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BB

Coating Characteristics

EEZHE
CoatingName HG HT HB HD
ol ALTiSi+N ALTiSi+N ALTiCR+N N Di d
Ingredient iSi iSi i ano Diamon
e HifE HiEeE BIxE EIRE
Colour Bronze Bronze Dark grey Dark grey
BeEE BRaEtt. BEEE.BIaE . BIRE LI REER i Stinge=3k
45k BEERE BEERE
ch ST Ultra high hardness, Ultra high hardness, Ultra low oxidation Ultra high
aracteristics super oxidation resistance, | superoxidation resistance, low friction wear resistance
high density. high density.
EE
3700 (HV) 3500 (HV) 3500 (HV) 10000 (HV)
Hardness
EEIZ{REL
Coefficient of Friction 0.4 0.36 0.3 <0.1
aFRRE
Oxidation Onset Temperature (U L0 U el
ZEERE
Coating Thickness 2-4um 2-4um 2-4um 6-10um
1. #%4£0-0.003mm
2. §—XJIHERNLE
High precision SHH series
1.Shank diametertolerance 0-0.003 mm
2. Test results for each end mill
SHHLSR4-02002080 SHHS4-0601500
p2zr0. 2+8*D4=50  [I|MIIAINAMALIN ~ D6*15%D6*60 L0 0 T
T a9s @ 202404190321213 5998 202404'80321420

SHHR2-060120

R3%124D6*60 ||||!||||I|[| Il i!||i|||

202404180327423

SHHLRZ2-020080
R1*8*D4*50
sano 1. 995

H I

2024041804

—

SRR/ ER
Highly recommend/Recommend/Suggest

e i) Carbon steels (545C/S55C)

&% Alloy steels (SK/SCM/SUS)

FarEs Prehardened steels (NAK/HPM)

RN Hardened steels (~55/~60/~70HRC)

$BEE Aluminum alloys

aE Graphite

bl Copper G

i Plastics v/

e £ Carbon fiber o)

#Had Titanium alloys =

B#RaE Heat resistant alloys o

BHEAE Cemented carbide O\u

@A Hard brittle (non-metallic)material o

& 5t88Y5% (Total 8 models)

SHHS2-0010020 0.1 0.2 - 12°
SHHS2-0020040 0.2 0.4 - 12°
SHHS2-0030060 0.3 0.6 - 12°
SHHS2-0040080 0.4 0.8 - 12°
SHHS2-0050100 0.5 1 - 12°
SHHS2-0060120 0.6 1.2 - 12°
SHHS2-0070140 0.7 1.4 - 12°
SHHS2-0080160 0.8 1.6 12°

ARV EATBMBR S,
*Newsize added fromthisseries.

2 EF o
O Stockeditems.

D

SHHS27]* 7] (2 Flutes Square)

BEENEERREHER
EEENMREIERFONEE;
*EEEEHRCA8-65EMBIINTHE S K,

*Special coating + bar for high hard hardened materials;
*Very good finish on flat surfaces and side cuts;
*Long processing life in high hardness HRC48-65 degree materials.

L1

) 3

50
50
50
50
50
50
50
50

N NN NN

B{IUnit (mm)

OO0OO0OO0OO0OO0OO0O0

27]
2 Flutes

7]
Square

02




27]
2 Flutes

7]
Square

03

SHHS2-0001] %42 (Milling Conditions)

tHI 5%k (Cutting Parameter)

Ny 4As A
H1E(mm) @i(min-1) | EOEE | g ning) | EEEE | g ) | EREE
. (mm/min) (mm/min) (mm/min)
Diameter Speed Speed Speed
Feed Feed Feed
0.1 40000 120 40000 100 40000 50
0.2 30000 150 30000 120 30000 80
0.3 30000 260 30000 200 26000 100
0.4 30000 400 30000 300 26000 120
0.5 26000 500 23000 400 20000 200
0.6 26000 500 23000 500 20000 300
0.7 26000 600 23000 500 18000 300
0.8 24000 700 20000 600 18000 300

BIEENEI TR E(mm)Milling Amountfor Side Milling(mm)

. Lengthof Cut 2.5D(7 R=E1%*2.5) 4D (7 R=HE1%*4)
Work Material Nk 2.5D (Length of Cut=Diameter*2.5)| 4D (Length of Cut=Diameter*4)
45HRCLATF de=0.07D de=0.07D
Below45HRC ap=2D dp=2D
45HRCEL E de=0.03D de=0.03D
Above45HRC ap=1.5D ap=1.5D

D : B Diameter (mm)
ap : tIFEAxialDepth (mm)
de : t1ERadialDepth (mm)

Bt

*RIBEETE, FROIFEEBEMES,

* AFFAEM S SR THEBRMERIE;

*RINRIEETE. RERWE, HIFER,

*BERENS, BIRHIRREERAIELS;

*HIFHEEATHRCS8ER, FEZNARS, BINLABREHRSSH.

Note:

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum
spindle speed;

*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys;

*Recommend using a non-contact measuring device to avoid damaging the precision tip point;

*Decrease both spindle speed and feed rate proportionally in case of chattering;

*When the material hardnessis greater than HRC58 degrees, itisrecommended to use air blow cooling for roughing and
oil mist orair blow cooling for finishing.

SRR R/ EE
Highly recommend/Recommend/Suggest

[ i Carbon steels (545C/S55C)

E&i Alloy steels (SK/SCM/SUS)

FERE Prehardened steels (NAK/HPM)
S Hardened steels (~55/~60/~T0OHRC)
BaE Aluminum alloys

RE Graphite

EiEl Copper

Ll Plastics

kA Carbon fiber

#Has Titanium alloys

BAEE Heat resistant alloys

BHEAE Cemented carbide

TERERt Hard brittle (non-metallic)material

& 524845 (Total 24 models)

SHHS4-0100300 1.0 3 -
SHHS4-0150400 1.5 4 -
SHHS4-0200500 2.0 5 -
SHHS4-0250600 2.5 6 -
SHHS4-0300800-3 3.0 8 -
SHHS4-0300800-4 3.0 8 -
SHHS4-0300800-6 3.0 8 -
SHHS4-0401000-4 4.0 10 -
SHHS4-0401000-6 4.0 10 -
SHHS4-0401000-75 4.0 10 -
SHHS4-0501300 5.0 13 -
SHHS4-0601500 6.0 15 =
SHHS4-0601500-75 6.0 15 -
SHHS4-0601500-100 6.0 15 -
SHHS4-0802000 8.0 20 -
SHHS4-0802000-75 8.0 20 -
SHHS4-0802000-100 8.0 20 -
SHHS4-0802000-150 8.0 20 =
SHHS4-1002500 10.0 25 -
SHHS4-1002500-100 10.0 25 -

SHHS47]* 7] (4 Flutes Square)

BEENARE RN
“HEBBEHRCAS-65E MM I H /K,

*Special coating + bar for high hard hardened materials;
*Very good finish on flat surfaces and side cuts;

*Long lifein cutting high hardness material of HRC48-65.

0/-0.01(D<12)

12°
12°
12°
12°

12°
12°

12°
12°
12°

(]

/f Bta

L1

)

©
o

50
50
50
50
50
50
60
50
60
75
60
60
75
100
60
75
100
150
75
100

B R L - T T - T T R S e e e R e T s

B{IUnit (mm)

0 0 0 0 oo o o o »~ oo b~ O b~ W B~ b B B>

[y
o

10

OO0OO0O0OO0O0OO0O OO OOOLOOOOOOOO

Nextpage mms

47]
4 Flutes

7]
Square

04




SHHS47] 7] (4 Flutes Square)

SHHS4-1002500-150 10.0
SHHS4-1203000 12.0
SHHS4-1203000-100 12.0
SHHS4-1203000-150 12.0

47)
4 Flutes
AR EBFEMBPRT,
*Newsizeadded fromthisseries.
7]
Square
05

25
30
30
30

- - 150

- - 100
= 150

#E B 1Z fho

Stockeditems.

A~ D B b

10
12
12
12

O O OO

tIH) &4 (Cutting Parameter)

B1€(mm) Ei#(min-1)

Diameter Speed
1.0 22000
L5 18000
2.0 15000
2.5 13000
3.0 11000
4.0 8500
5.0 7500
6.0 6500
8.0 5000
10.0 4000
12.0 3500

BIE DB ENFE(mm)Milling Amount for Side Milling(mm)

BARRE
(mm/min)
Feed
600
700
900
900
1000
1200
1500
1800
2000
2000
2000

SHHS4-000418I %43 (Milling Conditions)

@E(min-1) | SRR | geinin)
(mm/min)
Speed Speed
Feed
20000 500 15000
16000 600 12000
12000 600 10000
10000 600 9000
8000 700 7000
7500 800 6000
6000 1200 5000
5500 1000 4500
4000 1200 3500
3200 1500 2500
2500 1500 2200

. Lengthof Cut 2.5D(7) R=H1E*2.5) 4D(T R=E1E*4)
Work Material Nk 2.5D (Length of Cut=Diameter*2.5)| 4D (Length of Cut=Diameter*4)
45HRCLATF de=0.07D de=0.07D
Below45HRC ap=2D dp=2D
45HRCEL E de=0.03D de=0.03D
Above45HRC ap=1.5D ap=1.5D

D : BfE Diameter (mm)
ap : YIFAxialDepth (mm)
de : tY1E Radial Depth (mm)

B

*RBEERN, ERUAIMREEES,
* REMANBEM RS SN THBMEDEIR;
*RinEBEHE. AReRE, BOEEE,
* S RENG, SIRLLAR(REENES,

FEMHEEATHRCS8ER, FFEZNARS, BINTARESHRSISE.

Note:

BARRE
(mm/min)
Feed
400
400
500
500
600
600
600
600
700
800
800

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum

spindle speed;

*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys;

*Recommend using anon-contact measuring device to avoid damaging the precision tip point;
*Decrease both spindle speed and feed rate proportionally in case of chattering;

*When the material hardness is greater than HRC58 degrees, itis recommended to use air blow cooling for roughing and

oil mist orair blow cooling for finishing.

47]
4 Flutes

7]
Square
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SHHLS27]:8 = B4 7] (2 Flutes Long Neck Square) SHHLS27]:8 = B4 7] (2 Flutes Long Neck Square)
 — 1AV I K3
‘ —
SRTUMEE B SHHLS2-008020 0.8 1.2 2 12° 50 2 4 O
Highly recommend/Recommend/Suggest SHHLS2-008040 0.8 12 4 19° 50 ) 4 O
- *BEENMRE BRBEHER .
| BEES Carbon steels (S45C/S55C) *E‘i’@ﬂi&?{ﬁﬁk?}ﬂﬁi}iﬁg%&ﬁﬂ, SHHL2-008060 08 12 6 12 >0 2 4 O
e Alloy steels (SK/SCM/SUS) MEBREHRCAS-65SEMBMIE R K. SHHLS2-008080 0.8 1.2 8 12° 50 2 4 O
L1 Prehardened steels (NAK/HPM) *Special coating + bar for high hard hardened materials;
27] kiR Hardened steels (~55/~60/~TOHRC) *Thela.rge.arc at.the c.learance avoids cut.ter damage; *A B E S EHE MR < TR, 27]
2 Elutes : L?\r\gllfelncuttlnghlgh hardness material of HRC48-65. *New size added from this series. Stocked items. 2 Elutes
Bas Aluminum alloys © 32 \'Bta
aE Graphite Yé a D 3
57 Copper S - i
HiRg Plastics < 5
o 73 Carbon fiber i . L
ik Titanium alloys FHAEEHSE MBELE TS TANENETENT URL RN AR
Bi#EE Heat resistant alloys RTINS T,
BEAS Cemented carbide Theshank‘taperangleshownis notan exactvalue and tO?\/Oid contactlwith
B bordbrte on mealicmaer
A 5123858 (Total 23 models) B {iiUnit(mm)
SHHLS2-002005 0.2 0.3 0.5 12° 50 2 4 O
BT SHHLS2-002010 0.2 0.3 1 12° 50 2 4 O BT
Long Neck Long Neck
Square SHHLS2-002015 0.2 0.3 15 12° 50 2 4 O Square
SHHLS2-003010 0.3 0.5 1 12° 50 2 4 O
SHHLS2-003015 0.3 0.5 1.5 12° 50 2 4 O
SHHLS2-003020 0.3 0.5 2 12° 50 2 4 O
SHHLS2-003030 0.3 0.5 3 12° 50 2 4 O
SHHLS2-004010 0.4 0.6 1 12° 50 2 4 O
SHHLS2-004020 0.4 0.6 2 12° 50 2 4 O
SHHLS2-004030 0.4 0.6 3 12° 50 2 4 O
SHHLS2-004040 0.4 0.6 4 12° 50 2 4 O
SHHLS2-005010 0.5 0.75 1 12° 50 2 4 O
SHHLS2-005020 0.5 0.75 2 12° 50 2 4 @)
SHHLS2-005040 0.5 0.75 4 12° 50 2 4 O
SHHLS2-005060 0.5 0.75 6 12° 50 2 4 O
SHHLS2-006020 0.6 0.9 2 12° 50 2 4 O
SHHLS2-006040 0.6 0.9 4 12° 50 2 4 O
SHHLS2-006060 0.6 0.9 6 12° 50 2 4 O
SHHLS2-006080 0.6 0.9 8 12° 50 2 4 O
Nextpage s
07 08




27]
2 Flutes

BEET)
Long Neck
Square
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SHHLS2-000171HI% 42 (Milling Conditions)

tIE) &4 (Cutting Parameter)

B BHR(Mm) | @ i Ap Ae i i Ap Ae iE i Ap Ae
viameter | Efectve | (T 1) | (m/min (1) () (mincy (/i) () | () |y (i) (o (o)
depth|depth depth | depth depth | depth

0.2 0.5 30000 200 0.003| 0.1 | 30000 160 0.003 | 0.08 | 30000 120 0.003| 0.06
0.2 1 30000 150 0.003| 0.1 | 30000 120 0.003 | 0.08 | 30000 80 0.003| 0.06
0.2 1.5 30000 100 0.002, 0.1 | 30000 80 0.002 | 0.08 | 30000 60 0.002| 0.06
0.3 1 30000 300 0.003| 0.15 | 30000 250 0.003| 0.12 | 30000 200 0.003| 0.09
0.3 1.5 30000 200 0.003] 0.15 | 30000 160 0.003 | 0.12 | 30000 120 0.003| 0.09
0.3 2 30000 150 0.003| 0.15 | 30000 120 0.003| 0.12 | 25000 100 0.003| 0.09
0.3 3 25000 50 0.002| 0.15 | 25000 40 0.002 | 0.12 | 25000 30 0.002| 0.09
0.4 1 30000 400 0.005/ 0.2 | 30000 350 0.005| 0.16 | 25000 300 0.005| 0.12
0.4 2 30000 320 0.005| 0.2 | 25000 280 0.005| 0.16 | 25000 220 0.005| 0.12
0.4 3 25000 360 0.004| 0.2 | 20000 220 0.003| 0.16 | 18000 180 0.003| 0.12
0.4 4 25000 200 0.003| 0.2 | 20000 160 0.002 | 0.16 | 18000 120 0.002| 0.12
0.5 1 25000 500 0.01 | 0.25 | 23000 450 0.007| 0.2 | 20000 400 0.005| 0.15
0.5 2 25000 420 0.01 | 0.25 | 23000 380 0.007 | 0.2 | 20000 320 0.005| 0.15
0.5 4 25000 280 0.005| 0.25 | 23000 240 0.003| 0.2 | 20000 200 0.002| 0.15
0.5 6 20000 200 0.003| 0.25 | 18000 150 0.002| 0.2 | 16000 100 0.002| 0.15
0.6 2 25000 500 0.01| 0.3 | 23000 400 0.007 | 0.25 | 18000 350 0.005/ 0.18
0.6 4 25000 400 0.005| 0.3 | 23000 300 0.003| 0.25 | 18000 250 0.002| 0.18
0.6 6 20000 300 0.002| 0.3 | 18000 200 0.002 | 0.25 | 16000 150 0.001/ 0.18
0.6 8 20000 300 0.002| 0.3 | 18000 200 0.002 | 0.25 | 16000 150 0.001, 0.18
0.8 2 25000 780 0.03| 0.4 | 23000 650 0.02 | 0.32 | 20000 550 0.012| 0.24
0.8 4 25000 700 0.025| 0.4 | 23000 600 0.015| 0.32 | 20000 500 0.007| 0.24
0.8 6 20000 550 0.02| 0.4 | 18000 450 0.01 | 0.32 | 16000 350 0.005| 0.24
0.8 8 16000 400 0.007| 0.4 | 14000 300 0.005| 0.32 | 12000 200 0.003| 0.24

(R

*RBEEAE, BRAIETEEELS,

* AEMEN RS SN TEEREIER;

*RIGREEME., RERIE, HIIEEE,

* BB, BRI REENEL

*HIRHEEATHRCSSER, FEARNARS, BIMLAREHWSLH.

Note:

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum
spindle speed;

*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys;

*Recommend using a non-contact measuring device to avoid damaging the precision tip point;

*Decrease both spindle speed and feed rate proportionally in case of chattering;

*When the material hardnessis higher than HRC58, itisrecommended to use air blow cooling for roughing and
oil mistorairblow cooling for finishing.

SHHLS47]& =84 7] (4 Flutes Long Neck Square)

1" | — '
SREEE R/ EE
Highly recommend/Recommend/Suggest
"BEEANMEERRBHER;
s o S 5150/5530 *RATBEAEARSERESMT];
Tk = arbon steels * | A ]2
= HRC48-65 TI%
A%l Alloy steels (SK/SCM/SUS) EREE EHHINTI S K
A Prehardened steels (NAK/HPM) *Special coating + bar for high hard hardened materials;
N Hardened steels (~55/~60/~70HRC) *The large arc at the clearance avoids cutter damage;
*Longlifein cutting high hardness material of HRC48-65.
Bas Aluminum alloys _
=t Graphite g 3 %Bta
il Copper = % A D =
Ll Plastics 8 L1
5 3 Carbon fiber g o
HE® Titanium alloys - - L
Ei#as Heat resistant alloys 1Sk A EES % RIEO BT THNEMETIT LR, 5 E T AR
BEaE Cemented carbide BREEB I
B Hard brittle (non-metallic)material Theshank taperangle shownis notan exact value and to avoid contact with
the workpiece, we recommend the user controls the precise value of this

&35H26845E (Total 26 models)

SHHLS4-010040 1.0 15 4
SHHLS4-010060 1.0 1.5 6
SHHLS4-010080 1.0 1.5 8
SHHLS4-010100 1.0 1.5 10
SHHLS4-010160 1.0 1.5 16
SHHLS4-015040 1.5 2.3 4
SHHLS4-015060 1.5 2.3 6
SHHLS4-015080 1.5 2.3 8
SHHLS4-015100 15 2.3 10
SHHLS4-015160 1.5 2.3 16
SHHLS4-020060 2.0 3.0 6
SHHLS4-020080 2.0 3.0 8
SHHLS4-020100 2.0 3.0 10
SHHLS4-020120 2.0 3.0 12
SHHLS4-020160 2.0 3.0 16
SHHLS4-020200 2.0 3.0 20
SHHLS4-030080 3.0 4.5 8
SHHLS4-030100 3.0 4.5 10
SHHLS4-030120 3.0 4.5 12
SHHLS4-030160 3.0 4.5 16
SHHLS4-030200 3.0 4.5 20

angle. Shank taperangle should not make contact with the workpiece.

B{iUnit(mm)

12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 @)
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O

Nextpage s
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4 Flutes
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SHHLS47]38:% BYSE 7] (4Flutes Long Neck Square)

SHHLS4-030080-6 3.0 4.5 8 12°
SHHLS4-030100-6 3.0 4.5 10 12°
SHHLS4-030120-6 3.0 4.5 12 12°
SHHLS4-030160-6 3.0 4.5 16 12°
SHHLS4-030200-6 3.0 4.5 20 12°
AR ERIEMBIR T, B Fmo
*Newsizeadded fromthisseries. Stockeditems.

50
50
50
50
50

B T

S o o o O

O O OO0O

SHHLS4-000 tJJEIZ 42 (Milling Conditions)

tIH &3 (Cutting Parameter)

;
R BYRmMm) | & b2 Ap | Ae i T Ap Ae L3 s Ap Ae

Diameterof | Effective |(min-1) | (mm/min) | (mm) | (mm) | (niq 1) (mm/min)| (mm) | (mm) | (min-1) | (mm/min)| (mm) | (mm)

e e R g g
1.0 4 23000 900 0.04 | 0.5 | 18000 800 0.03 | 0.4 | 14000 500 0.02 | 0.3
1.0 6 18000 700 0.02 | 0.5 | 14000 600 0.01 | 0.4 | 10000 400 0.007| 0.3
1.0 8 16000 600 0.02 | 0.5 | 12000 500 0.01 | 0.4 | 8000 340 0.005| 0.3
1.0 10 14000 500 0.01| 0.5 | 10000| 400 |0.007, 0.4 | 6000 250 0.005| 0.3
1.0 16 12000 320 0.006/ 0.5 | 9000 250 |0.004| 0.4 | 5500 150 0.003| 0.3
1.5 4 20000 900 0.05| 0.75 | 18000 800 0.04 | 0.6 4000 600 0.03 | 0.45
1.5 6 20000 800 0.04 | 0.75 | 18000 | 700 0.03 | 0.6 | 14000 500 0.02 | 0.45
15 8 18000 600 0.03| 0.75 | 14000| 600 0.03 | 0.6 | 10000 380 0.01 | 0.45
1.5 10 16000 500 0.03 | 0.75 | 14000| 500 0.02 | 0.6 | 10000 350 0.01 | 0.45
1.5 16 10000 360 0.01| 0.75 | 9000 300 |0.007| 0.6 | 6800 200 0.005| 0.45
2.0 6 18000 900 0.06| 1 | 15000| 750 0.05 | 0.8 | 12000 600 0.03 | 0.6
2.0 8 16000 800 0.05| 1 | 12000 600 0.04 | 0.8 | 9500 500 0.02 | 0.6
2.0 10 14000 700 0.05| 1 | 12000 500 0.04 | 0.8 | 9500 450 0.02 | 0.6
2.0 12 12000 600 0.04| 1 | 10000 500 0.03 | 0.8 | 8200 400 0.01 | 0.6
2.0 16 10000 500 0.03| 1 9200 400 0.02 | 0.8 | 7500 340 0.007| 0.6
2.0 20 9200 380 002 1 8500 340 0.01 | 0.8 | 6000 260 0.005| 0.6
3.0 8 14000 900 0.1 | 1.5 | 10000 800 0.07 | 1.2 | 8000 600 0.05 | 0.9
3.0 10 14000 900 0.1 | 1.5 | 10000 800 0.07 | 1.2 | 8000 600 0.05 | 0.9
3.0 12 12000 800 0.08| 1.5 | 9200 700 0.06 | 1.2 | 7200 500 0.04 | 0.9
3.0 16 10000 700 0.007| 1.5 | 8500 600 0.05 | 1.2 | 6500 400 0.03 | 0.9
3.0 20 9000 700 0.07 | 1.5 | 7800 600 0.04 | 1.2 | 5800 400 0.02 | 0.9

(G

*RBEIEAE, FRLAIRREEELS,

* AEAEMT S S A9 TR R

*RIBBEENE. BEREKE, HOFEE,

* LRI, BRI EENELS,

U EHEEATHRCS8ER, FHERNARS, BIMIABEHRSIE.

Note:

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum
spindle speed;

*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys;

*Recommend using a non-contact measuring device to avoid damaging the precision tip point;

*Decrease both spindle speed and feed rate proportionally in case of chattering;

*When the material hardnessis higher than HRC58, itisrecommended to use air blow cooling for roughing and
oil mistorairblow cooling for finishing.
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SHHR27J¥k7] (2 Flutes Ball)

MAVER /R ER
Highly recommend/Recommend/Suggest
e Carbon steels (545C/S55C)
a5 Alloy steels (SK/SCM/SUS)
FErEs Prehardened steels (NAK/HPM)
YN Hardened steels (~55/~60/~TOHRC)
BaE Aluminum alloys
V=t Graphite
EiEl Copper
TiBg Plastics
TRAARE Carbon fiber
HAE Titanium alloys
Bi#AeE Heat resistant alloys
BHEAE Cemented carbide
Bt Hard brittle (non-metallic)material

435318928 (Total 31 models)

SHHR2-002003 RO.1
SHHR2-0030045 R0.15
SHHR2-004006 RO.2
SHHR2-005008 R0.25
SHHR2-006009 RO.3
SHHR2-008012 RO.4
SHHR2-015015 RO.75
SHHR2-020020 R1
SHHR2-020040-6 R1
SHHR2-030060-3 R1.5
SHHR2-030060-4 R1.5
SHHR2-030060-6 R1.5
SHHR2-040080 R2
SHHR2-040080-75 R2
SHHR2-040080-100 R2
SHHR2-040080-6 R2
SHHR2-050100 R2.5
SHHR2-060120 R3
SHHR2-060120-75 R3
SHHR2-060120-100 R3

0.3
0.45

= = O O o

© 0 0 0 o o o b |

e e e
N NN O

R<3 R4~10

BEEAHEE AREHE
MINEEMRS;
R EEHRCA8-65EMEIIN T H K,

*Special coating + bar for high hard hardened materials;

*Excellent surface finishing;
*Long life in cutting high hardness material of HRC48-65.

¢ D-0.01(D<6)

12°
12°
12°
12°
12°
12°
12°
12°
12°

12°
12°

12°
12°

#D

d

% Bta

iq

©
S

L

50
50
50
50
50
50
50
50
60
50
50
60
50
75
100
60
60
60
75
100

B{IUnit(mm)

N N NN N NN NN DN DN DN DN DNDMNDNDDNDDDNDDNDdDDdNDDDNS

o o o o o A A BN O A W O A A A B~ A BN~ &~ BN
OO0 O0OO0OO0OO0OO OO OOOLOOOOOOOoOo

Nextpage mes

SHHR2-080160 R4
SHHR2-080160-75 R4
SHHR2-080160-100 R4
SHHR2-080160-150 R4
SHHR2-100200 R5
SHHR2-100200-100 R5
SHHR2-100200-150 R5
SHHR2-120240 R6
SHHR2-120240-100 R6
SHHR2-120240-150 R6

ARV EBIFEMNR T,
*Newsizeadded fromthisseries.

16 -
16 -
16 -
16 -
20 -
20 -
20 -
24 -
24 -

24

ZEE1F fho
Stockeditems.

60
75
100
150
75
100
150
75
100
150

SHHR27]¥k7] (2 Flutes Ball)

2 8 O
2 8 O
2 8 O
2 8 O
2 10 O
2 10 O
2 10 O
2 12 O
2 12 O
2 12 O

27]
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SHHLR2-000 #JHI% 4= (Milling Conditions)

<Ae>

tEI&# (Cutting Parameter) -

i et i:Ap

S B3ER(mm) o ﬁ/ﬁa.) (Ap) (Ae) w | iE/.‘ﬁé.) (Ap) (Ae) (ﬁ;azl) ( ﬁ/ae.) (Ap) (Ae)
Radius of Effective | (min- mm/min) | (mm) | (mm) | (iq"1)| (mm/min)| (mm mm min- mm/min) | (mm) | (mm
sallnose | Length | Speed | reed T Auia Rodigl pceg’ Treed T el Radigl Speed | reed  puil Radicl

RO.1 0.3 40000 250 0.01| 0.03 | 40000 250 0.01 | 0.03 | 36000 ‘ 200 0.006 | 0.018
RO.15 0.45 40000 400 0.01] 0.03 | 40000 350 0.01 | 0.03 | 36000 250 0.0080.024

RO.2 0.6 40000 600 0.015/0.045| 40000 550 0.015 | 0.045 | 36000 ‘ 350 0.01 | 0.027
R0.25 0.8 40000 900 0.02 10.065| 40000 800 0.015| 0.05 | 30000 400 0.015| 0.03

RO.3 0.9 40000 1400 |0.045 0.15 | 36000 1200 |0.025| 0.13 | 25000 ‘ 600 0.02 | 0.1

RO.4 1.2 35000 1600 0.06 | 0.21 | 30000| 1600 0.04 | 0.17 | 20000 700 0.02 | 0.12

RO.5 1 30000 1800 0.1 | 0.3 | 24000, 2000 0.1 0.3 | 16000 ‘ 900 0.05 | 0.2
RO.75 1.5 30000 2200 0.2 | 0.5 | 18000 2000 0.12 | 0.4 | 11000 900 0.06 | 0.25

R1 4 28000 2600 0.3 | 0.7 | 14000, 2000 0.15 | 0.5 | 11000 ‘ 1000 0.08 | 0.35

R1.5 6 21000 3000 0.4 1 12000 2200 0.2 0.7 8500 1100 0.12 | 0.55

R2 8 18000 3200 0.5 | 1.3 | 9000 2200 0.25 | 0.95 | 7000 ‘ 1200 0.15 | 0.55

R2.5 10 15000 3500 0.6 | 1.5 | 8000 2500 0.25 | 1.05 | 6500 1200 0.15 | 0.55

R3 12 13000 3500 0.7 | 1.8 | 6500 2500 0.3 1.3 5000 ‘ 1500 0.2 1

R4 16 9500 3000 0.8 | 2.1 | 5500 2200 0.4 1.7 4000 1000 0.25 | 1.35

R5 20 7500 2500 0.9 | 2.5 | 4500 2000 0.5 2.1 3000 ‘ 800 03 | L7

R6 24 6500 2000 0.9 3 4500 1700 0.6 2.6 2400 800 0.35 2

D : B Diameter (mm)
ap : YIiFEAxialDepth (mm)
de : f1ERadial Depth (mm)

Bt

*RIBEIERLNS, BRI REEELS;

* REEMBI RS SN THERETDEIR;

*RITBBEWE. BEAE, HIOBEE,

*EEEREING, SIRLLAIRREERANELS

*URRFBE A THRCS8ER, FHERINAWS, BiNIEHSHWSSH.

Note:

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum
spindle speed;

*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys;

*Recommend using a non-contact measuring device to avoid damaging the precision tip point;

*Decrease both spindle speed and feed rate proportionally in case of chattering;

*When the material hardnessis higher than HRC58, itis recommended to use air blow cooling for roughing and
oil mist orairblow cooling for finishing.

SHHLR27]:8= 8%k 7] (2 Flutes Long Neck Ball)

SRR B/ BE
Highly recommend/Recommend/Suggest

“EEENMEERREHER

*MIAFERSE;
B Carbon steels (545C/555C) *ESHEEHRCA8-65EMEIMIERK;
a2 Alloy steels (SK/SCM/SUS) R TEE U E KBS ERS ST
%aﬁ&] Prehardened steels (NAK/HPM) *Special coating + bar for high hard hardened materials;
Y% i Hardened steels (~55/~60/~7T0HRC) *Excellent surface finishing;

*Thelarge arcat the clearance avoids cutter damage;
2ee Aluminum alloys *The large arc transition in the avoidance position of the deep groove
aE Graphite toolis not easy to break the tool.
R Copper é—? R _
TR Plastics A g Bia
i o3 Carbon fiber = a N\ / —
thad Titanium alloys S .- — 7‘ 77777777777 D> A
B#AEE Heat resistant alloys Z L1
BEEeE Cemented carbide L2
Bt Hard brittle (non-metallic)material e L

&5t778 5% (Total 77 models) BfIUnit(mm)

SHHLR2-002005 RO.1 0.2 0.5 12° 50 2 4 O
SHHLR2-002010 RO.1 0.2 1 12° 50 2 4 O
SHHLR2-002015 RO.1 0.2 1.5 12° 50 2 4 O
SHHLR2-003010 R0.15 0.3 1 12° 50 2 4 O
SHHLR2-003015 R0.15 0.3 1.5 12° 50 2 4 O
SHHLR2-003020 R0.15 0.3 2 12° 50 2 4 O
SHHLR2-003030 R0.15 0.3 3 12° 50 2 4 O
SHHLR2-004010 R0.2 0.4 1 12° 50 2 4 O
SHHLR2-004020 R0.2 0.4 2 12° 50 2 4 O
SHHLR2-004030 R0.2 0.4 3 12° 50 2 4 O
SHHLR2-004040 R0.2 0.4 4 12° 50 2 4 O
SHHLR2-005010 R0.25 0.5 1 12° 50 2 4 O
SHHLR2-005020 R0.25 0.5 2 12° 50 2 4 O
SHHLR2-005040 R0.25 0.5 4 12° 50 2 4 O
SHHLR2-005060 R0.25 0.5 6 12° 50 2 4 O
SHHLR2-005080 R0.25 0.5 8 12° 50 2 4 O
SHHLR2-006020 R0.3 0.6 2 12° 50 2 4 O
SHHLR2-006040 R0.3 0.6 4 12° 50 2 4 O
SHHLR2-006060 R0.3 0.6 6 12° 50 2 4 O
SHHLR2-006080 R0.3 0.6 8 12° 50 2 4 O

Nextpage mes
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SHHLR27]##=E41%k 7] (2 Flutes Long Neck Ball)

SHHLR2-008020
SHHLR2-008040
SHHLR2-008060
SHHLR2-008080
SHHLR2-009020
SHHLR2-009040
SHHLR2-009060
SHHLR2-009080
SHHLR2-010020
SHHLR2-010040
SHHLR2-010060
SHHLR2-010080
SHHLR2-010100
SHHLR2-010120
SHHLR2-010140
SHHLR2-010160
SHHLR2-015040
SHHLR2-015060
SHHLR2-015080
SHHLR2-015100
SHHLR2-015120
SHHLR2-015140
SHHLR2-015160
SHHLR2-020040
SHHLR2-020060
SHHLR2-020080
SHHLR2-020100
SHHLR2-020120
SHHLR2-020160
SHHLR2-020040-6
SHHLR2-020060-6
SHHLR2-020080-6
SHHLR2-020100-6
SHHLR2-020120-6
SHHLR2-020160-6

RO.4
RO.4
R0.4
R0.4
R0.45
R0.45
R0.45
R0.45
RO.5
R0.5
RO.5
R0.5
R0.5
RO.5
RO.5
R0.5
RO.75
RO.75
RO.75
RO.75
RO.75
RO.75
RO.75
R1
R1
R1
R1
R1
R1
R1
R1
R1
R1
R1
R1

_ R R R R e e ©O © © © ©o ©o o o
T S N I O S L T T T T T e e R o O N - S o SO O ve

o o » N OO O B N OO O BN

= = = =
A A N O

10
12
14
16

10
12
16

10
12
16

12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°

50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
60
60
60
60
60
60
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SHHLR2-030060
SHHLR2-030080
SHHLR2-030100
SHHLR2-030120
SHHLR2-030160
SHHLR2-030200
SHHLR2-030060-6
SHHLR2-030080-6
SHHLR2-030100-6
SHHLR2-030120-6
SHHLR2-030160-6
SHHLR2-030200-6
SHHLR2-040080
SHHLR2-040100
SHHLR2-040120
SHHLR2-040160
SHHLR2-040200
SHHLR2-040080-6
SHHLR2-040100-6
SHHLR2-040120-6
SHHLR2-040160-6
SHHLR2-040200-6

ARV EMIEMBR T,
*New size added fromthisseries.

R1.5
R1.5
R1.5
R1.5
R1.5
R1.5
R1.5
R1.5
R1.5
R1.5
R1.5
R1.5
R2
R2
R2
R2
R2
R2
R2
R2
R2
R2

A D DD DD DD D DD DD B BB OO OO O LW WOWW W W W

SHHLR27]:8= 8%k 7] (2 Flutes Long Neck Ball)

6 12°
8 12°
10 12°
12 12°
16 12°
20 12°
6 12°
8 12°
10 12°
12 12°
16 12°
20 12°
8 -
10 =
12 -
16 =
20 -
8 12°
10 12°
12 12°
16 12°
20 12°
HEERF Mo

Stockeditems.

50
50
50
50
50
50
60
60
60
60
60
60
50
50
50
50
50
60
60
60
60
60
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SHHLR2-000#7]H! %% (Milling Conditions)

Fi BHE(Mm) | @ 35 Ap | Ae
Radius Effective | (min-1) | (mm/min) | (mm)| (mm)
Length Speed Feed cﬁ;(;)?}l] Fézcri)ﬁ]l
RO.1 0.5 40000 300 0.01] 0.01
RO.1 1 40000 250 0.003/0.005
RO.1 1.5 40000 150 | 0.003/0.005
RO.15 1 40000 350 0.01]0.015
R0.15 1.5 40000 250 |0.003/0.005
R0.15 2 40000 150 0.003/0.005
R0.15 3 40000 100 0.002|0.003
R0.2 1 40000 600 0.02 | 0.05
R0.2 2 40000 500 0.02 | 0.03
R0.2 2 35000 300 0.008| 0.02
R0.2 4 35000 250 0.005| 0.01
R0.25 1 40000 800 0.02 | 0.05
R0.25 2 40000 800 0.02 | 0.05
R0.25 4 32000 400 0.01 0.02
R0.25 6 25000 350 0.005| 0.01
R0.25 8 25000 150 0.002|0.003
R0.3 2 40000 1200 0.03 | 0.08
R0.3 4 40000 800 0.02 | 0.05
RO.3 6 30000 500 0.01 | 0.02
R0.3 8 25000 300 0.005| 0.005
R0.4 2 35000 1400 0.04| 0.1
R0.4 4 35000 1400 0.04 | 0.1
R0.4 6 28000 1000 0.02 | 0.05
RO.4 8 22000 700 0.01 0.03
R0.45 2 35000 1400 0.04| 0.1
R0.45 4 35000 1400 0.04] 0.1
R0.45 6 28000 1000 0.02 | 0.05
R0.45 8 22000 700 0.01 0.03
R0.5 2 30000 1600 0.08 0.3
R0.5 4 30000 1600 0.08] 0.2
R0.5 6 30000 1200 0.05 0.1
R0O.5 8 24000 800 0.02 | 0.08
R0.5 10 22000 600 0.015| 0.05
R0.5 12 20000 600 0.01 0.03
R0.5 14 20000 400 0.005| 0.01
R0.5 16 18000 300 0.005/0.005

3
(min-1
Speed

40000
40000
40000
40000
40000
40000
40000
40000
40000
33000
30000
36000
36000
30000
24000
24000
36000
32000
26000
20000
30000
30000
25000
20000
30000
30000
25000
20000
24000
24000
22000
18000
16000
16000
16000
16000

(mm/min)
Feed
280
160
120
280
160
120
100
500
500
300
200
700
700
400
250
100
1000
800
400
300
1400
1400
800
600
1400
1400
800
600
1600
1600
1000
500
400
400
300
200

Ap
mm)
Axial
depth
0.005
0.003
0.003
0.005
0.003
0.003
0.002
0.02
0.01
0.008
0.005
0.02
0.02
0.01
0.005
0.002
0.02
0.02
0.01
0.005
0.03
0.03
0.02
0.01
0.03
0.03
0.02
0.01
0.08
0.06
0.03
0.01
0.01
0.01
0.005
0.005

0.08
0.05
0.03
0.01
0.005

2 e
(min-1)
Speed

40000
40000
40000
40000
40000
40000
40000
40000
40000
30000
25000
30000
30000
24000
20000
20000
25000
25000
20000
16000
20000
20000
18000
14000
20000
20000
18000
14000
18000
18000
18000
15000
15000
15000
15000
14000

bid

Ap Ae

(mm/min) (mm) | (mm)

Feed

200
120
80
200
120
80
80
400
300
200
150
400
400
200
160
80
600
400
300
200
700
700
500
300
700
700
500
300
1000
800
600
400
300
300
200
150

Axial |Radidl
depth | depth

0.003 | 0.003
0.003| 0.003
0.002| 0.002
0.003| 0.007
0.003| 0.005
0.002| 0.002
0.002| 0.002
0.01 | 0.02
0.005| 0.01
0.005| 0.007
0.003| 0.005
0.01 | 0.02
0.01 | 0.02
0.005| 0.01
0.003| 0.005
0.001| 0.002
0.02 | 0.08
0.01 | 0.03
0.005| 0.01
0.0031 0.003
0.02 | 0.08
0.02 | 0.08
0.01 | 0.02
0.005| 0.01
0.02 | 0.08
0.02 | 0.08
0.01 | 0.02
0.005| 0.01
0.05 | 0.15
0.03 | 0.13
0.02 | 0.05
0.01 | 0.03
0.01 | 0.02
0.005| 0.01
0.003| 0.005
0.002 0.002

Nextpage mmme

SHHLR2-000#7]H! % 4% (Milling Conditions)

HIE | BREMmM)| @ s | Ap | Ae | g s | Ap | Ae o 3 Ap | Ae
Radivs | ffectve:| (ML) (M) ()| ()| in (/i) ()| () (i) | (| ()| (o)

depth|depth depth | depth depth | depth
R0O.75 ‘ 4 30000 2000 0.1 | 0.3 | 24000| 2000 0.1 0.2 | 18000 1200 0.06 | 0.15
R0.75 6 30000 2000 0.1 | 0.2 | 24000| 2000 0.1 0.2 | 18000 1200 0.05| 0.1
R0O.75 ‘ 8 24000 1400 0.1 | 0.15 | 20000 | 1000 0.05 | 0.08 | 16000 800 0.03 | 0.05
R0.75 10 24000 1400 0.1 | 0.1 | 20000| 1000 0.05 | 0.05 | 16000 600 0.03 | 0.03
RO.75 ‘ 12 20000 600 0.05 | 0.05 | 16000 400 0.03 | 0.05 | 15000 400 0.02 | 0.03
RO.75 14 20000 600 0.03 | 0.03 | 16000 400 0.02 | 0.02 | 15000 400 0.01 | 0.01
RO.75 ‘ 16 20000 300 0.01 | 0.01 | 16000 200 0.005 | 0.005 | 14000 300 0.002 0.002
R1 4 24000 2600 0.15| 0.4 | 22000, 2400 0.15 | 0.3 | 18000 1400 0.1 0.2
R1 ‘ 6 24000 2600 0.15| 0.4 | 22000, 2400 0.15 | 0.3 | 18000 1400 0.1 0.2
R1 8 20000 2400 0.1 | 0.3 | 18000| 2400 0.1 0.2 | 16000 1400 0.07 | 0.15
R1 ‘ 10 18000 1800 0.07 | 0.2 | 16000, 1600 0.05 | 0.2 | 14000 1000 0.05 | 0.1
R1 12 16000 1600 0.05| 0.15 | 14000 1400 0.05 | 0.1 | 12000 800 0.03 | 0.05
R1 ‘ 16 16000 1600 0.05| 0.1 | 14000, 1400 0.05 | 0.05 | 12000 800 0.03 | 0.03
R1.5 6 20000 3000 0.2 | 0.5 | 18000 2600 0.2 0.4 | 14000 2000 0.15| 0.3
R1.5 ‘ 8 20000 3000 0.2 | 0.5 | 18000 2600 0.2 0.4 | 14000 2000 0.1 0.3
R1.5 10 20000 3000 0.2 | 0.5 | 18000 2600 0.15 | 0.3 | 14000 2000 0.07 | 0.2
R1.5 ‘ 12 20000 3000 0.2 | 0.5 | 18000 2600 0.15 | 0.3 | 14000 1800 0.07 | 0.2
R1.5 16 18000 2400 0.1 | 0.4 | 16000 2000 0.1 0.3 | 12000 1600 0.05| 0.1
R1.5 ‘ 20 18000 2400 0.07 | 0.25 | 16000, 2000 0.05 | 0.15 | 12000 1600 0.03 | 0.05
R2 8 16000 3000 0.2 1 14000 3000 0.2 0.8 | 12000 2600 0.2 0.6
R2 ‘ 10 16000 3000 0.2 1 14000 3000 0.2 0.8 | 12000 2600 0.2 0.6
R2 12 16000 3000 0.2 1 14000 3000 0.2 0.8 | 12000 2600 0.2 0.6
R2 ‘ 16 14000 2600 0.1 | 0.6 | 12000 2000 0.1 0.4 | 10000 2000 0.1 0.2
R2 ‘ 20 14000 2600 0.07 | 0.4 | 12000, 1200 0.05 | 0.3 | 10000 1600 0.03| 0.1

(CEE

*RBEEALE, FREOIIFEERES,

* FEHFIEM A SN THEERETIEIR;

*RIGRETME. RERE, HIIEEER,

* AR, BRI EERTES,

*UIFRHEEATHRCS8ER, FHEZNARS, BINTABEESRSEH.

Note:

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum
spindle speed;

*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys;

*Recommend using anon-contact measuring device to avoid damaging the precision tip point;

*Decrease both spindle speed and feed rate proportionally in case of chattering;

*When the material hardnessis higherthan HRC58, itis recommended to use air blow cooling for roughing and
oil mistorairblow cooling for finishing.
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SHHSR47]1[E 7] (4 Flutes Radius)

SRTEE R/ EE
Highly recommend/Recommend/Suggest
‘ e ik} Carbon steels (545C/S55C)
E&il Alloy steels (SK/SCM/SUS)
FargEi Prehardened steels (NAK/HPM)
N Hardened steels (~55/~60/~70HRC)
b= Aluminum alloys
A% Graphite
il Copper
1BiRs Plastics
TR AAE Carbon fiber
Hhas Titanium alloys
B #E Heat resistant alloys
BHEAS Cemented carbide
B Hard brittle (non-metallic)material

&5H7285E (Total 72 models)

SHHSR4-010005030 1 R0.05 1 3
SHHSR4-01001030 1 RO.1 1 3
SHHSR4-01002030 1 RO.2 1 3
SHHSR4-01501045 1.5 RO.1 1.5 4.5
SHHSR4-01502045 1.5 RO.2 1.5 4.5
SHHSR4-02001060 2 RO.1 2 6
SHHSR4-02002060 2 RO.2 2 6
SHHSR4-02003060 2 RO.3 2 6
SHHSR4-02005060 2 RO.5 2 6
SHHSR4-03001090 3 RO.1 3 9
SHHSR4-03002090-3 3 RO.2 3 9
SHHSR4-03002090 3 RO.2 3 9
SHHSR4-03003090 3 RO.3 3 9
SHHSR4-03005090-3 3 R0.5 3 9
SHHSR4-03005090 3 R0.5 3 9
SHHSR4-04001120 4 RO.1 4 12
SHHSR4-04002120 4 RO.2 4 12
SHHSR4-04003120 4 RO.3 4 12
SHHSR4-04005120 4 R0.5 4 12
SHHSR4-04005120-75, 4 R0.5 4 12

D<6  D8~12

BEEAMEERRBEHER
ETFENESMIEEIFREFNAEE;

R EEHRCA8-65E MBI T & K.

*Special coating + bar for high hard hardened materials;
*Excellent surface finishing for surface and contour milling;
*Longlifein cutting high hardness material of HRC48-65.

S @\ /iBta

| el
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N

W AEEHRSE MRIELETH THNESETENTURR FHEETAR
BAEEEITMN.

The shank taperangle shown is not an exact value and to avoid contact with
the workpiece, we recommend the user controls the precise value of this
angle. Shank taperangle should not make contact with the workpiece.

B{Unit(mm)

12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 @)
12° 50 4 4 O
12° 50 4 3 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 3 O
12° 50 4 4 O
_ 50 4 4 O
_ 50 4 4 O
_ 50 4 4 @)
_ 50 4 4 @)
_ 75 4 4 O

Nextpage s

SHHSR4-04005120-100
SHHSR4-04010120
SHHSR4-04002120-6
SHHSR4-04005120-6
SHHSR4-05002150
SHHSR4-05005150
SHHSR4-06002200
SHHSR4-06003200
SHHSR4-06005200
SHHSR4-06010200
SHHSR4-06002200-75
SHHSR4-06003200-75
SHHSR4-06005200-75
SHHSR4-06010200-75
SHHSR4-06002200-100
SHHSR4-06003200-100
SHHSR4-06005200-100
SHHSR4-06010200-100
SHHSR4-08002240
SHHSR4-08003240
SHHSR4-08005240
SHHSR4-08010240
SHHSR4-08002240-75
SHHSR4-08003240-75
SHHSR4-08005240-75
SHHSR4-08010240-75
SHHSR4-08002240-100
SHHSR4-08003240-100
SHHSR4-08005240-100
SHHSR4-08010240-100
SHHSR4-08002240-150
SHHSR4-08003240-150
SHHSR4-08005240-150
SHHSR4-08010240-150

0 0O W W G O W W W 0 W W & 0 O 0 o o o o o o o o o o o o u u » b b BbH

RO.5
R1
RO.2
RO.5
RO.2
RO.5
RO.2
RO.3
RO.5
R1
RO.2
RO.3
RO.5
R1
RO.2
RO.3
RO.5
R1
RO.2
RO.3
RO.5
R1
RO.2
RO.3
RO.5
R1
RO.2
RO.3
RO.5
R1
RO.2
RO.3
R0.5
R1

O 0O W 0 W O W W W 0 W W 6 0 0 oo o o o o o o o o o o o u u » b b b

12
12
12
12
15
15
20
20
20
20
20
20
20
20
20
20
20
20
24
24
24
24
24
24
24
24
24
24
24
24
24
24
24
24

SHHSR47]1[E 7] (4 Flutes Radius)

- 100

12° 60
12° 60
12° 60
12° 60

- 60
- 60
- 75
- 75
- 75
- 75
- 100
— 100
- 100
- 100
- 60
- 60
- 60
= 60
- 75
- 75
- 75
— 75
- 100
- 100
- 100
- 100
- 150
- 150
- 150
- 150

B T o - T =T = T S S e G T T = T G = = - T S O N -
O W 0 W W W W W W W W 0 W W W W O O O O O O O O OO o OO o o o o O H »
OO0 OO0OO0OO0ODOOOLOOOOLOOOOLOOO OO OOOLOOLOLOLO OOO
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SHHSR47]1[E 7] (4 Flutes Radius)

SHHSR4-10002300
SHHSR4-10005300
SHHSR4-10010300
SHHSR4-10002300-100
SHHSR4-10005300-100
SHHSR4-10010300-100
SHHSR4-10002300-150
SHHSR4-10005300-150
SHHSR4-10010300-150
SHHSR4-12002360
SHHSR4-12005360
SHHSR4-12010360
SHHSR4-12002360-100
SHHSR4-12005360-100
SHHSR4-12010360-100
SHHSR4-12002360-150
SHHSR4-12005360-150

SHHSR4-12010360-150

“ARINEBIEMBIRT,

*New size added from thisseries.

10
10
10
10
10
10
10
10
10
12
12
12
12
12
12
12
12
12

RO.2
R0.5
R1
R0O.2
RO.5
R1
RO.2
R0.5
R1
R0O.2
RO.5
R1
RO.2
R0.5
R1
R0O.2
RO.5
R1

10
10
10
10
10
10
10
10
10
12
12
12
12
12
12
12
12
12

EERF Mo

Stockeditems.

30
30
30
30
30
30
30
30
30
36
36
36
36
36
36
36
36
36

75
75
75
100
100
100
150
150
150
75
75
75
100
100
100
150
150
150

B L T S - T e e N S N . T T - -

10
10
10
10
10
10
10
10
10
12
12
12
12
12
12
12
12
12

OO0 00O OO OOOLOOOOO OOOo

B EfCR HoiE b4}
Diameter Radius (?pigéé) (m?e/en;in)
1 R0.05 21000 1800
1 RO.1 21000 1800
1 RO.2 21000 1800
1.5 RO.1 19000 1800
1.5 R0.2 19000 1800
2 RO.1 18000 2100
2 R0.2 18000 2100
2 RO.3 18000 2100
2 R0.5 18000 2100
3 RO.1 11000 1700
3 R0.2 11000 1700
3 RO.3 11000 1700
3 R0.5 11000 1700
4 RO.1 10000 2100
4 R0.2 10000 | 2100
4 R0.3 10000 | 2100
4 R0.5 10000 | 2100
4 R1 10000 2100
5 R0.2 8000 2600
5 RO.5 8000 2600
6 R0.2 8000 2600
6 R0.3 8000 2600
6 RO.5 8000 2600
6 R1 8000 2600
8 RO.2 6000 2600
8 RO.3 6000 2600
8 R0.5 6000 2600
8 R1 6000 2600
10 RO.2 5000 2600
10 RO.3 5000 2600
10 R0.5 5000 2600
10 R1 5000 2600
12 RO.2 4000 3000
12 RO.3 4000 3000
12 R0.5 4000 3000
12 R1 4000 3000

Bt

*RBEENLE, FRCOIFEEBENES,

* AFMFNEM ARG S M T HERBETIER;

*HREEATHRCSSER, FHEENARSISH
BN TAMEERSSH

Ap
ool
depth
0.04
0.04
0.04
0.045
0.045
0.06
0.06
0.06
0.06
0.09
0.09
0.09
0.09
0.15
0.15
0.15
0.15
0.15
0.18
0.18
0.18
0.18
0.18
0.18
0.2
0.2
0.2
0.2
0.2
0.2
0.2
0.2
0.2
0.2
0.2
0.2

1

Ae | @ g
I'\(‘?ch% (min-1) (m?e/engln)
depth Speed

03 | 18000 1500

03 | 18000 1500

03 | 18000 1500

05 | 16000 1500

0.5 | 16000 1500

0.6 | 15000 1800

0.6 | 15000 1800

0.6 | 15000 1800

0.6 | 15000 1800

0.8 | 9500 | 1400

0.8 | 9500 | 1400

0.8 | 9500 | 1400

0.8 | 9500 1400

12 | 8500 | 1800

12 | 8500 | 1800

12 8500 1800

12 | 8500 | 1800

12 8500 1800

15 | 6000 | 2200

15 6000 2200

1.8 | 6000 | 2200

18 | 6000 2200

1.8 | 6000 | 2200

18 | 6000 2200

24 | 5000 2200

24 | 5000 2200

24 | 5000 2200

24 | 5000 2200

3| 4000 | 2200

3| 4000 2200

3| 4000 2200

3| 4000 2200

35 | 3000 2600

35 | 3000 2600

35 | 3000 | 2600

35 | 3000 | 2600
Note:

*Decrease both spindle speed and feed rate proportionally when the milling

SHHSR4-000t]1HlI £ 4% (Milling Conditions)

Ap
ial
depth
0.03
0.03
0.03
0.03
0.03
0.05
0.05
0.05
0.05
0.06
0.06
0.06
0.06
0.08
0.08
0.08
0.08
0.08
0.12
0.12
0.12
0.12
0.12
0.12
0.16
0.16
0.16
0.16
0.15
0.15
0.15
0.15
0.1
0.1
0.1
0.1

Ae
Radidl
depth

0.25
0.25
0.25

0.4

0.4

0.5

0.5

0.5

0.5

0.7

0.7

0.7

0.7

T T T Ty

1.3
13
1.5
15
L5
1.5
1.8
1.8
1.8
1.8
2.4
2.4
2.4
2.4
2.6
2.6
2.6
2.6

%
(min-1)
Speed

14000
14000
14000
13000
13000
12000
12000
12000
12000
7500
7500
7500
7500
7000
7000
7000
7000
7000
5000
5000
5000
5000
5000
5000
4000
4000
4000
4000
3000
3000
3000
3000
2000
2000
2000
2000

b
(mm/min)
Feed

1100
1100
1100
1100
1100
1300
1300
1300
1300
1000
1000
1000
1000
1300
1300
1300
1300
1300
1500
1500
1500
1500
1500
1500
1500
1500
1500
1500
1500
1500
1500
1500
1500
1500
1500
1500

<Aer

Ap
ool
depth

0.02
0.02
0.02
0.02
0.02
0.03
0.03
0.03
0.03
0.04
0.04
0.04
0.04
0.06
0.06
0.06
0.06
0.06
0.08
0.08
0.08
0.08
0.08
0.08

0.1

0.1

0.1

0.1

0.1

0.1

0.1

0.1

0.1

0.1

0.1

0.1

parameters exceed the machine's maximum spindle speed;

*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys;

Ae
(mm)
Radidl
depth
0.2
0.2
0.2
0.3
0.3
0.35
0.35
0.35

0.35

*When the material hardnessis higherthan HRC58, itis recommended

touse air blow cooling for roughing and oil mist or air blow cooling for finishing.
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SHHLSR27] == B [E /7] (2Flutes Long Neck Radius)

WIS/ R/ EE
Highly recommend/Recommend/Suggest
e St Carbon steels (545C/S55C)
S5 Alloy steels (SK/SCM/SUS)
FEREsH Prehardened steels (NAK/HPM)
AN Hardened steels (~55/~60/~70HRC)
EaE Aluminum alloys
V=t Graphite
R Copper
TiBg Plastics
TRAAE Carbon fiber
#Has Titanium alloys
Bi#AaE Heat resistant alloys
BEHEAE Cemented carbide
Bt Hard brittle (non-metallic)material

454185 (Total 41 models)

SHHLSR2-002005005
SHHLSR2-002005010
SHHLSR2-002005015
SHHLSR2-002005020
SHHLSR2-003005005
SHHLSR2-003005010
SHHLSR2-003005015
SHHLSR2-003005020
SHHLSR2-003005030
SHHLSR2-004005010
SHHLSR2-004005020
SHHLSR2-004005030
SHHLSR2-004005040
SHHLSR2-00401010

SHHLSR2-00401020

SHHLSR2-00401030

SHHLSR2-00401040

SHHLSR2-005005010
SHHLSR2-005005020
SHHLSR2-005005040

D0.2
D0.2
DO0.2
DO0.2
DO0.3
DO0.3
DO0.3
DO0.3
D0.3
D0.4
D0.4
D0.4
D0.4
D0.4
D0.4
D0.4
D0.4
D0.5
D0.5
D0.5

R0.05
R0.05
R0.05
R0.05
R0.05
R0.05
R0.05
R0.05
R0.05
R0.05
R0.05
R0.05
R0.05
RO.1
RO.1
RO.1
RO.1
R0.05
R0.05
R0.05

0.2
0.2
0.2
0.2
0.3
0.3
0.3
0.3
0.3
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.4
0.5
0.5
0.5

0.5

1.5

= o
v B o,

A NN P B W NN B D WO HEWN

EEEAMEERREHER
EFEMNESMINEIEBEFNLEE;
*ESEEHRCA8-65EMMMITE&HK;
*RATIEEAUEAEINSERSZ LTI

*Special coating + bar for high hard hardened materials;

*Excellent surface finishing when processing flat surfaces and contours;

*The large arc at the clearance avoids cutter damage;
*Long lifein cutting high hardness material of HRC48-65.

6)

CR

Al
o z %Tz ‘
L
e |

12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°

50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50

B{IUnit(mm)

R L T T = T = T > T e S S . e T e
OO O0OO0O0O0OO0O OO OOOLOOOOLOOOOo

O
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SHHLSR2-005005060 | DO0.5
SHHLSR2-00501010 D0.5
SHHLSR2-00501020 | DO0.5
SHHLSR2-00501040 D0.5
SHHLSR2-00501060 D0.5
SHHLSR2-006005020 | DO0.6
SHHLSR2-006005040 | DO0.6
SHHLSR2-006005060 | DO0.6
SHHLSR2-006005080 | DO0.6
SHHLSR2-00601020 D0.6
SHHLSR2-00601040 D0.6
SHHLSR2-00601060 D0.6
SHHLSR2-00601080 D0.6
SHHLSR2-008005020 D0.8
SHHLSR2-008005040 | DO.8
SHHLSR2-008005060 | DO0.8
SHHLSR2-008005080 | DO0.8
SHHLSR2-00801020 D0.8
SHHLSR2-00801040 D0.8
SHHLSR2-00801060 DO0.8
SHHLSR2-00801080 D0.8

ARSI EMIEMBIR T,
*New size added fromthisseries.

R0.05
RO.1
RO.1
RO.1
RO.1

R0.05

R0.05

R0.05

R0.05
RO.1
RO.1
RO.1
RO.1

R0.05

R0.05

R0.05

R0.05
RO.1
RO.1
RO.1
RO.1

SHHLSR27]:#& == BY[E /3 7] (2Flutes Long Neck Radius)

0.5 6 12° 50 2 4
0.5 1 12° 50 2 4
0.5 2 12° 50 2 4
0.5 4 12° 50 2 4
0.5 6 12° 50 2 4
0.6 2 12° 50 2 4
0.6 4 12° 50 2 4
0.6 6 12° 50 2 4
0.6 8 12° 50 2 4
0.6 2 12° 50 2 4
0.6 4 12° 50 2 4
0.6 6 12° 50 2 4
0.6 8 12° 50 2 4
0.8 2 12° 50 2 4
0.8 4 12° 50 2 4
0.8 6 12° 50 2 4
0.8 8 12° 50 2 4
0.8 2 12° 50 2 4
0.8 4 12° 50 2 4
0.8 6 12° 50 2 4
0.8 8 12° 50 2 4
HETF Mo

Stockeditems.

OO0 OO 0000 OO OOOOOOOO OOO
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SHHLSR2-00017JHI%& 4+3& (Milling Conditions)

tIH &3 (Cutting Parameter)

.E@
Diameter
D0.2
D0.2
DO0.2
D0.2
DO0.3
DO0.3
DO0.3
DO0.3
DO0.3
D0.4
D0.4
D0.4
D0.4
D0.4
D0.4
D0.4
D0.4
D0.5
DO0.5
D0.5
D0.5
D0.5
DO0.5
D0.5
D0.5
D0.6
D0.6
D0.6
D0.6
D0.6
D0.6
D0.6
D0.6
D0.8
D0.8
D0.8
D0.8

B
Radius of
Ball Nose

R0.05
R0.05
R0.05
R0.05
R0.05
R0.05
R0.05
R0.05
R0.05
R0.05
R0.05
R0.05
R0.05
RO.1
RO.1
RO.1
RO.1
R0.05
R0.05
R0.05
R0.05
RO.1
RO.1
RO.1
RO.1
R0.05
R0.05
R0.05
R0.05
RO.1
RO.1
RO.1
RO.1
R0.05
R0.05
R0.05
R0.05

BRKR(Mm)
Effective
Length

0.5
1
1.5
2
0.5

=oe
&

coO OO B~ N O OO B N O OO B NN OO PN FE OO RN PR WD R DR WD 2 WS

o
(min-1)
Speed
30000
30000
30000
30000
30000
30000
30000
30000
25000
30000
30000
25000
25000
30000
30000
25000
25000
25000
25000
25000
20000
25000
25000
25000
20000
25000
23000
20000
16000
25000
23000
20000
16000
25000
25000
20000
16000

b
(mm/min)
Feed

400
300
200
100
680
600
400
300
100
800
600
500
400
800
600
500
400
1000
840
600
320
1000
840
600
320
1000
800
400
300
1000
800
400
300
1600
1400
1100
800

Ap
(mm)
Axial
depth

0.003
0.003
0.002
0.002
0.003
0.003
0.003
0.003
0.002
0.005
0.005
0.004
0.003
0.005
0.005
0.004
0.003
0.01
0.01
0.005
0.003
0.01
0.01
0.005
0.003
0.02
0.015
0.008
0.005
0.02
0.015
0.008
0.005
0.03
0.025
0.02
0.01

Ae
o
depth
0.04
0.04
0.04
0.04
0.08
0.08
0.08
0.08
0.08
0.1
0.1
0.1
0.1
0.1
0.1
0.1
0.1
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.2
0.2
0.2
0.2
0.2
0.2
0.2
0.2
0.25
0.25
0.25
0.25

i
(min-1)
Speed

30000
30000
30000
30000
30000
30000
30000
30000
25000
28000
25000
23000
20000
28000
25000
23000
20000
23000
23000
23000
18000
23000
23000
23000
18000
23000
20000
18000
14000
23000
20000
18000
14000
23000
23000
18000
14000

(mm/min)
Feed

320
240
160
80
560
500
320
240
80
700
500
440
320
700
500
400
320
900
720
480
200
900
720
480
200
800
600
300
200
800
600
300
200
1400
1200
900
600

Ap
o
depth
0.003
0.002
0.002
0.001
0.003
0.003
0.003
0.003
0.002
0.005
0.005
0.003
0.002
0.005
0.005
0.003
0.002
0.007
0.007
0.003
0.002
0.007
0.007
0.003
0.002
0.01
0.007
0.005
0.002
0.01
0.007
0.005
0.002
0.02
0.015
0.01
0.005

Ae
)
depth
0.02
0.02
0.02
0.02
0.04
0.04
0.04
0.04
0.04
0.05
0.05
0.05
0.05
0.05
0.05
0.05
0.05
0.1
0.1
0.1
0.1
0.1
0.1
0.1
0.1
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.15
0.16
0.16
0.16
0.16

2353
(min-1)
Speed

30000
30000
30000
30000
30000
30000
30000
25000
20000
25000
25000
18000
18000
25000
25000
18000
18000
20000
20000
20000
16000
20000
20000
20000
16000
20000
18000
12000
10000
20000
18000
12000
10000
20000
20000
16000
12000

(mm/"min)
Feed

240
160
120
60
450
400
240
200
60
600
440
320
240
600
400
320
240
800
600
360
140
800
600
360
140
640
400
200
160
640
400
200
160
1000
800
650
400

Ap Ae
(mm) | (mm)
Axial |Radidl
depth | depth

0.003| 0.01
0.002| 0.01
0.001| 0.01
0.001| 0.01
0.003| 0.03
0.003| 0.03
0.003| 0.03
0.003| 0.03
0.002| 0.03
0.005| 0.04
0.005| 0.04
0.003| 0.04
0.002| 0.04
0.005| 0.04
0.005| 0.04
0.003| 0.04
0.002 | 0.04
0.005| 0.08
0.005| 0.08
0.002| 0.08
0.001| 0.08
0.005| 0.08
0.005| 0.08
0.002| 0.08
0.001| 0.08
0.007 0.1
0.005| 0.1
0.003| 0.1
0.001| 0.1
0.007| 0.1
0.005| 0.1
0.003| 0.1
0.001 0.1
0.015| 0.14
0.01 | 0.14
0.007| 0.14
0.005| 0.14
Nextpage mes

=t
Diameter

D0.8
D0.8
D0.8
D0.8

E=ESEd
Radius of
Ball Nose

RO.1
RO.1
RO.1
RO.1

BRER(Mm)
Effective
Length

2

4
6
8

D : Bf€ Diameter (mm)
ap : YR Axial Depth (mm)

de : Y1ERadialDepth (mm)

fast:

*RIBEES

2085,

o
min-1)
Speed

25000
25000
20000
16000

(mm/min)
Feed

1600
1400
1100
800

BB RIS EATEL

* A MBS S A0 TR R
*RIGREEE. BEREKE, HOFEER,
AR BIPREEATEL
*YBIFRHEEATHRCS8ER, FFEZNARS, BINTABERRSEH.

* B RERS,

Note:

Ap
mm)
Axial
depth
0.03
0.025
0.02

0.01

SHHLSR2-0001]JEI% 2% (Milling Conditions)

[ 3
(min-1)
Speed

23000
23000
18000
14000

&L
(mm/min)
Feed

1400
1200
900
600

Ap
(mm)
Axial
depth
0.02
0.015
0.01

0.005

Ae
(mm)
Radidl
depth
0.16
0.16
0.16

0.16

3
(min-1)
Speed

20000
20000
16000
12000

(mm/min)
Feed
1000
800
650

400

Ap
mm)
Axial
depth
0.015
0.01
0.007

0.005

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum
spindle speed;
*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys;

*Recommend using a non-contact measuring device to avoid damaging the precision tip point;

*Decrease both spindle speed and feed rate proportionally in case of chattering;
*When the material hardness is higher than HRC58, itis recommended to use air blow cooling for roughing and
oil mistorairblow cooling for finishing.

Ae
(mm)
Radidl
depth
0.14
0.14
0.14

0.14

27]
2 Flutes

P
BT
Long Neck
Radius
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SHHLSR47]E %5 B [E f 7] (4Flutes Long Neck Radius)

SREVER R/ BE

Highly recommend/Recommend/Suggest

LiE | Carbon steels (545C/S55C)

a&il Alloy steels (SK/SCM/SUS)

FargEin Prehardened steels (NAK/HPM)

) i Hardened steels (~55/~60/~70HRC)
e Aluminum alloys

A% Graphite

il Copper

TiRs Plastics

Tk AAE Carbon fiber

HEE Titanium alloys

B E Heat resistant alloys

BHEAS Cemented carbide

B Hard brittle (non-metallic)material

&518381%¢ (Total 83 models)

SHHLSR4-01001040
SHHLSR4-01001060
SHHLSR4-01001080
SHHLSR4-01001100
SHHLSR4-01001120
SHHLSR4-01001160
SHHLSR4-01002040
SHHLSR4-01002060
SHHLSR4-01002080
SHHLSR4-01002100
SHHLSR4-01002120
SHHLSR4-01002160
SHHLSR4-01501060
SHHLSR4-01501080
SHHLSR4-01501100
SHHLSR4-01501120
SHHLSR4-01501160
SHHLSR4-01502060
SHHLSR4-01502080
SHHLSR4-01502100

D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.5
D1.5
D1.5
D1.5
D1.5
D1.5
D1.5
D1.5

RO.1
RO.1
RO.1
RO.1
RO.1
RO.1
R0.2
R0.2
R0.2
R0.2
R0.2
R0.2
RO.1
RO.1
RO.1
RO.1
RO.1
R0.2
R0.2
R0O.2

1.0
1.0
1.0
1.0
1.0
1.0
1.0
1.0
1.0
1.0
1.0
1.0
1.5
1.5
1.5
1.5
1.5
1.5
1.5
1.5

10
12
16

10
12
16

10
12
16

10

BEEXMEERRBEHER
ETFENESMIEEIFREFNAEE;
R EEHRCA8-65EMEIINTE R K,
“FATEEMEARINSERSZET]

*Special coating + bar for high hard hardened materials;

*Excellent surface finishing when processing flat surfaces and contours;

*Thelarge arc at the clearance avoids cutter damage;
*Long lifein cutting high hardness material of HRC48-65.

o
By

0
$D-0.01(DS6)

rl

MEAEERS T NRBOEF T THHEFETERN T LURESR HERTTAR

BARERET M.

Theshank taper angle shownis notan exactvalue and to avoid contact with
the workpiece, we recommend the user controls the precise value of this
angle. Shank taper angle should not make contact with the workpiece.

12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°

50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
75

B . T L e S O S S - S N N - - S S - S

BE{iUnit(mm)

e - T L~ U N R - T e e s

Nextpage s
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SHHLSR4-01502120
SHHLSR4-01502160
SHHLSR4-02001060
SHHLSR4-02001080
SHHLSR4-02001100
SHHLSR4-02001120
SHHLSR4-02001160
SHHLSR4-02002060
SHHLSR4-02002080
SHHLSR4-02002100
SHHLSR4-02002120
SHHLSR4-02002160
SHHLSR4-03001060
SHHLSR4-03001080
SHHLSR4-03001100
SHHLSR4-03001120
SHHLSR4-03001160
SHHLSR4-03001200
SHHLSR4-03002060
SHHLSR4-03002080
SHHLSR4-03002100
SHHLSR4-03002120
SHHLSR4-03002160
SHHLSR4-03002200
SHHLSR4-03005060
SHHLSR4-03005080
SHHLSR4-03005100
SHHLSR4-03005120
SHHLSR4-03005160
SHHLSR4-03005200
SHHLSR4-03001060-6
SHHLSR4-03001080-6
SHHLSR4-03001100-6
SHHLSR4-03001120-6
SHHLSR4-03001160-6
SHHLSR4-03001200-6

D1.5
D1.5
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0

RO.2
RO.2
RO.1
RO.1
RO.1
RO.1
RO.1
RO.2
RO.2
RO.2
RO.2
RO.2
RO.1
RO.1
RO.1
RO.1
RO.1
RO.1
RO.2
RO.2
RO.2
RO.2
RO.2
RO.2
RO.5
RO.5
RO.5
RO.5
RO.5
RO.5
RO.1
RO.1
RO.1
RO.1
RO.1
RO.1

1.5
1.5
2.0
2.0
2.0
2.0
2.0
2.0
2.0
2.0
2.0
2.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0

SHHLSR47]& = BY[E /7] (4Flutes Long Neck Radius)

12
16

10
12
16

10
12
16

10
12
16
20

10
12
16
20

10
12
16
20

10
12
16
20

12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°

50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
60
60
60
60
60
60

I L R T o S = = - T R e e . e e T = s s L T N S

o o o o o o b~ b~ BB BB BB D DD DM B B DB DD DM B DB DD DD DM B> DB DD DM DM B DB DD
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SHHLSR47]& = BY[E f 7] (4Flutes Long Neck Radius)

SHHLSR4-03002060-6 | D3.0
SHHLSR4-03002080-6 | D3.0
SHHLSR4-03002100-6 | D3.0
SHHLSR4-03002120-6 | D3.0
SHHLSR4-03002160-6 | D3.0
SHHLSR4-03002200-6 | D3.0
SHHLSR4-03005060-6 | D3.0
SHHLSR4-03005080-6 | D3.0
SHHLSR4-03005100-6 | D3.0
SHHLSR4-03005120-6 | D3.0
SHHLSR4-03005160-6 | D3.0
SHHLSR4-03005200-6 | D3.0
SHHLSR4-04001080-6 | D4.0
SHHLSR4-04001100-6 | D4.0
SHHLSR4-04001120-6 | D4.0
SHHLSR4-04001160-6 | D4.0
SHHLSR4-04001200-6 | D4.0
SHHLSR4-04002080-6 | D4.0
SHHLSR4-04002100-6 | D4.0
SHHLSR4-04002120-6 | D4.0
SHHLSR4-04002160-6 | D4.0
SHHLSR4-04002200-6 | D4.0
SHHLSR4-04005080-6 | D4.0
SHHLSR4-04005100-6 | D4.0
SHHLSR4-04005120-6 | D4.0
SHHLSR4-04005160-6 | D4.0
SHHLSR4-04005200-6 | D4.0

ARSI EMIEMBIRT,
*Newsizeadded fromthisseries.

R0.2
RO.2
R0.2
RO.2
RO.2
RO.2
RO.5
RO.5
RO.5
RO.5
RO.5
RO.5
RO.1
RO.1
RO.1
RO.1
RO.1
RO.2
RO.2
RO.2
RO.2
RO.2
RO.5
RO.5
RO.5
RO.5
RO.5

3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0

10
12
16
20

10
12
16
20

10
12
16
20

10
12
16
20

10
12
16
20

#E B 17 Mo

Stockeditems.

12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°

60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60

I T e e - T T U S O O S N S S SR T > T T S - - N S
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tIH) &3 (Cutting Parameter)

BE
Diameter

D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.5
D1.5
D1.5
D1.5
D1.5
D1.5
D1.5
D1.5
D1.5
D1.5
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0

EAAE
Radius of
Ball Nose

RO.1
RO.1
RO.1
RO.1
R0.2
R0.2
R0.2
R0.2
RO.1
RO.1
RO.1
RO.1
RO.1
R0O.2
R0.2
R0O.2
R0.2
R0O.2
RO.1
RO.1
RO.1
RO.1
RO.1
R0O.2
R0.2
R0.2
R0.2
R0.2
RO.1
RO.1
RO.1
RO.1
RO.1
RO.1
R0.2
RO.2
R0.2
R0.2
R0.2

BRER(Mmm)
Effective
Length

4
6
8

10

[ 3]
(min-1
Speed

21000
16000
15000
13000
21000
16000
15000
13000
19000
16000
15000
13000
11000
19000
16000
15000
13000
11000
18000
16000
14000
13000
11000
18000
16000
14000
13000
11000
13000
11000
11000
11000
10000
8000

13000
11000
11000
11000
10000

&L
(mm/min)
Feed

1800
1400
1100
800
1800
1400
1100
800
1800
1500
1300
1100
800
1800
1500
1300
1100
800
2100
1800
1500
1400
1100
2100
1800
1500
1400
1100
2100
1800
1700
1600
1500
1100
2100
1800
1700
1600
1500

Ap
mm)
Axial
depth
0.04
0.02
0.015
0.01
0.04
0.02
0.015
0.01
0.045
0.04
0.03
0.03
0.02
0.045
0.04
0.03
0.03
0.02
0.06
0.05
0.05
0.04
0.03
0.06
0.05
0.05
0.04
0.03
0.1
0.1
0.09
0.08
0.07
0.05
0.1
0.1
0.09
0.08
0.07

SHHLR4-00017]H % 4%k (Milling Conditions)

233
min-1
Speed

18000
14000
13000
11000
18000
14000
13000
11000
16000
14000
13000
11000
9000
16000
14000
13000
11000
9000
15000
14000
13000
11000
9500
15000
14000
13000
11000
9500
11000
9500
9500
9500
8500
7000
11000
9500
9500
9500
8500

(mm/min)
Feed

1500
1200
900

700

1500
1200
900

700

1500
1300
1100
950

700

1500
1300
1100
950

700

1800
1500
1300
1200
950

1800
1500
1300
1200
950

1800
1500
1400
1400
1300
950

1800
1500
1400
1400
1300

Lz e
(min-1)
Speed

14000
11000
10000
9000
14000
11000
10000
9000
13000
11000
10000
9000
7000
13000
11000
10000
9000
7000
12000
11000
10000
9000
7500
12000
11000
10000
9000
7500
9000
7500
7500
7500
7000
5500
9000
7500
7500
7500
7000

(mm/min)
Feed

1100
850
650
500

1100
850
650
500

1100
900
750
650
500

1100
900
750
650
500

1300

1100
950
850
650

1300

1100
950
850
650

1300

1100

1000

1000
900
700

1300

1100

1000

1000
900

Ap Ae
(mm) | (mm)
Axial |Radidl
depth | depth
002 02
0.007 0.2
0.005 0.2
0.005| 0.2
0.02 | 0.2
0.007| 0.2
0.005 0.2
0.005 0.2
0.02 | 03
001 03
001 03
0.007 0.3
0.005 0.3
0,02 03
0.01| 03
0,01 0.3
0.007| 0.3
0.005 0.3
0.03 | 0.35
0.02 | 0.35
0.015] 0.35
0.01 | 0.35
0.007| 0.35
0.03 | 0.35
0.02 | 035
0.015| 0.35
0.01 | 0.35
0.007| 0.35
005 | 06
0.05 | 06
0.04 | 06
0.04 | 06
0.03 | 06
0.02 | 06
0.05 | 0.6
0.05 | 0.6
0.04 | 0.6
0.04 06
0.03 | 0.6

Nextpage s
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SHHLSR4-00017]H %2 (Milling Conditions)

SHTISR47]38 HFF#AE R 7] (4 Flutes Radius for Excellent Roughing)

_

SRR/ RS
Highly recommend/Recommend/Suggest

B AN E SRR

[uESil

Carbon steels (545C/S55C)

FEN, SREEFMH.

IR ENRT] R, FAHEMIFEE;
“FAERFHMTSEEHRC48-65ERAN, K& H,

*Special coating + bar for high hard hardened materials;
*Specialarcdesign atthe blade bottom offers excellent roughing;
*Especially suitable for milling mold steel of high hardness HRC48-65,
titanium alloy, stainless steel, heat resistant alloys and so on.

L

BHE BfEE suE(mm) & f= Ap | Ae s b= Ap Ae 253 iy Ap | Ae
oameer | fatuce | () R () (O, ey ol (0 (o, @l el o) (o)
allNose | Length depth| depth | =P depth | depth depth | depth

D3.0 RO.2 20 ‘ 8000 1100 | 0.05| 0.8 | 7000 950 0.04 | 0.7 | 5500 700 0.02 | 0.6
D3.0 R0.5 6 13000 | 2100 0.1 | 0.8 | 11000| 1800 | 0.07 | 0.7 | 9000 1300 | 0.05| 0.6
D3.0 R0.5 8 ‘ 11000 1800 0.1 | 0.8 | 9500 | 1500 | 0.07 | 0.7 | 7500 1100 | 0.05| 0.6
D3.0 R0.5 10 11000 1700 | 0.09| 0.8 | 9500 | 1400 | 0.06 | 0.7 | 7500 1000 | 0.04 | 0.6
D3.0 R0.5 12 ‘ 11000 1600 0.08| 0.8 | 9500 1400 0.06 | 0.7 7500 1000 0.04 | 0.6
D3.0 RO.5 16 10000 1500 0.07| 0.8 | 8500 1300 0.05 | 0.7 7000 900 0.03 ] 0.6
D3.0 RO.5 20 ‘ 8000 1100 0.05| 0.8 | 7000 950 0.04 | 0.7 5500 700 0.02 | 0.6
D4.0 RO.1 8 10000 2100 0.15| 1.2 | 8500 1800 0.08 1 7000 1300 0.06 | 0.8
D4.0 RO.1 10 ‘ 10000 | 2100 | 0.15| 1.2 | 8500 | 1800 | 0.08 | 1 7000 1300 | 0.06 | 0.8
D4.0 RO.1 12 10000 | 2100 | 0.15| 1.2 | 8500 | 1800 | 0.08 | 1 7000 1300 | 0.06 | 0.8
D4.0 RO.1 16 ‘ 8000 1800 0.1 | 1.2 | 7000 | 1500 | 0.06 | 1 5500 1100 | 0.05 | 0.8
D4.0 RO.1 20 7200 1500 | 0.09| 1.2 | 6300 | 1300 | 0.06 | 1 5000 950 0.04 | 0.8
D4.0 R0.2 8 ‘ 10000 | 2100 | 0.15| 1.2 | 8500 | 1800 | 0.08 | 1 7000 1300 | 0.06 | 0.8
D4.0 R0.2 10 10000 | 2100 | 0.15| 1.2 | 8500 | 1800 | 0.08 | 1 7000 1300 | 0.06 | 0.8
D4.0 R0.2 12 ‘ 10000 | 2100 | 0.15| 1.2 | 8500 | 1800 | 0.08 | 1 7000 1300 | 0.06 | 0.8
D4.0 R0.2 16 8000 1800 0.1 | 1.2 | 7000 | 1500 | 0.06 1 5500 1100 | 0.05| 0.8
D4.0 R0.2 20 ‘ 7200 1500 | 0.09| 1.2 | 6300 | 1300 | 0.06 | 1 5000 950 0.04 | 0.8
D4.0 R0.5 8 0000 2100 | 0.15| 1.2 | 8500 | 1800 | 0.08 | 1 7000 1300 | 0.06 | 0.8
D4.0 R0.5 10 ‘ 10000 | 2100 | 0.15| 1.2 | 8500 | 1800 | 0.08 | 1 7000 1300 | 0.06 | 0.8
D4.0 R0.5 12 10000 | 2100 | 0.15| 1.2 | 8500 | 1800 | 0.08 | 1 7000 1300 | 0.06 | 0.8
D4.0 R0.5 16 ‘ 8000 1800 0.1 | 1.2 | 7000 | 1500 | 0.06 1 5500 1100 | 0.05| 0.8
D4.0 R0.5 20 ‘ 7200 1500 | 0.09| 1.2 | 6300 | 1300 | 0.06 | 1 5000 950 0.04 | 0.8

D : EfE Diameter (mm)
ap : tYIiFAxialDepth (mm)
de : Y1ERadialDepth (mm)

Bt

*RIBEIEALNS, BIRLOIRREEELR;

* REEMABI RS SN THEERETEIR;

*RIEREME. SERRE, HOTEEE,

*EEEENS, SIRLLEIRREEELS

*LRRBE A THRCS8ER, FHERINAWS, BiNIAHSHWSSH.

Note:

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum
spindle speed;

*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys;

*Recommend using anon-contact measuring device to avoid damaging the precision tip point;

*Decrease both spindle speed and feed rate proportionally in case of chattering;

*When the material hardnessis higherthan HRC58, itis recommended to use air blow cooling for roughing and
oil mistorairblow cooling for finishing.

Ko Alloy steels (SK/SCM/SUS)

FarEs Prehardened steels (NAK/HPM)
NS Hardened steels (~55/~60/~70HRC)
BaE Aluminum alloys

A Graphite

b Copper

Ll Plastics

kA Carbon fiber

#Had Titanium alloys

B#as Heat resistant alloys

BHEAS Cemented carbide

FERERA Hard brittle (non-metallic)material

&35H12845E (Total 12models)

FFRESHTISR4-06010180 6 Rl | R12
FF#ESHTISR4-06015180 6 R1.5 | R7.5
FF#ESHTISR4-08010240-75 | 8 R1 | R20
FF#ESHTISR4-08020240-75 | 8 R2 |R10.5
FF¥ESHTISR4-10010300 10 R1 | R35
FF#ESHTISR4-10020300 10 R2 | R19
FF#HSHTISR4-10010300-100| 10 R1 | R35
FF#ASHTISR4-10020300-100| 10 R2 | R19
FFHESHTISR4-12010360 12 Rl | R42
FFHESHTISR4-12020360 12 R2 | R26
FFRHSHTISR4-12010360-100| 12 Rl | R42
FF#ESHTISR4-12020360-100| 12 R2 | R26
*ARRYEBIFEMB R

*Newsizeadded fromthisseries.

6 18 -
6 18 -
8 24 -
8 24 -
10 30 -
10 30 -
10 30 -
10 30 -
12 36 -
12 36 -
12 36 -
12 36 -
S 17 o

Stockeditems.

60
60
75
75
75
75
100
100
75
75
100
100

B{iUnit(mm)

o o o O

10
10
10
12
12
12
12

B T e T e

|
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|
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SHTISR4-00017]H! % 4% (Milling Conditions)
=¥k 5F
=t [E=EE i T Ap | Ae & Ap Ae . - Ap | Ae S H G /% 7).7'] =]] *ﬁ E
= HE AR E(mm) B it X Bia
) : n ) . 9% . o) . 120
Diameter | Radiusor | giective | (1Y) | (MR/i) | () () (min-y (m/min) ()| (o) (i) | (mymin) | (m) | () 1. {1£0-0.003mm
allNose | Length depth|depth depth | depth depth | depth 2 ﬁ_inﬁ*ﬁ;ﬂl\uét
D6 R0.5 - 4200 4000 0.2 | 3.3 | 3200 | 2500 | 0.12 | 3.3 | 2500 1000 0.08| 3 ’ e
D6 R1 - 4200 4000 02| 2 3200 | 2500 | 0.12 2 2500 1000 0.08 | 2 . . -
SHG series high precision
D6 R1.5 4200 4000 0.2 | 1.5 | 3200 | 2500 | 0.12 | 1.5 | 2500 1000 0.08 | 1.5 1. Shank diameter tolerance 0-0.003 mm
D8 R1 - 3200 5000 0.3 3 2400 2800 0.15 3 1800 1200 0.1 3 2. Testresults for each end mill
D8 R2 - 3200 5000 03] 2 2400 | 2800 | 0.15 2 1800 1200 0.1 2
D10 R1 - 2500 5000 03] 4 2000 | 2800 0.2 4 1600 1600 0.15| 4 SHGR2 060120
_ kv | ~ e e 00s LTI
D10 R2 2500 | 5000 | 03 | 3 | 2000 | 2800 | 02 | 3 | 1600 | 1600 | 0.15 3 Baous oo oot ] Iﬂllfllll 906032
7 19040321505
4FTL71165 D12 R1 - 2100 5000 0.4 5 1600 2500 0.25 6 1300 1600 0.15 5
D12 R2 - 2100 5000 04| 4 1600 | 2500 | 0.25 6 1300 1600 0.15| 4
BIE D EIEFEE(mm)Milling Amountfor Side Milling(mm)
D1 0XDASBOL i 19004050 IR
S S D4#*10%D4%50L R1#8+D4+50 | |
WEIH Length of Cut 2.5D(7IR=E1¥*2.5) 4D(7]E—E1=. 4) +0  D3.994 . 2109040321509 1.9% Bef-0. 493 202109060321404
Work Material Nk 2.5D (Length of Cut=Diameter*2.5)| 4D (Length of Cut=Diameter*4)
45HRCLLTF de=0.07D de=0.07D
Below45HRC ap=2D ap=2D
45HRCIA E de=0.03D de=0.03D
Above45HRC ap=1.5D ap=1.5D
D : Ef€Diameter (mm)
ap : YIZEAxialDepth (mm) §1§|J
de : Y& Radial Depth (mm) =<
. Case Studies
1%&
RBEETLE, FRUCOIPHEEETES;
" FEBIEHRA SN TEBEHEIAR; S HTERE (#% SKD11(HRC60.5E) Analysis Report:Material SKD11 (HRC60.5)
*RIGBEEME. RERKE, HIIEEE, , )
* ISAEEENRS, SEiEEY G R B B9:D6R3FEEEHRIE Purposg:D6R3Rgughtoo.111fetest MIFEHkR:
UEEEATHRCSSER, FFEENEAWS, BNTEHESSRES S8, {JDEZ%I%SZE?\‘/BBOOOOrpm) Processmg.machme:Mak|n0V33 (30000rpm) Milling Shape:
RAAFX:R|A Coolant: Air Blow
s RFRE 1 2021-10-30 Testtime:2021-10-30
Bf7 Note: , ) . . . I 28 Milling Parameters
Radius *Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum
spindle speed; EAIA 2 3% brid Qf& iR YIE | INIESRS
*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys; Tool Spindle Feed Step Axial Radial Cycle
. . . . . .. . . Speed Rate Depth Depth Time
*Recommend using a non-contact measuring device to avoid damaging the precision tip point; - - @n)
*Decrease both spindle speed and feed rate proportionally in case of chattering; SHGR2-0600600_(Min-1) |(mm/min) aprmm (ae)mm
*When the material hardness is greater than HRC58 degrees, itis recommended to use air blow cooling for roughing and D6R3 7500 2800 0.3 1.2 0:50:22
oil mist orair blow cooling for finishing.
sk HRCOOEMFE BB RN TR Y, TASH R, RBEE.
Summary: HRC60 hardened materials canbe easily processed by the cutter with high efficiency roughing, longtool life and good wear
resistance.




SAMHO

S ¥R #4%l M333(HRC48-52)Analysis Report:Material M333(HRC48-52)

B ®:D6R3 Smilst Purpose: D6R3 tool life test

I BAERER#(60000rpm)  Processing machine: ROKU-ROKU machine (60000rpm) 7J S
RSN HE Coolant: Oil Mist u'I'ﬁ’#'
BB 2021-7-20 Test time: 2021-7-20 Milling Shape:

I 28 Milling Parameters

EHAIR iR prit ] QfE IR PYIE | IR
Tool Spindle Feed Step Axial Radial Cycle
Speed Rate Depth Depth Time
D6R3 (min-1) |(mm/min (ap) mm (ae) mm
FATEMT U i

A IIMRBY, MI5EZ &, TJRERER, A RMNEE, 8RRE0.001mm, THFENS, XRES—, RELREBE.
Summary: Good quality milling, less tool wear, data error only 0.001mm for two small planes on the workpiece after processing, uniform
workpiece pitch and surface quality, no surface burrs.

PR #%) S136(HRC48-52)Analysis Report:Material S136(HRC48-52)

T3 RE Workpiece View: J1E#RR Cutter Condition:
B #9:D2R1 IR Purpose: D2R1 Finishing test T RA4K
INTH: BAERE(60000rpm)  Processing machine: ROKU-ROKU machine (60000rpm) Milling Shape:
RAHERHTE Coolant: Oil Mist
RIEUBER : 2021-7-20 Testtime: 2021-7-20

I 2 Milling Parameters

fEHATER R bt} Qf& iR PR | IR
Tool Spindle Feed Step Axial Radial Cycle
Speed Rate Depth Depth Time
HSGLR2-020040| (min-1) |(mm/min) (ap) mm (ae) mm
D2R1*4 22000 1000 0.01 0.01 1:30:45

RE MIHERY, BB ERELT0.003mm, REZES —, E5 7THEEREK,
Summary: Good quality milling, data error only 0.003mm for two small planes on the workpiece after processing, uniform workpiece pitch
and surface quality,meets the requirements of the earphone mold.




SHGS27]F 7] (2 Flutes Square) SANMHO SHGS2-000#7]HI% 4%k (Milling Conditions)
( e HG SD
: — (46 o () ey
SRR /EE/EE an fe -
Al |
Highly recommend/Recommend/Suggest fIEtIHE (Side Milling)
‘ EAHE DIE STEEL #ESR (Grade) VRSN TB27) BR8] HRC30-45 HRC45-55 HRC55-65
rade; . Wl 2 w ZAK & 4ot T ws| - - -
e HERR RN AR B, DM, A BIHRCO0R MK WM el g gy
P Alloy steels (SK/SCM/SUS) #HAMI, Work Material Preh 1‘] d Steel Hard d steel Hardened Steel
bizlid ] Prehardened steels (NAK/HPM) *2 Flutes Square End Mills for Mold Steels.; renardene €els araene €els araene eels
27 SRR Hardened steels (~55/~60/~70HRC) *The flute shapeis specifically designed for outstanding chip N N N . N - 27
2 Fltjx:"ces BHAH SPECIAL MATERIAL evacuation, excellent milling performance, broad application E1&(mm) 3% (min-1) ﬁﬁﬁﬁ{; 85%(min-1) JE%JEIE &% (min-1) JE‘&SJEJ; , Fllj.ljtes
PPN Aluminum alloys range from Copper to Hardened Steels up to HRC60. Diameter Speed (mm/min) Speed (mm/min) Speed (mm/min)
p=r Graphite Feed Feed Feed
m Copper © Q B D10 10000 100 8000 60 7000 40
il astics
%Zﬁﬁﬁ Caon = | I DL5 8000 120 6000 60 5000 50
Has Titanium alloys g L D2.0 7000 120 5000 60 4000 b
L e 3 L D2.5 6000 120 4500 60 3500 55
TEfatt Hard brittle (non-metallic)material D3 5000 150 4000 80 3000 60
D4 4000 150 4000 100 2200 100
D4 4000 150 4000 100 2200 120
. a oo g . D6 3500 250 3000 200 2000 150
B 5t158 5% (Total 15 models) B Unit(mm)
Szzujgre RIS 71D 7IR L1 B¥EL2 #EMABTa 2RL 7I8T WEd HEE 0
Model Outside | Length | Effective Shank | Overall | Number Shank In g
Number Diameter | Of Cut Length | Taper Angle| Length | Of Flutes| Diameter | Stock —— o . o
BIE LN HIRE(mm)Milling Amount for Side Milling(mm)
SHGS2-0020040 0.2 0.4 - 12° 50 2 4 O
SHGS2-0030060 03 0.6 - 12° 50 2 4 O s ——ergthoreut 2.5D(7) R=H{E"2.5) 4D(7) R=H{E*4)
Work Material 7% | 2.5D (Length of Cut=Diameter*2.5)| 4D (Length of Cut=Diameter*4)
SHGS2-0040080 0.4 0.8 - 12° 50 2 4 O
45HRCLLF de=0.07D de=0.07D
SHGS2-0050100 0.5 1 - 12° 50 2 4 O Below45HRC ap=2D ap=2D
HGS2- 12 . 1.2 - °
SHGS2-0060120 0-6 12 >0 2 4 O 45HRCIA E ae=0.03D A2e=0.03D
SHGS2-0070140 0.7 14 = 12° 50 2 4 O Above45HRC ap=1.5D ap=1.5D
SHGS2-0080160 0.8 1.6 - 12° 50 2 4
O D:Hf& Diameter(mm)
SHGS2-0100300 1.0 3 - 12° 50 2 4 O ap:IiE Axial Depth (mm)
SHGS2-0150400 15 4 - 12° 50 2 4 O de:tJE RadialDepth (mm)
SHGS2-0200500 2.0 5 - 12° 50 2 4 O
SHGS2-0250600 25 6 - 12° 50 2 4 O
fEat:
SHGS2-0300800-4 3 8 - 12° 50 2 4 O *RBEERNES, BRIHIEREEELS
: * BB RS SN THEEBMEIEIR
SHGS2-0401000-4 4 10 - >0 2 4 O CRRAEETE, ARRRE, HOBER;
SHGS2-0401000-6 4 10 _ 12° 60 ) 6 O *IEE TR, SRR EEERINERS.
_ _ Note:
SHGS2-0601500 6 15 60 2 6 O *Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum
spindle speed;
*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys;
K BT ESFBMBR OEEES *Recommend using a non-contact measuring device to avoid damaging the precision tip point;
*Newsizeaddedfromth;sseries OStocked?tems *Decrease both spindle speed and feed rate proportionally in case of chattering.




SHGS2-00047]HI% 4% (Milling Conditions) SAMHO SAMHO SHGS47]F 7] (4 Flutes Square)
Ae
TSRS
( " HG SD
x R o) i (B iy
— - MIVEE R/ ER
=tIH )
F=1H (Contour Mllllng) Highly recommend/Recommend/Suggest
A DIE STEEL HEEMR (Grade) "RARFINT 47 FRELRT);
HRC30-45 HRC45-55 HRC55-65 e R EAMEIHRCEOREM KB RIIN T,
A4 . s Carbon steels (S45C/S55C) . .
Work Material Fik 2= $9 /7 0 N ER SN P Alloy steels (SK/SCM/SUS) *4 Flutes Sql:Jare. End Mills for Mold Steels.
Prehardened Steels Hardened Steels Hardened Steels i Prehardened steels (NAK/HPM) Broad application range from Copper to Hardened Steels
271 NS Hardened steels (~55/~60HRC) (HRC60). a
2Flutes E{E(mm) wiE(min-1) | BEEE i) BRER ) BEEE WA SPECIALMATERIA P il
Diameter Speed (mm/min) Speed (mm/min) Speed (mm/min) R Alominum alloys g V3 ":" ‘ D S
Feed Feed Feed a8 Graphite = 28
EiE C r ~
D0.2 30000 120 30000 120 20000 50 f;ﬁ e ° 1 ) o
D0.3 30000 150 30000 150 16000 50 wihie Carbon fiber ! 4Flutes
fKEaE Titanium alloys WA EEHR2E NMRBOE T THNEFETRRT URR HEIRTIAR
D0.4 30000 200 30000 200 16000 60 L g BREEEIM.
: The shankt le shown is not tvalue and to avoid contact with
bo.5 26000 200 26000 20 14000 80 @HEE  Cememedcatide the workpiece, we recommend the user controls the precise value of this
D0.6 24000 300 24000 300 14000 30 BEfEtt Hard brittle (non-metallic)material angle. Shank taper angle should not make contact with the workpiece.
D0.7 20000 500 20000 500 12000 100
D0.8 16000 800 16000 800 10000 150
DL.0 13000 1000 13000 1000 8000 300
- D15 13000 1200 13000 1200 8000 300 A 513285% (Total 32 models) E{iUnit(mm) -
D2.0 12000 1500 12000 1500 8000 500 a = =
Square o 0 RISk 70 7R Ll BREL2 #EMBta £RL 7IMT WEd EE SR
. Lty Bl L Ll ety Model Outside | Length | Effective Shank | Overall | Number Shank In
D3 11000 1800 11000 1800 8000 1000 Number Diameter OfCut @ Length |TaperAngle Length |Of Flutes Diameter  Stock
D4 10000 2200 10000 2200 7500 1200 SHGS4-0100300 1.0 3 - 12° 50 4 4 O
D4 1200
10000 2200 10000 2200 1300 SHGS4-0150400 1.5 4 = 12° 50 4 4 O
D6 9000 2500 9000 2500 7000 1400
SHGS4-0200600 2.0 6 - 12° 50 4 4 O
(B .
*REWERIES, BRCOIEEEENES SRS - o - L2 - . - O
* AEAET RS SN THEEDMETDEIR; _ }
‘RBAEETE, AESEE, HIBEN; >HGS4-0300800-3 3 8 >0 4 3 O
LT, SIRIAIPETEERIES. SHGS4-0300800-4 3 8 = 12° 50 4 4 @)
Note: . , . ) ) SHGS4-0300800-6 3 8 - 12° 50 4 6 O
*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum
spindle speed; SHGS4-0401000-4 4 10 = > 50 4 4 O
*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys;
*Recommend using anon-contact measuring device to avoid damaging the precision tip point; SHGS4-0401000-6 4 10 - 12° 60 4 6 O
*Decrease both spindle speed and feed rate proportionally in case of chattering.
SHGS4-0401000-75 4 10 = = 75 4 4 O
SHGS4-0501300 5 13 - 12° 60 4 6 O
SHGS4-0601500 6 15 = - 60 4 6 O
SHGS4-0601500-75 6 15 - - 75 4 6 O
SHGS4-0601500-100 6 15 = = 100 4 6 O
SHGS4-0802000 8 20 - - 60 4 8 O
SHGS4-0802000-75 8 20 = - 75 4 8 O
Nextpage mmms




47]
4 Flutes

7]
Square

SHGS47]¥F 7] (4 Flutes Square)

SAMHO

435132845 (Total 32 models)

BUSR
Model
Number

SHGS4-0802000-100
SHGS4-0802000-150
SHGS4-1002500

SHGS4-1002500-100
SHGS4-1002500-150
SHGS4-1203000

SHGS4-1203000-100
SHGS4-1203000-150

SHGS4-1403500-100
SHGS4-1403500-150
SHGS4-1604000-100
SHGS4-1604000-100
SHGS4-1804500-100
SHGS4-1804500-150
SHGS4-2005000-100
SHGS4-2005000-150

ARFERTEMBIRT,

7]4€ D
Outside
Diameter

8
8
10
10
10
12
12
12

14
14
16
16
18
18
20
20

*Newsizeadded fromthisseries.

& L1
Length
Of Cut

20
20
25
25
25
30
30
30

35
35
40
40
45
45
50
50

BUEL2
Effective
Length

O #EEF fho

#E A Bta
Shank
Taper Angle

O Stockeditems.

2RL
Overall
Length

100
150
75
100
150
75
100
150
100
150
100
150
100
150
100
150

B{IUnit(mm)

T
Number
Of Flutes

4

e = T - T T e S N N S S R S

wiEd
Shank
Diameter

8
8
10
10
10
12
12
12

14
14
16
16
18
18
20
20

=

In
Stock

OHONOHONONONCHOCNONOHNONONONONE)

SHGS4-000 tIHIZH 2R (Milling Conditions)

AIELTHI (Side Milling)

HWHIM
Work Material

BE(mm)
Diameter
D1.0
D1.5
D2.0
D2.5
D3
D4
D5
D6
D8
D10
D12
D14
D16
D18
D20

HRC30-45
ik 2% 5/ T £
Prehardened Steels
E#E(min-1) ﬁ%ﬁ]ﬁ
Speed (mm/min)
Feed
10000 100
8000 120
6000 150
5000 150
5000 150
4000 200
3500 300
3500 300
3000 300
2500 300
2000 250
2000 350
1800 350
1600 350
1200 350

I E LI TR & (mm)Milling Amount for Side Milling(mm)

HRC45-55
AN
Hardened Steels

Ei#E(min-1) ]E'%EE
Speed (mm/min)
Feed
8000 60
6000 60
4500 80
4000 80
4000 80
3000 150
3000 200
3000 200
2500 200
2500 200
2000 200
2000 300
1800 300
1600 300
1200 300

HRC55-65
EYNE:
Hardened Steels
Ei#E(min-1) ﬁﬁﬁﬁ]ﬁ
Speed (mm/min)
Feed
7000 40
5000 50
4000 55
3500 55
3000 60
3000 120
2500 150
2500 150
2000 200
2000 200
2000 200
1800 200
1600 200
1400 200
1200 150

— e Lengthof Cut 2.5D(7) R=H1%*2.5) 4D (71 R=H1E*4)
Work Material Nk 2.5D (Length of Cut=Diameter*2.5)| 4D (Length of Cut=Diameter*4)
45HRCELF de=0.07D de=0.07D
Below 45HRC ap=2D ap=2D
45HRCEL E de=0.03D de=0.03D
Above45HRC dp=1.5D ap=1.5D

D:Ef% Diameter(mm)
ap: iR Axial Depth (mm)
de:tJERadial Depth (mm)

47]
4 Flutes

7]
Square




SHGS4-000 tIHIZ 42k (Milling Conditions) SAMHO SAMHO SHGLS27]# =815 7] (2 Flutes Long Neck Square)

e . ( — me| L7 | [EA| | 2
F S 1IHI (Contour Milling) Coating | 45" | |0-0.003
wBHIH e i S R TR
Work Material Preh ‘d /J‘d Steel H dl d Steel H d# d Steel Highly recommend/Recommend/Suggest
renardene eels ardaene eels araene eels e o
*EEMEIM T A= R27) FRILHftT];
g gt o g | wam DIESTEEL RS Grade R EIHRCOORME BRI LM T,
B(mm) @iE(min-1) | SRR | gygnin ) | EEEE g ) | BEEE mEm Carbon stels (545C/555) Boinitity = ST
Diameter Speed (mm/min) Speed (mm/min) Speed (mm/min) PO Alloy steels (SK/SCM/SUS) *2 Flutes Lon?gN.eckSquare End Mills for Mold Steels;
p Feed P Feed p Feed A Prehardened steels (NAK/HPM) Broad application range from Copper to Hardened Steels
D10 1 1 Y& Hardened steels (~55/~60/~70HRC) (HRCE0). _ 27]
. 13000 1000 3000 000 8000 300 PR e g 3| %Bta > Flutes
D15 13000 1200 13000 1200 8000 300 BA® Aluminum alloys o o *7% D o
~ S SS
D2.0 12000 1500 12000 1500 8000 500 ;i ifaph“e g L
A opper o
47) D2.5 12000 1500 12000 1500 8000 800 S Plastics a L ]
IR D3 11000 1800 11000 1800 8000 1000 e Carbon fiber e —
#as Titanium alloys Wi ERMSE MBIROETP LHNEHETERNT URR IR AR
D4 10000 2200 10000 2200 7500 1200 L SmTTer—"— BRBEBIH A _ _
> - Theshank taperangle shownisnotanexactvalue and to avoid contact with
D5 9000 2500 9000 2500 7000 1500 BHAS Cement.ed carbide - - the workpiece, we recommend the user controls the precise value of this
D6 9000 2500 9000 2500 7000 1500 FERfetA Hard brittle (non-metallic)material angle. Shank taper angle should not make contact with the workpiece.
D8 8000 2500 8000 2500 6000 1800
D10 7000 2500 7000 2500 5500 1800
D12 6000 2500 6000 2500 5000 2000
7] D14 4000 2200 4000 2200 4000 2200 £
Square D16 3500 2200 3500 2200 3500 2200 ﬁg
D18 3000 2000 3000 2000 3000 2000 ﬁg
D20 2500 2000 2500 2000 2500 2000 Eg I’frf;'za
&t g Square
*RBEBRALN, FRUOIEERTELS, B R
* AEHHAIE MRS AN THEE MM IR ; Draftangle

*RIRREETE. REREKE, BIFEE
*EREREINS, BRI REEAELS.

Note:

*De.crease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum BEr3TRR (TOtal37 mOdels) BfiUnit (mm)
*:{zlcnodr:wenfgre\j%il coolantfor Stainless Steels and Heat Resistance Alloys; BiSR 78D 7R L1 B¥EL2 #EfABTa 2RL  7J&T Wi&d EE
*Recommend using a non-contact measuring device to avoid damaging the precision tip point; Model Outside | Length | Effective Shank Overall | Number Shank In
*Decrease both spindle speed and feed rate proportionally in case of chattering. Number Diameter = Of Cut Length | TaperAngle Length Of Flutes Diameter Stock
SHGLS2-002010 0.2 0.3 1 12° 50 2 4 O
SHGLS2-002015 0.2 0.3 1.5 12° 50 2 4 O
SHGLS2-002020 0.2 0.3 2 12° 50 2 4 @)
SHGLS2-003010 0.3 0.5 1 12° 50 2 4 O
SHGLS2-003015 0.3 0.5 1.5 12° 50 2 4 O
SHGLS2-003020 0.3 0.5 2 12° 50 2 4 @)
SHGLS2-003030 0.3 0.5 3 12° 50 2 4 O
SHGLS2-004010 0.4 0.6 1 12° 50 2 4 O
SHGLS2-004020 0.4 0.6 2 12° 50 2 4 O
SHGLS2-004030 0.4 0.6 3 12° 50 2 4 O

Nextpage e




SHGLS27]#& =B 7] (2 Flutes Long Neck Square) SAMHO SHGLS2-000 #JHIZ&H &R (Milling Conditions)
&:t378U8E (Total 37 models) B{IUnit(mm)
it 7€ D 7R L1 E¥ERL2 #EfMBta £RL 78T WEd EE
Model Outside | Length | Effective Shank  Overall | Number Shank In
Number Diameter OfCut | Length |TaperAngle Length | Of Flutes Diameter | Stock Wt HRC30-45 HRC45-55 HRC55-65
ik 2= § /U1 £ NN P&
SHGLS2-004040 0.4 0.6 4 12° 50 2 4 O i
Work Material Prehardened Steels Hardened Steels Hardened Steels

SHGLS2-005010 0.5 0.75 1 12° 50 2 4 @)

SHGLS2-005020 0.5 0.75 2 12° 50 2 4 O BE(mm) | PAEMM) g ming) | EREE g ming) | BEEE | geining) BEEE
27 Diameter Effective Speed (mm/min) Speed (mm/min) Speed (mm/min) 27
2 Flutes SHGLS2-005040 0.5 0.75 4 12° 50 2 4 O Length Feed Feed Feed 2 Flutes
SHGLS2-005060 0.5 0.75 6 12° 50 2 4 O D0.2 0.5 30000 120 30000 120 15000 15
SHGLS2-006020 0.6 0.9 2 12° 50 2 4 O D0.2 1 30000 120 30000 100 15000 10
SHGLS2-006040 0.6 0.9 4 19° 50 5 4 O D0.2 15 28000 120 28000 100 15000 10

D0.3 1 30000 150 30000 150 14000 20

SHGLS2-006060 0.6 0.9 6 12° 50 2 4 O
i o D0.3 15 28000 120 26000 120 14000 15
SHGLS2-006080 0.6 0.9 8 12 50 2 4 D03 5 26000 120 22000 100 14000 15
SHGL52-008020 08 12 2 12° 50 2 4 O D0.3 3 26000 100 20000 80 14000 10
SHGLS2-008040 0.8 1.2 4 12° 50 2 4 O D0.4 1 26000 300 26000 260 14000 80
SHGLS2-008060 0.8 1.2 6 12° 50 2 4 O D0.4 2 26000 220 24000 200 14000 60
SHGLS2-008080 0.8 12 8 12° 50 2 4 O D04 : all 180 20000 200 14000 4
SHGLS2-010040 1 15 4 12° 50 2 4 @) bo4 4 24000 = 18000 = 1000 5
D0.5 1 26000 400 20000 300 13000 100

SHGLS2-010060 1 1.5 6 12° 50 2 4 @)

‘ DO0.5 2 26000 300 18000 200 13000 80 ‘
g SIACLE2 LT 1 15 £ — 2 2 c o D05 4 24000 180 16000 150 13000 50 B
Square SHGLS2-010100 1 1.5 10 12° 50 2 4 O D0.5 6 24000 150 15000 100 13000 30 Square
SHGLS2-015040 1.5 2.3 4 12° 50 2 4 O D0.6 2 26000 500 20000 500 12000 120
SHGLS2-015060 1.5 2.3 6 12° 50 2 4 O D0.6 4 24000 300 16000 200 12000 80
SHGLS2-015080 15 23 8 12° 50 2 4 O D0.6 6 22000 200 16000 150 12000 50
SHGLS2-015100 | 15 23 10 12° 50 2 4 O D06 B 2000 Lt il i 2200 2

D0.8 2 18000 00 18000 500 )
SHGLS2-020040 2 3 4 12° 50 2 4 O ° 8000 o
. O D0.8 4 16000 400 14000 300 8000 120
SHGLS2-020060 2 3 12 20 2 4 D0.8 6 16000 300 14000 200 8000 100
SHGLS2-020080 2 3 8 12° 50 2 4 O D0.8 8 14000 150 13000 150 8000 60
SHGLS2-020100 2 3 10 12° 50 2 4 O D1.0 4 13000 800 12000 800 6500 240
SHGLS2-020120 2 3 12 12° 50 2 4 O D1.0 6 11000 600 10000 600 6500 200
SHGL52'020160 2 3 16 120 50 2 4 O Dlo 8 10000 300 9000 300 6500 150
D10 10 9000 150 8000 120 6500 100
"ARFIERFEIMEIR T O EEBTFimo DL5 4 13000 1200 13000 1000 8000 600

*Newsize added fromthisseries. O Stockeditems.
D15 6 11000 800 11000 600 8000 500
D15 8 10000 500 10000 400 8000 400
D15 10 9000 400 9000 300 8000 200
D2.0 4 12000 1400 10000 1000 8000 1000
D2.0 6 12000 1200 10000 800 8000 800
D2.0 8 10000 1000 9000 600 8000 600
Nextpage s




SHGLS2-000 #JHI% 4R (Milling Conditions) SAMHO SAMHO SHGLS47]8 =B 7] (4 Flutes Long Neck Square)
- e HG SD
t = M) g () eiig
HRC30-45 HRC45-55 HRC55-65
wHIH B TR YL EEAN
Work Material Prehardened Steels Hardened Steels Hardened Steels SRR/ ER
Highly recommend/Recommend/Suggest
2 s, AN >, > s, > - A N r: | T o .
BiE(mm) ﬁEﬁE(r'nm) #:&(min-1) ﬁgﬂﬁg #E(min-1) ﬁ%ﬁfg #E(min-1) :’E%‘EE R DIE STEEL #RER (Grade) CRAMBIN L BB R4T) PR 57);
Diameter ective Speed (mm/min) Speed {mm/min} Speed (mm/min) Carbon steels (545C/5550) *“HEAMEIHRCO5E M EIER AT LA T
Length Feed Feed Feed ZESE arbon steels (S45C/ .
ael Alloy steels (SK/SCM/SUS) *4 Flutes Long Neck Square End Mills for Mold Steels;
D2.0 10 9500 600 8000 400 8000 300 BEH Prehardened steels (NAK/HPM) *Broad application range from Copper to Hardened
27) D2.0 12 8500 400 7000 260 7000 200 ki Hardened steels (~55/~60/~T0HRC) Materials up to HRC65.
2Flutes D2.0 16 7000 300 6000 200 6000 100 SRR SPECIALMATERIAL _
faeE Aluminum alloys ™ _
R a8 Graphite \é/ g /tha
ﬁlﬁ: \ i Copper —nl— oS
* BRI, BIRAIECEERTELR; i Plastics S e ‘ ] e 47
* NESHAIEEMT S S AN THEE MR e Carbon fiber = 1 4 Flutes
*RinRBERRE, RERIKE, HIFEER. e Titanium alloys a 7
Note: BH#as Heat resistant alloys - Ll L2
*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum BEAE Cemented carbide L
spindle speed; Bt Hard brittle (non-metallic)material
*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys;
*Recommend using a non-contact measuring device to avoid damaging the precision tip point.
A 52485% (Total 24 models) E{iiUnit (mm)
BiSR 71€D 7R L1 BMEL2 #EMABta 2RL 7IHT WEd 7EE
Model Outside | Length | Effective Shank | Overall | Number Shank In
Number Diameter | Of Cut | Length | Taper Angle | Length | Of Flutes Diameter | Stock
BT SHGLS4-010040 1.0 1.5 4 12 50 4 4 O T
k o k
s SHGLS4-010060 1.0 15 6 12 50 4 4 O S
SHGLS4-010080 1.0 1.5 8 12° 50 4 4 O
SHGLS4-010100 1.0 1.5 10 12° 50 4 4 O
SHGLS4-015040 1.5 2.3 4 12° 50 4 4 O
SHGLS4-015060 1.5 2.3 6 12° 50 4 4 O
SHGLS4-015080 1.5 2.3 8 12° 50 4 4 O
SHGLS4-015100 1.5 2.3 10 12° 50 4 4 O
SHGLS4-020060 2.0 3.0 6 12° 50 4 4 O
SHGLS4-020080 2.0 3.0 8 12° 50 4 4 O
SHGLS4-020100 2.0 3.0 10 12° 50 4 4 O
SHGLS4-020120 2.0 3.0 12 12° 50 4 4 @)
SHGLS4-020160 2.0 4.5 16 12° 50 4 4 O
SHGLS4-020200 2.0 4.5 20 12° 50 4 4 O
SHGLS4-030080 3.0 4.5 8 12° 50 4 4 O
SHGLS4-030100 3.0 4.5 10 12° 50 4 4 @)
SHGLS4-030120 3.0 4.5 12 12° 50 4 4 O
SHGLS4-030160 3.0 4.5 16 12° 50 4 4 O
SHGLS4-030200 3.0 4.5 20 12° 50 4 4 O
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SHGLS47]# =B 7] (4 Flutes Long Neck Square) SAMHO SHGLS4-000 #JHIZ&H &R (Milling Conditions)
A 512485 (Total 24 models) B {iiUnit(mm)
1) g, 4T 4T
Model Outside | Length | Effective Shank  Overall Number = Shank In HHI4 o —
Number Diameter | Of Cut Length | Taper Angle | Length | Of Flutes | Diameter | Stock Work Material el OG A2
Prehardened Steels Hardened Steels Hardened Steels
SHGLS4-030080-6 3.0 4.5 8 12° 50 4 6 O
Ny e 4As A S i
SHGLS4-030100-6 | 3.0 45 10 12° 50 4 6 O B@mm) | AR ggming | EERE | ggming  EERE ggming) EAEE
Diameter Effective Speed (mm/min) Speed (mm/min) Speed (mm/min)
SHGLS4-030120-6 3.0 4.5 12 12° 50 4 6 O Length P Feed P Feed P Feed
SHGLS4-030160-6 3.0 4.5 16 12° 50 4 6 O D1.0 4 13000 1300 12000 1200 8500 800
SHGLS4-030200-6 3.0 4.5 20 12° 50 4 6 O DL0 6 11000 1000 10000 800 7000 500
47) DL.0 8 10000 800 8500 700 6000 400 <l
4 Flutes 4 Flutes
D1.0 10 9000 500 7500 500 5500 300
A F IR SIEMEIR T O REH o D15 4 13000 1400 13000 1200 10000 1000
*Newsize added from thisseries. O Stocked items.
D15 6 11000 1200 10000 1000 8000 800
D15 8 10000 1000 9000 900 7000 600
D15 10 9000 900 8500 800 6500 500
D2.0 6 12000 1500 10000 1200 7000 800
D2.0 8 11000 1300 9000 1000 7000 600
D2.0 10 10000 1200 8000 800 6000 500
D2.0 12 9000 900 7000 700 6000 400
— D2.0 16 7500 700 6000 600 5000 200 e
Long ilFeza D2.0 20 7000 400 5500 300 3500 100 Long Neck
s
square D3.0 8 8500 2000 8000 1800 6000 1000 auere
D3.0 10 8500 2000 8000 1800 6000 1000
D3.0 12 8000 1800 7000 1600 5000 700
D3.0 16 7000 1400 6000 1200 4000 400
D3.0 20 6500 1200 5500 1000 3500 300
D3.0 8 8500 2000 8000 1800 6000 1000
D3.0 10 8500 2000 8000 1800 6000 1000
D3.0 12 8000 1800 7000 1600 5000 700
D3.0 16 7000 1400 6000 1200 4000 400
D3.0 20 6500 1200 5500 1000 3500 300
fast:
* R EERAE, SHIRLLHIRRRERES,;
*AEEABINAS SH N THEE RETENR;
*RIE A BB, A RKE, B EEER,
Note:
*Decrease both spindle speed and feed rate pro portionally when the milling para meters exceed the machine's maximum
spindle speed;
*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys;
*Recommend using anon-contact measuring device to avoid damaging the precision tip point.




SHGR27]%k7] (2 Flutes Ball) SAMHO SAMHO SHGR27]8k7] (2 Flutes Ball)
( G HG E SD R R
: MG " N o e
‘ = (MG (coating | g | (00003 (20005 |z0007) &1368 5 (Total 36 models) B fizUnit (mm)
R<3 R4~10 = o
' . BISR 718D 7IR L1 B¥EKL2 #EMABTa 2RL 7JHT HEd 7EE
3§;jﬁ%/jﬁ%/};§ Model Outside | Length | Effective Shank | Overall | Number Shank In
Highly recommend/Recommend/Suggest Number Diameter | Of Cut | Length  TaperAngle Length | OfFlutes Diameter Stock
K& BRI T A2k ] ; -
BAH DIE STEEL HEFMR (Grade) *;;iiﬂggﬂﬁm;#;azgzgﬁﬂﬂlﬁzgﬁﬁ . SHGR2-080160-100 R4 8 16 100 2 8 O
BEE Carbon steels (S45C/S550) ) tA"be’ WAIRETT R e e == SHGR2-080160-150 R4 8 16 ; 150 2 8 O
aaiE Alloy steels (SK/SCM/SUS) *MIEH4EEY, 2RTEHEEAE, SHGR2-100200 RS 10 20 : 15 5 10 o
TR Prehardened steels (NAK/HPM) *2 Flutes Ball End Mills for Mold Steel; :
27] NS Hardened steels (~55/~60/~70HRC) *Unique flute design, to achieve excellent flat surface SHGR2-100200-100 R5 10 20 100 2 10 O 27]
2 Flutes RHH SIPEEALRATERIAL quality; SHGR2-100200-150 R5 10 20 . 150 2 10 O 2 Flutes
e Aluminum alloys *Outstanding milling performance and long tool life, high -
AR Graphite precision for the full series. SHGR2-120240 R6 12 24 75 2 12 O
4 Copper S _ SHGR2-120240-100 R6 12 24 ) 100 2 12 O
s Plastics g5 s _— B SHGR2-120240-150 R6 12 2 : 150 2 12 O
TR Carbon fiber v/ g a 5 :
show Titanium alloys 25 = == — ] ;s SHGR2-140280-100  R7 14 28 100 2 14 O
B Neatresivantaloy S 3 L SHGR2-140280-150 R7 14 28 : 150 2 14 O
BEEaE Cemented carbide A A L2 .
Bt Hard brittle (non-metallic)material - 6 L SHGR2-160320-100 R8 16 32 100 2 16 O
SHGR2-160320-150 R8 16 32 : 150 2 16 O
SHGR2-180360-100 R9 18 36 ) 100 2 18 O
N o oE gy SHGR2-180360-150 R9 18 36 ) 150 2 18
£ 51368U5% (Total 36 models) B {IUnit(mm) - &
SHGR2-200400-100 R10 20 40 100 2 20 O
BR 7D 7R L1 B¥EL2 #EfABTa £2EL 7I®HT W4 &EE SHGR2-200400-150 R10 20 40 ) 150 2 20 O
Model Outside  Length | Effective Shank |Overall | Number Shank In . - e o
Number Diameter = Of Cut Length | Taper Angle  Length | Of Flutes = Diameter | Stock Zﬁ%ﬁ'{é‘””%ﬁﬁmqu? ) O‘*Eﬁ””?
*New size added fromthisseries. OStockeditems.
SHGR2-0030045 RO.15 0.45 - 12° 50 2 4 O
SHGR2-004006 R0.2 0.6 - 12° 50 2 4 O
SHGR2-005008 R0.25 0.8 - 12° 50 2 4 @)
27 SHGR2-006009 R0.3 0.9 - 12° 50 2 4 O 5%7]
Ball SHGR2-0080012 RO.4 1.2 - 12° 50 2 4 O Ball
SHGR2-010010 R0O.5 1 - 12° 50 2 4 O
SHGR2-015015 RO.75 15 - 12° 50 2 4 @)
SHGR2-020020 R1 2 - 12° 50 2 4 O
SHGR2-020020-6 R1 2 - 12° 60 2 6 O
SHGR2-030030-3 R1.5 3 - - 50 2 3 O
SHGR2-030030-4 R1.5 3 - 12° 50 2 4 O
SHGR2-030030-6 R1.5 3 - 12° 60 2 6 O
SHGR2-040040-4 R2 4 -- - 50 2 4 O
SHGR2-040040-6 R2 4 - 12° 60 2 6 O
SHGR2-050100 R2.5 5 10 12° 60 2 6 O
SHGR2-060120 R3 6 12 - 60 2 6 O
SHGR2-060120-75 R3 6 12 - 75 2 6 O
SHGR2-060120-100 R3 6 12 - 100 2 6 O
SHGR2-080160 R4 8 16 - 60 2 8 O
SHGR2-080160-75 R4 8 16 - 75 2 8 O
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SHGR2-000tJJHlI %4 %= (Milling Conditions SHGLR27]:#E#% 88X 7] (2 Flutes Long Neck Ball)
SNANMHO SNANMHO
( e HG a SD R
‘ — (MG | (coating | Fo? | |o-0003| |<0005]
WP/
Wy #4 WHRC?’O"‘S HIiCiS-SS HIE‘(_ZiS-GS Highly recommend/Recommend/Suggest
Work Material Preh idm/ﬁﬁ? l e :WSt l T ﬂt l (wRE  oEstee RS Grade TRAMKNTRES L),
= # rade, EY Y = RN 2 = .
renardene eels ardaene eels araene eels — T qﬁ##mDﬁﬁ'l’,ﬁBUZE:F%EDDIfD%E%,
FE ik A Ap Ae % A Ap Ae % A Ap Ae B arbon steels / NI SHMEEE, 2RTSEEAS
Radius of Ball Nose (min-1) | (mm/min) | (mm) | (mm) | (min-1) |(mm/min)| (mm) | (mm) | (min-1) | (mm/min) | (mm) | (mm) A% Alloy steels (SK/SCM/SUS) =001 Be yERIIEEBELES
Speed Feed Axial |Radidl| Speed Feed Axial |Radidl| Speed Feed Axial | Radidl HEE Prehardened steels (NAK/HPM) *2 Flutes Long Neck Ball for Mold Steel;
Depth | Depth Depth | Depth Depth | Depth - . N R ’ .
27] NS Hardened steels (~55/~60/~70HRC) Unique flute design, to achieve excellent flat surface quality; 27]
2 Elutes RO.15 26000 300 0.01| 0 | 24000 200 0.008|0.008 | 20000 200 0.0050.005 P SPECIAL MATERIAL *Outstanding milling performance and long tool life high 2 Flutes
R0.2 22000 | 400 |0.015 0.015 22000 300 | 0.01 | 0.01 | 18000 | 300 | 0.0080.008 Bas Aluminum alloys precision for the full series.
R0.25 20000 | 400 | 0.0150.015 22000| 400 | 0.015 0.015 | 16000 = 400 | 0.008  0.008 s Soene =
R0.3 20000 800 0.02 | 0.02 | 20000 600 0.015/0.015 | 15000 500 0.015/0.015 Hife Plastics 5' R - / Bta
TR Carbon fiber : [a) ©
R0.4 18000 1200 0.02 | 0.03| 20000, 800 0.02 | 0.02 | 13000 600 0.02 | 0.02 —— o J==- —‘ fffffffffff & <
HEE Titanium alloys S -
R0.5 16000 1200 0.03| 0.04 18000| 1000 | 0.02 | 0.03 | 12000 700 0.02 | 0.03 [ Heat resistant alloys A L1
R0.75 16000 | 1500 | 0.03 | 0.05| 16000 | 1200 | 0.02 | 0.04 | 10000 & 800 | 0.02 | 0.04 ook 2 Cementedcarbide - L2
TEREAA Hard brittle (non-metallic)material L
R1 15000 1800 0.03 | 0.05| 14000 1800 | 0.02 | 0.05 | 9000 1200 0.02 | 0.04
R1 15000 1800 0.04 | 0.05| 14000 1800 | 0.02 | 0.05 | 9000 1400 0.02 | 0.04
R1.5 14000 2200 0.04 | 0.07 | 13000 2200 0.03 | 0.06 | 9000 1200 0.02 | 0.05 ~s . o e .
RL.5 14000 | 2200 | 0.05 0.07| 13000 2200 | 0.03 | 0.06 | 9000 | 1300 | 0.02 | 0.05 A&t 77E SR (Total 77 models) EfzUnit(mm)
R1.5 14000 2200 0.04 | 0.07 | 13000 | 2200 | 0.03 | 0.06 | 9000 1500 0.02 | 0.05 - pr .
5 7MED | MR Ll HXEL2 #EMBTa 2EL ZIMT | WEd  EE
R2 14000 2400 0.04 | 0.08 | 12000 | 2400 0.03 | 0.06 | 8000 1500 0.02 | 0.06 Model Outside | Length Effective Shank overall | Number Shank In
R2 14000 | 2400 | 0.05| 0.08 | 12000 | 2400 | 0.03 K 0.06 | 8000 1500 | 0.02 | 0.06 Number Diameter | Of Cut | Length | TaperAngle Length | Of Flutes | Diameter | Stock
R2.5 12000 | 2600 | 0.05| 0.08 | 12000 | 2400 | 0.03 | 0.06 | 8000 1500 0.02 | 0.06 SHGLR2-002005 RO.1 0.2 0.5 12° 50 2 4 O
R3 12000 | 2600 0.05| 0.08 10000 | 2600 0.03 | 0.08 | 7000 1800 0.02 | 0.08 SHGLR2-002010 RO.1 0.2 1 12° 50 2 4 O
R4 10000 3000 0.05| 0.1 | 9000 2800 0.03 ] 0.1 6500 2200 0.02 | 0.1 SHGLR2-002015 RO.1 0.2 1.5 12° 50 2 4 O
R5 9000 3000 | 0.05| 0.12| 8000 | 2800 0.03 | 0.12 | 6000 2200 0.02 ] 0.1 SHGLR2-003010 RO.15 0.3 1 12° 50 2 4 O
R6 9000 3000 0.05 | 0.15| 7000 2800 0.03 | 0.12 5000 2000 0.02 | 0.12 SHGLR2-003015 RO.15 0.3 1.5 12° 50 2 4 O
R7 7000 | 3000 | 0.08 0.15| 6000 | 2800 | 0.03 | 0.15 | 4000 | 2000 | 0.02 | 0.15 SHGLR2-003020 RO.15 0.3 2 12° 50 2 4 O o
R8 6000 3000 | 0.08 | 0.15| 5500 | 2800 0.03 | 0.15 | 4000 2000 0.02 | 0.15 SHGLR2-003030 RO.15 0.3 3 12° 50 2 4 O ,’_%,fgiiza
R9 5000 3000 | 0.08 | 0.15| 4500 | 2800 0.03 | 0.15 | 4000 2000 0.02 | 0.15 SHGLR2-004010 RO.2 0.4 1 12° 50 2 4 O Ball
R10 4500 3000 | 0.08 | 0.15| 4000 | 2800 0.03 | 0.15 | 4000 2000 0.02 | 0.15 SHGLR2-004020 RO.2 0.4 2 12° 50 2 4 O
* BUE 0T B B R EERER3 B B, AR (R R B R LL U (A A48 SHGLR2-004030 | R0.2 Lo E 128 60 2 = O
* A FHABMAS SN THE MM TIEIR,; SHGLR2-004040 RO.2 0.4 4 12° 50 2 4 O
* = b I~ éi rm] 142 - S, A
ﬁzfﬁﬁ%ﬁ?@ﬂﬁ, nﬁ&ttﬁ'”‘qzﬁﬁﬁﬁﬁ%no SHGLR2-005010 R0.25 0.5 l 120 50 2 4 O
Note: R
*The above milling parameters are calculated based on 3xD. Decrease both spindle speed and feed rate proportionally if SHGLR2-005020 R0.25 0.5 2 12 50 2 4 O
the overhang length exceeds 3xD; SHGLR2-005040 R0.25 0.5 4 12° 50 2 4 O
*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys; o
*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum SHGLR2-005060 RO.25 0.5 6 12 50 2 4 O
spindle speed. SHGLR2-005080 R0.25 0.5 8 12° 50 2 4 O
SHGLR2-006020 RO.3 0.6 2 12° 50 2 4 O
SHGLR2-006040 R0.3 0.6 4 12° 50 2 4 O
SHGLR2-006060 RO.3 0.6 6 12° 50 2 4 O
SHGLR2-006080 RO.3 0.6 8 12° 50 2 4 @)
SHGLR2-008020 R0.4 0.8 2 12° 50 2 4 @)
SHGLR2-008040 R0.4 0.8 4 12° 50 2 4 O
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27]
2 Flutes

EEIRT]
Long Neck
Ball

SHGR27]#&#Z 841k 7] (2 Flutes Long Neck Ball)

&5t778Y5E (Total 77 models)

b
Model
Number

SHGLR2-008060
SHGLR2-008080
SHGLR2-009020
SHGLR2-009040
SHGLR2-009060
SHGLR2-009080
SHGLR2-010020
SHGLR2-010040
SHGLR2-010060
SHGLR2-010080
SHGLR2-010100
SHGLR2-010120
SHGLR2-010140
SHGLR2-010160
SHGLR2-015040
SHGLR2-015060
SHGLR2-015080
SHGLR2-015100
SHGLR2-015120
SHGLR2-015140
SHGLR2-015160
SHGLR2-020040
SHGLR2-020060
SHGLR2-020080
SHGLR2-020100
SHGLR2-020120
SHGLR2-020160
SHGLR2-020040-6
SHGLR2-020060-6
SHGLR2-020080-6
SHGLR2-020100-6
SHGLR2-020120-6
SHGLR2-020160-6
SHGLR2-030060

7€ D
Outside
Diameter

R0.4
RO.4
R0.45
R0.45
R0.45
R0.45
R0.5
RO.5
RO.5
RO.5
RO.5
RO.5
R0.5
RO.5
RO.75
RO.75
RO.75
RO.75
RO.75
RO.75
RO.75
R1
R1
R1
R1
R1
R1
R1
R1
R1
R1
R1
R1
R1.5

& L1
Length
Of Cut

0.8
0.8
0.9
0.9
0.9

T o

BRERL2
Effective
Length

6

o oo A N O O B N

= = = e
o N O

10
12
14
16

10
12
16

10
12
16

#E M BTa
Shank
Taper Angle

12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°

2RL

Overall
Length

50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
60
60
60
60
60
60
50

TET
Number
Of Flutes

2

N N NN NN N DN N DD DN DNDNDMDNDDNDNDDNDDNDNDNDNDNDDNDDNDNDDNDDNDNDDNDDNDNDNDNDDNDNDNDNDDNDDNS

SAMHO

B{IUnit(mm)

WEd #EE
Shank In
Diameter @ Stock

4

A o0 o o o o o » A N D D D DB D DD DA DD DD DA DS DD DDA DD DD DD
OO0O0O0OO0OO0OO0OOO0OOOOLOOLOLOLOOLOLOOLOOOOLOOLOOLOOOOO O
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SAMHO

SHGLR27]38 =842k 7] (2 Flutes Long Neck Ball)

A5778Y%E (Total 77 models)

BYSE 778D 7R L1
Model Outside | Length
Number Diameter | Of Cut
SHGLR2-030080 R1.5 3
SHGLR2-030100 | RLS5 3
SHGLR2-030120 R1.5 3
SHGLR2-030160 | RLS5 3
SHGLR2-030200 R1.5 3
SHGLR2-030060-6 \ R1.5 3
SHGLR2-030080-6 = RL5 3
SHGLR2-030100-6 ‘ R1.5 3
SHGLR2-030120-6 | RL.5 3
SHGLR2-030160-6 \ R1.5 3
SHGLR2-030200-6 | R1.5 3
SHGLR2-040080 ‘ R2 4
SHGLR2-040100 R2 4
SHGLR2-040120 ‘ R2 4
SHGLR2-040160 R2 4
SHGLR2-040200 ‘ R2 4
SHGLR2-040080-6 R2 4
SHGLR2-040100-6 ‘ R2 4
SHGLR2-040120-6 R2 4
SHGLR2-040160-6 ‘ R2 4
SHGLR2-040200-6 R2 4
|

*EAGEMITEMBIR T,
*Newsizeadded fromthisseries.

BYERL2

Effective
Length

8
10
12
16
20

6

8
10
12
16
20

8
10
12
16
20

8
10
12
16
20

OEEFmo

#EfA BTa
Shank
Taper Angle

12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°

OStockeditems.

eRL
Overall
Length

50
50
50
50
50
60
60
60
60
60
60
50
50
50
50
50
60
60
60
60
60

TNET
Number
Of Flutes

2

N NN N NN N DN DN DNDNMDNDDNDNDDNDNMDNDNDDNDMDNDNDDDNDNDNS

B{iUnit(mm)

wmEd
Shank
Diameter

4

o oo o o o b~ M b b S O OO OO OO M DB DD

7=

In
Stock

O O

O0OO0OO0O0OO0OOOO0OOOOOO OOOOO
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SHGLR2-000%14I % 43R (Milling Conditions) SHGLR2-0007]4!% 4% (Milling Conditions)
o HRC30-45 H3c45-55 HRC55-65 — HRC30-45 HF;C45-55 HRC55-65
Work Material i 3% 50/ L1 5 AN AN Work Material T 90 TR AR AN
Prehardened Steels Hardened Steels Hardened Steels Prehardened Steels Hardened Steels Hardened Steels
& BUR(MmM)|  @E ' Ap | Ae i - Ap Ae ;i A Ap Ae *E BRR(Mm)|  BwE - Ap | Ae i ] Ap Ae i T Ap Ae
Radius of Effective | (min-1) | (mm/min) | (mm) | (mm) | (in71) (mm/min)| (mm) | (mm) | (min-1) | (mm/min)| (mm) | (mm) Radius of Effective | (min-1) | (mm/min) | (mm) | (mm) | (oyin7y (mm/min)| (mm) | (mm) | (min-1) | (mm/min) | (mm) | (mm)
sallnose | Length | Speed T Ted | fuly G peed | Fes L B P "0 Sonen Do Gailnose | Length | Speed | Teed T July Gl peed Fes L B Pt T Soen e
e RO.1 0.5 | 30000 150  0.006 0.006 30000 120 | 0.006|0.006 30000 100 | 0.003 0.003 RO.5 16 | 10000 | 200 |0.01/0.01 | 10000 200 | 0.005 0.01 | 9000 = 200 | 0.005 0.01 o
RO.1 1 30000 | 100 | 0.006 0.006 30000 100 | 0.003|0.003 | 26000 60 | 0.002 0.002 RO.75 4 16000 | 1600 |0.03 |0.06 | 16000 | 1400 | 0.02 | 0.04 | 10000 | 800 | 0.02 | 0.04
RO.1 1.5 | 30000 100 | 0.003) 0.003| 30000 100 |0.003 0.003 | 24000 40 10.0010.001 R0.75 6 16000 | 1400 |0.03 |0.06 | 14000 | 1200 | 0.02 | 0.04 | 10000 | 800 | 0.02 | 0.04
R0.15 1 28000 300 0.01| 0.01| 26000 200 | 0.006|0.006 | 26000 200 | 0.005|0.005 RO.75 8 16000 | 1200 |0.03 [0.05 | 13000 | 1000 | 0.02 | 0.04 | 9000 800 0.02 | 0.04
R0.15 1.5 28000 300 | 0.008| 0.008 26000 200 | 0.004|0.004 | 26000 200 | 0.003|0.003 RO.75 10 12000 800 0.02 0.05 | 12000 | 600 0.01 | 0.04 | 9000 800 0.01 | 0.04
R0.15 2 24000 | 200 1 0.007| 0.007 24000 150 | 0.003/ 0.003 | 24000 | 100 | 0.003  0.003 R0.75 12 10000 | 500 | 0.02/0.04 | 11000 500 | 0.01 | 0.04 | 8500 600 | 0.01 | 0.04
R0.15 3 20000 100 | 0.005/ 0.005/ 18000 | 100 | 0.003|0.003 | 18000 50 0.002 | 0.002 RO.75 14 10000 | 400 |0.01 |0.03 | 10000 | 400 | 0.01 | 0.02 | 8500 400 0.01 | 0.02
R0.2 1 24000 600 0.01| 0.01| 20000 500 0.01 | 0.01 | 18000 300 0.01 | 0.01 RO.75 16 8000 300 /0.010.03 | 9000 & 300 0.01 | 0.01 | 8500 300 0.01 | 0.01
R0.2 2 24000 | 400 | 0.01 | 0.01| 20000 400 | 0.008 0.01 | 18000 250 | 0.008|0.008 R1 4 16000 | 1800 |0.03 |0.06 | 16000 | 2000 | 0.03 | 0.06 | 10000 & 1500 | 0.02 | 0.04
R0.2 3 20000 | 300 | 0.008| 0.008 18000 300 | 0.006| 0.006 18000 | 200 | 0.005 0.005 R1 6 15000 | 1800 |0.03/0.06 | 14000 | 1800 | 0.03 | 0.06 | 9000 | 1300 | 0.02 | 0.04
R0.2 4 18000 | 150 | 0.005 0.005 16000| 150 | 0.003|0.003 18000 100 | 0.003|0.003 R1 8 15000 | 1800 |0.03 |0.06 | 14000 | 1800 | 0.03 | 0.06 | 9000 1300 | 0.02 | 0.04
R0.25 1 22000 | 800 |0.015 0.015/ 20000| 600 | 0.01 | 0.01 | 16000 500 0.01 | 0.015 R1 10 15000 | 1800 |0.03 0.06 | 14000 1800 | 0.03 |0.06 | 9000 1000 | 0.02 | 0.04
R0.25 2 22000 | 800 | 0.015 0.015/ 18000 | 600 | 0.01 | 0.01 | 16000 400 0.01 | 0.015 R1 12 13000 | 1600 |0.03 0.06 | 12000 | 1400 | 0.02 | 0.06 | 8000 800 0.02 | 0.04
R0.25 4 18000 | 400 | 0.01| 0.01| 16000 300 | 0.008|0.008 15000 100 | 0.005| 0.005 R1 16 10000 | 1000 |0.02 |0.06 | 10000 | 1000 | 0.02 | 0.06 | 8000 500 0.01 | 0.04
R0.25 6 14000 | 200 | 0.005/ 0.005| 14000 | 150 | 0.008  0.008 | 15000 80 | 0.005 0.005 R1 4 16000 | 1800 1 0.03 |0.06 | 16000 | 2000 | 0.03 | 0.06 | 10000 | 1500 | 0.02 | 0.04
R0.25 8 14000 | 100 | 0.003| 0.003) 14000 100 | 0.003|0.003 | 15000 40 |0.003] 0.003 R1 6 15000 | 1800 |0.03 |0.06 | 14000 | 1800 | 0.03 | 0.06 | 9000 | 1400 | 0.02 | 0.04
RO.3 2 20000 | 1000 | 0.02 | 0.02 | 20000| 800 | 0.02 | 0.02 | 13000 | 700 | 0.02 | 0.02 R1 8 15000 | 1800 | 0.03 |0.06 | 14000 1800 | 0.03 | 0.06 | 9000 | 1400 | 0.02 | 0.04
R0.3 4 17000 | 500 | 0.015 0.015/ 15000 500 | 0.01 | 0.01 | 13000 | 300 | 0.01  0.01 R1 10 15000 | 1800 1 0.03/0.06 | 14000 | 1800 | 0.03 | 0.06 | 9000 | 1200 | 0.02 | 0.04
R0.3 6 15000 | 400 | 0.01| 0.01 13000 300 | 0.008|0.008 12000 | 200 |0.008|0.008 R1 12 13000 = 1600 |0.03 /0.06 | 12000 | 1400 | 0.02  0.06 | 8000 | 1000 | 0.02 | 0.04
R0.3 8 14000 | 200 | 0.005| 0.005 13000 150 | 0.005|0.005 12000 | 100 | 0.003|0.005 R1 16 10000 | 1000 |0.02 0.06 | 10000 | 1000 | 0.02 0.06 | 8000 600 | 0.01  0.04
e R0.4 2| 18000 | 1200 | 0.03| 0.03| 18000 1200 | 0.02 | 0.02 13000 = 700 | 0.02 | 0.02 RLS 6 | 14000 | 2200 |0.05|0.07 | 13000 2200 | 0.03 |0.07 9000 | 1300 | 0.02 | 0.06 ce
L RO.4 4 18000 800 0.02 | 0.02| 18000| 800 0.02 | 0.02 | 12000 600 0.01 | 0.03 R1.5 8 14000 2200 |0.05(0.07 | 13000 | 2200 0.03 | 0.07 | 9000 1300 0.02 | 0.06 Ball
RO.4 6 14000 500 0.01| 0.01 16000 600 0.01 | 0.02 | 10000 500 0.01 | 0.02 R1.5 10 14000 2200 |0.05 (0.07 | 13000 | 2200 0.03 | 0.07 | 9000 1300 0.02 | 0.06
RO.4 8 14000 300 0.01 0.01| 15000! 400 0.005| 0.01 | 10000 300 0.008! 0.02 R1.5 12 14000 2200 |0.04 |0.07 | 13000 | 2200 0.03 | 0.07 | 9000 1300 0.02 | 0.06
R0.45 2 17000 | 1400 | 0.03| 0.03| 17000| 1300 | 0.02 | 0.03 | 12000 | 700 | 0.02 | 0.03 RL.5 16 12000 | 2000 | 0.030.07 | 11000 2000 | 0.03 | 0.07 | 9000 | 1300 | 0.02  0.06
R0.45 4 17000 | 1200 | 0.03 | 0.03| 17000 1000 | 0.02 | 0.03 11000 = 600 | 0.01  0.03 RLS 20| 11000 | 1000 10.030.07 | 10000 1000 | 0.02 | 0.07 & 8000 | 1000 | 0.02  0.06
R0.45 6 15000 800 0.02 | 0.02| 13000 600 0.01 | 0.02 | 10000 500 0.01 | 0.02 R1.5 6 14000 2200 |0.05(0.07 | 13000 | 2200 0.03 | 0.07 | 8000 1500 0.02 | 0.06
RO.45 8 13000 500 | 0.01 0.01 120001 400 | 0.01 | 0.02 | 10000 = 400 | 001 | 0.02 R1.5 8 14000 | 2200 | 0.05/0.07 | 13000 | 2200 | 0.03 | 0.07 8000 & 1500 | 0.02 | 0.06
R0.5 2 16000 | 1500 0.03] 0.03| 140001 1200 | 0.02 | 0.03 | 12000 800 0.02 | 0.03 R1.5 10 14000 2200 |0.05(0.07 | 13000 | 2200 | 0.03 | 0.07 | 9000 1500 0.02 | 0.06
RO 5 4 16000 1300 | 0.03| 0.03 14000 1000 | 0.02 | 0.03 | 12000 700 | 0.02 | 0.03 R1.5 12 14000 | 2200 | 0.04 0.07 | 13000 | 2200 | 0.03 | 0.07 | 9000 | 1500 | 0.02 | 0.06
RO5 6 16000 1000 | 0.03| 0.03 14000 800 | 0.02 | 003 11000 600 | 0.01  0.03 R1.5 16 12000 | 2000 | 0.03 [0.07 | 11000 2000 | 0.03 | 0.07 | 9000 | 1500 | 0.02 | 0.06
RO5 8 14000 500 | 0.02| 0.02 12000 500 | 0.01 | 0.02 | 10000 500 | 0.01  0.02 R1.5 20 11000 | 1000 | 0.03 [0.07 | 10000 | 1000 | 0.02 | 0.07 | 8000 | 1000 | 0.02 | 0.06
RO.5 10 | 12000 400 | 0.01| 0.01| 12000 400 | 0.01 | 0.02 | 10000 | 400 | 0.01 | 0.02 R2 8 14000 | 2400 0.050.07 | 12000 2200 | 0.03 |0.07 | 8000 | 1500 | 0.02 | 0.06
RO.5 12| 11000 | 300 | 0.01| 0.01| 10000/ 300 | 0.01 | 0.02 & 9000 | 300 | 0.006 0.02 R2 10 | 14000 | 2400 10.050.07 | 12000 2200 | 0.03 | 0.07 | 8000 | 1500 | 0.02 | 0.06
RO.5 14 | 10000 | 250 | 0.01| 0.01| 10000/ 200 | 0.008/ 0.01 | 9000 | 300 |0.006/ 0.01 i 12| 14000 | 2400 |0.05/0.07 |12000| 2200 | 0.03 |0.07 | 8000 | 1500 | 0.02 |0.06
Nextpage mmms Nextpage mmms




SHGLR2-000tJ]H%& 42k (Milling Conditions) SAMHO SAMHO SHGSR47][E 7] (4 Flutes Radius)
¥ HG SD R R
{ ey MG =
Ll oating 45 0-0.003| |£0.005| |+0.007
D<6 D8~12
MPVERIERE/EE
4 Eﬁg;]w?fs%ﬂ HI;Ci;}SS Hgisg;s Highly recommend/Recommend/Suggest
Work Material S domed Steel — o AR T BT ERT;
Prehardened Steels Hardened Steels Hardened Steels BAaE s B4R (Grade) MEBREOT) OB, TEANZ S I TS,
R HHEmm) @ B Ap | Ae P & Ap Ae i e Ap Ae ] Carbon steels (S45¢/S550) *4 Flutes Radius End Mills for Mold Steel;
Radius of Effective | (min-1) | (mm/min) | (mm) | (mm) | (min_1)|(mm/min) (mm) | (mm) | (min-1) | (mm/min) (mm) | (mm) et Alloy steels (SK/SCM/SUS) *Unique flute design excellentperform;nceonflatsurfaceand
BallNose | Length | SPeed | Feed e SPeed | Toed e Dapth | o | T J2ih Denth HiE Prehardened steels (NAK/HPM contour milling.
27 P P P P P i Y| Hardened steels (~55/~60/~T0HRC) &
> Flutes R2 16 | 14000 | 2400 | 0.04 | 0.07 | 12000 | 2200 | 0.03 | 0.07 | 8000 | 1500 | 0.02 | 0.06 RERE e e ; R
R2 20 12000 2000 0.04 | 0.07 | 11000 | 2000 0.03 | 0.07 | 8000 1500 0.02 | 0.06 Ba® Aluminum alloys v 3 ;\ %Bta
hi s e G I 2
R2 8 | 14000 | 2400 | 0.05 | 0.07 12000 2200 | 0.03 | 0.07 | 8000 & 1500 | 0.02 | 0.06 - s Sz *q%u' < 1=
i =) L2
R2 10 14000 2400 0.05 | 0.07 | 12000 | 2200 0.03 | 0.07 | 8000 1500 0.02 | 0.06 s Plastics OZ Z L ! ‘:73
T Carbon fiber - - 4 Flutes
h2 L T 00|20 QRS 80058 SO0/ K12 0008 2 2 00 S0-05 SO0 R2000 1500 | 0.02 | 0.06 shas Titanium alloys RS E MREOE T THNESETENT URR. S EENAR
R2 16 14000 | 2200 | 0.04 | 0.07 | 12000 | 2200 | 0.03 | 0.07 | 8000 1500 | 0.02 | 0.06 EHRas Heat resistant alloys R BEEI A A A
= - Theshank taperangle shownis notan exactvalue and to avoid contact with
R2 20 12000 | 2000 | 0.04 | 0.07 | 11000 | 2000 | 0.03 | 0.07 | 8000 | 1500 | 0.02 | 0.06 ol or Cemented carbide the workpiece, we recommend the user controls the precise value of this
et Hard brittle (non-metallic)material angle. Shank taper angle should not make contact with the workpiece.
it
“BEWR, TR, AR, H5ELA;
*HRC58LAEMAEIINTRE, HEEFFRRRIIME. N o BMTUni
Note: A 5172825¢ (Total 72 models) B {iUnit(mm)
*Suitable forair blow, water solube coolant, oil coolant and oil mist; » ) 7
*Recommend air blow and oil mist for hardened materials above HRC58. R 7D 7IRL1 AHRL2 HEACR #EMBta =RL | 7T wiEd | HEE
Model Outside | Length Effective Radius| Shank |Overall Number| Shank In
Number Diameter | Of Cut | Length Taper Angle | Length |Of Flutes Diameter | Stock
SHGSR4-01001030 1 15 3 RO.1 12° 50 4 4 O
SHGSR4-01002030 1 15 3 R0.2 12° 50 4 4 O
SHGSR4-01502045 1.5 p 45 R0O.2 12° 50 4 4 O
SHGSR4-01503045 1.5 2 4.5 R0O.3 12° 50 4 4 O
SHGSR4-01505045 1.5 2 4.5 R0.5 12° 50 4 4 O
SHGSR4-02002060 2 3 6 R0O.2 12° 50 4 4 O
BT SHGSR4-02003060 2 3 6 R0O.3 12° 50 4 4 O
e SHGSR4-02005060 2 3 6 RO.5 12° 50 4 4 O
SHGSR4-02002060-6 2 3 6 R0O.2 12° 60 4 6 O
SHGSR4-02003060-6 2 3 6 R0O.3 12° 60 4 6 O
SHGSR4-02005060-6 2 3 6 R0.5 12° 60 4 6 O ?73
adius
SHGSR4-03002090 3 4.5 9 R0O.2 12° 50 4 4 O
SHGSR4-03003090 3 45 9 R0O.3 12° 50 4 4 O
SHGSR4-03005090 3 4.5 9 R0.5 12° 50 4 4 O
SHGSR4-03002090-6 3 4.5 9 R0O.2 12° 60 4 6 O
SHGSR4-03003090-6 3 4.5 9 R0O.3 12° 60 4 6 O
SHGSR4-03005090-6 3 4.5 9 R0O.5 12° 60 4 6 O
SHGSR4-04002120 4 6 12 R0O.2 - 50 4 4 O
SHGSR4-04003120 4 6 12 R0O.3 - 50 4 4 O
SHGSR4-04005120 4 6 12 RO.5 - 50 4 4 O
SHGSR4-04002120-6 4 6 12 R0O.2 12° 60 4 6 O
SHGSR4-04003120-6 4 6 12 R0O.3 12° 60 4 6 O
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SHGSR47][Ef7] (4 Flutes Radius) SHGSR47]E 7] (4 Flutes Radius)
& 5t72845% (Total 72 models) B {IUnit(mm) & 517285% (Total 72 models) B {iIUnit(mm)
SR 778D | 7KLl A¥ERL2 EMCR #EMABta  2RL | 7J#T WEd | EF sk 78D |7IRLl B¥RL2 EACR i#EMBta  2RL | 7JET WEd | EE
Model Outside | Length @ Effective Radius  Shank | Overall Number Shank | In Model Outside | Length Effective Radius| Shank  Overall Number Shank | In
Number Diameter A Of Cut | Length Taper Angle | Length Of Flutes Diameter | Stock Number Diameter | Of Cut | Length Taper Angle  Length |Of Flutes |Diameter |Stock
SHGSR4-04005120-6 4 6 12 R0.5 12° 60 4 6 O SHGSR4-16010480-100 16 24 48 R1 - 100 4 16 @)
SHGSR4-04005120-75 4 8 12 R0.5 = 75 4 4 O SHGSR4-16020480-100 16 24 48 R2 S 100 4 16 @)
SHGSR4-04010120-75 4 8 12 R1 - 75 4 4 O SHGSR4-16010480-150 16 32 48 R1 - 150 4 16 O
SHGSR4-05005150 5 7.5 15 R0.5 12° 60 4 6 O SHGSR4-16020480-150 16 32 48 R2 = 150 4 16 @)
SHGSR4-05010150 5 7.5 15 R1 12° 60 4 6 O SHGSR4-18010540-100 18 27 54 R1 - 100 4 18 @)
SHGSR4-06002200 6 20 R0.2 = 60 4 6 O SHGSR4-18020540-100 18 27 54 R2 = 100 4 18 @)
SHGSR4-06005200 6 20 R0.5 - 60 4 6 O SHGSR4-18010540-150 18 36 54 R1 - 150 4 18 @)
4Fines SHGSR4-06010200 6 20 R1 - 60 4 6 O SHGSR4-18020540-150 18 36 54 R2 - 150 4 18 O tFlres
SHGSR4-06002200-75 6 12 20 R0.2 - 75 4 6 O SHGSR4-20010600-100 20 30 60 R1 - 100 4 20 O
SHGSR4-06005200-75 6 12 20 R0.5 = 75 4 6 O SHGSR4-20020600-100 20 30 60 R2 - 100 4 20 O
SHGSR4-06010200-75 6 12 20 R1 - 75 4 6 O SHGSR4-20010600-150 20 40 60 R1 - 150 4 20 O
SHGSR4-06002200-100 6 12 20 R0.2 = 100 4 6 O SHGSR4-20020600-150 20 40 60 R2 - 150 4 20 O
SHGSR4-06005200-100 6 12 20 R0.5 - 100 4 6 @) kR E R BRI OEEER,
SHGSR4-06010200-100 6 12 20 R1 = 100 4 6 @) *New size added from this series. O Stocked items.
SHGSR4-08005240 8 12 24 R0.5 - 60 4 8 O
SHGSR4-08010240 8 12 24 R1 - 60 4 8 O
SHGSR4-08005240-75 8 12 24 R0.5 - 75 4 8 @)
SHGSR4-08010240-75 8 12 24 R1 - 75 4 8 O
SHGSR4-08005240-100 8 16 24 R0.5 - 100 4 8 O
SHGSR4-08010240-100 8 16 24 R1 - 100 4 8 O
SHGSR4-08005240-150 8 16 24 R0.5 - 150 4 8 O
SHGSR4-08010240-150 8 16 24 R1 = 150 4 8 O
SHGSR4-10005300 10 15 30 R0.5 - 75 4 10 @)
SHGSR4-10010300 10 15 30 R1 = 75 4 10 O
SHGSR4-10005300-100 10 20 30 R0.5 - 100 4 10 O
SHGSR4-10010300-100 10 20 30 R1 = 100 4 10 O
SHGSR4-10005300-150 10 20 30 R0.5 - 150 4 10 O
Ef7] SHGSR4-10010300-150 10 20 30 R1 = 150 4 10 O BTl
Radius SHGSR4-12005360 12 18 36 RO.5 - 75 4 12 O Radius
SHGSR4-12010360 12 18 36 R1 = 75 4 12 O
SHGSR4-12005360-100 12 24 36 R0.5 - 100 4 12 O
SHGSR4-12010360-100 12 24 36 R1 = 100 4 12 O
SHGSR4-12005360-150 12 24 36 R0.5 - 150 4 12 O
SHGSR4-12010360-150 12 24 36 R1 = 150 4 12 O
SHGSR4-14010420-100 14 21 42 R1 - 100 4 14 O
SHGSR4-14020420-100 14 21 42 R2 = 100 4 14 O
SHGSR4-14010420-150 14 28 42 R1 - 150 4 14 O
SHGSR4-14020420-150 14 28 42 R2 = 150 4 14 O
Nextpage =




47]
4 Flutes

BT

Radius

SHGSR4-0001]H %% (Milling Conditions)

SAMHO

HHI A4
Work Material

BfE/RA(mm)

Diameter
/Radius

D1R0.2
D1R0.3
D1.5R0.2
D1.5R0.3
D1.5R0.5
D2R0.2
D2R0.3
D2R0.5
D2R0.2
D2R0.3
D2R0.5
D3R0.2
D3R0.3
D3R0.5
D3R0.2
D3R0.3
D3R0.5
D4R0.2
D4R0.3
D4R0.5
D4R0.2
D4R0.3
D4R0.5
D4R0.5
D4R1
D5R0.5
D5R1
D6R0.2
D6R0.5
D6R1
D6R0.2
D6RO.5
D6R1
D6R0.2
D6R0O.5

HRC30-45
b 25§/ T 6 £
Prehardened Steels
@iE(min-1) | SRR
Speed (mm/min)

Feed
15000 1000
15000 1000
14000 1500
14000 1500
14000 1500
14000 1500
14000 1500
14000 1500
14000 1800
14000 1800
14000 1800
13000 1800
13000 1800
13000 1800
13000 2000
13000 2000
13000 2000
12000 2000
12000 2000
12000 2000
12000 2200
12000 2200
12000 2200
12000 2000
12000 2000
12000 2200
12000 2200
11000 2400
11000 2400
11000 2400
11000 2400
11000 2400
11000 2400
11000 2400
11000 2400

HRC45-55
N
Hardened Steels
#i#E(min-1) ﬁgﬁgg
Speed (mm/min)
Feed
12000 1000
12000 1000
12000 1200
12000 1200
12000 1200
12000 1500
12000 1500
12000 1500
12000 1800
12000 1800
12000 1800
11000 1800
11000 1800
11000 1800
11000 2000
11000 2000
11000 2000
10000 2000
10000 2000
10000 2000
10000 2000
10000 2000
10000 2000
10000 2000
10000 2000
10000 2200
10000 2200
9000 2400
9000 2400
9000 2400
9000 2400
9000 2400
9000 2400
9000 2400
9000 2400

HRC55-65
BN
Hardened Steels
Ei#(min-1) ,gze.grg
Speed (mm/min)
Feed
10000 800
10000 800
10000 1000
10000 1000
10000 1000
10000 1200
10000 1200
10000 1200
10000 1200
10000 1200
10000 1200
9000 1200
9000 1200
9000 1200
9000 1400
9000 1400
9000 1400
7500 1300
7500 1300
7500 1300
7500 1500
7500 1500
7500 1500
7500 1300
7500 1300
7500 1500
7500 1500
7000 1800
7000 1800
7000 1800
7000 1800
7000 1800
7000 1800
7000 1800
7000 1800

Nextpage s

SANMHO

SHGSR4-00017]8I % 4% (Milling Conditions)

HIHI A4
Work Material

Ei&/Rfa(mm)
Diameter
/Radius
D6R1
D8RO.5
D8R1
D8RO.5
D8R1
D8RO.5
D8R1
D8RO.5
D8R1
D10R0.5
D10R1
D10R0.5
D10R1
D10R0.5
D10R1
D12R0.5
D12R1
D12R0.5
Di12R1

D12R0.5
D12R1

D14R1
D14R2
D14R1
D14R2
D16R1
D16R2
D16R1
D16R2
D18R1
D18R2
D18R1
D18R2
D20R1
D20R2
D20R1
D20R2

Bt

* RIBEEASE, FHIR L IR REEELS;
* R BT S 8900 THEE A TIHR.

HRC30-45
Bk 25 5/ T B £
Prehardened Steels
Ei#(min-1) ﬁ%‘ﬁg
Speed (mm/min)
Feed
11000 2400
9000 2600
9000 2600
9000 2600
9000 2600
9000 2600
9000 2600
9000 2600
9000 2600
8000 2600
8000 2600
8000 2600
8000 2600
8000 2600
8000 2600
7500 3000
7500 3000
7500 3000
7500 3000
7500 3000
7500 3000
6500 3000
6500 3000
6500 3000
6500 3000
5500 3200
5500 3200
5500 3200
5500 3200
4500 3000
4500 3000
4500 3000
4500 3000
4000 2800
4000 2800
4000 2800
4000 2800
Note:

HRC45-55
NN
Hardened Steels

#WE(min-1) CAEE
Speed (mm/min)
Feed
9000 2400
8000 2600
8000 2600
8000 2600
8000 2600
8000 2600
8000 2600
8000 2600
8000 2600
7000 2600
7000 2600
7000 2600
7000 2600
7000 2600
7000 2600
6500 2600
6500 2600
6500 2600
6500 2600
6500 2600
6500 2600
6000 2800
6000 2800
6000 2800
6000 2800
5000 2800
5000 2800
5000 2800
5000 2800
4000 2800
4000 2800
4000 2800
4000 2800
3500 2600
3500 2600
3500 2600
3500 2600

HRC55-65
N
Hardened Steels

#i®(min-1) JE%EE
Speed (mm/min)

Feed
7000 1800
6000 2000
6000 2000
6000 2000
6000 2000
6000 2000
6000 2000
6000 2000
6000 2000
5500 2000
5500 2000
5500 2000
5500 2000
5500 2000
5500 2000
5000 2000
5000 2000
5000 2000
5000 2000
5000 2000
5000 2000
4500 1800
4500 1800
4500 1800
4500 1800
4000 1800
4000 1800
4000 1800
4000 1800
3500 1800
3500 1800
3500 1800
3500 1800
3000 1800
3000 1800
3000 1800
3000 1800

*Decrease both spindle speed and feed rate proportionally when the milling
para meters exceed the machine's maximum spindle speed;

*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys.

47]
4 Flutes

Ef7

Radius




SHGLSR27]3& %5 E 3 7] (2Flutes Long Neck Radius) SHGLSR27]3# %= 5 E 3 7] (2Flutes Long Neck Radius)
{ — MG | |cgaing 00003 | 20005 &t69R1E & (7 Uni
[ J l J l 45 J l J l— : J 5516985 (Total 69 models) BfIUnit(mm)
sk 718D | 7IRL1 BREL2 EACR #EMABta =2RL | TIHT Wigd | EE
AR/ R/ 2R Model Outside | Length Effective Radiuss Shank | Overall Number Shank In
Highly recommend/Recommend/Suggest Number Diameter | Of cut | Length Taper Angle| Length Of Flutes| Diameter |Stock
—r r— e — Iiiﬁ*;ﬁéﬁfg?;g %bUIHﬁE@@ SHGLSR2-00501020 DO.5 0.5 2 RO.1 12° 50 2 4 O
%ﬁg Carbon steels (S45C/S55C) +4 Flutes Radius End Mills for Mold Steel: ° SHGLSR2-00501040 D0.5 0.5 4 RO.1 12° 50 2 4 O
;Z;i: :rl;yai;?:;z:i%ii%pM) *Unique flute design, excellent perform;nce on flat SHGLSR2-00501060 D0.5 0.5 6 RO.1 12° 50 2 4 O
27 AR Hardened steels (~55/~60/~70HRC) stﬁface and contour milling. SHGLSR2-006005020 D0.6 0.6 2 R0.05 12° 50 2 4 O 27
§ Ne) J
2 Flutes f::ﬁ i:fﬂclx:qh:;\;im“ v Cj\ Ve SHGLSR2-006005040 D0.6 0.6 4 R0.05 120 50 2 4 O 2 Flutes
= Sraohie s o i SEEE—— 12 SHGLSR2-006005060 = DO0.6 0.6 6 R0.05 12 50 2 4 O
il : Copp.er o o %2 SHGLSR2-006005080 D0.6 0.6 8 R0.05 12° 50 2 4 O
fﬁ;ﬁ Pate 2 L | SHGLSR2-00601020 D0.6 0.6 2 RO.1 12° 50 2 4 O
s$hae Titanium alloys 1@%&@@@@%%?0tﬂ%}%rD\@?f&IﬁB’\J%ﬁ%ﬁi’%ﬁ%iﬁU%LXEE%&%E%EEW SHGLSR2-00601040 D0.6 0.6 4 RO.1 12° 50 2 4 O
FEER ool ?ifi;ffiiiangleshown s notan exactvalue and o avoid contactwith SHGLSR2-00601060 | DO.6 0.6 6 RO.1 12° 50 2 4 O
A SHOLSRZOOGOIO® D06 06 8 Rl 1 | 50 24 O
SHGLSR2-008005020 D0.8 0.8 2 R0.05 12° 50 2 4 O
SHGLSR2-008005040 D0.8 0.8 4 R0.05 12° 50 2 4 O
& 5169818 (Total 69 models) BE{Unit(mm) SHGLSR2-008005060 D0.8 0.8 6 R0.05 12° 50 2 4 O
e 7&p | nEL |sue 2 |macl sEset | oeL | o®T i d - SHGLSR2-008005080 D0.8 0.8 8 R0.05 12° 50 2 4 O
Model Outside | Length | Effective| Radius Shank | Overall| Number| Shank In SIAlCILS 2 LI DIvS Lo 2 RO 125 20 2 4 O
Number Diameter | Of Cut | Length Taper Angle| Length Of Flutes Diameter | Stock SHGLSR2-00801040 D0.8 0.8 4 RO.1 12° 50 2 4 O
SHGLSR2-002005005 D0.2 0.2 0.5 R0.05 12° 50 2 4 O SHGLSR2-00801060 D0.8 0.8 6 RO.1 12° 50 2 4 O
SHGLSR2-002005010 D0.2 0.2 1 R0.05 12° 50 2 4 O SHGLSR2-00801080 DO0.8 0.8 8 RO.1 12° 50 2 4 O
SHGLSR2-002005015 DO0.2 0.2 1.5 R0.05 12° 50 2 4 O SHGLSR2-01001040 D1.0 1.0 4 RO.1 12° 50 2 4 O
SHGLSR2-002005020 DO0.2 0.2 2 R0.05 12° 50 2 4 O SHGLSR2-01001060 D1.0 1.0 6 RO.1 12° 50 2 4 O
SHGLSR2-003005005 D0.3 0.3 0.5 R0.05 12° 50 2 4 O SHGLSR2-01001080 D1.0 1.0 8 RO.1 12° 50 2 4 O
SHGLSR2-003005010 D0.3 0.3 1 R0.05 12° 50 2 4 O SHGLSR2-01001100 D1.0 1.0 10 RO.1 12° 50 2 4 O
SHGLSR2-003005015 = DO0.3 0.3 1.5 | R0.05 12° 50 2 4 O SHGLSR2-01002040 D1.0 1.0 4 R0.2 12° 50 2 4 @)
SHGLSR2-003005020 |  D0.3 0.3 2 R0.05 12° 50 2 4 O SHGLSR2-01002060 D1.0 1.0 6 RO.2 12° 50 2 4 @)
SHGLSR2-003005030 D0.3 0.3 3 R0O.05 12° 50 2 4 O SHGLSR2-01002080 D1.0 1.0 8 R0.2 12° 50 2 4 O
SHGLSR2-004005010 D0.4 0.4 1 R0O.05 12° 50 2 4 @) SHGLSR2-01002100 D1.0 1.0 10 R0.2 12° 50 2 4 O
SHGLSR2-004005020 = DO0.4 0.4 2 R0.05 12° 50 2 4 O SHGLSR2-01501040 D1.5 1.5 4 RO.1 12° 50 2 4 O
SHGLSR2-004005030 D0.4 0.4 3 R0.05 12° 50 2 4 O SHGLSR2-01501060 D1.5 1.5 6 RO.1 12° 50 2 4 O
s SHGLSR2-004005040 D0.4 0.4 4 R0.05 12° 50 2 4 O SHGLSR2-01501080 D1.5 1.5 8 RO.1 12° 50 2 4 O B
ey SHGLSR2-00401010 D0.4 0.4 1 RO.1 12° 50 2 4 O SHGLSR2-01501100 D15 1.5 10 RO.1 12° 50 2 4 O a7
Radius SHGLSR2-00401020 D0.4 0.4 2 RO.1 12° 50 2 4 O SHGLSR2-01502040 D1.5 1.5 4 RO.2 12° 50 2 4 O Radius
SHGLSR2-00401030 D0.4 0.4 3 RO.1 12° 50 2 4 @) SHGLSR2-01502060 DL5 15 6 RO.2 12° 50 2 4 0O
SHGLSR2-00401040 D0.4 0.4 4 RO.1 12° 50 2 4 O SHGLSR2-01502080 D1.5 1.5 8 RO.2 12° 50 2 4 @)
SHGLSR2-005005010 D0.5 0.5 1 R0.05 12° 50 2 4 O SHGLSR2-01502100 D1.5 1.5 10 RO.2 12° 50 2 4 O
SHGLSR2-005005020 DO.5 0.5 2 R0.05 12° 50 2 4 @) SHGLSR2-02001040 D2.0 2.0 4 RO.1 12° 50 2 4 O
SHGLSR2-005005040 D0.5 0.5 4 R0.05 12° 50 2 4 @) SHGLSR2-02001060 D2.0 2.0 6 RO.1 12° 50 2 4 O
SHGLSR2-005005060 D0.5 0.5 6 R0.05 12° 50 2 4 O SHGLSR2-02001080 D2.0 2.0 8 RO.1 12° 50 2 4 O
SHGLSR2-00501010 D0.5 0.5 1 RO.1 12° 50 2 4 O Next page =
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SHGLSR27]:8 = BUE 7] (2 Flutes Long Neck Radius) SHGLSR2-000#714l % 4% (Milling Conditions)
£ 516985 (Total 69 models) B {iIUnit(mm)
itk 718D |7IRL1 BHEL2 EMACR #EMBta =KL | 7J#HT WEd | EE
Model Outside | Length | Effective|Radiusi Shank | Overall Number| Shank In
Number Diameter | Of Cut | Length Taper Angle Length |Of Flutes| Diameter | Stock
SHGLSR2-02001100 D2.0 2.0 10 RO.1 12° 50 2 4 O WHEIH aliiesln HRCA435-55 HRCS5-65
SHGLSR2-02001120 D2.0 2.0 12 RO.1 12° 50 2 4 O Work Material s i LA RO R
- . . . 0 D|am?ter Effective Speed (mm/min) Speed (mm/min) speed (mm/min) 27
> Flutes SHGLSR2-02002060 D2.0 2.0 6 R0.2 12 50 2 4 O /Radius Length Feed Feed Feed e
SHGLSR2-02002080 D2.0 2.0 8 RO.2 12° 50 2 4 O D0.2 R0.05 0.5 30000 200 30000 150 20000 60
SHGLSR2-02002100 D2.0 2.0 10 R0.2 12° 50 2 4 O D0.2 RO.05 1 30000 150 30000 100 15000 30
SHGLSR2-02002120 D2.0 2.0 12 RO.2 12° 50 2 4 O D0.2 RO.05 1.5 30000 120 27000 80 12000 25
SHGLSR2-02002160 D2.0 2.0 16 R0O.2 12° 50 2 4 O D0.2 R0.05 2 30000 90 20000 60 10000 25
D0.3 RO.05 0.5 30000 350 28000 300 22000 150
R RSB R O EEES, D0.3 R0.05 1 30000 240 26000 200 22000 120
*New size added from this series. O Stocked items. D0.3R0.05 15 30000 180 26000 180 22000 100
D0.3 R0.05 2 30000 120 24000 120 18000 80
D0.3 R0.05 3 24000 80 18000 80 14000 50
D0.4 R0O.05 1 26000 300 22000 300 22000 240
D0.4 R0.05 2 24000 260 20000 240 18000 180
D0.4 R0O.05 3 22000 180 16000 160 16000 120
D0.4 R0O.05 4 18000 120 14000 100 12000 60
D0.4R0O.1 1 26000 300 22000 300 22000 240
D0.4 RO.1 2 24000 220 20000 240 18000 180
D0.4 RO.1 3 22000 180 16000 160 16000 120
D0.4 RO.1 4 18000 120 14000 100 12000 60
D0.5R0.05 1 20000 500 18000 400 16000 300
D0.5 R0.05 2 18000 360 15000 300 13000 200
D0.5R0.05 4 16000 200 13000 180 10000 120
D0.5 R0.05 6 14000 120 12000 120 10000 80
D0.5R0.1 1 20000 500 18000 400 16000 300
D0.5R0.1 2 18000 360 15000 300 13000 200
D0.5R0.1 4 16000 200 13000 180 10000 120
D0.5R0.1 6 14000 120 12000 120 10000 80
ot D0.6 R0.05 2 16000 700 16000 600 15000 300 Be
Ef7] Elf7]
TS D0.6 R0.05 4 13000 400 12000 350 10000 160 Long Heck
D0.6 R0.05 6 11000 200 10000 200 9000 100
D0.6 R0.05 8 10000 120 10000 100 7000 50
D0.6 RO.1 2 16000 700 16000 600 15000 300
D0.6 RO.1 4 13000 400 12000 350 10000 160
D0.6 RO.1 6 11000 200 10000 200 9000 100
D0.6 RO.1 8 10000 120 10000 100 7000 50
D0.8 R0.05 2 16000 1200 16000 1000 12000 300
D0.8 R0.05 4 14000 800 13000 600 10000 200
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SHGLSR2-000#7]HIZ 4%k (Milling Conditions) SAMHO SAMHO SHGLSR47)E =B [EfA 7] (4 Flutes Long Neck Radius)
( — s MG HG H SD R
1 S (M6 | leorend (B [oba] [sotes
e Il HRC30-45 HRC45-55 HRC55-65
Work Material ik 2= T/ 77 658 £ YL N BB R
Highly recommend/Recommend/Suggest
i . , A s, s > A =1 N 3 = .
BE/RA(mm) | BEEMM) | g in.1) | EEEE | ggipin.g)  BEEE g ig.g)  BEEE HABENT AR 2T EAT;
Diameter Effective (mm/min) (mm/min) (mm/min) HAH DIE STEEL #ERFR (Grade) * il oI = &L
) Speed Speed Speed BB O%E, TEMNSESMI%EEER,
/Radius Length Feed Feed Feed E Carbon steels (S45C/S55C) . ; i
P Alloy steels (SK/SCM/SUS) 4 Flutes Long Neck Radius End Mills for Mold Steels.
D0.8 R0.05 6 13000 600 12000 500 ‘ 8000 120 pe— Prehardened steels (NAK/HPM) *Unique flute design, excellent performance on flat
27] D0.8 R0O.05 8 12000 300 10000 200 7000 50 A Hardened steels (~55/~60/~7TOHRC) surface and contour milling..
S R
2 Flutes D0.8 RO.1 2 R SPECIAL MATERIAL ©o
16000 1200 16000 1000 ‘ 12000 300 v Alaminum alloys é" \ /tha
D0.8RO.1 4 14000 800 13000 600 10000 200 Py Graphite = e =q fffffff ] 3
D0.8 RO.1 6 13000 500 12000 400 ’ 8000 120 Ll Copper oo L2
Ll Plastics a L 47]
D0.8RO.1 8 12000 300 10000 200 7000 50 B Carbon fiber - ! 4 Flutes
D1.0RO.1 4 13000 1000 12000 800 ’ 8000 400 sha® Titanium alloys MEABEEHSE MREOE TS THNEHETEN T URR.FHLETLR
Bi#as Heat resistant alloys BRERBET . _ - -
D1.0RO.1 6 11000 700 10000 600 7000 200 ~ - The shank taperangle shown is notan exactvalue and to avoid contact with
BAAE Cemented carbide the workpiece, we recommend the user controls the precise value of this
D1.0RO.1 8 10000 500 8500 400 ’ 6000 150 i Hard brittle (non-metallic)material angle. Shank taper angle should not make contact with the workpiece.
D1.0RO.1 10 8500 300 7500 300 5000 80
D1.0RO0.2 4 13000 1000 12000 800 8000 400 x oo .
| A st798Y5% (Total 79 models) B{IUnit(mm)
D1.0R0.2 6 11000 700 10000 600 7000 200
D1.0R0.2 8 10000 500 8500 400 \ 6000 150 BiSR 7D | 7IRL1 A¥EL2 EMACR #EMBta =2RL  7IHT | #WEd | #E
D1.0R0.2 10 8500 300 7500 300 5000 80 Model Outside | Length | Effective Radiusi Shank | Overall Number Shank | In
DL5R0.1 s 13000 1000 13060 1000 ‘ 5000 500 Number Diameter | Of Cut | Length Taper Angle | Length Of Flutes Diameter | Stock
DL5RO.1 6 10000 1000 10000 900 7500 400 SHGLSR4-01001040 D1.0 1.0 4 RO.1 12 50 4 4 O
D1.5R0.1 8 9000 800 8500 800 ‘ 7000 200 SHGLSR4-01001060 D1.0 1.0 6 RO.1 12° 50 4 4 O
D1.5R0.1 10 8500 700 7500 600 6500 120 SHGLSR4-01001080 D1.0 1.0 8 RO.1 12° 50 4 4 O
DL5R0.2 4 13000 1000 12000 1000 \ 9000 500 SHGLSR4-01001100 D1.0 1.0 10 RO.1 12° 50 4 4 O
P15RO.2 ° 10000 1000 10000 300 1500 400 SHGLSR4-01001120 | D10 10 2 | RrROL 120 50 4 4 O
D1.5R0.2 8 9000 800 8500 7000 200
00 ’ SHGLSR4-01002040 D1.0 1.0 4 RO.2 12° 50 4 4 @)
D1.5R0.2 10 8500 700 7500 600 6500 120 O
D2.0R0.1 s 13000 1500 13000 1500 ’ 10000 70 SHGLSR4-01002060 D1.0 1.0 6 R0O.2 12 50 4 4
D2.0RO.1 6 12000 1500 12000 1200 9000 500 SHGLSR4-01002080 D1.0 1.0 8 RO.2 12° 50 4 4 O
D2.0R0.1 8 11000 1000 10000 1000 ’ 800 400 SHGLSR4-01002100 D1.0 1.0 10 RO.2 12° 50 4 4 O
D2.0R0.1 10 10000 900 9000 800 7000 350 SHGLSR4-01002120 D1.0 1.0 12 RO.2 12° 50 4 4 O
D2.0R0.1 L 9000 800 8000 g0 000 300 SHGLSR4-01501060 | DL.5 15 6 RO.1 12° 50 4 4 O
1 D2.0RO. 16 s
g RO.1 7500 600 7000 500 6300 130 SHGLSR4-01501080 | D15 15 8 RO.1 ior 50 4 4 O 2
Ef7] D2.0R0.2 4 13000 1500 13000 1500 ‘ 10000 700 B 7]
Long Neck SHGLSR4-01501100 D1.5 15 10 RO.1 12° 50 4 4 O Long Neck
Radius D2.0R0.2 6 12000 1500 12000 1200 9000 500 Radius
D2.0R0.2 8 11000 1000 10000 1000 ‘ 800 400 SHGLSR4-01501120 D1.5 1.5 12 RO.1 12 50 4 4 @)
D2.0R0.2 10 10000 900 9000 800 7000 350 SHGLSR4-01502060 D1.5 1.5 6 RO.2 12° 50 4 4 O
D2.0R0.2 12 9000 800 8000 650 ‘ 7000 300 SHGLSR4-01502080 D1.5 1.5 8 RO.2 12° 50 4 4 O
D2.0R0.2 16 7500 600 7000 500 6500 150 SHGLSR4-01502100 D1.5 15 10 RO.2 12° 50 4 4 O
‘ SHGLSR4-01502120 D1.5 1.5 12 RO.2 12° 50 4 4 O
i Note: SHGLSR4-02001060 D2.0 2.0 6 RO.1 12° 50 4 4 O
* L EEDR RS, SR IR R EDR AL *Decrease both spindle speed and feed rate proportionally when the milling o
* RERSF BT AS S M THE MM 8K parameters exceed the machine's maximum spindle speed; SHGLSR4-02001080 D2.0 20 8 RO.1 _Z >0 4 4 O
*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys.
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SHGLSR47]):E =8I [FEf 7] (4 Flutes Long Neck Radius) SHGLSR47]:&=RE 7] (4 Flutes Long Neck Radius)
A st7985% (Total 79 models) E{iiUnit (mm) B 5t7985% (Total 79 models) E{iiUnit (mm)
Bigg 718D 7IRL1 HHEL2 EFACR #EMABta  £2RL | 7JET WEd | EE Bigg 718D | 7IRL1 BEX¥E&EL2 EFBCR| #EMABta | £2RL | 7T WEd | ZE
Model Outside | Length | Effective Radius| Shank | Overall Number| Shank In Model Outside | Length | Effective|Radius| Shank | Overall Number| Shank In
Number Diameter | Of Cut | Length Taper Angle| Length |Of Flutes Diameter |Stock Number Diameter | Of Cut | Length Taper Angle | Length Of Flutes Diameter |Stock
SHGLSR4-02001100 D2.0 2.0 10 RO.1 12° 50 4 4 O SHGLSR4-03005060-6 D3.0 3.0 6 RO.5 12° 60 4 6 @)
SHGLSR4-02001120 D2.0 ‘ 2.0 12 RO.1 12° ‘ 50 4 4 O SHGLSR4-03005080-6 D3.0 3.0 8 RO.5 12° 60 4 6 O
SHGLSR4-02001160 D2.0 2.0 16 RO.1 12° 50 4 4 O SHGLSR4-03005100-6 D3.0 3.0 10 RO.5 12° 60 4 6 @)
SHGLSR4-02002060 D2.0 ‘ 2.0 6 RO.2 12° ‘ 50 4 4 O SHGLSR4-03005120-6 D3.0 3.0 12 RO.5 12° 60 4 6 O
SHGLSR4-02002080 D2.0 2.0 8 RO.2 12° 50 4 4 O SHGLSR4-03005160-6 D3.0 3.0 16 RO.5 12° 60 4 6 O
SHGLSR4-02002100 D2.0 ‘ 2.0 10 RO.2 12° ‘ 50 4 4 O SHGLSR4-03005200-6 D3.0 3.0 20 R0.5 12° 60 4 6 @)
SHGLSR4-02002120 D2.0 2.0 12 RO.2 12° 50 4 4 O SHGLSR4-04001080-6 D4.0 4.0 8 RO.1 12° 60 4 6 O
4 FTz:'lces SHGLSR4-02002160 D2.0 ‘ 2.0 16 RO.2 12° ‘ 50 4 4 O SHGLSR4-04001100-6 D4.0 4.0 10 RO.1 12° 60 4 6 O 4 FTthes
SHGLSR4-03001060 D3.0 3.0 6 RO.1 12° 50 4 4 O SHGLSR4-04001120-6 D4.0 4.0 12 RO.1 12° 60 4 6 O
SHGLSR4-03001080 D3.0 ‘ 3.0 8 RO.1 12° ‘ 50 4 4 O SHGLSR4-04001160-6 D4.0 4.0 16 RO.1 12° 60 4 6 O
SHGLSR4-03001100 D3.0 3.0 10 RO.1 12° 50 4 4 @) SHGLSR4-04001200-6 D4.0 4.0 20 RO.1 12° 60 4 6 @)
SHGLSR4-03001120 D3.0 ‘ 3.0 12 RO.1 12° ‘ 50 4 4 O SHGLSR4-04002080-6 D4.0 4.0 8 RO.2 12° 60 4 6 O
SHGLSR4-03001160 D3.0 3.0 16 RO.1 12° 50 4 4 O SHGLSR4-04002100-6 D4.0 4.0 10 RO.2 12° 60 4 6 O
SHGLSR4-03001200 D3.0 ‘ 3.0 20 RO.1 12° ‘ 50 4 4 O SHGLSR4-04002120-6 D4.0 4.0 12 RO.2 12° 60 4 6 O
SHGLSR4-03002060 D3.0 3.0 6 RO.2 12° 50 4 4 O SHGLSR4-04002160-6 D4.0 4.0 16 RO.2 12° 60 4 6 O
SHGLSR4-03002080 D3.0 ‘ 3.0 8 RO.2 12° ‘ 50 4 4 O SHGLSR4-04002200-6 D4.0 4.0 20 RO.2 12° 60 4 6 O
SHGLSR4-03002100 D3.0 3.0 10 RO.2 12° 50 4 4 O SHGLSR4-04005080-6 D4.0 4.0 8 RO.5 12° 60 4 6 O
SHGLSR4-03002120 D3.0 ‘ 3.0 12 RO.2 12° ‘ 50 4 4 O SHGLSR4-04005100-6 D4.0 4.0 10 R0.5 12° 60 4 6 @)
SHGLSR4-03002160 D3.0 3.0 16 RO.2 12° 50 4 4 O SHGLSR4-04005120-6 D4.0 4.0 12 R0.5 12° 60 4 6 O
SHGLSR4-03002200 D3.0 ‘ 3.0 20 RO.2 12° ‘ 50 4 4 O SHGLSR4-04005160-6 D4.0 4.0 16 R0.5 12° 60 4 6 O
SHGLSR4-03005060 D3.0 3.0 6 RO.5 12° 50 4 4 O SHGLSR4-04005200-6 D4.0 4.0 20 RO.5 12° 60 4 6 O
SHGLSR4-03005080 D3.0 ‘ 3.0 8 RO.5 12° ‘ 50 4 4 O
SHGLSR4-03005100 D3.0 3.0 10 RO.5 12° 50 4 4 O kR B S BB R T OEBES,
SHGLSR4-03005120 D3.0 ‘ 3.0 12 R0.5 12° ‘ 50 4 4 O *Newsizeadded fromthisseries. O Stockeditems.
SHGLSR4-03005160 D3.0 3.0 16 RO.5 12° 50 4 4 O
SHGLSR4-03005200 D3.0 ‘ 3.0 20 RO.5 12° ‘ 50 4 4 O
SHGLSR4-03001060-6 D3.0 3.0 6 RO.1 12° 60 4 6 O
SHGLSR4-03001080-6 D3.0 ‘ 3.0 8 RO.1 12° ‘ 60 4 6 O
SHGLSR4-03001100-6 D3.0 3.0 10 RO.1 12° 60 4 6 O
o SHGLSRA-03001120-6.  D3.0 | 3.0 12 RO.1 122 | 60 4 6 O .
Ef7] SHGLSR4-03001160-6 D3.0 3.0 16 RO.1 12° 60 4 6 O Elf7]
Long Neck Long Neck
Radius SHGLSR4-03001200-6  D3.0 | 3. 20 RO.1 122 | 60 4 6 O Radius
SHGLSR4-03002060-6 D3.0 3.0 6 RO.2 12° 60 4 6 O
SHGLSR4-03002080-6 D3.0 ‘ 3.0 8 RO.2 12° ‘ 60 4 6 O
SHGLSR4-03002100-6 D3.0 3.0 10 RO.2 12° 60 4 6 O
SHGLSR4-03002120-6 D3.0 ‘ 3.0 12 RO.2 12° ‘ 60 4 6 O
SHGLSR4-03002160-6 D3.0 3.0 16 RO.2 12° 60 4 6 O
SHGLSR4-03002200-6 D3.0 ‘ 3.0 20 RO.2 12° ‘ 60 4 6 O
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SHGLSRALIHI%& & (Milling Conditions) SHGLSRA4LIH| & 4% (Milling Conditions)
I+ HRC30-45 HRC45-55 HRC55-65
Work Material ik 2= §/ 73 58 £ RN N
WM HRC30-45 HRC45-55 HRC55-65 BE/RAMM) | AREMM) | g o EERE g L EEEE e L R
Work Material B 2= §W /T hE £ NN N Dlame_:ter Effective Speed (mm/min) speed (mm/min) Speed (mm/min)
/Radius Length Feed Feed Feed
Egs‘«_i/afe(tr:rm) ﬁgi(trir\llr:) &% (min-1) (i&faﬁ/ﬁf& SiE(min-1) | CREE g ing) GEREE D3.0 R0.2 8 12000 2200 11000 2000 10000 1900
s Length speed m:’ee“;'") Speed (mfF‘l/e";'") Speed (m?e/e";'“) D3.0 RO.2 10 11000 2000 10000 1800 9000 800
D3.0 RO.2 1 10000 2000 10000 1800 8000 700
D1.0R0.1 4 13000 1300 12000 1000 8500 100 D3.0 R0.2 16 9000 1600 8500 1400 7000 600
D1.0R0.1 6 11000 1000 10000 900 7000 500 030 RO2 % 00 00 00 00 00 0
4FT;711es Eigigi 180 180500000 igz 3222 Zgg iggg :gg D3.0 RO.5 6 13000 2200 12000 2000 10000 1000 4FT;71:"ces
D3.0 RO.5 8 12000 2200 11000 2000 10000 900
D1.0R0.1 12 1300 300 1000 20 0 150 D3.0 RO.5 10 11000 2000 10000 1800 9000 800
D1.0R0.2 4 13000 1300 12000 1000 8500 100 D3.0 RO.5 1 10000 2000 10000 1800 8000 700
D1.0R0.2 6 11000 1000 10000 900 7000 500 030 ROS 6 000 00 00 00 00 0
D1.0R0.2 8 10000 800 8500 100 6000 400 D3.0 RO.5 2 8500 1400 8000 1200 6500 500
D1.0R0.2 10 8300 200 1500 40 20 300 D3.0 RO.1 6 13000 200 12000 2000 10000 1000
D1.0R0.2 12 1500 300 1000 200 500 150 D3.0 RO.1 8 12000 2200 11000 2000 10000 900
D1.5R0.1 6 12000 1300 10000 1200 8000 200 D3.0 RO.1 10 11000 2000 10000 1800 9000 800
D1.5R0.1 8 10000 1000 9000 1000 1000 400 D3.0 RO.1 1 10000 2000 10000 1800 8000 700
D1.5R0.1 10 9000 900 8300 900 6300 300 D3.0 RO.1 16 9000 1600 8500 1400 7000 600
D1.5R0.1 12 8500 800 1500 130 6000 200 D3.0 RO.1 2 8500 1400 8000 1200 6500 500
D1.5R0.2 6 12000 1500 10000 1200 8000 200 D3.0 RO.2 6 13000 2200 12000 2000 10000 1000
D1.5R0.2 8 10000 1000 9000 1000 1000 400 D3.0 RO.2 8 12000 200 11000 2000 10000 900
D1.5R0.2 10 2000 900 8300 00 6300 300 D3.0 RO.2 10 11000 2000 10000 1800 9000 800
D1.5R0.2 12 8500 800 500 130 6000 200 D3.0 RO.2 1 10000 2000 10000 1800 8000 700
D2.0R0.1 6 13000 1800 12000 1500 9000 700 30 ROa 6 000 0 w00 00 00 0
D2.0R0.1 8 11000 1500 10000 1100 8000 600 30 ROa % 00 00 w0 00 00 0
OPatlilh 10 10000 1200 9000 1000 1500 300 D3.0 RO.5 6 13000 2200 12000 2000 10000 1000
D2.0R0.1 12 9000 1000 8500 90 1000 400 D3.0 RO.5 8 12000 200 11000 2000 10000 900
D2.0R0.1 16 000 800 1000 100 6000 20 D3.0 RO.5 10 11000 2000 10000 1800 9000 800
D2.0R0.2 6 13000 1800 12000 1500 9000 100 D3.0 RO.5 1 10000 2000 10000 1800 8000 700
e D2DRU2 180 Eggg Egg 190000000 1322 jggg Egg D3.0 RO.5 16 9000 1600 8500 1400 7000 600 o
87 Ejggg'i b - o o - " s D3.0 RO.5 20 8500 1400 8000 1200 6500 500 it
Long Neck Sy . 0 " 0 - 0 " D4.0 RO.1 8 11000 200 10000 2000 7500 900 Long Neck
-ORO. D4.0 RO.1 10 11000 2200 10000 2000 7500 900
BN 6 13000 2200 12000 2000 10000 1000 D4.0 RO.1 1 10000 2000 9000 2000 7000 800
D3.0R0.1 8 12000 2200 11000 2000 10000 00 D4.0 RO.1 16 8500 1800 8000 1600 6500 700
L2l 10 11000 2000 10000 1800 9000 800 D4.0 RO.1 2 7500 1600 7000 1400 6500 600
D3.0R0.1 12 10000 2000 10000 1800 000 100 D4.0 RO.2 8 11000 2200 10000 2000 7500 900
Lol 16 9000 1600 8300 1400 1000 600 D4.0 RO.2 10 11000 2200 10000 2000 7500 900
D3.0R0.1 20 8300 1400 8000 1200 6500 200 D4.0 R0.2 12 10000 2000 9000 2000 7000 800
D3.0R0.2 6 13000 2200 12000 2000 10000 1000
Nextpage s
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SHGLSRA41JIHI &4 5=(Milling Conditions)

SAMHO

HRC45-55
Y&
Hardened Steels
@iE(min-1) SRR
Speed (mm/min)
Feed
8000 1600
7000 1400
10000 2000
10000 2000
9000 2000
8000 1600
7000 1400

HRC55-65
E NN
Hardened Steels
#iE(min-1) ﬁﬁﬁgg
Speed (mm/min)
Feed
6500 700
6500 600
7500 900
7500 900
7000 800
6500 700
6500 600

*Decrease both spindle speed and feed rate proportionally when the milling
parameters exceed the machine's maximum spindle speed;

*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys.

HRC30-45
Wo r?sluairial Ltanliftlias
Prehardened Steels
Eﬁg/Rﬁ(mm) ﬁ?ﬁl%(r_nm) &% (min-1) :Eﬁﬁlifﬁ'
Dlamc._eter Effective Speed (mm/min)
/Radius Length Feed
D4.0 R0O.2 16 8500 1800
D4.0R0.2 20 7500 1600
D4.0R0.5 8 11000 2200
D4.0R0.5 10 11000 2200
D4.0R0.5 i) 10000 2000
) F‘ﬂes D4.0R0.5 16 8500 1800
D4.0R0.5 20 7500 1600
Bt Note:
* R ER R A B, SRR L IR AR e
* REFHFA BT S 090 THE R TIEIR.
by
Ef7]
Long Neck

Radius

SHBRIISHEE

1. #5120-0.003mm
2. E—X JIHR LS

SHB series high precision

1. Shank diameter tolerance 0-0.003 mm
2. Testresults for each end mill

SHBEZ 0600490
R3*9+DE+60
DE.993 R+0.006

SHBS4-0601500
DE*15+*D6E*60
Dp5.892

=1

Case Studies

SR M # M333(HRC48-52) Analysis Report:Material M333(HRC48-52)

IR
Milling Shape:

H #:D1R0.5 Sl
NI HE : BRER1%(60000rpm)
RAARhE

BRI 2021-10-30

I B8 Milling Parameters

'“I”H l”’ "' | I[

O ot
202109040321418

b

-
L2

Purpose: D1R0.5 life test

Processing machine: ROKU-ROKU CNC (60000rpm)
Coolant: Oil Mist

Testtime:2021-10-30

SHBLS4-010060
D1*6+D4*50

DO.996

SHBSR4 04005120
D4RO. 5*12+#D4+50
D3.992 R*0.005

FRATAR R e | QE IR IR | IR
Tool Spindle Feed Step Axial Radial Cycle
Speed Rate Depth Depth Time
SHBLR2-010040 (min-1) |(mm/min) (ap) mm (ae) mm
R0.5*4*D4*50
¥ TFinishing milling| 18000 800 0.01 0.01 9:35:22

A5 N TR RLELI0NE, JREREM (EFETHER), THEERI, BAIRTHEE£0.003mm.
Summary: Slightly worn out after test for 10hours, good surface finishing, actual measured tolerance £0.003mm.

J1E#RR Cutter Condition:

T OCRE R T
20210504032141¢

T AT
20210904032150




SHBS27]% 7] (2 Flutes Square)
|
' = © Reoinoll 7 Wocors
SR :## S136 (HRC48-52) Analysis Report:Material S136 (HRC48-52)
B #:D6RO.5 EOFEERH Purpose: D6R0.5 Accuracy test TR EE MIME/EE/ S
INTH%: BRER(36000 P i hine: ROKU-ROKU CNC (36000 HIH . .
;%ﬂ*ﬁﬁifg( pm) e e (36000rpm) Milling Shape: Highly recommend/Recommend/Suggest
RUSLEERT: 2021-12-28 Test time: 2021-12-28 “FEFRuBHB IR
e Corbon steels (545/5550) B AR L S5 S R AR
2 T S arbon steels *= 3 n al o o M =
I 2 Milling Parameters pove Alloy sieels (SK/SCM/SUS) ffg;ﬁggﬁlﬁﬁﬁﬁﬁ,mlHch HRC52 1R A, F
EFHIE Y bEid 3R £ TH FarEsm Prehardened steels (NAK/HPM) *Dp ' S ° . . .
Tool sﬁ?n%e Feeg thLEp Axi:T R?E. bﬂcycﬁﬁaﬁ NS Hardened steels (~55/~60/~T0HRC) Special U-shaped chip evacuation groove design;
Speed Rate Depth Depth Time *Tungsten steel with ultra-fine particles;
DfRO.S (min-1) |(mm/min) (ap) mm (ae) mm : *New HB coating with low friction for HRC28~HRC52 mold steel,
FEMAMT e Aluminum alloys long life and excellent surface finishing.
Contour finishing | 10000 800 0.05 0.03 | 01:35:09 parn Graphite
e Copper o o /tha
B TIRETXBEMER TREREMERS, WEERKE, THRITQRE£0.005mm, Ll Plastics v/
Summary: Slightly worn out can be viewed underindustrial microscope, good surface finishing, tolerance =0.005mm. A Carbon fiber (a] ‘ D 3
Hhas Titanium alloys =
JIE AR5 Cutter Condition: Bistas Heat resistant alloys g
BHES Cemented carbide g L1
-3t v Hard brittle (non-metallic)material o
A 5t1585% (Total 15 models) EfiIUnit (mm)
SHBS2-0020040 0.2 0.4 - 12° 50 2 4 @)
& %% S136 (HRC48-52) Analysis Report:Material S136 (HRC48-
S HH ( ) y P (HRC48-52) SHBS2-0030060 0.3 0.6 - 12° 50 2 4 O
B #9:D6 R Purpose: D6 test
IO #%: FRERH(36000rpm) Processing machine: ROKU-ROKU CNC (36000rpm) TR SHBS2-0040080 0.4 0.8 - 12° 50 2 4 O
KA R Coolant: Oil Coolant l].I‘ﬁ/Hk.
BIEBSR: 2021-12-28 Testtime: 2021-12-28 Milling Shape: SHBS2-0050100 0.5 1 = 12° 50 2 4 O
A0T % Milling Parameters SHBS2-0060150 0.6 1.5 - 12 50 2 4 O
0 She | °° Depth Depth | Time _ SHBS2-0080200 0.8 2 - 12° 50 2 4 O
DE@ZIMT | (min-1) |(mm/min) S D] SHBS2-0100300 1.0 3 - 12° 50 2 4 O
Sidemilling | 3509 300 12 0.01 | 00:15:09
SHBS2-0150400 1.5 4 - 12° 50 2 4 O
BE . FERTNHRE, ATITNASHA, THRENLEES. o
Summary: Variable flute design, long life for side milling, good surface finishing. SHBS2-0200500 2.0 5 a 12 50 2 4 O
JIE#KR Cutter Condition: SHBS2-0250650 2.5 6.5 - 12° 50 2 4 O
SHBS2-0300800-4 3 8 - 12° 50 2 4 O
SHBS2-0401000-4 4 10 - - 50 2 4 O
SHBS2-0401000-6 4 10 - 12° 60 2 6 O
SHBS2-0601500 6 15 - - 60 2 6 O
*RRVIERIBINAR T, O #EEF fo
*Newsizeadded fromthisseries. O Stocked items.




SHBS2-0001]HI 4% (Milling Conditions)

SHBS2-0004714) & 4% (Milling Conditions) SAMHO

Ae

RIETNH] (Side Milling) Z=1IHI (Contour Milling)

$F #E R X8R - g 4] B 4F
WA Copper HRC30-4SG¥ 5/ REFiM HRC45-553% A 3 Lt LS HRC30-45% % )/ FRIEH -
: HRC30-45 carbon steel HHI A4 Copper C30 b l HRC45-55;% N #
Work Material Oxygen-free Copper HRC45-55 hardened steel : Oxveen-free Copper HRC30-45 carbon stee
Red Copper and prehardened steel Work Material yg pp and prehardened steel HRC45-55 hardened steel
Red Copper P
27] ® N . ELLERE N . ELERE N . ELAERE A LA A 27]
2 Flutes E;(g:g Eﬁ;()r:;r;-l) (mm/min) E%é?;‘;_l) (mm/min) Eﬁs's"(;::;_l) (mm/min) HE(mm) Ei#(min-1) (ff/ﬁﬁ) Ei#(min-1) (ff/ﬁri) Ei&(min-1) (f:‘f/’iﬁ) 2 Flutes
Diameter Speed Speed Speed
Feed Feed Feed p Feed p Feed p Feed
oL 10000 150 10000 100 8000 60 D02 30000 200 30000 120 30000 120
D15 8000 180 8000 120 6000 60 D03 30000 20 30000 150 30000 150
D7) 8000 200 7000 120 5000 60 D03 30000 300 30000 200 30000 200
D25 6000 300 6000 120 4500 60 D03 26000 300 26000 200 26000 200
28 7000 300 5000 150 4000 80 D03 24000 500 24000 300 24000 300
b4 7000 300 4000 150 4000 100 D03 20000 500 20000 500 20000 500
D4 7000 300 4000 150 4000 1) D03 16000 800 16000 800 16000 800
b6 7000 300 3500 250 3000 200 D03 13000 1000 13000 1000 13000 1000
D0.3 13000 1200 13000 1200 13000 1200
< ;ﬁ?re D03 12000 1500 12000 1500 12000 1500 ij‘?re
D0.3 12000 1500 12000 1500 12000 1500
fIE LN HILDE E(mm)Milling Amount for Side Milling(mm) D0.3 11000 1800 11000 1800 11000 1800
Lengthof Cut oy ) Ey— D0.3 10000 2200 10000 2200 10000 2200
2.5D(7 R=E1E*2.5 4D(T)E=HE*4
A 2200
Work Material 71& | 2.5D (Length of Cut=Diameter*2.5)| 4D (Length of Cut=Diameter*4) D03 10000 220 10000 200 10000
D0.3 9000 2500 9000 2500 9000 2500
45HRCILTF Ae=0.07D Ae=0.07D
Below 45HRC ap=2D ap=20D st
*RIEERAE, BRI REERIER;
45HRCLL £ 2e=0.03D 2e=0.03D * REMFEM S SN THERRETER;
Above 45HRC ap=1.5D ap=1.5D *RiGBEEME., BEAE, HIEEE,;
*RETHG, BRI REEREMELS.
D:Ef& Diameter(mm) Note:
ap: 3% Axial Depth (mm) *Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum

spindle speed;
*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys;
*Recommend using a non-contact measuring device to avoid damaging the precision tip point;
*Decrease both spindle speed and feed rate proportionally in case of chattering.

de:tJE Radial Depth(mm)

fat:

*RBEETHES, BIRHIRREBEMELS,
* A EHFNEMT G S AN THERRIE R ;
*RIRREETE. REREE, BIFEE
*EREREINS, BRI REEAELS.

Note:

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum
spindle speed;

*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys;

*Recommend using anon-contact measuring device to avoid damaging the precision tip point;

*Decrease both spindle speed and feed rate proportionally in case of chattering.




47)
4 Flutes

7]
Square

SHBS47]F 7] (4 Flutes Square)

SAMHO

—

SRR/ EE
Highly recommend/Recommend/Suggest

HB H SD AEHE J REELE
8 Variabl U |
19-43 0 0-0.003 [l vicch” [ eoival

5 & (Specialty)

RSVEHIBERE, BRRRIH G H, BREEFOHEEEE, B

DIE STEEL BE4k (Grade = 5
L FEE S SEBNSEERE,
FEE e tl'(sf“;’ccﬁig O “BIHBRIIZE, BIEEME, BANMME.
oy steels -
3] Yy / / *@ﬁHRCZ&"SZ*ﬁEﬁM, *ﬁﬁmbulo
TR Prehardened steels (NAK/HPM) — *Unique U-shaped chip removal groove design can effectively reduce cutting load,
K Hardened steels (~55/~60HRC) @) have better chip removal performance, and obtain higher metal removal rate.
BB AR SPECIAL MATERIAL *Un.ique HBseriescoating.formorew.earresistanceand higherheatresistance.
*Suitable for HRC28~ 52 die steel, stainless steel processing.
e Aluminum alloys @)
A& Graphite
A Copper
- ; o
fifE Plastics - " Bta
s 73 Carbon fiber o & g ﬁ ‘ D Ee)
fre=k4 Titanium alloys =] él S o <
o
BWAEE Heat resistant alloys a= 8 [=}
BEHEAS Cemented carbide L1
TERfat Hard brittle (non-metallic)material L |

&351328Y8E (Total 32 models)
7I€ D T L1

BfiUnit (mm)

T wmEd zE
Number Shank In

EMABa =2RL

Outside Length Shank Overall

Diameter Of Cut Taper Angle Length OfFlutes Diameter Stock
SHBS4-0100300 1.0 3 12° 50 4 4 O
SHBS4-0150400 15 4 12° 50 4 4 @)
SHBS4-0200500 2.0 5 12° 50 4 4 O
SHBS4-0250650 2.5 6.5 12° 50 4 4 O
SHBS4-0300800-3 3 8 - 50 4 3 O
SHBS4-0300800-4 3 8 12° 50 4 4 O
SHBS4-0300800-6 3 8 12° 50 4 6 @)
SHBS4-0401000-4 4 10 ; 50 4 4 @)
SHBS4-0401000-6 4 10 12° 50 4 6 O
SHBS4-0401200-75 4 12 - 75 4 4 O
SHBS4-0501300 5 13 12° 50 4 6 O
SHBS4-0601500 6 15 - 50 4 6 O
SHBS4-0601500-75 6 15 - 75 4 6 O
SHBS4-0601500-100 6 15 - 100 4 6 O
SHBS4-0802000 8 20 - 60 4 8 O
SHBS4-0802000-75 8 20 - 75 4 8 O

Nextpage mmms

SHBS4-0802000-100
SHBS4-0802000-150
SHBS4-1002500

SHBS4-1002500-100
SHBS4-1002500-150
SHBS4-1203000

SHBS4-1203000-100
SHBS4-1203000-150
SHBS4-1403500-100
SHBS4-1405500-150
SHBS4-1604000-100
SHBS4-1606000-150
SHBS4-1804500-150
SHBS4-1806500-150
SHBS4-2005000-100
SHBS4-2007000-150

ARV ERIBMBR T,

SHBS47]T7] (4 Flutes Square)

7]%&D

Outside
Diameter

*New size added fromthisseries.

& L1
Length Shank

Of Cut Taper Angle

20 -
20 -
25 -
25 -
25 -
30 -
30 -
30 -
35 -
55 -
40 -
60 -
45 -
65 -
50 -
70 -

O #EEF o
O Stockeditems.

#E A Bta

2RL 7T HREd

Overall Number Shank

Length  Of Flutes Diameter
100 4 8
150 4 8
75 4 10
100 4 10
150 4 10
75 4 12
100 4 12
150 4 12
100 4 14
150 4 14
100 4 16
150 4 16
100 4 18
150 4 18
100 4 20
150 4 20

T

In
Stock

OO0OO0OO0OO0OO0O0O0OOO0OO0OOLOO0OoOo
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4 Flutes

7]
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SHBS4-000 tJHI% 43k (Milling Conditions)

SAMHO

BIE T4 (Side Milling)

i AR 4R
W E 2 Copper
Work Material Oxygen-free Copper
Red Copper
H1E(mm) @i#(min-1) = CHEE
Diameter Speed (mm/min)
Feed

D1.0 10000 220
D15 8000 240
D2.0 8000 300
D25 8000 300
D3 7000 400
D4 7000 500
D5 7000 500
D6 7000 500
D38 6500 600
D10 6000 600
D12 6000 600
D14 4000 600
D16 4000 600
D18 3000 400
D20 3000 400

I E LN EI LR &(mm)Milling Amount for Side Milling(mm)

HRC30-45%k =l /FarE i
HRC30-45 carbon steel
and prehardened steel

HRC45-553% A ff]
HRC45-55 hardened steel

SHBS4-000 t7]H £ 4%k (Milling Conditions)

SANMHO

Z 5174l (Contour Milling)

3% (min-1) ’E%EE #3% (min-1) ’E%EE
Speed (mm/min) Speed (mm/min)
Feed Feed
10000 100 8000 60
8000 120 6000 60
6000 150 4500 80
5000 150 4000 80
5000 150 4000 80
4000 200 3000 150
3500 300 3000 200
3500 300 3000 200
3000 300 2500 200
2500 300 2500 200
2000 250 2000 200
2000 350 2000 300
1800 350 1800 300
1600 350 1600 300
1200 350 1200 300

— LengthofCut 2.5D(71 R=E1E*2.5) 4D(TI R=E1E*4)
Work Material N& 2.5D (Length of Cut=Diameter*2.5)| 4D (Length of Cut=Diameter*4)
45HRCIATF de=0.07D de=0.07D
Below45HRC ap=2D ap=2D
45HRCEL E de=0.03D de=0.03D
Above 45HRC dp=1.5D dp=1.5D

D:Ef% Diameter(mm)
ap:IiF Axial Depth (mm)
de:tJERadial Depth (mm)

-y HRC30-45%% % #il /Fafg il 8
I Copper / HRCA45-553% A48
: HRC30-45 carbon steel
Work Material Oxygen-free Copper HRC45-55 hardened steel
Red Copper and prehardened steel
EfE(mm) @E(min-l) | EEEE g ning) | EREE g g | EREE
. (mm/min) (mm/min) (mm/min)
Diameter Speed Speed Speed
Feed Feed Feed

D1.0 13000 1000 13000 1000 13000 1000
D15 13000 1200 13000 1200 13000 1200
D2.0 12000 1500 12000 1500 12000 1500
D25 12000 1500 12000 1500 12000 1500
D3 11000 1800 11000 1800 11000 1800
D4 10000 2200 10000 2200 10000 2200
D5 9000 2500 9000 2500 9000 2500
D6 9000 2500 9000 2500 9000 2500
D38 8000 2500 8000 2500 8000 2500
D10 7000 2500 7000 2500 7000 2500
D12 6000 2500 6000 2500 6000 2500
D14 4000 2200 4000 2200 4000 2200
D16 3500 2200 3500 2200 3500 2200
D18 3000 2000 3000 2000 3000 2000
D20 2500 2000 2500 2000 2500 2000

st

CERIEERALRS, RO EEIENELRS,
* REMABEMERE SN TR BREDEIR,
*RINBRBEME. BEaRKE, HOSEE,
AR, SIRLUGIRREERNELS.

Note:

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum
spindle speed;

*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys;

*Recommend using anon-contact measuring device to avoid damaging the precision tip point;

*Decrease both spindle speed and feed rate proportionally in case of chattering.
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4 Flutes

7]
Square




27]
2 Flutes

BEET)
Long Neck
Square

SHBLS27]3#&#Z 84 7] (2 Flutes Long Neck Square)

SAMHO

— -

SRR/ EE
Highly recommend/Recommend/Suggest

HAH DIE STEEL HEZ4R (Grade)
& Carbon steels (S45C/S55C) )
Fega3ii] Alloy steels (SK/SCM/SUS)

FEREHE Prehardened steels (NAK/HPM)
NS Hardened steels (~55/~60/~T0HRC) O
b= Aluminum alloys
=t Graphite

EiEl Copper

TiBs Plastics

g 2 Carbon fiber

#Has Titanium alloys

BWAAE Heat resistant alloys

BHEAS Cemented carbide

L5 ey g Hard brittle (non-metallic)material

W 3% ot 5w
Actual effective length

RIRA
Draft angle

&351378Y8E (Total 37 models)

HB SD
0-0.003

R (Specialty)

ERVBHBER S, SRR ETHEH, EEEITFHIE LS, &
BESNEBERE,

BHRHBRIIEE, BB EME, Ea N,

*EEHRC28~521% A, R &M T,

*Unique U-shaped chip removal groove design can effectively reduce cutting load,

have better chip removal performance, and obtain higher metal removal rate.
*Unique HB series coating for more wear resistance and higher heat resistance.
*Suitable for HRC28~ 52 die steel, stainless steel processing.

© 5 Bta

V S

S | I
:r S S
< L1

<

a L

- L

RiEAEEMSE NRIELETH THNEDETERTURR FEETNAR
BB T .

Theshanktaperangleshownisnotanexactvalue andto avoid contact with
the workpiece, we recommend the user controls the precise value of this
angle. Shank taperangle should not make contact with the workpiece.

BfiUnit (mm)

71€D 7IRL1 AHERL2 #EABTa 2RL 7IHT WEd #EE

Outside Length Effective

Shank Overall Number Shank In

Diameter Of Cut Length

SHBLS2-002005 0.2 0.3 0.5
SHBLS2-002010 0.2 0.3 1
SHBLS2-002015 0.2 0.3 15
SHBLS2-003010 0.3 0.5 1
SHBLS2-003015 0.3 0.5 1.5
SHBLS2-003020 0.3 0.5 2
SHBLS2-003030 0.3 0.5 3
SHBLS2-004010 0.4 0.6 1
SHBLS2-004020 0.4 0.6 2
SHBLS2-004030 0.4 0.6 3

Taper Angle Length OfFlutes Diameter Stock

12° 50 2 4 O
12° 50 2 4 O
12° 50 2 4 O
12° 50 2 4 O
12° 50 2 4 O
12° 50 2 4 O
12° 50 2 4 O
12° 50 2 4 O
12° 50 2 4 O
12° 50 2 4 O

Nextpage s

SHBLS27]3&# %8 7] (2 Flutes Long Neck Square)

*New size added fromthisseries.

BigR 71i€D 7R L1 BEXEL2 #EMABta 2RL 7JHT WEd #&EE
Model Outside Length Effective Shank  Overall Number Shank In
Number Diameter Of Cut Length Taper Angle Length OfFlutes Diameter Stock
SHBLS2-004040 0.4 0.6 4 12° 50 2 4 O
SHBLS2-005010 0.5 0.75 1 12° 50 2 4 @)
SHBLS2-005020 0.5 0.75 2 12° 50 2 4 O
SHBLS2-005040 0.5 0.75 4 12° 50 2 4 O
SHBLS2-005060 0.5 0.75 6 12° 50 2 4 O
SHBLS2-006020 0.6 0.9 2 12° 50 2 4 O
SHBLS2-006040 0.6 0.9 4 12° 50 2 4 O
SHBLS2-006060 0.6 0.9 6 12° 50 2 4 O
SHBLS2-006080 0.6 0.9 8 12° 50 2 4 O
SHBLS2-008020 0.8 12 2 12° 50 2 4 O
SHBLS2-008040 0.8 12 4 12° 50 2 4 O
SHBLS2-008060 0.8 1.2 6 12° 50 2 4 O
SHBLS2-008080 0.8 1.2 8 12° 50 2 4 O
SHBLS2-010040 1.0 15 4 12° 50 2 4 O
SHBLS2-010060 1.0 15 6 12° 50 2 4 O
SHBLS2-010080 1.0 15 8 12° 50 2 4 O
SHBLS2-010100 1.0 1.5 10 12° 50 2 4 O
SHBLS2-015040 15 2.3 4 12° 50 2 4 O
SHBLS2-015060 15 2.3 12° 50 2 4 O
SHBLS2-015080 1.5 2.3 8 12° 50 2 4 O
SHBLS2-015100 1.5 2.3 10 12° 50 2 4 O
SHBLS2-020040 2.0 3.0 4 12° 50 2 4 O
SHBLS2-020060 2.0 3.0 12° 50 2 4 O
SHBLS2-020080 2.0 3.0 12° 50 2 4 O
SHBLS2-020100 2.0 3.0 10 12° 50 2 4 O
SHBLS2-020120 2.0 3.0 12 12° 50 2 4 O
SHBLS2-020160 2.0 3.0 16 12° 50 2 4 O
ERYERIBMAR T, O #EF Mo

O Stockeditems.
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SHBLS2-000 %42 (Milling Conditions)

HIHI A4
Work Material

BE1&(mm)
Diameter
D0.2
D0.2
D0.2
D0.3
D0.3
D0.3
D0.3
D0.4
D0.4
D0.4
D0.4
D0.5
D0.5
D0.5
D0.5
D0.6
DO0.6
D0.6
DO0.6
D0.8
DO0.8
D0.8
DO0.8
D1.0
D1.0
D1.0
D1.0
D15
D1.5
D15
D1.5
D2.0
D2.0
D2.0

B¥ER(Mmm)
Effective
Length

0.5
1

15
1

ooox.pooos.hwooos.hr\)m_pmn—-.hwml—-wr\):

—
oom4>o

10

iR SR K0
Copper
Oxygen-free Copper
Red Copper
@iE(min-1) AR
Speed (mm/min)

Feed
30000 120
30000 120
28000 120
30000 150
28000 120
26000 120
26000 100
26000 300
26000 220
24000 180
24000 150
26000 400
26000 300
24000 180
24000 150
26000 500
24000 300
22000 200
20000 150
18000 600
16000 400
16000 300
14000 150
13000 800
11000 600
10000 300
9000 150
13000 1200
11000 800
10000 500
9000 400
12000 1400
12000 1200
10000 1000

HRC30-45hx = /FarE i
HRC30-45 carbon steel
and prehardened steel

#5%(min-1)
Speed
30000
30000
28000
30000
28000
26000
26000
26000
26000
24000
24000
26000
26000
24000
24000
26000
24000
22000
20000
18000
16000
16000
14000
13000
11000
10000
9000
13000
11000
10000
9000
12000
12000
10000

BAERE
(mm/min)
Feed

120
120
120
150
120
120
100
300
220
180
150
400
300
180
150
500
300
200
150
600
400
300
150
800
600
300
150
1200
800
500
400
1400
1200
1000

SAMHO

HRC45-553% A §ff]
HRC45-55 hardened steel

3% (min-1)
Speed
30000
30000
28000
30000
26000
22000
20000
26000
24000
20000
18000
20000
18000
16000
15000
20000
16000
16000
14000
18000
14000
14000
13000
12000
10000
9000
8000
13000
11000
10000
9000
10000
10000
9000

BERE
(mm/min)
Feed

120
100
100
150
120
100
80
260
200
200
150
300
200
150
100
500
200
150
100
500
300
200
150
800
600
300
120
1000
600
400
300
1000
800
600

Nextpage mm

SANMHO

SHBLS2-000 %42 (Milling Conditions)

WHI2

Work Material

BEE(mm)
Diameter

D2.0
D2.0
D2.0

et

BRE(mm)
Effective
Length

10
12
16

FE =R
Copper
Oxygen-free Copper
Red Copper
EiE(min-1) ﬁ%ﬁﬁfg
Speed (mm/min)

Feed
9500 600
8500 400
7000 300

*RBEETEE, BIRAIREEBEES,
* AFMANBMAS SR THEBBEDER;
*RIGRBEETE. REREKE, HIFEE.

Note:

HRC30-458% 2 )/ FafE i
HRC30-45 carbon steel
and prehardened steel

3% (min-1)
Speed
9500
8500
7000

EBLRE
(mm/min)
Feed
600
400

300

HRC45-553% X i
HRC45-55 hardened steel

3% (min-1)
Speed
8000
7000
6000

BARRE
(mm/min)
Feed
400
260

200

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum

spindle speed;

*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys;
*Recommend using anon-contact measuring device to avoid damaging the precision tip point.

27)
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Square




SHBLS47]i8Z 8 F 7] (4 Flutes Long Neck Square)

SHBLS47]:&# =8 7] (4 Flutes Long Neck Square) SAMHO
HB SD
{ =

RS 71D 7IR L1 B¥E&L2 #EMBta 2RL 7JHT HEd #EE
. Model Outside Length Effective Shank  Overall Number SIET] In
gﬁ.ﬁj‘ﬁg/m%/}gﬁi * OO $5& (Specialty) Number Diameter OfCut Length TaperAngle Length OfFlutes Diameter Stock
Highly recommend/Recommend/Suggest SHBLS4-020100 20 30 10 12° 50 4 4 o)
RV HIE R, BRI G H, EEEFOHIETEE, % ' ’
BEBNLBERE, SHBLS4-020120 20 30 12 12° 50 4 4 O
~ arbon steels * 4 3 = 48 n , —.;h. ‘?& o
e Aoy stees (SKISCHISUS) oot ohelalii SHBLS4-020160 2.0 3.0 16 12° 50 4 4 O
| Errreee o s o ™ SHBLS#020200 | 20 30 20 1 50 4 4 |0
T s sWeLs4o080 30 | 45 8 1 s 4 4 O
= uminum alloys O O
= Granhite A SHBLS4-030100 3.0 4.5 10 12 50 4 4 O
) Copper O [az] - _ °
47 s Cotice \g 3| /tha SHBLS4-030120 3.0 4.5 12 12 50 4 4 O 47
4Flutes wse Carbon fiber =2 | JI SHBLS4-030160 3.0 4.5 16 12° 50 4 4 O 4Flutes
#HEa® Titanium alloys .
@iisas  Heatresistantalloys g = SHBLS4-030200 3.0 45 20 12° 50 4 4 O
BAAE Cemented carbide D g— SHBLS4-030080-6 3.0 45 8 12° 50 4 6 O
TEREAA Hard brittle (non-metallic)material L |
SHBLS4-030100-6 3.0 4.5 10 12° 50 4 6 O
SHBLS4-030120-6 3.0 4.5 12 12° 50 4 6 O
SHBLS4-030160-6 3.0 4.5 16 12° 50 4 6 O
£ SHBLS4-030200-6 3.0 4.5 20 12° 50 4 6
¥ ERFIERIEMOR T, SET-eN
ﬁg *New sizeadded fromthisseries. O Stocked items.

BT 7) 2S 7]
Long Neck 3 Long Neck
Square - 2 Square

iR
Draft angle
A Ft2475% (Total 24 models) EB{IUnit (mm)
BISR 718D 7R L1 B¥EL2 #EMBta 2RL 7T WHEd #EE
Model Outside Length Effective Shank  Overall Number Shank In
Number Diameter Of Cut Length Taper Angle Length OfFlutes Diameter Stock

SHBLS4-010040 1.0 1.5 4 12° 50 4 4 O
SHBLS4-010060 1.0 1.5 6 12° 50 4 4 O
SHBLS4-010080 1.0 15 8 12° 50 4 4 O
SHBLS4-010100 1.0 1.5 10 12° 50 4 4 O
SHBLS4-015040 15 2.3 4 12° 50 4 4 O
SHBLS4-015060 1.5 2.3 6 12° 50 4 4 O
SHBLS4-015080 15 2.3 8 12° 50 4 4 O
SHBLS4-015100 15 23 10 12° 50 4 4 O
SHBLS4-020060 2.0 3.0 6 12° 50 4 4 O
SHBLS4-020080 2.0 3.0 8 12° 50 4 4 O
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4 Flutes

BEET)
Long Neck
Square

SHBLS4-000 %42 (Milling Conditions)

SAMHO

> ] L5 % HRC30-455% %48/ 7aE20 :
WHIH : P HRC30-45 carbon steel HRCAS-557 A H
Work Material Oxygen-free Copper HRC45-55 hardened steel
Red Copper and prehardened steel
BEmm) | AR ggmin.g)  EEBE L ggming)  BEER ) BEEE
Diameter Effective Speed (mm/min) Speed (mm/min) Speed (mm/min)
Length Feed Feed Feed
D1.0 4 13000 1300 13000 1300 12000 1200
D1.0 6 11000 1000 11000 1000 10000 800
D1.0 8 10000 800 10000 800 8500 700
D1.0 10 9000 500 9000 500 7500 500
D1.5 4 13000 1400 13000 1400 13000 1200
D15 6 11000 1200 11000 1200 10000 1000
D1.5 8 10000 1000 10000 1000 9000 900
D15 10 9000 900 9000 900 8500 800
D2.0 6 12000 1500 12000 1500 10000 1200
D2.0 8 11000 1300 11000 1300 9000 1000
D2.0 10 10000 1200 10000 1200 8000 800
D2.0 12 9000 900 9000 900 7000 700
D2.0 16 7500 700 7500 700 6000 600
D2.0 20 7000 400 7000 400 5500 300
D3.0 8 8500 2000 8500 2000 8000 1800
D3.0 10 8500 2000 8500 2000 8000 1800
D3.0 12 8000 1800 8000 1800 7000 1600
D3.0 16 7000 1400 7000 1400 6000 1200
D3.0 20 6500 1200 6500 1200 5500 1000
D3.0 8 8500 2000 8500 2000 8000 1800
D3.0 10 8500 2000 8500 2000 8000 1800
D3.0 12 8000 1800 8000 1800 7000 1600
D3.0 16 7000 1400 7000 1400 6000 1200
D3.0 20 6500 1200 6500 1200 5500 1000
et

*RBEERAHE, BIRLL O RERTES;

* RSB AA AN THEMIETIEIR,

*RIGRIERE. 28 RIS, BTIREE,

Note:

*Decrease both spindle speed and feed rate pro portionally when the milling para meters exceed the machine's maximum
spindle speed;

*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys;

*Recommend using anon-contact measuring device toavoid damaging the precision tip point.

SHBR27J%%7] (2 Flutes Ball)

SANMHO

3 HB SD R R
0-0.003 jum +0.005 g +0.007

R (Specialty)

R<3 R4~10

SIS
Highly recommend/Recommend/Suggest

BRI AR
o e cR AR S AT
& Carbon steels (S45C/S55C) *p 8 A S A LA T
SEH Alloy steels (SK/SCM/SUS) *Unique variable rake angle design;
i Prehardened steels (NAK/HPM) — *Tungsten steel with ultra-fine particles;
el Hardened steels (~55/~60/~70HRC) *Suitable for Automotive Mold milling.
$8BE Aluminum alloys
A& Graphite §
o) Copper T 2 R
it Plastics v/ g \ /f Bta
TR A Carbon fiber e E‘)’ o) ]
#Had Titanium alloys 5' 8 - % -
BRAEE Heat resistant alloys o C; L1 A
BEA® Cemented carbide QI DI L ‘
TERfEAA Hard brittle (non-metallic)material - - |

&5H3285% (Total 32 models)

B{IUnit(mm)

BISR 778D 71RL1 #EfMBTa 2L TET Wi d ==
Model Outside Length Shank Overall Number Shank In
Number Diameter  Of Cut Taper Angle Length  Of Flutes Diameter  Stock

SHBR2-002003 RO.1 0.3 12° 50 2 4 @)
SHBR2-0030045 R0.15 0.45 12° 50 2 4 @)
SHBR2-004006 RO.2 0.6 12° 50 2 4 @)
SHBR2-005008 R0.25 0.8 12° 50 2 4 @)
SHBR2-006009 RO.3 0.9 12° 50 2 4 @)
SHBR2-008012 R0.4 1.2 12° 50 2 4 @)
SHBR2-010015 RO.5 1.5 12° 50 2 4 O
SHBR2-015023 R0.75 2.3 12° 50 2 4 O
SHBR2-020030 R1 3 12° 50 2 4 O
SHBR2-030045-3 R1.5 45 - 50 2 3 O
SHBR2-030045-4 R1.5 45 12° 50 2 4 @)
SHBR2-030045-6 R1.5 45 12° 50 2 6 O
SHBR2-040060-4 R2 6 - 50 2 4 O
SHBR2-040060-6 R2 6 12° 50 2 6 O
SHBR2-050075 R2.5 7.5 12° 50 2 6 @)
SHBR2-060090 R3 9 - 50 2 6 O
SHBR2-060090-75 R3 9 - 75 2 6 O
SHBR2-060090-100 R3 9 - 100 2 6 O
SHBR2-080120 R4 12 - 60 2 8 O
SHBR2-080120-75 R4 12 2 75 2 8 O
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SHBR27]¥k7] (2 Flutes Ball) SHBR2-00017]HI%& % (Milling Conditions)

71D 7IRL1 $#EMABTa 2RL TNET WwWEd 7EE

Outside  Length Shank Overall Number Shank In

Diameter  Of Cut Taper Angle  Length Of Flutes Diameter Stock
SHBR2-080120-100 R4 12 B 100 2 8 O
SHBR2-080120-150 R4 12 ) 150 2 8 @) -l e :Eggziiﬁfﬂ/ﬁﬁ? Y
SHBR2-100150 R5 15 ) 75 2 10 O Work Material Oxy%eergfégg ;:rpper T o | HRC45-55 hardened steel
SHBR2-100150-100 R5 15 B 100 2 10 O s o " Ap Ae o " Ap Ae P " Ap Ae
SHBR2-100150-150 R5 15 . 150 2 10 O Radius of Ball Nose ‘?J:gé’ (mr;e/en;in) a\mxg\l) é;ndr?d)l (ngéﬁ) (mrFrL/ergin) (Amxgl) é;ndrpd)l (21;2‘;5) (mgl/ergin) &\mxgg é;nde)l
- SHBR2-120180 R6 18 § 75 2 12 O depth | depth depth | depth depth | depth -
3 Flutes SHBR2-120180-100 R6 18 - 100 2 12 O R1 30000 150 0.006| 0.006/ 30000 | 150 | 0.006 0.006 | 30000 150 0.006 | 0.006 3 Flutes
SHBR2-120180-150 R6 18 - 150 2 12 O R0.15 26000 300 0.01| 0 |26000| 300 001 O 24000 200 0.008 | 0.008
SHBR2-140200-150 R7 20 - 150 2 14 O RO.2 22000 400 | 0.015/ 0.015/ 22000 | 400 | 0.015) 0.015 | 22000 300 0.01 | 0.01
SHBR2-160240-150 RS 24 = 150 5 16 O R0.25 20000 | 400 | 0.015 0.015 20000 400 | 0.015 0.015| 22000 | 400 | 0.015 0.015
SHBR2-180250-150 R9 25 - 150 2 18 O RO.3 20000 800 | 0.02| 0.02 20000 800 | 0.02 | 0.02 | 20000 | 600 | 0.0150.015
SHBR2-200300-150 R10 30 - 150 2 20 O R0.4 18000 1200 0.02 | 0.03 | 18000 | 1200 0.02 | 0.03 | 20000 800 0.02 | 0.02
RO.5 16000 1200 0.03 | 0.04 | 16000 1200 0.03 | 0.04 | 18000 1000 0.02 | 0.03
RRSIERIEMOIRT . O B 17 o RO.75 16000 | 1500 | 0.03 | 0.05 16000| 1500 | 0.03 | 0.05 16000 1200 | 0.02 | 0.04
*New size added fromthisseries. O Stocked items.
R1 15000 1800 0.03 | 0.05| 15000 | 1800 0.03 | 0.05 | 14000 1800 0.02 | 0.05
R1 15000 1800 0.04 | 0.05| 15000 | 1800 0.04 | 0.05 | 14000 1800 0.02 | 0.05
R1.5 14000 2200 0.04 | 0.07 | 14000 2200 0.04 | 0.07 | 13000 2200 0.03 | 0.06
R1.5 14000 2200 0.05| 0.07 | 14000 | 2200 0.05 | 0.07 | 13000 2200 0.03 | 0.06
R1.5 14000 2200 0.04 | 0.07 | 14000 | 2200 0.04 | 0.07 | 13000 2200 0.03 | 0.06
R2 14000 2400 0.04 | 0.08 | 14000 | 2400 0.04 | 0.08 | 12000 2400 0.03 | 0.06
R2 14000 2400 0.05| 0.08 | 14000 | 2400 0.05 | 0.08 | 12000 2400 0.03 | 0.06
R2.5 12000 2600 0.05| 0.08 | 12000 | 2600 0.05 | 0.08 | 12000 2400 0.03 | 0.06
R3 12000 2600 0.05| 0.08 | 12000 | 2600 0.05 | 0.08 | 10000 2600 0.03 | 0.08
R4 10000 3000 0.05| 0.1 | 10000 | 3000 0.05] 0.1 9000 2800 0.03 ] 0.1
R5 9000 3000 0.05| 0.12 | 9000 3000 0.05 | 0.12 | 8000 2800 0.03 | 0.12 giﬁ
R6 9000 3000 0.05| 0.15| 9000 3000 0.05 | 0.15 | 7000 2800 0.03 | 0.12
R7 7000 3000 0.08 | 0.15| 7000 3000 0.08 | 0.15 | 6000 2800 0.03 | 0.15
R8 6000 3000 0.08 | 0.15| 6000 3000 0.08 | 0.15 | 5500 2800 0.03 | 0.15
R9 5000 3000 0.08 | 0.15| 5000 3000 0.08 | 0.15 | 4500 2800 0.03 | 0.15
R10 4500 3000 0.08 | 0.15| 4500 3000 0.08 | 0.15 | 4000 2800 0.03 | 0.15

U EMT 28 E REREIE, RMH KRB HFIR G RERELS;

*AFRAMBEMAS SN THE MM TIEIR;

* R EEIETLES, SH IR L AP R A A

Note:

*The above milling parameters are calculated based on 3D. Decrease both spindle speed and feed rate proportionally if
the overhanglength exceeds 3xD;

*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys;

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum
spindle speed.
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2 Flutes

EEIRT]
Long Neck
Ball

SHBR27])E# = BYEk 7] (2 Flutes Long Neck Ball)

SAMHO

RIS/ EE RS

Highly recommend/Recommend/Suggest

BAH DIE STEEL HES (Grade)
ves) Carbon steels (S45C/S55C) O
Fefaaii] Alloy steels (SK/SCM/SUS)

FaRESHE Prehardened steels (NAK/HPM)
RN Hardened steels (~55/~60/~70HRC) )
P Aluminum alloys O
=3 Graphite

EiE Copper

il Plastics

TR Carbon fiber

HEE Titanium alloys

BiAEsE Heat resistant alloys

BEAE Cemented carbide

iy Hard brittle (non-metallic)material

AE778Y%E (Total 77 models)

itk 71D 7JR L1 BAMEL2 i#EMHBTa
Model Outside Length Effective
Number Diameter OfCut Length
SHBLR2-002005 RO.1 0.2 0.5
SHBLR2-002010 RO.1 0.2 1
SHBLR2-002015 RO.1 0.2 1.5
SHBLR2-003010 R0.15 0.3 1
SHBLR2-003015 R0.15 0.3 15
SHBLR2-003020 R0.15 0.3 2
SHBLR2-003030 R0.15 0.3 3
SHBLR2-004010 R0.2 0.4 1
SHBLR2-004020 RO.2 0.4 2
SHBLR2-004030 R0.2 0.4 3
SHBLR2-004040 RO.2 0.4 4
SHBLR2-005010 R0.25 0.5 1
SHBLR2-005020 R0.25 0.5 2
SHBLR2-005040 R0.25 0.5 4
SHBLR2-005060 R0.25 0.5 6
SHBLR2-005080 R0.25 0.5 8
SHBLR2-006020 RO.3 0.6 2
SHBLR2-006040 RO.3 0.6 4
SHBLR2-006060 RO.3 0.6 6
SHBLR2-006080 RO.3 0.6 8
SHBLR2-008020 R0.4 0.8 2
SHBLR2-008040 R0.4 0.8 4

HB SD R
0-0'003 10.005

¥5 & (Specialty)

BEVEHEERE, BRI &8, BEEIIFHIE R,
RESNEBERE,

*BREHBRIERE, B EME, ER MM,

*BEEHRC28~521E A 80, RE#HM T,

*Unique U-shaped chip removal groove design can effectively reduce cutting load,

have better chip removal performance, and obtain higher metal removal rate.
*Unique HB series coating for more wear resistance and higher heat resistance.
*Suitable for HRC28~ 52 die steel, stainless steel processing.

¢D)I’
¢ d

L1

¢ D-0.01(D<4)

B{IUnit(mm)

2RL

WwEd 7EE
Shank In

TNET

Shank Overall Number

Taper Angle Length OfFlutes Diameter Stock

12° 50 2 4 O
12° 50 2 4 O
12° 50 2 4 @)
12° 50 2 4 O
12° 50 2 4 @)
12° 50 2 4 @)
12° 50 2 4 @)
12° 50 2 4 @)
12° 50 2 4 @)
12° 50 2 4 @)
12° 50 2 4 @)
12° 50 2 4 @)
12° 50 2 4 @)
12° 50 2 4 O
12° 50 2 4 O
12° 50 2 4 @)
12° 50 2 4 @)
12° 50 2 4 O
12° 50 2 4 @)
12° 50 2 4 @)
12° 50 2 4 @)
12° 50 2 4 O

Nextpage e

Bugh
Model
Number

SHBLR2-008060
SHBLR2-008080
SHBLR2-009020
SHBLR2-009040
SHBLR2-009060
SHBLR2-009080
SHBLR2-010020
SHBLR2-010040
SHBLR2-010060
SHBLR2-010080
SHBLR2-010100
SHBLR2-010120
SHBLR2-010140
SHBLR2-010160
SHBLR2-015040
SHBLR2-015060
SHBLR2-015080
SHBLR2-015100
SHBLR2-015120
SHBLR2-015140
SHBLR2-015160
SHBLR2-020040
SHBLR2-020060
SHBLR2-020080
SHBLR2-020100
SHBLR2-020120
SHBLR2-020160
SHBLR2-020040-6
SHBLR2-020060-6
SHBLR2-020080-6
SHBLR2-020100-6
SHBLR2-020120-6
SHBLR2-020160-6
SHBLR2-030060

SHBLR27]:E#%5 BYEK 7] (2 Flutes Long Neck Ball)

71D 7R L1 BMEL2 #EMABTa

Outside
Diameter

RO.4
R0.4
R0.45
R0.45
R0.45
R0.45
RO.5
RO.5
R0.5
RO.5
RO.5
RO.5
RO.5
RO.5
RO.75
RO.75
RO.75
RO.75
RO.75
RO.75
RO.75
R1
R1
R1
R1
R1
R1
R1
R1
R1
R1
R1
R1
R1.5

Length
Of cut

e e e i © ©O ©o o o o

Effective
Length

o oo A N O O B~ N OO O

O S N
o M M O

10
12
14
16

10
12
16

10
12
16

78T

Number

WwEd #EE
Shank In

Taper Angle Length OfFlutes Diameter Stock

2RL
Shank Overall
12° 50
12° 50
12° 50
12° 50
12° 50
12° 50
12° 50
12° 50
12° 50
12° 50
12° 50
12° 50
12° 50
12° 50
12° 50
12° 50
12° 50
12° 50
12° 50
12° 50
12° 50
12° 50
12° 50
12° 50
12° 50
12° 50
12° 50
12° 60
12° 60
12° 60
12° 60
12° 60
12° 60
12° 50

N

N N NN NN DN DN DN DN RN DNDNDNDNDNDNDNDNDDNDNDNDNDNDDNDNDNDNDDNDNDDNDNDDNDDNDNDNDDNDDNDDN

A~ o0 o o o o o » A M b b DB DM DM BB BB DM DD DD D2 BB D> PP DM DD DD DM B> P DD

OO0O00OO00OO0OOOOOOLOOLOLOOLOLOOLOOOOLOOLOOLO OOOO O
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SHBR27])E# = BYEk 7] (2 Flutes Long Neck Ball)

BUgE
Y [oYe [
Number

SHBLR2-030080
SHBLR2-030100
SHBLR2-030120
SHBLR2-030160
SHBLR2-030200
SHBLR2-030060-6
SHBLR2-030080-6
SHBLR2-030100-6
SHBLR2-030120-6
SHBLR2-030160-6
SHBLR2-030200-6
SHBLR2-040080
SHBLR2-040100
SHBLR2-040120
SHBLR2-040160
SHBLR2-040200
SHBLR2-040080-6
SHBLR2-040100-6
SHBLR2-040120-6
SHBLR2-040160-6
SHBLR2-040200-6

ERFERITEMBIR T,

*New size added fromthisseries.

77D 7R L1 BREL2
Length
Of Cut

Outside
Diameter

R1.5
R1.5
R1.5
R1.5
R1.5
R1.5
R1.5
R1.5
R1.5
R1.5
R1.5
R2
R2
R2
R2
R2
R2
R2
R2
R2
R2

w

A A M D DM DD DD DM BB P W WO LOWWW W W W W

#EMABTa 2RL 7JH®T HEd #EE
Effective Shank Overall Number Shank In
Length TaperAngle Length OfFlutes Diameter Stock
8 12° 50 2 4 O
10 12° 50 2 4 O
12 12° 50 2 4 O
16 12° 50 2 4 O
20 12° 50 2 4 O
6 12° 60 2 6 O
8 12° 60 2 6 O
10 12° 60 2 6 O
12 12° 60 2 6 O
16 12° 60 2 6 O
20 12° 60 2 6 O
8 12° 50 2 4 O
10 12° 50 2 4 O
12 12° 50 2 4 O
16 12° 50 2 4 O
20 12° 50 2 4 O
8 12° 60 2 6 O
10 12° 60 2 6 @)
12 12° 60 2 6 @)
16 12° 60 2 6 O
20 12° 60 2 6 O
O #EEHF Mo

O Stockeditems.

WHI4

Work Material

R BHER(mMm)
Radius of Effective
Ball Nose Length

RO.1 0.5
RO.1 1

RO.1 15
R0.15 1

R0.15
R0O.15
R0.15
R0.2
R0.2
RO.2
R0.2
R0.25
R0.25
R0.25
R0.25
R0.25
RO.3
RO.3
RO.3
RO.3
RO.4
RO.4
RO.4
R0.4
R0.45
R0.45
R0.45
R0.45
R0O.5
R0O.5
R0O.5
R0O.5
R0O.5
R0.5
R0O.5

[a

=
ES (6]

SHBLR2-000tJ]HIZ 4% (Milling Conditions)

Copper
Oxygen-free Copper
Red Copper

(mgffl) (mf/ﬁin) (n/mﬂ
Speed Feed Axial
depth
30000 150 0.006
30000 100 0.006
30000 100 0.003
28000 300 0.01
28000 300 0.008
24000 200 0.007
20000 100 0.005
24000 600 0.01
24000 400 0.01
20000 300 0.008
18000 150 0.005
22000 800 0.015
22000 800 0.015
18000 400 0.01
14000 200 0.005
14000 100 0.003
20000 1000 0.02
17000 500 0.015
15000 400 0.01
14000 200 0.005
18000 1200 0.03
18000 800 0.02
14000 500 0.01
14000 300 0.01
17000 1400 0.03
17000 1200 0.03
15000 800 0.02
13000 500 0.01
16000 1500 0.03
16000 1300 0.03
16000 1000 0.03
14000 500 0.02
12000 400 0.01
11000 300 0.01
10000 250 0.01

Ae
(mm)
Radidl
depth
0.006
0.006
0.003
0.01
0.008
0.007
0.005
0.02
0.015
0.008
0.005
0.02
0.02
0.01
0.005
0.003
0.02
0.02
0.02
0.01
0.03
0.03
0.03
0.02
0.04
0.04
0.03
0.03
0.05
0.05
0.05
0.04
0.03
0.02
0.02

HRC30-45k% & i) /TarE
HRC30-45 carbon steel

and prehardened steel
7 A Ap Ae
mgifl) (mm/min)| (mm) | (mm)

Feed Axial |Radidl
Speed depth | depth

30000 150 | 0.006 | 0.006
30000 100 | 0.006| 0.006
30000 100 | 0.003|0.003
28000 300 0.01 | 0.01
28000, 300 | 0.008|0.008
24000 200 | 0.007|0.007
20000 100 | 0.005| 0.005
24000, 600 0.01 | 0.02
24000 400 0.01 | 0.015
20000 | 300 | 0.008 0.008
18000 150 | 0.005] 0.005
22000, 800 | 0.015| 0.02
22000, 800 | 0.015| 0.02
18000 | 400 0.01 | 0.01
14000| 200 | 0.005 0.005
14000 100 | 0.003|0.003
20000, 1000 | 0.02 | 0.02
17000 | 500 |0.015| 0.02
15000 | 400 0.01 | 0.02
14000 | 200 | 0.005| 0.01
18000 | 1200 | 0.03 | 0.03
18000 | 800 0.02 | 0.03
14000 | 500 0.01 | 0.03
14000 | 300 0.01 | 0.02
17000 | 1400 | 0.03 | 0.04
17000 | 1200 | 0.03 | 0.04
15000 | 800 0.02 | 0.03
13000 | 500 0.01 | 0.03
16000 | 1500 | 0.03 | 0.05
16000 | 1300 | 0.03 | 0.05
16000 | 1000 | 0.03 | 0.05
14000 | 500 0.02 | 0.04
12000| 400 0.01 | 0.03
11000 | 300 0.01 | 0.02
10000 | 250 0.01 | 0.02

—

HRC45-55% N §f
HRC45-55 hardened steel

233 A Ap Ae
(min-1) | (mm/min) | (mm) | (mm)
Speed Feed Axial |Radidl
depth | depth

30000 120 0.006| 0.006
30000 100 0.003 0.003
30000 100 0.003{ 0.003
26000 200 0.006| 0.006
26000 200 0.004| 0.004
24000 150 0.003 0.003
18000 100 0.003| 0.003
20000 500 0.01 | 0.01
20000 400 0.008| 0.01
18000 300 0.006| 0.006
16000 150 0.003| 0.003
20000 600 0.01 | 0.01
18000 600 0.01 | 0.01
16000 300 0.008| 0.008
14000 150 0.008| 0.008
14000 100 0.003] 0.003
20000 800 0.02 | 0.02
15000 500 0.01| 0.01
13000 300 0.008| 0.008
13000 150 0.005| 0.005
18000 1200 0.02 | 0.02
18000 800 0.02 | 0.02
16000 600 0.01 | 0.02
15000 400 0.005| 0.01
17000 1300 0.02 | 0.03
17000 1000 0.02 | 0.03
13000 600 0.01 | 0.02
12000 400 0.01 | 0.02
14000 1200 0.02 | 0.03
14000 1000 0.02 | 0.03
14000 800 0.02 | 0.03
12000 500 0.01 | 0.02
12000 400 0.01 | 0.02
10000 300 0.01 | 0.02
10000 200 0.008| 0.01
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SHBLR2-000t1H % & (Milling Conditions) SHBLR2-0007JH41 £ 42 (Milling Conditions)
WA e MR HRCAS-55728 wHIH iy he b HRCAS. 55732480
Work Material OXYiee"d'fcf::g:fPef L L HRC45-55 hardened steel Work Material oxngee"d'fcrz;;:fPer T e e HRC45-55 hardened steel
*E BRRMmM) | #iF = Ap | Ae | g i Ap Ae i ' Ap Ae FE BRR(Mm) | #@E & Ap | Ae | @ g | Ap | Ae i ' Ap Ae
Radius of Effective | (min-1) | (mm/min) | (mm) | (mm) | (niq_1)|(mm/min)| (mm) | (mm) | (min-1) | (mm/min) | (mm) | (mm) Radius of Effective | (min-1) | (mm/min) | (mm) | (mm) | (min-1) | (mm/min)| (mm) | (mm) | (min-1) | (mm/min) | (mm) | (mm)
Ball Nose Length Speed Feed cIA:;I)iL I(?jaeglt?ll Speed Feed c?é(;l)ilg I}jzgﬂl Speed Feed (?é(;}l-. I;zt;;cllql Ball Nose Length Speed Feed (?ex;)?:l ﬁzc'ialtcrl‘l Speed Feed é\;(;?rl] I(?jchi)ltt:‘l Speed Feed cll-\é(;)zta:‘ ?ichiylt?\l
2F2lzies R0.5 16 10000 200 0.01 | 0.01 110000/ 200 0.01 | 0.01 | 10000 200 0.005| 0.01 R2 16 14000 2400 0.04 | 0.07 | 14000 | 2400 0.04 | 0.07 | 12000 2200 0.03 | 0.07 2F2lz:::es
RO.75 4 16000 1600 |0.03 | 0.06 | 16000 | 1600 0.03 | 0.06 | 16000 1400 0.02 | 0.04 R2 20 12000 2000 0.04 | 0.07 | 12000 | 2000 0.04 | 0.07 | 11000 2000 0.03 | 0.07
RO.75 6 16000 1400 |0.03 | 0.06 | 16000 | 1400 0.03 | 0.06 | 14000 1200 0.02 | 0.04 R2 8 14000 2400 0.05 | 0.07 | 14000 | 2400 0.05 | 0.07 | 12000 2200 0.03 | 0.07
RO.75 8 16000 1200 |0.03 | 0.05 | 16000 | 1200 0.03 | 0.05 | 13000 1000 0.02 | 0.04 R2 10 14000 2400 0.05 | 0.07 | 14000 | 2400 0.05 | 0.07 | 12000 2200 0.03 | 0.07
RO.75 10 12000 800 0.02 | 0.05 | 12000 800 0.02 | 0.05 | 12000 600 0.01 | 0.04 R2 12 14000 2400 0.05 | 0.07 | 14000 | 2400 0.05 | 0.07 | 12000 2200 0.03 | 0.07
R0.75 12 10000 500 0.02 | 0.04 | 10000 500 0.02 | 0.04 | 11000 500 0.01 | 0.04 R2 16 14000 2200 0.04 | 0.07 | 14000 | 2200 0.04 | 0.07 | 12000 2200 0.03 | 0.07
R0.75 14 10000 400 |0.01 | 0.03 | 10000 | 400 0.01 | 0.03 | 10000 400 0.01 | 0.02 R2 20 12000 | 2000 | 0.04 | 0.07 | 12000 | 2000 | 0.04 | 0.07 | 11000 2000 | 0.03 | 0.07
R0.75 16 8000 300 0.01 | 0.03 | 8000 300 0.01 | 0.03 | 9000 300 0.01 | 0.01 e Note:
R1 4 16000 1800 |0.03 | 0.06 | 16000 | 1800 0.03 | 0.06 | 16000 2000 0.03 | 0.06 *EOBENR AR, SRR RERNES *Decrease both spindle speed and feed rate proportionally when the milling
R1 6 15000 1800 |0.03 | 0.06 | 15000 1800 | 0.03 | 0.06 | 14000 | 1800 | 0.03 | 0.06 * AR G S A9 TR R, parameters exceed the machine’s maximum spindle speed;
*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys.
R1 8 15000 1800 |0.03 | 0.06 | 15000 | 1800 0.03 | 0.06 | 14000 1800 0.03 | 0.06
R1 10 15000 1800 |0.03 | 0.06 | 15000 | 1800 0.03 | 0.06 | 14000 1800 0.03 | 0.06
R1 12 13000 1600 |0.03 | 0.06 | 13000 | 1600 0.03 | 0.06 | 12000 1400 0.02 | 0.06
R1 16 10000 1000 |0.02 | 0.06 | 10000 | 1000 0.02 | 0.06 | 10000 1000 0.02 | 0.06
R1 4 16000 1800 |0.03 | 0.06 | 16000 | 1800 0.03 | 0.06 | 16000 2000 0.03 | 0.06
R1 6 15000 1800 |0.03 | 0.06 | 15000 | 1800 0.03 | 0.06 | 14000 1800 0.03 | 0.06
R1 8 15000 1800 |0.03 | 0.06 | 15000 | 1800 0.03 | 0.06 | 14000 1800 0.03 | 0.06
R1 10 15000 1800 |0.03 | 0.06 | 15000 | 1800 0.03 | 0.06 | 14000 1800 0.03 | 0.06
R1 12 13000 1600 |0.03 | 0.06 | 13000 | 1600 0.03 | 0.06 | 12000 1400 0.02 | 0.06
R1 16 10000 1000 |0.02 | 0.06 | 10000 | 1000 0.02 | 0.06 | 10000 1000 0.02 | 0.06
fﬁ{g R1.5 6 14000 | 2200 |0.05| 0.07 | 14000 2200 | 0.05 | 0.07 | 13000 | 2200 | 0.03 | 0.07 fﬁﬁﬁ
Ball R1.5 8 14000 2200 |0.05| 0.07 | 14000 | 2200 0.05 | 0.07 | 13000 2200 0.03 | 0.07 Ball
R1.5 10 14000 2200 |0.05 | 0.07 | 14000 | 2200 0.05 | 0.07 | 13000 2200 0.03 | 0.07
R1.5 12 14000 2200 |0.04 | 0.07 | 14000 | 2200 0.04 | 0.07 | 13000 2200 0.03 | 0.07
R1.5 16 12000 2000 |0.03 | 0.07 | 12000 | 2000 0.03 | 0.07 | 11000 2000 0.03 | 0.07
R1.5 20 11000 1000 |0.03 | 0.07 | 11000 | 1000 0.03 | 0.07 | 10000 1000 0.02 | 0.07
R1.5 6 14000 2200 |0.05 | 0.07 | 14000 | 2200 0.05 | 0.07 | 13000 2200 0.03 | 0.07
R1.5 8 14000 2200 |0.05| 0.07 | 14000 | 2200 0.05 | 0.07 | 13000 2200 0.03 | 0.07
R1.5 10 14000 2200 |0.05| 0.07 | 14000 | 2200 0.05 | 0.07 | 13000 2200 0.03 | 0.07
R1.5 12 14000 2200 |0.04 | 0.07 | 14000 | 2200 0.04 | 0.07 | 13000 2200 0.03 | 0.07
R1.5 16 12000 2000 |0.03 | 0.07 | 12000 | 2000 0.03 | 0.07 | 11000 2000 0.03 | 0.07
R1.5 20 11000 1000 | 0.03 | 0.07 | 11000 | 1000 0.03 | 0.07 | 10000 1000 0.02 | 0.07
R2 8 14000 2400 |0.05 | 0.07 | 14000 | 2400 0.05 | 0.07 | 12000 2200 0.03 | 0.07
R2 10 14000 2400 |0.051 0.07 | 14000 | 2400 0.05 | 0.07 | 12000 2200 0.03 | 0.07
R2 12 14000 2400 |0.05| 0.07 | 14000 | 2400 0.05 | 0.07 | 12000 2200 0.03 | 0.07
Nextpage mmms




SHBSR47][E 7] (4 Flutes Radius) SHBSR47][E 7] (4 Flutes Radius)
HB SD R R
R<3  R4~10 - -

o 7D 7ELL  EfCR #EMABta £EL  7WMT  WEd  AE
gﬁ.ﬂ?&%/ﬁ%/gﬁ * OO Outside  Length Radius Shank Overall Number Shank In
Highly recommend/Recommend/Suggest Diameter  Of Cut Taper Angle Length Of Flutes Diameter Stock

e SIEeTEE R Graco) :g:ﬁﬁ;ﬁ% &;;M;H SHBSR4-04005080-6 4 8 RO.5 12° 50 4 6 O
A Carbon steels (545C/555C) 10 P 55 S LT SHBSR4-04005080-75 4 8 R0.5 - 75 4 4 O
Er= Alloy steels (SK/SCM/SUS) *Special U-shapedchipevacuationgroove design; SHBSR4-04010080-75 4 8 R1 - 75 4 4 O
RS Prehardened steels (NAK/HPM) *Tungsten steel with ultra-fine particles; o
A Hardened steels (~55/~60/~70HRC) O *Suitable for Automotive Mold milling. SHBSR4-05005100 5 10 R0.5 12 50 4 6 O
_ SHBSR4-05010100 5 10 R1 12° 50 4 6 O
— e - - § CR I SHBSR4-06002120 6 12 RO.2 : 50 4 6 O
- " Cope a5 g i T 1T SHBSR4-06005120 6 12 RO.5 - 50 4 6 O .
4 Flutes ﬁﬁ:ﬁﬁﬁ Caarstt)IoC: fiber g o S Q“Tz SHBSR4-06010120 6 12 R1 R 50 4 6 O 4 Flutes
saw Titanium alloys °2 2 ) i L ! SHBSR4-06002120-75 6 12 R0.2 - 75 4 6 O
B oot recitantalloys Dl SHBSR4-06005120-75 6 12 RO.5 - 75 4 6 O
L SHBSR4-06010120-75 6 12 R1 - 75 4 6 O
SHBSR4-06002120-100 6 12 R0.2 - 100 4 6 O
SHBSR4-06005120-100 6 12 RO.5 - 100 4 6 O
& 5t648¢5E (Total 64 models) EfiiUnit(mm) SHBSR4-06010120-100 6 12 RL : 100 4 0 O
o (R — e SHBSR4-08005160 8 16 R0.5 - 60 4 8 O
Model Outside Length Radius Shank Overall Number  Shank In CHECER0S0rDIDD J o Rl : el 4 8 O
Number Diameter  Of Cut Taper Angle Length OfFlutes Diameter Stock SHBSR4-08005160-75 8 16 R0.5 - 75 4 8 O
SHBSR4-01001020 1 2 RO.1 12° 50 4 4 O SHBSR4-08010160-75 8 16 R1 - 75 4 8 @)
SHBSR4-01002020 1 2 RO.2 12° 50 4 4 O SHBSR4-08005200-100 8 20 RO.5 - 100 4 8 O
SHBSR4-01502030 15 3 RO.2 12° 50 4 4 O SHBSR4-08010200-100 8 20 R1 = 100 4 8 @)
SHBSR4-01503030 1.5 3 RO.3 12° 50 4 4 O SHBSR4-08005200-150 8 20 RO.5 - 150 4 8 @)
SHBSR4-01505030 15 3 RO.5 12° 50 4 4 O SHBSR4-08010200-150 8 20 R1 = 150 4 8 @)
SHBSR4-02002040 2 4 R0.2 12° 50 4 4 O SHBSR4-10005200 10 20 RO.5 - 75 4 10 O
SHBSR4-02003040 2 4 RO.3 12° 50 4 4 O SHBSR4-10010200 10 20 R1 - 75 4 10 O
SHBSR4-02005040 2 4 RO.5 12° 50 4 4 O SHBSR4-10005250-100 10 25 RO.5 - 100 4 10 O
SHBSR4-02002040-6 2 4 R0.2 12° 50 4 6 @) SHBSR4-10010250-100 10 25 R1 - 100 g 10 @)
SHBSR4-02003040-6 2 4 RO.3 12° 50 4 6 @) SHBSR4-10005250-150 10 25 R0.5 - 150 4 10 O
ﬁzs SHBSR4-02005040-6 2 4 RO.5 12° 50 4 6 O SHBSR4-10010250-150 10 25 R1 = 150 4 10 O Ezs

SHBSR4-03002060 3 6 R0.2 12° 50 4 4 O SHBSR4-12005240 12 24 R0.5 - 75 4 12 O
SHBSR4-03003060 3 6 RO.3 12° 50 4 4 O SHBSR4-12010240 12 24 R1 i 75 4 12 @)
SHBSR4-03005060 3 6 RO.5 12° 50 4 4 O SHBSR4-12005300-100 12 30 RO.5 - 100 4 12 O
SHBSR4-03002060-6 3 6 R0.2 12° 50 4 6 O SHBSR4-12010300-100 12 30 R1 - 100 4 12 O
SHBSR4-03003060-6 3 G RO.3 12° 50 4 6 O SHBSR4-12005300-150 12 30 R0.5 - 150 4 12 O
SHBSR4-03005060-6 3 6 R0.5 12° 50 4 6 O SHBSR4-12010300-150 12 30 R1 - 150 4 12 @)
SHBSR4-04002080 4 8 RO.2 - 50 4 4 O SHBSR4-14010350-150 14 35 R1 - 150 4 14 O
SHBSR4-04003080 4 8 RO.3 B, 50 4 4 O SHBSR4-14020350-150 14 35 R2 = 150 4 14 O
SHBSR4-04005080 4 8 RO.5 - 50 4 4 O SHBSR4-16010400-150 16 40 R1 - 150 4 16 O
SHBSR4-04002080-6 4 8 RO.2 12° 50 4 6 O SHBSR4-16020400-150 16 40 R2 = 150 4 16 O

SHBSR4-04003080-6 4 8 R0.3 12° 50 4 6 O Next page mme
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SHBSR47]EfA7] (4 Flutes Radius)

435164845 (Total 64 models)

itk 7D 7IRL1

Model Outside  Length

Number Diameter Of Cut
SHBSR4-18010450-150 18 45
SHBSR4-18020450-150 18 45
SHBSR4-20010400-150 20 40
SHBSR4-20020400-150 20 40

*RARFIEMITBMBIR T,
*Newsizeadded fromthisseries.

47)
4 Flutes

BT

Radius

EIfiCR  #fEfBta 2RL TIET wEd
Radius Shank Overall Number Shank
Taper Angle Length OfFlutes Diameter
R1 - 150 4 18
R2 - 150 4 18
R1 - 150 4 20
R2 - 150 4 20
O #ETF .

O Stockeditems.

SAMHO

BUnit(mm)

£

In
Stock

ONONONO)

BT H A4
Work Material

BEf€/RA(mm)
Diameter
/Radius

D1R0.1
D1R0.2
D1.5R0.2
D1.5R0.3
D1.5R0.5
D2R0.2
D2R0.3
D2R0.5
D2R0.2
D2R0.3
D2R0.5
D3R0.2
D3R0.3
D3R0.5
D3R0.2
D3R0.3
D3R0.5
D4R0.2
D4R0.3
D4R0.5
D4R0.2
D4RO0.3
D4R0.5
D4R0.5
D4R1
D5R0.5
D5R1
D6R0.2
D6RO0.5
D6R1
D6RO0.2
D6R0.5
D6R1
D6RO0.2
D6RO0.5

SHBSR4-0001]l %142 (Milling Conditions)

iR A R
Copper
Oxygen-free Copper
Red Copper
EiR(min-1) IE%EE
Speed (mm/min)

Feed

15000 1000
15000 1000
14000 1500
14000 1500
14000 1500
14000 1500
14000 1500
14000 1500
14000 1800
14000 1800
14000 1800
13000 1800
13000 1800
13000 1800
13000 2000
13000 2000
13000 2000
12000 2000
12000 2000
12000 2000
12000 2200
12000 2200
12000 2200
12000 2000
12000 2000
12000 2200
12000 2200
11000 2400
11000 2400
11000 2400
11000 2400
11000 2400
11000 2400
11000 2400
11000 2400

HRC30-45k% &/ FarE i
HRC30-45 carbon steel
and prehardened steel

iR (min-1)
Speed
15000
15000
14000
14000
14000
14000
14000
14000
14000
14000
14000
13000
13000
13000
13000
13000
13000
12000
12000
12000
12000
12000
12000
12000
12000
12000
12000
11000
11000
11000
11000
11000
11000
11000
11000

ELLEE
(mm/min)
Feed
1000
1000
1500
1500
1500
1500
1500
1500
1800
1800
1800
1800
1800
1800
2000
2000
2000
2000
2000
2000
2200
2200
2200
2000
2000
2200
2200
2400
2400
2400
2400
2400
2400
2400
2400

HRC45-557% X §ff
HRC45-55 hardened steel

E#E(min-1)
Speed
12000
12000
12000
12000
12000
12000
12000
12000
12000
12000
12000
11000
11000
11000
11000
11000
11000
10000
10000
10000
10000
10000
10000
10000
10000
10000
10000
9000
9000
9000
9000
9000
9000
9000
9000

(mm/min)
Feed

1000
1000
1200
1200
1200
1500
1500
1500
1800
1800
1800
1800
1800
1800
2000
2000
2000
2000
2000
2000
2000
2000
2000
2000
2000
2200
2200
2400
2400
2400
2400
2400
2400
2400
2400
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SHBSR4-000t7]H %42k (Milling Conditions) SAMHO SAMHO SHBLSR27]:& == 8I[E /7] (2Flutes Long Neck Radius)
[ . HB SD R
MG : E
5 MRS 37) 5R 5 HRC30-45% % 48/ FR83H l — . s i e
W+ Copper . HRC45-553% A:§ff
: HRC30-45 carbon steel
Work Material Oxygen-free Copper and prehardened steel HRC45-55 hardened steel -
Red Copper IR /R & 15 (Specialty)
BEf®/RA(mm) 5% (min-1) EAEE $5%(min-1) TELAEE 55 (min-1) A Highly recommend/Recommend/Suggest
- in- in- in-
Diameter ls_ ced (mm/min) Speed (mm/min) LS_ ced (mm/min) REBVEHIE R, B ETE G H, EEEFOHIETEE, %
/Radius P Feed P Feed P Feed 'EST“ — EEE S BESHEBERE,
- arbon stee’s L9 *BEHBRIIEE, BT EME, Em I &it.
D6R1 11000 2400 11000 2400 9000 2400 GE= Alloy steels (SK/SCM/SUS) ) “EEHRC28~521E B38, REEEM T
D8 RO0.5 9000 2600 9000 2600 8000 2600 R Prehardened steels (NAK/HPM) *Unique U-shaped chip removal groove design can effectively reduce cutting load,
RN Hardened steels (~55/~60/~70HRC) Q have better chip removal performance, and obtain higher metal removal rate. 27]
D8R1 9000 2600 9000 2600 8000 2600 *Unique HB series coating for more wear resistance and higher heat resistance.
s *Suitable for HRC28~ 52 die steel, stainless steel processing. 2 Flutes
D8RO0.5 9000 2600 9000 2600 8000 2600 B Aluminum alloys O
D8RI 9000 2600 9000 2600 8000 2600 o e ~
47] D8RO0.5 9000 2600 9000 2600 8000 2600 g Plastics \éll CR /tha
4 Flutes T Carbon fiber = 1
D8R1 9000 2600 9000 2600 8000 2600 Gas oo alloys = % ==ﬂ 7777777 ﬂ 3
D8RO0.5 9000 2600 9000 2600 8000 2600 Bitas Heat resistant alloys o 4‘4— 4
- - o1 L2
D8R1 9000 2600 9000 2600 8000 2600 e Cemented carbide a L ‘
L5 et g Hard brittle (non-metallic)material S - -
D10 R0.5 8000 2600 8000 2600 7000 2600
DI0OR1 8000 2600 8000 2600 7000 2600
D10 R0.5 8000 2600 8000 2600 7000 2600 P . o .
D10 R 8000 2600 8000 2600 1000 2600 & 51698 3% (Total 69 models) E{iIUnit(mm)
D10 R0.5 8000 2600 8000 2600 7000 2600 BUSR 77D 7IRL1 A¥ERL2 EFCR #EMABta =2RL 7I#T g d =
D10 R1 8000 2600 8000 2600 7000 2600 Model Outside Length Effective Radius Shank Overall Number Shank In
Number Diameter OfCut Length Taper Angle Length Of Flutes Diameter Stock
D12 R0.5 7500 3000 7500 3000 6500 2600
SHBLSR2-002005005 D0.2 0.16 0.5 R0.05 12° 50 2 4 O
D12 R1 7500 3000 7500 3000 6500 2600
SHBLSR2-002005010 D0.2 0.16 1 R0.05 12° 50 2 4 O
D12 RO.5 7500 3000 7500 3000 6500 2600
SHBLSR2-002005015 D0.2 0.16 1.5 R0.05 12° 50 2 4 O
D12 R1 7500 3000 7500 3000 6500 2600
SHBLSR2-002005020 D0.2 0.16 2 R0.05 12° 50 2 4 O
D12 R0O.5 7500 3000 7500 3000 6500 2600
SHBLSR2-003005005 D0.3 0.25 0.5 R0.05 12° 50 2 4 O
D12 R1 7500 3000 7500 3000 6500 2600
SHBLSR2-003005010 D0.3 0.25 1 R0.05 12° 50 2 4 O
D14R1 6500 3000 6500 3000 6000 2800
SHBLSR2-003005015 D0.3 0.25 1.5 R0.05 12° 50 2 4 O
D14 R2 6500 3000 6500 3000 6000 2800
SHBLSR2-003005020 D0.3 0.25 2 R0.05 12° 50 2 4 O
D16R1 5500 3200 5500 3200 5000 2800
SHBLSR2-003005030 D0.3 0.25 3 R0.05 12° 50 2 4 O
D16 R2 5500 3200 5500 3200 5000 2800
SHBLSR2-004005010 D0.4 0.32 1 R0.05 12° 50 2 4 O
D18R1 4500 3000 4500 3000 4000 2800
Efa7 SHBLSR2-004005020 D0.4 0.32 2 R0.05 12° 50 2 4 O
Radius D18 R2 4500 3000 4500 3000 4000 2800
SHBLSR2-004005030 D0.4 0.32 3 R0.05 12° 50 2 4 O
D20 R1 4000 2800 4000 2800 3500 2600
SHBLSR2-004005040 D0.4 0.32 4 R0.05 12° 50 2 4 O e
D20 R2 4000 2800 4000 2800 3500 2600 7
SHBLSR2-00401010 D0.4 0.32 1 RO.1 12° 50 2 4 O Lﬁ;\lnk
ong Nec
st SHBLSR2-00401020 D0.4 0.32 2 RO.1 12° 50 2 4 O Radius
U EMTI28EE RERBIJHE, NRMH KRB RO RERAELS; 0
? ’ SHBLSR2-00401030 D0.4 0.32 3 RO.1 12 50 2 4
* R EEIRTLE, SA IR L AP R BRI ELS . o
* REEBANBIH AL © BN T B H MR SHBLSR2-00401040 D0.4 0.32 4 RO.1 12 50 2 4 O
Note: SHBLSR2-005005010 D0.5 0.4 1 R0.05 12° 50 2 4 O
*The above milling parameters are calculated based on 3xD. Decrease both spindle speed and feed rate proportionally if SHBLSR2-005005020 DO.5 0.4 2 R0.05 12° 50 2 4 O
the overhanglength exceeds 3xD; s
*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum SHBLSR2-005005040 D0.5 0.4 4 R0.05 12 50 2 4 O
*;pindle Spegdi_l Lt for Stainless Steels and Heat Resi Al SHBLSR2-005005060 D0.5 0.4 6 R0.05 12° 50 2 4 O
t t t t t .
ecommend oil coolant for Stainless Steels and Heat Resistance Alloys SHBLSR2-00501010 DO.5 0.4 1 Rod T 50 5 4 O
Nextpage =
108




SHBLSR27]3&% B [E £ 7] (2Flutes Long Neck Radius)

SHBLSR2-00501020
SHBLSR2-00501040
SHBLSR2-00501060
SHBLSR2-006005020

277 SHBLSR2-006005040

AR SHBLSR2-006005060
SHBLSR2-006005080
SHBLSR2-00601020
SHBLSR2-00601040
SHBLSR2-00601060
SHBLSR2-00601080
SHBLSR2-008005020
SHBLSR2-008005040
SHBLSR2-008005060
SHBLSR2-008005080
SHBLSR2-00801020
SHBLSR2-00801040
SHBLSR2-00801060
SHBLSR2-00801080
SHBLSR2-01001040
SHBLSR2-01001060
SHBLSR2-01001080
SHBLSR2-01001100
SHBLSR2-01002040
SHBLSR2-01002060
SHBLSR2-01002080
SHBLSR2-01002100
SHBLSR2-01501040
SHBLSR2-01501060
SHBLSR2-01501080

piidy SHBLSR2-01501100
Efa7]

Long Neck
Radius

SHBLSR2-01502040
SHBLSR2-01502060
SHBLSR2-01502080
SHBLSR2-01502100
SHBLSR2-02001040
SHBLSR2-02001060
SHBLSR2-02001080

7)€ D
Outside
Diameter

D0.5
D0.5
D0.5
D0.6
D0.6
D0.6
D0.6
D0.6
D0.6
D0.6
D0.6
D0.8
D0.8
D0.8
D0.8
D0.8
D0.8
D0.8
D0.8
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.5
D15
D1.5
D1.5
D1.5
D1.5
D1.5
D15
D2.0
D2.0
D2.0

7IRL1 BHERL2 EACR
Length Effective Radius

Of Cut Length

0.4
0.4
0.4
0.5
0.5
0.5
0.5
0.5
0.5
0.5
0.5
0.65
0.65
0.65
0.65
0.65
0.65
0.65
0.65
1.0
1.0
1.0
1.0
1.0
1.0
1.0
1.0
1.5
1.5
1.5
1.5
1.5
1.5
1.5
1.5
2.0
2.0
2.0

o o A~ OO AN O O DN OO PN OO BN O BN

> S

RO.1
RO.1
RO.1
R0.05
R0.05
R0.05
R0.05
RO.1
RO.1
RO.1
RO.1
R0.05
R0.05
R0.05
R0.05
RO.1
RO.1
RO.1
RO.1
RO.1
RO.1
RO.1
RO.1
RO.2
RO.2
R0O.2
RO.2
RO.1
RO.1
RO.1
RO.1
R0O.2
RO.2
RO.2
R0O.2
RO.1
RO.1
RO.1

$EE A Bta
Shank

2RL

TIET
Overall Number

Wwigd
Shank

EE
In

Taper Angle Length Of Flutes Diameter Stock

12°
12°
12°
12°
12°
12¢
12°
12°
12°
12°
12°
12¢
12°
12°
12°
12°
12°
12¢
12°
12°
12°
12°
12°
12¢
12°
12°
12°
12°
12°
12¢
12°
12°
12°
12°
12°
12¢
12°
12°

50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50

No

NN N NN DN DN NN NDNNDNDDNDDNDDNDNDNDNDNDNDNDDNDNDNDDNDNDNDNDNDDNDDNDNDNDDNDNDNDDNDDNDDNDDNS

N

A~ B DDA DM DA DD DS DD DD DS DS DD DD DS DDSDD DD DSEDdDDS DD DD DSD

O0OO0O0OO0O0O0OO0OO0OOOOOOOOOOOOLOOOOLOOLOOOOLOOLOOOOOO

Nextpage mmms

SAMHO

RIS

Model
Number

SHBLSR2-02001100
SHBLSR2-02001120
SHBLSR2-02001160
SHBLSR2-02002040
SHBLSR2-02002060
SHBLSR2-02002080
SHBLSR2-02002100
SHBLSR2-02002120
SHBLSR2-02002160

AR ERITBMBIR T,

SHBLSR27]3&% B [E £ 7] (2Flutes Long Neck Radius)

7)€ D
Outside
Diameter

D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0

*Newsize added fromthisseries.

7RL1 BHERL2 EFACR i#HEMBta
Length Effective Radius

Of Cut
2.0
2.0
2.0
2.0
2.0
2.0
2.0
2.0
2.0

Length
10
12
16

10
12
16

O#EEFmo

RO.1
RO.1
RO.1
RO.2
R0O.2
RO.2
RO.2
R0O.2
RO.2

O Stockeditems.

Shank

12°
12°
12°
12°
12°
12°
12°
12°
12°

2RL

50
50
50
50
50
50
50
50
50

TNET
Overall Number
Taper Angle Length Of Flutes Diameter Stock

N

N N NN NN NN

wiEd
Shank

A~ A DD DB DD DN

TE

In

O0OO0OO00OO00OOO0

27]
2 Flutes

B
Efa7]
LongNeck
Radius




SHBLSR2-00047]#|% 4% (Milling Conditions) SHBLSR2-000t41% #£:%&(Milling Conditions)
HI 4 Copper :igg:g?fﬂ /:Ej?ﬁ HRC45-553% X §ff
Work Material Oxygen-free Copper dorehardened steel  HRCA45-55 hardened steel
45 45 8 A58 Red Copper andpre
W e AldElE el g el HRCA5-557% A 88 HE/RA(mm)| BHEmm) i e e
: HRC30-45 carbon steel = ) Ei#E(min-1) PRAEEEE L EiE(min-1) TREEE L i (min-1) MRS
Work Material Oxygen-free Copper and prehardened steel  HRC45-55 hardened steel Diameter Effective Speed (mm/min) Speed (mm/min) Speed (mm/min)
Red Copper P /Radius Length pee Feed P Feed P Feed
BERAMM) BHEMM) g o EREE gL ERRE g L EREE D0.8 R0.05 6 13000 600 13000 600 12000 500
277 Diameter Effective Speed (mm/min) | g ceg (mm/min) Speed (mm/min) D0.8 R0.05 8 12000 300 12000 300 10000 200 27
2 Flutes /Radius Length Feed Feed Feed D0.8 RO.1 2 16000 1200 16000 1200 16000 1000 2Flutes
D0-2R0.05 0.5 30000 200 30000 il M0 Lil D0.8 RO.1 4 14000 800 14000 800 13000 600
D0-2R0.05 1 30000 150 30000 150 30000 100 D0.8 RO.1 6 13000 500 13000 500 12000 400
D0-2R0.05 L5 30000 120 30000 Ll 2 L D0.8 RO.1 8 12000 300 12000 300 10000 200
D0-2R0.05 2 30000 90 30000 30 20000 50 DL.ORO.1 4 13000 1000 13000 1000 12000 800
D0.3R0.05 0.5 30000 350 30000 350 28000 300 DL1.ORO.1 6 11000 700 11000 700 10000 600
D0-3R0.05 1 30000 240 30000 240 26000 200 DLORO.1 8 10000 500 10000 500 8500 400
D0.3R0.05 15 30000 180 30000 180 26000 180 D1.0R0.1 10 8500 300 8500 300 7500 300
D0.3R0.05 2 30000 120 30000 120 24000 120 D1.0R0.2 4 13000 1000 13000 1000 12000 800
D0.3R0.05 3 24000 80 24000 80 18000 80 D1.0R0.2 6 11000 700 11000 700 10000 600
D04R0.05 1 26000 300 26000 300 22000 300 D1.0R0.2 8 10000 500 10000 500 8500 400
el 2 24000 260 &0 260 AL a DLORO.2 10 8500 300 8500 300 7500 300
D04R0.05 3 22000 180 22000 180 16000 160 DL5R0.1 4 13000 1000 13000 1000 12000 1000
S 4 18000 2 18000 120 14000 L D15R0.1 6 10000 1000 10000 1000 10000 900
D04RO.1 1 26000 300 26000 300 22000 L DL.5R0.1 8 9000 800 9000 800 8500 800
0 2 24000 20 24000 220 20000 40 DL5RO.1 10 8500 700 8500 700 7500 600
D04RO.1 3 22000 180 22000 180 16000 160 D15 R0.2 4 13000 1000 13000 1000 12000 1000
W00 4 18000 120 L 0 Lol Uil D1.5R0.2 6 10000 1000 10000 1000 10000 900
D0.5R0.05 1 20000 500 20000 500 18000 400 D15R0.2 8 9000 800 9000 800 8500 800
D0.5R0.05 2 18000 360 18000 360 15000 300 DL5ROL2 0 8500 0 8500 0 500 600
D0.5R0.05 4 16000 200 16000 200 13000 180 D2.0R0.1 4 13000 1500 13000 1500 13000 1500
DI 6 14000 120 00 = L = D2.0R0.1 6 12000 1500 12000 1500 12000 1200
D0.5R0.1 1 20000 500 20000 500 18000 400 D2.0RO0.1 8 11000 1000 11000 1000 10000 1000
D0-5RO.1 2 18000 360 18000 360 15000 2 D2.0R0.1 10 10000 900 10000 900 9000 800
D0-5RO.1 4 16000 200 16000 200 13000 130 D2.0R0.1 1 9000 800 9000 800 8000 650
e DO.5RO.1 : LA ) 14000 120 2000 120 D2.0RO.1 16 7500 600 7500 600 7000 500 e
mA7 ggg Eggi i iiggg Zgg iggg Zgg iiggg ggg D2.0R0.2 4 13000 1500 13000 1500 13000 1500 ERT
Radius RO, D2.0R0.2 6 12000 1500 12000 1500 12000 1200 Radius
D0-6R0.05 6 11000 200 11000 200 10000 200 D2.0R0.2 8 11000 1000 11000 1000 10000 1000
D0.6 R0.05 8 10000 120 10000 120 10000 100 D2.0R0.2 10 10000 900 10000 900 9000 800
DO-6RO.1 2 16000 700 16000 100 16000 600 D2.0R0.2 7 9000 800 9000 800 8000 650
D0.6R0.1 4 13000 400 13000 400 12000 350 D2.0R0.2 16 7500 600 7500 600 7000 500
D0.6 RO.1 6 11000 200 11000 200 10000 200
D0.6RO.1 8 10000 120 10000 120 10000 100
D0.8 R0.05 2 16000 1200 16000 1200 16000 1000 it Note: . . .
S . L4000 500 L4000 50 13000 00 i%&‘{ﬁﬁﬁ7ﬁ§ﬂf}fﬁﬁtb{ﬁﬂﬁ%{&gﬁﬂi&%ﬁ; *Decrease both spindle speed.anfifeed.rate proportlonallywhen the milling
FEEMDA BT S I THE H YR, parameters exceed the machine's maximum spindle speed;
Next page mme *Recommend oil coolant for Stainless Steels and Heat Resistance Alloys.




SHBLSR47]## == BYE A 7] (4 Flutes Long Neck Radius) SHBLSR47)## == B! [E A 7] (4 Flutes Long Neck Radius)
{ —= MG Wcoainoll 5T Mool o
MM/ EE
Highly recommend/Recommend/Suggest
BV B ISR, R EIL &R, BE BB, SHBLSR4-02001100 D2.0 2.0 10 RO.1 12° 50 4 4 O
BESHNEBERE, .
= Carbon steels (645C/3550) *3;'1'%:3%75'] e —— SHBLSR4-02001120 D2.0 2.0 12 RO.1 12 50 4 4 @)
e Alloy steels (SK/SCM/SUS) “EEHRC28~52{E 888, REESHM T, SHBLSR4-02001160 D2.0 2.0 16 RO.1 12° 50 4 4 O
il Prehardened steels (NAK/HPM) *Unique U-shaped chip removal groove design can effectively reduce cutting load, SHBLSR4-02002060 D2.0 2.0 6 RO.2 12° 50 4 4 O
SRS Hardened steels (~55/~60/~70HRC) have better chip removal performance, and obtain higher metal removal rate. . E E =
*Unique HB i ting f w ist d higher heat ist . o
- L S e erheatressonce SHBLSR4-02002080 | D20 | 20 5 R2 D 0 4 4+ O
25 ga:htem = SHBLSR4-02002100 D2.0 2.0 10 R0.2 12° 50 4 4 O
@ Copper . SHBLSR4-02002120 D2.0 2.0 12 RO.2 12° 50 4 4 O
47] 1&ths Plastics 6 o 47]
P o s Vo" j /{Bta ‘ SHBLSR4-02002160 D2.0 2.0 16 RO.2 12 50 4 4 O AFlutes
thas Titanium alloys - 8l - - - - - ] = SHBLSR4-03001060 D3.0 3.0 6 RO.1 12° 50 4 4 O
ERPE P  Heot resistant alloys 2 M } SHBLSR4-03001080 D3.0 3.0 8 RO.1 12° 50 4 4 O
BEAR Cemented carbide o (? L2 L ‘ .
— Hard brittle (ron-metallicjmaterial =) B | SHBLSR4-03001100 D3.0 3.0 10 RO.1 12 50 4 4 O
SHBLSR4-03001120 D3.0 3.0 12 RO.1 12° 50 4 4 O
A x470RIEE ( | dels) 4 Unit ( ) SHBLSR4-03001160 D3.0 3.0 16 RO.1 12° 50 4 4 O
A &t79845% (Total 79 models E{ZUnit (mm SHBLSR4-03001200 D3.0 3.0 20 RO.1 12° 50 4 4 O
SHBLSR4-03002060 D3.0 3.0 6 RO.2 12° 50 4 4 O
SHBLSR4-03002080 D3.0 3.0 8 RO.2 12° 50 4 4 O
SHBLSR4-03002100 D3.0 3.0 10 RO.2 12° 50 4 4 O
SHBLSR4-01001040 D1.0 1.0 4 RO.1 12° 50 4 4 O SHBLSR4-03002120 D3.0 3.0 12 RO.2 12° 50 4 4 @)
SHBLSR4-01001060 D1.0 1.0 \ 6 \ RO.1 12° 50 4 4 O SHBLSR4-03002160 D3.0 3.0 16 RO.2 12° 50 4 4 O
SHBLSR4-01001080 D1.0 1.0 8 RO.1 12° 50 4 4 O SHBLSR4-03002200 D3.0 3.0 20 RO.2 12° 50 4 4 O
SHBLSR4-01001100 D10 1.0 ‘ 10 ‘ RO1 12° 50 4 4 O SHBLSR4-03005060 D3.0 3.0 6 R0.5 12° 50 4 4 8
SHBLSRA-01001120 D10 Lo L ROL 12° 5 A A O SHBLSR4-03005080 D3.0 3.0 8 R0.5 12 50 4 4
SHBLSRA-01002040 D10 o ‘ A ‘ c02 . 5 . A o SHBLSR4-03005100 D3.0 3.0 10 RO.5 12° 50 4 4 O
i : : : 12 SHBLSR4-03005120 D3.0 3.0 12 R0.5 12° 50 4 4 O
SHBLSR4-01002060 | D1.0 1.0 6 RO.2 12 50 4 4 O SHBLSR4-03005160 D3.0 3.0 16 RO.5 12° 50 4 4 @)
SHBLSR4-01002080 D10 1.0 \ 8 \ RO.2 12 50 4 4 O SHBLSR4-03005200 D3.0 3.0 20 R0.5 12° 50 4 4 O
SHBLSR4-01002100 D1.0 1.0 10 R0.2 12° 50 4 4 O SHBLSR4-03001060-6 D3.0 3.0 6 RO.1 12° 60 4 6 O
SHBLSR4-01002120 D1.0 1.0 \ 12 \ RO.2 12° 50 4 4 O SHBLSR4-03001080-6 D3.0 3.0 8 RO.1 12° 60 4 6 O
SHBLSR4-01501060 D15 15 6 RO.1 10° 50 4 4 O SHBLSR4-03001100-6 D3.0 3.0 10 RO.1 12° 60 4 6 8
g S B GET g = ‘ 5 ‘ — e - p ; O SHBLSR4-03001120-6 D3.0 3.0 12 RO.1 12 60 4 6 B
B 7] SHBLSR4-03001160-6 D3.0 3.0 16 RO.1 12° 60 4 6 O Ef7]
Long Neck SHBLSR4-01501100 D1.5 1.5 10 RO.1 12° 50 4 4 O Long Neck
Radius SHBLSR4-03001200-6 D3.0 3.0 20 RO.1 12° 60 4 6 O Radius
SHBLSR4-01501120 | D15 1.5 ‘ Lo ‘ L 12 20 4 4 O SHBLSR4-03002060-6 | D3.0 3.0 6 RO.2 12° 60 4 6 O
SHBLSR4-01502060 D15 L5 6 RO.2 12° 50 4 4 O SHBLSR4-03002080-6 D3.0 3.0 8 R0.2 12° 60 4 6 O
SHBLSR4-01502080 | D15 15 \ 8 \ R0.2 12° 50 4 4 O SHBLSR4-03002100-6 | D3.0 3.0 10 RO.2 12° 60 4 6 O
SHBLSR4-01502100 D1.5 1.5 10 RO.2 12° 50 4 4 O SHBLSR4-03002120-6 D3.0 3.0 12 RO.2 12° 60 4 6 O
SHBLSR4-01502120 D1.5 15 ‘ 12 ‘ RO.2 12° 50 4 4 O SHBLSR4-03002160-6 D3.0 3.0 16 RO.2 12° 60 4 6 O
SHBLSR4-02001080 | D2.0 20 \ 8 \ RO.1 12° 50 4 4 O Nextpage =
Nextpage =mms




SHBLSR47]#% B [E £ 7] (4 Flutes Long Neck Radius)

RisR

Model
Number

7€ D
Outside
Diameter

JIRL1 AXEL2 [EFACR HEMBta
Length Effective Radius
Of Cut

2RL

Overall Number

TJET

SHBLSR4-03005060-6 D3.0
SHBLSR4-03005080-6 D3.0
SHBLSR4-03005100-6 D3.0
SHBLSR4-03005120-6 D3.0
SHBLSR4-03005160-6 D3.0
SHBLSR4-03005200-6 D3.0
SHBLSR4-04001080-6 D4.0
SHBLSR4-04001100-6 D4.0
47] SHBLSR4-04001120-6 D4.0
4Flutes SHBLSR4-04001160-6 D4.0
SHBLSR4-04001200-6 D4.0
SHBLSR4-04002080-6 D4.0
SHBLSR4-04002100-6 D4.0
SHBLSR4-04002120-6 D4.0
SHBLSR4-04002160-6 D4.0
SHBLSR4-04002200-6 D4.0
SHBLSR4-04005080-6 D4.0
SHBLSR4-04005100-6 D4.0
SHBLSR4-04005120-6 D4.0
SHBLSR4-04005160-6 D4.0
SHBLSR4-04005200-6 D4.0
RRYERFTBMBR T,
*New size added fromthisseries.
b3y
BT
Long Neck
Radius

3.0
3.0
3.0
3.0
3.0
3.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0

Shank
Length
6 R0.5 12°
8 R0.5 12°
10 R0.5 12°
12 R0.5 12°
16 R0.5 12°
20 RO.5 12°
8 RO.1 12°
10 RO.1 12°
12 RO.1 12°
16 RO.1 12°
20 RO.1 12°
8 RO.2 12°
10 R0.2 12°
12 R0.2 12°
16 R0.2 12°
20 R0.2 12°
8 R0.5 12°
10 RO.5 12°
12 R0.5 12°
16 R0.5 12°
20 RO.5 12°
O #£EETF o

O Stockeditems.

60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60

B T = T = T S e e

Wigd
Shank

O OO O O OO O O OO0 O O O O O O O O O o o o O
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SHBLSRAJJHI & 42 (Milling Conditions)

HRC30-45%% & /A rE
HRC30-45 carbon steel
and prehardened steel

HRCA45-55% A §ff
HRC45-55 hardened steel

4
Work Material
BE/RA(mm) B¥E(mm)

Diameter Effective
/Radius Length
D1.0 RO.1 4
D1.0 RO.1 6
D1.0 RO.1 8
D1.0 RO.1 10
D1.0 RO.1 12
D1.0 RO.2 4
D1.0 RO.2 6
D1.0 RO.2 8
D1.0 RO.2 10
D1.5 RO.2 12
D1.5 RO.1 6
D1.5 R0O.1 8
D1.5 RO.1 10
D1.5 RO.1 12
D1.5 R0.2 6
D1.5 R0.2 8
D1.5 R0.2 10
D2.0 RO.2 12
D2.0 RO.1 6
D2.0 RO.1 8
D2.0 RO.1 10
D2.0 RO.1 12
D2.0 RO.1 16
D2.0 RO.2 6
D2.0 RO.2 8
D2.0 RO.2 10
D2.0 RO.2 12
D3.0 RO.2 16
D3.0 RO.1 6
D3.0 RO.1 8
D3.0 RO.1 10
D3.0 RO.1 12
D3.0 RO.1 16
D3.0 RO.1 20
D3.0 R0.2 6

Copper
Oxygen-free Copper
Red Copper
E(min-1) | SERE

Speed (mm/min)
Feed
13000 1300
11000 1000
10000 800
8500 500
7500 300
13000 1300
11000 1000
10000 800
8500 500
7500 300
12000 1300
10000 1000
9000 900
8500 800
12000 1500
10000 1000
9000 900
8500 800
13000 1800
11000 1500
10000 1200
9000 1000
8000 800
13000 1800
11000 1500
10000 1200
9000 1000
8000 800
13000 2200
12000 2200
11000 2000
10000 2000
9000 1600
8500 1400
13000 2200

Wik(min-1)  EEER | gimin.g) | EMER
Speed (mm/min) Speed (mm/min)
Feed Feed
13000 1300 12000 1000
11000 1000 10000 900
10000 800 8500 700
8500 500 7500 450
7500 300 7000 200
13000 1300 12000 1000
11000 1000 10000 900
10000 800 8500 700
8500 500 7500 450
7500 300 7000 200
12000 1300 10000 1200
10000 1000 9000 1000
9000 900 8500 900
8500 800 7500 750
12000 1500 10000 1200
10000 1000 9000 1000
9000 900 8500 900
8500 800 7500 750
13000 1800 12000 1500
11000 1500 10000 1100
10000 1200 9000 1000
9000 1000 8500 950
8000 800 7000 700
13000 1800 12000 1500
11000 1500 10000 1100
10000 1200 9000 1000
9000 1000 8500 950
8000 800 7000 700
13000 2200 12000 2000
12000 2200 11000 2000
11000 2000 10000 1800
10000 2000 10000 1800
9000 1600 8500 1400
8500 1400 8000 1200
13000 2200 12000 2000

Nextpage mmms
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SHBLSRALJJHI %4 2& (Milling Conditions) SHBLSR41]JJHI & 4= (Milling Conditions)

bRk TS g 1 % 0 8 4257
e oper | RCOSEERRREE L i Copper RCOATHRWERE
Work Material Oxygen-free Copper HRC45-55 hardened steel Work Material Oxygen-free Copper HRC45-55 hardened steel
Red Copper and prehardened steel Red Copper and prehardened steel
Eig/Rﬁ(mm) ﬁ?&ﬁ(mm) 5% (min-1) 1&%@3 5% (min-1) :E%ﬁﬁfg 5% (min-1) :E%JEJE E@‘_/Rﬁ(mm) ﬁ?&E(mm) 5% (min-1) :E%ﬁﬁfg 5% (min-1) :Eﬁﬁ)irg 5% (min-1) :E%ﬁﬁfg
Dlamgter Effective Speed (mm/min) Speed (mm/min) Speed (mm/min) Dlamgter Effective Speed (mm/min) Speed (mm/min) Speed (mm/min)
/Radius Length Feed Feed Feed /Radius Length Feed Feed Feed
D3.0 R0.2 8 12000 2200 12000 2200 11000 2000 D4.0 R0.2 16 8500 1800 8500 1800 8000 1600
D3.0 R0.2 10 11000 2000 11000 2000 10000 1800 D4.0 R0.2 20 7500 1600 7500 1600 7000 1400
D3.0 R0.2 12 10000 2000 10000 2000 10000 1800 D4.0 R0.5 8 11000 2200 11000 2200 10000 2000
D3.0 R0.2 16 9000 1600 %00 1600 8500 1400 D4.0 RO.5 10 11000 2200 11000 2200 10000 2000
D3.0 R0.2 20 8500 1400 8500 1400 8000 1200 D4.0 R0.5 12 10000 2000 10000 2000 9000 2000
. FTth o D3.0 R0.5 6 13000 2200 13000 2200 12000 2000 D4.0 RO.5 16 8500 1800 8500 1800 8000 1600 . FTth o
D3.0 R0.5 8 12000 2200 12000 2200 11000 2000 D4.0 RO.5 20 7500 1600 7500 1600 7000 1400
D3.0 R0.5 10 11000 2000 11000 2000 10000 1800 o Note:
D3.0 R0O.5 12 10000 2000 10000 2000 10000 1800 * o e R A B, SR b (B PR B R A *Decrease both spindle speed and feed rate proportionally when the milling
D3.0 RO.5 16 9000 1600 9000 1600 8500 1400 * REFSIF BTSS0I THE L8R, parameters exceed the machine’s maximum spindle speed;
*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys.
D3.0 R0.5 20 8500 1400 8500 1400 8000 1200
D3.0 RO.1 6 13000 2200 13000 2200 12000 2000
D3.0 RO.1 8 12000 2200 12000 2200 11000 2000
D3.0 RO.1 10 11000 2000 11000 2000 10000 1800
D3.0 RO.1 12 10000 2000 10000 2000 10000 1800
D3.0 RO.1 16 9000 1600 9000 1600 8500 1400
D3.0 RO.1 20 8500 1400 8500 1400 8000 1200
D3.0 RO.2 6 13000 2200 13000 2200 12000 2000
D3.0 RO.2 8 12000 2200 12000 2200 11000 2000
D3.0 RO.2 10 11000 2000 11000 2000 10000 1800
D3.0 R0.2 12 10000 2000 10000 2000 10000 1800
D3.0 R0.2 16 9000 1600 9000 1600 8500 1400
D3.0 R0.2 20 8500 1400 8500 1400 8000 1200
D3.0 R0O.5 6 13000 2200 13000 2200 12000 2000
D3.0 R0.5 8 12000 2200 12000 2200 11000 2000
D3.0 R0O.5 10 11000 2000 11000 2000 10000 1800
D3.0 RO.5 12 10000 2000 10000 2000 10000 1800
‘ D3.0 R0.5 16 9000 1600 9000 1600 8500 1400 ‘
’afn D4.0 RO.5 20 8500 1400 8500 1400 8000 1200 ﬂ;}
by D4.0 RO.1 8 11000 2200 11000 2200 10000 2000 LoRgHeet
D4.0 RO.1 10 11000 2200 11000 2200 10000 2000
D4.0 RO.1 12 10000 2000 10000 2000 9000 2000
D4.0 RO.1 16 8500 1800 8500 1800 8000 1600
D4.0 RO.1 20 7500 1600 7500 1600 7000 1400
D4.0 R0.2 8 11000 2200 11000 200 10000 2000
D4.0 R0.2 10 11000 2200 11000 200 10000 2000
D4.0 R0.2 ¥ 10000 2000 10000 2000 3000 2000

Nextpage mmms
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SAMHO 3. 9g7

SHDRIISEE

1. ##1£0-0.003mm
2. 5—XZTIHRMER

High precision SHD series
1.Shank diametertolerance 0-0.003 mm
2. Testresults for each end mill

SHDR2-040060-4

 R2x6ep450 IJII]!@\[H]\II

092

i
1032013

L c——— R R

@ SHDSR4-10010200 “
D10R1°20'D10°75
SAMO
SRS gy
e
i N ——

Case Studies

SHrERE M #4180 Analysis Report:Copper

B ®:EaxzEAR
NI L RAERE(26000rpm)
RAG I R

st BERT :2023-08-24

Purpose: Life and surface finish test

Coolant: Oil cooling
Testtime:2023-08-24

I Z# Milling Parameters

4 SAMHO

- 5.995

Processing machine: Beijing Jingdiao(26000rpm)

SHDLR2-020060

R1%6#D4%50 Ill\ﬂ\l\\\\lll\\\\g

1.998 £ 20230921032013

SHDS4-0601500
DE*1 5*D6*50

SR

NI Milling Shape

BHAITAR IR #e | QfE TR IR | IR
Tool Spindle Feed Step Axial Radial Cycle
Speed Rate Depth Depth Time
(min-1) |(mm/min) (ap) mm (ae) mm
D0.4R0.05
20000 600 0.01 0.015 06:02:00
$EHTA IR e | QfE IR PIE | MMIRE
Tool Spindle Feed Step Axial Radial Cycle
Speed Rate Depth Depth Time
D05 (min-1) |(mm/min) (ap) mm (ae) mm
’ 20000 600 0.01 0.015 06:02:00

TIE#RE Cutter Condition

T4 EY Real Workpiece

s ———
l- 1
SRR R/ EER
Highly recommend/Recommend/Suggest

b Carbon steels (S45C/S55C)

&% Alloy steels (SK/SCM/SUS)

FEREE Prehardened steels (NAK/HPM)

AN Hardened steels (~55/~60/~7T0HRC)

EaE Aluminum alloys

=t Graphite

R Copper

TiBg Plastics

g 2 Carbon fiber

HEE Titanium alloys

Bi#AEE Heat resistant alloys

BEAE Cemented carbide

TEREA1 Hard brittle (non-metallic)material

&35116E8Y3E (Total 16 models)

SHDS2-0010020 0.1 0.2
SHDS2-0020040 0.2 0.4
SHDS2-0030060 0.3 0.6
SHDS2-0040080 0.4 0.8
SHDS2-0050100 0.5 1
SHDS2-0060150 0.6 1.5
SHDS2-0070180 0.7 1.8
SHDS2-0080200 0.8 2
SHDS2-0100300 1.0 3
SHDS2-0150400 1.5 4
SHDS2-0200500 2.0 5
SHDS2-0250600 2.5 6
SHDS2-0300800-4 3 8
SHDS2-0401000-4 4 10
SHDS2-0401000-6 4 10
SHDS2-0601500 6 15

KRRV EGFTEMBR S,
*New size added fromthisseries.

O#EFEFmo

SHDS27]¥ 7] (2 Flutes Square)

*EARMIRWRK, 71 O8F, EESHTHIAHERE.
*EERARIFAE

Eo

M, SRR T RISHEEEME IR,
BRIBNERRE, B IEIBREPRER, 2

et EFNREE

*Special geometry design, sharp cutting edge, highly efficient milling and chip

evacuation;

*The coating, with good thermal stability, makes it maintain the hardness and

mechanical properties under high temperature;

* Lower coefficient of friction reduces wear during cutting and provides better

surface quality;

0/-0.01(D<6)

12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°

12°

O Stockeditems.

(]

%Bta

L1

) 3

50
50
50
50
50
50
50
50
50
50
50
50
50
50
60
60

NN NN NN N DN DN DN DN DN DN DN DN

BE{IUnit(mm)

fo Y= Y L O N N N N N N N N N O O N
OO0OO0OO0OO0O0OO0OOOO0O0O0OO0O0O0

27]
2 Flutes

7]
Square
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27]
2 Flutes

7]
Square

121

SHDS2-000#]H % 4%k (Milling Conditions)

AIELIH) (Side Milling)

H®(mm) #iE(min-1) ELAEE(mm/min)
Diameter Speed Feed

D1.0 10000 150

D15 8000 180

D2.0 8000 200

D25 6000 300

D3 7000 300

D4 7000 300

D4 7000 300

D6 7000 300

BIE DB E0FE(mm)Milling Amount for Side Milling(mm)

o Lengthof Cut 2.5D(7) R=E1%*2.5) 4D (71 R=H1E*4)
Work Material Nk 2.5D (Length of Cut=Diameter*2.5)| 4D (Length of Cut=Diameter*4)
45HRCIATF de=0.07D de=0.07D
Below45HRC ap=2D ap=2D
45HRCELE de=0.03D de=0.03D
Above45HRC ap=1.5D ap=1.5D

D:Ef®Diameter(mm)
ap:tIiRAxial Depth (mm)
de:tJERadial Depth(mm)

fEet:

*RBEBEALES, BREOIFEERELS,

* FEHFE A NI THEERETIHIR,

Note:

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum
spindle speed;

*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys.

SHDS2-000t]1K %4k (Milling Conditions)

ZE1HI (Contour Milling)

Hi®(mm) #3E(min-1) ELEE(mm/min)

Diameter Speed Feed
D0.1 40000 180
DO0.2 40000 300
D0.3 36000 500
D0.4 30000 700
D0.5 32000 800
D0.6 26000 800
DO0.7 26000 800
D0.8 22000 1000
D1.0 18000 1200
D15 16000 1500
D2.0 16000 1800
D25 14000 1800
D3 12000 2200
D4 12000 2200
D4 12000 2200
D6 10000 2400

CEES

*RBEEANLE, FRCOIFEEBENES,
* AESETAS SN TERRETER;
*RINREEE. RERWE, HIEER,
*EERENS, BIRHIRRERIIES,

Note:

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum
spindle speed;

*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys;

*Recommend using a non-contact measuring device to avoid damaging the precision tip point;

*Decrease both spindle speed and feed rate proportionally in case of chattering.

27]
2 Flutes

7]
Square
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47]
4 Flutes

Square
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SHDS47]% 7] (4 Flutes Square)

SREER R/ R

Highly recommend/Recommend/Suggest

e ik Carbon steels (S45C/S55C)

a&if Alloy steels (SK/SCM/SUS)

FargEin Prehardened steels (NAK/HPM)
HENER Hardened steels (~55/~60/~TOHRC)
b= Aluminum alloys

P=E-- Graphite

il Copper

1BiRs Plastics

Tk AiAE Carbon fiber

Hhas Titanium alloys

BHAas Heat resistant alloys

BHEAS Cemented carbide

il e Hard brittle (non-metallic)material

&5H248%¢ (Total 24 models)

SHDS4-0100250
SHDS4-0150450
SHDS4-0200600
SHDS4-0250700
SHDS4-0300800-3
SHDS4-0300800-4
SHDS4-0300800-6
SHDS4-0401000-4
SHDS4-0401000-6
SHDS4-0401200-75
SHDS4-0501300
SHDS4-0601500
SHDS4-0601800-75
SHDS4-0601800-100
SHDS4-0802000
SHDS4-0802400-75

N N =

12°
12°
12°
12°

12°
12°

12°
12°
12°

*ERRMRRK, 7 O8F, RS RTHIERE.
*EEAARIFAREN, SRR TRIFHEEMBMITEE,
RIBNER R, B IEIBREFRER, REEFNREE

=R

*Special geometry design, sharp cutting edge, highly efficient milling and chip

evacuation;

*The coating, with good thermal stability, makes it maintain the hardness and
mechanical properties under high temperature;
* Lower coefficient of friction reduces wear during cutting and provides better

surface quality;

D0-0.01
(D<12)

50
50
50
50
50
50
50
50
50
75
50
50
75

60
75

o

/tha

100

L1

) =

L T T - T T - T S T -~ S T O - - N

B{IUnit(mm)

©® ©® O O o o A~ O b~ O b W A N N B
OO0OO0OO0O0O00O0O0OOO0O0O0OO0O0OO0O0O0

Nextpage mmms

&35H248% (Total 24 models)

SHDS4-0802400-100
SHDS4-0802400-150
SHDS4-1002500

SHDS4-1003000-100
SHDS4-1003000-150
SHDS4-1203000

SHDS4-1205000-100
SHDS4-1205000-150

*RAFIEMIBMBIR T,
*New size added from thisseries.

10
10
10
12
12
12

24 -
24 -
25 -
30 -
30 -
30 -
50 -
50 -

O ZEEF fo
O Stockeditems.

SHDS47]¥ 7] (4 Flutes Square)

100
150
75
100
150
75
100
150

B T . T . T - T T~ SN

10
10
10
12
12
12

B{Unit(mm)

CNONCHONONONONE)

47]
4 Flutes

7]
Square
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47]
4 Flutes

7]
Square
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SHDS4-000 tJEIZ 2% (Milling Conditions)

AIELTHI (Side Milling)

E®(mm)
Diameter

D1.0
D15
D2.0
D2.5
D3
D4
D5
D6
D8
D10
D12

% (min-1)

Speed
10000
8000
8000
8000
7000
7000
7000
7000
6500
5500
5000

BIEEIEIE0RE(mm)Milling Amount for Side Milling(mm)

LG E (mm/min)
Feed
220
240
300
300
400
500
500
500
600
600
600

gl

Length of Cut

2.5D(7 R=E1E*2.5)

4D(7) R=H1E*4)

Work Material Nk 2.5D (Length of Cut=Diameter*2.5)| 4D (Length of Cut=Diameter*4)
45HRCELF de=0.07D de=0.07D
Below45HRC ap=2D ap=2D
45HRCEL E de=0.03D de=0.03D
Above 45HRC ap=1.5D ap=1.5D

D:Ef% Diameter(mm)
ap iR Axial Depth (mm)

de:tJERadial Depth(mm)

Z 5174 (Contour Milling)

B1E(mm)
Diameter
D1.0
D15
D2.0
D25

D3
D4
D5
D6
D8
D10
D12

Bt

CRIBEIEALN, BRI EEEES;
* AT G SR THEBBIE R,
*RINBEEME. RERKE, HIRER,
*BRERENS, BIRUAIREEEMES.

Note:

3% (min-1)

Speed
18000
16000
16000
14000
12000
10000
9000
9000
8000
7000
6000

SHDS4-000 tJIEI %42 (Milling Conditions)

EAGIRE (mm/min)
Feed
1600
1800
1800
2200
2200
2200
2500
2500
2500
2500
2500

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum

spindle speed;

*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys;
*Recommend using anon-contact measuring device to avoid damaging the precision tip point;
*Decrease both spindle speed and feed rate proportionally in case of chattering.

47]
4 Flutes

7]
Square
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SHDLS27]:&8 =8 7] (2 Flutes Long Neck Square)

[ S
\ —
SRR TR R

Highly recommend/Recommend/Suggest

e Carbon steels (S45C/S55C)
it Alloy steels (SK/SCM/SUS)
FErEs Prehardened steels (NAK/HPM)
27] SN Hardened steels (~55/~60/~70HRC)
2 Flutes
GEEEs Aluminum alloys
RE Graphite
R Copper
Ll Plastics
kA Carbon fiber
HhE® Titanium alloys
BAEE Heat resistant alloys
BHEAE Cemented carbide
53y ) Hard brittle (non-metallic)material
B
BETT) £
Long Neck 3
Square 2
- R
Draft angle
A 513485% (Total 34 models)
SHDLS2-001010 0.1 0.15 1
SHDLS2-002005 0.2 0.3 0.5
SHDLS2-002010 0.2 0.3 1
SHDLS2-002015 0.2 0.3 1.5
SHDLS2-003010 0.3 0.5 1
SHDLS2-003015 0.3 0.5 1.5
SHDLS2-003020 0.3 0.5 2
SHDLS2-003030 0.3 0.5 3
SHDLS2-003040 0.3 0.5 4
SHDLS2-003050 0.3 0.5 5
127

*ERRAER, IO, BESRIEIFHERE.

*EEAGRIFMETY, S RRE TRISHEEMNE MR,

RIENERR Y, BAOHIREPHER, REEFNREE
=

*Special geometry design, sharp cutting edge, highly efficient milling and chip
evacuation;

*The coating, with good thermal stability, makes it maintain the hardness and
mechanical properties under high temperature;

* Lower coefficient of friction reduces wear during cutting and provides better
surface quality;

© 5 Bta
S|
& el — | ) 3
5 e
S L1
<
a L
- L

1

AR EEHR2E MRBOE T THNEFETRRT URR HERTAR
BAREEETL,

The shank taperangle shownis notan exactvalue and to avoid contact with
the workpiece, we recommend the user controls the precise value of this
angle. Shank taperangle should not make contact with the workpiece.

B{IUnit (mm)

12° 50 2 4 O
12° 50 2 4 O
12° 50 2 4 O
12° 50 2 4 O
12° 50 2 4 O
12° 50 2 4 O
12° 50 2 4 O
12° 50 2 4 O
12° 50 2 4 O
12° 50 2 4 O

Nextpage s

&31348Y8E (Total 34 models)

SHDLS2-004010 0.4 0.6
SHDLS2-004020 | 0.4 0.6
SHDLS2-004030 0.4 0.6
SHDLS2-004040 | 0.4 06
SHDLS2-005020 05 0.75
SHDLS2-005030 \ 05 0.75
SHDLS2-005040 05 0.75
SHDLS2-005050 \ 05 0.75
SHDLS2-005060 05 0.75
SHDLS2-005080 \ 05 0.75
SHDLS2-006020 0.6 0.9
SHDLS2-006030 \ 0.6 0.9
SHDLS2-006040 0.6 0.9
SHDLS2-006060 \ 0.6 0.9
SHDLS2-006080 0.6 0.9
SHDLS2-007020 ‘ 0.7 1
SHDLS2-007040 0.7 1
SHDLS2-007060 ‘ 0.7 1
SHDLS2-007080 0.7 1
SHDLS2-008030 ‘ 0.8 12
SHDLS2-008040 0.8 12
SHDLS2-008060 \ 0.8 1.2
SHDLS2-008080 0.8 1.2
SHDLS2-008100 ‘ 0.8 12

ARG EMITBMBIRT,
*New size added fromthisseries.

SHDLS27]:8 =8 7] (2 Flutes Long Neck Square)

B{iIUnit(mm)
1 12° 50 2 4 @)
2 12° 50 2 4 O
3 12° 50 2 4 O
4 12° 50 2 4 O
2 12° 50 2 4 @)
3 12° 50 2 4 O
4 12° 50 2 4 O
5 12° 50 2 4 O
6 12° 50 2 4 O
8 12° 50 2 4 O
2 12° 50 2 4 O
3 12° 50 2 4 O
4 12° 50 2 4 O
6 12° 50 2 4 O
8 12° 50 2 4 O
2 12° 50 2 4 @)
4 12° 50 2 4 O
6 12° 50 2 4 O
8 12° 50 2 4 O
3 12° 50 2 4 O
4 12° 50 2 4 O
6 12° 50 2 4 O
8 12° 50 2 4 O
10 12° 50 2 4 O
O #BE7F Fo

O Stockeditems.

27]
2 Flutes

BEET]
Long Neck
Square
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SHDLS2-000 %4 %R (Milling Conditions) SHDLS47]E =B 7] (4 Flutes Long Neck Square)
= %ﬁ
SRR/ ER
Highly recommend/Recommend/Suggest
*HEALAERR, IO, BESRIEIHRE,.
"B/ MIBE N, BRI T RIS HEE AR
BEf%(mm) AHMKR(Mm) #iE(min-1) EAEE(mm/min) P Alloy steels (SK/SCM/SUS) ke AREL = =AE = ER
Diameter Effective Length Speed Feed TBEEE Prehardened steels (NAK/HPM) *E° ) ) . ) . . )
27 o Hardened steels (~55/~60/~TOHRC) SpeC|al.geo.metryde5|gn,sharpcutt|ngedge,h|ghlyeff|C|ent milling and chip 4
evacuation; 7]
2 Flutes DO0.1 1 30000 100 *The coating, with good thermal stability, makes it maintain the hardness and 2 Flutes
=S : hanical ti der high t ture;
D0.2 0.5 36000 400 S Alumlhum alioys * Toevsclef::)ce?fiirz:tec:flfer?cli?o::ecllicesewzz:iluurri?'lg cutting and provides better
D02 1 32000 300 s crpnite surface quality;
. R Copper —
D0.2 1.5 28000 300 #ifg Plastics {}7 -g %Bta
D03 1 36000 500 aiskoe Carbon fier Sol— I
ek Titanium alloys S o4 &
DO0.3 15 36000 400 BRRES Heat resistant alloys 2 —»HL
D0.3 2 32000 350 EEAE Cemented carbide - AT
D03 @it Hard brittle (non-metallic)material L
. 3 26000 200 ‘
D0.3 4 22000 150
D0.3 5 20000 100
D0.4 1 36000 700
D0.4 2 36000 600 5
D0.4 3 32000 400 L
D0.4 4 26000 300 il
BEES 7] ° B T]
Long Neck D0.5 2 36000 800 ES Long Neck
Square DO0.5 3 32000 700 2 Square
D0.5 4 26000 500 —- R
Draft angle
D0.5 5 20000 400
D0.5 6 16000 300
D05 8 14000 200 42124788 (Total 24 models) & (3 Unit (mm)
g \
DO0.6 ) 32000 800 (=)= Fr\10ta modaels Blauunitimm
D0.6 3 30000 800
D0.6 4 26000 700
D0.6 6 20000 400
D0.6 8 14000 200 SHDLS4-010040 1.0 15 4 12° 50 4 4 O
D0.7 2 32000 1000 SHDLS4-010060 1.0 15 6 12° ‘ 50 4 4 O
D0.7 4 26000 1000 SHDLS4-010080 1.0 15 8 12° 50 4 4 O
DO.7 6 20000 600 SHDLS4-010100 1.0 15 10 122 50 4 4 O
DO0.7
D08 8 14000 300 SHDLS4-010120 1.0 15 12 12° 50 4 4 O
. 3 30000 1300
SHDLS4-015040 15 23 4 122 50 4 4 @)
D0.8 4 24000 1100
D0.8 ] 20000 900 SHDLS4-015060 15 2.3 6 12 50 4 4 O
D0.8 8 16000 600 SHDLS4-015080 15 2.3 8 12° \ 50 4 4 O
D08 10 12000 300 SHDLS4-015100 15 2.3 10 12° 50 4 4 O
s Note: SHDLS4-015120 1.5 2.3 12 12° ‘ 50 4 4 O
* EEQ{%EE?F%H%, Ly PR (ERIER g4,  “Decrease both spindle speed and feed rate proportionally when the milling parameters Next page mes
* AR T i, 5 45 ok i NS exceed the machine's maximum spindle speed;
. iﬁfgrgﬁg%% = ﬁ%géiﬁggﬁzg'g *Recommend oil coolant for Stainless Steels and Heat Resistance Alloys;
AU AAEE o MERMIR, E/JmiER.  «Recommend using a non-contact measuring device to avoid damaging the precision tip point.
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47]
2 Flutes

BEET)
Long Neck
Square
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SHDLS47]3 == 8T 7] (4 Flutes Long Neck Square)

& 5H248%E (Total 24 models)

SHDLS4-020060
SHDLS4-020080
SHDLS4-020100
SHDLS4-020120
SHDLS4-020160
SHDLS4-020200
SHDLS4-030100
SHDLS4-030120
SHDLS4-030160
SHDLS4-030200
SHDLS4-030100-6
SHDLS4-030120-6
SHDLS4-030160-6
SHDLS4-030200-6

ERFEDITEMBIR T,

*New size added fromthisseries.

2.0
2.0
2.0
2.0
2.0
2.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0

3.0
3.0
3.0
3.0
3.0
3.0
4.5
4.5
4.5
4.5
4.5
4.5
4.5
4.5

6
8
10
12
16
20
10
12
16
20
10
12
16
20

O EEF Mo
O Stockeditems.

12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°

50
50
50
50
50
50
50
50
50
50
50
50
50
50

B T > T S T T N N e o S N N

B{IUnit(mm)

o o o o » M M M DM DM DD DD DD

ONONONONCHONONONONONOHONONE)

SHDLS4-000 #]EIZ 4R (Milling Conditions)

BiE(mm) AHMKR(Mm) #5%(min-1) 4% E(mm/min)

Diameter Effective Length Speed Feed
D1.0 4 18000 1500
D1.0 6 16000 1300
D1.0 8 12000 1000
D1.0 10 10000 800
D1.0 12 8000 500
D15 4 18000 1800
D1.5 6 18000 1800
D15 8 16000 1500
D1.5 10 16000 1300
D15 12 10000 800
D2.0 6 16000 2000
D2.0 8 16000 2000
D2.0 10 16000 1800
D2.0 12 16000 1800
D2.0 16 12000 1300
D2.0 20 8000 800
D3.0 10 14000 2000
D3.0 12 14000 2000
D3.0 16 12000 1800
D3.0 20 12000 1800
D3.0 10 14000 2000
D3.0 12 14000 2000
D3.0 16 12000 1800
D3.0 20 12000 1800

et

* RAEER SR, SR IR ERNES;

*AFEMABMAS RN THEE R TIHIE;

*RIGRIETE. 2B RHKIE, BT REE,

Note:

*Decrease both spindle speed and feed rate pro portionally when the milling para meters exceed the machine's maximum
spindle speed;

*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys;

*Recommend using anon-contact measuring device toavoid damaging the precision tip point.

47)
2 Flutes

BEET]
Long Neck
Square
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SHDR27]%k7] (2 Flutes Ball)

SREER R/ BE

Highly recommend/Recommend/Suggest

=

[uESil

Carbon steels (S45C/S55C)

Ffa3ii Alloy steels (SK/SCM/SUS)
FarEs Prehardened steels (NAK/HPM)
27] NS Hardened steels (~55/~60/~70HRC)
2 Flutes
Feofo Aluminum alloys
A% Graphite
gl Copper
ks Plastics
s i Carbon fiber
hEa® Titanium alloys
BiRad Heat resistant alloys
BHEAS Cemented carbide
FERErA Hard brittle (non-metallic)material
A 531858 (Total 31 models)
SHDR2-002002 RO.1 0.2
SHDR2-003003 RO.15 0.3
SHDR2-004006 R0.2 0.6
B SHDR2-005008 R0.25 0.8
Ball SHDR2-006009 R0.3 0.9
SHDR2-008012 R0.4 1.2
SHDR2-010015 R0O.5 1.5
SHDR2-012018 R0.6 1.8
SHDR2-015023 R0.75 2.3
SHDR2-020030 R1 3
SHDR2-030045-3 R1.5 4.5
SHDR2-030045-4 R1.5 45
SHDR2-030045-6 R1.5 45
SHDR2-040060 R2 6
SHDR2-040060-75 R2 6
SHDR2-040060-100 R2 6
SHDR2-040060-6 R2 6
SHDR2-050075 R2.5 7.5
SHDR2-060090 R3 9
SHDR2-060090-75 R3 9

133

12°
12°
12°
12°
12°
12°
12°
12°
12°
12°

12°
12°

12°
12°

R<3 R4~10

*ERRAERK, 7 O8F, EESREIFHE,
*EEAEARIFREEN, B RRE TRISFEEEME MR,
RIRHERR Y, M B AES, RUEFNREE

=
o

*Special geometry design, sharp cutting edge, highly efficient milling and chip

evacuation;

*The coating, with good thermal stability, makes it maintain the hardness and
mechanical properties under high temperature;
* Lower coefficient of friction reduces wear during cutting and provides better

surface quality;

L1

¢ D-0.01(D<12)
¢

50
50
50
50
50
50
50
50
50
50
50
50
50
50
75
100
50
50
50
75

N NN NN NN NMNDNDDNONMDNDDNDMDNDNDNDNMDNDDNDOMDNDDNDNDNDNDN

B{IUnit (mm)

o OO0 OO o0 MDD O D WA DA DDDSDSDSMDdDDdDDSD

O0OO0O0OO0OO0OOOOOOOLOOOOOOOO

Nextpage s

&31318Y8E (Total 31 models)

SHDR2-060090-100 R3
SHDR2-080120 R4
SHDR2-080120-75 R4
SHDR2-080160-100 R4
SHDR2-080160-150 R4
SHDR2-100150 R5
SHDR2-100200-100 R5
SHDR2-100200-150 R5
SHDR2-120180 R6
SHDR2-120240-100 R6
SHDR2-120240-150 R6

*RATIEMIEMBIR T,
*New sizeadded fromthisseries.

12
12
16
16
15
20
20
18
24
24

O ZEEF fo
O Stockeditems.

100
60
75

100

150
75

100

150
75

100

150

SHDR27]%k7] (2 Flutes Ball)

BE{IUnit(mm)

2 6 O
2 8 O
2 8 O
2 8 O
2 8 O
2 10 O
2 10 O
2 10 O
2 12 O
2 12 O
2 12 O

27]
2 Flutes

> 9]
Ball
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27]
2 Flutes

871
Ball
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SHDR2-000t718 % 4% (Milling Conditions)

BH&(mm) Ei®(min-1)
Diameter Speed
D0.2 30000
D0.3 26000
D0.4 22000
D0.5 20000
D0.6 20000
D0.8 18000
D1 16000
D1.5 16000
D2 15000
D2 15000
D3 14000
D3 14000
D3 14000
D4 14000
D4 14000
D5 12000
D6 12000
D8 10000
D10 9000
D12 9000

LI EMT 28 M RERRBIEE, NRMHH KRB HIZ IR EEEMES;
* RN S SR TR IR
* REBEEAN L, SHIR IR R E RN ES,

Note:

(mm/min)
Feed
150
300
400
400
800
1200
1200
1500
1800
1800
2200
2200
2200
2400
2400
2600
2600
3000
3000
3000

Ap(mm)
Axial depth
0.006
0.01
0.015
0.015
0.02
0.02
0.03
0.03
0.03
0.04
0.04
0.05
0.04
0.04
0.05
0.05
0.05
0.05
0.05
0.05

Ae(mm)
Radidldepth
0.006
0
0.015
0.015
0.02
0.03
0.04
0.05
0.05
0.05
0.07
0.07
0.07
0.08
0.08
0.08
0.08
0.1
0.12
0.15

*The above milling parameters are calculated based on 3D. Decrease both spindle speed and feed rate proportionally if

the overhang length exceeds 3xD;

*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys;

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum

spindle speed.

| e

L

SRR B/ EE
Highly recommend/Recommend/Suggest

e in] Carbon steels (S45C/S55C)

F=gai] Alloy steels (SK/SCM/SUS)

FEREsH Prehardened steels (NAK/HPM)
AN Hardened steels (~55/~60/~T0HRC)
EaE Aluminum alloys

=t Graphite

kil Copper

TiBg Plastics

TRAAE Carbon fiber

#Has Titanium alloys

B#AEE Heat resistant alloys

BEAE Cemented carbide

TERE 1 Hard brittle (non-metallic)material

&5H748% (Total 74 models)

SHDLR2-002005 RO.1 0.16 0.5
SHDLR2-002010 RO.1 0.16 1
SHDLR2-002020 RO.1 0.16 2
SHDLR2-003010 RO.15 0.25 1
SHDLR2-003020 RO.15 0.25 2
SHDLR2-003030 RO.15 0.25 3
SHDLR2-003040 RO.15 0.25 4
SHDLR2-003060 RO.15 0.25 6
SHDLR2-004010 RO.2 0.32 1
SHDLR2-004020 R0.2 0.32 2
SHDLR2-004030 RO.2 0.32 3
SHDLR2-004040 RO.2 0.32 4
SHDLR2-004060 RO.2 0.32 6
SHDLR2-005020 R0.25 0.4 2
SHDLR2-005030 R0.25 0.4 3
SHDLR2-005040 R0.25 0.4 4
SHDLR2-005060 R0.25 0.4 6
SHDLR2-005080 R0.25 0.4 8
SHDLR2-006020 RO.3 0.45 2
SHDLR2-006030 RO.3 0.45 3
SHDLR2-006040 RO.3 0.45 4
SHDLR2-006060 RO.3 0.45 6

SHDLR27]3#&#Z 841k 7] (2 Flutes Long Neck Ball)

WA, 7 8RB BB HIAAE.

*ZEAERIFAEEY, S RRETRISHBEEME ML,

BARMEZE R, BAEBREPER, RHEFNREE
==

*Special geometry design, sharp cutting edge, highly efficient milling and chip
evacuation;

*The coating, with good thermal stability, makes it maintain the hardness and
mechanical properties under high temperature;

* Lower coefficient of friction reduces wear during cutting and provides better
surface quality;

g/ R g /\' Bta
— [a o
o - S L Y
Z L1
< L2 .

BfIUnit(mm)
12° 50 2 4 O
12° 50 2 4 O
12° 50 2 4 @)
12° 50 2 4 @)
12° 50 2 4 @)
12° 50 2 4 @)
12° 50 2 4 @)
12° 50 2 4 @)
12° 50 2 4 @)
12° 50 2 4 @)
12° 50 2 4 @)
12° 50 2 4 @)
12° 50 2 4 @)
12° 50 2 4 @)
12° 50 2 4 O
12° 50 2 4 @)
12° 50 2 4 @)
12° 50 2 4 O
12° 50 2 4 O
12° 50 2 4 @)
12° 50 2 4 @)
12° 50 2 4 O

Nextpage mms

27]
2 Flutes

BEIRT]
Long Neck
Ball
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27]
2 Flutes

EEIRT]
Long Neck
Ball
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SHDR27]3#&#Z 841k 7] (2 Flutes Long Neck Ball)

SHDLR2-006080
SHDLR2-006080
SHDLR2-008020
SHDLR2-008040
SHDLR2-008060
SHDLR2-008080 \
SHDLR2-008100
SHDLR2-010020
SHDLR2-010030
SHDLR2-010040 \
SHDLR2-010060
SHDLR2-010080
SHDLR2-010100
SHDLR2-010120 ‘
SHDLR2-010140
SHDLR2-010160 \
SHDLR2-015040
SHDLR2-015060 \
SHDLR2-015080
SHDLR2-015100 \
SHDLR2-015120
SHDLR2-015140 \
SHDLR2-015160
SHDLR2-020040 ‘
SHDLR2-020060
SHDLR2-020080 \
SHDLR2-020100
SHDLR2-020120 \
SHDLR2-020160
SHDLR2-020040-6
SHDLR2-020060-6
SHDLR2-020080-6
SHDLR2-020100-6
SHDLR2-020120-6

435174815 (Total 74 models)

RO.3
RO.3
RO.4
RO.4
RO.4
RO.4
RO.4
RO.5
RO.5
RO.5
RO.5
RO.5
RO.5
RO.5
RO.5
RO.5
RO.75
RO.75
RO.75
RO.75
RO.75
RO.75
RO.75
R1
R1
R1
R1
R1
R1
R1
R1
R1
R1
R1

0.45
0.45
0.6
0.6
0.6
0.6
0.6
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
0.8
1.2
1.2
1.2
1.2
12
1.2
1.2
1.6
1.6
1.6
1.6
1.6
1.6
1.6
1.6
1.6
1.6
1.6

10

10
12
14
16

10
12
16

10
12

12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°

50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
60
60
60
60
60

N N NN RN N DN N DN DN DN DN DN DN DN DNDDNDDNDNDNDNDNDNDNDDNDNDNDNDNDNDNDDNDNDNDNDNDDNDDNDNDNDDNDDNDDNS

B{IUnit(mm)
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&57485E (Total 74 models)

SHDLR2-020140-6
SHDLR2-030060
SHDLR2-030080
SHDLR2-030100
SHDLR2-030120
SHDLR2-030160
SHDLR2-030200
SHDLR2-030060-6
SHDLR2-030080-6
SHDLR2-030100-6
SHDLR2-030120-6
SHDLR2-030160-6
SHDLR2-030200-6
SHDLR2-040080-6
SHDLR2-040100-6
SHDLR2-040120-6
SHDLR2-040160-6
SHDLR2-040200-6

AR ERIBMBIR T,

*New sizeadded fromthisseries.

R1
R1.5
R1.5
R1.5
R1.5
R1.5
R1.5
R1.5
R1.5
R1.5
R1.5
R1.5
R1.5

R2

R2

R2

R2

R2

1.6
2.4
24
2.4
24
24
2.4
2.4
2.4
24
2.4
2.4

~ B DD

16
6
8

10

12

16

20
6
8

10

12

16

20
8

10

12

16

20

OXEEFmo

SHDLR27]38z=84Ek 7] (2 Flutes Long Neck Ball)

12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°

O Stockeditems.

60
50
50
50
50
50
50
60
60
60
60
60
60
60
60
60
60
60

N N N N NN DN N DN DN DNDNDNDNDNDDNDNDDNDDNDDNDDN

o O O OO O OO O O oo oo o N~ b b b b b O

B{IUnit(mm)
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SHDLR2-000tJ]HI% 4% (Milling Conditions)

BH®&(mm)
Diameter

D0.2
D0.2
D0.2
D0.3
D0.3
D0.3
D0.3
D0.3
D0.4
D0.4
D0.4
D0.4
D0.4
D0.5
D0.5
D0.5
D0.5
D0.5
D0.6
D0.6
D0.6
D0.6
D0.6
D0.6
D0.8
D0.8
D0.8
D0.8
D0.8
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0

BRER(mm)
Effective Length
0.5
1
15

= .
o

c o N~ B MDD o o o B~ N O L o O B~ N O O A~ o B DR W N W W N

—
(=)

3% (min-1)
Speed
30000
30000
30000
28000
28000
24000
20000
20000
24000
24000
20000
18000
18000
22000
22000
18000
14000
14000
20000
17000
15000
14000
14000
14000
18000
18000
14000
14000
14000
16000
16000
16000
16000
14000
12000

(mm/min)
Feed
150
100
100
300
300
200
100
100
600
400
300
150
150
800
800
400
200
100
1000
500
400
200
200
200
1200
800
500
300
300
1500
1300
1300
1000
500
400

Ap(mm)
Axial depth
0.006
0.006
0.003
0.01
0.008
0.007
0.005
0.005
0.01
0.01
0.008
0.005
0.005
0.015
0.015
0.01
0.005
0.003
0.02
0.015
0.01
0.005
0.005
0.005
0.03
0.02
0.01
0.01
0.01
0.03
0.03
0.03
0.03
0.02
0.01

Ae(mm)
Radidldepth
0.006
0.006
0.003
0.01
0.008
0.007
0.005
0.005
0.02
0.015
0.008
0.005
0.005
0.02
0.02
0.01
0.005
0.003
0.02
0.02
0.02
0.01
0.01
0.01
0.03
0.03
0.03
0.02
0.02
0.05
0.05
0.05
0.05
0.04
0.03

Nextpage mmms

HE(mm)
Diameter

D1.0
D1.0
D1.0
D15
D15
D15
D15
D15
D1.5
D15
D2
D2
D2
D2
D2
D2
D2
D2
D2
D2
D2
D2
D3
D3
D3
D3
D3
D3
D3
D3
D3
D3
D3
D3
D4

BRE(mm)
Effective Length
12
14
16
4
6
8
10
12
14
16
4
6
8
10
12
16
4
6
8
10
12
16
6
8
10
12
16
20
6
8
10
12
16
20
8

3% (min-1)
Speed
11000
10000
10000
16000
16000
16000
12000
10000
10000
8000
16000
15000
15000
15000
13000
10000
16000
15000
15000
15000
13000
10000
14000
14000
14000
14000
12000
11000
14000
14000
14000
14000
12000
11000
14000

SHDLR2-000tJ]8I% 4% (Milling Conditions)

(mm/min)
Feed
300
250
200
1600
1400
1200
800
500
400
300
1800
1800
1800
1800
1600
1000
1800
1800
1800
1800
1600
1000
2200
2200
2200
2200
2000
1000
2200
2200
2200
2200
2000
1000
2400

Ap(mm)
Axial depth
0.01
0.01
0.01
0.03
0.03
0.03
0.02
0.02
0.01
0.01
0.03
0.03
0.03
0.03
0.03
0.02
0.03
0.03
0.03
0.03
0.03
0.02
0.05
0.05
0.05
0.04
0.03
0.03
0.05
0.05
0.05
0.04
0.03
0.03
0.05

Ae(mm)
Radidldepth
0.02
0.02
0.01
0.06
0.06
0.05
0.05
0.04
0.03
0.03
0.06
0.06
0.06
0.06
0.06
0.06
0.06
0.06
0.06
0.06
0.06
0.06
0.07
0.07
0.07
0.07
0.07
0.07
0.07
0.07
0.07
0.07
0.07
0.07
0.07
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SHDLR2-000tJ]HI% 4% (Milling Conditions)

BH&(mm) BHE(mm) #iE(min-1) (mm/min) Ap(mm) Ae(mm)
Diameter Effective Length Speed Feed Axial depth Radidldepth
D4 10 14000 2400 0.05 0.07
D4 12 14000 2400 0.05 0.07
D4 16 14000 2200 0.04 0.07
D4 20 12000 2000 0.04 0.07
et

*RBEEE, BRI REENELS,

* AEMET RS NI THEEREIEIR.

Note:

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum
spindle speed;

*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys.

(_

\

SREERS TR/ R

Highly recommend/Recommend/Suggest

e ik} Carbon steels (S45C/S55C)
Fefaii] Alloy steels (SK/SCM/SUS)

FargEi Prehardened steels (NAK/HPM)
SN Hardened steels (~55/~60/~TOHRC)
BaE Aluminum alloys

V=L Graphite

bl Copper

i Plastics

iz £ Carbon fiber

f7 =k Titanium alloys

BAas Heat resistant alloys

BHEAL Cemented carbide

by g Hard brittle (non-metallic)material

4 :t49825% (Total 49 models)

SHDSR4-01001020
SHDSR4-01002020
SHDSR4-01501030
SHDSR4-01502030
SHDSR4-02001040
SHDSR4-02002040
SHDSR4-02003040
SHDSR4-02005040
SHDSR4-03001060
SHDSR4-03002060
SHDSR4-03003060
SHDSR4-03005060
SHDSR4-04001080
SHDSR4-04002080
SHDSR4-04003080
SHDSR4-04005080
SHDSR4-04005080-75
SHDSR4-04005080-100
SHDSR4-05002100
SHDSR4-05005100
SHDSR4-06002120
SHDSR4-06005120

mmmmh##b##wwwwmwwwggn—-»—

© 0 0 O O L O O O O h b BN D W W NN

I T T
N N O O

RO.1
R0O.2
RO.1
R0.2
RO.1
R0O.2
RO.3
RO.5
RO.1
R0.2
RO.3
RO.5
RO.1
R0O.2
RO.3
R0.5
RO.5
RO.5
RO.2
RO.5
RO.2
R0.5

SHDSR47]E 7] (4 Flutes Radius)

R<3 R4~10

*HRKMAER, IO, EESRIEIAHERE.

*ZREABRIFHEEY, SRRIRTRIGHEEMB ML,

RIEMERR Y, B IHIBEPHER, REEFNREE
=8

* Special geometry design, sharp cutting edge, highly efficient milling and chip
evacuation;

* The coating, with good thermal stability, makes it maintain the hardness and
mechanical properties under high temperature;

* Lower coefficient of friction reduces wear during cutting and provides better
surface quality;
~

S on
28 i\ _— \ea
S & f&% ******* 1=
o o - >
SN AN

B{iIUnit (mm)

12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 @)
12° 50 4 4 O
12° 50 4 4 O
12° 50 4 4 O
- 50 4 4 O
- 50 4 4 O
- 50 4 4 O
- 50 4 4 O
- 75 4 4 O
- 100 4 4 O
12° 50 4 6 O
12° 50 4 6 O
12° 50 4 6 O
12° 50 4 6 O

Nextpage mmms

47]
4 Flutes

Em7

Radius

142




SHDSR47]EfA7] (4 Flutes Radius) SHDSR4-0001]JHI%: 4R (Milling Conditions)
B 5H4985% (Total 49 models) B {iiUnit(mm)
SHDSR4-06010120 6 12 R1 - 50 4 6 O
SHDSR4-06002120-75 6 12 RO.2 | - 75 4 6 @)
SHDSR4-06005120-75 6 12 RO.5 - 75 4 6 O BfE(mm) & (min-1) 4% E(mm/min)
Diameter Speed Feed
SHDSR4-06010120-75 6 12 RL | - 75 4 6 O
SHDSR4-06002120-100 6 12 RO.2 - 100 4 6 O oL LY Ll
SHDSR4-06005120-100 6 12 RO.5 | - 100 4 6 O b1 15000 1000
SHDSR4-06010120-100 6 12 R1 - 100 4 6 O LR l ol
P SHDSR4-08005160 8 16 RO5 | - 60 4 8 O D15 14000 1500 P
SHDSR4-08010160 8 16 R1 - 60 4 8 O o Rl Bl
SHDSR4-08005160-75 8 16 RO.S | - 75 4 8 O b2 14000 1500
SHDSR4-08010160-75 8 16 R1 - 75 4 8 O b2 ol 2l
SHDSR4-08005200-100 8 20 RO.5 | - 100 4 8 O b2 14000 1500
SHDSR4-08010200-100 8 20 R1 - 100 4 8 O D8 e U
SHDSR4-08005200-150 8 20 RO.5 | - 150 4 8 O b3 13000 1800
SHDSR4-08010200-150 8 20 R1 - 150 4 8 O 2k L 0
SHDSR4-10005200 10 20 RO.5 | - 75 4 10 O b3 13000 1800
SHDSR4-10010200 10 20 R1 - 75 4 10 O D4 12000 2000
SHDSR4-10005250-100 10 25 ROS - 100 4 10 O b4 12000 2000
SHDSR4-10010250-100 10 25 R1 - 100 4 10 O D4 12000 2000
SHDSR4-10005250-150 10 25 ROS | - 150 4 10 O D4 12000 2000
SHDSR4-10010250-150 10 25 R1 - 150 4 10 O Dé 12000 2000
SHDSR4-12005240 12 24 RO.5 | - 75 4 12 O b4 12000 2000
SHDSR4-12010240 12 24 R1 - 75 4 12 O D> 12000 200
SHDSR4-12005300-100 12 30 ROS | - 100 4 12 O D> 12000 2200
SHDSR4-12010300-100 12 30 R1 - 100 4 12 0O be 11000 2400
SHDSR4-12005300-150 12 30 ROS | - 150 4 12 ) bé 11000 2400
SHDSR4-12010300-150 12 30 R1 - 150 4 12 O Do 11000 2400
- | D6 11000 2400 -
Radius D6 11000 2400 Radius
*ﬁéiijiiu:jz:sdygfn}ftgrs series. g Sﬁtcr;ﬁc?liu;?tems. b H000 200
D6 11000 2400
D6 11000 2400
D6 11000 2400
D8 9000 2600
D8 9000 2600
D8 9000 2600
D8 9000 2600
D8 9000 2600
D8 9000 2600
D8 9000 2600
D8 9000 2600
Nextpage
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SHDSR4-000t7]H 5 4%k (Milling Conditions)

Ef¥(mm) Ei#®(min-1) LA EE(mm/min)

Diameter Speed Feed
D10 8000 2600
D10 8000 2600
D10 8000 2600
D10 8000 2600
D10 8000 2600
D10 8000 2600
D12 7500 3000
D12 7500 3000
D12 7500 3000
D12 7500 3000
D12 7500 3000
D12 7500 3000

st

“LLET 28 M RERRBIEE, MR MHH KRB HFIZ I EERES;

*REEENE, SHIRLL AR R ER A ELR;

* BTSSRI THE R TIE R,

Note:

*The above milling parameters are calculated based on 3xD. Decrease both spindle speed and feed rate proportionally if
the overhang length exceeds 3xD;

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum
spindle speed;

*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys.

e

SHDLSR27]:# =& [E 7] (2Flutes Long Neck Radius)

T

HMIVEREIEE/EE
Highly recommend/Recommend/Suggest

*ERRAEK, 7] A5, EE R REIFHE.
*ZBABRIFAEEN, SRRIR T RITHBEEMEMEEE,

b} Carbon steels (S45C/S55C) . . g 100 A o 4m ; -
~ e RAGNERR S, HOTHIBE S OBA, RUBEOREHE
FERESH Prehardened steels (NAK/HPM) . E‘). ) i ) » . )
A Hardened steels (~55/~60/~TOHRC) :Ezcclljaaltig::.metryde5|gn,sharp cutting edge, highly efficient milling and chip
*The coating,, with good thermal stability, makes it maintain the hardness and
mas Aluminum alloys mechanical properties under high temperature;
S - * Lower coefficient of friction reduces wear during cutting and provides better
aE Graphite surface quality;
FiEl Copper G CR
TBiRs Plastics vil
BiAE Carbon fiber o \ /tha
Hhas Titanium alloys S g ==‘ 7777777 ﬂ '%
Bismas Heat resistant alloys o Q“i
BEaE Cemented carbide A L2 L ‘
WA Hard brittle (non-metallic)material S |
A :t71845% (Total 71 models) B{IUnit(mm)
SHDLSR2-003005010 D0.3 0.25 1 R0.05 12° 50 2 4 O
SHDLSR2-003005020 D0.3 0.25 2 R0.05 12° 50 2 4 O
SHDLSR2-004005010 D0.4 0.32 1 R0.05 12° 50 2 4 O
SHDLSR2-004005020 D0.4 0.32 2 R0.05 12° 50 2 4 O
SHDLSR2-004005030 D0.4 0.32 3 R0.05 12° 50 2 4 O
SHDLSR2-004005040 D0.4 0.32 4 R0.05 12° 50 2 4 O
SHDLSR2-00401010 D0.4 0.32 1 RO.1 12° 50 2 4 O
SHDLSR2-00401020 D0.4 0.32 2 RO.1 12° 50 2 4 O
SHDLSR2-00401030 D0.4 0.32 3 RO.1 12° 50 2 4 O
SHDLSR2-00401040 D0.4 0.32 4 RO.1 12° 50 2 4 O
SHDLSR2-005005010 D0.5 0.4 1 R0.05 12° 50 2 4 O
SHDLSR2-005005020 D0.5 0.4 2 R0.05 12° 50 2 4 O
SHDLSR2-005005030 D0.5 0.4 3 R0.05 12° 50 2 4 O
SHDLSR2-005005040 D0.5 0.4 4 R0.05 12° 50 2 4 O
SHDLSR2-00501010 D0.5 0.4 1 RO.1 12° 50 2 4 O
SHDLSR2-00501020 D0.5 0.4 2 RO.1 12° 50 2 4 O
SHDLSR2-00501030 D0.5 0.4 3 RO.1 12° 50 2 4 O
SHDLSR2-00501040 D0.5 0.4 4 RO.1 12° 50 2 4 O
SHDLSR2-006005020 D0.6 0.5 2 R0.05 12° 50 2 4 O
SHDLSR2-006005030 D0.6 0.5 3 R0.05 12° 50 2 4 O
SHDLSR2-006005040 D0.6 0.5 4 R0.05 12° 50 2 4 O
SHDLSR2-006005060 D0.6 0.5 6 R0.05 12° 50 2 4 O
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SHDLSR2-00601020
SHDLSR2-00601030
SHDLSR2-00601040
SHDLSR2-00601060
SHDLSR2-008005020
SHDLSR2-008005030
SHDLSR2-008005040
SHDLSR2-008005060
SHDLSR2-008005080
SHDLSR2-00801020
SHDLSR2-00801030
SHDLSR2-00801040
SHDLSR2-00801060
SHDLSR2-00801080
SHDLSR2-00802020
SHDLSR2-00802030
SHDLSR2-00802040
SHDLSR2-00802060
SHDLSR2-00802080
SHDLSR2-01001040
SHDLSR2-01001060
SHDLSR2-01001080
SHDLSR2-01001100
SHDLSR2-01001120
SHDLSR2-01002040
SHDLSR2-01002060
SHDLSR2-01002080
SHDLSR2-01002100
SHDLSR2-01002120
SHDLSR2-01501040
SHDLSR2-01501060
SHDLSR2-01501080
SHDLSR2-01501100
SHDLSR2-01501120
SHDLSR2-01502040
SHDLSR2-01502060
SHDLSR2-01502080
SHDLSR2-01502100

&351718Y% (Total 71 models)

D0.6
D0.6
D0.6
D0.6
D0.8
D0.8
D0.8
D0.8
D0.8
D0.8
D0.8
D0.8
D0.8
D0.8
D0.8
D0.8
D0.8
D0.8
D0.8
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.5
D1.5
D1.5
D1.5
D1.5
D1.5
D1.5
D1.5
D1.5

0.5
0.5
0.5
0.5
0.65
0.65
0.65
0.65
0.65
0.65
0.65
0.65
0.65
0.65
0.65
0.65
0.65
0.65
0.65
1.0
1.0
1.0
1.0
1.0
1.0
1.0
1.0
1.0
1.0
1.5
1.5
1.5
1.5
1.5
1.5
1.5
1.5
1.5

0 O A~ 0O A W N OO OO B W N OO M W N O B WN

[Er—
o o

10
12

10
12

10

SHDLSR27]:& =8 [E /7] (2Flutes Long Neck Radius)

RO.1
RO.1
RO.1
RO.1
R0.05
R0.05
R0.05
R0.05
R0.05
RO.1
RO.1
RO.1
RO.1
RO.1
RO.2
R0.2
RO.2
RO.2
RO.2
RO.1
RO.1
RO.1
RO.1
RO.1
RO.2
R0.2
RO.2
R0.2
RO.2
RO.1
RO.1
RO.1
RO.1
RO.1
RO.2
R0.2
R0O.2
RO.2

12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°

50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50

NN NN N DN DN NN NN DNDDNDNNDNDDNDNDNDDNDNDNDDNDNDNDDNDDNDNDDNDNDDNDDNDDNDNDDNDNDDNDDNDNDN

BiUnit(mm)

A~ DD DDA DD DDA DD DD DDAEDDDEDDD DD DDAEDDDAMDDDDSDDSDD DS DD

O0OO0O0OO0O0OO0OO0OOOOOOOOOOOOLOOOOOOLOOOOLOOLOOOOOO
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&5718Y% (Total 71 models)

SHDLSR2-01502120
SHDLSR2-02001060 |
SHDLSR2-02001080
SHDLSR2-02001100 |
SHDLSR2-02001120
SHDLSR2-02001160 |
SHDLSR2-02002060
SHDLSR2-02002080 |
SHDLSR2-02002100
SHDLSR2-02002120 |
SHDLSR2-02002160

ERIERTEMIR T,

D1.5
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0

*New size added fromthisseries.

1.5
2.0
2.0
2.0
2.0
2.0
2.0
2.0
2.0
2.0
2.0

SHDLSR27]:&# =8 [Ef 7] (2 Flutes Long Neck Radius)

12

10
12
16

10
12
16

O #EFmo

RO.2
RO.1
RO.1
RO.1
RO.1
RO.1
RO.2
RO.2
RO.2
R0O.2
RO.2

O Stockeditems.

12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°

50
50
50
50
50
50
50
50
50
50
50

N N NN NN DN NMNDNDDNDNDNDNDN

L R s = s - i

BE{IUnit(mm)

OO0OO0OO0O0OOOO0OOOO
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SHDLSR2-0001714 %% 43R (Milling Conditions)

H&(mm)
Diameter

D0.3
D0.3
DO0.4
D0.4
D0.4
D0.4
DO0.4
DO0.4
D0.4
D0.4
D0.5
D0.5
D0.5
D0.5
D0.5
D0.5
D0.5
D0.5
D0.6
D0.6
D0.6
D0.6
D0.6
D0.6
D0.6
D0.6
D0.8
D0.8
D0.8
D0.8
D0.8
D0.8
D0.8
D0.8
D0.8
D0.8

BRER(mm)
Effective Length

S~ N 0o OO A N 0 OO B~ N 0o O B N oo O BN OO B N o RN DN DN N

3% (min-1)
Speed
30000
30000
26000
24000
22000
18000
26000
24000
22000
18000
20000
18000
16000
14000
20000
18000
16000
14000
16000
13000
11000
10000
16000
13000
11000
10000
16000
14000
13000
12000
16000
14000
13000
12000
16000
14000

ELLREE(mm/min)
Feed
240
120
300
260
180
120
300
220
180
120
500
360
200
120
500
360
200
120
700
400
200
120
700
400
200
120
1200
800
600
300
1200
800
500
300
1200
800

Nextpage mmms

B&(mm)
Diameter
D0.8
D0.8
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.5
D1.5
D1.5
D15
D1.5
D1.5
D1.5
D1.5
D1.5
D1.5
D2
D2
D2
D2
D2
D2
D2
D2
D2
D2

Bt

*REEE TS, BT PR R R AL
* AT S 2890 THEE R T &

BHE(mm)
Effective Length

o o N~ oo o

10

10
10

10
10

10
10

10
12
16

10
12
16

Note:

SHDLSR2-000#7]HIZ& 42k (Milling Conditions)

3% (min-1)
Speed
13000
12000
13000
11000
10000
8500
8500
13000
11000
10000
8500
8500
13000
10000
9000
8500
8500
13000
10000
9000
8500
8500
12000
11000
10000
9000
7500
12000
11000
10000
9000
7500

ELREE(mm/min)
Feed
500
300
1000
700
500
300
300
1000
700
500
300
300
1000
1000
800
700
700
1000
1000
800
700
700
1500
1000
900
800
600
1500
1000
900
800
600

*Decrease both spindle speed and feed rate proportionally when the milling
parameters exceed the machine's maximum spindle speed;

*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys.
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SHDLSR47]:&=8[E /7] (4 Flutes Long Neck Radius)

SREER R/ BE

Highly recommend/Recommend/Suggest

b Carbon steels (S45C/S55C)

E&in Alloy steels (SK/SCM/SUS)

FargEin Prehardened steels (NAK/HPM)
N Hardened steels (~55/~60/~70HRC)
FiE= Aluminum alloys

A% Graphite

il Copper

TiBs Plastics

AR Carbon fiber

Hhas Titanium alloys

Bi#Aas Heat resistant alloys

BWHEAS Cemented carbide

B Hard brittle (non-metallic)material

55169845 (Total 69 models)

SHDLSR4-01001040
SHDLSR4-01001060
SHDLSR4-01001080
SHDLSR4-01001100
SHDLSR4-01001120
SHDLSR4-01002040
SHDLSR4-01002060
SHDLSR4-01002080
SHDLSR4-01002100
SHDLSR4-01002120
SHDLSR4-01501040
SHDLSR4-01501060
SHDLSR4-01501080
SHDLSR4-01501100
SHDLSR4-01501120
SHDLSR4-01502040
SHDLSR4-01502060
SHDLSR4-01502080
SHDLSR4-01502100
SHDLSR4-01502120

D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.5
D1.5
D1.5
D1.5
D1.5
D1.5
D1.5
D1.5
D1.5
D1.5

1.0
1.0
1.0
1.0
1.0
1.0
1.0
1.0
1.0
1.0
1.5
1.5
1.5
1.5
1.5
1.5
1.5
1.5
1.5
1.5

10
12

10
12

10
12

10
12

RO.1
RO.1
RO.1
RO.1
RO.1
R0O.2
R0O.2
R0.2
R0O.2
RO.2
RO.1
RO.1
RO.1
RO.1
RO.1
R0O.2
R0O.2
R0O.2
R0O.2
RO.2

*ERKAEK, 7] AR, EERREIFHRE,
*EEABRIFAREN, S RRIR TRITHEEMBMEEE,
“BRMERRE, BB REPRNER, RESFNREE

Ho

*Special geometry design, sharp cutting edge, highly efficient milling and chip
evacuation;
*The coating, with good thermal stability, makes it maintain the hardness and

mechanical properties under high temperature;

* Lower coefficient of friction reduces wear during cutting and provides better

surface quality;

6)

\

0
$D-0.01(D

OO0OO0OO0OO0OO0OO0OO0OOOOOOOOOOOOO

%L—z T 13
——
E{IUnit(mm)
12° 50 4 4
122 50 4 4
12° 50 4 4
122 50 4 4
12° 50 4 4
122 50 4 4
12° 50 4 4
122 50 4 4
12° 50 4 4
122 50 4 4
12° 50 4 4
12° ‘ 50 4 4
12° 50 4 4
122 50 4 4
12° 50 4 4
12° ‘ 50 4 4
12° 50 4 4
12° \ 50 4 4
12° 50 4 4
122 50 4 4

Nextpage =

5169845 (Total 69 models)

SHDLSR4-02001060
SHDLSR4-02001080
SHDLSR4-02001100
SHDLSR4-02001120
SHDLSR4-02001160
SHDLSR4-02002060
SHDLSR4-02002080
SHDLSR4-02002100
SHDLSR4-02002120
SHDLSR4-02002160
SHDLSR4-03001080
SHDLSR4-03001100
SHDLSR4-03001120
SHDLSR4-03001160
SHDLSR4-03001200
SHDLSR4-03002080
SHDLSR4-03002100
SHDLSR4-03002120
SHDLSR4-03002160
SHDLSR4-03002200
SHDLSR4-03005080
SHDLSR4-03005100
SHDLSR4-03005120
SHDLSR4-03005160
SHDLSR4-03005200
SHDLSR4-03001080-6
SHDLSR4-03001100-6
SHDLSR4-03001120-6
SHDLSR4-03001160-6
SHDLSR4-03001200-6
SHDLSR4-03002080-6
SHDLSR4-03002100-6
SHDLSR4-03002120-6
SHDLSR4-03002160-6
SHDLSR4-03002200-6
SHDLSR4-03005080-6
SHDLSR4-03005100-6
SHDLSR4-03005120-6

D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0

2.0
2.0
2.0
2.0
2.0
2.0
2.0
2.0
2.0
2.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0
3.0

SHDLSR47]E =B £ 7] (4 Flutes Long Neck Radius)

10
12
16

10
12
16

10
12
16
20

10
12
16
20

10
12
16
20

10
12
16
20

10
12
16
20

10
12

RO.1
RO.1
RO.1
RO.1
RO.1
R0.2
RO.2
R0.2
RO.2
RO.2
RO.1
RO.1
RO.1
RO.1
RO.1
RO.2
RO.2
RO.2
RO.2
RO.2
RO.5
RO.5
RO.5
RO.5
R0.5
RO.1
RO.1
RO.1
RO.1
RO.1
RO.2
RO.2
RO.2
RO.2
RO.2
RO.5
R0.5
RO.5

12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°

50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
60
60
60
60
60
60
60
60
60
60
60
60

A~ B DD DA D DB D DS D DM DS DD DD DD DS DDDEDDSDS DD DS DD DD DS DD D DS DD

B{iUnit(mm)

O0O0O0OO0O0O0OOOOLOOLOOOOLOLOLOOLOOLOLOLLOOLOOOOLOOLOOOO
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SHDLSR47]:E =8 [E f 7] (4 Flutes Long Neck Radius)

&5169%!5E (Total 69 models)

SHDLSR4-03005160-6
SHDLSR4-03005200-6
SHDLSR4-04001120-6
SHDLSR4-04001160-6
SHDLSR4-04001200-6
SHDLSR4-04002120-6
SHDLSR4-04002160-6
SHDLSR4-04002200-6
SHDLSR4-04005120-6
SHDLSR4-04005160-6
SHDLSR4-04005200-6

*RRFIERITBIMAR T,

D3.0
D3.0
D4.0
D4.0
D4.0
D4.0
D4.0
D4.0
D4.0
D4.0
D4.0

*New size added fromthisseries.

3.0
3.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0
4.0

16
20
12
16
20
12
16
20
12
16
20

O #EEF o

RO.5
R0.5
RO.1
RO.1
RO.1
R0.2
RO.2
R0.2
RO.5
RO.5
RO.5

O Stockeditems.

12°
12°
12°
12°
12°
12°
12°
12°
12°
12°
12°

60
60
60
60
60
60
60
60
60
60
60

S~ B DD DM DM D DS DD D

B{iUnit(mm)

OO0OO0OO0OOOOOOO

BHi&(mm)
Diameter

D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.0
D1.5
D1.5
D1.5
D1.5
D1.5
D1.5
D1.5
D1.5
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D2.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0
D3.0

BRER(Mmm)
Effective Length
4
6
8
10
12

10
12

10
12

10
12

10
12
16

10
12
16

12
16
20

SHDLSR4JJHIZ 4% (Milling Conditions)

EiE(min-1)
Speed
13000
11000
10000
8500
7500
13000
11000
10000
8500
7500
12000
10000
9000
8500
12000
10000
9000
8500
13000
11000
10000
9000
8000
13000
11000
10000
9000
8000
13000
12000
10000
9000
8500
13000
12000

ELEE(mm/min)

Feed

1300
1000
800
500
300
1300
1000
800
500
300
1300
1000
900
800
1500
1000
900
800
1800
1500
1200
1000
800
1800
1500
1200
1000
800
2200
2200
2000
1600
1400
2200
2200

Nextpage =
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SHDLSR4tJJHI % 4% (Milling Conditions)

BEME(mm)
Effective Length

B&(mm)
Diameter
D3.0 12
D3.0 16
D3.0 20
D3.0 6
D3.0 8
D3.0 12
D3.0 16
D3.0 20
D3.0 6
D3.0 8
D3.0 12
D3.0 16
D3.0 20
D3.0 6
D3.0 8
D3.0 12
D3.0 16
D3.0 20
D3.0 6
D3.0 8
D3.0 12
D3.0 16
D3.0 20
D4.0 8
D4.0 10
D4.0 20
D4.0 8
D4.0 10
D4.0 20
D4.0 8
D4.0 10
D4.0 20

&k
* R EERA LR, FF IR O R ERAELS
* FEE BT A S SR TR M TR
Note:

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum

spindle speed;

3% (min-1)
Speed
10000
9000
8500
13000
12000
10000
9000
8500
13000
12000
10000
9000
8500
13000
12000
10000
9000
8500
13000
12000
10000
9000
8500
11000
11000
7500
11000
11000
7500
11000
11000
7500

*Recommend oil coolant for Stainless Steels and Heat Resistance Alloys.

EAREE(mm/min)
Feed
2000
1600
1400
2200
2200
2000
1600
1400
2200
2200
2000
1600
1400
2200
2200
2000
1600
1400
2200
2200
2000
1600
1400
2200
2200
1600
2200
2200
1600
2200
2200
1600

TR
Square

iSEINTEA

Cutting

e CGS2-000
e CGS4-000 B7 e CGR2-000
e CGLS2-000 Ball e CGLR2-000
e CGLS 4-000
e | Cu%(WT) BE SHE BE SHREH | AEKRHN
(min) (min) | (min)
CuWs5 4542 12.30g/cm3 l“/fc"/g 125HB | ~260(W/mK) | ~11.7 (10-6/K)
47%
CuWe60 40£2 12.75g/cm3 IACS 140HB
44%
CuWe5 35%2 3.30g/cm3 IACS 155HB
CuW70 3042 13.80g/cm3 I‘fg@ 175HB | ~240(W/mK)| ~9.7 (10-6/K)
38% 200~230 9.0~9.5
CuW7s 2542 14.50g/cm3 IACS 195HB (W/mK) (10-6/K)
34% 190~210 8.0~8.5
CuW80 20+2 15.15g/cm3 | S0 | 220HB | gt (10-6/K)
30% 180~200 7.0~7.5
CuWwss 15+2 15.90g/cm3 IACS 240HB (W/mK) (10-6/K)

—

QO

o,

o

o

@)

S

Q

)

n %
o -
=

< ~
o .
= 2
=

e CGSR4-000

e CGLSR2-000
e CGLSR4-000

156




CG A5 (S5 =Z ATI)

CGS Series (Tungsten Copper Special End Mill)

: — CGSR4-06005150

L ggsq 0601500 m |||”H” \ DEROD. 5*#15+#D6+50 |”“” HHl” “|

‘ ”‘q]qi;ns;r,o LI I [Ty D5. 992 B0 005 20210904032150°
: 503 50403216 - e

sl CGRZ2-060090 [ CGLS4-010060 I
SRR . W 1 111 T sioersoar MBI
AR SRR ; *High-precision version can be ordered;

REEEEERNIMSAREE, *The measured outer diameter and Raccuracy are marked on the label.
Example

SR M E 888R(WT75) Analysis Report:Material Tungsten copper (W75)

B #y:D28R Purpose: D2 test T R4k
INTH#%: BARRER#(36000rpm)  Processing machine: ROKU-ROKU machine (36000rpm) Milling Shape:
RANA R CHA Coolant: Oil coolant

R ERF:2021-12-28 Testtime: 2021-12-28

I Z# Milling Parameters

HRAITAR iR B | QfE IR PIE | INIRER
Tool Spindle Feed Step Axial Radial Cycle
Speed Rate Depth Depth Time
CGLS4-020140D2714  (min-1) |(mm/min) (ap) mm (ae) mm
E=inT
Contour processing 8000 600 0.03 0.5 01:45:09

METHRTIEGIZ00IUT, FFEER, BNRR, WRERY, OMEER.

Summary: The tolerance of the workpiece is controlled less than 0.01. No deformation, no chattering, good surface finishingand no burrs.

JIE#RR Cutter Condition: T &Y Real Workpiece:

\\‘1 A\ At )
\] t“f'r a'L B K

SAMHO

CGS27)F 7] (2 Flutes Square)

| l

MR /R ER

Highly recommend/Recommend/Suggest
BAH DIE STEEL HEZ4 (Grade)
& Carbon steels (S45C/S55C)
=] Alloy steels (SK/SCM/SUS)
TBEE Prehardened steels (NAK/HPM)
RN Hardened steels (~55/~60/~TOHRC)

B E

SPECIAL MATERIAL

Bas Aluminum alloys

AE Graphite

kil Copper

s Plastics

540 Tungsten copper

iz £ Carbon fiber

HEE Titanium alloys

Bit#ss Heat resistant alloys

BEAS Cemented carbide

TR AL Hard brittle (non-metallic)material

4:t13845% (Total 13 models)
71D 7R L1 BXEL2 #EfBTa £2RL 7JHT WEd #E

Length Effective

DLC SD
0-0.005

R (Specialty)

* £ X9 €5 $ FF & BB AR RE L 85 H R A4 R S

* SIS R BVIS BT RIS I ARE, R T $8 5 KL
e EEMBKER.

* Ultra-fine micro-particles tungsten steel raw materials
developed for tungsten copper;

*The special flute design and coating achieve high surface
finish and ultra-long life of tungsten copper material.

éd

L1

0/-0.01(D<6)

B{Unit(mm)

RISR
Model Outside
Number Diameter

CGS2-0010030 0.1
CGS2-0020060 0.2
CGS2-0030090 0.3
CGS2-0040120 0.4
CGS2-0050150 0.5
CGS2-0060180 0.6
CGS2-0080240 0.8
CGS2-0100300 1

CGS2-0154500 1.5

CGS2-0200600
CGS2-0300900
CGS2-0401200
CGS2-0601600

L BhA W N

ERFERITEMBIR T,

*New size added fromthisseries.

Of Cut  Length

0.3 -
0.6 -
0.9 -
1.2 =
1.5 -
1.8 -
24 -

4.5 -

12 -

Shank  Overall Number Shank In
Taper Angle Length Of Flutes Diameter Stock

15° 50 2 4 O
15° 50 2 4 O
15° 50 2 4 O
15° 50 2 4 O
15° 50 2 4 O
15° 50 2 4 O
15° 50 2 4 O
15° 50 2 4 O
15° 50 2 4 O
15° 50 2 4 O
15° 50 2 4 O

- 50 2 4 O

- 60 2 6 @)

O ZEE1F Mo
O Stockeditems.

27]
2 Flutes

F7]
Square
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27]
2 Flutes

CGS2-0004I% 42 (Milling Conditions) SAMHO

Ae

BIE 4 (Side Milling)

5 Bl 4 55/
Work Material Tungsten Copper

BE&(mm) Ei®(min-1)
Diameter Spindle

(mm/min)

Feed

E 514l (Contour Milling)

B2 Ei=E |

Work Material Tungsten Copper

Ef€(mm)
Diameter

E®(min-1)
Speed

D0.2 30000

D0.4 26000

D0.6 20000

D1.0 13000

D2.0 12000

D4.0 10000

et

*RBEETHES, BIRHIREREERMELS,
*RIRREEME. REREKE, WIEEE
FRERB, BROIREEBENES.

Note:

(mm/min)
Feed

150

200

500

1000

1500

2200

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum

spindle speed;
*Recommend using a non-contact measuring device to avoid damaging the precision tip point;
*Decrease both spindle speed and feed rate proportionally in case of chattering.

SNANMHO CGS47]F7] (4 Flutes Square)
SD
—

IR/ /RS A & (Specialty)

Highly recommend/Recommend/Suggest

* §EIS B ERFF R BB AR YRR AL 35 S R A1 R 5

* N BMARNBEHRTDBIGITNERRE, RU 7 BREME
MR EENBRKER.

* Ultra-fine micro-particles tungsten steel raw materials
developed for tungsten copper;

*The special flute design and coating achieve high surface
finish and ultra-long life of tungsten copper material.

DIE STEEL HEBE4R (Grade)
Carbon steels (S45C/S55C)
Alloy steels (SK/SCM/SUS)
Prehardened steels (NAK/HPM)
Hardened steels (~55/~60/~T0HRC)
B SPECIAL MATERIAL

Aluminum alloys

Graphite
Copper
Plastics - n Qe %Bta
Tungsten copper * SH) 8 g | |] Ee)
Carbon fiber < 5' C-> 0 &
Titanium alloys 8 ~ 8 a
Heat resistant alloys L1
Cemented carbide L |
Hard brittle (non-metallic)material
A1685% (Total 16 models) EB{IUnit (mm)

718D 7IRL1 BMERL2 #EMBTa 2RL 7J#T WEd #EE
Outside Length Effective Shank Overall Number Shank In
Diameter Of Cut Length Taper Angle Length OfFlutes Diameter Stock

N N
B T A
B R R

CGS4-0100300

CGS4-0200600

CGS4-0300900

CGS4-0401200

CGS4-0601600

CGS4-0802000

CGS4-0803000

CGS4-1003000

ERTERIEMAR T, O #EEHF Mo

*Newsizeadded fromthisseries. O Stockeditems.




CGS4-000 HIHIZ 4=k (Milling Conditions) S/AMHO SAMHO CGS4-000 HIHIZ 4%k (Milling Conditions)

Ae

RE IR (Side Milling) £ =114 (Contour Milling)
?&‘ﬁﬂﬁ ﬁ%ﬁﬁl ?&‘ﬁ’u*j ff%ﬂf]
Work Material Tungsten Copper Work Material Tungsten Copper
HE(mm) 3% (min-1) ﬁgﬁﬁg Hi¥(mm) &% (min-1) ﬁ%ﬁﬁlﬁ
Diameter Speed (m::_n/mln) Diameter Speed (mm/mln)
eed Feed

D1.0 6000 150 D15 13000 1200
D3.0 5000 200 D3.0 12000 1800
D3.0 4000 200 D3.0 10000 1800
D4.0 5000 300 D4.0 9000 2200

D6.0 4000 300 D6.0 8000 2500 .

D8.0 3000 300 D8.0 7000 2500

D10.0 2000 300 D10.0 7000 2800

fist:
* RBEERTLRE, BRI EELR
BIENEI R E(mm)Milling Amount for Side Milling(mm) *ggggﬁmgﬁﬁﬁéﬁﬁgﬁéggﬁ
Lengthof Cut 2.5D(7) R=H1%*2.5) 4D(7)R=H1Z*4) Note:
#HIM ) : * . . - - )
Work Material NE 2.5D (Length of Cut=Diameter*2.5) | 4D (Length of Cut=Diameter*4) SD;%rjlaessept;ztdhspmdlespeed and feed rate proportionally when the milling parameters exceed the machine's maximum
45HRCILTF 2e=0.07D 2e=0.07D :gecommegdtt;singZron-co;tacdtfmezsu;ingdevicstoal\ioi'ddamag:cinr?tti\eprecisiontippoint;
45HRC or below ap=2D ap=2D ecrease both spindle speed and feed rate proportionally in case of chattering.
45HRCEL E de=0.03D de=0.03D
45HRCorabove ap=1.5D ap=1.5D

D:EfE Diameter (mm)
ap:liF Axial Depth (mm)
de:tJE Radial Depth(mm)
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CGLS27]:& =R 7] (2 Flutes Long Neck Square) SANMHO
—_— DLC sD
— =

PRI/ /RS A 15 (Specialty)

Highly recommend/Recommend/Suggest

* X955 $R FF R BB AR T R AL SR S0 R A R

NN BRMARNBEFRTDBIGHNERRE, R 7 BREME
RN EENBRKER,

* Ultra-fine micro-particles tungsten steel raw materials
developed fortungsten copper;

*The special flute design and coating achieve high surface
finish and ultra-long life of tungsten copper material.

DIE STEEL HBE4R (Grade)
Carbon steels (S45C/S55C)
Alloy steels (SK/SCM/SUS)
Prehardened steels (NAK/HPM)
Hardened steels (~55/~60/~7T0HRC)
MK SPECIAL MATERIAL

Aluminum alloys

Graphite :/5 o Bta

Copper A o ‘ D °

Plastics = e ﬂ

Tungsten copper * g L1

Carbon fiber QI L2

Titanium alloys L
-

Heat resistant alloys ’

Cemented carbide W AEEHSE MRIELE TS THNESETETURR FEETIAR
BAEEBIM.

Hard brittle (non-metallic)material

The shank taperangle shownisnotan exactvalue and to avoid contact with
the workpiece, we recommend the user controls the precise value of this
angle. Shank taperangle should not make contact with the workpiece.

&t 5
Actual effective length

RIEA
Draft angle

&513182%% (Total 31 models) B{IUnit (mm)

RIS 71D 7IR L1 B¥EL2 #EMABTa ©2RL 7IHT HmEd #HEE
Model Outside Length Effective Shank  Overall Number Shank In
Number Diameter Of Cut Length TaperAngle Length OfFlutes Diameter Stock

CGLS2-002010

CGLS2-003015

T o1 o5 a5 v m 2 s |
C e os 2w w2 4
S os 5w w1 s

CGLS2-004020

CGLS2-004060

CGLS2-005040

Nextpage mms

SAMHO

CGLS2773&=% BYE 7] (2 Flutes Long Neck Square)

BISR 718D 7IR Ll A¥EL2 $#fEfBta 2RL 7IHT WHEd #&EE
Model Outside Length Effective Shank Overall Number Shank In
Number Diameter Of Cut Length Taper Angle Length OfFlutes Diameter Stock

*ERTIERIBMAIR

*Newsize added fromthisseries.

O ZEETF fo
OStockeditems.

27)
2 Flutes

EEFT]
Long Neck
Square




27]
2 Flutes

BT
Long Neck
Square
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CGS2-000t14I% 4% (Milling Conditions)

SAMHO

NI 28 (Processing Parameters)

e Hll 44 #55R
Work Material Tungsten Copper

EiE(mm) AHER(mm) 3% (min-1) EAREE
Diameter Effective Length Speed (mm/n;m)
Fee

Bt
*REEIERN, BIRLAIRREEES,
*RIGEBEME. SERE, HOEEE.

Note:

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum
spindle speed;

*Recommend using a non-contact measuring device to avoid damaging the precision tip point.

CGS2-000118I% 43k (Milling Conditions)

NI 28 (Processing Parameters)

2 Hll 44 #55R
Work Material Tungsten Copper

BiE(mm) AHE(mm) #i%(min-1) EAREE
Diameter Effective Length Speed (mm/min)

Feed

Bt
*REEIERNN, BIRLAIERREEES,
*RIGEBEMRE. SERRE, HITEE.

Note:

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum
spindle speed;

*Recommend using a non-contact measuring device to avoid damaging the precision tip point.

27)
2 Flutes

BT
Long Neck
Square




47]
4 Flutes

BT
Long Neck
Square

167

CGLS4773&:z BUE 7] (4 Flutes Long Neck Square)

SAMHO

——e

SRPNERE /A

Highly recommend/Recommend/Suggest

DIE STEEL HBE4R (Grade)
Carbon steels (S45C/S55C)
Alloy steels (SK/SCM/SUS)
Prehardened steels (NAK/HPM)
Hardened steels (~55/~60/~T0HRC)
Kk R SPECIAL MATERIAL

Aluminum alloys

Graphite

Copper

Plastics

Tungsten copper *
Carbon fiber

Titanium alloys

Heat resistant alloys

Cemented carbide

Hard brittle (non-metallic)material

&:st19848% (Total 19 models)

DLC SD
0-0.005

¥R (Specialty)

* 33 $3 SR FF K AR AR A FE AL 35 8 R A1 5

* S EBMA RASH D BRI NERRE, RI T BmME
e EENBRKER.

*Ultra-fine micro-particles tungsten steel raw materials
developed for tungsten copper;

*The special flute design and coating achieve high surface
finish and ultra-long life of tungsten copper material.

) -
v/ 2 __— Bm
a
=S — ] 2
< L1
Q ——
. |
L
BiUnit (mm)

BISR 778D 7R L1 B¥EL2 #EMABta £2RL 7JH8T #H&d #EE

Model Outside Length Effective

Shank Overall Number Shank In

Number Diameter Of Cut Length TaperAngle Length OfFlutes Diameter Stock

O
128150 44

CGLS4-010040

CGLS4-010080

O

CGLS4-030200 3 9 20

15° 50 4 4 O

*RATIEMIBMBIR T,
*Newsize added from thisseries.

O #EEF Mo

O Stockeditems.

CGS4-00011I %42k (Milling Conditions)

SAMHO

Ae

NI 28 (Processing Parameters)

e Hll 44 #55R
Work Material Tungsten Copper

BE(mm) AR (mm) 32 (min-1) EREE
Diameter Effective Length Speed (mm/n;m)
Fee

D10 80

Rt
*REEIERN, BIRLAIREEES,
*RIGEREEME. BERRiE, HOEEE.

Note:

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum
spindle speed;

*Recommend using anon-contact measuring device to avoid damaging the precision tip point.

47)
4 Flutes

EEFT]
Long Neck
Square




27]
2 Flutes

k7]
Ball
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CGR271¥Kk7] (2 Flutes Ball)

SNANMHO
DLC SD R R
: - 0-0.005 e +0.005 m +0.007

R<3 R4~10
5 & (Specialty)

* X355 $7 FF R BB AR T R AL SR S0 R A R

*ENWBRMARNEFRTDBIGHNERRE, R 7T BREME
RN EENBRER,

* Ultra-fine micro-particles tungsten steel raw materials
developed fortungsten copper;

*The special flute design and coating achieve high surface
finish and ultra-long life of tungsten copper material.

RPN/ EE

Highly recommend/Recommend/Suggest

DIE STEEL B F4R (Grade)
Carbon steels (S45C/S55C)
Alloy steels (SK/SCM/SUS)
Prehardened steels (NAK/HPM)
Hardened steels (~55/~60/~70HRC)
Kk R SPECIAL MATERIAL

Aluminum alloys

Graphite

Copper § R

Plastics © 2

Tungsten copper Y \é/ g *\‘ /iBta

Carbon fiber prt ﬁ % _6 I - g
Titanium alloys o o

Heat resistant alloys o o L1 ‘
Cemented carbide g g L |

Hard brittle (non-metallic)material

&5121898% (Total 21 models) BE{IUnit (mm)

RUSR 77D  7IRL1 #EMBTa 2£RL TN T W d =
Model Outside Length Shank Overall Number Shank In
Number Diameter of Cut Taper Angle Length of Flutes Diameter  Stock

CGR2.002004 O

CGR2-120300 R6 30 - 100 2 12 O
AT EIBMBIR T, O£ EE Mo

*New size added fromthisseries. O Stockeditems.

CGR2-0001t718I %42 (Milling Conditions)

Ae

NI 28 (Processing Parameters)

WHI 540

Work Material Tungsten Copper

FE 3% (min-1) ﬁﬁﬁg Ap Ae
Radius of Ball Nose Speed (m?e/en;m) (mm) (mm)

200

RO.4 800 0.02 0.02

et

*AENT 280 RERE3E, MR M ERBHFRLOIEEERNES,

* RIBERRLES, FFIRLL IR R EERAELS,

Note:

*Decrease both spindle speed and feed rate proportionally ifoverhang length exceeds 3xd;

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum
spindle speed.

27]
2 Flutes

BK7]
Ball




27]
2 Flutes

EEEIKT)
Long Neck
Ball

CGLR27]:E#Z=BEK 7] (2 Flutes Long Neck Ball)

SAMHO

C——

AR/ EE

Highly recommend/Recommend/Suggest

DIE STEEL B E4R (Grade)
Carbon steels (S45C/S55C)
Alloy steels (SK/SCM/SUS)
Prehardened steels (NAK/HPM)
Hardened steels (~55/~60/~T0HRC)
WM K SPECIAL MATERIAL

Aluminum alloys

Graphite

Copper

Plastics

Tungsten copper Y
Carbon fiber
Titanium alloys

Heat resistant alloys

Cemented carbide

Hard brittle (non-metallic)material

&5t56825% (Total 56 models)

DLC SD R
0-0.005 iO.OOS

¥5 & (Specialty)

* XI55 $R FF R BB AT R R SR S0 R A R

* N BMARNBEFRTDBIGHTNERRE, RU 7 BREME
MR EENBRKER.

* Ultra-fine micro-particles tungsten steel raw materials
developed for tungsten copper;

*The special flute design and coating achieve high surface
finish and ultra-long life of tungsten copper material.

< _

él F;j\ g. /‘;Bta _
Y = e pe— 3
O| L1

_g . L2 .

B{Unit(mm)

RIS 71D 7R L1 BNRL2 #EMABTa 2RL 7JHT W& #EE

Model Outside Length Effective

Number Diameter of Cut Length

Shank  Overall Number Shank In
Taper Angle Length of Flutes Diameter Stock

CGLR2-002005 O

CGLR2-002015
CGLR2-003015
CGLR2-003030
CGLR2-004020
CGLR2-004040
CGLR2-005020
CGLR200S0G0 | RO25 | 05 6 15 s | 2 4
CGLR2006020 |« RO3 06 2 1% 50 2 4
CGLR2-006060  RO3 06 6 15 50 | 2 4
CoLR2008020  RO4 | 08 2 1 s 2 4

O0O0OO0O0O0 OOO0O0 OO0 OO0 O

Nextpage ms

CGLR27]:E#Z=BEK 7] (2 Flutes Long Neck Ball)

SAMHO

RISk 71D 7R Ll BRERL2 #EMABTa 2RL 7JHT WE&d #EE

Model Outside Length Effective Shank Overall Number Shank In
Number Diameter of Cut Length Taper Angle Length ofFlutes Diameter Stock

*RATIEMIEMBIR T, O EEF fo
*Newsize added fromthisseries. OStockeditems.

CGLR2-010020 O

27]
2 Flutes

EEEIRT]
Long Neck
Ball




27]
2 Flutes

EEEIKT)
Long Neck
Ball

CGLR27]:&=81X 7] (2 Flutes Long Neck Ball)

NI 28 (Processing Parameters)

Work Material

WHI 530

Tungsten Copper

FE AHE (mm) #Ei#(min-1) : Ap
Radius of Ball Nose| Effective Length Speed (mlr:r;/en;m) (mm)

RO.1

R0.15

R0.15

RO0.2

R0.2

R0.25

R0.25

R0.25

RO.3

RO.3

RO.4

RO.4

RO.5

R0.5

RO.5

RO.5

I S R R R T
T e w | m
I S B R A R T
I S R R R T
S R R R T

SAMHO

Ae
(mm)

0.003

0.006

0.003

0.01

0.006

0.01

0.008

0.003

0.01

0.005

0.02

0.01

0.03

0.02

0.02

0.01

Nextpage mmms

Ae

CGLR2-0001JKI% 4= (Milling Conditions)

I 28 (Processing Parameters)

e Il 53R
Work Material Tungsten Copper
3 BHE (mm) 5 (min-1) BiEEE Ap
Radius of Ball Nose| Effective Length Speed (mlr:r;/en;m) (mm)

RO.75

RO.75

RO.75

R1

R1

R1

R1.5

R1L.5

R1.5

R2

R2

B

T R T R T
R T T T R TR
T T T R TR

*RBEBERLE, BRICAIFEERTES,
* AFHANEMAS SN THEERETDER.

Note:

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum

spindle speed;

*Recommend using a non-contact measuring device to avoid damaging the precision tip point.

Ae
(mm)

0.04

0.04

0.01

0.06

0.06

0.06

0.06

0.06

0.06

27]
2 Flutes

EEEIRT]
Long Neck
Ball




CGSR47]EIfa7] (4 Flutes Radius)

CGSR47]Ef7] (4 Flutes Radius) SAMHO SAMHO
DLC SD R R
51253 Tt 35 mosets —

D<6 D8~12 o o
7)& D 7R L1 EfiCR sftFEfiBta 2RL TJIET wiEd £

MPME/EE/BE #%}E(Specialty) Outside  Length Corner Shank Overall Number Shank In

Highly recommend/Recommend/Suggest

Diameter ofCut Radius TaperAngle Length ofFlutes Diameter Stock

8 20 1 - 7548
8 20 1 - 1048
0 5 05 - a0 4 10

* 53 £5 $E FF R BB AR EE M SR SR R A AL CGSR4-08010200-75

*EXEBAA RS HT BRI M ERRE, TM T BEMR
e EENBRKER.

* Ultra-fine micro-particles tungsten steel raw materials CGSR4-08010200-150
developed for tungsten copper;

*The special flute design and coating achieve high surface
finish and ultra-long life of tungsten copper material.

DIE STEEL B F4R (Grade)
Carbon steels (S45C/S55C)
Alloy steels (SK/SCM/SUS)
Prehardened steels (NAK/HPM)
Hardened steels (~55/~60/~T0HRC)
(ST 3 e SPECIAL MATERIAL

Aluminum alloys

CGSR4-10005250-100

Graphite

- S on CGSR4-10010250-75 | 10 25 | 1 - 75 4 10 o
g Plastics ey ; /tha ’
4 Flutes Tungsten copper * VA 1 4 Flutes
82 el=—=—p — - )3 N B G B BV B TR
Titanium alloys S o° 0 A
Heat resistant alloys e OI L ‘
Hard brittle (non-metallic)material
A 51358¢5¢ (Total 35 models) B {iUnit(mm) K RFIERIBMNR T, O # B &
*Newsizeadded fromthisseries. OStockeditems.
BUSE 7€ D 7 L1 EfCR ##EEf Bta 2RL TJIET wEd =
Model Outside  Length Corner Shank Overall Number Shank In A
Number Diameter  of Cut Radius TaperAngle Length ofFlutes Diameter Stock
CGSR4-030050903 3 9 | 05 15 | 50 4 3 FIELIHI (Side Milling)
cosweosoim 4 1 o1 | - s 4 4| w w
Work Material Tungsten Copper
EE(mm #i®(min-1 .
B 7] Feed B 7]
Radius

CosRe0600216075 | 6 | 16 | 02 - | 75 4 6
CGSR4-06005160-100 = 6 16 | 05 | - | 10 4 6 " L ET 2 Bt BRI B, MR SR L R AL

“RIGEETL, BRI ORI ENELS,
COSRADB050%0 299 n—“ "*\llgzec:rease both spindle speed and feed rate proportionally ifoverhang length exceeds 3xd;

*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum
spindle speed.

D4 10000 2000
D8 8000 2600

D12 6500 2600

it

O0O00O0OO0O0OO00O0OO OO0OO0O0OO

Nextpage =

175




CGLSR27]:&%= 2 E fA 7] (2Flutes Long Neck Radius) SANMHO SANMHO CGLSR2-0004T4I% % (Milling Conditions)
Ae
S
| =

ST/ /RS A ¥5 & (Specialty)

Highly recommend/Recommend/Suggest W4 5 5m
p— #2548 (Grade) * EEIY S SR K RO B AR T RE R 35 S IR A1 K 5 Work Material Tungsten Copper
Carbon steels (545C/S550) * ﬁiﬁ%iﬂﬁﬂiﬂ@%%ﬁfﬂiﬁﬁfﬂ?ﬁﬁ RR, R T BEME o
Alloy steels (SK/SCM/SUS) e EEMEKE®. Eﬁ‘é(mm) ﬁ?&E(mm) Eii(min-l) JE:%EI‘JEE
Prehardened steels (NAK/HPM) * Ultra-fine micro-particles tungsten steel raw materials Diameter Effective Length Speed (mm/min)

23 Hardened steels (~55/~60/~70HRC) developed for tungsten copper; Feed 27
7 R AR SPECIAL MATERIAL *The special flute design and coating achieve high surface 7
2Flutes Aluminum alloys finish and ultra-long life of tungsten copper material. 2Flutes

Copper —~
- ©  CR
Plastics Vil
Tungsten copper Y e \ /{ Bta Y 03 26000 200
Carbon fiber - 0O ==ﬂ 7777777 ﬂ e
— o . -
Heat resistant alloys o Dl L2 ‘ !
Cemented carbide - - L -
Hard brittle (non-metallic)material ! DO.5 15000 300
A 512285% (Total 22 models) B {iiUnit(mm)
itk 718D 7IRL1 HX¥EL2 EFACR #EMABta =2RL  7J#T wEed fFE
Model Outside Length Effective Corner  Shank  Overall Number Shank In
Number Diameter ofCut Length Radius TaperAngle Length of Flutes Diameter Stock D0.6 16000 600
et
CGLSR2006005020 | D06 | 1 | 2  R0OS O RTINS, B EEEES,
Note:

B *Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum ks
BT CGLSR2-006005060 1 R0.05 50 2 4 O : Ef7
0§ 1 6 ROOS. o0 24 spindle speed.
Radius Radius

ERYEMFTBMR T, O #EEE Mo
*Newsizeadded fromthisseries. O Stockeditems.




piiiesy
Ef7

Long Neck
Radius

CGLSR47]:E#%5 B [E £ 7] (4 Flutes Long Neck Radius)

===

AT/ R

Highly recommend/Recommend/Suggest

¥R (Specialty)

* Y550 R OB AR FRNL IS IR A R

DIE STEEL HBEE4R (Grade)
Carbon steels (S45C/S55C)
Alloy steels (SK/SCM/SUS)
Prehardened steels (NAK/HPM)
Hardened steels (~55/~60/~T0HRC)
ER M SPECIAL MATERIAL

Aluminum alloys

BB EEMBKE®,

developed for tungsten copper;

Graphite

Copper

Plastics
Tungsten copper Y

SAMHO

DLC SD R
0-0.005 10.005

* SR R IHT BTN ERRE, TM T BEMR
* Ultra-fine micro-particles tungsten steel raw materials

*The special flute design and coating achieve high surface
finish and ultra-long life of tungsten copper material.

D

Carbon fiber

Titanium alloys

0
$D-0.01(D<6)
¢

Heat resistant alloys

Cemented carbide

Hard brittle (non-metallic)material

&&t5185% (Total 51 models)

itk 718D 7IRL1 FHEL2 EACR #EMABta =2RL 7J#T wigd
Model Outside Length Effective Corner Shank  Overall Number Shank

B{Unit(mm)

£

In

Number Diameter ofCut Length Radius TaperAngle Length of Flutes Diameter Stock

CGLSR4-010005040
COLSR401000500 1 2 | 8 | 005 15 | 50 4 4 |
CLSR4-01001040
cospsowols 1 2 8 0l 1w s 44
CGLSRLOISOL060 | 15 3 6 0l 1% S0 4 4
CGLSR4-01501100
CGLSR4-0lSO160 15 3 16 01 15 50 4 | 4

CGLSR4-02001060 2 4 6 0.1 15° 50 4 4

O

O

O

O

Nextpage =

SANMHO

435151845 (Total 51 models)

BUSE
Model
Number

CGLSR4-02001080

CGLSR4-02001120

CGLSR4-02001200

CGLSR4-02002080

CGLSR4-02002120

CGLSR4-02002200

CGLSR4-02005080

CGLSR4-02005120

CGLSR4-02005200

CGLSR4-03001160

CGLSR4-03001250

CGLSR4-03002120

CGLSR4-03002200

CGLSR4-03002300

CGLSR4-03005160

CGLSR4-03005250

*ERARVIEMITEMBIRT,
*New size added fromthisseries.

CGLSR47]E#5=BU[F £ 7] (4 Flutes Long Neck Radius)

BUnit(mm)

718D 7JlRL1 BREL2 EACR #EFMBta =2RL 7IHT wWEd EE
Outside Length Effective Corner Shank Overall Number Shank In
Diameter of Cut Length Radius Taper Angle Length of Flutes Diameter Stock

4 e or 1y s 4 4 O
BT R R
2 4 s es 1y s 4 s
B T R R
B T R R
BT R
s w1y s 4 4
R R R
B T R N
. e 3 es 1y w4 4

O0O00 0000000000 OO0OOOOOO OOOO OO

O EEF fo
OStockeditems.

b
Em7

Long Neck
Radius




CGLSRA41JJHIZ 42K (Milling Conditions) SAMHO SAMHO CGLSRAJJHIZ & (Milling Conditions)

e HIl A4 $2 45
Work Material Tungsten Copper

WHI 550

Work Material Tungsten Copper

(mm/min)
Feed

BARRE
(mm/min)
Feed

B (mm)
Diameter

*REBEBEALE, BREOIFEERES.
*Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum
spindle speed.
BB Ef7]
Long Neck Long Neck

% (min-1)
Speed

BE(mm)
Diameter

E®(min-1)
Speed

AHE(mm)
Effective Length

BAHER(mm)
Effective Length

1800

Nextpage mmms




E mn FE RSB 1

Product Application Field

SAMHORFIENIARERT], RABENZEHKEN
aRERAR, BEREE, RRERREESSAE,
RENEFERNESE, BLU6-10umMENENERE,
RIE T SBINAIMHE

SAMHO series diamond-coated milling cutters use
unique multi-layer nano-diamond coating technology,
It has high hardness, lowest friction coefficient,
highest thermal conductivity, and lowest chemical
reaction characteristics. Itis coated with a 6-10um
thickened coatingto ensure strong wear resistance.

@As%ﬁu (BETJEHR)

GRAS Series (Graphite Special End Mill)

GRAS4 0603000

@7 DEI0mDE s L AT

2109060321432

) GRARZ-060 1600
D5.BB1 B+H/-0.006 |=I-|0II2I"|0||1!0"‘!41!I|‘|‘!!

‘AR B ERE;
“REEREEANIMEAREE,

&

Coating

| 1%

BREBRENE, ZREEMALEN,
Layer surfaceis smooth, multi-layer diamond Coating.

“High-precision version can be ordered;
*Diameter and Ball Raccuracy measurementare printedon the label.

GRALRZ-010120

RO. 5*12+*Dd*50 AN R
I, I

ol i iicd
oo oo mvosee [ITNIAY

SAMHO

GRAS27]¥F 7] (2 Flutes Square)

Hﬁl

SREVER R/ R

Highly recommend/Recommend/Suggest

RASHE DIE STEEL HEEF4L (Grade)
b | Carbon steels (S45C/S55C)

e Alloy steels (SK/SCM/SUS)

bt ) Prehardened steels (NAK/HPM)
NS Hardened steels (~55/~60/~T0HRC)
KSR SPECIAL MATERIAL

fRa® Aluminum alloys

AE Graphite

i Copper

il Plastics

[ 73 Carbon fiber

b N Titanium alloys

Bias Heat resistant alloys

BHEEE Cemented carbide

BEREAA Hard brittle (non-metallic)material

& 5H88Y5E (Total 8 models)

lMGJ H)alﬁAngJ [%J lo-g.gosj

*AEMIAE27]FEEIHET];

“HMF R EL E B EIR HRAIM E e,

*2 Flute square end mills for milling graphite;

*New diamond coating offers excellent wear resistance.

o /f Bta

| I

L1

0/-0.01(D<6)

L

RiEAEEMSE NRIELE T THEDE TR T URR FEETIAR
BT,

Theshanktaperangleshownisnotanexactvalue andto avoid contact with
the workpiece, we recommend the user controls the precise value of this
angle. Shank taperangle should not make contact with the workpiece.

B{IUnit(mm)

RIS 71D |7IR L1 B¥EL2| #EMABta | 2RL | 718 T | WEd | £F
Model Outside | Length | Effective Shank | Overall | Number Shank In
Number Diameter | of Cut Length |Taper Angle | Length | of Flutes | Diameter | Stock
GRAS2-0020060 0.2 0.6 - 15° 50 2 4 O
GRAS2-0050150 0.5 15 = 15° 50 2 4 O
GRAS2-0100300 1 3 - 15° 50 2 4 O
GRAS2-0150450 1.5 4.5 = 15° 50 2 4 O
GRAS2-0200600 2 6 - 15° 50 2 4 O
GRAS2-0300900 3 9 = 15° 50 2 4 O
GRAS2-0401200 4 12 - - 50 2 4 O
GRAS2-0601800 6 18 = = 60 2 6 O
ARG ERITNEMMR T, “IRAE B 1F fo
*Newsizeadded fromthisseries. *Stockeditems.

27]
2 Flutes

7]
Square




GRAS2-000t]1HlI 4%k (Milling Conditions) S/AMHO SAMHO GRAS47]*F 7] (4 Flutes Square)
Ae
DIA SD
— M g (B iy
MR/ B/ EE
| Highly recommend/Recommend/Suggest
W szsj? ial Grfpili'te Bam DIE STEEL HBZR (Grade) BERM LA ERIHT];
ork Materia i gace * 3 REE = ) o B M
o Carbon steels (545C/S55C) *%ﬁsﬁ?é Eﬁﬁgai@ ﬁiﬁ Hj zﬁE’Jﬂ'ﬂ"HE E AEo .
S— e Alloy steels (SK/SCM/SUS) 4 Flute square end mills for milling graphite;
E®(mm) |[HBEHRE(mMmM)| #&E(min-1) (ff/ﬁri) RIEIHISide Milling BIETIHISlotting TR Prehardened steels (NAK/HPM) *New diamogd coating offers excellent wear resistance.
P i SR Hardened steels (~55/~60/~70HRC)
ZFZIZLS Diameter Overhang Speed Feed Ap(mm) Ae(mm) Ap(mm) Ae(mm) — SPECIALATERIAL 2-89c /thaD _
0a. ; 5 pa o
D02 4D 28000 800 i) 0.05D 0.05D o Auminum aloe 2824
a raphite ~ =
D0.2 15D 28000 800 0.5 0.05D 0.05D = Conper ° o "
D0.2 25D 26000 800 0.5D 0.05D 0.05D L Plastics L ‘ 47
FRih Carbon fiber 4 Flutes
D0.5 4D 28000 1000 1D 0.05D 0.1D sas Titanium alloys AR EHEE, MBEO G TS THNERETRAT LR, 5 AR
D0.5 15D 26000 1000 05D 0.05D 0.0 Biffas  Heatresistantalloys HAEIE L
: ’ ’ e - The shank taperangle shownisnotan exactvalue and to avoid contact with
D0.5 25D 24000 1000 0.5D 0.05D 0.1D e Cemented carbide the workpiece, we recommend the user controls the precise value of this
B Hard brittle (non-metallic)material angle. Shank taper angle should not make contact with the workpiece.

D1 4D 24000 1200 1D 0.05D 0.3D

D1 15D 24000 1200 0.4D 0.04D 0.2D

D1 25D 20000 1200 0.2D 0.03D 0.15D N o ao .

&520845E (Total 20 models) B {iUnit(mm)

D15 4D 22000 1500 1D 0.05D 0.3D -

D15 10D 22000 1500 0.5D 0.05D 0.2D = BUSR 7D | 7R L1 | BXEL2| t#EfMBta | 2K L | 718 T | #&d | £F 7

D15 15D 18000 1500 05D 0.05D 0.150 . Model Qut5|de Length | Effective Shank | Overall | Number .Shank In Square

Number Diameter | of Cut Length | Taper Angle| Length | of Flutes | Diameter | Stock

D2 4D 20000 1800 1D 0.05D 0.3D GRASA-0100300 1 .

D2 10D 20000 1800 0.5D 0.05D 0.2D i 3 - 15 20 4 4 O

D2 15 16000 1200 0.2 0.04D 0.20 GRASA4-0150450 L5 4.5 - 15 50 4 4 O

D3 4D 20000 3000 1D 0.05D 0.3 GRAS4-0200600 2 6 - 15° 50 4 4 O

D3 10D 20000 2400 0.5D 0.05D 0.2D GRAS4-0300900-3 3 9 - 15° 60 4 3 O

D3 15D 18000 2000 0.3D 0.05D 0.2D GRAS4-0300900 3 9 _ 15° 50 4 4 O

D4 4D 18000 2200 1.5D 0.05D 0.3D GRAS4-0301200 3 12 _ 15° 75 4 4 O

o » o o " o 0 GRAS4-0401200 a 12 - 15° 60 4 4 O

D4 12D 12000 1600 0.4D 0.05D 0.2D

D6 4 13000 3000 ) 0.05D 0.3 GRAS4-0401600 4 16 - 15° 75 4 4 O

D6 8D 13000 3000 10 0.05D 0.20 GRAS4-0602000 6 20 - - 60 4 6 @)

D6 120 8000 2000 0.6D 0.03D 0.20 GRAS4-0602500 6 25 = - 75 4 6 O
. Notes: GRAS4-0603000 6 30 - - 100 4 6 O
I AEFEERZRERK *Use amilling machine dedicated for graphite; GRAS4-0802500 ) 25 _ - 75 4 8 O
HEBRAARARL. *Recommend air blow for graphite.

GRAS4-0803000 8 30 - - 100 4 8 O
GRAS4-0803500 8 35 = = 150 4 8 O
GRAS4-1003000 10 30 - - 75 4 10 O
GRAS4-1003000-100 10 30 = = 100 4 10 O
GRAS4-1004000-150 10 40 - - 150 4 10 O
GRAS4-1204000-100 12 40 = = 100 4 12 O
GRAS4-1205000-150 12 50 - - 150 4 12 O
GRAS4-1205000-180 12 50 = s 180 4 12 O
*ARYIERIBMAPIR T, “IREEREF Mo

*Newsizeadded fromthisseries. *Stockeditems.




GRAS4-000H!{&f4Z (Milling Conditions)

Ae

e H
Work Material
E®(mm) |[fRERE(mm)
Diameter Overhang
D1 4D
D1 15D
47 D1 25D
4 Flutes D15 0
D15 10D
D15 15D
D2 4D
D2 10D
D2 15D
D3 4D
7] D3 10D
Square D3 15D
D4 4D
D4 8D
D4 12D
D6 4D
D6 8D
D6 120
D8 4D
D8 8D
D8 12D
D10 4D
D10 8D
D10 12D
D12 4D
D12 8D
D12 12D
it
“INTAEFFERERERK
HEBRAARARR.

EE (min-1)
Speed

24000
24000
20000
22000
22000
18000
20000
20000
16000
20000
20000
18000
18000
15000
12000
13000
13000
8000
10000
10000
6000
8500
8500
6000
7500
7000
6000

BARRE
(mm/min)
Feed
1200
1200
1200
1500
1500
1500
1800
1800
1200
3000
2400
2000
2200
2000
1600
3000
3000
2000
3000
3000
2000
1600
1600
1200
1600
1600
1200

Notes:

A%
Graphite

fAlEtNHEISide Milling

SAMHO

EIE1HISlotting

Ap(mm) Ae(mm)
1D 0.05D
0.5D 0.05D
0.5D 0.05D
1D 0.05D
0.5D 0.05D
0.5D 0.05D
1D 0.05D
0.5D 0.05D
0.3D 0.05D
1D 0.05D
0.5D 0.05D
0.3D 0.05D
1.5D 0.05D
0.7D 0.05D
0.4D 0.05D
20 0.05D
1D 0.05D
0.6D 0.03D
2D 0.05D
1D 0.05D
0.6D 0.03D
20 0.05D
1D 0.05D
0.6D 0.03D
20 0.05D
1D 0.05D
0.6D 0.03D

Ap(mm) Ae(mm)

0.3D
0.2D
0.2D
0.3D
0.2D
0.2D
0.3D
0.2D
0.2D
0.3D
0.2D
0.2D
0.3D
0.2D
0.2D
0.3D
0.2D
0.2D
0.5D
0.3D
0.2D
0.5D
0.3D
0.2D
0.5D
0.3D
0.2D

*Use amilling machine dedicated for graphite;
*Recommend air blow for graphite.

GARLS27]:E#% B 7] (2 Flutes Long Neck Square)

SAMHO
——

MAVER /R ER
Highly recommend/Recommend/Suggest
®AH DIE STEEL HEE (Grade)
P Carbon steels (545C/S55C)
e Alloy steels (SK/SCM/SUS)
bt g Prehardened steels (NAK/HPM)
FENEE Hardened steels (~55/~60/~TOHRC)
FERA SPECIAL MATERIAL
BES Aluminum alloys
aE Graphite
R Copper
iR Plastics
e 53 Carbon fiber
#Ha® Titanium alloys
Bi#as Heat resistant alloys
BHEEE Cemented carbide
Bkt Hard brittle (non-metallic)material

W 3 ot 57
Actual effective length

*‘[ R

Draft angle

&5t30845E (Total 30 models)

B3R 718D

Model Outside

Number Diameter
GRALS2-002010 0.2
GRALS2-003020 0.3
GRALS2-004020 0.4
GRALS2-004040 0.4
GRALS2-004060 0.4
GRALS2-005020 0.5
GRALS2-005040 0.5
GRALS2-005060 0.5
GRALS2-006020 0.6
GRALS2-006040 0.6

*RATIEMITBMBIR T,
*New size added fromthis series.

& L1
Length
of Cut

0.4
0.6
0.8
0.8
0.8
1
1
1
1.2
1.2

| MG | [cfa't?ngj [% J [0380-4

*AEMIABTR2T]FRIIET];
“HRAENELZEEERHRHNMELEE,

*2 flutes long neck square end mills for milling graphite;
*New diamond coating offers excellent wear resistance.

¢ D-0.01(D<3)

ol
-

°

s
L1

L2

%Bta

R

L

Wi A EEHSE MREOE T THNEFETRFUERHERTIAER
BREZETM.
Theshanktaperangle shownis notan exactvalue and to avoid contact with
the workpiece, we recommend the user controls the precise value of this
angle. Shank taperangle should not make contact with the workpiece.

eRL
Overall
Length

50
50
50
50
50
50
50
50
50
50

B{Unit(mm)

78T | WEd | 7EE

Number Shank In
of Flutes | Diameter | Stock

2 4 O

2 4 O

2 4 O

2 4 O

2 4 O

2 4 O

2 4 O

2 4 O

2 4 O

2 4 O

BHEL2| tHEH Bta
Effective Shank
Length | Taper Angle

1 15°
2 15°
2 15°
4 15°
6 15°
2 15°
4 15°
6 15°
2 15°
4 15°
“IREETF Mo

*Stockeditems.

Nextpage =

27]
2 Flutes

BEE ]
Long Neck
Square




27]
2 Flutes

BEET]
Long Neck
Square

GARLS27]:& =B 7] (2 Flutes Long Neck Square)

BugE
Model
Number

GRALS2-006060
GRALS2-006080
GRALS2-006100
GRALS2-010040
GRALS2-010060
GRALS2-010080
GRALS2-010100
GRALS2-010160
GRALS2-010210
GRALS2-015060
GRALS2-015100
GRALS2-015160
GRALS2-015210
GRALS2-020060
GRALS2-020100
GRALS2-020160
GRALS2-020210
GRALS2-020260
GRALS2-030160
GRALS2-030320

7J%&D
Outside
Diameter

0.6
0.6
0.6

N = N = T = S R

1.5
1.5
1.5

w W NN NN

*ERYERMBMMWR T,
*New size added fromthisseries.

& L1
Length
of Cut

—= =

BEMEL2| #Ef Bta
Effective Shank
Length | Taper Angle

6 15°
8 15°
10 15°
4 15°

15°
8 15°
10 15°
16 15°
21 15°
6 15°
10 15°
16 15°
21 15°
6 15°
10 15°
16 15°
21 15°
26 15°
16 15°
32 15°

“IREERF R

*Stockeditems.

2RL
Overall
Length

50
50
50
50
50
50
50
50
55
50
50
50
55
50
50
50
55
55
70
80

TJIET
Number
of Flutes

2

N N NN N NN DN DN N DNDNDNDNDNDNDDNDNDNDDNDNDNDDNDDN

W& d
Shank
Diameter

4

A A A M M DM DM DM DM DM DD DD DD DD DD

w
R
EN

3/4

SANMHO

T

Stock

O

OO0OO0OO0OO0OO0OO0OOLOOLOOOOO OOOO

GRALS2-00017JIZ 42k (Milling Conditions)

R HI#
Work Material
Length

D0.2 1
D0.3 2
D0.4 2
D0.4 4
D0.4 6
D0.5 2
D0.5 4
D0.5 6
D0.6 2
D0.6 4
D0.6 6
D0.6 8
D0.6 10
D1 4
D1 6
D1 8
D1 10
D1 16
D1 21
D15 6
D1.5 10
D1.5 16
D1.5 21
D2 6
D2 10
D2 16
D2 21
D2 26
D3 16
D3 32

st

T AEBEAERERK

HEBRAARARL.

3% (min-1)
Speed

32000
32000
32000
32000
32000
32000
32000
32000
32000
32000
32000
26000
24000
32000
26000
20000
20000
15000
12000
22000
18000
15000
10000
24000
20000
18000
15000
12000
22000
15000

BARRE
(mm/min)
Feed
300
300
350
200
150
600
450
300
700
600
400
200
100
1000
800
600
400
300
150
1500
1200
600
300
1800
1800
1200
600
400
2000
1000

Notes:

A%
Graphite

fIEtIHISide Milling

EE1HISlotting

Ap(mm) Ae(mm)
0.2 0.01
0.3 0.015
0.4 0.02
0.4 0.02
0.4 0.02
0.5 0.02
0.5 0.02
0.5 0.02
0.6 0.03
0.6 0.03
0.6 0.03
0.6 0.03
0.6 0.03
1 0.05
1 0.05
1 0.05
1 0.05
1 0.05
1 0.05
15 0.075
1.5 0.075
15 0.075
1.5 0.075
2 0.1
2 0.1
2 0.1
2 0.1
2 0.1
3 0.15
3 0.15

Ap(mm) Ae(mm)

0.006
0.01
0.02
0.02
0.02
0.02
0.02
0.02
0.03
0.03
0.03
0.03
0.03
0.05
0.05
0.05
0.05
0.05
0.05
0.1
0.1
0.075
0.075
0.15
0.15
0.15
0.1
0.1
03
0.2

*Use amilling machine dedicated for graphite;
*Recommend air blow for graphite.

27]
2 Flutes

BEELT]
Long Neck
Square




GRALS47]& =B 7] (4 Flutes Long Neck Square) SAMHO GRALS4-00017JHIZ &R (Milling Conditions)
DIA SD
=== M o () (odieg
BIEE/EE/EE
Highly recommend/Recommend/Suggest |
‘ BAN DIE STEEL HEZ4R (Grade) CRBRTIT) R AR R W T(&I\‘ijljffzt ial G E%'t
rade N O R
V3] Carbon steels (S45C/S55C) *ﬁgﬁ;ﬁﬂi DIB%'& ﬁg@ﬂo o ateria FaPIe
aem Al *Special blade design + newly developed diamond coating;
& oy steels (SK/SCM/SUS) ﬁ?&% ‘EQA‘ﬁrE . L " .
B Prehardened steels (NAK/HPM) *Superior performance in deep cavity processing. H1E(mm) (mm) ##3% (min-1) EMRIRI= AIEHISide Milling BIELIHISlotting
RN Hardened steels (~55/~60/~T0HRC) = . Effective (m m/mln)
h 60/ = 5 B Diameter Speed
BRH R SPECIAL MATERIAL v 5 he a - Length Feed Ap(mm) Ae(mm) Ap(mm) Ae(mm)
fBa® Aluminum alloys o % - D e D1 4 26000 1200 15 0.05 0.075
V=t Graphite o L1
ﬁm Copper S - D1 6 24000 1000 1 0.05 0.075
a 7
47] s Plastics s L D1 10 20000 600 1 0.05 0.05 -- 47
4 Flutes B Carbon fiber ! 4 Flutes
shas Tianium alloys BRAEEHSE, NRAOE TS THENERETRAT L. HLETI AR b1 b 15000 400 1 0.05 0.05
BiRaes Heat resistant alloys BB LIF . . X D1 20 12000 150 1 0.05 0.05
e - The shanktaperangle shownisnotan exactvalue and to avoid contact with
BHEE Cemented carbide the workpiece, we recommend the user controls the precise value of this D1 6 24000 1000 1 0.05 0.075
i) Hard brittle (non-metallic)material angle. Shank taper angle should not make contact with the workpiece.
D1 10 20000 600 1 0.05 0.05
D1 15 15000 400 1 0.05 0.05
&:123815% (Total 23 models) B {iIUnit (mm) D1 10 18000 500 1 0.05 0.05
ya = = D1 15 15000 300 1 0.05 0.05
RIS 7D | 7R L1 |BERR L2 | #EfBta | 2R L | 7I®T | W&d | TE
Model Outside | Length | Effective Shank | Overall | Number | Shank In D1 20 10000 150 1 0.05 0.05
Number Diameter| of Cut Length |Taper Angle| Length | of Flutes | Diameter | Stock D15 6 22000 1500 2 0.075 0.15
GRALS4-010040 1 3 4 15° 50 4 4 O D1.5 10 18000 1200 15 0.075 0.1
i GRALS4-010060 1 3 6 15° 50 4 4 @) DL5 15 15000 600 15 0.075 01 e
Square GRALS4-010100 1 3 10 15° 50 4 4 O D15 20 10000 300 15 0.075 0.1 = Square
GRALS4-010150 1 3 15 15° 50 4 4 O D2 8 20000 1800 3 0.1 0.2
GRALS4-010200-60 1 3 20 15° 60 4 4 O D2 10 20000 1800 2 0.1 0.15
GRALS4-010060-60 1 3 6 15° 60 4 4 O D2 15 18000 1200 2 0.1 0.15
GRALS4-010100-60 1 3 10 15° 60 4 4 O D2 20 12000 600 2 0.1 0.1
GRALS4-010150-60 1 3 15 15° 60 4 4 O D2 25 10000 400 2 0.1 0.1
GRALS4-010100-75 1 3 10 15° 75 4 4 O D3 15 20000 2000 3 0.15 03
GRALS4-010150-75 1 3 15 15° 75 4 4 O D3 20 18000 1600 3 0.15 0.2
GRALS4-010200-75 1 3 20 15° 75 4 4 O D3 30 15000 1000 3 0.15 0.2
GRALS4-015060 1.5 4 6 15° 50 4 4 O
GRALS4-015100 1.5 4 10 ° 50 4 4 et : Notes:
150 O “MNIASEBFERERERK,; *Use amilling machine dedicated for graphite;
GRALS4-015150 1.5 4 15 15 50 4 4 @) SIS ASS. *Recommend air blow for graphite.
GRALS4-015200 1.5 4 20 15° 50 4 4 O
GRALS4-020080 2 6 8 15° 50 4 4 O
GRALS4-020100 2 6 10 15° 50 4 4 O
GRALS4-020150 2 6 15 15° 50 4 4 O
GRALS4-020200 2 6 20 15° 60 4 4 O
GRALS4-020250 2 6 25 15° 60 4 4 O
GRALS4-030150 3 9 15 15° 50 4 3/4 O
GRALS4-030200 3 9 20 15° 60 4 3/4 O
GRALS4-030300 3 9 30 15° 75 4 3/4 O
*ERY|ERMEBMMWR T, “IREEETE Mo
*New sizeadded fromthisseries. *Stockeditems.




GRAR27]¥k7] (2 Flutes Ball)

—_— ey

SAMHO

(M6 | konmd || o800] scbus| [so]

D<6 D8~12
SRR/ ER
Highly recommend/Recommend/Suggest
HAH DIE STEEL HEEMR (Grade) *EQ%_DI]IFE?EEKII ;
e Corbon stecls (545€/5550 HAZREAZEER N ROMELEE;
P Alloy steels (SK/SCM/SUS) *BAERRREEN, T 2ESH,
i Prehardened steels (NAK/HPM) *2 flutes ball type for graphite machining;
27 e Hordened steels (-55/°60/T01RO) *New diamond coating offers excellent resistance to
2 Flutes Gkl SPE(?IAL MATERIAL wear and abrasion;
igﬁ glr::;i:m o *Ultra-fine diamond coating particles.
e : Copger s
zg;ﬁ zlaar::: fiber \Z é L\‘ /f Bta
has Titanium alloys =49 % 11— «Bf 9|
Bi#as Heat resistant alloys S o
EHAS Cemented carbide 4 g 2 L1 . ‘
iz ) Hard brittle (non-metallic)material Y ‘
A 512085% (Total 20 models) B fIUnit (mm)
RIS BT%EDIE L | %E 12| #Efea | 281 | 78T | mEd | =8
Model Radius of |Length | Effective Shank | Overall | Number Shank In
Number Ball Nose |of Cut Length |Taper Angle| Length | of flutes | Diameter | Stock
GRAR2-0100300 RO.5 3 - 15° 50 2 4 @)
GRAR2-0150500 RO.75 5 - 15° 50 2 4 @)
GRAR2-0200600 R1 6 - 15° 50 2 4 @)
®7) GRAR2-0300600 R1.5 6 - 15° 60 2 3/4 O
Ball GRAR2-0301000 R1.5 10 - 15° 75 2 3/4 O
GRAR2-0301500 R1.5 15 - 15° 100 2 3/4 @)
GRAR2-0400800 R2 8 - - 60 2 4 @)
GRAR2-0401000 R2 10 - - 75 2 4 O
GRAR2-0401500 R2 15 - - 100 2 4 O
GRAR2-0601200 R3 12 - - 75 2 6 O
GRAR2-0601500 R3 15 - - 100 2 6 O
GRAR2-0801800 R4 18 - - 75 2 6 O
GRAR2-0801800-100 R4 18 - - 100 2 8 O
GRAR2-0802500 R4 25 - - 150 2 8 O
GRAR2-1002000 R5 20 - - 100 2 10 @)
GRAR2-1003000 R5 30 - - 150 2 10 O
GRAR2-1003000-180 R5 30 - - 180 2 10 O
GRAR2-1203000 R6 30 - - 100 2 12 O
GRAR2-1203000-150 R6 30 - - 150 2 12 O
GRAR2-1203000-180 R6 30 - = 180 2 12 O
RRYERITEMMNR T, “IREEETF Mo

*New size added fromthisseries.

*Stockeditems.

GRAR2-00017]8%& 42 (Milling Conditions)

R H A A&
Work Material Graphite
BE/Rf(Mm) | AEHEE fAIN I Roughing #EMTFinishing

Diameter | (Mm) Tgr(yin1) | s(mm/min) @E(min-1) | &&(mm/min)

/Radius Overhang Speed Feed Ap(mm) | Ae(mm) Speed Feed Ap(mm) Ae(mm)
RO.5 3 22000 800 0.07 0.2 22000 1500 0.1 0.06
R0.75 5 22000 1200 0.15 0.4 22000 1800 0.1 0.06

R1 6 18000 250021800 0.15 0.5 18000 2000 0.1 0.08
R1.5 16240 | 18000210000 35002000 0.3 0.9 18000210000 350022000 0.1 0.1
R1.5 16<240 | 18000210000 350022000 0.3 0.9 18000210000 350022000 0.1 0.1
R1.5 40270 1000025500 200021200 0.2 0.7 1000025500 200021200 0.1 0.1

R2 16240 | 18000210000 | 350022000 0.4 1.2 18000210000 350022000 0.1 0.1

R2 16240 | 18000210000 350022000 0.4 1.2 18000<~10000 350022000 0.1 0.1

R2 40270 1000025500 200021200 0.25 0.8 1000025500 200021200 0.1 0.1

R3 24136 | 17000210000 35003000 0.6 1.8 17000210000 350023000 0.15 0.12

R3 36270 1000025500 300021600 0.4 1.5 900025500 300021600 0.15 0.12

R4 20240 | 15000212000 | 400023000 0.8 2.5 15000212000 400023000 0.18 0.15

R4 40270 1200026000 300022500 0.8 2.5 1200026000 350022500 0.18 0.15

R4 702110 | 600024000 250021200 0.4 1.2 600024000 250021200 0.18 0.15

RS 40260 1200026000 350022500 1 3 12000026000 400022500 0.2 0.2

R5 602110 | 600024000 250021800 0.8 2.5 600024000 250021800 0.2 0.2

R5 1102150 | 400022000 15002450 0.6 1.9 400022000 18002900 0.2 0.2

R6 48072 1000026000 350022500 12 3.6 1000026000 400022500 0.2 0.24

R6 722110 | 600024000 25001800 1.2 3.6 600024000 250021800 0.2 0.24

R6 1102150 | 400022000 18002450 0.9 2.8 400022000 200021000 0.2 0.24

et Remark:

“RIBEIEALE FLG FEEETIR,

“BEINIES, EARREES0%;
HEEAAMARARL.

*Decrease both spindle speed and feed rate proprotionally when the milling
parameters exceed the machine's maximum spindle speed;

*Decrease feed rate by 50% when slot machining;
*Recommend air blow.

27]
2 Flutes

BK7]
Ball




27]
2 Flutes

EEEIKT)
Long Neck
Ball

GRALR27]:8== 8%k 7] (2 Flutes Long Neck Ball)

SAMHO

DIA SD R
MG | coating % 0-0.005 |£0.005
MIVERE/EE/EE
Highly recommend/Recommend/Suggest
HAH DIE STEEL HEBEER (Grade) RN TA2)EERIRT);
# rade 3 = ===} &
REM Carbon steels (S45C/S55C) *%ﬁ-sﬁééﬁgailg Eiﬁ'ﬂj = E,\ijwﬁl& EE ;
it Alloy steels (SK/SCM/SUS) *ﬁﬁm %EZ—%@ %ﬁ*ﬁ,bﬂ Iyﬁi?’%’g{;ﬂo
il Prehardened steels (NAK/HPM) *2 flutes long neck ball type for graphite machining
N Hardened steels (~55/~60/~T0OHRC) * . . .
New diamond coating offers excellent resistance to
R SPECIAL MATERIAL )
. wear and abrasion;
#BEs Aluminum alloys . . . . .
o Graphite Ultra-fine diamond coating particles.
k] Copper
s Plastics - R g / Bta
TAiAE Carbon fiber o a \ —
$fee Titanium alloys c,’ Y — 7‘ 77777777777 !
Bias Heat resistant alloys [a) L1
BHEE Cemented carbide - L2
@it Hard brittle (non-metallic)material L
A t5285% (Total 52 models) EfiIUnit(mm)
B BTJHED TR L1 | BMEL2| #EMBL | @REL | BT | ®Ed | 28
Model Radius of | Length | Effective Shank | Overall | Number Shank In
Number Ball Nose | of Cut Length | TaperAngle| Length | of Flutes | Diameter | Stock
GRALR2-002020 RO.1 0.15 2 15° 50 2 4 O
GRALR2-003020 RO.15 0.2 2 15° 50 2 4 O
GRALR2-004020 RO.2 0.32 2 15° 50 2 4 O
GRALR2-004030 RO.2 0.32 3 15° 50 2 4 O
GRALR2-004040 RO.2 0.32 4 15° 50 2 4 O
GRALR2-004050 RO.2 0.32 5 15° 50 2 4 O
GRALR2-005020 R0.25 0.4 2 15° 50 2 4 O
GRALR2-005030 R0.25 0.4 3 15° 50 2 4 O
GRALR2-005060 R0.25 0.4 6 15° 50 2 4 O
GRALR2-005100 R0.25 0.4 10 15° 50 2 4 O
GRALR2-006020 RO.3 0.48 2 15° 50 2 4 O
GRALR2-006030 RO.3 0.48 3 15° 50 2 4 O
GRALR2-006040 RO.3 0.48 15° 50 2 4 O
GRALR2-006060 RO.3 0.48 6 15° 50 2 4 O
GRALR2-006100 RO.3 0.48 10 15° 50 2 4 O
GRALR2-006120 RO.3 0.48 12 15° 50 2 4 O
GRALR2-008100 R0.4 0.64 10 15° 50 2 4 O
GRALR2-008120 RO.4 0.64 12 15° 50 2 4 O
GRALR2-008160 RO.4 0.64 16 15° 50 2 4 O
GRALR2-010030 R0.5 0.8 3 15° 50 2 4 O
ARV ERFTBMART, “IREETF Mo

*New sizeadded fromthisseries.

*Stockeditems.

Nextpage mmms

SAMHO

GRALR 27]38 =85k 7] (2 Flutes Long Neck Ball)

itk KTIFED
Model Radius of
Number Ball Nose
GRALR2-010050 R0.5
GRALR2-010060 R0.5
GRALR2-010080 R0O.5
GRALR2-010100 R0.5
GRALR2-010120 R0.5
GRALR2-010160 R0.5
GRALR2-010200 R0.5
GRALR2-015060 R0.75
GRALR2-015100 RO.75
GRALR2-015160 R0.75
GRALR2-020040 R1
GRALR2-020080 R1
GRALR2-020100 R1
GRALR2-020120 R1
GRALR2-020160 R1
GRALR2-020200 R1
GRALR2-020250 R1
GRALR2-020300 R1
GRALR2-020350 R1
GRALR2-020400 R1
GRALR2-030160 R1.5
GRALR2-030200 R1.5
GRALR2-030250 R1.5
GRALR2-030300 R1.5
GRALR2-030400 R1.5
GRALR2-040160 R2
GRALR2-040200 R2
GRALR2-040250 R2
GRALR2-040300 R2
GRALR2-040400 R2
GRALR2-040500 R2
GRALR2-040600 R2
RRYIERIEMBIRT,

*New size added fromthisseries.

7k L1
Length
of Cut

0.8
0.8
0.8
0.8
0.8
0.8
15
1.2
1.2
1.2
1.6
1.6
1.6
1.6
1.6

1.6

1.6
24
2.4
24
4.5
4.5
3.2
3.2
3.2
3.2

BEMRL2| $HEM Bta
Effective Shank
Length | Taper Angle

5 15°
6 15°
8 15°
10 15°
12 15°
16 15°
20 15°
6 15°
10 15°
16 15°
4 15°
8 15°
10 15°
12 15°
16 15°
20 15°
25 15°
30 15°
35 15°
40 15°
16 15°
20 15°
25 15°
30 15°
40 15°
16 15°
20 15°
25 15°
30 15°
40 15°
50 -

60 -

“HEEERETE So

*Stockeditems.

2RL
Overall
Length

50
50
50
60
50
50
60
50
50
50
50
50
50
50
50
70
65
70
70
80
60
60
70
80
80
70
70
70
70
100
100
100

T
Number
of Flutes

2

N N NN N DN N DN N DN DN DN DNDDNDNDNDNDNDDNDNDNDDNDNDDNDNDDNDNDDNDNDDNDNDDNDN

Wi d
Shank
Diameter

4

B = = T = T = T S S S e e I = = T = T = T T S e S

7=

Stock

O O

OO0OO0O0OO0OO0OO0OO0OO0OOO0OOOOLOOOLOLOOOLOLOLOLOO OOOOO
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2 Flutes

EE=IRT]
Long Neck
Ball

GRALR 2-000t]JHI% 4 2% (Milling Conditions)

Ae

WM
Work Material
BEE/Rfa(mm) | BHR(Mm)
Diameter Effective
/Radius Length

RO.1 2
R0O.15 2
R0.2 2
R0.2 3
R0.2 4
R0.2 5
R0.25 2
R0.25 3
R0.25 6
R0.25 10
R0O.3 2
RO.3

RO.3 4
RO.3

R0O.3 10
RO.3 12
RO.4 10
RO.4 12
R0.4 16
RO.5 3
RO.5 5
RO.5

RO.5 8
RO.5 10
RO.5 12
RO.5 16
RO.5 20
RO.75 6
RO.75 10
RO.75 16

R1

R1

R1 10

R1 12

T Roughing

ax
Graphite

¥&INIFinishing

SAMHO

@& (min-1)
Speed

26000
26000
26000
26000
26000
26000
26000
26000
26000
24000
26000
26000
26000
26000
24000
22000
24000
22000
20000
26000
26000
26000
24000
24000
22000
20000
18000
26000
26000
26000
24000
24000
24000
24000

#4(mm/min)
Feed

300
300
400
400
400
400
400
400
400
400
600
400
400
400
400
400
600
400
500
1200
1200
1000
1000
800
600
500
500
1800
1500
1200
2000
2000
2000
2000

Ap(mm)

0.02
0.02
0.03
0.03
0.03
0.03
0.03
0.03
0.03
0.03
0.03
0.03
0.03
0.03
0.03
0.03
0.07
0.05
0.03
0.1
0.1
0.1
0.1
0.1
0.07
0.07
0.07
0.15
0.15
0.15
0.2
0.2
0.2
0.2

Ae(mm) 5% (min-1)

0.05
0.05
0.08
0.06
0.06
0.06
0.1
0.1
0.08
0.06
0.1
0.1
0.1
0.1
0.08
0.08
0.15
0.12
0.1
0.3
0.3
0.3
0.2
0.2
0.2
0.18
0.15
0.45
0.45
0.45
0.6
0.6
0.6
0.6

Speed
28000
28000
28000
28000
28000
28000
28000
28000
28000
28000
28000
28000
28000
28000
28000
28000
28000
28000
28000
28000
28000
28000
28000
28000
28000
28000
28000
26000
26000
26000
24000
24000
24000
24000

&4 (mm/min)
Feed

500
500
600
600
600
600
800
800
800
800
800
800
800
800
800
800
1000
1000
1000
1500
1500
1200
1200
1200
1000
1000
1000
1800
1800
1800
2000
2000
2000
2000

Ap(mm)

0.015
0.02
0.04
0.03
0.02
0.02
0.05
0.05
0.03
0.02
0.06
0.06
0.04
0.03
0.02
0.02
0.05
0.05
0.03
0.1
0.08
0.05
0.05
0.05
0.05
0.05
0.03
0.08
0.08
0.06
0.1
0.1
0.1
0.08

Ae(mm)

0.015
0.02
0.03
0.03
0.03
0.03
0.04
0.04
0.04
0.04
0.04
0.04
0.04
0.04
0.04
0.04
0.06
0.06
0.06
0.06
0.06
0.06
0.06
0.06
0.06
0.06
0.06
0.08
0.08
0.08
0.08
0.08
0.08
0.08

Nextpage =

w44
Work Material

BHE/RA(MM) |B&UR(Mmm)

Diameter Effective

/Radius Length
R1 16
R1 20
R1 25
R1 30
R1 35
R1 40
R1.5 16
R1.5 20
R1.5 25
R1.5 30
R1.5 40
R2 16
R2 20
R2 25
R2 30
R2 40
R2 50
R2 60
st

GRALR 2-000#7]5 %% (Milling Conditions)

fHINTRoughing

A%

Graphite

¥ Finishing

@5%(min-1)
Speed

22000
18000
15000
15000
9000
7000
18000
18000
15000
15000
12000
18000
18000
15000
15000
10000
9000
8000

B BBET S R P BT,
HEINTE, ERIES0%;

WELANARNARL.

#4(mm/min)
Feed

1800
1300
1200
1000
1000
800
2000
2000
1700
1700
1500
2500
2500
2500
2500
1700
1500
1500

Ap(mm)

0.2
0.2
0.15
0.15
0.1
0.1
0.3
0.3
0.2
0.2
0.2
0.4
0.4
0.4
0.4
0.3
0.25
0.25

Remark:

*Decrease both spindle speed and feed rate proprotionally when the milling
parameters exceed the machine's maximum spindle speed;
*Decrease feed rate by 50% when slot machining;

Ae(mm)

0.6
0.6
0.5
0.5
0.3
0.3
0.9
0.9
0.7
0.7
0.7
1.2
1.2
1.2
1.2

0.8
0.8

#@%(min-1) | #%(mm/min)
Speed Feed
24000 2000
24000 1800
24000 1800
24000 1500
24000 1500
24000 1200
22000 2500
22000 2500
20000 2200
18000 2200
18000 2200
18000 2500
18000 2500
18000 2500
18000 2500
15000 2200
15000 2200
15000 2000

*Recommend air blow.

Ap(mm)

0.08
0.06
0.06
0.06
0.06
0.04
0.12
0.1

0.07
0.07
0.05
0.12
0.1

0.1

0.1

0.08
0.08
0.08

Ae(mm)

0.08
0.08
0.08
0.08
0.08
0.08
0.1
0.1
0.1
0.1
0.1
0.1
0.1
0.1
0.1
0.1
0.1
0.1
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2 Flutes
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47]
4 Flutes

Ef7

Radius

GRASR 47]Ef37] (4 Flutes Radius)

[ M6 | [coating

=

| [ 501

WIS R/ EE
Highly recommend/Recommend/Suggest

A DIE STEEL HEER (Grade)

b | Carbon steels (S45C/S55C)

A&l Alloy steels (SK/SCM/SUS)

FarEs Prehardened steels (NAK/HPM)

S Hardened steels (~55/~60/~T0HRC)

R SPECIAL MATERIAL

iy r Aluminum alloys

R Graphite

R Copper

TiBs Plastics

i Carbon fiber

#Has Titanium alloys

Bi#Aa® Heat resistant alloys

BHEE Cemented carbide o

et Hard brittle (non-metallic)material
A 5142805% (Total 42 models)

BUSR 7D | IRLl | E¥K L2 | EA
Model Outside | Length | Effective |[Radius
Number Diameter | of Cut Length

GRASR4-0302100-60 3 10 - 0.2
GRASR4-0302100-75 3 10 - 0.2
GRASR4-0302100-100 3 10 - 0.2
GRASR4-0305100-60 3 10 - 0.5
GRASR4-0305100-75 3 10 - 0.5
GRASR4-0305100-100 3 10 - 0.5
GRASR4-04001120-60 4 12 -
GRASR4-04001120-75 4 12 -
GRASR4-04001120-100 4 12 -
GRASR4-04002120-60 4 12 - 0.2
GRASR4-04002120-75 4 12 - 0.2
GRASR4-04002120-100 4 12 - 0.2
GRASR4-04005120-60 4 12 - 0.5
GRASR4-04005120-75 4 12 - 0.5
GRASR4-04005120-100 4 12 - 0.5
GRASR4-06002200-60 6 20 - 0.2
GRASR4-06002200-75 6 20 - 0.2
GRASR4-06002250-100 6 25 - 0.2
GRASR4-06003200-60 6 20 - 0.3
GRASR4-06003200-75 6 20 - 0.3
RARVIERMEMNRT, IR EF o

*New size added fromthisseries.

$D-0.01(D<6)

D28)
oy

¢ D-0.015(

##E A Bta
Shank
Taper Angle

15°
15°
15°
15°
15°
15°

*Stockeditems.

*BENMTR47IERTI;
AR EAZEER N RO ELEE;
B A A E B AL I TR E B,

D<6

D8~12

*4 flutes radius type end mills for graphite machining;

*New diamond coating offers excellent resistance to
wear and abrasion;

*Ultra-fine diamond coating particles.

2RL
Overall
Length

60
75
100
60
75
100
60
75
100
60
75
100
60
75
100
60
75
100
60
75

TIERT
Number
of Flutes

N

>~ B D DD DD DDA DD DS DD DD DD

B{IUnit(mm)

WE d
Shank
Diameter

3/4
3/4
3/4
3/4
3/4
3/4

oo o o o o A A M B DM B B> BSB B>

£

In
Stock

O0OO0O0O0OO0OO0OOOOOOOOOOOLOO
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GRASR 47][Ef37] (4 Flutes Radius)

&5H42845E (Total 42 models)

BUsE
Model
Number

GRASR4-06003250-100
GRASR4-06005200-60

GRASR4-06005200-75

GRASR4-06005250-100
GRASR4-08005250-75

GRASR4-08005300-100
GRASR4-08005350-150
GRASR4-08010250-75

GRASR4-08010300-100
GRASR4-08010350-150
GRASR4-10005250-75

GRASR4-10005300-100
GRASR4-10005400-150
GRASR4-10010250-75

GRASR4-10010300-100
GRASR4-10010400-150
GRASR4-12005400-100
GRASR4-12005500-150
GRASR4-12005500-180
GRASR4-12010400-100
GRASR4-12010500-150
GRASR4-12010500-180

ERTERTEMHRT,

7)€ D
Outside
Diameter

6

© 0 0 0 O 0 O O O

el S e e T a i = = = T = i
NN NN NN O O O o o o

*New size added fromthisseries.

J& L1
Length
of Cut

25
20
20
25
25
30
35
30
30
35
25
30
40
25
30
40
40
50
50
40
50
50

BHE L2
Effective
Length

Ef
Radius

0.3
0.5
0.5
0.5
0.5
0.5
0.5
1
1
1
0.5
0.5
0.5
1
1
1
0.5
0.5
0.5
1
1
1

“IEAEBETE Mo
*Stockeditems.

#EfBta
Shank
Taper Angle

£RL
Overall
Length

100
60
75

100
75

100

150
75

100

150
75

100

150
75

100

150

100

150

180

100

150

180

TIET
Number
of Flutes

4

A~ B DDA DA DA DB DD DS DDA DD DD DD DD

W d
Shank
Diameter

c© 00 O O O o OO O O O

S el il ol o el = e e
N NN N NN M O O O O o o

B{iUnit(mm)

7E
In
Stock

O0O0O0O0OO0OOOOOO0OOLOOOOOOLOOOO
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4 Flutes

Ef7

Radius

201

GRASR 4-000t714! 4% (Milling Conditions)

SAMHO

e HI 4
Work Material
BE/RFA(mm) | HHEE
Diameter (mm)
/Radius Overhang
3R0.2 12924
3R0.2 240242
3R0.2 42,70
3R0.5 12724
3R0.5 2404
3R0.5 42770
4R0.1 18224
4R0.1 2404
4R0.1 42770
4R0.2 1824
4R0.2 24042
4R0.2 42,70
6R0.5 18224
6R0.5 2442
6R0.5 42,70
6R0.2 1830
6R0.2 30742
6R0.2 42070
6R0.3 18230
6R0.3 30742
6R0.3 42770
8R0.5 1830
8R0.5 30242
8R0.5 42770
8R0.5 24032
8R0.5 3256
8R0.5 56110
10R1 24032
10R1 3256
10R1 56110
10R0.5 2440
10R0.5 40°70
10R0.5 702110
R1 24240
R1 40~70
10R1 70,110
12R0.5 48cr72
12R0.5 72,110
12R0.5 110,150
12R1 48cnT72
12R1 72,110
12R1 1102150

A%
Graphite
#IN TRoughing f&EMLFinishing
wglniny ) [ #(pnfmin) [ ap(mm) | acmm) | #W20nin 1) T#Emmin) [ apmm) | ac(mm)
15000212000 300022500 0.3 1.8 1500012000 300022500 0.12 0.12
1200026000 250021500 0.2 1.8 1200026000 25001500 0.12 0.12
600024000 150021000 0.15 1.8 60004000 150021000 0.12 0.12
15000212000 3000022500 03 18 15000212000 300022500 0.12 0.12
1200026000 250021500 0.2 1.8 1200026000 25001500 0.12 0.12
600024000 150021000 0.15 1.8 60004000 150021000 0.12 0.12
14000212000 300022500 0.3 2 14000212000 300022500 0.08 0.12
12000«26000 25001500 0.3 2 12000¢26000 25001500 0.08 0.12
600024000 150021000 0.2 2 600024000 150021000 0.08 0.12
14000212000 300022500 0.3 2 1400012000 300022500 0.12 0.12
1200026000 250021500 0.3 2 1200026000 25001500 0.12 0.12
600024000 150021000 0.2 2 60004000 150021000 0.12 0.12
14000212000 300022500 0.3 2 1400012000 300022500 0.12 0.12
1200096000 250001500 0.3 2 1200026000 2500021500 0.12 0.12
600024000 150021000 0.2 2 60004000 150021000 0.12 0.12
1200059000 40003500 1 2.4 12000229000 400023500 0.1 0.12
9000<>7000 350022500 1 2.4 9000~7000 350022500 0.1 0.12
700024000 2500021500 0.6 2.4 70004000 2500021500 0.1 0.12
1200029000 400023500 1 2.4 12000<29000 400023500 0.12 0.12
9000«>7000 350022500 1 2.4 9000~7000 350012500 0.12 0.12
700024000 2500021500 0.6 2.4 70004000 2500021500 0.12 0.12
1200029000 400023500 1.5 3.6 1200029000 400023500 0.15 0.12
9000«>7000 350022500 1.2 3.6 9000«~7000 350022500 0.15 0.12
700024000 2500021500 1.2 3.6 700024000 2500021500 0.15 0.12
10000«28000 400023500 1.8 4.8 100008000 400023500 0.18 0.12
800025000 3500022000 1.8 4.8 800025000 350022000 0.18 0.12
500022000 200021000 1.8 4.8 5000¢22000 20001000 0.18 0.12
10000«28000 40003500 1.8 4.8 100008000 400023500 0.18 0.12
800025000 350022000 1.8 4.8 800025000 350022000 0.18 0.12
500022000 20001000 1.8 4.8 50002000 20001000 0.18 0.12
1000028000 40003500 2 6 1000028000 400023500 0.18 0.12
800025000 350022000 2 6 80005000 350022000 0.18 0.12
500022000 200021000 2 6 500022000 20001200 0.18 0.12
10000<28000 400023500 2 6 1000028000 400023500 0.18 0.12
800025000 350022000 2 6 80005000 35002000 0.18 0.12
500052000 200021000 2 6 500022000 200021000 0.18 0.12
700025000 350022500 3 8 70005000 350022500 0.18 0.12
500024000 2500~1800 3 8 50004000 25001800 0.18 0.12
400022000 1800<2450 3 8 400022000 180021200 0.18 0.12
700025000 350022500 3 8 70005000 350022500 0.18 0.12
50004000 25001800 3 8 5000224000 250021800 0.18 0.12
4000¢22000 1800~450 3 8 400022000 180021200 0.18 0.12

SAMHO

GRALSR 2/47]8 =B [F 3 7] (2/4 Flutes Long Neck Radius)

. __

M) g (B i (s

IR/ EE/EE
Highly recommend/Recommend/Suggest
RAHE DIE STEEL #EELR (Grade) *E%Dﬂlﬁﬁﬁ?ﬁﬁﬂﬂﬁﬂ;
rade S = oo &)
- “REELEEERE RN EMNLE,;
il Carbon steels (S45C/S55C) w7 4 s _ R
| Alloy steels (SK/SCM/SUS) ﬁmmﬁgﬁzﬁ@ %E*MJJ[] Ijt;g ’§1§ﬂo
el Prehardened steels (NAK/HPM) *2/4 flutes long neck radius end mills for graphite
RN Hardened steels (~55/~60/~7TOHRC) machining;
AT SPEFIALMATERIAL *New diamond coating offers excellent resistance to
b=y Aluminum alloys )
R Graphite wear and abrasion;
P Copper *Ultra-fine diamond coating particles.
Pt Plastics s R
L 73 Carbon fiber \| \ /iBta
Has Titanium alloys e =ﬂ 7777777 ﬂ heo]
BiHAas Heat resistant alloys 5 e L1 -
BEAS Cemented carbide o L2 ‘
@it Hard brittle (non-metallic)material % L |
&51398!5% (Total 39 models) B{IUnit(mm)
ik 78D |7IRLl |B¥RL2 | R | #EMBta | £RL | 7J#T wWEd | EE
Model Outside | Length | Effective Radius Shank |Overall [Number| Shank In
Number Diameter | of Cut | Length Taper Angle | Length |of Flutes | Diameter | Stock
GRALSR2-005005040 0.5 1 4 0.05 15° 50 2 4 O
GRALSR4-010005060 1 3 6 0.05 15° 60 4 4 O
GRALSR4-010005100 1 3 10 0.05 15° 60 4 4 O
GRALSR4-010005150 1 3 15 0.05 15° 60 4 4 O
GRALSR4-010005200 1 3 20 0.05 15° 50 4 4 O
GRALSR4-01001060 1 3 6 0.1 15° 60 4 4 O
GRALSR4-01001100 1 3 10 0.1 15° 60 4 4 O
GRALSR4-01001150 1 3 15 0.1 15° 60 4 4 O
GRALSR4-01001200 1 3 20 0.1 15° 50 4 4 O
GRALSR4-01501100 1.5 3 10 0.1 15° 60 4 4 O
GRALSR4-01501150 15 3 15 0.1 15° 60 4 4 @)
GRALSR4-01501200 1.5 3 20 0.1 15° 50 4 4 O
GRALSR4-01502100 1.5 3 10 0.2 15° 60 4 4 O
GRALSR4-01502150 1.5 3 15 0.2 15° 60 4 4 O
GRALSR4-01502200 1.5 3 20 0.2 15° 50 4 4 O
GRALSR4-02001100 2 6 10 0.1 15° 50 4 4 O
GRALSR4-02001150 2 6 15 0.1 15° 60 4 4 O
GRALSR4-02001200 2 6 20 0.1 15° 60 4 4 O
GRALSR4-02001250 2 6 25 0.1 15° 80 4 4 O
GRALSR4-02002100 2 6 10 0.2 15° 50 4 4 O
*ARFIEMFBIMBR T, “IEEBEE Mo

*New size added fromthisseries.

*Stockeditems.

Nextpage =
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GRALSR 2/47]:8 = B[R £ 7] (2/4 Flutes Long Neck Radius)

SAMHO

RIS 718D |7IRLl |B¥E&L2 | @A | #EMABta | 2@RL | 7JET WiEd | ZE
Model Outside | Length | Effective Radius| Shank |Overall |Number| Shank In
Number Diameter | of Cut | Length Taper Angle | Length |of Flutes | Diameter | Stock
GRALSR4-02002150 2 6 15 0.2 15° 60 4 4 O
GRALSR4-02002200 2 6 20 0.2 15° 60 4 4 O
GRALSR4-02002250 2 6 25 0.2 15° 80 4 4 O
- GRALSR4-02005100 2 6 10 0.5 15° 50 4 4 O
2 Flutes GRALSR4-02005150 2 6 15 0.5 15° 60 4 4 O
GRALSR4-02005200 2 6 20 0.5 15° 60 4 4 O
47] GRALSR4-02005250 2 6 25 0.5 15° 80 4 4 O
4 Flutes GRALSR4-03001150 3 9 15 0.1 15° 60 4 4 O
GRALSR4-03001200 3 9 20 0.1 15° 60 4 4 O
GRALSR4-03001250 3 9 25 0.1 15° 80 4 4 O
GRALSR4-03001300 3 9 30 0.1 15° 80 4 4 O
GRALSR4-03002150 3 9 15 0.2 15° 60 4 4 O
GRALSR4-03002200 3 9 20 0.2 15° 60 4 4 O
GRALSR4-03002250 3 9 25 0.2 15° 80 4 4 O
GRALSR4-03002300 3 9 30 0.2 15° 80 4 4 O
GRALSR4-03005150 3 9 15 0.5 15° 60 4 4 O
GRALSR4-03005200 3 9 20 0.5 15° 60 4 4 O
GRALSR4-03005250 3 9 25 0.5 15° 80 4 4 O
GRALSR4-03005300 3 9 30 0.5 15° 80 4 4 O
“ERVIEmIBMAIR T, “REEFm.
*Newsizeadded fromthisseries. *Stockeditems.

T
BB
Long Neck
Radius

203

GRALSR 2/4-000t14{& {2 (Milling Conditions)

e HIl 14 A%
Work Material Graphite
B&Y/RB(Mm) |BHE(mm) #if0 TRoughing fEM IFinishing
D/I:::j?lt:r Elf];encgtlt\kl\e g%g‘;yg” isﬁﬁ(?engémin) Ap(mm) | Ae(mm) g%g‘;g:j'l) i%ﬁﬁ(r;\ergc{min) Ap(mm) Ae(mm)
0.5R0.5 4 24000 800 0.05 0.3 24000 800 0.03 0.1
1R0.05 6 20000 1500 0.1 0.4 20000 1500 0.04 0.12
1R0.05 10 20000 1200 0.1 0.4 20000 1200 0.04 0.12
1R0.05 15 14000 1000 0.08 0.4 14000 1000 0.04 0.12
1R0.05 20 12000 800 0.06 0.4 12000 800 0.02 0.12
1R0.1 6 20000 1500 0.1 0.4 20000 1500 0.04 0.12
1R0.1 10 20000 1200 0.1 0.4 20000 1200 0.04 0.12
1R0.1 15 14000 1000 0.08 0.4 14000 1000 0.04 0.12
1R0.1 20 12000 800 0.06 0.4 12000 800 0.02 0.12
1.5R0.1 10 16000 1500 0.12 0.6 16000 1500 0.06 0.12
1.5R0.1 15 14000 1500 0.12 0.6 14000 1500 0.06 0.12
1.5R0.1 20 14000 1200 0.1 0.6 14000 1200 0.04 0.12
1.5R0.2 10 16000 1500 0.12 0.6 16000 1500 0.06 0.12
1.5R0.2 15 14000 1500 0.12 0.6 14000 1500 0.06 0.12
1.5R0.2 20 14000 1200 0.1 0.6 14000 1200 0.04 0.12
2R0.1 10 16000 2000 0.2 1.2 16000 2000 0.08 0.12
2R0.1 15 14000 1600 0.15 1.2 14000 1600 0.08 0.12
2R0.1 20 10000 1200 0.12 0.8 10000 1200 0.08 0.12
2R0.1 25 10000 1000 0.1 0.8 10000 1000 0.06 0.12
2R0.2 10 16000 2000 0.2 1.2 16000 2000 0.08 0.12
2R0.2 15 14000 1600 0.15 1.2 14000 1600 0.08 0.12
2R0.2 20 10000 1200 0.12 0.8 10000 1200 0.08 0.12
2R0.2 25 10000 1000 0.1 0.8 10000 1000 0.06 0.12
2R0.5 10 16000 2000 0.2 1.2 16000 2000 0.08 0.12
2R0.5 15 14000 1600 0.15 1.2 14000 1600 0.08 0.12
2R0.5 20 10000 1200 0.12 0.8 10000 1200 0.08 0.12
2R0.5 25 10000 1000 0.1 0.8 10000 1000 0.06 0.12
3R0.1 15 16000 3000 0.3 1.8 16000 3000 0.08 0.12
3R0.1 20 12000 2500 0.2 1.8 12000 2500 0.08 0.12
3R0.1 25 12000 2500 0.2 1.2 12000 2500 0.08 0.12
3R0.1 30 10000 2000 0.12 1.2 10000 2000 0.06 0.12
3R0.2 15 16000 3000 0.3 1.8 16000 3000 0.08 0.12
3R0.2 20 12000 2500 0.2 1.8 12000 2500 0.08 0.12
3R0.2 25 12000 2500 02 1.2 12000 2500 0.08 0.12
3R0.2 30 10000 2000 0.12 1.2 10000 2000 0.06 0.12
3R0.5 15 16000 3000 0.3 1.8 16000 3000 0.08 0.12
3R0.5 20 12000 2500 0.2 1.8 12000 2500 0.08 0.12
3R0.5 25 12000 2500 0.2 1.2 12000 2500 0.08 0.12
3R0.5 30 10000 2000 0.12 1.2 10000 2000 0.06 0.12
st Remark:
SRR LR B O FRIELTITR, *Decrease both spindle speed and feed rate proprotionally when the milling
BB, ELRIEE50%; parameters exceed the machine'smaximum spindle speed;
WELANARBRL. *Decrease feed rate by 50% when slot machining;

*Recommend airblow.

27]
2 Flutes

47]
4 Flutes

B
Ef7
Long Neck
Radius
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Emi22 (Product Advantages)

Emiz®

Product Advantages

#RaRAn T
Thread milling

A X E',DME%%DQ;F A

~ EDM machining

==

Case Studies

LT ESERSE

Keep the bore flat

AR T

| — {43

Only one the is kept in the bore

BRI SREYT, T EmE DA

Good thread strength and
clear tooth shape

BIFREE, TR EEN,
BEBF, THERERRE

Poor thread strength and
deformed tooth, would cause
loose thread and even
scrapped workpiece possibly

SR (M EISKD11 (HRC60-62)Analysis Report:Material SKD11 (HRC60-62)

B #9:M4*0. 78R4 F e AR
INTHE: BA4%EF(20000rpm)

REGH R
A EER12021-04-16

I Z# Milling Parameters

Purpose: M4*0.7 thread life test

Processing machine: Makino (20000rpm)
Coolant: Air-16 Cooling

Testtime: 2021-04-16

6SE=FHFTIMA*0.7| FEE priEr] Q& IR PE | €A1 | NIERHE
HRC65 Three Teeth Spindle Feed Step Axial Radial Radial Cycle
Thread Cutter Speed Rate Depth Depth | Toolpath |  Time
M4*0.7 (min-1) |(mm/min){(mm/min) (ap) mm (ae) mm 19388/7%
(F®Depth 6mm) 4500 70 0.06 5 1min/hole

MBS MABAA 2 ERRIBFHZEIEmmMIR, INT15@F 1%, BRI LUEERFE R,
Summary: M4 screw can be turned into 6mm depth smoothly. It can be still used after milling 15 threads..

IIZ I Cutter Condition:

fEA%MTIA Cutter Condition:

MI7%EsI

Guidelineson Processing

—. BlIBGE (Arc Cut In)

BREZFETIRUIN, VIRTRE, REVHIRES, REEIRS), BMER I TIEM R R0, 275 ENEFREI LRI
EEH L, BTN TR R AR B ERZS %
With this method, the cutter can cut the workpiece smoothly, leave no cutting marks and won't cause vibration, even when
machining hard materials. The programming is more complicated than that for radial cutting. It's recommended to be used

for milling precision threads.

PYERAT Internal thread

NI 7 3%3E51(Guidelines on Processing)

SpB4y External thread

e

Z.UG10.08£F NI A% (Processing method for UG10.0 threadmilling)

o 8ETE X
m A
drill -
TrFses A
B L J
M o
I W £}
R SRR o= S
s A
f==3 NC_PROGRAM -
JIE NONE -
NFEE | MCS_MILL -
AiE METHOD -
BRR A
THREAD_MILLING v
& SN 0¥
e Y-
sETaTe = -
FEARE = -
Tt = -
= f= 3 -
@i [ monos——®
* T ) b
mEEE 4. DoDd
E . D00
EmEM * -
xR o
e Metric Coarse.
Size M1.0x 025
Radisl Engage [ -
2 [ ooopfs—®@
1 [z 2000}#—®
= (e oooobs——®
ns | me

N mes L gl T

N :i:‘

».

& THALAD MLL - @

E MEHOD -

wnsm = -

o oo
ame 4 -

[ o

aeen '5;
x
FINEESH

Cutter Condition:

©RIERRE, IR TIREE -
The setting of the pitch should
be consistent with the pitch of
the thread cutter

@ $EHI FHIIMER N
Adjust the outside diameter of
thread

® FRF, RESBARFT]
BIE, hRIMEEPE]
Bottom hole can be set larger
than the diameter of thread
cutterand smallerthan the
outside diameter.

OMIRE
Processing depth

TEBYURE
Cutter Condition:
OEEFF

designated thread hole
@IEEFT]

Designated cutter for

threading knife

® Z#h75 B 7] B 84
The number of turns of the tool
shaftin the Z-axis direction
@EBEARTIEHEE
Number of toolpaths in radial

direction
[0 awss ]
[OF~p-3 = sm W
Tick L
b L) L]
==

(5 R =k = 2
T ~

) E2 3, 1500

= 2, D000

(1] S0, 0000 '
(FL) T 4, Q00

nn 2

L ] 0. TO0

EREl ) -

=5

M440.7/D3.15°8*04°50]

ik A

TR 4 E%BE Cutter Condition:

-
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65 fBRESEEA (3D) (HRC65 Super Hard Drill Bits(3D))

J—

*BEMNTHRCO2E R AL ;
*SHRF140E, BHITHE,;
B0 KINEE,

*Candrill HRC62 hardened material;

*Drill point 140°, sharp and wear-resistant;
*Have the function of central water outlet.

65EBIEIEEAE R 140Z (3D)

BE 718D
Model Diameter
Number of Drill

65ERBREIEFEL (HRC65 Super Hard Drill Bits 1) 1

65 RIESEEA1.05 (HRC65 Super Hard Drill Bits 1.05) | 1.05
65EHBREEEEL.1 (HRC65 Super Hard Drill Bits 1.1) 1.1
65 RIESEEA].15 (HRC65 Super Hard Drill Bits 1.15) | 1.15
65EBREETE1.2 (HRC65 Super Hard Drill Bits 1.2) 1.2
65 BFESEEE1.25 (HRC65 Super Hard Drill Bits 1.25) | 1.25
65EBREETE1.3 (HRC65 Super Hard Drill Bits 1.3) 13
65 BFESEEE1.35 (HRC65 Super Hard Drill Bits 1.35) | 1.35
65EBREETEL.4 (HRC65 Super Hard Drill Bits 1.4) 1.4
65 itBRE ERE1.45 (HRC65 Super Hard Drill Bits 1.45) | 1.45
65EBREERE]L.5 (HRC65 Super Hard Drill Bits 1.5) 1.5
65 itBRE ERE1.55 (HRC65 Super Hard Drill Bits 1.55) | 1.55
65 HBREETA1.6 (HRC65 Super Hard Drill Bits 1.6) 1.6
65 BrESEEA1.65 (HRC65 Super Hard Drill Bits 1.65) | 1.65
65 HBREERAL. 7 (HRC65 Super Hard Drill Bits 1.7) 1.7
65 BrESEEA]. 75 (HRC65 Super Hard Drill Bits 1.75) | 1.75
65 HBrEERA1.8 (HRC65 Super Hard Drill Bits 1.8) 1.8
65 BrEsEEA1.85 (HRC65 Super Hard Drill Bits 1.85) | 1.85
65 HBAEERA1.9 (HRC65 Super Hard Drill Bits 1.9) 1.9
65 HBrESEEA1.95 (HRC65 Super Hard Drill Bits 1.95) | 1.95
65EEHBHESEEA2 (HRC65 Super Hard Drill Bits 2) 2

65 BIESEEE2.05 (HRC65 Super Hard Drill Bits 2.05) | 2.05
65EERBRESHEE2. 1 (HRC65 Super Hard Drill Bits 2.1) 2.1
65 HBIESEEE2.15 (HRC65 Super Hard Drill Bits 2.15) | 2.15
65EERBRESHEE2.2 (HRC65 Super Hard Drill Bits 2.2) 2.2
65FEZiBREETE2.25 (HRC65 Super Hard Drill Bits 2.25) | 2.25
65EERBRESSEED.3 (HRC65 Super Hard Drill Bits 2.3) 2.3
65EEBIESEEE2.35 (HRC65 Super Hard Drill Bits 2.35) | 2.35
65EERBRESHEED.4 (HRC65 Super Hard Drill Bits 2.4) 2.4
65EEHBIESEEE2.45 (HRC65 Super Hard Drill Bits 2.45) | 2.45
65EHBRESEEED.5 (HRC65 Super Hard Drill Bits 2.5) 2.5
65 BRESEEE2.55 (HRC65 Super Hard Drill Bits 2.55) | 2.55

\ h
N N, (o

|
B

REREERSE MRIEOETH THNESETERT UER FERTIAR
BRERBET.

Theshanktaperangle shownis notan exactvalue and to avoid contact with
the workpiece, we recommend the user controls the precise value of this
angle. Shank taperangle should not make contact with the workpiece.

HRC65 Super Hard Drill Bits with Drill Point 140°(3D)

ERL1| A&d | 2RL #R1 7E

Length Shank Overall Type 1 In

of Drill | Diameter | Length Stock
6 4 50 B (solid) O
6 4 50 | B (solid) O
7 4 50 B0 (solid) O
7 4 50 | B (solid) O
7 4 50 B (solid) O
7 4 50 i (solid) O
7 4 50 | B (solid) O
9 4 50 B (solid) O
9 4 50 | B (solid) O
9 4 50 i (solid) @)
9 4 50 | B (solid) O
10 4 50 | B (solid) O
10 4 50 i (solid) O
10 4 50 | B (solid) O
10 4 50 | B (solid) O
11 4 50 B0 (solid) @)
11 4 50 Bl (solid) O
11 4 50 | B (solid) O
11 4 50 20 (solid) O
12 4 50 | B (solid) O
12 4 50 | B (solid) O
13 4 50 | B (solid) O
13 4 50 | B (solid) O
14 4 50 | B (solid) O
14 4 50 | B (solid) O
14 4 50 | B (solid) O
14 4 50 | wmdGolid | O
15 4 50 | B (solid) O
15 4 50 | B (solid) O
15 4 50 | B (solid) O
15 4 50 | B (solid) O
16 6 55 20 (solid) O

65EBIEIEEAER140E (3D)

BE
Model
Number

65REHBRESEEA2.6 (HRC65 Super Hard Drill Bits 2.6)
65EBREEEA2.65 (HRC65 Super Hard Drill Bits 2.65)
65 HBRPEETA2.7 (HRC65 Super Hard Drill Bits 2.7)
65 BHELETA2. 75 (HRC65 Super Hard Drill Bits 2.75)
65 HBRPEEEA2.8 (HRCE5 Super Hard Drill Bits 2.8)
65 BHELEEA2.85 (HRC65 Super Hard Drill Bits 2.85)
65REZHBRPEEEA2.9 (HRCE5 Super Hard Drill Bits 2.9)
65 BHEEEEA2.95 (HRC65 Super Hard Drill Bits 2.95)
65FEHBIESEEA3 (HRC65 Super Hard Drill Bits 3)

65 HBREiEEA3.05 (HRC65 Super Hard Drill Bits 3.05)
65FZ#BIESEEA3. 1 (HRC65 Super Hard Drill Bits 3.1)
65FZBrESEEA3.15 (HRC65 Super Hard Drill Bits 3.15)
65FE#BRESEEA3.2 (HRC65 Super Hard Drill Bits 3.2)
65EBIESEEA3.25 (HRC65 Super Hard Drill Bits 3.25)
65 HBrEiEEA3.3 (HRC65 Super Hard Drill Bits 3.3)
65ZBIESEEA3.35 (HRC65 Super Hard Drill Bits 3.35)
65REBIESEEA3.4 (HRC65 Super Hard Drill Bits 3.4)
65REBIESEEA3.45 (HRCB5 Super Hard Drill Bits 3.45)
65REBIESEEA3.5 (HRC65 Super Hard Drill Bits 3.5)
65REBIESERA3.55 (HRC65 Super Hard Drill Bits 3.55)
65REBIESEEA3.6 (HRC65 Super Hard Drill Bits 3.6)
65 HBrESEEE3.65 (HRC65 Super Hard Drill Bits 3.65)
65 HBrEiEEA3.7 (HRC65 Super Hard Drill Bits 3.7)
65 HBRESEEE3.75 (HRC65 Super Hard Drill Bits 3.75)
65 HBRFEEEA3.8 (HRC65 Super Hard Drill Bits 3.8)
65 HBrE$EEE3.85 (HRC65 Super Hard Drill Bits 3.85)
65 HBREEEEA3.9 (HRCE5 Super Hard Drill Bits 3.9)
65 HBAEEEEE3.95 (HRC65 Super Hard Drill Bits 3.95)
65REHBIESEEA4 (HRC65 Super Hard Drill Bits 4)
65FEBIESEEE4.05 (HRC65 Super Hard Drill Bits 4.05)
65REHBIESEEA4.1 (HRC65 Super Hard Drill Bits 4.1)
65FEE#BIE$EEA4.15 (HRC65 Super Hard Drill Bits 4.15)
65EBIEEEEE4.2 (HRC65 Super Hard Drill Bits 4.2)
65FEBIESEEA4.25 (HRC65 Super Hard Drill Bits 4.25)
65 BrFSEEA4.3 (HRC65 Super Hard Drill Bits 4.3)
65FEiBIESEEA4.35 (HRC65 Super Hard Drill Bits 4.35)
65REBIEEEE4.4 (HRC65 Super Hard Drill Bits 4.4)
65FEBIESEEA4.45 (HRCE5 Super Hard Drill Bits 4.45)
65 HBRFEEEA4.5 (HRC65 Super Hard Drill Bits 4.5)
65FEBIESEEA4.55 (HRC65 Super Hard Drill Bits 4.55)
65 HBRFEEEA4.6 (HRC65 Super Hard Drill Bits 4.6)
65FEBIESEEA4.65 (HRC65 Super Hard Drill Bits 4.65)
65 HBRPEETA4.7 (HRC65 Super Hard Drill Bits 4.7)
65FZBIESEEA4.75 (HRC65 Super Hard Drill Bits 4.75)
65 HBRPEETA4.8 (HRC65 Super Hard Drill Bits 4.8)
65FZBIESEEA4.85 (HRC65 Super Hard Drill Bits 4.85)

65EBRESEEE (3D) (HRC65 Super Hard Drill Bits(3D))

HRC65 Super Hard Drill Bits with Drill Point 140°(3D)

718 D
Diameter
of Drill

2.6
2.65
2.7
2.75
2.8
2.85
2.9
2.95
3
3.05
3.1
3.15
3.2
3.25
3.3
3.35
3.4
3.45
3.5
3.55
3.6
3.65
3.7
3.75
3.8
3.85
3.9
3.95
4
4.05
4.1

4.15
4.2

4.25
4.3
4.35
4.4
4.45
4.5
4.55
4.6
4.65
4.7
4.75
4.8
4.85

BRL1
Length
of Drill

16
16
17
17
17
18
18
18
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
24
24
24
24
24
24
24
24

24
24

24
24
24
24
24
24
24
24
24
24
28
28
28

wigd
Shank
Diameter

4

D OO OO OO O OO OO O O O O O O OO0 O OO A B DB DB DM DS DM DS DM DS DSBS DSBS DSBS D22 S22 PSS

2RL
Overall
Length

55
55
55
55
55
55
55
55
62
62
62
62
62
62
62
62
62
62
62
62
62
62
62
66
66
66
66
66
66
66
66

66
66

66
66
66
66
66
66
66
66
66
66
66
66
66

|R]
Typel

il (solid)
Bl (solid)
Fi0 (solid)
Bl (solid)
Fi0 (solid)
Bl (solid)
Fi0 (solid)
Bl (solid)
Fi0 (solid)
Bl (solid)
i (solid)
Bl (solid)
i (solid)
0 (solid)
i (solid)
0 (solid)
B0 (solid)
0 (solid)
B0 (solid)
Zi0 (solid)
i (solid)
Zi0 (solid)
Fi0 (solid)
Zi0 (solid)
B0 (solid)
&0 (solid)
B0 (solid)
&0 (solid)
il (solid)
&0 (solid)
il (solid)

=10 (solid)
il (solid)

B (solid)
B0 (solid)
B (solid)
B0 (solid)
B (solid)
B0 (solid)
B (solid)
B0 (solid)
B (solid)
B0 (solid)
B0 (solid)
B0 (solid)
B (solid)

882
Type 2

)

\
/7

Internal Cooling

)

Internal Cooling
A

\
/7

Internal Cooling

)

Internal Cooling
)

\
7

Internal Cooling

)

Internal Cooling
A
A
A2 (Internal Cooling

Internal Cooling

Internal Cooling

A% (Internal Cooling
A% (Internal Cooling
A% (Internal Cooling
A% (Internal Cooling
A% (Internal Cooling
A% (Internal Cooling
A% (Internal Cooling
A% (Internal Cooling
A% (Internal Cooling
A% (Internal Cooling
A% (Internal Cooling
A2 (Internal Cooling
A% (Internal Cooling
A2 (Internal Cooling
A% (Internal Cooling
A2 (Internal Cooling
A% (Internal Cooling
A2 (Internal Cooling
A% (Internal Cooling
A2 (Internal Cooling
A% (Internal Cooling
A2 (Internal Cooling
A% (Internal Cooling
A2 (Internal Cooling
A% (Internal Cooling
A2 (Internal Cooling
A% (Internal Cooling
A2 (Internal Cooling

2 (

2(

2 (

2 (

2 (

2 (

2 (

2 (

2

2(

A2 (Internal Cooling

Nextpage =

)
)
)
)
)
)
)
)
)
)
)
)
)
)
)
)
)
)
)
)
)
)
)
)
)
)
)
)
)
)
)
)
)
)
)
)
)
)

£

In
Stock

O0OO0O0OO0O0OOOOOOOLOOOLOOOLOLLOLOOOLOLOOOLOOOOOLOLOOLOLOOLOOLOLOLOOOOO
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65 tBRESEEE (3D) (HRC65 Super Hard Drill Bits(3D))

65E B ETAE 140 (3D)

BE
Model
Number

65 FBRESEEAS.9 (HRC65 Super Hard Drill Bits 4.9)
65 BREEEE4.95 (HRC65 Super Hard Drill Bits 4.95)
65 BIFESETES (HRC65 Super Hard Drill Bits 5)

65 BRESEEES.05 (HRC65 Super Hard Drill Bits 5.05)
65 BIESEEES. 1 (HRC65 Super Hard Drill Bits 5.1)
65 HBRESEEES.15 (HRC65 Super Hard Drill Bits 5.15)
65 BRETEEES.2 (HRC65 Super Hard Drill Bits 5.2)
65 HBRESEEAS.25 (HRC65 Super Hard Drill Bits 5.25)
65 BREEEES.3 (HRC65 Super Hard Drill Bits 5.3)
65 BIESEEE5.35 (HRC65 Super Hard Drill Bits 5.35)
65 HBRESEEAS.4 (HRC65 Super Hard Drill Bits 5.4)
65 BIESEEE5.45 (HRC65 Super Hard Drill Bits 5.45)
65 BREIEFES.5 (HRC65 Super Hard Drill Bits 5.5)
65 BRESETAS.55 (HRC65 Super Hard Drill Bits 5.55)
65 HBRESEEAS.6 (HRC65 Super Hard Drill Bits 5.6)
65 BRESETAS.65 (HRC65 Super Hard Drill Bits 5.65)
65 BIPESEEES. 7 (HRC65 Super Hard Drill Bits 5.7)
65 RBRESEEAS. 75 (HRC65 Super Hard Drill Bits 5.75)
65 HBIPESEEES.8 (HRCE5 Super Hard Drill Bits 5.8)
65 BREETES.85 (HRC65 Super Hard Drill Bits 5.85)
65FEBREHEEES.9 (HRC65 Super Hard Drill Bits 5.9)
65 FBRESEEAS.95 (HRC65 Super Hard Drill Bits 5.95)
65 BIFEEEA6 (HRC65 Super Hard Drill Bits 6)

65 BIESEEE6.05 (HRC65 Super Hard Drill Bits 6.05)
65 BREHEFE6.1 (HRC65 Super Hard Drill Bits 6.1)
65 BIESEEE6.15 (HRC65 Super Hard Drill Bits 6.15)
65 HBRESEEEG.2 (HRC65 Super Hard Drill Bits 6.2)
65 BREEEE6.25 (HRC65 Super Hard Drill Bits 6.25)
65 HBIESEEE6.3 (HRC65 Super Hard Drill Bits 6.3)
65 BRESETE6.35 (HRC65 Super Hard Drill Bits 6.35)
65 tBIPESEEE6.4 (HRC65 Super Hard Drill Bits 6.4)
65 +BRESEEE6.45 (HRC65 Super Hard Drill Bits 6.45)

65 HBrESERE6.5 (HRC65 Super Hard Drill Bits 6.5)
65ZBIESEEE6.55 (HRC65 Super Hard Drill Bits 6.55)
65E HBAFiEEE6.6 (HRC65 Super Hard Drill Bits 6.6)
65 HBrEiETEE6.65 (HRC65 Super Hard Drill Bits 6.65)
65 HBEESEEE6.7 (HRC65 Super Hard Drill Bits 6.7)
65 BREHEEE6.75 (HRC65 Super Hard Drill Bits 6.75)
65REBIESERE6.8 (HRC65 Super Hard Drill Bits 6.8)
65 HBrESERE6.85 (HRC65 Super Hard Drill Bits 6.85)
65REHBIESEEE6.9 (HRC65 Super Hard Drill Bits 6.9)
65 HBrESERE6.95 (HRC65 Super Hard Drill Bits 6.95)
65REHBIESEEAT (HRC65 Super Hard Drill Bits 7)

65 HBEESEEAT.05 (HRC65 Super Hard Drill Bits 7.05)
65 BREEEAT.1 (HRC65 Super Hard Drill Bits 7.1)
65RZHBHESEEAT. 15 (HRC65 Super Hard Drill Bits 7.15)
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HRC65 Super Hard Drill Bits with Drill Point 140°(3D)

7)€ D
Diameter
of Drill

4.9
4.95
5
5.05
5.1
5.15
5.2
5.25
53
5.35
5.4
5.45
5.5
5.55
5.6
5.65
5.7
5.75
5.8
5.85
5.9
5.95
6
6.05
6.1
6.15
6.2
6.25
6.3
6.35
6.4
6.45

6.5
6.55
6.6
6.65
6.7
6.75
6.8
6.85
6.9
6.95
7
7.05
7.1
7.15

BRLL
Length
of Drill

28
28
28
28
28
28
28
28
28
28
28
28
28
28
28
28
28
28
28
28
28
28
28
34
34
34
34
34
34
34
34
34

34
34
34
34
34
34
34
34
34
34
34
41
41
41

g d
Shank
Diameter

6

O 0 O O W O W O W W G W O W W W W W W W 0 W W O O O O O O O O O O O O O O O O O O O O O O

2R1L
Overall
Length

66
66
66
66
66
66
66
66
66
88
66
66
66
66
66
66
66
66
66
66
66
66
66
79
79
79
79
79
79
79
79
79

79
79
79
79
79
79
79
79
79
79
79
79
79
79

F21
Typel

B0 (solid)
B0 (solid)
B0 (solid)
B0 (solid)
B0 (solid)
B0 (solid)
B0 (solid)
B0 (solid)
B0 (solid)
B0 (solid)
B0 (solid)
B0 (solid)
B0 (solid)
B0 (solid)
B0 (solid)
B0 (solid)
B0 (solid)
B0 (solid)
B0 (solid)
B0 (solid)
B0 (solid)
B0 (solid)
B0 (solid)
i (solid)
B0 (solid)
B0 (solid)
B0 (solid)
B0 (solid)
B0 (solid)
B0 (solid)
B0 (solid)
B0 (solid)
&0 (solid)
B (solid)
B (solid)
B (solid)
Ei0 (solid)
B (solid)
Ei (solid)
B (solid)
B (solid)
B0 (solid)
Ei0 (solid)
Ei0) (solid)
B (solid)
Ei0) (solid)

EeLp)

Type 2
A% (Internal Cooling)
A% (Internal Cooling)
A% (Internal Cooling)
A% (Internal Cooling)
A% (Internal Cooling)
A% (Internal Cooling)
A4 (Internal Cooling)
A% (Internal Cooling)
A4 (Internal Cooling)
A% (Internal Cooling)
A2 (Internal Cooling)
A% (Internal Cooling)
A% (Internal Cooling)
A% (Internal Cooling)
A% (Internal Cooling)
A% (Internal Cooling)
A% (Internal Cooling)
A2 (Internal Cooling)
A% (Internal Cooling)
A% (Internal Cooling)
A% (Internal Cooling)
A% (Internal Cooling)
A4 (Internal Cooling)
A% (Internal Cooling)
A% (Internal Cooling)
A% (Internal Cooling)
A% (Internal Cooling)
A% (Internal Cooling)
A2 (Internal Cooling)
A% (Internal Cooling)
A% (Internal Cooling)
A2 (Internal Cooling)
A% (Internal Cooling)
A% (Internal Cooling)
A% (Internal Cooling)
A% (Internal Cooling)
A% (Internal Cooling)
A% (Internal Cooling)
A2 (Internal Cooling)
A% (Internal Cooling)
A4 (Internal Cooling)
A% (Internal Cooling)
A2 (Internal Cooling)
A% (Internal Cooling)
A% (Internal Cooling)
A2 (Internal Cooling)
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65EBHEETASE 140 (3D)

B
Model
Number

65ERBIFESEEAT.2 (HRC65 Super Hard Drill Bits 7.2)
65FEBREEEET.25 (HRC65 Super Hard Drill Bits 7.25)
65FERBIESETET.3 (HRC65 Super Hard Drill Bits 7.3)
65 BIESEEET.35 (HRC65 Super Hard Drill Bits 7.35)
65EHBIESEEAT.4 (HRC65 Super Hard Drill Bits 7.4)
65 BIESEEET.45 (HRC65 Super Hard Drill Bits 7.45)
65REHBIESEEAT.5 (HRC65 Super Hard Drill Bits 7.5)
65EBIESEERT.55 (HRC65 Super Hard Drill Bits 7.55)
65EBIESEEET.6 (HRC65 Super Hard Drill Bits 7.6)
65REBIESEEET.65 (HRC65 Super Hard Drill Bits 7.65)
65REBIESEEET. 7 (HRC65 Super Hard Drill Bits 7.7)
65REBIESEEET. 75 (HRC65 Super Hard Drill Bits 7.75)
65 HBrESEEAT.8 (HRC65 Super Hard Drill Bits 7.8)
65 BREIEEET.85HRCE5 Super Hard Drill Bits 7.85)
65FE HBRETEEET.9 (HRC65 Super Hard Drill Bits 7.9)
65 BRESEEAT.95 (HRC65 Super Hard Drill Bits 7.95)
65REBIESETAS (HRC65 Super Hard Drill Bits 8)
65EHBrE#EEES.05 (HRC65 Super Hard Drill Bits 8.05)
65 BREEEES. 1 (HRC65 Super Hard Drill Bits 8.1)
65 BRETEEES. 15 (HRC65 Super Hard Drill Bits 8.15)
65 BREEEES.2 (HRC65 Super Hard Drill Bits 8.2)
65 BREHEEES.25 (HRC65 Super Hard Drill Bits 8.25)
65EBRESEEES.3 (HRC65 Super Hard Drill Bits 8.3)
65 BIFESHEAS.35 (HRC65 Super Hard Drill Bits 8.35)
65 BIPESEEES.4 (HRC65 Super Hard Drill Bits 8.4)
65 BHESEEES.45 (HRC65 Super Hard Drill Bits 8.45)
65 BIPESEEES.5 (HRC65 Super Hard Drill Bits 8.5)
65 BESEEES.55 (HRC65 Super Hard Drill Bits 8.55)
65 BIFSETES.6HRC65 Super Hard Drill Bits 8.6)
65EEFBIESEEES.65 (HRC65 Super Hard Drill Bits 8.65)
65 HBIESEEES. 7 (HRCE5 Super Hard Drill Bits 8.7)
65 #BIESEEES.75 (HRC65 Super Hard Drill Bits 8.75)
65 HBFESETAS.8 (HRC65 Super Hard Drill Bits 8.8)
65ZtBHESEEES.85 (HRC65 Super Hard Drill Bits 8.85)
65 HBFESEEAS.9 (HRC65 Super Hard Drill Bits 8.9)
65 BIESEEES.95 (HRC65 Super Hard Drill Bits 8.95)
65EBIFESEEES (HRC65 Super Hard Drill Bits 9)

65 BIESEEET.05 (HRC65 Super Hard Drill Bits 9.05)
65 BRESEEA.1 (HRC65 Super Hard Drill Bits 9.1)
65 BREIEEEY. 15 (HRC65 Super Hard Drill Bits 9.15)
65 BIESEEEO.2 (HRCE5 Super Hard Drill Bits 9.2)
65 EBIESEER9.25HRC65 Super Hard Drill Bits 9.25)
65FERBRELEEEI.3 (HRC65 Super Hard Drill Bits 9.3)
65 BRESEEE.35 (HRC65 Super Hard Drill Bits 9.35)
65EBRESEEE.4 (HRC65 Super Hard Drill Bits 9.4)
65 FBIESEEE.45 (HRC65 Super Hard Drill Bits 9.45)

65E {BhEIEEE (3D) (HRC65 Super Hard Drill Bits(3D))

HRC65 Super Hard Drill Bits with Drill Point 140°(3D)

718 D
Diameter
of Drill

7.2
7.25
7.3
7.35
7.4
7.45
7.5
7.55
7.6
7.65
7.7
7.75
7.8
7.85
7.9
7.95
8
8.05
8.1
8.15
8.2
8.25
8.3
8.35
8.4
8.45
8.5
8.55
8.6
8.65
8.7
8.75

8.8
8.85
8.9
8.95
9
9.05
9.1
9.15
9.2
9.25
9.3
9.5
9.4
9.45

BRL1
Length
of Drill

41
41
41
41
41
41
41
41
41
41
41
41
41
41
41
41
41
47
47
a7
47
47
47
47
47
47
a7
47
a7
47
47
47

47
47
47
47
47
47
47
47
47
47
47
47
47
47

igd
Shank
Diameter

O O 0O O O O O O O O O 0 O O W 0

e e o S S T S e S g
O O O O O O O O O O O O O o o

[ e e e e R e S e S S S S S T S S o
O O O O O O O O O o o o o o

2R 1L
Overall
Length

79
79
79
79
79
79
79
79
79
79
79
79
79
79
79
79
79
89
89
89
89
89
89
89
89
89
89
89
89
89
89
89

89
89
89
89
89
89
89
89
89
89
89
89
89
89

LR
Type 1l

&0 (solid)
E i (solid)
Fi0 (solid)
Bl (solid)
Ei0 (solid)
B (solid)
10 (solid)
B (solid)
&0 (solid)
Ei0 (solid)
B (solid)
&0 (solid)
B0 (solid)
B0 (solid)
&0 (solid)
10 (solid)
Zi0 (solid)
B (solid)
0 (solid)
B0 (solid)
&0 (solid)
B0 (solid)
&1 (solid)
Ei0 (solid)
B (solid)
B0 (solid)
B0 (solid)
B0 (solid)
Fi0 (solid)
E 0 (solid)
Zi0 (solid)
B (solid)
B (solid)
B0 (solid)
B0 (solid)
&0 (solid)
Zi0 (solid)
&0 (solid)
&0 (solid)
B0 (solid)
&0 (solid)
B0 (solid)
&0 (solid)
Zi0 (solid)
B (solid)
&0 (solid)

R 2
Type 2
A4 (Internal Cooling
M2 (Internal Cooling
A

)

Internal Cooling

SA
’

3

Internal Cooling

A% (Internal Cooling
A4 (Internal Cooling
A4 (Internal Cooling
A% (Internal Cooling
A% (Internal Cooling

A
/

3

Internal Cooling

A
’

3

Internal Cooling

A
’

3

Internal Cooling

A4 (Internal Cooling
M2 (Internal Cooling
M2 (Internal Cooling
M2 (Internal Cooling

3

72 (Internal Cooling

3

Internal Cooling

AN

A

/7
AN

N

E4
<
E4
E4
E4
E4
E4
E4
E4
E4
E4
<
E4
E4
E4
E4
E4
E4
I?
E4
E4
E4
E4
E4
E4
E4
E4
E4
E4
E4
E4
E4
E4
E4
E4
<

3

Internal Cooling

A% (Internal Cooling
A% (Internal Cooling
A2 (Internal Cooling
A%

A%

M4 (Internal Cooling
M2 (Internal Cooling
A% (Internal Cooling
A4 (Internal Cooling
A4 (Internal Cooling
A4 (Internal Cooling
A% (Internal Cooling
A% (Internal Cooling
A% (Internal Cooling
A2 (Internal Cooling
M4 (Internal Cooling
A4 (Internal Cooling
A% (Internal Cooling
M2 (Internal Cooling
A% (Internal Cooling
A% (Internal Cooling
A4 (Internal Cooling
A% (Internal Cooling
A% (Internal Cooling

A%
A2 (Internal Cooling
AR

Internal Cooling

( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
(Internal Cooling)
(Internal Cooling)
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
(

Internal Cooling)

T

Stock

OO0 O0OO0O0O0OOOOOOLOOOOLOOOOOOOOLOOLOOOLOLOLOLOLOOLOOOLOLOLOLOOOOOO
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65 tBRESEEE (3D) (HRC65 Super Hard Drill Bits(3D))

65E B ETAE 140 (3D)

B
Model
Number

65 HBRESEEES.5 (HRC65 Super Hard Drill Bits 9.5)
65 HBrESEEES.55 (HRC65 Super Hard Drill Bits 9.55)
65 HBRESEEAS.6 (HRC65 Super Hard Drill Bits 9.6)
65ZBIESEERT.65 (HRC65 Super Hard Drill Bits 9.65)
65 HBFEHEEAS. 7 (HRC65 Super Hard Drill Bits 9.7)
65REBHESEEEO. 75 (HRC65 Super Hard Drill Bits 9.75)
65 HBFESEEAS.8 (HRC65 Super Hard Drill Bits 9.8)
65 HBrESEEE9.85 (HRC65 Super Hard Drill Bits 9.85)
65 HBFESEEAS.9 (HRC6E5 Super Hard Drill Bits 9.9)
65 BIESEERY.95 (HRC65 Super Hard Drill Bits 9.95)
65REBIESEER10 (HRC65 Super Hard Drill Bits 10)
65REBIESEEE10.1 (HRC65 Super Hard Drill Bits 10.1)
65REBIESERE10.2 (HRC65 Super Hard Drill Bits 10.2)
65REBRESERA10..3 (HRC65 Super Hard Drill Bits 10.3)
65 HBrESEEE10.4 (HRC65 Super Hard Drill Bits 10.4)
65EBREEEE10.5 (HRC65 Super Hard Drill Bits 10.5)
65 HBrESEEA10.6 (HRC65 Super Hard Drill Bits 10.6)
65REBIESEEE10.7 (HRC65 Super Hard Drill Bits 10.7)
65REBIESEEE10.8 (HRC65 Super Hard Drill Bits 10.8)
65REBESERE10.9 (HRC65 Super Hard Drill Bits 10.9)
65 HBrESEEE11 (HRC65 Super Hard Drill Bits 11)

65 BrESETE11.1 (HRC65 Super Hard Drill Bits 11.1)
65 HBFESEEA11.2 (HRC65 Super Hard Drill Bits 11.2)
65 iBIESEEA11.3 (HRC65 Super Hard Drill Bits 11.3)
65REBIPESEEE11.4 (HRC65 Super Hard Drill Bits 11.4)
65E HBrE#ETA11.5 (HRC65 Super Hard Drill Bits 11.5)
65 HBrESEEE11.6 (HRC65 Super Hard Drill Bits 11.6)
65 HBrESEEE11.7 (HRC65 Super Hard Drill Bits 11.7)
65 HBrESEEA11.8 (HRC65 Super Hard Drill Bits 11.8)
65 BIESEEA11.9 (HRC65 Super Hard Drill Bits 11.9)
65EBIESEER12 (HRC65 Super Hard Drill Bits 12)

ZEEE
Standardinstock

211

HRC65 Super Hard Drill Bits with Drill Point 140°(3D)

718D
Diameter
of Drill

9.5
9.55
9.6
9.65
9.7
9.75
9.8
9.85
9.9
9.95
10
10.1
10.2
10.3
10.4
10.5
10.6
10.7
10.8
10.9
11
111
11.2
11.3
11.4
11.5
11.6
11.7
11.8
11.9
12

BRLL
Length
of Drill

47
47
47
47
47
47
47
47
47
47
47
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55
55

#WEd | 2R L ER]
Shank | Overall Type 1
Diameter | Length
10 89 B0 (solid)
10 89 B0 (solid)
10 89 B0 (solid)
10 89 il (solid)
10 89 E i (solid)
10 89 B0 (solid)
10 89 B (solid)
10 89 B0 (solid)
10 89 il (solid)
10 89 B0 (solid)
10 89 il (solid)
12 102 | B (solid)
12 102 | B (solid)
12 102 | B (solid)
12 102 | B (solid)
12 102 | B (solid)
12 102 | B (solid)
12 102 | B (solid)
12 102 | B (solid)
12 102 | & (solid)
12 102 | B (solid)
12 102 | &0 (solid)
12 102 | B (solid)
12 102 | B (solid)
12 102 | B (solid)
12 102 | B (solid)
12 102 | B (solid)
12 102 | B (solid)
12 102 | B (solid)
12 102 | B (solid)
12 102 | B (solid)

“BREIRERERTE

*Contactcustomerservicetoconfirmand placeanorder

R 2
Type 2

7
)

N
N

Internal Cooling
Internal Cooling

Internal Cooling

7

/% (Internal Cooling

72 (Internal Cooling

\

Internal Cooling

A
A
A
A
A
A
/

A

72 (Internal Cooling

A
/

Internal Cooling

N

72 (Internal Cooling

I IFIFIF IS

Internal Cooling

&
&
?
2
2
?
2
2
R
72 (Internal Cooling
?
&
&
?
2
2
2
2
2

A

72 (Internal Cooling

\

Internal Cooling

A
7
72 (Internal Cooling

A
7

Internal Cooling

N
/

72 (Internal Cooling

A
A
A
/

Internal Cooling

A

72 (Internal Cooling

/2 (Internal Cooling
A

72 (Internal Cooling

A I I IF I IFFFIFSISIS

A

/2 (Internal Cooling

\

Internal Cooling

/

/7

~
~
2 (Internal Cooling
~

/

A
A
2 (Internal Cooling
2 (Internal Cooling
72 (Internal Cooling
A

/% (Internal Cooling

A

72 (Internal Cooling

~
72 (Internal Cooling

A
=4

( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
(Internal Cooling)
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )
( )

AIF I I I I SIS

Internal Cooling

£
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65EBFELETE (5D) (HRC65 Super Hard Drill Bits(5D))

1

*8E M THRCE2EE R AR ;
S5 R 140K, SR

B HIKINEE.

*Candrill HRC62 hardened material;

*Drill point 140°, sharp and wear-resistant;
*Have the function of central water outlet.

65EBIEIEEAE R 140E (5D)

itk
Model
Number

65EBREHEAL (HRC65 Super Hard Drill Bits 1)
65RZHBRESEEE1.05 (HRC65 Super Hard Drill Bits 1.05)
65EBIFEEAL. 1 (HRC65 Super Hard Drill Bits 1.1)
65 HBREiEEA1.15 (HRC65 Super Hard Drill Bits 1.15)
65 BREEEA1.2 (HRC65 Super Hard Drill Bits 1.2)
65 HBRPiEEA1.25 (HRC65 Super Hard Drill Bits 1.25)
65 BHPiEEA1.3 (HRC65 Super Hard Drill Bits 1.3)
65ZHBREEEA1.35 (HRC65 Super Hard Drill Bits 1.35)
65 HBREiEEA1.4 (HRC65 Super Hard Drill Bits 1.4)
65 HBREiEEA1.45 (HRC65 Super Hard Drill Bits 1.45)
65 BRBIEEA1.5 (HRC65 Super Hard Drill Bits 1.5)
65EBRE#ETA1.55 (HRC65 Super Hard Drill Bits 1.55)
65 HBHPEEEA1.6 (HRC65 Super Hard Drill Bits 1.6)
65 HBREiEEA1.65 (HRC65 Super Hard Drill Bits 1.65)
65 HBREEEA1.7 (HRC65 Super Hard Drill Bits 1.7)
65 HBREEEA1.75 (HRC65 Super Hard Drill Bits 1.75)
65 HBREIEEA1.8 (HRC65 Super Hard Drill Bits 1.8)
65EiBHE TR 1.85 (HRC65 Super Hard Drill Bits 1.85)
65E HBrFiEEA1.9 (HRC65 Super Hard Drill Bits 1.9)
65 HBHPEEEA1.95 (HRC65 Super Hard Drill Bits 1.95)
65 BHESETE2 (HRC65 Super Hard Drill Bits 2)

65 BIESEEA2.05 (HRC65 Super Hard Drill Bits 2.05)
65EBREEEA2.1 (HRC65 Super Hard Drill Bits 2.1)
65 BREEEE2.15 (HRC65 Super Hard Drill Bits 2.15)
65 HBRESEEE2.2 (HRC65 Super Hard Drill Bits 2.2)
65 BRESEEE2.25 (HRC65 Super Hard Drill Bits 2.25)
65 BRPEEAE2.3 (HRCE5 Super Hard Drill Bits 2.3)
65 iBHESEEE2.35 (HRC65 Super Hard Drill Bits 2.35)
65EBREEEA2 .4 (HRC65 Super Hard Drill Bits 2.4)
65 HBREEEA2 45 (HRC65 Super Hard Drill Bits 2.45)
65 HBREEEA2.5 (HRC65 Super Hard Drill Bits 2.5)
65 HBRPEEA2.55 (HRC65 Super Hard Drill Bits 2.55)

- -"‘\‘N\‘_‘_‘x:-.;

MG

Coating

!

®d 0o

"

L

WiEAEEMSE NRIELE TS THNEDETEFURZ FEETDEAR
BRERBE T,

Theshanktaperangle shownis notan exactvalue and to avoid contact with
the workpiece, we recommend the user controls the precise value of this
angle. Shanktaperangle should not make contact with the workpiece.

HRC65 Super Hard Drill Bits with Drill Point 140°(5D)

7IE D
Diameter
of Drill

1
1.05
11
1.15
1.2
1.25
13
1.35
14
1.45
15
1.55
1.6
1.65
1.7
1.75
1.8
1.85
1.9
1.95
2
2.05
2.1
2.15
2.2
2.25
2.3
2.35
2.4
2.45
2.5
2.55

BRLL

Length
of Drill

9
10
10
10
10
11
11
12
12
13
13
14
14
14
14
15
15
16
16
17
17
18
18
19
19
20
20
20
20
21
21
22

[ T = s = T T S S e e S I

50 B0 (solid)
50 i (solid)
50 =0 (solid)
50 10 (solid)
50 Bl (solid)
50 &1 (solid)
50 B0 (solid)
50 B0 (solid)
50 i (solid)
50 &0 (solid)
50 10 (solid)
50 &1 (solid)
50 B0 (solid)
50 B0 (solid)
50 il (solid)
50 il (solid)
55 Bl (solid)
55 B0 (solid)
55 B0 (solid)
55 Ei0 (solid)
55 Bl (solid)
55 il (solid)
55 EZi0 (solid)
55 Bl (solid)
55 Bl (solid)
55 Ei0 (solid)

55 B0 (solid)
55 B0 (solid)

55 B0 (solid)
55 B0 (solid)
62 10 (solid)

k b
a \\\\“‘-’ &w g

WEd | €KL LR 1R D 7E
Shank Overall Type l Type 2 In
Diameter | Length Stock

4 50 B0 (solid)
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65EEHBRESETE (5D) (HRC65 Super Hard Drill Bits(5D)) 65 BRESEEE (5D) (HRC65 Super Hard Drill Bits(5D))
65E B THEEELR140E (5D) HRC65 Super Hard Drill Bits with Drill Point 140°(5D)
65 B IEIHEEE 140 (5D) HRC65 Super Hard Drill Bits with Drill Point 140°(5D)
BE 71ED | BRLL| #Ed | @RL| @21 ELip) e B 7D | fBRL1| WiEd  SRL|HE] R 2 T
(Model Diameter | Length | Shank | Overall | Type1 e | in Number ororil | of Dell | Diameter | Longth | R P
u 1 | |

65REBAEMAR2.6 (HRC65 Super Hard Drill Bits 2.6) 26 27 4 6§ 20 (solid) O 65 BREEEEG.9 (HRC65 Super Hard Drill Bits 6.9) 6.9 53 8 91 B0 (solid) |R4(Internal Cooling) O
65 BIESHTAL.65 (HRC65 Super Hard Drill Bits 2.65) 265 23 4 62 2.0 (solid) 0 65EERBRESEEET (HRC65 Super Hard Drill Bits 7) 7 53 8 91 20 (solid) |[A%(Internal Cooling) O
65 BREMNERL. 7 (HRC65 Super Hard Drill Bits 2.7) 2.7 23 4 62 2.0 (solid) 0 65 HBIESEEAT.1 (HRC65 Super Hard Drill Bits 7.1) 7.1 53 8 91 B0 (solid) |[R%(Internal Cooling) O
65 RS RBIEHHFE2. 75 (HRC65 Super Hard Drill Bits 2.75) | 2.75 24 4 62 20 (solid) 0 65FEREBRESETRT.2 (HRC65 Super Hard Drill Bits 7.2) 7.2 53 8 91 0 (solid) |R74(Internal Cooling) O
65 RBAEHFE2.8 (HRC65 Super Hard Drill Bits 2.8) 28 24 4 62 220 (solid) 0o 65 BREEEET.3 (HRC65 Super Hard Drill Bits 7.3) 7.3 53 8 91 20 (solid) |[A%(Internal Cooling) O
65ETHBEEMEE2. 85 (HRCE5 Super Hard Drill Bits 2.85) | 2.85 25 4 62 2.0 (solid) 0 65EBIESETAT.4 (HRC65 Super Hard Drill Bits 7.4) 7.4 53 8 91 2.0 (solid) [A4&(Internal Cooling) O
65RERBRESHER?.9 (HRC65 Super Hard Drill Bits 2.9) 29 25 4 62 .0 (solid) o 65EEBIESEEAT.5 (HRC65 Super Hard Drill Bits 7.5) 7.5 53 8 91 2.0 (solid) |W4(Internal Cooling) O
65,95 (HRCES Super Hard Drill Bits 2.95) | 2.95 25 4 62 20 (solid) o 65FEHBRESHERT.6 (HRC65 Super Hard Drill Bits 7.6) 7.6 53 8 91 B0 (solid) |R7%(Internal Cooling) O
65 RBAFHIFAE3 (HRC65 Super Hard Drill Bits 3) 3 28 4 66 | B (solid) 4 (internal Cooling) O 65EERAMERT.7 (HRC65 Super Hard Drill Bits 7.7) .7 53 8 91 | #iy(solid) |P<(internal Cooling) O
65EEBEMEE3. 1 (HRC65 Super Hard Drill Bits 3.05) | 3.1 28 4 66 | B (solid) |4 (internal Cooling| O Zgiﬁigi:g E:Eggi zspz :::j E::: E::;g; ;3 23 8 21 "o Esoifj; zfz::g::: EZZ::g; 8
65 R FBIFHFES.2 (HRC65 Super Hard Drill Bits 3.2) 32 28 4 66 | Bl (solid) |K4(Internal Cooling) QO 65;@@%%8'(%%5 Supepr R ' é o : o1 :‘J (Solfd) P\];’:\(Internal Coolini) S
65 R FBREBEA3.3 (HRC65 Super Hard Drill Bits 3.3) 3.3 28 4 68 | B (solid) |94 (Internal Cooling) O o ; - ﬁggég 1 (HRCG5 Super Hard Drill Bits 8.1 ol o . o i“: (Solfd) A (internal Cooling] O
SSIERBMFIMERS.4 (HRCGS Super Hard Drill Bits 34) | 3.4 2 ) 68 | WD (solid) P(intemal Coolingl) O G EENEES.2 (HRC6S Super Hard Drll Bits82) | 5.2 41 8 P (Solfd) P94 (Internal Cooling) O
65RERBRESHER3.5 (HRCE5 Super Hard Drill Bits 3.5) | 3.5 28 4 68 | B (solid) [2(internal Cooling) O SRS, 3 (HRCSS Super Hard Drill Bts83) | 8.3 i . S B (Solfd) A (internal Cooling] O
65REHBREMNEE3.6 (HRC65 Super Hard Drill Bits 3.6) 36 28 4 68 | Eidi(solid) w4 (internal Cooling) O SRS 4 (HRCGS Super Hard Drill Bts 8.4) o i . o ib (Zzl;d) e e
65 HBrEEEE3.8 (HRC65 Super Hard Drill Bits 3.8) 3.8 36 4 74 B0 (solid) |9)% (Internal Cooling)) O GSJEEEEEEETE:&S (HRC65 Super Hard Drill Bits 8.5) 8.5 al g 79 i:; (solid) P (internal Cooling] O
65EBHEMRIA3.9 (HRCGS Super Hard Drill Bits 3.9) 3.9 36 4 74 | B (solid) piz(internal Cooling) O 65 FBAFBTES.6 (HRC65 Super Hard Drill Bits 8.6) 86 61 10 103 ;;\ (solid) [P (internal Cooling] O
65EEBREMERA4 (HRCGS Super Hard Drill Bits 4) 4 36 4 “ %’D (SOI?d) P72 (Internal Cooling)l O 65EiBRETEEES.7 (HRC65 Super Hard Drill Bits 8.7) 8:7 61 10 103 =20 (solid) [P (Internal Cooling) O
65EEBREEFE4.1 (HRC65 Super Hard Drill Bits 4.1) 4.1 36 6 T4 %B\ (solfd> M4 (Internal Cooling)| O 65EEBREMTAS.8 (HRCES Super Hard Drill Bits 8.8) o8 o 0 103 | B0 (eolid) P (interal Cooling] O
65 EEBREEFE4.2 (HRC65 Super Hard Drill Bits 4.2) 4.2 36 6 4 B0 (solid)  |gi4(Internal Cooling)| O 65X BRESHTES.9 (HRCES Super Hard Drill Bits 8.9) . 61 0 103 | B (eolid) PS4 (internal Cooling] O
65EE#BIEHEE4.3 (HRC65 Super Hard Drill Bits 4.3) 4.3 36 6 74 | B (solid) |4 (Internal Cooling)] O 65 BRESHEEO (HRCE5 Super Hard Drill Bits 9) 5 o1 i 103 | B (eolid) |P8(intemal Cooling] O
65REEBAEHERA.4 (HRC65 Super Hard Drill Bits 4.4) 4.4 36 6 74 | B (olid) pyi¢(internal Cooling) O 65REBRETAY. 1 (HRCE5 Super Hard Drill Bits 9.1) 9.1 61 10 103 | 2 (solid) |4 (Internal Cooling) O
65 EBAEHER4.5 (HRC65 Super Hard Drill Bits 4.5) 4.5 36 6 74 | B (solid) pi2(internal Cooling)l O 65 EBRESHERY.2HRC65 Super Hard Drill Bits 9.2) 5 61 10 103 | i (solid) |P4(Internal Cooling) O
65 1BRPIHEE4.6 (HRCE5 Super Hard Drill Bits 4.6) 4.6 =0 5 74 | B (solid) pyi#(internal Cooling)| - O 65 BREMERY.3 (HRCE5 Super Hard Drill Bits 9.3) 53 61 10 103 | B (solid) P2 (internal Cooling) O
65REEBAESHFEA. T (HRC65 Super Hard Drill Bits 4.7) 4.7 36 6 74 | B (solid) [Py (internal Cooling) O 65REBRETRY.4 (HRCE5 Super Hard Drill Bits 9.4) 54 61 10 103 | = (solid) |4 (internal Cooling) O
65FEBIEHEFE4.8 (HRC65 Super Hard Drill Bits 4.8) 4.8 44 6 82 Bl (solid) |pgi%(Internal Cooling)| O 65EEABIESEEE.5 (HRC65 Super Hard Drill Bits 9.5) 9.5 61 10 103 | i (solid) |[M72(Internal Cooling) O
6SEEABREMERA.9 (HRC65 Super Hard Drill Bits 4.9) 4.9 a4 6 82 | B (solid) Ipyi(internal Cooling) O 65 HBRBIMEEO.6 (HRC65 Super Hard Drill Bits 9.6) 9.6 61 10 103 | B (solid) |Pe4(internal Cooling) O
65REHBREHMTRS (HRC65 Super Hard Drill Bits 5) > A 6 82 | Bl (solid) % (internal Cooling)| O 65 #BRESHTAS. 7 (HRCE5 Super Hard Drill Bits 9.7) 9.7 61 10 103 | i (solid) |2 (internal Cooling) O
65 RBEESHERS. 1 (HRCE5 Super Hard Drill Bits 5.1) 5.1 44 6 82 | B (solid) g% (internal Cooling)) O 65 HBREHEEO.8 (HRC65 Super Hard Drill Bits 9.8) 9.8 61 10 103 | B (solid) |Pw4(internal Cooling) O
65FZBIESEERS.2 (HRC65 Super Hard Drill Bits 5.2) 5.2 44 6 82 B0 (solid) |pgi4(Internal Cooling)) O 65FEABAESEERD.9 (HRCE5 Super Hard Drill Bits 9.9) 9.9 61 10 103 | B0 (solid) |A:4(Internal Cooling) O
65 HBRESHTES.3 (HRCE5 Super Hard Drill Bits 5.3) 5.3 44 6 82 | B (solid) |pgi4(internal Cooling) O 65EEHBTESMAEL0 (HRC65 Super Hard Drill Bits 10) 10 61 10 103 | B (solid) |4 (Internal Cooling) O
65 BRESETES.4 (HRC65 Super Hard Drill Bits 5.4) 5.4 44 6 82 | Bl (solid) |pgi4(internal Cooling) O 65RE#BAEEEA10.1 (HRC65 Super Hard Drill Bits 10.1) | 10.1 71 12 118 | Eix(solid) |[M%4(Internal Cooling) O
65 BRESEEES.5 (HRC65 Super Hard Drill Bits 5.5) 5.5 44 6 82 B0 (solid) P4 (Internal Cooling)| O 65FZBAEEER10.2 (HRC65 Super Hard Drill Bits 10.2) | 10.2 71 12 118 | B (solid) |W'4(Internal Cooling) O
65 BREHEE5.6 (HRC65 Super Hard Drill Bits 5.6) 5.6 44 6 82 B (solid) |[R4(Internal Cooling)| O 65 BIEETA10.3 (HRC65 Super Hard Drill Bits 10.3) | 10.3 71 12 118 | B (solid) |Wi%(Internal Cooling) O
65 HBHETEEES. 7 (HRC65 Super Hard Drill Bits 5.7) 5.7 44 6 82 B0 (solid) [l%(Internal Cooling)| O 65 BIESEEE10.4 (HRC65 Super Hard Drill Bits 10.4) 10.4 71 12 118 2.0 (solid) |W’(Internal Cooling) O
65E HEREEEES.8 (HRC65 Super Hard Drill Bits 5.8) 5.8 44 6 82 B0 (solid) |4 (Internal Cooling)l O 65 BIFESETE10.5 (HRC65 Super Hard Drill Bits 10.5) | 10.5 71 12 118 | B (solid) |Wi%(Internal Cooling) O
65 HBHETETES.9 (HRC65 Super Hard Drill Bits 5.9) 5.9 44 6 82 B0 (solid) W4 (Internal Cooling)| O 65 BREEEE10.6 (HRC65 Super Hard Drill Bits 10.6) 10.6 71 12 118 =0 (solid) |R%(Internal Cooling) O
65 HBRESETE6 (HRC65 Super Hard Drill Bits 6) 6 44 6 82 B0 (solid) A4 (Internal Cooling)| O 65 EHBREHTE10.7 (HRC65 Super Hard Drill Bits 10.7) | 10.7 71 12 118 | B (solid) |W4(Internal Cooling) O
65 BIPSEEE6.1 (HRCE5 Super Hard Drill Bits 6.1) 6.1 53 8 91 FiL (solid) W% (Internal Cooling)| O 65 BRELETE10.8 (HRC65 Super Hard Drill Bits 10.8) | 10.g 71 12 118 | B (solid) |A%(Internal Cooling) O
65EBREHETE6.2 (HRC65 Super Hard Drill Bits 6.2) 6.2 53 8 91 B0 (solid) |[®%(Internal Cooling)| O 65EHEREHEA10.9 (HRC65 Super Hard Drill Bits 10.9) | 9.9 71 1 118 | B (solid) |W%(Internal Cooling) O
65 #BIEEE6.3 (HRC65 Super Hard Drill Bits 6.3) 6.3 53 8 91 | B (solid) |P%(Internal Cooling)) O 65RZBAESHER11 (HRCE5 Super Hard Drill Bits 11) 11 71 12 118 | B0 (solid) |P4(Internal Cooling) O
65E BrEEEE6.4 (HRC65 Super Hard Drill Bits 6.4) 6.4 53 8 91 B0 (solid) |14 (Internal Cooling)l O Next page =
65 HBFESEEE6.5 (HRC65 Super Hard Drill Bits 6.5) 6.5 53 8 91 B0 (solid) W4 (Internal Cooling)| O

65 BIESEEE6.6 (HRC65 Super Hard Drill Bits 6.6) 6.6 53 8 91 B0 (solid) |Wi%(Internal Cooling)| O

65E HBrEHEEE6. 7 (HRC65 Super Hard Drill Bits 6.7) 6.7 53 8 91 FiL (solid) B4 (Internal Cooling)] O

65FZBREHEE6.8 (HRC65 Super Hard Drill Bits 6.8) 6.8 53 8 91 B0 (solid) |94 (Internal Cooling)) O

Nextpage =
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65 tBRESEEE (5D) (HRC65 Super Hard Drill Bits(5D))

65EBIEIETEE R 140Z (5D)

65 BREHETE11.1 (HRC65 Super Hard Drill Bits 11.1)
65 BIFESEEE11.2 (HRC65 Super Hard Drill Bits 11.2)
65 HBIESEEA11.3 (HRC65 Super Hard Drill Bits 11.3)
65 BREEEE11.4 (HRC65 Super Hard Drill Bits 11.4)
65RZHBRESEER11.5 (HRC65 Super Hard Drill Bits 11.5)
65EBREH#ETA11.6 (HRC65 Super Hard Drill Bits 11.6)
65EBRFHEEA11.7 (HRC65 Super Hard Drill Bits 11.7)
65 BREEETE11.8 (HRC65 Super Hard Drill Bits 11.8)
65 HBAEEETA11.9 (HRC65 Super Hard Drill Bits 11.9)
65RZHBRESETA12 (HRC65 Super Hard Drill Bits 12)

TETEE
Standardinstock
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HRC65 Super Hard Drill Bits with Drill Point 140°(5D)

71 D
Diameter
of Drill

111
11.2
11.3
114
11.5
11.6
11.7
11.8
119
12

BRLL
Length
of Drill

71
71
71
71
71
71
71
71
71
71

WiEd | 2R L
Shank | Overall
Diameter | Length

12 118 &0 (solid)

12 118 B0 (solid)

12 118 | & (solid)

12 118 B0 (solid)

12 118 | & (solid)

12 118 | & (solid)

12 118 B0 (solid)

12 118 &0 (solid)

12 118 B0 (solid)

12 118 | B (solid)

"HERIREREBETE

*Contactcustomerservicetoconfirmandplaceanorder

|R1
Type 1

Lt

Type 2
A2 (Internal Cooling)
A2 (Internal Cooling)
A4 (Internal Cooling)
A2 (Internal Cooling)
A% (Internal Cooling)
A% (Internal Cooling)
M2 (Internal Cooling)
A2 (Internal Cooling)
A2 (Internal Cooling)
A4 (Internal Cooling)

TE

In
Stock

O0OO0OOOOOOOO

TOE=F#F7] (2%l) (HRC70 Three-teeth Thread Milling Cutter (Metric))

*HBLER S, FRAAEREE
“EREM, BRI,

*New design, fine grinding;

*Optimal bar material, excellent performance.

N

BE
Model
Number

TOEERBRESEF JIM1.6%0.35 HRCT0 Three-teeth
Thread Milling Cutter M1.6%0.35
TOERBRESEF JIM2.0%0.4 HRCT0 Three-teeth
Thread Milling Cutter M2.0*0.4

TOREFBREEESF JIM2.5%0.45 HRCT0 Three-teeth
Thread Milling Cutter M2.5%0.45
TOREFBREEESF JIM3*0.5 HRCT0 Three-teeth
Thread Milling Cutter M3¥0.5

TOREBREPESF JIM4*0.7 HRCT0 Three-teeth
Thread Milling Cutter M4*0.7

TOREBREFESF JIM5*0.8 HRCT0 Three-teeth
Thread Milling Cutter M5*0.8

TOREHBEELESF JIM6*1.0 HRC70 Three-teeth
Thread Milling Cutter M6*1.0

TOEBRESEF JTIM8*1.25 HRCT0 Three-teeth
Thread Milling Cutter M8*1.25

TOREEFBREELSF JIM10* 1.5 HRCT0 Three-teeth
Thread Milling Cutter M10*1.5

TORERBREELSF JIM12*1.75 HRCT0 Three-teeth

Thread Milling Cutter M12*1.75

OREREE
O Standardinstock

ZFEEP
Tooth
Pitch

0.35

0.4

0.45

0.5

0.7

0.8

1.25

1.5

1.75

718D
Diameter
of Cut

D1.2

D1.55

D1.96

D2.4

D3.15

D4.05

D4.8

D6.5

D8.2

D9.9

MG

HG
Coating

—

T

A EEESE MRFEOE T THNEFETRFUERHERTTER
BAREEBEIM
Theshanktaperangle shownisnotan exactvalue and to avoid contact with
the workpiece, we recommend the user controls the precise value of this
angle. Shanktaperangle should not make contact with the workpiece.

BRKL]
Effective
Length

3.2

10
12
16
20

24

"BEEIRERERTE

*Contactcustomerservicetoconfirmandplaceanorder

wmEd
Shank
Diameter

6

10

10

Metric Coarse Thread

2RL

Overall
Length

50
50
50
50
50
50
50
60
75

75

TET
Number
Of Flutes

3

L)
Type

2%F

2 Tooth
2%F

2 Tooth
2%F

2 Tooth
2%

2 Tooth
25

2 Tooth
2%F

2 Tooth
2%F

2 Tooth
2%F

2 Tooth
2%

2 Tooth
2%F

2 Tooth

7=

In
Stock

©)

o o o o OO o O o O
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65 =F#F 7] (%) (HRC65 Three-teeth Thread Cutter(Metric))

ﬂ " m HG
‘ —— MG Coating

*BEMITHRCE2EE KK BYSESK;

* B ar e 4= 0w s )
R, HEAZE. ) WRAEERSE MBELE TS THNEBETENT URER. AR IAR
*Can millHRC62 hardened material; WABIEET 4,

*The latest high-hardness,high-temperature resistant coating.

65 = F #5571 (2 %1)

Theshank taperangle shownisnotan exactvalue and to avoid contact with
the workpiece, we recommend the user controls the precise value of this
angle. Shank taperangle should not make contact with the workpiece.

HRC65 three-teeth thread milling cutter (metric)

B FEEP| 718D |BHMKLL #Ed  £RL| 7I18T | B | FE
Model Tooth [Diameter | Effective| Shank |Overall| Number | Type In
Number Pitch | of Cut | Length |Diameter| Length |Of Flutes Stock
65E=F#EF7IM1.2*0.25 3%
HRC65 Three-teeth Thread Cutter M1.2*0.25 0.25 | D0.92 2.4 4 >0 3 3 Teeth O
65 =ZF#f5F JIM1.4*0.3 3%
HRC65 Three-teeth Thread Cutter M1.4*0.3 0.3 D1.05 3 4 >0 = 3 Teeth O
65 = FHFJIM1.6*0.35 3% O
HRC65 Three-teeth Thread Cutter M1.6*0.35 035 D1.22 3.2 4 >0 3 3 Teeth
65 = #E5FJIM2.070.4 3%
HRC65 Three-teeth Thread Cutter M2.0*0.4 0.4 D1.55 4 4 S 3 3 Teeth O
65E=ZF &t JIM2.5*0.45 3%
HRC65 Three-teeth Thread Cutter M2.5%0.45 045 | D1.96 53 4 >0 3 3 Teeth O
65 =F#HEF7IM3*0.5 3%
HRC65 Three-teeth Thread Cutter M3*0.5 0.5 D2.4 6 4 >0 3 3 Teeth O
65 = FHEF JIM4*0.7 3%
HRC65 Three-teeth Thread Cutter M4*0.7 0.7 D3.15 8 4 >0 3 3 Teeth O
65F =F#tF JIM4.5*0.75 3%
HRC65 Three-teeth Thread Cutter M4.5*0.75 0.7 D3.5 11 4 >0 = 3 Teeth O
65 =F#tF 7TIM5*0.8 3%
HRC65 Three-teeth Thread Cutter M5*0.8 0.8 D3.95 10 4 >0 3 3 Teeth O
65 =8 F TIM6*1.0 3%
HRC65 Three-teeth Thread Cutter M6*1.0 1 D4.8 13 2 = 3 3 Teeth O
65 = F#tFTIM8*1.25 3%
HRC65 Three-teeth Thread Cutter M8*1.25 1.25 D6.5 16 8 60 3 3 Teeth O
65 =F#£5FJIM10%1.5 3%
HRC65 Three-teeth Thread Cutter M10*1.5 1.5 D7.9 20 . 60 3 3 Teeth O
O BEEE "HRERERETE

O Standardinstock *Contactcustomerservicetoconfirmand placeanorder
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65 £ F 85 7] (AF!) (HRC65 Full Tooth Thread Cutter(Metric))

( w
‘ “‘hﬁi‘_w A MG Col-elltGing

YV

*HBLER S, FRAAEREE

* B M ab

EEEr, @RI, AR S % RIS T T OETET RN T L. B AR
*New design, fine grinding; BAREEB I
*Optimal bar material, excellent performance. The shank taperangle shownisnotanexactvalue and to avoid contact with

the workpiece, we recommend the user controls the precise value of this
angle. Shanktaperangle should not make contact with the workpiece.

NEIME T Metric Coarse Thread
BE FEEP| D |ARKL] WEd |[2EL| IRT | BB |aE
Model Tooth [Diameter| Effective| Shank |Overall | Number| Type In
Number Pitch | of Cut | Length |Diameter|Length |Of Flutes Stock
65E £ FHF TIM3*0.5 05 23 6 4 50 3 2 ZFFull )
HRC65 Full Tooth Thread Cutter M3*0.5 Tooth
3 i .5*0. F
652 FFHEF JIM3.5%0.6 0.6 27 7 4 50 3 £ IFFull O
HRC65 Full Tooth Thread Cutter M3.5%0.6 Tooth
= i *0. F

65SEEFHLFTIMA*0.7 07 3 8 4 50 3 2 ZFFull O
HRC65 Full Tooth Thread Cutter M4*0.7 Tooth

65E £ FF#tF JIM4.5%0.75 0.75 34 9 4 50 3 “£ZFFull O
HRC65 Full Tooth Thread Cutter M4.5*0.75 Tooth

65E £ F#FTIM5%0.8 0.8 4 10 4 50 3 £ FFull o
HRC65 Full Tooth Thread Cutter M5*0.8 Tooth
65E2£FHFTIM6*1.0 1 48 12 6 60 3 2 ZFFull O
HRC65 Full Tooth Thread Cutter M6*1.0 Tooth

65E £ FHLF JTIM8*1.25 195 6 16 6 60 3 2 ZFFull o
HRC65 Full Tooth Thread Cutter M8*1.25 Tooth

65 FHEF JIM10*1.5 15 3 20 8 60 3 2 ZFFull O
HRC65 Full Tooth Thread Cutter M10*1.5 Tooth

65E S FHFTIMI2*1.75 175 98 30 10 75 4 2 ZFFull O
HRC65 Full Tooth Thread Cutter M12*1.75 Tooth

65E £ FHEF JTIM14*2.0 5 10 30 10 75 a £ Full O
HRC65 Full Tooth Thread Cutter M14*2.0 Tooth
65E£FHIFTIM16*2.0 5 19 30 P 75 2 2 ZFFull O
HRC65 Full Tooth Thread Cutter Tooth

65E £ FHFTIM18*2.5 25 14 36 14 80 4 2 ZFFull o)
HRC65 Full Tooth Thread Cutter M18*2.5 Tooth
OZERRE "HBRRIRMEBETE

O Standardinstock *Contactcustomerservicetoconfirmand placeanorder
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65 £ F#F 71 (A%F) (HRC65 Full Tooth Thread Cutter(Metric))

yNIEERS
BE FEEP| 7IRD BXMEKLL WiEd | 2EL| 7IET
Model Tooth |Diameter| Effective| Shank |Overall | Number
Number Pitch | of Cut | Length |Diameter|Length |Of Flutes

652 FHFTIM6*0.5

HRC65 Full Tooth Thread Cutter M6*0.5 0.5 4 10 4 50 3
65EE L SFHEF TIM8*0.5

HRC65 Full Tooth Thread Cutter M8*0.5 o 6 13 6 60 3
65E £ F#FTIM6*0.75

HRC65 Full Tooth Thread Cutter M6*0.75 | 07> | 48 12 6 60 3
65E L FHEFTIM10%0.75

HRC65 Full Tooth Thread Cutter M10*0.75 s 8 20 8 60 3
652 FHFTIMS 1.0

HRC65 Full Tooth Thread Cutter M8*1.0 1 6 16 6 55 3
652 FHFTIMI0*1.0

HRC65 Full Tooth Thread Cutter M10*1.0 1 e 20 8 60 3
65 FHFTIMI210

HRC65 Full Tooth Thread Cutter M12*1.0 1 10 22 10 75 4
65E£F#FTIM16*1.0

HRC65 Full Tooth Thread Cutter M16*1.0 | 12 22 12 75 4
65E 2 F#EFTIM20%1.0

HRC65 Full Tooth Thread Cutter M20*1.0 | 16 30 16 90 4
65E 2 F#EFTIM10%1.25

HRC65 Full Tooth Thread Cutter M10*1.25 | 12> e 20 8 60 3
65E 2 F#FTIM1271.25

HRC65 Full Tooth Thread Cutter M12+1.25 | 12° | 10 25 10 75 4
65 FHFTIMI2 LS

HRC6S5 Full Tooth Thread Cutter M12*1.5 | 1 10 28 10 75 4
65 S FHFTIMI4 L5

HRC65 Full Tooth Thread Cutter M14*1.5 | 1™ 12 28 12 75 4
65E 2 F#EFTIM20%1.5

HRC65 Full Tooth Thread Cutter M20*15 |+ 16 30 16 90 4

MRERERETE

*Contactcustomerserviceto confirmand placeanorder

O ZHERE
O Standardinstock

R
Type

£5FFull
Tooth
£ IFFull
Tooth
£ ZFFull
Tooth
£ ZFFull
Tooth
£ ZFFull
Tooth
£ IFFull
Tooth
£5FFull
Tooth
£ IFFull
Tooth
£ ZFFull
Tooth
£ ZFFull
Tooth
£ ZFFull
Tooth
£ ZFFull
Tooth
£IFFull
Tooth
£ oFFull
Tooth

Metric Fine Thread

£

In
Stock

O

o o o o o o o o o o o o o

65E 2 F#:5F 7] (RC/PT) (HRC65 Full Tooth Thread Cutter (RC/PT))

o

N HG
Shbssass s MG Coating

e

MBI, FRARERE
HERF, BFEM D,

*New design, fine grinding;

REREERSE MRIEOETH THNESETERT AR FIRTIAR
BRERBET.

Theshanktaperangle shownis notan exactvalue and to avoid contact with
the workpiece, we recommend the user controls the precise value of this
angle. Shank taperangle should not make contact with the workpiece.

*Extend life and reduce costs.

315 [E $ B 4R ALPT BSPT (RC) Inch Taper Pipe Thread PT BSPT (RC)

BE o5 P| 748 d1| 7MED |ERKLL #Ed |[2EL| KT | B2 | aE
Model Tooth | Length | Diameter| Effective | Shank |[Overall| Number| Type In
Number Pitch | ofcut | of Cut | Length |Diameter|Length |Of Blades Stock
65E 2 F#EFTIRC1/16,1/8-28 £IoF
HRC65 Full Tooth Thread 0.907 | 5.25 6 12 6 60 3 Full O
Cutter RC1/16,1/8-28 Tooth
65E 2 F#E5 JTJRC1/8-28 25
HRC65 Full Tooth Thread 0.907 | 7.25 8 12 8 60 3 Full O
Cutter RC1/8-28 Tooth
65 £ F#EF JIRC1/4,3/8-19 £IoF
HRC65 Full Tooth Thread 1.337 8.88 10 18 10 75 4 Full O
Cutter RC1/4,3/8-19 Tooth
65 2§55 JTJRC3/8-19 25
HRC65 Full Tooth Thread 1.337 | 10.75 12 20 12 75 4 Ful | O
Cutter RC3/8-19 Tooth
65E £ FHFTIRC1/2-14 2ooF
HRC65 Full Tooth Thread 1.814 | 145 16 24 16 90 4 Full @)
Cutter RC1/2-14 Tooth
ORERE HRERERETE

O Standardinstock *Contactcustomerservicetoconfirmand placeanorder
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65E£F#F 7] (NPT) (HRC65 Full Tooth Thread Cutter (NPT))

“ERAMEEZ;

“ERF, FEKERD,

*Wide range of applicable materials;
*Extend life and reduce costs.

EREHEEZEZNPTNPTF

BE
Model
Number

65E £ F JINPTL/16, 1/8-27
HRC65 Full Tooth Thread
Cutter NPT1/16,1/8-27

65E £t F JTINPT1/8-27
HRC65 Full Tooth Thread
Cutter NPT1/8-27

6SE LT TINPT1/4,3/8-18
HRC65 Full Tooth Thread
Cutter NPT1/8-27

65 2 #E5F JTINPT3/8-18
HRC65 Full Tooth Thread
Cutter NPT3/8-18

65E & F#FJINPTL/2,3/4-14
HRC65 Full Tooth Thread
Cutter NPT1/2,3/4-14

ZFEEP
Tooth
Pitch

0.941

0.941

1411

1.411

1.814

OZERRE
O Standardinstock

HG
Coating

REREEHRSE MRIEOETH THNESETERNT UER FHIETIAR
BAEEETS.
Theshanktaperangle shownis notan exactvalue and to avoid contact with
the workpiece, we recommend the user controls the precise value of this
angle. Shank taperangle should not make contact with the workpiece.

American Tapered Pipe Thread NPT NPTF

748 d1| 718D BHEKLL
Diameter| Blade |Effective
of Cut |Diameter| Length
5.250 6 12
7.250 8 12
8.750 10 20
10.630 12 22
14.440 16 25

BB ERERETE

Wi d
Shank
Diameter

10

12

16

e2RL
Overall
Length

60

60

75

75

90

TET
Number
Of Blades

*Contactcustomerservicetoconfirmandplaceanorder

i
Type

£
Full
Tooth
£
Full
Tooth
£
Full
Tooth
£
Full
Tooth
£If
Full
Tooth

T

In
Stock

©)

65E L F#F 7] (UNC.UNF.UNEF) ( HRC65 Full Tooth Thread Cutter(UNC,UNF,UNEF))

q || -

B R, B
*ERFE, B,
*New design, fine grinding;
*Extend life and reduce costs.

&

EREEZEMEZTUNC

BE
Model
Number

65 £ F#FJTJUNCNO.10-24

HRC65 Full Tooth Thread Cutter UNCNO.10-24
65 £ F#F JJUNCNO.12-24

HRC65 Full Tooth Thread Cutter UNCNO.12-24
65E L FHEFTJUNC1/4-20

HRC65 Full Tooth Thread Cutter UNC1/4-20
65E £ JJUNC5/16-18

HRC65 Full Tooth Thread Cutter UNC5/16-18
65E £ #E5F JTJUNC3/8-16

HRC65 Full Tooth Thread Cutter UNC3/8-16
65E £ #5F JJUNCT/16-14

HRC65 Full Tooth Thread Cutter UNC7/16-14
65E 2 F#FTIUNCL/2-13

HRC65 Full Tooth Thread Cutter UNC1/2-13
65 £ F#FTIUNCY/16-12

HRC65 Full Tooth Thread Cutter UNC9/16-12
652 F#EFTJUNC5/8-11

HRC65 Full Tooth Thread Cutter UNC5/8-11
65E L F#EF TJUNC3/4-10

HRC65 Full Tooth Thread Cutter UNC3/4-10
65E L FH#EFTIUNCT/8-9

HRC65 Full Tooth Thread Cutter UNC7/8-9
65E2F#5TJUNC1-8

HRC65 Full Tooth Thread Cutter UNC1-8

— L m-_;_.n- Abar =

MG

HG
Coating

1

REAEERSE MRIEOETH THNESETERT UER FERTIAR
BRERET.
Theshanktaperangle shownis notan exactvalue and to avoid contact with
the workpiece, we recommend the user controls the precise value of this
angle. Shanktaperangle should not make contact with the workpiece.

American Straight Pipe Thread Coarse Thread UNC

FEEP
Tooth
Pitch

1.058

1.058

1.270

1.411

1.588

1.814

1.954

2.117

2.309

2.540

2.822

3.175

7)€ D
Diameter
of Cut

3.2

5.8

7.6

10

12

12

16

16

BRKLL
Effective
Length

10.6

11.6

12.7

16.9

19.1

20

20

28

30

30

38

40

WiEd
Shank
Diameter

4

10

12

12

16

16

e2RL
Overall
Length

50

50

50

55

60

60

60

75

75

75

90

90

T
Number
Of Flutes

3

R
Type

£ZFFull
Tooth
£ZFFull
Tooth
£ FFull
Tooth
£ ZFFull
Tooth
£ FFull
Tooth
£ZFFull
Tooth
£ZFFull
Tooth
£ZFFull
Tooth
£ZFFull
Tooth
£ZFFull
Tooth
£ FFull
Tooth
£ZFFull
Tooth

=

In
Stock

O

o o o o o o o o o o o
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652 F#F 71 (UNC.UNF.UNEF) ( HRC65 Full Tooth Thread Cutter(UNC,UNF,UNEF)) 65E £ F 5 71 (UNC.UNF.UNEF) ( HRC65 Full Tooth Thread Cutter(UNC,UNF,UNEF))
ENEEBMMATUNF American Straight Pipe Thread Fine Thread UNF ERMBELGBAHFUNEF American Straight Pipe Thread Fine Thread UNEF
BE ZFEEP | 7)€D |B®KLl #Ed | 2RL | 7IE&T |A | 7E BE ZEEP| 7D |B¥MKLL #WEd | 2RL T w|E | 7EE
Model Tooth |Diameter |[Effective] Shank |[Overall | Number| Type In Model Tooth |Diameter |Effective| Shank |Overall | Number | Type In
Number Pitch | of Cut |Length |Diameter | Length |Of Flutes Stock Number Pitch | of Cut |Length |Diameter|Length |Of Flutes Stock
652 F#EF JJUNFNO.8-36 £ ZFFull 652 oF UNEFNO.12,3/8-32 £ ZFFull
0.706 3 8.5 4 50 3 O FHH) / 0.794 3.5 11.1 4 50 3 O
HRC65 Full Tooth Thread Cutter UNFNO.8-36 Tooth HRC65 Full Tooth Thread Cutter UNEFNO.12,3/8-32 Tooth
65EE 2 SF#£5F JJUNFNO.10-32 £ IFFull 652 oF § UNEF7/16,1/2-28 <= ZFFull
0.794 | 35 | 111 4 50 3 o) RS Y 0.907| 4 11.8 4 50 3 o
HRC65 Full Tooth Thread Cutter UNFNO.8-36 Tooth HRC65 Full Tooth Thread Cutter UNEF7/16,1/2-28 Tooth
65 £ #tF TJUNFNO.12-28,1/4-28 £ZFFull 65 £ TF#tF JTJUNEF7/16,1/2-28L £ IFFull
0.907 4 11.8 4 50 3 O 161/ 0.907 9.2 22.7 10 75 4 O
HRC65 Full Tooth Thread Cutter UNFNO.12-28,1/4-28 Tooth HRC65 Full Tooth Thread Cutter UNEF7/16,1/2-28L Tooth
65FF 2 SF #5F JJUNF1/4-28 £ZFFull 65EE S SF 5 F JJUNEFO/16,11/16-24 £ Full
0907 | 5 12.7 6 55 3 o f1o4y/ 1.058| 4 116 4 50 3 o
HRC65 Full Tooth Thread Cutter UNF1/4-28 Tooth HRC65 Full Tooth Thread Cutter UNEF9/16,11/16-24 Tooth
65 2 F#E5F TJUNF5/16,3/8-24 £IFFull 65RF4 SF#E5F TJUNEF9/16,11/16-24L £FFull
1.058 4 11.6 4 50 3 O f1e1/ 1.058 7.8 19.1 8 60 3 O
HRC65 Full Tooth Thread Cutter UNF5/16,3/8-24 Tooth HRC65 Full Tooth Thread Cutter UNEF9/16,11/16-24L Tooth
65 £ TF#ETF TJUNF3/8-24 £ Full 65E & SF £ 5F TJUNEF3/4,1-20 £ ZFFull
108 78 | 191 8 60 3 o FFATIUNERS/ 127 | 4 12.7 4 50 3 o
HRC65 Full Tooth Thread Cutter UNF3/8-24 Tooth HRC65 Full Tooth Thread Cutter UNEF3/4,1-20 Tooth
652 IFEE5F TJUNF7/16,1/2-20 £ Full 65RF £ TFEF JJUNEF3/4,1-20L £IFFull
1.27 4 12.7 4 50 4 O / 1.27 10 25.4 10 75 4 O
HRC65 Full Tooth Thread Cutter UNF7/16,1/2-20 Tooth HRC65 Full Tooth Thread Cutter UNEF3/4,1-20L Tooth
658 £ FHEEF TJUNF1/2-20 £ZFFull 652 TF#tF JJUNEF11/16-18 £ZFFull
1.27 10 25.4 10 75 4 O / 1.41 5.8 16.9 6 55 3 O
HRC65 Full Tooth Thread Cutter UNF1/2-20 Tooth HRC65 Full Tooth Thread Cutter UNEF11/16-18 Tooth
6582 FHEEF TJUNF9/16-18 =ZFFull 65EE £ TF#tF JJUNEF11/16-18L £5FFull
1.41 5.8 16.9 6 55 3 O / 1.41 10 29.6 10 75 4 O
HRC65 Full Tooth Thread Cutter UNF9/16-18 Tooth HRC65 Full Tooth Thread Cutter UNEF11/16-18L Tooth
4 OF4 NF9/16,5/8-1 £ IFFull
652 8k JJUNF9/16,5/8-18 1.41 10 296 1 - 4 ZFFu o
HRC65 Full Tooth Thread Cutter UNF9/16,5/8-18 Tooth
65RES FFHEF TIUNF3/4-16 159 76 191 o 60 5 25 Full o O fEpiERE HRERERETE
HRC65 Full Tooth Thread Cutter UNF3/4-16 Tooth O Standardinstock *Contactcustomerservicetoconfirmandplaceanorder
65FE L T UNF3/4-16L “£ZFFull
ER / 1.59 12 28 12 75 4 O
HRC65 Full Tooth Thread Cutter UNF3/4-16L Tooth
652 IF UNF7/8-14 “=ZFFull
HEFHTT) / 1.81 8 20 8 60 3 O
HRC65 Full Tooth Thread Cutter UNF7/8-14 Tooth
65EE 2 TF4 UNF7/8-14L = ZFFull
S GF TIUNFT/ 1.81 16 39.9 16 90 4 O
HRC65 Full Tooth Thread Cutter UNF7/8-14L Tooth
65 R F#EFJTJUNF1-12 = ZFFull
2.12 10 28 10 75 4 O
HRC65 Full Tooth Thread Cutter UNF1-12 Tooth
652 JJUNFL-12L = ZFFull
2.12 16 40 16 90 4 O
HRC65 Full Tooth Thread Cutter UNF1-12L Tooth
O1ZERE "HBEIRERETE
O Standardinstock *Contactcustomerservicetoconfirmand placeanorder




65E 2 F #5771 (G,PF)(HRC65 Full Tooth Thread Cutter(G,PF)) Calculation of Thread Milling Conditions R4u#tHISIEH

= A V=1
{ . HET]RNEREENEG S
i -—— MG Col-a:t(isng . - -
t—— AMRARRS —_J Calculation Example of Thread Milling Conditions

1000*Vc
o N=—0%p n = Vf=fzxnxZ
AR s, KA EE Ve=UT MRS (m/min) VemVelocity(m/min) v
TRIERRM, BRITE, RSS2 MRIEOE TP IHMERETERT URR HEENAR < AR \M/min c=velocity(m/min RN ¢
*New design, fine grinding; BREEE T ’ ! n=7] 2 (RPM) n=Spindle Speed(RPM) / AN
*Optimalbarmaterial,excellent performance. Tr:'neshaEktaperangleshownijsr;qotan exactva:uehand toavoidlcont?c}':with D=TJEYHIEE (mm) D=Qutside Diameter(mm) N |\ I|
the workpiece, we recommend the user controls the precise value of this - w \ NI RE -
angle. ShF;nktaper angle should not make contact with the workpiece. Vf—ﬂﬁtﬂﬁuwj&éﬁﬁ}; (mm) Vf=Feed Rate(mm) \\\ 3 /
Z=TIEYHITI & Z=Number of Flutes 7D
m f-EEaEaE (mm/r) fz=Feed per tooth per revolution(mm/r)
1-2 R TE(LL 1-2: Quick positioning
m 2-3:360° R HIE LSEANEE, 2-3:360° full circle for thread interpolation movement, onelead of axial
BB — 1 SIE e rac
3.4 ZEEE 3-4: radial retraction
R B EBAG(PF)55E British Straight Pipe Thread G (PF) 55°
K 4 47 M 4 .L_ f—
BE FEp| DED Bkl fWEd |2EL| BT | B2 | uE 2av B St g5 =5
Model Tooth |Diameter| Effective | Shank |Overall | Number| Type In
Number Pitch | of Cut | Length |Diameter|Length |Of Flutes Stock Thread milling data calculation example
65 F#EF7]1G1/16,1/8-28 Full
[16:1/8:28 0.907| 6 12 6 60 3[R 4
HRC65 Full Tooth Thread Milling Cutter G1/16,1/8-28 Tooth
65ELF#EFI1G1/8-28 LS . . g - 5 2 ZFFull o 1.FEhER (n) 5t & Spindle speed (n) calculation
HRC65 Full Tooth Thread Milling Cutter G1/8-28 ’ Tooth FEAR AT Ve= (t*D*n) /1000 Application formula Vc=(mt*D*n)/1000
65RE S F#E5F 71G1/4,3/8-19 £ oFFull Ve 4R E (m/min) Vc: Velocity (m/min)
N 1.337| 10 15 10 75 4 O -EE=3.14159 - Pi3.14159
HRC65 Full Tooth Thread Milling Cutter G1/4,3/8-19 Tooth T 185 &F - T Pl 5.
65 S FEEF 71G3/8-19 U ) b e . £ oFFull o D:H%Eﬁ‘é (mm) D: Ou_t5|de Diameter (mm)
HRC65 Full Tooth Thread Milling Cutter G3/8-19 ’ Tooth n:EE (rpm) n: Spindle Speed (rpm)
652 FHFTIG1/2-14 1814 16 30 16 90 4 2IFFull O _ . . )
HRC65 Full Tooth Thread Milling Cutter G1/2-14 ' Tooth Al AR5 mm%ﬁ@ﬁ?ﬂ ’ ﬁﬁﬁgfl?m/ min . A ded <peed .
S FHTFTIC111 SRl Example: Using a thread milling cutter with a diameter of 25mm, the recommended speed is 100m/min
RS Full Tooth Thread Milline Cutter GLAL 2.309| 16 34 16 90 4 E O Vc=mtdn/1000 Vc=mdn/1000
ull Too read Milling Cutter G1- o0 Ve AR E (m/min) Vc:Velocity (m/min)
OEREE "BHEERERETE n:1000*100/m*25=1280rpm n:1000*100/m*25=1280rpm
O Standardinstock *Contactcustomerserviceto confirmand placeanorder

2 E4AEF stEVi="n*z(Feed amount F calculation Vf=f*n*z)
Feed amount F calculation Vf=f*n*z(Feed amount F calculation Vf=f*n*z)

Vi 42 (mm/min) Vf: Feed Rate (mm/min)
n:E&E (rpm) n: Spindle Speed (rpm)
YADIL ;¢ Z: Number of Flutes

fz: 87)EHS fz: feed per tooth

) BB U] R AEE T LA 1500rmpJBI T, sKiE4a 2 (FE) & %/07? fiE#E(E0.05mm

Example: A single flute thread milling cutter is cutting a workpiece at a speed of 1500rpm. What is the feed rate (F value)?
frecommended value 0.05mm

Vi=f*n*Z

Vf=0.05*1500*1=75mm/min

225 226




stRETIAEFLERE SAMHO ERIRIRAEETELS0# (Emery thread grinding head 150#)

=0

RZHCNCHER, ERERERXBII AT L ER RS, PuiB4y Internal thread ~ 4ME4Y External thread
nﬁﬂgﬁﬁﬁ\ﬁrﬁ‘_%EHﬂﬁq:'ll:\igﬁﬁﬁEEE’gj(’J\‘;%iﬂg, VfX(D—DO) VfX(D*DO) Case Studies
M7ZEPONERRERBEEREAGT, BaBTIBES Vim=""p Vim="""p

mELTARPOEGRENRFRLEFERE,

Most CNC machinesrequire programming by using the

SRS ¥l $58H(HRA91.5) Analysis Report: Material Tungsten Steel(HRA91.5)

: : B #:EEEEM8*1.25F & AR Purpose: grinding head M8*1.25 life test
tool center feed. The feed rate of the tool is determined PNIHE: &EKE(15000rpm) ProSessin%gmachigne:TaiwanYCM(15000rpm)
by the feed rate of the tool center. And the feed rate of BAIE TGS Cooling method: Air Cooling
thetool centeris notdirectly given, but can be — AR 12021-3-2 Testtime: 2021-3-2
calculated by the relational formula between feed rate —
and center feed rate. <ﬁ¢2 I 2# Milling Parameters

BE  #e QE IR UK PN I EsRY

Spindle Feed Step Axial Radial Cycle
Speed Rate Depth Depth Time

VEm=rF0 AR E (mm/min) 71500 D'AGMj;}fgé%%i?*%%) (min-1) | (mm/min) (ap) mm | (ae) mm min
N - . ‘ - 2582AR8Mm
V=4 E(mm/min) | Knives ?ﬂ%gg (M8*1.25 thread depth 8mm) | 11000 150 - - 0.01 |48% 8% (6%/7%) 48 minutes (6minutes/hole)

D= ATEERE(mm)
D=4 TIEE(mm) B MERS, 60 H/7%; 2. T BN EEM R, RAEFT AR, 3. T EEERER, B UEENT,
,,,',,,,,,,,,,,,,,,,,,,,,,, Summary: 1. High efficiency, 6 minutes per hole; 2. The processed thread has good fastening effect, and the tightness can be adjusted;

Vfm=Center Feed Rate (mm/min) 3.Thegrinding head is slight worn after test and can be continued for milling.

Vf=Feed Amount (mm/min) BRAD |
D=Nominal Diameter Of Thread (mm) Thread mei %\ﬁgd T % (87%) Workpiece (8 holes) fEFA#%KEE Grinding head after use: I A (Processing methods)
D0=Thread Milling Cutter Diameter (mm) i
BFCNCEEFH"G"HKE (1SO) "G" code (ISO) for CNC programs
fXiECode IffEFeatures A5 Code IffEFeatures
HBIFCHS ISOHEEIA) , AR H TIEREMESR
Identification code (ISO or EIA), end of tape Tool length compensation number
000 BRIEBBIES 5 TIR AR Emery thread grinding head 150#
Quickly identify instructions Tool radius compensation number
001 BERiamiET XEhALAR
Linear interpolation command X X axis coordinate
JERFE BTN/ AR TE RS < YA ( e
002 Clockwise arc/helical interpolation command Y Y axis coordinate |
003 W BN/ R IEE RIS S XEhALAR
Counterclockwise arc/helical interpolation command z X axis coordinate " L
. TIREEHEES EIE S H#& (Specialty)
040 Tool radius compensation command R Circular interpolation radius L
* = Akh 2T .
01 ERNREEHEES THES (B, 51008/ e
Left offset tool radius compensation command M3 Spindle forward INTHIR A R E R, RH B LA,
BRTEECHEES E “SEMAER+150HE QMR ZaHR, RAE,
042 Right deviation tool radius compensation command M5 Spindle stop *High efficiency, 5-10 minutes/hole; ~
TEMEEREES TR R *The processed thread has good fastening effect, and iﬁfﬁgg%ﬁi%o&D%#%/B\@?;&I{#E@Eﬁﬁ%ﬁﬁ%ﬁﬂ%LXEEB&a%;i}aﬂﬁm
043 Tool and length compensation commands M30 Main program end/reset the tightness can be adjusted; Theshanktapeorangle shown is not an exact value and to avoid contact with
T EEEBERAIRES 2R *High-speed steel bar material +150# imported emery, the workpiece, we recommend the user controls the precise value of this
049 Tool length compensation ke pin TR (6} Program AuRlbET long life and low cost. angle. Shanktaperangle should not make contact with the workpiece.
G57 TRLIRRANERE EFESE
Work coordinate system selection N Block number
BRLR- AN THLRANRMGEY - EERERECRXEEE R ) SR IE4IEETE1S50# Emery thread grinding head 150#
G90 Absolute coordinates-given relative to the origin of | The incremental size of the X axis of the arc starting
the workpiece coordinate system point relative to the center of the arc R JJiED B L1 W d 2EL =E
BEMME-RENTIBEUEAE EINEEAEE B ORI YEhAY g 8 R Model Diameter Effective Shank Overall
G91 Incremental coordinates-given relative to the J The incremental size of the Y axis of the arc starting Number of Drill Length Diameter Length
- tool position point relative to the center of the arc DIAGM3*0.5 24 8 4 40 4TF (Teeth) O
S = H 3y TN
F 45 EFeed rate (mm/min) ( $EEERAY Comment start BIACMA 0T 5.95 i 7 45 45F (Teeth) O
- . = =+
S Im%ﬁsplndle Speed ( RPM) ) EE%DEE End of comment DIAGM5*0.8 3.85 18 6 50 42:(Teeth) O
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£ MIFLEEEE150# (Emery Scrub Head 150#)

SAMHO HE4ERETA# (Sintered grinding head#)

R TED HBHELL #EEd  £EL i) 35 IRASPEER#H Sintered grinding head#

Model Diameter Effective Shank Overall Type
Number of Drill Length Diameter Length

DIAGM6*1.0 4.8 20 6 60 4ZF (Teeth) O (—

DIAGM8*1.25 6.6 25 8 65 8%F (Teeth) O ———

DIAGM10*1.5 8.2 24 10 70 8ZF (Teeth) O
O KEf7EE BB ERERE T E '
O Standardinstock *Contactcustomerservicetoconfirmand placeanorder ¢#E(SpeC|alty) "

*REEEERESMRIEET, IEFEHEMmAK! o
- AR R R R R MRH L ZERTE
Emery Scrub Head 1504 MR EETRE1504 ;gﬁgg;ggg,m;ﬁgﬂtuggﬂgg = - el
L !

*The whole grinding head is made by sintering with
emery, instead of electroplating!

|

Wi AEEHST MRIBOE TP THNEFETER T UERFHERTDAR

* . . BRI T
The groove design for chip removal on the front and The shank taper angle shown is not an exact value and to avoid contact with
tungsten steel shank offer longer tool life! the workpiece, we recommend the user controls the precise value of this

angle. Shank taperangle should not make contact with the workpiece.

. L
15 (Specialty)
BB TE T S A T B WS R TR Sintered grinding head #
Y Eg 3 =) E 'ﬂ pd o L2 — = —
“SRIEAR S, X, RIESEHAEEM T, | BE 718D WERL2 H¥KLl #iEd =ZRL
*Adopt the most advanced electroplating process, high — Modsl Dllzcame_ltler lSan;:ih Effectlr\‘/e §hank OveraLl
speed steel shank with high precision. R i €ng Lengt MEIIEET | e
*Especially suitable for rough machining for tungsten g%ﬁggg?ﬁfoyusﬁ;%@@q:;ﬁ{#a@%ﬁ%igﬁ%;aﬁw&a&sﬁ%nam GRI0.3.020.4 0.3 0.6 ) 4 50 400#EDESEHHR o
steel, ceramics, glass and other hard and brittle The shank taper angle shown is not an exact value and to avoid contact with (400# sand tungsten steel shank)
materials. the workpiece, we recommend the user controls the precise value of this 300#6"‘3%%*@
angle. Shank taperangle should not make contact with the workpiece. GRI0.5-030-4 0.5 0.8 3 4 50 o O
(300# sand tungsten steel shank)
#ELEE S
GRI0.6-030-4 0.6 1 3 4 50 (300# 3(10 E/it'%fﬂfftﬁ Lshank) O
£ RIFYEETE150# Emery Scrub Head 150# Sanc tUNgsten stee’ shan
GRI0.8-040-4 0.8 1 4 4 50 PRI b O
BE 71€D1 ®ERL2 HBHHKLL Hwigd 2RL LS ’ i (250# sand tungsten steel shank)
Model Diameter Sand Effective Shank Overall Type 150#FDER MR
Number of Drill length Length Diameter Length GRI1-040-6 1 1.5 4 6 50 . O
GRID1-506-D4 1 5 6 4 50 2.0 (Solid) O (150# sand tungsten steel shank)
Wsi=Fil
GRID1.5-506-D4 1.5 5 6 4 50 B0 (Solid) O GRI1.5-040-6 1.5 2 4 6 50 Lo ol O
GRID2-508-D4 5 5 8 4 50 2.0, (Solid) O (150# sand tungsten steel shank)
Wil
GRID3-510-D6 3 10 / 6 50 He/@#&(Chip Flute) O GRI2-060-6 2 2.5 6 6 50 (1504 ;SO#E/i%fﬂm Lshank) O
GRID4-100-D6 4 10 / 6 50 HE/B#&(Chip Flute) @) sanlsts:ﬁgl\s;%e;m;;ee shan
GRID5-100-D6 5 10 20 6 75 HEE#E(Chip Flute) | O GRI3-100-6 3 3 10 6 50 | 150# sandt "t“ i el | ©
GRID6-100-D6 6 10 20 6 75 HEB & (Chip Flute) O SanlS(l)J:E%‘si';;ﬁ;ﬁee o
GRID8-100-D8 8 10 25 8 75 He/B&(Chip Flute) | O GRI4-120-6 4 4 12 6 50 (150# sand o | shano O
GRID10-100-D10 10 10 25 10 75 | HB#EChipFlute) | O RIS 1656 : : s g 5 Sfc;‘o#;‘:?lg;;”:tez)s an o
GRID12-100-D12 12 10 25 12 75 | HE#EChipFlute) | O el : = an
‘ GRI6-165-6 6 6 16.5 6 50 100##b (100# Sand) O
OREER BWRERELETE . GRI8-165-8 8 6 16.5 8 50 100#&> (100# Sand) @)
O Standardinstock *Contactcustomerservicetoconfirmand placeanorder
GRI10-215-10 10 10 21.5 10 50 100#%D (100# Sand) O
GRI12-100-12 12 10 / 12 50 100#%% (100# Sand) O
OF = ¥: 3 “BERRBRRTE
O Standardinstock *Contact customerservicetoconfirmand placeanorder
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IHIFHRNTELR

O.YHIERE (BEE) © Ve (m/min) @.#5&: n (m/mint )

n=3.14(EAX) ve =tJJHIZREE (m/min)
Vo= T ﬁO%é( " p=pEEE mm) - % =314 (AA%)

n =55 (min*) m D=7JEER (mm)
@345 Vi (mm/min) @.8—TIHHLEE f. (Mm/t)

n =R (min*) Ve v =iE4E (mm/min)
Vi=nXzXf z=7]8k fz= — n =53 (min™)

f=F—7I89H4E2E (mm/t) z=7]¥k

YIHI & £ A 2 B9 I B 51 FR

OHBRE Ve [BBfiim/min] : BE E—RE7EE (IR (157 18) NS B EE B

B @ D(mm) | HEEEOEIIE B (H1E) B2

& T EEZ =3.14E AR (1 E)

Bl =38 (min*) | —7#EMREE [EEE/min(15)] ‘ [min™] = [rpm; revolutions per minute]

"BIRMNERE =B XEBERAZXE: 1D (mm)
THIERE Vo : S0 ENEEEEE - BRNERE X 8%

Ve =mtXD(mm) X n(min?) = Ve= X D(m;r:))o)(()n(mm' )

(m/min)

D BB A48 : Imm = 1/1000m
D (mm) =D/1000 (m)

@.5—7IMELHE f, [BImm/t]

B ¢ D(mm) | E0ENRAERE (N EE)
% | ®BEn(min™) | 82 EEE [EEE/min(15)] ‘ [min™] = [rpm; revolutions per minute]
P REL

488 fImm/rev] [BE1BMBEREHRE] 2%/ 70F rev =revolution]

“2{ET]BER

Vilmm/min)  vi  mm min
== — () X(—)
n (rev/min) n  min rev

| _
BAAE g
\

i (mm/rev)
n

fz=f/z
=f, in i
« p =t2Immit] *(min™) = (rev/min)

f=fzX2 [mmirev]

*G1TIEERE f, (mm/) 2207 P y
5881 BRI AR BB LIS E1ERYY fr= : = — X‘Z (mm/t)
) B TIS A BIE.

SAMHO

SAMHO

Calculation of milling condition

(DVelocity : Ve (m/min) 2.Spindle speed: n (m/min?)

aXDxnp | 314 (Circular constant) 1000 X Ve | Ve=Velocity (m/min)
Ve = 1000 D =Outside diameter (mm) =—xp | T =3.14 (Circular constant)
n =Spindle speed (min™) m D =Outside diameter (mm)

(3.Feed rate : Vs (mm/min)

n =Spindle speed (min™)
z=Number of flutes fz2=
f.=Feed per tooth (mm/t)

@.Feed per tooth: f, (mm/t)

vi =Feed rate (mm/min)
n =Spindle speed (min™)
z=Number of flutes

Vi=nXzXf

Explanation of terms used in parameters

®.Velocity Ve [unit: m/min] : the milling distance of an optional point on the circumference per unit (1 minute)

Diameter @ D(mm) Twice the distance from the center of a circle (radius)

Related value| Circular constant =3.14(unit:no)

n =Spindle Speed (min™) | Revolutions per minute [min(1Minute)] ‘ [min™] = [rpm ; revolutions per minute]

*Length of circumference = diameter X Circular Constant: 1t D (mm)
*Velocity Ve: Milling length per minute = Length of circumference X Spindle rotation speed

Ve =mXD (mm) Xn(min®) = Vo= 2XDMMIXnA(min)

1000 (m/min)

Unit conversion : 1mm =1/1000m

D
D (mm) =D/1000 (m)

2.Feed per tooth fz [Unit mm/t]

Feed rate Vi (mm/min) Amount of feed per minute

Related Value| Spindle speed n(min™) | Revolutions per minute (min™) ‘ [min*] = [rpm ; revolutions per minute]

Number of flutes Z Number of flutes

*The amount of feed per rotation is discribed below [rev = revolution]

*In case of 2 flutes

~ direction of rotation f_\/f(mm/min)_i(mm) " min)
- / ' " n(rev/min) n min’ “rev
direction of feed =L

\

- (mm/rev)
n

fz=f/z
=f; . .
L*M *(min™) = (rev/min)

f=fzX2 [mm/rev]

N e |
*The amount of feed per flute is calculated by using f (mm/rev) Vi
the feed rate divided by the number of flutes 3= 7 T Tnxz (mm/H
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