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WINTECH Coating

Coating Characteristic

Coatings

AICrN

AICrSiN

TiAIN

AITiN Nano

AICrN/TiSiN

AITiN/TiSiN Multilayer

TIAICrSiN

Normal diamond
coating

Ultra-fine grain
diamond coating

116 — WINTECH

Microhardness
(HV0.05)

3200

3300

2900

3000

3100

3300

4000

8500

8000

Solid Carbide Endmills

Coefficient

Friction

0.45

0.4

0.35

0.45

0.35

0.35

0.35

Max. service
Temperature (°C)

1100

1100

900

900

1100

1100

1100

700

700

Characteristic and Application

High oxidation resistance, extremely good of
high temperature abrasion resistance, suitable
for ordinary steel, low hardness of die steel or
titanium alloy dry milling.

Specially designed for milling, high oxidation resistance, good
balance of abrasion resi: eand h v ility is
extremely high, suitable for ordinary steel under HRC55, die steel
and titanium alloy milling.

Super-high micro hardness and fine-grain, suitable
for stainless steel, some high hard steel drying
cutting and titanium alloy milling.

Extremely crystal texture control, good balance of micro hardness
and toughness, universal milling and drilling coatings, suitable for
stainless steel, high hard steel moderately high speed and high
feed cutting.

High oxidation resistance, good hot hardness,
good toughness, and super-smooth surface,
suitable for stainless steel and cast iron drilling.

Super high thermal-stability, super toughness, bit
general coating, especially suitable for ordinary steel
drilling.

High micro hardness, high oxidation resistance and
hot hardness, suitable for high hard steel above 55HRC
milling.

High hardness, thermal conductivity and wear
resistance, suitable for graphite machining.

Smooth surface, good self-lubricity, hardness,
thermal conductivity and wear resistance, suitable
for nonferrous materials, carbon fiber composite
machining, etc.
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Position of Main PVD Nano-structure Coating

PVD coating provides for superior control of coating grain size (from 10nm to 500nm), achieves excellent hardness, good oxidation resistant,
and improved reduction of the coefficient of friction.

Max. service Temperature

1200 | 1
T
1000 ]
800
600 | -
400
200
0 2000 2500 3000 3500 4000  Microhardness

Microhardness and Max. Service Temperature

Coefficient
Friction

0.5

04 | TN — .
0.3
0.2
0.1

0 2000 2500 3000 3500 4000 Microhardness

Microhardness and Coefficient of Friction
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Universal High Performance Coating AICrSiN

@ Productivity increase due to significantly higher cutting speed

and feed for application in a wide range of materials.

Significantly enhance productivity.

@ Particular design of structure brings good balance between toughness,

AICrSiN Coating

thermo-shock stability and residual stress.
The Carbide Substrate

High Hardness Coating TiAICrSiN SEM Photograph of Coating

@ Micro hardness up to 4000HV, with good wear resistance.
@ Special transition layer design to ensure the high bonding

strength between high hardness coating and substrate, adhesion
of up to T00N. TiAICrSiN coating
® Nano composite coating design, have super strong oxidation resistance,

oxidation starts at temperatures as high as 1100°C,high temperature stability - The Carbide Subsﬁ;raté ;

SEM Photograph of Coating

Nano Coating AITiN

@ High aluminum content provides excellent hot hardness

and oxidation resistance.
® Special method optimizes the structure of coating, significantly

improve stability, reducing the number of surface droplet.

SEM Photograph of Coating

Ultra-Fine Grain Diamond Coating

@ High purity diamond coating, with hardness up to
80GPa.

@ Ultra smooth and shiny surface, low coefficient
friction.

@ Suitable for finish machining nonferrous materials,
such

as graphite, aluminum, carbon fiber, ceramic, etc.

Surface Morphology

Normal diamond coating

@ High purity diamond coating, with hardness up to

80GPa.
@ High wear-resisting diamond coating, with extremely

Diamond Coating

high hardness
and strongly wear resistance..
@ Suitable for graphite machining.

The Carbide Substrate

SEM Photograph of Coating Surface Morphology
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Guidelines to Icons

Mark Description Mark Description Mark Description
@ IhSSO Standard Shank mﬁ 28° Helix ! . Square End
Shank
ISO Standard Shank o Hali . :
@ hs mﬁ 30° Helix & Corner Radius
AICTrN AICrN Coating m 35° Helix Endteeth “ Ballnose
m Type Ballnose
. . . . . Square End with
LS AICKSiN Coating m Variable Helix M
m Chamfer
LU AITIN Coating mﬁ 40° Helix m Chamfer
Helix
A:\I;I;ig\l Nano Coating AITiN mﬂ 45° Helix n Steels
Coating AT'gm’ AICrN/TiSiN Coating 15 /40 Variable Helix M Stainless Steels
q-ll.ls-llw "I\'lii;ri‘l\(l) Coating AITiN/ ml Variable Helix m Cast Iron
Workpiece
Material
) . . 38°/407 . . Non-ferrous
TIAICISIN TiAICrSiN Coating Variable Helix X
m Materials
. T Heat-resistant
Norn:1a| Diamond 457 3639, 2830,1540 Super
Coating = Alloys, Titanium
Alloys
Ultra-Fine Grain . :
M Diamond Coating E 1 Flute Endmills ,I;Iﬁlgtf;:-ilaalrsdened
E For Side Milling 2 Flute Endmills
Cutting . .
Condition E For Slotting F 3 ' 3 Flute Endmills
S No.of P‘ .
m For Profile Milling Flutes l4‘ 4 Flute Endmills
a -20° Helix 5 Flute Endmills
Helix g 20° Helix [6] 6 Flute Endmills
mm -20° Helix Eg 12 Flute Endmills
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Solid Carbide Endmills Identification System

UP210 -

€€

@

Series Description

Suitable for Steels&Cast Iron(<48HRC)

Suitable for High Efficiency Machining of Steels & Cast Iron(<48HRC)
Suitable for Roughing of Steels & Cast Iron(< 48HRC)

Suitable for Roughing of Steels & Cast Iron(< 48HRC)

Suitable for Roughing of Steels & Cast Iron(< 48HRC)

Suitable for General Machining of Stainless Steel

Suitable for General Machining of Stainless Steel

Suitable for High Efficiency Machining of Stainless Steel

Suitable for General Machining of Aluminium Alloy

Suitable for high efficiency machining of aerospace Aluminium Alloys
Endmills for High Performance Machining of Titanium Alloys
Endmills for High Efficiency Machining for Titanium Alloys

Suitable for Exclusive Machining of Hardened Steels (45-70HRC)
Suitable for High Feed Machining of Hardened Steels (35-65HRC)

SPM200 -

Workpiece (®Code of Series
UP210
SP210
Steel, Cast Iron UPN210
UPR210
UPR300
US200
Stainless Steel US300
$5200
UA160
Aluminium Alloy
SA210
ST210
Titanium Alloys.
ST300
High Hardened SH300-H
Material FH200-H
Workpiece (®Code of Series
Copper Alloy,Aluminium Alloy SAM200
High Hardened Material SH260-H

120 — WINTECH

Series Description

Suitable for micro diameter of deep machining (<55HRC)

QEM Suitable for micro diameter of copper alloy
LM Suitable for General Machining  (35-60HRC)
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L (O

(@Endteeth Type (3Length of Flute @No. of Flutes
S Square N Reduce Neck 2
B Ballnos H Long Shank 3
R Cornor Radius L Long Flute 4
C Square End S Short Flute 6
Blank Standard

R N

Solid Carbide Endmills | MILLING TOOLS

060

dem

09

dem

(®Diameter (®Code Characteristic
0.6mm 006 Square End\
Ballnose:
6mm 060 1 a. Neck Length
b. Flute Length
10mm 100 6-06 10-10

Cornor Radius:

2 r0.2-02
r1-10
Miniature:
3 C0.03-03
C0.13-13

2-1-4-01-V

ol GEobh oD Fen tem don Eom

(@Endteeth Type = ®3Length of Flute (Diameter @Corner Radius Coa;ur;g ‘
symbol
S Square N Reduce 0.6mm 0.6 0.5mm 05
B Ballnose H Long 6mm 6 Tmm 1
Shank . N
R Corner L  LongFlute N C y
u R one orner
@ No. of Flutes ©Eigenvalues Radius
S Short Flute neck length/shank
2
Blank Standard length/flute length
3 0.5mm 0.5
4 Tmm 1
6 10mm 10
| 100mm | 100 | WINTECH _ 121
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Application Summary Of Solid Carbide Endmills

1SO Material
Group

122 _WINTECH

HWN =

MC WINTECH General Machining

Carbon Steel,Alloy Steel
(<35HRCQ)

UP210
SH260-H

NEW]

Alloy Steel (35-48HRC)

PH,Ferritic, Martensitic
Steel(<35HRC)

Stainless Steel US200  US300

Grey Cast Iron,Nodular
Cast Iron
(<32HRQ)

UP210

High-alloy Cast Iron
(35-45HRCQ)

rought Aluminium Alloys/
Cast
Aluminium Alloys
(Si<12%)

UA160

Cast Aluminium Alloys (Si
>12%)

Copper Alloys (<200HB) UA160

Graphite. Composite
Material

Heat-resistant Alloys
(<450HB)

Titanium Alloys

(<400HB) 51200

Hardened Steel(45-55HRC)
SH260-H

NEW]

Hardened Steel(55-60HRC)

Hardened Steel(55-60HRC)

Roughing

UPN210
UPR210

8

UPR300

8

UPN210
UPR210

g

UPR300

g

SN200

ST300

FH200-H

High Efficiency High Speed Micro
Machining Machining Machining
SP210 SH260-H SPM200
55200 SPM200
SP210 SPM200
SAM200
= SA310 SPM200
SAM200
S$G200-M
SG200 m
SPM200
ST260 ST300
SPM200
SH260-H
FH200-H (W [P



Series Introduction

W' UP210 Endmills for General Purpose

e Suitable for steels & cast iron(<48HRC).

¢ High performance AlCr series coating with high
temperature resistance and high wear resistance.
¢ Adapt to oil mist, water, oil, air cooling and other
cooling conditions.

W SP210 Endmills for High Efficiency
Efficient Machining

e Suitable for high efficiency efficient machining of steels
& cast iron (<48HRC).

e Variable helix angle and unequal flute pitch with
excellent anti-vibration capacity.

¢ Applicable to high efficiency efficient machining of large
cutting depth (ap) , large cutting width (ap) (Machine
with good rigidity).

Solid Carbide Endmills | MILLING TOOLS

A UPN210 Endmills for Rough Application

e X|Suitable for steels & cast iron semi-finishing and rough
milling, with high metal removal rate

¢ XIGU cemented carbide substrate with high performance
AICrSiN nano-coating, to realize perfect match both high
wear resistance and toughness.

 XWith special chip-breaking design, make short chips in
the course of processing, smooth chip removal,

realized high quality stable machining

« [XSpecial R type groove design, ensure good chip
evacuation.

W SA210 high efficiency Aluminum Endmill

® High-Speed tools use waveform and Circumferential
flute damping design to achieve excellent vibration

® Low-Speed tools use the polish technology to reduce
cutting force

 Special chip pocket design to improve chip removal and
to reach metal removal rate

WINTECH _ 123
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Series Introduction

¥ UPR210 Waveform Endmill

e Suitable for roughing machining of steels & cast
iron(<48HRC), with high metal removal rate.

® GU cemented carbide substrate with high performance
AICrSiN nano-coating, to realize perfect match both high
wear resistance and toughness.

¢ 45° helix angle and special U type groove design,
realize smoothly cutting.

¢ Adopt the standard waveform tooth design, make
short chips during processing. Excellent chip removal
performance, realized high quality and stable processing.

W' UPR 300 Waveform Endmills

e Suitable for roughing machining at big cutting

depth (ap), big cutting width (ae) of steels & cast iron
(<48HRC), with high metal removal rate.

e Adopts dense tooth type and waveform tooth design,
produced ultra-fine chip when processing,

Excellent chip removal, low resistance cutting
performance, low machine load.

 Special edge processing, effectively improve the tool’ s
collapse resistance and wear resistance during rough
machine process.

124 _WINTECH

A US200 Endmills for General Machining
of Stainless Steel

e Suitable for general machining of stainless steel
(<280HB).

¢ Special edge design, effectively solve the crumbs.
e Water, oil cooling as the best cooling method.

US300 Endmill for General Machining of
Stainless Steel

e Suitable for rough milling, semi-finishing and finishing
of stainless steel (<280HB)

e Design for the small depth/large width in face milling,
large depth/small width in side milling .
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Series Introduction

A 55200 Endmill for High Efficiency Milling of Stainless Steel

e Suitable for high efficiency rough milling and semi-finishing of stainless steel (<280HB) .
® Variable helix angle and differential flute pitch, reduces and eliminates vibration.
e Applicable for high efficiency machining at large cutting depth (ap), large cutting width (ae), high material removal rate.

A SH260-H Endmills General-Purpose for Hardened Steels

e Suitable for Semi-Finishing and Finishing of 30~60HRC Hardened Steels;

e Super Fine Carbide substrate with high strength and toughness combined with special high hard coating significantly
lengthens tool life.

e Unique groove structure realizes excellent machining for harden steels materials.

e Air and oil mist cooling are the best cooling methods.
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Series Introduction

A UA160 Endmills for General Machining
of Aluminum Alloy and Copper Alloy

e Suitable for roughing, semi-finishing and finishing of
aluminum alloy (Si<12%) and copper alloy (<200HB) .
e Special edge design, reduces vibration.

e Special edge preparation, good surface quality.

SH300-H Endmills Special for
Hardened Steels

e Suitable for Semi-Finishing and Finishing of 45~70HRC
Hardened Steels;

e Carbide substrate with high strength and toughness combined
with newhigh hard coating significantly lengthens the tool life.

e Special tool type design and high precise quality control ensure
excellent machining for hardened steels material.

ST210 Endmills for High Performance
Machining of Titanium Alloys

e Suitable for high performance machining of titanium
alloys (TA7. TC4. TC18) and stainless steel.

e Unequal division, unequal helix, effectively improved
anti-vibration performance, higher surface quality.

e Eccentric arc relief angle design improves edge
strength and guarantees surface quality.

e Special body for hard working materials, ensures
longer tool life.

FH200-H Endmills Special for Hardened
v Steels with High Feed

e Dedicated to high feed rough machining of 35~65HRC high
hardness material

e Special-purpose tool type design realizes thin cutting effect,
high feed machining, improves the processing efficiency.

e Latest Super Fine Carbide substrate with hard coating ensures
high wear-resistance and high thermal stability under various
working conditions.

126 —_ WINTECH



Series Introduction
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A SPM200 Endmills of Micro Diameter
for Deep Machining

e Suitable for deep groove micromachining of carbon
steel, alloy steel, hardened steel, copper, aluminum
alloy and other materials (<HRC55) in the precision
mould industry.

¢ High precision of edge diameter, ball head contour,
R arc contour and shank( h5);

¢ The high performance AICrSiN nano-coating with
high heat resistance and resistance

¢ Special angle and space avoidance design

A SAM 200 Endmills of Micro Diameter
for Deep Machining

e Suitable for Copper alloy material in deep groove
micromachining.

¢ New generation of cemented carbide substrate with
high performance Ti AICrSiN nano-coating.

e High precision of edge diameter, ball head contour
and shank( h5)

e Special angle and space avoidance design

WINTECH _ 127
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Endmill Catalog (by series)

Suitable No.of
Material Flutes

o]~
oLl
oIt

!.

oL
AT
DeE
oL
CEE
e 143 12 R
i £ |18 R
ol
o
oLy~
oLy~
ol g
oL g
oLy
ot

Ballnose

O most suitable Osuitable

— WINTECH

En
dteeth Coating
Type

Description

—me
"

2Flute, Stub Length

2 Flute, Standard Length

2Flute, with Long e
Flute Length )
2Flute, with Long L_a g

Shank Length
—iie

3Flute, Standard Length

4Flute, Stub Length

4Flute, Standard Length —_—
4Flute, with Long Flute - =
Length R
4 Flute, with Long . —
Shank Length ——
4Flute, acuteangle AT NSNS

4 Flute, 45° Helix

2 Flute Corner Radius, ’
with Long Shank Length
i ﬂ <
2 Flute Corner Radius, e ﬁ e
with Long Shank Length
4Flute, 45" Helix m ‘-—:m
e

6 Flute, Standard Length

2 Flute, Corner Radius

4 Flute, Corner Radius

2 Flute, Ballnose

2 Flute Ballnose,
with Long Shank Length

Type

UP210-SS2

UP210-S2

UP210-SL2

UP210-SH2

UP210-S3

UP210-S54

UP210-54

UP210-SL4

UP210-SH4

UP210-SC4

UP210-S4A

UP210-S6

UP210-R2

UP210-RH2

UP210-R4

UP210-RH4

UP210-R4A

UP210-B2

UP210-BH2

Diameter
Range

D1~ D20

D1~ D20

D2 ~ D20

D2 ~ D20

D2 ~ D25

D1~ D20

D1~ D20

D1~ D20

D2 ~ D20

D4 ~ D20

D4 ~ D20

D6 ~ D20

D1~ D20

D4 ~ D20

D1~ D20

D3 ~ D20

D4 ~ D20

D0.8 ~ D20

D2 ~ D20

Dimension
Page

158

159

161

162

163

164

165

168

170

172

173

174

175

178

180

183

185

187

189

Cutting
Parameters
Page

369

369

369

369

369

370

370

370

370

370

370

370

369

369

370

370

370

372

372
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Cutting Parameters Page

M

1234 56 123 123 123 4 5 123 4 1 2 34
SielAloy Aloysieel S Costion AUBIM - Cpper - composte Takn | ardee | Vordened | Hagloned
< 35HRC < 48HRC 45-55HRC  55-60HRC > 60HRC
O @) O (@)
O O O O
O O O (@)
O O O O
O @) O (@)
O O @) O
O @) O O
O @) O (@)
O @) O O
O O O O
O O O O
O O O O
O O O O
O O O O
O O O O
O O O O
O O O O
O O O O
O O O O
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Endmill Catalog (by series)

. . . A Cutting
Sunab.le No.of Endteeth Coating Description Type Diameter Dimension Parameters
Materia Flutes  Type Range Page Page

’l'4‘ ACISIN 4 Flute, Ballnose B UP210-B4 D2~ D20 191 372

Ballnose
A B\ / - 4Flute :
, f—— - ~
l4d M AICISIN 60° Chamfer Endmils m UP210-L60 D4 ~ D20 193 373

v . 4 Flute,

M ACISIN 90" ChamferEndmils WBM  —————————33% UP210-L90 D4~ D20 194 373

ACISIN 4Flute, e UP210-L120 D4~ D20 195 373
120° Chamfer Endmils 0

M
g ALCTSiN 3 Flute, with Variable Helix — I PA (] D2.5 ~ D20 196 373
W e 3 Flute, Variable Helix ‘ -
& ALCTSiN ith Charafir [e— - A ZINE] D6 ~ D16 197 373
Stainless ICrSiN 4 Flute, with Variable Helix SN SP210-54 D2 ~ D20 198 374
Steel
Cast Iron . .
' 4 Flute, Variable ~
hﬁ AICTSiN Helix vith Chamfer BN SP210-C4 D3 ~ D20 199 374
. i 4 Flute, Variable
&ﬂ AICISiN Helix with Chamfer =3 SP210-CN4 D3 ~ D20 201 374
and with Reduced Neck

. ' 4 Flutes Corner Radius, e -
&a AICrSIN with Variable Helix i | SP210-R4 D3 ~ D16 202 374

CESEEEEE R EE

. ’ 4 Flute Corner Radius, I
; . ] - ~
&3 AICISiN with Long Shank Lengthm SP210-RH4 D4 ~ D12 204 374
2 “ AICISIN 2 Flute, Ballnose ﬂ SP210-B2 D1~ D12 205 375
Ballnose
' 2 Flute Ballnose, — -~ ~
er AICrSiN with Long Shank Length ———————ea SP210-BH2 D4 ~ D12 206 375
P‘ : 4 Flute, with Roughing r— T g ~
A 4 AICISiN Geometry e UPN210-54 D6 ~ D20 207 377

© mostsuitable () suitable
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Cutting Parameters Page

I O O H H

1234 56 123 123 123 4 5 123 4 1 2 34
SCarbon Stainless Aluminium  Copper Graphit.e’ Rel;lies:;nt Titanium  Hardened Hardened Hardened
tesetlélzllloy Alloy Steel Steel el Alloys Alloys C&::zz:lltse f\“per Alloys Steel Steel Steel

oys

< 35HRC < 48HRC 45-55HRC  55-60HRC > 60HRC

O O O O

@) O O @) O O

@) O O @) O O

@) O O @) O O

O @) O @)

O O O O

O O O O

O O O O

O O O O

O O O O

O O O O

O O O O

O O O O

@) O O (@) O O O
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Endmill Catalog (by series)

Suitable No.of
Material Flutes

UPR210

A |
Stainless l4‘ Chamor
S

teel

CastIron U PR300

[
SPM200
- (118
& LI
e 22V
0
US200
oL
o
o
e 1S b=
O].C
Al T
pI.C
J
G

o |

L"

© mostsuitable () suitable
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En
dteeth Coating
Type

=

CrSiN

=

CrSiN

=

CrSiN

=
f=]
@
=

=

CrSiN

=
o
@
=

iAIN

TiAIN

TiAIN

—

=l = =l
= =
= =

iAIN

TiAIN

TiAIN

TiAIN

Description

4Flute Square, el —_—

with Roughing Geometry

3/4 Flute Square, B0 —a

with Roughing Geometry

2 Flute, Standard Length - C——
Endmills of Micro Diameter for Deep Machining

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining

4 Flute, Corner Radius m L emee—
Endmills of Micro Diameter for Deep Machining

2 Flute, Ballnose L
Endmills of Micro Diameter for Deep Machining

2 Flute, Standard Length ' -
ey

4 Flute, Stub Length —

4Flute, Standard Length - o —

AN
2 Flute, Corner Radius § m
3 Flute, Corner Radius [~ m
4 Flute, Corner Radius - w

2 Flute, Standard Length e
4 Flute, Standard Length — _;ﬁ

Type

UPR210-54

UPR300-53/54

SPM200-SN2

SPM200-RN2

SPM200-RN4

SPM200-BN2

US200-52

US200-554

US200-54

US200-SN4

US200-R2

US200-R3

US200-R4

US200-B2

US200-B4

Diameter Range

D6 ~ D20

D6 ~ D20

D0.1 ~ D6

D0.2 ~ D6

D1~ D6

D0.1 ~ D6

D0.5 ~ D20

D2 ~ D20

D1~ D20

D2 ~ D20

D3 ~ D16

D2 ~ D20

D2 ~ D20

D1~ D20

D1~ D20

Dimension
Page

208

209

324

330

346

350

210

212

213

214

215

217

219

221

222

Cutting
Parameters
Page

376

378

398

408

430

435

380

381

381

381

380

380

381

381

381
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Cutting Parameters Page

@ QA O S| H

1234 56 123 123 123 4 5 123 4 1 2 34
Carbon Stainless Aluminium  Copper il Rel;li‘::;nt Titanium  Hardened Hardened Hardened
Steel,Alloy Alloy Steel Steel Caellialy Alloys Alloys o [FEBE Super Alloys Steel Steel Steel
Materials
Alloys
< 35HRC < 48HRC 45-55HRC  55-60HRC > 60HRC
(@) O O (@) O O
O O O O O

@) O O O O O O O O
@) O O @) O O O O O
@) O O O O O O O O
@) O O O O O O O ©)
O O O O O O
O O O O O O
O O O O O O
O O O O O O
O O O O O O
O O O O O O
O O O O O O
O O O O O O
O O O O O O
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Endmill Catalog (by series)

f En
No.of X o
el vl dreeth) Coating Description
E g 4Flute, Stub Length e R
r‘"‘ g 4Flute, Standard Length P~
Stainless ‘
Steel
$S200
F4‘ . ALCISIN 4 Flute, Stub Length, }
ld Variable Helix with Chamfer —

E M 4Flute, Variable Helix with Chamfer ~[Se———TaEay

[2] g 2 Flute, Standard Length e =
' 3 ' g 3Flute, Standard Length S ———
-
m g 4Flute, Standard Length — o
Aluminium
Alloys
. 3 Flute Corner Radius, S
P.31 & with Reduced Neck == s
n [ | 3 Flute Corner Radius, - i,
-3 with Reduced Neck )
Copper

Alloys
A ' Flute, Standard Length m
Aluminium [21 !; Bl Endmills of Micro Diameter for Deep Machining

Alloys

[2] “ INERI  Flute, Ballnose m o e——
Ballnose

© mostsuitable () suitable

134 _WINTECH

Type

US300-S54

US300-54

55200-CS4

$5200-C4

UA160-S2

UA160-S3

UA160-S4

SA210-BW

SA210-HF

SAM200-SN2

SAM200-BN2

Diameter
Range

D1~ D4

D1~ D12

D2 ~ D12

D2 ~ D12

D1~ D12

D2 ~ D12

D4 ~ D12

D12 ~ D25

D8 ~ D20

DO0.1 ~ D6

D0.1 ~ D6

Dimension
Page

223

224

225

226

227

228

229

230

231

358

360

Cutting
Parameters
Page

382

382

382

382

383

384

384

385

385

446

4438



Solid Carbide Endmills | MILLING TOOLS

Cutting Parameters Page

1234 56 123 123 123 4 5 123 4 1 2 34
Carbon Alloy Steel Stainless Cast Iron Aluminiumi | Coppen C(:)r;plg:ﬁ’e ReI:i(::;nt UG Hardened Hardened Hardened
Steel,Alloy Y Steel Alloys Alloys M atre,ri 2ls Super Alloys Steel Steel Steel
Alloys
< 35HRC < 48HRC 45-55HRC  55-60HRC > 60HRC
O O (@) O O O
O O (@) O O O
O O (@) O O O
O O (@) O O O
O @)
O O
O O
O O
O @)
O O @)
O O O
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MILLING TOOLS | Solid Carbide Endmills

Endmill Catalog (by series)

Workpiece No.of Endteeth

Material Flutes Type Coating Description Type

E g 4Flute, Standard Length R ST210-54
E g I\l Unequal Flute Spacing N ST210-R4
4 Flute, Corner Radius with o
{'4‘ g Reduced Neck Unequal el ST210-RN4
-l Flute Spacing
. 5 Flute, Long Flute length
! with Comer Radius RS 5T210.RLS
Unequal Flute Spacing
Titanium
nioys PN A P 4Fiute Ballnose P N _
l4‘ Balinose Bl Unequal Flute Spacing ST210-84

ST300

4 Flute, Corner Radius with
P4‘ . AlCr Reduced Neck Unequal Flute ST300-RN4
| ¢ —

Spacing, Internal Coolant

5Flute, Corner Radius with

g JXOI]  Reduced Neck Unequal Flute — L

Spacing, Internal Coolant

.!

© mostsuitable () suitable

136 — WINTECH

Diameter
Range

D2 ~ D20

D2 ~ D20

D12 ~ D25

D16 ~ D25

D2 ~ D20

D12 ~ D20

D16 ~ D25

Dimension
Page

232

233

235

236

237

238

239

Cutting
Parameters
Page

386

386

386

387

387

388

389



Solid Carbide Endmills | MILLING TOOLS

Cutting Parameters Page

M

1234 56 123 123 123 4 5 123 4 1 2 34
Carbon Stainless Aluminium  Copper s Rel;lies:;nt Titanium  Hardened Hardened Hardened
Steel, Alloy Alloy Steel Steel el Alloys Alloys Compqsne Super Alloys Steel Steel Steel
Materials
Alloys
< 35HRC < 48HRC 45-55HRC  55-60HRC > 60HRC
O O O (@)
O O O (@)
O O O (@)
O O @)
O O @)
O
O
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MILLING TOOLS | Solid Carbide Endmills

Endmill Catalog (by series)

Workpiece No.of Endteeth

Material ~Flutes  Type

SH260-H
O
O

=1 gu

XX
Hardened
Steel
XY

d Comner-R

O

] AS
O\

A A dd A d i

Coating

=

= = =
= = =
= = =
3 B

=]
=
S
3
£

= =
= =
= =
3 23
E =

=

= =] = = =
= = = = =
= = = = =
= 3 E E

=
=
S
2
=

=

N

= = =

= = =

= = =
B

=]
=
S
]
£

TIAICFSIN

© mostsuitable () suitable

138 _WINTECH

Description
2Flute, Standard Length ZM ¢ P
2 Flute, Standard End m - —

With Reduced Nec

4Flute, Standard Length AN m

4 Flute, with Long —— -]
Shank Length = ¢

4 Flute, Standard End . .
With Reduced Nec Ul <SS

4 Flute,Long Flute LengthQEM =m
6 Flute, Standard Length [ = ‘m
6 Flute, with Long —————
Shank Length (NEW ]S

6 Flute,Long Flute Lengthm k== m

2Flute, CornerRadius QAN

2 Flute Corner Radius, —
with Reduced Neck (NEw] - =

4Flute, CornerRadius QAN ey

4 Flute Corner Radius,

with Long Shank Length m S

4 Flute Corner Radius, . .
with Long Shank Length m —SN

2 Flute, Ballnose [NEW ] — )
2 Flute Ballnose,

with Long Shank Length (NEWEE S
2 Flute Ballnose, —
Miniature Sizes with Necknﬁm ) e

Type

SH260-S2-H

SH260-SN2-H

SH260-S4-H

SH260-SH4-H

SH260-SN4-H

SH260-SL4-H

SH260-S6-H

SH260-SH6-H

SH260-SL6-H

SH260-R2-H

SH260-RN2-H

SH260-R4-H

SH260-RH4-H

SH260-RN4-H

SH260-B2-H

SH260-BH2-H

SH260-BN2-H

Diameter
Range

D1~ D12

D1~ D6

D1~ D20

D1~ D20

D1~ D12

D1~ D16

D6 ~ D20

D6 ~ D20

D6 ~ D20

D1~ D6

D1~ D6

D1~ D12

D2.5~ D12

D1~ D12

D1 ~D16

D2 ~ D12

D1~ D12

Dimension
Page

240

241

243

245

247

249

250

251

252

253

254

256

259

261

263

264

266

Cutting
Parameters
Page

390

390

391

391

391

391

391

391

391

390

390

391

391

391

392

392

392



Solid Carbide Endmills | MILLING TOOLS

Cutting Parameters Page

A MmO O H H

1234 56 123 123 123 4 5 123 4 1 2 34

Heat
Resistant ~ Titanium Hardened Hardened Hardened
Super Alloys Steel Steel Steel
Alloys

Graphite,
Composite
Materials

Stainless
Steel

Carbon
Steel,Alloy

Aluminium  Copper

ot iz Alloys Alloys

Alloy Steel

< 35HRC < 48HRC 45-55HRC  55-60HRC > 60HRC

O o0 o o o o oo o o o o o o o oo
O 0 0O 0O oob o6 0o 0o o o0 0 o o o
0O 0 0O 0O oo 6o o0 0O 0 0 0 0 o 0 O
O 0 0O 0O oo o o0 O O 0o o o o o o
O o o o o o oo oo o o o o o oo
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MILLING TOOLS | Solid Carbide Endmills

Endmill Catalog (by series)

Workpiece No.of Endteeth
Material Flutes  Type

oLl
oLl
Sl
ol

TIAICESIN
TIAICISIN
TIAICESIN
Square
TIAICSIN
Hardened Square
Steel

TIAICrS

TIAICrSi

=

TIAICFSIN

TIAICHSI

=

TIAICSIN

TIAICSIN

Al Il 1 AN UM el el e |
I EE E R s

TIAICFSiN

&

TIAICFSIN

TIAICFSIN

()}

Fal Fol
e L4
= s

© mostsuitable () suitable
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Coating

Description

2Flute, Standard Length  E

2 Flute, with Reduced = —
Neck Diameter

4 Flute, Stub Length e

4 Flute, Standard Length s

4 Flute, with Long

Shank Length L —
4 Flute, Long Flute Length [——
4 Flute, with Reduced Neck fm iy
6 Flute, Standard Length b= W
6 Flute, Long 6 W
Shank Length —_—

6 Flute, Long Flute Length S
2 Flute, Corner Radius ——

2 Flute Corner Radius, —
with Long Shank Length

4 Flute, Corner Radius r m

it Long Shanl Length SSSSSS
. —
6 Flute, Corner Radius r R
6 Flute Corner Radius, s

with Long Shank Length *

Type

SH300-S2-H

SH300-SN2-H

SH300-554-H

SH300-S4-H

SH300-SH4-H

SH300-SL4-H

SH300-SN4-H

SH300-S6-H

SH300-SH6-H

SH300-SL6-H

SH300-R2-H

SH300-RN2-H

SH300-R4-H

SH300-RH4-H

SH300-RN4-H

SH300-R6-H

SH300-RH6-H

Diameter
Range

D1~ D12

D1~ D6

D1~D16

D1~D20

D1~D20

D1~ D20

D1~ D20

D6~D20

D6~D20

D6~D20

D1~D12

D1~Dé6

D1~D20

D1~ D20

D1~D12

D6~D20

D6~D20

Dimension
Page

268

269

270

272

274

276

278

282

283

284

285

287

288

292

295

301

303

Cutting
Parameters
Page

393

393

393

393

393

393

393

394

394

394

393

393

393

393

393

394

394



Solid Carbide Endmills | MILLING TOOLS

Cutting Parameters Page

A MmO O H H

1234 56 123 123 123 4 5 123 4 1 2 34

Heat
Resistant ~ Titanium Hardened Hardened Hardened
Super Alloys Steel Steel Steel
Alloys

Graphite,
Composite
Materials

Carbon
Steel Alloy

Stainless Aluminium  Copper

Alloy Steel Steel Cast Iron Alloys Alloys

< 35HRC < 48HRC 45-55HRC  55-60HRC > 60HRC

O o o0 o o oo o oo o o o o o oo
O o0 o o o o o o o oo o o o o o o
O 0O 0O 0O o oo o O OO 60O 06 0 0 O
0O 0O 0O 0O o o oo b OO O O 0 0 0 ©0
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MILLING TOOLS |

Solid Carbide Endmills

Endmill Catalog (by series)

Workpiece No.of Endteeth

Material Flutes Type
SH300-H
o
Cl
Gl
P
s

vt T
FH200-H
s
s

O most suitable

142 _WINTECH

Coating

TIAICISiN

TIAICSi

=

TIAICrSi

=

TIAICrSi

TIAICrSi

TIAICrSi

=

TIAICHSIl

TIAICHSIl

TIAICHSIl

TIAICrSi

=

TIAICISil

=

() suitable

Description

2 Flute, Ballnose [ —
2 Flute Ballnose, —
with Long Shank length’ _—_—
2 FluteBallnose, : .
with Reduced Neck =
4 Flute, Ballnose —
4 Flute Ballnose, with .
Long Shank Length o
4 Flute Ballnose, -
with Reduced Neck i
4 Flute, Corner Radius * o —
4 Flute Corner Radius, — -
with Reduced Neck ' e

6 Flute, Corner Radius i
6 Flute Corner Radius, — g
with Long Shank Length ° -—
6 Flute Corner Radius, - —

with reduced neck

Type

SH300-B2-H

SH300-BH2-H

SH300-BN2-H

SH300-B4-H

SH300-BH4-H

SH300-BN4-H

FH200-R4-H

FH200-RN4-H

FH200-R6-H

FH200-RH6-H

FH200-RN6-H

Diameter
Range

D0.6 ~ D12

D0.6 ~ D12

D0.6 ~ D12

D2 ~ D12

D2~D12

D2~D12

D1~ D12

D8 ~ D12

D6~D20

D6~D20

D6~D20

Dimension
Page

305

307

309

313

314

315

316

318

320

321

322

Cutting
Parameters
Page

394

394

394

395

395

395

396

396

396

396

396



Solid Carbide Endmills | MILLING TOOLS

Cutting Parameters Page

A MmO O H H

1234 56 123 123 123 4 5 123 4 1 2 34

Carbon Stainless Aluminium  Co Graphite, U8 fiamium | Hardened | Hardened | Hardened

(I Moyl SIS oy M Coper | SME hne ok Vo My e

Alloys

<35HRC < 48HRC 45-55HRC  55-60HRC > 60HRC
O @) @) @)
O O @) O
O @) @) O
O @) @) O
O O @) O
O @) @) O
(@) O (@) O
@) @) @) O
(@) O O O
@) O @) O
(@) O O O
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MILLING TOOLS | Solid Carbide Endmills

Endmill Catalog (by flute)

No.of Dimension e
Fluies Coating Description Type Diameter Range Parameters

Page
Square

EZJ PSR 2 Flute, Stub Length e UP2105S2 D1 ~ D16 158 369

EZJ (S 2 Flute, Standard Length s | UP210S2 D1~ D20 159 369

[21 IO 2 Flute, Long Flute Length e — UP210-SL2 D2 ~ D20 161 369

EZJ LR 2 Flute, with Long Shank Length ——— UP210-SH2 D2 ~ D20 162 369
AICISiN ute, Standard Lengtl - 10- ~ D25 1

ﬂ 3 Flute, Standard Length e = UP210-53 D2~ D2 63 369

:4] LWl 4 Flute, Stub Length e UP210-554 D1~ D20 164 370

= = =
S S S
= = = = =

F‘ 4 Flute, Standard Length 4 3 UP210-S4 D1~ D20 165 370
L |
4‘ XS 4 Flute, Long Flute Length —— UP210-5L4 D1~ D20 168 370
‘ g g
r4‘ 4 Flute, with Long Shank Length e — SN UP210-SH4 D2 ~ D20 170 370
El} 4Flute, acute angle [NEW] — UP210-5C4 D4 ~ D20 172 370
r4‘ ISl 4 Flute, 45° Helix El B  UP210-54A D4 ~ D20 173 370
! 6 ! 6 FIute, Standard Length ﬂ UP210-S6 D6 ~ D20 174 370
ﬂ (WS 3 Flute, with Variable Helix — SP210-53 D2.5 ~ D20 196 373
MR 3 Flute, with Variable Helix with Chamfer : SP210-C3 D6 ~ D20 197 373
3
El} IR 4 Flute, with Variable Helix N SP210-54 D2 ~ D20 198 374
El} LIS 4 Flute, Variable Helix with Chamfer —N SP210-C4 D3 ~ D25 199 374
A | M 4Flute, Variable Helix with -
r4 > PR o for and with Reduced Neck — S SP210-CN4 D3 ~ D20 201 374
EI} LSl 4 Flute Square End, with Roughing Geometry UPN210-54 D6 ~ D20 207 377

© mostsuitable () suitable
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Workpiece Material

Solid Carbide Endmills | MILLING TOOLS

M

1234 56 123 123 123 4 5 123 4 1 2 34
Carbon Stainless Auminium  Copper | STPhte g LS i Hardened Hardened | Hardened
Steel Alloy AIOYSteel - Tgoe  Castlron Tgjou  hlioys  Gomposite iﬁg;; Alloys Steel Steel Steel
<35HRC < 48HRC 45-55HRC  55-60HRC > 60HRC
O O O O

O O O O

O O O O

O O O @)

O O O O

O O O O

O O O O

O O O @)

O O O O

O O O O

O O O O

O O O O

O O O O

O O O @)

O O O O

O O O O

O O O O

O O O @) O O O
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MILLING TOOLS | Solid Carbide Endmills

Endmill Catalog (by flute)

No.of

Flutes Coating Description
Square

F4‘ acrsiv I Flute Square End, with

| @ Roughing Geometry INEW]
P‘ ' 3/4 Flute Square End, with

l4d Roughing Geometry (New

2 Flute, Standard Length Endmills of

ol=
(1 @
2 @
o2 @
ol

Micro Diameter for Deep Machining

2 Flute, Standard Length

4 Flute, Stub Length

4 Flute, Standard Length

4 Flute, with Reduced Neck

: [
e
p—

E‘-} 4 Flute, Stub Length e .
{4} 4 Flute, Standard Length .___m
E"} AlCISIN caFrIil;tbeI'eSIEILelzllai)l(- svr;?hthclhamfer e
{4} J\M&] 4 Flute, Variable Helix with Chamfer (p— *—M
rZJ 2 Flute, Standard Length | et ———
m 3 Flute, Standard Length —

=

2
o
[

4 Flute, Standard Length

2 Flute, Standard Length Endmills of m
Micro Diameter for Deep Machining

4 Flute, Standard Length
Unequal Flute Spacing

rZJ 8] 2 Flute, Standard Length [NEW]
' 2 Flute Square End,
EZJ LB Miniature Sizes with Neck [NEW]

4 Flute, Standard Length

2

© mostsuitable () suitable
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—

[Now S

Type

UPR210-54

UPR300-53/54

SPM200-SN2

US200-S2

US200-554

US200-54

US200-SN4

US200-S54

US300-54

$5200-CS4

55200-C4

UA160-S2

UA160-S3

UA160-S4

SAM200-SN2

ST210-54

SH260-52-H

SH260-SN2-H

SH260-54-H

Diameter
Range

D6 ~ D20

D6 ~ D20

D0.1 ~ D6

D0.5 ~ D20

D2 ~ D20

D1~ D20

D2 ~ D12

D1~ D12

D2 ~ D20

D2 ~ D12

D2 ~ D12

D1~ D10

D2 ~ D20

D4 ~ D20

D0.1 ~ D6

D2 ~ D20

D1~ D12

D1~ D6

D1~ D20

Dimension
Page

208

209

324

210

212

213

214

223

224

225

226

227

228

229

358

232

240

241

243

Cutting
Parameters
Page

376

378

398

380

381

381

381

382

382

382

382

383

384

384

446

386

390

390

391



Solid Carbide Endmills | MILLING TOOLS

Workpiece Material
E m[3 N B H
1234 56 123 123 123 4 5 123 4 1 2 34
e oysieel SIS Coson AUBIM - Cpper - composte el Tam Nttt e
Alloys
< 35HRC < 48HRC 45-55HRC  55-60HRC > 60HRC

@) O O (@) O O
©) @ O O O
O O O O O O @) O O
O O (@) O O O
O O (@) O O O
O O (@) O O O
O O @) O O O
O O (@) O O O
O O (@) O O O
O O (@) O O O
O O (@) O O O

@) O

O O

@) O
O O O
O O O (@)
O O O O O
O O O O O
O O O O O
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MILLING TOOLS | Solid Carbide Endmills

Endmill Catalog (by flute)

No.of
Flutes

Diameter  Dimension Parameters

Coating Description Type Range Page Page

Square

r4 ’ 4 Flute, with Long Shank Length m —_— s SH260-SH4-H D1~ D20 245 391

E}} 4 Flute, with Reduced Neck
E 4 Flute, Long Flute Length
6

E I 6 Flute, Standard Length

Eepsss | SH260SN4-H | D1~D12 247 391

m SH260-5L4-H D1~ D16 249 391

SH260-S6-H D6 ~ D20 250 391

[6] 6 Flute, Long Shank Length ’Fm SH260-SH6-H D6 ~ D20 251 391
Eﬁ} 6 Flute, Long Flute Length aaa  SH260-SL6-H D6~ D20 252 391
rZJ 8] 2 Flute, Standard Length g SH300-S2-H D1~ D12 268 393
I | 2 Flute, with Reduced Neck Diameter @ SH300-SN2-H D1~ D6 269 393
IS 4 Flute, Stub Length F—— SH300-SS4-H = D1~D16 270 393
A 4 Flute, Standard Length - Y SH300-54-H D1~ D20 272 393
IS 4 Flute, with Long Shank Length — i SH300-SH4-H = D1~ D20 274 393
L] | 4 Flute, Long Flute Length ———— SH300-SL4-H D1~ D20 276 393
IS 4 Flute, with Reduced Neck g SH300-SN4-H D1~ D20 278 393
BN 6 Flute, Standard Length ;;m SH300-S6-H D6 ~ D20 282 394
IR 6 Flute, Long Shank Length i SH300SHEH  D6~D20 283 394

M 6 Flute, Long Flute Length (immaY | SH300-SL6-H | D6~ D20 284 394

HHHH
BEEEE
é

RIS ISR BIRS

Corner Radius

rzl 2 Flute, Corner Radius e UP210R2 D1~ D20 175 396
rzl fvrtll:‘t&ﬁ‘g";'ﬁ;fff'efgth ey UP210-RH2 D4 ~ D20 178 396

© mostsuitable () suitable
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Workpiece Material

Solid Carbide Endmills | MILLING TOOLS

M

1234 56 123 123 123 4 5 123 4 1 2 34
Carbon Stainless Auminium  Copper | GPHItE RS ium  Hardened Hardened | Hardened
Steel Alloy AIOYSteel - Tgoe  Castlion gjou  Aloys  Gompostte iﬂﬁSE Alloys Steel Steel Steel
<35HRC < 48HRC 45-55HRC  55-60HRC > 60HRC
O O O O O
O O O O O
O O O O O
O O O O O
O O O O O
O O O O O
O O O @)
O O O @)
O O O O
O O O @)
O O O ©)
O O O @)
O O O ©)
O O O @)
O O O ©)
O O O ©)
O O O O
O @) O O
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MILLING TOOLS | Solid Carbide Endmills

Endmill Catalog (by flute)

No.of

Flutes i

Corner Radius

P‘ 1Si
o

P4‘ ACISIN
P4‘ ACISIN
F4‘ ACISIN
P4‘ ACISIN

rZJ AICISIN

P4‘ AICISIN

AITiN

= =
= =
= =

REREE S SE NS
HHHHH

TIAICrSiN

E

TIAICKSIN

E

O most suitable

150 — WINTECH

Description

4 Flute, Corner Radius ﬂ:
4 Flute Corner Radius, e ﬁ ~
with Long Shank Length
4Flute,45° Helix W s
4 Flutes Corner Radius, ﬂ
with Variable Helix
4 Flute Corner Radius, 5

: . —_— R
with Long Shank Length m
2 Flute, Corner RadiusEndmills of
Micro Diameter for Deep Machining L .
4 Flute, Corner RadiusEndmills of m
Micro Diameter for Deep Machining ’ -
2 Flute, Corner Radius [~ m
3 Flute, Corner Radius [= m
4 Flute, Corner Radius - ‘w
2 Flute Corner Radius, -
with Reduced Neck -

3 Flute Corner Radius, with Reduced Neck p—————r \:\\;

4 Flute, Corner Radius
Unequal Flute Spacing

4 Flute, Corner Radius with Reduced Neck T Ty
Unequal Flute Spacing ﬁ
5Flute, Long Flute length with i r

Corner Radius Unequal Flute Spacing ZW
4 Flute, Corner Radius with Reduced Neck — 1‘
Unequal Flute Spacing, Internal Coolant “‘\
5 Flute, Corner Radius with Reduced Neck :‘m
Unequal Flute Spacing, Internal Coolant SRR
2 Flute, Corner Radius [NEW] [ -

2 Flute, Corner Radius
With Reduced Neck llﬁ'ﬂ

() suitable

Type

UP210-R4

UP210-RH4

UP210-R4A

SP210-R4

SP210-RH4

SPM200-RN2

SPM200-RN4

US200-R2

US200-R3

US200-R4

SA210-BW

SA210-HF

ST210-R4

ST210-RN4

ST210-RL5

ST300-RN4

ST300-RN5

SH260-R2-H

SH260-RN2-H

Diameter
Range

D1~ D20

D3 ~ D20

D4 ~ D20

D3 ~ D16

D4 ~ D12

D0.2 ~ D6

D1~ D6

D3 ~ D16

D2 ~ D20

D2 ~ D20

D12 ~ D25

D8 ~ D20

D2 ~ D20

D12 ~ D25

D16 ~ D25

D12 ~ D20

D16 ~ D25

D1~ D6

D1~ D6

Dimension
Page

180

183

185

202

204

330

346

215

217

219

230

231

233

235

236

238

239

253

254

Cutting
Parameters
Page

370

370

370

374

374

408

430

380

380

381

385

386

386

388

389

390

390



Workpiece Material

Solid Carbide Endmills | MILLING TOOLS

M

1234 56 123 123 123 4 5 123 4 1 2 34
Carbon Stainless Auminium  Copper | SNt SE ium  Hardened Hardened  Hardened
SteelAlloy AIOYSteel  Tgreer T Castiion Tauon  Allys  OMPOSe Tgiper Alloys Steel Steel Steel
Alloys

<35HRC < 48HRC 45-55HRC  55-60HRC > 60HRC

O @) O O

O O O O

O @) O O

O O O O

O O O O

O O O O O O O O O

O O O O O O O O O

O O @) O O O

O O @ O O O

O O @) O O O

O O
O O

O O O ©)

O O O @)

O O O ©)

O O O @)

O O O ©)

O O O O O

O O O O O
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MILLING TOOLS | Solid Carbide Endmills

Endmill Catalog (by flute)

. . . Cutting
No.of . L Diameter  Dimension
Flute Coating Description Type Range Page Parg?;cers

Corner Radius

r4’ W8I 4 Flute, Corner Radius

e SH260-R4-H D1~ D12 256 391

It

Ell Ly 4 Flute ggfgﬁg:ff'efg " SH260-RH4-H  D25~D12 259 391
E 4 Plute Comer Radlus, eSS SH260-RN4-H D1~ DI2 261 391
[2] LS 2 Flute, Corner Radius e NSNS SH300-R2-H D1~ D12 285 393
rzl TICISN art';;eengc';%'n:gl'(us =g | SH300-RN2-H D1~ D6 287 303
El} L 4 Flute, Corner Radius ey | SH300-R4-H D1~ D20 288 393
E TwosH A g‘;';‘ﬁ;r?;fieféth ey SH300-RH4-H  D1~D20 292 393
E U] @ Flute Comer Radius, e AW GL300RN4-H D1~ D12 205 303
[6] LS 6 Flute, Corner Radius Q——m SH300-R6-H D6 ~ D20 301 394
[63 TGS Svft"“‘if‘g‘gﬁ;:;f'e‘:fgth = , SN 5y300-RH6-H D6~ D20 303 394
El} TS 4 Flute, Corner Radius g FH200-R4-H D1 ~ D12 316 396
E L] o Flute Corner Radhus, g2 FH200-RN4H  D8~DI12 318 396
E6] MOS0 6 Flute, Corner Radius —  FH200-R6-H D6 ~ D20 320 396
[63 TINCISIN Svrt'l:‘}grf;’;ﬂizﬁg:‘“;th ey FH200-RH6-H D6~ D20 321 39
563 L] O flute Corner Radius, — 2% FH200RN6H D6~ D20 322 396

© mostsuitable () suitable
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Workpiece Material

Solid Carbide Endmills | MILLING TOOLS

M

1234 56 123 123 123 4 5 123 4 1 2 34
S Ll Stainless Aluminium  Copper Graphit.e’ Rel:i‘::;nt Titanium  Hardened Hardened Hardened
tesetlézllloy Alloy Steel Steel el Alloys Alloys c&:}g:’i:ﬁe illjlper Alloys Steel Steel Steel
oys
< 35HRC < 48HRC 45-55HRC  55-60HRC > 60HRC

O @) O @) O
O O O O O
O @) O @) O
O O O O

O O @) @)

O O O O

O O O O

O O @) ©)

O O O O

O O @) ©)

O O O O

O O O O

O O O O

O O O O

O O O O
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MILLING TOOLS | Solid Carbide Endmills

Endmill Catalog (by flute)

No.of
Flutes

Ballnose

0
.
e
2
ol
ol
2
e
2
e
2
0
[
0
2
ol
e
2
2

Coating

Description

2 Flute, Ballnose —_—
2 Flute Ballnose,with Long Shank Length  r————e
4Flute, Ballnose —_—

2 Flute, Ballnose ﬂ
2 Flute Ballnose, with Long Shank length

2 Flute, Ballnose

Endmills of Micro Diameter for Deep Machining '

2 Flute, Ballnose =

4 Flute, Ballnose — - ‘«-w

2 Flute, Ballnose Endmills of m e ———

Micro Diameter for Deep Machining

4 Flute, Ballnose ﬂ

Unequal Flute Spacing -

2 Flute, Ballnose [NEW] t ———

2 Flute Ballnose, —

with Long Shank length m h d

2 Flute Ballnose, = — Y

with Reduced Neck ) N

2 Flute, Ballnose | —
o

i

2 Flute Ballnose, with Long Shank length

2 Flute,Ballnose, With Reduced Neck . e
4 Flute, Ballnose o~
4 Flute Ballnose, with Long Shank Length _—
4 Flute Ballnose, with Reduced Neck e~

© mostsuitable () suitable

154 _WINTECH

Type

UP210-B2

UP210-BH2

UP210-B4

SP210-B2

SP210-BH2

SPM200-BN2

US200-B2

US200-B4

SAM200-BN2

ST210-B4

SH260-B2-H

SH260-BH2-H

SH260-BN2-H

SH300-B2-H

SH300-BH2-H

SH300-BN2-H

SH300-B4-H

SH300-BH4-H

SH300-BN4-H

Diameter
Range

D0.8 ~ D20

D2 ~ D20

D2 ~ D20

D1~ D12

D4 ~ D12

D0.1 ~ D6

D1~ D20

D2 ~ D12

D0.1 ~ D6

D2 ~ D20

D1~ D16

D2 ~ D12

D1~ D12

D0.6 ~ D12

D0.6 ~ D12

D0.6 ~ D12

D2 ~ D12

D2 ~ D12

D2 ~ D12

Dimension
Page

187

189

191

205

206

350

221

222

360

237

263

264

266

305

307

309

313

314

315

Cutting
Parameters
Page

372

372

372

375

375

435

381

381

448

387

392

392

392

394

394

394

395

395

395



Workpiece Material

Solid Carbide Endmills | MILLING TOOLS

M

1234 56 123 123 123 4 5 123 4 1 2 34
Carbon Stainless Auminium  Copper | SPhte g lE ium  Hardened Hardened | Hardened
Steel Alloy AIOYSteel - Tgoe  Castlion gou  hlioys  Gomposite su per Alloys Steel Steel Steel
<35HRC < 48HRC 45-55HRC  55-60HRC > 60HRC
O O O O
O O O O
O O O O
O O O O
O O O O
O O O O O O O O O
O O @) O O O
O O @) O O O
O O O
O O @) @)
O O O O O
O O O O O
O O O O O
O O O @)
O O O @)
O O O @)
O O O ©
O O O @
O O O @)
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MILLING TOOLS | Solid Carbide Endmills

Endmill Catalog (by flute)

;‘:3&: Coating Description Type D;:amn;teer Din;g;seion Paséj;tntgie;}cgrs
Other

El] WURL 4 Flute, 60° Chamfer Endmils AT —  UP210-L60 D4 ~ D20 193 373
El} (WSl 4 Flute, 90° Chamfer Endmils AN — UP210-L9 D4 ~ D20 194 373
E 4Flute, 120° Chamfer Endmils (AT = UP2101120 D4 ~ D20 195 373

O most suitable

156 — WINTECH

() suitable




Workpiece Material

Solid Carbide Endmills

| MILLING TOOLS

1234 56 123 123 123 4 5 123 4 1 2 34
Carbon Stainless Aluminium  Copper Graphite, Rel:i‘:?;nt Titanium Hardened Hardened Hardened
Steel Alloy Alloy Steel Steel el Alloys Alloys Compqsne Super Alloys Steel Steel Steel
Materials
Alloys
< 35HRC < 48HRC 45-55HRC  55-60HRC > 60HRC
©) O O (@) O O
@ O O (@) O O
@) O O (@) O O
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MILLING TOOLS | Solid Carbide Endmills

UP210-552

2 Flute, Stub Length

L —e

==y =@--1<] O

\L See page 149 for guidelines to icons

Ordering Code D Lc L d Figure No. Stock
UP210-552-01002 1 2 50 4 1 [ J
UP210-552-01502 1.5 2 50 4 1 [ J
UP210-552-02003 2 3 50 4 1 [ J
UP210-552-02504 2.5 4 50 4 1 ([
UP210-552-03005 3 5 50 4 1 O
UP210-552-04006 4 6 50 4 2 ()
UP210-552-05008 5 8 50 6 1 [ J
UP210-552-06009 6 9 50 6 2 [ J
UP210-552-07010 7 10 60 8 1 ([ J
UP210-552-08012 8 12 60 8 2 ([ J
UP210-552-10015 10 15 75 10 2 ([ J
UP210-552-12018 12 18 75 12 2 [ ]
UP210- S52-14021 14 21 100 14 2 O
UP210-S52-16024 16 24 100 16 2 [
UP210- S52-18027 18 27 100 18 2 O
UP210- S52-20030 20 30 100 20 2 O

@Stock OAvailable upon Order D Tol
D<12 302
p>12 803
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Cal(}\ifg);lss-ltggil AIIO&?:EIC'E?I!?%I StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
@) O O O

O Most Suitable () Suitable

Recommended Cutting Data ¢ P369
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Solid Carbide Endmills | MILLING TOOLS

UP210-52

2 Flute, Standard Length

© — — E Fig1 e -

I - i ’
== ~ =nEEEnm

Le See page 8 for guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
UP210-52-01003 1 3 50 4 1 [
UP210-52-01504 1.5 4 50 4 1 [
UP210-52-02006 2 6 50 4 1 [
UP210-52-02508 2.5 8 50 4 1 ()
UP210-52-03009 3 9 50 4 1 ([
UP210-52-63009 3 9 50 6 1 ()
UP210-52-03509 35 9 50 4 1 [ J
UP210-52-63509 35 9 50 6 1 [ J
UP210-52-04011 4 1 50 4 2 [ J
UP210-52-64011 4 1 50 6 1 ([ J
UP210-52-04511 4.5 1 50 6 1 ([ J
UP210-52-04513 45 13 50 6 1 ([ J
UP210-52-05013 5 13 50 6 1 ([ J
UP210-52-05516 55 16 50 6 1 [ J
UP210-52-06016 6 16 50 6 2 [ J
UP210-52-06516 6.5 16 60 8 1 [ J
UP210-52-07020 7 20 60 8 1 [
@Stock OAvailable upon Order D Tol
D<12 $02
D>12 Sos
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Cal(;\ilfg)glss-ltggil AIIO&?:;'&EE)I!?&EI StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
@) O O @)

O Most Suitable () Suitable

Recommended Cutting Data ¢ P369
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UP210-52

2 Flute, Standard Length

bl E———1 =@ L U
Lc ‘V

See page 149 or guidelines to icons

L
) Continuation
Ordering Code D Lc L d Figure No. B
UP210-52-07520 7.5 20 60 8 1 [ ]
UP210-52-08020 8 20 60 8 2 [ ]
UP210-52-08523 85 23 75 10 1 [ J
UP210-52-09023 9 23 75 10 1 [
UP210-52-09525 9.5 25 75 10 1 [
UP210-S2-10025 10 25 75 10 2 ([
UP210-52-10526 10.5 26 75 12 1 O
UP210-S2-11028 1 28 75 12 1 [ J
UP210-S2-12030 12 30 75 12 2 [ J
UP210-52-13032 13 32 100 14 1 O
UP210-52-14034 14 34 100 14 2 (]
UP210-52-15036 15 36 100 16 1 O
UP210-52-16036 16 36 100 16 2 (]
UP210-52-17040 17 40 100 20 1 O
UP210-52-18040 18 40 100 18 2 ([ J
UP210-52-19040 19 40 100 20 1 O
UP210-52-20045 20 45 100 20 2 [ ]
@Stock OAvailable upon Order D Tol
D<12 802
D>12 Los
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
cal(}\ifg);lss-ltggil AIIO&?:EIC'E?I!?&GI StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
@) O O O

O Most Suitable () Suitable

Recommended Cutting Data ¢ P369
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Solid Carbide Endmills | MILLING TOOLS

UP210-SL2

2 Flute, Long Flute Length

] . e — T e e
== ~ =)o HL U

See page 149 or guidelines to icons

L
Ordering Code D Lc L d Figure No. Stock
UP210-SL2-02015 2 15 75 4 1 [ ]
UP210-SL2-03025 3 25 75 4 1 o
UP210-SL2-04030 4 30 75 4 2 o
UP210-SL2-05030 5 30 75 6 1 o
UP210-SL2-06035 6 35 75 6 2 ([ J
UP210-SL2-08040 8 40 100 8 2 [ ]
UP210-SL2-10045 10 45 100 10 2 [ ]
UP210-SL2-12050 12 50 100 12 2 o
UP210-SL2-14055 14 55 100 14 2 [ ]
UP210-SL2-16060 16 60 150 16 2 o
UP210-SL2-18065 18 65 150 18 2 o
UP210-SL2-20070 20 70 150 20 2 @)
@Stock OAvailable upon Order D Tol
p<12 202
p>12 Bo3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, Alloy Steel, ToolSteel
AlloySteel {48HR&L;('F) StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
O @) @) O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P369
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MILLING TOOLS | Solid Carbide Endmills

UP210-SH2

2 Flute, with Long Shank Length

=3 =
RS @t UL [

L See page 149 or guidelines to icons
Ordering Code D Lc L d Figure No. Stock
UP210-SH2-02006 2 6 75 4 1 [ ]
UP210-SH2-03009 3 9 75 4 1 [
UP210-SH2-63012 3 12 75 6 1 [ J
UP210-SH2-04011 4 1 75 4 2 ()
UP210-SH2-05020 5 20 75 6 1 [ J
UP210-SH2-06020 6 20 100 6 2 [ J
UP210-SH2-08025 8 25 100 8 2 [ J
UP210-SH2-10030 10 30 100 10 2 ([ J
UP210-SH2-12035 12 35 100 12 2 ([ J
UP210- SH2-14036 14 36 150 14 2 O
UP210-SH2-15035 15 35 150 16 1 O
UP210-SH2-16036 16 36 150 16 2 [ ]
UP210- SH2-18045 18 45 150 18 2 O
UP210-SH2-20045 20 45 150 20 2 O
@Stock OAvailable upon Order D Tol
D<12 302
p>12 803
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel AIIO&?:EIC'E?I!?%I StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRQ)
@) O O O

O Most Suitable () Suitable

Recommended Cutting Data ¢ P369
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UP210-S3

3 Flute, Standard Length
\-,L _ | E Fig1
. ——ra

s - =EEEmm
#‘ See page 149 or guidelines to icons

L
Ordering Code D Lc L d Figure No. Stock

UP210-53-02006 2 6 50 4 1 ([
UP210-53-03009 3 9 50 4 1 [ ]
UP210-53-04011 4 1 50 4 2 [ ]
UP210-53-05013 5 13 50 6 1 [ ]
UP210-53-06016 6 16 50 6 2 [ ]
UP210-5S3-06516 6.5 16 60 8 1 [
UP210-53-08020 8 20 60 8 2 [ ]
UP210-S3-10025 10 25 75 10 2 [}
UP210-S3-12030 12 30 75 12 2 [}
UP210- S3-14032 14 32 100 14 2 O
UP210-53-16036 16 36 100 16 2 [
UP210-53-18040 18 40 100 18 2 O
UP210-53-20045 20 45 100 20 2 [ )
UP210-53-25050 25 50 100 25 2 O

@Stock OAvailable upon Order D Tol

D<12 B0

D>12 B03

unit (mm)
Workpiece Material
P L K N
1234 5 123 123 123 4 5
ioystedl Aoy SteelToolsteel g o Cast Aluminium Al Copper Al Graphit
(<3)5(Hs2) (48HRCILT) alnlessstee ast lron uminium Alloys opper Alloys raphite
O @) @) @)

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P369
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UP210-554

4 Flute, Stub Length

- _ _ o e - B

L | ﬁ

o — _ Wj Fig2 Eggm
e

See page 149 or guidelines to icons

L
Ordering Code D Lc L d Figure No. Stock
UP210-S54-01002 1 2 50 4 1 [ ]
UP210-554-01502 1.5 2 50 4 1
UP210-554-02003 2 3 50 4 1 [
UP210-554-02504 ) 4 50 4 1 O
UP210-554-03005 3 5 50 4 1 ([ J
UP210-554-04006 4 6 50 4 2 ([
UP210-554-05008 5 8 50 6 1 ([
UP210-554-06009 6 9 50 6 2 ()
UP210-554-07010 7 10 60 8 1 (]
UP210-554-08012 8 12 60 8 2 ()
UP210-554-10015 10 15 75 10 2 ([ J
UP210-554-12018 12 18 75 12 2 [ ]
UP210- SS4-14021 14 21 100 14 2 [ ]
UP210-554-16024 16 24 100 16 2 [ J
UP210- SS4-18027 18 27 100 18 2 O
UP210- SS4-20030 20 30 100 20 2 O
@Stock OAvailable upon Order D Tol
D<12 302
D>12 Bo3
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Cal(}\ifg);lss-ltggil AIIO&?:EIC'E?I!?%I StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
@) O O O

O Most Suitable () Suitable

Recommended Cutting Data ¢ P370
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UP210-54

4 Flute, Standard Length

‘ Le
L
t —— =g o3 UL
‘ Lc See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
UP210-54-01003 1 3 50 4 1 [ ]
UP210-54-61003 1 3 50 6 1 [ J
UP210-54-01505 1.5 5 50 4 1 [ J
UP210-54-61505 1.5 5 50 6 1 ([ J
UP210-54-02006 2 6 50 4 1 ([ J
UP210-54-62006 2 6 50 6 1 ([ J
UP210-54-02508 2.5 8 50 4 1 ([ J
UP210-54-62508 2.5 8 50 6 1 o
UP210-54-03009 3 9 50 4 1 [ ]
UP210-54-63009 3 9 50 6 1 o
UP210-S4-03511 35 11 50 4 1 [ ]
UP210-S4-63509 35 9 50 6 1 [ ]
UP210-S4-04011 4 1 50 4 2 [ ]
UP210-S4-64011 4 11 50 6 1 [ J
UP210-S4-04511 4.5 1 50 6 1 [ ]
@Stock OAvailable upon Order Tol
p<12 302
D>12 B3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5

Carbon Steel, Alloy Steel, ToolSteel

AlloySteel (48HRCILT) StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRQ)
O @) @) O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P370
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MILLING TOOLS | Solid Carbide Endmills

UP210-54

4 Flute, Standard Length

Lc
L
. - o e F'|4! G !EI !lE
Le See page 149 or guidelines to icons
L ) Continuation
Ordering Code D Lc L d Figure No. Stock
UP210-54-05013 5 13 50 6 1 o
UP210-54-05516 5.5 16 50 6 1 o
UP210-54-06016 6 16 50 6 2 o
UP210-54-06516 6.5 16 60 8 1 [ ]
UP210-54-07020 7 20 60 8 1 [ ]
UP210-54-07520 7.5 20 60 8 1 o
UP210-54-08020 8 20 60 8 2 (]
UP210-54-08523 8.5 23 75 10 1 o
UP210-54-09023 9 23 75 10 1 (]
UP210-54-09525 9.5 25 75 10 1 [ )
UP210-54-10025 10 25 75 10 2 [ ]
UP210-S4-11028 11 28 75 12 1 [ )
UP210-54-12030 12 30 75 12 2 [ ]
UP210-54-13032 13 32 100 14 1 [ ]
UP210-54-14034 14 34 100 14 2 [ ]
@Stock OAvailable upon Order D Tol
D<12 S0
D>12 B3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel
! Alloy Steel,ToolSteel . - .
AlloySteel pe StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRQ) (48HRCILAT)
O O O O

O Most Suitable () Suitable

Recommended Cutting Data ¢ P370
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Solid Carbide Endmills | MILLING TOOLS

UP210-54

4 Flute, Standard Length

. E—— e —
‘ Le
L
‘ Lc See page 149 or guidelines to icons
L ) Continuation
Ordering Code D Lc L d Figure No. Stock
UP210-S4-15036 15 36 100 16 1 (]
UP210-S4-16036 16 36 100 16 2 [ )
UP210-S4-17038 17 38 100 18 1 @)
UP210-54-18045 18 45 100 18 2 [ )
UP210-54-20045 20 45 100 20 2 [ ]
@Stock OAvailable upon Order D Tol
D<12 B2
D>12 B03
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel AIIO&%::;I&{;%?%I StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRQ)
O O @) O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P370
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MILLING TOOLS | Solid Carbide Endmills

UP210-SL4

4 Flute, Long Flute Length

x - - Eﬁﬂ Fig1 m
= =g I0L

See page 149 or guidelines to icons

Ordering Code D Lc L d Figure No. Stock
UP210-5L4-01004 1 4 50 4 1 ®
UP210-5L4-02010 2 10 50 4 1 [}
UP210-5L4-03015 3 15 60 4 1 ®
UP210-S5L4-63015 3 15 60 6 1 [}
UP210-5L4-04020 4 20 60 4 2 ®
UP210-5L4-64020 4 20 75 6 1 [}
UP210-5L4-04030 4 30 75 4 2 ®
UP210-SL4-05025 5 25 75 6 1 (]
UP210-5L4-05030 5 30 75 6 1 ®
UP210-SL4-06030 6 30 75 6 2 [}
UP210-5L4-06035 6 35 75 6 2 [
UP210-5L4-08035 8 35 100 8 2 [}

@Stock OAvailable upon Order D Tol
p<12 202
D>12 803

unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Cal(}\ifg);lss-ltggil AIIO&?:EIC'E?I!?%I StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
@) O O (©)

O Most Suitable () Suitable

Recommended Cutting Data ¢ P370
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Solid Carbide Endmills | MILLING TOOLS

UP210-SL4

4 Flute, Long Flute Length

Le 9
e— »
== - =9l UL

See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc L d Figure No. Stock
UP210-5L4-08040 8 40 100 8 2 [}
UP210-SL4-10045 10 45 100 10 2 [}
UP210-SL4-10050 10 50 100 10 2 [}
UP210-SL4-12045 12 45 100 12 2 [}
UP210-SL4-12050 12 50 100 12 2 [}
UP210-SL4-14045 14 45 100 14 2 [}
UP210-SL4-16050 16 50 150 16 2 [}
UP210-SL4-16060 16 60 150 16 2 [}
UP210-SL4-16070 16 70 150 16 2 [}
UP210-SL4-18070 18 70 150 18 2 O
UP210-SL4-20070 20 70 150 20 2 [}

@Stock OAvailable upon Order D Tol
p<12 202
p>12 B03

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel AII0{4§§;I€;9§teeI StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
O O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P370
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UP210-SH4

4 Flute, with Long Shank Length
| RS
- =9} L

See page 149 or guidelines to icons

Ordering Code D Lc L d Figure No. Stock
UP210-SH4-02010 2 10 75 4 1 [ ]
UP210-SH4-03012 3 12 75 4 1
UP210-SH4-03012H 3 12 100 4 1 O
UP210-SH4-04011 4 11 75 4 2 [ J
UP210-SH4-04011H 4 1 100 4 2 [ J
UP210-SH4-04015 4 15 75 4 2 ([
UP210-SH4-05020 5 20 75 6 1 ([
UP210-SH4-06016 6 16 75 6 2 (]
UP210-SH4-06020 6 20 75 6 2 [
UP210-SH4-06020H 6 20 100 6 2 (

@Stock OAvailable upon Order D Tol

D<12 S0

D>12 Lo3

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel AIIO&?:EIC'E?I!?%I StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRQ)
@) O O (©)

O Most Suitable () Suitable

Recommended Cutting Data ¢ P370
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Solid Carbide Endmills | MILLING TOOLS

UP210-SH4

4 Flute, with Long Shank Length

== =(gl--R DL

See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc L d Figure No. Stock
UP210-SH4-08020 8 20 100 8 2 o
UP210-SH4-08025 8 25 100 8 2 ([ J
UP210-SH4-10030 10 30 100 10 2 ([ J
UP210-SH4-10035 10 35 100 10 2 ([ J
UP210-SH4-12035 12 35 100 12 2 (]
UP210- SH4-14036 14 36 150 14 2 O
UP210-SH4-16036 16 36 150 16 2 [ ]
UP210- SH4-18045 18 45 150 18 2 @)
UP210-SH4-20045 20 45 150 20 2 [ J

@Stock OAvailable upon Order D Tol
D<12 S
p>12 B03

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel AIIO&%S;'&EZ%?%I StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRQ)
O O @) O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P370
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UP210-SC4

4 Flute, acute angle

| - L= »
‘ Le
L
e LR =t o] L
‘ Lc - .
= See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
UP210-5C4-04011 4 11 50 4 2 [ ]
UP210-SC4-06016 6 16 50 6 2 [ )
UP210-5C4-08020 8 20 60 8 2 [ ]
UP210-SC4-10025 10 25 75 10 2 [ ]
UP210-SC4-12030 12 30 75 12 2 [ ]
UP210-SC4-16036 16 36 100 16 2 O
UP210-5C4-20045 20 45 100 20 2 O
@Stock OAvailable upon Order D Tol
D<12 S0
D>12 Bas
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel AIIO&?:EIC'E?I!?%I StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
O O O O

O Most Suitable () Suitable

Recommended Cutting Data ¢ P370
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Solid Carbide Endmills | MILLING TOOLS

UP210-54A

4 flute, 45° helix angle

= — T E Fig1 - — w———
: — S
e i) o 5] LI

See page 149 or guidelines to icons

C

VAE

L
Ordering Code D Lc L d Figure No. Stock
UP210-S4A-04011 4 1 50 4 2 [ J
UP210-S4A-06016 6 16 50 6 2 o
UP210-S4A-08020 8 20 60 8 2 (]
UP210-S4A-10025 10 25 75 10 2 o
UP210-S4A-12030 12 30 75 12 2 (]
UP210-S4A-16036 16 36 100 16 2 O
UP210-S4A-20045 20 45 100 20 2 O
@Stock OAvailable upon Order D Tol
D<12 Lo
D>12 S03
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel AIIO&%S;'&EZ%?%I StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRQ)
O O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P370
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MILLING TOOLS | Solid Carbide Endmills

UP210-56

6 Flute, Standard Length

vLH - - of Figl ﬂ
Lc
L
}H — T == oo 2] L L |
Le See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
UP210-56-06015 6 15 50 6 2 [ ]
UP210-56-08020 8 20 60 8 2 [ )
UP210-56-10025 10 25 75 10 2 [ ]
UP210-S6-12030 12 30 75 12 2 [ )
UP210- S6-14032 14 32 100 14 2 @)
UP210-56-16036 16 36 100 16 2 [ ]
UP210- S6-18040 18 40 100 18 2 O
UP210-56-20045 20 45 100 20 2 [ ]
@Stock OAvailable upon Order D Tol
D<12 S0
D>12 $03
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel
! Alloy Steel,ToolSteel . . .
AlloySteel pe StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRQ) (48HRCILAT)
O O O O

O Most Suitable () Suitable

Recommended Cutting Data ¢ P370
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Solid Carbide Endmills | MILLING TOOLS

UP210-R2

2 Flute Corner Radius

] — D@ﬁgﬁ ”

5,
o =] - =@ UL [
@V See page 149 or guidelines to icons

L

Ordering Code D Lc r L d Figure No. Stock
UP210-R2-01002 1 3 0.2 50 4 1 (]
UP210-R2-01502 1.5 5 0.2 50 4 1 O
UP210-R2-02002 2 6 0.2 50 4 1 (]
UP210-R2-03002 3 9 0.2 50 4 1 [ J
UP210-R2-63002 3 9 0.2 50 6 1 [ J
UP210-R2-63003 3 9 0.3 50 6 1 [ J
UP210-R2-03005 3 9 0.5 50 4 1 [ J
UP210-R2-63005 3 9 0.5 50 6 1 [ J
UP210-R2-04002 4 11 0.2 50 4 2 O
UP210-R2-64002 4 11 0.2 50 6 1 [ J
UP210-R2-04003 4 1 0.3 50 4 2 [ J
UP210-R2-64003 4 11 0.3 50 6 1 [ J
UP210-R2-04005 4 1 0.5 50 4 2 [ J
UP210-R2-64005 4 11 0.5 50 6 1 [ J
UP210-R2-04010 4 1 1 50 4 2 [ J
UP210-R2-05002 5 13 0.2 50 6 1 [ J
UP210-R2-05003 5 13 0.3 50 6 1 ([

@Stock OAvailable upon Order D Tol

D<12 -0.02

D>12 $03

unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
c EAZI?)S(%:EEE' AIIO{“?;I: ;Ié{;?gteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
O @) @) O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P369
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MILLING TOOLS | Solid Carbide Endmills

UP210-R2

2 Flute Corner Radius
-;L — %ﬁé{ Fig1

=4 =@~ UL U
LL# See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc r L d Figure No. Stock
UP210-R2-05005 5 13 0.5 50 6 1 [ J
UP210-R2-05010 5 13 1 50 6 1 [ J
UP210-R2-06005 6 16 0.5 50 6 2 [
UP210-R2-06010 6 16 1 50 6 2 [ J
UP210-R2-06015 6 16 15 50 6 2 [
UP210-R2-06020 6 16 2 50 6 2 [ J
UP210-R2-08003 8 20 0.3 60 8 2 O
UP210-R2-08005 8 20 0.5 60 8 2 ([ J
UP210-R2-08010 8 20 1 60 8 2 [
UP210-R2-08015 8 20 (IS 60 8 2 ([
UP210-R2-08020 8 20 2 60 8 2 O
UP210-R2-10003 10 25 0.3 75 10 2 O
UP210-R2-10005 10 25 0.5 75 10 2 [ J
UP210-R2-10010 10 25 1 75 10 2 [ J
UP210-R2-10015 10 25 1.5 75 10 2 [ J
UP210-R2-10020 10 25 2 75 10 2 [ J
UP210-R2-10030 10 25 3 75 10 2 [ J

@Stock OAvailable upon Order D Tol
D<12 $02
D>12 D03
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
cal(}\ifg);lss-ltggil AIIO&?:EIC'E?I!?&GI StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
@) O O O

O Most Suitable () Suitable

Recommended Cutting Data ¢ P369

176 _ WINTECH




Solid Carbide Endmills | MILLING TOOLS

UP210-R2

2 Flute Corner Radius

S| — D@ﬁgﬁ "

5,
i E— i <@l UL [
@V See page 149 or guidelines to icons

L
) Continuation

Ordering Code D Lc r L d Figure No. Stock
UP210-R2-12005 12 30 0.5 75 12 2 (]
UP210-R2-12010 12 30 1 75 12 2 (
UP210-R2-12015 12 30 1.5 75 12 2 ([
UP210-R2-12020 12 30 2 75 12 2 (
UP210-R2-12030 12 30 3 75 12 2 ([
UP210-R2-14010 14 32 1 100 14 2 O
UP210-R2-14020 14 32 2 100 14 2 O
UP210-R2-16005 16 36 0.5 100 16 2 O
UP210-R2-16010 16 36 1 100 16 2 (]
UP210-R2-16020 16 36 2 100 16 2 (]
UP210-R2-16030 16 36 3 100 16 2 (]
UP210-R2-18010 18 40 1 100 18 2 O
UP210-R2-18020 18 40 2 100 18 2 O
UP210-R2-20010 20 45 1 100 20 2 O
UP210-R2-20020 20 45 2 100 20 2 O

@Stock OAvailable upon Order D Tol

D<12 $02

D>12 Soa

unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
ca%zl?)sétggi' AIIO&%S;I&{;?;?%I StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
O @) @) O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P369
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MILLING TOOLS | Solid Carbide Endmills

UP210-RH2

2 Flute Corner Radius, with Long Shank Length

N — D@‘ﬁﬁ —maihay
=l ~ <o)~ UL [t

See page 149 or guidelines to icons

Ordering Code D Lc r L d Figure No. Stock
UP210-RH2-04005 4 1 0.5 75 4 1 O
UP210-RH2-06005 6 16 0.5 75 6 2 [ J
UP210-RH2-06010 6 16 1 75 6 2 [ J
UP210-RH2-06015 6 16 1.5 75 6 2 [ J
UP210-RH2-08005 8 20 0.5 100 8 2 [ J
UP210-RH2-08010 8 20 1 100 8 2 [ J
UP210-RH2-08015 8 20 1.5 100 8 2 [ J
UP210-RH2-10005 10 25 0.5 100 10 2 [ J
UP210-RH2-10010 10 25 1 100 10 2 [ J
UP210-RH2-10015 10 25 15 100 10 2 [ J
UP210-RH2-10020 10 25 2 100 10 2 O
UP210-RH2-12005 12 30 0.5 100 12 2 [ J
UP210-RH2-12010 12 30 1 100 12 2 [ ]

@Stock OAvailable upon Order D Tol
D<12 -0.02
D>12 B3
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Cal(}\ifg);lss-ltggil AIIO&?:EIC'E?I!?%I StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
@) O O (©)

O Most Suitable () Suitable

Recommended Cutting Data ¢ P369
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Solid Carbide Endmills | MILLING TOOLS

UP210-RH2

2 Flute Corner Radius, with Long Shank Length

N D@‘@% —maihay
1 » =l@]-1 UL [u

See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc r L d Figure No. Stock
UP210-RH2-12015 12 30 1.5 100 12 2 [ J
UP210-RH2-12020 12 30 2 100 12 2 [ ]
UP210-RH2-14010 14 36 1 150 14 2 O
UP210-RH2-14020 14 36 2 150 14 2 O
UP210-RH2-16005 16 36 0.5 150 16 2 [ J
UP210-RH2-16010 16 36 1 150 16 2 [ J
UP210-RH2-16015 16 36 1.5 150 16 2 [ J
UP210-RH2-16020 16 36 2 150 16 2 [ J
UP210-RH2-18010 18 45 1 150 18 2 O
UP210-RH2-18020 18 45 2 150 18 2 O
UP210-RH2-20010 20 45 1 150 20 2 O
UP210-RH2-20020 20 45 2 150 20 2 O

@Stock OAvailable upon Order D Tol
D<12 B02
D>12 Lo3
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
ca%zl?)sétggi' AII0{4§§;I€;9§teeI StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
O @) @) O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P369
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MILLING TOOLS | Solid Carbide Endmills

UP210-R4

4 Flute Corner Radius

ie— =g UL

See page 149 or guidelines to icons

Ordering Code D Lc r L d Figure No. Stock
UP210-R4-01002 1 3 0.2 50 4 1 O
UP210-R4-01502 1.5 5 0.2 50 4 1 [
UP210-R4-02002 2 6 0.2 50 4 1 [
UP210-R4-03002 3 9 0.2 50 4 1 [ J
UP210-R4-03003 3 9 0.3 50 4 1 [
UP210-R4-03005 3 9 0.5 50 4 1 ([
UP210-R4-04002 4 1 0.2 50 4 2 [ J
UP210-R4-04003 4 11 0.3 50 4 2 ()
UP210-R4-04005 4 1 0.5 50 4 2 ([
UP210-R4-04010 4 1 1 50 4 2 ()
UP210-R4-04510 4.5 12 1 50 6 1 o
UP210-R4-05002 5 13 0.2 50 6 1 [ J
UP210-R4-05005 5 13 0.5 50 6 1 [ J
UP210-R4-05010 5 13 1 50 6 1 [ J
UP210-R4-05015 5 13 1.5 50 6 1 O
UP210-R4-06002 6 16 0.2 50 6 2 [ J
UP210-R4-06005 6 16 0.5 50 6 2 [ J

@Stock OAvailable upon Orde D Tol
D<12 S0
D>12 D03
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
ca:)l?onygtzz:’ Alloy S(?Sel_ll,;g;)ISteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
@) O O (©)

O Most Suitable () Suitable

Recommended Cutting Data ¢ P370
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Solid Carbide Endmills | MILLING TOOLS

UP210-R4

4 Flute Corner Radius

1jl _ _ J&FFS% Fig1 ! - ﬁ
e =g UL

See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc r L d Figure No. Stock
UP210-R4-06010 6 16 1 50 6 2 (]
UP210-R4-06015 6 16 1.5 50 6 2 {
UP210-R4-08003 8 20 0.3 60 8 2 (]
UP210-R4-08005 8 20 0.5 60 8 2 (]
UP210-R4-08010 8 20 1 60 8 2 (]
UP210-R4-08015 8 20 1.5 60 8 2 (]
UP210-R4-08020 8 20 2 60 8 2 (]
UP210-R4-10002 10 25 0.2 75 10 2 o
UP210-R4-10003 10 25 0.3 75 10 2 (]
UP210-R4-10005 10 25 0.5 75 10 2 [ J
UP210-R4-10010 10 25 1 75 10 2 [ J
UP210-R4-10015 10 25 1.5 75 10 2 [ ]
UP210-R4-10020 10 25 2 75 10 2 [ ]
UP210-R4-10025 10 25 25 75 10 2 [ ]
UP210-R4-10030 10 25 3 75 10 2 O
UP210-R4-12005 12 30 0.5 75 12 2 [ ]
UP210-R4-12010 12 30 1 75 12 2 [ ]

@Stock OAvailable upon Orde D Tol
D<12 802
p>12 Bo3

unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
ca?lf:ygtzz:' Alloy S(Zese:{;’g;)ISteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRCQ)
O @) @) @)

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P370
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MILLING TOOLS | Solid Carbide Endmills

UP210-R4

4 Flute Corner Radius

,Jl _ _ %ﬁ Fig1 ! - ﬁ
ie— =g UL

‘ Lc

See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc r L d Figure No. Stock
UP210-R4-12015 12 30 1.5 75 12 2 [
UP210-R4-12020 12 30 2 75 12 2
UP210-R4-12025 12 30 25 75 12 2 [
UP210-R4-12030 12 30 3 75 12 2 [ J
UP210-R4-14010 14 32 1 100 14 2 [ J
UP210-R4-14020 14 32 2 100 14 2 [
UP210-R4-16005 16 36 0.5 100 16 2 [ J
UP210-R4-16010 16 36 1 100 16 2 [
UP210-R4-16020 16 36 2 100 16 2 [
UP210-R4-16030 16 36 3 100 16 2 [
UP210-R4-18010 18 40 1 100 18 2 O
UP210-R4-18020 18 40 2 100 18 2 O
UP210-R4-20010 20 45 1 100 20 2 [ J
UP210-R4-20020 20 45 2 100 20 2 [ J
UP210-R4-20030 20 45 3 100 20 2 [ J
UP210-R4-20040 20 45 4 100 20 2 [ J
UP210-R4-20050 20 45 5 100 20 2 [ J

@Stock OAvailable upon Order D Tol
D<12 $02
D>12 $03
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
ca:)l?onygtzz:’ Alloy S(?Sel_ll,;g;)ISteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
@) O O O

O Most Suitable () Suitable

Recommended Cutting Data ¢ P370
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Solid Carbide Endmills | MILLING TOOLS

UP210-RH4

4 Flute Corner Radius, with Long Shank Length

<
i -
L
<
e =g UL
‘ Lc See page 149 or guidelines to icons
L
Ordering Code D Lc r L d Figure No. Stock
UP210-RH4-03005 3 9 0.5 75 4 1 O
UP210-RH4-04005 4 11 0.5 75 4 2 [ J
UP210-RH4-06005 6 16 0.5 75 6 2 [
UP210-RH4-06010 6 16 1 75 6 2 [ J
UP210-RH4-06015 6 16 1.5 75 6 2 O
UP210-RH4-08005 8 20 0.5 100 8 2 [
UP210-RH4-08010 8 20 1 100 8 2 [
UP210-RH4-08015 8 20 (£S5 100 8 2 [
UP210-RH4-08020 8 20 2 100 8 2 [
UP210-RH4-10005 10 25 0.5 100 10 2 [ J
UP210-RH4-10010 10 25 1 100 10 2 [ J
UP210-RH4-10015 10 25 1.5 100 10 2 [ J
UP210-RH4-10020 10 25 2 100 10 2 [ J
UP210-RH4-12005 12 30 0.5 100 12 2 [ J
UP210-RH4-12010 12 30 1 100 12 2 [
UP210-RH4-12015 12 30 1.5 100 12 2 [ J
UP210-RH4-12020 12 30 2 100 12 2 [ ]
@Stock OAvailable upon Order D Tol
D<12 802
p>12 D03
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
ca?lf:ygtzz:' Alloy S(Zese:{;’g;)ISteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRCQ)
O @) O @)

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P370
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MILLING TOOLS | Solid Carbide Endmills

UP210-RH4

4 Flute Corner Radius, with Long Shank Length

<
Le
L
@z g} 2
- _ A g2 . 4 Y _
A o [ ™~
‘ Lc See page 149 or guidelines to icons
L ) Continuation
Ordering Code D Lc r L d Figure No. Stock
UP210-RH4-12030 12 30 3 100 12 2 (]
UP210-RH4-14010 14 36 1 150 14 2 O
UP210-RH4-14020 14 36 2 150 14 2 O
UP210-RH4-16005 16 36 0.5 150 16 2 O
UP210-RH4-16010 16 36 1 150 16 2 [ J
UP210-RH4-16015 16 36 1.5 150 16 2 O
UP210-RH4-16020 16 36 2 150 16 2 O
UP210-RH4-16030 16 36 3 150 16 2 O
UP210-RH4-18010 18 45 1 150 18 2 O
UP210-RH4-18020 18 45 2 150 18 2 O
UP210-RH4-20010 20 45 1 150 20 2 O
UP210-RH4-20020 20 45 2 150 20 2 O
@Stock OAvailable upon Order D Tol
p<12 S0
D>12 B3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(?Sel_ll,;g;)ISteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRQ)
@) (@) O (©)

O Most Suitable () Suitable

Recommended Cutting Data ¢ P370
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Solid Carbide Endmills | MILLING TOOLS

UP210-R4A

4 Flute, Corner Radius-45°Helix
N
‘ Lc .
N
s - el UL

#’ See page 149 or guidelines to icons

L
Ordering Code D Lc r L d Figure No. Stock
UP210-R4A-04005 4 11 0.5 50 4 2 ([ J
UP210-R4A-04010 4 11 1 50 4 2 ()
UP210-R4A-06005 6 16 0.5 50 6 2 [ J
UP210-R4A-06010 6 16 1 50 6 2 ([ J
UP210-R4A-06015 6 16 1.5 50 6 2 O
UP210-R4A-08003 8 20 0.3 60 8 2 ([ J
UP210-R4A-08005 8 20 0.5 60 8 2 ([ J
UP210-R4A-08010 8 20 1 60 8 2 ([ J
UP210-R4A-08015 8 20 1.5 60 8 2 O
UP210-R4A-08020 8 20 2 60 8 2 O
UP210-R4A-10002 10 25 0.2 75 10 2 ([
UP210-R4A-10005 10 25 0.5 75 10 2 {
UP210-R4A-10010 10 25 1 75 10 2 ([
UP210-R4A-10015 10 25 1.5 75 10 2 O
UP210-R4A-10020 10 25 2 75 10 2 O
@Stock OAvailable upon Order D Tol
D<12 B02
D>12 Sos
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
ca?lf:ygtzz:' Alloy S(Zese'kgg;)ISteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRQ)
O @) @) O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P370
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MILLING TOOLS | Solid Carbide Endmills

UP210-R4A

4 Flute, Corner Radius-45°Helix
N
‘ Le " .
.
sy - el UL

LL, See page 149 or guidelines to icons

s ) Continuation

Ordering Code D Lc r L d Figure No. Stock
UP210-R4A-10025 10 25 25 75 10 2 O
UP210-R4A-10030 10 25 3 75 10 2 O
UP210-R4A-12005 12 30 0.5 75 12 2 [ ]
UP210-R4A-12010 12 30 1 75 12 2 [
UP210-R4A-12015 12 30 1.5 75 12 2 O
UP210-R4A-12020 12 30 2 75 12 2 O
UP210-R4A-12025 12 30 25 75 12 2 O
UP210-R4A-12030 12 30 3 75 12 2 O
UP210-R4A-16005 16 36 0.5 100 16 2 O
UP210-R4A-16010 16 36 1 100 16 2 O
UP210-R4A-16020 16 36 2 100 16 2 O
UP210-R4A-16030 16 36 3 100 16 2 O
UP210-R4A-20010 20 45 1 100 20 2 O
UP210-R4A-20020 20 45 2 100 20 2 O

@Stock OAvailable upon Order D Tol

D<12 S0z

D>12 D03

unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Ca:)l?onygtzz:’ Alloy S(?Sel_ll,;g;)ISteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
@) O O (©)

O Most Suitable () Suitable

Recommended Cutting Data ¢ P370
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Solid Carbide Endmills | MILLING TOOLS

UP210-B2

2 Flute, Ballnose

>
| EE— —_—
) ‘ Lc ?

Q.
——— m= AN

Le See page 149 or guidelines to icons

L

Ordering Code D R Lc L d Figure No. Stock
UP210-B2-00801 0.8 0.4 1.6 50 4 1 ([ J
UP210-B2-00901 0.9 0.45 1.8 50 4 1 ()
UP210-B2-01002 1 0.5 2 50 4 1 ([ J
UP210-B2-61002 1 0.5 2 50 6 1 ([ J
UP210-B2-01503 1.5 0.75 3 50 4 1 ([ J
UP210-B2-61503 1.5 0.75 3 50 6 1 ([ J
UP210-B2-02004 2 1 4 50 4 1 [ J
UP210-B2-62004 2 1 4 50 6 1 ([ J
UP210-B2-02505 25 1.25 5 50 4 1 ([
UP210-B2-03006 3 1.5 6 50 4 1 {
UP210-B2-63006 3 1.5 6 50 6 1 ([
UP210-B2-04008 4 2 8 50 4 2 ([
UP210-B2-64008 4 2 8 50 6 1 (]
UP210-B2-05010 5 25 10 50 6 1 ()

@Stock OAvailable upon Order R Tol

R<15 S

15<R<3 Qo5
R=12 S0
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
ca?lf:ygtzz:' Alloy S(Zese'kgg;)ISteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRQ)
O @) @) @)

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P372
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MILLING TOOLS | Solid Carbide Endmills

UP210-B2

2 Flute, Ballnose

<
pl ——c —_—"
oo
L
<
=3 = @] Lna
ne Helix™ ] Balinose
Lc See page 149 or guidelines to icons
L ) Continuation
Ordering Code D R Lc L d Figure No. Stock
UP210-B2-05510 55 2.75 10 50 6 1 O
UP210-B2-06012 6 3 12 50 6 2 (]
UP210-B2-06012H 6 3 12 60 6 2 (]
UP210-B2-07014 7 3.5 14 60 8 1 (]
UP210-B2-08014 8 4 14 60 8 2 ([
UP210-B2-09016 9 4.5 16 75 10 1 (]
UP210-B2-10018 10 5 18 75 10 2 (]
UP210-B2-11020 11 55 20 75 12 1 ()
UP210-B2-12022 12 6 22 75 12 2 [ J
UP210-B2-13026 13 6.5 26 920 14 1 O
UP210-B2-14026 14 7 26 90 14 2 [ J
UP210-B2-15030 15 7.5 30 100 16 1 [ J
UP210-B2-16030 16 8 30 100 16 2 [ J
UP210-B2-18034 18 9 34 100 18 2 O
UP210-B2-20038 20 10 38 100 20 2 [ J
@Stock OAvailable upon Order R Tol
R<15 Bon
15<R<3 Q015
R=3 S0z
unit(mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Ca:)l?onygtzz:’ Alloy S(?Sel_ll,;g;)ISteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRQ)
@) O O O

O Most Suitable () Suitable

Recommended Cutting Data ¢ P372

188 _ WINTECH



Solid Carbide Endmills | MILLING TOOLS

UP210-BH2

2 Flute Ballnose, with Long Shank Length

0% e e
e ————— ——
i
L
b
== =@ U
L LL‘ See page 149 or guidelines to icons
Ordering Code D R Lc L d Figure No. Stock
UP210-BH2-02004 2 1 4 75 4 1 [
UP210-BH2-62004 2 1 4 75 6 1 (]
UP210-BH2-03006 3 1.5 6 75 4 1 ([
UP210-BH2-63006 3 1.5 6 75 6 1 (
UP210-BH2-04008 4 2 8 75 4 2 (]
UP210-BH2-64008 4 2 8 75 6 1 (]
UP210-BH2-05010 5 25 10 75 6 1 (]
UP210-BH2-06012 6 3 12 75 6 2 ()
UP210-BH2-06012H 6 3 12 100 6 2 O
UP210-BH2-07014 7 3.5 14 100 8 1 O
UP210-BH2-08014 8 4 14 100 8 2 [ J
UP210-BH2-09016 9 4.5 16 100 10 1 O
UP210-BH2-10018 10 5 18 100 10 2 [ J
UP210-BH2-11020 11 5.5 20 100 12 1 O
UP210-BH2-12022 12 6 22 100 12 2 [ J
UP210-BH2-14026 14 7 26 150 14 2 O
@Stock OAvailable upon Order R Tol
R<15 B0
15<R<3 Q415
R=3 S0
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
ca?lf:ygtzz:' Alloy S(Zese'kgg;)ISteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRCQ)
O @) @) @)

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P372
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MILLING TOOLS | Solid Carbide Endmills

UP210-BH2

2 Flute Ballnose, with Long Shank Length

Q* ——
e I=% ———
Le
L
Q.
S — - = ‘ I =
\ Fig2 . AICrSiN
e hé Helix  § Ballnose
L See page 149 or guidelines to icons
) Continuation
Ordering Code D R Lc L d Figure No. Stock
UP210-BH2-16030 16 8 30 150 16 2 [ ]
UP210-BH2-18034 18 9 34 150 18 2 O
UP210-BH2-20038 20 10 38 150 20 2 ([ J
@Stock OAvailable upon Order R Tol
R<15 Bor
15<R<3 | 35
R=>3 S0
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(?Sel_ll,;g;JISteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRQ)
@) O O O

O Most Suitable () Suitable

Recommended Cutting Data ¢ P372
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Solid Carbide Endmills | MILLING TOOLS

UP210-B4

4 Flute, Ballnose

Lc
7 p-
e - -1 Ve

Le See page 149 or guidelines to icons

¢

L

Ordering Code D R Lc L d Figure No. Stock
UP210-B4-02004 2 1 4 50 4 1 (]
UP210-B4-62004 2 1 4 50 6 1 ([
UP210-B4-02505 2.5 1.25 5 50 4 1 O
UP210-B4-03006 3 1.5 6 50 4 1 ([
UP210-B4-63006 3 1.5 6 50 6 1 (]
UP210-B4-04008 4 2 8 50 4 2 (]
UP210-B4-64008 4 8 50 6 1 (]
UP210-B4-05010 5 25 10 50 6 1 (]
UP210-B4-06012 6 3 12 50 6 2 [ J
UP210-B4-07014 7 35 14 60 8 1 [ J
UP210-B4-08014 8 4 14 60 8 2 [ J
UP210-B4-09016 9 4.5 16 75 10 1 O
UP210-B4-10018 10 5 18 75 10 2 [ J
UP210-B4-11020 11 55 20 75 12 1 [ J
UP210-B4-12022 12 6 22 75 12 2 [ J
UP210-B4-14024 14 7 24 75 14 2 [ J

@Stock OAvailable upon Order R Tol

R<15 Lo

15<R<3 Qo5
R=>3 $02
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
ca?lf:ygtzz:' Alloy S(Zese:{;’g;)ISteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRCQ)
O @) @) O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P372
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MILLING TOOLS | Solid Carbide Endmills

UP210-B4

4 Flute, Ballnose

""L - gg Fig2 -@ {4} AICISIN ﬂm

‘ Lc See page 149 or guidelines to icons

L ) Continuation
Ordering Code D R Lc L d Figure No. Stock
UP210-B4-16030 16 8 30 100 16 2 [ J
UP210-B4-18034 18 9 34 100 18 2 O
UP210-B4-20038 20 10 38 100 20 2 ([ J
@®Stock OAvailable upon Order R Tol
R<15 Bor
15<R<3 Q015
R=>3 302
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(?Sel_ll,;g;JISteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
@) (@) O (©)

O Most Suitable () Suitable

Recommended Cutting Data ¢ P372
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Solid Carbide Endmills | MILLING TOOLS

UP210-L60

4 Flute, 60° Chamfer Endmils

I f—- - 4 e ——
™
SCm

See page 149 or guidelines to icons

Ordering Code D Lc L d Figure No. Stock
UP210-L4-04060 4 35 50 4 1 o
UP210-L4-06060 6 5.2 50 6 1 ()
UP210-L4-08060 8 7 60 8 1 (]
UP210-L4-10060 10 8.7 75 10 1 [}
UP210-L4-12060 12 10.4 75 12 1 [ ]
UP210-L4-16060 16 13.9 100 16 1 [ ]
UP210-L4-20060 20 17.4 100 20 1 O

@Stock OAvailable upon Order D Tol
b<12 802
D>12 803
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5

Carbon Steel, Alloy Steel, ToolSteel

AlloySteel (48HRC) StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRQ)
(@) O O ©) O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P372
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MILLING TOOLS | Solid Carbide Endmills

UP210-L90

4 Flute, 90° Chamfer Endmils

- - - S —l)

el -
L
=rEs
See page 149 or guidelines to icons
Ordering Code D Lc L d Figure No. Stock
UP210-L4-04090 4 2 50 4 1 [ ]
UP210-L4-06090 6 3 50 6 1 [ ]
UP210-L4-08090 8 4 60 8 1 [
UP210-L4-10090 10 5 75 10 1 [ J
UP210-L4-12090 12 6 75 12 1 [ J
UP210-L4-16090 16 8 100 16 1 [ J
UP210-L4-20090 20 10 100 20 1 O
@Stock OAvailable upon Order D Tol
D<12 S0
p>12 S03
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(?Sel_ll,;g;JISteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRQ)
(@) (@) O (@) O O

O Most Suitable () Suitable

Recommended Cutting Data ¢ P373
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Solid Carbide Endmills | MILLING TOOLS

UP210-L120

4 Flute, 120° Chamfer Endmils

Ee—— T e —

L
i o) VL
-l
See page 149 or guidelines to icons
Ordering Code D Lc L d Figure No. Stock
UP210-L4-040120 4 1.2 50 4 1 [ J
UP210-L4-060120 6 1.8 50 6 1 ([ J
UP210-L4-080120 8 24 60 8 1 ([ J
UP210-L4-100120 10 2.9 75 10 1 [ ]
UP210-L4-120120 12 35 75 12 1 [ ]
UP210-L4-160120 16 4.6 100 16 1 [ )
UP210-L4-200120 20 5.8 100 20 1 O
@Stock OAvailable upon Order D Tol
D<12 S0
D>12 B3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(Z%e'kgg;)lsmel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRQ)
(@) O @) ©) O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P373
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MILLING TOOLS | Solid Carbide Endmills

SP210-53

3 Flute, with Variable Helix

- - e

e

LLV See page 149 or guidelines to icons

Ordering Code D Lc L d Figure No. Stock
SP210-53-02508 2.5 8 50 4 1 [ J
SP210-53-03009 3 50 4 1 [ J
SP210-53-04011 4 1 50 4 2 [ J
SP210-53-05013 5 13 50 6 1 [ J
SP210-53-06016 6 16 50 6 2 [ J
SP210-53-08020 8 20 60 8 2 ([
SP210-53-10025 10 25 75 10 2 ([ J
SP210-S3-12030 12 30 75 12 2 o
SP210-S3-16036 16 36 100 16 2 [
SP210-53-20045 20 45 100 20 2 ()

@Stock OAvailable upon Order D Tol
p<12 202
p>12 B03

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(?Sel_ll,;g;)ISteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
@) O O O

O Most Suitable () Suitable

Recommended Cutting Data ¢ P373
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Solid Carbide Endmills | MILLING TOOLS

SP210-C3

3 Flute, Variable Helix with Chamfer

e |

L# See page 149 or guidelines to icons

L
Ordering Code D Lc C L d Figure No. Stock
SP210-C3-06020 6 16 0.2 50 6 2 o
SP210-C3-08020 8 20 0.2 60 8 2 [ J
SP210-C3-10030 10 25 0.3 75 10 2 [ J
SP210-C3-12030 12 30 0.3 75 12 2 [ J
SP210-C3-16030 16 36 0.3 100 16 2 @)
@Stock OAvailable upon Order Tol
D<12 S0
D>12 B03
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(Z%e'!{;’g;)ISteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRQ)
O O @) O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P373
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MILLING TOOLS | Solid Carbide Endmills

SP210-54

4 Flute, with Variable Helix

Le
L
i E—— =EEA MM
‘.—.LC See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
SP210-54-02006 2 6 50 4 1 [ J
SP210-54-62006 2 6 50 6 1 O
SP210-54-03009 3 9 50 4 1 [
SP210-S4-63009 3 9 50 6 1 ([
SP210-54-04011 4 1 50 4 2 [ J
SP210-S4-64011 4 11 50 6 1 O
SP210-54-05013 5 13 50 6 1 [ J
SP210-54-06016 6 16 50 6 2 ([ J
SP210-54-07020 7 20 60 8 1 ([ J
SP210-54-08020 8 20 60 8 2 ([ J
SP210-54-10025 10 25 75 10 2 [ ]
SP210-54-12030 12 30 75 12 2 [ J
SP210-S4-16036 16 36 100 16 2 [ J
SP210-54-20045 20 45 100 20 2 [ J
@Stock OAvailable upon Order D Tol
D<12 S0
D>12 Lo3
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Ca:)l?onygtzz:’ Alloy S(?Sel_ll,;g;)ISteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRQ)
@) O O O

O Most Suitable () Suitable

Recommended Cutting Data ¢ P374
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SP210-C4

4 Flute, Variable Helix with Chamfer and with Reduced Neck

Solid Carbide Endmills

| MILLING TOOLS

C
cl — + -of Fig1
Lc
L
<
. s Fig2 o ACISIN '
: =~ g o M |
‘ Le See page 149 or guidelines to icons
L
Ordering Code D Lc C L d Figure No. Stock
SP210-C4-03003 3 9 0.03 50 4 1 [ ]
SP210-C4-03013 3 9 0.13 50 4 1 [ ]
SP210-C4-63008 3 8 0.15 57 6 1 [ ]
SP210-C4-64011 4 11 0.15 57 6 1 [ ]
SP210-C4-04004 4 1 0.04 50 4 2 [ ]
SP210-C4-04018 4 11 0.18 50 4 2 [ ]
SP210-C4-05005 5 13 0.05 50 6 1 O
SP210-C4-05013 5 13 0.15 57 6 1 [ ]
SP210-C4-05020 5 13 0.2 50 6 1 [ J
SP210-C4-06006 6 16 0.06 50 6 2 o
SP210-C4-06013 6 13 0.2 57 6 2 [ J
SP210-C4-06020 6 16 0.2 50 6 2 o
SP210-C4-06040 6 16 0.4 50 6 2 @)
@Stock OAvailable upon Order Tol
202
0
-0.03
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(Zese'kgg;)ISteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRQ)
O @) @) O
©O Most Suitable () Suitable

Recommended Cutting Data ¢ P374
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MILLING TOOLS | Solid Carbide Endmills

SP210-C4

4 Flute, Variable Helix with Chamfer and with Reduced Neck

¢

=t ~ —
HE— =gl UL u

Le See page 149 or guidelines to icons

L ) Continuation

Ordering Code D Lc C L d Figure No. Stock
SP210-C4-08008 8 20 0.08 60 8 2 [ ]
SP210-C4-08019 8 19 0.2 63 8 2 [ ]
SP210-C4-08020 8 20 0.2 60 8 2 [ ]
SP210-C4-10010 10 25 0.1 75 10 2 [ ]
SP210-C4-10022 10 22 0.3 72 10 2 [ ]
SP210-C4-10030 10 25 0.3 75 10 2 [ ]
SP210-C4-12012 12 30 0.12 75 12 2 [ ]
SP210-C4-12030 12 30 0.3 75 12 2 [ J
SP210-C4-16015 16 36 0.15 100 16 2 O
SP210-C4-16040 16 36 0.4 100 16 2 O
SP210-C4-20015 20 45 0.15 100 20 2 O
SP210-C4-20050 20 45 0.5 100 20 2 O

@Stock OAvailable upon Order D Tol

=12 | Jop

b>12 803

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(?Sel_ll,;g;)ISteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
@) O O O

O Most Suitable () Suitable

Recommended Cutting Data ¢ P374
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Solid Carbide Endmills | MILLING TOOLS

SP210-CN4

4 Flute, Variable Helix with Chamfer and with Reduced Neck

< -

eSS - =gl UL [

‘ Lc

dp
D™
g

-

Lr—’ See page 149 or guidelines to icons
L
Ordering Code D Lc C d2 L1 L d Figure No.  Stock
SP210-CN4-03013 3 10 0.13 29 18 75 4 1 O
SP210-CN4-04018 4 12 0.18 3.8 20 75 4 2 [ )
SP210-CN4-05020 5 15 0.2 4.8 35 75 6 1 ([ J
SP210-CN4-06020 6 16 0.2 5.8 24 100 6 2 o
SP210-CN4-08020 8 20 0.2 7.5 30 100 8 2 O
SP210-CN4-10030 10 25 0.3 9.5 40 150 10 2 O
SP210-CN4-12030 12 30 0.3 1 40 150 12 2 [ J
SP210-CN4-16040 16 36 0.4 15 50 150 16 2 @)
SP210-CN4-20050 20 45 0.5 19 60 150 20 2 @)
@Stock OAvailable upon Order D Tol
D=12 $02
D>12 L3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy Steel,ToolSteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(48HRC)
(<35HRQ)
O @) @) O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P374
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MILLING TOOLS | Solid Carbide Endmills

SP210-R4

4 Flute, with Variable Helix

<
@l — @ﬁ Fig1
| Le
L
<
=== ~ =g UL [
‘ Lc See page 149 or guidelines to icons
L
Ordering Code D Lc r L d Figure No. Stock
SP210-R4-03002 3 9 0.2 50 4 1 O
SP210-R4-03003 3 0.3 50 4 1 [
SP210-R4-03005 3 0.5 50 4 1 [ J
SP210-R4-04003 4 11 0.3 50 4 2 [ J
SP210-R4-04005 4 1 0.5 50 4 2 [ J
SP210-R4-05003 5 13 0.3 50 6 1 O
SP210-R4-05005 5 13 0.5 50 6 1 [ J
SP210-R4-05010 5 13 1 50 6 1 O
SP210-R4-06003 6 16 0.3 50 6 2 [
SP210-R4-06005 6 16 0.5 50 6 2 [ J
SP210-R4-06010 6 16 1 50 6 2 [
SP210-R4-06015 6 16 1.5 50 6 2 [ J
@Stock OAvailable upon Order D Tol
D<12 S0
D>12 $03
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Ca:)l?onygtzz:’ Alloy S(?Sel_ll,;g;)ISteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRC)
@) O O O

O Most Suitable () Suitable

Recommended Cutting Data ¢ P374
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Solid Carbide Endmills | MILLING TOOLS

SP210-R4

4 Flute, with Variable Helix

<
'cl — «@ﬁ Figl
L1 ]
L
<
=g = =t =B UL [
‘ Lc See page 149 or guidelines to icons
L ) Continuation
Ordering Code D Lc r L d Figure No. Stock
SP210-R4-08005 8 20 0.5 60 8 2 ([ J
SP210-R4-08010 8 20 1.0 60 8 2 ()
SP210-R4-08015 8 20 1.5 60 8 2 ([ J
SP210-R4-08020 8 20 2 60 8 2 ([ J
SP210-R4-10005 10 25 0.5 75 10 2 ([ J
SP210-R4-10010 10 25 1 75 10 2 ([ J
SP210-R4-10015 10 25 1.5 75 10 2 ([ J
SP210-R4-10020 10 25 2 75 10 2 ([ J
SP210-R4-10030 10 25 3 75 10 2 ([
SP210-R4-12005 12 30 0.5 75 12 2 (
SP210-R4-12010 12 30 1 75 12 2 [ J
SP210-R4-12015 12 30 1.5 75 12 2 {
SP210-R4-12020 12 30 2 75 12 2 [ J
SP210-R4-12030 12 30 3 75 12 2 (]
SP210-R4-14020 14 32 2 75 14 2 O
SP210-R4-16020 16 36 2 100 16 2 O
@Stock OAvailable upon Order D Tol
D<12 S0
D>12 Sos
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
ca?lf:ygtzz:' Alloy S(Zese:{;’g;)ISteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRQ)
O @) @) O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P374
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MILLING TOOLS | Solid Carbide Endmills

SP210-RH4

4 Flute, with Long Shank Length, Variable Helix

<

-cl — — J@é Fig1
ey =t UL [

See page 149 or guidelines to icons

Ordering Code D Lc r L

d Figure No. Stock
SP210-RH4-04005 4 1 0.5 75 4 2 (]
SP210-RH4-06005 6 15 0.5 75 6 2
SP210-RH4-08005 8 20 0.5 100 8 2 (]
SP210-RH4-08010 8 20 1 100 8 2 ()
SP210-RH4-10005 10 25 0.5 100 10 2 [ J
SP210-RH4-10010 10 25 1 100 10 2 [ J
SP210-RH4-12010 12 30 1 100 12 2 [ J
@Stock OAvailable upon Order D Tol
p<12 02
p>12 B3
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(?Sel_ll,;g;JISteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRQ)
@) (@) O (©)

O Most Suitable () Suitable

Recommended Cutting Data ¢ P374
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Solid Carbide Endmills | MILLING TOOLS

SP210-B2

2 Flute, Ballnose

“’U B %g Fig2 g m

Le See page 149 or guidelines to icons

L
Ordering Code D R Lc L d Figure No. Stock

SP210-B2-01002 1 0.5 2 50 4 1 (]
SP210-B2-61002 1 0.5 2 50 6 1 O
SP210-B2-01503 15 0.75 3 50 4 1 [
SP210-B2-61503 1.5 0.75 3 50 6 1 (]
SP210-B2-02004 2 1 4 50 4 1 (]
SP210-B2-62004 2 1 4 50 6 1 (]
SP210-B2-03006 3 1.5 6 50 4 1 (]
SP210-B2-63006 3 15 6 50 6 1 ()
SP210-B2-04008 4 2 8 50 4 2 (]
SP210-B2-06012 6 3 12 50 6 2 [ J
SP210-B2-06012H 6 3 12 60 6 2 [ J
SP210-B2-08014 8 4 14 60 8 2 [ J
SP210-B2-10018 10 5 18 75 10 2 [ J
SP210-B2-11020 11 55 20 75 12 1 O
SP210-B2-12022 12 6 22 75 12 2 [ J

@Stock OAvailable upon Order R Tol

R<15 B0

15<R<3 Qo5
R=>3 30
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
ca?lf:ygtzz:' Alloy S(Zese'kgg;)ISteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRCQ)
O @) @) O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P375
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MILLING TOOLS | Solid Carbide Endmills

SP210-BH2

2 Flute Ballnose, with Long Shank length

<
e ———p
Le
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e = @) | |2
® AICrSiN
« =+ =l Une

L See page 149 or guidelines to icons

Ordering Code D R Lc L d Figure No. Stock
SP210-BH2-61002 1 0.5 2 75 6 1 [
SP210-BH2-61503 1.5 0.75 3 75 6 1 [
SP210-BH2-02004 2 1 4 75 4 1 [ ]
SP210-BH2-62004 2 1 4 75 6 1 [ ]
SP210-BH2-63006 3 1.5 6 75 6 1 [ ]
SP210-BH2-04008 4 2 8 75 4 2 [ ]
SP210-BH2-04008H 4 2 8 100 4 2 [ ]
SP210-BH2-64008 4 2 8 75 6 1 [ J
SP210-BH2-06012 6 3 12 75 6 2 [
SP210-BH2-06012H 6 3 12 100 6 2 (]
SP210-BH2-08014 8 4 14 75 8 2 (]
SP210-BH2-08014H 8 4 14 100 8 2 ([
SP210-BH2-10018 10 5 18 100 10 2 (]
SP210-BH2-12022 12 6 22 100 12 2 (]

@Stock OAvailable upon Order R Tol

R<15 Bo1

15<R<3 Q015
R>3 02
unit (mm)
Workpiece Material
P m 3 N
1234 5 123 123 123 4 5
Ca:)l?onygtzz:’ Alloy S(?Sel_ll,;g;)ISteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRQ)
@) O O O

O Most Suitable () Suitable

Recommended Cutting Data ¢ P375
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Solid Carbide Endmills | MILLING TOOLS

UPN210-54

4 Flute, with Roughing Geometry

L
e . =gl-Ld UL
See page 149 or guidelines to icons
L
Ordering Code D Lc C L d Figure No. Stock
UPN210-54-06016 6 16 0.2 50 6 2 [ ]
UPN210-54-08020 8 20 0.2 60 8 2 o
UPN210-54-10025 10 25 0.3 75 10 2 [ J
UPN210-54-12030 12 30 0.3 75 12 2 o
UPN210-54-16036 16 36 0.4 100 16 2 [ J
UPN210-54-20045 20 45 0.5 100 20 2 [ ]
@Stock OAvailable upon Order D Tol
D<6 B3
6<D<10 804
p>10 Bos
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(E&el-li,;'g;)ISteel StainlessSteel Cast Iron Aluminium Alloys Copper Alloys Graphite
(<35HRQ)
(@) O O (@) O O

©O Most Suitable () Suitable

Recommended Cutting Data 3 P377
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MILLING TOOLS | Solid Carbide Endmills

UPR210-54

4 Flute, with Roughing Geometry

'c} — Fig1 m -
L
= . =gt UL
See page 149 or guidelines to icons
L
Ordering Code D Lc C L d Figure No. Stock
UPR210-54-06016 6 16 0.2 50 6 2 [ J
UPR210-54-08020 8 20 0.2 60 8 2 ()
UPR210-54-10025 10 25 0.3 75 10 2 [ J
UPR210-54-12030 12 30 0.3 75 12 2 ()
UPR210-54-16036 16 36 0.4 100 16 2 [ J
UPR210-54-20045 20 45 0.5 100 20 2 [ J
@Stock OAvailable upon Order D Tol
D=6 S03
6<D<10 8o,
D>10 Bos
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel,
AlloySteel Alloy S(z%el_ll,;cc);)ISteel StainlessSteel CastIron Aluminium Alloys Copper Alloys Graphite
(<35HRQ)
(@) O O O O O

©O Most Suitable () Suitable

Recommended Cutting Data 3% P376
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Solid Carbide Endmills | MILLING TOOLS

UPR300-53/54

3/4 Flute, with Roughing Geometry

<

= — — /j Fig1 — » ‘
e e =tg-Fel UL o
.

See page 149 or guidelines to icons

L
L
Ordering Code D Lc C L d Figure No. Stock
UPR300-53-06016 6 16 0.2 50 6 2 O
UPR300-53-08020 8 20 0.2 60 8 2 O
UPR210-54-10025 10 25 0.3 75 10 2 [ J
UPR210-54-12030 12 30 0.3 75 12 2 ([ J
UPR210-54-16036 16 36 0.4 100 16 2 [ J
UPR210-54-20045 20 45 0.5 100 20 2 ([ J
@Stock OAvailable upon Order D Tol
D<6 B3
6<D<10 804
D>10  Bos
unit (mm)
Workpiece Material
1234 5 123 123 1 23
Carbon Steel,
¢ Alloy Steel, ToolSteel . Hardened Steels Hardened Steels
(A!(;);Is-ltsg (48HRC) StainlessSteel CastIron (45-55HRC) (>55HRC)
@) O O (©) O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P388
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MILLING TOOLS | Solid Carbide Endmills

US200-52

2 Flute, Standard Length

-cl - E\EH Fig1

- _~yq @ @ ] L L [
hé
Le See page 149 or guidelines to icons

L
Ordering Code D Lc L d Figure No. Stock
US200-52-00501 0.5 1 50 4 1 [ ]
US200-52-00802 0.8 2 50 4 1
US200-52-01003 1 3 50 4 1 [ J
US200-52-01504 1.5 4 50 4 1 [ J
US200-52-02006 2 6 50 4 1 [ J
US200-52-02508 2.5 8 50 4 1 ([
US200-52-63008 3 8 50 6 1 ([
US200-52-03009 3 9 50 4 1 ()
US200-52-03510 3.5 10 50 4 1 O
@Stock OAvailable upon Order D Tol
p<12 S02
D>12 S03
unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel,
AlloySteel Alloy S(Z%e'kgg;)lsmel StainlessSteel Cast Iron Heat-resistant Alloys Titanium Alloys
(<35HRC)
O O O O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P380
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Solid Carbide Endmills | MILLING TOOLS

US200-52

2 Flute, Standard Length

N Sl e
) ——— s =@ 2] L L [
Le See page 149 or guidelines to icons

L ) Continuation
Ordering Code D Lc L d Figure No. Stock

US200-52-04011 4 1 50 4 2 [ ]
US200-52-64011 4 1 50 6 1 O
US200-52-05013 5 13 50 6 1 [ J
US200-52-06016 6 16 50 6 2 ([ J
US200-52-08020 8 20 60 8 2 ([ J
US200-52-10025 10 25 75 10 2 ([ J
US200-52-12030 12 30 75 12 2 [ ]
US200-52-16036 16 36 100 16 2 @)
US200-52-20045 20 45 100 20 2 O

@Stock OAvailable upon Order D Tol

p<12 302

D>12 B3

unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel,
AlloySteel Alloy S(;ese|_ll,;2;)ISteel StainlessSteel Cast Iron Heat-resistant Alloys Titanium Alloys
(<35HRCQ)
O O @) O O O

©O Most Suitable () Suitable

Recommended Cutting Data 3 P380
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MILLING TOOLS | Solid Carbide Endmills

US200-554

4 Flute, Stub Length

-] -

o

@L - - q Fig2

‘Lc

.
i) -3 L |

See page 149 or guidelines to icons

L
Ordering Code D Lc L d Figure No. Stock

US200-554-02004 2 4 50 4 1 [ J
US200-554-03004 3 4 50 4 1 [ J
US200-554-04006 4 6 50 4 2 O
US200-S54-05008 5 8 50 6 1 O
US200-554-06009 6 9 50 6 2 O
US200-S54-08010 8 10 60 8 2 O
US200-554-10012 10 12 75 10 2 O
US200-554-12016 12 16 75 12 2 O
US200-554-14020 14 20 75 14 2 O
US200-554-16024 16 24 100 16 2 O
US200-554-18027 18 27 100 18 2 O
US200-554-20030 20 30 100 20 2 O

@Stock OAvailable upon Order D Tol

p<12 B02

D>12 B3

unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel,
AlloySteel Alloy S(Z%e'kgg;)lsmel StainlessSteel Cast Iron Heat-resistant Alloys Titanium Alloys
(<35HRC)
O O O O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P381
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US200-54

4 Flute, Standard Length

Solid Carbide Endmills

| MILLING TOOLS

T - C e
.
L
== ~ =il LL
6 P Helix
LL, See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
US200-54-01003 1 3 50 4 1 ([
US200-54-01504 1.5 4 50 4 1 (
US200-54-02006 2 6 50 4 1 (]
US200-54-02508 25 8 50 4 1 (]
US200-54-63008 8 50 6 1 (]
US200-54-03009 9 50 4 1 [ J
US200-54-03510 35 10 50 4 1 [ J
US200-S4-04011 4 11 50 4 2 [ J
US200-S4-64011 4 11 50 6 1 [
US200-S4-05013 5 13 50 6 1 o
US200-S4-06016 6 16 50 6 2 [
US200-S4-08020 8 20 60 8 2 ()
US200-S4-10025 10 25 75 10 2 ([
US200-S4-12030 12 30 75 12 2 ()
US200-54-16036 16 36 100 16 2 (]
US200-54-20045 20 45 100 20 2 ()
@Stock OAvailable upon Order D Tol
D<12 B02
D>12 Bo3
unit (mm)
Workpiece Material

M

1234 5 123 123 123 4
Carbon Steel,
AlloySteel Alloy S(;ese|_ll,;2;)ISteel StainlessSteel Cast Iron Heat-resistant Alloys Titanium Alloys
(<35HRQ)
O O @) O O O

©O Most Suitable

(O Suitable

Recommended Cutting Data 3 P381
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MILLING TOOLS | Solid Carbide Endmills

US200-SN4

4 Flute,with Reduced Neck Diameter

= - =~ -
Le
L1
L
| e T e [ 2] LI
= [~
L1 See page 149 or guidelines to icons
L
Ordering Code D Lc d2 L1 L d Figure No. Stock
US200-SN4-02008 2 4 1.9 8 50 4 1 O
US200-SN4-04012 4 8 3.8 12 50 4 2 O
US200-SN4-06018 6 13 5.8 18 50 6 2 O
US200-SN4-08025 8 19 7.5 25 60 8 2 @)
US200-SN4-10032 10 22 9.5 32 75 10 2 O
US200-SN4-12034 12 24 11 34 75 12 2 O
US200-SN4-16036 16 26 15 36 100 16 2 O
US200-SN4-20040 20 28 19 40 100 20 2 O
@Stock OAvailable upon Order b Tol
D<12 S0z
D>12 $03
unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel,
AlloySteel Alloy S(Z%e'kgg;)lsmel StainlessSteel Cast Iron Heat-resistant Alloys Titanium Alloys
(<35HRQ)
O O O O O O
©O Most Suitable () Suitable
Recommended Cutting Data ¢ P381
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Solid Carbide Endmills | MILLING TOOLS

US200-R2

2 Flute,Corner Radius

L =S
A =o)L U

See page 149 or guidelines to icons

Ordering Code D Lc r L d Figure No. Stock
US200-R2-03003 3 9 0.3 50 4 1 [ J
US200-R2-03005 3 9 0.5 50 4 1 O
US200-R2-04002 4 11 0.2 50 4 2 [
US200-R2-64002 4 11 0.2 50 6 1 O
US200-R2-04003 4 11 0.3 50 4 2 [ J
US200-R2-64003 4 11 0.3 50 6 1 O
US200-R2-64005 4 11 0.5 50 6 1 [ J
US200-R2-05002 5 13 0.2 50 6 1 [ J
US200-R2-05003 5 13 0.3 50 6 1 [ J
US200-R2-05005 5 13 0.5 50 6 1 [ J
US200-R2-06002 6 16 0.2 50 6 2 O
US200-R2-06003 6 16 0.3 50 6 2 [
US200-R2-06005 6 16 0.5 50 6 2 O

@Stock OAvailable upon Order D Tol
D<12 S

D>12 Sos

unit (mm)
Workpiece Material
P M K N
1234 5 123 123 123 4 5
caflfonygizz:’ Alloy S(E‘esel:,;g;)ISteel StainlessSteel Cast Iron All;\rlr;g;i:m Copper Alloys Graphite
(<35HRC)
O O @) O O O O

©O Most Suitable () Suitable

Recommended Cutting Data 3 P380
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MILLING TOOLS | Solid Carbide Endmills

US200-R2

2 Flute,Corner Radius

g1 _ mj Fig1 H
=g g - =l UL u

See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc r L d Figure No. Stock
US200-R2-08005 8 20 0.5 60 8 2 [ J
US200-R2-08010 8 20 1 60 8 2 ([
US200-R2-10005 10 25 0.5 75 10 2 ([
US200-R2-10010 10 25 1 75 10 2 O
US200-R2-10015 10 25 1.5 75 10 2 O
US200-R2-12005 12 30 0.5 75 12 2 O
US200-R2-12010 12 30 1 75 12 2 O
US200-R2-12015 12 30 1.5 75 12 2 O
US200-R2-16005 16 36 0.5 100 16 2 O
US200-R2-16010 16 36 1 100 16 2 O
US200-R2-16020 16 36 2 100 16 2 ([
US200-R2-16030 16 36 3 100 16 2 O

@Stock OAvailable upon Order D Tol
p<12 302
>12 |

unit (mm)
Workpiece Material
P M K N
1234 5 123 123 123 4 5
carii\alfonygzzz:’ Alloy S(z%el_ll,gg;)ISteel StainlessSteel Cast Iron Allj\r}wl’i;;i:m Copper Alloys Graphite
(<35HRCQ)
O O (@) O O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P380
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Solid Carbide Endmills | MILLING TOOLS

US200-R3

3 Flute,Corner Radius

Sl _ A kg m TIAIN p=32
‘ e Helix

Le See page 149 or guidelines to icons

L

Ordering Code D Lc r L d Figure No. Stock

US200-R3-02001 2 6 0.1 50 4 1 O
US200-R3-02002 2 6 0.2 50 4 1

US200-R3-04002 4 11 0.2 50 4 2 [ J
US200-R3-04005 4 11 0.5 50 4 2 [
US200-R3-06002 6 16 0.2 50 6 2 O
US200-R3-06005 6 16 0.5 50 6 2 ([
US200-R3-08005 8 20 0.5 60 8 2 [ J
US200-R3-08010 8 20 1 60 8 2 ([
US200-R3-10005 10 25 0.5 75 10 2 O
US200-R3-10010 10 25 1 75 10 2 ()
US200-R3-10015 10 25 1.5 75 10 2 O
US200-R3-10020 10 25 2 75 10 2 [ J

@Stock OAvailable upon Order D Tol

D<12 B0

D>12 Sos

unit (mm)
Workpiece Material
P M K N
1234 5 123 123 123 4 5

Carbon Steel, Alloy Steel,ToolSteel . Aluminium 5

(A!c;);it;g; (48HRC) StainlessSteel Cast Iron Alloys Copper Alloys Graphite

O O @) O O O O

©O Most Suitable () Suitable

Recommended Cutting Data 3 P380

WINTECH _ 217




MILLING TOOLS | Solid Carbide Endmills

US200-R3

3 Flute,Corner Radius

r
=] ﬂ — A Fig1 - -
=Y - =12 |

Lc See page 149 or guidelines to icons

L
) Continuation

Ordering Code D Lc r L d Figure No. Stock
US200-R3-12005 12 30 0.5 75 12 2 o
US200-R3-12010 12 30 1 75 12 2 [ ]
US200-R3-12015 12 30 1.5 75 12 2 [ ]
US200-R3-16005 16 36 0.5 100 16 2 [ J
US200-R3-16010 16 36 1 100 16 2 [ J
US200-R3-16020 16 36 2 100 16 2 ([ J
US200-R3-16030 16 36 3 100 16 2 [ J
US200-R3-20005 20 45 0.5 100 20 2 o
US200-R3-20010 20 45 1 100 20 2 o
US200-R3-20020 20 45 2 100 20 2 o
US200-R3-20040 20 45 4 100 20 2 [ ]

@Stock OAvailable upon Order D Tol

p<12 202

p>12 B03

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, -
AlloySteel Alloy S(z%el_ll,gg;)ISteel StainlessSteel Cast Iron Allj\rrllmum Copper Alloys Graphite
(<35HRQ) oys

O O O O O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P380
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Solid Carbide Endmills | MILLING TOOLS

US200-R4/R54

4 Flute,Corner Radius/Corner Radius with Stub length

iy

@{ _ @% Fig1
ﬁ[ _ @% Fig2 E}gﬂm

LL» See page 149 or guidelines to icons
L

Ordering Code D Lc r L d Figure No. Stock
US200-R4-02002 2 6 0.2 50 4 1 [ ]
US200-R4-03003 3 9 0.3 50 4 1 o
US200-R4-03005 3 9 0.5 50 4 1 [ ]
US200-R4-64002 4 11 0.2 50 6 1 o
US200-R4-64003 4 1 0.3 50 6 1 [ ]
US200-R4-04003 4 11 0.3 50 4 2 [ )
US200-R4-04005 4 11 0.5 50 4 2 [ ]
US200-R4-05005 5 13 0.5 50 6 1 [ )
US200-R4-06005 6 16 0.5 50 6 2 [ ]
US200-RS4-06005 6 5 0.5 50 6 2 [ )

@Stock OAvailable upon Order D Tol

D<12 S

p>12 B03

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, -
AlloySteel Alloy S(E‘esel:,;g;)ISteel StainlessSteel Cast Iron All;\rlr;lnlum Copper Alloys Graphite
(<35HRC) oys

O O O O O O O

©O Most Suitable () Suitable

Recommended Cutting Data 3 P381
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MILLING TOOLS | Solid Carbide Endmills

US200-R4

4 Flute,Corner Radius

@J - «@%{ Fig1
QJ _ @%{ Fig2 E}Egﬂm

LL» See page 149 or guidelines to icons

L ) Continuation

Ordering Code D Lc r L d Figure No. Stock
US200-R4-08002 8 20 0.2 60 8 2 [ ]
US200-R4-08005 8 20 0.5 60 8 2 o
US200-R4-08010 8 20 1 60 8 2 o
US200-R4-10005 10 25 0.5 75 10 2 o
US200-R4-10010 10 25 1 75 10 2 [ ]
US200-R4-12010 12 30 1 75 12 2 [ J
US200-R4-12020 12 30 2 75 12 2 [ ]
US200-R4-16010 16 36 1 100 16 2 O
US200-R4-16015 16 36 1.5 100 16 2 [ ]
US200-R4-20010 20 45 1 100 20 2 O

@Stock OAvailable upon Order D Tol

p<12 202

p>12 B03

unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, -
AlloySteel Alloy S(z%el_ll,gg;)ISteel StainlessSteel Cast Iron Allj\rrlmlum Copper Alloys Graphite
(<35HRQ) oys
O O O O O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P381
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Solid Carbide Endmills | MILLING TOOLS

US200-B2

2 Flute,Ballnose

R
1= =~ eSS
o
L
R
==X = =12 U
LL. See page 149 or guidelines to icons
L
Ordering Code D Lc R L d Figure No. Stock
US200-B2-01002 1 2 0.5 50 4 1 [ ]
US200-B2-01503 1.5 3 0.75 50 4 1 ()
US200-B2-02004 2 4 1 50 4 1 [ J
US200-B2-03006 3 6 1.5 50 4 1 [ J
US200-B2-63006 3 6 1.5 50 6 1 [ J
US200-B2-04008 4 8 50 4 2 [ J
US200-B2-64008 4 8 2 50 6 1 [ J
US200-B2-05010 5 10 25 50 6 1 [ ]
US200-B2-06012 6 12 3 50 6 2 [ ]
US200-B2-08014 8 14 4 60 8 2 [ ]
US200-B2-10018 10 18 5 75 10 2 [ ]
US200-B2-12022 12 22 6 75 12 2 [ J
US200-B2-16026 16 26 8 100 16 2 [ J
US200-B2-20038 20 38 10 100 20 2 O
@Stock OAvailable upon Order R Tol
R<3 +0.015
R>3 +0.02
unit (mm)

Workpiece Material

M

1234 5 123 123 123 4
Carbon Steel,
AlloySteel Alloy S(E‘esel-ll,ggflsmel StainlessSteel Cast Iron Heat-resistant Alloys Titanium Alloys
(<35HRC)
O O (@) O O O

©O Most Suitable

(O Suitable

Recommended Cutting Data 3 P381
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MILLING TOOLS | Solid Carbide Endmills

US200-B4

4 Flute,Ballnose

R
- - S L
Le
L R
e = LI R S e
Le See page 149 or guidelines to icons
L
Ordering Code D Lc R L d Figure No. Stock
US200-B4-01002 1 2 0.5 50 4 1 [
US200-B4-01503 15 3 0.75 50 4 1 ()
US200-B4-02004 2 4 1 50 4 1 [
US200-B4-03006 3 6 1.5 50 4 1 ([
US200-B4-63006 3 15 6 50 6 1 [
US200-B4-04008 4 8 2 50 4 2 ()
US200-B4-64008 4 8 2 50 6 1 O
US200-B4-05010 5 10 25 50 6 1 ()
US200-B4-06012 6 12 3 50 6 2 ([
US200-B4-08014 8 14 4 60 8 2 ()
US200-B4-10018 10 18 5 75 10 2 ([
US200-B4-12022 12 22 6 75 12 2 ()
US200-B4-16026 16 26 8 100 16 2 ()
US200-B4-20038 20 38 10 100 20 2 O
@®Stock OAvailable upon Order R Tol
R<3 #0015
R>3 +0.02
unit (mm)

Workpiece Material

P M K B

1234 5 123 123 123 4
Carbon Steel,
AlloySteel Alloy S(Zesel_ll,;'g;)ISteel StainlessSteel Cast Iron Heat-resistant Alloys Titanium Alloys
(<35HRQ)
O O @) O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P381
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Solid Carbide Endmills | MILLING TOOLS

US300-554

4 Flute, Stub Length

= — = e
Le | |
L
o E—— =l L u
‘ Le See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
US300-554-01002 1 2 50 4 1 [ ]
US300-554-01503 1.5 3 50 4 1
US300-554-02002 2 2 50 4 1 [ ]
US300-554-02004 2 4 50 4 1 o
US300-554-03003 3 3 50 4 1 [ ]
US300-554-03004 3 4 50 4 1 ([ J
US300-554-04004 4 4 50 4 2 O
US300-554-04006 4 6 50 4 2 [ J
US300-554-06010 6 10 50 6 2 @)
@Stock OAvailable upon Order D Tol
D<12 S0
unit (mm)
Workpiece Material
1234 5 123 123 123 4
Carbon Steel,
AlloySteel Alloy S(E‘esel-ll,ggflsmel StainlessSteel Cast Iron Heat-resistant Alloys Titanium Alloys
(<35HRC)
O O (@) O O O

©O Most Suitable () Suitable

Recommended Cutting Data 3 P382
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MILLING TOOLS | Solid Carbide Endmills

US300-54

4 Flute, Standard Length
4 - = s
‘ Le

| oy ) o -3 L
% See page 149 or guidelines to icons

L
Ordering Code D Lc L d Figure No. Stock
US300-54-01003 1 3 50 4 1 [ J
US300-54-01503 1.5 3.5 50 4 1
US300-54-01504 1.5 4 50 4 1 [
US300-54-02006 2 6 50 4 1 ()
US300-54-02508 25 8 50 4 1 [
US300-S4-03009 3 9 50 4 1 ()
US300-54-03510 35 10 50 4 1 ([
US300-54-04011 4 1 50 4 2 ()
US300-54-64011 4 1 50 6 1 (]
US300-54-05013 5 13 50 6 1 ()
US300-54-06016 6 16 50 6 2 ([ J
US300-54-08020 8 20 60 8 2 ([ J
US300-54-10025 10 25 75 10 2 ([ J
US300-54-12030 12 30 75 12 2 [ ]
US300-54-16036 16 36 100 16 2 O
@Stock OAvailable upon Order D Tol
D<12 B2
D>12 Bo3
unit (mm)

Workpiece Material

P M K B

1234 5 123 123 123 4
Carbon Steel,
AlloySteel Alloy S(Zesel_ll,;'g;)ISteel StainlessSteel Cast Iron Heat-resistant Alloys Titanium Alloys
(<35HRQ)
O O @) O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P382
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Solid Carbide Endmills | MILLING TOOLS

55200-C54

4 Flute, Stub Length with variable Helix

¢

uL — - %—ﬁ Fig1
Le ||
L
¢
——
‘ Le See page 149 or guidelines to icons
L
Ordering Code D Lc C L d Figure No. Stock
$5200-CS4-02002 2 4 0.02 50 6 1 (]
$5200-CS4-03003 3 6 0.03 50 6 1
$5200-CS4-04004 4 8 0.04 50 6 1 [ ]
$5200-CS4-05005 5 9 0.05 50 6 1 [ ]
$5200-CS4-06006 6 10 0.06 50 6 2 [ ]
$5200-CS4-08008 8 12 0.08 60 8 2 (]
$5200-CS4-10010 10 14 0.10 75 10 2 (]
$5200-CS4-12012 12 16 0.12 75 12 2 (]
@Stock OAvailable upon Order D Tol
p<12 S04
unit (mm)

Workpiece Material

M

1234 5 123 123 123 4
Carbon Steel,
AlloySteel Alloy S(E‘esel-ll,ggflsmel StainlessSteel Cast Iron Heat-resistant Alloys Titanium Alloys
(<35HRC)
O O (@) O O O

©O Most Suitable

(O Suitable

Recommended Cutting Data 3 P382
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MILLING TOOLS | Solid Carbide Endmills

55200-C4

4 Flute, Stub Length with variable Helix

<

iy e
=] = =gl Fl Uk o

Le See page 149 or guidelines to icons

Ordering Code D Lc C L d Figure No. Stock
$5200-C4-02002 2 6 0.02 50 6 1 [ J
$5200-C4-02502 25 8 0.02 50 6 1
$5200-C4-03003 3 0.03 50 6 1 [
$5200-C4-04004 4 11 0.04 50 6 1 ([
$5200-C4-05005 5 13 0.05 50 6 1 [
$5200-C4-06006 6 15 0.06 50 6 2 ([
$5200-C4-08008 8 20 0.08 60 8 2 [
$5200-C4-10010 10 25 0.10 75 10 2 ([
$5200-C4-12012 12 30 0.12 75 12 2 [
$5200-C4-14014 14 32 0.14 75 14 2 O

@Stock OAvailable upon Order D Tol
<2 B
p>12 Bo7

unit (mm)

Workpiece Material

P M K B

1234 5 123 123 123 4
Carbon Steel,
AlloySteel Alloy S(Zesel_ll,;'g;)ISteel StainlessSteel Cast Iron Heat-resistant Alloys Titanium Alloys
(<35HRQ)
O O @) O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P382
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Solid Carbide Endmills | MILLING TOOLS

UA160-52

2 Flute, Standard Length

: mi—— SR e
‘ o . e
L
40°
o —————— =l UL U
‘ Le See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
UA160-52-01003 1 3 50 4 1 o
UA160-52-01504 1.5 4 50 4 1 o
UA160-52-02006 2 6 50 4 1 ([ J
UA160-52-02508 2.5 8 50 4 1 ([ J
UA160-52-03009 3 9 50 4 1 [ ]
UA160-52-04011 4 11 50 4 2 [
UA160-S2-05013 5 13 50 6 1 O
UA160-52-06016 6 16 50 6 2 o
UA160-52-08020 8 20 60 8 2 [ J
UA160-52-10025 10 25 75 10 2 [ ]
UA160-52-12030 12 30 75 12 2 [ J
@Stock OAvailable upon Order D Tol
<10 8o
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, -
AlloySteel Alloy S(E;egel-ll,;g;)ISteel StainlessSteel Cast Iron Ahﬂ'mum Copper Alloys Graphite
(<35HRQ) oys
O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P383
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MILLING TOOLS | Solid Carbide Endmills

UA160-S3

3 Flute, Standard Length

= — Lo} Fig1 o
 ——— =l LU

See page 149 or guidelines to icons

L
Ordering Code D Lc L d Figure No. Stock
UA160-S3-02006 2 6 50 4 1 [ J
UA160-53-02508 25 8 50 4 1
UA160-53-03009 3 50 4 1 [ J
UA160-53-04011 4 11 50 4 2 o
UA160-53-64011 4 11 50 6 1 [
UA160-S3-05013 5 13 50 6 1 ([
UA160-53-06016 6 16 50 6 2 ([
UA160-53-08020 8 20 60 8 2 ([
UA160-53-10025 10 25 75 10 2 ([
UA160-53-12030 12 30 75 12 2 o
UA160-53-16036 16 36 100 16 2 [ J
@Stock OAvailable upon Order D Tol
<10 By
unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5
Carbon Steel, -
AlloySteel Alloy S(T;I_Il';g;) ISteel StainlessSteel Cast Iron Ahﬂ(')n':m Copper Alloys Graphite
(<35HRQ) Y
©) O

© Most Suitable () Suitable

Recommended Cutting Data 3% P384
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Solid Carbide Endmills | MILLING TOOLS

UA160-54

4Flute, Standard Length

“) - -of Fig1 -
Lc
L
ﬁ} _ N E Fig2 . E g E
hé Helix
Le See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
UA160-54-04011 4 11 50 4 1 [
UA160-54-06016 6 16 50 6 1 o
UA160-54-08020 8 20 60 8 1 (]
UA160-54-10025 10 25 75 10 1 o
UA160-54-12030 12 30 75 12 1 [ )
@Stock OAvailable upon Order D Tol
unit (mm)

Workpiece Material

P M K N

1234 5 123 123 123 4 5

Carbon Steel,

Alloy Steel,ToolSteel . Aluminium .
AlloySteel 4 StainlessSteel Cast Iron Copper Alloys Graphite
(<35HRC) (48HRC) Alloys
O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P384
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MILLING TOOLS | Solid Carbide Endmills

SA210-BW

3 Flute Corner Radius, with Long Shank Length

o E— . i
Fig1 - g
L1 IS av] 30| U
L hé Helix
See page 149 or guidelines to icons
Ordering Code D r Lc L1 D2 L d Figure No.  Stock
SA210-BW-12010 12 1 16 50 11.5 100 12 1 O
SA210-BW-16030 16 2 20 63 15.5 115 16 1 O
SA210-BW-20030 20 3 20 70 19 125 20 1 O
SA210-BW-25030 25 3 25 75 24 135 25 1 O
@Stock OAvailable upon Order D Tol
12<D<16 0/-0.03
16<D<25 0/-0.04
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, -
AlloySteel Alloy S(Z%e:l,gg;)lsmel StainlessSteel Cast Iron Allj\rrlmlum Copper Alloys Graphite
(<35HRQ) oys
O (@)

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P385
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SA210-HF

3 Flute Corner Radius, with Long Shank Length

Solid Carbide Endmills

| MILLING TOOLS

° - ° = Fig1 ]
Lc
L1
: =l U
See page 149 or guidelines to icons
Ordering Code D r Lc L1 D2 L d Figure No.  Stock
SA210-HF-08005 8 0.5 12 19 7.5 63 8 1 o
SA210-HF-10008 10 0.8 15 22 9.5 72 10 1 o
SA210-HF-12010 12 1 18 26 1.5 83 12 1 o
SA210-HF-16012 16 1.2 24 32 15.5 92 16 1 o
SA210-HF-20015 20 1.5 30 38 19 104 20 1 o
@Stock OAvailable upon Order D Tol
12<D<16 0/-0.03
16<D<25 0/-0.04
unit (mm)
Workpiece Material
1234 5 123 123 123 4 5
Carbon Steel, -
AlloySteel Alloy S(E‘ese:l,gg;)ISteel StainlessSteel Cast Iron All;\rnlmum Copper Alloys Graphite
(<35HRC) oys
O O

©O Most Suitable

(O Suitable

Recommended Cutting Data 3 P385
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MILLING TOOLS | Solid Carbide Endmills

ST210-54

4 Flute with Unequal Tooth Pitch

. = W | NS
Lc
L
=g H L [
- _ — [ Fig2 h6 Helix
LC See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
ST210-54-02006 2 6 50 4 1 [ ]
ST210-54-02506 25 6 50 4 1 [ ]
ST210-54-03009 3 9 50 4 1 [ ]
ST210-54-03509 3.5 9 50 4 1 o
ST210-S4-04011 4 1 50 4 2 [ J
ST210-54-04511 4.5 1 50 4 1 @)
ST210-54-05013 5 13 50 6 1 [ ]
ST210-54-06016 6 16 50 6 2 [ ]
ST210-54-08020 8 20 60 8 2 [ ]
ST210-54-10025 10 25 72 10 2 [ )
ST210-54-12030 12 30 75 12 2 (]
ST210-54-14032 14 32 80 14 2 O
ST210-54-16036 16 36 100 16 2 o
ST210-54-20045 20 45 100 20 2 o
@Stock OAvailable upon Order D Tol
D<6 o2
6<D<16 Sos
D>16 Soa
unit (mm)
Workpiece Material
1234 5 123 123 4
Carbon (S ie; ;’H Rﬁél)loySteel Alloy S(ZGBGI_II';Z;) ISteel StainlessSteel Heat-resistant Alloys Titanium Alloys
O O O O @)

© Most Suitable () Suitable

Recommended Cutting Data 3% P386
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Solid Carbide Endmills | MILLING TOOLS

ST210-R4

4 Flute with Unequal Tooth Pitch,Corner Radius

{

Lc
L
< TR
- _ — L Fig2 h6 Helix
LC See page 149 or guidelines to icons
L
Ordering Code D r Lc L d Figure No. Stock
ST210-R4-02002 2 0.2 6 50 4 2 O
ST210-R4-03003 3 0.3 9 50 4 2 O
ST210-R4-03005 3 0.5 9 50 4 2 O
ST210-R4-04005 4 0.5 11 50 4 1 [ J
ST210-R4-04010 4 1 1 50 4 1 [ J
ST210-R4-05005 5 0.5 13 50 6 2 O
ST210-R4-06005 6 0.5 16 50 6 1 o
ST210-R4-06010 6 1 16 50 6 1 o
ST210-R4-08005 8 0.5 20 60 8 1 [ ]
ST210-R4-08010 8 1 20 60 8 1 [ J
ST210-R4-10005 10 0.5 25 72 10 1 [ ]
ST210-R4-10010 10 1 25 72 10 1 [ J
@Stock OAvailable upon Order D Tol
D<6 02
6<D<16 | §o3
D>16 Doa
unit (mm)
Workpiece Material
1234 5 123 123 4
Carbon (S ;e; SIVH Rlél)loySteeI Alloy S(aese:l,gg;)ISteel StainlessSteel Heat-resistant Alloys Titanium Alloys
O O o O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P386
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MILLING TOOLS | Solid Carbide Endmills

ST210-R4

4 Flute with Unequal Tooth Pitch,Corner Radius
C ~ .
L o~
= el S L [

See page 149 or guidelines to icons

Ordering Code D r Lc L d Figure No. Stock
ST210-R4-10020 10 2 25 72 10 1 O
ST210-R4-12010 12 1 30 75 12 1 [ J
ST210-R4-12020 12 2 30 75 12 1 @)
ST210-R4-12030 12 3 30 75 12 1 [ J
ST210-R4-16010 16 1 36 100 16 1 [ J
ST210-R4-16020 16 2 36 100 16 1 O
ST210-R4-16030 16 3 36 100 16 1 o
ST210-R4-20010 20 1 45 100 20 1 ([ J
ST210-R4-20020 20 2 45 100 20 1 O
ST210-R4-20030 20 3 45 100 20 1 o

@Stock OAvailable upon Order D Tol

p<16 B3

D>16 S04

unit (mm)
Workpiece Material
1234 5 123 123 4
Carbon (Sie;;,HRiél)loySteel Alloy S(:‘egel-ll,;g;)ISteel StainlessSteel Heat-resistant Alloys Titanium Alloys

O O O O o

© Most Suitable () Suitable

Recommended Cutting Data ¢ P386
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Solid Carbide Endmills | MILLING TOOLS

ST210-RN4

4 Flute with Unequal Tooth Pitch and Reduced Neck,Corner Radius

Lc

L1 rre
: =g b ] S

See page 149 or guidelines to icons

da

Ordering Code D r Lc L1 D2 L d Figure No.  Stock
ST210-RN4-12010 12 1 24 45 1 90 12 1 O
ST210-RN4-12030 12 3 24 45 11 90 12 1 O
ST210-RN4-16010 16 1 30 60 15 110 16 1 O
ST210-RN4-16030 16 3 30 60 15 110 16 1 O
ST210-RN4-20010 20 1 40 65 19 115 20 1 O
ST210-RN4-20030 20 3 40 65 19 115 20 1 O
ST210-RN4-25030 25 3 50 75 24 135 25 1 O

@Stock OAvailable upon Order D Tol

D<16 S03

D>16 Soa

unit (mm)
Workpiece Material
1234 5 123 123 4
Carbon (S;e; SI,HRIéI)onSteeI Alloy S(aese:l,gg;)ISteel StainlessSteel Heat-resistant Alloys Titanium Alloys

O O o O o

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P386
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MILLING TOOLS | Solid Carbide Endmills

ST210-RL5

5 Flute with Unequal Tooth Pitch and Long Flute, Corner Radius

b 4 NN N
ONSNNINNNNN A  Fgt SN ANN
Lc

L
o gl Y
h6 Helix
See page 149 or guidelines to icons
Ordering Code D r Lc L d Figure No. Stock
ST210-RL5-16005 16 0.5 48 100 16 1 O
ST210-RL5-16005A 16 0.5 80 130 16 1 O
ST210-RL5-200005 20 0.5 60 110 20 1 O
ST210-RL5-200005A 20 0.5 100 150 20 1 O
ST210-RL5-25005 25 0.5 75 155 25 1 O
ST210-RL5-25005A 25 0.5 125 205 25 1 O
@Stock OAvailable upon Order D Tol
D<16 S03
D>16 S04
unit (mm)
Workpiece Material
1234 5 123 123 4
Carbon (S ie; ;’H Rﬁél)loySteel Alloy S(:‘eBeI-II,;Z;)ISteeI StainlessSteel Heat-resistant Alloys Titanium Alloys
O O (@) O @)

© Most Suitable () Suitable

Recommended Cutting Data 3% P387
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Solid Carbide Endmills | MILLING TOOLS

ST210-B4

4 Flute with Unequal Tooth Pitch,Ballnose

@ _
Lc

: Rl LA e RS ]

See page 149 or guidelines to icons

Ordering Code D R Lc L d Figure No. Stock
ST210-B4-02004 2 1 4 50 6 1 O
ST210-B4-03006 3 1.5 6 50 6 1 @)
ST210-B4-04008 4 2 8 50 6 1 [ ]
ST210-B4-05010 5 25 10 50 6 1 O
ST210-B4-06012 6 3 12 50 6 1 ([ J
ST210-B4-08014 8 4 14 60 8 1 ([ J
ST210-B4-10018 10 5 18 75 10 1 [ J
ST210-B4-12022 12 6 22 75 12 1 O
ST210-B4-16030 16 8 30 100 16 1 @)
ST210-B4-20038 20 10 38 100 20 1 O

@Stock OAvailable upon Order D Tol
R=1 +0.02
unit (mm)
Workpiece Material
1234 5 123 123 4
Carbon (S ;e; SIVH Rlél)loySteeI Alloy S(E‘ese:l,gg;)ISteel StainlessSteel Heat-resistant Alloys Titanium Alloys
O O o O o

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P387

WINTECH _ 237




MILLING TOOLS | Solid Carbide Endmills

ST300-RN4

4 Flute with Unequal Tooth Pitch and Reduced Neck, Internal Coolant, Corner Radius
==+ | —
= =gt UL

See page 149 or guidelines to icons

d2

Ordering Code D r Lc L1 d2 L d Figure No.  Stock
ST300-RN4-12010 12 1 24 38 1.4 20 12 1 O
ST300-RN4-12030 12 3 24 38 114 920 12 1 @)
ST300-RN4-16010 16 1 32 47 154 100 16 1 @)
ST300-RN4-16030 16 3 32 47 154 100 16 1 O
ST300-RN4-20010 20 1 40 57 19.4 115 20 1 O
ST300-RN4-20030 20 3 40 57 19.4 115 20 1 O

@Stock OAvailable upon Order D Tol
D<16 o3
D>12 Boa
unit (mm)
Workpiece Material
1234 5 123 4
Carbon Steel,

AlloySteel Alloy S(Z%el_ll,;'g;)ISteel StainlessSteel TA T s

(<35HRO) a a+p B

O O O @) (@) (@)

© Most Suitable () Suitable

Recommended Cutting Data 3% P388
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Solid Carbide Endmills | MILLING TOOLS

ST300-RN5

5 Flute with Unequal Tooth Pitch and Reduced Neck, Internal Coolant, Corner Radius

== =

L =zAE
=gl L

See page 149 or guidelines to icons

d2

Ordering Code D r Lc L1 d2 L d Figure No.  Stock
ST300-RN5-16010 16 1 32 47 154 100 16 1 O
ST300-RN5-16030 16 3 32 47 154 100 16 1 o
ST300-RN5-20010 20 1 40 67 19.4 117 20 1 O
ST300-RN5-20030 20 3 40 67 19.4 117 20 1 O
ST300-RN5-25030 25 3 50 82 244 138 25 1 O

@Stock OAvailable upon Order D Tol
D<16 o3
unit (mm)
Workpiece Material
1234 5 123 4
Carbon Steel,

AlloySteel Alloy S(Zesel-ll,;g;)ISteel StainlessSteel TA T s

(<35HRO) a a+p B

O O O (@) O (@)

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P389
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MILLING TOOLS | Solid Carbide Endmills

SH260-52-H =

2 Flute, Standard Length

5

T f
I — 2 g
'ULU ‘/\ﬁqiii g
L
e = ol--r UL
hé Helix
Le See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
SH260-52-1-2.5-H 1 25 50 4 1 [ ]
SH260-52-2-5-H 2 5 50 4 1 o
SH260-52-3-7.5-H 3 7.5 50 4 1 [ ]
SH260-52-4-10-H 4 10 50 4 2 o
SH260-52-5-12.5-H 5 12.5 50 6 1 [ ]
SH260-52-6-15-H 6 15 50 6 2 [ J
SH260-52-8-20-H 8 20 60 8 2 [ ]
SH260-S2-10-25-H 10 25 75 10 2 [ ]
SH260-S2-12-30-H 12 30 75 12 2 [ ]
@Stock OAvailable upon Order D Tol
D<6 o1
D>6 $02
unit (mm)

Workpiece Material

1234 5 6 1 2 34
Car;l\alron 2:2::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
tA (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)

(<35HRQ)
@) @) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P390
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SH260-SN2-

2 Flute, Reduced Neck

_I

d2

Solid Carbide Endmills

| MILLING TOOLS

= —

T =5~ y
! = =o)Lk [t
h6 Helix
& ‘ N = See page 149 or guidelines to icons
L
Ordering Code D Lc d2 L1 L d Figure No. Stock
SH260-SN2-1-3-H 1 1.5 0.96 3 50 4 1 o
SH260-SN2-1-4-H 1 1.5 0.96 4 50 4 1 o
SH260-SN2-1-6-H 1 1.5 0.96 6 50 4 1 o
SH260-SN2-1-8-H 1 1.5 0.96 8 50 4 1 o
SH260-SN2-1-10-H 1 1.5 0.96 10 50 4 1 [ ]
SH260-SN2-1.5-6-H 1.5 2.5 1.44 6 50 4 1 [ ]
SH260-SN2-1.5-10-H 1.5 2.5 1.44 10 50 4 1 [ ]
SH260-SN2-2-6-H 2 3 1.92 6 50 4 1 [ ]
SH260-SN2-2-8-H 2 3 1.92 8 50 4 1 [ ]
@Stock OAvailable upon Order D Tol
D<6 $o1
D>6 S0
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfon gzee:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
yoree (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRQ)
O (@) (@) (@) O

©O Most Suitable

(O Suitable

Recommended Cutting Data ¢ P390

WINTECH _ 241




MILLING TOOLS | Solid Carbide Endmills

SH260-SN2-H =

2 Flute,Reduced Neck

d2

{ . e i ! R i
] Lc
‘ L1
L
H— - RS Ejgn
Rl | By TAICISN o
6
& L
= Ll_l; See page 149 or guidelines to icons
L

Ordering Code D Lc d2 L1 L d Figure No. Stock
SH260-SN2-2-10-H 2 1.92 10 50 4 1 [ ]
SH260-SN2-2-12-H 2 3 1.92 12 50 4 1 [ )
SH260-SN2-3-9-H 3 4.5 2.88 9 50 4 1 [ )
SH260-SN2-3-18-H 3 4.5 2.88 18 50 4 1 [ )
SH260-SN2-4-12-H-6 4 3.8 12 60 6 1 [ )
SH260-SN2-4-24-H-6 4 3.8 24 60 6 1 [ )
SH260-SN2-5-15-H 5 7.5 4.8 15 60 6 1 (]
SH260-SN2-6-18-H 6 5.8 18 75 6 o
SH260-SN2-6-36-H 6 5.8 36 75 6 (]

@Stock OAvailable upon Order D Tol
D<6 o1
D>6 $02
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Car;l\alron gzee:, Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
y-tee (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRCQ)
O (@) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P390
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Solid Carbide Endmills | MILLING TOOLS

SH260-S4-H wo

4 Flute, Standard Length

- | . —
i T s

L

o ——— C =R e L

LL» See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock

SH260-54-1-2.5-H 1 2.5 50 4 1 [ J
SH260-54-1-2.5-H-6 1 2.5 50 6 1 o
SH260-54-1.5-4-H 1.5 4 50 4 1 [ J
SH260-54-2-5-H 2 5 50 4 1 o
SH260-54-2.5-6-H 2.5 6 50 4 1 (]
SH260-54-3-8-H-3 3 8 50 3 2 o
SH260-54-3-8-H 3 8 50 4 1 (]
SH260-54-4-10-H 4 10 50 4 2 [ )
SH260-54-5-13-H 5 13 50 6 1 [ ]

@Stock OAvailable upon Order D Tol

D<6 S

6<p<12 | ¢,

D>12 803

unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfon 2:2:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
( <3¥5HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O (@) O (@) O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P391
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MILLING TOOLS | Solid Carbide Endmills

SH260-S4-H wn

4 Flute, Standard Length

t :
T—— == ~

L

E— =91 UL
| | L ol
L—L See page 149 or guidelines to icons

L
) Continuation
Ordering Code D Lc L d Figure No. Stock

SH260-54-6-15-H 6 15 50 6 2 [ )
SH260-54-8-20-H 8 20 60 8 2 [ )
SH260-54-10-25-H 10 25 75 10 2 [ ]
SH260-54-10-30-H 10 30 75 10 2 o
SH260-54-12-30-H 12 30 75 12 2 [ ]
SH260-54-12-36-H 12 36 75 12 2 [ ]
SH260-54-16-40-H 16 40 100 16 2 [ ]
SH260-54-20-50-H 20 50 100 20 2 [ ]

@Stock OAvailable upon Order D Tol

D<6 So1

6<p<12 .,

012 fog

unit (mm)
Workpiece Material
1234 5 6 1 2 34
Car;l\alron 2:2::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
Y (48HRC) Steel( < 35HRQ) (45-55HRC) (55-60HRC) 60HRC)
(<35HRCQ)
O (@) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P391
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Solid Carbide Endmills | MILLING TOOLS

SH260-SH4-H wn

4 Flute, Long Shank

"H — %@i Fig1 —— AW
- =il 2 LIL |

Lc See page 149 or guidelines to icons

i
|
%

L
Ordering Code D Lc L d Figure No. Stock

SH260-SH4-1-60-H 1 2.5 60 4 1 [ J
SH260-SH4-2-60-H 2 5 60 4 1 o
SH260-SH4-3-60-H 3 8 60 4 1 [ J
SH260-SH4-3-60-H-6 3 8 60 6 1 o
SH260-SH4-4-60-H 4 10 60 4 2 (]
SH260-SH4-4-75-H 4 10 75 4 2 [ )
SH260-SH4-4-60-H-6 4 10 60 6 1 [ )
SH260-SH4-4-75-H-6 4 10 75 6 1 [ )
SH260-SH4-5-60-H 5 13 60 6 1 [ ]

@Stock OAvailable upon Order D Tol

D=6 o

6<p<12 Q.

D>12 Lo

unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfon 2:2:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
Y (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRCQ)
O (@) O (@) O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P391
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MILLING TOOLS | Solid Carbide Endmills

SH260-SH4-H =

4 Flute, Long Shank

41 — {@ﬁ i i <

] ‘ Lc
L
e =gl L
u h6 l‘ Helix
Le See page 149 or guidelines to icons
L
) Continuation
Ordering Code D Lc L d Figure No. Stock
SH260-SH4-6-60-H 6 15 60 6 2 o
SH260-SH4-6-75-H 6 15 75 6 2 o
SH260-SH4-8-75-H 8 20 75 8 2 o
SH260-SH4-8-100-H 8 20 100 8 2 o
SH260-SH4-10-100-H 10 25 100 10 2 [ ]
SH260-SH4-12-100-H 12 30 100 12 2 [
SH260-SH4-16-150-H 16 40 150 16 2 [ ]
SH260-SH4-20-150-H 20 50 150 20 2 o
@Stock OAvailable upon Order D Tol
D=6 o
6<p<12 | Q0
D>12 B3
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Car;l\alron 2:2::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
( <3)FI,HRC) (48HRC) Steel( < 35HRQ) (45-55HRC) (55-60HRC) 60HRC)
O (@) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P391
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Solid Carbide Endmills | MILLING TOOLS

SH260-SN4-H =

4 Flute, Reduced Neck

"fﬂi %ﬁﬁﬁi Fig1 ﬂ
: S - =gl UL

. Ll See page 149 or guidelines to icons
Ordering Code D Lc d2 L1 L d Figure No. Stock

SH260-SN4-1-3-H 1 2 0.96 3 50 4 1 [ ]
SH260-SN4-1-6-H 1 2 0.96 6 50 4 1 [ ]
SH260-SN4-2-6-H 2 4 1.92 6 50 4 1 [ ]
SH260-SN4-2-12-H 2 4 1.92 12 50 4 1 o
SH260-SN4-2.5-10-H 2.5 5 24 10 60 4 1 [ ]
SH260-SN4-3-9-H 3 6 2.88 9 50 4 1 [ ]
SH260-SN4-3-18-H-6 3 6 2.88 18 60 6 1 [ ]
SH260-SN4-4-12-H 4 8 3.8 12 60 4 2 [ ]
SH260-SN4-4-24-H-6 4 8 3.8 24 60 6 1 [ ]
SH260-SN4-5-15-H 5 10 4.8 15 60 6 1 [ ]
SH260-SN4-6-18-H 6 12 5.8 18 75 6 2 [ ]
@Stock OAvailable upon Order D Tol
D<6 So1

6<D<12 S0

D>12 B0z

unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfon 2::2:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
Y (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRQ)
O (@) O (@) O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P391
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MILLING TOOLS | Solid Carbide Endmills

SH260-SN4-H w=

4 Flute,Reduced Neck

{ - ‘ %ﬁﬁzﬁ Figl i ﬂ
T =0 b

L1 See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc d2 L1 L d Figure No. Stock
SH260-SN4-6-24-H 6 12 5.8 24 75 6 2 [ ]
SH260-SN4-8-24-H 8 16 7.8 24 75 8 2 [ ]
SH260-SN4-8-32-H 8 16 7.8 32 100 8 2 [ ]
SH260-SN4-10-30-H 10 20 9.8 30 100 10 2 o
SH260-SN4-10-40-H 10 20 9.8 40 100 10 2 [ ]
SH260-SN4-12-36-H 12 24 11.8 36 100 12 2 [ ]

@Stock OAvailable upon Order D Tol
D<6 o1
6<p<12 | ¢,
D>12 $03
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Car;l\alron gzee:, Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
y-tee (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRCQ)
O (@) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P391
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Solid Carbide Endmills | MILLING TOOLS

SH260-SL4-H =

4 Flute,Long Flute

Ly

=g 2 LI

| See page 149 or guidelines to icons

|
“LH — l&ﬁ* Fig1 —X\‘. |

L

Ordering Code D Lc L d Figure No. Stock
SH260-SL4-1-5-H 1 5 50 4 1 [ ]
SH260-SL4-2-10-H 2 10 50 4 1 [ ]
SH260-SL4-3-15-H 3 15 50 4 1 [ ]
SH260-SL4-4-16-H 4 16 60 4 2 o
SH260-SL4-4-20-H-6 4 20 60 6 1 [ ]
SH260-SL4-5-20-H 5 20 60 6 1 [ ]
SH260-SL4-6-24-H 6 24 75 6 2 [ ]
SH260-SL4-8-32-H 8 32 75 8 2 [ ]
SH260-SL4-10-40-H 10 40 100 10 2 [ ]
SH260-SL4-10-50-H 10 50 120 10 2 [ ]
SH260-SL4-12-50-H 12 50 120 12 2 [ ]
SH260-SL4-16-60-H 16 60 150 16 2 o

@Stock OAvailable upon Order D Tol

D<6 $o1

6<D<12 S0

D>12 B3

unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfon gzee:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
yoree (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRQ)
O (@) (@) (@) O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P391
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MILLING TOOLS | Solid Carbide Endmills

SH260-56-H w=

6 Flute, Standard Length

L
= 2| UL
m

See page 149 or guidelines to icons

Ordering Code D Lc L d Figure No. Stock
SH260-56-6-15-H 6 15 50 6 1 (]
SH260-56-8-20-H 8 20 60 8 1 ()
SH260-S6-10-25-H 10 25 75 10 1 [ J
SH260-S6-12-30-H 12 30 75 12 1 o
SH260-S6-16-40-H 16 40 100 16 1 (]
SH260-S6-20-45-H 20 45 100 20 1 o

@Stock OAvailable upon Order D Tol
D=6 So10
D>6 S020
unit (mm)

Workpiece Material

1234 5 6 1 2 34
Car;l\ali)on 2:2::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
tA (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)

(<35HRQ)
@) @) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P391
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Solid Carbide Endmills | MILLING TOOLS

SH260-SH6-H w=

6 Flute, Long Shank

I+ - — = e N\

‘ Lc

L =12 LIL

See page 149 or guidelines to icons

Ordering Code D Lc L d Figure No. Stock
SH260-SH6-6-60-H 6 15 60 6 1 [ ]
SH260-SH6-8-75-H 8 20 75 8 1 [ ]
SH260-SH6-10-100-H 10 25 100 10 1 [ ]
SH260-SH6-12-100-H 12 30 100 12 1 o
SH260-SH6-16-150-H 16 45 150 16 1 [ ]
SH260-SH6-20-150-H 20 60 150 20 1 [ ]

@Stock OAvailable upon Order D Tol
D<6 Sot0
D>6 $020
unit (mm)
Workpiece Material

1234 5 6 1 2 34

Ca;\blfon giee:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
y-tee (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRQ)
O (@) (@) (@) O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P391
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MILLING TOOLS | Solid Carbide Endmills

SH260-SL6-H w=

6 Flute, Long Flute

L
=g - UL
=

See page 149 or guidelines to icons

Ordering Code D Lc L d Figure No. Stock
SH260-5L6-6-24-H 6 24 75 6 1 (]
SH260-5L6-6-30-H 6 30 100 6 1 (
SH260-5L6-8-32-H 8 32 75 8 1 (]
SH260-5L6-8-40-H 8 40 100 8 1 ()

SH260-SL6-10-40-H 10 40 100 10 1 [ J
SH260-SL6-10-45-H 10 45 100 10 1 ([ J
SH260-SL6-10-50-H 10 50 150 10 1 [ J
SH260-SL6-12-50-H 12 50 100 12 1 ([ J
SH260-SL6-12-60-H 12 60 150 12 1 ([ J
SH260-SL6-16-70-H 16 70 150 16 1 ([ J
SH260-5L6-16-80-H 16 80 150 16 1 (]
SH260-5L6-20-80-H 20 80 150 20 1 [ J
@®Stock OAvailable upon Order D Tol
D=6 So10
D>6 B020
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carii\alronygzz(::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
@) @) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P391
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Solid Carbide Endmills | MILLING TOOLS

SH260-R2-H =

2 Flute, Corner Radius

—— ="

5

g = =rim=Emm

See page 149 or guidelines to icons

—

Ordering Code D Lc r L d Figure No. Stock
SH260-R2-1-0.1-H 1 2.5 0.1 50 4 1 (]
SH260-R2-1-0.2-H 1 2.5 0.2 50 4 1 o
SH260-R2-2-0.2-H 2 5 0.2 50 4 1 [ )
SH260-R2-2-0.3-H 2 5 0.3 50 4 1 o
SH260-R2-3-0.2-H 3 7.5 0.2 50 4 1 [ )
SH260-R2-3-0.5-H 3 7.5 0.5 50 4 1 [ )
SH260-R2-4-0.2-H 4 10 0.2 50 4 2 [ )
SH260-R2-4-0.5-H 4 10 0.5 50 4 2 [ )
SH260-R2-6-0.5-H 6 15 0.5 50 6 2 [ ]
SH260-R2-6-1-H 6 15 1 50 6 2 [ ]

@Stock OAvailable upon Order D Tol
D<6 o1
D>6 o2
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfon 2::2:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
Y (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRCQ)
O (@) (@) (@) O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P391
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MILLING TOOLS | Solid Carbide Endmills

SH260-RN2-H =

2 Flute with Reduced Neck ,Corner Radius
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L1 See page 149 or guidelines to icons
L

Ordering Code D Lc r d2 L1 L d Figure No.  Stock
SH260-RN2-1-3-0.1-H 1 1.5 0.1 0.96 3 50 4 1 (]
SH260-RN2-1-3-0.2-H 1 1.5 0.2 0.96 3 50 4 1 o
SH260-RN2-1-4-0.2-H 1 1.5 0.2 0.96 4 50 4 1 [ )
SH260-RN2-1-6-0.1-H 1 1.5 0.1 0.96 6 50 4 1 o
SH260-RN2-1-6-0.2-H 1 1.5 0.2 0.96 6 50 4 1 [ )
SH260-RN2-1-8-0.2-H 1 1.5 0.2 0.96 8 50 4 1 [ )
SH260-RN2-1-10-0.2-H 1 1.5 0.2 0.96 10 50 4 1 [ ]
SH260-RN2-1.5-6-0.2-H 1.5 2.5 0.2 1.44 6 50 4 1 [ ]
SH260-RN2-1.5-8-0.2-H 1.5 2.5 0.2 1.44 8 50 4 1 [ ]
SH260-RN2-1.5-10-0.2-H 1.5 2.5 0.2 1.44 10 50 4 1 [ ]
SH260-RN2-2-6-0.2-H 2 3 0.2 1.92 6 50 4 1 [ ]
SH260-RN2-2-6-0.5-H 2 3 0.5 1.92 6 50 4 1 o
SH260-RN2-2-8-0.2-H 2 3 0.2 1.92 8 50 4 1 o
@Stock OAvailable upon Order D Tol
D<6 Qo
D>6 S0z

unit (mm)
Workpiece Material
1234 5 6 1 2 34
Car;l\alron g:g::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
Y (48HRC) Steel( < 35HRQ) (45-55HRC) (55-60HRC) 60HRC)
(<35HRQ)
O (@) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P390
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Solid Carbide Endmills | MILLING TOOLS

SH260-RN2-H =

2 Flute with Reduced Neck ,Corner Radius
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L1 See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc r d2 L1 L d Figure No.  Stock
SH260-RN2-2-10-0.2-H 2 3 0.2 1.92 10 50 4 1 [ J
SH260-RN2-2-12-0.2-H 2 3 0.2 1.92 12 50 4 1
SH260-RN2-2-12-0.5-H 2 3 0.5 1.92 12 50 4 1 (]
SH260-RN2-3-9-0.2-H 3 4.5 0.2 2.88 9 50 4 1 (]
SH260-RN2-3-9-0.5-H 3 4.5 0.5 2.88 9 50 4 1 [ J
SH260-RN2-3-18-0.2-H 3 4.5 0.2 2.88 18 50 4 1 ([ J
SH260-RN2-3-18-0.5-H 3 45 0.5 2.88 18 50 4 1 ([ J
SH260-RN2-4-12-0.2-H 4 6 0.2 3.8 12 50 4 2 ([ J
SH260-RN2-4-12-0.5-H 4 6 0.5 3.8 12 50 4 2 ([ J
SH260-RN2-4-24-0.2-H 4 6 0.2 3.8 24 60 4 2 [ ]
SH260-RN2-4-24-0.5-H 4 6 0.5 3.8 24 60 4 2 [ ]
SH260-RN2-5-15-0.5-H 5 7.5 0.5 4.8 15 50 6 1 [ J
SH260-RN2-5-30-0.5-H 5 7.5 0.5 4.8 30 60 6 1 [
SH260-RN2-6-18-0.5-H 6 0.5 5.8 18 60 6 2 [
SH260-RN2-6-36-0.5-H 6 9 0.5 5.8 36 60 6 2 [

@Stock OAvailable upon Order D Tol
D<6 o1
D>6 o2
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfor;g::::, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P390
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MILLING TOOLS | Solid Carbide Endmills

SH260-R4-H wn

4 Flute, Corner Radius

“’Hﬁ — %??SQ Fig1 ——— e

B = ezt fvab2] UL
‘Lc

See page 149 or guidelines to icons

L

Ordering Code D Lc r L d Figure No. Stock

SH260-R4-1-0.1-H 1 2.5 0.1 50 4 1 [ J
SH260-R4-1-0.2-H 1 25 0.2 50 4 1

SH260-R4-1.5-0.1-H 1.5 4 0.1 50 4 1 [
SH260-R4-1.5-0.15-H (IE5 4 0.15 50 4 1 @)
SH260-R4-1.5-0.2-H 1.5 4 0.2 50 4 1 [ J
SH260-R4-1.5-0.3-H 1.5 4 0.3 50 4 1 [ J
SH260-R4-2-0.1-H 2 5 0.1 50 4 1 [ J
SH260-R4-2-0.2-H 2 5 0.2 50 4 1 [ J
SH260-R4-2-0.3-H 2 5 0.3 50 4 1 [ J
SH260-R4-2-0.5-H 2 5 0.5 50 4 1 [ J
SH260-R4-3-0.2-H 3 8 0.2 50 4 1 [ J
SH260-R4-3-0.3-H 3 8 0.3 50 4 1 {
SH260-R4-3-0.5-H 3 8 0.5 50 4 1 ([
SH260-R4-3-0.2-H-3 3 8 0.2 50 3 2 {
SH260-R4-3-0.3-H-3 3 8 0.3 50 3 2 ([
SH260-R4-3-0.2-H-6 3 8 0.2 50 6 1 ()
SH260-R4-4-0.2-H 4 10 0.2 50 4 2 (]

@®Stock OAvailable upon Order D Tol

D<6 o

6<D<12 Qo

D>12 o3

unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca%r{)"yg:z::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
@) @) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P391
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Solid Carbide Endmills | MILLING TOOLS

SH260-R4-H =

4 Flute, Corner Radius

o] e S

|
L

"°Eﬂ7 — Sﬁ Fig2 E‘,} TSN ﬁ g E

See page 149 or guidelines to icons

B ) Continuation

Ordering Code D Lc r L d Figure No. Stock
SH260-R4-4-0.3-H 4 10 0.3 50 4 2 [ J
SH260-R4-4-0.5-H 4 10 0.5 50 4 2 ()
SH260-R4-4-1-H 4 10 1 50 4 2 ([
SH260-R4-4-0.5-H-6 4 10 0.5 50 6 1 (]
SH260-R4-5-0.2-H 5 13 0.2 50 6 1 [ J
SH260-R4-5-0.5-H 5 13 0.5 50 6 1 [ J
SH260-R4-6-0.2-H 6 15 0.2 50 6 2 [ J
SH260-R4-6-0.3-H 6 15 0.3 50 6 2 [ J
SH260-R4-6-0.5-H 6 15 0.5 50 6 2 [ J
SH260-R4-6-1-H 6 15 1 50 6 2 ([ J
SH260-R4-8-0.2-H 8 20 0.2 60 8 2 [ J
SH260-R4-8-0.3-H 8 20 0.3 60 8 2 {
SH260-R4-8-0.5-H 8 20 0.5 60 8 2 [
SH260-R4-8-1-H 8 20 1 60 8 2 ]
SH260-R4-10-0.2-H 10 25 0.2 75 10 2 (]

@Stock OAvailable upon Order D Tol

D<6 Lot

6<D<12 o,

D>12 o3

unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfor;g::g:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P391
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MILLING TOOLS | Solid Carbide Endmills

SH260-R4-H wn

4 Flute, Corner Radius
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B = ezt vab2] UL

‘#» See page 149 or guidelines to icons
L
) Continuation
Ordering Code D Lc r L d Figure No. Stock
SH260-R4-10-0.5-H 10 25 0.5 75 10 2 [ ]
SH260-R4-10-1-H 10 25 1 75 10 2
SH260-R4-10-2-H 10 25 2 75 10 2 [ ]
SH260-R4-12-0.5-H 12 30 0.5 75 12 2 [ ]
SH260-R4-12-1-H 12 30 1 75 12 2 [ ]
SH260-R4-12-2-H 12 30 2 75 12 2 [ ]
@Stock OAvailable upon Order D Tol
D<6 Lot
6<D<12 | 9,
D>12 o3
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Car;l\alron 2:2::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
Y (48HRC) Steel( < 35HRQ) (45-55HRC) (55-60HRC) 60HRC)
(<35HRQ)
O (@) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P391
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Solid Carbide Endmills | MILLING TOOLS

SH260-RH4-H =

4 Flute with Long Shank, Corner Radius
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LLV See page 149 or guidelines to icons

L

Ordering Code D Lc r L d Figure No. Stock
SH260-RH4-2.5-60-0.5-H-6 25 6 0.5 60 6 1 [ J
SH260-RH4-3-60-0.5-H-6 3 8 0.5 60 6 1 ([
SH260-RH4-4-60-0.2-H 4 10 0.2 60 4 2 [
SH260-RH4-4-60-0.3-H 4 10 0.3 60 4 2 o
SH260-RH4-4-60-0.5-H 4 10 0.5 60 4 2 [ J
SH260-RH4-4-75-0.5-H 4 10 0.5 75 4 2 [ J
SH260-RH4-4-60-1-H 4 10 1 60 4 2 [ J
SH260-RH4-4-75-0.5-H-6 4 10 0.5 75 6 1 [ J
SH260-RH4-4-60-1-H-6 4 10 1 60 6 1 [ J
SH260-RH4-5-60-0.5-H 5 13 0.5 60 6 1 [ J
SH260-RH4-6-60-0.2-H 6 15 0.2 60 6 2 [ J
SH260-RH4-6-60-0.3-H 6 15 0.3 60 6 2 (
SH260-RH4-6-75-0.3-H 6 15 0.3 60 6 2 ([
SH260-RH4-6-60-0.5-H 6 15 0.5 6 6 2 {
SH260-RH4-6-75-0.5-H 6 15 0.5 75 6 2 ([
SH260-RH4-6-100-0.5-H 6 15 0.5 100 6 2 (]

@Stock OAvailable upon Order D Tol

D=6 o1

6<D<12 Qo

p>12 o3

unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\bﬁggzzg:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
©) O O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P391
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MILLING TOOLS | Solid Carbide Endmills

SH260-RH4-H

4 Flute with Long Shank, Corner Radius
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LL, See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc r L d Figure No. Stock
SH260-RH4-6-60-1-H 6 15 1 60 6 2 (]
SH260-RH4-6-75-1-H 6 15 1 75 6 2 (
SH260-RH4-8-75-0.3-H 8 20 0.3 75 8 2 ([
SH260-RH4-8-75-0.5-H 8 20 0.5 75 8 2 {
SH260-RH4-8-100-0.5-H 8 20 0.5 100 8 2 (]
SH260-RH4-8-75-1-H 8 20 1 75 8 2 (]
SH260-RH4-8-100-1-H 8 20 1 100 8 2 (]
SH260-RH4-10-100-0.5-H 10 25 0.5 100 10 2 [ J
SH260-RH4-10-120-0.5-H 10 25 0.5 120 10 2 [ J
SH260-RH4-10-100-1-H 10 25 1 100 10 2 [ J
SH260-RH4-10-120-1-H 10 25 1 120 10 2 [ ]
SH260-RH4-10-100-2-H 10 25 2 120 10 2 [ ]
SH260-RH4-12-100-0.5-H 12 30 0.5 100 12 2 [ J
SH260-RH4-12-120-0.5-H 12 30 0.5 120 12 2 [ J
SH260-RH4-12-100-1-H 12 30 1 100 12 2 [ J
SH260-RH4-12-120-1-H 12 30 1 120 12 2 [ J

@Stock OAvailable upon Order D Tol
D<6 o
6<D<12 S0
D>12 So3
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carii\alronygzz(::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
@) @) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P391
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Solid Carbide Endmills | MILLING TOOLS

SH260-RN4-H =

4 Flute with Reduced Neck,Corner Radius
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‘ I See page 149 or guidelines to icons
L
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Ordering Code D Lc r d2 L1 L d Figure No.  Stock
SH260-RN4-1-3-0.1-H 1 2 0.1 0.96 3 50 4 1 [ ]
SH260-RN4-1-6-0.1-H 1 2 0.1 0.96 6 50 4 1 [ J
SH260-RN4-1.5-4.5-0.1-H 1.5 3 0.1 1.45 4.5 50 4 1 [ J
SH260-RN4-1.5-9-0.1-H 1.5 3 0.1 1.45 9 50 4 1 ()
SH260-RN4-2-6-0.2-H 2 4 0.2 1.92 6 50 4 1 (]
SH260-RN4-2-12-0.2-H 2 4 0.2 1.92 12 50 4 1 (]
SH260-RN4-2-6-0.3-H 2 4 0.3 1.92 6 50 4 1 o
SH260-RN4-2-12-0.3-H 2 4 0.3 1.92 12 50 4 1 ([ J
SH260-RN4-3-9-0.2-H-6 3 6 0.2 2.88 9 60 6 1 (]
SH260-RN4-3-18-0.2-H-6 3 6 0.2 2.88 18 60 6 1 [ )
SH260-RN4-3-9-0.3-H-6 3 6 0.3 2.88 9 60 6 1 [ )
SH260-RN4-3-18-0.3-H-6 3 6 0.3 2.88 18 60 6 1 [ )
SH260-RN4-4-12-0.2-H-6 4 8 0.2 3.8 12 60 6 1 [ J
SH260-RN4-4-12-0.3-H-6 4 8 0.3 3.8 12 60 6 1 [ J
SH260-RN4-4-12-0.5-H-6 4 8 0.5 3.8 12 60 6 1 [ J
SH260-RN4-4-24-0.5-H-6 4 8 0.5 3.8 24 75 6 1 [ J
SH260-RN4-6-18-0.2-H 6 12 0.2 5.8 18 75 6 2 [ J
@Stock OAvailable upon Order D Tol
D=6 Qo
6<D<12 o,
D>12 Qo3
unit (mm)

Workpiece Material

1234 5 6 1 2 34
Ca;\blfon 2::::’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
Y (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)

(<35HRQ)
O (@) (@) (@) O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P391
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MILLING TOOLS | Solid Carbide Endmills

SH260-RN4-H =

4 Flute with Reduced Neck,Corner Radius
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) Continuation

Ordering Code D Lc r d2 L1 L d Figure No.  Stock
SH260-RN4-6-24-0.2-H 6 12 0.2 5.8 24 75 6 2 ([ J
SH260-RN4-6-18-0.5-H 6 12 0.5 5.8 18 75 6 2 [ J
SH260-RN4-6-24-0.5-H 6 12 0.5 5.8 24 75 6 2 [ J
SH260-RN4-8-24-0.2-H 8 16 0.2 7.8 24 75 8 2 [}
SH260-RN4-8-32-0.2-H 8 16 0.2 7.8 32 75 8 2 [ J
SH260-RN4-8-24-0.5-H 8 16 0.5 7.8 24 75 8 2 [ J
SH260-RN4-8-32-0.5-H 8 16 0.5 7.8 32 75 8 2 [ J
SH260-RN4-10-30-0.5-H 10 20 0.5 9.8 30 100 10 2 [ J
SH260-RN4-10-40-0.5-H 10 20 0.5 9.8 40 100 10 2 [ J
SH260-RN4-10-30-1-H 10 20 1 9.8 30 100 10 2 [ J
SH260-RN4-10-40-1-H 10 20 1 9.8 40 100 10 2 [ J
SH260-RN4-12-36-0.5-H 12 24 0.5 11.8 36 100 12 2 {
SH260-RN4-12-48-0.5-H 12 24 0.5 11.8 48 100 12 2 ([
SH260-RN4-12-48-1-H 12 24 1 11.8 48 100 12 2 ([ J

@Stock OAvailable upon Order D Tol
D<6 Lot
6<D<12 Qo
p>12 Qo3
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carii\alronygzz(::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
@) @) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P391
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Solid Carbide Endmills | MILLING TOOLS

SH260-B2-H wn

2 Flute, Ballnose
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Ordering Code D R Lc L d Figure No. Stock

SH260-B2-1-1.5-H 1 0.5 1.5 50 4 1 ([ J
SH260-B2-1.5-2.5-H 1143 0.75 2.5 50 4 1 ()
SH260-B2-1.5-2.5-H-6 1.5 0.75 25 50 6 1 (]
SH260-B2-2-3-H 2 1 3 50 4 1 [ J
SH260-B2-3-4.5-H 3 1.5 45 50 4 1 [}
SH260-B2-3-4.5-H-3 3 1.5 45 50 3 2 [ ]
SH260-B2-3-4.5-H-6 3 1.5 45 50 6 1 [ ]
SH260-B2-4-6-H 4 2 6 50 4 2 [ ]
SH260-B2-4-6-H-6 4 2 6 50 6 1 [ J
SH260-B2-5-7.5-H 5 2.5 7.5 50 6 1 [ J
SH260-B2-6-9-H 6 3 9 50 6 2 [ J
SH260-B2-7-10.5-H 7 35 10.5 60 8 1 [
SH260-B2-8-12-H 8 4 12 60 8 2 ([
SH260-B2-10-15-H 10 5 15 75 10 2 ([
SH260-B2-12-18-H 12 6 18 75 12 2 [ J
SH260-B2-16-24-H 16 8 24 100 16 2 (

@Stock OAvailable upon Order D Tol

R<3 +0.005
R>3 +0.008
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfor;;::g:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P392
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MILLING TOOLS | Solid Carbide Endmills

SH260-BH2-H =

2 Flute Long Shank, Ballnose
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Ordering Code D R Lc L d Figure No. Stock
SH260-BH2-2-60-H 2 1 3 60 4 1 [ J
SH260-BH2-2-60-H-6 2 1 3 60 6 1
SH260-BH2-3-60-H 3 1.5 4.5 60 4 1 [
SH260-BH2-3-60-H-6 3 15 4.5 60 6 1 ([
SH260-BH2-3-75-H 3 1.5 4.5 75 4 1 [ J
SH260-BH2-3-75-H-6 3 1.5 4.5 75 6 1 [ J
SH260-BH2-4-60-H 4 2 6 60 4 2 [ J
SH260-BH2-4-75-H 4 2 6 75 4 2 [ J
SH260-BH2-4-60-H-6 4 2 6 60 6 1 [ J
SH260-BH2-4-75-H-6 4 2 6 75 6 1 ([ J
SH260-BH2-5-60-H 5 25 7.5 60 6 1 [ J

@Stock OAvailable upon Order D Tol
R<3 +0.005
R>3 +0.008
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carii\alronygzz(::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
@) @) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P392

264 _ WINTECH




Solid Carbide Endmills | MILLING TOOLS

SH260-BH2-H =

2 Flute Long Shank, Ballnose

N
-UTH — 7‘ & Fig1 G .t m
Lc

T :
i e | 30°
Fig2 s TIICFSIN
hS Helix ]| Ballnose
LLV See page 149 or guidelines to icons

d
i
|
@

L
) Continuation
Ordering Code D R Lc L d Figure No. Stock
SH260-BH2-6-60-H 6 3 9 60 6 2 [ ]
SH260-BH2-6-75-H 6 3 9 75 6 2
SH260-BH2-6-100-H 6 3 9 100 6 2 [ ]
SH260-BH2-8-75-H 8 4 12 75 8 2 [ ]
SH260-BH2-8-100-H 8 4 12 100 8 2 [ ]
SH260-BH2-10-100-H 10 5 15 100 10 2 [ ]
SH260-BH2-10-120-H 10 5 15 120 10 2 (]
SH260-BH2-12-100-H 12 6 18 100 12 2 o
SH260-BH2-12-120-H 12 6 18 120 12 2 { ]
@Stock OAvailable upon Order D Tol
R<3 +0.005
R>3 +0.008
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfon 2::2:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
Y (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRCQ)
O (@) (@) (@) O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P392
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MILLING TOOLS | Solid Carbide Endmills

SH260-BN2-H =

2 Flute with Reduced Neck, Ballnose

d2

- e - e

—
[] =X - I
. _ = —  Fig2 °

% Le h5 Helix Ballnose

See page 149 or guidelines to icons

Ordering Code D R Lc d2 L1 L d. Figure No.  Stock
SH260-BN2-1-3-H 1 0.5 1 0.96 3 50 4 1 [ J
SH260-BN2-1-6-H 1 0.5 1 0.96 6 50 4 1
SH260-BN2-1-8-H 1 0.5 1 0.96 8 50 4 1 ([
SH260-BN2-1-10-H 1 0.5 1 0.96 10 50 4 1 ()
SH260-BN2-1.5-5-H 1.5 0.75 1.5 1.45 5 50 4 1 [ J
SH260-BN2-1.5-5-H-6 1.5 0.75 1.5 1.45 5 50 6 1 [ J
SH260-BN2-1.5-6-H 1.5 0.75 1.5 1.45 6 50 4 1 [ J
SH260-BN2-1.5-9-H 1.5 0.75 1.5 1.45 9 50 4 1 [ J
SH260-BN2-2-6-H 2 1 2 1.95 6 50 4 1 [ J
SH260-BN2-2-6-H-6 2 1 2 1.95 6 50 6 1 [ J
SH260-BN2-2-8-H 2 1 2 1.95 8 50 4 1 [ J
SH260-BN2-2-10-H 2 1 2 1.95 10 50 4 1 ([
SH260-BN2-2-12-H 2 1 2 1.95 12 50 4 1 [
SH260-BN2-3-9-H 3 1.5 3 29 9 50 4 1 ()
SH260-BN2-3-16-H-6 3 1.5 3 29 16 50 6 1 ([
SH260-BN2-3-18-H 3 1.5 3 29 18 50 4 1 ([

@Stock OAvailable upon Order Tol
R<3 +0.005
R>3 +0.008
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carii\alronygzz(::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
@) @) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P392
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Solid Carbide Endmills | MILLING TOOLS

SH260-BN2-H =

2 Flute with Reduced Neck, Ballnose

d2

.
H — | 1@/ Fig o e

<
T e AP
= — — u Fig2 °

Le i Helix ] Ballnose

See page 149 or guidelines to icons

42

) Continuation

Ordering Code D R Lc d2 L1 L d. Figure No.  Stock
SH260-BN2-3-18-H-6 3 1.5 3 29 18 50 6 1 [ J
SH260-BN2-4-12-H 4 2 4 3.9 12 50 4 2
SH260-BN2-4-12-H-6 4 2 4 3.9 12 50 6 1 (]
SH260-BN2-4-24-H 4 2 4 3.9 24 60 4 2 (]
SH260-BN2-4-24-H-6 4 2 4 39 24 60 6 1 [ J
SH260-BN2-5-15-H 5 25 5 4.9 15 60 6 1 [ J
SH260-BN2-5-30-H 5 25 5 4.9 30 75 6 1 [ J
SH260-BN2-6-18-H 6 3 6 59 18 75 6 2 [ J
SH260-BN2-8-24-H 8 4 8 79 24 75 8 2 [ J
SH260-BN2-10-30-H 10 5 10 9.9 30 100 10 2 [ J
SH260-BN2-12-36-H 12 6 12 11.9 36 100 12 2 [ J

@Stock OAvailable upon Order D Tol
R<3 +0.005
R>3 +0.008
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfor;g::g:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P392
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MILLING TOOLS | Solid Carbide Endmills

SH300-52-H

2 Flute, Standard Length

|
vTH - mﬂ Figl (— -

= =@~} UL

See page 149 or guidelines to icons

L

Ordering Code D Lc L d Figure No. Stock
SH300-52-01003-H 1 2.5 50 4 1 O
SH300-52-01504-H 1.5 3.75 50 4 1 O
SH300-52-02005-H 2 5 50 4 1 O
SH300-52-03008-H 3 7.5 50 4 1 O
SH300-52-63008-H 3 7.5 50 6 1 O
SH300-52-04010-H 4 10 50 4 2 O
SH300-52-64010-H 4 10 50 6 1 O
SH300-52-05013-H 5 12.5 50 6 1 O
SH300-52-06015-H 6 15 50 6 2 O
SH300-52-08020-H 8 20 60 8 2 O
SH300-52-08020E-H 8 20 75 8 2 O
SH300-52-10025-H 10 25 75 10 2 O
SH300-52-12030-H 12 30 75 10 2 O

@Stock OAvailable upon Order D Tol

D<8 Qo1

D>8 ot
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Car;l\alron gzee:, Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
y-tee (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRCQ)
O (@) (@) (@) O

© Most Suitable () Suitable

Recommended Cutting Data 3% P392
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Solid Carbide Endmills | MILLING TOOLS

SH300-SN2-H

2 Flute,Reduced Neck

d2

ot v —

= l . o
= =TS

d2

Ll See page 149 or guidelines to icons
Ordering Code D Lc d2 L1 L d Figure No. Stock
SH300-SN2-01003-H 1 1.5 0.95 3 50 4 1 O
SH300-SN2-01006-H 1 15 0.95 6 50 4 1 O
SH300-SN2-01505-H 15 2.25 1.45 4.5 50 4 1 O
SH300-SN2-01509-H 1.5 2.25 1.45 9 50 4 1 O
SH300-SN2-02006-H 2 3 1.95 6 50 4 1 O
SH300-SN2-02012-H 2 3 1.95 12 60 4 1 O
SH300-SN2-63009-H 3 4.5 2.9 9 60 6 1 O
SH300-SN2-63018-H 3 4.5 29 18 60 6 1 O
SH300-SN2-64012-H 4 3.9 12 60 6 1 O
SH300-SN2-64024-H 4 3.9 24 75 6 1 O
SH300-SN2-05015-H 5 7.5 49 15 60 6 1 O
SH300-SN2-05030-H 5 7.5 49 30 75 6 1 O
SH300-SN2-06018-H 6 5.9 18 75 6 2 O
SH300-SN2-06036-H 6 5.9 36 90 6 2 O
@Stock OAvailable upon Order D Tol
D<6 o1
unit (mm)

Workpiece Material

1234 5 6 1 2 34
Ca;\blfon 2::2:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
Y (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)

(<35HRQ)
O (@) (@) (@) O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P392

WINTECH _ 269
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SH300-554-H

4 Flute, Stub Length

S E— %ﬁ o e

L
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A o N
‘<L> See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
SH300-554-31002-H 1 2 50 3 1 O
SH300-554-01002-H 1 2 50 4 1 O
SH300-554-61002-H 1 2 50 6 1 O
SH300-554-31503-H 1.5 3 50 3 1 O
SH300-554-01503-H 1.5 3 50 4 1 O
SH300-554-61503-H 1.5 3 50 6 1 O
SH300-554-32004-H 2 4 50 3 1 O
SH300-554-02004-H 2 4 50 4 1 O
SH300-554-62004-H 2 4 50 6 1 O
SH300-554-33006-H 3 6 50 3 2 O
SH300-554-03006-H 3 6 50 4 1 O
SH300-554-63006-H 3 6 50 6 1 O
@Stock OAvailable upon Order D Tol
D<8 Sor
10<0<12 Qs
D>12 o2
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Car;l\alron 2:2::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
( <3)FI,HRC) (48HRC) Steel( < 35HRQ) (45-55HRC) (55-60HRC) 60HRC)
O (@) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P393
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SH300-554-H

4 Flute, Stub Length
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LLV See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc L d Figure No. Stock
SH300-554-04008-H 4 8 50 4 2 O
SH300-554-64008-H 4 8 50 6 1 O
SH300-554-05010-H 5 10 50 6 1 O
SH300-554-06012-H 6 12 50 6 2 O
SH300-554-08012E-H 8 12 75 8 2 O
SH300-554-08016-H 8 16 60 8 2 O
SH300-554-10020-H 10 20 75 10 2 O
SH300-554-12024-H 12 24 75 12 2 O
SH300-554-14028-H 14 28 100 14 2 O
SH300-554-16032-H 16 32 100 16 2 O

@Stock OAvailable upon Order D Tol
D<8 o1
10<p<12 §o15
D>12 02
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfor;;::g:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O @) O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P393
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MILLING TOOLS | Solid Carbide Endmills

SH300-54-H

4 Flute, Standard Length

T == = ——

L

= NN =zl -] LI |

. ‘«L» See page 149 or guidelines to icons

Ordering Code D Lc L d Figure No. Stock
SH300-54-31004-H 1 35 50 3 1 O
SH300-54-01004-H 1 3.5 50 4 1 [ J
SH300-54-61004-H 1 35 50 6 1 O
SH300-54-31505-H 1.5 5 50 3 1 O
SH300-54-01505-H 1.5 5 50 4 1 [ ]
SH300-54-61505-H 1.5 5 50 6 1 O
SH300-54-32007-H 2 7 50 3 1 O
SH300-54-02007-H 2 7 50 4 1 [ J
SH300-54-62007-H 2 7 50 6 1 O
SH300-54-33010-H 3 10 50 3 2 O
SH300-54-03010-H 3 10 50 4 1 [
SH300-54-63010-H 3 10 50 6 1 O
SH300-54-04012-H 4 12 50 4 2 [ J

@Stock OAvailable upon Order D Tol

D<8 Qo1

10<D<12| o5
D>12 Qo2
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carii\alronygzz(::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P393
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Solid Carbide Endmills | MILLING TOOLS

SH300-54-H

4 Flute, Standard Length

L

pE—— =t oL E] L
1 . h5
LLV See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc L d Figure No. Stock
SH300-54-64012-H 4 12 50 6 1 O
SH300-54-05015-H 5 15 50 6 1 O
SH300-54-06015-H 6 15 50 6 2 [ J
SH300-54-08020-H 8 20 60 8 2 [ J
SH300-54-08020E-H 8 20 75 8 2 [ J
SH300-54-10025-H 10 25 75 10 2 [ J
SH300-54-10025E-H 10 25 90 10 2 O
SH300-54-12030-H 12 30 75 12 2 [ J
SH300-54-12030E-H 12 30 90 12 2 O
SH300-S4-14035-H 14 35 100 14 2 O
SH300-54-16040-H 16 40 100 16 2 O
SH300-54-18040-H 18 40 100 18 2 O
SH300-54-20045-H 20 45 100 20 2 O

@Stock OAvailable upon Order D Tol
D=8 Bon
10<p<12 §o15
D>12 o2
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfor;;::g:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P393
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MILLING TOOLS | Solid Carbide Endmills

SH300-SH4-H

4 Flute, Long Shank

S — U SRR, <.

L
T =S - =gl L
5 Helix
‘*L> See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
SH300-SH4-31004-H 1 3.5 60 3 1 O
SH300-SH4-01004-H 1 35 60 4 1 [ ]
SH300-SH4-61004-H 1 35 60 6 1 O
SH300-SH4-31505-H 1.5 5 60 3 1 O
SH300-SH4-01505-H 1.5 5 60 4 1 [ ]
SH300-SH4-61505-H 1.5 5 60 6 1 O
SH300-SH4-32007-H 2 7 60 3 1 O
SH300-SH4-02007-H 2 7 60 4 1 [ ]
SH300-SH4-62007-H 2 7 60 6 1 O
SH300-SH4-33010-H 3 10 60 3 2 O
SH300-SH4-03010-H 3 10 60 4 1 [ ]
SH300-SH4-63010-H 3 10 60 6 1 O
@Stock OAvailable upon Order D Tol
D<8 So1
10<p<12 o5
D>12 Qo2
unit(mm)
Workpiece Material
1234 5 6 1 2 34
Car;l\alron 2:2::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
( <3)5I,HRC) (48HRC) Steel( < 35HRQ) (45-55HRC) (55-60HRC) 60HRC)
O O ©) (@)

© Most Suitable () Suitable

Recommended Cutting Data 3% P393
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Solid Carbide Endmills | MILLING TOOLS

SH300-SH4-H

4 Flute, Long Shank

i o 1 M B Y
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= = UL
LL' See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc L d Figure No. Stock
SH300-SH4-04012-H 4 12 60 4 2 [ ]
SH300-SH4-64012-H 4 12 60 6 1 O
SH300-SH4-05015-H 5 15 60 6 1 O
SH300-SH4-06015-H 6 15 60 6 2 O
SH300-SH4-06015E-H 6 15 75 6 2 [ J
SH300-SH4-08020E-H 8 20 100 8 2 [ J
SH300-SH4-10025-H 10 25 100 10 2 [ J
SH300-SH4-12030-H 12 30 100 12 2 [ J
SH300-SH4-14035-H 14 35 120 14 2 O
SH300-SH4-16040-H 16 40 120 16 2 O
SH300-SH4-18040-H 18 40 150 18 2 O
SH300-SH4-20045-H 20 45 150 20 2 O

@Stock OAvailable upon Order D Tol
D=8 o
10<p<12 fois
D>12 02
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfor;;::g:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P393
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MILLING TOOLS | Solid Carbide Endmills

SH300-5L4-H

4 Flute, Long Flute

e f=== = T——

L
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KR 1 5 Helix
LL» See page 149 or guidelines to icons
L
Ordering Code D Lc L d Figure No. Stock
SH300-SL4-01004-H 1 4 60 4 1 O
SH300-SL4-01006-H 1 6 60 4 1 o
SH300-SL4-61004-H 1 4 60 6 1 O
SH300-SL4-01508-H 1.5 8 60 4 1 o
SH300-SL4-61508-H 1.5 8 60 6 1 O
SH300-SL4-02008-H 2 8 60 4 1 @)
SH300-SL4-62008-H 2 8 60 6 1 O
SH300-SL4-03012-H 3 12 60 4 1 O
SH300-SL4-63012-H 3 12 60 6 1 O
SH300-5L4-04016-H 4 16 60 4 2 O
SH300-SL4-64016-H 4 16 60 6 1 O
@Stock OAvailable upon Order D Tol
D<8 S
10<Dp<12| Jo1s
D>12 Qo2
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Car;l\alron 2:2::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
( <3)FI,HRC) (48HRC) Steel( < 35HRQ) (45-55HRC) (55-60HRC) 60HRC)
O O ©) (@)

© Most Suitable () Suitable

Recommended Cutting Data 3% P393
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Solid Carbide Endmills | MILLING TOOLS

SH300-SL4-H

4 Flute, Long Flute

T s —i

L

e =l L
L—L See page 149 or guidelines to icons

L ) Continuation

Ordering Code D Lc L d Figure No. Stock
SH300-SL4-05020-H 5 20 60 6 1 O
SH300-5L4-06020-H 6 20 60 6 2 @)
SH300-SL4-06025E-H 6 25 75 6 2 O
SH300-SL4-08025-H 8 25 75 8 2 O
SH300-5L4-08030-H 8 30 75 8 2 O
SH300-SL4-10040-H 10 40 100 10 2 O
SH300-SL4-12040-H 12 40 100 12 2 O
SH300-SL4-16055-H 16 55 120 16 2 O
SH300-SL4-20060-H 20 60 120 20 2 O

@Stock OAvailable upon Order D Tol

D<8 Qo

0<p<12 $ois
D>12 o2
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfon 2:2:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
Y (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRCQ)
O O (@) (@)

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P393
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MILLING TOOLS | Solid Carbide Endmills

SH300-SN4-H

4 Flute, Reduced Neck
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See page 149 or guidelines to icons
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Ordering Code D Lc d2 L1 L d Figure No. Stock
SH300-SN4-31004-H 1 2 0.96 4 50 3 1 O
SH300-SN4-01004-H 1 2 0.96 4 50 4 1 O
SH300-SN4-61004-H 1 2 0.96 4 50 6 1 O
SH300-SN4-31004E-H 1 2 0.96 4 60 3 1 O
SH300-SN4-01004E-H 1 2 0.96 4 60 4 1 [ J
SH300-SN4-61004E-H 1 2 0.96 4 60 6 1 [ J
SH300-SN4-31506-H 1.5 3 1.45 6 50 3 1 O
SH300-SN4-01506-H 1.5 3 1.45 6 50 4 1 O
SH300-SN4-61506-H 1.5 3 1.45 6 50 6 1 O
SH300-SN4-31506E-H 1.5 3 1.45 6 60 3 1 O
SH300-SN4-01506E-H 1.5 3 1.45 6 60 4 1 O
SH300-SN4-61508E-H 1.5 3 1.45 8 60 4 1 O

@Stock OAvailable upon Order D Tol
D=8 Qo
10<D<12| o5
D>12 S0
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca%r{)"yg:z::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P393
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SH300-SN4-H

4 Flute, Reduced Neck
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L1 ‘ See page 149 or guidelines to icons

d2

) Continuation

Ordering Code D Lc d2 L1 L d Figure No. Stock
SH300-SN4-61506E-H 1.5 3 1.45 6 60 6 1 [ ]
SH300-SN4-32008-H 2 4 1.9 8 50 3 1 O
SH300-SN4-02008-H 2 4 1.9 8 50 4 1 O
SH300-SN4-62008-H 2 4 1.9 8 50 6 1 O
SH300-SN4-32008E-H 2 4 1.9 8 60 3 1 O
SH300-SN4-02008E-H 2 4 1.9 8 60 4 1 [ ]
SH300-SN4-62008E-H 2 4 1.9 8 60 6 1 [ ]
SH300-SN4-33012-H 3 6 29 12 50 3 2 O
SH300-SN4-03012-H 3 6 29 12 50 4 1 O
SH300-SN4-63012-H 3 6 29 12 50 6 1 O
SH300-SN4-33012E-H 3 6 29 12 60 3 2 O
SH300-SN4-03012E-H 3 6 29 12 60 4 1 O

@Stock OAvailable upon Order D Tol
D=8 Qo1
10<Dp<12| Jor5
D>12 S0z
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfor;g::g:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P393
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MILLING TOOLS | Solid Carbide Endmills

SH300-SN4-H

4 Flute, Reduced Neck
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See page 149 or guidelines to icons
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) Continuation

Ordering Code D Lc d2 L1 L d Figure No. Stock
SH300-SN4-63009E-H 3 6 29 9 60 6 1 [ J
SH300-SN4-63012E-H 3 6 29 12 60 6 1 ()
SH300-SN4-64012E-H 4 8 39 12 60 6 1 ([
SH300-SN4-04016-H 4 8 39 16 50 4 2 O
SH300-SN4-64016-H 4 8 3.9 16 50 6 1 O
SH300-SN4-04016E-H 4 8 3.9 16 60 4 2 O
SH300-SN4-64016E-H 4 8 3.9 16 60 6 1 [ J
SH300-SN4-05020-H 5 10 5.9 20 50 6 1 O
SH300-SN4-05020E-H 5 10 5.9 20 60 6 1 O
SH300-SN4-05020F-H 5 10 5.9 20 75 6 1 O
SH300-SN4-06018E-H 6 12 5.9 18 60 6 2 [ J
SH300-SN4-06024-H 6 12 5.9 24 75 6 2 O

@Stock OAvailable upon Order D Tol
D=8 Qo1
10<Dp<12| Jois
D>12 S0
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca%r{)"yg:z::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P393

280 _ WINTECH




Solid Carbide Endmills | MILLING TOOLS

SH300-SN4-H

4 Flute, Reduced Neck

d2
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L1 ‘ See page 149 or guidelines to icons

d2

) Continuation

Ordering Code D Lc d2 L1 L d Figure No. Stock
SH300-SN4-06024E-H 6 12 59 24 90 6 2 O
SH300-SN4-06024F-H 6 12 5.9 24 100 6 2 O
SH300-SN4-08024-H 8 16 7.9 24 75 8 2 [ J
SH300-SN4-08032-H 8 16 79 32 75 8 2 O
SH300-SN4-08032E-H 8 16 79 32 100 8 2 O
SH300-SN4-10040-H 10 20 9.9 40 100 10 2 [
SH300-SN4-10040E-H 10 20 9.9 40 120 10 2 O
SH300-SN4-12048-H 12 24 11.9 48 100 12 2 [ ]
SH300-SN4-12048E-H 12 24 11.9 48 120 12 2 O
SH300-SN4-14056-H 14 28 13.9 56 120 14 2 O
SH300-SN4-16064-H 16 32 15.9 64 120 16 2 O
SH300-SN4-20080-H 20 40 19.9 80 120 20 2 O

@Stock OAvailable upon Order D Tol
D=8 Bor
10<D<12  $oi5
D>12 o2
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfor;g::g:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
@) O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P393
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SH300-56-H

6 Flute, Standard Length

Lc
— = -~ 2] L

See page 149 or guidelines to icons

Fig1 —\\\\\\!

T e S e A

Ordering Code D Lc L d Figure No. Stock
SH300-56-06015-H 6 15 50 6 1 [
SH300-56-08020-H 8 20 60 8 1 [ J
SH300-S6-08020E-H 8 20 75 8 1 O
SH300-56-10025-H 10 25 75 10 1 [ J
SH300-56-12030-H 12 30 75 12 1 O
SH300-S6-14035-H 14 35 100 14 1 O
SH300-S6-16040-H 16 40 100 16 1 O
SH300-S6-18040-H 18 40 100 18 1 O
SH300-S6-20045-H 20 45 100 20 1 O

@Stock OAvailable upon Order D Tol
p<12 Qo1s
p>12 o2
unit (mm)

Workpiece Material

1234 5 6 1 2 34
Car;l\alron 2:2::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
tA (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)

(<35HRQ)
O O (@) O

© Most Suitable () Suitable

Recommended Cutting Data 3% P394
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SH300-SH6-H

6 Flute, Long Shank

p e H— N\ e cm— SN
Le
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See page 149 or guidelines to icons

Ordering Code D Lc L d Figure No. Stock
SH300-SH6-06015-H 6 15 60 6 1 O
SH300-SH6-06015E-H 6 15 75 6 1 O
SH300-SH6-08020-H 8 20 90 8 1 O
SH300-SH6-10025-H 10 25 100 10 1 O
SH300-SH6-12030-H 12 30 100 12 1 [ ]
SH300-SH6-14035-H 14 35 120 14 1 @)
SH300-SH6-16040-H 16 40 120 16 1 O
SH300-SH6-18040-H 18 40 120 18 1 O
SH300-SH6-20045-H 20 45 120 20 1 O

@Stock OAvailable upon Order D Tol
b=12 ot
D>12 Qo2
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfon giee:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
y-tee (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRQ)
O O (@) (@)

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P394
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SH300-SL6-H

6 Flute, Long Flute

ESE— =—ASSSSS

L =AY ] L

See page 149 or guidelines to icons

Ordering Code D Lc L d Figure No. Stock
SH300-SL6-06025-H 6 25 75 6 1 O
SH300-SL6-08035-H 8 35 100 8 1 O
SH300-SL6-10045-H 10 45 100 10 1 O
SH300-SL6-12055-H 12 55 100 12 1 O
SH300-SL6-14055-H 14 55 120 14 1 O
SH300-SL6-16065-H 16 65 120 16 1 O
SH300-SL6-18065-H 18 65 150 18 1 O
SH300-SL6-20075-H 20 75 150 20 1 O

@Stock OAvailable upon Order D Tol
D<12 Sois
unit (mm)

Workpiece Material

1234 5 6 1 2 34
Car;l\alron 2:2::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
tA (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)

(<35HRQ)
O O (@) O

© Most Suitable () Suitable

Recommended Cutting Data 3% P394
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SH300-R2-H

2 Flute, Corner Radius

d
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<
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e =l O

See page 149 or guidelines to icons

—

Ordering Code D Lc r L d Figure No. Stock
SH300-R2-01001-H 1 2.5 0.1 50 4 1 O
SH300-R2-01002-H 1 25 0.2 50 4 1 O
SH300-R2-02001-H 2 5 0.1 50 4 1 O
SH300-R2-02002-H 2 0.2 50 4 1 O
SH300-R2-02003-H 2 0.3 50 4 1 O
SH300-R2-63002-H 3 7.5 0.2 50 6 1 O
SH300-R2-63003-H 3 7.5 0.3 50 6 1 O
SH300-R2-63005-H 3 7.5 0.5 50 6 1 O
SH300-R2-04003-H 4 10 0.3 50 4 2 O
SH300-R2-04005-H 4 10 0.5 50 4 2 O
SH300-R2-64005-H 4 10 0.5 50 6 1 O
SH300-R2-04010-H 4 10 1 50 4 2 O
SH300-R2-64010-H 4 10 1 50 6 1 O

@Stock OAvailable upon Order D Tol
D=8 Qo1
10<D<12 §oi5
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfor;;::g:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P393
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SH300-R2-H

2 Flute, Corner Radius
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See page 149 or guidelines to icons
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) Continuation

Ordering Code D Lc r L d Figure No. Stock
SH300-R2-05005-H 5 125 0.5 50 6 1 O
SH300-R2-05010-H 5 125 1 50 6 1 O
SH300-R2-06005-H 6 15 0.5 50 6 2 O
SH300-R2-06010-H 6 15 1 50 6 2 O
SH300-R2-08005-H 8 20 0.5 60 8 2 O
SH300-R2-08010-H 8 20 1 60 8 2 O
SH300-R2-10005-H 10 25 0.5 75 10 2 O
SH300-R2-10010-H 10 25 1 75 10 2 O
SH300-R2-10015-H 10 25 1.5 75 10 2 O
SH300-R2-10020-H 10 25 2 75 10 2 O
SH300-R2-12005-H 12 30 0.5 75 12 2 O
SH300-R2-12010-H 12 30 1 75 12 2 O
SH300-R2-12015-H 12 30 1.5 75 12 2 O
SH300-R2-12020-H 12 30 2 75 12 2 O

@Stock OAvailable upon Order D NE
D=8 Qo
0<p<12 fois
E{i (mm)
Workpiece Material
1234 5 6 1 2 34
Carii\alronygzz(::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P393
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SH300-RN2-H

2 Flute with Reduced Neck, Corner Radius
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Ordering Code D Lc r L1 d2 L d Figure No.  Stock
SH300-RN2-01001-H 1 1.5 0.1 6 0.95 50 4 1 O
SH300-RN2-01002-H 1 1.5 0.2 6 0.95 50 4 1 O
SH300-RN2-02001-H 2 3 0.1 12 1.95 50 4 1 O
SH300-RN2-02002-H 2 3 0.2 12 1.95 50 4 1 O
SH300-RN2-02003-H 2 3 0.3 12 1.95 50 4 1 O
SH300-RN2-63002-H 3 4.5 0.2 18 29 60 6 1 O
SH300-RN2-63003-H 3 4.5 0.3 18 29 60 6 1 O
SH300-RN2-63005-H 3 4.5 0.5 18 29 60 6 1 O
SH300-RN2-64005-H 4 0.5 24 3.9 75 6 1 O
SH300-RN2-64010-H 4 1 24 3.9 75 6 1 O
SH300-RN2-05005-H 5 7.5 0.5 30 49 75 6 1 O
SH300-RN2-05010-H 5 7.5 1 30 4.9 75 6 1 O
SH300-RN2-06005-H 6 0.5 36 5.9 90 6 2 O
SH300-RN2-06010-H 6 1 36 5.9 90 6 2 O

@Stock OAvailable upon Order D nE
D=8 Qo

Workpiece Material
1234 5 6 1 2 34
Ca;\blfon 2::2:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
Y (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRQ)
O O (@) (@)

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P393
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SH300-R4-H

4 Flute, Corner Radius
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See page 149 or guidelines to icons
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Ordering Code D Lc r L d Figure No. Stock
SH300-R4-31001-H 1 35 0.1 50 3 1 O
SH300-R4-01001-H 1 35 0.1 50 4 1 O
SH300-R4-61001-H 1 35 0.1 50 6 1 O
SH300-R4-31002-H 1 35 0.2 50 3 1 O
SH300-R4-01002-H 1 35 0.2 50 4 1 O
SH300-R4-61002-H 1 35 0.2 50 6 1 O
SH300-R4-31501-H 1.5 5 0.1 50 3 1 O
SH300-R4-01501-H 1.5 5 0.1 50 4 1 O
SH300-R4-61501-H 1.5 5 0.1 50 6 1 O
SH300-R4-31502-H 1.5 5 0.2 50 3 1 O
SH300-R4-01502-H 1.5 5 0.2 50 4 1 O
SH300-R4-61502-H 1.5 5 0.2 50 6 1 O

@Stock OAvailable upon Order D Tol

D<8 Qo1

10<p<12 foi5
p>12 %02
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Car;l\alron gzee:, Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
yoree (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRCQ)
O O ©) (@)

© Most Suitable () Suitable

Recommended Cutting Data 3% P393
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SH300-R4-H

4 Flute, Corner Radius
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) Continuation

Ordering Code D Lc r L d Figure No. Stock
SH300-R4-32001-H 2 7 0.1 50 3 1 O
SH300-R4-02001-H 2 7 0.1 50 4 1 O
SH300-R4-62001-H 2 7 0.1 50 6 1 O
SH300-R4-32002-H 2 7 0.2 50 3 1 O
SH300-R4-02002-H 2 7 0.2 50 4 1 [ ]
SH300-R4-62002-H 2 7 0.2 50 6 1 O
SH300-R4-33002-H 3 10 0.2 50 3 2 O
SH300-R4-03002-H 3 10 0.2 50 4 1 O
SH300-R4-63002-H 3 10 0.2 50 6 1 O
SH300-R4-33005-H 3 10 0.5 50 3 2 O
SH300-R4-03005-H 3 10 0.5 50 4 1 [
SH300-R4-63005-H 3 10 0.5 50 6 1 O

@Stock OAvailable upon Order D Tol
D=8 Qo1
10<0<12 §oi5
D>12 %.02
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfor;;::g:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P393

WINTECH _ 289




MILLING TOOLS | Solid Carbide Endmills

SH300-R4-H

4 Flute, Corner Radius
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L
) Continuation

Ordering Code D Lc r L d Figure No. Stock
SH300-R4-04002-H 4 12 0.2 50 4 2 [ J
SH300-R4-64002-H 4 12 0.2 50 6 1 ()
SH300-R4-04005-H 4 12 0.5 50 4 2 O
SH300-R4-64005-H 4 12 0.5 50 6 1 ()
SH300-R4-05002-H 5 15 0.2 50 6 1 O
SH300-R4-05005-H 5 15 0.5 50 6 1 [ J
SH300-R4-06005-H 6 15 0.5 50 6 2 [ J
SH300-R4-06007-H 6 15 0.7 50 6 2 [ J
SH300-R4-06010-H 6 15 1 50 6 2 [ J
SH300-R4-08005-H 8 20 0.5 60 8 2 O
SH300-R4-08005E-H 8 20 0.5 75 8 2 ([
SH300-R4-08010-H 8 20 1 60 8 2 O
SH300-R4-08010E-H 8 20 1 75 8 2 O

@Stock OAvailable upon Order D Tol

D=8 o

0<p<12 fois
p>12 %02
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carii\alronygzz(::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P393
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SH300-R4-H

4 Flute, Corner Radius

i E———— =gl UL

L L_L—_ See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc r L d Figure No. Stock
SH300-R4-10005-H 10 25 0.5 75 10 2 ([ J
SH300-R4-10006-H 10 16 0.6 75 10 2 [ J
SH300-R4-10010-H 10 25 1 75 10 2 O
SH300-R4-10020-H 10 25 2 75 10 2 O
SH300-R4-12005-H 12 30 0.5 75 12 2 [ ]
SH300-R4-12010-H 12 30 1 75 12 2 [ ]
SH300-R4-12020-H 12 30 2 75 12 2 O
SH300-R4-14010-H 14 35 1 100 14 2 [ J
SH300-R4-16010-H 16 40 1 100 16 2 [ J
SH300-R4-16020-H 16 40 2 100 16 2 [ J
SH300-R4-20010-H 20 45 1 100 20 2 O
SH300-R4-20020-H 20 45 2 100 20 2 O
SH300-R4-20030-H 20 45 3 100 20 2 O

@Stock OAvailable upon Order D Tol
D<8 St
10<0<12 $oi5
D>12 %.02
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfor;;::g:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P393
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SH300-RH4-+

4 Flute with Long Shank,Corner Radius
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Ordering Code D Lc r L d Figure No. Stock
SH300-RH4-31001-H 1 35 0.1 60 3 1 O
SH300-RH4-01001-H 1 3.5 0.1 60 4 1 O
SH300-RH4-61001-H 1 35 0.1 60 6 1 O
SH300-RH4-31002-H 1 35 0.2 60 3 1 O
SH300-RH4-01002-H 1 35 0.2 60 4 1 O
SH300-RH4-61002-H 1 35 0.2 60 6 1 O
SH300-RH4-31501-H 1.5 5 0.1 60 3 1 O
SH300-RH4-01501-H 1.5 5 0.1 60 4 1 O
SH300-RH4-61501-H 1.5 5 0.1 60 6 1 O
SH300-RH4-31502-H 1.5 5 0.2 60 3 1 O
SH300-RH4-01502-H 1.5 5 0.2 60 4 1 O
SH300-RH4-61502-H 1.5 5 0.2 60 6 1 O
SH300-RH4-32001-H 2 7 0.1 60 3 1 O
SH300-RH4-02001J-H 2 6 0.1 60 4 1 O
SH300-RH4-02001-H 2 7 0.1 60 4 1 O
SH300-RH4-62001-H 2 7 0.1 60 6 1 O
SH300-RH4-32002-H 2 7 0.2 60 3 1 O

@Stock OAvailable upon Order D Tol
D=8 Qo
0<p<12 fois
p>12 %.02
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca%r{)"yg:z::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P393
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SH300-RH4-H

4 Flute with Long Shank,Corner Radius
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) Continuation

Ordering Code D Lc r L d Figure No. Stock
SH300-RH4-02002-H 2 7 0.2 60 4 1 O
SH300-RH4-62002-H 2 7 0.2 60 6 1 O
SH300-RH4-33002-H 3 10 0.2 60 3 2 O
SH300-RH4-03002-H 3 10 0.2 60 4 1 O
SH300-RH4-63002A-H 3 8 0.2 60 6 1 O
SH300-RH4-63002-H 3 10 0.2 60 6 1 O
SH300-RH4-33005-H 3 10 0.5 60 3 2 O
SH300-RH4-03005-H 3 10 0.5 60 4 1 O
SH300-RH4-63005-H 3 10 0.5 60 6 1 O
SH300-RH4-04002-H 4 12 0.2 60 4 2 [ J
SH300-RH4-04005-H 4 12 0.5 60 4 2 O
SH300-RH4-05002-H 5 15 0.2 60 6 1 O
SH300-RH4-05005-H 5 15 0.5 60 6 1 O
SH300-RH4-06005-H 6 15 0.5 60 6 2 ([
SH300-RH4-06005E-H 6 15 0.5 75 6 2 ([
SH300-RH4-06005G-H 6 15 0.5 100 6 2 ([

@Stock OAvailable upon Order D Tol
D=8 o1
10<0<12 $oi5
D>12 %02
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfor;g::g:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P393
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SH300-RH4-+

4 Flute with Long Shank,Corner Radius
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) Continuation

Ordering Code D Lc r L d Figure No. Stock
SH300-RH4-06010-H 6 15 1 60 6 2 O
SH300-RH4-06010E-H 6 15 1 75 6 2 ()
SH300-RH4-08005-H 8 20 0.5 100 8 2 O
SH300-RH4-08010-H 8 20 1 100 8 2 ()
SH300-RH4-10005-H 10 25 0.5 100 10 2 [ J
SH300-RH4-10010-H 10 25 1 100 10 2 O
SH300-RH4-10020-H 10 25 2 100 10 2 ([ J
SH300-RH4-12005-H 12 30 0.5 100 12 2 O
SH300-RH4-12010-H 12 30 1 100 12 2 ([ J
SH300-RH4-12020-H 12 30 2 100 12 2 [ ]
SH300-RH4-12020E-H 12 30 2 120 12 2 [ ]
SH300-RH4-16010-H 16 40 1 150 16 2 [ J
SH300-RH4-16020-H 16 40 2 150 16 2 O
SH300-RH4-20010-H 20 45 1 150 20 2 O
SH300-RH4-20020-H 20 45 2 150 20 2 O
SH300-RH4-20030-H 20 45 2 150 20 2 O

@Stock OAvailable upon Order D Tol
D=8 o1
0<p<12 fois
p>12 %.02
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca%r{)"yg:z::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
@) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P393
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SH300-RN4-H

4 Flute with Reduced Neck, Corner Radius
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2 ) Continuation
Ordering Code D Lc r L1 d2 L d Figure No.  Stock
SH300-RN4-31001-H 1 2 0.1 4 0.95 50 3 1 O
SH300-RN4-01001-H 1 2 0.1 4 0.95 50 4 1 [
SH300-RN4-61001-H 1 2 0.1 4 0.95 50 6 1 O
SH300-RN4-31001E-H 1 2 0.1 4 0.95 60 3 1 O
SH300-RN4-01001E-H 1 2 0.1 4 0.95 60 4 1 [ J
SH300-RN4-61001E-H 1 2 0.1 4 0.95 60 6 1 O
SH300-RN4-01001M-H 1 2 0.1 6 0.95 50 4 1 [ J
SH300-RN4-61001M-H 1 2 0.1 6 0.95 60 6 1 [ J
SH300-RN4-01001N-H 1 2 0.1 6 0.95 60 4 1 [ J
SH300-RN4-31002-H 1 2 0.2 4 0.95 50 3 1 O
SH300-RN4-01002-H 1 2 0.2 4 0.95 50 4 1 O
SH300-RN4-61002-H 1 2 0.2 4 0.95 50 6 1 O
SH300-RN4-31002E-H 1 2 0.2 4 0.95 60 3 1 O
SH300-RN4-01002E-H 1 2 0.2 4 0.95 60 4 1 O
SH300-RN4-61002E-H 1 2 0.2 4 0.95 60 6 1 O
SH300-RN4-31501-H 1.5 3 0.1 6 1.45 50 3 1 O
SH300-RN4-01501-H 1.5 3 0.1 6 1.45 50 4 1 O
@Stock OAvailable upon Order D Tol
D=8 Qo1
10<p<12 415
D>12 %02
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\bﬁggzzg:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P393
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SH300-RN4-H

4 Flute with Reduced Neck, Corner Radius
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2 ) Continuation
Ordering Code D Lc r L1 d2 L d Figure No.  Stock
SH300-RN4-61501-H 1.5 3 0.1 6 1.45 50 6 1 O
SH300-RN4-31501E-H 5 3 0.1 6 1.45 60 3 1 O
SH300-RN4-01501E-H 1.5 3 0.1 6 1.45 60 4 1 O
SH300-RN4-61501E-H 15 3 0.1 6 1.45 60 6 1 O
SH300-RN4-31502-H 1.5 3 0.2 6 1.45 50 3 1 O
SH300-RN4-01502-H 1.5 3 0.2 6 1.45 50 4 1 O
SH300-RN4-61502-H 1.5 3 0.2 6 1.45 50 6 1 O
SH300-RN4-31502E-H 1.5 3 0.2 6 1.45 60 3 1 O
SH300-RN4-01502E-H 1.5 3 0.2 6 1.45 60 4 1 O
SH300-RN4-61502E-H 1.5 3 0.2 6 1.45 60 6 1 O
SH300-RN4-32001-H 2 4 0.1 8 1.95 50 3 1 O
SH300-RN4-02001-H 2 4 0.1 8 1.95 50 4 1 O
SH300-RN4-62001-H 2 4 0.1 8 1.95 50 6 1 O
SH300-RN4-32001E-H 2 4 0.1 8 1.95 60 3 1 O
SH300-RN4-02001J-H 2 4 0.1 6 1.95 60 4 1 ([ J
SH300-RN4-02001E-H 2 4 0.1 8 1.95 60 4 1 ([
SH300-RN4-62001E-H 2 4 0.1 8 1.95 60 6 1 O
@Stock OAvailable upon Order D Tol
D=8 3o
10<Dp<12 Jois
D>12 802
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carii\alronygzz(::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P393
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Solid Carbide Endmills | MILLING TOOLS

SH300-RN4-H

4 Flute with Reduced Neck, Corner Radius

o
°

H— - = ﬁﬁ "ol ————

. ‘ LIFL»
5
s - =Rl UL
S %’ See page 149 or guidelines to icons
2 ) Continuation
Ordering Code D Lc r L1 d2 L d Figure No.  Stock
SH300-RN4-32002-H 2 4 0.2 8 1.95 50 3 1 O
SH300-RN4-02002-H 2 4 0.2 8 1.95 50 4 1 ()
SH300-RN4-62002-H 2 4 0.2 8 1.95 50 6 1 (]
SH300-RN4-32002E-H 2 4 0.2 8 1.95 60 3 1 O
SH300-RN4-02002E-H 2 4 0.2 8 1.95 60 4 1 O
SH300-RN4-62002E-H 2 4 0.2 8 1.95 60 6 1 O
SH300-RN4-33002-H 3 6 0.2 12 29 50 3 2 [ J
SH300-RN4-03002-H 3 6 0.2 12 29 50 4 1 O
SH300-RN4-63002-H 3 6 0.2 12 29 50 6 1 O
SH300-RN4-33002E-H 3 6 0.2 12 29 60 3 2 O
SH300-RN4-03002E-H 3 6 0.2 12 29 60 4 1 ([ J
SH300-RN4-63002J-H 3 6 0.2 12 29 60 6 1 ([
SH300-RN4-63002E-H 3 6 0.2 12 29 60 6 1 [
SH300-RN4-63002L-H 3 6 0.2 15 29 60 6 1 [ J
SH300-RN4-33005-H 3 6 0.5 12 29 50 3 2 O
SH300-RN4-03005-H 3 6 0.5 12 29 50 4 1 O
SH300-RN4-63005-H 3 6 0.5 12 29 50 6 1 O
@Stock OAvailable upon Order D Tol
D=8 3o
10<Dp<12 Jois
D>12 802
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\bﬁggzzg:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P393
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MILLING TOOLS | Solid Carbide Endmills

SH300-RN4-H

4 Flute with Reduced Neck, Corner Radius

°

R ——— T s —— T
T T W e o5 LI

Le
S }—Ll—“ See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc r L1 d2 L d Figure No.  Stock
SH300-RN4-33005E-H 3 6 0.5 12 29 60 3 2 O
SH300-RN4-03005E-H 3 6 0.5 12 29 60 4 1 O
SH300-RN4-63005E-H 3 6 0.5 12 29 60 6 1 O
SH300-RN4-04002-H 4 8 0.2 16 39 50 4 2 O
SH300-RN4-64002-H 4 8 0.2 16 39 50 6 1 O
SH300-RN4-04002E-H 4 8 0.2 16 39 60 4 2 O
SH300-RN4-64002E-H 4 8 0.2 16 39 60 6 1 O
SH300-RN4-04005-H 4 8 0.5 16 3.9 50 4 2 O
SH300-RN4-64005-H 4 8 0.5 16 39 50 6 1 [ J
SH300-RN4-04005E-H 4 8 0.5 16 3.9 60 4 2 O
SH300-RN4-64005E-H 4 8 0.5 16 39 60 6 1 O
SH300-RN4-64005L-H 4 8 0.5 20 39 60 6 1 [
SH300-RN4-05002-H 5 10 0.2 20 49 50 6 1 O
SH300-RN4-05002F-H 5 10 0.2 20 49 75 6 1 O
SH300-RN4-05005-H 5 10 0.5 20 49 50 6 1 O
SH300-RN4-05005F-H 5 10 0.5 20 4.9 75 6 1 O
SH300-RN4-06005J-H 6 12 0.5 24 59 60 6 2 O

@Stock OAvailable upon Order D Tol
D=8 3o
10<Dp<12 Jois
D>12 802
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carii\alronygzz(::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P393
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Solid Carbide Endmills | MILLING TOOLS

SH300-RN4-H

4 Flute with Reduced Neck, Corner Radius

o
°

Bh —— = ﬁﬁ o s S

. ‘ LIFL»
5
s - - UL
S %’ See page 149 or guidelines to icons
2 ) Continuation
Ordering Code D Lc r L1 d2 L d Figure No.  Stock
SH300-RN4-06005-H 6 12 0.5 24 59 50 6 2 O
SH300-RN4-06005E-H 6 12 0.5 24 59 60 6 2 O
SH300-RN4-06005F-H 6 12 0.5 24 59 75 6 2 ([
SH300-RN4-06010-H 6 12 1 24 5.9 50 6 2 O
SH300-RN4-06010E-H 6 12 1 24 59 60 6 2 O
SH300-RN4-06010F-H 6 12 1 24 59 75 6 2 O
SH300-RN4-08005-H 8 16 0.5 32 79 60 8 2 O
SH300-RN4-08005E-H 8 16 0.5 32 79 75 8 2 O
SH300-RN4-08010-H 8 16 1 32 79 60 8 2 O
SH300-RN4-08010E-H 8 16 1 32 79 75 8 2 [ ]
SH300-RN4-10005J-H 10 20 0.5 30 9.9 100 10 2 [ J
SH300-RN4-10005-H 10 20 0.5 40 9.9 75 10 2 O
SH300-RN4-10005F-H 10 20 0.5 40 9.9 100 10 2 [ J
@Stock OAvailable upon Order D Tol
D=8 Bo1
10<p<12|  §o5
D>12 S0
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfor;g::g:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P393
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SH300-RN4-H

4 Flute with Reduced Neck, Corner Radius

°

H— - e s g

] ‘ LIFL» ?
L p2
s - =Lt UL
S %’ See page 149 or guidelines to icons
2 ) Continuation
Ordering Code D Lc r L1 d2 L d Figure No.  Stock
SH300-RN4-10010-H 10 20 1 40 9.9 75 10 2 O
SH300-RN4-10010F-H 10 20 1 40 9.9 100 10 2 [ J
SH300-RN4-10020-H 10 20 2 40 9.9 75 10 2 O
SH300-RN4-10020F-H 10 20 2 40 9.9 100 10 2 O
SH300-RN4-12005-H 12 24 0.5 48 11.9 75 12 2 O
SH300-RN4-12005F-H 12 24 0.5 48 11.9 100 12 2 O
SH300-RN4-12010-H 12 24 1 48 11.9 75 12 2 O
SH300-RN4-12010F-H 12 24 1 48 11.9 100 12 2 [ J
SH300-RN4-12020-H 12 24 2 48 11.9 75 12 2 O
SH300-RN4-12020F-H 12 24 2 48 11.9 100 12 2 O
@Stock OAvailable upon Order D Tol
D=8 S0
10<D<12 Joi5
D>12 S0
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca%r{)"yg:z::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P393
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Solid Carbide Endmills | MILLING TOOLS

SH300-R6-H

6 Flute, Corner Radius

NN\

L Ry

See page 149 or guidelines to icons

0

Ordering Code D Lc r L d Figure No. Stock
SH300-R6-06005-H 6 15 0.5 50 6 1 [ ]
SH300-R6-06010-H 6 15 1 50 6 1 [ J
SH300-R6-08005-H 8 20 0.5 60 8 1 O
SH300-R6-08010-H 8 20 1 60 8 1 [
SH300-R6-08005E-H 8 20 0.5 75 8 1 [ J
SH300-R6-08010E-H 8 20 1 75 8 1 O
SH300-R6-10005-H 10 25 0.5 75 10 1 O
SH300-R6-10010-H 10 25 1 75 10 1 [ J
SH300-R6-10020-H 10 25 2 75 10 1 O
SH300-R6-12005-H 12 30 0.5 75 12 1 O
SH300-R6-12010-H 12 30 1 75 12 1 O
SH300-R6-12020-H 12 30 2 75 12 1 O

@Stock OAvailable upon Order D Tol
D<12 So01s
D>12 $020
unit (mm)
Workpiece Material

1234 5 6 1 2 34

Ca;\blfor;;::g:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P394
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SH300-R6-H

6 Flute, Corner Radius

NN\

< — A Figl w
E 45 | ]
ey X S L

See page 149 or guidelines to icons

N

) Continuation

Ordering Code D Lc r L d Figure No. Stock
SH300-R6-14005-H 14 35 0.5 100 14 1 O
SH300-R6-14010-H 14 35 1 100 14 1 @)
SH300-R6-14020-H 14 35 2 100 14 1 O
SH300-R6-16010-H 16 40 1 100 16 1 O
SH300-R6-16020-H 16 40 2 100 16 1 O
SH300-R6-16030-H 16 40 3 100 16 1 O
SH300-R6-20010-H 20 45 1 100 20 1 O
SH300-R6-20020-H 20 45 2 100 20 1 O
SH300-R6-20030-H 20 45 3 100 20 1 O

@Stock OAvailable upon Order D Tol
D<12 So1s
D>12 $020
unit (mm)

Workpiece Material

1234 5 6 1 2 34
Car;l\alron 2:2::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
tA (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)

(<35HRQ)
O O (@) O

© Most Suitable () Suitable

Recommended Cutting Data 3% P394
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SH300-RH6-H

6 Flute with Long Shank, Corner Radius

T N - R 20
L * Ry L L

See page 149 or guidelines to icons

Ordering Code D Lc r L d Figure No. Stock
SH300-RH6-06005-H 6 15 0.5 60 6 1 O
SH300-RH6-06010-H 6 15 1 60 6 1 O
SH300-RH6-06005E-H 6 15 0.5 75 6 1 O
SH300-RH6-06010E-H 6 15 1 75 6 1 O
SH300-RH6-08005-H 8 20 0.5 75 8 1 O
SH300-RH6-08010-H 8 20 1 75 8 1 O
SH300-RH6-10005-H 10 25 0.5 100 10 1 O
SH300-RH6-10010-H 10 25 1 100 10 1 O
SH300-RH6-10020-H 10 25 2 100 10 1 O
SH300-RH6-12005-H 12 30 0.5 100 12 1 O
SH300-RH6-12010-H 12 30 1 100 12 1 [ J

@Stock OAvailable upon Order D Tol
D<12 Bo1s
p>12 8020
unit (mm)
Workpiece Material

1234 5 6 1 2 34

Ca;\blfor;;::g:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P394
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MILLING TOOLS | Solid Carbide Endmills

SH300-RH6-H

6 Flute with Long Shank, Corner Radius

vri — W o N
L =2 CIL

See page 149 or guidelines to icons

) Continuation

Ordering Code D Lc r L d Figure No. Stock
SH300-RH6-12020-H 12 30 2 100 12 1 O
SH300-RH6-14005-H 14 35 0.5 120 14 1 @)
SH300-RH6-14010-H 14 35 1 120 14 1 O
SH300-RH6-14020-H 14 35 2 120 14 1 O
SH300-RH6-16010-H 16 40 1 120 16 1 O
SH300-RH6-16020-H 16 40 2 120 16 1 O
SH300-RH6-16030-H 16 40 3 120 16 1 O
SH300-RH6-20002-H 20 45 0.2 120 20 1 O
SH300-RH6-20010-H 20 45 1 120 20 1 O
SH300-RH6-20020-H 20 45 2 120 20 1 O
SH300-RH6-20030-H 20 45 3 120 20 1 O

@Stock OAvailable upon Order D Tol
D<12 Bo1s
D>12 8020
unit (mm)
Workpiece Material

1234 5 6 1 2 34

Carii\alronygzz(::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P394
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Solid Carbide Endmills | MILLING TOOLS

SH300-B2-H

2 Flute, Ballnose

b — 4%} Fiol e e

Q.
— M Fig2 s TGN m U
/—M i m Ballnose
L LL; See page 149 or guidelines to icons

d
|

Ordering Code D R Lc L d Figure No. Stock
SH300-B2-30601-H 0.6 0.3 0.9 50 3 1 O
SH300-B2-00601-H 0.6 0.3 0.9 50 4 1 [ J
SH300-B2-60601-H 0.6 0.3 0.9 50 6 1 O
SH300-B2-31002-H 1 0.5 15 50 3 1 O
SH300-B2-01002-H 1 0.5 1.5 50 4 1 [ J
SH300-B2-61002-H 1 0.5 1.5 50 6 1 O
SH300-B2-31502-H 1.5 0.75 2.3 50 3 1 [ ]
SH300-B2-01502-H 1.5 0.75 2.3 50 4 1 [ ]
SH300-B2-61502-H 1.5 0.75 2.3 50 6 1 O
SH300-B2-32003-H 2 1 3 50 3 1 [
SH300-B2-02003-H 2 1 3 50 4 1 O
SH300-B2-62003-H 2 1 3 50 6 1 O

@Stock OAvailable upon Order R Tol
R<3 +0.005
R>3 +0.007
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfor;;:g:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
@) O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P394
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SH300-B2-H

2 Flute, Ballnose

<} L = Fig e

Q.
— M Fig2 LS TIAICFSIN m
/—M i3 m Ballnose
L LL, See page 149 or guidelines to icons

) Continuation

—

1
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—

Ordering Code D R Lc L d Figure No. Stock
SH300-B2-33005-H 3 1.5 4.5 50 3 2 ([ J
SH300-B2-03005-H 3 1.5 4.5 50 4 1 (]
SH300-B2-63005-H 3 1.5 4.5 50 6 1 O
SH300-B2-04006-H 4 2 6 50 4 2 [ J
SH300-B2-64006-H 4 2 6 50 6 1 O
SH300-B2-05008-H 5 25 7.5 50 6 1 O
SH300-B2-06006A-H 6 3 6 50 6 2 O
SH300-B2-06009-H 6 3 9 50 6 2 [ ]
SH300-B2-08008A-H 8 4 8 60 8 2 O
SH300-B2-08012-H 8 4 12 60 8 2 [ ]
SH300-B2-08012E-H 8 4 12 75 8 2 [ ]
SH300-B2-10015-H 10 5 15 75 10 2 [ ]
SH300-B2-12018-H 12 6 18 75 12 2 [ J

@Stock OAvailable upon Order R Tol
R<3 +0.005
R>3 £0.007
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carii\alronygzz(::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
@) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P394
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Solid Carbide Endmills | MILLING TOOLS

SH300-BH2-H

2 Flute with Long Shank, Ballnose

@m — %ﬁj Fig1 o ——

‘Lc

Q,
= Q12 U

T LL» See page 149 or guidelines to icons
‘ L
Ordering Code D R Lc L d Figure No. Stock
SH300-BH2-30601-H 0.6 0.3 0.9 60 3 1 O
SH300-BH2-00601-H 0.6 0.3 0.9 60 4 1 @)
SH300-BH2-60601-H 0.6 0.3 0.9 60 6 1 O
SH300-BH2-31002-H 1 0.5 1.5 60 3 1 @)
SH300-BH2-01002-H 1 0.5 1.5 60 4 1 O
SH300-BH2-61002-H 1 0.5 1.5 60 6 1 @)
SH300-BH2-31502-H 1.5 0.75 2.3 60 3 1 [
SH300-BH2-01502-H 1.5 0.75 2.3 60 4 1 @)
SH300-BH2-61502-H 1.5 0.75 2.3 60 6 1 O
SH300-BH2-32003-H 2 1 3 60 3 1 [ ]
@Stock OAvailable upon Order R Tol
R<3 +0.005
R>3 +0.007
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfon 2::2:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
Y (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRQ)
O O (@) (@)

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P394
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SH300-BH2-H

2 Flute with Long Shank, Ballnose

"’m — —‘ &Q& Figl I e ———
—‘ Le
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. H - @ Fig2 AN TSN ‘ﬂ
h5 m Ballnose
LLV See page 149 or guidelines to icons

) Continuation

Ordering Code D R Lc L d Figure No. Stock
SH300-BH2-02003-H 2 1 3 60 4 1 O
SH300-BH2-62003-H 2 1 3 60 6 1 O
SH300-BH2-04006-H 4 2 6 60 4 2 O
SH300-BH2-64006-H 4 2 6 60 6 1 O
SH300-BH2-05008-H 5 2.5 7.5 60 6 1 O
SH300-BH2-06009-H 6 3 9 60 6 2 [
SH300-BH2-06009E-H 6 3 9 75 6 2 [ J
SH300-BH2-06012F-H 6 3 12 100 6 2 O
SH300-BH2-08012-H 8 4 12 100 8 2 [ J
SH300-BH2-10015-H 10 5 15 100 10 2 [ J
SH300-BH2-10015F-H 10 5 15 150 10 2 [ J
SH300-BH2-12018-H 12 6 18 100 12 2 [ J

@Stock OAvailable upon Order R Tol
R<3 +0.005
R>3 +0.007
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca%r{)"yg:z::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
@) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P394
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SH300-BN2-H

2 Flute, Ballnose

d2
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- e — —— Y
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=== - <ol -1 Un

See page 149 or guidelines to icons

a2
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5

Ordering Code D R Lc d2 L1 L d Figure No. Stock
SH300-BN2-30602-H 0.6 0.3 0.9 0.55 1.5 50 3 1 O
SH300-BN2-00602-H 0.6 0.3 0.9 0.55 1145 50 4 1 O
SH300-BN2-60602-H 0.6 0.3 0.9 0.55 1.5 50 6 1 O
SH300-BN2-31003-H 1 0.5 [IE5 0.95 2.5 50 3 1 [}
SH300-BN2-01003-H 1 0.5 1.5 0.95 2.5 50 4 1 [}
SH300-BN2-61003-H 1 0.5 1.5 0.95 25 50 6 1 O
SH300-BN2-01006-H 1 0.5 1.5 0.95 6 50 4 1 [ ]
SH300-BN2-31504-H 1.5 0.75 23 1.45 3.75 50 3 1 [ ]
SH300-BN2-01504-H 1.5 0.75 2.3 1.45 3.75 50 4 1 [ ]
SH300-BN2-61504-H 1.5 0.75 2.3 1.45 3.75 50 6 1 O
SH300-BN2-01506-H 1.5 0.75 2.3 1.45 6 50 4 1 [ J
SH300-BN2-61506-H 1.5 0.75 2.3 1.45 6 50 6 1 [ J

@Stock OAvailable upon Order R Tol
R<3 +0.005
R>3 +0.007
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfor;g::g:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
@) O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P394
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SH300-BN2-H

2 Flute with Reduced Neck, Ballnose

- <

T e - = )
<

1 hs Helix Ballnose

L1 ‘ N ] See page 149 or guidelines to icons

—

1

d
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d2

) Continuation

Ordering Code D R Lc d2 L1 L d Figure No. Stock
SH300-BN2-32005-H 2 1 3 1.95 5 50 3 1 ([ J
SH300-BN2-02005-H 2 1 3 1.95 5 50 4 1 (]
SH300-BN2-62005-H 2 1 3 1.95 5 50 6 1 O
SH300-BN2-32005E-H 2 1 3 1.95 5 60 3 1 O
SH300-BN2-02005E-H 2 1 3 1.95 5 60 4 1 O
SH300-BN2-62005E-H 2 1 3 1.95 5 60 6 1 O
SH300-BN2-02006E-H 2 1 3 1.95 6 60 4 1 ([ J
SH300-BN2-02008-H 2 1 3 1.95 8 50 4 1 ([ J
SH300-BN2-02008M-H 2 1 2 1.95 8 50 4 1 O
SH300-BN2-02010E-H 2 1 3 1.95 10 60 4 1 ([ J
SH300-BN2-33008-H 3 1.5 45 29 7.5 50 3 2 ([ J
SH300-BN2-03006-H 3 1.5 4.5 29 6 50 4 1 O
SH300-BN2-03008-H 3 1.5 45 29 7.5 50 4 1 O
SH300-BN2-03015E-H 3 1.5 4.5 29 15 60 4 1 O

@Stock OAvailable upon Order R Tol
R<3 +0.005
R>3 +0.007
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca%r{)"yg:z::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
@) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P394
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SH300-BN2-H
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h5 Helix Ballnose

See page 149 or guidelines to icons
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Ordering Code D R Lc d2 L1 L d Figure No. Stock
SH300-BN2-63008-H 3 1.5 4.5 29 7.5 50 6 1 O
SH300-BN2-63012-H 3 (I£5 4.5 29 12 50 6 1 O
SH300-BN2-33008E-H 3 1.5 4.5 29 7.5 60 3 2 O
SH300-BN2-03008E-H 3 1.5 4.5 29 VoD 60 4 1 O
SH300-BN2-63008E-H 3 1.5 4.5 29 7.5 60 6 1 O
SH300-BN2-63009E-H 3 1.5 4.5 29 9 60 6 1 O
SH300-BN2-63012E-H 3 1.5 4.5 29 12 60 6 1 [ J
SH300-BN2-63015E-H 3 1.5 4.5 29 15 60 6 1 O
SH300-BN2-04010-H 4 2 6 39 10 50 4 2 [ J
SH300-BN2-04010E-H 4 2 6 3.9 10 60 4 2 O
SH300-BN2-64010-H 4 2 6 39 10 50 6 1 [ J
SH300-BN2-64010E-H 4 2 6 3.9 10 60 6 1 O
SH300-BN2-64012E-H 4 2 6 39 12 60 6 1 [ J
SH300-BN2-64016E-H 4 2 6 3.9 16 60 6 1 ([ J

@Stock OAvailable upon Order R Tol
R<3 +0.005
R>3 +0.007
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;-\t)ltgg':g:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
@) O O O

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P394
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MILLING TOOLS | Solid Carbide Endmills

SH300-BN2-H

2 Flute with Reduced Neck, Ballnose

IS}
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o — S - R

<
1 hs Helix Ballnose

L1 ‘ N ] See page 149 or guidelines to icons

d2

) Continuation

Ordering Code D R Lc d2 L1 L d Figure No. Stock
SH300-BN2-04020F-H 4 2 6 3.9 20 75 4 2 ([ J
SH300-BN2-05013-H 5 25 7.5 4.9 12,5 50 6 1
SH300-BN2-06015-H 6 3 9 59 15 50 6 2 [ J
SH300-BN2-06015E-H 6 3 9 5.9 15 60 6 2 O
SH300-BN2-06015F-H 6 3 9 59 15 75 6 2 O
SH300-BN2-06030G-H 6 3 9 5.9 30 100 6 2 ([ J
SH300-BN2-08020-H 8 4 12 79 20 60 8 2 ([ J
SH300-BN2-08020E-H 8 4 12 7.9 20 75 8 2 O
SH300-BN2-08020G-H 8 4 12 79 20 100 8 2 O
SH300-BN2-08040G-H 8 4 12 7.9 40 100 8 2 ([ J
SH300-BN2-10025-H 10 5 15 9.9 25 75 10 2 O
SH300-BN2-10025F-H 10 5 15 9.9 25 100 10 2 O
SH300-BN2-12030-H 12 6 18 11.9 30 75 12 2 O
SH300-BN2-12030F-H 12 6 18 11.9 30 100 12 2 O

@Stock OAvailable upon Order R Tol
R<3 +0.005
R>3 +0.007
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Carii\alronygzz(::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
@) O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P394
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SH300-B4-H

4 Flute, Ballnose

u%@ — [ ==S" O
‘ x
ey - =i Ve

See page 149 or guidelines to icons

L
Ordering Code D R Lc L d Figure No. Stock
SH300-B4-02003-H 2 1 3 50 4 1 O
SH300-B4-62003-H 2 1 3 50 6 1 @)
SH300-B4-03005-H 3 1.5 4.5 50 4 1 O
SH300-B4-63005-H 4 4.5 50 6 1 @)
SH300-B4-64006-H 4 2 6 50 6 1 O
SH300-B4-05008-H 5 2.5 7.5 50 6 1 [ ]
SH300-B4-06009-H 6 3 9 50 6 2 [ ]
SH300-B4-08012-H 8 4 12 60 8 2 [ ]
SH300-B4-10015-H 10 5 15 75 10 2 [ ]
SH300-B4-12018-H 12 6 18 75 12 2 O
@Stock OAvailable upon Order R Tol
R<3 +0.005
R>3 +0.007
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfon 2:2:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
Y (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRQ)
O O (@) (@)

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P394
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MILLING TOOLS | Solid Carbide Endmills

SH300-BH4-H

4 Flute with Long Shank, Ballnose

e s
s - e

L Le See page 149 or guidelines to icons
Ordering Code D R Lc L d Figure No. Stock
SH300-BH4-02003-H 2 1 3 60 4 1 O
SH300-BH4-62003-H 2 1 3 60 6 1 O
SH300-BH4-03005-H 3 1.5 4.5 60 4 1 O
SH300-BH4-63005-H 3 1.5 4.5 60 6 1 O
SH300-BH4-64006-H 4 2 6 60 6 1 O
SH300-BH4-05008-H 5 2.5 7.5 60 6 1 O
SH300-BH4-06009-H 6 3 9 75 6 2 [ ]
SH300-BH4-08012-H 8 4 12 75 8 2 O
SH300-BH4-10015-H 10 5 15 100 10 2 [ ]
SH300-BH4-12018-H 12 6 18 100 12 2 O
@Stock OAvailable upon Order R Tol
R<3 +0.005
R>3 +0.007
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Car;l\alron 2:2::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
( <3)F:HRC) (48HRC) Steel( < 35HRQ) (45-55HRC) (55-60HRC) 60HRC)
O O ©) (@)

© Most Suitable () Suitable

Recommended Cutting Data 3% P395
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SH300-BN4-H

4 Flute with Reduced Neck, Ballnose

vJ — Fl — - Figl
El | =
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- e hs l‘ Helix | Ballnose
! -~ L1 See page 149 or guidelines to icons
L
Ordering Code D R Lc d2 L1 L d Figure No.  Stock
SH300-BN4-02006-H 2 1 3 1.9 6 50 4 1 [ ]
SH300-BN4-62006-H 2 1 3 1.9 6 50 6 1 O
SH300-BN4-02508-H 2.5 1.25 4 2.38 7.5 50 4 1 O
SH300-BN4-62508-H 2.5 1.25 4 2.38 7.5 50 6 1 O
SH300-BN4-03009-H 3 1.5 4.5 29 9 60 4 1 [ ]
SH300-BN4-63009-H 3 1.5 4.5 2.9 9 60 6 1 O
SH300-BN4-04012-H 4 2 6 3.9 12 75 4 2 [ ]
SH300-BN4-64012-H 4 2 6 3.9 12 75 6 1 O
SH300-BN4-05015-H 5 2.5 7.5 4.7 15 75 6 1 O
SH300-BN4-06018-H 6 3 9 5.7 18 75 6 2 o
SH300-BN4-08024-H 8 4 12 7.6 24 100 8 2 o
SH300-BN4-10030-H 10 5 15 9.5 30 100 10 2 O
SH300-BN4-12036-H 12 6 18 11.5 36 120 12 2 O
@Stock OAvailable upon Order R Tol
R<3 +0.005
R>3 +0.007
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfon 2::2:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
( <3¥5HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O O (@) (@)

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P395
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FH200-R4-H

4 Flute, Corner Radius
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‘ o Ll ﬂ; See page 149 or guidelines to icons
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Ordering Code D Lc r d2 L1 L d Figure No.  Stock
FH200-R4-01002-H 1 1 0.2 0.95 2 50 4 1 O
FH200-R4-01505-H 1.5 1.5 0.5 1.45 3 50 4 1 @)
FH200-R4-02005-H 2 2 0.5 1.9 4 50 6 1 @)
FH200-R4-03005-H 3 3 0.5 2.9 6 50 6 1 @)
FH200-R4-04005-H 4 4 0.5 3.8 8 60 6 1 [ )
FH200-R4-05005-H 5 5 0.5 4.7 10 60 6 1 @)
FH200-R4-05010-H 5 5 1 4.7 10 60 6 1 @)
FH200-R4-06003-H 6 6 0.3 5.7 12 60 6 2 @)
FH200-R4-06005-H 6 6 0.5 5.7 12 60 6 2 (]
FH200-R4-06010-H 6 6 1 5.7 12 60 6 2 O
FH200-R4-06015-H 6 6 1.5 5.7 12 60 6 2 O

@Stock OAvailable upon Order D Tol
D<5 S
D>5 So1s
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Car;l\alron 2:2::’ Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
( <3)FI,HRC) (48HRC) Steel( < 35HRQ) (45-55HRC) (55-60HRC) 60HRC)
O O O O

© Most Suitable () Suitable

Recommended Cutting Data 3% P396
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FH200-R4-H

4 Flute, Corner Radius
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Ordering Code D Lc r d2 L1 L d Figure No.  Stock
FH200-R4-08003-H 8 8 0.3 7.6 16 60 8 2 O
FH200-R4-08005-H 8 8 0.5 7.6 16 60 8 2 O
FH200-R4-08010-H 8 8 1 7.6 16 60 8 2 ([
FH200-R4-08020-H 8 8 2 7.6 16 60 8 2 O
FH200-R4-10005-H 10 10 0.5 9.5 20 75 10 2 O
FH200-R4-10010-H 10 10 1 9.5 20 75 10 2 [ J
FH200-R4-10020-H 10 10 2 9.5 20 75 10 2 O
FH200-R4-12005-H 12 12 0.5 11.5 24 75 12 2 O
FH200-R4-12010-H 12 12 1 11.5 24 75 12 2 O
FH200-R4-12020-H 12 12 2 11.5 24 75 12 2 O
FH200-R4-12030-H 12 12 3 11.5 24 75 12 2 O

@Stock OAvailable upon Order D Tol
D=5 Bo1
D>5 Bots
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfor;;::g:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
(<35HRC) (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
O (@) O (@)

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P396
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FH200-RN4-H

4 Flute with Reduced Neck,Corner Radius
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See page 149 or guidelines to icons
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Ordering Code D Lc r d2 L1 L d Figure No.  Stock
FH200-RN4-08005-H 8 8 0.5 7.6 24 75 8 2 O
FH200-RN4-08005E-H 8 8 0.5 7.6 24 100 8 2 @)
FH200-RN4-08010-H 8 8 1 7.6 24 75 8 2 @)
FH200-RN4-08010E-H 8 8 1 7.6 24 100 8 2 @)
FH200-RN4-08020-H 8 8 2 7.6 24 75 8 2 @)
FH200-RN4-08020E-H 8 8 2 7.6 24 100 8 2 @)
FH200-RN4-10005-H 10 10 0.5 9.5 30 100 10 2 @)
FH200-RN4-10010-H 10 10 1 9.5 30 100 10 2 O
FH200-RN4-10020-H 10 10 2 9.5 30 100 10 2 O

@Stock OAvailable upon Order D Tol
D<5 $o1
D>5 o1
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Car;l\alron gzee:, Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
yoree (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRCQ)
@) (@) (@) @)

© Most Suitable () Suitable

Recommended Cutting Data 3% P396
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FH200-RN4-H

4 Flute with Reduced Neck,Corner Radius
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) Continuation

B
|

Ordering Code D Lc r d2 L1 L d Figure No.  Stock
FH200-RN4-12005-H 12 12 0.5 11.5 36 100 12 2 O
FH200-RN4-12010-H 12 12 1 11.5 36 100 12 2 O
FH200-RN4-12010E-H 12 12 1 11.5 36 120 12 2 O
FH200-RN4-12020-H 12 12 2 11.5 36 100 12 2 O
FH200-RN4-12020E-H 12 12 2 11.5 36 120 12 2 O
FH200-RN4-12030-H 12 12 3 11.5 36 100 12 2 O
FH200-RN4-12030E-H 12 12 3 11.5 36 120 12 2 O

@Stock OAvailable upon Order Tol
D<5 B0
D>5 o1
unit (mm)
Workpiece Material
1234 5 6 1 2 34
Ca;\blfon 2::2:’ Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
Y (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRCQ)
@) @) @) (@)

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P396
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FH200-R6-H

6 Flute, Corner Radius
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See page 149 or guidelines to icons

Ordering Code D Lc r d2 L1 L d Figure No.  Stock
FH200-R6-06004-H 6 5 0.375 5.5 18 60 6 1 (]
FH200-R6-08005-H 8 7 0.5 7.5 24 75 8 1 [ )
FH200-R6-10006-H 10 8 0.625 9.5 30 90 10 1 (]
FH200-R6-12008-H 12 10 0.75 11.5 36 100 12 1 o
FH200-R6-16010-H 16 14 1 15.5 48 110 16 1 @)
FH200-R6-20013-H 20 18 1.25 19.5 60 125 20 1 @)

@Stock OAvailable upon Order D Tol
p<20 013
unit (mm)
Workpiece Material

1234 5 6 1 2 34

Car;l\alron gzee:, Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
y-tee (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRCQ)
@) (@) (@) @)

© Most Suitable () Suitable

Recommended Cutting Data 3% P396
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FH200-RH6-H

6 Flute with Long Shank, Corner Radius
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See page 149 or guidelines to icons

Ordering Code D Lc r d2 L1 L d Figure No.  Stock
FH200-RH6-06004-H 6 5 0.375 5.5 18 100 6 1 O
FH200-RH6-08005-H 8 7 0.5 7.5 24 100 8 1 O
FH200-RH6-10006-H 10 8 0.625 9.5 30 120 10 1 O
FH200-RH6-12008-H 12 10 0.75 11.5 36 120 12 1 O
FH200-RH6-16010-H 16 14 1 15.5 48 150 16 1 O
FH200-RH6-20013-H 20 18 1.25 19.5 60 150 20 1 O

@Stock OAvailable upon Order D Tol
-0.014
D<20 -0.038
unit (mm)
Workpiece Material

1234 5 6 1 2 34

Ca;\blfon giee:, Alloy Steel,ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
y-tee (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRQ)
@) @) @) (@)

©O Most Suitable () Suitable

Recommended Cutting Data ¢ P396
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FH200-RN6-H

6 Flute with Reduced Neck, Corner Radius
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See page 149 or guidelines to icons

Ordering Code D Lc r d2 L1 L d Figure No.  Stock
FH200-RN6-06004-H 6 5 0.375 55 24 100 6 1 @)
FH200-RN6-08005-H 8 7 0.5 7.5 32 100 8 1 O
FH200-RN6-10006-H 10 8 0.625 9.5 40 120 10 1 O
FH200-RN6-12008-H 12 10 0.75 11.5 48 120 12 1 O
FH200-RN6-16010-H 16 14 1 15.5 64 150 16 1 O
FH200-RN6-20013-H 20 18 1.25 19.5 80 150 20 1 @)

@®Stock OAvailable upon Order D Tol
om | 33
unit (mm)
Workpiece Material

1234 5 6 1 2 34

Car;l\alron gzee:, Alloy Steel, ToolSteel PH,Ferrite,Martensite Hardened Steel Hardened Steel Hardened Steel( >
y-tee (48HRC) Steel( < 35HRC) (45-55HRC) (55-60HRC) 60HRC)
(<35HRCQ)
@) (@) (@) @)

© Most Suitable () Suitable

Recommended Cutting Data 3% P396
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MILLING TOOLS | Solid Carbide Endmills

SPM200-5N2

2 Flute with Extended Neck,Square

Neck R

o - — = \= ﬁ—

) L1 Lc
LU
See page 149 for guidelines to icons
 Under The effective.under-neck length
Ordering Code I'\)AI:I LNECk Lzlr:g?h "I‘;;k fe":;: SB?;k Neck 'nte;\rr]egrleence for the various draft angles Stock
ength
0.5° | 1° | 1.5°| 2° | 3°
SPM200-SN2-0.1-0.3-V 0.3 14.39 031 033 035 037 040 [J
SPM200-SN2-0.1-0.5-V 0.1 0.5 0.15 0.08 50 4 1 14.03 052 055 058 0.60 0.65 [ J
SPM200-SN2-0.1-1-V 1 13.22 1.05 109 113 118 1.27 [}
SPM200-SN2-0.2-0.5-V 0.5 14.03 052 054 057 059 0.64 (]
SPM200-SN2-0.2-1-V 1 13.20 1.04 108 112 116 1.26 O
SPM200-SN2-0.2-1.5-V 0.2 1.5 0.3 0.17 50 4 1 12.45 156 162 1.67 174 1.88 [ J
SPM200-SN2-0.2-2-V 2 11.79 208 215 223 231 250 [J
SPM200-SN2-0.2-3-V 3 10.65 311 322 334 346 374 O
SPM200-SN2-0.3-1-V 1 13.06 1.06 112 118 123 133 [}
SPM200-SN2-0.3-1.5-V 1.5 1231 159 167 174 181 1.95 [}
SPM200-SN2-0.3-2-V 0.3 2 045 0.27 50 4 2 11.65 212 221 229 238 257 [}
SPM200-SN2-0.3-2.5-V 25 11.05 264 275 285 296 3.20 [}
SPM200-SN2-0.3-3-V 3 10.51 3.16 328 340 353 3.82 [}
SPM200-SN2-0.4-1-V 1 13.01 1.06 112 118 123 133 [
SPM200-SN2-0.4-1.5-V 1.5 12.25 159 167 174 181 195 [
SPM200-SN2-0.4-2-V 2 11.57 212 221 229 238 257 [ ]
SPM200-SN2-0.4-2.5-V 2.5 10.97 264 275 285 296 3.20 O
SPM200-SN2-0.4-3-V 3 10.42 3.16 328 340 353 3.82 O
SPM200-SN2-0.4-3.5-V 0.4 35 0.6 0.37 50 4 2 9.92 368 3.82 396 411 444 [ ]
SPM200-SN2-0.4-4-V 4 9.47 420 435 451 468 5.06 [}
SPM200-SN2-0.4-5-V 5 8.68 524 542 562 583 6.30 O
SPM200-SN2-0.4-6-V 6 8.01 6.27 649 6.73 6.98 7.55 [}
SPM200-SN2-0.4-8-V 8 6.94 834 863 894 928 1003 @
SPM200-SN2-0.4-10-V 10 6.12 1041 10.77 11.16 1158 1252 @
@ Stock O Available upon Order D Tol

0.1<D<05  $ 007

06<D<09 .,

1.0<D<6.0 _8_015

Cutting Parameters 3¢ P497 (mm)
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Solid Carbide Endmills | MILLING TOOLS

SPM200-5N2 )

2 Flute with Extended Neck,Square Interference angle §

R ————

nier k. Tongth L Dreft stcle
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| Under Neck Length g E E
s Hol:
See page 149 for guidelines to icons
) Continue
~ Under The effective'under-neck length
Ordering Code Il\)/lllall Neck Lil:éﬁh I\Il;;k f::;:: SB?:k Neck Intirr‘tzr;nce for the various draft angles Stock
Length 05 10 15 20 3
SPM200-SN2-0.5-1-V 1 12.96 1.06 1.12 1.18 1.23 1.33 [ ]
SPM200-SN2-0.5-1.5-V 1.5 12.19 159 167 174 181 195 (]
SPM200-SN2-0.5-2-V 2 11.50 212 221 229 238 257 (]
SPM200-SN2-0.5-2.5-V 25 10.88 264 275 285 296 3.20 (J
SPM200-SN2-0.5-3-V 3 10.33 3.16 328 340 353 3.82 O
0.5 0.75 047 50 4 2

SPM200-SN2-0.5-4-V 4 9.37 420 435 451 4.68 5.06 (]
SPM200-SN2-0.5-5-V 5 8.58 524 542 562 583 6.30 O
SPM200-SN2-0.5-6-V 6 791 6.27 649 6.73 698 7.55 ®
SPM200-SN2-0.5-8-V 8 6.84 834 863 894 928 1003 O
SPM200-SN2-0.5-10-V 10 6.02 1041 10.77 11.16 11.58 1252 O
SPM200-SN2-0.6-2-V 2 11.21 217 231 244 256 278 ®
SPM200-SN2-0.6-3-V 3 10.07 324 342 358 372 4.02 [}
SPM200-SN2-0.6-4-V 4 9.13 430 451 469 487 5.26 [ ]
SPM200-SN2-0.6-5-V 5 8.36 535 559 580 6.02 6.50 @]
SPM200-SN2-0.6-6-V 0.6 6 0.9 0.57 50 4 4 7.70 640 6.67 691 7.17 775 [ ]
SPM200-SN2-0.6-7-V 7 7.14 744 7.74 8.02 832 899 ([ ]
SPM200-SN2-0.6-8-V 8 6.66 849 881 9.12 947 1023 O
SPM200-SN2-0.6-9-V 9 6.23 9.53 9.88 10.23 1062 1148 @
SPM200-SN2-0.6-10-V 10 5.86 10.57 1094 1134 11.77 1272 O
SPM200-SN2-0.7-2-V 2 11.13 217 231 244 256 278 O
SPM200-SN2-0.7-4-V 4 9.02 430 451 469 4.87 526 ®
SPM200-SN2-0.7-6-V 0.7 6 1.05 0.67 50 4 4 7.59 6.40 6.67 691 7.17 7.75 [}
SPM200-SN2-0.7-8-V 8 6.54 849 881 912 947 1023 O
SPM200-SN2-0.7-10-V 10 5.75 10.57 1094 1134 1177 1272 @

@ Stock O Available upon Order Tol

0.1<D<05  $007

06<D<09 9o

10<0<60  $15

Cutting Parameters > P497 (mm)
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SPM200-5N2

2 Flute with Extended Neck,Square

Neck R
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See page 149 for guidelines to icons
) Continue
~ Under The effective'under-neck length
Ordering Code Il\)/lllall LNeck Lzlrl:;(teh I\Il)elgk E)ev:;: SB?;k Neck Int?&':gleence for the various draft angles Stock
ength
0.5° 1° 15 20 3
SPM200-SN2-0.8-4-V 4 50 8.94 427 448 465 483 5.22 [
SPM200-SN2-0.8-6-V 6 50 7.49 637 663 687 7.13 7.70 [
SPM200-SN2-0.8-8-V 0.8 8 1.2 0.76 50 4 4 6.45 846 8.77 9.09 943 1019 @
SPM200-SN2-0.8-10-V 10 50 5.65 10.54 1091 11.30 11.73 1268 O
SPM200-SN2-0.8-12-V 12 55 5.04 12.61 13.05 13.52 14.03 1516 @
SPM200-SN2-0.9-6-V 6 50 737 6.37 6.63 687 7.13 7.70 ([ ]
SPM200-SN2-0.9-8-V 09 8 135 | 086 50 4 4 6.33 846 8.77 9.09 943 1019 @
SPM200-SN2-0.9-10-V 10 50 5.54 10.54 1091 1130 11.73 1268 @
SPM200-SN2-0.9-12-V 12 55 4.93 12,61 13.05 13.52 14.03 15.16 @
SPM200-SN2-1-2-V 2 50 10.89 215 229 241 252 273 [}
SPM200-SN2-1-3-V 3 50 9.68 321 339 354 368 3.98 [}
SPM200-SN2-1-4-V 4 50 8.71 427 448 465 483 522 [}
SPM200-SN2-1-5-V 5 50 791 532 556 576 598 6.46 O
SPM200-SN2-1-6-V 6 50 7.25 637 6.63 687 7.13 770 [}
SPM200-SN2-1-7-V 7 50 6.69 741 77 798 828 895 [}
SPM200-SN2-1-8-V 8 50 6.21 846 877 9.09 943 1019 @
SPM200-SN2-1-9-V 1 g P08 ! 579 950 9.84 10.19 1058 1143 O
SPM200-SN2-1-10-V 10 50 5.43 10.54 1091 1130 11.73 1268 @
SPM200-SN2-1-12-V 12 55 4.82 12.61 13.05 13.52 14.03 1516 @
SPM200-SN2-1-14-V 14 55 4.34 14.67 15.19 15.73 1632 1765 @
SPM200-SN2-1-16-V 16 55 3.94 16.74 1733 17.95 1862 20.14 @
SPM200-SN2-1-20-V 20 60 3.33 20.88 21.6 2238 2322 2511 O
SPM200-SN2-1-25-V 25 65 2.79 26.05 26.95 2793 2897 - [ ]
SPM200-SN2-1.2-6-V 1.2 6 1.8 1.15 50 4 4 7.01 635 66 684 7.09 7.67 [ J
@ Stock O Available upon Order D Tol
0.1<p<05 8007
06<D<09 .
10<D<60 415
Cutting Parameters 3% P497 (mm)
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SPM200-5N2 -

2 Flute with Extended Neck,Square Interference angle §

R ————

The effective Draft angle
under—neck length

1

Pr——

Under Neck Length AICISIN
| h5 Helix

See page 149 for guidelines to icons

) Continue

The effective under-neck length

. Under .
Overall
Ordering Code Mlll Neck Flute Ngck vera Shgnk Neck Interference  for the various draft angles Stock
Dia Length Dia. Length Dia. Angle
Length
0.5° | 1° | 1.5° | 2° 3°

SPM200-SN2-1.2-8-V 8 50 5.97 843 874 9.05 939 1016 O
SPM200-SN2-1.2-10-V 10 50 5.20 10.51 10.88 11.27 11.69 1264 @

1.2 1.8 1.15 4 4
SPM200-SN2-1.2-12-V 12 55 4.61 12.58 13.02 1349 1399 1513 @
SPM200-SN2-1.2-16-V 16 55 3.75 16.71 173 17.92 1859 20.10 O
SPM200-SN2-1.4-6-V 6 50 6.74 633 6.57 681 707 7.64 (]

1.4 2.1 1.34 4 4
SPM200-SN2-1.4-12-V 12 55 438 1255 1299 1346 1397 1510 O
SPM200-SN2-1.5-4-V 4 50 8.08 424 443 459 477 5.5 [ ]
SPM200-SN2-1.5-6-V 6 50 6.60 633 6.57 681 7.07 7.64 [J
SPM200-SN2-1.5-8-V 8 50 5.58 841 871 9.03 937 1013 @
SPM200-SN2-1.5-10-V 10 50 4.83 10.48 10.85 11.24 11.67 1261 O
SPM200-SN2-1.5-12-V 12 55 4.26 1255 1299 1346 1397 1510 @
SPM200-SN2-1.5-14-V 14 55 3.81 14.62 15.13 15.68 16.26 17.58 O
SPM200-SN2-1.5-16-V 1.5 16 225 144 55 4 4 3.44 16.69 17.27 17.89 1856 20.07 @
SPM200-SN2-1.5-18-V 18 60 3.14 1876 19.41 20.11 20.86 22.56 @
SPM200-SN2-1.5-20-V 20 60 2.89 20.82 21.55 2233 23.16 - O
SPM200-SN2-1.5-25-V 25 65 241 2599 269 27.87 28.91 - [}
SPM200-SN2-1.5-30-V 30 70 2.06 31.16 32.25 33.41 3466 - [}
SPM200-SN2-1.5-35-V 35 75 1.80 36.33 37.59 3895 - - [}
SPM200-SN2-1.5-40-V 40 80 1.60 41.50 42.94 4449 - - O
SPM200-SN2-1.6-6-V 6 50 6.45 6.33 6.57 6.81 7.07 7.64 [

1.6 24 1.54 4 4
SPM200-SN2-1.6-8-V 8 50 543 841 871 9.03 937 1013 @
SPM200-SN2-1.8-6-V 6 50 6.14 631 6.55 679 7.04 7.61 [}

1.8 2.7 1.73 4 4
SPM200-SN2-1.8-8-V 8 50 5.14 839 869 900 934 1010 @
SPM200-SN2-2-4-V 2 4 3 1.92 50 4 4 7.27 421 439 455 472 511 [ ]

@ Stock O Available upon Order D Tol

0
0.1<D<05 3007
0
06<D<09 3,
0
10<D<60  Jos

Cutting Parameters ¢ P497 (mm)
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SPM200-5N2

2 Flute with Extended Neck,Square

Neck R

<o q4-———————- —r——Ft=ENS b_;;_t

) L1 Lc
LU
See page 149 for guidelines to icons
) Continue
~ Under The effective‘under-neck length
Ordering Code II:\)AIgI LNe(k Lzl:;ih l\g.:;k fe\f:;:: SB?:k Neck Inti'rfgleence for the various draft angles Stock
ength
0.5° | 1° | 1.5° | 2° | 3°
SPM200-SN2-2-6-V 6 50 5.81 6.30 6.53 677 7.02 759 [ ]
SPM200-SN2-2-8-V 8 50 4.83 838 867 899 932 1008 @
SPM200-SN2-2-10-V 10 50 4.14 10.45 10.81 11.20 11.62 1257 @
SPM200-SN2-2-12-V 12 55 3.62 1251 1295 1342 1392 1505 @
SPM200-SN2-2-14-V 14 55 3.21 14.58 15.09 15.64 16.22 1754 @
SPM200-SN2-2-16-V 16 55 2.89 16.65 17.23 17.85 1852 - (]
SPM200-SN2-2-18-V 2 18 3 1.92 60 4 4 2.63 18.72 19.37 20.07 20.82 - (]
SPM200-SN2-2-20-V 20 60 241 20.78 21.51 2228 23.12 - O
SPM200-SN2-2-25-V 25 65 1.99 2595 26.86 27.83 - - ®
SPM200-SN2-2-30-V 30 70 1.70 3112 322 3337 - = O
SPM200-SN2-2-35-V 35 75 1.48 36.29 3755 - - - ®
SPM200-SN2-2-40-V 40 80 131 4146 429 - - - ®
SPM200-SN2-2-50-V 50 920 1.07 51.79 53.6 - N - O
SPM200-SN2-2.5-8-V 8 50 3.95 835 864 895 929 1004 @
SPM200-SN2-2.5-12-V 12 55 2.89 1248 1292 1339 1389 - O
SPM200-SN2-2.5-16-V 16 55 2.28 16.62 17.2 17.82 1849 - [}
SPM200-SN2-2.5-20-V 25 20 3.75 24 60 4 4 1.88 20.75 21.48 2225 - - [
SPM200-SN2-2.5-30-V 30 70 31l 31.09 3217 - - - (]
SPM200-SN2-2.5-40-V 40 80 1.01 4143 4287 - - - @]
SPM200-SN2-2.5-50-V 50 90 0.82 5176 - = = = O
SPM200-SN2-3-8-V 8 55 6.27 833 862 893 926 1002 @
SPM200-SN2-3-12-V 12 60 4.86 1246 129 1336 1386 1499 @
3 4.5 2.88 6 4
SPM200-SN2-3-16-V 16 60 3.97 16.60 17.17 17.79 1846 1996 @
SPM200-SN2-3-20-V 20 65 3.35 20.73 2145 2223 23.06 2493 @
@ Stock O Available upon Order D Tol
0.1<p<05 8007
06<D<09 .
10<D<60 415
Cutting Parameters 3% P497 (mm)

328 _ WINTECH




Solid Carbide Endmills | MILLING TOOLS

SPM200-5N2 )

2 Flute with Extended Neck,Square Interference angle §

R ————

The effective Draft angle
under—neck length
E— AlchIN g E E
l hs Helix
See page 149 for guidelines to icons
) Continue
Under The effective under-neck length
. Mill Flute Neck Overall Shank Interference  for the various draft angles
Ordering Code Dia. Neck Length Dia. Length Dia. el Angle Dz
Length
0.5°  1° 1.5° 2° 3°
SPM200-SN2-3-25-V 25 70 2.81 2590 26.8 27.77 28.81 - O
SPM200-SN2-3-30-V 30 75 2.41 31.07 32.15 3331 3456 - °
3 45 288 6 4
SPM200-SN2-3-40-V 40 90 1.89 4140 42.85 4439 - - °
SPM200-SN2-3-50-V 50 100 1.55 51.74 53.54 5548 - - O
SPM200-SN2-4-12-V 12 60 3.63 1244 12.88 13.34 13.84 1497 @
SPM200-SN2-4-16-V 16 60 2.90 16.58 17.16 17.78 1844 - °
SPM200-SN2-4-20-V 20 70 2.41 2071 21.43 2221 23.04 - °
SPM200-SN2-4-25-V 25 70 2.00 25.88 26.78 27.75 - - O
4 6 3.86 6 4
SPM200-SN2-4-30-V 30 80 1.70 31.05 32.13 3329 - - °
SPM200-SN2-4-35-V 35 80 1.48 36.22 3748 - - - °
SPM200-SN2-4-40-V 40 90 1.31 4139 4283 - - - O
SPM200-SN2-4-50-V 50 100 1.07 51.72 5352 - - - (@)
SPM200-SN2-5-20-V 20 70 1.31 2071 2143 - - - °
SPM200-SN2-5-25-V 25 70 1.07 25.87 2678 - - - o
SPM200-SN2-5-30-V 5 30 75 | 485 80 6 4 0.90 31.04 - - - - O
SPM200-SN2-5-40-V 40 90 0.69 4138 - - - - ()
SPM200-SN2-5-50-V 50 100 0.56 51.72 - - - - @]
SPM200-SN2-6-20-V 20 70 - - - - - - [
SPM200-SN2-6-30-V 30 80 - - - - - - O
6 9 5.85 6 -
SPM200-SN2-6-40-V 40 90 - - - - - - °
SPM200-SN2-6-50-V 50 100 - - - - - - @)
@ Stock O Available upon Order D Tol

0.1<0<05| 8007

06<D<09| 9o

10<0<60| $15

(mm)

Cutting Parameters % P497
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SPM200-RN2

2 Flute with Extended Neck, Corner Radius

@4 or higher does not have backdraft shape

ol--L UL]u

See page 149 for guidelines to icons

R:£0. 005mm

Tolerance on Corner radius R

Under The effective.under-neck length
Ordering Code Ml r  Neck LZI:;teh I\Igelgk E::;:“ SB?:k Neck InteArzeJIeence for the various draft angles Stock
Length 0.5° | 1° | 1.5° | 2° 3°
SPM200-RN2-0.2-0.5-0.02-V 0.5 14.07 052 054 056 058 063 @
SPM200-RN2-0.2-1-0.02-V 0.02 1 13.23 1.04 108 112 116 125 @
SPM200-RN2-0.2-2-0.02-V 2 11.82 208 215 223 231 250 O
SPM200-RN2-0.2-0.5-0.05-V 0.2 05 016 017 50 4 1 14.12 0.52 054 056 058 062 @
SPM200-RN2-0.2-1-0.05-V 1 13.28 1.04 108 111 115 124 O
SPM200-RN2-0.2-1.5-0.05-V 0.05 1.5 12.53 156 161 167 173 187 @
SPM200-RN2-0.2-2-0.05-V 2 11.85 208 215 222 230 249 e
SPM200-RN2-0.3-1-0.02-V 1 13.09 1.06 112 117 123 133 @
SPM200-RN2-0.3-2-0.02-V 0.02 2 11.67 211 221 229 238 257 @
SPM200-RN2-0.3-3-0.02-V 3 10.53 3.16 328 340 353 381 O
SPM200-RN2-0.3-1-0.05-V 1 13.14 1.06 112 117 122 132 @
SPM200-RN2-03-15-005 o R B 1238 159 166 173 180 194 @
SPM200-RN2-0.3-2-0.05-V 0.05 2 11.71 211 221 229 237 256 O
SPM200-RN2-0.3-2.5-0.05-V 25 11.11 264 275 284 295 318 @
SPM200-RN2-0.3-3-0.05-V 3 10.56 3.16 328 340 352 3.81 O
SPM200-RN2-0.4-1-0.02-V 1 13.04 1.06 112 1.17 123 133 [ ]
SPM200-RN2-0.4-2-0.02-V 2 11.60 211 221 229 238 257 [ ]
SPM200-RN2-0.4-3-0.02-V 0.02 3 10.44 316 328 340 353 381 O
SPM200-RN2-0.4-4-0.02-V 4 9.49 420 435 451 468 506 @
SPM200-RN2-0.4-1-0.05-V 0.4 1 032 037 50 4 2 13.09 106 112 117 122 132 @
SPM200-RN2-0.4-1.5-0.05-V 1.5 12.32 159 166 173 180 194 @
SPM200-RN2-0.4-2-0.05-V 0.05 2 11.64 211 221 229 237 256 O
SPM200-RN2-0.4-2.5-0.05-V 25 11.03 264 275 284 295 318 @
SPM200-RN2-0.4-3-0.05-V 3 10.47 3.16 328 340 352 381 @
@ Stock O Available upon Order R Tol
R +0.005

(mm)

Cutting Parameters * P507
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SPM200-RN2

2 Flute with Extended Neck, Corner Radius

Under Neck Length

Flute Neck Overall Shank
Length Dia. Length Dia.

Under
Ordering Code Mill  r  Neck
Length

SPM200-RN2-0.4-3.5-0.05-V 35
SPM200-RN2-0.4-4-0.05-V 0.05 4
SPM200-RN2-0.4-1-0.1-V 1

0.4 032 037
SPM200-RN2-0.4-2-0.1-V 2
SPM200-RN2-0.4-3-0.1-V o 3
SPM200-RN2-0.4-4-0.1-V 4
SPM200-RN2-0.5-1-0.02-V 1
SPM200-RN2-0.5-2-0.02-V 2
SPM200-RN2-0.5-3-0.02-V 0.02 3
SPM200-RN2-0.5-4-0.02-V 4
SPM200-RN2-0.5-6-0.02-V 6
SPM200-RN2-0.5-1-0.05-V 1
SPM200-RN2-0.5-2-0.05-V 2
SPM200-RN2-0.5-3-0.05-V 3
SPM200-RN2-0.5-4-0.05-V 0.5 0.05 4 04 | 047
SPM200-RN2-0.5-5-0.05-V 5
SPM200-RN2-0.5-6-0.05-V 6
SPM200-RN2-0.5-1-0.1-V 1
SPM200-RN2-0.5-2-0.1-V 2
SPM200-RN2-0.5-3-0.1-V 3
SPM200-RN2-0.5-4-0.1-V oy
SPM200-RN2-0.5-5-0.1-V 5
SPM200-RN2-0.5-6-0.1-V 6
SPM200-RN2-0.6-2-0.02-V 0.6 0.02 2 048 0.57

@ Stock O Available upon Order

Cutting Parameters ¢ P507
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Interference angle 8

The effective Draft angle
under-neck length

—

1
ol L]

See page 149 for guidelines to icons

) Continue

The effective under-neck length

Interference for the various draft angles

Angle Stock

05  1° 15 2° 3°
9.97 3.68 3.82 395 410 443
9.52 420 435 451 467 5.05
13.17 1.06 111 116 121 131
11.70 211 220 228 237 255
10.53 316 328 339 352 3.79
9.56 420 435 450 467 5.04
13.00 1.06 112 117 123 133
11.53 211 221 229 238 257
1035 3.16 3.28 340 353 3.81
9.39 420 435 451 468 5.06
7.92 6.27 649 673 698 7.54
13.05 1.06 112 117 122 132
11.56 211 221 229 237 256
10.38 3.16 328 340 352 3.81
9.42 420 435 451 467 5.05
8.62 524 542 561 582 6.29
7.94 6.27 649 672 697 753
13.13 1.06 111 116 121 131
11.63 211 220 228 237 255
10.44 316 328 339 352 379
9.46 420 435 450 467 5.04
8.65 524 542 561 582 6.28
7.97 6.27 649 672 697 7.2
11.24 217 231 244 255 277

(O @ ¢ O ¢ 6 ¢ ¢ O 6 O 6 ¢ O ¢ ¢ 06 O ¢ ¢ ¢ O o

R Tol
R +0.005

(mm)
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SPM200-RN2

2 Flute with Extended Neck, Corner Radius

@4 or higher does not have backdraft shape

=CESEA0

See page 149 for guidelines to icons

R:£0. 005mm

Tolerance on Corner radius R

) Continue
Under The effective under-neck length
Ordering Code Ml r Neck Flute Ne.ck Overall Sh'fmk Neck Interference for the various draft angles Stock
Length Dia. Length Dia. Angle
Length
0.5° 1° 1.5° 2° 3°

SPM200-RN2-0.6-4-0.02-V 002 4 9.15 429 451 469 486 526 @
SPM200-RN2-0.6-6-0.02-V ' 6 7.71 640 6.66 690 7.16 7.74 O
SPM200-RN2-0.6-2-0.05-V 2 11.27 217 231 243 255 276 @
SPM200-RN2-0.6-4-0.05-V 4 9.18 429 451 468 486 525 O
SPM200-RN2-0.6-6-0.05-V 0.05 6 7.73 640 6.66 690 7.16 7.74 [ ]
SPM200-RN2-0.6-8-0.05-V 8 6.68 849 880 9.12 946 1022 @

0.6 048 057 50 4 4
SPM200-RN2-0.6-10-0.05-V 10 5.88 10.57 1094 1133 1176 1271 O
SPM200-RN2-0.6-2-0.1-V 2 11.34 216 230 243 254 275 ([ ]
SPM200-RN2-0.6-4-0.1-V 4 9.22 429 450 468 485 5.24 [ ]
SPM200-RN2-0.6-6-0.1-V 0.1 6 7.76 639 666 690 7.15 772 @
SPM200-RN2-0.6-8-0.1-V 8 6.70 848 880 911 945 1021 O
SPM200-RN2-0.6-10-0.1-V 10 5.89 10.57 1094 11.33 11.75 1270 @
SPM200-RN2-0.7-4-0.05-V 0.05 4 9.07 429 451 468 486 525 @
SPM200-RN2-0.7-6-0.05-V . 6 7.62 640 6.66 690 7.16 774 O

0.7 056 0.67 50 4 4
SPM200-RN2-0.7-4-0.1-V o1 4 9.11 429 450 468 485 524 @
SPM200-RN2-0.7-6-0.1-V ’ 6 7.65 639 666 690 7.15 772 O
SPM200-RN2-0.8-4-0.02-V 0.02 4 50 8.96 427 447 465 482 521 @
SPM200-RN2-0.8-6-0.02-V ' 6 50 7.51 637 663 687 712 770 O
SPM200-RN2-0.8-4-0.05-V 4 50 8.99 427 447 465 482 521 @
SPM200-RN2-0.8-6-0.05-V 6 50 7.52 637 663 686 7.12 769 @

0.8 0.05 0.64 0.76 4 4
SPM200-RN2-0.8-8-0.05-V 8 50 6.47 845 876 9.08 942 1018 O
SPM200-RN2-0.8-12-0.05-V 12 55 5.05 12.61 13.04 13.51 14.02 1515 O
SPM200-RN2-0.8-4-0.1-V o 4 50 9.03 426 447 464 481 519 @
SPM200-RN2-0.8-6-0.1-V ' 6 50 7.55 637 6.62 6.86 7.11 7.68 ([ ]

@ Stock O Available upon Order R Tol
R +0.005

(mm)

Cutting Parameters * P507
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SPM200-RN2 )

2 Flute with Extended Neck, Corner Radius Intorforonce angle 8

The effective Draft angle
under-neck length
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See page 149 for guidelines to icons

) Continue

The effective under-neck length

i e Mill | r UNnedcir LZI:;;‘ l\ll:)elgk f_)::;::: SB?:k Neck Inte;nzleence for the various draft angles Stock
Length 0.5° 1° 15 2° 3°
SPM200-RN2-0.8-8-0.1-V 8 50 6.49 845 876 9.07 941 1017 @
SPM200-RN2-0.8-12-0.1-V o1 12 55 5.06 12.60 13.04 13.51 14.01 15.14 O
SPM200-RN2-0.8-4-0.2-V 4 50 9.12 426 446 463 480 5.17 [ ]
SPM200-RN2-08-6-02V g U0 OO 4 762 636 661 685 710 766 O
SPM200-RN2-0.8-8-0.2-V 02 8 50 6.54 845 875 9.06 940 1014 @
SPM200-RN2-0.8-12-0.2-V 12 55 5.09 12.60 13.03 13.50 14.00 15.11 O
SPM200-RN2-1-2-0.02-V 2 50 10.92 215 228 240 252 273 [ ]
SPM200-RN2-1-4-0.02-V 4 50 8.72 427 447 465 482 521 [ ]
SPM200-RN2-1-6-0.02-V 6 50 7.26 637 6.63 687 7.12 770 O
SPM200-RN2-1-8-0.02-V 0.02 8 50 6.22 846 877 9.08 942 1019 @
SPM200-RN2-1-10-0.02-V 10 50 5.44 10.53 1091 11.30 11.72 1267 @
SPM200-RN2-1-12-0.02-V 12 55 4.83 12.61 13.05 13.52 14.02 1516 O
SPM200-RN2-1-2-0.05-V 2 50 10.96 215 228 240 251 272 @
SPM200-RN2-1-3-0.05-V 3 50 9.73 321 338 353 367 39 @
SPM200-RN2-1-4-0.05-V 4 50 8.75 427 447 465 482 521 O
1 0.8 | 0.96 4 4
SPM200-RN2-1-5-0.05-V 5 50 7.95 532 555 575 597 645 @
SPM200-RN2-1-6-0.05-V 6 50 7.28 637 663 686 7.12 769 @
SPM200-RN2-1-8-0.05-V 0.05 8 50 6.23 845 876 9.08 942 10.18 O
SPM200-RN2-1-10-0.05-V 10 50 5.45 10.53 1090 1130 11.72 1267 @
SPM200-RN2-1-12-0.05-V 12 55 4.84 12.61 13.04 13.51 14.02 15.15 O
SPM200-RN2-1-16-0.05-V 16 60 3.95 16.74 17.32 1795 1862 20.12 O
SPM200-RN2-1-20-0.05-V 20 60 3.34 20.88 21.60 2238 23.22 2510 O
SPM200-RN2-1-2-0.1-V 2 50 11.03 214 227 239 250 271 [ ]
SPM200-RN2-1-3-0.1-V o1 3 50 9.79 321 338 353 366 3.95 [ ]
@ Stock O Available upon Order R Tol
R +0.005

(mm)

Cutting Parameters ¢ P507
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SPM200-RN2

2 Flute with Extended Neck, Corner Radius

@4 or higher does not have backdraft shape

=LESEA0

See page 149 for guidelines to icons

R:£0. 005mm

Tolerance on Corner radius R

) Continue
Under The effective.under-neck length
Ordering Code Ml r  Neck LZI:;:h r\ll)eI:k E)ev:;: SB?;k Neck Intel-\r:‘egr;nce for the various draft angles Stock
Length 0.5° [ 1° | 1.5° | 2° 3°
SPM200-RN2-1-4-0.1-V 4 50 8.80 426 447 464 481 519 O
SPM200-RN2-1-5-0.1-V 5 50 7.99 532 555 575 596 6.44 ([ ]
SPM200-RN2-1-6-0.1-V 6 50 7.31 637 662 686 7.11 7.68 [ ]
SPM200-RN2-1-8-0.1-V 8 50 6.25 845 876 9.07 941 1017 @
SPM200-RN2-1-10-0.1-V 01 10 50 5.46 10.53 1090 11.29 11.71 1265 @
SPM200-RN2-1-12-0.1-V 12 55 4.85 12.60 13.04 13.51 14.01 1514 O
SPM200-RN2-1-16-0.1-V 16 60 3.96 16.74 17.32 17.94 1861 20.11 @
SPM200-RN2-1-20-0.1-V 20 60 335 20.87 21.60 2237 23.21 2508 O
SPM200-RN2-1-2-0.2-V 2 50 11.17 214 226 238 248 268 @
SPM200-RN2-1-3-0.2-V 3 50 9.90 320 337 351 365 393 @
SPM200-RN2-1-4-0.2-V 4 50 8.89 426 446 463 480 517 @
SPM200-RN2-1-5-0.2-V 5 50 8.06 531 554 574 595 641 O
1 0.8 | 0.96 4 4
SPM200-RN2-1-6-0.2-V 6 50 737 636 661 685 7.0 766 @
SPM200-RN2-1-8-0.2-V 02 8 50 6.30 845 875 9.06 940 1014 @
SPM200-RN2-1-10-0.2-V 10 50 5.50 10.53 10.89 11.28 11.70 1263 O
SPM200-RN2-1-12-0.2-V 12 55 4.88 12.60 13.03 13.50 14.00 15.11 @
SPM200-RN2-1-16-0.2-V 16 60 3.98 16.74 1731 17.93 1859 20.09 O
SPM200-RN2-1-20-0.2-V 20 60 3.36 20.87 21.59 2236 23.19 2506 O
SPM200-RN2-1-2-0.3-V 2 50 11.32 213 225 236 247 266 @
SPM200-RN2-1-3-0.3-V 3 50 10.01 320 336 350 363 390 O
SPM200-RN2-1-4-0.3-V 4 50 8.98 425 445 462 478 5.15 [ ]
SPM200-RN2-1-5-0.3-V 03 5 50 8.14 531 553 573 593 639 O
SPM200-RN2-1-6-0.3-V 6 50 7.44 636 661 684 708 763 @
SPM200-RN2-1-8-0.3-V 8 50 6.35 844 875 9.05 938 1012 @
@ Stock O Available upon Order R Tol
R +0.005

(mm)

Cutting Parameters * P507

334 _WINTECH




Solid Carbide Endmills | MILLING TOOLS

SPM200-RN2 )

2 Flute with Extended Neck, Corner Radius Intorforonce angle 8

The effective Draft angle
under-neck length

—

L
o !
S AGS . E m
h5 Helix

See page 149 for guidelines to icons

) Continue

The effective under-neck length

Under )
Ordering Code Ml r  Neck Flute Ngck Overall Sha'mk Neck Interference for the various draft angles Stock
L Length Dia. Length Dia. Angle
ength
0.5° | 1° | 1.5° | 2° 3°
SPM200-RN2-1-10-0.3-V 10 50 5.53 10.52 10.89 11.27 11.68 1260 @
SPM200-RN2-1-12-0.3-V 12 55 4.90 12.60 13.03 13.49 13.98 1509 O
1 0.3 0.8 | 0.96 4 4
SPM200-RN2-1-16-0.3-V 16 60 4.00 16.73 1730 17.92 18.58 20.06 @
SPM200-RN2-1-20-0.3-V 20 60 337 20.87 21.58 2235 23.18 25.04 O
SPM200-RN2-1.25-5-0.1-V 5 50 7.68 530 5.52 572 593 640 @
SPM200-RN2-1.25-10-0.1-V o 10 50 5.17 10.50 10.87 11.26 11.68 1262 O
SPM200-RN2-1.25-15-0.1-V ' 15 55 3.90 15.68 16.22 16.80 17.43 1883 @
SPM200-RN2-1.25-20-0.1-V 20 60 3.13 20.84 21.57 2234 23.18 2505 @
SPM200-RN2-1.25-5-0.2-V 5 50 7.75 529 551 571 591 638 O
SPM200-RN2-1.25-10-0.2-V 10 50 5.21 10.50 10.86 11.25 11.66 1259 @
1.25 0.2 1 1.20 4 4
SPM200-RN2-1.25-15-0.2-V 15 55 3.92 15.67 16.21 16.79 1741 1881 @
SPM200-RN2-1.25-20-0.2-V 20 60 3.14 20.84 21.56 2233 23.16 25.02 O
SPM200-RN2-1.25-5-0.3-V 5 50 7.83 529 550 570 590 6.35 [ J
SPM200-RN2-1.25-10-0.3-V 03 10 50 5.24 10.50 10.86 11.24 11.65 1257 @
SPM200-RN2-1.25-15-0.3-V ' 15 55 3.94 15.67 16.20 16.78 17.40 1878 @
SPM200-RN2-1.25-20-0.3-V 20 60 3.15 20.84 21.55 2232 23.15 2500 O
SPM200-RN2-1.5-4-0.1-V 4 50 8.17 423 442 458 475 5.3 [ ]
SPM200-RN2-1.5-6-0.1-V 6 50 6.66 632 657 680 705 762 O
SPM200-RN2-1.5-8-0.1-V o1 8 50 5.62 841 871 9.02 935 1010 @
SPM200-RN2-1.5-12-0.1-V ' 12 55 4.28 12.55 1298 1345 1395 1507 @
1.5 1.2 | 144 4 4
SPM200-RN2-1.5-15-0.1-V 15 55 3.63 15.65 16.19 16.77 17.40 1880 O
SPM200-RN2-1.5-20-0.1-V 20 60 2.90 20.82 21.54 2232 2315 - ®
SPM200-RN2-1.5-4-0.2-V 02 4 50 8.26 423 441 457 474 570 @
SPM200-RN2-1.5-6-0.2-V ' 6 50 6.72 632 656 679 7.04 759 @
@ Stock O Available upon Order R Tol
R £0.005
(mm)
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2 Flute with Extended Neck, Corner Radius

@4 or higher does not have backdraft shape
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R:£0. 005mm

Tolerance on Corner radius R

) Continue
Uicts Flute Neck Overall Shank Interference Thfeo(:f:ﬁ:t\il\;erigzsz:'_anffgﬁlgﬁ:gth
Ordering Code Mill  r  Neck Length| Dia; [Length| Dia. Neck Angle Stock
Length 0.5° [ 1° | 1.5° | 2° 3°
SPM200-RN2-1.5-8-0.2-V 8 50 5.66 840 870 9.01 934 1008 O
SPM200-RN2-1.5-12-0.2-V 12 55 431 12.55 12.98 13.44 13.94 1505 @
SPM200-RN2-1.5-15-0.2-V 02 15 55 3.65 15.65 16.19 16.76 17.38 18.78 @
SPM200-RN2-1.5-20-0.2-V 20 60 2.91 20.82 21.53 2231 2313 - (@)
SPM200-RN2-1.5-4-0.3-V 4 50 8.36 422 440 456 472 508 @
SPM200-RN2-1.5-6-0.3-V 6 50 6.78 631 655 678 7.02 757 @
SPM200-RN2-1.5-8-0.3-V 8 50 5.71 840 869 899 932 1005 O
SPM200-RN2-1.5-12-0.3-V 03 12 55 433 12.54 12.97 1343 1392 1503 @
SPM200-RN2-15-1503V T 367 1564 1618 1675 1737 1876 @
SPM200-RN2-1.5-20-0.3-V 20 60 2.92 20.81 21.53 2229 23.12 - (@)
SPM200-RN2-1.5-4-0.5-V 4 50 8.55 421 439 454 469 5.03 [ ]
SPM200-RN2-1.5-6-0.5-V 6 50 6.91 631 654 676 699 7.52 ([ ]
SPM200-RN2-1.5-8-0.5-V 8 50 5.80 839 868 897 929 1000 O
SPM200-RN2-1.5-12-0.5-V 0> 12 55 439 12.54 1296 13.41 13.89 1498 @
SPM200-RN2-1.5-15-0.5-V 15 55 3.71 15.64 16.17 16.73 17.34 1871 @
SPM200-RN2-1.5-20-0.5-V 20 60 2.95 20.81 21.51 22.27 23.09 - (@)
SPM200-RN2-1.75-5-0.1-V 5 50 6.96 526 547 567 588 635 @
SPM200-RN2-1.75-10-0.1-V 10 50 4.53 10.46 10.82 11.21 11.63 1256 @
SPM200-RN2-1.75-15-0.1-V o1 15 55 335 15.63 16.17 16.75 17.38 1878 O
SPM200-RN2-1.75-20-0.1-V 20 60 2.66 20.80 21.52 2229 23.13 - °
1.75 14 1.68 4 4

SPM200-RN2-1.75-5-0.2-V 5 50 7.03 526 547 566 586 632 @
SPM200-RN2-1.75-10-0.2-V 10 50 4.56 10.46 10.82 11.20 11.61 1254 O
SPM200-RN2-1.75-15-0.2-V 02 15 55 337 15.63 16.16 16.74 17.36 1875 @
SPM200-RN2-1.75-20-0.2-V 20 60 2,67 20.80 21.51 22.28 23.11 - °

@ Stock O Available upon Order R Tol

R +0.005

(mm)
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The effective under-neck length

L Ml r l:\lnedcir LZII:J;h I\[I;:k E);/:;LI SB?;k Neck Inti\rrlegr;nce for the various draft angles Stock
tength 0.5° 1° 1.5° 2° 3°
SPM200-RN2-1.75-5-0.3-V 5 50 7.1 525 546 565 585 630 @
SPM200-RN2-1.75-10-0.3-V 10 50 4.59 1045 10.81 11.19 11.60 1251 O
175 03 14 1.68 4 4
SPM200-RN2-1.75-15-0.3-V 15 55 339 15.62 16.16 16.73 1735 1873 @
SPM200-RN2-1.75-20-0.3-V 20 60 2.69 20.79 2151 2227 2310 - °
SPM200-RN2-2-4-0.1-V 4 50 7.36 421 438 454 471 508 @
SPM200-RN2-2-6-0.1-V 6 50 5.86 629 653 676 7.01 757 @
SPM200-RN2-2-8-0.1-V 8 50 4.87 837 866 897 931 1005 O
SPM200-RN2-2-12-0.1-V 12 55 3.64 1251 1294 1341 1391 1503 @
SPM200-RN2-2-16-0.1-V o1 16 55 2.90 16.65 17.22 17.84 18.51 - [ ]
SPM200-RN2-2-20-0.1-V 20 60 242 20.78 21.50 22.27 23.11 - O
SPM200-RN2-2-25-0.1-V 25 65 2.00 25.95 26.85 27.82 - - [ ]
SPM200-RN2-2-30-0.1-V 30 70 1.70 31.12 3220 3336 - - O
SPM200-RN2-2-4-0.2-V 4 50 7.46 420 437 453 469 506 @
SPM200-RN2-2-6-0.2-V 5 6 16 | 192 50 . . 5.93 629 652 675 699 754 @
SPM200-RN2-2-8-0.2-V 8 50 4.91 837 866 896 929 1003 O
SPM200-RN2-2-12-0.2-V 12 55 3.66 12.51 12.94 13.40 13.89 1500 @
SPM200-RN2-2-16-0.2-V 02 16 55 292 16.64 17.22 17.83 1849 - °
SPM200-RN2-2-20-0.2-V 20 60 2.43 20.78 21.49 2226 23.09 - O
SPM200-RN2-2-25-0.2-V 25 65 2.00 2595 26.84 27.80 - - °
SPM200-RN2-2-30-0.2-V 30 70 1.71 31.11 32.19 3335 - - O
SPM200-RN2-2-4-0.3-V 4 50 7.56 420 437 452 468 503 @
SPM200-RN2-2-6-0.3-V 6 50 5.99 6.28 6.51 674 698 752 @
SPM200-RN2-2-8-0.3-V 03 8 50 4.96 836 865 895 928 1001 O
SPM200-RN2-2-12-0.3-V 12 55 3.69 12.50 12.93 1339 13.88 1498 @
@ Stock O Available upon Order R Tol
R £0.005
(mm)
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2 Flute with Extended Neck, Corner Radius

@4 or higher does not have backdraft shape
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R:£0. 005mm

Tolerance on Corner radius R

) Continue
Under The effective.under-neck length
Ordering Code Ml r  Neck LI;Irl].gfh l\ll)elgk (L)ev:;:: Sg?:k Neck InteAr:‘engeence for the various draft angles Stock
Length 05° [ 1° | 1.5° | 2° 3°
SPM200-RN2-2-16-0.3-V 16 55 293 16.64 17.21 17.82 18.48 - O
SPM200-RN2-2-20-0.3-V 20 60 244 20.77 21.49 22.25 23.08 - °
SPM200-RN2-2-25-0.3-V 03 25 65 2.01 2594 26.84 27.79 28.82 - [ ]
SPM200-RN2-2-30-0.3-V 30 70 1.71 3111 3218 3334 - - O
SPM200-RN2-2-6-0.5-V 6 50 6.11 6.28 650 671 695 747 @
SPM200-RN2-2-8-0.5-V 8 50 5.04 836 864 893 925 99 @
SPM200-RN2-2-12-0.5-V 12 55 3.73 1250 12.92 1336 13.85 1493 O
SPM200-RN2-2-16-0.5-V 05 16 55 2.96 16.63 17.19 17.80 1845 - ]
SPM200-RN2-2-20-0.5-V 20 60 2.46 20.77 21.47 22.23 23.05 - °
SPM200-RN2-2-25-0.5-V 2 25 16|12 65 ¢ ‘ 2.03 2594 26.82 27.77 2879 - (@)
SPM200-RN2-2-30-0.5-V 30 70 1.72 31.10 3217 3331 - - O
SPM200-RN2-2-6-0.8-V 6 50 6.31 6.26 648 668 690 740 @
SPM200-RN2-2-8-0.8-V 8 50 5.18 835 862 890 920 9.8 @
SPM200-RN2-2-12-0.8-V 12 55 3.81 12.49 12.89 1333 13.80 1486 O
SPM200-RN2-2-16-0.8-V 08 16 55 3.01 16.62 17.17 17.77 1840 19.83 @
SPM200-RN2-2-20-0.8-V 20 60 249 20.76 21.45 2220 23.00 - (@)
SPM200-RN2-2-25-0.8-V 25 65 2.05 2593 26.80 27.74 28.75 - ]
SPM200-RN2-2-30-0.8-V 30 70 1.74 31.09 32.15 3328 - - (@)
SPM200-RN2-2.5-10-0.1-V 10 50 3.36 1041 10.77 11.16 11.57 1250 @
SPM200-RN2-2.5-20-0.1-V 0.1 20 60 1.89 20.75 21.47 2224 - - (@)
SPM200-RN2-2.5-30-0.1-V 30 70 1.32 31.09 32.17 - - - [ ]
25 2 240 4 4
SPM200-RN2-2.5-10-0.2-V 10 50 3.39 1041 10.77 11.15 11.56 1248 @
SPM200-RN2-2.5-20-0.2-V 0.2 20 60 1.90 20.75 21.46 22.23 - - @]
SPM200-RN2-2.5-30-0.2-V 30 70 1.32 31.08 3216 - - - (@)
@ Stock O Available upon Order R Tol

R +0.005

(mm)

Cutting Parameters * P507

338 —_ WINTECH




Solid Carbide Endmills | MILLING TOOLS

SPM200-RN2 )

2 Flute with Extended Neck, Corner Radius Intorforonce angle 8

The effective Draft angle
under-neck length

—

L
o !
I AGS . E m
h5 Helix

See page 149 for guidelines to icons

) Continue

The effective under-neck length

g Gacla Mill | r l‘:\lne"if(r LZI:;teh I\Il)e::k E)ev::tx:: SB?:k Neck InteAr:‘egrlince for the various draft angles Stock
Length 05° 1° 15 2° 3°
SPM200-RN2-2.5-10-0.3-V 10 50 3.42 10.41 10.76 11.14 1154 1246 @
SPM200-RN2-2.5-20-0.3-V 0.3 20 60 1.91 20.74 2146 2222 - - O
SPM200-RN2-2.5-30-0.3-V 30 70 1.32 31.08 32.15 - - - [ ]
25 2240 4 4
SPM200-RN2-2.5-10-0.5-V 10 50 3.47 1040 10.75 11.12 1151 1241 O
SPM200-RN2-2.5-20-0.5-V 0.5 20 60 1.92 20.74 21.44 2220 - - [ ]
SPM200-RN2-2.5-30-0.5-V 30 70 1.33 31.07 3214 - - - o
SPM200-RN2-3-6-0.1-V 6 50 7.40 6.25 647 670 695 750 @
SPM200-RN2-3-8-0.1-V 8 55 6.32 832 861 892 925 999 e
SPM200-RN2-3-12-0.1-V 12 60 4.89 12.46 12.89 1335 13.85 1496 O
SPM200-RN2-3-16-0.1-V 16 60 3.99 16.59 17.17 17.78 1845 1994 @
SPM200-RN2-3-18-0.1-V o 18 65 3.65 18.66 19.31 20.00 20.75 2242 @
SPM200-RN2-3-20-0.1-V 20 65 3.36 20.73 2145 2222 23.05 2491 O
SPM200-RN2-3-30-0.1-V 30 75 2.42 31.06 32.14 3330 3455 - O
SPM200-RN2-3-35-0.1-V 35 80 2.12 36.23 37.49 38.84 4029 - (@)
SPM200-RN2-3-6-0.2-V 6 50 7.46 6.25 6.46 669 693 748 @
3 24 288 6 4
SPM200-RN2-3-8-0.2-V 8 55 6.36 832 860 891 923 997 e
SPM200-RN2-3-12-0.2-V 12 60 4.92 1245 12.88 1334 1383 1494 @
SPM200-RN2-3-16-0.2-V 16 60 4.00 16.59 17.16 17.77 1843 1991 O
SPM200-RN2-3-18-0.2-V 02 18 65 3.66 18.66 19.30 19.99 20.73 2240 @
SPM200-RN2-3-20-0.2-V 20 65 3.38 20.72 21.44 2221 23.03 2488 @
SPM200-RN2-3-30-0.2-V 30 75 243 31.06 32.14 33.29 3453 - O
SPM200-RN2-3-35-0.2-V 35 80 PAIS 36.23 3748 3883 40.28 - O
SPM200-RN2-3-6-0.3-V 6 50 7.53 624 646 668 692 746 @
SPM200-RN2-3-8-0.3-V 03 8 55 6.41 832 860 890 922 994 e
@ Stock O Available upon Order R Tol
R £0.005
(mm)
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Tolerance on Corner radius R
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s Flute Neck Overall Shank Interference Th?o?ifﬁ:t\il\;erigzsz:’-anffgl:\lgelre‘gth
Ordering Code Mill  r  Neck Length | Dia, |Length| Dia. Neck Angle Stock
Length 0.5° | 1° | 1.5° | 2° 3°
SPM200-RN2-3-12-0.3-V 12 60 4.94 1245 12.87 11333 13.82 1491 O
SPM200-RN2-3-16-0.3-V 16 60 4.02 16.59 17.15/17.76 18.42 19.89 @
SPM200-RN2-3-18-0.3-V 18 65 3.68 18.65 19.29 19.98 2072 2237 @
SPM200-RN2-3-20-0.3-V 03 20 65 3.39 20.72 21.43 2220 23.02 2486 O
SPM200-RN2-3-30-0.3-V 30 75 243 31.06 32.13 33.28 3452 - ®
SPM200-RN2-3-35-0.3-V 35 80 2.13 36.23 37.48 38.82 40.26 - O
SPM200-RN2-3-8-0.5-V 8 55 6.51 831 858 887 919 989 @
SPM200-RN2-3-12-0.5-V 12 60 5.00 12.44 1286 1331 1379 1487 @
SPM200-RN2-3-16-0.5-V 16 60 4.06 16.58 17.1417.74 1839 19.84 @
SPM200-RN2-3-18-0.5-V 05 18 65 3.71 18.65 19.28 19.96 20.69 2233 @
SPM200-RN2-3-20-0.5-V } 20 24 288 65 6 N 3.42 20.71 2142 2217 2299 2481 @
SPM200-RN2-3-30-0.5-V 30 75 2.45 31.05 32.12 33.26 3449 - @)
SPM200-RN2-3-35-0.5-V 35 80 2.14 36.22 37.46 38.80 40.23 - O
SPM200-RN2-3-8-1-V 8 55 6.76 829 855 882 9.11 9.77 ([ ]
SPM200-RN2-3-12-1-V 12 60 5.15 1243 1 12.83 13.25 13.71 1474 @
SPM200-RN2-3-16-1-V 16 60 4.16 16.56 17.10 17.69 1831 19.72 O
SPM200-RN2-3-18-1-V 1 18 65 3.79 18.63 19.24 19.90 20.61 2220 @
SPM200-RN2-3-20-1-V 20 65 3.49 20.70 21.38 22.12 2291 2469 O
SPM200-RN2-3-30-1-V 30 75 2.48 31.03 32.08 33.20 3441 - L]
SPM200-RN2-3-35-1-V 35 80 2.17 36.20 37.43 38.74 40.16 - (@)
SPM200-RN2-4-8-0.1-V 8 55 4.90 831 859 890 923 997 e
SPM200-RN2-4-12-0.1-V 12 60 3.66 1244 12.87 1333 13.83 1494 @
4 0.1 32 | 3.86 6 4
SPM200-RN2-4-16-0.1-V 16 60 291 16.57 17.15/17.76 1843 - O
SPM200-RN2-4-20-0.1-V 20 65 2.42 20.71 21.43 2220 23.03 - ®
@ Stock O Available upon Order R Tol

R +0.005

(mm)

Cutting Parameters * P507
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The effective under-neck length

g @l Mill | r l‘:\lne"if(r Lzl:;fh l\ll;:k (L)ev:;:: Sgia:k Neck Inttj\r:;rle;nce for the various draft angles Stock
Length 0.5° | 1° | 1.5° | 2° 3°
SPM200-RN2-4-30-0.1-V 30 75 1.71 31.05 3212 33.28 - - @)
SPM200-RN2-4-35-0.1-V 0.1 35 80 1.49 36.21 3747 - - - O
SPM200-RN2-4-45-0.1-V 45 90 1.18 46.55 48.17 - - - @)
SPM200-RN2-4-8-0.2-V 8 55 494 830 858 889 921 994 e
SPM200-RN2-4-12-0.2-V 12 60 3.68 12.44 12.86 13.32 13.81 1492 @
SPM200-RN2-4-16-0.2-V 16 60 293 16.57 17.14 17.75 18.41 - ([ ]
SPM200-RN2-4-20-0.2-V 0.2 20 65 243 20.71 21.42 22.19 23.01 - [ ]
SPM200-RN2-4-30-0.2-V 30 75 1.71 31.04 3212 3327 - - O
SPM200-RN2-4-35-0.2-V 35 80 1.49 36.21 3747 - - - (]
SPM200-RN2-4-45-0.2-V 45 90 1.18 46.55 48.16 - - - O
SPM200-RN2-4-8-0.3-V 8 55 4,99 830 858 888 920 992 e
SPM200-RN2-4-12-0.3-V 12 60 3.70 12.43 12.86 13.31 13.80 1489 @
4 3.2 | 3.86 6 4

SPM200-RN2-4-16-0.3-V 16 60 294 16.57 17.13 17.74 1840 - °
SPM200-RN2-4-20-0.3-V 03 20 65 244 20.70 21.41 22.18 23.00 - °
SPM200-RN2-4-30-0.3-V 30 75 1.72 31.04 3211 3326 - - °
SPM200-RN2-4-35-0.3-V 35 80 1.49 36.21 3746 - - - °
SPM200-RN2-4-45-0.3-V 45 90 1.19 46.54 48.16 - - - O
SPM200-RN2-4-12-0.5-V 12 60 3.75 1243 12.84 1329 13.77 1484 @
SPM200-RN2-4-16-0.5-V 16 60 297 16.56 17.12 17.72 1837 - [ ]
SPM200-RN2-4-20-0.5-V 20 65 247 20.70 21.40 22.15 2297 - °
SPM200-RN2-4-30-0.5-V 0> 30 75 1.73 31.03 32.10 33.24 - - [ ]
SPM200-RN2-4-35-0.5-V 35 80 1.50 36.20 37.44 - - - O
SPM200-RN2-4-45-0.5-V 45 90 1.19 46.54 48.14 - - - O
SPM200-RN2-4-12-1-V 1 12 60 3.88 1241 12.81 13.23 13.69 1472 @
@ Stock O Available upon Order R Tol

R £0.005

(mm)
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LG Flute Neck Overall Shank Interference Th:oerftflelzt \i/\;erig:(sj?i:;nf::tlgelzgth
Ordering Code Mill r  Neck Length Dia. Length Dia. Neck Angle Stock
Length 05° | 1° | 1.5° | 2° 3°
SPM200-RN2-4-16-1-V 16 60 3.05 16.54 17.09 17.67 1829 1970 @
SPM200-RN2-4-20-1-V 20 65 2.52 20.68 21.36 22.10 22.89 - (@)
SPM200-RN2-4-30-1-V 4 1 30 32 386 75 6 4 1.75 31.02 32.06 33.18 - - ®
SPM200-RN2-4-35-1-V 35 80 1.52 36.18 37.41 3873 - - (@)
SPM200-RN2-4-45-1-V 45 90 1.20 46.52 48.11 - - - [ ]
SPM200-RN2-5-20-0.1-V 20 65 1.32 20.70 21.42 - - - [
SPM200-RN2-5-40-0.1-V o1 40 85 0.69 4138 - - - - O
SPM200-RN2-5-20-0.2-V 20 65 1.32 20.70 21.41 - - - [ J
SPM200-RN2-5-40-0.2-V 02 40 85 0.69 4137 - - - - (]
SPM200-RN2-5-20-0.3-V s | o3 20 4 lass 65 6 . 1.33 20.69 2141 - - - O
SPM200-RN2-5-40-0.3-V 40 85 0.69 4137 - - - - ®
SPM200-RN2-5-20-0.5-V 20 65 134 20.69 2139 - = = ®
SPM200-RN2-5-40-0.5-V 05 40 85 0.70 4136 - - - - (@)
SPM200-RN2-5-20-1-V 20 65 1.38 20.67 2136 - = = ®
SPM200-RN2-5-40-1-V 1 40 85 0.71 41.34 - - - - (@)
SPM200-RN2-6-12-0.1-V 12 50 - - - - - - ®
SPM200-RN2-6-18-0.1-V 18 60 - - - - - - ®
SPM200-RN2-6-24-0.1-V 0.1 24 70 - - - - - - ®
SPM200-RN2-6-35-0.1-V 35 80 - - - - - - O
SPM200-RN2-6-55-0.1-V 6 55 48 585 100 6 - - - - - - - (@)
SPM200-RN2-6-12-0.2-V 12 50 - - - - - - O
SPM200-RN2-6-18-0.2-V 18 60 - - - - - - [
SPM200-RN2-6-24-0.2-V 02 24 70 - - - - - - [ ]
SPM200-RN2-6-35-0.2-V 35 80 = = = = = = O
@ Stock O Available upon Order R Tol

R +0.005

(mm)

Cutting Parameters * P507
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SPM200-RN2 )

2 Flute with Extended Neck, Corner Radius

Interference angle 8

The effective Draft angle
under-neck length

—

L
| Under Neck Length | AleSlN ! . E E

See page 149 for guidelines to icons

) Continue
Under Flute Neck Overall Shank Interference Th?oerftflel:t \i/‘;eriz:(sjfi:;nff glélgelzgth
Ordering Code Mill | r  Neck Length Dia. Length Dia. Neck Angle Stock
o 05° | 1° | 1.5° | 2° 3°
SPM200-RN2-6-55-0.2-V 02 | 55 100 - - - - - - °
SPM200-RN2-6-12-0.3-V 12 50 - - - - = - °
SPM200-RN2-6-18-0.3-V 18 60 - - - - - - °
SPM200-RN2-6-24-0.3-V 03 24 70 - - = = = = O
SPM200-RN2-6-35-0.3-V 35 80 - - - - - - [ )
SPM200-RN2-6-55-0.3-V 55 100 - - - - - = O
SPM200-RN2-6-18-0.5-V 18 60 - - - - - - ()
SPM200-RN2-6-24-0.5-V ¢ u ® 70 61 - . . - - - e
SPM200-RN2-6-35-0.5-V 05 35 80 - - - - - - O
SPM200-RN2-6-55-0.5-V 55 100 - - - - = - O
SPM200-RN2-6-18-1-V 18 60 - - - - - - [
SPM200-RN2-6-24-1-V 24 70 - - - - = - °
SPM200-RN2-6-35-1-V 1 35 80 - - - - - - O
SPM200-RN2-6-55-1-V 55 100 - - - - - - O
@ Stock O Available upon Order R Tol
R +0.005
(mm)

Cutting Parameters * P507
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SPM200-RN4  t=m

4 Flute with Extended Neck, Corner Radius

R: 0. 005mm

Neck R Tolerance on Corner radius R

o 4— - - - e N= Mﬂ
Le

d2

L L1
CRSEEARO
I L o
See page 149 for guidelines to icons
ey Flute Neck Overall Shank Interference Th:o?'ftfle\:t\i/‘;erig:gfirr-ar:g:\;elzgth
Ordering Code Mill  r  Neck Length| Dia. |Length| Dia. Neck Angle Stock
Length 0.5° 1° 15° | 2° 3°
SPM200-RN4-1-4-0.05-V 4 50 8.75 427 447 465 482 521 [ ]
SPM200-RN4-1-6-0.05-V 6 50 7.28 637 6.63 686 7.12 769 @
SPM200-RN4-1-8-0.05-V 8 50 6.23 845 876 9.08 942 10.18 @
SPM200-RN4-1-10-0.05-V 005 10 50 5.45 10.53 1090 11.30 11.72 1267 @
SPM200-RN4-1-12-0.05-V 12 60 4.84 12.61 13.04 13.51 14.02 1515 @
SPM200-RN4-1-16-0.05-V 16 60 3.95 16.74 1732 1795 1862 20.12 O
SPM200-RN4-1-20-0.05-V 20 60 3.34 20.88 21.60 2238 23.22 2510 O
SPM200-RN4-1-4-0.1-V ! 4 08 056 50 8.80 426 447 464 481 5.19 [ ]
SPM200-RN4-1-6-0.1-V 6 50 7.31 637 6.62 686 7.11 7.68 [ ]
SPM200-RN4-1-8-0.1-V 8 50 6.25 845 876 907 941 1017 @
SPM200-RN4-1-10-0.1-V 0.1 10 50 5.46 10.53 1090 11.29 11.71 1265 O
SPM200-RN4-1-12-0.1-V 12 60 4.85 12.60 13.04 13.51 14.01 15.14 @
SPM200-RN4-1-16-0.1-V 16 60 ! ! 3.96 16.74 1732 17.94 1861 20.11 @
SPM200-RN4-1-20-0.1-V 20 60 3.35 20.87 21.60 2237 23.21 2508 O
SPM200-RN4-1.5-4-0.05-V 4 50 8.12 423 442 459 476 514 @
SPM200-RN4-1.5-8-0.05-V 8 50 5.60 841 871 9.02 936 1011 @
SPM200-RN4-1.5-12-0.05-V 005 12 60 4.27 12.55 1299 1346 1396 1509 O
SPM200-RN4-1.5-15-0.05-V 15 60 3.62 15.65 16.20 16.78 17.41 1882 @
SPM200-RN4-1.5-20-0.05-V 20 60 2.89 20.82 21.55 2232 23.16 - O
SPM200-RNA-154-01V PR 817 423 442 458 475 513 @
SPM200-RN4-1.5-8-0.1-V 8 50 5.62 841 871 9.02 935 1010 O
SPM200-RN4-1.5-12-0.1-V 0.1 12 60 4.28 12.55 1298 1345 1395 1507 @
SPM200-RN4-1.5-15-0.1-V 15 60 3.63 15.65 16.19 16.77 17.40 1880 @
SPM200-RN4-1.5-20-0.1-V 20 60 2,90 20.82 21.54 2232 23.15 - O
@ Stock O Available upon Order R Tol
R +0.005
0 So1

(mm)

Cutting Parameters % P529
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SPM200-RN4  t=n )

4 Flute with Extended Neck, Corner Radius

Interference angle 8

The effective Draft angle
under-neck length

L

Under Neck Length r4'} % g E m m

See page 149 for guidelines to icons
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The effective under-neck length

Ordering Code Mill | r l:\lnedcir L?:;ih l\ll)eI:k E)ev:;: Sg?;k Neck Intf;r:\egrince for the various draft angles Stock
tength 0.5° 1° 1.5° 2° 3°
SPM200-RN4-2-4-0.05-V 4 50 7.32 421 439 455 472 509 @
SPM200-RN4-2-6-0.05-V 6 50 5.84 630 6.53 676 7.01 758 @
SPM200-RN4-2-8-0.05-V 8 50 4.85 837 867 898 931 1007 O
SPM200-RN4-2-12-0.05-V 005 12 60 3.63 1251 1295 1341 1391 15.04 @
SPM200-RN4-2-16-0.05-V 16 60 2.90 16.65 17.23 17.85 18.51 - O
SPM200-RN4-2-20-0.05-V 20 60 241 20.78 21.50 22.28 23.11 - O
SPM200-RN4-2-4-0.1-V 4 50 7.36 421 438 454 471 5.08 [ ]
SPM200-RN4-2-6-0.1-V 6 50 5.86 629 6.53 676 7.01 757 @
SPM200-RN4-2-8-0.1-V 8 50 4.87 837 866 897 931 1005 @
SPM200-RN4-2-12-0.1-V o1 12 60 3.64 1251 1294 1341 1391 1503 @
SPM200-RN4-2-16-0.1-V 16 60 2.90 16.65 17.22 17.84 1851 - O
SPM200-RN4-2-20-0.1-V 20 60 2.42 20.78 21.50 22.27 2311 - (@)
SPM200-RN4-2-4-0.2-V 2 4 16 192 50 4 4 7.46 420 437 453 469 506 @
SPM200-RN4-2-6-0.2-V 6 50 5.93 629 652 675 699 754 @
SPM200-RN4-2-8-0.2-V 8 50 4.91 837 866 896 929 1003 @
SPM200-RN4-2-12-0.2-V 12 60 3.66 12.51 12.94 13.40 13.89 1500 O
SPM200-RN4-2-16-0.2-V 02 16 60 2.92 16.64 17.22 17.83 1849 - ]
SPM200-RN4-2-20-0.2-V 20 60 243 20.78 21.49 2226 23.09 - °
SPM200-RN4-2-25-0.2-V 25 70 2.00 2595 26.84 27.80 - - (@)
SPM200-RN4-2-30-0.2-V 30 70 1.71 31.11 3219 3335 - - °
SPM200-RN4-2-4-0.3-V 4 50 7.56 420 437 452 468 503 O
SPM200-RN4-2-8-0.3-V 8 50 4.96 836 865 895 928 1001 @
SPM200-RN4-2-12-0.3-V 0.3 12 60 3.69 1250 1293 13.39 13.88 1498 O
SPM200-RN4-2-16-0.3-V 16 60 293 16.64 17.21 17.82 18.48 - ([ ]
SPM200-RN4-2-20-0.3-V 20 60 244 20.77 21.49 2225 23.08 - @]
@ Stock O Available upon Order R Tol
R +0.005
D o1
Cutting Parameters 3 P529 (mm)
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4 Flute with Extended Neck, Corner Radius

R: 0. 005mm

Neck R Tolerance on Corner radius R
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Le
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Tty Flute Neck Overall Shank Interference Th:oerf:fe\:t\i/‘;erig:gfi:-ar:cat\;elzgth
Ordering Code Mill r  Neck Length Dia. Length Dia. Neck Angle Stock
Length 0.5° 1° 558 2° 3°
SPM200-RN4-2-4-0.5-V 4 50 7.76 419 435 450 465 498 @
SPM200-RN4-2-6-0.5-V 6 50 6.11 6.28 6.50 6.71 695 747 @
SPM200-RN4-2-8-0.5-V 8 50 5.04 836 864 893 925 996 O
SPM200-RN4-2-12-0.5-V 12 60 3.73 1250 1292 1336 1385 1493 @
SPM200-RN4-2-16-0.5-V S P 296 1663 17.19 17.80 1845 - @
SPM200-RN4-2-20-0.5-V 20 60 246 20.77 21.47 22.23 23.05 - O
SPM200-RN4-2-25-0.5-V 25 70 2.03 25.94 26.82 27.77 28.79 - [
SPM200-RN4-2-30-0.5-V 30 70 1.72 31.10 32.17 33.31 = = O
SPM200-RN4-2.5-8-0.1-V 8 50 3.98 834 863 894 927 1002 @
SPM200-RN4-2.5-16-0.1-V 0.1 16 60 N 2.29 16.62 17.19 17.81 18.47 - [ ]
SPM200-RN4-2.5-20-0.1-V 20 60 1.89 20.75 21.47 2224 - - @]
SPM200-RN4-2.5-8-0.2-V 8 50 4.02 834 863 893 926 999 e
SPM200-RN4-2.5-16-0.2-V 0.2 16 60 * 2.30 16.61 17.18 17.80 1846 - O
SPM200-RN4-2.5-20-0.2-V > 20 2 4 60 1.90 20.75 2146 2223 - = (]
SPM200-RN4-2.5-12-0.3-V 12 60 295 1247 1290 1335 1384 - ®
SPM200-RN4-2.5-20-0.3-V 03 20 60 1.91 20.74 2146 2222 - = O
SPM200-RN4-2.5-12-0.5-V 12 60 2.99 1247 12.88 13.33 13.81 - ®
SPM200-RN4-2.5-20-0.5-V 0> 20 60 1.92 20.74 2144 2220 - = [}
SPM200-RN4-3-8-0.1-V 8 60 6.32 832 861 892 925 999 e
SPM200-RN4-3-16-0.1-V 16 60 3.99 16.59 17.17 17.78 1845 1994 O
SPM200-RN4-3-25-0.1-V o 25 70 2.82 2590 26.79 27.76 28.80 - ®
SPM200-RN4-3-30-0.1-V 3 30 24 | 288 80 o 242 31.06 32.14 3330 34.55 - O
SPM200-RN4-3-8-0.2-V 8 60 6.36 832 860 891 923 997 [ ]
SPM200-RN4-3-12-0.2-V 02 12 60 4.92 1245 12.88 13.34 1383 1494 @
@ Stock O Available upon Order R Tol
R +0.005
0 So1

(mm)

Cutting Parameters % P529
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SPM200-RN4  t=n )

4 Flute with Extended Neck, Corner Radius Intorforonce angle 8

The effective Draft angle
under-neck length

L

Under Neck Length r4'} % g E m m

See page 149 for guidelines to icons
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The effective under-neck length

@i @l Ml r l:\lr;dcir LI;I:;teh I\Il)elgk E)ev:;::‘l SB?;k Neck Intfi\r:‘eg:'leence for the various draft angles Stock
Length 0.5° 1° 1.5° 2° 3°
SPM200-RN4-3-16-0.2-V 16 60 4.00 16.59 17.16 17.77 1843 1991 @
SPM200-RN4-3-20-0.2-V 20 70 3.38 20.72 21.44 2221 23.03 2488 O
SPM200-RN4-3-25-0.2-V 02 25 70 2.82 25.89 26.79 27.75 28.78 - [}
SPM200-RN4-3-30-0.2-V 30 80 243 31.06 32.14 33.29 3453 - O
SPM200-RN4-3-8-0.3-V 8 60 6.41 832 8.60 890 922 994 [ ]
SPM200-RN4-3-16-0.3-V 16 60 4.02 16.59 17.15 17.76 1842 1989 @
SPM200-RN4-3-20-0.3-V 0.3 20 70 3.39 20.72 21.43 2220 23.02 2486 O
SPM200-RN4-3-25-0.3-V 25 70 2.83 25.89 26.78 27.74 28.77 - [}
SPM200-RN4-3-30-0.3-V 3 30 24 | 288 80 243 31.06 32.13 33.28 3452 - O
SPM200-RN4-3-8-0.5-V 8 60 6.51 831 858 887 919 989 @
SPM200-RN4-3-12-0.5-V 12 60 5.00 1244 1286 1331 13.79 1487 @
SPM200-RN4-3-16-0.5-V 16 60 4.06 16.58 17.14 17.74 1839 1984 O
SPM200-RN4-3-20-0.5-V 0.5 20 70 ° N 3.42 20.71 21.42 22.17 2299 2481 @
SPM200-RN4-3-25-0.5-V 25 70 2.85 25.88 26.77 27.72 28.74 - [}
SPM200-RN4-3-30-0.5-V 30 80 245 31.05 3212 33.26 3449 - O
SPM200-RN4-3-35-0.5-V 35 80 2.14 36.22 3746 3880 40.23 - [}
SPM200-RN4-4-12-0.1-V 12 60 3.66 1244 12.87 1333 1383 1494 @
SPM200-RN4-4-20-0.1-V 20 60 2.42 20.71 2143 2220 23.03 - O
SPM200-RN4-4-30-0.1-V o 30 80 1.71 31.05 3212 3328 - - [}
SPM200-RN4-4-40-0.1-V 40 80 1.32 4138 4282 - o o O
SPM200-RN4-4-12-0.2-V ! 12 32 | 386 60 3.68 1244 1286 13.32 13.81 1492 @
SPM200-RN4-4-20-0.2-V 20 60 243 20.71 21.42 22.19 23.01 - [}
SPM200-RN4-4-30-0.2-V 02 30 80 1.71 31.04 32.12 33.27 - - O
SPM200-RN4-4-40-0.2-V 40 80 1.32 41.38 42.81 - - - O
@ Stock O Available upon Order R Tol
R +0.005
D So1

(mm)

Cutting Parameters ¢ P529
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4 Flute with Extended Neck, Corner Radius

R: 0. 005mm

Neck R Tolerance on Corner radius R
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Tty Flute Neck Overall Shank Interference Th:oerf:fe\:t\i/‘;erig:gfi:-ar:cal:\;elzgth
Ordering Code Mill r  Neck Length Dia. Length Dia. Neck Angle Stock
Length 0.5° 1° 15°  2° 3°
SPM200-RN4-4-12-0.3-V 12 60 3.70 1243 1286 1331 13.80 1489 @
SPM200-RN4-4-20-0.3-V 20 60 244 20.70 21.41 2218 23.00 - ®
SPM200-RN4-4-30-0.3-V 03 30 80 1.72 31.04 3211 3326 - - ®
SPM200-RN4-4-40-0.3-V 40 80 1.32 41.38 4281 - - - O
SPM200-RN4-4-12-0.5-V ! 12 32 | 386 60 3.75 1243 1284 1329 1377 1484 @
SPM200-RN4-4-20-0.5-V 20 60 247 20.70 21.40 22.15 22.97 - ([ ]
SPM200-RN4-4-30-0.5-V 0> 30 80 1.73 31.03 32.10 33.24 - - O
SPM200-RN4-4-40-0.5-V 40 80 133 4137 4279 - = = O
SPM200-RN4-5-20-0.1-V 20 70 1.32 20.70 21.42 - - - [ ]
SPM200-RN4-5-40-0.1-V 0 40 920 0.69 4138 - = = = O
SPM200-RN4-5-20-0.2-V 20 70 1.32 20.70 21.41 - - - [ ]
SPM200-RN4-5-40-0.2-V 02 40 920 0.69 4137 - = = = O
SPM200-RN4-5-20-0.3-V s 03 20 4 485 70 6 N 1.33 20.69 2141 - - - ®
SPM200-RN4-5-40-0.3-V 40 920 0.69 4137 - = = = O
SPM200-RN4-5-20-0.5-V 20 70 1.34 20.69 2139 - - - ®
SPM200-RN4-5-40-0.5-V 0> 40 920 0.70 4136 - = = = O
SPM200-RN4-5-20-1-V 20 70 1.38 20.67 2136 - - - ®
SPM200-RN4-5-40-1-V ! 40 90 0.71 4134 - = = = O
SPM200-RN4-6-30-0.2-V 30 80 - - - - - - ®
SPM200-RN4-6-54-0.2-V 0.2 54 100 ® = = = = = O
SPM200-RN4-6-72-0.2-V 72 120 - - - - - - O
SPM200-RN4-6-30-0.3-V 6 0 PP g - - - - - - e
SPM200-RN4-6-54-0.3-V 0.3 54 100 - - - - - - O
SPM200-RN4-6-72-0.3-V 72 120 = = = = = = O
@ Stock O Available upon Order R Tol
R +0.005
0 So1

(mm)

Cutting Parameters % P529
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4 Flute with Extended Neck, Corner Radius Intorforonce angle 8

The effective Draft angle
under-neck length
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Uigkar The effective under-neck length
Ordering Code Ml r  Neck Flute N(?ck Overall Sh§nk Neck Interference for the various draft angles Stock
Length Dia. Length Dia. Angle
Length
0.5° 1° 15° | 2° 3°
SPM200-RN4-6-30-0.5-V 30 80 - - - - - - °
SPM200-RN4-6-54-0.5-V 0.5 54 100 - - - - - - @)
SPM200-RN4-6-72-0.5-V 72 120 - - - - - - O
6 48 585 6 4
SPM200-RN4-6-30-1-V 30 80 - - - - - = [}
SPM200-RN4-6-54-1-V 1 54 100 - - - - - - O
SPM200-RN4-6-72-1-V 72 120 - - - - - - O
@ Stock O Available upon Order R Tol
R +0.005
0
b -0.01
(mm)

Cutting Parameters 3 P529
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See page 149 for guidelines to icons
Under The effective under-neck length
. Mill Flute Neck Overall Shank Interference for the various draft angles
Ordering Code . R Neck i . Neck Stock
Dia. Length Dia. Length Dia. Angle
Length
05 1° 15 2° 3°

SPM200-BN2-0.1-0.2-V 0.2 14.66 02 021 022 024 026 O
SPM200-BN2-0.1-0.3-V 0.1 0.05 03 0.08 0.08 50 4 1 14.48 031 033 034 036 039 @
SPM200-BN2-0.1-0.5-V 0.5 14.12 052 055 057 059 064 O
SPM200-BN2-0.2-0.5-V 0.5 14.21 051 0.53 055 0.57 0.61 [}
SPM200-BN2-0.2-0.75-V 0.75 13.77 078 08 083 08 092 @
SPM200-BN2-0.2-1-V 1 13.36 1.04 107 111 115 123 @
SPM200-BN2-0.2-1.25-V 1.25 12.97 1.3 134 139 143 154 @

02 0.1 0.16 0.17 50 4 1
SPM200-BN2-0.2-1.5-V 1.5 12.6 156 161 166 172 185 @
SPM200-BN2-0.2-2-V 2 11.92 207 214 222 23 248 @
SPM200-BN2-0.2-2.5-V 2.5 11.31 259 268 277 287 3.1 [}
SPM200-BN2-0.2-3-V 3 10.76 311 321 333 345 372 @
SPM200-BN2-0.3-0.5-V 0.5 14.17 052 055 057 06 066 @
SPM200-BN2-0.3-0.75-V 0.75 13.72 079 0.83 087 091 098 O
SPM200-BN2-0.3-1-V 1 13.3 105 111 116 12 129 @
SPM200-BN2-0.3-1.25-V 1.25 129 132 138 144 15 161 O

03 0.15 024 027 50 4 2
SPM200-BN2-0.3-1.5-V 1.5 12.53 158 166 172 178 192 O
SPM200-BN2-0.3-2-V 2 11.84 211 22 228 236 254 O
SPM200-BN2-0.3-2.5-V 25 11.22 263 274 283 293 3.16 [ ]
SPM200-BN2-0.3-3-V 3 10.66 315 327 339 351 378 O
SPM200-BN2-0.4-0.75-V 0.75 13.78 078 0.82 08 09 097 e
SPM200-BN2-0.4-1-V 1 13.34 1.05 1.1 115 119 1.28 [ ]
SPM200-BN2-0.4-1.5-V 04 02 15 032 037 50 4 2 12.55 158 165 172 178 1.9 [}
SPM200-BN2-0.4-2-V 2 11.84 211 219 227 235 253 @
SPM200-BN2-0.4-2.5-V 2.5 11.2 263 273 283 293 315 @

@ Stock O Available upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005

Cutting Parameters > P534
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The effective under-neck length

. Under .
Ordering Code Mlll R Neck Flute Ngck Overall Shz.mk Neck Interference for the various draft angles Stock
Dia. Length Dia. Length Dia. Angle
Length
05° [ 1° | 1.5° | 2° 3°

SPM200-BN2-0.4-3-V 3 10.63 3.15 3.27 338 35 377 [
SPM200-BN2-0.4-3.5-V 3.5 10.12 367 38 394 408 439 O

04 0.2 032 037 50 4 2
SPM200-BN2-0.4-4-V 4 9.65 419 434 449 465 5.01 @]
SPM200-BN2-0.4-4.5-V 4.5 9.22 471 487 504 523 563 @
SPM200-BN2-0.5-1-V 1 13.39 1.05 1.09 114 119 1.27 [ J
SPM200-BN2-0.5-1.5-V 1.5 12.56 158 165 171 177 189 O
SPM200-BN2-0.5-2-V 2 11.83 21 219 227 234 251 [ ]
SPM200-BN2-0.5-2.5-V 25 11.18 263 273 282 292 314 O
SPM200-BN2-0.5-3-V 3 10.6 315 327 338 349 376 @

0.5 0.25 04 047 50 4 2
SPM200-BN2-0.5-4-V 4 9.6 419 434 448 464 5 (@)
SPM200-BN2-0.5-5-V 5 8.77 523 541 559 579 624 @
SPM200-BN2-0.5-5.5-V 5.5 84 575 594 6.15 637 686 @
SPM200-BN2-0.5-6-V 6 8.07 627 648 67 694 749 @
SPM200-BN2-0.5-8-V 8 6.96 833 862 892 924 997 O
SPM200-BN2-0.6-1-V 1 13.15 1.07 114 12 127 141 [
SPM200-BN2-0.6-2-V 2 11.61 215 228 239 25 27 [
SPM200-BN2-0.6-2.5-V 25 10.96 268 284 297 3.09 332 O
SPM200-BN2-0.6-3-V 3 10.38 322 339 354 367 395 @
SPM200-BN2-0.6-3.5-V 35 9.86 375 394 41 425 457 [

06 03 048 057 50 4 4
SPM200-BN2-0.6-4-V 4 9.39 428 4.48 466 482 5.19 ([ ]
SPM200-BN2-0.6-4.5-V 4.5 8.97 481 503 521 54 581 O
SPM200-BN2-0.6-5-V 5 8.57 533 557 577 597 643 @
SPM200-BN2-0.6-5.5-V 5.5 8.22 586 6.11 632 655 705 O
SPM200-BN2-0.6-6-V 6 7.89 638 6.64 687 7.12 767 @

@ Stock O Available upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005

Cutting Parameters 3% P534

WINTECH _ 351




MILLING TOOLS | Solid Carbide Endmills

SPM200-BN2

2 Flute with Extended Neck,Ballnose

Neck R

i —-—---‘-—-ﬁ = M

L1
L
=@} Uuim
i Helix |l Ballnose
See page 149 for guidelines to icons
) Continue
Und The effective under-neck length
. Mill NAer Elute  Neck Overall Shank Interference for the various draft angles
Ordering Code . R Neck - . Neck Stock
Dia. Length Dia. Length Dia. Angle
Length
0.5° 1° 1.5° 2° 3°
SPM200-BN2-0.6-7-V 7 7.3 743 771 798 827 892 O
SPM200-BN2-0.6-8-V 8 6.79 848 878 9.09 942 1016 O
SPM200-BN2-0.6-9-V 06 | 03 9 0.48 057 50 4 4 6.35 952 9.85 102 1057 114 @
SPM200-BN2-0.6-10-V 10 5.97 10.56 10.92 11.31 11.72 1265 @
SPM200-BN2-0.6-12-V 12 5.32 1263 13.06 13.52 14.02 15.13 @
SPM200-BN2-0.7-2-V 2 11.6 214 227 239 249 269 @
SPM200-BN2-0.7-4-V 4 9.33 427 448 465 481 518 @
0.7 | 0.35 056 0.67 50 4 4
SPM200-BN2-0.7-6-V 6 7.81 638 6.64 687 7.11 7.66 [
SPM200-BN2-0.7-8-V 8 6.71 847 878 9.09 941 1015 @
SPM200-BN2-0.8-2-V 2 11.64 212 224 235 245 263 [ ]
SPM200-BN2-0.8-4-V 4 9.3 425 444 461 477 512 [ J
SPM200-BN2-0.8-5-V 5 8.45 53 553 572 592 636 O
08 | 04 0.64 0.76 50 4 4
SPM200-BN2-0.8-6-V 6 7.74 635 6.6 683 707 761 [}
SPM200-BN2-0.8-8-V 8 6.63 844 874 9.04 937 1009 @
SPM200-BN2-0.8-10-V 10 5.8 10.52 10.88 11.26 11.67 1258 O
SPM200-BN2-0.9-2-V 2 11.63 212 223 234 244 262 @
SPM200-BN2-0.9-4-V 4 9.24 425 444 46 476 5.1 [}
0.9 045 0.72 086 50 4 4
SPM200-BN2-0.9-6-V 6 7.66 635 66 682 706 7.6 [}
SPM200-BN2-0.9-8-V 8 6.54 844 874 9.04 936 1008 @
SPM200-BN2-1-2-V 2 11.62 212 223 233 243 261 [}
SPM200-BN2-1-3-V 3 10.25 318 334 348 36 38 @
SPM200-BN2-1-4-V 1 0.5 4 08 096 50 4 4 9.17 424 443 46 475 5.1 [}
SPM200-BN2-1-5-V 5 8.29 53 552 571 59 634 O
SPM200-BN2-1-6-V 6 7.57 635 659 681 705 758 @
@ Stock O Available upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005

Cutting Parameters > P534
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The effective under-neck length

. Under .
Ordering Code Mlll R Neck Flute Ngck Overall Sha.mk Neck Interference for the various draft angles Stock
Dia. L Length Dia. Length Dia. Angle
ength
0.5° 1° 1.5° 2° 3°
SPM200-BN2-1-7-V 7 50 6.96 739 766 792 82 883 @
SPM200-BN2-1-8-V 8 50 6.44 844 873 9.03 935 1007 @
SPM200-BN2-1-9-V 9 50 5.99 948 98 10.14 105 1131 O
SPM200-BN2-1-10-V 10 50 5.6 10.52 10.87 11.25 11.65 1256 O
SPM200-BN2-1-12-V 12 55 4.96 1259 13.01 1346 1395 15.04 @
1 0.5 0.8 0.96 4 4
SPM200-BN2-1-13-V 13 55 4.69 13.62 14.08 1457 151 1629 @
SPM200-BN2-1-14-V 14 55 4.45 14.66 15.15 1568 16.25 1753 @
SPM200-BN2-1-16-V 16 55 4.03 16.73 17.29 179 1855 2001 @
SPM200-BN2-1-18-V 18 60 3.69 18.79 1943 20.11 2085 225 O
SPM200-BN2-1-20-V 20 60 34 20.86 21.57 2233 23.15 2499 @
SPM200-BN2-1.1-2-V 2 11.61 211 222 232 242 26 @
SPM200-BN2-1.1-4-V 4 9.09 424 443 459 474 508 @
SPM200-BN2-1.1-6-V 1.1 055 6 0.88 1.06 50 4 4 7.47 634 659 681 7.04 757 @
SPM200-BN2-1.1-8-V 8 6.34 843 873 9.03 934 1006 @
SPM200-BN2-1.1-10-V 10 55 10.51 10.87 11.24 11.64 1254 O
SPM200-BN2-1.2-4-V 4 50 9.05 422 44 455 47 504 @
SPM200-BN2-1.2-8-V 8 50 6.25 841 87 899 93 1001 O
12 06 096 1.15 4 4
SPM200-BN2-1.2-10-V 10 50 541 1049 1084 11.21 116 125 @
SPM200-BN2-1.2-12-V 12 55 4.77 1256 1297 1342 139 1498 O
SPM200-BN2-1.4-8-V 8 50 6.04 838 866 895 926 99% @
SPM200-BN2-1.4-12-V 14 07 12 112 134 55 4 4 4.56 1253 1294 1338 13.86 1493 @
SPM200-BN2-1.4-16-V 16 55 3.67 16.66 17.22 17.82 1846 199 @
SPM200-BN2-1.5-4-V 4 8.82 42 436 451 465 497 @
1.5 0.75 1.2 144 50 4 4
SPM200-BN2-1.5-6-V 6 7.08 629 652 673 695 746 @
@ Stock O Available upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005

Cutting Parameters 3% P534

WINTECH _ 353




MILLING TOOLS | Solid Carbide Endmills

SPM200-BN2

2 Flute with Extended Neck,Ballnose

Neck R

i —-—---‘-—-ﬁ = Mm

L1
L
=@} Uuim
i Helix |l Ballnose
See page 149 for guidelines to icons
) Continue
Und The effective under-neck length
. Mill NAer Elute  Neck Overall Shank Interference for the various draft angles
Ordering Code . R Neck - . Neck Stock
Dia. Length Dia. Length Dia. Angle
Length
0.5° 1° 1.5° 2° 3°
SPM200-BN2-1.5-8-V 8 50 5.92 838 866 895 925 994 e
SPM200-BN2-1.5-10-V 10 50 5.08 1046 10.8 11.16 11.55 1243 @
SPM200-BN2-1.5-12-V 12 55 4.45 12.53 12.94 13.38 1385 1492 O
SPM200-BN2-1.5-14-V 1.5 075 14 1.2 144 55 4 4 3.96 146 15.08 15,6 16.15 17.4 [
SPM200-BN2-1.5-16-V 16 55 3.57 16.66 17.22 17.81 1845 1989 @
SPM200-BN2-1.5-18-V 18 60 3.25 18.73 19.36 20.03 20.75 2238 @
SPM200-BN2-1.5-20-V 20 60 2.98 20.8 215 22.25 23.05 - [
SPM200-BN2-1.6-8-V 8 50 5.8 838 866 894 925 993 O
SPM200-BN2-1.6-12-V 12 55 4.34 12.53 1294 1337 13.85 149 [ J
16 08 1.28 154 4 4
SPM200-BN2-1.6-16-V 16 55 3.47 16.66 17.21 17.81 18.44 19.88 @
SPM200-BN2-1.6-20-V 20 60 2.89 20.8 21.49 2224 23.04 - [}
SPM200-BN2-1.8-8-V 8 50 5.55 836 863 891 921 988 @
SPM200-BN2-1.8-12-V 12 55 4.11 125 1291 1334 1381 1485 @
1.8 09 144 173 4 4
SPM200-BN2-1.8-16-V 16 55 3.26 16.64 17.19 17.77 1841 1983 @
SPM200-BN2-1.8-20-V 20 60 2.7 20.77 21.46 2221 23.01 - [ J
SPM200-BN2-2-3-V 3 50 9.72 311 322 332 342 362 @
SPM200-BN2-2-4-V 4 50 8.32 416 431 444 457 486 @
SPM200-BN2-2-6-V 6 50 6.46 6.26 646 666 687 735 @
SPM200-BN2-2-8-V 8 50 5.27 834 86 888 917 984 @
SPM200-BN2-2-10-V 2 1 10 16 192 50 4 4 4.46 1041 10.74 11.09 1147 1232 @
SPM200-BN2-2-12-V 12 55 3.86 12.48 12.88 13.31 13.77 1481 O
SPM200-BN2-2-13-V 13 55 3.62 13.51 13.95 1442 1492 16.05 @
SPM200-BN2-2-14-V 14 55 34 14.55 15.02 15.53 16.07 1729 @
SPM200-BN2-2-16-V 16 55 3.04 16.62 17.16 17.74 1837 1978 @
@ Stock O Available upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005

Cutting Parameters > P534
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The effective under-neck length

Ordering Code Il\)/llgl R l:\lne(if(r Lzl:gt:h I\Il;;k E)::;LI SB?:k Neck InteAr:]eg;'Ieence for the various draft angles Stock
Length 0.5° 1° 1.5° 2° 3°
SPM200-BN2-2-18-V 18 60 2.75 18.68 193 19.96 20.67 - ®
SPM200-BN2-2-20-V 20 60 2.51 20.75 21.44 22.18 2297 - [}
SPM200-BN2-2-22-V 22 60 2.31 22.82 23.58 2439 2527 - ®
SPM200-BN2-2-25-V 2 1 25 16 192 65 4 4 2.06 2592 26.79 27.72 2872 - [}
SPM200-BN2-2-30-V 30 70 1.75 31.09 32.14 33.26 - - [ ]
SPM200-BN2-2-35-V 35 75 1.52 36.26 37.48 38.8 - - ([ ]
SPM200-BN2-2-40-V 40 80 1.34 41.42 4283 - - - O
SPM200-BN2-2.5-6-V 6 50 5.62 6.22 641 6.6 6.8 7.25 ([ ]
SPM200-BN2-2.5-10-V 10 50 3.69 1037 1069 11.03 114 1223 @
SPM200-BN2-2.5-15-V 15 55 2.59 15.54 16.04 16.58 17.15 - (]
25 125 2 24 4 4
SPM200-BN2-2.5-20-V 20 60 1.99 20.71 21.39 22.12 - - [ ]
SPM200-BN2-2.5-25-V 25 65 1.62 25.88 26.74 27.66 - = (]
SPM200-BN2-2.5-30-V 30 70 1.36 31.05 32.09 - - - (]
SPM200-BN2-3-8-V 8 55 7.04 827 851 877 9.04 965 @
SPM200-BN2-3-10-V 10 55 6.05 1034 10.65 10.98 1134 1214 @
SPM200-BN2-3-13-V 13 60 5 13.44 13.86 1431 1479 1587 O
SPM200-BN2-3-16-V 16 60 4.26 16.55 17.07 17.63 1824 196 @
3 1.5 24 | 2.88 6 4
SPM200-BN2-3-20-V 20 65 3.56 20.68 2135 22.07 22.84 2457 @
SPM200-BN2-3-25-V 25 70 295 2585 26.7 27.61 2859 - ®
SPM200-BN2-3-30-V 30 75 2.52 31.02 32.05 33.15 3434 - O
SPM200-BN2-3-35-V 35 80 2.2 36.19 37.39 38.69 40.08 - ®
SPM200-BN2-3.5-15-V 15 60 3.99 1549 1596 1648 17.03 1827 @
SPM200-BN2-3.5-25-V 35 175 25 28 336 70 6 4 2.56 25.82 26.66 27.56 28.53 - [ ]
SPM200-BN2-3.5-35-V 35 80 1.89 36.16 37.36 38.64 - - ([ ]
@ Stock O Available upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005

Cutting Parameters 3% P534
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Under The effective under-neck length
. Mill Flute Neck Overall Shank Interference for the various draft angles
Ordering Code . R | Neck - . Neck Stock
Dia. Length Dia. Length Dia. Angle
Length
05° | 1° [ 15 | 2° 3°
SPM200-BN2-3.5-45-V 35 175 45 28 336 90 6 4 1.5 46.5 48.05 - - - @)
SPM200-BN2-4-10-V 10 55 4.86 1031 106 1091 1124 11.99 O
SPM200-BN2-4-13-V 13 60 3.88 13.41 13.81 14.23 14.69 1572 @
SPM200-BN2-4-16-V 16 60 3.23 16.51 17.02 17.56 18.14 1945 @
SPM200-BN2-4-20-V 20 65 2.63 20.65 21.3 2199 2274 - @)
SPM200-BN2-4-25-V 25 70 2.14 25.81 26.64 27.53 28.49 - ([ ]
4 2 32 3386 6 4
SPM200-BN2-4-30-V 30 75 1.81 3098 31.99 33.08 - - O
SPM200-BN2-4-35-V 35 80 1.56 36.15 37.34 3862 - - [ J
SPM200-BN2-4-40-V 40 80 1.38 41.32 42.69 - - - [ ]
SPM200-BN2-4-45-V 45 90 1.23 46.49 48.04 - - - ®
SPM200-BN2-4-50-V 50 100 1.11 51.66 53.39 - - - [}
SPM200-BN2-5-20-V 20 65 1.48 2062 21.25 - - - @)
SPM200-BN2-5-25-V 25 70 1.18 2579 26.6 - - - ®
5 2.5 4 4.85 6 4
SPM200-BN2-5-30-V 30 75 0.98 3096 - - - - @)
SPM200-BN2-5-40-V 40 80 0.73 4129 - - - - [}
SPM200-BN2-6-12-V 12 60 - - - - - - ()
SPM200-BN2-6-20-V 20 65 - - - - - - O
6 3 6 | 585 6 -
SPM200-BN2-6-30-V 30 75 - - - - - - °
SPM200-BN2-6-50-V 50 100 - - - - - - O
@ Stock O Available upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005

Cutting Parameters > P534
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| Under | . ilshank . The effective under-neck length
. Mi Flute Neck Overall Shan Interference for the various draft angles
Gl et Dia. L’::;lt(h Length Dia. Length Dia. = Angle Sz
0.5° ‘ 1° ‘ 1.5° ‘ 2° ‘ 3°
SAM200-SN2-0.2-1-H 0.2 1 03 0.17 50 4 1 13.19 1.05 1.09 1.13 117 1.26 ®
SAM200-SN2-0.3-1.5-H 0.3 15 | 045 027 50 4 2 12.31 1.59 1.67 1.74 1.81 1.96 ®
SAM200-SN2-0.4-2-H 0.4 2 06 037 50 4 2 11.57 2,12 2.22 230 239 258 ®
SAM200-SN2-0.5-2-H 2 11.49 2.12 2.22 230 239 258 ®
SAM200-SN2-0.5-4-H 4 9.37 4.21 436 452 469  5.07 ®
0.5 075 047 50 4 2
SAM200-SN2-0.5-6-H 6 7.90 628 650 6.73 6.99 7.55 @)
SAM200-SN2-0.5-8-H 8 6.83 8.35 8.64 895 928 1004 O
SAM200-SN2-0.6-2-H 2 11.21 217 2.32 2.45 256 278 ®
SAM200-SN2-0.6-4-H 4 9.13 430 452 470 487 5.27 [}
0.6 09 057 50 4 4
SAM200-SN2-0.6-6-H 6 7.70 6.40  6.67 6.91 7.17 7.75 O
SAM200-SN2-0.6-8-H 8 6.65 849 881 9.13 947 1024 O
SAM200-SN2-0.8-4-H 4 8.94 428 448 466 483 5.22 [}
SAM200-SN2-0.8-6-H 6 7.49 6.37 6.63 6.87 7.13 7.71 O
0.8 1.2 0.76 50 4 4
SAM200-SN2-0.8-8-H 8 6.44 846 877 9.09 943 1020 @
SAM200-SN2-0.8-10-H 10 5.65 1054 1091 1131 1173 1268 O
SAM200-SN2-1-4-H 4 50 8.70 428 448 466 483 5.22 [}
SAM200-SN2-1-6-H 6 50 7.24 6.37 6.63 6.87 7.3 7.71 ©)
SAM200-SN2-1-8-H 8 50 6.20 846 877 9.09 943 1020 @
1 15 0.96 4 4
SAM200-SN2-1-10-H 10 50 5.42 1054 1091 1131 1173 1268 O
SAM200-SN2-1-12-H 12 55 4.82 1261 13.05 1352 1403 1517 @
SAM200-SN2-1-14-H 14 55 4.33 1468 1519 1574 1633 1765 O
SAM200-SN2-1.5-6-H 6 50 6.59 6.33 6.58  6.82 7.07 7.64 °
SAM200-SN2-1.5-8-H 1.5 8 225 144 50 4 4 5.57 8.41 8.72 9.03 937 1013 @
SAM200-SN2-1.5-12-H 12 55 4.25 1256 13.00 1347 1397 1510 O
@ Stock O Available upon Order R Tol

02<p<05 907

0
06<D<09 Y

10<0<60 15

Cutting Parameters 3 P545 (mm)
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§ U b I . il shank . The effective under-neck length
. Mi Flute Neck Overall Shan Interference for the various draft angles
il Lee Dia. Lzlr?gt(h Length Dia. Length Dia. izl Angle dizes
0.5° 1° 1.5° 2° 3°

SAM200-SN2-1.5-16-H 16 55 3.44 16.69 1727 1790 1857 20.08 @)
1.5 225 144 4 4

SAM200-SN2-1.5-18-H 18 60 3.14 1876 19.41 20.12 2087 2256 O

SAM200-SN2-2-6-H 6 50 5.80 630 654 677 7.03 7.60 ®

SAM200-SN2-2-8-H 8 50 4.83 838 868 899 933 1008 @

SAM200-SN2-2-10-H 10 50 413 1045 1082 1121 1163 1257 @

SAM200-SN2-2-12-H 2 12 3 192 55 4 4 3.61 1252 1296 1342 1393 1506 @

SAM200-SN2-2-14-H 14 55 3.21 1459 15.09 1564 1623 17.54 O

SAM200-SN2-2-16-H 16 55 2.88 16.65 17.23 17.86 18.53 - @)

SAM200-SN2-2-24-H 24 65 2.06 2492 2579 26.72 27.72 - @)

SAM200-SN2-2.5-10-H 10 55 3.33 1042 1078 11.17 1159 12,53 ([ ]
25 375 24 4 4

SAM200-SN2-2.5-20-H 20 60 1.88 20.76 2148 22.26 - - @]

SAM200-SN2-3-10-H 10 50 5.47 1040 1076 1115 11.57 12,51 ([ ]

SAM200-SN2-3-12-H 12 60 4.86 1247 1290 1337 13.87 14.99 [ ]

SAM200-SN2-3-20-H 3 20 45 288 65 6 4 335 2074 2146 2223 23.07 2494 @

SAM200-SN2-3-24-H 24 70 2.90 2487 2574 26.67 27.67 - O

SAM200-SN2-3-36-H 36 75 2.06 37.27 3857 3997 4146 = O

SAM200-SN2-4-16-H 16 60 2.89 16.58 17.16 17.78 18.45 - ®

SAM200-SN2-4-25-H 25 70 1.99 25.89 2679 27.76 = = O
4 6 3.86 6 4

SAM200-SN2-4-32-H 32 80 1.60 33.12 3428 3551 - - ®

SAM200-SN2-4-48-H 48 100 1.11 49.66 51.39 = = = O

SAM200-SN2-5-16-H 16 70 1.60 16.58 17.15 17.77 - - ®
5 75 485 6 4

SAM200-SN2-5-25-H 25 70 1.06 25.88 26.78 = = - °

SAM200-SN2-6-20-H 20 70 - - - - - - [
6 9 5.85 6 4

SAM200-SN2-6-30-H 30 80 - - - - - - [

@ Stock O Available upon Order R Tol

0
02<p<05 907
0
06<D<09 3
0
10<D<60 9015

Cutting Parameters 3 P545 (mm)
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Under p The effective under-neck length
. Mill Flute Neck OverallShank Interference for the various draft angles
Siceialeas Dia. . LNeck Length Dia. Length Dia. e Angle Stock
ength
| 0w+ s > ¥

SAM200-BN2-0.2-1-H 0.2 0.1 1 0.16 0.17 50 4 1 13.35 1.04 108 111 115 124 @
SAM200-BN2-0.4-2-H 2 11.83 211 220 228 236 253 @
SAM200-BN2-0.4-3-H 3 10.63 316 328 339 351 377 @

04 0.2 032 037 50 4 2
SAM200-BN2-0.4-4-H 4 9.64 420 434 449 466 502 O
SAM200-BN2-0.4-5-H 5 8.83 524 541 560 581 626 O
SAM200-BN2-0.5-2-H 2 11.83 211 220 227 235 252 @
SAM200-BN2-0.5-4-H 0.5 | 0.25 4 04 047 50 4 2 9.59 420 434 449 465 500 @
SAM200-BN2-0.5-6-H 6 8.06 627 648 671 695 749 O
SAM200-BN2-0.6-2-H 2 11.60 215 228 240 251 271 [ J
SAM200-BN2-0.6-4-H 4 9.39 428 449 466 483 519 @

06 03 0.48 0.57 50 4 4
SAM200-BN2-0.6-6-H 6 7.88 639 665 688 713 768 @
SAM200-BN2-0.6-8-H 8 6.79 848 879 9.0 943 1017 O
SAM200-BN2-0.8-4-H 4 9.30 425 445 461 477 513 @
SAM200-BN2-0.8-6-H 6 7.74 636 6.61 683 7.07 761 ([ J

08 04 0.64 0.76 = 50 4 4
SAM200-BN2-0.8-8-H 8 6.63 845 875 9.05 937 1010 O
SAM200-BN2-0.8-10-H 10 5.79 1053 10.88 11.26 11.67 1258 O
SAM200-BN2-1-4-H 4 50 9.16 425 444 460 476 510 @
SAM200-BN2-1-6-H 6 50 9.44 635 660 682 7.06 759 @
SAM200-BN2-1-8-H 1 0.5 8 08 096 50 4 4 6.43 844 874 9.04 936 1007 O
SAM200-BN2-1-10-H 10 50 5.60 10.52 10.88 11.25 1166 1256 @
SAM200-BN2-1-12-H 12 55 4.96 12,59 13.02 1347 1396 1505 O

@ Stock O Available upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005

(mm)

Cutting Parameters % P547
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SAM200-BN2 -

2 Flute with Extended Neck,Ballnose Interference angle 8
The effective Draft angle
underneck length I '/ |
.

|
Under Neck Length L Sank| TIAICISIN m '
=1 h5 m Ballnose

See page 149 for guidelines to icons

) Continue
. Uit The effective under-neck length
Ordering Code I,\)Algl R LNeck Lzlrl\j;fh l\ll;;k E)ev:;at\u Sg?;k Necklnti\rgﬁnce for the various draft angles Stock
ength
0.5° 1° 1.5° 2° 3°
SAM200-BN2-1.5-6-H 6 50 7.08 630 653 673 696 7.46 [
SAM200-BN2-1.5-8-H 8 50 5.92 838 867 895 926 9.95 ()
SAM200-BN2-1.5-10-H 10 50 5.08 1046 1080 11.17 1156 1244 @
sam2008N2-1512H 070 P MM st us 1253 1294 1338 1386 1492 @
SAM200-BN2-1.5-16-H 16 55 3.56 16.67 1722 17.82 1846 1989 O
SAM200-BN2-1.5-18-H 18 60 324 1874 1936 20.03 20.76 2238 O
SAM200-BN2-2-6-H 6 50 6.45 6.26 647 667 688 735 [ J
SAM200-BN2-2-8-H 8 50 5.27 834 861 888 9.18 9.84 [ J
SAM200-BN2-2-10-H 10 50 4.45 1042 10.75 11.10 11.48 1233 o
SAM200-BN2-2-12-H 2 1 12 1.6 192 55 4 4 3.85 1249 1289 1332 13.78 14.81 O
SAM200-BN2-2-16-H 16 55 3.04 16.62 17.16 17.75 1838 19.79 o
SAM200-BN2-2-20-H 20 60 2.51 20.76 21.44 22.18 2298 = O
SAM200-BN2-2-24-H 24 70 2.13 2489 25.72 26.61 27.58 - O
SAM200-BN2-3-8-H 8 55 7.03 828 852 877 9.04 9.66 o
SAM200-BN2-3-10-H 10 60 6.05 1035 1066 1099 1134 1214 @
SAM200-BN2-3-12-H 12 60 530 1242 1280 1320 13.64 1463 @
SAM200-BN2-3-16-H 16 60 4.26 16.55 17.07 17.64 1824 1960 @
sam008N2-320H 020 2t % e 355 j060 2135 2207 2284 2457 @)
SAM200-BN2-3-25-H 25 70 2.94 2585 26.70 27.61 28.59 - [ ]
SAM200-BN2-3-30-H 30 75 2.51 31.02 32.05 33.15 3434 = @)
SAM200-BN2-3-36-H 36 80 2.14 37.22 3847 39.80 41.24 - O
@ Stock O Available upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005

(mm)

Cutting Parameters % P547
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SAM200-BN2

2 Flute with Extended Neck,Ballnose

Neck R

o _ _ -5 %,%LQ _
‘ _ e o ———————————ep

L1

L
=] 1] Uni]m
hS Helix Ballnose
See page 149 for guidelines to icons
) Continue
Uil The effective under-neck length
. Mill Flute Neck Overall Shank Interference for the various draft angles
Ordering Code Dia. R | Neck Length Dia. Length Dia. Neck Angle Stock
Length
0.5° ‘ 1° ‘ 1.5° ‘ 2° ‘ 3°
SAM200-BN2-4-10-H 10 55 4.85 1031 1060 1091 1125 1200 @
SAM200-BN2-4-12-H 12 60 4.15 1238 1274 13.13 1355 1448 @
SAM200-BN2-4-16-H 16 60 3.22 16.52 17.02 1756 1815 1946 @
SAM200-BN2-4-20-H 20 65 2.63 20.65 21.30 22.00 22.75 = [ J
4 2 3.2 3.86 6 4
SAM200-BN2-4-25-H 25 70 2.14 2582 26.65 27.54 28.50 - [ J
SAM200-BN2-4-32-H 32 75 1.70 33.05 34.14 3530 = = O
SAM200-BN2-4-35-H 35 80 1.56 36.16 37.35 38.62 - - O
SAM200-BN2-4-48-H 48 90 1.15 49.59 51.25 = = = O
SAM200-BN2-5-16-H 16 65 1.86 1649 16.98 17.50 - - [ J
SAM200-BN2-5-20-H 20 70 1.48 20.63 21.26 - - - o
5 25 4 4385 6 4
SAM200-BN2-5-25-H 25 75 1.17 25.79 26.61 - - - [ J
SAM200-BN2-5-40-H 40 80 0.73 41.30 = = = o O
SAM200-BN2-6-12-H 12 60 - - - - - - [ J
SAM200-BN2-6-20-H 20 65 = = = = = = [ J
6 3 48 5.85 6 -
SAM200-BN2-6-30-H 30 75 - - - - - - O
SAM200-BN2-6-50-H 50 100 = = = = = - O
@ Stock O Available upon Order R Tol
R<0.25 +0.003
R>0.25 +0.005
(mm)

Cutting Parameters % P547
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Case Study

UP210 Stamp die Machining

Solid Carbide Endmills | MILLING TOOLS

Model UP210-SL4-12045

Spec D12%45%*100%d12

Workpiece H13 (45HRC)

Cutting Speed 2600RPM(100m/min)

Feed Rate 1600mm/min (0.15mm/z)
Cutting Method Side Milling

Cutting Depth ap=30mm, ae=0.05~0.2mm

Cooling Method

Air Cooling

Workpiece Profiling

Wear Condition after Cutting 1.5H

SP210 Type Block Contour Finishing

Model SP210-54-10025

Spec D10*25*75*d10

Workpiece Q235A(HB200)

Cutting Speed 5100RPM(160m/min)

Feed Rate 1600mm/min (0.078mm/z)
Cutting Method Contour Finishing

Cutting Depth ap=5-12mm,ae=0.15mm

Cooling Method

Emulsion

Efficiency: +167%
Tool Life: +283%

0 50 100 150 200 250

Tool life
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Case Study

UPR210 Magnechuck machining
Model UPR210-54-10025
Spec D10*C0.3¥25*75*d10
Workpiece 45#(180HB)
Cutting Speed 172.7m/min (5500rpm)
Feed Rate 600mm/min (0.027mm/z)
Cutting Method Side Milling
Cutting Depth ap=6mm,ae=10mm
Cooling Method Emulsion

Quantity(pcs)

0 5 10 15
Workpiece Quantity

UPR300 Output Shaft side milling

Model UPR300-54-10025

Spec D10%*C0.3%25*75*d10
Workpiece SCM440 (30HRC)

Cutting Speed 4777rpm (150m/min)
Feed Rate 0.012mm/z (238mm/min)
Cutting Method Side Milling

Cutting Depth ap=20mm,ae=5mm
Cooling Method Emulsion

Quantity(pcs)

Workpiece Quantity
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Cj se Study

US300 Cellphone Charge Jack machining
Model US300-54-01503
Spec D1.5*3*50*d4
Workpiece SUS316L (HB150-200)
Cutting Speed 8000rpm (37.68m/min)
il
Cutting Method Plunge milling, Side milling
Cutting Depth ap=2.6 mm, ae=0.32 mm
Cooling Method Oil Cooling

Machining zone marked as Red

Quantity(pcs)

0

2000 4000 6000 8000

Workpiece Quantity
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Case Study

Solid Carbide Endmills

SG200 Graphite Electrode Machining

Model

5G200-RN4-10005

Spec

D10*R0.5*15*45*100*d 10

Workpiece

Graphite

Cutting Speed

9000RPM(280m/min)

Feed Rate

4000mm/min (0.11mm/z)

Cutting Method

Side Milling

Cutting Depth

ap=0.15mm, ae=0.25mm

Cooling Method

Air Cooling

Processing time
(min)

SG200 Graphite Mold Machining

Model $G200-M-BN2

Spec Terrace Die: R0.75*5%*10*50*d4
Workpiece HK-75

Cutting Speed 15000 RPM

Feed Rate 3500mm/min

Cutting Method Profile Milling

Cutting Depth ap=0.05mm, ae=0.03mm
Cooling Method Dry, Dust extraction

Surface quality

e

e

R

0.9
07 50min 150min 200min
WT 0.742 0.976 1.235
—— A 0.833 1.113 1.487
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Case Study
SH260-H Automobile die machining QEl
Model SH260-B2-10-15-H
Spec R5*15*75*d10
Workpiece NAK80 (48-52HRC)
Cutting Speed 4000RPM (126.6m/min)
Feed Rate 2000mm/min (0.25mm/z) p N )
rocessing time(min)
+125%
Cutting Method Profile Milling
Cutting Depth ap=0.Tmm
Cooling Method Air Cooling

SH300-H Male die of automobile

Model SH300-BH2-06009E-H
Spec R3*9*75*d6
Workpiece SKD11 (62HRC)
Cutting Speed 10000RPM (188.4m/min)
Feed Rate 1200mm/min (0.06mm/z) after 9 hours continually profile milling
Unit: um
Roughness: Ra
Cutting Method Profile Milling L
0.8
Cutting Depth 0.03 0.05 > W Spot®
utting Dep ap=0.03mm, ae=0.05mm 04 Spot@
02 H Spot®
. . . 0
Cooling Method Oil Cooling A WT
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Case Study

FH200-H:SKD11 Rough Machining

Model FH200-R6-12008-H
Spec D12*R0.75%10%36*100%*d12*D11.5
®
Workpiece SKD11(60HRC)
Cutting Speed 1592RPM(60m/min) Machining Process Chip Form
Feed Rate 191Tmm/min (0.2mm/z)

Cutting Method Face Milling

Cutting Depth ap=0.25mm, ae=6mm

Cooling Method Air Cooling

SPM200 High Precision Copper-Tungsten Electrode Mold Finishing Machining

Model SPM200-BN2-0.6-4-V
Type 2 Flute, Extended Neck,Ballnose, Coating
Spec R0.3*0.48*4*50*d4*D0.57
Workpiece
Workpiece Copper-Tungsten(25~30HRC)
Machine Germany Karn (KARN-771)
Tool Holder HSK—E25 Heat Shrinkable Tool Holder
Enlarged view of zone A
Cutting Speed 30000RPM(56m/min) Size of Workpiece
. Processing time(min)
Feed Rate 500mm/min
0

Cutting Method  Profile Milling, Finishing +294%

A
Cutting Depth ap=0.01Tmm, ae=0.02mm
Cooling Method  Oil Mis

WT 00

. AnglesTol.: £ 15", \ \ \ \

Workpiece Surface Roughness: Ra<0.1um 0 300 600 900 1200

Tool life
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Recommended Cutting Data

UP210- SS2/52/SL2 /SH2/R2/RH2
Side Milling : For Steel, Cast Iron E

. Cutting Depth  Vc Tool Diameter
Workpiece ) e (mm) 3 4 6 8 10 12 16 20
Carbon Steel,Alloy ap<1.5D n 19110 14330 9550 = 7170 5730 @ 4780 3580 @ 2870
(<35HRO) 180
ae<0.15D Vf 1070 | 1030 920 930 920 860 860 860
E Alloy Steel ap<1D n 13800 10350 6900 | 5180 & 4140 3450 2590 | 2070
(35-48HRC) 130
ae<0.12D vf 610 580 550 620 560 500 410 370
ap<1.5D n) 13800 10350 6900 | 5180 & 4140 3450 2590 | 2070
M Stainless Steel 130
ae<0.15D Vf) 690 660 590 650 610 590 490 460
Gray Cast Iron ap<1.5D n 16990 12740 8490 | 6370 & 5100 4250 3190 | 2550
Nodular Cast Iron 160
(<32HRQ) ae<0.15D vf 850 820 820 750 700 680 610 560
m High Alloy Cast Iron ap<1D n 14860 11150 7430 | 5570 @ 4460 3720 2790 | 2230
(35-45HRC) 140
ae<0.12D vf 650 670 670 620 580 560 500 460
UP210-S3
Side Milling : For Steel, Cast Iron
t Cutting Depth  Vc Tool Diameter
Workpiece ) i (mm) 3 4 6 8 10 12 16 20
Carbon Steel,Alloy ap<1.5D n 19110 14330 9550 = 7170 5730 = 4780 3580 @ 2870
- 180
(<35HRO) ae<0.15D vf 1610 1550 1380 1400 1380 1290 1290 1290
E Alloy Steel ap<1D n 13800 10350 6900 = 5180 = 4140 3450 @ 2590 2070
(35-48HRC) 130
ae<0.12D Vf 910 870 830 930 850 760 620 560
ap<1.5D n) 13800 10350 6900 = 5180 = 4140 3450 @ 2590 2070
M Stainless Steel 130
ae<0.15D Vf) 1040 990 890 980 920 880 740 680
Gray Cast Iron ap<1.5D n 16990 12740 8490 | 6370 & 5100 4250 3190 | 2550
Nodular Cast Iron 160
m (<32HRC) ae<0.15D Vf 1270 | 1220 1220 | 1130 1060 1020 @ 910 = 840
High Alloy Cast Iron ap<1D n 14860 11150 7430 @ 5570 4460 3720 @ 2790 2230
(35-45HRC) 140
ae<0.12D Vf 980 1000 = 1000 940 870 840 750 680

1. Use machine and holder with high rigidity .

2. Adjust the speed, feed and cutting depth according to actual cutting condition.

3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long, please adjust the
speed, feed and cutting depth.
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Recommended Cutting Data

UP210- SS4/54/5SC4/S4A/SL4 /SH4/R4/R4A/RH4
Side Milling : For Steel, Cast Iron E

. Cutting Depth Vc Tool Diameter
Workpiece ) i (mm) 3 4 6 8 10 12 16 20
Carbon Steel,Alloy ap<1.5D 180 n 19110 14330 9550 @ 7170 5730 4780 3580 @ 2870
(<35HRO) 2e<0.15D vf 2140 2060 1830 1860 1830 1720 1720 1720
n ap<1D n 13800 10350 6900 5180 @ 4140 3450 2590 @ 2070
Alloy Steel 130
(35-48HRC) ae<0.12D vf 1210 1160 1100 1240 1130 1010 830 750
ap<1.5D n) 13800 10350 6900 5180 @ 4140 3450 2590 @ 2070
M Stainless Steel 130
ae<0.15D Vf) 1380 1330 1190 1300 1230 1170 980 910
Gray Cast Iron ap<1.5D n 16990 12740 8490 | 6370 & 5100 4250 3190 | 2550
Nodular Cast Iron 160
m (<32HRQ) 2e<0.15D vf 1700 1630 | 1630 1500 1410 = 1360 | 1210 1120
High Alloy Cast Iron ap<1D 140 n 14860 11150 7430 5570 4460 3720 2790 @ 2230
(35-45HRC) ae<0.12D v 1310 1340 1340 1250 1160 1120 1000 910
UP210- S6
Side Milling : For Steel, Cast Iron
. Cutting Depth Ve Tool Diameter
Workpiece Gt i (mm) 3 4 6 8 10 12 16 20
Carbon Steel,Alloy ap<1.5D 180 n 19110 14330 9550 = 7170 5730 @ 4780 3580 2870
(<35HRC) ae<0.15D vf 3210 3100 2750 2800 2750 2580 2580 = 2580
ap<1D n 13800 10350 6900 = 5180 @ 4140 @ 3450 2590 2070
Alloy Steel 130
(35-48HRO) ae<0.12D Vf 1820 1740 1660 1860 1690 1510 1240 1120
ap<1.5D n) 13800 10350 6900 = 5180 @ 4140 @ 3450 2590 2070
M Stainless Steel 130
ae<0.15D Vf) 2070 1990 1780 @ 1960 @ 1840 1760 1480 1370
Gray Cast Iron ap<1.5D n 16990 12740 8490 6370 @ 5100 4250 3190 2550
Nodular Cast Iron 160
m (<32HRCQ) ae<0.15D Vf 2550 2450 2450 2260 2110 2040 1820 1680
High Alloy Cast Iron ap<1D 140 n 14860 11150 7430 @ 5570 4460 = 3720 2790 @ 2230
(35-45HRC) ae<0.12D Vf 1960 2010 2010 1870 1740 1670 1510 1360

1. Use machine and holder with high rigidity .

2. Adjust the speed, feed and cutting depth according to actual cutting condition.

3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long, please adjust the
speed, feed and cutting depth.
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Recommended Cutting Data

UP210- SS2/52/SL2/SH2/R2/RH2
Slot Milling : For Steel, Cast Iron

i Cutting Depth Vc Tool Diameter
Workpiece i) i (mm) 3 4 6 8 10 12 16 20
Carbon Steel Alloy 10208 . n 8490 6370 4250 @ 3190 | 2550 & 2120 1590 & 1270
(<35HRQ) vf 430 540 440 400 370 350 400 410
n n 6370 | 4780 3190 2390 1910 1590 1190 = 960
Alloy Steel ap<03D 60
(35-48HRC) vf 260 310 270 230 220 220 230 230
M n) 5840 | 4380 @ 2920 2190 1750 1460 1100 = 880
Stainless Steel ap<0.3D 55
) 140 160 | 200 200 200 190 170 160
Gray Cast Iron n 5840 4380 2920 2190 @ 1750 1460 = 1100 @ 880
Nodular Cast Iron ap<0.5D 55
m (<32HRC) i 210 | 250 250 220 210 200 190 170
High Alloy Cast Iron 102030 “ n 5310 3980 2650 = 1990 | 1590 1330 1000 800
(35-45HRC) vf 160 180 210 180 180 170 160 = 140
UP210-S3
Slot Milling : For Steel, Cast Iron
i Cutting Depth Vc Tool Diameter
Workpiece i) vl (mm) 3 4 6 8 10 12 16 20
n 8490 6370 4250 @ 3190 | 2550 & 2120 1590 | 1270
Carbon Steel Alloy ap<0.8D 80
(<35HRQ) vf 640 800 660 500 550 520 600 610
n n 6370 | 4780 3190 2390 1910 1590 1190 = 960
Alloy Steel ap<03D 60
(35-48HRC) vf 380 460 400 340 330 330 340 340
M n) 5840 | 4380 @ 2920 2190 1750 1460 1100 = 880
Stainless Steel ap<0.3D 55
vf) 210 | 240 310 | 300 290 290 260 = 240
Gray Cast Iron n 5840 | 4380 @ 2920 2190 1750 1460 1100 = 880
Nodular Cast Iron ap<0.5D 55
m (<32HRC) vf 320 370 380 330 320 310 280 250
High Alloy Cast Iron om0 “ n 5310 | 3980 @ 2650 1990 1590 1330 1000 = 800
(35-45HRC) Vf 240 | 280 320 270 260 260 240 = 220

1. Use machine and holder with high rigidity .

2. Adjust the speed, feed and cutting depth according to actual cutting condition.

3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long, please adjust the
speed, feed and cutting depth.
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Recommended Cutting Data

UP210- B2/BH2
Profile Milling: For Steel, Cast Iron
Cutting .
. Ve Tool Diameter
Workpiece I();;:Tt‘l; sfisifii {mm) 4 5 6 7 8 9 10 11 12
Carbon Steel,Alloy ap<0.2D n 12740 10190 8490 7280 6370 5660 5100 | 4630 4250
A 160
(<35HRC) 2e<03D vf 1020 1020 1020 1020 1020 1020 1020 1020 1020
n Alloy Steel ap<0.15D n 9550 | 7640 6370 5460 4780 4250 3820 3470 3190
(35-48HRC) 120
ae<0.15D Vf 610 640 660 @ 630 620 610 610 610 @ 610
ap<0.2D n 8760 | 7010 5840 5010 4380 3890 3500 3190 2920
M Stainless Steel 110
ae<0.2D Vf 610 630 | 640 630 630 620 630 @640 | 640
Gray Cast Iron ap<0.2D n 11150 8920 7430 6370 5570 @ 4950 4460 4050 3720
Nodular Cast Iron 140
(<32HRQ) ae<0.2D Vf 780 = 800 | 820 800 800 790 800 @ 810 | 820
High Alloy Cast Iron ap<0.1D n 9550 | 7640 6370 5460 4780 4250 3820 3470 3190
(35-45HRC) 120
ae<0.1D Vf 610 640 660 660 670 650 650 660 670
UP210- B4
Profile Milling: For Steel, Cast Iron m
Cutting .
. Ve Tool Diameter
Workpiece I();;r)rt‘l; Gfisifii (mm) 4 5 6 7 8 9 10 11 12
Carbon Steel,Alloy ap<0.2D n 12740 10190 8490 7280 6370 5660 5100 | 4630 4250
A 160
(<35HRC) ae<03D vf 2040 2040 2040 2040 2040 2040 2040 2040 2040
n Alloy Steel ap<0.15D n 9550 | 7640 6370 5460 4780 4250 3820 3470 3190
120
(35-48HRC) ae<0.15D Vf 1220 | 1280 1330 | 1270 1240 1220 1220 1210 1210
ap<0.2D n) 8760 | 7010 5840 5010 4380 3890 3500 3190 2920
M Stainless Steel 110
ae<0.2D Vf) 1230 | 1260 1290 | 1260 1260 1250 1260 1270 1290
Gray Cast Iron ap<0.2D n 11150 8920 7430 6370 5570 @ 4950 4460 4050 3720
Nodular Cast Iron 140
(<32HRQ) ae<0.2D Vf 1560 @ 1610 | 1640 1610 1610 1590 1610 1620 1640
High Alloy Cast Iron ap<0.1D n 9550 | 7640 6370 5460 4780 4250 3820 3470 3190
120
(35-45HRC) ae<0.1D Vf 1220 | 1280 1330 | 1310 1340 1310 1300 1320 1340

1. Use machine and holder with high rigidity .

2. Adjust the speed, feed and cutting depth according to actual cutting condition.

3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long, please adjust the
speed, feed and cutting depth.
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Recommended Cutting Data

UP210- L60/L90/L120
Chamfer Milling: For Steel, Cast Iron

Solid Carbide Endmills | MILLING TOOLS

Cutting Ve Tool
Workpiece Depth " Diameter 6 8 10 12 16 20
) m/min (mm)
Carbon Steel Alloy . n 10350 = 6900 | 5175 4140 | 3450 2588 2070
(<35HRO) vf 414 33 311 414 44 435 406
E n 7166 | 4777 | 3583 2866 2389 1791 1433
Alloy Steel %
(35-48HRO) v 229 191 172 172 239 229 241
n) 6369 | 4246 | 3185 2548 | 2123 1592 1274
M Stainless Steel 80
vf) 204 170 153 153 212 204 214
Gray Cast Iron n 7962 5308 3981 3185 2654 1990 1592
Nodular Cast Iron 100
m (<32HRO) vf 318 255 239 318 340 334 312
High Alloy Cast ron - n 1943 7962 | 5971 4777 | 3981 2086 | 2389
(35-45HRQ) Vi 621 573 597 611 669 585 602
SP210-S3/C3
Side Milling : For Steel, Cast Iron
Cutting .
Workpiece Depth menin Tool ('mz‘;ete’ 3 4 6 8 0 12 16 2
(mm)
Carbon steelplloy | P10 10350 21230 15920 10620 = 7960 = 6370 @ 5310 @ 3980 & 3190
(<35HRO) 2e<0.15D 414 2040 1960 1690 1670 1620 1590 = 1490 1480
E ap<1D 7166 15920 11940 7960 5970 = 4780 3980 | 2990 = 2390
Alloy Steel 150
(35-48HRC) 2e<0.12D 229 1200 1180 1080 1160 1050 930 @ 760 = 680
ap<15D 6369 15920 11940 7960 5970 = 4780 3980 | 2990 = 2390
M Stainless Steel 150
ae<0.15D 204 1580 1330 1150 1220 1130 1080 | 900 = 820
Gray Cast Iron ap<15D 7962 18050 13540 9020 6770 5410 4510 | 3380 2710
Nodular Cast Iron 170
m (<32HRO) ae<0.15D 318 1620 1500 1440 1300 1200 1150 | 1020 = 930
High Alloy astlron | P10 11943 15920 11940 7960 5970 = 4780 3980 | 2990 = 2390
(35-45HRC) ae<0.12D 621 1200 1250 1190 1090 1000 960 @ 850 = 770

1. Use machine and holder with high rigidity .

2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long, please adjust the

speed, feed and cutting depth.
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Recommended Cutting Data

SP210- C4/CN4/R4/RH4/S4
Side Milling : For Steel, Cast Iron E

Cutting .
. Vc Tool Diameter
Workpiece Depth il () 3 4 6 8 10 12 16 20
(mm)
Carbon Steel Alloy | 2P=1:5D n 21230 15920 10620 7960 6370 5310 & 3980 | 3190
: 200
(<35HRC) ae<0.15D Vf 2720 | 2610 2250 2230 2170 | 2120 @ 1990 = 1980
n Alloy Steel ap<1D n 15920 11940 @ 7960 5970 4780 3980 & 2990 = 2390
(35-48HRC) 150
ae<0.12D Vf 1720 1580 1430 1550 @ 1400 1240 1020 910
ap<1.5D n) 15920 11940 @ 7960 5970 4780 3980 & 2990 = 2390
M Stainless Steel 150
ae<0.15D Vi) 2100 | 1770 | 1530 1620 1510 | 1430 @ 1190 1100
Gray Cast Iron ap<1.5D n 18050 13540 9020 6770 5410 4510 & 3380 2710
Nodular Cast Iron 170
m (<32HRC) 2e<0.15D Vf 2170 2000 1910 1730 = 1600 = 1530 = 1350 = 1250
High Alloy Cast Iron ap<1D 0 n 15920 11940 @ 7960 5970 4780 3980 & 2990 = 2390
(35-45HRC) ae<0.12D vf 1720 1670 1590 | 1460 = 1340 1270 & 1140 & 1020
SP210-S3/C3 m
Slot Milling : For Steel, Cast Iron
Cutting .
. Vc Tool Diameter
Workpiece ?:1’::\'; it (mm) 3 4 6 8 10 12 16 20
Carbon Steel,Alloy =10 . n 8490 | 6370 4250 3190 2550 | 2120 @ 1590 1270
(<35HRQ) vf 790 920 730 640 590 570 = 640 650
n Alloy Steel n 6370 | 4780 3190 2390 1910 | 1590 = 1190 960
(35-48HRC) ap<05D | 60
vf 500 | 550 | 450 370 360 | 360 370 370
n) 5840 | 4380 2920 2190 1750 | 1460 1100 880
M Stainless Steel ap<0.3D 55
Vi) 320 320 350 | 340 320 | 320 280 260
Gray Cast Iron n 5840 | 4380 2920 2190 1750 | 1460 = 1100 880
Nodular Cast Iron ap<0.8D 55
m (<32HRC) vf 420 | 450 420 360 | 340 340 310 | 280
High Alloy Castron | “ n 5310 | 3980 2650 1990 1590 | 1330 = 1000 800
(35-45HRC) p=0.
Vf 330 350 360 | 300 290 @ 290 260 = 240

1. Use machine and holder with high rigidity .

2. Adjust the speed, feed and cutting depth according to actual cutting condition.

3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long, please adjust the
speed, feed and cutting depth.
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Recommended Cutting Data

SP210- C4/CN4/R4/RH4/S4
Slot Milling : For Steel, Cast Iron

Cutting .
X Ve Tool Diameter
Workpiece [():#‘:I; o fil 3 4 6 8 10 12 16 20
Carbon Steel Alloy - w0 n 8490 | 6370 4250 3190 & 2550 @ 2120 1590 | 1270
(<35HRO) vf 1050 1220 970 = 850 = 790 | 760 850 870
n n 6370 | 4780 3190 2390 1910 | 1590 1190 = 960
Alloy Steel ap<0.5D 60
(35-48HRC) Vi 660 730 600 500 = 470 = 480 = 490 | 500
n) 5840 | 4380 2920 2190 @ 1750 @ 1460 1100 | 880
M Stainless Steel ap<0.3D 55
V) 420 420 470 | 450 | 430 430 380 | 350
Gray Cast Iron n 5840 | 4380 2920 2190 @ 1750 @ 1460 1100 | 880
Nodular Cast Iron ap<0.8D 55
m (<32HRC) Vf 560 600 & 560 =~ 480 460 | 450 = 410 = 370
High Alloy Castron | o g n 5310 | 3980 2650 1990 = 1590 = 1330 1000 & 800
(35-45HRC) v 450 460 480 | 400 380 380 350 320
SP210- B2/BH2
Profile Milling : For Steel, Cast Iron
Cutting .
. Vc Tool Diameter
Workpiece I();[;:;\ aiiiifii (mm) 1 2 3 4 6 8 10 12
ap<0.04D n 50000 35030 23360 17520 11680 8760 7010 | 5840
Carbon Steel Alloy 220
(<35HRO) 2e<0.04D vf 2800 2800 2800 2800 2800 2800 = 2800 = 2800
E ap<0.02D n 50000 28660 19110 14330 9550 7170 = 5730 | 4780
Alloy Steel 180
(35-48HRC) 2e<0.02D vf 1950 2010 1990 2010 2010 2010 = 2000 = 2000
ap<0.04D n) 50000 35030 23360 17520 11680 8760 7010 | 5840
M Stainless Steel 220
ae<0.04D ) 2520 | 2450 2570 2630 @ 2570 @ 2540 2520 | 2530
Gray Cast Iron ap=<0.04D n 50000 | 35030 23360 17520 11680 8760 7010 | 5840
Nodular Cast Iron 220
m (<32HRQ) 2e<0.04D i 2520 | 2450 2570 2630 @ 2570 @ 2540 2520 | 2530
<0.
High Alloy Castlron | 2P <0040 - n 50000 | 35030 23360 17520 11680 8760 7010 | 5840
(35-45HRC) ae<0.04D vf 2380 | 2450 2430 2450 @ 2450 @ 2450 2440 | 2440

1. Use machine and holder with high rigidity .

2. Adjust the speed, feed and cutting depth according to actual cutting condition.

3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long, please adjust the
speed, feed and cutting depth.
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Recommended Cutting Data

UPR210- S4
Side Milling : For Steel, Cast Iron
i Cutting Depth Ve Tool Diameter
Workpiece () T (mm) 6 8 10 12 16 20
Carbon Steel, Alloy ap < 1.5D n 7430 5570 4460 3720 2790 2230
(<35HRQ) 140
ae < 0.3D Vf 1070 1070 1070 1070 1000 900
n Alloy Steel ap<1D n 6370 4780 3820 3190 2390 1910
(35-48HRC) 120
ae < 0.25D Vf 630 660 690 700 570 535
ap < 1.5D n) 5840 4380 3500 2920 2190 1750
M Stainless Steel 110
ae < 0.3D Vf) 580 610 630 640 525 490
Gray Cast Iron ap < 1.5D n 7430 5570 4460 3720 2790 2230
Nodular Cast Iron 140
m (<32HRQ) ae < 0.3D vf 1070 1070 1070 1070 1000 900
High Alloy Cast Iron ap<1D n 6370 4780 3820 3190 2390 1910
(35-45HRC) 120
ae < 0.25D Vf 630 660 690 700 570 535
Alloy Steel ap< 1D n 5300 3980 3190 2650 1990 1590
Hardened Steel 100
(<55HRC) ae < 0.125D Vf 530 480 450 420 400 380

1. Use machine and holder with high rigidity .

2. Adjust the speed, feed and cutting depth according to actual cutting condition.

3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long, please adjust the
speed, feed and cutting depth.

UPR210- 54
Slot Milling : For Steel, Cast Iron
. Cutting Depth Vc Tool Diameter
Workpiece (Gti) oy ) 6 8 10 12 16 20
n 6370 4780 3820 3190 2390 1910
Carbon Steel,Allo
(Z35HRC) | @@ =1D 120
n Vf 640 630 610 640 570 535
Alloy Steel n 5310 4000 3190 2650 1990 1590
(35-48HRC) ap < 0.75D 100
Vf 430 400 450 425 360 320
n) 4775 3580 2865 2385 1790 1432
M Stainless Steel ap < 0.75D 90
Vf) 382 160 190 210 200 190
Gray Cast Iron n 6370 4780 3820 3190 2390 1910
Nodular Cast Iron ap<1D 120
m (<32HRC) vf 640 630 610 640 570 535
. n 5310 4000 3190 2650 1990 1590
H'9'2§!2§ﬁ§5ct)"°“ ap < 0.75D 100
Vf 430 400 450 425 360 320
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Recommended Cutting Data

UPN210- $4
Side Milling : For Steel, Cast Iron

Cutting Depth

Vc

Tool Diameter

Solid Carbide Endmills

| MILLING TOOLS

Workpiece Gtin) it ) 6 8 10 12 16 20
Carbon Steel,Alloy ap < 15D 130 n 6900 5180 4140 3450 2590 2070
(<35HRC)
ae < 0.3D vf 990 990 9290 990 930 830
E Alloy Steel ap<1D n 5840 4380 3500 2920 2190 1750
(35-48HRC) 110
ae < 0.25D vf 580 610 630 640 525 490
ap < 1.5D n) 6900 5180 4140 3450 2590 2070
M Stainless Steel 130
ae < 0.3D Vf) 280 310 330 350 310 290
Gray Cast Iron ap < 1.5D n 6900 5180 4140 3450 2590 2070
Nodular Cast Iron 130
m (<32HRQ) ae < 03D vf 990 990 990 990 930 830
High Alloy Cast Iron ap<1D n 5840 4380 3500 2920 2190 1750
(35-45HRC) 110
ae < 0.25D Vf 580 610 630 640 525 490
Alloy Steel ap<1D n 4780 3580 2870 2390 1790 1430
Hardened Steel 920
(<55HRC) ae < 0.125D Vf 480 430 400 380 360 345
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Recommended Cutting Data

UPN210- S4
Slot Milling : For Steel, Cast Iron
B Cutting Depth Ve Tool Diameter
Workpiece i) i (mm) 6 8 10 12 16 20
n 6370 4780 3820 3190 2390 1910
Carbon Steetlloy | ap=<0.8D 120
Vf 640 630 610 640 570 535
n Alloy Steel n 5310 4000 3190 2650 1990 1590
(35-48HRO) ap=<0:D 100
Vf 430 400 450 425 360 320
n) 5310 3980 3190 2655 1990 1600
M Stainless Steel ap<0.8D 100
Vf) 150 160 190 210 200 190
Gray Cast Iron n 6370 4780 3820 3190 2390 1910
Nodular Cast Iron ap<0.8D 120
(<32HRQ) Vf 640 630 610 640 570 535
. n 5310 4000 3190 2650 1990 1590
@ owmpm v w
Vf 430 400 450 425 360 320
UPR300-S3/54
Side Milling : For Steel, Cast Iron
. Cutting Depth Vc Tool Diameter
Workpiece i) Gfisifii (mm) 6 8 10 12 16 20
Carbon Steel,Alloy ap < 1.5D n 8490 6370 5090 4240 3180 2550
(<35HRO) 160
ae < 04D Vf 790 820 1040 1020 940 880
n Alloy Steel ap < 1.5D n 7960 5970 4770 3980 2980 2390
(35-48HRC) 150
ae < 03D vf 670 680 880 840 780 720
ap < 1.5D n) 6100 4580 3660 3050 2290 1830
M Stainless Steel 115
ae < 04D Vf) 570 590 750 730 680 630
Gray Cast Iron ap < 1.5D n 7960 5970 4770 3980 2980 2390
Nodular Cast Iron 150
m (<32HRQ) ae < 0.5D vf 880 910 1170 1110 1030 930
High Alloy Cast Iron ap < 1.5D 130 n 6900 5170 4140 3450 2590 2070
(35-45HRC)
ae < 04D Vf 520 530 680 660 610 570
Alloy Steel ap < 1.5D n 7430 5570 4460 3710 2790 2230
Hardened Steel 140
(<55HRC) ae < 03D Vf 620 640 820 790 720 670
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Recommended Cutting Data

UPR300-5S3/54
Slot Milling : For Steel, Cast Iron

Solid Carbide Endmills

| MILLING TOOLS

" Cutting Depth Ve Tool Diameter
Workpiece i) it (mm) 6 8 10 12 16 20
n 6900 5175 4140 3450 2590 2070
Vf 510 530 680 660 610 570
n Alloy Steel n 6370 4780 3820 3185 2390 1910
(35-48HRC) ap < 0.75D 120
Vf 430 440 560 540 500 460
n) 4780 3580 2870 2390 1790 1430
M Stainless Steel ap < 0.75D 920
Vf) 360 370 470 460 430 395
Gray Cast Iron n 6370 4780 3820 3185 2390 1910
Nodular Cast Iron ap<1D 120
m (<32HRQ) vf 570 590 750 710 660 595
High Alloy Cast Iron n 5310 3980 3185 2650 1990 1590
(35-45HRC) ap < 1D 100
Vf 320 325 420 410 375 350
Alloy Steel n 5840 4380 3500 2920 2190 1750
Hardened Steel ap < 03D 110
(<55HRC) Vf 390 400 515 500 450 420

1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long, please adjust the
speed, feed and cutting depth.
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Recommended Cutting Data

US200-52/R2

Side Milling: Stainless Steel

Cutting .
Workpiece Depth erc\in T°°'('I)1'1?1'1')‘ete' 1 2 4 6 8 10 12 16 20
(mm)
ap<1D 100 n 25000 15900 7960 5300 3980 3180 2650 1990 | 1590
M Stainless Steel (80-120)
ae<0.1D vf 220 254 340 | 340 365 330 300 245 230
US200-S2/R2
Slot Milling: Stainless Steel
Cutting .
Workpiece Depth m}’nﬁin T°°'(?r'§"1')‘eter 1 2 4 6 8 10 12 16 20
(mm)
ap<0.1D 15 n 14330 7165 | 3580 2390 1790 1430 1195 895 715
M Stainless Steel (35-55)
ae<1D Vf 200 140 120 | 155 155 155 155 135 120
US200- R3
Side Milling: Stainless Steel
Cutting .
Workpiece Depth erc\in T°°'('I)1'1?1'1')‘ete' 1 2 4 6 8 10 12 16 20
(mm)
ap<1D 100 n 25000 15900 7960 5300 3980 3180 2650 1990 | 1590
M Stainless Steel (80-120)
ae<0.1D vf 525 = 480 525 | 510 550 500 450 370 340
US200-R3
Slot Milling: Stainless Steel
Cutting .
. Vc Tool Diameter
Workpiece Depth q 1 2 4 6 8 10 12 16 20
(i) m/min (mm)
ap<0.1D 15 n 14330 7165 | 3580 2390 1790 1430 1195 895 715
M Stainless Steel (35-55)
ae<1D Vf 300 215 180 | 235 235 230 230 200 180
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Recommended Cutting Data

Solid Carbide Endmills

| MILLING TOOLS

US200-554/54/SN4/R4
Side Milling: Stainless Steel
Cutting .
Workpiece I()eptgi ohin | Opameter 4 2 4 6 8 10 12 16 20
mm
ap<1D 100 n 25000 15900 7960 5300 3980 3180 2650 1990 = 1590
M Stainless Steel (80-120)
ae<0.1D Vf 700 635 | 700 @ 680 730 660 600 490 460
US200-R4
Slot Milling: Stainless Steel
Cutting .
Workpiece l()ept? m}’n‘“n T°°'(?"1?T']')‘Ete' 1 2 4 6 8 10 12 16 20
mm
ap<0.1D 25 n 14330 7165 3580 2390 1790 1430 1195 895 715
M Stainless Steel (35-55)
ae<1D Vf 400 280 240 310 310 310 310 270 240
US200- B2
Profile Milling: Stainless Steel
Cutting .
Workpiece Depth erc\in T°°'('I31'fn'1')‘“e’ 1 2 4 6 8 10 12 16 20
(mm)
ap<0.2D 100 n 25000 15900 7960 5300 3980 3180 2650 1990 | 1590
M Stainless Steel (80-120)
ae<0.2D vf 525 = 480 510 550 560 540 560 520 510
US200-B4
Profile Milling: Stainless Steel
Cutting .
. Vc Tool Diameter
Workpiece I();rr)‘:f)\ Fffiefin (mm) 2 4 6 8 10 12 16 20
ap<0.2D 100 n 25000 15900 7960 5300 3980 3180 2650 1990 | 1590
M Stainless Steel (80-120)
ae<0.2D Vf 560 = 955 1020 1100 1110 1080 1115 1030 1020

1. Use machine and holder with high rigidity .
2. Adjust the speed, feed and cutting depth according to actual cutting condition.
3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long, please adjust the

speed, feed and cutting depth.
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Recommended Cutting Data

US300-554/54

Side Milling: Stainless Steel

Cutting .
. Ve Tool Diameter
Workpiece I?:];:rt‘l)\ o ) 1 2 4 6 8 10 12
ap<1D 100 n 20000 | 15900 7960 5300 3980 3180 2650
M Stainless Steel (80-120)
ae<0.1D Vf 960 950 1110 950 950 890 850
US300-554/54
Slot Milling: Stainless Steel
Cutting .
. Vc Tool Diameter
Workpiece ?:1'::1})‘ i (mm) 1 2 4 6 8 10 12
ap<0.3D 45 n 14300 7160 3580 2390 1790 1400 1200
M Stainless Steel (35-55)
ae<1D Vf 340 250 215 300 300 300 300
$5200-CS4/C4 E
Side Milling: Stainless Steel
Cutting .
) Vc Tool Diameter
Workpiece ?;?‘:I)'n T (mm) 2 4 6 8 10 12
ap<1D 80 n 15900 7960 5300 3980 3180 2650
M Stainless Steel (60-100)
ae<0.5D Vf 600 480 500 510 490 480
$5200-CS4/C4
Slot Milling: Stainless Steel
Cutting .
. Ve Tool Diameter
Workpiece I():‘F:Ttll)i o (mm) 2 4 6 8 10 12
ap<1D 60 n 9550 4780 3180 2390 1900 1590
M Stainless Steel (50-70)
ae<1D Vf 500 350 350 380 350 350
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Recommended Cutting Data

UA160-S2
Side Milling : Aluminium A E
Workpiece cl(auré%? m)’nﬁin Tool (?‘i?;]')‘ete' 1 2 4 6 8 10 12
Wr°”9'2\t”ﬁ;,”5mi"”m ap<1.5D 150 n 19000 16000 12000 10600 10000 = 9500 & 9300
Cast A(';'i“;i?;';;)""ws ae<o2p ~ (603%0) vf 760 950 1300 1380 = 1500 = 1900 = 2600
m Copper Alloy ap<1.5D 150 n 19000 16000 12000 10600 = 10000 9500 = 9300
(<HB200) ae<o2p (60350 vf 690 860 1180 1240 1340 1720 = 2340
UA160-S2
Slot Milling : Aluminium Alloys m
Workpiece cl()ué%? i e 1 2 4 6 8 10 12
W’°”9*/‘\t| Iﬁ:;mi"“m ap<0.5D 150 n 16000 12800 10000 9300 8750 & 8000 | 7450
Cast AlaminumAlloys | geeqp (60350 v 35 650 900 1100 1230 1280 1410
m Copper Alloy ap<0.5D 150 n 16000 12800 10000 9300 = 8750 = 8000 & 7450
(<HB200) ae=1D (60-350) vf 300 570 800 970 | 1100 1150 = 1270

1. Use machine and holder with high rigidity .

2. Adjust the speed, feed and cutting depth according to actual cutting condition.

3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long, please adjust the
speed, feed and cutting depth.
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Recommended Cutting Data

UA160-S3
Side Milling : Aluminium Alloys E
Cutting "
X Vc Tool Diameter
Workpiece Depth o femr) 2 4 6 8 10 12
(mm)
Wrought Aluminum | o, 4 5py n 16000 = 12000 =~ 10600 = 10000 = 9500 9300
Alloys 150
Cast AluminumAlloys | ze<oap (60350 v 1150 1570 1650 1800 2300 3100
Copper Alloy ap<15D 150 n 16000 =~ 12000 10600 = 10000 = 9500 9300
(<HB200) ae<02p (60350 vf 1030 1420 1490 = 1610 = 2060 2800
UA160-S3
Slot Milling : Aluminium Alloys
Cutting "
X Vc Tool Diameter
Workpiece I():][r)‘:? i (mm) 2 4 6 8 10 12
W’°“9"L‘\t"ﬁ';‘smi““m ap<0.5D 150 n 12800 = 10000 9300 = 8750 = 8000 7450
Cast A(';;g‘q;;;;)""ws ae=1D (60350 vf 760 1080 1300 1470 | 1530 1700
m Copper Alloy ap<0.5D 150 n 12800 = 10000 =~ 9300 = 8750 = 8000 7450
(<HB200) ae=1D (60-350) vf 690 970 | 1160 1320 = 1380 1530
UA160-54
Side Milling : Aluminium Alloys
Cutting .
. Vc Tool Diameter
Workpiece ?:1‘:1:?)1 Y in (mm) 4 6 8 10 12
Wrought Aluminum |, q 5p n 16000 12000 10000 8000 6600
Alloys i 200
CastAlgmingm Alloys | ze<ap (120350 vf 1500 1800 2000 2250 2500

1. Use machine and holder with high rigidity .

2. Adjust the speed, feed and cutting depth according to actual cutting condition.

3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long, please adjust the
speed, feed and cutting depth.
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Recommended Cutting Data

SA210-BW
Side Milling : Aluminium Alloys E
Cutting .
X Ve Tool Diameter
Workpiece Depth A 12 16 20 25
) m/min (mm)
ap<0.75D n 20000 18000 16000 12000
Aluminium Alloy 950
ae<1D Vf 7800 8100 7200 5760
SA210-BW
Slot Milling: Aluminium Alloys
Cutting .
Workpiece Depth m)lnc1in Tool (I?Tl‘i:‘r:)\eter 12 16 20 25
(mm)
n 20000 15000 12000 10000
Aluminium Alloy ap<0.75D 800
Vf 6000 5400 4680 3900
SA210-HF
Slot Milling: Aluminium Alloys
Cutting .
Workpiece Depth m}'n‘“n T°°'(?"]?r"‘)‘ete' 8 10 12 16 20
(mm)
Aluminium Alloy 7075, ap<0.2D 385 n 8000 6400 6000 5000 4000
7050 ae=1D (300~471) Vf 2300 2880 3200 3700 4000

1. Use machine and holder with high rigidity .

2. Adjust the speed, feed and cutting depth according to actual cutting condition.

3. The milling conditions should be applied for the tool overhang length less than 4*D (mill dia ).If the tool overhang length is too long, please adjust the
speed, feed and cutting depth.
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Recommended Cutting Data

ST210—S4/R4/RN4
Side Milling: Titanium Alloy E
. Cutting Ve Tool Diameter
Workpiece Depth it (mm) 2 3 4 5 6 8 10 12 16 20
ap<1.5D n 9555 | 6370 4780 3820 3185 2390 1910 1590 1195 955
- 60 (min-1)
Titanium Alloy (40~100) Vf
ae<0.25D (mm/min) 380 | 305 285 305 320 335 345 350 310 305
ap<1.5D n 12740 8490 6370 5095 4245 3185 2545 2020 1590 1275
) 80 (min-1)
M Stainless Steel (60~110) VE
ae<0.25D (mm/min) 760 | 575 510 510 @ 510 510 = 510 = 485 445 430
ST210-5S4/R4/RN4
Slot Milling: Titanium Alloy
X Cutting Ve Tool Diameter
Workpiece Depth it o) 2 3 4 5 6 8 10 12 16 20
ap<1D n 6370 4245 3185 2545 2120 1590 1270 1060 795 = 635
N 40 (min-1)
Titanium Alloy (30~60) V
ae<1D (mm/min) 255 | 200 190 170 | 170 190 | 200 210 190 = 190
ap<1D n 9555 | 6370 4775 3820 3185 2390 1910 1590 1195 955
) 60 (min-1)
M Stainless Steel (50~70) VF
ae<1D (mm/min) 380 305 285 305 320 335 | 345 350 310 305
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Recommended Cutting Data

ST210—RL5
Profile Milling: Titanium Alloy E
Workpiece c[;'et:)'a? m)lr;in Tool Diameter (mm) 16 20 25
ap<0.7*Lc n 980 780 620
B Titanium Alloy (43_%0) (m:;\f 1
ae<0.1D (mm/min) 390 370 300

Remark: Lc is the length of the edge

1. Pls pay attention to use machine and holder with high rigidity .
2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.

ST210-B4 m
Profile Milling: Titanium Alloy
X Cutting Ve Tool Diameter
Workpiece Depth o o) 2 3 4 5 6 8 10 12 16 20
ap<0.2D n 8000 6300 5580 4500 3715 2785 | 2230 1860 | 1390 1120
_— 70 (min-1)
Titanium Alloy (60~80) V
ae<0.3D (mm/min) 800 = 1000 | 1000 800 670 | 610 535 480 | 445 360

1. Maximum T.L.R. in when tool is chucked is 0.0Tmm(0.01Tmm maximum recommended).

2. PIs pay attention to use machine and holder with high rigidity .

3. Please adjust the speed,feed and cutting depth according to actual cutting conditons.

4. The milling conditions are for an end mill where the tool overhang length is less than 4*D (mill dia ).When the tool overhang length is longer, please adjust
the speed,feed and cutting depth.
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Recommended Cutting Data

ST300-RN4
Side Milling:Titanium Alloy E
Workpiece el U Tool Diameter (mm) 12 16 20
p Depth m/min
n
A ap<1.5D 100 (min-1) 2650 1990 1590
Titanium Alloys (80-120) Vf
ae<0.2D (mm/min) 740 635 605
n
B TC ap<1.5D 100 (min-1) 2650 1990 1590
Titanium Alloys (80-120) Vf
ae<0.2D (mm/min) 690 635 570
n
™ ap<1.5D 80 (min-1) 2120 1590 1270
Titanium Alloys (60-100) Vf
ae<0.2D (mm/min) 550 510 460
ST300-RN4
Slot Milling: Titanium Alloy
. Cutting Ve .
Workpiece Depth iyttt Tool Diameter (mm) 12 16 20
n
A ap<1D 80 (min-1) 2120 1590 1275
Titanium Alloy (60-100) VF
ae<1D (mm/min) 595 510 485
n
B TC ap<1D 80 (min-1) 2120 1590 1275
Titanium Alloy (60-100) Vf
ae<1D (mm/min) 550 510 460
n
8 ap<1D 50 (min-1) 1460 1095 875
Titanium Alloy (40-60) Vf
ae<1D (mm/min) 380 350 315

1. Make sure workpiece and machine are suitable, use high qualitycollect chucks.

2. Please adjust the speed feed and cutting depth according to actual cutting conditions.

3. The milling cindition are for an endmill where the tool overhang length ie less than 4D. When the tool overhang length is longer, please adjust the speed,
feed and cutting depth.

4. If corner radius is >15% of D then ap=-30%, fz=-20%.
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Recommended Cutting Data

ST300-RN5
Side Milling:Titanium Alloy E
X Cutting Ve .
Workpiece Depth /it Tool Diameter (mm) 16 20 25
n
TA ap<1.5D 100 (min-1) 1990 1590 1270
Titanium Alloys (80-120) Vf
ae<0.2D (mm/min) 795 755 605
n
H TC ap<1.5D 100 (min-1) 1990 1590 1270
Titanium Alloys (80-120) Vf
ae<0.2D (mm/min) 795 715 570
n
- ap<1.5D 80 (min-1) 1590 1270 1020
Titanium Alloys (60-100) Vf
ae<0.2D (mm/min) 635 570 460
ST300-RN5
Slot Milling: Titanium Alloy
. Cutting Ve .
Workpiece Depth it Tool Diameter (mm) 16 20 25
n
TA ap<1D 80 (min-1) 1590 1275 1020
Titanium Alloy (60-100) Vf
ae<1D (mm/min) 635 605 485
n
B TC ap<1D 80 (min-1) 1590 1275 1020
Titanium Alloy (60-100) Vf
ae<1D (mm/min) 635 570 460
n
8 ap<1D 50 (min-1) 1095 875 700
Titanium Alloy (40-60) Vf
ae<1D (mm/min) 435 395 315

1. Make sure workpiece and machine are suitable, use high qualitycollect chucks.

2. Please adjust the speed feed and cutting depth according to actual cutting conditions.

3. The milling cindition are for an endmill where the tool overhang length ie less than 4D. When the tool overhang length is longer, please adjust the speed,
feed and cutting depth.

4. If corner radius is >15% of D then ap=-30%, fz=-20%.
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data

SH260- S2/SN2/R2/RN2-H
Alloy Steel, Hardened Steel - Slot Milling

Tool Diameter (mm)
Workpiece Cutting Depth Tool Diameter

2 4 6 8 10 12
n Alloy Steel ae=1D (mirr‘H) 20000 10350 8500 6600 5250 4400
(30-45HRO) ap<0.05D (mm\?:nin) 520 550 630 610 580 580
Hardened Steel ae=1D (mirr‘l—l) 16000 8300 5200 3800 3100 2800

(45-55HRO) ap<0.02D (mm\?:nin) 380 410 340 320 300 300
m Hardened Steel ae=1D (mirl"1-1) 13500 6800 4600 3000 2400 2000
(55-60HRC) ap<0.01D (mm\ﬁtnin) 240 240 230 190 180 170

SH260- S2/SN2/R2/RN2-H
Alloy Steel, Hardened Steel - Side Milling E
Tool Diameter (mm)
Workpiece Material Cutti(r:gnl‘))epth Tool Diameter

2 4 6 8 10 12
n Alloy Steel ap<0.8D (mirr]1—1) 20000 10350 8500 6600 5250 4400
(30-45HRC) ae<0.03D (mm\xnin) 720 750 880 610 820 820

Hardened Steel ap<0.5D (mi'r]1-1) 16000 8300 5200 3800 3100 2800

(45-55HRC) 2e<0.03D e 540 570 520 460 420 420

m Hardened Steel ap<0.5D (mi?\-l) 13500 6800 4600 3000 2400 2000
(55-60HRQ) a2e<0.01D (mm\itnin) 340 360 350 270 250 250

1. Please attention to use machine and holder with high rigidity .
2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.
3. The milling conditions are for an end mill where the tool overhang length is less than 4*D (mill dia ).When the tool overhang length is longer, please adjust

the speed,feed and cutting depth.

390 _ WINTECH



Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data

SH260- S4/SH4/SL4/SN4/R4/RH4/RN4-H
Alloy Steel, Hardened Steel - Side Milling E

Tool Diameter (mm)

Cutting Depth Cutting Tool Diameter

Workpiece

(mm) Application

2 4 6 8 10 12
General (min-1) 14000 7200 4800 3600 2900 2400
n Alloy Steel ap<1.2D condition (mm\ﬁnin) 800 900 1000 1100 1050 1000
(30-45HRO) 2e<0.08D High Speed (min-1) 20000 10000 7000 5200 4200 3600
Condition (mm‘%in) 1200 1400 1600 1800 1600 1500
General (min-1) 12500 | 6400 4200 3200 2500 2100

Hardened Steel ap<1.0D Conditon (mm\xnin) 500 600 700 800 700 640

(45-55HRC) 2e<0.04D

n
High Speed (min-1) 18000 9200 6100 4600 3600 3000

m Condition (mm‘ﬁfmin) 900 1150 1300 1400 1300 1200

General (min-1) 11000 | 5600 3700 2800 2200 1900

Hardened Steel ap<0.8D Conditon (mm\ﬁnin) 440 500 >80 630 570 350

(55-60HRC) ae<0.020 High Speed (min-1) 15000 | 8000 5300 4000 3200 2700

Condition (i) 790 900 1040 1100 1000 900

SH260- S6/SH6/SL6-H
Alloy Steel, Hardened Steel - Side Milling E
Tool Diameter (mm)
Workpiece Cutti(rllgnl‘))epth Tool Diameter
6 8 10 12 16 20

n Alloy Steel ap<1.5D (min-1) 6200 4800 4000 3200 2400 1600

(30-45HRC) ae<0.05D (mm‘?:mn) 1674 1584 | 1560 | 1440 1296 960

Hardened Steel ap<1.5D (mirrl1—1) 4500 3600 3000 2400 1800 1200

m (45-55HRO) ae<0.03D (mm‘fnﬁn) 1215 1188 1170 1080 972 720

Hardened Steel ap<1.5D (mir:\—ﬂ 3100 2400 2000 1600 1200 800

(55-60HRC) 2e<0.02D (mm‘ﬁmn) 744 720 720 627 576 432

1. Please attention to use machine and holder with high rigidity .

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

3. The milling conditions are for an end mill where the tool overhang length is less than 4*D (mill dia ).When the tool overhang length is longer, please adjust
the speed,feed and cutting depth.
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data

SH260-B2/BH2/BN2-H
Alloy Steel ,Hardened Steel - Profile Milling m
. . Tool Diameter (mm)
Workpiece Cuttl(rrlr?n?)epth Apc’;g:;?on Tool Diameter

2 4 6 8 10 12

General (min-1) 20000 = 10300 = 6900 5100 4100 3400

n Alloy Steel ap=0.05~0.1D Condition (mm\ﬁnin) 1500 1650 1650 1700 1700 1750

(30-45HRO) ae<0.020 High Speed (min-1) 35000 17500 = 11600 | 8700 7000 6000

Condition (mm‘%in) 2600 2700 2700 2850 2850 2900

General (minc1) 15900 | 8000 5300 4000 3200 2600

Hardened Steel ap=0.05~0.1D Conditon (mm\?:nin) 1200 1300 1300 1350 1350 1400

(45-55HRC) ae<0.02D High Speed (min-1) 28600 14300 | 9500 7200 5700 4500

m Condition (mm‘ﬁnin) 2200 2300 2300 2350 2350 2400

General (min-1) 12000 | 6000 4000 2900 2400 2100

Hardened Steel =~ ap=0.05~0.1D Conditon (mm\xnin) 900 960 960 920 920 200

(55-60HRC) ae<0.020 High Speed (min-1) 25400 12700 | 8500 6400 5000 1900

Condition (mm‘%in) 1800 | 1800 1800 1500 1500 1500

1. Please attention to use machine and holder with high rigidity .

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

3. The milling conditions are for an end mill where the tool overhang length is less than 4*D (mill dia ).When the tool overhang length is longer, please adjust
the speed,feed and cutting depth.
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Recommended Cutting Data

SH300-S2/SN2/R2/RN2-H
For Alloy Steels, Hardened Steel——Side Milling

Solid Carbide Endmills

| MILLING TOOLS

Tool Diameter (mm)

. Cutting Depth Ve .
Workpiece (i) woffi Tool Diameter
1 2 4 6 8 10 12

Alloy Steel ap<1D (mirr]H) 25400 | 15900 7960 5300 3980 3180 2650
Hardened Steel 100 VE

(< 55HRC) ae < 0.02D (mm/min) 500 570 560 530 480 480 430

Alloy Steel ap< 1D (mirr‘l-1) 19100 12700 6370 4250 3180 2550 2120
Hardened Steel 80 VE

(55-60HRC) ae < 0.015D (mm/min) 280 300 320 290 280 260 260

Alloy Steel ap<1D (mir:l-l) 16000 9550 4780 3180 2390 1910 1590
Hardened Steel 60 VE

(> 60HRC) ae < 0.01D (mm/min) 160 190 200 200 180 160 160

SH300-554/54/SH4/SL4/SN4/R4/RH4/RN4-H
For Alloy Steels, Hardened Steel——Side Milling
Tool Diameter (mm)
Workpiece Cutti(rrm:i;n[‘))epth m)lnc\in Tool Diameter
1 2 4 6 8 10 12

Alloy Steel ap<1D (mir:1-1) 40000 24000 12000 8000 6000 4800 4000
Hardened Steel 150 VE

(< 55HRC) ae < 0.02D (mm/min) 1350 1440 2400 1760 1440 1248 1200

Alloy Steel ap<1D (mirr‘1-1) 30000 18000 10350 6900 5175 4140 3450
Hardened Steel 120 VE

(55-60HRC) ae < 0.015D (mm/min) 1000 1080 2070 1518 1242 1076.4 1035

Alloy Steel ap<1D (m'rr‘1-1) 20000 14000 7960 5300 4000 3280 2600
Hardened Steel 100 {/f

(> 60HRC) ae < 0.01D (mm/min) 800 840 1592 1166 960 852.8 780

1. Please attention to use machine and holder with high rigidity .
2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.

3. The milling conditions are for an end mill where the tool overhang length is less than 4*D (mill dia ).When the tool overhang length is longer, please adjust

the speed,feed and cutting depth.
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MILLINGTOOLS |

Recommended Cutting Data

SH300-56/SH6/SL6/R6/RH6-H
For Alloy Steels, Hardened Steel——Side Milling

Solid Carbide Endmills

Tool Diameter (mm)
Workpiece Cutti(rrlﬁn?)epth m>Inc1i " Tool Diameter
6 8 10 12 14 16 20
Alloy Steel ap < 1.5D (mir:H) 6200 4800 4000 3200 2800 2400 1600
Ha(rge;F?IEIjRSCt)eel ae < 0.03D 120 (mm\xnin) 1674 1584 1560 1440 1344 1296 960
Alloy Steel ap < 1.5D (mirr]1-1) 4500 3600 3000 2400 2100 1800 1200
m H?Etggﬁsgel ae < 0.025D 100 (mm\ﬁnin) 1215 1188 1170 1080 1020 972 720
Acllloy S(;teel | ap < 1.5D ( mir:1-1) 3100 2400 2000 1600 1400 1200 800
HSOHRO . | ae<00D (i) 744 720 720 627 | 600 576 432
SH300-B2/BH2/BN2-H
For Alloy Steels, Hardened Steel—Profiling m
Tool Diameter (mm)
Workpiece Cutti(rr\:i;n?)epth m)lr;in Tool Diameter
0.6 1 2 4 6 8 10 12
Alloy Steel ap < 0.02D (mi?1—1) 44000 23000 16000 @ 10000 7400 5700 4500 3800
Ha(rgegngSé)eel ae < 0.02D 150 (mm\xnin) 1100 |~ 1200 1770 | 1680 = 1500 = 1300 1100 = 1000
Alloy Steel ap < 0.015D (mirr‘l-l) 41000 = 21000 | 14000 @ 9500 5100 4100 3500 2600
m Ha(g%?ggﬂég)!ﬂ ae < 0.015D 120 (mm\?:nin) 1000 1200 1480 1390 1300 1170 1000 800
’ A(Ijloy S(;esel | ap < 0.01D % (mi?H) 40000 = 20000 | 13000 @ 7000 5100 3900 3100 2600
a(r>eg§HRCt)ee ae < 0.01D (m m\ﬁni n) 700 800 1300 1100 960 800 700 600

1. Please attention to use machine and holder with high rigidity .
2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.
3. The milling conditions are for an end mill where the tool overhang length is less than 4*D (mill dia ).When the tool overhang length is longer, please adjust
the speed,feed and cutting depth.
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Recommended Cutting Data

SH300-B4/BH4/BN4-H
For Alloy Steels, Hardened Steel——~Profiling Roughing

Solid Carbide Endmills

| MILLING TOOLS

Tool Diameter (mm)
. Cutting Depth Ve "
Workpiece () /it Tool Diameter
2 4 6 8 10 12
Alloy Steel ap < 0.08D (mi?H) 21000 10350 6900 5175 4140 3450
Hardened Steel 130 Vf
(< 55HRC) ae < 0.18D (mm/min) 2520 2484 2484 2270 2150 2070
Alloy Steel ap < 0.06D (mirr]1-1) 15120 7560 5040 3780 3020 2520
Hardened Steel 100 VE
(55-60HRC) ae < 0.13D (mm/min) 1210 1210 1310 1280 1200 1210
Alloy Steel ap < 0.04D (mirr]1-1) 12740 6370 4250 3180 2550 2120
Hardened Steel 80 VE
(> 60HRC) ae < 0.08D (mm/min) 920 1020 980 890 920 850
SH300-B4/BH4/BN4-H
For Alloy Steels, Hardened Steel——Profiling Finishiing
Tool Diameter (mm)
. Cutting Depth Vc A
Workpiece () it Tool Diameter
2 4 6 8 10 12
Alloy Steel ap < 0.03D (mi?H) 29460 14700 9800 7360 5890 4900
Hardened Steel 180 Vf
(< 55HRC) ae < 0.02D (mm/min) 2360 2640 2660 2650 2590 2700
Alloy Steel ap < 0.02D (mirr]l-1) 23880 11940 7960 5970 4780 3980
Hardened Steel 150 VE
(55-60HRC) ae < 0.02D (mm/min) 1720 1760 1850 1860 1870 1910
Alloy Steel ap < 0.01D (mirr]1-1) 20700 10350 6900 5180 4140 3450
Hardened Steel 130 VE
(> 60HRC) ae < 0.01D (mm/min) 1160 1240 1240 1300 1320 1240

1. Please attention to use machine and holder with high rigidity .
2. Please adjust the speed,feed and cutting depth according to actual cutting conditons.

3. The milling conditions are for an end mill where the tool overhang length is less than 4*D (mill dia ).When the tool overhang length is longer, please adjust

the speed,feed and cutting depth.
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data

FH200-R4/RN4-H
For Alloy Steels, Hardened Steel——~Face Milling
Tool Diameter (mm)
. Cutting Depth Ve .
Workpiece (i) T/t Tool Diameter
1 2 4 6 8 10 12
n
Alloy Steel ap<0.03D 150 (min-1) 40000 24000 12000 8000 6500 5000 4500
(< 48HRO) ae<0.5D vi 2640 3120 3840 | 5760 5760 = 5800 | 5200
e (mm/min)
Alloy Steel ap<0.025D (mirr‘l-'l) 33000 20000 10000 7000 5500 4000 3500
Hardened Steel 125
m (45-55HRC) ae<0.5D (mm\ﬁnin) 2200 2600 3200 4800 4800 4400 3800
Alloy Steel ap<0.02D (mirljl-‘l ) 23000 14000 7200 5000 3600 3000 2500
Hardened Steel 920
(55-65HRC) ae<0.5D (mm\ﬁnin) 2000 2500 2800 3500 3300 3000 2600

1. Turning red is a normal phenomenonin the process of processing,As long as the machine does not have obvious vibration or cutting tool without obvious
damage, you can continue to use.

2. The knife type is not suitable for large depth and side milling.

3. Please adjust the speed,feed and cutting depth according to actual cutting conditons.

4. Air blow or oil mist is recommended for good chip evacuation.

FH200-R6/RN6/RH6-H
For Alloy Steels, Hardened Steel——~Face Milling
Tool Diameter (mm)
. Cutting Depth Vc .
Workpiece ) oy Tool Diameter
6 8 10 12 16 20
n
n Alloy Steel ap<0.035D 60.9 (min-1) 3200-4800  2400-3600 1900-2900 1600-2400 1200-1800 950-1450
(35-48 HRC) ae<0.5D (m m\?:nin) 2200-3000  2200-3000 2200-3000 2200-3000 2500-3500 2500-3500
Alloy Steel ap<0.035D (mirr]H) 3200-4800  2400-3600 1900-2900 1600-2400 1200-1800 950-1450
Hardened Steel 60-90 Vi
(45-65HRC) ae<0.5D (mm/min) 1920-2880  1950-2920 1950-2950 | 1920-2880 2160-3240 | 2280-3480

1. Turning red is a normal phenomenonin the process of processing,As long as the machine does not have obvious vibration or cutting tool without obvious
damage, you can continue to use.

2. The knife type is not suitable for large depth and side milling.

3. Please adjust the speed,feed and cutting depth according to actual cutting conditons.

4. Air blow or oil mist is recommended for good chip evacuation.
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Solid Carbide Endmills | MILLING TOOLS

Programming Data

FH200-R6. RN6. RH6-H

Ramping Guide For Circular and Linear Ramping
Geometrical Parameters Intgli);')cgl{aatri - Linear Ramping
Optimal Range of Calculated Length Per Ramp Angle (mm)
Circle Diameter for A
diameter Ap1 max R R. YRC CRN Single Pass Ramp Angle(degree)
[mm] [mm] [mm] [mm] [mm] [mm] Smallest largest 1° 2° 3° 4° 5°

6 0.20 9 0.375 0.75 1.26 8.52 12.00 11.51 5.75 3.83 2.87 2.30

8 0.27 12 0.500 1.00 1.68 11.36 16.00 15.34 7.67 5.11 3.83 3.06
10 0.33 15 0.625 1.25 2.10 14.20 20.00 19.18 9.58 6.39 4.79 3.83
12 0.40 18 0.750 1.50 2.52 17.04 24.00 23.01 11.50 7.66 5.74 4.59
16 0.54 24 1.000 2.00 3.36 2272 32.00 30.68 15.34 10.22 7.66 6.12
20 0.67 30 1.250 2.00 4.2 28.40 40.00 3835 19.17 12.77 9.57 7.65
Recommended Percentage of Programmed Feed Rate To Use While Ramping 100% 70% 50% 30% 10%

R=the head radius size.

YRC=distance from centreline to the crown of the R radius.

CRN=distance from centreline to the start of the cutting edge. This dimension can also help determine the minimum circle size when helical ramping.
R € =the shoulder radius or radius at the corner of the cutter.

YRC
CRN

Re

AP1 max —

|

FH200-H schematic diagram of 6 flute endmill shaear blade
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data
SPM200-SN2

2 Flute, Standard Length
Endmills of Micro Diameter for Deep Machining

Workpiece Material

Carbon PH,Ferrite,Martensite

Alloy Steels, Tool Copper, Hardened Steels Hardened Steels
S(t1e ngosyosﬁgfl Steels(25~35HRC) @5 ET;:,RO Copper Alloys (45~55HRC) (55~65HRC)
jatols Stc"’u"t?:’;‘)‘ AP Gi 1.00 0.90 0.70 120 0.50 0.45
l'\)’liia" UnLdeenr ":ﬁCk a n Vf n Vf n Vf n Vf n Vf n Vf
(mm') (mr%) P r/min - mm/min  r/min  mm/min r/min - mm/min  r/min  mm/min  r/min mm/min  r/min  mm/min

0.3 0.006 45,000 450 45,000 428 43,740 313 50,000 500 38,475 230 36,045 187

0.1 0.5 0.004 45,000 450 45,000 428 43,740 313 50,000 500 38,475 230 36,045 187
1 0.003 45,000 410 43,740 387 39,330 284 50,000 455 34,650 209 32,445 168

0.5 0.02 40,500 574 36450 517 34,425 363 45,000 637 30375 271 28,350 218

1 0.014 40,500 574 36,450 517 34,425 363 45000 637 30,375 271 28,350 218

0.2 15 0.008 36450 473 32,805 425 30,983 326 43,740 567 27,338 244 25,515 196
2 0.005 32,400 378 29,160 340 27,540 257 38,880 454 24,300 193 22,680 155

B 0.003 32,400 340 29,160 306 27,540 231 38880 409 24,300 174 22,680 140

1 0.021 36,000 510 32,400 459 30,600 322 43,200 612 27,000 240 25200 194

1.5 0.021 36,000 510 32,400 459 30,600 322 43,200 612 27,000 240 25200 194

0.3 2 0.012 32400 420 29,160 378 27,540 290 38880 504 24,300 217 22,680 175
25 0.01 32,400 420 29,160 378 27,540 290 38,880 504 24300 217 22,680 175

3 0.008 32,400 420 29,160 378 27,540 290 38880 504 24,300 217 22,680 175

1 0.04 28800 635 25920 572 24480 401 34560 762 21,600 300 20,160 241

1.5 0.028 28,800 635 25920 572 24,480 401 34560 762 21,600 300 20,160 241

2 0.028 28,800 635 25920 572 24,480 401 34560 762 21,600 300 20,160 241

2.5 0.022 25920 523 23,328 471 22,032 361 31,104 627 19,440 269 18,144 217

3 0.016 25920 523 23,328 471 22,032 361 31,104 627 19,440 269 18,144 217

0.4 35 0.012 25920 523 23,328 471 22,032 361 31,104 627 19440 269 18,144 217
4 0.01 25920 523 23,328 471 22,032 361 31,104 627 19440 269 18,144 217

5 0.01 23,040 407 20,736 365 19,584 234 27,648 488 17,280 207 16,128 163

6 0.006 23,040 407 20,736 365 19,584 234 27,648 488 17,280 207 16,128 163

8 0.003 20,160 310 18,144 279 17,136 180 24,192 372 15120 155 14,112 118

10 0.002 17,280 228 15,552 205 14,688 132 20,736 274 12,960 114 12,096 86

1 0.05 28800 635 25920 572 24,480 482 34560 762 21,600 300 20,160 241

1.5 0.05 28800 635 25920 572 24,480 482 34560 762 21,600 300 20,160 241

2 0.035 28,800 635 25920 572 24,480 482 34560 762 21,600 300 20,160 241

25 0.03 25920 523 23,328 471 22,032 397 31,104 627 19440 269 18,144 217

0.02 25920 523 23,328 471 22,032 397 31,104 627 19440 269 18,144 217
0.02 25920 523 23,328 471 22,032 361 31,104 627 19440 269 18,144 217
0.013 25920 523 23,328 471 22,032 361 31,104 627 19440 269 18,144 217
0.013 23,040 407 20,736 365 19,584 234 27,648 488 17,280 207 16,128 163

0.5

(o) NNENV, BUR N M

[Note] Please refer to P501
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data

SPM200-SN2

2 Flute, Standard Length

Endmills of Micro Diameter for Deep Machining ) Continuation
Workpiece Material n m m

Carbon PH,Ferrite,Martensite

stecfloySteel  qUISTHRD eSSl Copmerhloys | UsmSSHRO. | (5smeaHRO)
fatolo Stju"t‘(’:r';? Ceptict 1.00 0.90 0.70 120 0.50 0.45
(gi:%) Unl%i‘rﬁ%ﬁCk ap r/nqin mm\ﬁnin r/nr;in mm\ﬁnin r/rrr:in mm\ﬁnin r/rrr‘ﬂn mm\ﬁnin r/nrjnin mm\ﬁnin r/r:in mm\ﬁnin
o5 8 0.008 23,040 348 20,736 313 19,584 222 27,648 418 17,280 175 16,128 132
10 0.004 20,160 270 18,144 243 17,136 157 24,192 324 15,120 135 14,112 103
2 0.042 28,800 907 25920 816 24,480 572 34,560 1,089 21,600 428 20,160 345
3 0.035 25920 746 23,328 671 22,032 516 31,104 896 19,440 385 18,144 311
4 0.024 25920 746 23,328 671 22,032 516 31,104 896 19,440 385 18,144 311
5 0.02 25920 746 23,328 671 22,032 516 31,104 896 19,440 385 18,144 311
0.6 6 0.015 25,920 746 23,328 671 22,032 516 31,104 896 19,440 385 18,144 311
7 0.015 23,040 644 20,736 580 19,584 445 27,648 773 17,280 332 16,128 268
8 0.015 23,040 581 20,736 523 19,584 335 27,648 697 17,280 295 16,128 232
9 0.012 23,040 581 20,736 523 19,584 335 27,648 697 17,280 295 16,128 232
10 0.009 23,040 581 20,736 523 19,584 335 27,648 697 17,280 295 16,128 232
2 0.07 28800 907 25920 816 24,480 572 34,560 1,089 21,600 428 20,160 346
4 0.049 25920 746 23,328 671 22,032 516 31,104 896 19,440 385 18,144 311
0.7 6 0.018 25920 746 23,328 671 22,032 516 31,104 896 19,440 385 18,144 311
8 0.018 23,040 581 20,736 523 19,584 335 27648 697 17,280 295 16,128 232
10 0.018 23,040 581 20,736 523 19,584 335 27,648 697 17,280 295 16,128 232
4 0.056 28,800 907 25920 816 24,480 702 34560 1,089 21,600 619 20,160 380
6 0.032 25920 746 23,328 671 22,032 610 31,104 896 21,600 599 18,144 341
0.8 8 0.02 25920 746 23,328 671 22,032 516 31,104 89 19,440 385 18,144 311
10 0.02 23,040 581 20,736 523 19,584 335 27,648 697 17,280 295 16,128 232
12 0.012 23,040 581 20,736 523 19,584 335 27648 697 17,280 295 16,128 232
6 0.036 25920 895 23,328 806 22,032 618 31,104 985 19,440 500 18,144 373
s 8 0.023 25,920 820 23,328 738 22,032 567 31,104 985 19,440 462 18,144 341

10 0.023 23,040 581 20,736 523 19,584 335 27,648 697 17,280 295 16,128 232
12 0.023 23,040 581 20,736 523 19,584 335 27,648 697 17,280 295 16,128 232
2 0.1 25920 1,220 23,328 1,098 22,032 1,035 31,104 1,465 20,637 907 18,144 761
3 0.085 25920 1,220 23,328 1,098 22,032 1,035 31,104 1,465 20,637 907 18,144 761
4 0.07 25920 1,220 23,328 1,098 22,032 969 31,104 1,465 20,637 867 18,144 689
1 5 0.055 25920 1,220 23,328 1,098 22,032 925 31,104 1,465 20,637 784 18,144 617
6 0.04 23,328 1,008 20995 907 19,829 813 27,994 1,210 18630 671 16,330 419
7 0.04 23,328 1,008 20995 907 19,829 753 27,994 1,210 18630 633 16,330 419
8 0.04 23,328 1,008 20995 907 19,829 753 27,994 1,210 18630 560 16,330 419

[Note] Please refer to P501
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data

SPM200-SN2

2 Flute, Standard Length

Endmills of Micro Diameter for Deep Machining ) Continuation
Workpiece Material n m m

Carbon PH,Ferrite,Martensite

Alloy Steels,Tool Copper, Hardened Steels Hardened Steels
S(tfggﬂlzosyosl-};)el Steels(25~35HRC) 3 SET;II-I RO) Copper Alloys (45~55HRC) (55~65HRC)
Ratio to Stcau"t‘(’:p’? depth of 1.00 0.90 0.70 1.20 0.50 0.45
,\Dﬂiial\l U"Ifjeenr "tlﬁd( a n Vf n Vf n Vf n Vf n Vf n Vf
() (m%) p r/min . mm/min  r/min  mm/min t/min  mm/min r/min | mm/min . /min . mm/min | r/min . mm/min

9 0.033 23,328 1,008 20,995 907 19,829 69 27,994 1,210 17,49 519 16,330 419

10 0.025 23,328 1,008 20,995 907 19,829 69 27,994 1,210 17,49 519 16,330 419

12 0.025 20,736 784 18,662 706 17,626 452 24,883 941 15552 399 14515 313

1 14 0.025 20,736 784 18,662 706 17,626 452 24,883 941 15552 399 14515 313
16 0.015 20,736 671 18,662 605 17,626 428 24,883 806 15552 336 14,515 255

20 0.01 18621 549 20,111 494 15828 313 22345 659 13966 275 13,035 203

25 0.005 15750 427 17,010 384 13,388 243 18900 512 11,813 213 11,025 158

6 0.084 23,040 1,089 20,736 980 19,584 783 27,648 1,307 17,280 513 16,128 414

8 0.048 20,736 896 18,662 806 17,626 705 24,883 1,075 15552 462 14,515 373

1.2 10 0.03 20,736 8% 18,662 806 17,626 670 24,883 1,075 15552 462 14,515 373
12 0.03 20,736 8% 18,662 806 17,626 618 24,883 1,075 15552 462 14,515 373

16 0.02 18432 79 16,589 716 15667 550 22,118 955 13,824 410 12,902 331

6 0.1 20,160 952 18,144 858 17,136 601 24,192 1,143 15,120 449 14,112 363

12 0.035 18,144 784 16,330 706 15422 541 21,773 941 13,608 404 12,701 326

4 0.11 20,160 1,047 18,144 943 17,136 721 24,192 1,257 15,120 583 14,112 434

6 0.11 20,160 1,047 18,144 943 17,136 721 24,192 1,257 15,120 561 14,112 434

8 0.08 18,144 862 16,330 846 15422 649 21,773 1,034 13,608 484 12,701 374

10 0.06 18,144 784 16330 776 15422 649 21,773 1,034 13,608 484 12,701 374

12 006 18,144 784 16330 706 15422 649 21,773 941 13,608 404 12,701 326

14 0.038 18,144 784 16,330 706 15422 649 21,773 941 13,608 404 12,701 326

15 16 0.038 16,128 609 14,515 549 13,709 352 19,354 732 12,096 311 11,290 244
18 0.038 16,128 609 14,515 549 13,709 352 19,354 732 12,096 311 11,290 244

20 0.038 16,128 609 14,515 549 13,709 352 19,354 732 12,096 311 11,290 244

25 0.023 12,096 392 10,886 353 10,282 250 14,515 471 9,072 196 8,467 149

30 0.015 10,080 266 10,886 239 8,568 160 12,096 320 7,560 125 7,056 101

35 0.01 10,080 266 10,886 239 8,568 160 12,096 320 7,560 125 7,056 101

40 0.005 8,064 142 7,258 128 6,854 86 9,677 171 6,048 67 5,645 54

14

6 0.11 18,720 1,081 16,848 1,017 15912 683 22,464 1,179 14,040 509 13,104 410
16 8 0.11 18,720 1,081 16,848 885 15912 621 22,464 1,179 14,040 509 13,104 410
6 0.13 18,720 1,081 16848 1,061 15912 683 22,464 1,179 14,040 556 13,104 448
'8 8 0.13 18,720 1,081 16848 973 15912 621 22,464 1,179 14,040 556 13,104 448
2 4 0.2 15120 1,057 13,608 943 12,852 661 18,144 1,257 11,340 493 10,584 399

[Note] Please refer to P501
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data

SPM200-SN2
2 Flute, Standard Length
Endmills of Micro Diameter for Deep Machining ) Continuation

PH,Ferrite,Martensite

Workpiece Material
Carbon

Alloy Steels,Tool Copper, Hardened Steels Hardened Steels
S(tfggﬁ"z"g’oﬂg)e' Steels(25~35HRC) (35'\S-Ele5e|I-IRC) Copper Alloys (45~55HRC) (55~65HRC)
Batolo “cau“t‘(’:';;‘ LRt 1.00 0.90 0.70 120 0.50 0.45
l’\)ﬂiia" Unl_deenr "t‘ﬁCk a n Vf n Vf n Vf n vf n Vf n Vf
(mn{) (m%) P r/min . mm/min  r/min mm/min  r/min  mm/min  /min | mm/min . r/min | mm/min . r/min | mm/min

6 0.2 15120 1,057 13,608 943 12852 661 18,144 1,257 11,340 493 10,584 399
8 0.14 15,120 1,057 13,608 943 12,852 661 18,144 1,257 11,340 493 10,584 399
10 0.14 15,120 1,057 13,608 943 12,852 661 18,144 1,257 11,340 493 10,584 399
12 0.1 13,608 862 12247 776 11,567 595 16,330 1,034 10,206 444 9,526 358
14 0.08 13,608 862 12247 776 11,567 595 16,330 1,034 10,206 444 9,526 326
16 0.08 13,608 823 12,247 776 11,567 541 16,330 941 10,206 404 9,526 326
2 18 0.05 13,608 823 12,247 776 11,567 541 16,330 941 10,206 404 9,526 326
20 0.05 13,608 784 12,247 706 11,567 541 16,330 941 10,206 404 9,526 326
25 0.05 12,096 609 10886 549 10,282 352 14,515 732 9,072 31 8,467 244
30 0.03 12,096 609 10886 549 10,282 352 14,515 732 9,072 311 8,467 244
35 0.02 10,584 437 9,526 393 899 254 12,701 525 7938 205 7,409 167
40 0.01 10,584 437 9,526 393 899 254 12,701 525 7,938 205 7,409 167
50 0.005 9,072 266 8,165 239 7,711 155 10,886 320 6,804 125 6,350 101
8 0.18 12960 1,122 11,664 1,011 11,016 708 15552 1,347 9,720 578 9,072 427
12 0.18 12960 1,122 11664 1,011 11,016 644 15552 1,134 9,720 529 9,072 388
16 0.1 11,664 966 10498 869 9914 580 13,997 1,008 8,748 476 8,165 349
2.5 20 0.1 11,664 840 10498 756 9914 580 13,997 1,008 8,748 476 8,165 349
30 006 10,368 653 9,331 588 8,813 392 12442 783 7,776 307 7,258 248
40 0.03 9072 469 87165 422 7,711 282 10,886 563 6,804 221 6,350 178
50 0.01 9,072 469 8,165 422 7,711 282 10,886 563 6,804 221 6,350 178
8 03 11,520 997 10,368 897 9,792 629 13,824 1,198 9,540 513 8,064 380
12 021 11,520 997 10368 897 9,792 629 13,824 1,198 9,540 513 8,064 380
16 0.15 10,368 895 9,331 738 8,813 567 12,442 1,030 8505 462 7,258 341
20 0.12 10368 820 9,331 738 8,813 567 12,442 896 8,505 462 7,258 341

3 25 0.08 10,368 820 9,331 738 8,813 567 12,442 896 8505 462 7,258 341
30 0.08 10,368 746 9,331 671 8,813 567 12,442 896 8505 462 7,258 312
40 005 9216 663 8294 597 7834 458 11,059 796 6912 342 6,451 276
50 0.02 8,064 417 7258 375 6,854 250 9,677 500 6,048 196 5,645 158
12 0.4 8460 1,692 7614 1,372 7,191 1,222 10350 2070 6,345 812 5922 655
a 16 028 8460 1692 7614 1,372 7,191 1,222 10350 2070 6,345 812 5922 655

20 028 7614 1523 6,853 1,234 6472 1,100 9315 1863 5,711 731 5330 590
25 016 7614 1372 6,853 1,110 6472 990 9315 1,677 5,711 731 5330 590

[Note] Please refer to P501
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MILLING TOOLS

| Solid Carbide Endmills

Recommended Cutting Data

SPM200-SN2

2 Flute, Standard Length

Endmills of Micro Diameter for Deep Machining

) Continuation

Workpiece Material n m m
seabloriun SRt S T s TSRS MR
e i 1.00 090 070 1.20 050 045
(:\D::i:a:) Unl%i'r%’:)ﬁd ap r/r:in mm\ﬁnin r/rrr‘min mm\ﬁnin r/r?\in mm\ﬁnin r/rgin mmv/inin r/rrrllin mmv/inin r/rgin mm\ﬁnin

30 016 7614 1372 6,853 1,110 6,472 990 9,315 1,677 5,711 731 5,330 590

4 35 0.1 6,853 1,234 6,168 999 5,825 891 8,223 1,481 5,140 658 4,797 530
40 0.1 6,853 1,234 6,168 999 5,825 891 8223 1,481 5,140 658 4,797 530

50 0.06 5,922 846 5,330 761 5,034 592 7,106 1,015 4,442 398 4,145 321

20 0.3 6,761 1,487 6,085 1,338 5,747 946 8,113 1,622 5,071 635 4,732 514

25 0.3 6,084 1,216 5476 1,094 5,171 851 7,301 1,459 4,563 572 4,259 462

5 30 0.2 6,084 1,095 5,476 985 5171 766 7301 1,315 4,563 516 4,259 416
40 0.15 5,476 986 4,928 887 4,654 690 6,571 1,184 4,107 464 3,833 374

50 0.1 5,476 986 4,928 887 4,654 690 6,571 1,184 4,107 464 3,833 374

20 0.5 5564 1,333 5,008 1,200 4,730 932 6,676 1,466 4,173 689 3,894 506

30 0.4 5058 1,211 4,552 1,091 4,299 848 6,070 1,332 3,794 626 3,541 460

6 40 0.3 5,058 998 4,552 898 4,299 762 6,070 1,199 3,794 563 3,541 413
50 0.2 4,500 887 4,050 798 3,825 621 5,400 981 3,375 464 3,150 341

[Note]

1. For different materials, adjust the cutting depth (ap) according to the cutting depth factors in the above table. E.g.
for hardened steels (45~55HRC), ap*0.5.

2. Use the appropriate coolant such as air cooling or emulsion for the work material and machining shape.

3. In actual machining, the condition should be adjusted according to the machining shape, purpose and the
machine type.

4. If the rpm of the machine is low, lower the feed rate also to put the rpm and feed rate in the same ratio.
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (High Precision)
SPM200-SN2

2 Flute, Standard Length
Endmills of Micro Diameter for Deep Machining

PH,Ferrite,Martensite

Workpiece Material
Carbon

Alloy Steels,Tool Copper, Hardened Steels Hardened Steels
Steel,Alloy Steel o~ Steel e~ ~
(180~250HB) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Ratio to standard depth of cut(ap) 1.00 0.90 0.70 1.20 0.50 0.45
MIl - UnderNeck n i n i n i n v n v n i
(mm') (mr%) P r/min . mm/min  r/min  mm/min /min  mm/min r/min | mm/min . /min . mm/min | r/min . mm/min

0.3 0.006 50,000 350 45000 299 43,740 218 50,000 350 38475 160 36,045 130

0.1 0.5 0.004 50,000 350 45,000 299 43,740 218 50,000 350 38475 160 36,045 130
1 0.003 50,000 318 43,740 271 39330 198 50,000 318 34,650 146 32,445 116

0.5 0.015 40,500 401 36450 361 34,425 254 45000 446 30375 189 28350 152

1 0.011 40,500 401 36450 361 34,425 254 45,000 446 30375 189 28,350 152

0.2 1.5 0.006 36,450 330 32,805 297 30,983 228 43,740 397 27,338 170 25,515 137
2 0.004 32,400 265 29,160 238 27,540 180 38,880 317 24300 149 22,680 132

3 0.002 32,400 238 29,160 214 27,540 161 38,880 285 24,300 149 22,680 120

1 0.021 36,000 408 32,400 367 30,600 257 43,200 490 27,000 216 25200 174

1.5 0.021 36,000 408 32,400 367 30,600 257 43,200 490 27,000 216 25200 174

0.3 2 0.012 32,400 336 29,160 302 27,540 231 38,880 403 24300 173 22,680 140
25 0.01 32,400 336 29,160 302 27,540 231 38,880 403 24,300 173 22,680 140

3 0.008 32,400 336 29,160 302 27,540 231 38,880 403 24,300 162 22,680 131

1 0.04 28800 572 25920 514 24,480 361 34560 686 21,600 267 20,160 217

1.5 0.028 28,800 572 25,920 514 24480 361 34,560 686 21,600 267 20,160 217

2 0.028 28,800 572 25920 514 24,480 361 34,560 686 21,600 267 20,160 217

2.5 0.022 25920 418 23,328 376 22,032 288 31,104 501 19,440 215 18,144 173

3 0.016 25920 418 23,328 376 22,032 288 31,104 501 19,440 215 18,144 173

0.4 35 0.012 25920 418 23,328 376 22,032 288 31,104 501 19,440 215 18,144 173
4 0.01 25920 418 23,328 376 22,032 288 31,104 501 19,440 215 18,144 173

5 0.01 23,040 284 20,736 256 19,584 187 27,648 365 17,280 166 16,128 130

6 0.006 23,040 284 20,736 256 19,584 187 27,648 365 17,280 166 16,128 130

8 0.003 20,160 216 18,144 195 17,136 144 24,192 260 15,120 127 14112 115

0.002 17,280 159 15552 143 14688 105 20,736 191 12,960 93 12,096 85
1 0.05 28800 572 25920 514 24480 401 34,560 686 21,600 269 20,160 217
1.5 0.05 28800 572 25920 514 24,480 401 34560 686 21,600 269 20,160 217
2 0.035 28,800 572 25920 514 24480 401 34,560 686 21,600 269 20,160 217
2.5 0.03 25920 418 23,328 376 22,032 319 31,104 501 19,440 215 18,144 173
0.02 25920 418 23,328 376 22,032 319 31,104 501 19,440 215 18,144 173
0.02 25920 418 23,328 376 22,032 288 31,104 501 19,440 215 18,144 173
0.013 25920 418 23,328 376 22,032 288 31,104 501 19,440 215 18,144 173
0.013 23,040 325 20,736 292 19,584 187 27,648 390 17,280 166 16,128 130

_
o

0.5

(o NNV, IR N M

[Note] Please refer to P506
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)
SPM200-SN2

2 Flute, Standard Length
Endmills of Micro Diameter for Deep Machining

Workpiece Material n m m

Carbon

) Continuation

PH,Ferrite,Martensite

secbloysteel IS oSS Coppithlloys | 4SUSSHRO. | (SsesHRO
fatiolto Stcau"t‘(’:g depthiof 1.00 0.90 0.70 120 0.50 0.45
(:\[r)n‘i:a:) U"I%E%':)ﬁ"( ap r/n'?\in mm\ﬁnin r/n'?\in mm\ﬁ'nin r/n'?\in mm\ﬁ'nin r/nr':in mm\ﬁ'nin r/rrr‘ﬂn mm\ﬁnin r/r?1in mm\ﬁnin
QG 8 0.008 23,040 278 20,736 250 19,584 155 27,648 334 17,280 140 16,128 105
10 0.004 20,160 216 18,144 194 17,136 109 24,192 259 15,120 95 14,112 71
2 0.042 28,800 816 25920 734 24,480 515 34560 980 21,600 384 20,160 310
3 0.035 25920 671 23,328 604 22,032 464 31,104 806 19,440 347 18,144 279
4 0.024 25920 671 23,328 604 22,032 464 31,104 806 19,440 347 18,144 279
5 0.02 25920 597 23328 536 22,032 412 31,104 716 19,440 308 18,144 248
0.6 6 0.015 25920 597 23,328 536 22,032 412 31,104 716 19,440 308 18,144 248
7 0.015 23,040 515 20,736 464 19,584 356 27,648 618 17,280 266 16,128 214
8 0.015 23,040 464 20,736 418 19,584 267 27,648 536 17,280 236 16,128 185
9 0.012 23,040 464 20,736 418 19,584 267 27,648 536 17,280 236 16,128 185
10 0.009 23,040 464 20,736 418 19,584 267 27,648 536 17,280 236 16,128 185
2 0.07 28,800 816 25920 734 24,480 515 34560 980 21,600 384 20,160 310
4 0.049 25920 597 23,328 536 22,032 412 31,104 716 19,440 308 18,144 248
0.7 6 0.018 25920 597 23,328 536 22,032 412 31,104 716 19,440 308 18,144 248
8 0.018 23,040 406 20,736 365 19,584 234 27,648 487 17,280 206 16,128 162
10 0.018 23,040 406 20,736 365 19,584 234 27,648 487 17,280 206 16,128 162
4 0.056 28800 816 25920 734 24,480 572 34560 980 21,600 428 20,160 345
6 0.032 25920 597 23328 536 22,032 516 31,104 716 19,440 385 18,144 311
0.8 8 0.02 25920 597 23328 536 22,032 412 31,104 716 19,440 308 18,144 248
10 0.02 23,040 406 20,736 365 19,584 234 27,648 487 17,280 206 16,128 162
12 0.012 23,040 406 20,736 365 19,584 234 27,648 487 17,280 206 16,128 162
6 0.036 25920 746 23,328 671 22,032 516 31,104 89 19,440 385 18,144 311
8 0.023 25920 671 23,328 671 22,032 516 31,104 896 19,440 385 18,144 311
02 10 0.023 23,040 464 20,736 418 19,584 267 27,648 557 17,280 236 16,128 185
12 0.023 23,040 406 20,736 373 19,584 267 27,648 487 17,280 236 16,128 185
2 0.09 25920 1,098 23328 988 22,032 842 31,104 1,319 19440 629 18,144 507
3 0.07 25920 1,098 23328 988 22,032 842 31,104 1,319 19440 629 18,144 507
4 0.065 25920 1,098 23,328 988 22,032 842 31,104 1,319 19440 629 18,144 507
1 5 0.05 25920 1,098 23,328 988 22,032 842 31,104 1,319 19,440 629 18,144 507
6 0.035 23,328 907 20,995 816 19,829 696 27,994 1,148 17,496 519 16,330 376
7 0.035 23,328 907 20,995 816 19,829 69 27,994 1,148 17,496 519 16,330 376
8 0.035 23,328 907 20,995 816 19,829 69 27,994 1,088 17,496 519 16,330 376

[Note] Please refer to P506
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (High Precision)

SPM200-SN2

2 Flute, Standard Length

Endmills of Micro Diameter for Deep Machining ) Continuation
Workpiece Material n m m

Carbon PH,Ferrite,Martensite

Alloy Steels,Tool Copper, Hardened Steels Hardened Steels
Steel Alloy Steel i~ Steel . o~
(180~250HB) Steels(25~35HRC) (35~45HRO) Copper Alloys (45~55HRC) (55~65HRC)
Ratio to standard depth of
cut(ap) 1.00 0.90 0.70 1.20 0.50 0.45
gigl Unliir ':ﬁCk a n Vf n Vf n Vf n Vf n Vf n Vf
3 g P r/min . mm/min  r/min  mm/min  r/min  mm/min r/min - mm/min  r/min  mm/min  r/min mm/min

(mm) (mm)
9 0.03 23,328 907 20,995 816 19,829 626 27,994 1,088 17,496 415 16,330 335
10 0.022 23,328 806 20,995 734 19,829 626 27,994 1,088 17,496 415 16330 335
12 0.022 20,736 626 18,662 564 17,626 361 24,883 752 15552 319 14515 250
1 14 0.022 20,736 626 18,662 564 17,626 361 24,883 752 15552 319 14515 250
16 0.012 20,736 536 18,662 483 17,626 342 24,883 644 15552 268 14,515 203
20 0.008 18621 439 16,759 395 15,828 250 22,345 527 13,966 192 13,035 142
25 0.005 15750 341 14,1775 307 13,388 194 18900 410 11,813 149 11,025 110
6 0.084 23,040 980 20,736 882 19,584 684 27,648 1,175 17,280 462 16,128 373
8 0.048 20,736 806 18,662 725 17,626 616 24,883 967 15552 415 14515 335
1.2 10 0.03 20,736 806 18662 725 17,626 616 24883 967 15552 415 14515 335
12 0.03 20,736 644 18662 578 17,626 494 24,883 860 15552 369 14,515 298
16 0.02 18432 636 16,589 501 15667 439 22,118 763 13,824 328 12,902 265
6 0.1 20,160 857 18,144 771 17,136 541 24,192 1,029 15,120 404 14,112 325
12 0.035 18,144 705 16,330 635 15422 486 21,773 846 13,608 364 12,701 293
4 0.11 20,160 952 18,144 858 17,136 601 24,192 1,143 15120 449 14,112 362
6 0.11 20,160 857 18,144 779 17,136 601 24,192 1,029 15120 449 14,112 362
8 006 18,144 784 16330 706 15422 541 21,773 941 13,608 404 12,701 326
10 006 18,144 705 16330 635 15422 541 21,773 941 13,608 404 12,701 326
12 0.06 18,144 705 16,330 635 15422 541 21,773 846 13,608 364 12,701 293
14 0.038 18,144 705 16,330 635 15422 541 21,773 846 13,608 364 12,701 293
1.5 16 0.038 16,128 548 14,515 494 13,709 316 19,354 658 12,096 279 11,290 219
18 0.038 16,128 548 14,515 494 13,709 316 19,354 658 12,096 279 11,290 219
20 0.038 16,128 548 14,515 439 13,709 281 19,354 658 12,096 248 11,290 194
25 0.023 12,096 352 10,886 282 10,282 200 14515 423 9,072 157 8467 119
30 0.015 10,080 239 10,886 191 8568 134 12,096 287 7,560 100 7,056 80
35 0.01 10,080 212 10,88 167 8568 134 12,096 256 7,560 100 7,056 80
40 0.005 8064 113 7,258 102 6,854 68 9,677 137 6,048 53 5,645 43

14

6 011 18,720 879 16,848 796 15912 621 22,464 1,061 14,040 464 13,104 374

16 8 0.11 18,720 879 16848 796 15912 559 22,464 1,061 14,040 464 13,104 374
6 0.13 18,720 897 16848 796 15912 621 22,464 1,061 14,040 464 13,104 374

'8 8 013 18720 897 16,848 796 15912 559 22,464 1,061 14,040 464 13,104 374
2 4 0.2 15120 857 13,608 775 12,852 590 18,144 1,143 11,340 449 10,584 362

[Note] Please refer to P506
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)
SPM200-SN2

2 Flute, Standard Length
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material

Steeff\:llz;;nSteel Alloy Steels,Tool PH,FerritSet,eNel'ilrtensite Copper, Hardened Steels Hardened Steels
s Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Ratio to standard depth of 1.00 0.90 0.70 1.20 0.50 0.45

cut(ap)

Mill  Under Neck

h n Vf n Vf n Vf n Vf n Vf n Vf
Dia. Length alY r/min . mm/min  r/min  mm/min  r/min  mm/min r/min - mm/min  r/min  mm/min  r/min mm/min

(mm) (mm)
6 0.2 15,120 857 13,608 775 12,852 590 18,144 1,143 11,340 449 10,584 362
8 0.14 15,120 857 13,608 775 12,852 590 18,144 1,143 11,340 449 10,584 362

10 0.14 15120 857 13,608 775 12,852 590 18,144 1,143 11,340 449 10,584 362
12 0.08 13,608 784 12,247 706 11,567 531 16,330 941 10,206 404 9,526 326
14 0.08 13,608 784 12,247 706 11,567 531 16,330 941 10,206 404 9,526 293
16 0.08 13,608 705 12,247 636 11,567 486 16,330 846 10,206 383 9,526 293
2 18 0.05 13,608 705 12,247 636 11,567 486 16,330 846 10,206 364 9,526 260
20 0.05 13,608 626 12,247 564 11,567 432 16,330 799 10,206 323 9,526 260
25 0.05 12,096 548 10,886 494 10,282 281 14,515 658 9,072 279 8,467 209
30 0.03 12,096 487 10,886 439 10,282 246 14,515 585 9,072 248 8,467 194
35 0.02 10,584 349 9,526 314 8,996 203 12,701 419 7,938 164 7,409 133
40 0.01 10,584 306 9,527 275 8,996 177 12,701 367 7,938 143 7,409 116
50 0.005 9,072 212 8,165 167 7,711 108 10,886 256 6,804 87 6,350 70
8 0.18 12960 1,021 11,664 919 11,016 644 15,552 1,225 9,720 482 9,072 388
12 0.18 12960 918 11,664 840 11,016 580 15,552 1,021 9,720 468 9,072 348
16 0.1 11,664 755 10,498 682 9,914 521 13,997 907 8,748 405 8,165 314
2.5 20 0.1 11,664 715 10,498 640 9,914 464 13,997 756 8,748 405 8,165 279
30 0.06 10,368 522 9,331 411 8,813 313 12,442 626 7,776 245 7,258 198
40 0.03 9,072 328 8,165 295 7,711 225 10,886 393 6,804 176 6,350 142
50 0.01 9,072 304 8,165 274 7,711 183 10,886 338 6,804 154 6,350 124
8 0.3 11,520 907 10,368 816 9,792 572 13,824 1,089 8,640 428 8,064 345
12 0.21 11,520 907 10,368 816 9,792 572 13,824 1,089 8,640 428 8,064 345
16 0.12 10368 746 9,331 671 8,813 516 12,442 896 7,776 385 7,258 310
20 0.12 10,368 708 9,331 635 8,813 516 12,442 806 7,776 385 7,258 310

3 25 0.08 10,368 708 9,331 635 8,813 516 12,442 806 7,776 385 7,258 310
30 0.08 10,368 597 9,331 541 8,813 516 12,442 716 7,776 385 7,258 279
40 0.05 9,216 464 8,294 418 7,834 320 11,059 556 6,912 274 6,451 221
50 0.02 8,064 312 7,258 262 6,854 175 9,677 350 6,048 137 5,645 111
12 0.4 8460 1,523 7,614 1,233 7,191 1,100 10,350 1,863 6,345 730 5,922 589
p 16 0.28 8460 1,523 7614 1,233 7,191 1,100 10,350 1,863 6,345 730 5,922 589

20 0.28 7614 1370 6,853 1,110 6,472 989 9315 1,677 5711 657 5,330 529
25 0.16 7614 1,233 6,853 998 6,472 891 9,315 1,508 5,711 657 5,330 529

[Note] Please refer to P506
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Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-SN2

2 Flute, Standard Length

Endmills of Micro Diameter for Deep Machining

| MILLING TOOLS

) Continuation

Workpiece Material n m m
T et I . L o O U
Ratioto staneiard deptf of 1.00 0.9 070 120 050 045
(rlg:ilra:) U“%E’?SﬁCk ap r/n':'\in mm\ﬁnin r/nr"1in mm\ﬁfmin r/rrr:in mmv/tnin r/r?\in mm‘ﬁnin r/r:‘ﬂn mm\ﬁnin r/rrr:in mm\ﬁnin

30 0.16 7614 1,233 6,853 998 6,472 792 9315 1,508 5,711 584 5,330 529

4 35 0.1 6,853 986 6,168 799 5,825 713 8223 1,184 5,140 526 4,797 424
40 0.1 6,853 863 6,168 699 5,825 624 8223 1,036 5,140 460 4,797 371

50 0.06 5,922 592 6,395 533 5,034 414 7,106 710 4,442 278 4,145 224

20 0.3 6,761 1,216 6,085 1,094 5,747 851 8113 1,459 5,071 572 4,732 462

25 0.3 6,084 1,094 5476 985 5171 765 7,301 1,312 4,563 514 4,259 415

5 30 0.2 6,084 985 5,476 886 5171 689 7,301 1,182 4,563 463 4,259 374
40 0.15 5,476 788 4,928 709 4,654 552 6,571 947 4,107 371 3,833 299

50 0.1 5,476 788 4,928 621 4,654 518 6,571 887 4,107 324 3,833 262

20 0.5 5564 1,111 5008 1,000 4,730 778 6,676 1,333 4,173 522 3,894 422

. 30 0.4 5058 1,010 4,552 909 4,299 707 6,070 1,211 3,794 474 3,541 383
40 0.3 5,058 908 4,552 817 4,299 635 6,070 1,090 3,794 427 3,541 345

50 0.2 4,500 735 4,050 662 3,825 572 5,400 883 3,375 384 3,150 311

[Note]

1. For different materials, adjust the cutting depth (ap) according to the cutting depth factors in the above table. E.g.
for hardened steels (45~55HRC), ap*0.5.

2. Use the appropriate coolant such as air cooling or emulsion for the work material and machining shape.

3. In actual machining, the condition should be adjusted according to the machining shape, purpose and the
machine type.

4. If the rpm of the machine is low, lower the feed rate also to put the rpm and feed rate in the same ratio.
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (General type)
SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining

Workpiece Material

Steelc/a\lrll:&nSteel Alloy Steels,Tool PH,FerritSet,eNe|Iartensite Copper, Hardened Steels Hardened Steels
(180~250HB)  Oteels@5~35HRO (35 " acipc) Copper Alloys (45~55HRC) (55~65HRC)
Ratio to st:ur;?:l;;.i depth of 1.00 0.90 e 5T 065 060
Mill Under
: Neck ap n Vf n /i n Vf n Vf n Vf n Vf Vf
(mm) L(emnrgnt)h r/min . mm/min  r/min mm/min  r/min  mm/min  r/min  mm/min r/min  mm/min r/min mm/min il

05 0016 45000 830 40500 746 38250 635 45000 830 33,750 498 31,500 407

0.02 1 0.011 45,000 830 40500 746 38250 635 45000 830 33,750 498 31,500 407

2 0007 37800 697 36450 671 34425 572 45,000 728 30,375 448 28,350 365

0.2 0.5 0.02 45000 830 40500 746 38250 635 45000 830 33,750 498 31,500 407
1 0.014 45,000 830 40500 746 38250 635 45000 830 33,750 498 31,500 407

0.05 1.5 0.008 42300 779 38475 709 36,338 603 45000 728 32,063 473 29,925 386
2 0.008 37,800 697 36450 671 34425 572 45000 728 30,375 448 28,350 365
1 0.016 43,200 1,045 38880 941 36,720 660 45,000 1,087 32,400 492 30,240 397
0.02 0.011 34,992 774 31,493 697 29,743 535 40,500 898 26,244 399 24494 321

0.007 33,242 684 29918 616 28,256 473 38,475 793 24,932 353 23,270 284
1 0.021 43,200 1,045 38880 941 36,720 660 45,000 1,087 32,400 492 30,240 397

15 0016 41,040 993 36,936 894 34884 627 42,750 1,032 30,780 468 28,728 377

005 2 0.012 34,992 774 31,493 697 29,743 535 40,500 898 26,244 399 24,494 321
25 001 34992 774 31,493 697 29,743 535 40,500 898 26,244 399 24,494 321
3 0.008 33,242 684 29918 616 28,256 473 38475 793 24932 353 23,270 284
1 0.016 34,470 929 31,104 836 29,030 714 41472 1,115 25920 558 24,053 457
2 0.013 34,470 836 31,104 752 29,030 643 41472 1,004 25920 501 24,053 411
3 0.01 26,393 584 23,793 527 22,208 449 31,725 702 19,828 351 18,401 288
4 0.007 21,735 482 19,595 433 18,288 370 26,126 578 16,329 289 15,153 237
1 0.025 34,470 929 31,104 836 29,030 714 41,472 1,115 25920 558 24,053 457
1.5 002 34470 929 31,104 836 29030 714 41,472 1,115 25920 558 24,053 457
2 0.016 34,470 836 31,104 752 29,030 643 41,472 1,004 25920 501 24,053 411
04 005 25 0015 32400 797 29,760 716 27,540 609 38,880 956 24300 478 22,680 391
3 0.014 26,393 584 23,793 527 22,208 449 31,725 702 19,828 351 18,401 288

35 0.012 24,786 548 22,307 493 21,068 420 29,743 658 18,590 329 17,350 269

4  0.008 21,735 482 19,595 433 18,288 370 26,126 578 16,329 289 15,153 237

1 0.033 34,470 929 31,104 836 29,030 714 41,472 1,115 25920 558 24,053 457

0.3

0.02

2 0.028 34,470 836 31,104 752 29,030 643 41,472 1,004 25920 501 24,053 411

o 3 0.016 26,393 584 23,793 527 22,208 449 31,725 702 19,828 351 18,401 288

4 0.01 21,735 482 19,595 433 18,288 370 26,126 578 16,329 289 15,153 237

B 0 0.016 34,470 929 31,104 836 29,030 714 41472 1,115 25920 558 24,053 457

0.013 34,470 929 31,104 836 29,030 714 41472 1,115 25920 558 24,053 457

[Note] Please refer to P517
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (General type)
SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material

e ool TS T s IR Mg
Ratio to “Cau“t‘::‘;? depth of 1.00 0.90 0.80 1.20 0.65 0.60
l’\)ﬂlla" li'\lndc?(r ap n n i @ Vf @ Vf n Vf n

(mm) (mm) L(er:‘w%t)h r/min mm/min r/min  mm/min r/min mm/min /min | mm/min r/min . mm/min  r/min mm/min

3 0.01 27,994 755 25,195 675 23,794 571 33,593 900 20995 426 19,596 343

0.02 4 0.008 24883 671 22,395 599 21,151 507 29,860 800 18,662 378 17,419 305

6 0.006 19354 500 17,419 449 16,450 288 23,225 599 14,515 254 13,548 200

1 0.03 34470 929 31,104 836 29,030 714 41,472 1,115 25920 558 24,053 457

2 0.023 34470 929 31,104 836 29,030 714 41,472 1,115 25920 558 24,053 457

3 0017 27994 755 25195 675 23,794 571 33593 900 20,995 426 19,596 343

0.05 4 0017 24883 671 22,395 599 21,151 507 29,860 800 18,662 378 17,419 305

0.5 5 0011 21,773 588 19,596 525 18507 444 26,127 700 16,330 331 15,241 267

6 0.008 19354 500 17,419 449 16450 288 23,225 599 14515 254 13,548 200

1 0.035 34,470 929 31,104 836 29,030 714 41472 1,115 25920 558 24,053 457

2 0.03 34470 929 31,104 836 29,030 714 41,472 1,115 25920 558 24,053 457

3 0.02 27,994 755 25195 675 23,794 571 33593 900 20,995 426 19,596 343

o 4 0.02 24883 671 22,395 599 21,151 507 29860 800 18,662 378 17,419 305

5 0013 21,773 588 19,596 525 18,507 444 26,127 700 16,330 331 15,241 267

6 0013 19354 500 17,419 449 16450 288 23,225 599 14515 254 13,548 200

2 0016 34470 1,310 31,104 1,182 29,030 892 41,472 1576 25920 697 24,053 572

002 4 0.013 27,994 1,032 25195 929 23,794 713 33,593 1,238 20,995 532 19596 429

6 0.01 21,773 803 19,596 723 18507 554 26,127 963 16,330 414 15,241 334

2 0.028 34470 1,310 31,704 1,182 29,030 892 41,472 1,576 25920 697 24,053 572

4 0019 27994 1,032 25195 929 23,794 713 33593 1,238 20,995 532 19596 429

005 6 0.012 21,773 803 19,596 723 18,507 554 26,127 963 16,330 414 15,241 334

0.6 8 0.01 20684 762 18,616 687 17,582 527 24,821 915 15513 393 14,479 317

10 0.007 18507 610 16,656 549 15,731 440 22,208 733 13,880 320 12,955 258

2 0035 34470 1,310 31,104 1,182 29,030 892 41,472 1576 25920 697 24,053 572

4 0.024 27,994 1,032 25195 929 23,794 713 33,593 1,238 20,995 532 19,596 429

0.1 6 0.015 21,773 803 19,596 723 18507 554 26,127 963 16,330 414 15,241 334

8 0.013 20684 762 18616 687 17,582 527 24,821 915 15513 393 14,479 317

10 0.009 18507 610 16,656 549 15731 440 22,208 733 13,880 320 12,955 258

4 0.024 27994 1,032 25195 929 23,794 713 33,593 1,238 20,995 532 19,596 429

0.05 6 0015 21,773 803 19,596 723 18507 554 26,127 963 16,330 414 15,241 334

07 4 0.029 27994 1,032 25195 929 23,794 713 33,593 1,238 20995 532 19,596 429

o 6 0.018 21,773 803 19,596 723 18507 554 26,127 963 16,330 414 15,241 334

[Note] Please referto P517
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (General type)
SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining

) Continuation

Workpiece Material

Carbon PH,Ferrite,Martensite
Alloy Steels,Tool 4 , Copper, Hardened Steels Hardened Steels
Steel,Alloy Steel P Steel o~ o~
(180~250HB) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
it Stcau“t‘(’:’;;‘ CEbHI] 1.00 0.90 0.80 120 0.65 0.60
mill Under
Dia. Neck ap n n Vf Q Vf @ Vf n Vf n Vi
(mm) (mm) L(enr‘m%t)h r/min mm/min r/min - mm/min r/min mm/min r/min mm/min r/min - mm/min  r/min mm/min
0.02 4 0.016 36,000 1,328 32,400 1,794 30,600 1,015 43,200 1,592 27,000 797 25,200 651
' 6 0.013 27,540 914 24,786 823 23,409 777 33,048 1,096 20,655 609 19,278 498
4 0.026 36,000 1,328 32,400 1,194 30,600 1,015 43,200 1,592 27,000 797 25,200 651
N 6 0.015 27,540 914 24,786 823 23,409 777 33,048 1,096 20,655 609 19,278 498
’ 8 0.012 22,032 680 19,829 612 18,727 578 26,438 815 16,524 454 15,422 370
12 0.01 19,829 569 17,846 512 16,854 483 23,794 683 14,872 379 13,880 310
e 4 0.032 36,000 1,328 32,400 1,194 30,600 1,015 43,200 1,592 27,000 797 25,200 651
’ o1 6 0.019 27,540 914 24,786 823 23,409 777 33,048 1,096 20,655 609 19,278 498
' 8 0.015 22,032 680 19,829 612 18,727 578 26,438 815 16,524 454 15,422 370
12 0.012 19,829 569 17,846 512 16,854 483 23,794 683 14,872 379 13,880 310
4 0.056 36,000 1,328 32,400 1,194 30,600 1,015 43,200 1,592 27,000 797 25,200 651
o 6 0.032 27,540 914 24,786 823 23,409 777 33,048 1,096 20,655 609 19,278 498
’ 8 0.018 22,032 680 19,829 612 18,727 578 26,438 815 16,524 454 15,422 370
12 0.015 19,829 569 17,846 512 16,854 483 23,794 683 14,872 379 13,880 310
2 0.016 35,541 2,132 32,701 1,926 30,095 1,625 42993 2,579 26,655 1,279 24,936 1,047
4 0.013 32,400 1,941 29,160 1,747 27,540 1,485 38,880 2,329 24,300 1,165 22,680 951
0.02 6 0.01 26,244 1,415 26,369 1,581 22,307 1,202 31,493 1,698 19,683 943 18,371 770
' 8 0.008 23,328 1,257 23,620 1,274 19,829 1,069 27,994 1,509 17,496 839 16,330 685
10 0.006 20412 1,101 20995 1,132 17,350 935 24,494 1,320 15,309 734 14,288 599
12 0.005 18,144 869 18,371 990 15,422 647 21,773 1,043 13,608 571 12,701 456
2 0.046 35,541 2,132 32,101 1,926 30,095 1,625 42993 2,579 26,655 1,279 24,936 1,047
3 0.035 35,541 2,132 32,701 1,926 30,095 1,625 42993 2,579 26,655 1,279 24,936 1,047
; 4 0.027 32,400 1,941 29,160 1,747 27,540 1,485 38,880 2,329 24,300 1,165 22,680 951
5 0.021 28,662 1,719 26,369 1,581 24936 1,346 35827 2,149 22,070 1,059 20,636 867
e 6 0.017 26,244 1415 23,620 1,274 22,307 1,202 31,493 1,698 19,683 943 18,371 770
' 8 0.016 23,328 1,257 20995 1,132 19,829 1,069 27,994 1,509 17,496 839 16,330 685
10 0.011 20412 1,101 18,371 990 17,350 935 24,494 1,320 15,309 734 14,288 599
12 0.01 18,144 869 16,330 783 15,422 647 21,773 1,043 13,608 571 12,701 456
16 0.006 18,144 761 16,330 685 15,422 600 21,773 913 13,608 489 12,701 381
20 0.004 13,608 571 12,247 514 11,567 450 16,330 685 10,206 367 9,526 285
01 2 0.065 35,541 2,132 32,701 1,926 30,095 1,625 42993 2,579 26,655 1,279 24,936 1,047

3 0.05 35541 2,132 32,101 1,926 30,095 1,625 42,993 2,579 26,655 1,279 24,936 1,047

[Note] Please refer to P517
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Recommended Cutting Data (General type)

SPM200-RN2
2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining

Workpiece Material

Carbon PH,Ferrite,Martensite
i ORET C R
Ratio to stcauntd:r;? depth of 1.00 0.90 0.80
BAI';I li'\lneci?(r ap n Vi n Vf @ Vf
(mm) (Mm) Ls.m%th vmin - pm/min | minemm/ming g, mm/min
4  0.038 32400 1,941 29,160 1,747 27,540 1,485
5 0.03 28662 1,719 26,369 1,581 24,936 1,346
6 0.024 26,244 1,415 23,620 1,274 22,307 1,202
8 0.024 23,328 1,257 20,995 1,132 19,829 1,069
o 10 0.015 20412 1,101 18,371 990 17,350 935
12 0.015 18,144 869 16,330 783 15,422 647
16 0.009 18,144 761 16,330 685 15,422 600
20 0.006 13,608 571 12,247 514 11,567 450
2 0.11 35541 2,132 32,101 1,926 30,095 1,625
3 0.09 35541 2,132 32,101 1,926 30,095 1,625
4 0.07 32,400 1,941 29,160 1,747 27,540 1,485
5 0.05 28662 1,719 26,369 1,581 24,936 1,346
6 0.04 26,244 1,415 23,620 1,274 22,307 1,202
02 8 0.04 23328 1,257 20995 1,132 19,829 1,069
1 10 0.025 20412 1,101 18,371 990 17,350 935
12 0.025 18,144 869 16,330 783 15,422 647
16 0.015 18,144 761 16,330 685 15,422 600
20 0.01 13,608 571 12,247 514 11,567 450
2 0.11 35541 2,132 32,101 1,926 30,095 1,625
3 0.09 35541 2,132 32,101 1,926 30,095 1,625
4 0.07 32400 1,941 29,160 1,747 27,540 1,485
5 0.05 28662 1,719 26,369 1,581 24,936 1,346
6 0.04 26,244 1,415 23,620 1,274 22,307 1,202
03 8 0.04 23328 1,257 20995 1,132 19,829 1,069
10 0.025 20412 1,701 18,371 990 17,350 935
12 0.025 18,144 869 16,330 783 15,422 647
16 0.015 18,144 761 16,330 685 15,422 600
20 0.01 13,608 571 12,247 514 11,567 450
5 0.03 28662 1,719 26,369 1,581 24,936 1,346
N 10 0.015 23328 1,257 18,371 990 17,350 935
15 0.01 18,144 761 16,330 685 15,422 600
20 0.006 13,608 571 12,247 514 11,567 450

[Note] Please referto P517

Solid Carbide Endmills

Copper,

Hardened Steels

| MILLING TOOLS

) Continuation

Hardened Steels

Copper Alloys (45~55HRC) (55~65HRC)
1.20 0.65 0.60
r/min mmv/'r:nin omin mm\gmin oimin mm\§min
38,880 2,329 24,300 1,165 22,680 951
35,827 2,149 22,070 1,059 20,636 867
31,493 1,698 19,683 943 18,371 770
27,994 1,509 17,496 839 16,330 685
24,494 1,320 15,309 734 14,288 599
21,773 1,043 13,608 571 12,701 456
21,773 913 13,608 489 12,701 381
16,330 685 10,206 367 9,526 285
42,993 2,579 26,655 1,279 24936 1,047
42,993 2,579 26,655 1,279 24936 1,047
38,880 2,329 24,300 1,165 22,680 951
35,827 2,149 22,070 1,059 20,636 867
31,493 1,698 19,683 943 18,371 770
27,994 1,509 17,496 839 16,330 685
24,494 1,320 15,309 734 14,288 599
21,773 1,043 13,608 571 12,701 456
21,773 913 13,608 489 12,701 381
16,330 685 10,206 367 9,526 285
42,993 2,579 26,655 1,279 24936 1,047
42,993 2,579 26,655 1,279 24,936 1,047
38,880 2,329 24300 1,165 22,680 951
35,827 2,149 22,070 1,059 20,636 867
31,493 1,698 19,683 943 18,371 770
27,994 1,509 17,496 839 16,330 685
24,494 1,320 15,309 734 14,288 599
21,773 1,043 13,608 571 12,701 456
21,773 913 13,608 489 12,701 381
16,330 685 10,206 367 9,526 285
35,827 2,149 22,070 1,059 20,636 867
24,494 1,320 15,309 734 14,288 599
21,773 913 13,608 489 12,701 381
16,330 685 10,206 367 9,526 285
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (General type)

SPM200-RN2
2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining

) Continuation

Workpiece Material .
Carbon PH,Ferrite,Martensite
steclloySteel G ISTHRD eSSl Copperhloys | UsmSSHRO. | (3smesHRO
Ratio to standens depth of 1.00 0.90 0.80 120 0.65 0.60
Mill e

(r[r)miraﬁ) (mrrn) ngé:’:h ap i mm\ﬂmin i mm\qnin v/min mm\ﬁnin t/min mmv/fnin i mm\ﬁnin i mm\ﬁnin

5 0.05 28,662 1,719 26,369 1,581 24936 1,346 35827 2,149 22,070 1,059 20,636 867

02 10 0.025 23,328 1,257 18,371 990 17,350 935 24,494 1,320 15,309 734 14,288 599

15 0.016 18,144 761 16,330 685 15,422 600 21,773 913 13,608 489 12,701 381

55 20 0.01 13,608 571 12,247 514 11,567 450 16,330 685 10,206 367 9,526 285

5 0.05 28662 1,719 26369 1,581 24936 1,346 35827 2,149 22,070 1,059 20,636 867

i) 10 0.025 23328 1,257 18,371 990 17,350 935 24,494 1,320 15,309 734 14,288 599

15 0.016 18,144 761 16,330 685 15,422 600 21,773 913 13,608 489 12,701 381

20 0.01 13,608 571 12,247 514 11,567 450 16,330 685 10,206 367 9,526 285

4 0.042 24930 1,614 22,453 1,453 20,957 1,240 29,938 1938 18,711 968 17,364 795

6 0.04 23,885 1,543 21,401 1,382 20,255 1,199 28,662 1,851 17,961 930 16,624 761

8 0.036 22,680 1,467 20,412 1,320 19,278 1,141 27,216 1,760 17,010 881 15,876 726

0 12 0.036 18,144 1,174 16,330 1,057 15,422 913 21,773 1,409 13,608 705 12,701 581

15 0.023 14,112 812 12,701 731 11,995 604 16,934 974 10,584 533 9,878 426

20 0.018 14,112 734 12,701 660 11,995 552 16,934 880 10,584 486 9,878 385

4 0.07 24930 1614 22453 1,453 20957 1,240 29,938 1,938 18,711 968 17,364 795

6 0.065 23,885 1,543 21,401 1,382 20,255 1,199 28,662 1,851 17,961 930 16,624 761

i 8 0.06 22,680 1467 20412 1,320 19,278 1,141 27,216 1,760 17,010 881 15,876 726

12 0.06 18,144 1,174 16,330 1,057 15,422 913 21,773 1,409 13,608 705 12,701 581

15 0.038 14,112 812 12,701 731 11,995 604 16,934 974 10,584 533 9,878 426

15 20 0.03 14,112 734 12,701 660 11,995 552 16,934 880 10,584 486 9,878 385

4 0.07 24930 1614 22453 1,453 20,957 1,240 29,938 1,938 18,711 968 17,364 795

6 0.065 23,885 1,543 21,401 1,382 20,255 1,199 28,662 1,851 17,961 930 16,624 761

8 0.06 22,680 1,467 20412 1,320 19,278 1,141 27,216 1,760 17,010 881 15,876 726

03 12 0.06 18,144 1,174 16,330 1,057 15,422 913 21,773 1,409 13,608 705 12,701 581

15 0.038 14,112 812 12,701 731 11,995 604 16,934 974 10,584 533 9,878 426

20 0.03 14,112 734 12,701 660 11,995 552 16,934 880 10,584 486 9,878 385

4 0.085 24930 1,614 22453 1,453 20,957 1,240 29,938 1938 18711 968 17,364 795

6 0.08 23,885 1,543 21,401 1,382 20,255 1,199 28,662 1,851 17,961 930 16,624 761

a3 8 0.07 22,680 1467 20412 1,320 19,278 1,141 27,216 1,760 17,010 881 15,876 726

12 0.065 18,144 1,174 16,330 1,057 15422 913 21,773 1,409 13,608 705 12,701 581
15 0.045 14,112 812 12,701 731 11,995 604 16934 974 10,584 533 9,878 426
20 0.035 14,112 734 12,701 660 11,995 552 16,934 880 10,584 486 9,878 385

[Note] Please refer to P517
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (General type)

SPM200-RN2
2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining ) Continuation
Workpiece Material n m m
Steefilrl?)(;nSteel Sf"‘?y gg‘fﬁggﬁ;é PH,FerntSet,el\glartens.te c COPP:{I, Hi(lzgfejseg I-IS!’;?:(;IS H?;‘-:-ng Hs}gg_ls
(180~250HB) ekl ) (35~45HRC) opper Alloys
Ratio to standetsl depth of 1.00 0.90 0.80 120 065 0.60
[Agiia" r Lg\lne(i?(r a 0 Vf W VE n U n Vf 0. A ni Vf
(mrﬁ) (mm) L(enqg]tp P r/min P an r/min mm/min o mm/min r/min mm/min r/min mm/min r/min i

5 0.04 23,885 1,543 21,401 1,382 20255 1,199 28,662 1,851 17,961 930 16,624 761
10 0.036 18144 1,174 16,330 1,057 15422 913 21,773 1,409 13,608 705 12,701 581

o 15 0.023 14,112 812 12,701 731 11,995 604 16,934 974 10,584 533 9,878 426
20 0.018 14,112 734 12,701 660 11,995 552 16,934 880 10,584 486 9,878 385
5 0.065 23,885 1,543 21,401 1,382 20,255 1,199 28662 1,851 17,961 930 16,624 761
10 006 18,144 1,174 16,330 1,057 15,422 913 21,773 1,409 13,608 705 12,701 581
R 15 0.038 14,112 812 12,701 731 11,995 604 16,934 974 10,584 533 9,878 426
20 0.03 14,112 734 12,701 660 11,995 552 16,934 880 10,584 486 9,878 385
5 0.065 23,885 1,543 21,401 1,382 20,255 1,199 28,662 1,851 17,961 930 16,624 761
10 0.06 18,144 1,174 16,330 1,057 15422 913 21,773 1,409 13,608 705 12,701 581
03 15 0.038 14,112 812 12,701 731 11,995 604 16,934 974 10,584 533 9,878 426
20 0.03 14,112 734 12,701 660 11,995 552 16,934 880 10,584 486 9,878 385

4 0.08 21,783 2,448 19,634 2,207 18487 2,077 2579 2,899 16337 1,467 15334 1,205

6 0.07 20,790 2,336 18,711 2,102 17,672 1,985 24,948 2,803 15593 1,401 14,553 1,144

8 0.055 18,900 2,123 17,010 1911 16,065 1,805 22,680 2,547 14,175 1,274 13,230 1,040
12 0.03 15309 1,548 13,778 1,393 13,013 1,316 18371 1,857 11,482 1,031 10,716 842
o1 16 0.03 13,608 1,375 12,247 1,238 11,567 1,169 16,330 1,651 10,206 917 9,526 749
20 0.025 11,907 1,203 10,716 1,084 10,121 1,023 14,288 1,445 8931 721 8,335 588
25 0.015 11,907 1,203 10,716 1,084 10,121 1,023 14,288 1,445 8931 721 8,335 588
30 0.01 11,312 1,144 10,181 1,029 9,615 972 13,574 1,373 8,483 685 7,918 559

4 0.1 21,783 2,448 19,634 2,207 18,487 2,077 2579 2,899 16,337 1,467 15334 1,205

6 0.08 20,790 2,336 18,711 2,102 17,672 1,985 24948 2,803 15593 1,401 14,553 1,144

2 8 0.07 18900 2,123 17,010 1911 16,065 1,805 22,680 2,547 14,175 1,274 13,230 1,040
12 0.04 15309 1,548 13,778 1,393 13,013 1316 18371 1,857 11,482 1,031 10,716 842
02 16 0.04 13,608 1,375 12,247 1,238 11,567 1,169 16,330 1,651 10,206 917 9,526 749
20 0.035 11,907 1,203 10,716 1,084 10,121 1,023 14,288 1,445 8,931 721 8,335 588
25 0.025 11,907 1,203 10,716 1,084 10,121 1,023 14,288 1,445 8,931 721 8,335 588
30 0.017 11,312 1,144 10,181 1,029 9,615 972 13,574 1,373 8,483 685 7,918 559

4 013 21,783 2,448 19,634 2,207 18487 2,077 25796 2,899 16,337 1,467 15334 1,205

) 6 0.11 20,790 2,336 18,711 2,102 17,672 1,985 24,948 2,803 15593 1,401 14,553 1,144

8 0.09 18900 2,123 17,010 1,911 16,065 1,805 22,680 2,547 14,175 1,274 13,230 1,040
12 0.06 15309 1,548 13,778 1,393 13,013 1,316 18371 1,857 11,482 1,031 10,716 842

[Note] Please referto P517
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (General type)

SPM200-RN2
2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining ) Continuation
Workpiece Material n m m
Steel(,:f\lrI':)(;nSteel S?"?y ggeﬁgg:;é PH'Femtset'eMe‘;lrtenSIte a COPP:{I, H?;g?:jseg '-IS";ecc)els H?;gi‘gg HSI;E(;IS
(180~250HB) eIkl ) (35~45HRC) opper Alloys
Ratio to standa s depth of 1.00 0.90 0.80 120 0.65 0.60
M, ek . n v n v . v N e n Vf n .
(mm') (mm) L(enr:g‘t)h [ r/min N r/min mm/min it mm/min t/min mm/min r/min mm/min r/min i

16 0.06 13,608 1,375 12,247 1,238 11,567 1,169 16,330 1,651 10,206 917 9,526 749
20 0.037 11,907 1203 10,716 1,084 10,121 1,023 14288 1,445 8931 721 8,335 588
25 0.03 11,907 1,203 10,716 1,084 10,121 1,023 14,288 1,445 8931 721 8,335 588
30 0.021 11,312 1,144 10,181 1,029 9,615 972 13,574 1,373 8,483 685 7,918 559
6 0.17 20,790 2336 18,711 2,102 17,672 1,985 24948 2,803 15593 1,401 14,553 1,144
8 0.14 18900 2,123 17,010 1911 16,065 1,805 22,680 2,547 14,175 1,274 13,230 1,040
12 0.08 15309 1,548 13,778 1,393 13,013 1,316 18371 1,857 11,482 1,031 10,716 842
05 16 0.08 13,608 1,375 12,247 1,238 11,567 1,169 16,330 1,651 10,206 917 9,526 749
20 0.05 11,907 1,203 10,716 1,084 10,121 1,023 14,288 1,445 8931 721 8,335 588

0.3

2 25 0.05 11,907 1,203 10,716 1,084 10,121 1,023 14,288 1,445 8931 721 8,335 588
30 0.03 11,312 1,144 10,181 1,029 9,615 972 13,574 1,373 8,483 685 7918 559
6 0.22 20,790 2,336 18,711 2,102 17,672 1,985 24,948 2,803 15593 1,401 14,553 1,144
8 0.2 18900 2,123 17,010 1911 16,065 1,805 22,680 2,547 14,175 1,274 13,230 1,040

12 0.13 15309 1,548 13,778 1,393 13,013 1316 18371 1,857 11,482 1,031 10,716 842

08 16 0.1 13,608 1,375 12,247 1,238 11,567 1,169 16,330 1,651 10,206 917 9,526 749

20 006 11,907 1,203 10,716 1,084 10,121 1,023 14,288 1,445 8931 721 8,335 588

25 0.057 11,907 1,203 10,716 1,084 10,121 1,023 14,288 1,445 8931 721 8,335 588

30 0.045 11,312 1,144 10,181 1,029 9,615 972 13,574 1,373 8,483 685 7,918 559

10 0.05 15309 1,548 13,778 1,393 13,013 1,316 18371 2,064 11,482 1,031 10,716 842

0.1 20 0.03 11,907 1,203 10,716 1,084 10,121 1,023 14288 1,605 8931 721 8,335 588

30 0015 11,312 1,144 10,181 1,029 9,615 972 13,574 1,373 8,483 685 7918 559

10 0.07 15309 1,548 13,778 1,393 13,013 1,316 18371 2,064 11,482 1,031 10,716 842

02 20 0.04 11,907 1,203 10,716 1,084 10,121 1,023 14,288 1,605 8931 721 8,335 588

30 0025 11,312 1,144 10,181 1,029 9,615 972 13,574 1,373 8,483 685 7918 559

= 10 0.09 15309 1,548 13,778 1,393 13,013 1,316 18371 2,064 11,482 1,031 10,716 842
03 20 0.06 11,907 1,203 10,716 1,084 10,121 1,023 14288 1,605 8931 721 8,335 588

30 0.03 11,312 1,144 10,181 1,029 9,615 972 13,574 1,373 8,483 685 7,918 559

10 0.12 15309 1,548 13,778 1,393 13,013 1,316 18371 2,064 11,482 1,031 10,716 842

05 20 0.08 11,907 1,203 10,716 1,084 10,121 1,023 14,288 1,605 8931 721 8,335 588

30 0.05 11,312 1,144 10,181 1,029 9,615 972 13,574 1,373 8,483 685 7,918 559

N 6 0.08 14,400 2,021 12960 1,820 12,240 1,718 17,280 2426 10,800 1,213 10,080 991

8 0.07 14,400 2,021 1290 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991

[Note] Please refer to P517
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (General type)
SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material

e ool TS T s IR Mg
Ratio to standard depth of 1.00 0.90 0.80 120 0.65 0.60
IA)Alla" li'\lndc?(r ap n n i a Vf @ Vf n Vf n
(mm) (mm) L(e':%t)h r/min S r/min mm/min i mm/min i e r/min mm/min r/min e
12 0.05 14400 2,021 12960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991
16 0.035 14,400 2,021 12,960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991
o1 18 0.035 12,898 1,811 11,464 1,609 10,987 1,543 15287 2,146 9,554 1,074 9,076 893
20 0.035 11,664 1,638 10498 1474 9914 1,392 13,997 1,966 8,748 983 8,165 803
30 0.027 9072 1,143 87165 1,029 7,711 971 10,886 1,372 6,804 694 6,350 559
35 002 9072 1,143 87165 1,029 7,711 971 10,886 1,372 6,804 694 6,350 559
6 0.1 14,400 2,021 12960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991
8 0.09 14400 2,021 12,960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991
12 0.07 14400 2,021 1290 1,820 12,240 1,718 17,280 2426 10,800 1,213 10,080 991
02 16  0.05 14400 2,021 1290 1,820 12,240 1,718 17,280 2426 10,800 1,213 10,080 991
18 005 12898 1,811 11,464 1,609 10987 1,543 15287 2,146 9,554 1,074 9,076 893
20 005 11,664 1,638 10498 1474 9914 1,392 13997 1,966 8,748 983 8,165 803
30 004 9072 1,143 87165 1,029 7,711 971 10,886 1,372 6,804 694 6,350 559
35 0035 9072 1,143 8165 1,029 7,711 971 10,886 1,372 6,804 694 6,350 559
6  0.145 14400 2,021 12,960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991
8 0.13 14400 2,021 12,960 1,820 12,240 1,718 17,280 2,426 10800 1,213 10,080 991
} 12 0.1 14,400 2,021 12960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991
03 16  0.075 14,400 2,021 12960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991

18 0075 12898 1,811 11,464 1,609 10987 1,543 15287 2,146 9,554 1,074 9,076 893

20 0.075 11,664 1638 10498 1,474 9914 1,392 13,997 1,966 8,748 983 8,165 803

30 006 9072 1,143 87165 1,029 7,711 971 10,886 1,372 6,804 694 6,350 559

35 005 9072 1,143 8,165 1,029 7,711 971 10,886 1,372 6,804 694 6,350 559

8 0.18 14,400 2,021 12,960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991

12 013 14400 2,021 1290 1,820 12,240 1,718 17,280 2426 10,800 1,213 10,080 991

16 0.1 14400 2,021 12,960 1,820 12,240 1,718 17,280 2426 10800 1,213 10,080 991

05 18 0.1 12,898 1,811 11,464 1,609 12,240 1,718 15287 2,146 9,554 1,074 9,076 893
20 0.1 11,664 1,638 10498 1474 9914 1,392 13997 1966 8,748 983 8,165 803

30 008 9072 1,143 8165 1,029 7,711 971 10,886 1,372 6,804 694 6,350 559

35 0.065 9072 1,143 87165 1,029 7,711 971 10,886 1,372 6,804 694 6,350 559

8 0.2 14,400 2,021 12960 1,820 12,240 1,718 17,280 2,426 10,800 1,213 10,080 991

1 12 015 14400 2,021 12960 1,820 12,240 1,718 17,280 2426 10,800 1,213 10,080 991
16 012 14400 2,021 12960 1,820 12,240 1,718 17,280 2426 10,800 1,213 10,080 991

[Note] Please referto P517
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (General type)

SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining 3 Continuation

Workpiece Material

sicdloysied  epsteckool MG copper | Medenedstels Hardened e
(180~250HB) el ) (35~45HRC) opper Afloys
Ratio to Stcau"t‘(’:g;’ depth of 1.00 0.90 0.80 1.20 0.65 0.60
mill Under
Dia r  Neck ap n Vf n Vf m Vf @ Vf n Vf n
(mm') (mm) L(enr‘m%t)h r/min ST r/min mm/min it mm/min i S r/min mm/min r/min Y e
18 0.11 12,898 1,811 11,464 1,609 12,240 1,718 15287 2,146 9,554 1,074 9,076 893
. 20 0.11 11,664 1,638 10498 1,474 9,914 1,392 13,997 1,966 8,748 983 8,165 803
1

30 0.09 9,072 1,143 8165 1,029 7,711 971 10,886 1,372 6,804 694 6,350 559
35 0075 9072 1,143 87165 1,029 7,711 971 10,886 1,372 6,804 694 6,350 559
8 0.08 12,420 2,160 11,178 1,944 10,557 1,836 14,904 2,592 9315 1,296 8694 1,058
12 0065 12420 2,960 11,1778 1,944 10,557 1,836 14,904 2,592 9315 1,29 8694 1,058
16 0.06 10,301 1,791 9,064 1576 8,652 1,504 12360 2,149 7,416 1,031 7,004 852
0.1 20 0.055 10301 1,791 9,064 1576 8652 1,504 12360 2,149 7,416 1,031 7,004 852
30 0.045 8239 1,29 7415 1,161 7,003 1,09 9887 1,547 6,179 774 5,767 632
35 0.04 8239 1,290 7415 1,161 7003 1,09 9887 1,547 6,179 774 5,767 632
45 0.03 6,592 825 5,933 743 5,603 702 7910 990 4,945 499 4,614 401
8 0.16 12420 2,160 11,178 1,944 10557 1,836 14,904 2,592 9315 1,29 8,694 1,058
12 0.14 12420 2,160 11,178 1,944 10557 1,836 14,904 2,592 9315 1,29 8,694 1,058
16 0.13 10,301 1,791 9,064 1576 8652 1,504 12,360 2,149 7,416 1,031 7,004 852
02 20 0.11 10301 1,791 9,064 1576 8652 1,504 12,360 2,149 7,416 1,031 7,004 852
30 0.1 8239 1,290 7,415 1,161 7,003 1,09 9887 1,547 6,179 774 5,767 632
35 0.08 8239 1,29 7415 1,161 7,003 1,09 9887 1,547 6,179 774 5,767 632
4 45 0.06 6,592 825 5,933 743 5,603 702 7,910 990 4,945 499 4,614 401
8 024 12420 2,160 11,178 1,944 10,557 1,836 14,904 2,592 9315 1,296 8694 1,058
12 022 12420 2,160 11,178 1,944 10,557 1,836 14,904 2,592 9315 1,29 8694 1,058
16 0.2 10,301 1,791 9,064 1,576 8652 1,504 12360 2,149 7416 1,031 7,004 852
03 20 0.18 10,301 1,791 9,064 1,576 8,652 1,504 12360 2,149 7,416 1,031 7,004 852
30 0.16 8239 1,290 7415 1,161 7,003 1,09 9887 1,547 6,179 774 5,767 632
35 0.14 8239 1,290 7415 1,161 7,003 1,09 9887 1,547 6,179 774 5,767 632
45 012 6,592 825 5,933 743 5,603 702 7,910 990 4,945 499 4,614 401
12 035 12420 2,160 11,178 1,944 10,557 1,836 14,904 2,592 9315 1,29 8,694 1,058
16 025 10,301 1,791 9,064 1576 8652 1,504 12,360 2,149 7,416 1,031 7,004 852
20 0.2 10301 1,791 9,064 1576 8652 1504 12360 2,149 7416 1,031 7,004 852
30 015 8239 1,29 7415 1,161 7,003 1,09 9887 1,547 6,179 774 5,767 632
35 0.1 8239 1,290 7,415 1,161 7,003 1,09 9887 1,547 6,179 774 5,767 632
45 0.05 6,592 825 5,933 743 5,603 702 7,910 990 4,945 499 4,614 401

0.5

[Note] Please refer to P517
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Recommended Cutting Data (General type)

SPM200-RN2

2 Flute, Corner Radius

Endmills of Micro Diameter for Deep Machining

Workpiece Material

Ratio to standard depth of cut(ap)

Mill
Dia.
(mm)
4 1
0.1
0.2
5 03
0.5
1
0.1
6 02
0.3

Under

12
16
20
30
35
45
20
40
20
40
20
40
20
40
20
40
12
18
24
35
55
12
18
24
35
55
12
18
24
35
55

ck
(mm) Length  @P
(mm)

0.4
0.29
0.23
0.17
0.12
0.06
0.08
0.06
0.16
0.13
0.24

0.2
0.35

0.135

0.4
0.15
0.08

0.065
0.06
0.05
0.04
0.16
0.14
0.13
0.11
0.08
0.24
0.22

0.2
0.18
0.14

[Note] Please referto P517

Carbon
Steel,Alloy Steel
(180~250HB)
1.00

n

r/min o min
12,420 2,160
10,301 1,791
10,301 1,791
8,239 1,290
8,239 1,290
6,592 825
9,885 2,149
8,901 1,733
9,885 2,149
8,901 1,733
9,885 2,149
8,901 1,733
9,885 2,149
8,901 1,733
9,885 2,149
8,901 1,733
8,239 2,149
8,239 2,149
8,239 2,149
7411 1,740
5765 1,354
8,239 2,149
8,239 2,149
8,239 2,149
7,411 1,740
5765 1,354
8,239 2,149
8,239 2,149
8,239 2,149
7411 1,740
5765 1,354

Alloy Steels,Tool

Steels(25~35HRC)

0.90

n Vf
r/min  mm/min

11,178
9,064
9,064
7,415
7,415
5,933
8,896
8,011
8,896
8,011
8,896
8,011
8,896
8,011
8,896
8,011
7,415
7,415
7,415
6,670
5,189
7,415
7,415
7,415
6,670
5,189
7,415
7,415
7,415
6,670
5,189

1,944
1,576
1,576
1,161
1,161
743
1,934
1,561
1,934
1,561
1,934
1,561
1,934
1,561
1,934
1,561
1,934
1,934
1,934
1,566
1,219
1,934
1,934
1,934
1,566
1,219
1,934
1,934
1,934
1,566
1,219

Si
(35~45HRC)
0.80

vmin mm\ﬁnin
10,557 1,836
8,652 1,504
8,652 1,504
7,003 1,096
7,003 1,096
5,603 702
8,402 1,826
7,566 1,473
8,402 1,826
7,566 1,473
8,402 1,826
7,566 1,473
8,402 1,826
7,566 1,473
8,402 1,826
7,566 1,473
7,003 1,827
7,003 1,827
7,003 1,827
6,299 1,479
4,901 1,150
7,003 1,827
7,003 1,827
7,003 1,827
6,299 1,479
4,901 1,150
7,003 1,827
7,003 1,827
7,003 1,827
6,299 1,479
4,901 1,150

PH,Ferrite,Martensite

Solid Carbide Endmills

Copper,
Copper Alloys

1.20
n Vf
r/min mm/min
14,904 2,592
12,360 2,149
12,360 2,149
9,887 1,547
9,887 1,547
7,910 990
11,861 2,579
10,681 2,081
11,861 2,579
10,681 2,081
11,861 2,579
10,681 2,081
11,861 2,579
10,681 2,081
11,861 2,579
10,681 2,081
9,887 2,579
9,887 2,579
9,887 2,579
8,893 2,088
6918 1,625
9,887 2,579
9,887 2,579
9,887 2,579
8,893 2,088
6918 1,625
9,887 2,579
9,887 2,579
9,887 2,579
8,893 2,088
6,918 1,625

| MILLING TOOLS

) Continuation

Hardened Steels

(45~55HRC)
0.65

r/rgin mmv/fnin
9,315 1,29
7416 1,031
7416 1,031
6,179 774
6,179 774
4,945 499
7413 1,290
6,676 1,040
7413 1,290
6,676 1,040
7413 1,290
6,676 1,040
7413 1,290
6,676 1,040
7413 1,290
6,676 1,040
6,179 1,290
6,179 1,290
6,179 1,290
5558 1,044
4,325 812
6,179 1,290
6,179 1,290
6,179 1,290
5558 1,044
4,325 812
6,179 1,290
6,179 1,290
6,179 1,290
5,558 1,044
4,325 812

Hardened Steels

(55~65HRC)
0.60

r/rrr]ﬁn mm\ﬁnin
8,694 1,058
7,004 852
7,004 852
5,767 632
5,767 632
4,614 401
6,919 1,053
6,231 850
6,919 1,053
6,231 850
6,919 1,053
6,231 850
6,919 1,053
6,231 850
6,919 1,053
6,231 850
5,767 1,053
5,767 1,053
5,767 1,053
5,188 852
4,036 663
5,767 1,053
5,767 1,053
5,767 1,053
5,188 852
4,036 663
5,767 1,053
5,767 1,053
5,767 1,053
5,188 852
4,036 663
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MILLING TOOLS

Recommended Cutting Data (General type)

SPM200-RN2

| Solid Carbide Endmills

2 Flute, Corner Radius

Endmills of Micro Diameter for Deep Machining

Workpiece Material

) Continuation

bl oot TS s TSRS e
Ratio to standa s depth of 1.00 0.90 0.80 120 0.65 0.60
il r lg\lnedc?(r n n Vf Vf n Vf n
(E.:ra};) (mm) Ler::g;c)h &y r/min mmv/fnin r/min . mm/min r/nr:in mm/min r/nr;in mm\ﬁnin r/min. mm/min  r/min mm\ﬁ'nin
18 035 8239 2149 7415 1934 7003 1,827 9887 2579 6179 1,290 5767 1,053
24 029 8239 2149 7415 1934 7,003 1,827 9887 2579 6179 1,290 5767 1,053
0> 35 024 741 1,740 6,670 1,566 6,299 1,479 8,893 2,088 5558 1,044 5,188 852
. 55 065 5765 1,354 5189 1,219 4901 1,150 6918 1,625 4,325 812 4,036 663
18 04 8239 2149 7415 1,934 7003 1,827 9887 2579 6179 1,290 5767 1,053
] 24 035 8239 2149 7415 1934 7,003 1,827 9887 2579 6179 1,290 5767 1,053
35 028 7411 1,740 6670 1566 6,299 1,479 8893 2,088 5558 1,044 5,188 852
55 0.2 5765 1,354 5189 1,219 4901 1,150 6,918 1,625 4,325 812 4,036 663
[Note]

1. For different materials, adjust the cutting depth (ap) according to the cutting depth factors in the above table. E.g. for hardened
steels (45~55HRC), ap*0.65.
2. Use the appropriate coolant such as air cooling or emulsion for the work material and machining shape.
3.In actual machining, the condition should be adjusted according to the machining shape, purpose and the machine type.
4. If the rpm of the machine is low, lower the feed rate also to put the rpm and feed rate in the same ratio.
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Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining

Workpiece Material

Carbon PH,Ferrite,Martensite
oy eSO o5 Mo
Ratio to Stcaunt((j:;;? depth of 1.00 0.90 0.80
BAII«':I r lil\lneci?(r ap n VE n Vf & Vf
(mm) (mm) L(er::%t)h r/min e r/min . mm/min win mm/min

05 0016 45000 232 45000 207 45,000 185

0.02 1 0.011 45,000 232 45000 207 45,000 185

2 0.007 37,800 182 34,020 163 33,030 158

0.2 05 0.02 45000 232 45000 207 45,000 185
1 0.014 45,000 232 45000 207 45,000 185

0.05 1.5 0.008 45000 216 43,740 201 41,310 182

2 0.008 37,800 182 34,020 163 33,030 158

1 0.016 45,000 527 45000 464 45,000 410

0.02 2 0.011 40,500 477 40,500 414 40,500 378

3 0.007 31,500 371 31,500 322 31,500 293

1 0.021 45,000 527 45000 464 45,000 410

03 15 0016 45000 527 40,500 464 40,500 410
005 2 0.012 40,500 477 40,500 414 40,500 378

25 001 36,000 424 36,000 368 36,000 336

3 0.008 31,500 371 31,500 322 31,500 293

1 0.016 45,000 522 45000 466 45,000 415

0.02 2 0.013 40,500 468 40,500 423 40,500 369

3 0.01 36,000 369 36,000 333 36,000 297

4 0.007 27,000 288 27,000 252 27,000 225

1 0.025 45,000 522 45000 466 45,000 415

1.5 002 45000 522 45000 466 45000 415

2 0.016 40,500 468 40,500 423 40,500 369

04 005 25 0015 36450 432 36450 360 36,450 333
3 0.014 36,000 369 36,000 333 36,000 297

35 0.012 32,400 342 32400 288 32,400 270

4 0.008 27,000 288 27,000 252 27,000 225

1 0.033 45,000 522 45000 466 45,000 415

2 0.028 40,500 468 40,500 423 40,500 369

o1 3 0.016 36,000 369 36,000 333 36,000 297

4 0.01 27,000 288 27,000 252 27,000 225

1 0.016 45,000 808 45000 680 36,000 418

B 2 0.013 45,000 808 45000 680 36,000 418

[Note] Please refer to P528

Copper,

Hardened Steels

| MILLING TOOLS

Hardened Steels

Copper Alloys (45~55HRC) (55~65HRC)
1.20 0.65 0.60
r/rrr]\in mm\ﬁnin r/r?nin mm\ﬁnin r/nr;in mm\ﬁnin
45,000 276 45,000 162 45,000 144
45,000 276 45,000 162 45,000 144
45,000 221 33,030 146 33,030 132
45,000 276 45,000 162 45,000 144
45,000 276 45,000 162 45,000 144
45,000 248 41,310 153 41,310 138
45,000 221 33,030 146 33,030 132
45,000 626 45000 302 45000 288
40,500 558 40,500 270 40,500 261
36,000 454 27,000 180 27,000 175
45000 626 45000 302 45000 288
45000 626 40,500 302 40,500 288
40,500 558 40,500 270 40,500 261
36,000 496 36,000 240 36,000 232
36,000 454 27,000 180 27,000 175
45000 622 36,000 288 32,400 243
40,500 558 32,400 261 30,600 216
36,000 432 29,520 216 23,040 180
27,000 333 19,440 144 17,280 135
45000 622 36,000 288 32,400 243
45000 622 36,000 288 32,400 243
40,500 558 32,400 261 30,600 216
36,450 504 30,060 243 27,540 198
36,000 432 29,520 216 23,040 180
32,400 378 26,460 180 20,628 162
27,000 333 19,440 144 17,280 135
45,000 622 36,000 288 32,400 243
40,500 558 32,400 261 30,600 216
36,000 432 29,520 216 23,040 180
27,000 333 19,440 144 17,280 135
45000 963 27,000 340 25200 284
45000 963 27,000 340 25200 284
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining Y Continuation

Workpiece Material

Carbon PH,Ferrite,Martensite
stsiAloysee  goysteefonl UG comen | Hdensdltels Hapdened el
(180~250HB) =k ) (35~45HRO) ez bl
Ratlo to starars depth of 1.00 0.90 080 1.20 065 0.60
. Under
Mill
Dia. (mm) L(’;lrsdt(h el r/nr':in Vi r/r?lin mm\ﬁnin w mm\ﬁnin 0 Vf r/n':in mm\ﬁ'nin r/nr':in Vi
(mm) m% mm/min r/min r/min - mm/min mm/min

3 0.01 40500 729 40,500 616 32,400 373 40,500 864 24,300 284 22,050 235
002 4 0.008 36,000 648 36,000 543 28,800 340 36,000 765 21,600 251 18,000 211
6 0.006 25920 432 21,600 342 17,460 234 27,000 513 16,200 225 13,500 180
1 0.03 45000 808 45000 680 36,000 418 45000 963 27,000 340 25200 284

2 0.023 45,000 808 45000 680 36,000 418 45000 963 27,000 340 25200 284

3 0.017 40,500 729 40,500 616 32,400 373 40500 864 24,300 284 22,050 235

0.05 4 0.017 36,000 648 36,000 543 28,800 340 36,000 765 21,600 251 18,000 211

0.5 5 0.011 25920 486 21,600 342 17,460 252 27,000 576 16,200 225 13,500 180
6 0.008 25920 432 21,600 342 17,460 234 27,000 513 16,200 225 13,500 180

1 0.035 45,000 808 45000 680 36,000 418 45000 963 27,000 340 25200 284

2 0.03 45000 808 45000 680 36,000 418 45,000 963 27,000 340 25200 284

3 0.02 40,500 729 40,500 616 32400 373 40,500 864 24300 284 22,050 235

o 4 0.02 36,000 648 36,000 543 28800 340 36,000 765 21,600 251 18,000 211

5 0.013 25920 486 21,600 342 17,460 252 27,000 576 16,200 225 13,500 180

6 0.013 25920 432 21,600 342 17,460 234 27,000 513 16,200 225 13,500 180

2 0.016 45,000 1,043 42,120 828 34,047 540 45000 1,242 25380 351 20,700 288

002 4 0013 36,000 747 31,050 558 25,020 396 36,000 882 21,240 252 18,900 207

6 0.01 21,600 441 18,000 324 16,200 270 27,000 522 16,020 216 13,500 189

2 0.028 45,000 1,043 42,120 828 34,047 540 45000 1,242 25380 351 20,700 288

4 0.019 36000 747 31,050 558 25020 396 36,000 882 21,240 252 18,900 207

005 6 0.012 21,600 441 18,000 324 16,200 270 27,000 522 16,020 216 13,500 189

0.6 8 0.01 21,600 419 18,000 308 16,200 257 27,000 496 16,020 205 13,500 180
10 0.007 21,600 406 18,000 298 16,200 248 27,000 481 16,020 199 13,500 174

2 0.035 45,000 1,043 42,120 828 34,047 540 45000 1,242 25380 351 20,700 288

4  0.024 36,000 747 31,050 558 25,020 396 36,000 882 21,240 252 18,900 207

0.1 6 0.015 21,600 441 18,000 324 16,200 270 27,000 522 16,020 216 13,500 189

8 0.013 21,600 419 18,000 308 16,200 257 27,000 496 16,020 205 13,500 180

10 0.009 21,600 406 18,000 298 16,200 248 27,000 481 16,020 199 13,500 174

4  0.024 36,000 747 31,050 558 25020 396 36,000 882 21,240 252 18,900 207

005 6 0.015 21,600 441 18,000 324 16,200 270 27,000 522 16,020 216 13,500 189

o7 4 0.029 36,000 747 31,050 558 25,020 396 36,000 882 21,240 252 18,900 207
o1 6 0.018 21,600 441 18,000 324 16,200 270 27,000 522 16,020 216 13,500 189

[Note] Please refer to P528
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (High Precision)

SPM200-RN2
2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining ) Continuation
Workpiece Material n m m
rbon H ite,l i
sablorien et TS s TSRS e
Ratlo to stan ey depth of 1.00 090 080 120 0,65 0.60
g‘lgl lg\lnedc?(r ap n v n Vf q Vf @ Vf n Vf n v
(mm) (Mm) Lel_lr:%th MmN m/min  /mine mm/ming g, mm/ming gy pymin 7mine mm/mineo/mine i
4 0.016 43,200 992 32,400 675 25,200 466 45,000 1,181 18,000 288 18,000 259
0.02 6 0.013 34,830 720 23,400 477 22,500 415 36,000 855 16,200 259 16,200 230
4 0.026 43,200 992 32,400 675 25,200 466 45,000 1,181 18,000 288 18,000 259
6 0.015 34,830 720 23,400 477 22,500 415 36,000 855 16,200 259 16,200 230
0.05 8 0.012 26,123 540 18,720 382 18,000 332 27,000 642 14,580 233 14,580 207
12 0.01 26,123 513 18,720 363 18,000 315 27,000 609 14,580 221 14,580 197
4 0.032 43,200 992 32,400 675 25200 466 45,000 1,181 18,000 288 18,000 259
08 6 0019 34830 720 23400 477 22500 415 36000 855 16200 259 16200 230
s oors 26123 540 18720 382 18000 332 27,000 642 14580 233 14580 207
120012 26123 513 18720 363 18000 315 27,000 609 14580 221 14,580 197
4 0.056 43,200 992 32,400 675 25200 466 45,000 1,181 18,000 288 18,000 259
6 0.032 34,830 720 23,400 477 22,500 415 36,000 855 16,200 259 16,200 230
02 8 0.018 26,123 540 18,720 382 18,000 332 27,000 642 14,580 233 14,580 207
12 0015 26,123 513 18,720 363 18,000 315 27,000 609 14,580 221 14,580 197
2 0.016 32,701 1,412 28,868 1,270 27,265 1,091 38,408 1,689 24,057 866 22,453 718
4 0013 29160 1,223 26244 1,101 24,786 935 34992 1,467 21,870 734 20,412 599
6 0.01 23,620 891 21,258 802 20,076 758 28,344 1,070 17,715 594 16,534 485
002 8 0.008 20,995 792 18,896 713 17,846 673 25,195 950 15,746 528 14,697 431
10 0.006 18,371 693 16,534 624 15,615 590 19,596 832 13,778 463 12,859 377
12 0.005 16,330 548 14,697 493 13,880 408 19,596 657 12,247 359 11,431 288
2 0.046 32,701 1,412 28868 1,270 27,229 1,089 38408 1,689 24,057 866 22,453 718
3 0.035 30,618 1,316 27,556 1,185 27,265 1,091 36,716 1,579 22,964 780 21,433 643
4 0.027 29,160 1,223 26,244 1,101 26,025 1,015 34992 1,467 21,870 734 20,412 599
1 5 0021 25981 1,039 23,384 935 24786 935 31,242 1,249 19486 654 18187 535
6 0.017 23,620 891 21,258 802 22,084 835 28,344 1,070 17,715 594 16,534 485
%% 5 oot 20995 792 18896 713 17,846 673 25195 950 15746 528 14,697 431
10 0011 18371 693 16534 624 15615 590 22,045 832 13778 463 12,859 377
12 001 16330 548 14697 493 13,880 408 19596 657 12247 359 11,431 288
16 0006 16330 480 14,697 431 13,880 378 19596 575 12247 308 11431 239
20 0004 12247 359 11,022 323 10410 284 14697 431 9,185 231 8573 180
o1 2 0.065 32,101 1,412 28,868 1,270 27,265 1,091 38,408 1,689 24,057 866 22,453 718

3 0.05 30618 1,316 27,556 1,185 26,025 1,015 36,716 1,579 22,964 780 21,433 643

[Note] Please refer to P528
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)
SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material

Steelc/i{l?y (;nSteeI Alloy Steels,Tool PH,FerritSet,eNe|frtensite Copper, Hardened Steels Hardened Steels
(180~250HB) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Ratio to standerl depth of 1.00 090 080 1.20 065 0.60
I'\)Aiia" r li'\lne(i?(r 4 n VE n Vf @ Vf o Vf n /i n Vf
(mni) (mm) Lenr:g‘th P r/min i r/min - mm/min i mm/min iR n/in r/min mm/min  r/min i

4 0.038 29,160 1,223 26,244 1,101 24,786 935 34992 1,467 21,870 734 20,412 599
5 0.03 25981 1,039 23,384 935 22,084 835 31,242 1,249 19,486 654 18,187 535
6 0.024 23,620 891 21,258 802 20,076 758 28,344 1,070 17,715 594 16,534 485
8 0.024 20,995 792 18,896 713 17,846 673 25,195 950 15,746 528 14,697 431

o 10 0.015 18,371 693 16,534 624 15,615 590 22,045 832 13,778 463 12,859 377
12 0015 16,330 548 14,697 493 13,880 408 19,596 657 12,247 359 11,431 288

16 0.009 16,330 480 14,697 431 13,880 378 19,596 575 12,247 308 11,431 239

20 0.006 12,247 359 11,022 323 10,410 284 14,697 431 9,185 231 8,573 180

2 0.11 32101 1,412 28,868 1,270 27,265 1,091 38408 1,689 24,057 866 22,453 718

3 0.09 30618 1,316 27,556 1,185 26,025 1,015 36,716 1,579 22964 780 21,433 643

4 0.07 29,160 1,223 26,244 1,101 24,786 935 34,992 1,467 21,870 734 20,412 599

5 0.05 25981 1,039 23,384 935 22,084 835 31,242 1,249 19,486 654 18,187 535

6 0.04 23,620 891 21,258 802 20,076 758 28,344 1,070 17,715 594 16,534 485

02 8 0.04 20,995 792 18,896 713 17,846 673 25,195 950 15,746 528 14,697 431
1 10 0.025 18,371 693 16,534 624 15615 590 22,045 832 13,778 463 12,859 377
12 0.025 16,330 548 14,697 493 13,880 408 19,596 657 12,247 359 11,431 288

16 0.015 16,330 480 14,697 431 13,880 378 19,596 575 12,247 308 11,431 239

20 0.01 12,247 359 11,022 323 10,410 284 14,697 431 9,185 231 8,573 180

2 0.11 32,101 1,412 28,868 1,270 27,265 1,091 38408 1,689 24,057 866 22,453 718

3 0.09 30618 1,316 27,556 1,185 26,025 1,015 36,716 1,579 22,964 780 21,433 643

4 0.07 29,160 1,223 26,244 1,101 24786 935 34992 1,467 21,870 734 20,412 599

5 0.05 25981 1,039 23,384 935 22,084 835 31,242 1,249 19,486 654 18,187 535

6 0.04 23,620 891 21,258 802 20,076 758 28,344 1,070 17,715 594 16,534 485

03 8 0.04 20,995 792 18,896 713 17,846 673 25,195 950 15,746 528 14,697 431
10 0.025 18,371 693 16,534 624 15,615 590 22,045 832 13,778 463 12,859 377
120025 16,330 548 14,697 493 13,880 408 19,596 657 12,247 359 11,431 288

16 0.015 16,330 480 14,697 431 13,880 378 19,596 575 12,247 308 11,431 239

20 0.01 12,247 359 11,022 323 10,410 284 14,697 431 9,185 231 8,573 180

5 0.03 25981 1,039 23,384 935 22,084 835 31,242 1,249 19,486 654 18,187 535

N o 10 0.015 18,371 693 16,534 624 15,615 590 22,045 832 13,778 463 12,859 377

15 0.01 16,330 480 14,697 493 13,880 408 19,596 575 12,247 308 11,431 239
20 0.006 12,247 359 11,022 323 10,410 284 14,697 431 9,185 231 8,573 180

[Note] Please refer to P528
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Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-RN2
2 Flute, Corner Radius

Endmills of Micro Diameter for Deep Machining

Alloy Steels,Tool

Workpiece Material

Steeler::)(;lnSteel

(180~250HB)

Ratio to stcaur}c(i:};c)d depth of 1.00
p Under

(?‘i:a:.) (mrm) L?nﬁéfk)h ® r/nrjnin mm\ﬁnin
5 0.05 25981 1,039

10 0.025 18,371 693

%2 15 oot 16,330 480

20 0.01 12,247 359

1.25

5 0.05 25981 1,039

10 0.025 18,371 693

% 15 oo 16,330 480

20 0.01 12,247 359

4 0.042 22,437 1,017

6 0.04 21,401 967

8 0.036 20,412 924

o1 12 0.036 16,330 740

15 0.023 12,701 511

20 0.018 12,701 51

4 0.07 22,437 1,017

6 0.065 21,401 967

8 0.06 20,412 924

%2 12 oo 16330 740

15 0.038 12,701 511

20 0.03 12,701 511

12 4 0.07 22,437 1,017

6 0.065 21,401 967

8 0.06 20,412 924

03 12 0.06 16,330 740

15 0.038 12,701 511

20 0.03 12,701 511

4 0.085 22,437 1,017

6 0.08 21,401 967

8 0.07 20,412 924

0> 12 0.065 16,330 740

15 0.045 12,701 511

20 0.035 12,701 511

[Note] Please refer to P528

Steels(25~35HRC)
0.90
n Vf
r/min mm/min
23,384 935
16,534 624
14,697 493
11,022 323
23,384 935
16,534 624
14,697 493
11,022 323
20,208 915
19,299 872
18,371 832
14,697 666
11,431 460
11,431 460
20,208 915
19,299 872
18,371 832
14,697 666
11,431 460
11,431 460
20,208 915
19,299 872
18,371 832
14,697 666
11,431 460
11,431 460
20,208 915
19,299 872
18,371 832
14,697 666
11,431 460
11,431 460

PH,Ferrite,Martensite

Steel Copper,

Hardened Steels

| MILLING TOOLS

) Continuation

Hardened Steels

(35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
0.80 1.20 0.65 0.60
/i mm\ﬁnin i mm\ﬁnin oimin mm\ﬁnin omin mmv/'r:nin
22,084 835 31,242 1,249 19,486 654 18,187 535
15,615 590 22,045 832 13,778 463 12,859 377
13,880 408 19,596 575 12,247 308 11,431 239
10,410 284 14,697 431 9,185 231 8,573 180
22,084 835 31,242 1,249 19,486 654 18,187 535
15,615 590 22,045 832 13,778 463 12,859 377
13,880 408 19,596 575 12,247 308 11,431 239
10,410 284 14,697 431 9,185 231 8,573 180
18,860 852 26,944 1,220 16,840 677 15,628 550
18,344 829 25,605 1,157 16,051 644 14,904 524
17,350 786 24,494 1,110 15,309 617 14,288 503
13,880 628 19,596 887 12,247 493 11,431 402
10,796 381 15,241 614 9,526 336 8,890 268
10,796 381 15,241 614 9,526 336 8,890 268
18,860 781 26,944 1,220 16,840 610 15,628 500
18,344 829 25,605 1,157 16,051 644 14,904 524
17,350 786 24,494 1,110 15,309 617 14,288 503
13,880 628 19,596 887 12,247 493 11,431 402
10,796 381 15,241 614 9,526 336 8,890 268
10,796 381 15,241 614 9,526 336 8,890 268
18,860 781 26,944 1,220 16,840 610 15,628 500
18,344 829 25,605 1,157 16,051 644 14,904 524
17,350 786 24,494 1,110 15,309 617 14,288 503
13,880 628 19,596 887 12,247 493 11,431 402
10,796 381 15,241 614 9,526 336 8,890 268
10,796 381 15,241 614 9,526 336 8,890 268
18,860 781 26,944 1,220 16,840 610 15,628 500
18,344 829 25,605 1,157 16,051 644 14,904 524
17,350 786 24,494 1,110 15,309 617 14,288 503
13,880 628 19,596 887 12,247 493 11,431 402
10,796 381 15,241 614 9,526 336 8,890 268
10,796 381 15,241 614 9,526 336 8,890 268
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-RN2
2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining

) Continuation

Workpiece Material
Ste elerll;onst - Alloy Steels,Tool PH,FerntSet,eA:Iartensnte Copper, Hardened Steels Hardened Steels
(186~25y0|-|5) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Ratio to Sté’u“t‘(‘:’;f depth of 1.00 0.90 0.80 120 0.65 0.60
Mill Nt Vf vf Vf
N r ec n n n n
(E,',% (mm) L(er::%t)h &l r/min mmv/'r:nin r/min  mm/min r/r:in mm/min r/r:in mm\?;nin r/min  mm/min  r/min mm\ﬁnin

5 0.04 22437 1,017 20,208 915 18,860 781 26944 1,220 16,840 610 15,628 500
10 0.036 20412 924 18,371 832 17,350 786 24,494 1,110 15309 617 14,288 503

o 15 0.023 12,701 511 11,431 460 10,796 381 15,241 614 9,526 336 8,890 268
20 0.018 12,701 51 11,431 460 10,796 381 15,241 614 9,526 336 8,890 268

5 0.065 22,437 1,017 20208 915 18,860 781 26944 1,220 16,840 610 15,628 500

10 0.06 20412 924 18,371 832 17,350 786 24,494 1,110 15309 617 14,288 503
e 15 0.038 12,701 511 11,431 460 10,796 381 15,241 614 9,526 336 8,890 268
20 0.03 12,701 511 11,431 460 10,796 381 15,241 614 9,526 336 8,890 268

5 0.065 22,437 1,017 20,208 915 18,860 781 26,944 1,220 16,840 610 15,628 500

10 0.06 20412 924 18,371 832 17,350 786 24,494 1,110 15309 617 14,288 503

03 15 0.038 12,701 51 11,431 460 10,796 381 15,241 614 9,526 336 8,890 268
20 0.03 12,701 511 11,431 460 10,796 381 15,241 614 9,526 336 8,890 268

4 0.08 19,777 1,554 17,771 1,396 16,624 1,306 23,503 1,847 14,761 930 13,757 756

6 0.07 18711 1,472 16,840 1,324 15905 1,250 22,453 1,766 14,034 883 13,098 721

8 0.055 17,010 1,337 15309 1,203 14,459 1,137 20412 1,605 12,758 803 11,907 655

12 0.03 13,778 975 12,400 878 11,712 829 16,534 1,170 10,334 650 9,644 531

o 16 0.03 12,247 867 11,022 780 10,410 736 14,697 1,040 9,185 578 8,573 472
20 0.025 10,716 759 9,644 682 9,109 644 12,859 910 8,037 506 7,502 413

25 0.015 10,716 681 9,644 613 9,109 579 12,859 817 8,037 455 7,502 370

30 0.01 10,181 647 9,162 582 8,654 550 12,217 777 7,636 432 7,126 352

4 0.1 19777 1,554 17,771 1,396 16,624 1,306 23,503 1,847 14,761 930 13,757 756

6 0.08 18,711 1,472 16,840 1,324 15905 1,250 22,453 1,766 14,034 883 13,098 721

2 8 0.07 17,010 1,337 15309 1,203 14459 1,137 20412 1,605 12,758 803 11,907 655
12 0.04 13,778 975 12,400 878 11,712 829 16,534 1,170 10,334 650 9,644 531

02 16 0.04 12,247 867 11,022 780 10,410 736 14,697 1,040 9,185 578 8,573 472
20 0.035 10,716 759 9,644 682 9,109 644 12,859 910 8,037 506 7,502 413

25 0.025 10,716 681 9,644 613 9,109 579 12,859 817 8,037 455 7,502 370

30 0.017 10,181 647 9,162 582 8,654 550 12,217 777 7,636 432 7,126 352

4 013 19,777 1,554 17,771 1,396 16,624 1,306 23,503 1,847 14,761 930 13,757 756

0 6 0.11 18711 1,472 16,840 1,324 15905 1,250 22,453 1,766 14,034 883 13,098 721

8 0.09 17,010 1,337 15309 1,203 14459 1,137 20,412 1,605 12,758 803 11,907 655
12 0.06 13,778 975 12,400 878 11,712 829 16,534 1,300 10,334 650 9,644 531

[Note] Please refer to P528
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (High Precision)

SPM200-RN2
2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining ) Continuation
Workpiece Material n m m
sicthloysied  epseekool | UGS copper | adnadiedls Hardened e
(180~250HB) el ) (35~45HRC) e Alys RE~ER S
Ratio to S‘fu“t‘(’:;j‘ depth of 1.00 0.90 0.80 1.20 0.65 0.60
Mill Under
Dia. (mrm) L’:r?dt(h &y r/rnin f r/rrr‘lin mm\ﬁnin 0 mm\ﬁnin W vf r/rrrl1in mmv/fmin r/rrr]ﬂn vf
(mm) (m%) mm/min r/min r/min mm/min mm/min

16 0.06 12,247 867 11,022 780 10,410 736 14,697 1,156 9,185 578 8,573 472

20 0.037 10,716 759 9,644 682 9,109 644 12,859 1,011 8,037 506 7,502 413

25 0.03 10,716 681 9,644 613 9,109 579 12,859 817 8,037 455 7,502 370

30 0.021 10,181 647 9,162 582 8,654 550 12,217 777 7,636 432 7,126 352

6 017 18711 1,472 16,840 1,324 15905 1,250 22,453 1,766 14,034 883 13,098 721

8 0.14 17,010 1,337 15309 1,203 14459 1,137 20,412 1,605 12,758 803 11,907 655

12 0.08 13,778 975 12,400 878 11,712 921 16,534 1,300 10,334 650 9,644 531

05 16 0.08 12,247 867 11,022 780 10,410 736 14,697 1,156 9,185 578 8,573 472
20 0.05 10,716 759 9,644 682 9,109 644 12,859 1,011 8,037 506 7,502 413

0.3

2 25 0.05 10,716 681 9,644 613 9,109 579 12,859 817 8,037 455 7,502 370
30 0.03 10,181 647 9,162 582 8,654 550 12,217 777 7,636 432 7,126 352

6 022 18711 1,472 16,840 1,324 15905 1,250 22,453 1,766 14,034 883 13,098 721

8 02 17,010 1,337 15309 1,203 14,459 1,137 20412 1,605 12,758 803 11,907 655

12 0.13 13,778 975 12,400 878 11,712 829 16,534 1,300 10,334 650 9,644 531

08 16 0.1 12,247 867 11,022 780 10,410 736 14,697 1,156 9,185 578 8,573 472

20 0.06 10,716 759 9,644 682 9,109 644 12,859 1,011 8,037 506 7,502 413

25 0.057 10,716 681 9,644 613 9,109 579 12,859 817 8,037 455 7,502 370

30 0.045 10,181 647 9,162 582 8,654 550 12,217 777 7,636 432 7,126 352

10 0.055 17,010 1,337 15309 1,203 14459 1,137 20,412 1605 12,758 803 11,907 655

0.1 20 0.03 12,247 867 11,022 780 10,410 736 14,697 1,156 9,185 578 8,573 472

30 0.015 10,716 681 9,644 613 9,109 579 12,859 907 8,037 455 7,502 370

10 0.07 17010 1,337 15309 1,203 14459 1,137 20,412 1,605 12,758 803 11,907 655

02 20 0.04 12,247 867 11,022 780 10,410 736 14,697 1,156 9,185 578 8,573 472

30 0.025 10,716 681 9,644 613 9,109 579 12,859 907 8,037 455 7,502 370

29 10 0.09 17,010 1,337 15309 1,203 14459 1,137 20,412 1,605 12,758 803 11,907 655
03 20 0.06 12,247 867 11,022 780 10,410 736 14,697 1,156 9,185 578 8,573 472

30 0.03 10,716 681 9,644 613 9,109 579 12,859 907 8,037 455 7,502 370

10 0.14 17,010 1,337 15309 1,203 14459 1,137 20,412 1,605 12,758 803 11,907 655

05 20 0.08 12,247 867 11,022 780 10,410 736 14,697 1,156 9,185 578 8,573 472

30 0.05 10,716 681 9,644 613 9,109 579 12,859 907 8,037 455 7,502 370

. 6 0.08 12960 1,274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624

8 0.07 12960 1,274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624

[Note] Please refer to P528
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-RN2
2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining ) Continuation
Workpiece Material n m m
sicthloyieo  Moysidslont TS copoer - Hordenedsteds ardened e
(180~250HB) ekl ) (35~45HRC) opper Alloys
Ratio to standertl depth of 1.00 0.9 0.80 120 065 0.60
Mill Under
Dia. r Neck ap n £ n Vf N Vf " Vf n Vf n Vf
(mm) (mm) L(enr:g‘t)h r/min i r/min. mm/min i mm/min i b r/min - mm/min  r/min i

12 0.05 12960 1,274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624
16 0.035 1290 1,274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624
18 0035 11,656 1,144 10,509 1,034 9,841 966 13,948 1,369 8,789 690 8,121 558

o1 20 0.035 10,498 1,031 9,448 929 8,923 877 12,597 1,238 7,873 618 7,349 505
30 0.027 8,165 721 7,349 649 6,940 613 9,797 866 6,124 432 5,715 354

35 0.02 8,165 721 7,349 649 6,940 613 9,797 866 6,124 432 5,715 354

6 0.1 1290 1,274 11664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624

8 0.09 12960 1,274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624

12 0.07 12960 1,274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624

16 0.05 1290 1,274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624

02 18 0.05 11,656 1,144 10,509 1,034 9,841 966 13,948 1,369 8,789 690 8,121 558
20 005 10,498 1,031 9,448 929 8,923 877 12,597 1,238 7,873 618 7,349 505

30 004 87165 721 7,349 649 6,940 613 9,797 866 6,124 432 5,715 354

35 0.035 8,165 721 7,349 649 6,940 613 9,797 866 6,124 432 5,715 354

6 0.145 12,960 1,274 11664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624

8 0.13 12960 1,274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624

} 12 0.1 12,960 1,274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624
03 16 0075 12960 1,274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624

18 0075 11,656 1,144 10,509 1,034 9,841 966 13,948 1,369 8,789 690 8,121 558

20 0.075 10,498 1,031 9,448 929 8,923 877 12,597 1,238 7,873 618 7,349 505

30 0.06 8,165 721 7,349 649 6,940 613 9,797 866 6,124 432 5,715 354

35 0.05 8,165 721 7,349 649 6,940 613 9,797 866 6,124 432 5,715 354

8 0.18 12960 1,274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624

12 0.13 1290 1,274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624

16 0.1 1290 1,274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624

05 18 0.1 11,656 1,144 10,509 1,034 9,841 966 13,948 1,369 8,789 690 8,121 558
20 0.1 10,498 1,031 9,448 929 8,923 877 12,597 1,238 7,873 618 7,349 505

30 0.08 8,165 721 7,349 649 6,940 613 9,797 866 6,124 432 5,715 354

35 0.065 8,165 721 7,349 649 6,940 613 9,797 866 6,124 432 5,715 354

8 02 12,960 1,274 11664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624

1 12 0.15 12960 1,274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624
16 012 12960 1,274 11,664 1,147 11,016 1,083 15552 1,528 9,720 764 9,072 624

[Note] Please refer to P528
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (High Precision)
SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material n m m

Carbon PH,Ferrite,Martensite
sicAloysee  geysteeslonl UG comper - Hardenedstels - Hordend el
(180~250HB) =2 ) (35~45HRC) opperAfloys
Ratiotto S‘Cau"t‘(’:';‘ depthof 1.00 0.90 0.80 120 0.65 0.60
g‘igl r l#\‘neci?(r & n Vi n Vf n Vf @ Vf n Vf n VE
(mrﬁ) (mm) Lenqg]th P r/min N r/min mm/min o mm/min minBRlmm/min r/min . mm/min r/min i

18 0.11 11,656 1,144 10,509 1,034 9,841 966 13,948 1,369 8,789 690 8,121 558

20 0.11 10498 1,031 9,448 929 8,923 877 12,597 1,238 7,873 618 7,349 505

30 0.09 8,165 721 7,349 649 6,940 613 9,797 866 6,124 432 5,715 354

35 0.075 8,165 721 7,349 649 6,940 613 9,797 866 6,124 432 5,715 354

8 0.08 10,092 1,755 9,082 1580 8578 1,492 12,110 2,106 7,569 1,053 7,064 860

12 0065 10,092 1,755 9082 1580 8578 1,492 12,110 2,106 7,569 1,053 7,064 860

16 006 9230 1605 8240 1,433 7,827 1,361 11,124 1,934 6,839 951 6,016 733

01 20 0.055 9230 1605 8240 1,433 7,827 1,361 11,124 1,934 6,839 951 6,016 733
30 0.045 9230 1605 8240 1,433 6,180 968 11,124 1,934 4,942 619 4,612 505

35 0.04 9230 1605 8240 1433 6,180 968 11,124 1,934 4,942 619 4,612 505

45 0.03 7416 968 6,592 860 5,026 655 8,899 1,160 4,450 464 3,707 322

8 0.16 10,092 1,755 9,082 1,580 8578 1,492 12,110 2,106 7,569 1,053 7,064 860

12 0.14 10,092 1,755 9,082 1,580 8578 1,492 12,110 2,106 7,569 1,053 7,064 860

16 013 9230 1605 8240 1,433 7,827 1,361 11,124 1,934 6,839 951 6,016 733

02 20 011 9230 1605 8240 1,433 7,827 1,361 11,124 1,934 6,839 951 6,016 733
30 0.1 9230 1605 8240 1,433 6,180 968 11,124 1,934 4,942 619 4,612 505

35 008 9230 1605 8240 1,433 6,180 968 11,124 1,934 4,942 619 4,612 505

45 006 7416 968 6,592 860 5,026 655 8899 1,160 4,450 464 3,707 322

8 024 10,092 1,755 9,082 1,580 8578 1492 12,110 2,106 7,569 1,053 7,064 860

12 022 10,092 1,755 9,082 1,580 8578 1492 12,110 2,106 7,569 1,053 7,064 860

16 0.2 9230 1605 8240 1,433 7827 1,361 11,124 1,934 6,839 951 6,016 733

03 20 018 9230 1605 8240 1,433 7,827 1,361 11,124 1,934 6,839 951 6,016 733
30 016 9230 1,605 8240 1,433 6,180 968 11,124 1,934 4,942 619 4,612 505

35 014 9230 1605 8240 1,433 6,180 968 11,124 1,934 4,942 619 4,612 505

45 012 7416 968 6,592 860 5,026 655 8,899 1,160 4,450 464 3,707 322

12 035 10092 1,755 9,082 1580 8578 1,492 12,110 2,106 7,569 1,053 7,064 860

16 025 9230 1605 8240 1,433 7,827 1,361 11,124 1,934 6,839 951 6,016 733

20 0.2 9230 1605 8240 1,433 7,827 1,361 11,124 1,934 6,839 951 6,016 733

30 015 9230 1605 8240 1433 6,180 968 11,124 1,934 4,942 619 4,612 505

35 0.1 9230 1,605 8240 1,433 6,180 968 11,124 1,934 4,942 619 4,612 505

45 0.05 7416 968 6,592 860 5,026 655 8,899 1,160 4,450 464 3,707 322

1 12 04 10,092 1,755 9,082 1580 8578 1,492 12,110 2,106 7,569 1,053 7,064 860

0.5

[Note] Please refer to P528
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)
SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining

) Continuation

Workpiece Material

Steelc/i{ll; (;nSteeI Alloy Steels,Tool PH,FerritSet,eNe|frtensite Copper, Hardened Steels Hardened Steels
(180~250HB) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Ratio to standerl depth of 1.00 090 080 1.20 065 0.60
I'\)Aiia" r li'\lr:s(i?(r 4 n VE n Vf @ Vf o Vf n Vf n Vf
(mni) (mm) Ler:‘lg‘th P r/min i r/min - mm/min i mm/min iR n/nin r/min mm/min  r/min i

16 029 9230 1605 8240 1,433 7,827 1,361 11,124 1,934 6,839 951 6,016 733
20 023 9230 1605 8240 1,433 7,827 1361 11,124 1,934 6,839 951 6,016 733
4 1 30 017 9230 1605 8240 1,433 6,180 968 11,124 1,934 4,942 619 4,612 505
35 012 9230 1605 8240 1,433 6,180 968 11,124 1,934 4,942 619 4,612 505
45 0.06 7,416 968 6,592 860 5,026 655 8,899 1,160 4,450 464 3,707 322
20 0.08 8239 1,791 7415 1612 7,003 1,523 9887 2,149 6,179 1,075 5,767 878

o 40 0.06 5,931 1,156 5338 1,040 5,042 982 7116 1,386 4,449 693 4,152 566

20 036 8239 1,791 7415 1612 7,003 1,523 9887 2149 6,179 1,075 5767 878

02 40 033 5931 1,156 5,338 1,040 5,042 982 7116 1,386 4,449 693 4,152 566

20 024 8239 1,791 7415 1612 7003 1,523 9887 2,149 6,179 1,075 5,767 878

. %’ 40 0.2 5,931 1,156 5,338 1,040 5,042 982 7116 1,386 4,449 693 4,152 566
05 20 035 8239 1,791 7415 1612 7003 1,523 9887 2,149 6,179 1,075 5,767 878

40 0135 5931 1,156 5,338 1,040 5,042 982 7116 1,386 4,449 693 4,152 566

20 0.4 8,239 1,791 7415 1612 7,003 1,523 9887 2,149 6,179 1,075 5,767 878

40 0.15 5,931 1,156 5338 1,040 5,042 982 7116 1,386 4,449 693 4,152 566

12 0.08 6,867 1,792 6,181 1612 5837 1523 8240 2,150 57150 1,075 4,808 878

18 0065 6,867 1,792 6,181 1612 5837 1523 8240 2,150 57150 1,075 4,808 878

01 24 006 6867 1792 6,181 1612 5837 1523 8240 2,150 5150 1,075 4,808 878
35 005 5837 1,371 5253 1,234 4962 1,965 7,005 1,644 4,379 823 4,086 671

55 0.04 4,942 945 4,449 851 4,201 803 5,931 1,134 3,706 561 3,460 457

12 0.16 6,867 1,792 6,181 1,612 5837 1523 8240 2,150 5150 1,075 4,808 878

18 0.14 6,867 1,792 6,181 1612 5837 1,523 8240 2150 5150 1,075 4,808 878

02 24 013 6,867 1,792 6,181 1612 5837 1,523 8240 2,150 5,150 1,075 4,808 878
6 35 0.11 5837 1,371 5253 1,234 4962 1,165 7,005 1,644 4,379 823 4,086 671
55 0.08 4,942 945 4,449 851 4,201 803 5,931 1,134 3,706 561 3,460 457

12 024 6,867 1,792 6,181 1,612 5837 1,523 8240 2,150 5150 1,075 4,808 878

18 022 6,867 1,792 6,181 1,612 5837 1,523 8240 2,150 5150 1,075 4,808 878

03 24 0.2 6,867 1,792 6,181 1612 5837 1,523 8240 2,150 5150 1,075 4,808 878
35 0.18 5837 1,371 5253 1,234 4962 1,165 7,005 1,644 4,379 823 4,086 671

55 0.14 4,942 945 4,449 851 4,201 803 5,931 1,134 3,706 561 3,460 457

18 035 6867 1,792 6,181 1612 5837 1,523 8240 2,150 5,150 1,075 4,808 878

24 029 6,867 1,792 6,181 1,612 5837 1,523 8240 2,150 5150 1,075 4,808 878

0.5

[Note] Please refer to P528
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Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-RN2

2 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining

| MILLING TOOLS

) Continuation

Workpiece Material
Ste efZIrl?Jant - Alloy Steels, Tool PH,FerrltSet,el\gfnensne Copper, Hardened Steels Hardened Steels
(180~250HB) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Ratiolto Stcau“tdgg;’ depthiof 1.00 0.90 0.80 120 0.65 0.60
Il etk vf vf vf
+ r ec n n n n
(r?,',an') (mm) L(er::g]t)h c® r/min mm\ﬁnin r/min  mm/min r/r?\in mm/min r/r:in mm\ﬁnin r/min . mm/min  r/min mm\ﬁnin
05 35 024 5,837 1,371 5,253 1,234 4,962 1,165 7,005 1,644 4,379 823 4,086 671
’ 55 0.165 4,942 945 4,449 851 4,201 803 5,931 1,134 3,706 561 3,460 457
. 18 0.4 6,867 1,792 6,181 1,612 5,837 1,523 8,240 2,150 5,150 1,075 4,808 878
- 24 035 6,867 1,792 6,181 1,612 5,837 1,523 8,240 2,150 5,150 1,075 4,808 878
35 0.28 5,837 1,371 5,253 1,234 4,962 1,165 7,005 1,644 4,379 823 4,086 671
55 0.2 4,942 945 4,449 851 4,201 803 5,931 1,134 3,706 561 3,460 457
[Note)

1. For different materials, adjust the cutting depth (ap) according to the cutting depth factors in the above table. E.g. for hardened

steels (45~55HRC), ap*0.65.

2. Use the appropriate coolant such as air cooling or emulsion for the work material and machining shape.
3. In actual machining, the condition should be adjusted according to the machining shape, purpose and the machine type.
4. If the rpm of the machine is low, lower the feed rate also to put the rpm and feed rate in the same ratio.
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MILLING TOOLS |

Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-RN4

4 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining

Workpiece Material

Ratio to standard depth of cut(ap)

e Vel
() () Length
4 0.012
6 0.01
8 0.008
0.05 10 0.005
12 0.004
16 0.003
20 0.002
! 4 0.02
6 0.018
8 0.014
0.1 10 0.01
12 0.008
16 0.006
20 0.004
4 0.02
8 0.014
0.05 12 0.007
15 0.006
20 0.004
1.5
4 0.027
8 0.02
0.1 12 0.017
15 0.014
20 0.01
4 0.035
6 0.03
8 0.025
2 0.05
12 0.02
16 0.015
20 0.01

[Note] Please refer to P533
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Carbon
Steel,Alloy Steel
(180~250HB)
1.00

r/r:in mm\ﬁnin
31,120 1,952
25,200 1,424
22,400 1,264
19,600 1,112
17,440 880
17,440 768
13,040 576
31,120 1,952
25,200 1,424
22,400 1,264
19,600 1,112
17,440 880
17,440 768
13,040 576
23,920 1,624
21,760 1,480
17,440 1,184
13,520 816
13,520 816
23,920 1,624
21,760 1,480
17,440 1,184
13,520 816
13,520 816
20,800 2,450
20,800 2,450
18,900 2,230
15,300 1,620
13,600 1,440
11,900 1,260

Alloy Steels,Tool PH,Ferrite,Martensite

Steel

Steels(25~35HRC) (35~45HRC)
0.90 0.80
n Vf Vf
fmin  mm/min 0 mm/min

28,008 1,757 26,608 1,669
22,680 1,282 21,546 1,218
20,160 1,138 19,152 1,081
17,640 1,001 16,758 951
15,696 792 14,911 752
15,696 691 14,911 657
11,736 518 11,149 492
28,008 1,757 26,608 1,669
22,680 1,282 21,546 1,218
20,160 1,138 19,152 1,081
17,640 1,001 16,758 951
15,696 792 14,911 752
15,696 691 14,911 657
11,736 518 11,149 492
21,528 1,462 20,452 1,389
19,584 1,332 18,605 1,265
15,696 1,066 14,911 1,012
12,168 734 11,560 698
12,168 734 11,560 698
21,528 1,462 20452 1,389
19,584 1,332 18,605 1,265
15696 1,066 14,911 1,012
12,168 734 11,560 698
12,168 734 11,560 698
18,700 2,210 17,700 2,080
18,700 2,210 17,700 2,080
17,000 2,010 16,700 1,890
13,800 1,460 13,000 1,380
12,200 1,300 11,600 1,230
10,700 1,140 10,100 1,070

Copper,
Copper Alloys

1.20
r/min mm\ﬁnin

38,900 2,440
31,500 1,780
28,000 1,580
24,500 1,390
21,800 1,100
21,800 960

16,300 720

38,900 2,440
31,500 1,780
28,000 1,580
24,500 1,390
21,800 1,100
21,800 960

16,300 720

29,900 2,030
27,200 1,850
21,800 1,480
16,900 1,020
16,900 1,020
29,900 2,030
27,200 1,850
21,800 1,480
16,900 1,020
16,900 1,020
24,900 2,940
24,900 2,940
22,700 2,670
18,400 1,950
16,300 1,730
14,300 1,520

Hardened Steels

(45~55HRC)
0.65
r/rrr:in mm\gmin
23,947 1,230
19,391 990
17,237 880
15,082 770
13,420 600
13,420 510
10,034 385
23,947 1,230
19,391 990
17,237 880
15,082 770
13,420 600
13,420 510
10,034 385
18,406 1,020
16,744 1,030
13,420 820
10,404 560
10,404 560
18,406 1,020
16,744 1,030
13,420 820
10,404 560
10,404 560
15,600 1,470
15,600 1,470
14,200 1,340
11,500 1,080
10,200 960
8,900 840

Hardened Steels

(55~65HRC)
0.60

r/rrr‘ﬂn mm\ﬁnin
22,749 1,000
18,422 810
16,375 720
14,328 630
12,749 480
12,749 400
9,533 300
22,749 1,000
18,422 810
16,375 720
14,328 630
12,749 480
12,749 400
9,533 300
17,486 830
15,907 840
12,749 670
9,883 450
9,883 450
17,486 830
15,907 840
12,749 670
9,883 450
9,883 450
14,600 1,200
14,600 1,200
13,200 1,090
10,700 890
9,500 790
8,300 690



Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-RN4
4 Flute, Corner Radius

Endmills of Micro Diameter for Deep Machining

Workpiece Material
Carbon
Steel,Alloy Steel
(180~250HB)
Ratio to stcauntd:r;;:l depth of 1.00
f Under
(l%/:i:%:) (mrm) Lz:ﬁéjt(h » r/rrr‘ﬂn mmvlinin

4 0.042 20,800 2,450
6 0.042 20,800 2,450
8 0.036 18,900 2,230
o 12 0.036 15300 1,620
16 0.023 13,600 1,440
20 0.018 11,900 1,260
4 0.08 20,800 2,450
6 0.08 20,800 2,450
8 0.07 18900 2,230
12 0.04 15,300 1,620

0.2
16 0.04 13,600 1,440
20 0.035 11,900 1,260
25 0.025 11,900 1,260
2 30 0.017 11,300 1,200
4 0.11 20,800 2,450
8 0.09 18900 2,350
03 12 0.06 15300 1,810
16 0.06 13,600 1,610
20 0.037 11,900 1,400
4 0.17 20,800 2450
6 0.17 20,800 2450
8 0.14 18,900 2350
12 0.08 15,300 1810
05 16 0.08 13,600 1610
20 0.05 11,900 1400
25 0.05 11,900 1400
30 0.03 11,300 1330
8 0.047 18,900 2480
25 0.1 16 0.037 13,600 1610
20 0.025 11,900 1400

[Note] Please refer to P533

Alloy Steels,Tool PH,Ferrite,Martensite

Steel

Steels(25~35HRC) (35~45HRC)
0.90 0.80
i mm\ﬁnin t/min mm\ﬁnin

18,700 2,210 17,700 2,080
18,700 2,210 17,700 2,080
17,000 2,010 16,100 1,890
13,800 1,460 13,000 1,380
12,200 1,300 11,600 1,230
10,700 1,140 10,100 1,070
18,700 2,210 17,700 2,080
18,700 2,210 17,700 2,080
17,000 2,010 16,100 1,890
13,800 1,460 13,000 1,380
12,200 1,300 11,600 1,230
10,700 1,140 10,100 1,070
10,700 1,140 10,100 1,070
10,200 1,080 9,600 1,020
18,700 2,210 17,700 2,080
17,000 2,700 16,100 1,950
13,800 1,620 13,000 1,530
12,200 1,440 11,600 1,360
10,700 1,260 10,100 1,190
18,700 2210 17,700 2,080
18,700 2210 17,700 2,080
17,000 2100 16,100 1,950
13,800 1620 13,000 1,530
12,200 1440 11,600 1,360
10,700 1260 10,100 1,190
10,700 1260 10,100 1,190
10,200 1200 9,600 1,130
17,000 2230 16,100 2,100
12,200 1440 11,600 1,360
10,700 1260 10,100 1,190

Copper,
Copper Alloys

1.20
r/rrr‘\in mm\?:nin
24,900 2,940
24,900 2,940
22,700 2,670
18,400 1,950
16,300 1,730
14,300 1,520
24,900 2,940
24,900 2,940
22,700 2,670
18,400 1,950
16,300 1,730
14,300 1,520
14,300 1,520
13,600 1,440
24,900 2,940
22,700 2,850
18,400 2,170
16,300 1,930
14,300 1,680
24900 2940
24,900 2940
22,700 2850
18,400 2170
16,300 1930
14,300 1680
14,300 1680
13,600 1600
22,700 2970
16,300 1930
14,300 1680

| MILLING TOOLS

) Continuation

Hardened Steels Hardened Steels

(45~55HRC) (55~65HRC)
0.65 0.60
n. VL D vf

/min - mm/min - r/min G
15,600 1,470 14,600 1,200
15,600 1,470 14,600 1,200
14,200 1,340 13,200 1,090
11,500 1,080 10,700 890
10,200 960 9,500 790
8,900 840 8,300 690
15,600 1,470 14,600 1,200
15,600 1,470 14,600 1,200
14,200 1,340 13,200 1,090
11,500 1,080 10,700 890
10,200 960 9,500 790
8,900 840 8,300 690
8,900 840 8,300 690
8,500 800 7,900 650
15,600 1,470 14,600 1,200
14,200 1,490 13,200 1,210
11,500 1,200 10,700 980
10,200 1,070 9,500 870
8,900 940 8,300 770
15,600 1,470 14,600 1,200
15,600 1,470 14,600 1,200
14,200 1,490 13,200 1,210
11,500 1,200 10,700 980
10,200 1,070 9,500 870
8,900 940 8,300 770
8,900 940 8,300 770
8,500 850 7,900 730
14,200 1,490 13,200 1,210
10,200 1,070 9,500 870
8,900 940 8,300 770
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-RN4
4 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining ) Continuation
Workpiece Material n m m
sicfloyiee  Moysislot PSS come | Hodenedstels Hardened s
(180~250HB) el ) (35~45HRC) opper Alloys
Ratio to standard depth of cut(ap) 1.00 0.90 0.80 1.20 0.65 0.60
Ih)Aiiz:I r li'\lr:s(i?(r 4 n VE n Vf o Vf @ Vf n Vf n Vf
(mni) (mm) Lenr:g‘th P r/min N r/min - mm/min i mm/min C/min m/min r/min. mm/min  r/min i

8 0.08 16,200 2140 14,600 1920 13,800 1,820 19,400 2570 12,200 1,280 11300 1,100
02 16 0.045 14,700 1770 12,700 1600 12,000 1,510 16,900 2130 10,600 1,110 9,900 960
20 0.042 11,800 1410 10,600 1270 10,000 1,200 14,700 1750 8,800 930 8,200 790
25 12 0.09 14800 1960 13,300 1760 12,500 1,660 17,700 2350 11,100 1,230 10,300 1,010

03 20 0.052 11,800 1560 10600 1400 10,000 1330 14,700 1870 8800 1,040 8,200 850
12 0.1 14800 1,960 13,300 1,760 12,500 1,660 17,700 2,350 11,100 1,230 10,300 1,010
0> 20 0.07 11,800 1560 10,600 1,400 10,000 1,330 14,100 1,870 8800 1,040 8200 850
8 0.055 14,400 2,120 13,000 1,910 12,200 1,800 17,300 2,550 10,800 1,270 10,100 1,040
16 0.035 14,400 2,120 13,000 1,910 12200 1,800 17,300 2,550 10,800 1,270 10,100 1,040
o 25 0022 11,700 1,720 10,500 1,550 9,900 1,460 14,000 2,060 8700 1,150 8,200 940
30 0.014 9100 1,720 8200 1,550 7,700 1,460 10,900 2,060 6800 1,150 6,400 940
8 0.09 14,400 2,120 13,000 1,910 12200 1,800 17,300 2,550 10,800 1,270 10,100 1,040
12 0.07 14,400 2,120 13,000 1,910 12200 1,800 17,300 2,550 10,800 1,270 10,100 1,040
02 16 0.05 14,400 2,120 13,000 1,910 12200 1,800 17,300 2,550 10,800 1,270 10,100 1,040

20 0.05 11,700 1,720 10,500 1,550 9,900 1,460 14,000 2,060 8700 1,150 8,200 940
25 0.045 11,700 1,720 10,500 1,550 9,900 1,460 14,000 2,060 8700 1,150 8,200 940
30 0.04 9100 1,720 8200 1,550 7,700 1,460 10,900 2,060 6800 1,150 6,400 940
8 0.13 14,400 2360 13,000 2,120 12,200 2,010 17,300 2,830 10,800 1,410 10,100 1,160
16  0.075 14,400 2360 13,000 2,120 12,200 2,010 17300 2,830 10,800 1,410 10,100 1,160
03 20 0.075 11,700 1910 10500 1,720 9,900 1,620 14,000 2290 8,700 1270 8200 1,040
25 0067 11,700 1,910 10,500 1,720 9,900 1,620 14,000 2,290 8700 1,270 8,200 1,040
30 006 9100 1910 8200 1,720 7700 1,620 10,900 2,290 6,800 1,270 6,400 1,040
8 0.18 14,400 2,360 13,000 2,120 12,200 2,010 17300 2830 10,800 1,410 10,700 1,160
12 0.13 14,400 2,360 13,000 2,120 12,200 2,010 17,300 2,830 10,800 1,410 10,100 1,160
16 0.1 14,400 2,360 13,000 2,120 12,200 2,010 17,300 2,830 10,800 1,410 10,100 1,160
05 20 0.1 11,700 1,910 10,500 1,720 9,900 1,620 14,000 2,290 8700 1,270 8200 1,040
25 0.09 11,700 1910 10,500 1,720 9,900 1,620 14,000 2,290 8700 1,270 8200 1,040
30 008 9100 1910 8200 1,720 7,700 1,620 10,900 2,290 6800 1,270 6,400 1,040
35 0065 97100 1910 8200 1,720 7,700 1,620 10,900 2,290 6,800 1,270 6,400 1,040

[Note] Please refer to P533
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (High Precision)

SPM200-RN4
4 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining » Continuation
Workpiece Material E m m
StctAloyseel  AleyscTonl TGN copper [ Hordenedstels - Hordened sl
(180~250HB) Gl ) (35~45HRO) RERSIEIC
Ratio to standerl depth of 1.00 090 080 120 065 060
IhJAigl r li'\lne(i‘ls(r a n Vf n Vf @ Vf @ Vf n Vf n Vf
(mrﬁ) (mm) L(er::g‘t)h P r/min mm/min r/min mm/min r/min mm/min /min mm/min r/min mm/min r/min mm/min

12 0065 10400 2,790 9,300 2,520 8800 2,240 12,400 3350 7,800 1,750 7,200 1,300
20 0.055 10,400 2,790 9300 2,520 8800 2,240 12400 3,350 7,800 1,750 7,200 1,300

o 30 0.045 9300 2520 8400 2,010 790 1,830 11,200 3,020 7000 1,470 6500 1,170
40 0.03 9300 2520 8400 2010 7900 1,830 11,200 3,020 7000 1,470 6,500 1,170
12 0.13 10400 2,790 9,300 2,520 8800 2,240 12,400 3,350 7,800 1,750 7,200 1,300
20 0.1 10,400 2,790 9300 2,520 8800 2240 12400 3,350 7,800 1,750 7,200 1,300
02 30 0.08 9300 2,520 8400 2,010 7900 1,830 11,200 3,020 7000 1,470 6500 1,170
40 0.06 9300 2,520 8400 2010 7900 1,830 11,200 3,020 7000 1,470 6,500 1,170
! 12 0.17 10,400 2,790 9,300 2,520 8,800 2,380 12,400 3,350 7,800 1,860 7,200 1,410
20 0.13 10,400 2,790 9,300 2,520 8,800 2,380 12,400 3,350 7,800 1,860 7,200 1,410
03 30 0.1 9,300 2,520 8,400 2,260 7900 1,900 11,200 3,020 7,000 1,570 6,500 1,170
40 0.08 9300 2,520 8400 2260 7,900 190 11,200 3,020 7,000 1570 6,500 1,170
12 0.24 10400 2,790 9,300 2,520 8800 2,380 12,400 3,350 7,800 1,860 7,200 1,410
20 0.2 10,400 2,790 9,300 2,520 8800 2,380 12,400 3350 7,800 1,860 7,200 1,410
0s 30 0.17 9300 2520 8400 2260 7900 190 11,200 3,020 7,000 1,570 6,500 1,170
40 0.1 9300 2,520 8400 2,260 7900 1,900 11,200 3,020 7,000 1,570 6,500 1,170
20 0.07 8100 2,190 7,300 1,970 6900 1,760 9,700 2,620 6,100 1,370 5700 1,020

o 40 0035 7300 1970 6600 1570 6200 1,430 8700 2360 5500 1,150 5,100 920
20 0.15 8100 2,190 7,300 1,970 6900 1760 9,700 2,620 6,100 1,370 5,700 1,020

02 40 008 7300 1970 6600 1,570 6,200 1430 8700 2,360 5500 1,150 5,100 920
20 021 8100 219 7300 1970 6900 1860 9,700 2,620 6,100 1,460 5700 1,110

i 40 0.1 7300 1970 6,600 1,770 6,200 1,490 8700 2360 5500 1,230 5,100 920
e 20 028 8100 219 7,300 1,970 690 1,80 9,700 2,620 6,100 1,460 5700 1,110

40 0.14 7300 1970 6600 1,770 6,200 1,490 8700 2360 5500 1,230 5,100 920
20 035 8100 2,19 7300 1,970 690 1,860 9,700 2,620 6,100 1,460 5700 1,110
40 018 7300 1970 6600 1,770 6,200 1,490 8700 2,360 5500 1,230 5,100 920

[Note] Please refer to P533
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-RN4
4 Flute, Corner Radius
Endmills of Micro Diameter for Deep Machining ) Continuation
Workpiece Material . n m m
Carbon PH,Ferrite,Martensite
el Jlotesft, TS o, Mg
Ratiojto Stg’u';?:;? depthof 1.00 0.90 0.80 120 0.65 0.60
Mill Under
(E]ira};) (mrm) Lgﬁéqtk)h e r/nr'lmin mm\ﬁnin r/rrr:in mmv/fmin r/rgin mmvlinin r/nr:in mm\ﬁnin r/r:‘ﬂn mm\ﬁnin r/rrr‘lin mm\ﬁnin
30 0.15 7,200 1,940 6,500 1,750 6,100 1,560 8,600 2,330 5,400 1,220 5,000 910
0.2 54 0.1 6,500 1,750 5,800 1,400 5,500 1,270 7,800 2,100 4,900 1,020 4,500 820
72 0.07 6,500 1,750 5,800 1,400 5,500 1,270 7,800 2,100 4,900 1,020 4,500 820
30 0.25 7,200 1,940 6,500 1,750 6,100 1,560 8,600 2,330 5,400 1,300 5,000 980
03 54 018 6500 1,750 5800 1570 5500 1,270 7,800 2,100 4,900 1,090 4,500 820
. 72 0.1 6,500 1,750 5,800 1,570 5,500 1,270 7,800 2,100 4,900 1,090 4,500 820
30 035 7200 1,940 6500 1750 6,100 1,650 8600 2,330 5400 1300 5000 980
0.5 54 0.25 6,500 1,750 5,800 1,570 5,500 1,320 7,800 2,100 4,900 1,090 4,500 820
72 0.15 6,500 1,750 5,800 1,570 5,500 1,320 7,800 2,100 4,900 1,090 4,500 820
30 0.55 7,200 1,940 6,500 1,750 6,100 1,650 8600 2,330 5,400 1,300 5,000 980
1 54 0.4 6,500 1,750 5,800 1,570 5,500 1,320 7,800 2,100 4,900 1,090 4,500 820
72 0.22 6,500 1,750 5,800 1,570 5,500 1,320 7,800 2,700 4,900 1,090 4,500 820
[Note]

1. For different materials, adjust the cutting depth (ap) according to the cutting depth factors in the above table. E.g. for hardened
steels (45~55HRC), ap*0.65.

2. Use the appropriate coolant such as air cooling or emulsion for the work material and machining shape.

3. In actual machining, the condition should be adjusted according to the machining shape, purpose and the machine type.

4. If the rpm of the machine is low, lower the feed rate also to put the rpm and feed rate in the same ratio.
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (General type)

SPM200-BN2
2 Flute, Ballnose
Endmills of Micro Diameter for Deep Machining

Workpiece Material
Carbon PH,Ferrite,Martensite
sicAloysiee  (AleysteeToal TG comper | Mardnedstess Hardened o
(180~250HB) eels( ) (35~45HRC) opper Alloys
Ratio to standa s depth of 1.00 0.90 0.80 120 0.65 0.60
Mill Under
Dia. ,Neck g n Vf n Vf n Vf n Vf n Vf n Vf
(mm) (mm) L(engt)h B r/min . mm/min  r/min  mm/min /min  mm/min  r/min | mm/min . /min . mm/min | r/min . mm/min
mm

0.2 0.008 50,000 250 50,000 250 50,000 225 50,000 300 50,000 200 50,000 188

005 0.1 03 0.006 50000 250 50,000 250 50,000 225 50,000 300 50,000 200 50,000 188
0.5 0.004 50,000 250 50,000 250 50,000 225 50,000 300 50,000 200 50,000 188

0.5 0.02 45000 315 45000 315 45000 293 45000 378 40,950 246 37,800 189

0.75 0.017 45000 315 45000 315 45000 293 45000 378 40950 246 37,800 189

1 0.014 45,000 315 45000 315 45000 293 45000 378 40,950 246 37,800 189

125 0.011 45000 284 43,740 275 41,310 242 45000 340 36,450 197 34,020 153

N °* 15 0.008 45000 284 43,740 275 41,310 242 45000 340 36450 197 34,020 153
2 0.008 45,000 284 43,740 275 41,310 242 45000 340 36,450 197 34,020 153
25 0.006 43,200 242 38880 218 36,720 191 43,200 291 32,400 156 30,240 121
3 0.004 43,200 242 38880 218 36,720 191 43,200 291 32,400 156 30,240 121
05 0.027 45000 450 45000 450 45000 405 45000 540 40,500 345 37,800 302
0.75 0.024 45,000 450 45000 450 45000 405 45000 540 40500 345 37,800 302
1 0.021 45,000 450 45,000 450 45,000 405 45000 540 40,500 345 37,800 302
B 0 125 0.019 45,000 450 45000 450 45,000 405 45000 540 40,500 345 37,800 302

15 0.016 45000 450 45,000 450 45000 405 45,000 540 40500 345 37,800 302
2 0.012 45000 405 43,740 393 41,310 335 45,000 486 36450 279 34,020 245
25 0.01 45000 405 43,740 393 41,310 335 45000 486 36,450 279 34,020 245
3 0.008 45,000 405 43,740 393 41,310 335 45000 486 36,450 279 34,020 245
0.75 0.043 45000 756 45000 755 45000 693 45000 870 42,120 590 39,312 551
1 0.04 45000 756 45,000 755 45000 693 45000 870 42,120 590 39,312 551
15 0.034 45000 648 45000 647 45000 594 45000 746 42,120 421 39,312 393
2 0.028 45000 540 45000 540 45000 495 45000 622 42,120 421 39,312 393
02 04 25 0.022 38880 420 34992 378 33,048 328 45000 504 29,160 263 32,659 245
3 0.016 38,880 420 34992 378 33,048 328 45000 504 29,160 263 32,659 245
35 0012 38880 420 34992 378 33,048 328 45000 504 29,160 263 32,659 245
4 0.01 38880 420 34,992 378 33,048 328 45000 504 29,160 263 32,659 245
45 0.008 34560 353 31,104 318 29,376 275 41,472 423 25920 221 24,192 205
1 0.045 45,000 1,350 42,120 1,264 39,780 1,074 45000 1,350 35,100 948 32,760 669
0.04 45000 1,350 42,120 1,264 39,780 1,074 45000 1,350 35100 948 32,760 613

0.035 45,000 1,080 42120 1,011 39,780 860 45000 1,080 35100 758 32,760 613

25 0.033 45000 900 37,908 682 35802 581 45000 973 31,590 511 29,484 452

025 05

[Note] Please refer to P544
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (General type)
SPM200-BN2

2 Flute, Ballnose
Endmills of Micro Diameter for Deep Machining » Continuation

Workpiece Material n m m

Ste elczlrll::;nSt o Alloy Steels, Tool PH,FerritSet,el\g?rtensite Copper, Hardened Steels Hardened Steels
(180~250HB) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Ratio to standard depth of
cut(ap) 1.00 0.90 0.80 1.20 0.65 0.60
Mill Under
Dia Neck g n Vf n Vf n Vf n Vf n Vf n Vf
(mm (mm') L(engt)h P r/min mm/min r/min - mm/min  r/min  mm/min  r/min mm/min  r/min  mm/min  r/min  mm/min
mm

3 0.03 42,120 758 37,908 682 35802 581 45000 810 31,590 511 22,680 347
4 0.02 32400 583 29,160 525 27,540 446 38,880 700 29,160 472 22,680 347
0.018 32,400 583 29,160 525 27,540 446 38880 700 29,160 472 22,680 347
55 0015 28800 490 25920 441 24480 374 34560 588 21,600 330 20,760 292
6 0013 28800 490 25920 441 24480 374 34560 588 21,600 330 20,760 292
8 0.008 28800 490 25920 441 24480 374 34560 588 21,600 330 20,160 292
1 0.075 45,000 2,025 45000 2,025 45,000 1,755 45000 2,025 43,200 1,555 40320 1,210
2 0.063 45000 2,025 45,000 2,025 45000 1,755 45,000 2,025 43,200 1,555 40,320 1,210
25 0.046 45,000 1,620 45000 1,620 45000 1,404 45000 1,620 43,200 1,244 40320 887
3 0.041 45,000 1,620 45000 1,620 45000 1,404 45000 1,620 43,200 1,244 40320 887
35 0.035 45,000 1,539 45000 1,538 44,064 1,307 45000 1,539 38,880 1,065 36,288 759
4 0.026 45000 1,539 45000 1,538 44,064 1,307 45000 1,539 38880 1,065 36,288 689
45 0.022 45000 1,215 43,740 1,182 41,310 967 45000 1,215 36450 788 34,020 613
03 06 5 0.02 42,120 1,138 37,908 1,024 35802 838 45000 1,215 31,590 682 29,484 531
55 0.017 42,920 1,138 37,908 1,024 35802 838 45000 1,215 31,590 682 29484 531
6  0.015 42,120 1,138 37,908 1,024 35802 838 45000 1,215 31,590 682 29,484 531
7 0015 28800 734 25920 793 24480 541 34,560 881 21,600 441 20,160 446
8 0.015 28800 734 25920 661 24,480 541 34,560 881 21,600 441 20,160 343
9 0.012 28800 734 25920 661 24,480 541 34,560 881 21,600 441 20,160 343
10 0.009 25200 643 22,680 579 21,420 473 30,240 771 18,900 385 17,640 300

025 05

12 0.007 21,600 518 19,440 466 18,360 382 25920 622 16,200 311 15120 242

2 0.092 45,000 2,228 45,000 2,228 45,000 1,940 45000 2,228 43,200 1,739 37,800 1,069
4 0.041 45,000 1,692 45000 1692 44,064 1,443 45000 1,692 38880 1,189 34,020 761
. % 6 0.027 42,20 1,251 37,908 1,126 35802 925 45,000 1337 31590 763 27,216 577
8 0.02 28800 760 25920 684 24480 563 34,560 912 21,600 464 20,160 380

2 0.12 45000 2430 45000 2,430 45000 2,160 45000 2,430 43,200 2333 40320 1,694

4 0.078 45000 2,430 45,000 2430 45000 2,160 45,000 2,430 43,200 2,333 40,320 1,694

5 0.059 45,000 2,186 45,000 2,188 44,064 1,903 45,000 2,188 38880 1911 36,288 1,372

. °* 6 0.042 45,000 2,040 40,824 1,852 38,556 1,554 45,000 2,042 34,020 1,286 31,752 1,121
8 0.02 37440 1,213 33,69 1,092 31,824 916 44,928 1,455 28,080 758 26,208 660
10 0.02 28800 881 25920 793 24480 666 34,560 1,058 21,600 551 20,160 480

045 0.9 2 0.135 45,000 2,877 45000 2,877 45000 2,539 45000 2,877 41,040 2,170 38304 1,924

[Note] Please refer to P544
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Recommended Cutting Data (General type)

SPM200-BN2

2 Flute, Ballnose

Endmills of Micro Diameter for Deep Machining

Workpiece Material

Ratio to standard depth of
cut(a

p)
Ml
(mm o) Length P
4 0.081
045 0.9 6 0.05
8 0.036
2 0.2
3 0.2
4 0.14
5 0.09
6 0.06
7 0.06
8 0.06
0.5 1 9  0.045
10 0.038
12 0.025
13 0.023
14 0.02
16 0.015
18 0.012
20 0.1
2 0.2
4 0.14
055 1.1 6 0.06
8 0.06
10 0.038
4 0.16
8 0.06
06 1.2
10 0.053
12 0.045
8 0.11
07 14 12 0.053
16 0.035
4 0.2
075 1.5 6 0.2
8 0.09
[Note] Please refer to P544

Carbon
Steel,Alloy Steel
(180~250HB)
1.00

oimin mm\ﬁnin
45,000 2,494
43,092 1,818
32,832 1,259
45,000 3,375
45,000 3,375
45,000 3,375
42,120 2,948
37,908 2,389
34992 1,575
34992 1,575
34992 1,575
34992 1,575
25920 1,102
25920 1,102
25920 1,102
25920 1,102
22,680 907
19,440 778
45,000 3,532
45,000 3,532
35,802 2,075
35,802 2,075
35802 1,597
41,539 3,369
33,696 1,928
31,104 1,537
31,104 1,456
29,484 2,123
27,216 1,470
20,160 1,028
37,800 3,742
37,800 3,742
29,484 2,364

Alloy Steels,Tool PH,Ferrite,Martensite

Steel

Steels(25~35HRC) (35~45HRC)
0.90 0.80
i mm\ﬁnin v/min mm\ﬁ-nin

45,000 2,494 43,605 2,132
38,783 1,636 36,628 1,364
29,549 1,133 27,907 944
43,740 3,281 41,310 2,788
43,740 3,281 41,310 2,788
43,740 3,281 41,310 2,788
37,908 2,653 35802 2,336
36,742 2,302 34,700 2,087
31,493 1,417 29,743 1,204
31,493 1,417 29,743 1,204
31,493 1,417 29,743 1,204
31,493 1,417 29,743 1,204
23,328 992 22,032 842
23,328 992 22,032 842
23,328 992 22,032 842
23,328 992 22,032 842
20,412 816 19,278 694
17,496 700 16,524 595
40,824 3,204 38,556 2,634
40,824 3,204 38,556 2,634
32,222 1,868 30,432 1,535
32,222 1,556 28,091 1,181
32,222 1,556 28,091 1,181
37,384 2934 35307 2,445
30,326 1,893 28,642 1,862
27,994 1,310 26,438 1,190
27,994 1,310 26,438 1,190
26,536 1911 25,061 1,625
24,494 1,323 23,134 1,124
18,144 925 17,136 787
34,020 3,368 32,130 2,892
34,020 3,368 32,130 2,892
26,536 1,891 25,061 1,625

Solid Carbide Endmills

Copper,

Hardened Steels

| MILLING TOOLS

) Continuation

Hardened Steels

Copper Alloys (45~55HRC) (55~65HRC)
1.20 0.65 0.60
Vf n Vf n £
ymin  mm/min  7Minmm/min omine g nin
45,000 2,494 38475 1,763 35910 1,563
45,000 2,072 32319 1,128 30,164 1,000
39,398 1,511 24,624 781 22,982 693
45,000 3,375 38880 2,450 34,020 2,041
45,000 3,375 38880 2,450 34,020 2,041
45,000 3,375 38,880 2,450 34,020 2,041
45,000 3,150 38,880 2,286 29,484 1,652
45,000 2,836 34,992 2,118 26,536 1,241
41,990 1,890 28,431 1,191 24,494 955
41,990 1,890 28,431 1,191 24,494 881
41,990 1,890 28,431 1,191 24,494 881
41,990 1,890 28431 1,191 24,494 881
31,104 1,322 19,440 694 18,144 617
31,104 1,322 19,440 694 18,144 617
31,104 1,322 19,440 694 18,144 617
31,104 1,322 19,440 694 18,144 617
27,216 1,089 17,010 572 15,876 508
23,328 933 14,580 490 13,608 436
45,000 3,532 34,020 2,207 31,752 1,958
45,000 3,532 34,020 2,207 31,752 1,958
42,962 2,490 26,852 1,287 25,061 1,141
42,962 2,075 24,786 990 23,134 878
42,962 2,075 24,786 990 23,134 878
45,000 3,532 33,231 2300 29,076 1,674
40,435 2,313 27,216 1,856 23,587 943
37,325 1,746 24,300 962 21,773 784
37,325 1,746 23,328 923 21,773 784
35,381 2,547 22,113 1,380 20,639 1,238
32,659 1,764 20,412 956 19,051 858
24,192 1,234 15,120 669 14,112 599
45,000 4,456 28,350 2,297 26,460 1,985
45,000 4,456 28350 2,297 26,460 1,985
35381 2522 22,113 1,291 20,639 1,115
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (General type)

SPM200-BN2
2 Flute, Ballnose
Endmills of Micro Diameter for Deep Machining ) Continuation
Workpiece Material n m m
Steelc,?\lrlbo(;nSt - Alloy Steels,Tool PH,FerntSet,eNIe?rtensnte Copper, Hardened Steels Hardened Steels
(180~250HB) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Ratio to standard depth of
cut(ap) 1.00 0.90 0.80 1.20 0.65 0.60
a1 Under
R Mill - “Neck & n Vf n Vf n Vf n Vf n Vf n Vf
(mm (mm) L(engt)h P r/min . mm/min  r/min  mm/min /min  mm/min  r/min | mm/min . /min mm/min | r/min | mm/min
mm

10 0.09 27,216 1,940 24,494 1,746 23,134 1,499 32,659 2,327 20,412 1,191 19,051 1,029
12 0.09 27,216 1,616 24494 1,454 23,134 1,249 32,659 1,940 20,412 993 19,051 858
14 0075 27216 1,616 21,773 1,221 20563 1,049 29,030 1,629 18,144 833 16,934 719

e 16 0.038 20,160 1,131 18,144 1,018 17,136 874 24,192 1,357 15120 694 14,112 599
18 0.038 20,160 1,131 18,144 1,018 17,136 874 24,192 1,357 15120 694 14,112 599
20 0.038 20,160 1,131 18,144 1,018 17,136 874 24,192 1,357 15,120 694 14,112 599
8 0.22 32,760 2,752 29,484 2,477 27,846 2,244 39,312 3,302 24570 1916 21,294 1,431
12 0.098 29,484 2,600 26,536 2,341 25061 1958 35381 3,120 22,113 1,672 19,165 1,160
. ¢ 16 0.06 25272 1,592 22,745 1,433 21,481 1,199 30,326 1,911 18954 1,024 17,690 892
20 0.04 18720 1,114 16,848 1,003 15912 839 22464 1,337 14,040 716 13,104 624
8 0.26 30420 2921 27378 2,628 25857 2,172 36,504 3,505 22,815 1,807 21,294 1,534
120105 25272 1,820 22,745 1,637 21,481 1,354 30,326 2,183 18954 1,125 17,690 956
B ' 16 0.068 25272 1,820 22,745 1,637 21,481 1,354 30,326 2,183 18954 1,125 17,690 956
20 0.045 18,720 1,273 16,848 1,146 15912 947 22,464 1,527 14,040 788 13,104 669
3 04 28350 4,253 25515 3,828 24,098 3,254 34,020 5,103 21,263 2,744 19,845 2,381
4 04 28350 4,253 25515 3,828 24,098 3,254 34,020 5,103 21,263 2,744 19,845 2,381
6 04 28350 3,828 25515 3,444 24,098 2,892 34,020 4,593 21,263 2,424 19,845 2,143
8 0.28 28350 3,828 25,515 3,444 24,098 2,892 34,020 4,593 21,263 2424 19,845 2,143
10 021 26,460 3,175 23,814 2,858 22,491 2429 31,752 3,811 19,845 2,024 17,199 1,321
12 0.12 23814 2,858 21,433 2,572 20,242 2,187 28,577 3,428 17,861 1,846 15479 1,189
13 012 23814 2,858 21,433 2,572 20242 2,187 28,577 3,428 17,861 1,822 14,288 914
1 . 14 012 23,814 2477 21,433 2,229 20,242 1,895 28577 2971 16,585 1,466 14,288 914

16 012 22,113 1,592 19,902 1,434 18797 1,218 26,536 1911 16,585 1,320 14,288 823
18 009 20412 1,470 18371 1,323 17,350 1,124 24,494 1,764 16,585 1,219 14,288 823
20 0.075 20412 1,470 18371 1,323 17,350 1,124 24494 1,764 16,585 1,015 14,288 823
22 0.05 16,065 1,093 14,459 983 13,656 836 19,278 1,311 12,049 697 13,495 734
25 0.05 15120 1,028 13,608 925 12,852 787 18,144 1,234 11,340 655 12,701 691
30 003 15120 1,028 13,608 925 12,852 787 18,144 1,234 11,340 655 12,701 691
35 0025 13,230 847 11,907 762 11,246 648 15876 1,016 9,923 540 9,261 474
40 0.022 11,340 725 10,206 653 9,639 555 13,608 871 8,505 463 7,938 407
6 0.5 24975 4557 22478 4,100 21,229 3,417 29970 5468 18,732 2,779 17,483 2,278
125 25 10 034 24975 4557 22478 4,100 21,229 3,417 29970 5468 18,732 2,779 17,483 2,278
15 0.15 19481 2,558 17,533 2,302 16,558 1919 23,377 3,070 14611 1,821 13,637 1,279

[Note] Please refer to P544
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (General type)
SPM200-BN2

2 Flute, Ballnose
Endmills of Micro Diameter for Deep Machining

) Continuation

Workpiece Material

Steelczlrf:)g«nSt - Alloy Steels,Tool PH,FerritSet,eNeI:Iartensite Copper, Hardened Steels Hardened Steels
(180~250HB) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Ratio to standard depth of
cut(ap) 1.00 0.90 0.80 1.20 0.65 0.60
Mill Under
Dia. ,Neck g n Vf n Vf n Vf n Vf n Vf n Vf
(mm (mm) L(engt)h P r/min . mm/min  r/min  mm/min /min  mm/min  /min | mm/min . /min | mm/min | r/min  mm/min
mm

20 0.12 17982 1,97 16,184 1,771 15285 1,476 21,578 2,362 14,611 1,301 12,587 984
125 25 25 0098 17982 1,770 16,184 1,593 15285 1,328 21,578 2,124 13,487 1,080 12,587 885
30 0.055 13,320 1,377 11,988 1,239 11,322 1,033 15984 1,652 9,990 840 9,324 689

8 0.6 21,600 4,860 19440 4,374 18360 3,690 25920 5832 16,200 3,062 15120 2,722

10 042 21,600 4,860 19,440 4,374 18360 3,690 25920 5,832 16,200 3,062 15120 2,722

13 0315 20,160 3,629 18,144 3,266 17,136 2,755 24,192 4,354 15120 2,286 14,112 2,032

16 0315 20,160 3,266 18,144 2,939 17,136 2,480 24,192 3,920 15,120 2,057 13,104 1,699

19 } 20 0.18 16,848 2,274 15,163 2,048 14321 1,727 20,218 2,730 12636 1434 10,886 1,176
25 0.12 16,848 2,274 15,163 2,048 14,321 1,727 20,218 2,730 12636 1434 10886 1,176
30 0.12 15552 2,700 13,997 1,890 13,219 1,594 18,662 2520 11,664 1,323 10,886 1,176
35 0.08 11,520 1,469 10,368 1,322 9,792 1,115 13,824 1,762 8,640 925 9,677 987
15 036 16,088 3,299 14,479 2969 13,675 2475 19305 3,959 12,065 2,012 11,262 1,650
25 0.21 13,365 2,052 12,029 1,847 11,361 1539 16,038 2462 10,024 1,252 9356 1,026
i > 35 0.09 13,365 2,052 12,029 1,847 11,361 1539 16,038 2,462 10,024 1,252 9356 1,026
45 0.09 9900 1438 8910 1,294 8415 1079 11,880 1,726 7,425 878 6,930 719
10 06 15525 4,658 13973 4,192 13,197 3,564 18,630 5589 11,644 2969 10,868 2,608
13 048 15525 4,658 13,973 4,192 13,197 3,564 18,630 5589 11,644 2969 10,868 2,608
16 042 15525 4,658 13,973 4,192 13,197 3,564 18,630 5589 11,644 2,969 10,868 2,608
20 042 13,455 32229 12110 2,906 11,437 2471 16,146 3,875 10,092 2,058 9,419 1,808
25 024 12110 2615 10,899 2354 10,293 2,001 14,531 3,139 9,083 1946 8477 1,464
2 ! 30 0.16 11,178 2,012 10,060 1,811 9,502 1,539 13,414 2415 8384 1,283 7825 1,127
35 0.1 11,178 2,012 10,060 1,811 9,502 1,539 13,414 2415 8384 1,283 7825 1,127
40 0.1 11,1778 2,012 10,060 1,811 9,502 1,539 13,414 2415 8384 1,283 7825 1,127
45 0.1 8280 1,408 7452 1,267 7038 1076 9936 1689 6,210 897 5,796 788
50 0.1 8280 1,408 7452 1,267 7,038 1076 9936 1,689 6,210 897 5,796 788
20 0525 11,340 4,082 10,206 3,674 9639 2,892 13,608 4899 8505 2,552 7,938 2,143
25 0525 10,530 3,285 9477 3,412 8951 2,686 12636 4549 7,898 2370 7,371 1,990
= ° 30 0.3 9477 2,502 8529 3,072 8056 2417 11,372 4,094 7,008 2,132 6,634 1,792
40 0.2 8,748 1,890 7,873 1,701 7436 1,338 10498 2,268 6,561 1,182 6,124 993
12 06 12,150 5,103 10,935 4593 10,328 3,828 14580 6,124 9,113 3,113 8505 2,552
3 p 20 05 11,475 4476 10328 4,028 9,754 3,356 13,770 5370 8607 2,730 8,033 2,237

30 042 9360 269 8424 2426 7956 1910 11,232 3,235 7,020 1825 6,552 1,415
50 015 7,776 2,015 6,998 1,814 6610 1,428 9,331 2418 5832 1,260 5443 1,058

[Note] Please refer to P544
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)
SPM200-BN2

2 Flute, Ballnose
Endmills of Micro Diameter for Deep Machining

Workpiece Material
Steelcf\”:) ons teel Alloy Steels,Tool PH,FerntSet,eMe?rtensnte Copper, Hardened Steels Hardened Steels
¢ 8(5~25y0H B) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Ratioto Stj‘u“t‘(’:’;f depthiof 1.00 0.90 0.80 120 0.65 0.60
Mill Under
Dia Neck g n Vf n Vf n Vf n Vf n Vf n Vf
(mm (mn'i) Length P r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min
mm

0.2 0.004 50000 250 50,000 250 50,000 225 50,000 300 50,000 200 50,000 188

005 0.1 03 0.003 50000 250 50,000 250 50,000 225 50,000 300 50,000 200 50,000 188
0.5 0.002 50000 250 50,000 250 50,000 225 50,000 300 50,000 200 50,000 188

05 0015 45000 315 45000 315 45000 293 45000 378 40,950 246 37,800 189

0.75 0.013 45,000 315 45000 315 45000 293 45000 378 40,950 246 37,800 189

1 0.011 45000 315 45000 315 45000 293 45000 378 40,950 246 37,800 189

125 0.008 45,000 284 43,740 275 41,310 242 45000 340 36,450 197 34,020 153

B 0 1.5 0.007 45000 284 43,740 275 41,310 242 45,000 340 36,450 197 34,020 153
2 0.006 45000 284 43,740 275 41,310 242 45,000 340 36,450 197 34,020 153

25 0005 43200 242 38880 218 36,720 191 43,200 291 32,400 156 30,240 121

3 0.003 43,200 242 38880 218 36,720 191 43,200 291 32400 156 30,240 121

05 0.02 45000 450 45000 450 45,000 405 45000 540 40,500 345 37,800 302

0.75 0.018 45,000 450 45000 450 45000 405 45000 540 40,500 345 37,800 302

1 0.016 45,000 450 45000 450 45,000 405 45000 540 40,500 345 37,800 302

. s 125 0.014 45,000 450 45000 450 45,000 405 45000 540 40,500 345 37,800 302

15 0.012 45000 450 45,000 450 45000 405 45,000 540 40,500 345 37,800 302
2 0.009 45,000 405 43,740 393 41,310 335 45000 486 36,450 279 34,020 245
25 0.008 45,000 405 43,740 393 41,310 335 45000 486 36,450 279 34,020 245
3 0.006 45,000 405 43,740 393 41,310 335 45000 486 36,450 279 34,020 245
0.75 0.043 43,200 518 38,880 466 36,720 404 45,000 622 32400 324 30,240 302
1 0.04 43,200 518 38,880 466 36,720 404 45,000 622 32400 324 30,240 302
15 0034 43200 518 38,880 466 36,720 404 45000 622 32,400 324 30,240 302
2 0.028 43,200 518 38880 466 36,720 404 45000 622 32,400 324 30,240 302
02 04 25 0016 38880 420 34992 378 33,048 328 45000 504 29,160 263 27,216 245
3 0.011 38,880 420 34992 378 33,048 328 45000 504 29,160 263 27,216 245
35 0.008 38,880 420 34992 378 33,048 328 45000 504 29,160 263 27,216 245
4 0.005 38880 420 34,992 378 33,048 328 45,000 504 29,160 263 27,216 245
45 0004 34560 353 31,104 318 29,376 275 41,472 423 25920 221 24192 205
1 0.045 36,000 720 32,400 648 30,600 551 43,200 864 27,000 486 25200 428
1.5 004 36000 720 32,400 648 30,600 551 43,200 864 27,000 486 25200 428
0.035 36,000 720 32,400 648 30,600 551 43,200 864 27,000 486 25200 428

25 0033 36000 720 29,160 525 27,540 446 38,880 700 24,300 393 22,680 347

025 05

[Note] Please refer to P544
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (High Precision)
SPM200-BN2

2 Flute, Ballnose
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material n m m

Carbon PH,Ferrite,Martensite
stddloytea  MOYSalenl TG comer | terdenedstess Hedened e
(180~250HB) (35~45HRC) pper Alloy:
Ratio to standard depth of
cut(ap) P 1.00 0.90 0.80 1.20 0.65 0.60
Mill Under
Dia. Neck ap n Vf n Vf n Vf n Vf n Vf n Vf
(mm Length r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min
(mm) (mm)
3 0.03 32,400 583 29,160 525 27,540 446 38,880 700 24,300 393 22,680 347
4 0.02 32,400 583 29,160 525 27,540 446 38,880 700 24,300 393 22,680 347
el o5 5 0.018 32,400 583 29,160 525 27,540 446 38,880 700 24,300 393 22,680 347

55 0.008 28,800 490 25920 441 24,480 374 34560 588 21,600 330 20,160 292
6  0.007 28800 490 25920 441 24480 374 34560 588 21,600 330 20,160 292
8 0.004 28800 490 25920 441 24480 374 34560 588 21,600 330 20,160 292
1 0.05 36,000 1,080 32,400 972 30,600 796 43,200 1,296 27,000 648 25200 504
2 0.042 36,000 1,080 32400 972 30,600 796 43,200 1,296 27,000 648 25200 504

25 0.038 36,000 1,080 32400 972 30,600 796 43,200 1,296 27,000 648 25200 504
3 0.034 36,000 1,080 32400 972 30,600 796 43,200 1,296 27,000 648 25200 504

35 0.029 32400 923 29,160 831 27,540 680 38,880 1,108 24300 554 22,680 431
4 0.024 32400 923 29,160 831 27,540 680 38,880 1,108 24300 554 22,680 431

45 0.022 32400 875 29,160 788 27,540 644 38,880 1,049 24300 525 22,680 409

03 06 5 0.02 32400 875 29,160 788 27,540 644 38,880 1,049 24300 525 22,680 409

55 0.017 32,400 875 29,160 788 27,540 644 38880 1,049 24,300 525 22,680 409
6  0.015 32400 875 29,160 788 27,540 644 38,880 1,049 24300 525 22,680 409
7 0.008 28,800 734 25920 661 24,480 541 34,560 881 21,600 441 20,160 343
8 0.008 28800 734 25920 661 24,480 541 34,560 881 21,600 441 20,160 343
9 0.006 28800 734 25920 661 24,480 541 34,560 881 21,600 441 20,160 343

10 0.005 25200 643 22,680 579 21,420 473 30,240 771 18,900 385 17,640 300

12 0.004 21,600 518 19,440 466 18,360 382 25920 622 16,200 311 15,120 242

2 0.061 36000 1,188 32,400 1,069 30600 879 43,200 1,426 27,000 725 25200 594

4 0.034 32400 1,015 29,760 914 27,540 752 38,880 1,219 24300 619 22,680 508

. 6  0.027 32400 962 29,160 866 27,540 712 38,880 1,155 24300 587 22,680 482
8 0.01 28800 760 25920 684 24480 563 34,560 912 21,600 464 20,760 380

2 0.08 36,000 1,296 32,400 1,166 30600 979 43,200 1,555 27,000 810 25200 706

4 0.056 36,000 129 32,400 1,766 30,600 979 43,200 1,555 27,000 810 25200 706

5 0.045 32,400 1,049 29,160 945 27,540 793 38880 1,260 24,300 656 22,680 572

. °° 6 0.032 32400 1,049 29,160 945 27,540 793 38,880 1,260 24300 656 22,680 572
8 0.02 28800 933 25920 840 24480 705 34,560 1,120 21,600 583 20,160 508

10 0.01 28800 881 25920 793 24,480 666 34,560 1,058 21,600 551 20,160 480

045 0.9 2 0.09 34200 1458 30,780 1,312 29,070 1,094 41,040 1,750 25,650 904 23,940 802

[Note] Please refer to P544
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)
SPM200-BN2

2 Flute, Ballnose
Endmills of Micro Diameter for Deep Machining ) Continuation

Workpiece Material n m m

T et I - L O U
Ratio to standeyl depth of 1.00 0.90 0.80 120 065 0.60
mill | Under
(mm (E‘iraﬁ) Lgr?gt(h ey r/r'|11in mm\ﬁnin r/n'?lin mm\ﬁnin r/n'?\in mm\ﬁ'nin r/nr"1in mm\ﬁ'nin r/nr':in mm\ﬁ'nin r/r?lin mm\ﬁnin

(mm)

4 0.058 34,200 1,458 30,780 1,312 29,070 1,094 41,040 1,750 25650 904 23,940 802

045 0.9 6 0.042 30,780 1,181 27,702 1,063 26,163 886 36,936 1,417 23,085 732 21,546 650

8 0.03 27,360 1,049 24,624 944 23,256 788 32,832 1,259 20,520 651 19,152 577

2 0.1 32,400 1,620 29,160 1,458 27,540 1,239 38880 1,944 24,300 1,021 22,680 907

3 0.1 32,400 1,620 29,160 1,458 27,540 1,239 38880 1,944 24,300 1,021 22,680 907

4 0.07 32400 1,620 29,160 1,458 27,540 1,239 38,880 1,944 24300 1,021 22,680 907

5 0.06 32400 1,620 29,160 1,458 27,540 1,239 38,880 1,944 24300 1,021 22,680 907

6 0.04 29,160 1,312 26,244 1,181 24,786 1,004 34,992 1,575 21,870 827 20,412 734

7 0.04 29,160 1,312 26,244 1,181 24,786 1,004 34,992 1,575 21,870 827 20,412 734

8 0.04 29,160 1,312 26,244 1,181 24,786 1,004 34,992 1,575 21,870 827 20,412 734

0.5 1 9 003 29,160 1,312 26,244 1,181 24,786 1,004 34,992 1,575 21,870 827 20,412 734

10 0.025 29,160 1,312 26,244 1,181 24,786 1,004 34,992 1575 21,870 827 20412 734
12 0013 25920 1,102 23,328 992 22,032 842 31,104 1,322 19440 694 18,144 617
13 0011 25920 1,102 23,328 992 22,032 842 31,104 1,322 19440 694 18,144 617
14 0.01 25920 1,102 23,328 992 22,032 842 31,104 1,322 19440 694 18,144 617
16  0.008 25920 1,102 23,328 992 22,032 842 31,104 1,322 19440 694 18,144 617
18 0.006 22680 907 20,412 816 19,278 694 27,216 1,089 17,010 572 15,876 508
20 0.005 19,440 778 17,496 700 16,524 595 23,328 933 14,580 490 13,608 436
2 0.1 30,240 1,582 27,216 1,424 25,704 1,171 36,288 1,899 22,680 981 21,168 870
4 0.07 30,240 1,582 27,216 1424 25704 1,171 36,288 1,899 22,680 981 21,168 870
055 1.1 6 0.04 27,540 1,330 24,786 1,197 23,409 985 33,048 1,597 20,655 824 19,278 732
8 0.04 27,540 1,330 24,786 1,197 23,409 985 33,048 1,597 20,655 824 19,278 732
10 0.025 27,540 1,330 24,786 1,197 23,409 985 33,048 1,597 20,655 824 19,278 732
4 0.08 27,692 1,449 24,923 1,304 23539 1,087 33,231 1,739 20,769 898 19,384 797
8 0.04 25920 1,348 23,328 1,213 22,032 992 31,104 1,617 19,440 855 18,144 725
10 0.035 25920 1,281 23,328 1,092 22,032 992 31,104 1,455 19,440 770 18,144 653
12 0.03 25920 1,213 23,328 1,092 22,032 992 31,104 1,455 19,440 770 18,144 653
8 0.055 22,680 1,361 20412 1,225 19,278 1,041 27216 1,633 17,010 885 15,876 794
07 14 12 0035 22680 1,225 20412 1,103 19,278 937 27,216 1,470 17,010 797 15876 715
16 0.017 20,160 1,028 18,144 925 17136 787 24,192 1,234 15120 669 14,112 599
4 0.1 25200 1,663 22680 1497 21,420 1,285 30,240 1,996 18900 1,021 17,640 882
6 0.1 25200 1,663 22680 1497 21,420 1,285 30240 1,996 18900 1,021 17,640 882

06 1.2

075 15

[Note] Please refer to P544
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data (High Precision)

SPM200-BN2
2 Flute, Ballnose
Endmills of Micro Diameter for Deep Machining ) Continuation
Workpiece Material E m m
Steef,a\[ﬂ‘;"smd Alloy Steels, Tool PH,FerrltSet,eMeIartensne Copper, Hardened Steels Hardened Steels
(180~250HB)  Steels@5~35HRQ | (35 Tacpe Copper Alloys (45~55HRC) (55~65HRC)
Ratio to standard depth of
cut(ap) 1.00 0.90 0.80 1.20 0.65 0.60
mint  Under
R Dia Neck 4 n Vf n Vf n Vf n Vf n Vf n Vf
(mm (mrﬁ) L(engt)h P r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min
mm

8 006 22,680 1,347 20412 1,212 19,278 1,041 27216 1,616 17,010 827 15,876 715
10 0.06 22,680 1,347 20412 1,212 19,278 1,041 27216 1,616 17,010 827 15,876 715
12 0.06 22,680 1,347 20412 1,212 19,278 1,041 27216 1,616 17,010 827 15,876 715
075 15 14 0.05 22680 1,347 18,144 1,018 17,136 874 24,192 1,357 15120 694 14,112 599
16 0.019 20,160 1,131 18,144 1,018 17,136 874 24,192 1,357 15120 694 14,112 599
18 0.019 20,160 1,131 18,144 1,018 17,136 874 24,192 1,357 15,120 694 14,112 599
20 0.019 20,760 1,131 18,144 1,018 17,136 874 24,192 1,357 15,120 694 14,112 599
8 0.11 23,400 1,638 21,060 1,474 19890 1,233 28,080 1,966 17,550 1,053 16,380 917
12 0065 21,060 1,327 18954 1,194 17,901 999 25272 1,592 15,795 853 14,742 743

B 16 0.04 21,060 1,327 18,954 1,194 17,901 999 25272 1,592 15,795 853 14,742 743
20 0.02 18720 1,114 16,848 1,003 15912 839 22464 1,337 14,040 716 13,104 624
8 0.13 23,400 1,872 21,060 1,685 19890 1,392 28,080 2246 17,550 1,158 16,380 983
12 0.07 21,060 1,517 18954 1,364 17901 1,128 25272 1,820 15795 938 14,742 797
B 16 0.045 21,060 1,517 18954 1,364 17901 1,128 25272 1,820 15795 938 14,742 797
20 0.022 18,720 1,273 16,848 1,146 15912 947 22,464 1,527 14,040 788 13,104 669
3 02 18900 1,890 17,010 1,701 16,065 1,446 22,680 2,268 14,175 1,220 13,230 1,058
4 0.2 18900 1,890 17,010 1,701 16,065 1,446 22,680 2,268 14,175 1,220 13,230 1,058
6 0.2 18900 1,701 17,010 1,531 16,065 1,285 22,680 2,041 14,175 1,077 13,230 952
8 0.14 18900 1,701 17,010 1,531 16,065 1,285 22,680 2,041 14,175 1,077 13,230 952
10 0.14 18900 1,512 17,010 1,361 16,065 1,157 22,680 1,814 14,175 964 13,230 847
12 0.08 17,010 1,361 15309 1,225 14459 1,041 20412 1,633 12,758 868 11,907 762
13 0.08 17,010 1,361 15309 1,225 14459 1,041 20412 1,633 12,758 868 11,907 762
1 > 14 008 17,010 1,361 15309 1,225 14459 1,041 20412 1,633 12,758 868 11,907 762

16  0.08 17,010 1,225 15309 1,103 14459 937 20,412 1,470 12,758 781 11,907 686
18 006 17,010 1,225 15309 1,103 14459 937 20,412 1,470 12,758 781 11,907 686
20 005 17,010 1,225 15309 1,103 14,459 937 20,412 1,470 12,758 781 11,907 686
22 0.042 16,065 1,093 14459 983 13,656 836 19,278 1,311 12,049 697 11,246 612
25 0.035 15120 1,028 13,608 925 12,852 787 18,144 1,234 11,340 655 10,584 576
30 0.015 15120 1,028 13,608 925 12,852 787 18,144 1,234 11,340 655 10,584 576
35 0.012 13,230 847 11,907 762 11,246 648 15876 1,016 9,923 540 9,261 474
40 0.01 11,340 725 10,206 653 9,639 555 13,608 871 8,505 463 7,938 407
125 25 6 0.25 16,650 2,025 14,985 1,823 14153 1,519 19,980 2,430 12,488 1,236 11,655 1,013

[Note] Please refer to P544

WINTECH _ 443




MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-BN2
2 Flute, Ballnose
Endmills of Micro Diameter for Deep Machining ) Continuation
Workpiece Material n m m
Steelcla\Ill:)‘;nSteel Alloy Steels,Tool PH,FerntSet,eMeIartenslte Copper, Hardened Steels Hardened Steels
(180~250HB) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Ratio to standard depth of
cut(ap) 1.00 0.90 0.80 1.20 0.65 0.60
Mill Under
Dia. ,Neck g n Vf n Vf n Vf n Vf n Vf n Vf
(mm (m'm') L(engt)h P r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min
mm

10 017 16,650 2,025 14,985 1,823 14,153 1519 19,980 2,430 12,488 1,236 11,655 1,013
15 0.1 14985 1,640 13487 1476 12,738 1,230 17982 1,967 11,239 1,000 10490 820
125 25 20 0.08 14,985 1,640 13,487 1476 12,738 1,230 17982 197 11,239 1,000 10490 820
25 0.065 14,985 1,475 13,487 1,328 12,738 1,106 17982 1,770 11,239 900 10490 738
30 0.044 13,320 1,377 11,988 1,239 11,322 1,033 15984 1,652 9,990 840 9,324 689
8 03 14,400 2,160 12,960 1,944 12,240 1,640 17,280 2,592 10,800 1,361 10,080 1,210
10 021 14400 2,760 12,960 1,944 12,240 1,640 17,280 2,592 10,800 1,361 10,080 1,210
13 0.21 14400 2,160 12,960 1,944 12,240 1,640 17,280 2,592 10,800 1,361 10,080 1,210
16 021 14400 1,944 12960 1,750 12,240 1,476 17,280 2,333 10800 1,225 10,080 1,089

19 ’ 20 012 1290 1,750 11,664 1,575 11,016 1,328 15552 2,100 9,720 1,103 9,072 980
25 0.08 1290 1,750 11,664 1,575 11,016 1,328 15552 2,100 9,720 1,103 9,072 980
30 0.08 1290 1,750 11,664 1,575 11,016 1,328 15552 2,100 9,720 1,103 9,072 980
35 0.064 11,520 1,469 10368 1,322 9,792 1,115 13,824 1,762 8,640 925 8,064 823
15 024 12375 2115 11,138 1,904 10519 1,587 14,850 2,538 9,282 1,291 8,663 1,058
25 0.14 11,138 1,710 10,024 1,539 9467 1,283 13,365 2,052 8353 1,043 7,797 855
N *° 35 0.09 11,138 1,710 10,024 1,539 9,467 1,283 13,365 2052 8353 1,043 7,797 855
45 0072 9900 1438 8910 1,294 8415 1,079 11,880 1,726 7,425 878 6,930 719
10 04 10350 2070 9315 1,863 8798 1,584 12420 2,484 7,763 1,319 7,245 1,159
13 032 10350 2,070 9315 1,863 8,798 1584 12,420 2484 7,763 1,319 7,245 1,159
16 0.28 10,350 2,070 9315 1,863 8,798 1584 12,420 2,484 7,763 1,319 7,245 1,159
20 028 10,350 2,070 9315 1,863 8798 1584 12,420 2,484 7,763 1,319 7,245 1,159
25 016 9315 1677 8384 1,509 7918 1,283 11,178 2,012 6,987 1,069 6,521 939
? ¢ 30 016 9315 1677 8384 1,509 7918 1,283 11,178 2,012 6,987 1,069 6,521 939
35 0.1 9315 1677 8384 1,509 7918 1,283 11,178 2,012 6,987 1,069 6,521 939
40 0.1 9315 1677 8384 1509 7918 1,283 11,178 2,012 6987 1,069 6,521 939
45 0.08 8280 1408 7452 1,267 7,038 1076 9936 1,689 6,210 897 5,796 788
50 0.07 8280 1408 7452 1,267 7,038 1076 9936 1,689 6,210 897 5,796 788
20 035 8100 1,944 729 1,750 6,885 1,377 9,720 2333 6075 1,215 5670 1,021
25 s 25 035 8100 1,944 729 1,750 6885 1,377 9,720 2333 6075 1,215 5670 1,021

30 0.2 7290 1,750 6,561 1,575 6,197 1,239 8748 2,100 5468 1,094 5,103 919
40 0.2 7290 1,575 6,561 1,418 6,197 1,115 8748 1,890 5,468 985 5,103 827

[Note] Please refer to P544
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Solid Carbide Endmills

Recommended Cutting Data (High Precision)

SPM200-BN2
2 Flute, Ballnose

Endmills of Micro Diameter for Deep Machining

| MILLING TOOLS

) Continuation

Workpiece Material
Carbon PH,Ferrite,Martensite
Alloy Steels,Tool 4 ’ Copper, Hardened Steels Hardened Steels
Steel,Alloy Steel o~ Steel b e
(180~250HB) Steels(25~35HRC) (35~45HRC) Copper Alloys (45~55HRC) (55~65HRC)
Ratioto Stcau'}‘(’aap’? depth of 1.00 0.90 0.80 120 0.65 0.60
mill | Under
R Dia Neck ap n Vf n Vf n Vf n Vf n Vf n Vf
(mm (mrri) L(engt)h r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min r/min mm/min
mm
12 0.6 8,100 2,268 7,290 2,041 6,885 1,701 9,720 2,722 6,075 1,383 5,670 1,134
5 6 20 0.5 7,650 1,989 6,885 1,790 6,503 1,492 9,180 2,387 5,738 1,213 5,355 995
30 0.42 7,200 1,728 6,480 1,555 6,120 1,224 8,640 2,074 5,400 1,080 5,040 907
50 0.15 6,480 1,400 5,832 1,260 5,508 992 7,776 1,679 4,860 875 4,536 734
[Note])

1. For different materials, adjust the cutting depth (ap) according to the cutting depth factors in the above table. E.g. for hardened

steels (45~55HRC), ap*0.5.

2. When performing cutting where cutting chips may cause clogging, such as for rib cutting, blind grooves, etc., cutting depth setting
should be set by multiplying a cutting depth factor to calculate the cutting depth amount, and this amount should then be reduced

to 80% of the calculated value.

3. Adjust by setting ae to (3 to 5) X (ap) X (cutting depth ratio). When performing finishing processing, calculate the theoretical cusp

height and set accordingly.

4. Use the appropriate coolant such as air cooling or emulsion for the work material and machining shape.
5. In actual machining, the condition should be adjusted according to the machining shape, purpose and the machine type.

WINTECH _ 445




MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data

SAM200-SN2

2 Flute, Standard Length
Endmills of Micro Diameter for Deep Machining

Workpiece Material Copper, Aluminum alloy
Dia. i o n v
(mm) () r/min mm/min

0.2 1 0.014 45,000 637
0.3 1.5 0.021 43,200 612
0.4 2 0.028 34,560 762
2 0.035 34,560 762
4 0.02 31,104 627
03 6 0.013 27,648 488
8 0.008 27,648 418

2 0.042 34,560 1089
4 0.024 31,104 896
06 6 0.015 31,104 896
8 0.015 27,648 697

4 0.056 34,560 1089
6 0.032 31,104 896
o8 8 0.02 31,104 896
10 0.012 27,648 697

4 0.07 31,104 1465

6 0.04 27,994 1210

8 0.04 27,994 1210

! 10 0.025 27,994 1210
12 0.025 24,883 941
14 0.025 24,883 941

6 0.11 24,192 1257

8 0.08 21,773 1034
1.5 12 0.06 21,773 941
16 0.038 19,354 732
18 0.038 19,354 732

6 0.2 18,144 1257

8 0.14 18,144 1257

10 0.14 18,144 1257

2 12 0.1 16,330 1034

14 0.08 16,330 1034
16 0.08 16,330 941
24 0.05 14,515 732

10 0.18 15,552 1134

> 20 0.1 13,997 1008

[Note] Please refer to P546
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data
SAM200-SN2

2 Flute, Standard Length
Endmills of Micro Diameter for Deep Machining

) Continuation

Workpiece Material Copper, Aluminum alloy
I'\)nlgl Under Neck Length ap n Vf .
(mm) (mm) r/min mm/min
10 0.25 13,824 1198
12 0.21 13,824 1198
3 20 0.12 12,442 896
24 0.08 12,442 896
36 0.06 11,059 850
16 0.28 10,350 2070
25 0.16 9,315 1677
¢ 32 0.1 8,223 1481
48 0.06 7,106 1015
16 0.3 8,113 1622
° 25 0.3 7,301 1459
20 0.5 6,676 1466
o 30 0.4 6,070 1332
Remark

1.Please choose the suitable coolant liquid base on the material and shape of the work piece. Suggest the oil coolant and water coolant.
2.Please make the adjustment of the cutting condition base on the machining shape, target and the situation of the machine.
3.If the rotation speed(n) is lower than the data in the table, the feed rate(Vf) should be reduce with the same ratio.
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MILLING TOOLS | Solid Carbide Endmills

Recommended Cutting Data
SAM200-BN2

2 Flute, Ballnose
Endmills of Micro Diameter for Deep Machining

Workpiece Material Copper, Aluminum alloy
R Mill Dia. Under Neck Length n Vf
(mm) (mm) (mm) ap r/min mm/min
0.1 0.2 1 0.014 45000 378
2 0.028 45000 622
3 0.016 45000 504
0.2 0.4
4 0.01 45000 504
5 0.008 41472 423
2 0.035 45000 1080
0.25 0.5 4 0.02 38800 700
6 0.016 34560 588
2 0.16 45000 3532
4 0.16 45000 3200
o3 o6 6 0.06 40435 2313
8 0.053 37325 1746
4 0.078 45000 2430
6 0.042 45000 2042
04 08 8 0.02 44928 1455
10 0.02 34560 1058
4 0.14 45000 3375
6 0.06 45000 2836
0.5 1 8 0.06 41990 1890
10 0.038 41990 1890
12 0.025 31104 1322
6 0.2 45000 4456
8 0.09 35381 2522
10 0.09 32659 2327
0.75 1.5
12 0.09 32659 1940
16 0.038 24192 1357
18 0.038 24192 1357
6 0.4 34020 4593
8 0.28 34020 4593
10 0.21 31752 3811
1 2 12 0.12 28577 3428
16 0.12 26536 1911
20 0.075 24494 1764
24 0.05 18144 1234

[Note] Please refer to P548
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Solid Carbide Endmills | MILLING TOOLS

Recommended Cutting Data
SAM200-BN2

2 Flute, Ballnose
Endmills of Micro Diameter for Deep Machining

) Continuation

Workpiece Material Copper, Aluminum alloy
R Mill Dia. Under Neck Length n Vf
(mm) (mm) (mm) & r/min mm/min
8 0.6 25920 5832
10 0.42 25920 5832
12 0.315 24192 4354
16 0.315 24192 3920
1 3 20 0.18 20218 2730
25 0.12 20218 2730
30 0.12 18662 2520
36 0.08 13824 1762
10 0.6 18630 5589
12 0.48 18630 5589
16 0.42 18630 5589
20 0.42 16146 3875
2 ! 25 0.24 14531 3139
32 0.16 13414 2415
35 0.1 13414 2415
48 0.1 9936 1689
16 0.53 13608 4899
55 5 20 0.53 12636 4549
25 0.3 11372 4094
40 0.2 10498 2268
12 0.6 14580 6124
20 0.5 13770 5370
’ ® 30 0.42 11232 3235
50 0.15 9331 2418
Remark

1.Please choose the suitable coolant liquid base on the material and shape of the work piece. Suggest the oil coolant and water coolant.
2.Please make the adjustment of the cutting condition base on the machining shape, target and the situation of the machine.
3.If the rotation speed(n) is lower than the data in the table, the feed rate(Vf) should be reduce with the same ratio.

WINTECH _ 449




	SOLID CARBIDE ENDMILLS
	Solid Carbide Endmills-1
	Solid Carbide Endmills-2
	Solid Carbide Endmills-3
	Solid Carbide Endmills-4



