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- Suitable for ordinary steel, cast iron materials processing series

The special tool design is very suitable for ordinary steel, cast iron materials

processing f\ f\
Cutting Parameters: P5-26 \PJ \KJ M

60HRC
<~ Suitable for various steels universal processing series

The design of large helix angle and special edge, very suitable for all kinds of steel

eneral processin e
general p g \P\ fK\ M
Cutting Parameters: P27-45 J \J

Suitable for stainless steel, cast iron high-efficiency processing series

The special tool design is very suitable for stainless steel, cast iron materials

processing 7 P
Cutting Parameters: P46-52 \PJ \K> M <|'D

Hard steel, stainless steel high-speed and efficiency processing series

Special cutting design, very suitable for hard steel Stainless steel high-speed and

efficiency processing o\ )\ N\ 7\
Cutting Parameters: P53-59 \PJ \KJ M \Hj \SJ

M Ceramic
e,

Stainless steel, die steel high-speed and efficiency processing series

The special tool design is very suitable for stainless steel, die steel materials

processing 5\ )\ o\
Cutting Parameters: P60-62 \PJ \KJ M \SJ

;3&"* %ﬁ Alumium

Super bright aluminum processing series

Applicable to aluminum alloy material efficient ultra-bright processing
Cutting Parameters: P63-79 N
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PRMESNEY  Rough End Mill
— SRS 2 Rough processing for steel and cast iron materials series

Suitable for roughing of hard steel

and cast iron Ve P
Cutting Parameters: P80-82 \FD \KJ M

% Chamfer

Suitable for steel and cast iron materials processing series

Suitable for steel and castiron £~
. \P\ rK\ M
Cutting Parameters: P83-86 J \ J

———————-g Spot Drill
Suitable for steel and cast iron materials processing seriestt

Suitable for steel and cast iron fP\ /K\ M
Cutting Parameters: P87-90 \J \J

g Internal R End Mill
Suitable for steel and cast iron materials processing series

Suitable for steel and cast iron fP\ /K\ M
Cutting Parameters: P91-93 \J \J
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T-Slot End Mill
Suitable for various steels universal processing series

The special tool design is very suitable for various steels universal

processing o\ )\

Cutting Parameters: P94-96 \PJ \KJ M

Dovetail End Mill
Suitable for various steels universal processing series

The special tool design is very suitable for various steels universal

processing L\ )\
Cutting Parameters: P97-99 \PJ \KJ M

Thread End Mill

Suitable for various steels universal processing series

The special tool design is very suitable for various steels universal

processing f\ f\
Cutting Parameters: P100-104 \PJ \KJ M

Corn End Mill For Composite Meterial

Suitable for various steels universal processing series

The special tool design is very suitable for various steels universal

processing o\ )\
Cutting Parameters: P105-106 \PJ \KJ M

Twist Drill

Stainless steel, die steel high-speed and efficiency processing series

The special tool design is very suitable for stainless steel, die steel materials

processing /\ f\
Cutting Parameters: P107-111 \PJ \KJ M
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Processed Marteria

- Steel, high-alloyed -

M

Steel Stainless steel

Aluminium and other non-ferrous metals

S Special, super and titanium alloys S

H Hardened steel and chilled cast iron H

Coating AITiN NACO AICTSIN
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e Suitable for processing ordinary steel, P20 and cast iron
materials.

e High performance TiSiN coating. High temperature
resistance and high wear resistance.

e Ultra-fine grained carbide material.

WORLDWIDE R'ELIABL PARTN ERS
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General processing of various steels

Anh Kim Group

Strong anti-sticking ability, improve tool life,

Hotline: 0909 512 911 Anh Kim Group

35° helix angle design, Smooth cutting without chip accumulation

hardness (GPa)
OL SL 02 ¢ OE SE O¥ S¥ 0S5 S5 09

Q)JISIN
-
AITiN-NANO
®
TIiCN
TIAIN
TN
400 600 800 1000 1200

Irregular helix angle

1400 [Improved productivity with effective machining due to
Oxidation start temperature (°C)

less vibration]

Wear condition after processing

normal abrasion

Severe collapse

Severe wear
Micro collapse
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';_,=. cast\ron

: v
"o Long neck design avonds colllsﬁwnh workpiece, Swtable for

deep pocket milling of mold rib.

l‘

Fine grinding, high precise sizes
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ORDINARY STEEL, CAST IRON

Micro Diameter Square End Mill ( Standard )
WXJPD TISIN - AITIN H;C % ';5_ Ii oo [

STTBWY
P e

M

R oa] ( SSs o |
v | i E |

Order Number D L D2 L2
mm mm mm mm
SS-2AKE 002 004 SO4C 0.2 04 4 50
SS-2AKE 003 006 S04C 0.3 0.6 4 50
SS-2AKE 004 008 S04C 0.4 0.8 4 50
SS-2AKE 005 010 SO4C 0.5 1 4 50
SS-2AKE 006 012 S04C 0.6 el 4 50
SS-2AKE 007 014 SO4C 0.7 14 4 50
SS-2AKE 008 016 S04C 0.8 1.6 4 50
SS-2AKE 009 018 SO4C 0.9 1.8 4 50
Tool Di r (mm)
(mm) | Ve 08 T 09 T 10 T 12 14 1 16 1 18 [ 20
150 Workpiece Material Depth of cut | m/min 'ﬂ
2 <0.5D t d (min-1)
I R -
(SOHRC) ap=0.5D 70 rote speed (min-1) : 27870 24770 22290 18580 15920 13930 12380 4780
Alloy Steel ap<0.05D feed velocity (mm/min) 840 B40 850 820 80O 780 820 2000
; ap<0.5D rate speed (min-1) : 23890 21230 19110 15820 13650 11940 10620 5840
M stainless steel aps0.03D 60 feed velocity (mm/min) 760 760 760 730 740 720 740 2530
(<32HRC)  ap=0.5D rote speed (min-1) : 35830 31850 28660 23890 20470 17910 15820 5840
oy castivon, nodularcasthoos  @PSGSD 90 feed velocity (mm/min) 7150 1150 1150 7100 1100 1070 1110 2530
(3545HRC) ap<0.5D 20 rote speed (min-1) 31850 28310 25480 21230 18200 15920 14150 5840
High alloy cast iran ap<0.05D feed velocity (mm/min) 830 850 820 760 800 860 910 2440

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table.
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3-2&ANKE

ORDINARY STEEL, CAST IRON

Carbide 2 & 4 Flutes Square Long Neck End Mill
SGPD TISIN AITIN HRC PP I’s L B (A l

24 D D=12 D>12
Tol 0 0

STT@Y A Y

P e
M
.o
o ——
s il
H

L1 _'IL"_
L2
Order Number D L L1 D2 L2
mim mim mm mm mm
S-2AKE 002 010 SO4C 0.2 0.3 1 4 50
S-2AKE 002 020 S04C 0.2 03 2 4 50
S-2AKE 003 010 SO4C 03 05 1 4 50
S-2AKE 003 020 S04C 03 05 2 4 50
S-2AKE 003 030 S04C 03 05 3 4 50
S-2AKE 004 020 S04C 04 0.6 2 4 50
S-2AKE 004 030 S04C 04 0.6 3 4 50
S-2AKE 004 040 S04C 04 0.6 4 4 50
S-2AKE 004 060 S04C 04 0.6 6 4 50
S-2AKE 005 020 S04C 05 07 2 4 50
S-2AKE 005 030 S04C 05 07 3 4 50
S-2AKE 005 040 S04C 05 07 4 4 50
S-2AKE 005 050 SO4C 05 07 5 , 4 50
S-2AKE 005 060 S04C 05 07 6 j 4 50
S-2AKE 005 080 SO4C 05 07 8 ! 4 50
S-2AKE 006 020 SO4C 0.6 09 2 4 50
S-2AKE 006 030 S04C 0.6 09 3 4 50
S-2AKE 006 040 S04C 0.6 09 4 4 50
S-2AKE 006 050 SO4C 0.6 09 5 4 50
S-2AKE 006 060 SO4C 0.6 09 6 4 50
S-2AKE 006 080 SO4C 06 09 8 4 50

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
9 50%~70% and the feed should reach 40%~60% based on the table.



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

3-2&ANKE

ORDINARY STEEL, GAST IRON
GCarhide 2 & 4 Flutes Square Long Neck End Mill
SGPD TISIN AITIN ”Rc PP l;s L o ey '

o D D<12 D>12

*DIBD e

P e
M

——

! ’ 07| [ il
H

o k]
L2
Order Number D L L1 D2 L2
mim mim mim mim mim

S-2AKE 008 030 S04C 0.8 12 3 4 50
S-2AKE 008 040 S04C 0.8 12 4 4 50
S-2AKE 008 050 S04C 0.8 12 5 4 50
S-2AKE 008 060 S04C 0.8 12 16} 4 50
S-2AKE 008 080 S04C 0.8 12 8 4 50
S-2AKE 008 100 SO4C 08 12 10 Z 50
S-2&4AKE 010 050 S0O4C 1 15 5 4 50
S-2&4AKE 010 060 S04C 1 15 4 50
S-284AKE 010 080 SO4C 1 15 8 2 50
S-2&4AKE 010 100 SO4C 1 15 10 4 50
S-284AKE 010 120 SO4C 1 1.5 12 4 50
S-2&4AKE 010 140 SO4C 1 15 14 4 50
S-2&4AKE 010 160 S04C 1 15 16 4 50
S-2&4AKE 010 200 SO4C 1 15 20 4 50
S-284AKE 015 060 S04C 15 23 6 4 50
S-2&4AKE 015 080 SO4C 15 23 8 4 50
S-284AKE 015 100 S04C 15 23 10 4 50
S-284AKE 015 120 S04C 15 23 12 4 50
S-2&4AKE 015 140 S04C 15 23 14 4 50
S-2&4AKE 015 160 S04C 15 23 16 4 50
S-2&4AKE 015 200 S04C 15 23 20 4 50

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 10
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3-2&ANKE

ORDINARY STEEL, CAST IRON
Carbide 2 & 4 Flutes Square Long Neck End Mill

Unit 1
SGPD TISN AITIN "¢ e l}s . — e _

2/4
Tol 0

NelNgINh 1) % )

P e
M

=]

®
o] [T—=STo |
S i el il
H L2
Order Number D L L1 D2 L2
mm mm mm mm mm

S-2&4AKE 020 080 S04C 2 8 8 4 50
S-284AKE 020 100 S04C 2 3 10 4 50
S-284AKE 020 120 SO4C 2 3 12 4 50
S-2&4AKE 020 140 S04C 2 3 14 4 50
S-2&4AKE 020 160 S04C 2 8 16 4 50
S-2&4AKE 020 200 S04C 2 3 20 4 50
S-284AKE 025 120 S04C 25 38 12 4 50
S-2&4AKE 025 160 S04C 25 38 16 4 50
S-2&4AKE 025 200 S04C 2.5 38 20 4 50
S-2&4AKE 030 120 S04C 3 45 12 4 50
S-284AKE 030 160 S04C 3 45 16 4 50
S-2&4AKE 030 200 S04C 8 45 20 4 50
S-2&4AKE 040 160 SO6D 4 o) 16 6 60
S-2&4AKE 040 200 SO06D 4 6 20 6 60
S-2&4AKE 040 260 SO6E 4 6 26 6 75
S-2&4AKE 040 300 SO6E 4 6 30 6 75

{mm) Ve o8 1 09 1 10 :WIFWJI 16 L1858 1 20

1 Workpiece Material Cepth of cut m/min _b,

Ction it sy wd o ¥ T ot okority. (i) W e T Fe B e We

{50HRC) ap<0.5D 70 rote speed (min-1) 15020 24770 22200 18580 10620 7960 7080 6370

Alloy Stesl aps<0.05D feed velocity (mmy/min) 250 B40 850 820 250 290 300 290

M s s ST R S g WO W W W T W W

. e e BPe B oy (st WO W W W W W %%

(35-45HRC) aps0.5D % rote speed (min-1) 11940 28310 25480 21230 7960 6800 5970 4780

High alloy cast iron ap=<0.05D feed velocity (mm/min) 210 850 820 760 210 220 230 230

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
1 50%~70% and the feed should reach 40%~60% based on the table.
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ORDINARY STEEL, CAST IRON

Carhide 2 Flutes Square End Mill ( Standard )
ppsso Tisin AITIN MRC 4, I S R ii

55 3 - D D=<12 D>12
Tol 0 0

TSTTBO

l °
o] | =3
s | v |
H . L2
Order Number D L D2 L2
mm mm mm mm
2AKE 010 030 S04C 1 3 4 50
2AKE 015 050 S04C 1.5 5 4 50
2AKE 020 060 SO4C 2 6 “ 50
2AKE 025 080 SO4C 25 8 - 50
2AKE 030 090 SO4C 3 ] 3 50
2AKE 030 090 S04C 3 9 4 50
2AKE 035 110 S04C 35 11 4 50
2AKE 040 100 S04C 4 10 4 50
2AKE 050 130 SO5C 5 13 5 50
2AKE 050 130 S06C 5 13 6 50
2AKE 060 150 SO6C 6 15 6 50
2AKE 070 200 SO8D i 20 8 60
2AKE 080 200 SO8D 8 20 8 60
2AKE 090 250 S10E 9 25 10 75
2AKE 100 250 S10E 10 29 10 75
2AKE 110 250 S12E 11 25 12 75
2AKE 120 300 S12E 12 30 12 75
2AKE 140 450 S14H 14 45 14 100
2AKE 150 450 S16H 15 45 16 100
2AKE 160 450 S16H 16 45 16 100
2AKE 180 450 S18H 18 45 18 100
2AKE 200 450 S20H 20 45 20 100
—I—I—IMIM’—I—I—
mm) Ve i 4 [ .1 10 12 16 20
o Workpiece Material Depth of cut | m/min :fj
o M e O R B W W W oW W
(S0HRC) aps1D 130 rote speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Alloy Steel apsll 12D feed velocity (mm/min) 610 580 550 620 560 500 410 3iTo
M aps1sD g rote speed (min-1) 13800 10350 6900 5 4140 3450 2590 2070
stainless steel aps0.15D feed velocity {mm/min) 690 660 590 [ 610 590 490 460
i 20 BRI R W W OB W B W W
(35-45HRC) ap<iD 140 rote speed (min-1) 14860 11150 7430 5570 4460 3720 2790 2230
High alloy cast iron aps0.12D feed velocity (mm/min) 650 670 &0 620 580 560 500 460

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 12
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ORDINARY STEEL, CAST IRON

Carbide 2 Flutes Square End Mill ( Extra Long )
PDSS0 TISIN AITIN “;c < I;" \i s

D D=12 D>12
Tol 0 0

NelNgINh 1LY
B e

=
&=

L
H ‘ L2
Order Number D L D2 L2
mm mm mm mm
2AKL 030 120 SO3E 3 12 3 75
2AKL 040 160 SO4E 4 16 4 5
2AKL 050 180 SOSE 5 18 5 T
2AKL 060 240 SO6E 6 24 6 75
2AKL 080 250 SO8E 8 25 8 75
2AKL 030120 SO3H 3 12 3 100
2AKL 040 200 SO4H 4 20 4 100
2AKL 050 300 SO5H 5 30 5 100
2AKL 060 300 SO6H 6 30 6 100
2AKL 080 350 SO8H 8 35 8 100
2AKL 100 400 S10H 10 40 10 100
2AKL 120 450 S12H 12 45 12 100
2AKL 060 450 SO6H E 45 6 150
2AKL 080 500 SO8H 8 50 8 150
2AKL 100 550 S10M 10 55 10 150
2AKL 120 550 S12M 12 55 12 150
2AKL 140 700 S14M 14 70 14 150
2AKL 160 800 S16M 16 80 16 150
2AKL 180 800 S18M 18 80 18 150
2AKL 200 800 S20M 20 80 20 130
TDlamet i
(mm) Vi 3 1 4 1 € 1 8 1 10 1 1 1 16 [ 2
L Workpiece Material Depth of cut | m/min :ﬁ
(<d5HRQ) ap<1.5D 180 rote speed (min-1) 19110 14330 9550 7170 5730 4780 3580 2870
Carbon steel alloy steel ap=0.15D feed velocity (mm/min) 1070 1030 920 930 920 860 860 860
(50HRC) ap=1D 130 rote speed (min-1) ’ 13800 10350 6900 5180 4140 3450 2590 2070
Alloy Steel aps0.12D feed velocity (mm/min) 610 580 S50 620 560 S00 410 370
M LA it 15D 43 rote speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
p<0.15D feed velocity (mm/min) 690 660 590 650 610 590 490 460
(<32HRC)  aps1.5D 160 rote speed (min-1) 16990 12740 8490 6370 5100 4250 3190 2550
castiron, nodular castiron  ap<0.15D feed velocity (mm/min) 850 820 820 750 700 680 610 560
(35.45HRC) aps1D 140 rote speed (min-1) 3 14860 11150 7430 5570 4460 3720 2790 2230
High alloy cast iron ap<0.12D feed velocity (mm/min) 650 670 670 620 580 560 500 460

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
13 50%~70% and the feed should reach 40%~60% based on the table.
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vac @ ¢ s .

ORDINARY STEEL, CAST IRON
Carbide 4 Flutes Square 45° Helix End Mill ( Standard )

PDS) TISIN. - AITiN D D<12 D>12

5
Tol 0 0

STTBY

P e
M

[ ] .
o SSS
5 ‘ | L
H L2
Order Number D L D2 L2
mm mm mm mm
4AKM 010 030 S04C 1 3 4 50
4AKM 015 050 S04C 1.5 ] 4 50
4AKM 020 060 S04C 3. 6 4 50
4AKM 025 080 S04C 25 8 4 50
4AKM 030 090 SO3C 3 9 3 50
4AKM 030 090 S04C 3 g 4 50
4AKM 035 110 SO4C 35 11 4 50
4AKM 040 100 SO4C 4 10 4 50
4AKM 050 130 SO5C 5 13 5 50
4AKM 050 130 S06C 5 13 6 50
4AKM 060 1560 SO06C 6 15 6 50
4AKM 070 200 S08D i 20 8 60
4AKM 080 200 SO8D 8 20 8 60
4AKM 080 240 SO8D 8 24 8 60
4AKM 090 250 ST0E 9 25 10 75
4AKM 100 250 S10E 10 25 10 75
4AKM 100 300 S10E 10 30 10 75
4AKM 110 300 S12E 11 30 12 75
4AKM 120 300 ST2E 12 30 12 75
4AKM 120 350 S12E 12 35 12 75
4AKM 130 450 S14H 13 45 14 100
4AKM 140 440 S14H 14 45 14 100
4AKM 150 450 S16H 15 45 16 100
4AKM 160 450 S16H 16 45 16 100
4AKM 180 450 S18H 18 45 18 100
4AKM 200 450 S20H 20 45 20 100
Jool Diameter (mm )
(mm) | Ve 1 a1 c 1 ¢ 1T W | T2 1T 16 1 30
150 Workpiece Material Depth of cut | m/min i
[<45HRC) aps15D0 1m0 rote speed (min-1) 19110 14330 9550 7170 5730 4780 3580 2870
Carbon steel alloy steel ap=0.15D feed velocity (mmymin) 1070 1030 920 930 920 860 860 860
(50HRC) ap<1D 130 rote speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Alloy Steel aps0.12D feed velocity (mm/min) 610 580 550 620 560 500 410 370
M 3 aps13D 45, rote speed (min-1) 13800 10350 6900 5180 4140 3450 2500 2070
stainless steel ap=0.15D feed velocity (mmy/min) 690 660 590 650 610 590 490 480
rote min-1
e ) i, W Tdveocty (mi) 'S0 R WO OW W OW W
(3s-45HRC)  aps<1D 140 rote speed (min-1) 14860 11150 7430 5570 4460 3720 2790 2230
High alloy cast iron ap<0.12D fead velocity (mm/min) 650 670 670 620 580 560 500 460

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 14
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ORDINARY STEEL, CAST IRON
Carhide 4 Flutes Square 45° Helix End Mill ( Standard )
poss0 TSN AN HAC @, & | S E—

| D D<12 D>12
0 0

STPBY

B e
M
[ 2 -
. o] S
H

Order Number D L D2 L2
mm mm mm mm
4AKE 010 030 S04C 1 3 4 50
4AKE 015 050 SO4C 1.5 5 4 50
4AKE 020 060 SO4C 2 6 - 50
4AKE 025 080 S04C 2.5 8 4 50
4AKE 030 090 SO3C 3 g 3 50
4AKE 030 090 SO4C 3 9 4 50
ZAKE 035 110 SOAC 35 11 4 50
4AKE 040 100 SO4C 4 10 4 50
4AKE 050 130 SO5C 5 13 5 50
4AKE 050 130 SO6C 5 13 6 50
4AKE 060 150 S06C 3 15 6 50
4AKE 070 200 SO8D 7 20 B8 60
4AKE 080 200 SO8D 8 20 B 60
4AKE 080 240 SO8D 8 24 8 60
4AKE 090 250 S10E 9 25 10 75
4AKE 100 250 S10E 10 25 10 75
4AKE 100 300 S10E 10 30 10 75
4AKE 110 300 S12E 11 30 12 75
4AKE 120 300 S12E 12 30 12 75
4AKE 120 350 S12E 12 35 12 75
4AKE 130 450 S14H 13 45 14 100
4AKE 140 440 S14H 14 45 14 100
4AKE 150 450 S16H 15 45 16 100
4AKE 160 450 S16H 16 45 16 100
4AKE 180 450 S18H 18 45 18 100
4AKE 200 450 S20H 20 45 20 100
Tool Diameter (mm}
(mm) | Ve 3 1 4 1 6 1 £ 1 10 1 12 1 16 120
150 Workpiece Material Depth of cut | m/min i
[<45HRC) aps15D0 1m0 rote speed (min-1) i 19110 14330 9550 7170 5730 4780 3580 2870
Carbon steel alloy steel ap=<0.15D feed velocity (mm/min) 1070 1030 920 930 920 860 860 860
(50HRC) ap<1D 130 rote speed (min-1) 13800 10350 6900 5180 4140 3450 2500 2070
Allay Steel ap<0.12D feed velocity (mm/min) 810 580 550 620 560 500 410 370
M 3 aps1.5D 130 rote speed (min-1) . 13800 10350 6900 5180 4140 3450 2590 2070
stainless steel ap=0.15D feed velocity (mmy/min) 690 660 590 650 610 590 490 480
rote ‘min-1
o 20, B W TR W R W BB RN R
(35-45HRC) ap<1D 140 rote speed (min-1) 14860 11150 7430 5570 4460 3720 2790 2230
High allay cast iron ap<0.12D feed velocity (mm/min) 650 670 670 620 580 560 500 460

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
15 50%~70% and the feed should reach 40%~60% based on the table.
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ORDINARY STEEL, CAST IRON

Carbide 4 Flutes Square End Mill ( Extra Long )
D50 TISN. AITIN " @ ¢ _S_ e

D D=12 D>12
Tol 0 0

NelNgINGh 1) %

B e
M

R o] |

%

.:'s: ‘ | L
S I
H | Lz
Order Number D L D2 L2
mm mm mm mm
4AKL 030 120 SO3E 3 2 3 75
4AKL 035 110 SO4E 35 4 75
4AKL 040 160 SO4E 4 75
[4AKL 050 180 SO5E 5 E 75
4AKL 060 240 SO6E [ 24 [ 75
4AKL 080 250 SOSE 8 25 8 ]
ZAKL 030 120 SO3H 3 12 3 00
4AKL 040 200 SO4H 4 20 4 00
4AKL 050 300 SO5H E 30 5 00
ZAKL 060 300 SO6H [ 30 6 00
ZAKL 080 350 SOBH 8 35 8 00
4AKL 100 400 S10H 10 40 10 00
4AKL 100 500 S10H 10 50 10 00
4AKL 120 450 S12H 12 45 12 100
4AKL 120 500 ST2H 12 50 12 00
4AKL 060 450 SO6M 6 45 6 50
4AKL 080 500 SO8M ] 50 8 50
4AKL 100 550 S10M 10 55 10 150
4AKL 120 550 S12M 12 55 12 150
4AKL 140 700 S14M 14 70 14 150
4AKL 160 800 S16M 16 80 16 150
4AKL 180 800 S18M 18 80 18 150
4AKL 200 800 S20M 20 80 20 150
4AKL 060 500 SO6R [ 50 [ 200
4AKL 080 600 SO8R 8 60 8 200
4AKL 100 650 S10R 10 65 10 200
4AKL120 700 S12R 12 70 12 200
4AKL 140 800 S14R 14 80 14 200
4AKL 160 850 SI6R 16 85 16 200
| 4AKL 200 900 S20R 20 90 20 200
Tool Chameter {mm
(mm} We 3 14 1 [ | A i0 I} 12 1 16 1 20
50 Workpiece Material Depth of cut | my/min i
{<45HRC) ap£1.5D0 g0 rote speed (min-1) : 19110 14330 9550 7170 5730 4780 3580 2870
T brcus atut milc el ap=0.15D feed velocity (mmy/min) 1070 1030 920 930 920 B60 @60 860
(SOHRC) aps1D 130 rote speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Mlloy Steel ap=0.12D feed velocity (mm/min) 810 580 550 620 560 500 410 370
M aps1sD 44, rote speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
stainless steel ap=0.15D feed velocity (mmy/min) 690 660 590 650 B10 590 430 460
(<32HRC)  APS1SD e rote speed (min-1) 16990 12740 8490 6370 5100 4250 3190 2550
rycastion, noduler castion  @p<0.15D feed velocity (mmy/min) 850 820 820 750 700 680 610 560
(35-45HRC) aps1D 140 rote speed (min-1) 14860 11150 7430 5570 4460 320 2790 2230
High allay cast iron ap<0.12D feed velocity (mmy/min) 650 670 670 620 580 560 500 460

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 16



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

ORDINARY STEEL, CAST IRON

Micro Diameter Ball Nose End Mill ( Standard )
\ (O '
wwap Tisn  PRC 45 I:‘E‘° | B ‘ ’ “

60 ; R R
Tol +0. 015
k%[ th i [ | i!%?y
P e
M e R
[ ] o
DzI D
S =
H - - -
Order Number D R D2 L2
mm mm mm mm
SS-2AKB 003 006 S04C 0.3 0.15 4 20
SS-2AKB 004 008 S04C 0.4 0.2 4 50
SS-2AKB 005 010 SO4C 05 0.25 2 50
SS-2AKB 007 014 S04C 0.7 235 4 50
SS-2AKB 008 016 SO4C 0.8 0.4 4 50
SS-2AKB 009 018 S04C 0.9 0.45 4 50
Tool Diameter (mm)
(mm)| Ve pe T o8 T 10 | 12 [ 16 1 70
150 ; : . >
Work Material Depth of cut | m/min =
orkpiece Materia epth of cu I f_:?_,#ﬂ
(<45HRC) ap<0.02D 80 rote speed (min-1) y 42460 15920 25480 21230 6370 12740
Carbon steel alloy steel ap<0.02D feed velocity (mm/min) 1400 1960 1430 1490 1620 1400
(50HRC) ap<0.01D 70 rote speed (min-1) 37150 10350 22290 5970 4780 11150
Alloy Steel ap<0.01D feed velocity (mm/min) 1190 1180 1160 1160 1050 1160
M ap<0.02D 4 rote speed (min-1) 34500 35030 20700 17520 11680 10350
stainless steel ap<0.02D feed velocity (mm/min) 1170 2450 1160 2630 2570 1140
(<32HRc)  ap<0.02D 80 rote speed (min-1) : 42460 31850 25480 17520 11680 12740
oy castiron, noduircaitiion  9pS0.02D feed velocity (mm/min) 1440 1460 1430 2630 2570 1400
{35-4SHRC) ap<0.02D 70 rote speed (min-1) 37150 27870 22290 17520 11680 11150
High alloy cast iron ap<0.02D feed velocity (mm/min) 1190 1170 1160 2450 2450 1160

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
17 50%~70% and the feed should reach 40%~60% based on the table.



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

ORDINARY STEEL, CAST IRON
Carbide Long Neck Ball Mill

posso Tisie AITIN H,R,C % l B L l; D<12 D>12
- : Tol 0 0 5
1 0.015 0. 02
nglNoINFIN;
Z)
P e
M R
I o DZI }:]::l:g/jt;
el
s i L1 |
H | 11
Order Number DxR L L1 D2 L2
mm mm | mm mm mm
S-2AKB 002 010 S04C 02xRO1 02 1 4 50
S-2AKB 002 020 S04C 0.2xRO1 02 2 4 50
S-2AKB 003 010 S04C 0.3xR015 03 1 4 50
S-2AKB 003 020 S04C 0.3xR015 03 2 4 50
S-2AKB 003 030 S04C 0.3xR015 03 3 4 50
S-2AKB 004 0200 S04C 04xR0.2 04 2 4 50
S-2AKB 004 030 S04C 04xR0.2 04 3 4 50
S-2AKB 004 040 SO4C 04xR0.2 04 4 4 50
S-2AKB 004 060 S04C 04xR0.2 04 6 4 50
S-2AKB 005 020 S04C 0.5 x R0.25 05 2 4 50
S-2AKB 005 030 S04C 0.5 xR0.25 05 3 4 50
S-2AKB 005 040 S04C 0.5xR0.25 05 4 4 50
S-2AKB 005 050 S04C 0.5 xR0.25 05 5 ! 7 50
S-2AKB 005 060 S04C 0.5xR0.25 0.5 6 j 4 50
S-2AKB 005 080 S04C 05xR0.25 05 8 [ 2 50
S-2AKB 006 020 S04C 0.6xR0.3 0.6 2 4 50
S-2AKB 006 030 S04C 0.6xR03 06 3 4 50
S-2AKB 006 040 SO4C 0.6xR03 0.6 4 4 50
S-2AKB 006 050 S04C 0.6xR03 0.6 5 4 50
S-2AKB 006 060 S04C 0.6xR0.3 0.6 6 4 50
S-2AKB 006 080 S04C 0.6xR03 0.6 8 4 50

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 18



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

ORDINARY STEEL, CAST IRON

Carhide Long Neck Ball Mill
HRC : QR iS— ] — g
S

r
-

PD550 TISIN  AITIN

Tol 0 0
PBIIW S
P e
M R
. 4
I DZI et e :tn |

s LT’JL [ | il

H L2
Order Number DxR L L1 D2 L2

mm mm mm mm mm

S-2AKB 008 030 S04C 0.8xR04 0.8 3 4 50
S-2AKB 008 040 S04C 0.8 x RO4 08 4 4 50
S-2AKB 008 050 S04C 0.8 x RO4 0.8 5 4 50
S-2AKB 008 060 S04C 0.8 xR04 038 6 4 50
S-2AKB 008 080 S04C 0.8xR04 0.8 8 4 50
S-2AKB 008 100 S04C 0.8xR0O4 038 10 4 50
S-2AKB 010 040 S04C 1xRO.5 1 4 4 50
S-2AKB 010 060 SO4C 1xR05 1 6 4 50
S-2AKB 010 080 S04C 1xR0O.5 1 8 4 50
S-2AKB 010 100 SO4C 1xR05 1 10 4 50
S-2AKB 010 120 SO4C 1xR0O.5 1 12 4 50
S-2AKB 010 150 S04C 1xR0.5 1 14 4 50
S-2AKB 010 160 SO4C 1xRO.5 1 16 ; 2 50
S-2AKB 010 200 S04C 1xRO5 1 20 | 4 50
S-2AKB 015 080 S04C 15 x R0O.75 15 6 [ 4 50
S-2AKB 015 060 S04C 15xR0O.75 15 8 4 50
S-2AKB 015 100 S04C 15x R0.75 15 10 4 50
S-2AKB 015 120 SO4C 15 x R0.75 15 12 4 50
S-2AKB 015 140 S04C 1.5 xR0O.75 15 14 4 50
S-2AKB 015 160 S04C 15xR075 15 16 4 50
S-2AKB 015 200 S04C 15xR075 15 20 4 50

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
19 50%~70% and the feed should reach 40%~60% based on the table.



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

ORDINARY STEEL, CAST IRON
Carbide Long Neck Ball Mill

. HRC . [ ) ‘
PDSs0 TSN AITIN " '% I B . e e
Tol 0 0
0.015 -0, 02
R
:tn
el
L1 —
L2
Order Number DxR L L1 D2 L2
. mm mm mm mm mm
S-2AKB 020 080 S04C 2RI 2 8 4 50
S-2AKB 020 100 SO4C 2RI 2 10 4 50
S-2AKB 020 120 SO4C 2xR1 2 12 4 50
S-2AKB 020 140 SO4C 2xR1 2 14 4 50
S-2AKB 020 160 S04C 2xR1 2 16 4 50
S-2AKB 020 200 S04C 2xR1 2 20 4 50
S-2AKB 030 120 SO4C 3xR15 3 12 4 50
S-2AKB 030 160 S04C 3xR15 8 16 4 50
S-2AKB 030 200 S04C 3xR15 3 20 4 50
S-2AKB 030 120 S04C 3xR15 3 12 6 60
S-2AKB 030 160 SO6D 3xR15 3 16 6 60
S-2AKB 030 200 S06D 3xR15 3 20 6 60
S-2AKB 030 260 SO6E 3xR15 8 26 6 75
S-2AKB 030 300 SO6E 3xR15 3 30 6 75
S-2AKB 040 160 SO06D 4xR2 4 16 6 60
S-2AKB 040 200 S06D 4xR2 4 20 6 60
S-2AKB 040 260 SO6E 4xR2 4 26 6 75
S-2AKB 040 300 SO6E 4xR2 4 30 6 75
Tool Diameter (mm
- {mm) \«'c. 06 108 1 10 E,I_ 12 1 16 T 20
Workpiece Material Depth of cut | m/min -::‘ﬁ
Cabon et HR) | BOBD B mmemiceaviody (umin o o Ges Ge SR W
(SOHRC) ap<001D 70  #4i# rote speed (min-1) 37150 10350 22290 5970 4780 11150
Alloy Steel ap<0.01D #5488 feed velocity (mm/min) 1190 1180 1160 1160 1050 1160
M g ap<0.02D 70 §6i@ rote speed (min-1) 34500 35030 20700 17520 11680 10350
stainless steel ap<0.02D BHATHE feed velocity (mm/min) 1170 2450 1160 2630 2570 1140
(<32HRC)  ap=0.02D 80 $4i% rote speed (min-1) : 42460 31850 25480 17520 11680 12740
Gry castiron, nodular cast iron  ap<0.02D HATE feed velocity (mm/min) 1440 1460 1430 2630 2570 1400
(35-45HRC) ap<0.02D 70 $4 rote speed (min-1) 37150 27870 22290 17520 11680 11150
High alloy cast iron ap<0.02D HES451E feed velocity (mm/min) 1190 1170 1160 2450 2450 1160

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 20



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

ORDINARY STEEL, CAST IRON
Carbide Long Neck Ball Mill

QDss0 TISING AITIN o 9 2 I?s- | ‘

55 . B R R<1.5 1.5¢R<3  R=3 4
2 =5 Tal 0 0 0 |
@@ @ —2 -0. 015 -0. 015 -0. 02
®
R
L ] g,
Dz
11 =D |
L
L2
I
Order Number D R D2 L2
mm mm mm mm
2AKB 010 020 SO4C 1 0.5 4 50
2AKB 015 030 S04C 1.5 0.75 4 50
2AKB 020 040 S04C 2 1 4 50
2AKB 025 050 S04C 35 125 4 50
2AKB 030 060 SO3C 3 1.5 3 50
2AKB 030 060 S04C 3 1.5 4 50
2AKB 035 070 S04C 35 1.75 4 50
2AKB 040 080 SO4C 4 2 4 50
2AKB 050 100 SO5C 5 2.5 5 50
2AKB 050 100 SO6C 5 25 6 50
2AKB 060 120 S06C 6 3 6 50
2AKB 070 140 SO8D 7 35 8 60
2AKB 080 160 SO8D 8 4 8 60
2AKB 100 200 S10E 10 5 10 75
2AKB 120 240 S12E 12 6 12 A
2AKB 140 280 S14H 14 7 14 100
2AKB 160 320 S16H 16 8 16 100
2AKB 180 360 S18H 18 9 18 100
2AKB 200 400 S20H 20 10 20 100
Tool Diameter (mm)
(mm) | Ve 415!517ﬂ_8—lL9110111112
IS0 Workpiece Material Depth of cut | m/min ;iﬂ
(<45HRC) ap=0.2D 160 rote speed (min-1) 12740 10190 B490 7280 6370 5660 5100 4630 4250
Carbon steel alloy steel ap<0.3D feed velocity (mm/min) 1020 1020 1020 1020 1020 1020 1020 1020 1020
(S0HRC) aps=0.15D 120 rote speed (min-1) 9550 7640 6370 5460 4780 4250 3820 3470 3190
Alloy Steel ap<0.15D feed velocity (mm/min) 610 660 630 620 610 610 610 610
M g aps0.2D 110 rote speed (min-1) - 8760 7010 5840 5010 4380 3890 3500 3190 2920
stainless steel ap=0.2D feed velocity (mm/min) 610 630 640 630 630 620 630 640 640
(<32HRC)  ap<0.2D 140 rote speed (min-1) 11150 8920 7430 6370 5570 4950 4460 4050 3720
Gry cast lron, nodular castiron  ap<0.2D feed velocity (mm/min) 780 800 820 800 790 800 810 820
(35-45HRC) iPS'MD 120 rote speed (min-1) 9550 7640 6370 5460 4780 4250 3820 3470 3190
High alloy cast iron ap<0.1D feed velocity (mm/min) 610 640 660 660 670 650 650 660 670

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
21 50%~70% and the feed should reach 40%~60% based on the table.



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

ORDINARY STEEL, CAST IRON
Carbide Long Neck Ball Mill

HRC 2Dy [ | o T J
QD550 TISIN  AITIN 55 : 2" 1;5' . B R R=1.5 1. 5<R<3 R=3 4
Tol 0 0 0 \
i’ @@ @ @ ©0.015  -0.015 -0. 02
/_'3_
D2 | =D o ,
‘ | L
L2
I
Order Number D R D2 L2
mm mm mm mm
2AKB 030 060 SO3E 3 1.5 3 75
2AKB 040 080 SO4E 4 2 4 75
2AKB 050 100 SO5E 5 2.5 5 75
2AKB 060 120 SO5E 6 3 6 75
2AKB 080 160 SO8E 8 4 8 75
2AKB 030 060 SO3H B 1.5 2 100
2AKB 040 080 SO4H 4 5 2 100
2AKB 050 100 SO5H 5 35 B 100
2AKB 060 120 SO6H 6 3 [ 100
2AKB 080 160 SO8H 8 4 8 100
2AKB 100 200 S10H 10 5 10 100
2AKB 120 240 S12H 12 6 12 100
2AKB 060 120 SO6M 6 3 6 150
2AKB 080 160 SO8M 8 4 8 150
2AKB 100 200 S10M 10 5 10 150
2AKB 120 240 S12M 12 6 12 150
2AKB 140 280 S14M 14 7 14 150
2AKB 160 320 S16M 16 8 16 150
2AKB 180 360 S18M 18 9 18 150
2AKB 200 400 S20M 20 10 20 150
2AKB 060 120 SO6R 6 3 6 200
2AKB 080 160 SO8R 8 4 ] 200
2AKB 100 200 STOR 10 5 10 200
2AKB 120 240 S12R 12 3 12 200
2AKB 160 320 S16R 16 8 16 200
Tool mﬂ]
(mm) | e 4 1 5 1 & v i | 10 1 11 1 12
150 Workpiece Material Depth of cut | mymin ﬂl‘%
[ <45HRC) ap=02D  q4p Tote speed (min-1) ; 12740 10190 8490 7280 6370 5660 5100 4630 4250
Carbon steel alloy steel aps0.3D feed velocity (mmy/min) 1020 1020 1020 1020 1020 1020 1020 1020 1020
(S0HRC) aps0.150 120 rote speed (min-1) 9550 7640 6370 5460 4780 4250 3820 3470 3190
Alloy Steel ap=0.15D feed velocity (mmy/min) 610 640 660 630 620 610 610 610 610
M p aps02D 444 rote speed (min-1) 8760 7010 S840 5010 4380 3890 3500 3190 2920
stainless steel ap <0.2D feed velocity (mmymin) 610 630 640 630 630 620 630 640 640
'"“" il 2y SR N i ins o DS
(35-45HRC) ap<0iD 435 rote speed (min-1) 9550 7640 6370 5460 4780 4250 3820 3470 3190
High alloy cast iron ap=0.1D feed velocity (mmy/min) 610 640 660 660 670 650 650 660 670

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 22



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

3-2&4AKR

ORDINARY STEEL, CAST IRON
Carbide 2 & 4 Flutes Long Neck Corner Radius End Mill

HRC . SN
¥YB550 TISIN AITIN @% Ias‘ S D D=<12 D>12 |h
55 2/a Tol 0 0
0. 015 -0.02

STTBHY

&l
M
;- :
5 Dz] ﬂ | l =Y |D
H

| Lz@

Order Number DxR L L1 D2 L2
mim mim mm mm mim

S-284AKR 010 001 040 SO4C 1x RO 15 4 4 50
S-284AKR 010 001 060 S04C 1x RO 1.5 6 4 50
S-2&4AKR 010 001 080 S04C 1x RO 15 8 4 50
S-284AKR 010 002 040 SO4C 1xRO2 15 4 4 50
S-284AKR 010 002 060 SO4C 1xR0O.2 15 6 4 50
S-284AKR 010 002 080 SO4C 1xRO.2 15 8 4 50
S-284AKR 010 002 100 SO4C 1xRO.2 15 10 4 50
S-284AKR 015 001 060 SOAC 15 x RO 23 6 4 50
S-284AKR 015 001 080 SO4C 15 x RO.1 23 8 4 50
S-284AKR 015 001 100 S04C 15x RO 23 10 4 50
S-284AKR 015 002 060 SO4C 15 x R0O.2 2.3 6 4 50
S-284AKR 015 002 080 SOAC 15X R0.2 23 8 4 50
S-284AKR 015 002 100 SO4C 15x RO2 23 10 4 50
S-284AKR 015 002 120 S04C 15xR0.2 23 12 4 50
S-284AKR 020 001080 SO4C 2xRO1 3 8 4 50
S-284AKR 020 001100 SO4C 2 x RO 3 10 4 50
S-284AKR 020 001120 SO4C 2xRO1 3 12 4 50
S-284AKR 020 001160 SO4C 2xRO1 3 16 4 50
S-284AKR 020 002 080 SO4C 2xR0.2 3 8 4 50
S-284AKR 020 002 100 SO4C 2xR0.2 3 10 4 50
S-284AKR 020 002 120 SO4C 2xRO.2 3 12 4 50
S-284AKR 020 002 160 SO4C 2xR0.2 3 16 4 50

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
23 50%~70% and the feed should reach 40%~60% based on the table.



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

3-2&4AKR

ORDINARY STEEL, CAST IRON
Carbide 2 & 4 Flutes Long Neck Corner Radius End Mill

X B
YB550 TISIN AITIN HSRSC QP Ias' S . D<12 D>12 ' |I'

" Tol 0 0

f f - % -0. 015 -0. 02
|
2 e |
M . i
E ® 'y |
Dz] ﬂ | =Y |D |
&
H | | L1 LL_.
| |_2 . ¥ LA
Order Number DxR L L1 D2 L2
mm mm mm mm mm
S-284AKR 030 002 160 S04C 3xR0.2 45 16 4 50
S-284AKR 030 002 200 S04C 3xR0.2 45 20 4 50
S-284AKR 030 002 160 SO6D 3xR0.2 45 16 6 60
S-284AKR 030 002 200 SO6D 3xR0.2 45 20 6 60
S-284AKR 030 005 120 SO4C 3xR0.5 45 12 4 50
S-284AKR 030 005 160 S04C 3xR05 45 16 4 50
S-284AKR 030 005 200 SO4C 3xR0O5 45 20 4 50
S-284AKR 030 005 160 S06D 3xR05 45 16 6 60
S-284AKR 030 005 200 SO6D 3xR05 45 20 6 60
S-284AKR 030 005 260 SO6E 3xRO5 45 26 6 75
S-284AKR 030 005 300 SO6E 3xR05 45 30 6 75
S-284AKR 040 002 160 SO6D 4xR0.2 6 16 6 60
S-284AKR 040 002 200 SO6D 4xR02 6 20 . 6 60
S-284AKR 040 005 160 S06D 4xR05 6 16 | 6 60
S-284AKR 040 005 200 SO6D 4xR0O5 6 20 f 6 60
S-284AKR 040 005 260 SO6E 4xR0O5 6 26 6 75
S-284AKR 040 005 300 SO6E 4xR05 6 30 6 75
{mm) Ve o8 1 09 1 10 :WIPML‘FENI 16 L1858 1 20
s Workpisce Materlal Depthofcut | m/min i
Carbon Stict oy s w0 *® P rvelucty (shsin) % e Tw Yo R W W W
(50HRC) ap<0.5D 10 rote speed (min-1) 15020 24770 22200 18580 10620 7960 7080 6370
Alloy Steel ap <0.05D feed velocity (mmy/min) 250 B40 B50 820 250 290 300 290
M sk B @ e e WO W W OB O® W W
e, B m T oy (e O W Fe W W W 9%
e Bt @ ity o T B w0 e B W W

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 24



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

ORDINARY STEEL, CAST IRON
Carbide Corner Radius End Mill ( Standard )
VBSS0 TEN. AITIN Hsnsc @ l = m I

» | D D<12 D>12
Tol 0 0

STUIRD R

.
i R
® v
! o | SSST
5 ‘ | L
H | L2
Order Number D R L D2 L2
mm mm mm mm mm
4AKR 010 002 S04C 1 02 3 4 50
4AKR 015 002 SO4C 1.5 0.2 3 4 50
4AKR 020 002 S04C & 0.2 6 4 50
4AKR 020 005 SO4C 5 0.5 6 4 50
4AKR 025 002 S04C 2.5 0.2 8 4 50
4AKR 025 005 S04C 2.5 0.5 8 4 50
4AKR 030 002 SO3C 3 0.2 9 3 50
4AKR 030 002 SO4C 3 0.2 9 4 50
4AKR 030 005 SO3C 3 0.5 9 3 50
4AKR 030 005 S04C 3 0.5 9 4 50
4AKR 035 005 S04C 35 0.5 11 4 50
4AKR 040 002 SO4C 4 0.2 10 4 50
4AKR 040 005 SO4C 4 0.5 10 4 50
4AKR 050 005 SO05C 5 0.5 13 5 50
4AKR 050 005 S06C 5 0.5 13 6 50
4AKR 050 010 SO5C 5 1 13 5 50
4AKR 050 010 SO6C 5 1 13 6 50
4AKR 060 002 S06C 6 0.2 15 6 50
4AKR 060 003 S06C 6 0.3 15 6 50
4AKR 060 050 SO6C 6 0.5 16 6 50
4AKR 060 010 SO6C 6 1 15 6 50
4AKR 080 005 SO8D 8 0.5 20 8 60
4AKR 080 010 SO8D 8 1 20 8 60
4AKR 080 020 SO8D 8 2 20 8 60
4AKR 100 005 S10E 10 0.5 25 10 75
4AKR 100 010 S10E 10 1 25 10 75
4AKR 100 020 S10E 10 2 25 10 75
4AKR 100 030 S10E 10 3 25 10 75
4AKR 120 005 S12E 12 05 30 12 75
4AKR 120 010 S12E 12 1 30 12 75
4AKR 120 020 S12E 12 2 30 12 75
4AKR 120 030 S12E 12 3 30 12 75
...... 7 s S e B B i kS S B
- Workpiece Mate Dopth of 7
e - - o, T m wm @ B W % W
(SOMRC ) apsiD " 108e speed (an 1) 13800 10350 6900 5180 4140 3450 2590 2070
My Sdeel aps012D Feed velocity (manimn [l 50 550 820 %80 500 40 o
| 7 [—— B o G~ OHS O OW W W ®w W
it v, s e o R " e ey, (i W OW W Y W w® W w
M Bl e U e A
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Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

ORDINARY STEEL, CAST IRON

Carbide Corner Radius End Mill ( Extra Long )
, . B Eh e
jos @ & s

5 D D=12 D>12

STTBHY

|-
N o SN

¥YB550 TISIN AITIN

| —
L2
r
Order Number D R L D2 L2
mm mm mm mm mm
4AKR 030 005 SO3E 3 0.5 9 3 75
4AKR 040 005 SO4E 4 0.5 10 4 75
4AKR 050 005 SO5E 5 0.5 13 b 75
4AKR 060 006 SO6E 6 0.5 15 6 75
4AKR 080 005 SOBE 8 0.5 20 8 75
4AKR 040 005 SO4H 4 0.5 9 4 100
4AKR 040 010 SO4H - 1 9 4 100
4AKR 050 005 SO5H 5 0.5 13 5 100
4AKR 050 010 SO4H 5 1 13 5 100
4AKR 060 005 SO6H 6 05 15 6 100
4AKR 060 010 SO6H 6 1 15 6 100
4AKR 080 005 SO8H 8 0.5 20 8 100
4AKR 080 010 SO8H 8 1 20 8 100
4AKR 100 005 S10H 10 0.5 25 10 100
4AKR 100 010 ST0H 10 1 25 10 100
4AKR 120 005 S12H 12 0.5 30 12 100
4AKR 120 010 S12H 12 1 30 12 100
4AKR 080 005 SO8M 8 0.5 20 8 100
4AKR 080 010 SO8M 8 1 20 8 150
4AKR 100 005 S1OM 10 0.5 25 10 150
4AKR 100 010 S10M 10 1 25 10 150
4AKR 120 005 S12M 12 0.5 30 12 150
4AKR 120 010 S12M 12 1 30 12 150
mm) Ve £ 4 [ s B ""“""usm"‘- 1.
] Worigsiece Materlal Depthof cut | mymin
——— P P TEamtem W BB R W X8 B
ol o vyt WO W W W W W W
Il e SR TSl TR R E R ETSE
(3R @pE1SD e rote speed (min-1) 18990 12740 8490 6370 5100 4250 3190 2850
cast om, nodular casties  Ap30.15D foed velocity (mmymin) B50 820 B2 750 700 [=7 610 560

a0 O I W W W W OV W OB
Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 26



Hotline: 0909 512 911 Hotline: 0909 512 911 Anh Kim Group

Anh Kim Group

HRC60

Newly-developed NACO4 coating with improved wear resistance. The smoothing
treatment of the coating layer reduces the cutting resistance and improves chip
discharge significantly. This next-generation coating offers longer tool life and higher
efficiency in machining difficult-to-cut materials.

O— Smoothed Surface —0
Newly Developed NACO4 Coating [—O
Ultrafine Substrates —Q

Unique surface treatment technology
A good balance of smooth surfaces and sharp edges enables

smooth chip evacuation and reduced cutting resistance, increasing

machining efficiency and tool life.

o\ 0\
" & ©

Hardness similar to that of CVD diamond coating achieved with high adhesion strength

ALTI

The coating has good high temperature resistance and low friction coefficient. It is suitable for coating on
high-speed steel or carbide drill bits, and is suitable for deep hole drilling and milling.

ALTI

The coating has good performance in drilling and milling cast iron or ordinary steel, reducing the
phenomenon of sticking. Suitable for coating on HSS or carbide drills; also suitable for deep hole drilling and
milling.

ALTI

The coating can exert excellent performance on difficult-to-machine materials such as cutting hardness
between 45HRC and 50HRC; especially suitable for high-speed cutting.

27



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

3-2&4 AGE

STEEL, STAINLESS STEEL, GAST IRON
Carbide 2 & 4 Flutes Square Long Neck End Mill
poss0 AITIN "R QP l;:. \i ««

2/4 D D=12 D=>12
Tol 0 0

TOPRE =l

B e
M ®
ne o B——

s by

H L2
Order Number D L L1 D2 L2

mim mim mim mim mim

S-2ACE 002 010 SO4C 02 03 1 4 50
S-2ACE 002 020 S04C 02 03 2 4 50
S-2ACE 003 010 S04C 03 05 1 4 50
S-2ACE 003 020 S04C 03 05 2 4 50
S-2ACE 003 030 S04C 03 0.5 3 4 50
S-2ACE 004 020 S04C 04 0.6 2 4 50
S-2ACE 004 030 S04C 04 06 2 Z 50
S-2ACE 004 040 S04C 04 06 4 4 50
S-2ACE 004 060 SO4C 04 0.6 6 4 50
S-2ACE 005 020 S04C 05 07 2 4 50
S-2ACE 005 030 SO4C 05 07 3 4 50
S-2ACE 005 040 S04C 05 07 4 4 50
S-2ACE 005 050 SO4C 05 07 5 4 50
S-2ACE 005 060 SO4C 05 07 6 4 50
S-2ACE 005 080 S04C 05 07 8 4 50
S-2ACE 006 020 SO4C 0.6 09 2 4 50
S-2ACE 006 030 SO4C 0.6 09 3 4 50
S-2ACE 006 040 S04C 0.6 09 4 4 50
S-2ACE 006 050 S04C 06 09 5 4 50
S-2ACE 006 060 S04C 0.6 09 6 4 50
S-2ACE 006 080 SO4C 0.6 09 8 4 50

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 28



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

S-2&4AGE

STEEL, STAINLESS STEEL, GAST IRON
Carhide 2 & 4 Flutes Square Long Neck End Mill
posso AITIN "IRC PP l;:. \i i

2/4 D D<12 D>12
Tol 0 0

TTTBY

=
M
& 02 [T—=ST
5
H

L2
Order Number D L L1 D2 L2
mm mm mm mm mm
S-2ACE 008 030 SO4C 08 12 3 4 50
S-2ACE 008 040 S04C 08 12 4 4 50
S-2ACE 008 050 SO4C 08 12 B 4 50
S-2ACE 008 060 SO4C 08 12 6 4 50
S-2ACE 008 080 S04C 08 12 8 4 50
S-2ACE 008 100 S04C 08 12 10 4 50
S-284ACE 010 050 SO4C 1 15 5 7 50
S-284ACE 010 060 SO4C 1 15 6 4 50
S-284ACE 010 080 S04C 1 15 8 4 50
S-284ACE 010 100 SO4C 1 15 10 4 50
S-284ACE 010 120 SO4C 1 15 12 4 50
S-284ACE 010 140 S04C 1 15 14 4 50
S-284ACE 010 160 SO4C 1 15 16 4 50
S-284ACE 010 200 SO4C 1 15 20 4 50
S-284ACE 015 060 SOAC 15 23 6 4 50
S-284ACE 015 080 SO4C 15 23 8 4 50
S-284ACE 015 100 SO4C 15 23 10 4 50
S-284ACE 015 120 S04C 15 23 12 4 50
S-284ACE 015 140 SO4C 15 23 14 4 50
S-284ACE 015 160 S04C 15 23 16 4 50
S-284ACE 015 200 SO4C 15 23 20 4 50

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach

50%~70% and the feed should reach 40%~60% based on the table.
29



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

S-2&4AGE

STEEL, STAINLESS STEEL, GAST IRON
Carbide 2 & 4 Flutes Square Long Neck End Mill
posso AN HRC D l; \i v [

&0 P
244 D D<12 D>12

— Tol 0 0
SelNaIN 1 L % -

M

5 > —10
5
H

L2
Order Number D L L1 D2 L2
mm mm mm mm mm
S-284ACE 020 080 SO4AC 2 3 8 4 50
S-284ACE 020 100 SO4C 2 3 10 4 50
S-284ACE 020 120 S04C 2 3 12 4 50
S-284ACE 020 140 S04C 2 3 14 4 50
S-284ACE 020 160 S04C 2 3 16 4 50
S-284ACE 020 200 S04C 2 3 20 a 50
S-28&4ACE 025 120 SO4C 25 38 12 4 50
S-284ACE 025 160 S04C 25 38 16 4 50
S-2&4ACE 025 200 S04C 2.5 38 20 4 50
S-284ACE 030 120 S04C 8 45 12 4 50
S-284ACE 030 160 SO04C 3 45 16 4 50
S-284ACE 030 200 SO4C 3 45 20 4 50
S-284ACE 040 160 SO6D 4 6 16 6 60
S-284ACE 040 200 SO06D 4 6 20 6 50
S-284ACE 040 260 SO6E 4 6 26 6 7 5
S-284ACE 040 300 SO6E 4 6 30 6 7 5
{mm) Ve g8 1 ge 1 10 W[P}mll 16 118 L2080
L Workpiece Material Depthofcut | m/min .b.l
Carbon steehalloy stee Wbioo> ¥ o (mwiab) N T Twm e R W W W
[50HRC) ap=0.5D ) rote speed (min-1) : 15620 24770 22290 18580 10620 7960 7080 6370
Alloy Steel ap=0.050 feed velocity {mm/min) 350 840 850 820 250 230 300 250
M stainless steel Boow  ® s Vel (it B MR W R W W W %
<32HRC) ap<0.5D rote speed (min-1) 15920 31850 28660 23890 10620 9100 7960 6370
Gry castiron, nodular castiren  ap=0.05D 50 feed velocity (mm/min) 320 1150 1150 1100 300 310 320 320
. O -+ v O e v e S W W OW W™ ® OB W

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 30



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, GAST IRON
Carbide 2 Flutes Square End Mill ( Standard )
oo ATN " 5 |5 "

D D=12 D>12

TTPRY

B e
M -
l .
oo | =NL
. | & |
H | L2
Order Number D L D2 L2
mm mm mm mm
2ACE 010 030 S04C 1 3 4 50
2ACE 015 050 S04C 1.5 5 4 50
2ACE 020 060 SO04C 2 6 4 50
2ACE 025 080 SO4C 25 8 4 50
2ACE 030 090 S03C & 9 3 50
2ACE 030 090 S04C 3 9 4 50
2ACE 035 110 SO4C 35 11 4 50
2ACE 040 100 SO4C 4 10 4 50
2ACE 050 130 SO5C 5 13 5 50
2ACE 050 130 SO6C 5 13 [ 50
2ACE 060 150 SO6C 6 15 6 50
2ACE 070 200 SO8D 74 20 8 60
2ACE 080 200 SO8D 8 20 8 60
2ACE 090 250 SIOE g 25 10 I5
2ACE 100 250 S10E 10 25 10 75
2ACE 110 250 SI2E 11 25 12 75
2ACE 120 300 S12E 12 30 12 75
2ACE 140 450 S14H 14 45 14 100
2ACE 150 450 S16H 15 45 16 100
2ACE 160 450 S16H 16 45 16 100
2ACE 180 450 S18H 18 45 18 100
2ACE 200 450 S20H 20 45 20 100
o0l Diameter (mm
(mm) | ve El ] B B 10 7] 16 20
150 Workpiece Material Depth of cut | m/min j
( <45HRC) aps1.5D 180 rote speed (min-1) g 19110 14330 9550 TI70 5730 4780 3580 2870
Carbon steel alloy skeel aps0.15D feed velocity (mm/min) 1070 1030 920 930 920 860 860 860
(SOHRC) aps1D 130 rote speed (min-1) 13800 10350 6900 5180 4140 3450 2500 2070
Alloy Steel ap=0.12D feed velocity (mm/min) 610 580 550 620 560 500 410 370
M stiniess stee Pioio 10 b W R R T AR T
.,‘_mm e BRI ® ey rmmn e WO W W W OW W
(35-45HRC) aps1D 140 rote speed (min-1) 14860 11150 7430 5570 4460 3720 2790 2230
High alloy cast iron aps0.12D feed velocity (mm/min) 650 670 670 620 580 560 500 460

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
31 50%~70% and the feed should reach 40%~60% based on the table.



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, CAST IRON
Carbide 2 Flutes Square End Mill ( Standard )

HRC T
P oo s % l:} S I I; D=12 D>12
Tol 0 0

TR =

M

. R ——

‘ L [

Order Number D L D2 L2
mm mm mm mm
2ACL 030 120 SO3E 3 12 3 75
2ACL 040 160 SO4E 4 16 4 75
2ACL 050 180 SO5E 5 18 5 75
2ACL 060 240 SO6E 6 o4 6 75
2ACL 080 250 SOBE 8 55 8 75
2ACL 030120 SO3H 3 12 3 100
2ACL 040 200 SO4H 4 20 4 100
2ACL 050 300 SO5H 5 30 5 100
2ACL 060 300 SO6H 6 30 6 100
2ACL 080 350 SO8H 8 35 8 100
2ACL 100 400 S10H 10 40 10 100
2ACL 120 450 S12H 12 45 12 100
2ACL 060 450 SO6M 6 45 6 150
2ACL 080 500 SO8M 8 50 8 150
2ACL 100 550 S10M 10 55 10 150
2ACL 120 550 S12M 12 55 12 150
2ACL 140 700 S14M 14 70 14 150
2ACL 160 800 S16M 16 80 16 150
2ACL 180 800 S18M 18 80 18 150
2ACL 200 800 S20M 20 80 20 150
Tool Diameter (mm}
(mm e 3 1 4 1 ¢ 1 8 1 10 I 17 1 16 1 20
50 Workpiece Material Depth of cut | m/min '-jj
| <45HRC) ap<1.5D g Tote speed (min-1) ; 19110 14330 9550 7170 5730 4780 3580 2870
bl | | SDEBIED feed velocity (mm/min) 1070 1030 20 930 920 860 880 860
(S0HRC) aps1D 130 rote speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Alloy Steel aps0.12D feed velocity (mm/min) 610 580 550 620 560 500 410 370
M : aps1.5D 130 rote speed {min-1} = 13800 10350 6900 5180 4140 3450 2590 2070
stainless steel aps0.15D feed velocity (mm/min) 690 660 590 650 610 590 490 460
L waE w e M R W R YRR
(35-45HRC) aps1D 140 rote speed (min-1) 14860 11150 7430 5570 4460 3720 2790 2230
High alley east iron ap=0.12D feed velocity (mm/min) 650 670 670 620 580 560 500 460

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 32



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, CAST IRON
Carbide 2 Flutes Square End Mill ( Extra Long )

i o S a——
pss0 AITIN %, l; S o
Tol (1] 0

STIBD ==

M

. R ——

‘ L [

Order Number D L D2 L2
mm mm mm mm
2ACL 030 120 SO3E 3 12 3 75
2ACL 040 160 SO4E 4 16 4 75
2ACL 050 180 SOSE 5 18 5 75
2ACL 060 240 SO6E 6 24 6 75
2ACL 080 250 SO8E 8 5g 8 75
2ACL 030 120 SO3H 3 12 3 100
2ACL 040 200 SO4H 4 20 4 100
2ACL 050 300 SO5H 5 20 5 100
2ACL 060 300 SO6H 6 30 6 100
2ACL 080 350 SO8H 8 35 8 100
2ACL 100 400 S10H 10 40 10 100
2ACL 120 450 S12H 12 45 12 100
2ACL 060 450 SO6M 6 45 6 150
2ACL 080 500 SO8M 8 50 8 150
2ACL100 550 SIOM 10 55 10 150
2ACL 120 550 S12M 12 55 12 150
2ACL 140 700 S14M 14 70 14 150
2ACL160 800 S16M 16 80 16 150
2ACL 180 800 S18M 18 80 18 150
2ACL 200 800 S20M 20 80 20 150
Tool Diameter (mm}
(mm) | Ve a1 4 1 e 1 a8 1 0 1 0 1T 38 120
50 Workpiece Material Depth of cut | m/min :j/j
{ <ASHRC) ap<15D 180 rote speed (min-1) . 19110 14330 9550 7170 5730 4780 3580 2870
Carbon steel alloy steel ap=<0.15D feed velocity (mm/min) 1070 1030 920 930 920 860 860 860
(50HRC) ap<1D 130 rote speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Alloy Steel aps0.12D0 Teed velocity (mmy/min) 610 580 550 620 560 500 410 3To
M : aps150 34 rote speed (min-1) 13800 10350 6900 5180 414D 3450 2590 2070
stainless steel aps0.15D feed velocity (mm/min) 690 660 590 650 610 590 490 460
ey ot B 0 T B B R B REN D
135-45HRC) ap<1D 140 rote speed (min-1) 14860 11150 7430 5570 4460 3720 2790 2230
High alley cast iron ap=0.12D feed velocity (mmj/min) 650 670 670 620 S80  S60 500 460

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
33 50%~70% and the feed should reach 40%~60% based on the table.



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, CAST IRON
Carbide 4 Flutes Square 45° Helix End Mill ( Standard)
PDSE0 AITIN H;c @7 '.5_ ‘ S RS

)] D<12 D>12
Tel 0 0

seiNgINUL L W o

B e
M e

L]
Jl S
‘S. ‘ I L i
H : =
Order Number D L D2 L2
mm mm mm mm
4ACM 010 030 S04C 1 3 4 50
4ACM 015 050 S04C 1.5 5 4 50
4ACM 020 060 SO4C " 6 4 50
4ACM 025 080 SO4C 25 8 4 50
4ACM 030 090 SO3C 3 ] 3 50
4ACM 030 090 S04C 3 g 4 50
4ACM 035 110 SO4C 3.5 11 4 50
4ACM 040100 SO4C 4 10 4 50
4ACM 050 130 SO5C 5 13 5 50
4ACM 050 130 SO6C 5 13 [ 50
4ACM 060 150 SO6C 6 15 [ 50
4ACM 070 200 SO8D 7 20 8 60
4ACM 080 200 SO8D 8 20 8 60
4ACM 080 240 SO8D 8 24 8 60
4ACM 090 250 ST10E 9 25 10 75
4ACM 100 250 S10E 10 25 10 Fi
4ACM 100 300 S10E 10 30 10 3
4ACM 110 300 S12E 11 30 12 15
4ACM 120 300 SI2E 12 30 12 75
4ACM 120 350 S12E 12 35 12 75
4ACM 130 450 S14H 13 45 14 100
4ACM 140 450 S14H 14 45 14 100
4ACM 150 450 S16H 15 45 16 100
4ACM 160 450 S16H 16 45 16 00
4ACM 180 450 S18H 18 45 18 100
4ACM 200 450 S20H 20 45 20 100
00 ameter (mm
{rmm) Ve E] ' [ B 10 12 16 20}
B0 Workpiece Material Depth of cut | m/min j}
(<45HRC) aps1SD g rote speed (min-1) ) 19110 14330 9550 7170 5730 4780 3580 2870
Carbon steel alloy steel ap=0.15D teed velocity (mm/min) 1070 1030 920 930 920 80 860 860
(SOHRC) ap<1D 130 rote speed (min-1) 13800 10350 6900 5180 4140 3450 2550 2070
Alloy Steel aps0.12D feed velocity (mmy/min) 610 580 550 620 560 500 410 370
M ap=1.5D 130 rote speed (min-1) : 13800 10350 6900 5180 4140 3450 2500 2070
stainless steel aps0.15D feed velocity (mmymin) 690 660 590 650 610 590 490 460
(«azvmcy  ApS1SD en rote speed (min-1) 16990 12740 8490 6370 5100 4250 3190 2550
castiron, nodular castion  APS0L15D feed velocity (mmy/min) 850 820 820 750 700 680 610 560
(3S-4SHRC) aps1D 140 rote speed (min-1) 14860 11150 7430  SSTD 4460 3720 2790 2230
High alloy cast iron aps0.12D feed velocity (mmj/min) 650 670 670 620 580 560 500 460

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 34



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, CAST IRON
Carbide 4 Flutes Square 35° Helix End Mill ( Standard )
osso amn "5 A e | | EEEETE—

NolNgiNULL AL S
B e

D D<12 D>12
Tol 0 0
0.015 0. 02

g S>3

F

Order Number D L D2 L2
mm mm mm mm
4ACE 010 030 S04C 1 3 4 50
4ACE 015 050 S04C 1.5 5 4 50
ZACE 020 060 S04C 3 6 4 50
4ACE 025 080 S04C 25 8 4 50
4ACE 030 090 SO3C 3 [} 3 50
4ACE 030 090 S04C 3 ) 4 50
4ACE 035 110 S04C 35 11 4 50
4ACE 040 100 SO4C 4 10 4 50
4ACE 050 130 SO5C 5 13 5 50
4ACE 050 130 SO6C 5 13 6 50
4ACE 060 150 SO6C 6 15 6 50
4ACE 070 200 SO8D 7 20 8 60
4ACE 080 200 S08D 8 20 8 60
4ACE 080 240 SO8D 8 24 8 60
4ACE 090 250 S10E 9 25 10 5
4ACE 100 250 S10E 10 25 10 75
4ACE 100 300 S10E 10 30 10 75
4ACE 110 300 S12E 11 30 g - I3
4ACE 120 300 S12E 12 30 12 75
4ACE 120 350 S12E 12 35 12 75
4ACE 130 450 S14H 13 45 14 100
4ACE 140 450 S14H 14 45 14 100
4ACE 150 450 S16H 15 45 16 100
4ACE 160 450 S16H 16 45 16 100
4ACE 180 450 S18H 18 45 18 100
4ACE 200 450 S20H 20 45 20 100
0ol Liameter | mm )
{mam) Ve ] 4 [ B 10 12 16 20
150 Workpiece Material Depth of cut | mymin j
([ <45HRC) aps1.5D 180 rote speed (min-1) 19110 14330 9550 7170 5730 4780 3580 2870
Carbon steel alloy steel aps0.15D feed velocity (mm,/min} 1woro 1030 820 930 920 B&D 850 BaD
(SOHRC ) aps'lD 130 rote speed (min-1) 13800 10350 6300 5180 4140 3450 2590 2070
Alloy Steel aps0.12D0 feed velocity {mm/min) &10 580 550 620 560 500 A0 Erl
M ap=1.5D 130 rote speed (min-1) 13800 10350 6300 5180 4140 3450 2590 2070
stainkess steel aps0.15D feed velocity (mm/min) 690 660 590 650 610 590 450 450
< $2HRL A rote speed (min-1)
i S kil O fdwiocity (nmimin) 'S8 3 B Tl w W@ W W
(s4shRc)  apsiD 140 rote speed (min-1) 14860 11150 7430 5570 4460 W0 W 2N
igh alloy cast iron aps0.120 feed velocity (mm/min) 850 670 670 620 580 560 500 460

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
35 50%~70% and the feed should reach 40%~60% based on the table.



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STRINLESS STEEL, GAST IRON
Carhide 4 Flutes Square End Mill ( Extra Long )
ppsso AITIN HEC @7 l ‘ S [ "

] D=12 D>12
Tol [ 0

nelNgINGl 1L
B o

o] | SN

& | L 1
Ll
H L2
Order Number D L D2 L2
mm mm mm mm
4ACL 030 120 SO3E 3 F 3 75
4ACL 035 140 SO4E 35 4 4 75
4ACL 040 160 SO4E 4 4 fa
4ACL 050 180 SO5E 5 75
4ACL 060 240 SOGE 6 2 [ 75
4ACL 080 250 SO8E 8 25 8 ]
ZACL 030 120 SO3H 3 12 3 00
4ACL 040 200 SO4H 4 20 4 00
4ACL 050 300 SO5H 5 30 5 00
4ACL 060 300 SO6H [3 30 6 00
4ACL 080 350 SO8H 8 35 8 00
4ACL 100 400 S10H 0 40 10 00
4ACL 100 500 S10H 10 50 10 00
4ACL 120 450 S12H 2 45 12 00
4ACL 120 500 S12H 2 50 12 00
4ACL 060 450 SO6M 6 45 [ S0
4ACL 080 500 SOBM 8 50 8 50
4ACL 100 550 S1IOM 0 55 10 150
4ACL 120 550 S12M 2 55 12 150
4ACL 140 700 S14M 4 70 14 150
4ACL 160 800 S16M 80 1 50
4ACL 180 800 S18M 80 1 50
4ACL 200 800 S20M 20 80 20 50
4ACL 060 500 SO6R 6 50 6 200
4ACL 080 600 SO8R 8 60 8 200
4ACL 100 650 STOR 0 65 0 200
4ACL 120 700 S12R 2 70 R 200
4ACL 140 800 S14R 14 80 - 200
4ACL 160 850 ST6R 6 85 200
4ACL 200 900 S20R 20 90 P 200
[T e | mim )
(mem) Ve 4 1 1 1
o Workpiece Material Depth of cut | mimin j

e, R W e WR H B B B B 2 W

{SOHRC) apsiD 130 rote speed (min-1) 13800 10350 6000 5180 4140 3450 2580 2070

Adloy Steel aps0.12D feed velocity {mm/min) 610 580 550 620 560 500 410 370

M apsl50 ., rote speed (min-1) 13800 10350 6000 5180 4140 3450 250 2070

stainiess steal aps0.150 towd velocity (mem/min) ] 660 590 650 610 590 490 460

-, BN W e B W W R W B W W

[35-45HRC) apsiD 140 rote speed (min-1) 14860 11150 5510 4460 3720 2790 2230

High slley cint rem ap=0.12D feed velocity (memymin) 650 67 60 620 80 S0 00 460

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 36



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, GAST IRON
Carbide Long Neck Ball Mill

i | HRE & X R R ) I |
ap4s0  AITIN 60 J ljs' B R R<1.5 1.5¢R<3 R=3
Tol 0 0 0
0. 015 -0. 015 -0. 02

w@@@@

H .
M e
I’ i
DzI ‘j:l:g :tl:n

% LT'JL B -
H L2

Order Number DxR L L1 D2 L2

mm mm mm mm mm

S-2ACB 002 010 SO4C 0.2 xR0 0.2 1 4 50
S-2ACB 002 020 S04C 0.2xRO1 0.2 2 4 50
S-2ACB 003 010 S04C 0.3xR015 03 1 4 50
S-2ACB 003 020 SO4C 03xRO15 03 2 4 50
S-2ACB 003 030 S04C 0.3xR015 0.3 3 4 50
S-2ACB 004 0200 S04C 04xRO2 04 2 4 50
S-2ACB 004 030 S04C 0.4xR0.2 04 3 4 50
S-2ACB 004 040 SO4C 04xR02 04 4 4 50
S-2ACB 004 060 SO4C 04xR02 04 6 4 50
S-2ACB 005 020 SO4C 0.5x R0.25 05 2 4 50
S-2ACB 005 030 SO4C 0.5xR0.25 05 3 4 50
S-2ACB 005 040 SO4C 05 xR0.25 05 4 4 50
S-2ACB 005 050 SO4C 05xR0.25 05 5 4 50
S-2ACB 005 060 SO4C 0.5xR0.25 05 6 4 50
S-2ACB 005 080 SO4C 0.5x R0.25 05 8 4 50
S-2ACB 006 020 SO4C 0.6xR03 0.6 2 4 50
S-2ACB 006 030 S04C 0.6xR0.3 0.6 3 4 50
S-2ACB 006 040 SO4C 0.6xR0.3 0.6 4 4 50
S-2ACB 006 050 S04C 0.6 xR0.3 0.6 5 4 50
S-2ACB 006 060 S04C 0.6xRO.3 0.6 6 4 50
S-2ACB 006 080 S04C 0.6xR0.3 0.6 8 4 50

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
37 50%~70% and the feed should reach 40%~60% based on the table.



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, CAST IRON
Carbide Long Neck Ball Mill

. H 0 . e |
ap4so  AITIN ;é‘)c J Ijs' B R R<1.5 1.5¢R¢3  R=>3
r] Tol 0 0 0
0. 015 -0. 015 -0. 02

nelvslNgln

[

° /ﬂ

. DZI — j:D il

i
M
5
H

L1
| L2
Order Number DxR L L1 D2 L2
mm mm | mm mm mm
S-2ACB 008 030 S04C 0.8xR04 0.8 3 4 50
S-2ACB 008 040 SO4C 0.8xR04 0.8 4 4 50
S-2ACB 008 050 SO4C 0.8xR04 0.8 5 4 50
S-2ACB 008 060 SO4C 0.8 xR04 038 % 4 50
S-2ACB 008 080 SO4C 08xR04 0.8 8 4 50
S-2ACB 008 100 S04C 0.8 xR04 0.8 10 4 50
S-2ACB 010 040 SO4C 1xRO.5 1 4 4 50
S-2ACB 010 060 SO4C 1xR0O.5 1 6 4 50
S-2ACB 010 080 SO4C 1x RO.5 1 8 4 50
S-2ACB 010 100 SO4C 1xR0O.5 1 10 4 50
S-2ACB 010 120 S04C 1xR0O.5 1 12 4 50
S-2ACB 010 150 S04C 1xRO.5 1 14 4 50
S-2ACB 010 160 S04C 1xR05 1 16 . 4 50
S-2ACB 010 200 S04C 1xRO5 1 20 j 4 50
S-2ACB 015 060 SO4C 15 x RO.76 15 6 ’ 4 50
S-2ACB 015 080 S04C 15 x RO.75 15 8 4 50
S-2ACB 015 100 S04C 15xR0.75 15 10 4 50
S-2ACB 015 120 S04C 15 xR0.75 15 12 4 50
S-2ACB 015 140 S04C 15xR0.75 15 14 4 50
S-2ACB 015 160 S04C 15 x R0O.75 15 16 4 50
S-2ACB 015 200 SO4C 15xR0.75 15 20 4 50

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 38



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, CAST IRON
Carbide Long Neck Ball Mill

QD450 AITIN H;:,C ,['r' IBS' B CR RSLS5  LSRA k=3
F) Tol 0 0 0
_ -0. 015 -0.015 -0. 02
PO
P e
M e R
v e
oo | — j:D |
el
5 L1
. L2

H

Order Number DxR L L D2 L2
mm mm mm mm mm

S-2ACB 020 080 S04C 2RI 2 8 4 50
S-2ACB 020 100 S04C 2xRI 2 10 4 50
S-2ACB 020 120 SO4C 2xR1 2 12 4 50
S-2ACB 020 140 S04C 2RI 2 14 4 50
S-2ACB 020 160 S04C 2RI 2 16 4 50
S-2ACB 020 200 S04C 2RI 2 20 4 50
S-2ACB 030 120 S04C 3xRI15 3 12 4 50
S-2ACB 030 160 S04C 3xR15 3 16 4 50
S-2ACB 030 200 S04C 3xR15 3 20 4 50
S-2ACB 030 120 S04C 3xR15 3 12 6 60
S-2ACB 030 160 S06D 3xR15 3 16 6 60
S-2ACB 030 200 S06D 3xR15 3 0 5 60
S-2ACB 030 260 SO6E 3xR15 3 26 6 75
S-2ACB 030 300 SO6E 3XxR15 3 30 6 75
S-2ACB 040 160 S06D 4xR2 4 16 6 60
S-2ACB 040 200 S06D 4XR2 4 20 6 60
S-2ACB 040 260 SO6E 4xR2 4 26 6 75
S-2ACB 040 300 SO6E 4xR2 4 30 6 75

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach

39 50%~70% and the feed should reach 40%~60% based on the table.



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, CAST IRON
Carbide Ball Nose End Mill ( Standard )

§ i . Unit
ap4so  AITIN HﬁFéC J I35- B R_R<1.5 1.5¢RB_ R=3
2

Tal 0 0 0
0. 015 -0. 015 -0. 02
M e
M e
R
. <
S =T
5 | L
EEm—
H ! L2
Order Number D R D2 L2
mm mm mm mm
2ACB 010 020 S04C 1 0.5 4 50
2ACB 015 030 S04C 1.5 0.75 4 50
2ACB 020 040 S04C il 1 4 50
2ACB 025 050 S04C 25 1.25 4 50
2ACB 030 060 S03C 3 1.5 3 50
2ACB 030 060 S04C 3 1.5 4 50
2ACB 035 070 S04C 35 1.75 4 50
2ACB 040 080 S04C 4 2 4 50
2ACB 050 100 SO5C 5 25 g 50
2ACB 050 100 SO6C 5 25 6 50
2ACB 060 120 SO6C 6 3 6 50
2ACB 070 140 SO8D 7 315 8 60
2ACB 080 160 SO08D 8 4 8 60
2ACB 100 200 SIOE 10 5 10 75
2ACB 120 240 SI2E 12 6 12 75
2ACB 140 280 S14H 14 7 14 100
2ACB 160 320 S16H 16 8 16 100
2ACB 180 360 S18H 18 9 18 100
2ACB 200 400 S20H 20 10 20 100
Tool Diameter [mm)
(mm) | Ve T I 5 1T &1 71 83T S T WITITID
150 Workpiece Material Depth of cut | mymin n'f
( <45HRC) aps0.2D0 g rote speed [min-1} 12740 10190 8490 7280 6370 5660 5100 4630 4250
Carbon sieel allay siest ap<03D feed valocity {mm/min) 1020 1020 1020 1020 1020 1020 1020 1020 1020
(S0HRC) aps0.15D 120 rote speed (min-1) 9550 7640 6370 5460 4780 4250 3820 3470 3190
Alloy Steel ap<0.15D feed velocity (mm/min) 610 640 660 630 60 610 610 610 610
20.2D in-
M stainless steel 2520.20 110 mmfme\?wl-ont“u'r; I:?-nrrufrmm 271%0 ?BIUD &Dﬂ qlEf’SIUD dﬁi_%’ -1&%3 3653%] ‘6‘-1%3 ?&?‘E
(<3awRc)  3PsS02D 44, rate speed (min-1) 11150 8920 7430 6370 5570 4950 4460 4050 3720
N e s | SpADZD feed velocity (mem/min) 780 80 620 800 BO0 790 800 BI0 820
(35-45HAC) ap<0.1D 45 rate speed (min-1) 9550 7640 6370 5460 47B0 4250 3820 3470 3190
High afloy cast iran ap20.1D feed velocity (mm/min) 610 640 660 660 670 650 650 660 670

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 40



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, CAST IRON
Carbide Ball Nose End Mill ( Extra Long )

. HRC [ X Unit
ap4s0 AITIN 60 ¥ 135' B R R<I.5 L5<R¢3 R=3
r ] Tal 0 1] 0
-0.015  -0.015  -0.02

o[ S

| .

I
Order Number D R D2 L2
mm mm mm mm
2ACB 030 060 SO3E 3 1.5 3 75
2ACB 040 080 SO4E 4 2 75
2ACB 050 100 SO5E 5 2.5 5 75
2ACB 060 120 SO6E 6 3 6 75
2ACB 080 160 SO8E 8 4 8 75
2ACB 030 060 SO03H 3 1.5 3 100
2ACB 040 080 SO4H 4 3 4 100
2ACB 050 100 SO5H 5 25 5 100
2ACB 060 120 SO6H 6 3 6 100
2ACB 080 160 SO8H 8 4 8 100
2ACB 100 200 STOH 10 5 10 100
2ACB 120 240 S12H 12 6 12 100
2ACB 060 120 SO6M 6 3 6 150
2ACB 080 160 SO8M 8 4 8 150
2ACB 100 200 S1I0M 10 5 10 150
2ACB 120 240 S12M 12 3 12 150
2ACB 140 280 S14M 14 7 14 150
2ACB 160 320 S16M 16 8 16 150
2ACB 180 360 S18M 18 9 18 150
2ACB 200 400 S20M 20 10 20 150
~ 2ACB 060 120 SO6R 6 3 - p— | 200
2ACB 080 160 SO8R 8 4 8 200
2ACB 100 200 STOR 10 5 10 200
2ACB 120 240 S2R 12 3 12 200
2ACB 160 320 S16R 16 8 16 200
Toal Duameter [ mm)
mm | v 7 T T 0 O
150 Workpsece Material Depth of cut | m/min ulI;E
( <45HRC) aps0.2D0 g rote speed (min-1) 12740 10190 8490 7280 6370 5660 5100 4630 4250
Carbon steel alloy steel ap<0.3D fewd velocity {mm/min) 1020 1020 1020 1020 1020 1020 1020 1020 1020
(SOHRC) aps0.15D 120 rote speed (min-1) 9550 Ted0 6370 5460 47RO 4250 3820 3470 3190
Alloy Steel ap=0.15D feed velocity (mm/min) 610 640 G660 630 620 610 610 610 810
M aps0.2D 110 rote speed (min-1) B760 7010 S840 5010 4380 @00 3500 3190 2020
stainless steel aps0.2D feed velocity (mm/min) 610 630 B0 630 630 620 B30 640 64D
reazwnc)  3ps02D g rote speed (min-1) 11150 8920 7430 6370 SS70 4950 4450 4050 3720
castiron, nodular cast iron  3p<0.2D feed velocity (mm/min) 780 B00 820 800 800 730 BOD B0 820
i R O i B B B e e

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach

a1 50%~70% and the feed should reach 40%~60% based on the table.



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

3-2&4ACR

STEEL, STAINLESS STEEL, CAST IRON
Carbide 2 & 4 Flutes Long Neck Corner Radius End Mill

. S
YB450 AITIN 'pC PP ',:,. S T
2/4 Tol 0 0
0. 015 -0.02

‘ | L1 |'L_' -

Order Number DxR L L1 D2 L2
mim mim mm mim mim

S-284ACR 010 001 040 S04C 1x RO 15 4 4 50
S-284ACR 010 001 060 SO4C 1x RO 1.5 6 4 50
S-284ACR 010 001080 S04C 1x RO 15 8 4 50
S-284ACR 010 002 040 SO4C 1xRO.2 15 4 4 50
S-284ACR 010 002 060 SO4C 1xR0O.2 15 6 4 50
S-284ACR 010 002 080 SO4C 1xR0O.2 15 8 4 50
S-284ACR 010 002 100 S04C 1x RO.2 15 10 4 50
S-284ACR 015 001060 S04C 15 x RO 23 6 4 50
S-284ACR 015 001080 S04C 15 x RO.1 23 8 4 50
S-284ACR 015 001100 S04C 15 x RO 23 10 4 50
S-284ACR 015 002 060 SO4C 15X R0.2 2.3 6 4 50
S-284ACR 015 002 080 SO4C 15xR0.2 23 8 4 50
S-284ACR 015 002 100 SOAC 15xR0O.2 23 10 4 50
S-284ACR 015 002 120 S04C 15xR0.2 23 12 4 50
S-284ACR 020 001080 S04C 2 x RO 3 8 4 50
S-284ACR 020 001100 SO4C 2 x RO 3 10 4 50
S-284ACR 020 001120 SO4C 2xRO1 3 12 4 50
S-284ACR 020 001160 SO4C 2xRO1 3 16 4 50
S-284ACR 020 002 080 S04C 2xR02 3 8 4 50
S-284ACR 020 002 100 SO4C 2xR0.2 3 10 4 50
S-284ACR 020 002 120 S04C 2%xR0O2 3 12 4 50
S-284ACR 020 002 160 SO4C 2xR02 3 16 4 50

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach

50%~70% and the feed should reach 40%~60% based on the table. 42



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

3-2&4ACR

STEEL, STAINLESS STEEL, CAST IRON
Carbide 2 & 4 Flutes Long Neck Corner Radius End Mill

. B |
veaso amN R P F y RS S Ta—T
2/4 Tol 0 0
-0. 015 -0. 02

L2 1
I
Order Number DxR L L1 D2 L2
mim mim mm mim mim
S-284ACR 030 002 160 SO4C 3xR0.2 45 16 4 50
S-284ACR 030 002 200 S04C 3xR0O.2 45 20 4 50
S-284ACR 030 002 160 SO6D 3xR0.2 45 16 6 60
S-284ACR 030 002 200 S06D 3xR02 45 20 6 60
S-284ACR 030 005 120 SO4C 3xR0.5 45 12 4 50
S-284ACR 030 005 160 SO4C 3xR05 45 16 4 50
S-284ACR 030 005 200 SO4C 3xR0.5 45 20 4 50
S-284ACR 030 005 160 S06D 3xR05 45 16 6 60
S-284ACR 030 005 200 SO6D 3xR0O5 45 20 6 60
S-284ACR 030 005 260 SO6E 3xRO5 45 26 6 75
S-284ACR 030 005 300 SO6E 3xR05 45 30 6 75
S-284ACR 040 002 160 SO6D 4xR0.2 6 16 6 60
S-284ACR 040 002 200 SO6D 4xR0O.2 6 20 6 60
S-284ACR 040 005 160 SO6D 4xR05 6 16 6 60
S-284ACR 040 005 200 S06D 4xR0O5 6 20 6 60
S-284ACR 040 005 260 SO6E 4xR0O5 6 26 6 75
S-284ACR 040 005 300 SO4E 4xR05 6 30 6 75
- Workpiece Material [ieptty -Iur"r“.lu -r\::-....

o Gt gy ok $eo15D i ot wkocity (foayivis) Yoo s

PR it = 1 - e

Y Ip— waoto ™ " iy e o

A e Bawe = i — W

s e e e e

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach

43 50%~70% and the feed should reach 40%~60% based on the table.



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, CAST IRON
Carbide Connor Radius End Mill ( Standard )

. HRC T
vB4s0 ATIN " ‘EE Y S b D=2 p>iz

Tal

TTTRE —_

e o

Order Number

d—

=
=

ZACR 010 002 S04C
4ACR 015 002 S04C
4ACR 020 002 SO4C
4ACR 020 005 SO4C
4ACR 025 002 S04C
4ACR 025 005 S04C
4ACR 030 002 S03C
4ACR 030 002 S04C
ZACR 030 005 S03C
ZACR 030 005 SO4C
ZACR 035 005 S04C
4ACR 040 002 S04C
ZACR 040 005 SO4C
ZACR 050 005 SO5C
4ACR 050 005 SO6C
4ACR 050 010 SO5C
4ACR 050 010 SO6C
4ACR 060 002 SO6C
4ACR 060 003 SO6C
4ACR 060 005 S06C
%ACR 060 010 SO6C
ZACR 080 005 SO8D
4ACR 080 010 SO8D
4ACR 080 020 SO8D
ZACRT00 005 STOE
ZACR100 010 SIOE
ZACR100 020 SIOE

rs NRE
o o S e B L]

[\
(]

o foo Joo e |f

s
A

~1 e e e = = = = e Gl e e e e (5 (O (W (9 W P

4ACR 100 030 S10E

4ACR 120 005 S12E

4ACR 120 010 S12E

4ACR 120 020 S12E

4ACR 120 030 S12E

s Wor kpuace Wstarial et nlr.:: -\-,-:--
— W W e e ¥ U = = 2
180HAC) aps1D o rote speme (i 1| 12800 1eusa 6500 S0 4180 2450 2300 im0
Ay Sheel ap<0.120 Heea welzery | AR, ) S0 7] 20 560 %0 i) (1]
M aps150 - e speed (rran-1 13 12350 900 S1R0 4180 3450 2580 2
SAPSS R aps0.150 foed welocty |mmUmIn [ ) 550 (1] 10 590 o )
. -1

—— BOE e R G B N R R
i | GWe W Seemey T oW W B O® B RO

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 44



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, GAST IRON
Carbide Connor Radius End Mill ( Extra Long )

T
YB450 AITIN H;C %9 I’ﬁ, S D D=12 D>12

Tol 0 0

v o] S=SL.

L2

Order Number D R D2 L2
mm mm mm mm
4ACR 030 005 SO3E 3 0.5 3 75
4ACR 040 005 SO4E 4 0.5 4 75
4ACR 050 005 SO5E 5 0.5 5 75
4ACR 060 005 SO6E 6 0.5 6 75
ZACR 080 005 SOBE 8 05 8 75
4ACR 040 005 SO4H 4 0.5 4 100
4ACR 040 010 SO4H 4 1 4 100
4ACR 050 005 SO5H 5 0.5 5 100
4ACR 050 010 SO5H 5 1 5 100
ZACR 060 005 SO6H 3 05 6 100
4ACR 060 010 SO6H 6 1 6 100
ZACR 080 005 SO8H 8 05 8 100
4ACR 080 010 SO8H 8 1 8 100
ZACR 100 005 STOH 10 0.5 10 100
4ACR 100 010 S10H 10 1 10 100
ZACR 120 005 ST2H 12 05 12 100
4ACR 120 010 S12H 12 1 12 100
4ACR 080 005 SO8H 8 0.5 8 100
4ACR 080 010 SO8M 8 1 8 150
4ACR 100 005 S1OM 10 05 10 150
ZACR 100 010 STOM 10 1 10 150
Z4ACR 120 005 S12M 12 0.5 12 150
4ACR 120 010 S12M 12 1 12 150
mm Ve
L Workpiece Materia Depth of cut | my/min -ﬁ
——, L W e W BB B B 2R B
[SOHRC) aps1D 130 rote speed (min-1) . 13800 10350 6900 5180 4140 3450 2590 20m0
Alloy Stesl aps0.12D feed velocity (mmy/min) 610 580 550 620 560 500 410 370
M stainbess stoel o ™ e vakialey (aaris OR W W W W W™ R
[<IZHRC) ap<1.5D 160 rote speed (min-1) 16990 12740 8490 6370 5100 4250 2190 2550
castiron, nodular castion  APp<0.15D feed velocity (mmy/min) 850 20 20 750 700 680 610 560
(35.45HAC) aps1D 140 rote speed (min-1) 14860 11150 7430 5570 4460 3720 2790 2230
High alloy cast iron ap£0.12D feed velocity {mmymin) 650 €70 670 620 580  S60 500 460

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach

45 50%~70% and the feed should reach 40%~60% based on the table.



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

HRC65
HIGH PERFORMANCE

Suitable for high-hardness steel high-efficiency processing

e Can process stainless steel, most modulated steel and general steel
after heat treatment.

e Suitable for high efficiency cutting with large cutting depth and
width (good rigidity of machine tool)

Excellent vibration resistance
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Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, GAST IRON, HIGH HARDNESS STEEL
Carbide 4 Flutes Square End Mill ( Standard )

r
PDE50 NACO HGRSC ‘EB- lz‘w ‘ S D D<12 D>12 /
) Tol 0 0 p‘
@ @ = @ -0. 015 -0. 02 )
’ f ‘J | \ E ]
P o
M @
K o S=3I
H e . =
Order Number D L D2 L2
mm mm mm mm
4DCE 030 005 SO3E 1 3 4 50
4DCE 030 005 SO3E 1.5 4 4 50
4DCE 030 005 SO3E 9 6 4 50
4DCE 030 005 SO3E 25 8 4 50
4DCE 030 005 SO3E 3 8 3 50
4DCE 030 005 SO3E 3 8 4 50
4DCE 030 005 SO3E e 10 4 50
4DCE 030 005 SO3E 4 10 4 50
4DCE 030 005 SO3E g 13 5 50
4DCE 030 005 SO3E 5 13 6 50
4DCE 030 005 SO3E 6 15 6 50
4DCE 030 005 SO3E 7 20 8 60
4DCE 030 005 SO3E 8 20 8 60
4DCE 030 005 SO3E 9 25 10 75
4DCE 030 005 SO3E 10 25 10 75
4DCE 030 005 SO3E 11 30 12 75
4DCE 030 005 SO3E 12 30 12 75
4DCE 030 005 SO3E 14 45 14 100
4DCE 030 005 SO3E 16 45 16 100
4DCE 030 005 SO3E 18 45 18 100
4DCE 030 005 SO3E 20 45 20 100
(mm) | W 2 1 4 1 Tmﬁ[ Duamlete: mBmJ 110 112
150 Workpiece Material Depth of cut | m/min j
{<60HAC) ~ ap<1D 120 rote speed (min-1) 19110 9550 6370 7170 4780 3490
Alloy steelhardened steel  ap<0.05D feed velocity (mm/min) 380 380 380 930 380 360
H (65HRC)  aps0.7D = rote speed (min-1) 15920 11940 7960 5180 4780 3980
Alloy steel, hardened stee  ap<0.03D feed velocity (mm/min) 260 360 370 620 370 340

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table.

47



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, GAST IRON, HIGH HARDNESS STEEL
Carbide 4 Flutes Square End Mill (Extra Long )

HRC 2 [ == i)
FREX. MCT g QB’ l:‘S ‘S r D<12 D>12
= Tel 0 0
SOTBO
P o
M @
e o] | SOSSSE
5 | L |
H ® { L2 |
Order Number D L D2 L2
mm mm mm mm
4DCL 030 120 SO3E 3 12 3 75
4DCL 040 160 SO6E 4 16 4 75
4DCL 050 180 SO8E 5 18 5 75
4DCL 060 240 SO6E 6 24 6 75
4DCL 080 250 SO8E 8 25 8 75
4DCL 030120 SO3H 3 12 3 100
4DCL 040 200 SO4H i 20 4 100
4DCL 050 300 SO5H 5 30 5 100
4DCL 060 300 SO6H 5 30 (5 100
4DCL 080 350 SO8H 8 35 8 100
4DCL 100 400 S10H 10 40 10 100
4DCL 120 450 S12H 12 45 12 100
4DCL 060 450 SO6M 6 45 6 150
4DCL 080 500 SO8M 8 50 8 150
4DCL 100 550 S10M 10 55 10 150
4DCL 120 550 S12M 12 55 12 150
4DCL 140 700 S14M 14 70 14 150
4DCL 160 700 S16M 16 70 16 150
4DCL 200 700 S20M 20 70 20 150
Tool Diameter (mm)
mm) | v T a1 ¢ J 8 “F 1T 12
150 Workpiece Material Depth of cut | m/min :ﬁ
| ABEtD i rote speed (min-1) 19110 9550 6370 7170 4780 3490
Alloy steelhardened steel  ap<0.05D feed velocity (mm/min) 380 380 380 930 380 360
H (BSHRC) ap<0.7D 90 rote speed (min-1) : 15920 11940 7960 5180 4780 3980
Alloy steel, hardened stee  ap<0.03D feed velocity (mm/min) 260 360 370 620 370 340

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach

50%~70% and the feed should reach 40%~60% based on the table.
48



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, GAST IRON, HIGH HARDNESS STEEL
Carbide Ball Nose End Mill ( Standard )

HRC L [ g o [

QbEsH Mkt 65 { 45° \ B R__R<L.5 1.5QR<  R=3
Tol 0 0 0

-0.02

/ﬁ
P Y
o] ] é\\\_ﬁj:ﬂ'
R
l L2
Order Number D R D2 L2
mm mm mm mm
2DCB 010 020 S04C 1 0.5 4 50
2DCB 015 030 S04C i5 0.75 4 50
2DCB 020 040 S04C 5 1 4 50
2DCB 025 050 S04C 25 1:25 4 50
2DCB 030 060 S03C 3 15 3 50
2DCB 030 060 S04C 1 15 4 50
2DCB 035 070 S04C 35 1.75 4 50
2DCB 040 080 S04C 4 ) 4 50
2DCB 050 100 S05C 5 25 5 50
2DCB 050 100 SO6C 5 25 6 50
2DCB 060 120 S06C 6 3 6 50
2DCB 080 160 S08D 8 4 8 60
2DCB 100 200 S10E 10 5 10 75
2DCB 120 240 S12E 12 6 12 75
2DCB 140 280 S14H 14 7 14 100
2DCB 160 320 S16H 16 8 16 100
2DCB 180 360 S18H 18 9 18 100
2DCB 200 400 S20H 20 10 20 100
Tool Diameter (mm
fmm) | Ve Z T X =1 g I |+ R O
oe Workpiece Material Depth of cut | m/min ,’J’
(<6oHAQ)  3ps1D . rote speed (min-1) 19110 9550 6370 7170 4780 3490
Alloy steelhardened steel  ap<0.05D fend velocity (mm/min) 380 380 380 930 380 360
H [65HRC) ap=0.7D 90 rote speed (min-1) - 15920 11940 7960 5180 4780 3980
Alloy steel, hardened stee  ap<0.03D feed velacity (mm/min) 260 360 370 620 370 340

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach

49 50%~70% and the feed should reach 40%~60% based on the table.



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, GAST IRON, HIGH HARDNESS STEEL
Carbide Ball Nose End Mill ( Extra Long )

& T ..
QD650 NACO HERSC 8 5 4 | B l R R<l.5 1.5R3  R=3
: s Tol 0 0 0
' @ @ — -0. 015 -0. 015 -0. 02
/ﬁ
P Y
o] ] é\\_@jﬂ'
L
l L2
Order Number D R D2 L2
mm mm mm mm
2DCB 030 060 SO3E 3 15 3 75
2DCB 040 080 SO4E 4 5 4 75
2DCB 050 100 SO5E 5 &> 5 75
2DCB 060 120 SO6E 6 g 6 75
2DCB 080 160 SO8E 8 4 8 75
2DCB 040 080 SO4H 4 2 4 100
2DCB 050 100 SO5H 5 95 5 100
2DCB 060 120 SO6H 6 3 6 100
2DCB 080 160 SO8H 8 4 8 100
2DCB 100 200 S10H 10 o 10 100
2DCB 120 240 S12H 12 [ 12 100
2DCB 060 120 SO6M 6 3 6 150
2DCB 080 160 SO8M 8 4 8 150
2DCB 100 200 S10M 10 5 10 150
2DCB 120 240 S12M 12 6 12 150
2DCB 140 280 S14M 14 7 14 150
2DCB 160 320 S16M 16 8 16 150
2DCB 200 400 S20M 20 10 20 150
Tool Duamemm
{mm) | Ve 2 1 4 1 e 1 B 1 __10 | I )
5a Workpiece Material Depth of cut | m/min jf
(<60HAC)  @p<1D 136 rote speed (min-1) 19110 9550 6370 7170 4780 3490
Alloy steelhardened steel ~ ap<0.05D feed velocity (mm/min) 380 380 380 930 380 360
H (B5HRC) ap=0.7D a0 rote speed (min-1) : 15820 11940 7960 5180 4780 3980
Alloy steel, hardened stee  ap<0.03D feed velocity (mm/min) 260 360 370 620 370 340

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach

50%~70% and the feed should reach 40%~60% based on the table. 50
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STEEL, STAINLESS STEEL, GAST IRON, HIGH HARDNESS STEEL
Carbide Corner Radius Square End Mill ( Standard )

HRC -
YBBSD NACO @ I ] D=12 D>12
Tol 0 0
i @ @ E‘* @ 0. 015 0. 02

N

Il

el
K S S=S

L] | L2
Order Number D R D2 L2
mm mm mm mm
ZDCR 010 002 SO4C 1 0.2 4 50
4DCR 015 002 SO4C 15 0.2 4 50
4DCR 020 002 S04C 5 0.2 4 50
4DCR 020 005 S04C 2 0.5 4 50
ZDCR 025 002 SO4C 25 0.2 4 50
4DCR 025 005 SO4C B i 0.5 4 50
4DCB 030 002 SO4C 3 0.2 4 50
4DCB 030 005 S03C 3 0.5 3 50
4DCB 030 005 SO4C 3 0.5 4 50
4DCB 040 002 SO4C 4 0.2 4 50
4DCB 040 005 SO4C 4 0.5 4 50
ZDCB 040 010 SO4C 2 1 4 50
4DCB 050 005 SO5C 5 0.5 5 50
4DCB 050 010 S05C 5 1 5 50
4DCB 050 005 SO06C 5 0.5 6 50
ZDCB 050 010 S06C 5 1 6 o
4DCB 060 002 SO6C 6 0.2 6 50
4DCB 060 005 SO6C 6 0.5 6 50
4DCB 060 010 SO6C 6 1 6 50
4DCB 080 005 SO8D 8 0.5 8 60
4DCB 080 005 SO8D 8 1 8 60
ZDCB 100 005 STOE 10 0.5 10 75
4DCB 100 010 SIOE 10 1 10 75
4DCB 120 005 S12E 12 0.5 12 75
4DCB 120 010 SI2E 12 1 12 75
(mm) Vo
150 Waorkpiece Material Depth of cut | m/min j,i

(<60HAC)  aps<1D =i rote speed (min-1) _ 19110 9550 6370 7170 4780 3490

Alloy steelhardened steel  ap<0.05D feed velocity (mm/min) 380 380 380 930 380 360

H (BSHRC) ap=0.7D %0 rote speed (min-1) . 15920 11940 7960 5180 4780 3980

Alloy steel, hardened stee  aps0.03D feed velocity (mm/min) 260 360 370 620 370 340

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
51 50%~70% and the feed should reach 40%~60% based on the table.



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, GAST IRON, HIGH HARDNESS STEEL
Carbide Corner Radius Square End Mill ( Extra Long)

o e
YBA50 NACD @ I D D=12 D>12
Tal 0 0

-0.015 -0. 02

@wx

[ ]
5 Dzl
s
H

Order Number D R D2 L2
mm mm mm mm
4DCR 040 005 SO4E 4 0.5 4 75
4DCR 060 005 SO6E 6 0.5 6 75
4DCR 060 010 SO4E 6 1 6 75
4DCR 080 005 SO8E 8 0.5 8 75
4DCR 080 010 SO8E 8 1 8 75
4DCR 040 005 SO4H 4 s 4 100
4DCR 040 010 SO4H 4 1 4 100
4DCR 060 005 SO6H 6 0c 6 100
4DCR 060 010 SO6H = 1 6 100
4DCR 080 005 SO8H 8 0.5 8 100
4DCR 080 010 SO8H 8 1 8 100
4DCR 100 005 S10H 10 0.5 10 100
4DCR 100 010 S10H 10 1 10 100
4DCR 120 005 ST2H 12 0.5 12 100
4DCR 120 010 S12H 12 1 12 100
Tool Diameter (mm)
(mm}) Ve L | 4 | [ 8 | 10 1 12
150 Warkpiece Material Depth of cut | m/min :ﬁ
(<60HAC)  Ap<1D s rotespeed (min-1) 19110 9550 6370 7170 4780 3490
Alloy steel hardened steel ~ ap<0.05D feed velocity {mm/min) 380 380 380 930 380 360
H (65HRC)  ap<0.7D ‘s rote speed (min-1) 15920 11940 7960 5180 4780 3980
Alloy steel, hardened stee  ap<0.03D feed velocity (mm/min) 260 360 370 620 370 340

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 52



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

-, -

HRC70-72
.\ 'S =
HIGH PERFORMANCE

i M
43

Ultra-high hardness and high

efficiency end mills
e - Ry v -

" Variable bo-t-t-@m es and Iakg helix angle to reduce :
, vibration and improve thiefsUirfialcekfiimisin®
-~ ; \
e The spiral tool design is s@ﬁft%ble for highihardnesststeels

processing.

\/\ o\
SEURGE N,

High hardness and toughness substrate.

e W&'RI:DWIDE-&ELTABL PARTNERS~-§ -

N\

TN TR e S e TR




Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, CAST IRON, HIGH HARDNESS STEEL, SUPERALLOYS
Carbide 4 Flutes Square End Mill ( Standard )

e | RE - I Y S
PD700 ALCISIN o IEIB IIE: S : - e
Tol 0 0

SIS =

» ‘ L
® , ..
Order Number D L D2 L2
mm mm mm mm
4KCE 010 030 S04C 1 3 4 50
4KCE 015 040 SO4C 1.5 4 4 50
4KCE 020 060 SO04C 2 6 = 50
4KCE 025 080 S04C 2.5 8 4 50
4KCE 030 080 SO3C 3 8 3 50
4KCE 030 080 S04C 3 8 4 50
4KCE 035100 S04C 35 10 4 50
4KCE 040100 S04C 4 10 4 50
4KCE 060 150 SO6C 6 15 6 50
4KCE 080 200 SO8D 8 20 8 60
4KCE 100 250 S10E 10 25 10 75
4KCE 120 300 S12E 12 30 12 75
4KCE 120 360 SI12E 12 36 12 75
4KCE 160 450 S16H 16 45 16 100
4KCE 200 450 S20H 20 45 20 100
‘o0l Diameter fmm}
(mm) Ve 3 1 4 1 6 1 8 1 10 1 12 1 16 1 20
150 Workpiece Material Depth of cut | m/min j
( <45HRC) ap£1.5D 200 rote speed (min-1) 3 21230 15920 10620 7960 6370 5310 3980 3190
Carbon steel alloy steel ap<0.15D feed velocity (mmy/min) 2040 1960 1690 1670 1620 1580 1490 1480
(50HRC) ap<1D 150 rote speed (min-1) _ 15920 10350 7960 5970 4780 3980 2990 2390
Alloy Steel ap<0.12D feed velocity (mm/min) 1290 1180 1080 1160 1050 930 760 680
M i ap215D  4ep rote speed (min-1) 15920 11940 49600 5970 4780 3980 2900 2390
stainless steel ap=0.15D feed velocity (mm/min) 1580 1330 1150 1220 1130 1080 900 820
(<32hRC)  APE15D 4499 rote speed (min-1) : 18050 13540 9020 6770 5410 4510 3380 2710
Fait i pedr attion SIPE0AGD feed velocity (mm/min) 1620 1500 1440 1330 1200 1150 1020 930
(35-45HRC) ap=1D 150 rote speed (min-1) 15920 11940 7960 5970 4780 3980 2990 2390
High slloy cast iron ap=<0.12D feed velocity (mm/min) 1290 1250 1190 1090 1000 960 850 770
(<60HRC) 1D speed (min-
H Alloy steel, hardened steel :gsD_DSD 120 rotem veI[cTiltr;' lifllln‘l,.l'min} lg;&l}(! 93’58560 5338?59 431;33 358?200 BS?IP 23319? 129911:?

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 54



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, CAST IRON, HIGH HARDNESS STEEL, SUPERALLOYS
Carbide 4 Flutes Square End Mill ( Standard )

. HRC -
PD700 ALCISIN o IEIB IIE: S : e e
0

STTBY

] L
® L2
|
Order Number D L D2 L2
mm mm mm mm
4KCE 010 030 S04C 4 16 4 75
4KCE 010 030 S04C 5 18 5 e
4KCE 010 030 S04C 6 24 6 75
4KCE 010 030 S04C 8 25 8 75
4KCE 010 030 S04C 4 20 4 100
4KCE 010 030 S04C 5 30 5 100
4KCE 010 030 S04C 6 30 6 100
4KCE 010 030 S04C 8 35 8 100
4KCE 010 030 S04C 10 40 10 100
4KCE 010 030 S04C 4 45 12 100
4KCE 010 030 SO4C 6 45 6 150
4KCE 010 030 S04C 8 50 8 150
4KCE 010 030 S04C 10 55 10 150
Mﬂrﬂimli
{mm) Ve 3 4 I [ | B 10 12 1 18 1 230
i Workpiece Material Depth of cut | m/min i
(<45HRC) aps1.5D 200 rote speed tm_in-!} g 21230 15920 10620 7960 6370 5310 3980 NN
Carbon steel alloy steel ap<0.1 sD feed velocity (mm/min) 2040 1960 1690 1670 1620 1590 1490 1480
(SOHRC) ap<1D 150 rote speed (min-1) ! 15920 10350 7960 5970 4780 3980 2990 2390
Alloy Steel ap<0.12D feed velocity (mm/min) 1290 1180 1080 1160 1050 930 760 680
M : ap<1.5D 150 rote speed im_in-l ) ) 15920 11940 49600 5970 4780 3980 2900 2390
stainless steel ap<0.15D feed velocity (mm/min) 1580 1330 1150 1220 1130 1080 900 820
% 5 rote {min-1}
i, b0, BT T M e WS WS OTR MR AR OBR W
(35-45HRC) aps1D 150 rote speed (min-1) 15920 11940 7960 5970 4780 3980 2990 2390
High alloy cast iron aps0.12D feed velocity (mm/min) 1290 1250 1190 1090 1000 960 850 770
{«60HRC) aps1D 120 rote speed (min-1) 16710 9550 6370 4780 3820 3190 2390 1910
Alloy steel, hardened steel  ap<0.05D feed velocity (mm/min) 380 380 380 380 e 360 310 290

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach

55 50%~70% and the feed should reach 40%~60% based on the table.



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, CAST IRON, HIGH HARDNESS STEEL, SUPERALLOYS
Carbide Ball Nose End Mill ( Standard )

i &
coro0 mesn MRG0 g | g ) .
) R__RE<1.5 1. 5<{R<3 R=3
Tl 0 0 0

70 2 ] =y
"";,:S"Ea-"' @ @ @ % -0. 015 -0. 015 -0.02
’ /
.

2
M
® R
P
" St =3
i L

L
[ 3 ! L2
Order Number D R D2 L2
mm mm mm mm
2KCB 010 020 S04C 1 0.5 4 50
2KCB 015 030 S04C 1.5 0.75 4 50
2KCB 020 040 S04C 2 1 4 50
2KCB 025 050 S04C 2.5 1.25 - 50
2KCB 030 060 SO3C 3 1.5 3 50
2KCB 030 060 S04C 3 15 4 50
2KCB 035 070 S04C 35 1.75 4 50
2KCB 040 080 S04C 4 9 4 50
2KCB 050 100 SO5C 5 2.5 5 50
2KCB 050 100 SO6C 5 2.5 6 50
2KCB 060 120 SO06C 6 3 6 50
2KCB 080 160 S08D 8 4 8 60
Tool Diameter (mm)
(mm) | Ve g 1T & 1T &1 F 1 813071 95 1 95
150 Workpiece Material Depth of cut | m/min :r!r
< <0. ed (min-1)
o ool o0 2 ieswiocty i B R e Ten T B B e
(SOHRC) ap=0.02D 180 rote speed (min-1) A 50000 10350 7960 5970 4780 7170 5730 4780
Alloy Steel ap=0.02D feed velocity (mmymin) 1950 1180 1080 1160 1050 2010 2000 2000
M ap<0.04D 55, rote speed (min-1) ! 50000 35030 23360 17520 11680 B760 7010 5840
stainless steel ap=0.04D feed velocity (mmy/min) 2520 2450 2570 2630 2570 2570 2520 2530
o a0, RO I W W OB W OB D oM
(35-45HRC) aps0.04D 55 rote speed (min-1) : 50000 35030 23360 17520 11680 8760 7010 5840
High alloy cast iron aps0.04D feed velocity (mmy/min) 2380 2450 2430 2450 2450 2450 2450 2440
H {<BOHRC) aps0.03D 200 rote speed (min-1) | 50000 31840 27860 15920 10620 7960 6370 5310
Alloy steel, hardened steel  ap<0.03D fead velocity (mmymin) 510 510 570 570 590 590 570 570

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 56



Hotline: 0909 512 911 Hotline: 0909 512 911 Anh Kim Group

Anh Kim Group

STEEL, STAINLESS STEEL, CAST IRON, HIGH HARDNESS STEEL, SUPERALLOYS
Carbide Ball Nose End Mill ( Extra Long )

T
QD700 AlcsiN TR (g0 l: B Unit
> N & R R<1.5 1.5<R<3 R=3
Tol 0 0 0
-0.015 -0.015 -0.02

SPTIR
E

[ ]
M @
. R
E
2l =T
s e ‘ i
H @ . L2
Order Number D R D2 L2
mm mm mm mm
2KCB 040 080 SO4E 4 2 4 75
2KCB 050 100 SO5E 5 2.5 5 i
2KCB 060 120 SO6E 6 3 6 i
2KCB 080 160 SOSE 8 4 8 5
2KCB 100 200 S10E 10 5 10 75
2KCB 120 240 S12E 12 6 12 75
2KCB 080 160 SO8H 8 4 8 100
2KCB 100 200 S10H 10 5 10 100
2KCB 120 240 S12H 12 6 12 100
Tool Diameter (mm}
{mm) | Ve 4 e 1 &1 7 10 1 11 12
150 Workpiece Material Depth of cut | m/min _ry‘
< <0.04D te speed (min-1)
Carbon st{e;:l?;c;teel :E;_U.ND s F° ’s'-‘!d "'""T::;’ (mm/min) S'fsa‘% 11?5%0 1?2923 ?1955?% ?E;g g% ggég gg%
{50HRC) ap<0.02D 180 rote speed (min-1) : 50000 10350 7960 5970 4780 7170 5730 4780
Alloy Steel ap<0.02D feed velocity (mm/min) 1950 1180 1080 1160 1050 2010 2000 2000
M ap<0.04D 554 rote speed (min-1) _ 50000 35030 23360 17520 11680 8760 7010 5840
stainless steel ap=<0.04D feed velocity (mmy/min) 2520 2450 2570 2630 2570 2570 2520 2530
(<32HRC)  aps0.04D 55, rote speed (min-1) - 50000 35030 23660 17520 11680 8760 7010 5840
v raston; nodkilar castion  BPSO.04D feed velocity (mm/min) 2520 2450 2570 2630 2570 2540 2520 2530
{35-45HRC) aps0.04D 554 rote speed (min-1) _ 50000 35030 23360 17520 11680 8760 7010 5840
High alloy cast iron ap<0.04D feed velocity (mmymin) 2380 2450 2430 2450 2450 2450 2450 2440
(<60HRC)  ap<0.03D  ,4 rote speed (min-1) 50000 1 27860 15920 10620 7960 6370 5310
Alloy steel, hardened steel  ap<0.03D feed velocity (mmy/min) 510 510 570 570 590 590 570 570

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach

57

50%~70% and the feed should reach 40%~60% based on the table.




Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, CAST IRON, HIGH HARDNESS STEEL, SUPERALLOYS
Carbide Corner Radius Square End Mill ( Standard )

HRC X | S
YB700 ALCrSIN o @ Iw S D D<12 D>12
i Tol 0 0

*IIRD R

L
M e
B R
o
o | SSSE
s @
H @ ‘ L2 -
r
Order Number D R D2 L2
mim mm mm mm
4KNR 010 002 S04C 1 02 4 50
4KNR 015 002 SO4C 1.5 0.2 4 50
4KNR 020 002 S04C 2 0.2 4 50
4KNR 020 005 S04C 2 0.5 4 50
4KNR 030 002 SO04C 3 0.2 4 50
4KNR 030 005 SO3C 3 0.5 3 50
ZKNR 030 005 SO4C 3 0.5 4 50
4KNR 040 002 SO4C 4 0.2 4 50
4KNR 040 005 S04C 4 0.5 4 50
4KNR 050 005 SO5C 5 0.5 5 50
4KNR 050 005 SO6C 5 0,5 6 50
4KNRO50010S05C | 5§ 1 5 50
4KNR 050 010 SO6C 5 1 6 50
4KNR 060 002 SO6C 6 0.2 (4] 50
4KNR 060 005 SO6C 6 05 [ 50
4KNR 060 010 SO6C 6 1 [ 50
4KNR 080 005 SO8D 8 0.5 8 60
4KNR 080 010 SO8D 8 1 8 /0
4KNR 100 005 SI0E 10 0.5 10 I5
4KNR 100 010 STOE 10 1 10 75
4KNR 120 005 S12E 12 0.5 12 75
4KNR 120 010 S12E 12 1 12 75
Tool Dlameter (mm]
(mm) | Ve 2 1 & 1 & 1 ‘B 10 12 16 20
L Workpiece Material Depth of cut | m/min dj
NG WD T emel . LR T W W W o B Il
(S0HRC) aps1D 150 rote speed (min-1) " 15920 10350 7960 5970 4780 3980 2990 2390
Alloy Steel ap=0.12D feed velocity (mm,/min) 1290 1180 1080 1160 1050 930 760 3]
M ; ap<1.5D 150 rote speed (min-1) : 15920 11940 49600 5970 4780 3980 2900 2390
stainless steel ap=0.15D feed velocity (mm,/min) 1580 1330 1150 1220 1130 1080 900 820
(<3zWRC)  aps1.5D 170 rote speed (min-1) ) 18050 13540 9020 6770 5410 4510 3380 2710
cattiron, nodularcastiron | 3pS0.15D feed velocity (mmy/min) 1620 1500 1440 1330 1200 1150 1020 930
(35-45HRC) aps1D 150 rote speed (min-1) 15920 11940 7960 5970 4780 3980 2990 2390
High alloy cast iron ap=0.12D feed welocity (mm,/min) 1290 1250 1190 1090 1000 960 850 770
H i (<60HRC)  ap<1D 120 rote speed (min-1) . 16710 9550 6370 4780 3820 3190 230 1910
oy steel, hardened steel  ap<0.05D feed velocity (mm/min) 380 380 380 380 370 360 30 290

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 58



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, CAST IRON, HIGH HARDNESS STEEL, SUPERALLOYS
Carbide Corner Radius Square End Mill ( Extra Long)

oo mesn AL 4 |s .
D D=12 D>12
Tol 0 0

STIBE =

z oM
[ ®
g
-
5

-

[ ] Lz ]
Order Number D R D2 L2
mm mm mm mm
4KNR 040 005 SO4E 4 0.5 4 75
4KNR 040 010 SO4E 4 1 4 75
4KNR 060 005 SO6E 6 0.5 6 75
4KNR 080 005 SO8E 8 0.5 8 75
4KNR 080 010 SO8E 8 1 8 75
4KNR 040 005 SO4H 4 0.5 4 100
4KNR 040 010 SO4H 4 1 4 100
4KNR 060 005 SO6H 6 Oé 6 100
4KNR 060 010 SO6H 6 ) 6 100
4KNR 080 005 SO8H 8 0.5 8 100
4KNR 080 010 SO8H 8 1 8 100
4KNR 100 005 S10H 10 0.5 10 100
4KNR 100 010 S10H 10 1 10 100
4KNR 120 005 S12H 12 0.5 12 100
4KNR 120 010 S12H 12 1 12 100
Tool Diameter (mm}
{mm) Ve ;O . S N T
5 Workpiece Material Depth of cut | m/min j
(<45HRC) aps1.5D 200 rote speed (min-1) . 21230 15920 10620 7960 6370 5310 3980 3190
Coaon atest diicn: stee ap<0.15D feed velocity (mm/min) 2040 1960 1690 1670 1620 1590 1490 1480
(S0HRC) ap<1D 150 rote speed (min-1) 2 15820 10350 7960 5870 4780 3980 2990 2350
Alloy Steel ap=0.12D feed velocity (mm/min) 1290 1180 1080 1160 1050 930 T60 680
M _ aps15D gy rote speed (min-1) 15920 11940 49600 5970 4780 3980 2900 2390
stainless steel ap=0.15D feed velocity (mm/min) 1580 1330 1150 1220 1130 1080 900 820
(<32HRC) aps1.5D 170 rote speed (min-1) 18050 13540 9020 6770 5410 4510 3380 2710
(Gry cast iron, nodular castiron  8pS0.150 feed velocity (mm/min) 1620 1500 1440 1330 1200 1150 1020 930
(35-45HRC) ap=1D 150 rote speed (min-1) 15920 11940 7960 S970 4780 3980 2990 2390
High alloy cast iron aps0.12D feed velocity (mmy/min) 1290 1250 1190 1090 1000 960 B50 770
H («60HRC) ap=1D 120 rote speed (min-1) . 16710 9550 6370 4780 3820 3190 2390 1910
Alloy steel, hardened steel  ap<0.05D feed velocity (mm/min) 380 380 380 380 370 360 310 290

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table.
59
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Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, GAST IRON, SUPERALLOYS
Ceramic 4 Flute Square End Mill ( Standard )

HRC S
Tcorso @ I;sa S D D<12 D>12
Tol 0 0

*UPOD S

x o2
®

4
=

[w )

@ ‘ <
| L2
Order Number D L D2 L2
mm mm mm mm
4CRM 010 040 SO4C 1 4 4 50
4CRM 015 040 SO4C 15 4 4 50
4CRM 020 050 SO4C 2 5 4 50
%CRM 025 050 SO4C 25 5 4 50
4CRM 030 075 SO3C 3 7.5 3 50
4CRM 030 075 SO4C 3 7.5 4 50
ZCRM 040 100 SO4C 4 10 4 50
4CRM 050 125 SO5C 5 12.5 5 50
4CRM 060 150 SO6C 6 15 6 50
4CRM 080 200 SO8D 8 20 8 60
4CRM 100 250 S10E 10 25 10 75
4CRM 120 300 SI2E 12 30 12 75
Geramic 4 Flute Square End Mill (Extra Long )
Order Number D L D2 L2
mim mm mim mm
4CRM 060 180 SO6E 6 18 6 75
4CRM 080 240 SOSE 8 24 8 75
4CRM 080 240 SO8H 8 24 8 100
4CRM 100 300 S10H 10 30 10 100
4CRM 120 300 S12H 12 30 12 100

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table.
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@

STEEL, STAINLESS STEEL, GAST IRON, SUPERALLOYS
Ceramic 4 Flute Square End Mill ( Standard )

7cp7so  HRC f l‘ B it
/ 45° \ i
75 3 / R R<l.5 1.5¢R<3 R=>3
Tol 0 0 0

PBITI® T
.- |

N 5
- o[ 1 =D
H

® L . L0 ]

Order Number D R D2 L2
mm mm mm mm

2CRB 015 030 S04C 1.5 0.75 4 50
2CRB 020 040 S04C P 1 4 50
2CRB 030 060 S04C 3 s 4 50
2CRB 040 080 S04C 4 2 4 50
2CRB 060 120 SO6C 6 3 6 50
2CRB 060 120 SO6E 6 3 6 75
2CRB 080 160 SO8D 8 4 8 60
2CRB 080 160 SOSE 8 4 8 75
2CRB 100 200 S10E 10 5 10 75
2CRB 100 200 S10H 10 5 10 100
2CRB 120 240 S12E 12 6 12 75
2CRB 120 240 S12H 12 6 12 100

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table.
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Achieve high-efficiency & high-precision machining for 3-Flute End Mill
Excellent cutting effect and high vibration-resistant

High stability in various processing

1. Inhibition of burr

The front angles is compared to Comparison of burr state Cutting resistance (net force)
the edge after processing contrast

(comparison of company) (comparison of company) (comparison of company)

AL-S3 AL-S3

Balone e =) Al

lE’-’ g
DOWN [

."I\. N

i

s

AL-S3

Comparison of burr state after processing Cutting parameter: n=17000r/min

Cutting parameter: n=17000r/min, Vf=4500mm/min, ap=10mm Vf=3400mm/min, diameter: ®8, ap=10mm

Processing diameter: ®10 Processing by Cutting Processing, Wet, BT50

Processing steps: Undercut, Wet+HSK A63 By cutting material: 5A02

By cutting material: 7A09

2. Strong vibration resistance

Ensure |arge core thickness for hlgh vibration Cutt|ng resistance (net forces) contrast
knife performance (comparison of company)
The core thickness contrast

(comparison of company)

(N), (N)
12004 1200|
- 900 900
w e, <o [N
r 300 300
0 0
1 2 1
Processing time (seconds) Processing time (seconds)
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ALUMINUM ALLOY, SUPER BRIGHT HIGH EFFICIENT
Micro Diameter Square End Mill ( Standard )
wxiep AL *;"Sc % I}s- \i oo+« [

®

M

I D2z D
s. _JL
H

L2
Order Number D L D2 L2
mm mm mm mm
SS-2ALS 002 004 S04C 0.2 0.4 4 50
SS-2ALS 003 006 SO4C 0.3 0.6 4 50
SS-2ALS 004 008 S04C 0.4 0.8 4 50
SS-2ALS 005 010 S04C 0.5 1 4 50
SS-2ALS 006 012 SO4C 0.6 1.2 4 50
SS-2ALS 007 014 SO4C 0./ 14 4 50
SS-2ALS 008 016 S04C 0.8 1.6 4 50
SS-2ALS 009 018 SO4C 0.9 1.8 4 50
tool Diameter (mm)
“ — . 1 12 ] 4]6] 8] 10]12 1161720
Workpiece Material Depth of cut | m/min ﬂ
ap<15D 150 rote speed (min-1) 16000 12700 12000 10600 10000 9500 9280 7000 5600
Porgiog and coting oy BPSO2D  (60~350 feed velocity (mm/min) 580 710 1200 1280 1390 1720 2400 2500 2450
Tl #5150 150 rote speed (min-1) 16000 12700 12000 10600 10000 9500 9280 7000 5600
ap<02D  (60~350) feed velocity (mm/min) 520 650 1070 1150 1250 1550 2170 2250 2200
tool Diameter (mm)
o _ gl 1 1 2 | 4 | e | 81 10f121]16]20
Workpiece Material Depth of cut | m/min ,&_
s
) ap<05D 150 rote speed (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
o b b A ap<iD  (60~350) feed velocity (mm/min) 400 500 810 920 1100 1280 1300 1310 1200
oo i aps05D 150 rote speed (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
ap<iD  (60~350) feed velocity (mm/min) 380 450 800 830 1000 1150 1130 1000 1080

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table.
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ALUMINUM ALLOY, SUPER BRIGHT HIGH EFFIGIENT
Carbide 2 & 4 Flutes Square Long Neck End Mill
sePb AL "¢ PR lzs L T

2/3 D D=<12 D=12
Tol 0 0 |

SRS R
I :

[ —
L1 _'IL‘_
L2
Order Number D L L1 D2 L2
mm mm mim mm mm
S-2ALS 002 010 S04C 02 0.3 1 4 50
S-2ALS 002 020 S04C 02 0.3 2 4 50
S-2ALS 003 010 S04C 03 05 1 4 50
S-2ALS 003 020 S04C 0.3 05 2 4 50
S-2ALS 003 030 S04C 03 05 3 4 50
S-2ALS 004 020 SO4C 04 0.6 2 4 50
S-2ALS 004 030 SO4C 04 0.6 3 4 50
S-2ALS 004 040 SO4C 04 0.6 4 4 50
S-2ALS 004 060 SO4C 04 0.6 6 4 50
S-2ALS 005 020 S04C 05 07 2 4 50
S-2ALS 005 030 SO4C 05 07 3 4 50
S-2ALS 005 040 S04C 0.5 07 4 4 50
S-2ALS 005 050 SO4C 05 07 5 4 50
S-2ALS 005 060 S04C 05 07 6 j 4 50
S-2ALS 005 080 S04C 05 07 8 ' 4 50
S-2ALS 006 020 S04C 0.6 09 2 4 50
S-2ALS 006 030 SO4C 0.6 09 3 4 50
S-2ALS 006 040 SO4C 0.6 09 4 _ 4 50
S-2ALS 006 050 S04C 0.6 09 5 | 4 50
S-2ALS 006 060 SO4C 0.6 09 6 - 2 50
S-2ALS 006 080 SOAC 0.6 09 8 4 50

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 66
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ALUMINUM ALLOY, SUPER BRIGHT HIGH EFFIGIENT
Carbide 2 & 4 Flutes Square Long Neck End Mill
sePb AL "¢ PR lzs L T

2/3 D D=12 D=12

55@@@@ |

M
. . b [T—=STo
S
H

L1 _'IL‘_
L2
Order Number D L L1 D2 L2
mm mm mm mim mim

S-2ALS 008 030 S04C 08 12 3 4 50
S-2ALS 008 040 S04C 08 12 4 4 50
S-2ALS 008 050 S04C 08 12 5 2 50
S-2ALS 008 060 S04C 08 12 6 4 50
S-2ALS 008 080 S04C 08 12 8 4 50
S-2ALS 008 100 S04C 08 12 10 2 50
S-283ALS 010 050 SO4C 1 15 5 4 50
S-283ALS 010 060 SO4C 1 15 4 50
S-283ALS 010 080 SO4C 1 15 8 4 50
S-283ALS 010 100 SO4C 1 15 10 4 50
S-283ALS 010 120 SO4C 1 15 12 4 50
S-283ALS 010 140 S04C 1 15 14 4 50
S-283ALS 010 160 S04C 1 15 16 4 50
S-283ALS 010 200 S04C 1 15 20 4 50
S-283ALS 015 060 S04C 15 23 6 4 50
S-283ALS 015 080 SO4C 15 23 8 4 50
S-283ALS 015 100 SO4C 15 23 10 4 50
S-283ALS 015 120 SO4C 15 23 2 4 50
S-283ALS 015 140 SO4C 15 23 14 \ 4 50
S-283ALS 015 160 SO4C 15 23 16 4 50
S-283ALS 015 200 S04C 15 23 20 4 50

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
67 50%~70% and the feed should reach 40%~60% based on the table.
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ALUMINUM ALLOY, SUPER BRIGHT HIGH EFFICIENT
Carbide 2 & 4 Flutes Square Long Neck End Mill
soD AL T QA 4 Ii o R

23 D D=12 D>12

- Tol 0 0
SelNal oL s e

M
[ ]
02 [T—=S0
S B
s
H L2
Order Number D L L1 D2 L2
mm mm mm mm mm
S-2&3ALS 020 080 S04C 2 3 8 4 50
S-2&3ALS 020 100 S04C 2 ) 10 4 50
S-283ALS 020 120 S04C 2 3 12 4 50
S-283ALS 020 140 S04C 2 3 14 4 50
S-2&3ALS 020 160 S04C 2 3 16 4 50
S-2&3ALS 020 200 S04C 2 3 20 4 50
S-2&3ALS 025 120 S04C 25 338 12 4 50
S-283ALS 025 160 S04C 25 38 16 4 50
S-2&3ALS 025 200 S04C 25 38 20 4 50
S-2&3ALS 030 120 SO4C 3 4.5 12 4 50
S-2&3ALS 030 160 S04C 3 45 16 4 50
S-2&3ALS 030 200 SO4C 8 45 20 4 50
S-2&3ALS 040 160 SO6D 4 6 16 6 60
S-2&3ALS 040 200 S06D 4 6 20 6 60
S-2&3ALS 040 260 SO6E 4 6 26 6 75
S-2&3ALS 040 300 SO6E 4 6 30 6 75
tool Diameter (mm]
o 1i]z1a]J]6]8]i0]32]76]z0]
- Workpiece Material [Degth of cut |
P50 1% e speed (me-1) 16000 12700 12000 10600 10000 9500 9280 7000 5600
o sns i s iy APF0.20  (50-35) feedvelocity (memie) 580 710 1200 1280 1390 1720 2400 2500 2450
;w,.','x* aps1.50 150 o speed (min-1) 16000 12700 12000 10600 10000 9500 9280 7000 5600
apL0.2D  160-350) Toed velocity |mem/min) 520 650 1070 1150 1250 1550 2170 2250 2200
100l Diameter_(mm)
A I I I TN P T )
o Workpiece Materal [Degpih of cut | simin a3
L]
ap30.50 150 e spmed (min-1) 16000 10000 9000 BOO0 TAOO 8000 GEOD SOOD 4000
N o s e iy 2pS1D (503500 foed velocity (mevmin) 400 500 810 920 1100 1280 1300 1310 1200
bl »s050 1% ote speed (min-1) 16000 10000 0000 8000 70O B0O0 6800 5000 4000
apsiD  B0-350 fosd welochty (mevmi) 330 450 600 B30 1000 1150 1130 1000 1080

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 68



Hotline: 0909 512 911
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Hotline: 0909 512 911

ALUMINUM ALLOY, SUPER BRIGHT HIGH EFFICIENT
2 Flutes Square End Mill ( Standard )

LYJCD AL DIC

HRC @P l:"'

55

STT@BD
.

zozH=
[ ]

S

‘ (B
. Lz
Order Number D L D2 L2
mm mm mm mm
2ALS 010 030 S04C 1 8 4 50
2ALS 015 050 S04C 1,5 5 4 50
2ALS 020 060 S04C 5 6 4 50
2ALS 025 080 S04C 25 8 4 50
2ALS 030 090 S03C 3 9 3 50
2ALS 030 090 S04C 3 ) 4 50
2ALS 035 110 S04C 35 11 4 50
2ALS 040 100 S04C 4 10 4 50
2ALS 050 150 SO5C 5 15 5 50
2ALS 050 150 SO6C 5 15 6 50
2ALS 060 180 SO06C 6 18 6 50
2ALS 070 240 SO8D 7 24 8 60
2ALS 080 240 S08D 8 24 8 60
2ALS 100 300 S10E 10 30 10 75
2ALS 120 350 SI2E 12 35 12 75
2ALS 140 450 S14H 14 45 14 100
2ALS 160 450 S16H 16 45 16 100
2ALS 180 450 S18H 18 45 18 100
2ALS 200 450 S20H 20 45 20 100
tool Diameter (mm)
- — 1121416[3}10112115[20
Workpiece Material Depth of cut | m/min ﬂ
aps15D 150 rote speed (min-1) 16000 12700 12000 10600 10000 9500 9280 7000 5600
erpiog s cativg s S ekey DE0.2D  (60+350) feedvelocity (mm/min) 580 710 1200 1280 1390 1720 2400 2500 2450
P i et IR rote speed (min-1) 16000 12700 12000 10600 10000 9500 9280 7000 5600
ap=0.2D  (60-350) feed velocity (mm/min) 520 650 1070 1150 1250 1550 2170 2250 2200
tool Diameter (mm
o mem| Ve 112 Ja]e] s J10]12]16]c20
Workpiece Material Depth of cut | m/min ‘ﬁﬂ
si<iz% PSO5D 150 rote speed (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
Fouging and casting skamrsom sy 8PS1D (60~350) feed velocity (mm/min) 400 500 810 920 1100 1280 1300 1310 1200
Coppe(r‘:::;!"m ap<05D 150 rote speed (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
2psiD  (60-350) feed velocity (mmymin) 380 450 800 830 1000 1150 1130 1000 1080
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ALUMINUM ALLOY, SUPER BRIGHT HIGH EFFICIENT
2 Flutes Square End Mill ( Extra Long )
e AL oic M€ @ & S _

55

B

I - o =s3b

e

Order Number D L D2 L2
mm mim mm mm
2ALS 030 120 SO3E 3 12 3 75
2ALS 040 160 SO4E 2 16 4 75
2ALS 050 180 SOSE 5 18 5 75
2ALS 060 250 SOGE 6 25 6 75
SALS 080 300 SOBE 8 0 F 75
2ALS 040 200 SO4H 4 20 4 100
2ALS 050 250 SO5H 5 25 5 100
2ALS 060 300 SO6H 6 30 6 100
2ALS 080 350 SO8H a 35 8 100
2ALS 100 400 STOH 10 20 10 100
2ALS 120 450 S12H 12 45 12 100
SALS 060 450 SO6M 3 25 E 150
2ALS 060 500 SO6M 8 0 8 150
2ALS 100 550 S10M 10 55 10 150
2AL5 120 550 S12M 12 o5 12 150
SALS 140 700 S14M 14 70 14 150
2ALS 160 700 S16M 16 70 16 150
2ALS 200 700 520M 20 70 20 150
tool Diameter (mm)
sl W 1 12 146 [ 8]10]12]16]20
Lo Workpiece Material Depth of cut | m/min d
ap<15D 150 rote speed (min-1) 16000 12700 12000 10600 10000 9500 9280 7000 5600
Forgng and caring Sk Sy APS0.2D  (60-~350) feed velocity (mm/min) 580 710 1200 1280 1390 1720 2400 2500 2450
Cuppn{r(az!lc:;rﬂm ap<1.5D 150 rote speed (min-1) 16000 12700 12000 10600 10000 9500 9280 7000 5600
ap<02D  (60-350) feed velocity (mm/min) 520 650 1070 1150 1250 1550 2170 2250 2200
tool Diameter (mm)
S (mm)| Ve 1 ]2 1 aTe ] 8] 1w]12]16]20
2 Workpiece Material Depth of cut | m/min ﬁ
ap<05D 150 rote speed (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
Foging ond casing s hoy aps1D  (60-350) feed velocity (mm/min) 400 500 810 920 1100 1280 1300 1310 1200
(oppe(:dzgnm ap£0.5D 150 rote speed {min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
ap<ID  (60~350) feed velocity (mm/min) 380 450 800 830 1000 1150 1130 1000 1080
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ALUMINUM ALLOY, SUPER BRIGHT HIGH EFFICIENT
3 Flutes Square End Mill ( Standard )

HRC

> 9 & |s T
2 | R -
D D=12 D>12

= Tol 0 0
@ @ 0.015 0. 02
M
R.
H

LYJCD AL DIC

[ N
\\
\

.

‘ 2 |

| L2
Order Number D L D2 L2
mm mm mm mm
3ALS 010 030 S04C 1 3 4 50
3ALS 015 450 S04C 15 45 4 50
3ALS 020 060 S04C 2 & 4 50
3ALS 025 080 SO4C 25 a 4 50
3ALS 030 090 SO3C 3 9 3 50
3ALS 030 090 SO04C 3 9 4 50
3ALS 035 110 S04C 35 11 2 50
3ALS 040 120 S04C 4 12 4 50
3ALS 050 150 SO5C 5 15 5 50
3ALS 050 150 SO6C 5 15 6 50
3ALS 060 180 SO6C B 18 6 50
3ALS 070 240 SO8D 7 24 8 60
3ALS 080 240 SO8D 8 24 8 60
SALS 090 300 SIOE 9 30 10 75
3ALS 100 300 SIOE 10 30 10 75
3ALS 110 350 S12E 11 35 12 75
3ALS 120 350 S12E 12 35 12 75
SALS 140 450 S14H 14 45 14 100
3ALS 160 450 S1eH 16 45 16 100
S AT 18 45 18 100
3ALS 200 450 S20H 20 45 20 100
tool Diameter (mm})
» wail % 1 12 a6 ] 8] 10]12116]20
Workpiece Material Depth of cut | m/min ﬁ
S1<12%) aps1.5D 150 rote speed lmj'n“) ] 16000 12700 12000 10600 10000 9500 9280 7000 5600
Porsing and casting shaminum slley APS0.2D  (60~350) feed velocity (mmy/min) 580 710 1200 1280 1390 1720 2400 2500 2450
PR i aps15D 150 rote speed (min-1) 16000 12700 12000 10600 10000 9500 9280 7000 5600
ap<0.2D  (60~350} feed velocity (mm/min) 520 650 1070 1150 1250 1550 2170 2250 2200
tool Diameter (mm)
- P 11214 ]6e6]81]10]12]16] 20
Workpiece Material Depth of cut | m/min ﬁ
@si<iz%) 2P<0S5D 150 rote speed (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
and casting aduminum aloy AP< 1D (60~350) feed velocity (mm/min) 400 500 810 920 1100 1280 1300 1310 1200
il ap<05D 150 rote speed (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
aps1D (60~350) feed velocity (mm/min) 380 450 800 B30 1000 1150 1130 1000 1080
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LYJICD AL Dic “5':: ‘@' é S - T ﬁ :
\

ALUMINUM ALLOY, SUPER BRIGHT HIGH EFFICIENT
3 Flutes Square End Mill (Extra Long )

D D=12 D>12

Eﬁ@ PR .~
i . oa]: @};

‘ L2

I
Order Number D L D2 L2
mm mm mm mm
3ALS 020 060 SO4E 2 6 4 75
3ALS 030 090 SO4E 3 9 4 75
3ALS 030 120 SO4E 3 12 3 75
3ALS 035 105 SO4E 35 10.5 4 75
3ALS 040 160 SO4E 4 16 4 75
3ALS 050 180 SO5E 5 18 5 75
3ALS 060 250 SO6E [3 25 [ 75
3ALS 080 300 SO8E 8 30 8 75
3ALS 030 120 SO3H 3 12 3 100
3ALS 040 200 SO4H 4 20 4 100
3ALS 050 300 SO5H 5 30 -] 100
3ALS 060 300 SO6H 6 30 6 100
3ALS 080 350 SO8H 8 35 8 100
3ALS 100 400 S10H 10 40 10 100
3ALS 120 450 S12H 12 45 12 100
3ALS 060 450 SO6M 6 45 4] 150
3ALS 080 500 SO8M 8 50 8 150
3ALS 100 550 S10OM 10 55 10 150
3ALS 120 550 S12M 12 55 12 150
3ALS 140 700 S14M 14 70 14 150
3ALS 160 800 S16M 16 80 16 150
3ALS 180 800 SI8M 18 80 18 150
3ALS 200 800 S20M 20 80 20 150
3ALS 060 500 SO6R 6 50 6 200
3ALS 080 600 SO8R 8 60 8 200
3ALS 100 650 STOR 10 65 10 200
3ALS 120 700 SI2R 12 70 12 200
3ALS 140 800 S14R 14 80 14 200
3ALS 160 850 ST6R 16 85 16 200
3ALS 200 900 S20R 20 90 20 200
tool Eiameter [men |
— Ve 11T 2 T 4 T ¢ T & 1w T 2 T 36 T 50 ]
150 Workpisce Matsrial e of cut mmin Eﬁ
B R e T '$o 'S0 % 180 om0 0 om 310
< 200HE) apz15D 150 rote speed (min-1) 16000 13000 12000 10600 10000 9500 9280 7000 5600
Copper oy ap=02D 60~350} feed velocity (mmimin) 720 200 1200 1200 1500 1800 225 2500 3000
- Ve ‘||zlnlslllﬂl%r%l1zllélzo
£ Workpiece Material Depth af cut mfmin "i/‘j
TN R T S R
1=200H aps15D 150 rats speed (min-1) 16000 10000 000  BOO0  7BOD  BOOD 6800 5000 4000
Copper aoy ap=02D (60~350) feed velocity (mm/mn) 450 520 B0 830 9600 1240 1500 1500 1510
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ALUMINUM ALLOY, SUPER BRIGHT HIGH EFFICIENT
Micro Diameter Ball Nose End Mill ( Standard )

o A ' G B (g e
ni

R R

55 2 ot
{ /wﬁt ,i)lg%' Tol +0.015

! ) Dzz |j:3§g/i;

L2
Order Number D R D2 L2
mm mm mm mm
SS-2ABE 003 006 SO4C 0.3 0.15 4 50
SS-2ABE 004 008 S04C 04 0.2 4 50
SS-2ABE 005 010 S04C 0.5 0.25 4 50
SS-2ABE 006 012 S04C 0.6 0.3 4 50
SS-2ABE 007 014 S04C 0.7 0.35 4 50
SS-2ABE 008 016 SO4C 0.8 0.4 4 50
SS-2ABE 009 018 SO4C 09 0.45 4 50
tool Diameter (mm)
- mm| Ve i T2 T a1 61 eliwisalieTloo
Workpiece Material Depth of cut | m/min ﬂ
: ap<1.5D 150 rote speed (min-1) 16000 12700 12000 10600 10000 9500 9280 7000 5600
g g e ok, SDEOID  (B0~350) feedvelocity (mm/miny 580 710 1200 1280 1390 1720 2400 2500 2450
POl spston % rote speed (min-1) 16000 12700 12000 10600 10000 9500 9280 7000 5600
aps02D  (60-350) feed velocity (mm/min) 520 650 1070 1150 1250 1550 2170 2250 2200
tool Diameter (mm)
- — 1 12 [ 4Te6 ] 8T1f12 1672
Workpiece Material Depth of cut m/min ﬁ
Slctzs P<0SD 150 rote speed (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
Forging ind casting shamum sy ap<1D (60~350) feed velocity (mm/min) 400 500 810 920 1100 1280 1300 1310 1200
c.,pp.{fjf:;“ " ap<0.5D 150 rote speed (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
ap<iD  (60~350) feed velocity (mm/min) 380 450 800 830 1000 1150 1130 1000 1080

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
73 50%~70% and the feed should reach 40%~60% based on the table.
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ALUMINUM ALLOY, SUPER BRIGHT HIGH EFFICIENT
Carbide Long Neck Ball Mill

o N e |
wxap AL ol '45. B | : .

7 = Tol +0.015
lex )Ejlx )lwgil
M

R
. - nzI m:s&:
3 LF'JL B
H L2 i1
Order Number DxR L | L1 | D2 L2
mm mm mm mm mm

S-2ABE 002 010 SO4C 02xRO1 02 1 4 50
S-2ABE 002 020 S04C 0.2xRO1 02 2 4 50
S-2ABE 003 010 S04C 0.3xR015 03 1 4 50
S-2ABE 003 020 S04C 0.3xR015 03 2 4 50
S-2ABE 003 030 S04C 0.3xR015 03 3 4 50
S-2ABE 004 0200 S04C 04xR0.2 04 2 4 50
S-2ABE 004 030 S04C 04xR02 04 3 4 50
S-2ABE 004 040 SO4C 04xR02 04 4 4 50
S-2ABE 004 060 S04C 04xR0.2 04 6 4 50
S-2ABE 005 020 S04C 0.5 xR0.25 05 2 4 50
S-2ABE 005 030 S04C 0.5 xR0.25 05 3 4 50
S-2ABE 005 040 S04C 05xR0.25 05 4 4 50
S-2ABE 005 050 S04C 0.5 xR0.25 05 5 4 50
S-2ABE 005 060 SO4C 0.5xR025 0.5 6 f 4 50
S-2ABE 005 080 S04C 0.5xR0.25 05 8 [ 4 50
S-2ABE 006 020 S04C 0.6xR0.3 0.6 2 4 50
S-2ABE 006 030 S04C 0.6xR0.3 0.6 3 4 50
S-2ABE 006 040 S04C 0.6xR03 0.6 4 _ 4 50
S-2ABE 006 050 SO4C 0.6xR03 0.6 5 I 4 50
S-2ABE 006 060 SO4C 0.6xR0O.3 0.6 6 ' 4 50
S-2ABE 006 080 S04C 0.6xR03 0.6 8 4 50

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 74
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ALUMINUM ALLOY, SUPER BRIGHT HIGH EFFICIENT
Carhide Long Neck Ball Mill
wxap AL **:5": & ';5. 8 o i

@m@@% L +0.015
i

M
R
! ° DZI m@
s A
H iy L1 |
Order Number DxR L L1 D2 L2
mm mm mm mm mm
S-2ABE 008 030 SO4C 0.8 xR0O4 0.8 3 4 50
S-2ABE 008 040 S04C 0.8 x RO4 0.8 4 4 50
S-2ABE 008 050 SO4C 0.8 xR0O4 0.8 5 4 50
S-2ABE 008 060 S04C 0.8xR0.4 0.8 6 4 50
S-2ABE 008 080 SO4C 0.8xR0O4 0.8 8 4 50
S-2ABE 008 100 SO4C 0.8xR0.4 0.8 10 4 50
S-2ABEO10 040 SO4C 1xRO.5 1 4 4 50
S-2ABE 010 060 S04C 1xR0O.5 1 6 4 50
S-2ABE 010 080 S04C 1xRO.5 1 8 4 50
S-2ABE 010 100 SO4C 1xR0O.5 1 10 4 50
S-2ABE 010 120 SO4C 1xR0O.5 1 12 4 50
S-2ABE 010 150 SO4C 1xR0O.5 1 14 4 50
S-2ABE 010 160 SO4C 1xR0O.5 1 16 4 50
S-2ABE 010 200 SO4C 1xR0O.5 1 20 4 50
S-2ABE 015 080 SO4C 15 x R0O.75 15 6 4 50
S-2ABE 015 060 S04C 15 x R0.756 1.5 8 4 50
S-2ABE 015 100 SO4C 15 xR0.75 15 10 4 50
S-2ABE 015 120 SO4C 15 xR0.75 15 12 4 50
S-2ABE 015 140 S04C 15 x RO.75 15 14 4 50
S-2ABE 015 160 SO4C 15 x R0O.75 15 16 4 50
S-2ABE 015 200 S04C 15 x RO.75 15 20 4 50
tool Diameter (mm)
150 {mm) Ve 1 I 2 I 4 | 6 I 8 I 10 I 12 I 16
Workpiece Material Depth of cut | m/min '_%
(51<12%) ap<0.5D 150 rote speed trn_in-l] = 19000 15900 11900 10600 8000 7950 7950 7000
Forging and casting aluminum slley  ap<1D (60~350) feed velocity (mm/min) 950 1600 1900 2500 2250 3800 3800 4450
g gy aps03D 150 rote speed (min-1) 19000 15900 11900 10600 8000 7950 7950 7000
ap<1D (60~350) feed velocity (mm/min) 860 1430 1720 2300 2300 2850 3450 4010

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach

50%~70% and the feed should reach 40%~60% based on the table.
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ALUMINUM ALLOY, SUPER BRIGHT HIGH EFFICIENT

Ball Nose End Mill ( Standard )

l B R R<l.5 LG5RG  R=3

To 0 0 0

' @ @ @ @ 0.01 0.015  -0.02

~-

L L
L2
1
Order Number D R D2 L2
mm mm mm mm
2ABE 010 020 S04C 1 0.5 4 50
2ABE 015 030 S04C 1.5 0.75 4 50
2ABE 020 040 S04C > 1 4 50
2ABE 025 050 SO4C 5 1.25 4 50
2ABE 030 060 SO3C 3 1.5 3 50
2ABE 030 060 SO4C 3 1.5 4 50
2ABE 035 070 S04C 5 1.75 4 50
2ABE 040 080 SO4C 4 5 4 50
2ABE 050 100 SO5C 5 2.5 5 50
2ABE 050 100 SO6C 5 25 & 50
2ABE 060 120 SO6C 6 3 & 50
2ABE 070 140 SO8D 7 35 8 60
2ABE 080 160 SO8D 8 4 8 60
2ABE 100 200 SI0E 10 5 10 75
2ABE 120 240 SI2E 12 6 12 75
2ABE 140 280 S14H 14 7 14 100
2ABE 160 320 S16H 16 8 16 100
2ABE 180 360 S18H 18 9 18 100
2ABE 200 400 S20H 20 10 20 100
tool Diameter (mm)
- ™ 1 ]2 [ 416 _al1o|12[16
Workpiece Material Depth of cut | m/min
Slc12%) 3Ps0SD 150 rote speed (min-1) 19000 15900 11900 10600 8000 7950 7950 7000
Forging and casting alumenum ey aps 10 (60~350) feed velocity (mm/min) 950 1600 1900 2500 2250 3800 3800 4450
Ry sl aps0SD 150 rote speed (min-1) 19000 15900 11900 10600 8000 7950 7950 7000
apsID  (60~350) feed velocity (mm/min) 860 1430 1720 2300 2300 2850 3450 4010

1.Piease use high-precision machine tools and tool holder.

2.PIs use oil cooled cutting liquid.

3.When the riaidity of the machine tool and the workpiece is poorly installed, vibration and abnormal sound will occur.
At this time, the rotation speed and feed rate of the above table should be reduced.

4.Keep the tool overhang as short as possible without interference.
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ALUMINUM ALLOY, SUPER BRIGHT HIGH EFFICIENT
Ball Nose End Mill ( Standard )

trab AL DLC H;;L J: l B R R<l.5 L5¢R<  R=>3 i’;
R
AR
o =57

L L
L2
1
Order Number D R D2 L2
mm mm mm mm
2ABE 030 060 SO3E 3 ik 3 75
2ABE 040 080 SO4E 4 2 4 75
2ABE 050 100 SO5E 5 25 5 T
2ABE 060 120 SO6E 6 3 6 75
2ABE 080 160 SOSE 8 4 8 75
2ABE 030 060 SO3H 3 1.5 3 100
2ABE 040 080 SO4H 4 5] 4 100
2ABE 050 100 SO5H 5 2.5 5 100
2ABE 060 120 SO6H 6 3 6 100
2ABE 080 160 SO8H 8 4 8 100
2ABE 100 200 S10H 10 ] 10 100
2ABE 120 240 S12H 12 6 12 100
2ABE 060 120 SO6M 6 3 6 150
2ABE 080 160 SO8M 8 4 8 150
2ABE 100 200 S10M 10 5 10 150
2ABE 120 240 S12M 12 6 12 150
tool Diameter (mm)
- — 12T 4T6] 81032776
Workpiece Material Depth of cut | m/min R%‘]
(51212%) ap=0.5D 150 rote speed {m.in—n : 19000 15900 11900 10600 BO0O 7950 7950 7000
and casting shominumaley  ap<1D  (60~350) feed velocity (mm/min) 950 1600 1900 2500 2250 3800 3800 4450
cupp.[fm“’ 830501 1 rote speed (min-1) 19000 15900 11900 10600 8000 7950 7950 7000
aps1D (60~350) feed velocity (mm/min) 860 1430 1720 2300 2300 2850 3450 4010

1.Please use high-precision machine tools and tool holder.

2.Please use oil cooled cutting liquid.
3.When the rigidity of the machine tool and the workpiece is poorly installed, vibration and abnormal sound will occur.

At this time, the rotation speed and feed rate of the above table should be reduced.

4.Keep the tool overhang as short as possible without interference.
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ALUMINUM ALLOY, SUPER BRIGHT HIGH EFFICIENT
Ball Nose End Mill ( Standard )

LYv8 AL  DLC H:sc @ VB \S\ -~

D D=12 D>12

SOTHD et

M R
o
. o] SSS-
S ‘ L
H . L2
Order Number D R D2 L2
mm mm mm mm
3ALR 010 002 S04C 1 0.2 4 50
3ALR 015 002 S04C 1.5 0.2 4 50
3ALR 020 002 S04C g 0.2 4 50
3ALR 020 005 SO4C 8 0.5 4 50
3ALR 030 002 SO4C 3 0.2 4 50
3ALR 030 005 SO4C 3 0.5 4 50
3ALR 030 010 SO04C 3 1 4 50
3ALR 040 005 S04C 4 0.5 4 50
3ALR 040 010 SO4C 4 1 4 50
3ALR 050 005 SO5C 5 0.5 5 50
3ALR 050 005 SO6C 5 0.5 i 50
3ALR 050 010 SO5C 5 1 5 50
3ALR 050 010 SO6C 5 1 6 50
3ALR 060 005 SO6C 6 0.5 6 50
3ALR 060 010 SO6C é 1 6 50
3ALR 080 005 SO8D 8 0.5 8 60
3ALR 080 010 SO8D 8 1 8 60
3ALR 080 020 SO8D g 2 8 60
3ALR 100 005 SIOE 10 0.5 10 75
3ALR 100 010 S10E 10 1 10 75
3ALR 120 005 S1I2E 12 0.5 12 75
3ALR 120 010 SI2E 12 1 12 75
tool Diameter (mm)
- wedl 112 T4Jef 811216720
Woarkpiece Material Depth of cut | m/min d
ap<1.5D 150 rote speed (min-1) 16000 13000 12000 10600 10000 9500 9280 7000 5600
e et g Sy apS02D  (0-RE) feed velocity (mm/min) 650 850 1200 1530 1670 2050 2800 3000 3150
g aps150 150 rote speed (min-1) 16000 13000 12000 10600 10000 9500 9280 7000 5600
ap<0.2D (60~350) feed velocity (mm/min) 720 900 1200 1200 1500 1800 2225 2500 3000
tool Diameter (mm)
%6 | 1121468 [10]12[16]20
Workpiece Material Depth of cut | m/min ﬁ
Sic12% PSOSD 150 rote speed (min-1) . 16000 10000 9000 8000 7800 8OO0 6800 5000 4000
Forging and casting aluminum sy 3PS 10D (60~350) feed velocity (mm/min) 450 570 960 1050 1300 1500 1620 1680 1800
cuppe[fazuf.';'}m aps05D 150 rote speed (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
ap<iD  (60-350) feed velocity (mm/min) 450 520 860 830 960 1240 1500 1550 1510
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ALUMINUM ALLOY, SUPER BRIGHT HIGH EFFICIENT
Ball Nose End Mill ( Extra Long )

LYy AL DLC HSRSC @ l [S\ -

TTTRE B §

B
gy

-

| .

Order Number D R D2 L2
mm mm mm mm
3ALR 040 005 SO4E 4 0.5 4 75
3ALR 040 010 SO4E 4 1 4 75
3ALR 060 005 SO6E 6 0.5 6 75
3ALR 060 010 SO6E 6 1 6 75
3ALR 080 005 SO8E 8 0.5 8 75
3ALR 080 010 SO8E 8 1 8 75
3ALR 040 005 SO4H 4 0.5 4 100
3ALR 040 010 SO4H 4 1 4 100
3ALR 060 005 SO6H 6 0.5 6 100
3ALR 060 010 SO6H 6 1 6 100
3ALR 080 005 SO8H 8 0.5 8 100
3ALR 080 010 SO8H 8 1 8 100
3ALR 100 005 SI10H 10 0.5 10 100
3ALR 100 010 S10H 10 1 10 100
3ALR 120 005 S12H 12 0.5 12 100
3ALR 120 010 S12H 12 1 12 100
tool Diameter (mm)
(mm)| Ve i 4 6 | 8 [ 1w0]12 [16]20
o Workpiece Material Depth of cut | m/min j
Sl<iz PSSO 130 rote speed (min-1} 16000 13000 12000 10600 10000 9500 9280 7000 5600
Forgmg and casting sumeum alloy Ap£0.2D  (60-350) feed velocity (mmymin) 650 850 1200 1530 1670 2050 2800 3000 3150
Coppca'(dlzu;Hm aps1.5D 150 rote speed (min-1) 16000 13000 12000 10600 10000 9500 9280 7000 5600
aps0.2D  (60-350) feed velocity (mm/min) 720 900 1200 1200 1500 1800 2225 2500 3000
tool Diameter (mm)
o — 112 |46 ] 8 ]1w0][12]1 |20
e Workpiece Material Depth n;::lt m/min ﬁ
Sleizxy 2PSOSD 1s0 rote speed (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
andcusing stumiimaioy ap<1D  (60-350) feed velocity (mmymin) 450 570 960 1050 1300 1500 1620 1680 1800
c.,,,.‘,‘j‘.’.,‘,’,"" aps03D 150 rote speed (min-1) 16000 10000 9000 8OO0 7800 8000 6BOO 5000 4000
ap<iD  (60-350) feed velocity (mm/min) 450 520 860 830 960 1240 1500 1550 1510
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e Suitable for rough machining of steel & cast iron.
e Special cutting edge chipbreaker treatment, suitable for rough machining of groove and side wall of
workpieces

e TiSiN Coating.

Improved edge wear resistance and tool rigidity
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STELL, GAST IRON
4 Flutes Rough End Mill For Steel ( Standard )
woso o " A @[S .

S | L
H ! L2
Order Number D L D2 L2
mm mm mm mm
4BRH 040 100 SO04C 4 10 4 50
4BRH 050 130 SO5C 5 13 5 50
4BRH 050 130 S06C 5 13 6 50
4BRH 060 150 SO5C 6 15 6 50
4BRH 080 200 SO8D 8 20 8 60
4BRH 100 250 SIOE 10 25 10 75
ZBRH 120 300 S12E 12 30 12 75
4BRH 140 450 S14H 14 45 14 100
ZBRH 160 450 S16H 16 45 16 100
4BRH 180 450 S18H 18 45 18 100
4BRH 200 450 S20H 20 45 20 100
4 Flutes Rough End Mill For Steel ( Extra Long )
Order Number D L D2 L2
mm mm mm mm
4BRH 060 240 SO6E 6 24 6 75
4BRH 080 250 SO8E 8 25 8 75
4BRH 060 300 SO6H 6 30 6 100
4BRH 080 350 SO8H 8 35 8 100
4BRH 100 400 S10H 10 40 10 100
4BRH 120 450 S12H 12 45 12 100
4BRH 160 700 S16M 16 70 16 150
4BRH 200 700 S20M 20 70 20 150
Tool Diameter (mm)
- . (men) | ve. & 1 8 1 10 1 12 1 16 T 20
Workplece Material Depith of cut | m/min ,&,
Can‘sst:;:tlldiTrzc:nﬂ aps1D 80 mufsc::lw wlLTill';r_‘[{nm!min} :‘fﬁ :7:?!: :z“j‘: :55’: :6?1:!: 1'-"21?5:|
Alloy Steel spsosh W vt i 300 % e - 250 3%
otk o e ey (ARSTD 55 mm"m“,ﬂ:}’mw i % Ve k) s 20
—— WSO 5 eameen L ® W W W W 0B
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ALUMINUM ALLOY, SUPER BRIGHT HIGH EFFICIENT

3 Futes Rough End Mill For Rluminium ( Standard )
weeo AL oc "'SF;( 62& I‘,\. S— - T {‘11

] D= 12 D>12

@ @ @ % - :; 015 :J] 02 ; {
]

>3
| |

T E
®
5
i

I

Order Number D L D2 L2
mm mm mm mm

3BRHD 040 120 S04C 4 12 4 50
3BRHD 050 150 SO5C 5 15 5 50
3BRHD 050 150 SO6C 5 15 6 50
3BRHD 060 180 SO6C 6 18 6 50
3BRHD 080 240 S08D 8 24 8 60
3BRHD 100 300 SIOE 10 30 10 75
3BRHD 120 350 SI2E 12 35 12 75
3BRHD 140 450 S14H 14 45 14 100
3BRHD 160 450 S16H 16 45 16 100
3BRHD 180 450 S18H 18 45 18 100
3BRHD 200 450 S20H 20 45 20 100

3 Futes Rough End Mill For Rluminium ( Extra Long )

Order Number D L D2 L2
mm mm mm mm
3BRHD 060 240 SO6E 6 24 6 75
3BRHD 080 280 SO8E 8 25 8 75
3BRHD 060 300 SO6H 6 30 6 100
3BRHD 080 350 SO8H 8 35 8 100
3BRHD 100 400 SI0H 10 40 10 100
3BRHD 120 450 S12H 12 45 12 100
3BRHD 160 700 S16M 16 70 16 150
3BRHD 200 700 S20M 20 70 20 150
toal Diameter (mm
o ol @ W’Tﬁm
Workpiece Matesial Diepth of cut | my/min =

5 aps15D 150 rote speed (min-1) 16000 13000 12000 10600 10000 9500 9280 7000 5600
oy iy e ML dok0PD H0-350) feed velocity (memymin) 650 BS0 1430 1530 1670 2050 2800 3000 3150

1= J0CHE) P
foas s aps15D 150 rote speed (min-1) 16000 13000 12000 10600 10000 9500 9280 7000 5600
aps02D  160-350) feed velocity {maymin) 720 900 1200 1200 1500 1800 2225 2500 3000

tool Diameter (mm
112 14161 8 lj0f12116120

{mm) Ve
Diepth of cut | mumin

‘Workpiece Matenal

@ SIS0 s rote speed (min-1) 16000 10000 9000 8000 7800 BOOD 6800 5000 4000

Serging s saring b ey BESO2D  (60=350) feed velocity (memin) 450 570 960 1050 1300 1500 1620 1680 1800

c {‘w aps150 1m0 rote speed (min-1) 16000 10000 9000 8000 7800 BOOO 6800 5000 4000
aps02D  (60-350) feed velocity (memimin) 450 520 860 B30 9600 1240 1500 1500

1510 82
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®
ER CUTTERS

i bide Chamfering Milling

e Ideal for chamfering and deburring in small,
narrow areas and flat surfaces

e Optimized for contouring and chamfering of
larger features

e End cut, ideal for one-off mixed floors and

chamfered walls

GRORURC

*

Special edge design, effectively solve the problem of sticky
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STEEL, STAINLESS STEEL, CAST IRON
Chamfer Mill

ZcoD TiAIN  TRC D D
55 Tol 0
-0. 015
|
M e : L2 1
l » 1 ,
m
=
£ |
S ‘
H

Order Number D Angle D2 L2
mm mm mm

2CHD 020 60 S04C 2 60° 4 50

2CHD 020 90 S04C 2 90” 4 50

2CHD 020 120 SO4C 2 120° 4 50

2CHD 025 90 S04C 25 90° 4 50

2CHD 030 60 SO3C 3 60° 3 50

2CHD 020 90 S03C 3 90° 3 50

2CHD 030 120 SO3C 3 120° 3 50

2CHD 030 60 S04C 3 60° 4 50

2CHD 030 120 S04C 3 120° 4 50

2CHD 040 90 S04C 4 90° 4 50

2CHD 050 90 SO5C 5 a0° 5 50

2CHA 060 90 SO6C 6 90° 6 50

2CHD 080 90 S08C 8 90° 8 60

2CHD 100 90 ST0E 10 90° 10 75

2CHD 120 90 SI2E 12 90° 12 75

Tool Diameter (mm)

(mm) | Ve 08 T 09 T 106 1 12 [ 74 136 T 18 1 20

150 Workpiece Material Depth of cut | mfmin l
(<45HRC) ap=0.5D a0 rote speed (min-1) 35830 31850 28600 23890 20470 17910 15920 5840
Carbon steel alley steel ap=0.05D feed velocity (mm/min) 1s0 1150 1150 1100 1110 1070 1190 2800
(SOHRC) ap=0.50 70 rote speed (min-1) 27870 24770 22290 18580 15920 13930 12380 4780
Alloy Steel ap=0.05D feed velocity (mmy/min) 840 B840 850 820 800 780 820 2000
M _ ap=0.5D £0 rote speed (min-1) ) 23890 21230 19110 15920 13650 11940 10620 5840
stainless steal ap<0.03D feed velocity (mm/min) 760 760 T80 730 740 720 740 2530
[<32HRC) ap=0.5D rote speed (min-1) . 35830 31850 28660 23880 20470 17910 15920 5840
Gry castion, nodulst castion | AP<0.05D 80 feed velocity (mm/min) 1150 1150 1150 1100 1100 1070 1110 2530
{35-45HRC) ap<0.5D 0 rote speed (min-1) 31850 28310 25480 21230 18200 15920 14150 5840
High alioy cast Iran ap<0.05D feed velocity (mm/min) 830 850 820 760 800 860 910 2440

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach

50%~70% and the feed should reach 40%~60% based on the table. 84
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STEEL, STAINLESS STEEL, CAST IRON
Chamfer Mill

DID  TIASIN

M e
- - L2 7 P
1 ) Dlamater — |
5
5 £
At
Order Number D i D2 L2
mm mm mim
2CHH 020 90 S04C p aQ° 4 50
2CHH 030 90 S03C 3 90° 3 50
2CHH 030 90 S04C 3 90" 4 50
2CHH 040 90 S04C 4 90" 4 50
2CHH 050 90 SO5C 5 aQ° 5 50
2CHH 060 90 SO6C 6 gQ° [ 50
2CHH 080 90 SO8D B8 ap- 8 60
2CHH 100 90 S10E 10 gQ° 10 75
2CHH 120 90 S12E 12 To 12 75
Tool Diameter_(mm)
(mm) | Ve o8 1 09 1 10 1 12 1 14 1 16 1 18 1 20
150 Workpiece Material Depth of cut | m/min I
Carbon séifiﬁ'oﬁcim 35? giggD " me'iﬁesd‘n'gi:;‘“ﬁma’m-na 3'1513534:? 311185500 21816&0 %3130%0 210;‘1?00 Il? l.%lt:? 1153|200 gg‘dg
(SOHRC) ap<0.5D 70 rote speed (min-1) ) 27870 24770 22290 18580 15920 13930 12380 4780
Alloy Steel ap<0.05D feed velocity (mm/min) 840 840 850 820 800 780 820 2000
M ) ap=0.5D i rote speed (min-1) 23890 21230 19110 15920 13650 11940 10620 5840
stainless steel ap<0.03D feed velocity (mm/min) Te0 760 760 730 740 720 740 2530
(<3znrc)  ap=0.5D rote speed (min-1) _ 35830 31850 28660 23890 20470 17910 15920 5840
ry cast wen, nodkilar castivon 8PS0,05D 90 feed velocity (mm/min) 1150 1150 1150 1100 1100 1070 1110 2530
(35-45HRC) ap<0.50 80 rote speed (min-1) 31850 28310 25480 21230 18200 15920 14150 5840
High alloy cast iron ap=0.05D feed velocity (mm/min) 830 850 820 760 800 860 910 2440

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach

50%~70% and the feed should reach 40%~60% based on the table.
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STEEL, STAINLESS STEEL, CAST IRON
Chamfer Mill

HRC

ZCDJD AL DLC 55

M
: L2 5 .
S

Shank

Order Number D Angle D2 L2
mm mm mm
2CHA 020 60 S04C 2 60° 4 50
2CHA 020 60 S04C 2 90° 4 50
2CHA 020 60 S04C 2 120° 4 50
2CHA 020 60 S04C 2.5 90° 4 50
2CHA 020 60 S04C 3 60° 3 50
2CHA 020 60 S04C 3 90° 3 50
2CHA 020 60 S04C 3 120° 5 50
2CHA 020 60 S04C 3 60° 4 50
2CHA 020 60 S04C 3 120° 4 50
2CHA 020 60 S04C 4 90° 4 50
2CHA 020 60 S04C 5 90° N 50
2CHA 020 60 SO4C 6 90° 6 50
2CHA 020 60 S04C 8 90° 8 60
2CHA 020 60 SO4C 10 a0° 10 75
2CHA 020 60 S04C 12 90° 12 75
tool Diameter {mm})
- o 112 T2aT6T 8 Tw0l32T16T20
Workpiece Material Depth of cut | m/min @
apsi5D  1s0 rote speed (min-1) 16000 12700 12000 10600 10000 9500 9280 7000 5600
ongng o casig o ooy 3PS0.2D  (50-350) feed velocity (mm/min} 580 710 1200 1280 1390 1720 2400 2500 2450
CW;‘-G, J aps15D s rote speed (min-1) 16000 12700 12000 10600 10000 9500 9280 7000 5600
ap=0.2D (60~350) feed velocity (mm/min) 520 650 1070 1150 1250 1550 2170 2250 2200
tool Diameter (mm})
" - I T [ ET S T 10l T2
Workpiece Material Depth of cut | m/min ﬁ
ap<05D 150 rote speed (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
oy it inag ol B <iD | (0S350) feedvelocity (maymin) 400 500 810 920 1100 1280 1300 1310 1200
PRy aps05D 150 rote speed (min-1) 16000 10000 9000 8000 7800 BOOD 6800 5000 4000
ap<iD  (60-350) feed velocity (mm/min) 380 450 800 830 1000 1150 1130 1000 1080
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Carbide Center Drill

e The center drill with high sharpness and
outstanding durability

e The use of cobalt HSS improving runout
accuracy

e The optimized tool shape deliver excellent

sharpness and help prevent breakages.

SYCICRORC

Improved edge wear resistance and tool rigidity
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STEEL, STAINLESS STEEL, CAST IRON
Spot Drill

Gvoxz TiaIN HRC

55

= 2R
®

_.M_U‘..

Aok

Order Number D Ao D2 L2
mm mm mm
2DMM 010 90 S04C 1 90° 4 50
2DMM 020 90 S04C 2 ap° 4 50
2DMM 025 90 S04C 25 ap® 4 50
2DMM 030 30 S04C 3 aQ° 4 50
2DMM 040 90 S04C 4 90° 4 50
2DMM 050 90 SO5C 5 90° 5 50
2DMM 060 90 SO6C 6 90° 6 50
2DMM 080 90 SO8D ] 90° 8 60
2DMM 100 90 S10E 10 90° 10 75
2DMM 120 90 S12E 12 90° 12 75
2DMM 040 90 SO4H 4 gp° 4 100
2DMM 060 90 SO6H [ aQ0° 6 100
2DMM 080 90 SO8H 8 9p® 8 100
2DMM 100 90 S10H 10 9p° 10 100
2DMM 120 90 S12H 12 ap® 12 100
2DMM 160 90 S1eH 16 ap® 16 100
Tool Diameter (mm}
(mm) Ve o8 1 09 1 10 1 12 | 14 1 16 1 18 | 20
IS0 Woarkpiece Material Depth of cut | m/min
(<45HRC) ap<0.5D a0 roteses imen) 35830 31850 28600 23890 20470 17910 15920 5840
Caction ateal ailcy stae ap<0.05D feed velocity (mm/min) 1150 1150 1150 1100 1110 1070 1110 2800
(SOHRC) ap=0.5D 70 rote speed (min-1) 27870 24770 22290 18580 15920 13930 12380 4780
Alloy Steel ap<0.05D feed velocity (mm/min) 840 a40 850 820 800 Ta0 820 2000
M ) ap<0.50 o rote speed (min-1) ; 23890 21230 19110 15920 13650 11940 10620 5840
stainless stesl ap<0.03D fead velocity (mm/min) 760 760 TE0 730 740 720 740 2530
{e3zHRc)  ap=0.5D rote speed (min-1) 35830 31850 28660 23890 20470 17910 15920 5840
st han, nodifr metion | apS00SD: 90 feed velocity (mmy/min) 1150 1150 1150 1100 1100 1070 1110 2530
{35-45HRC) ap=<0.5D a0 rote speed (min-1) 31850 28310 25480 21230 18200 15920 14150 5840
High alloy cast iron aps0.05D feed velocity (mm/min) 830 B50 820 760 800 860 910 2440

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table.
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STEEL, STAINLESS STEEL, CAST IRON
Spot Drill
HRC

DXZ i i
TIAISIN 65

o e
)] D
ol 0

POY

M e
&
of —
S t
H L2
Order Number D Angle D2 L2
mm mm mm
2DMC 010 90 S04C 1 ap° 4 50
2DMC 020 90 Sso4C 2 aQ° 4 50
2DMC 030 90 S04C 3 ap° 4 50
2DMC 040 90 S04C A gQ° 4 50
2DMC 050 90 SO5C g5 qQ0° 5 50
2DMC 060 90 S06C G =To g 6 50
2DMC 080 90 S08D 8 ap° 8 60
2DMC 100 90 SI0E 10 aQ° 10 75
2DMC 120 90 S12E 12 90° 12 75
Tool Dhameter (mm)
(mm) | Ve o8 1T 0o T 30 1 37 T 74 1T 36 1 18 1 20
b Workpiece Material Depth of cut | m/min '
{ <45HRC) ap=<0.5D 90 rote speed (min-1) ; 35830 31850 28600 23890 20470 17910 15920 5840
Carbon steel alioy steel ap=0.05D fead velocity {mmy/min) 1150 1150 1150 1100 1110 1070 1110 2800
{SOHRC) ap<0.5D 70 rote speed (min-1) . 27870 24770 22290 18580 15920 13930 12380 4780
Alloy Steel ap=0.05D feed velocity {mm/min) 840 840 &S0 820 800 780 &0 2000
M _ ap=0.5D = rote speed (min-1) ) 23890 21230 19110 15920 13650 11940 10620 5840
stainless steel ap=0.03D feed velocity {mm/min) T80 760 760 730 740 720 740 2530
(<32HRC)  ap=<0.5D rote speed (min-1) 35830 31850 28660 23890 20470 17910 15920 5840
ey cast rons nodulareastion  APSO.05D 90 feed velocity (mm/min) 1150 1150 1150 1100 1100 1070 1110 2530
(35-45HRC) ap=0.5D 80 rote speed (min-1) : 31850 28310 25480 21230 18200 15920 14150 5840
High allay cast iran ap=0.05D feed velocity {mm/min) 830 850 820 760 200 860 910 2440

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
89 50%~70% and the feed should reach 40%~60% based on the table.



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, CAST IRON
spot Drill .

HRC
55

POY

LYDXZ AL

o ol - <
@
*N—Ul“
B

L2
Order Number| p Angle D2 L2
mm mm mm
2DMA 010 90 S04C 1 90° 4 50
2DMA 020 90 S04C D 90° 4 50
2DMA 030 90 SO04C 3 00° 2 50
2DMA 040 90 SO4C 4 90° z 50
2DMA 050 90 SO5C 5 00° 5 50
2DMA 060 90 SO6C 6 00" 6 50
2DMA 080 90 SO8D 8 o0° 8 60
2DMAT00 90 STOE 10 90° 10 75
2DMA 120 90 S12E 12 90° 12 75
2DMA 040 90 SO4H 4 00° 4 100
2DMA 060 90 SO6H 6 00" B 100
2DMA 080 90 SO8H 8 90° 8 100
2DMC 100 90 S10H 10 90° 10 100
2DMA120 90 S12H 12 90° 12 100
2DMA 160 90 S16H 16 90° 16 100
tool Diameter (mm)
i mm| ve 1Izldlalsll1ol1zl1slzo
Workpiece Material Depth of cut | m/min —

aps<1.5D 150 rote speed (min-1) 16000 12700 12000 10600 10000 9500 9280 7000 5600

Fering d sosbop s oy APS020  (60-350) teed velacity (mmymin) $80 710 1200 1280 1390 1720 2400 2500 2450

A gy aps15D 150 rote speed (min-1) 16000 12700 12000 10600 10000 9500 9280 7000 5600

aps02D  (60-350) feed velocity (mmy/min) 520 650 1070 1150 1250 1550 2170 2250 2200

tool Diameter (mm)
. 112 12416118 10]12]16]20

150

Workpiece Material Depth of cut | m/min Ei

scizng  9PSOSD %0 rote speed (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
SR e IR e feed velocity (mm/min) 400 500 810 920 1100 1280 1300 1310 1200
c.,pp.‘,ﬁ:"’ aps0.5D 150 rote speed (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000

aps1D  (60-350) feed velocity (mm/min) 380 450 800 830 1000 1150 1130 1000 1080

920
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@

Solid Carbide Inner
Radius End Mill

e Suitable for copper, stainless steel, alloy steel, carbon

steel, cast iron etc.

e Apply in high hardness and high speed cutting, could
processing high speed rough machining and fine

e The inner radius tool uses the latest ultra-fine tungsten

carbide for the highest wear resistance and strength
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Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, CAST IRON

Internal R End Mill
HRC @ I“" Ii

55

@ @ -0.015
o
M
S
H

NRD  TiAIN

e 00
-

Dia

jueys

Le
Order Number D R D2 L2
mm mm mm mim
4AMI 040 005 SO4C 4 0.5 4 50
4AMI 040 0075 SO4C 4 0.75% 4 50
4AMI 040 010 SO4C 4 1 4 50
4AMI 060 015 SO6C [+ 1.5 4] 50
4AMI 060 020 SO6C [ 2 5] 50
4AMI 060 025 SO6C 6 2.5 6 50
4AMI 080 030 SO8D 8 3 8 [&14]
4AMI 100 040 S10D 10 4 10 60
4AMI 120 050 S12D 12 5 12 60
4AMI 140 060 S14E 14 6 14 15
4AMI 160 070 SI6E 16 7 16 75
Dol Diameter_(mm)
(mm) | Ve 3 1 4 1 & 1 8 1 10 1 12 1 16 [ 20
=0 Workpiece Material Depth of cut | m/min ﬁ

[ <45HRC) ap<1.5D a0 rote speed (min-1) 21230 15920 10620 7960 6370 5310 3980 3190

Carbon steel alloy stee! ap<0.15D feed velocity {mm/min) 2040 1960 1690 1670 1620 1590 1490 1480

{50HRC) ap<1D 150 rote speed (min-1} : 15820 10350 7960 5970 4780 3980 2990 2390

Alloy Steel ap=0.12D feed velocity (mmy/min) 1290 1180 1080 1160 1050 930 760 660

: aps1sD - g, rote speed (min-1) 15920 11940 49600 5970 4780 3980 2900 2390

M stainless steel ap<0.15D feed velocity {mm/min) 1580 1330 1150 1220 1130 1080 900 820

IO PSSO e e R T e

{35-45HRC) aps1D 150 rote speed (min-1) . 15920 11940 7960 5970 4780 3980 2990 2390

High alloy cast iran ap<0.12D feed velocity {mm/min) 1290 1250 1190 1090 1000 950 850 770

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 92



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

ALUMINUM ALLOY, SUPER BRIGHT HIGH EFFICIENT

Internal R End Mill g
LYNRD AL H:SC -@ liﬁa —WR D D

Tal ()

% @ 0. 015

=

T E
L ]
Dia

L2

Order Number D R D2 L2
mm mm mm mm

4AMA 040 005 SO4C 4 0.5 P 50
4AMA 040 0075 S04C 4 0.75 4 50
4AMA 040 010 SO4C 4 i 4 50
4AMA 060 015 SO6C 6 15 6 50
4AMA 060 020 SO6C 6 2 3 50
4AMA 060 025 SOeC 6 25 6 50
4AMA 080 030 SO8D 8 3 8 60
4AMA 100 040 S10D 10 4 10 60
4AMA 120 050 S12D 12 5 12 60
4AMA 140 060 S14E 14 6 14 75
4AMA 160 070 S16E 16 T 16 il
tool Diameter (mm)

150 (mm) Wic 1 l 5 l = I. 6 ] 8 l 10 I 12 l 16 I 20

Workpiece Material Depth of cut | m/min d

Slcizx) SIS0 150 rote speed (min-1) 16000 13000 12000 10600 10000 9500 9280 7000 5600

i ooy oy ap=0.2D  (80-350) feed velocity (mm/min) 650 850 1430 1530 1670 2050 2800 3000 3150

Cipniar Wiy aps<15D  1sp rote speed (min-1) 16000 13000 12000 10600 10000 9500 9280 7000 5600

ap<0.2D  (60~350) feed velocity (mm/min) 720 900 1200 1200 1500 1800 2225 2500 3000
tool Diameter (mm)

- (. 112 [aTe6 81012 T16T]20

Workpiece Material Depth of cut | m/min L
pth of cu %—]

Slet29% ap<1.5D 150 rote speed (min-1) 16000 10000 9000 8000 7800 8000 6800 SO000 4000

orging i st e oy ApS0.2D  (60~350) feed velocity (mm/min) 450 570 960 1050 1300 1500 1620 1680 1800

coppo[tc;wm aps1.5D 150 rote speed (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000

ap<0.2D  (60-350) feed velocity (mm/min) 450 520 860 B30 9600 1240 1500 1500 1510
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e Carbide cutter suitable for T-grooving and milling.

e Made from solid carbide to support high precision
groove machining

e Use for T groove machining or face milling
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Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, CAST IRON
T-Slot End Mill

N HRC ~ o [ G -
TXD AITIN @y las’
55 S D D
@ Tol +0.01
W e
Fogi 02
| 5 g
M L £ \I Ued' gops
\kr 7 * 30*
PO
. 3| i 1h’. . o ]
™ 7 "3 :
C[ L a '} 9 -
K - ™ :arc-: [ l
S oS Ezom2 I 6%
=0
H i L |
D L D2 L2
mm mm mm mm
3 0.5/1/1.5/2 4 50
4 0.5/1/1.5/2 4 50
6 0.5/1/1.5/2/2.5/3 6 50
8 0.5/1/1.5/2/2.5/3 8 50
10 1/1.5/2/2.5/3/4/5 10 60
12 1/1.5/2/2.5/3/4/5 12 60
14 1/1.5/2/2.5/3/4/5 14 75
16 1/1.5/2/2.5/3/4/5 16 75
Tool Diameter (mm)
(mm) | Ve 0g | 09 1T 70 1 12 | 74 1 361 18 [ 20
= Workpiece Material Depth of cut | m/min
{ <45HRC) aps<0.5D g0 rote speed {min-1) 3 35830 31850 28600 23890 20470 17910 15920 5840
Carbon steel alloy steel ap<0.05D feed velocity (mm/min) 1150 1130 1150 1100 1110 1070 1110 2800
(SOHRC) ap<0.5D 70 rote speed (min-1) 27870 24770 22290 18580 15920 13930 12380 478D
Alloy Stee| ap=0.05D feed velocity (mm/min) 840 B840 850 820 80O 780 820 2000
ap<0.5D rote speed (min-1) 23890 21230 19110 15920 13650 11940 10620 S840
M stainless steel ap=0.03D e0 feed velocity (mm/min) 760 760 760 730 740 720 740 2530
(<32HRC)  aps0.5D rote speed (min-1) ¥ 35830 31850 28660 23890 20470 17910 15920 5840
e e P T o] 90 feed velocity (mm/min) 1150 1150 1150 1000 1100 1070 1110 2530
(35-4sHRC)  aps0.5D 80 rote speed (min-1) 31850 26310 25480 21230 18200 15920 14150 584do
High alloy cast iron ap=0.05D feed velocity (mm/min) 830 850 820 760 &00 860 910 2440

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
95 50%~70% and the feed should reach 40%~60% based on the table.



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

ALUMINUM ALLOY, SUPER BRIGHT HIGH EFFICIENT

T-Slot End Mill
B Y N r—

. AT H
M N gy
\ ) = ) ' 30*
ST 1A 1
3‘ I u - ]
I s N 3 Lﬁ .
- L. o |
5 7 b L
Eznoz _51“05
H i L |
D L D2 L2
mm mm mim mm
3 0.5/1/1.5/2 4 50
4 0.5/1/1.5/2 4 50
6 0.5/1/1.5/2/2.5/3 6 50
8 0.5/1/1.5/2/2.5/3 8 50
10 1/1.5/2/2.5/3/4/5 10 60
12 1/1.5/2/2.5/3/4/5 12 60
14 1/1.5/2/2.5/3/4/5 14 75
16 1/1.5/2/2.5/3/4/5 16 75
tool Diameter (mm)
Ve 1 ] 2 | 4 | 6 ] 8110|1216 | 20

150 (mm)
Workpiece Material Depth of cut | m/min ﬂ

iz WS1SD 150 rote speed (min-1) 16000 13000 12000 10600 10000 9500 9280 7000 5600
Forging and casting aluminm sy ap<0.2D  (60-350) feed velocity (mm/min) 650 850 1430 1530 1670 2050 2800 3000 3150
(< 200MB)
Copper alloy aps1.5D 150 rote speed (min-1) 16000 13000 12000 10600 10000 9500 9280 7000 5600
ap=0.2D  (60-350) feed velacity (mm/min) 720 900 1200 1200 1500 1800 2225 2500 3000
tool Diameter (mm)
- R 1 12146 8 f10]12]16]2
Workpiece Material Depth of cut | m/min |
ﬁi.
sleizw) 2P=15D 150 rote speed (min-1} 16000 10000 9000 8000 7800 8000 6800 5000 4000
coppa‘rﬁ?:;m ap=15D 150 rote speed (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
aps02D  (60-350) feed velocity (mm/min) 450 520 860 830 96500 1240 1500 1500 1510

96
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I
Solid Carbide Dovetail End EMills

il

..._.._.._.
RN e mian L

e Features a shortened neck for long machining
operations

e Corner radius profile for increased strength

e Solid carbide for durability

Special edge design, effectively solve the problem of sticky




Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, CAST IRON

Dovetail End Mill
< @ Pls T —

YWXD TiAIN 55 )] D
Tol ()
@ -0. 015
H e
a
M @
E S
™Y |
Dn
D2| 4—- = o 174 D
H Lz
D Angle D2 12
mm mm mm
1 30° 4 50
1.5 30° 4 50
2 30° 4 50
2.5 30° 4 50
3 30° 4 50
4 30° 4 50
6 30° 6 50
8 30° 8 60
10 30° 10 75
1 45° 4 50
1.5 45° 4 50
2 45° 4 50
2.5 45° 4 50
3 45° 4 50
4 45° 4 50
6 45 6 50
2] 45° 8 60
10 45 10 75
Tool Diameter (mm)
(mm) | Ve 3 1 4 1 5 [ # 1 19 1 32 | 96 | 90
=0 Workpiece Material Depth of cut | m/min dj
(<45HRC) aps1.5D 200 rote speed (min-1) : 21230 15920 10620 7960 6370 5310 3980 3190
Carbon steel alloy steel ap<0.15D feed velocity (mm/min) 2040 1960 1690 1670 1620 1580 1490 1480
(50HRC) ap<1D 150 rote speed (min-1) _ 15820 10350 7960 5970 4780 3980 2990 2390
Alloy Steel ap<0.12D feed velocity (mm/min) 1290 1180 1080 1160 1050 930 760 580
M i ap<1.5D 150 rote speed (min-1) 15920 11940 49600 5970 4780 3980 2900 2390
stainless steel ap<0.15D feed velocity (mm/min) 1580 1330 1150 1220 1130 1080 900 820
(<32HRC)  aps1.5D 170 rote speed (min-1) 18050 13540 9020 6770 5410 4510 3380 271
Gry eastiron, nodular eastiron  ap<0.15D feed velocity (mm/min) 1620 1500 1440 1330 1200 1150 1020 930
(35-45HRC) aps1D 150 rote speed (min-1) 15920 11940 7960 5970 4780 3980 2990 2390
High alley cast iren ap<0.12D feed velocity (mm/min) 1290 1250 1190 1090 1000 960 850 770

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach

50%~70% and the feed should reach 40%~60% based on the table.
98



Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

ALUMINUM ALLOY, SUPER BRIGHT HIGH EFFICIENT
Dovetail End Mill

HRC X Uni
wxo AL T @ lﬁ, |S ; “

@ . -0.015
M
I D1

® DQE— 2 = v D
S
H ]

L2 |
D Angle D2 L2
mm mm mim
1 cloj 4 50
1.5 30° 4 50
2 30° 4 50
2.5 30° 4 50
3 30° 4 50
4 30° 4 20
6 30° 6 50
8 20 8 60
10 30° 10 75
1 45° 4 50
1.5 45° 4 50
2 45° 4 50
2.5 45° 4 50
3 45° 4 50
4 45° 4 50
6 45° 6 50
8 45° 8 60
10 45° 10 75
tool Diameter_(mm
" 1 2 4 6 8 10112 116 ] 20
e Workpiece Material | |Depth of cut | mimin i
sicizg  3PE1ED 150 rote speed (min-1) 16000 13000 12000 10600 10000 9500 9280 7000 5600
Fangnp s eastng v sy QP00 (0-350) fieed vellocity (mm/min) 650 850 1430 1530 1670 2050 2800 3000 3150
Copper skoy P10 150 rotespeed (min-1) 16000 13000 12000 10600 10000 9500 9280 7000 5600
aps0.2D  (60=350) faed velocity (mm/min) 720 900 1200 1200 1500 1800 2225 2500 3000
tool Diameter (mm)
- W 1|2|4I57_§[10T12115120
Workpiece Material Depth of cut | m/min ﬁ
sl aps1.50 150 rote speed (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
Fengng and casting sharnirem iy 3PS0.2D  (60-350) feed velocity (mm/min) 450 570 960 1050 1300 1500 1620 1680 1800
929 Coppa sty il L rote speed (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
ap=0.2D  (60-350) fieed velocity (mm/min) 450 520 860 B30 9600 1240 1500 1500 1510
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@

Thread End Mills - Carbide

e Suitable for Various high-hard steel parts such as
stainless steel, titanium alloy, heat-treated die steel, etc (
e Combination of fully ground arc blade sharp edge, high —

wear resistance professional milling design

A \WORLD WIDE RELIABL PARTNERS .
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Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STRINLESS STEEL, GAST IRON
Thread End Mill
p— % I;5° E _

55

o e
M e
» P/
S ‘ i
H L2
|
D L D2 L2
mm mm mm mm
21 6 4 50
4 10 4 50
6 13 6 60
27 7 4 50
3 8 4 50
34 9 4 50
8 20 8 60
B 10 4 50
4.8 12 6 57
6 16 6 57
8 20 8 60
6 16 6 57
8 20 8 60
Tool Diameter (mm)
(mm) | Ve 08 1 09 T 30 T 32 T 74 ] je6 1 38 [ 20
150 :
Workpiece Material Depth of cut | m/min
p : U
(<45HRC) ap<0.5D 90 rote speed (min-1) : 35830 31850 28600 23890 20470 17910 15920 5840
Carbon steel alloy steel ap<0.05D feed velocity (mm/min) 1150 1150 1150 1100 1110 1070 1110 2800
(SOHRC) ap=05D 70 rote speed (min-1) 27870 24770 23230 1mse0 15920 13930 12380 4780
Alloy Steel ap=<0.05D feed velocity (mm/min) 840 840 820 800 780 820 2000
M ) ap=0.5D rote speed (min-1) , 23890 21230 19110 15920 13650 11940 10620 5840
stainless steel ap=<0.03D 60 feed velocity (mm/min) 760 760 760 730 740 720 740 2530
(<32vRc)  ap=0.5D rote speed {min-1) 35830 31850 28660 23890 20470 17910 15920 5840
Gry castiron, nodularcastiron ~ pS0.05D 90 feed velocity (mm/min) 150 1150 1150 1100 1100 1070 1110 2530
(35-45HRC) ap<0.5D a0 rote speed (min-1) 31850 28310 25480 21230 18200 15920 14150 5840
High alloy cast iron ap=0.05D feed velocity (mm/min) 830 850 820 760 800 860 910 2440

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table.
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Hotline: 0909 512 911 Anh Kim Group Hotline: 0909 512 911 Anh Kim Group

STEEL, STAINLESS STEEL, CAST IRON

Thread End Mill
HRC % I;5° S

LWXD TiAIN 55

H -
M e
Z
l ’ . |.B
H L2
|
D L D2 L2
mm mm mm mm
10 22 10 D
12 22 12 75
16 30 16 90
10 25 10 75
10 28 10 75
12 28 12 75
16 30 16 90
9.8 30 10 75
_ 10 30 10 15
_ 12 30 12 75
16 40 16 90
14 36 14 83
16 40 16 90
16 42 14 90
Tool Diameter (mm)
(mm) | Ve 08 1T 09 T 10 1 312 1 14 1 36 1 18 1 20
L Workpiece Material Depth of cut | m/min .&ﬂ
{ <45HRC) ap=0.5D 90 rote speed (min-1) > 35830 31850 28600 23890 20470 17910 15920 5840
Carbon steel alloy steel apsD.USD feed velocity (mm/min) 1150 1150 1150 1100 1110 1070 1110 2800
(50HRC) ap=05D 70 rote speed (min-1) 27870 24770 %2230 18580 15920 13930 12380 4780
Alloy Steel ap<0.05D feed velocity (mm/min) 840 840 820 800 780 820 2000
M ’ ap<0.5D 50 rote speed (min-1) ; 23890 21230 19110 15920 13650 11940 10620 5840
stainless steel ap<0.03D feed velocity (mm/min) 760 760 760 730 740 720 740 2530
{<32HRC)  ap<0.5D rote speed (min-1) 35830 31850 28660 23890 20470 17910 15920 5840
Gev caston, nedularcastion | ApSOOSD 30 feed velocity (mm/min) 7150 1150 1150 1100 1100 1070 1110 2530
(354sHRC)  Aps0SD rote speed (min-1) 31850 28310 25480 21230 18200 15920 14150 5840
High alloy cast iron ap=0.05D feed velocity (mm/min) 830 850 820 760 800 860 910 2440

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table.
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Hotline: 0909 512 911 Hotline: 0909 512 911 Anh Kim Group

Anh Kim Group

ALUMINUM ALLOY, SUPER BRIGHT HIGH EFFICIENT
Thread End Mill

e B g G
LWXD . 0} )]
AL 55 3 135 Ii To i
— 0.015
M
2/
S ‘ L
H : -
D L D2 L2
mm mm mm mm
2.1 6 4 50
4 10 4 50
6 13 6 60
27 i 4 50
3 8 4 50
3.4 9 4 50
8 20 8 60
4 10 4 50
4.8 12 6 57
6 16 6 57
8 20 8 60
6 16 6 57
8 20 8 60
tool Diaieter {mm)
- — . 112 TaTeTlsTiol12T16 2
Workpiece Material Depth of cut | m/min jL o FQ
dion ap<1.5D 150 rote speed (min-1) 16000 13000 12000 10600 10000 9500 9280 7000 5600
SR TR A T aps0.2D  (60-350) feed velocity (mm/min) 650 850 1430 1530 1670 2050 2800 3000 3150
[« 200HB)
Copper alloy aps1.5D 150 rote speed (min-1) 16000 13000 12000 10600 10000 9500 9280 7000 5600
aps0.2D  (60~350) feed velocity (mm/min) 720 900 1200 1200 1500 1800 2225 2500 3000

tool Diameter (mm)
- —— 1] | & | & ] & ]3] 9] 3] 20
Workpiece Material Depth of cut | m/min ;i
(Si<12% P=15D 150 rote speed (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
Forging and casting siuminum siey apS0.2D  (60~350) feed velocity (mm/min) 450 570 960 1050 1300 1500 1620 1680 1800
coppe‘:aby’ aps1.5D - 150 rote speed (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
ap<02D  (60~350) feed velocity (mm/min) 450 520 860 B30 9600 1240 1500 1500 1510
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ALUMINUM ALLOY, SUPER BRIGHT HIGH EFFICIENT

Thread End Mill
LWXD AL HSRSC @ I;S, Ii .

LiL Y
»

0,015

M
| 4B/
S L
H Lz
D i D2 12
mm mm mm mm
10 22 10 75
12 22 12 75
16 30 16 S0
10 25 10 75
10 28 10 75
12 28 12 75
16 30 16 90
9.8 30 10 75
10 30 10 75
12 30 12 75
16 40 16 90
14 36 14 83
16 40 16 90
16 42 14 S0
tool Diameter (mm)
- - 112 141681012112
Workpiece Material Depth of cut | m/min @
(S1<12%) ap<1.5D 150 rote speed (min-1) 16000 13000 12000 10600 10000 9500 9280 7000 5600
Farging and casting slumimum alloy AP £0.2D (60~350) feed velocity (mmymin) 650 850 1430 1530 1670 2050 2800 3000 3150
Cop;r“:l.l:; ap<1.5D 150 rote speed (min-1) 16000 13000 12000 10600 10000 9500 9280 7000 5600
aps0.2D  (60-350) feed velocity (mm/min) 720 900 1200 1200 1500 1800 2225 2500 3000
tool Diameter (mm)
- vaal AEEEEEAE R EHETEE)
Workpiece Material Depth of cut | m/min . Ei
(S1<12%) aps1.5D 150 rote speed (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
Forging and casting sluminum alloy ap<0.2D  (60~350) feed velocity (mm/min) 450 570 960 1050 1300 1500 1620 1680 1800
copp}‘aﬂm apsisD - 150 rote speed (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
ap<0.2D (60-350) feed velocity (mmy/min) 450 520 860 B30 9600 1240 1500 1500 1510
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Carbide Corn End Mill

K

e Applicable material circuit board, glass fiber, resin
milling and other precision hardware processing

e The chip removal resistance is small, the chip removal
is smooth, no glitches or scrap left.

e Unique knife edge mirror grinding process
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GLASS FIBER, GARBON FIBER

Corn End Mill For Composite Meterial
i T w
P [s

55 [} [y

1

YMXD AL

ISP
.

{0, 013

a
D L1 D2 L2
mm mm mm mim
4 12 4 45
4 17 4 45
4 22 4 45
4 25 4 50
4 28 4 50
4 32 4 55
6 17 [ 50
5] 22 6 50
[ 25 6 50
5] 28 6 60
5] 32 6 60
5 42 3 75
5] 52 3 a5
8 25 8 60
8 32 g 60
8 35 g 75
8 42 g 75
10 42 10 75
10 52 10 100
12 42 12 75
12 52 12 100

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 106
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y
CNC imported integral tungsten steel drill

_e 0.4pm micro-particle tungsten steel raw
material, with higher wear resistance and high-
speed cutting with higher hardness

e Suitable for steel, aluminum alloy, stainless
steel, cast iron, short cut non-ferrous metal and
nickel base alloy, titanium alloy and other most

materials processing.

Special edge design, effectively solve the problem of sticky
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STEEL, STAINLESS STEEL, CAST IRON
Twist Drill

MHZ Tian  HRC S @) Y
55 D D
Tol 0
. ® -0. 015
M @
I .
s S TSSSS9
| L1
H | S
|« >
D L1 D2 L2
mm mm mm mm
1-1.5 10 4 33
1.6-2 19 4 38
2.1-2.5 19 4 38
2.6-3 19 4 38
3.1-3.5 19 4 38
3.6-4 23 4 45
4.1-4.5 23 6 45
4.6-5 25 6 50
5.1-5.5 25 6 50
5.6-6 25 6 50
6.1-6.5 28 8 55
6.6-7 28 8 55
7.1-7.5 30 8 60
7.6-8 30 8 60
8.1-8.5 30 10 60
8.6-9 33 10 65
9.1-9.5 33 10 65
9.6-10 35 10 70
10.1-10.5 35 10 70
Tool Diameter (mm}
5 (mm) | Ve [~ 08 o9 1 70 1 12 I 14 1 16 1 18 1 20
' Workpiece Material Depth of cut | m/min f@‘l
{ <45HRC) aps0.5D a0 rote speed (min-1) T 35830 31850 28600 23890 20470 17910 15920 5840
Carbon steal alicy steel ap=0.05D feed velocity (mm/min) 1150 1150 1150 1100 1110 1070 1110 2800
(50HRC) ap=0.50 70 rote speed (min-1) 27870 24770 22290 18580 15920 13930 12380 4780
Alloy Steel ap=0.05D feed velocity (mm/min) 840 840 850 820 800 780 820 2000
M ; ap=0.50 60 rote speed (min-1) 23890 21230 19110 15920 13650 11940 10620 5840
stainless steel aps0.03D feed velocity (mm/min} 760 760 760 730 740 720 740 2530
(<334Rc)  aps0.5D rote speed (min-1) 35830 31850 28660 23890 20470 17910 15920 5840
oy cast o, nodlrcattion | Apa00SD. 0 feed velocity (mm/min) 1150 1150 1150 1100 1100 1070 1110 2530
. [35-45HRC) aps0.5D a0 rote speed (min-1) . 31850 28310 25480 21230 18200 15920 14150 5840
High alloy cast irsn ap=0.05D feed velocity (mm/min) 830 850 820 760 800 860 910 2440

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 108
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STEEL, STAINLESS STEEL, CAST IRON
Twist Drill

MHZ TiAIN

HRC
55

6 T o,

Tol 0
-0. 015

B
M
! Cr=S<=S9
H

| |_ L1 ;
: L2
|« »
D L1 D2 L2
mm mm mm mm
10.6-11 38 10 75
11.1-11.5 38 12 75
11.6-12 38 12 75
12.1-12.5 35 14 742]
12.6-13 35 14 75
13.1-13.5 40 14 80
13.6-14 40 14 80
14.1-14.5 40 16 80
14.6-15 40 16 80
15.1-15.5 40 16 80
15.6-16 40 16 80
16.1-16.5 40 18 80
17 45 18 80
17.5 45 18 80
18 45 18 80
18.5 45 20 80
19 45 20 80
19.5 45 20 80
20 45 20 80
Tool Diameter (mm)
(mm}) Ve g8 [ 09 [ 10 1 12 1.4 1.6 I 18 I 20
150 Workpiece Material Depth of cut | m/min L_ﬁ‘_:
{ <45HRC) ap=0.5D a0 R e L L R 35830 31850 28600 23890 20470 17910 15920 5840
Carbon steel alloy steel aps0.05D eed velocity (mm/min) 1150 1150 1150 1100 1110 1070 1110 2800
(SOHRC) ap<0.5D 70 rote speed (min-1) 27870 24770 22290 18580 15920 13930 12380 4780
Alloy Steel ap=<0.05D feed velacity (mm/min) B40 840 B850 820 800 780 520 2000
M ap=0.5D 60 rote speed (min-1) 23890 21230 19110 15920 13650 11940 10620 5840
stainless steel ap=0.03D feed welocity (mm/min) 760 760 760 730 740 720 740 2530
(<i2HRc)  aps0.5D rote speed (min-1) _ 35830 31850 28660 23850 20470 17910 15620 5840
Gy castiron, nodular castion  APE0:05D 30 feed velacity (mm/min) 1150 1150 115D 100 1100 1070 1110 2530
(as4serc)  aps03D o rote speed (min-1) 31850 28310 25480 21230 18200 15920 14150 5840
High alioy cast iran ap<0.05D feed velocity (mm/min) 830 850 820 760 800 BED 910 2440

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
109 50%~70% and the feed should reach 40%~60% based on the table.
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STEEL, STAINLESS STEEL, CAST IRON, HIGH HARDNESS STEEL
Twist Drill

WGZT TiAIN

B
M
L]
! CrsS=S9
H

| !‘ L1 .
& f« _ ,
D L1 D2 L2
mm mm mm mm
1.0-1.5 16 4 33
1.6-2.0 18 4 38
2.1-2.5 18 4 38
2.6-3.0 18 4 38
3.1-35 18 4 38
3.6-4.0 23 4 45
4.1-45 23 6 45
4.6-5.0 25 6 50
5.1-5.5 25 6 50
5.6-6.0 25 6 50
6.1-6.5 28 8 55
6.6-7.0 28 8 55
7.1-1.5 30 8 60
7.6-8.0 30 8 60
8.1-8.5 30 10 60
8.6-9.0 33 10 65
9.1-9.5 33 10 65
9.6-10.0 35 10 70
10.1-10.5 35 12 70
10.6-11.0 38 12 75
(mm) | Ve 0F T 05 T 10 Imilgmmmrlhmq} 16 1T 18 1 20
=R Waorkpiece Material Depth of cut | m/min ”ﬂ”
{<45HRC) ap=0.5D 90 rote speed (min-1) : 35830 31850 28600 23890 20470 17910 15920 5840
Carbon steel alloy steel ap<0.05D feed velocity (mm/min) 1150 1150 1150 1100 1110 1070 1110 2800
Aoy steel aomsn 10 e 840" ‘sao  ‘sso. o0  'gop '7a a2 2000
ap=0.5D rote speed (min-1) 23890 21230 19110 15920 13650 11940 10620 5840
M stainless steel ap=0.03D 60 feed velocity (mm/min) 760 760 760 730 740 720 740 2530
(<32HRe)  ap=0.5D rote speed (min-1) _ 35830 31850 28660 23890 20470 17910 15920 5840
Gey cast beon, nodular cast o Ap<0.050 90 feed velocity (mm/min) 1150 1150 1150 1100 1100 1070 1110 2530
. (35-45HRC) ap=0.50 80 rote speed (min-1) 31850 28310 25480 21230 18200 15920 14150 5840
High alloy cast iron ap=0.05D feed velocity (mm/min) 830 850 820 760 800 860 910 2440

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
50%~70% and the feed should reach 40%~60% based on the table. 110
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STEEL, STAINLESS STEEL, CAST IRON, HIGH HARDNESS STEEL
Twist Drill

WGZT TiAIN HAC D D
65
Tol 0
. -0. 015
3
M e
I .
S
H @
| L1
|« »
L2
|+ >
D L1 D2 L2
mm mm mm mm
11.1-11.5 38 12 75
11.6-12 38 12 75
12.1-125 38 12 75
12.6-13.0 38 14 75
13.1-13.5 38 14 75
13.6-14.0 40 14 80
14.1-145 40 14 80
14.6-15.0 40 16 80
15.1-155 40 16 80
15.6-16.0 40 16 80
16.1-16.5 40 16 80
17 40 18 80
17.5 40 18 80
18 40 18 80
18.5 40 18 80
19 40 20 80
19.5 40 20 80
20 40 20 80
20.5 40 20 80
21 40 22 80
22 40 22 80
Tool Diameter (mm
mm) | ve _l_[__1_Ll'Li_lz_l_lTn ] 03 10 12 L4 1e i) ]
i Workpiece Material Depth of cut | m/min &
(<4SHRC) ap=0.5D 90 rote speed (min-1) : 35830 31850 28600 23890 20470 17910 15920 5840
Carbon steel alloy steel ap<0.05D feed velocity (mm/min) 150 1150 1150 1100 1110 1070 1110 2800
(SOHRC) ap=0.5D 70 rote speed (min-1) : 27870 24770 22290 18580 15920 13930 12380 4780
Alloy Steel ap=0.05D feed velocity (mm/min) 840 840 850 820 800 780 820 2000
M ap=0.50 o rote speed (min-1) : 23890 21230 19110 15920 13650 11940 10620 5840
stainless steel ap<0.03D feed velocity {mm/min) 760 760 760 730 740 720 740 2530
(<3zumc)  aps0.5D rote speed (min-1) 35830 21850 28660 23890 20470 17910 15920 5840
cast o, mohiar casthoy | APS00S0) 90 feed velocity (mm/min} 1150 1150 1150 1100 1100 1070 1110 2530
(3s-45HRC)  aps0.5D 80 rote speed (min-1) 31850 28310 25480 21230 18200 15920 14150 5840
High alloy east iron aps0.050 feed velocity (mm/min) 830 as0 820 760 800 860 910 2440

Above table is the standard cutting data for side milling maching, if for groove cutting , the VC should reach
111 50%~70% and the feed should reach 40%~60% based on the table.



