SOLID CARBIDE END MILLS




Popular Product

Fully automatic, the most advance capacity

Feature of product

S428X1 Multipurpose end mills with two variable
helix geometry, two unequal flutes, a small edge
cutting land with the relief angle, able

to perform high efficiency cutting as well for
unstable cutting conditions.

Various applications from roughing to finishing
cutting, drilling, ramping... in different materials.

Feature of product

S450 Strong and rigid Aluminum end mills
design with three variable helix and three
unequal flutes geometric, improve the efficiency
for slotting and with excellent finishing on side
milling.




Feature of product

S445HX Almighty end mills with three variable
helix geometry, three unequal flutes with high
chip removal rate, and sharp cutting edge.
Suitable for roughing, finishing, drilling, and
ramping. Work on any cutting direction with high
speed condition.

Feature of product

S645TX High Hardness Standard Length End Mills-4 Flutes
High efficiency with 45° helix angle for cutting high
hardness material.

Negative rake angle with AITiSiN coating which has
excellent wear resistance.

It is able to machine pre-hardened and hardened steel up
to HRC62.
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Page Appearance Flute Code No. Product Name Coating Type
Unequal Flutes
2 55 S — % S428XI1 Super Cut End Mills AITIXN
3 EES S — %a S450 Alu Cut End Mills Blank
4 f 5 — % S445HX Easy Cut End Mills AITiCrN
End Mills-28&4 Flutes
5 <—— @52 S200F Universal End Mills TIAIN
5 e———| @2 S630X Universal End Mills AITIXN
5 e ——— 92 S630TX Universal End Mills AITISIN
6 D — Bz S202F Universal End Mills TIAIN
6 [T — 92 S650X Universal End Mills AITIXN
6 LN ———— 92 S650TX Universal End Mills AITISIN
7 RS — % S204F Finishing End Mills TIAIN
7 S — % S640X Finishing End Mills AITIXN
7 s——— % S640TX Finishing End Mills AITISIN
8 N — % S206F Finishing End Mills TIAIN
8 RS — % S660X Finishing End Mills AITIXN
8 N — % S660TX Finishing End Mills AITIiSIN
9 R S— % S645TX High Performace End Mills AITISIN
10 O — % S665TX High Performace End Mills AITISIN
BallNose
1 [ a— %ﬁ S208F Ball Nose End Mills TIAIN
1 = Q% S618X Ball Nose End Mills AITIXN
1 R — @ S618TX Ball Nose End Mills AITISIN
12 - — @ S210F Ball Nose End Mills TIAIN
12 o Q% S620X Ball Nose End Mills AITIXN
12 R ——— @ S620TX Ball Nose End Mills AITISIN
(ComerRegivs
13 ==— % B266TX End Mills With Corner Radius AITISIN
15 (S — % B268TX End Mills With Corner Radius AITISIN
17 B — % B276TX High Performace End Mills With Corner Radius AITISIN
19 ﬁ' % B278TX High Performace End Mills With Corner Radius AITISIN
HSS
21 ARSI % $336 Roughing End Mills Blank
21 ARSI % $336C Roughing End Mills TICN
22 ST % $337 Roughing End Mills Blank
22 ST % $337C Roughing End Mills TiCN
23 % S334 Roughing End Mills Blank
23 A " — %; S334C Roughing End Mills TiCN
24 s —— % $335 Roughing End Mills Blank
24 s | sase Roughing End Mills TiCN




Work Materials (© The most recommended/ O recommended)
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S428XI

Simple Cutting Revolution

Improve heat and wear resistance
Enhance cutter tool life by our in house advance
coating facilities.

Improve cutting surface finishing
Smooth grinding on the helix fluting surface,
reduce cutting force and enhance surface
finishing.

Faster chip removal rate
Bigger helix fluting design, better chip
removal in high speed machining.

Anti-breakage

By the unigue design of variable helix geometry,
enhance anti-breakage and reduce cutting force
in HPC and HSC machining.

Heat and impact resistance
Selected superior carbide grade, improved heat
and impact resistance.

\ -

Anti- vibrations
By uneven flutes distribution, reduce vibrations in
HPC and HSC machining.

Better chip evacuations at front end surface
Big rake angle design at front end surface to provide
better chip removal rate, can easily perform drilling
and plunging operations.



S428X1

S428X1

Dc Jog
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. ‘

L
Tool Material/ MG AITiXN
Coating Type | Carbide
Type of
N Operation
pe 'g
Specification 38° ) 90°
41° 2 2
Work Materials (© The most recommended/ O recommended)
Carbon Steel Tool Steel Pre-hardend Steel Nonferrous Metals Aerospace Materials
Alloy Steel Pre-hardend Steel Hardened Steel SEhlEss Cast Steel ) n
S IAluminium| Copper | Plastics |G Graphite | Titanium Nickel e
~30HRC ~48HRC ~56HRC ~68HRC Material Steel
©) O O O O O
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* Feature of product

S428X1 Multipurpose end mills with two variable helix geometry, two unequal flutes, a small edge cutting land with
the relief angle, able to perform high efficiency cutting as well for unstable cutting conditions.

Various applications from roughing to finishing cutting, drilling, ramping... in different materials.

Code No. S428X1-Dc

Dc Le L d S428X1
-8.03 mm mm hé MG AITiXN
1 3 50 4 °
1.5 5 50 4 °
2 6 50 4 °
2.5 8 50 4 °
3A 8 50 4 °
4A 11 50 4 °
3 8 50 6 °
4 11 50 6 °
5 13 50 6 °
6 16 50 6 °
8 20 60 8 °
10 25 73 10 °
12 30 75 12 °
14 32 90 16 °
16 40 100 16 °
18 40 100 20 °
20 40 100 20 °

sa1n|4 |enbaun
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S450

S450
ST RS i
Lc

L
Tool Material/ MG Uncoated 2=
Coating Type | Carbide  Blank @ -’ %

Type of

Operation

© N o=
Specification 402 3 7’29\ lﬁ -’

Work Materials (© The most recommended/ O recommended)

Carbon Steel Tool Steel Pre-hardend Steel Nonferrous Metals Aerospace Materials

Alloy Steel Pre-hardend Steel Hardened Steel SEhlEss Cast Steel

Steel Composite Heat- resistant|
~30HRC ~48HRC ~56HRC ~68HRC

IAluminium| Copper | Plastics Material Graphite | Titanium Nickel Steel

°

* Feature of product

S450 Strong and rigid Aluminum end mills design with three variable helix and three unequal flutes geometric,
improve the efficiency for slotting and with excellent finishing on side milling.

Code No. S450-Dc

Dc Lc L d S450
-8.03 i mm hé6 MG Blank
1 3 50 4 °
1.5 5 50 4 °
2 6 50 4 °
2.5 8 50 4 °
3A 8 50 4 °
4A 1" 50 4 °
3 8 50 6 °
4 11 50 6 °
5 13 50 6 °
6 16 50 6 °
8 20 60 8 °
10 25 75 10 °
12 30 75 12 °
16 40 100 16 °
20 40 100 20 °




S445HX

S445HX
ik
Lc

L
Tool Material/ MG . =
Coating Type | Carbide AITiCrN @ %

Type of
Operation

s A : <>
Specification %ggﬁ, % 79\ lﬁ ‘0’

Work Materials (© The most recommended/ O recommended)

Carbon Steel Tool Steel Pre-hardend Steel Nonferrous Metals Aerospace Materials
Alloy Steel Pre-hardend Steel Hardened Steel SEhlEss Cast Steel ) n
Steel |Aluminium| Copper | Plastics [ Graphite | Titanium | Nickel e
~30HRC ~48HRC | ~B6HRC | -68HRC B Material 2 Steel
O O ©) ©) O O O

* Feature of product

S445HX Almighty end mills with three variable helix geometry, three unequal flutes with high chip removal rate, and
sharp cutting edge.
Suitable for roughing, finishing, drilling, and ramping. Work on any cutting direction with high speed condition.

Code No. S445HX-Dc

sa1n|4 |enbaun

Dc Le L d S445HX
Bo0s mm mm hé MG AITICIN
1 3 50 4 .
15 5 50 4 .
2 6 50 4 .
25 8 50 2 .
3A 8 50 4 .
AA 11 50 4 .
3 8 50 6 .
2 11 50 6 .
5 13 50 6 .
6 16 50 6 .
8 20 60 8 .
10 25 75 10 .
12 30 75 12 .
1 32 90 16 .
16 20 100 16 .
18 20 100 20 .
20 20 100 20 .
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S200F / S630X / S630TX

S200F / S630X S630TX
. —- %, ES—
[} o
oy (=)
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L L
[ [
TiAIN
Tool Material/ | MG /UMG AITIXN
Coating Type | Carbide ol
AITiSiN
Type of
Operation
N
Specification 9
350 r 90
2
Work Materials (© The most recommended/ O recommended)
Carbon Steel Tool Steel Pre-hardend Steel : Nonferrous Metals Aerospace Materials
Alloy Steel Pre-hardend Steel Hardened Steel Stgltr:;ss Cast Steel Composite [ep——
_30HRC -48HRC _56HRC ~68HRC |Aluminium| Copper | Plastics Material Graphite | Titanium | Nickel Steel
S200F © © O ©) O
$630X ©) © ©
S630TX © )] [©] O

% Feature of product
S200F ~ S630X ~ S630TX Universal Standard length End Mills-2 Flutes.
General cutting applications for side milling, slotting, drilling...etc.
Good wear resistance and lubrication with Nano multilayer coating.

Code No. S200F-Dc / S630X-Dc / S630TX-Dc

- e L § S200F $630X $630TX
0 MGTIAIN  UMG AITIXN UMG AITiSIN
-0.03 mm mm né <45HRC <55HRC <62HRC
1 3 50 4 . . R
15 5 50 4 P o R
2 6 50 4 . . R
25 8 50 4 % o .
3A 8 50 4 . R R
4A 11 50 4 . - 5
3B 8 50 3 . R .
3 8 50 6 . e 0
4 11 50 6 R . .
5 13 50 6 R 5 5
6 16 50 6 R . .
8 20 60 8 R 5 5
10 25 75 10 R . .
12 30 75 12 R o 5
14 32 90 16 R . .
16 40 100 16 ° ° °
18 40 100 20 R . .
20 40 100 20 . o S




S202F / S650X / S650TX

S202F / S650X

S
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Dc 03

S650TX
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Tool Material/ | MG /UMG A.I;!If‘i;(NN @ @ %
Coating T i
cainavee | Carbide o irigiN

Type of

Operation

Specification

%735" @2 QN\ \ﬁo

Work Materials (© The most recommended/ O recommended)

Carbon Steel Tool Steel Pre-hardend Steel Nonferrous Metals Aerospace Materials
Alloy Steel | Pre-hardend Steel Hardened Steel e | cast steel [—— ~Toommosl [ =
~30HRC ~48HRC | ~56HRC | -68HRC Aluminlum - Copper | Plastics |y rorig | Graphite | Titanium | - Nickel g,
S202F ©) © O ©) O
S650X O ©) ©
S650TX ©) © © ®)
% Feature of product
S202F ~ S650X ~ S650TX Universal Long Length End Mills-2 Flutes.
General cutting applications for side milling, slotting, drilling...etc.
Good wear resistance and lubrication with Nano multilayer coating.
Code No. S202F-Dc / S650X-Dc / S650TX-Dc
Dec Le L d S20.2F SéSOX SbSOTIXI
0 MG TiAIN UMG AITIXN  UMG AITIiSiN
-0.03 mm mm ne <45HRC <55HRC <62HRC
3A 12 70 4 ° ° °
4A 15 70 4 ° ° °
3 12 70 6 ° ° °
4 15 70 6 ° ° °
5 20 80 6 ° ° °
6 20 80 6 ° ° °
8 25 100 8 ° ° °
10 30 100 10 ° ° °
12 40 110 12 ° ° °
16 50 140 16 ° ° °
20 60 160 20 ) ° °

$31N|4 #3¢Z-SIlIW pPU3
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S204F / S640X / S640TX

S204F / S640X S640TX

[ ——— [ aa——

Lc ‘ 1 Lc ‘

L
| |

Dc 503

TiAIN
AITiXN

AITiSiN
Type of
Operation @ %
N
Specificati o
pecification %7350 7 Q\ 90

Work Materials (© The most recommended/ O recommended)

Tool Material/ | MG /UMG
Coating Type | Carbide

Carbon Steel Tool Steel Pre-hardend Steel Nonferrous Metals Aerospace Materials
Alloy Steel Pre-hardend Steel Hardened Steel SEhlEss Cast Steel ) n
S IAluminium| Copper | Plastics |G Graphite | Titanium Nickel e
~30HRC ~48HRC ~56HRC ~68HRC Material Steel
S204F © © O ©) O
S640X © © ©
S640TX © )] [©] O

% Feature of product
S204F ~ S640X ~ S640TX Standard length Finishing End Mills-4 Flutes.
Good quality surface finishing on precision side and surface milling.
Good wear resistance and lubrication with Nano multilayer coating.

Code No. S204F-Dc / S640X-Dc / S640TX-Dc

- e L § S204F S640X S640TX
0 MGTIAIN  UMG AITIXN UMG AITiSIN
-0.03 mm mm né <45HRC <55HRC <62HRC
1 3 50 4 . . R
15 5 50 4 P o R
2 6 50 4 . . R
25 8 50 4 % o .
3A 8 50 4 . R R
4A 11 50 4 . - 5
3B 8 50 3 . R .
3 8 50 6 . e 0
4 11 50 6 R . .
5 13 50 6 R 5 5
6 16 50 6 R . .
8 20 60 8 R 5 5
10 25 75 10 R . .
12 30 75 12 R o 5
14 32 90 16 R . .
16 40 100 16 ° ° °
18 40 100 20 R . .
20 40 100 20 . o S




S206F / S660X / S660TX

S206F / S660X
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Tool Material/ | MG /UMG A.I;!If‘i;(NN
Coating T i
catinglype | Carbide 5 irigin

Specification

%735" % QN\ \ﬁo

Type of
Operation

72 (&

Work Materials (© The most recommended/ O recommended)

Carbon Steel Tool Steel Pre-hardend Steel Nonferrous Metals Aerospace Materials
Alloy Steel | Pre-hardend Steel Hardened Steel e | cast steel [—— ~Toommosl [ =
~30HRC ~48HRC | ~56HRC | -68HRC Aluminlum - Copper | Plastics |y rorig | Graphite | Titanium | - Nickel g,
S206F © © O © O
S660X O ©) ©)
S660TX © © © ®)
% Feature of product
S206F ~ S660X ~ S660TX Finishing Long length End Mills-4 Flutes.
Good quality surface finishing on precision side and surface milling.
Good wear resistance and lubrication with Nano multilayer coating.
Code No. S206F-Dc / S660X-Dc / S660TX-Dc
Dec Le L d 820.6F SééOX SbeTle
0 MG TiAIN UMG AITIXN  UMG AITIiSiN
-0.03 mm mm ne <45HRC <55HRC <62HRC
3A 12 70 4 ° ° °
4A 15 70 4 ° ° °
3 12 70 6 ° ° °
4 15 70 6 ° ° °
5 20 80 6 ° ° °
6 20 80 6 ° ° °
8 25 100 8 ° ° °
10 30 100 10 ° ° °
12 40 110 12 ° ° °
16 50 140 16 ° ° °
20 60 160 20 ) ° °

$31N|4 #3¢Z-SIlIW pPU3
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S645TX

S645TX

L
1
Tool Material/ UMG s
Coating Type | Carbide AITiSIN
Type of 4 "
N Operation % @ m
Specification %7450 % 7_5)\ @o
4
Work Materials (© The most recommended/ O recommended)
Carbon Steel Tool Steel Pre-hardend Steel Nonferrous Metals Aerospace Materials
Steel | Pre-hardend Steel Hardened Steel Stainless | ot steel - -
Aoy Stee ~30HRCe == e _48HRC = -:(;Rctee —68HRC S e IAluminium| Copper | Plastics C&v:&?isal:e Graphite | Titanium Nickel Heat-s;ee:slant
O [©) [©] O [©) ©) O O O O O
* Feature of product
S645TX High Hardness Standard Length End Mills-4 Flutes
High efficiency with 45° helix angle for cutting high hardness material.
Negative rake angle with AITiSiN coating which has excellent wear resistance.
It is able to machine pre-hardened and hardened steel up to HRC62.
Code No. S645TX-Dc
Dc Lc L d S645TX
803 mm mm hé UMG AITiSIN
1 3 50 4 °
1.5 5 50 4 °
2 6 50 4 °
2.5 8 50 4 °
3A 8 50 4 °
4A 1" 50 4 °
3 8 50 6 °
4 1" 50 6 °
5 13 50 6 °
6 16 50 6 °
8 20 60 8 °
10 25 75 10 °
12 30 75 12 °
16 40 100 16 °
20 40 100 20 °




S665TX

S665TX

DC $3
e

=
Lc

Tool Material/ UMG
Coating Type | Carbide

AITiSiN

Type of

Specification
-

W N e

Operation

(& (P[]

Work Materials (© The most recommended/ O recommended)

Carbon Steel Tool Steel Pre-hardend Steel Nonferrous Metals Aerospace Materials
Alloy Steel | Pre-hardend Steel Hardened Steel e | cast steel [—— ~Toompour — T
~30HRC ~48HRC | -56HRC | -68HRC (Aluminium| Copper | Plastics | .o p | Graphite | Titanium | Nickel |™g,
© © © ©) O ©) O O O O O
* Feature of product
S665TX High Hardness long Length End Mills-4 Flutes
High efficiency with 45° helix angle for cutting high hardness material.
Negative rake land with AITiSiN coating which has excellent wear resistance.
It is able to machine pre-hardened and hardened steel up to HRC62.
Code No. S665TX-Dc
Dc Lc L d S665TX
-8.03 mm mm hé UMG AITIiSiN
3A 12 70 4 °
4A 15 70 4 °
3 12 70 6 °
4 15 70 6 °
5 20 80 6 °
6 20 80 6 °
8 25 100 8 °
10 30 100 10 °
12 40 110 12 °
16 50 140 16 °
20 60 160 20 °

$31N|4 #3¢Z-SIlIW pPU3
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S208F / S618X / S618TX

Ball Nose End Mills

Specification

S208F / S618X S618TX
Re001 " o to ] . ‘ Reo.01” Lo . ‘
| |
Tool Material/ | MG /UMG ,;I;!lf‘i;(NN
Coating Th i
catinevee | Carbide 5 irigin

Type of —kf—
Bl ) )

Work Materials (© The most recommended/ O recommended)

Carbon Steel

Tool Steel

Pre-hardend Steel

Stainless

Nonferrous Metals

Aerospace Materials

Alloy Steel Pre-hardend Steel Hardened Steel Cast Steel N )
Sl |Aluminium| Copper | Plastics [ Graphite | Titanium | Nickel e
~30HRC ~48HRC ~56HRC ~68HRC Material Steel
S208F © © O ©) O
S618X © Q ©
S618TX © )] [©]

% Feature of product
S208F ~ S618X ~ S618TX Standard Length Ball Nose End Mills -2 Flutes.
Strong ball nose end mills with short helix groove is suitable to machine on various material.
S shape geometry designed is very rigid for continuous cutting.
S618TX ball nose with a small edge cutting land can improve tool life and surface finishing.
Good wear resistance and lubrication with Nano multilayer coating.

Code No. S208F-Dc / S618X-Dc / S618TX-Dc

De R Le L d SZOIBF SéISX SéIBTle
0 B o i he MG TiAIN UMG AITiXN  UMG AITIiSiN
-0.03 <45HRC <55HRC <62HRC
1 0.5R 2 50 4 ° ° °
1.5 0.75R 3 50 4 ° ° °
2 1R 4 50 4 ° ° °
2.5 1.25R ) 50 4 ° ° °
3A 1.5R 6 50 4 ° ° °
4A 2R 8 50 4 ° ° °
3B 1.5R 6 50 3 ° ° °
3 1.5R 6 50 6 ° ° °
4 2R 8 50 6 ° ° °
5 2.5R 10 50 6 ° ° °
6 3R 12 50 6 ° ° °
8 4R 14 60 8 ° ° °
10 5R 18 75 10 ° ° °
12 6R 22 75 12 ° ° °
16 8R 30 100 16 ° ° °
20 10R 38 100 20 ° ° °

11




S210F / S620X / S620TX

Ball Nose End Mills

S210F / S620X S620TX

Re0.0V e ) ‘ Re0.01 e | ‘

TiAIN
AITiXN

AITIiSIN peof PR
Operation “‘ @ ﬁ

Work Materials (© The most recommended/ O recommended)

Tool Material/ | MG /UMG
Coating Type | Carbide

Specification

Carbon Steel Tool Steel Pre-hardend Steel Nonferrous Metals Aerospace Materials
Alloy Steel Pre-hardend Steel Hardened Steel Sl Cast Steel N )
Sl |Aluminium| Copper | Plastics Compo‘slte Graphite | Titanium | Nickel e
~30HRC ~48HRC ~56HRC ~68HRC Material Steel
S210F © © O ©) O
$620X © Q ©
$620TX © )] [©] O

% Feature of product
S2I0F ~ S620X ~ S620TX Long Length Ball Nose End Mills -2 Flutes.
Strong ball nose end mills with short helix groove is suitable to machine on various material.
S shape geometry designed is very rigid for continuous cutting.
S620TX ball nose with a small edge cutting land can improve tool life and surface finishing.
Good wear resistance and lubrication with Nano multilayer coating.

Code No. S210F-Dc / S620X-Dc / S620TX-Dc

De R Le L d SZIPF 8620).( 36201'le
0 B o i he MG TiAIN UMG AITiXN  UMG AITIiSiN
-0.03 <45HRC <55HRC <62HRC
3A 1.5R 6 70 4 ° ° °
4A 2R 8 70 4 ° ° °
3 1.5R 6 70 6 ° ° °
4 2R 8 70 6 ° ° °
5 2.5R 10 80 6 ° ° °
6 3R 12 80 6 ° ° °
6A 3R 12 100 6 ° ° °
8 4R 14 100 8 ° ° °
10 5R 18 100 10 ° ° °
12 6R 22 110 12 ° ° °
16 8R 30 140 16 ° ° °
20 10R 38 160 20 ° ° °

12



B266TX

End Mills With Corner Radius

B266TX

Tool Material/
Coating Type

UMG
Carbide

AITiSiN

Type

Specification

of

Operation

(47 [ =7

Work Materials (O The most recommended/ O recommended)

Carbon Steel

Tool Steel

Pre-hardend Steel

Alloy Steel Pre-hardend Steel

Hardened Steel

~30HRC

~48HRC

~56HRC

~68HRC

Stainless
Steel

Cast Steel

Nonferrous Metals

Aerospace Materials

/Aluminium|

Copper

Plastics

Composite]
Material

Graphite

Titanium

Nickel

Heat- resistant]
Steel

©)

©)

©)

O

* Feature of

product

B266TX Standard length End Mills with Corner Radius- 4 Flutes.
Roughing and finishing applications on contour and profile machining.

Low rake angle and a small edge cutting land with AITiSiN coating which has excellent wear resistance.

Excellent surface finishing on profile contour machining, able to cut pre-hardened and hardened steel up to HRC62.

Code No. B266TX-DcxR

1 RO0.1 3 50 4 °
1 R0.2 3 50 4 °
1 R0.3 3 50 4 °
1.5 R0.1 5 50 4 °
1.5 R0.2 5 50 4 °
1.5 R0.3 5 50 4 °
1.5 R0.5 5 50 4 °
2 R0.1 6 50 4 °
2 R0.2 6 50 4 °
2 R0.3 6 50 4 °
2 R0.5 6 50 4 °
255 RO.1 8 50 4 °
2.5 R0.2 8 50 4 °
255 R0.3 8 50 4 °
2.5 R0.5 8 50 4 °
3A RO.1 8 50 4 °
3A R0.2 8 50 4 °
3A R0.3 8 50 4 °
3A R0.5 8 50 4 °

13



B266TX

End Mills With Corner Radius

4A R0.1 1 50 4 °
4A R0.2 11 50 4 °
4A R0.3 1 50 4 °
4A R0.5 11 50 4 °
4A R1 1 50 4 °
3 RO.1 8 50 6 °
&) R0.2 8 50 6 °
3 R0.3 8 50 6 °
3 R0.5 8 50 6 °
4 R0.1 1 50 6 °
4 R0.2 11 50 6 °
4 R0.3 1 50 6 °
4 R0.5 11 50 6 °
4 R1 1 50 6 °
5 R0.2 13 50 6 °
5 R0.3 13 50 6 °
5 R0.5 13 50 6 °
5 R1 13 50 6 °
6 R0.2 16 50 6 °
6 R0.3 16 50 6 °
6 R0.5 16 50 6 °
6 R1 16 50 6 °
6 R1.5 16 50 6 °
6 R2 16 50 6 °
8 R0.2 20 60 8 °
8 R0.3 20 60 8 °
8 R0.5 20 60 8 °
8 R1 20 60 8 °
8 R1.5 20 60 8 °
8 R2 20 60 8 °
8 R3 20 60 8 °
10 R0.2 25 75 10 °
10 R0.3 25 75 10 °
10 R0.5 25 75 10 °
10 R1 25 75 10 °
10 R1.5 25 75 10 °
10 R2 25 75 10 °
10 R3 25 75 10 °
12 R0.2 30 75 12 °
12 R0.3 30 75 12 °
12 R0.5 30 75 12 °
12 R1 30 75 12 °
12 R1.5 30 75 12 °
12 R2 30 75 12 °
12 R3 30 75 12 °

14



B268TX

End Mills With Corner Radius

Specification

B

B268TX
si &'— °
R/' Lc . ‘
|
Tool Material/ UMG s v
Coating Type | Carbide AITiSIiN % -’
DNITHRE

Work Materials (O The most recommended/ O recommended)

Carbon Steel Tool Steel

Pre-hardend Steel

Alloy Steel Pre-hardend Steel

Hardened Steel

~30HRC

~48HRC

~56HRC

~68HRC

Stainless
Steel

Cast Steel

Nonferrous Metals

Aerospace Materials

/Aluminium|

Copper

Plastics

Composite]
Material

Graphite

Titanium

Nickel

Heat- resistant]
Steel

©)

©)

©)

O

* Feature of product

B268TX Long length End Mills with Corner Radius- 4 Flutes.
Roughing and finishing applications on contour and profile machining.

Low rake angle and a small edge cutting land with AITiSiN coating which has excellent wear resistance.

Excellent surface finishing on profile contour machining, able to cut pre-hardened and hardened steel up to HRC62.

Code No. B268TX-DcxR

3 RO.1 10 50 3 °
3 R0.2 10 50 3 °
3 R0.3 10 50 3 °
3 R0.5 10 50 3 °
4 RO.1 15 60 4 °
4 R0.2 15 60 4 °
4 R0.3 15 60 4 °
4 R0.5 15 60 4 °
4 R1 15 60 4 °
6 R0.2 20 80 6 °
6 R0.3 20 80 6 °
6 R0.5 20 80 6 °
6 R1 20 80 6 °
6 R1.5 20 80 6 °
8 R0.2 25 100 8 °
8 R0.3 25 100 8 °
8 R0.5 25 100 8 °
8 R1 25 100 8 °
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B268TX

End Mills With Corner Radius

8 R1.5 25 100 8 °
8 R2 25 100 8 °
10 R0.2 30 100 10 °
10 R0.3 30 100 10 °
10 RO0.5 30 100 10 °
10 R1 30 100 10 °
10 R1.5 30 100 10 °
10 R2 30 100 10 °
10 R3 30 110 10 °
12 R0.2 40 110 12 °
12 RO0.3 40 110 12 °
12 R0.5 40 110 12 °
12 R1 40 110 12 °
12 R1.5 40 110 12 °
12 R2 40 110 12 °
12 R3 40 110 12 °

16



B276TX

High Performace End Mills With Corner Radius

B276TX

Tool Material/ SMG
Coating Type | Carbide

AITiSiN

Type of

Specification

Operation

(47 [ =7

Work Materials (O The most recommended/ O recommended)

Carbon Steel Tool Steel

Pre-hardend Steel

Alloy Steel Pre-hardend Steel

Hardened Steel

~30HRC

~48HRC

~56HRC ~68HRC

Stainless
Steel

Cast Steel

Nonferrous Metals

Aerospace Materials

/Aluminium|

Copper

Plastics

Composite]
Material

Graphite

Titanium

Nickel

Heat- resistant]
Steel

©)

O ©)

* Feature of product

B276TX Standard length End Mills with Corner Radius- 4 Flutes.
Finishing application for high-hardness contour and profile machining.
Negative rake angle and a small edge cutting land with AITiSiN coating which has excellent wear resistance.
Excellent surface finishing on profile contour machining, able to cut pre-hardened and hardened steel up to HRC70.

Code No. B276TX-DcxR

3 R0.2 8 50 6 °
3 R0.5 8 50 6 °
4 R0.2 11 50 6 °
4 R0.5 11 50 6 °
5 R0.2 13 50 6 °
5 R0.5 13 50 6 °
6 R0.2 16 50 6 °
6 R0.5 16 50 6 °
6 R1 16 50 6 °
6 R1.5 16 50 6 °
8 R0.2 20 60 8 °
8 R0.5 20 60 8 °
8 R1 20 60 8 °
8 R2 20 60 8 °
10 R0.2 25 75 10 °
10 R0.5 25 75 10 °
10 R1 25 75 10 °
10 R2 25 75 10 °

17



B276TX

High Performace End Mills With Corner Radius

12 R0.2 30 75 12 °
12 R0.5 30 75 12 °
12 R1 30 75 12 °
12 R2 30 75 12 °
16 R0.5 40 100 16 °
16 R1 40 100 16 °
16 R2 40 100 16 °
16 R3 40 100 16 °
20 R0.5 40 100 20 °
20 R1 40 100 20 °
20 R2 40 100 20 °
20 R3 40 100 20 °
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B278TX

High Performace End Mills With Corner Radius

Coating Type | Carbide

Type

Specification

of

Operation

B278TX
R/' Lc . ‘
\
Tool Material/ SMG AITiSiN

(47 [ =7

Work Materials (O The most recommended/ O recommended)

Carbon Steel Tool Steel

Pre-hardend Steel

Alloy Steel Pre-hardend Steel

Hardened Steel

~30HRC

~48HRC ~56HRC ~68HRC

Stainless
Steel

Cast Steel

Nonferrous Metals

Aerospace Materials

/Aluminium|

Copper

Plastics

Composite]
Material

Graphite

Titanium

Nickel

Heat- resistant]
Steel

O O ©)

* Feature of product

B278TX Long length End Mills with Corner Radius- 4 Flutes.
Finishing application for high-hardness contour and profile machining.
Negative rake angle and a small edge cutting land with AITiSiN coating which has excellent wear resistance.
Excellent surface finishing on profile contour machining, able to cut pre-hardened and hardened steel up to HRC70.

Code No. B278TX-DcxR

6 R0.2 20 80 6 °
6 R0.5 20 80 6 °
6 R1 20 80 6 °
6 R1.5 20 80 6 °
8 R0.2 25 100 8 °
8 R0.5 25 100 8 °
8 R1 25 100 8 °
8 R2 25 100 8 °
10 R0.2 30 100 10 °
10 R0.5 30 100 10 °
10 R1 30 100 10 °
10 R2 30 100 10 °
12 R0.2 40 110 12 °
12 R0.5 40 110 12 °
12 R1 40 110 12 °
12 R2 40 110 12 °
16 R0.5 50 140 16 °
16 R1 50 140 16 °
16 R2 50 140 16 °
16 R3 50 140 16 °
20 R0.5 60 160 20 °
20 R1 60 160 20 °
20 R2 60 160 20 °
20 R3 60 160 20 °




.. ) .
(HV) (um) Coefficient et Cutting

i of Friction Tools Material
Hardness Thickness el

Type Color Application

AITiIN+ZrN Carbon steel, Alloyed steel,
Yellow brown 3800 Solid Carbide Stainless steel, Cast iron
(SX) HRC<48

ZrN Aluminium, C Stainl
Yellow brown 2800 ! Solid Carbide ST BRI SEIED
(zX) steel, Titanium, Hard-cut material

Golden y General steel, Wear parts

Usage of each coating for Milling Steel

Cutting Tools Material:Solid Carbide

1
|
AIT|XN[X1]

AIT|N+ZrN[SX]

| ZNEZX] |

Diamond(DC)

1 1 1 1 1 1 1 1 1 1 1 1 1
Graphite FRP CFRP Aluminium Copper Stainless Steel. Carbon Steel Alloy Steel
Heat-resistant ~ Cast Iron
Steel.Nickel

Hardened Steel (HRC)

Steel Material

ei1eQ |ealuyoda]

N
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S336 / S336C

Roughing End Mills

S336/8336C

Tool Material/ M42 Blank
Coating Type | HSS-CO  TiCN

Type of
Operation

Specification

Work Materials (O The most recommended/ O recommended)

Carbon Steel Tool Steel Pre-hardend Steel Nonferrous Metals Aerospace Materials
Alloy Steel Pre-hardend Steel Hardened Steel Sz Cast Steel B 3
Steel (Aluminium( Copper | Plastics (B Graphite | Titanium | Nickel e
~30HRC ~48HRC | -B6HRC | ~68HRC 2 Material | °2P Steel

$336 © ©) © ©) O
$336C © ©) © O O

% Feature of product

S336 ~ S336C Standard length HSS Fine Pitch End Mills for roughing - 4 Flutes.
General roughing for hard materials.

Code No. S336-Dc / S336C-Dc

6 15 60 6 ° °

8 20 65 8 ° °
10 25 75 10 ° °
12 30 80 12 ° °
14 35 90 12 ° °
16 40 95 16 ° °
18 40 105 16 ° °
20 45 110 20 ° °
22 45 110 20 ° °
25 50 120 25 ° °
30 55 140 32 ° °
32 60 145 32 ° °
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S337 / S337C

Roughing End Mills

S337/8337C

Tool Material/ M42 Blank
Coating Type | HSS-CO  TiCN

Type of
Operation

Specification

Work Materials (O The most recommended/ O recommended)

Carbon Steel Tool Steel Pre-hardend Steel Nonferrous Metals Aerospace Materials
Alloy Steel Pre-hardend Steel Hardened Steel Sljless Cast Steel ) -
Steel /Aluminium|( Copper | Plastics (B Graphite | Titanium | Nickel e
~30HRC ~48HRC | -56HRC | ~68HRC 1 Material | °2P Steel
$337 [©) O O ©) O
S337C © O [©] O O

% Feature of product
S337 ~ S337C Long length HSS Fine Pitch End Mills for Roughing - 4 Flutes.
General roughing for hard materials.

Code No. S337-Dc / S337C-Dc

10 45 100 10 ° °
12 53 110 12 ° °
14 53 110 12 ° °
16 63 125 16 ° °
18 63 125 16 ° °
20 75 140 20 ° °
25 90 160 25 ° °
32 106 180 32 ° °
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S334 / S334C

Roughing End Mills

S334 / S334C

“ay

g

Tool Material/ M42 Blank
Coating Type | HSS-CO  TiCN

Type of
Operation

Specification

Work Materials (O The most recommended/ O recommended)

Carbon Steel Tool Steel Pre-hardend Steel Nonferrous Metals Aerospace Materials
Alloy Steel Pre-hardend Steel Hardened Steel Siglmlzss Cast Steel B 3
Steel /Aluminium( Copper | Plastics (B Graphite | Titanium | Nickel e
~30HRC ~48HRC | -B6HRC | ~68HRC 2 Material | °2P Steel
S334 [©) O O ©) O
$334C © O © O O

% Feature of product

S334 ~ S334C Standard length HSS Coarse Pitch End Mills for Roughing- 4 flutes.
General roughing for general soft materials.

Code No. S334-Dc / S334C-Dc

6 15 60 6 ° °

8 20 65 8 ° °
10 25 75 10 ° °
12 30 80 12 ° °
14 35 90 12 ° °
16 40 95 16 ° °
18 40 105 16 ° °
20 45 110 20 ° °
22 45 110 20 ° °
25 50 120 25 ° °
30 55 140 32 ° °
32 60 145 32 ° °
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S335/S335C

Roughing End Mills

S335/8335C

T LI N WY L re— P—
A \m\"""' L U o a— P

Dc‘

LAy /.

Lc

|
Tool Material/ M42 Blank
Coating Type | HSS-CO  TiCN
Type of
Operation

Specification

Work Materials (O The most recommended/ O recommended)

Carbon Steel Tool Steel Pre-hardend Steel Nonferrous Metals Aerospace Materials
Alloy Steel Pre-hardend Steel Hardened Steel Saljless Cast Steel ) -
Steel (Aluminium|( Copper | Plastics (B Graphite | Titanium | Nickel e
~30HRC ~48HRC | -56HRC | ~68HRC 1 Material | °2P Steel
$335 [©) O O Q O
S335C © O [©] O O

% Feature of product

S335 + S335C Long length HSS Coarse Pitch End Mills for roughing- 4 Flutes.
General roughing for general soft materials.

Code No. S335-Dc / S335C-Dc

10 45 100 10 ° °
12 53 110 12 ° °
14 53 110 12 ° °
16 63 125 16 ° °
18 63 125 16 ° °
20 75 140 20 ° °
25 90 160 25 ° °
32 106 180 32 ° °
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HRC HB HVIO N/mm? HRC HB HVIO N/mm?

71 75 240 28 273 287 920
76 80 255 29 278 293 940
81 85 270 30 287 302 970
86 90 285 31 295 310 995
90 95 305 32 301 317 1020
95 100 320 33 311 327 1050
100 105 335 34 319 336 1080
105 110 350 35 328 345 1110
109 115 370 36 337 355 1140
114 120 385 37 346 364 1170
119 125 400 38 354 373 1200
124 130 415 39 363 382 1230
128 135 430 40 372 392 1260
133 140 450 41 383 403 1300
138 145 465 42 393 413 1330
143 150 480 43 402 423 1360
147 155 495 44 413 434 1400
152 160 510 45 424 446 1440
157 165 530 46 435 458 1480
162 170 545 47 449 473 1530
166 175 560 48 460 484 1570
171 180 575 49 472 497 1620
176 185 595 50 488 514 1680
181 190 610 51 501 527 1730
185 195 625 52 517 544 1790
190 200 640 53 532 560 1845
195 205 660 54 549 578 1910
199 210 675 55 567 596 1980
204 215 690 56 584 615 2050
209 220 705 57 607 639 2140
214 225 720 58 622 655
219 230 740 59 675
223 235 755 60 698
228 240 770 61 720
233 245 785 62 745

22 238 250 800 63 773

23 242 255 820 64 800

24 247 260 835 65 829

25 255 268 860 66 864

26 258 272 870 67 900

27 266 280 900 68 940

N




Table of Cutting Formula

Metric MM
7 X DcX N
Vo= —
¢ 1000
_ Vex1000
- 7 X Dc
Vf= NX ZX fz
L
T= Vf

Vc= Cutting Speed

Dc= Cutter Diameter

N = RPM

Vf= Feed Speed

fz= Feed Per Tooth

fn= Feed Per Revolution

Z = Number of Flutes

T = Time of Cut In Minutes

L = Cut Length

Ap= Axial depth of cut

Ae= Radial depth of cut

MM

m/min

rev/min

mm/min

mm/tooth

mm/rev

mm

mm

mm

English INCH INCH
7 X DX N
Vg —M8M—
12
_ Vex12
7 X Dc
Vf=NXZXfz
oL
Vf
Vc= Cutting Speed inch/min
Dc= Cutter Diameter inch
N = RPM rev/min
Vf= Feed Speed inch/min
fz= Feed Per Tooth inch/tooth
fn= Feed Per Revolution inch/rev
Z = Number of Flutes Z
T = Time of Cut In Minutes inch
L = Cut Length inch
Ap= Axial depth of cut inch
Ae= Radial depth of cut inch
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Simple Economical Cutting



