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Solid Carbide End Mills




PRI RATE
Cutting calculations and definitions

HOER

Mills diameter

SHWER  n [min]

RPM

VIHIRE Ve [m/min]

Cutting speed

BERHEGEEZz  [mm/tooth]
[mm/z]

Feed rate per tooth

SERBE T [mmirev]

Feed rate per revolution

HEERE  VE [mm/min]

Feed speed

SEUBRE Q [cm¥min]

Metal removal rate
IRRHFTORINTFER  Dw [mm]

Working diameter of Ball nose end mill

| Dw_|

BDNKR TIELIEIRE
Cutting speed of Working

EJEIFIZS a,
Width of cutting/radial depth of cut
WaR  a,
Depth of cutting/axial depth of cut

Vw [m/min]

[mm]

[mm]

e

Summary:

— JJEBIBKENERLAEI TSR -

— Decrease run-out of the tool in relation to:
OBMUIAI: &K 0.02mm
OFRMWIT: FHFAX0.01mm
© Conventional: maximum 0,02 mm
© High speed: maximum 0,01 mm

- REFAREARITIHT], IFTREDENTHE. JHKERD 20%,

2EDELZRE) 50%
— Decrease overhang length of the tool:
50% reduction of the tool deflection

ap VRBKENITE:

Calculation of ap vs. overhang length
WRBBKEBI 4XD, KAR—FLIEIRE ap BERERE.
ERTENAINIEHHN ap &:

If the overhang length is longer than 4 x Dc and Cylindrical shanks is used it is important

to adopt another depth of cut
(ap) indicated in the table.
Use the following formula to calculate the new ap value
ap(new)=ap (4 DILS)?
LS =L1-M
XP:  ap(new)-H ap &

20% reduction of overhang length results in

D (mm)

n=v, -1000/(Dr)
V.=D-x-n/1000
fo=V, iz n)

f=1z
Vy=fzn=fn

O=a,-a, v,

D, =2-\la,(D-a,)

V, =D, -x-n/1000

d2

L1

LS

— new ap value

ap — HERHEBEE mm — catalogue value mm
D -7DRJIR mm — Cutter diameter mm
LS -#HHREMBKE  mm —New overhang length mm
M - DER/NEFEE mm —Minimum clamping length  mm
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W &8 Fr ;E The structure of shank

DIN 6535-HA

d=25~32mm

d

_E e - a2 [3]a]5]6]8]10]12]14 16][18|20|25 32
W2 28 36 |40 45 48 | 50|56 |60
I!
DIN 6535-HB
by
45—‘I
mA ’ = d4 by e hy h I
JR R b = +0.05 1] +2 +1
/ = he 0 -1 h1 0 0
6 42 5.1
e 4, 18.0 | 360
b 8 5.5 6.9
10 7.0 200 85 | 400
=@~ |
U= G-2mm 12 8.0 25 | 194 | 450
41" I 14 12.7
4570 S 16 14.2
. X 4, . 48.0
/ 18 100 240 16.2
_ N - 20 1.0 25.0 182 50.0
25 12.0 320 230 56.0 17.0
. 32 14.0 36.0 300 60.0 19.0
Iy %
di=25~32mm
DIN 6535-HE
©2) d | ()| )| )| ()| h A s | n
80 | 48 = A " | 36.0 | 250 | 180
80 | 55 - | 69 -
- 10.0 | 7.1 - 8.5 - | 400 | 28.0 | 200 | 12
. | 120 | 82 & - [ 1041 - | 450 | 330 | 225
I, : 140 | 8.1 R
160 | 104 | - | 142 -
48.0 | 36.0° | 24.
180 | 108 | - | 162 | - g |
) 200 M4 | - [ 182 - | 500380250/ 16
= o 250 | 136 | 93 | 23.0 | 24.1 | 56.0 | 44.0 | 320
T 320 | 155 | 99 | 300 | 31.2 | 600 | 48.0 | 350
2




— W\
IZEHQ/]?UEEU% Icon Explain
SEA ] by B
Icon Explanation Explanation
BR80Tk 18° URHeFs
Tool nose of cylindrical flattened end mill Helix angle 18 °
BIMRITH T 0% 25° WRfers
Toric end mill nose Helix angle 25°
PRERII#5 7] 28° 1Rfiers
Ball nose end mills Helix angle 28°
P EE ) PILEEHEI— I P 35° 1RNef
2-tooth mill with one teeth overpass the center Helix angle 35°
FEHE ]I oAl 30° (e
2-tooth mill for center milling Helix angle 30°
=EHDPINGEE —EI P 40° YRfEFR
3-tooth mill with one teeth overpass the center Helix angle 40 °
=EH] EARIPIN 45° 12fieFs
3-tooth mill with teeth non-overpass the center Helix angle 45 °
P95 EE 0P INEEE] 50° 9RMeFS
4-tooth mill for center milling Helix angle 50°

hERAEU EGHDIFPINGEH

Mills with 5 teeth or above not for center milling

WLRENISRERME

The maximum depth of drilling is 3D

=« z8 =8 33000 eepesed i

DIN6535HAET E1R HILRE NS REESE
DIN6535HA straight shank The maximum depth of drilling is SD
DIN6535HBHSZ ER INZE BRI

DIN6535HB Weldon Small diameter twist drills
DIN6535HERIHI SR INRZ RIS

DIN6535HE whistle notch shank Small diameter twist drills
ERRETEn BRMIEE

Straight shank General twist drills

Y=L NS 2RI

Square and straight shank Multi-purpose twist drill with outer cooling
RN TILBESR RN ZAEMI S

Precision class for hole with reamers Multi-purpose twist drill with inner cooling
RINITILBESR =755

Precision class for hole with reamers 3-lip drills

£ RERB

Steel Straight flute Drills with inner cooling
B HYHIEKE

Stainless steel Cutting length of the tap

ek AR

Cast iron The tooth-like angle of tap
JRERATRY YRR

Non-ferrous materials Tap precision

SR6%, KGR HHERE

Superalloy and Titanium alloy. Tap precision

iRl HERE

Hardened material

—
o
o
=]

Tap precision
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Comparison Table for tensile strength, Vickers hardness, Brinell hardness and Rockwell hardness

N/mm? HV10 HB HRC N/mm? HV10 HB HRC
240 75 71 920 287 273 28
255 80 76 940 293 278 29
270 85 81 970 302 287 30
285 90 86 995 310 295 31
305 95 90 1020 317 301 32
320 100 95 1050 327 311 33
335 105 100 1080 336 319 34
350 110 105 1110 345 328 35
370 115 109 1140 355 337 36
385 120 114 1170 364 346 37
400 125 119 1200 373 354 38
415 130 124 1230 382 363 39
430 135 128 1260 392 372 40
450 140 133 1260 403 383 41
465 145 138 1330 413 393 42
480 150 143 1360 423 402 43
495 155 147 1400 434 413 44
510 160 152 1440 446 424 45
530 165 157 1480 458 435 46
545 170 162 1530 473 449 47
560 175 166 1570 484 460 48
575 180 171 1620 497 472 49
595 185 176 1680 514 488 50
610 190 181 1730 527 501 51
625 195 185 1790 544 517 52
640 200 190 1845 560 632 53
660 205 195 1910 578 549 54
675 210 199 1980 596 567 55
690 215 204 2050 615 584 56
705 220 209 2140 639 607 57
720 225 214 655 622 58
740 230 219 675 59
755 235 223 698 60
770 240 228 720 61
785 245 233 745 62
800 250 238 22 773 63
820 255 242 23 800 64
835 260 247 24 829 65
860 268 255 25 864 66
870 272 258 26 900 67

900 280 266 27 940 68



FEARAE &4 748 7]  Solid carbide end mills
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BT BE T
MG-2EA35M
MG-2EA35L
MG-4EA45M
MG-4EA45L
MG-2BA35M
MG-2BA35L
MG-4BA35M
MG-2EA30M
MG-2EA30L
MG-2EA30X
MG-3EA40S
MG-3EA40M
MG-3EA40L
MG-3EA40X
MG-3EA30M
MG-3EA30L
MG-4EA30S
MG-4EA30M
MG-MEA40M
MG-MEA40L
MG-3TA50M
MG-3TA40M
MG-2BA30M
MG-2BA30L
MG-2BA30X
MG-3BA40S

MG-3BA40L
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General end Mills

for end mill
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1.5-10

6-10
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7] Solid carbide end mills

° - M . N MG-3BA40X E Mk 620 3 40 M M26
° - M . N MG-4BA30M (e WK 225 4 30 M M27
° - M . N MG-4BA30L (i Ik 420 4 30 M M28
° . M . N MG-4BA30X (N ik 1620 4 30 M M28
BN TANHRC<<48/#5%k F 7%t JJ  High Speed Machining (HSM) Mills for steel HRC<<48 and cast iron
O o - . MP-3TA40M | (N — im 2-20 3 40 M M29
O o - . MP-3TA40L | (G — f\ 216 3 40 M M30
O - . S H wpmvTAdM EEESSSSS— im 620 56/8 40 M M31
AN AR 286 J) High speed Machining (HSM) Mills for Hardened material
° . . H  MH2TA28M im\ 2-4 2 28 C M32
° - . H  MH-2TA28L — iﬂ\ 2-4 2 28 C M32
O O H  MHATA20M  (ae— im 6-16 4 20 C M33
[ ) - . H  MHATA2SM | e— f\ 6-16 4 28 C M34
° - . H  MHATA2SL (R — im 612 4 28 C M35
o - . H  MHATAZ28X (e iﬂ\ 6-16 4 28 C M35
o) H MHMTA45M s im 620 56/8 45 C M36
° . H MH-2BA18S €= Mk 210 2 18 C M37
) . H MH2BA1BM €= Mk 216 2 18 C M37
o . H  MH-2BAt8L €55 Mk 216 2 18 C M38
° . H MH-4BA1SM (e MK 6-12 4 18 C M39
N AN/ e 4 8 JJHigh speed Machining (HSM) Mills for Stainless steel and superalloys
O o M N S MM-3TA4OM (N iﬂ\ 220 3 40 N M40
o o M N s MM-3TA4OL | ( — iﬂ\ 216 3 40 N M41
° M N s MM-3BA4OM (G 3% 216 3 40 N M42
o - M S MM-2BA30M € Mk 216 2 30 N M43
° - M S MM-2BA30L €N mK 2-16 2 30 N M43
N TARE 4 A8 J] High speed Machining (HSM) Mills for Aluminum alloy
O O N MN-2EASOM (g Pk 220 2 50 Y M44
) N MN-2EAZ5M — (Eep— K 220 2 25 Y M45
O O e N MN-2TA30M & e im 2-25 2 30 Y M4s
O O e N MN-2TAZOL B ea—— f\ 8-20 2 30 Y M48
° N MN-2BASOM €3 k220 2 50 Y  M49
PN T AZ4E )] Roughing end mills
o o . . MP-4wB30M SRR EBPZE/: 1020 4 30 M M50
2o M S8 JJEconomical end mills
O - M . N ME-2EA3OM | ESmmSe————— ¥k 1525 2 30 B Y M5
e - M . N ME-2EA30L eSmeeee—————— gy 320 2 30 B Y M52
O O - M . N ME-3EA40S PR s— Ek o 1-20 3 40 B Y M53
O 0 - M . N ME-3EA4OM SR Pk 1525 3 40 B Y M54
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FARRE 54378571 Solid carbide end mills

RN ST G 8% ) Gmb B )
Code rule of the solid carbide end mill

M-T18t7] M-end mill

Tool Type
P-$NA P-steel
M- M-stainless steel
}:ﬂ j% ﬁj\ é’ﬂ N-B@EEMA N-non-ferrous material
Application range H-1@A7R18 H-hardened material
(e =)=l G-general type
E-£255%5 80 E-economical type
2,3,4,6,M-2t5  No. Of teeth
No. of teeth
E-B8A¥k E-square end mill
J) H 2 B-IRK B-ball nose
Type of cutting edge T-E5hk T- toric
W- 7] W-roughing milling
R s 2K A-BHFER B-EI¥R  E-REIR
Shank type DIN6535HA/HB/HE
— M2 HEff 1RNEA Helix angle
Helix angle
S-F2 AR S-short Series
K2R M-#r)fE M-standard Series
Dimension Series L-K L-length Series
v v v v v v ; X-0& X- extend Length Series
MP-2TA30L-D20R4.5 - M
E KBS Basic Type MiAnER4 Additional Part

A A

Diameter identifier HAATTZD '—T
The value of Diameter 9] %B E ﬁ%

The radius identifier ilé % ?: HILJ‘ é’;ﬁx(R

MNATFTEIR, HitkRe

The radius on the point 7] 9'% ﬁg /é
NXEBFRIK, EMiRE

Coating Type B/C/M/N
IERE-R4E Non-Coating default



WHMATEET)  General end Mills

MG-2EA35M
[EPANER e A WA
2-fluted end mills with straight shank
(e 150
Helix angle
i S 5
ol 1 g No.of cutting edges
o I/ susa(1)
- L2 Type Centre cut
L1 KERI M-IRER D
Series of lengths M-standard series
TRERAUT BiR d2
a o~ Type of shank Straight shank d2
= © JEAT HRC<50(HB460) BN, AHEN. &
\ N %, BE%RE
L2 %mlii?a‘t:ijon Suitable for Steels, stainless steels,Castiron,
L1 _ PP Non-ferrous materials with HRC<50(HB460).

= @ = [ B v N

W% ~FDimension ¥4 JZCoating

D(e8) d2(h6) L1 L2 L Non%e(ffing Grade Stock
MG-2EA35M-D1 1.0 4.0 50 3 2 M [ )
MG-2EA35M-D1.5 1.5 4.0 50 4 2 M [ )
MG-2EA35M-D2 2.0 4.0 50 6 2 M [ )
MG-2EA35M-D2.5 2.5 4.0 50 8 2 M [ )
MG-2EA35M-D3 3.0 4.0 50 8 2 M [ )
MG-2EA35M-D3.5 3.5 4.0 50 10 2 M @
MG-2EA35M-D4 4.0 4.0 50 11 2 M [ )
MG-2EA35M-D4.5 4.5 6.0 50 11 2 M [ )
MG-2EA35M-D5 5.0 6.0 60 13 2 M ®
MG-2EA35M-D5.5 5.5 6.0 60 16 2 M [ )
MG-2EA35M-D6 6.0 6.0 60 16 2 M [ )
MG-2EA35M-D7 7.0 8.0 60 20 2 M [ ]
MG-2EA35M-D8 8.0 8.0 60 20 2 M ®
MG-2EA35M-D9 9.0 10.0 75 22 2 M [ )
MG-2EA35M-D10 10.0 10.0 75 25 2 M o
MG-2EA35M-D11 11.0 12.0 75 26 2 M [ )
MG-2EA35M-D12 12.0 12.0 75 30 2 M [ )
MG-2EA35M-D14 14.0 14.0 75 32 2 M o
MG-2EA35M-D16 16.0 16.0 100 45 2 M [ )
MG-2EA35M-D18 18.0 18.0 100 45 2 M [ )
MG-2EA35M-D20 20.0 20.0 100 45 2 M [ )
WIORB:  RIEF= MG-2EA35M-D5-M

Ordering guide: Coating MG-2EA35M-D5-M
WAV H & WM61TL. The page M61 for the recommendable cutting date.
®: RTBES



WM T]  General end Mills

MG-2EA35L
P TVEANAC T TSR )

2-fluted end mills with straight shank

i 150
Helix angle
| 2] K 2
o) 11—  —— — 4H‘ = No.of cutting edges
I A} 7 pugsaf[i
- L2 ‘ Type Centre cut
L1 KERI LAmER D
i Series of lengths L-standard series
ek BiR d2
a o Type of shank Straight shank d2
— l] UI BT HRC<50(HB460) 9. REW. &
i N A %, BE%RE
L2 Aﬁmliijtm Suitable for Steels, stainless steels,Castiron,
L1 pplication Non-ferrous materials with HRC<50(HB460).

B v BN

4 JZCoating

A X5 Dimension

D(e8) dz (h6) L1 L2 Z Nori%fa%i ng Grade S)i‘:':osz

MG-2EA35L-D3 3.0 6.0 75 12 2 M [ ]
MG-2EA35L-D4 4.0 6.0 75 15 2 M ([ ]
MG-2EA35L-D5 5.0 6.0 75 20 2 M [}
MG-2EA35L-D6 6.0 6.0 75 20 2 M [ ]
MG-2EA35L-D8 8.0 8.0 100 25 2 M ([ ]
MG-2EA35L-D10 10.0 10.0 100 30 2 M [ ]
MG-2EA35L-D12 12.0 12.0 100 35 2 M o
MG-2EA35L-D14 14.0 14.0 100 40 2 M [ ]
MG-2EA35L-D16 16.0 16.0 150 50 2 M ([ )
MG-2EA35L-D20 20.0 20.0 150 55 2 M ([ ]

WBRG: R MG-2EA35L-D5-M

Ordering guide: Coating MG-2EA35L-D5-M

HEFEDDHI H 7 WAM61TL . The page M61 for the recommendable cutting date.

®: EREES



WHMATEE ) General end Mills

B R~ Dimension

RN

Helix angle

ES:3d

No.of cutting edges
A7

Type
KERD

Series of lengths

MG-4EA45M

IDANER IR SA W]
4-fluted end mills with straight shank

45°

I P

Centre cut

MiR/EZRL

M-standard series

BiR d2

REBEITY
Type of shank

ERB7E
Application

Straight shank d2

JEFT HRC<50(HB460) BYN. ~HEWN. %k, B
=k

Suitable for Steels, stainless steels,Castiron,
Non-ferrous materials with HRC<50(HB460).

B~ | N

42 Coating

D(n10) dz (h6) L1 L2 z Nonﬁfct)%a%ing Grade Stock
MG-4EA45M-D1 1.0 4.0 50 3 4 M [ )
MG-4EA45M-D1.5 1.5 4.0 50 4 4 M o
MG-4EA45M-D2 2.0 4.0 50 6 4 M [ )
MG-4EA45M-D2.5 2.5 4.0 50 8 4 M [ )
MG-4EA45M-D3 3.0 4.0 50 8 4 M [ )
MG-4EA45M-D3.5 3.5 4.0 50 10 4 M o
MG-4EA45M-D4 4.0 4.0 50 11 4 M [ )
MG-4EA45M-D4.5 4.5 6.0 60 11 4 M o
MG-4EA45M-D5 5.0 6.0 60 13 4 M [ )
MG-4EA45M-D5.5 5.5 6.0 60 16 4 M [ ]
MG-4EA45M-D6 6.0 6.0 60 16 4 M [ )
MG-4EA45M-D7 7.0 8.0 60 20 4 M [ )
MG-4EA45M-D8 8.0 8.0 60 20 4 M o
MG-4EA45M-D9 9.0 10.0 75 22 4 M [ )
MG-4EA45M-D10 10.0 10.0 75 25 4 M [ )
MG-4EA45M-D11 11.0 12.0 75 26 4 M o
MG-4EA45M-D12 12.0 12.0 75 30 4 M [ )
MG-4EA45M-D14 14.0 14.0 75 32 4 M [ )
MG-4EA45M-D16 16.0 16.0 100 45 4 M [ )
MG-4EA45M-D18 18.0 18.0 100 45 4 M [ )
MG-4EA45M-D20 20.0 20.0 100 45 4 M [ )

TRl

®: XTEER

URJZ
Ordering guide: Coating

MG-4EA45M-D20-M
MG-4EA45M-D20-M
HEEDIH & IWM62T . The page M62 for the recommendable cutting date.




WM T]  General end Mills

MG-4EA45L
IPARER R STIR S A WA
F 4-fluted end mills with straight shank
e 45
Helix angle
53
a N B | P No.of cutting edges
= IR PRI DL
Type Centre cut
KERI Lim/ERS
Series of lengths L-standard series
BTN BiR d2
Type of shank Straight shank d2
ggaﬁ; HRCS50(HB460) 8980, N, Tk, B
A Pay
E‘—E\L—l% = Suitable for Steels, stainless steels,Castiron,
pplication Non-ferrous materials with HRC<50(HB460).

A& K~ Dimension

% JZCoating

D(h10) dz (h6) L1 L2 z Noiecffa%ing Grade Stock

MG-4EA45L-D3 3.0 6.0 75 12 4 M o
MG-4EA45L-D4 4.0 6.0 75 15 4 M [ ]
MG-4EA45L-D5 5.0 6.0 75 20 4 M ( ]
MG-4EA45L-D6 6.0 6.0 75 20 4 M [ ]
MG-4EA45L-D8 8.0 8.0 100 25 4 M [ )
MG-4EA45L-D10 10.0 10.0 100 30 4 M [ ]
MG-4EA45L-D12 12.0 12.0 100 35 4 M ( ]
MG-4EA45L-D14 14.0 14.0 100 40 4 M [ ]
MG-4EA45L-D16 16.0 16.0 150 50 4 M ( ]
MG-4EA45L-D20 20.0 20.0 150 55 4 M (]

WERB: B2 MG-4EA45L-D20-M

Ordering guide: Coating MG-4EA45L-D20-M

HEEDIHI 5 WWM62TT . The page M62 for the recommendable cutting date.

®: RTEES



WHMATEET)  General end Mills

L2

d2

L1

L1

92|

3=

Helix angle

oS}

No.of cutting edges
IR

Type
KERI
Series of lengths

eFichay
Type of shank

bEIVAZ =)
Application

MG-2BA35M

W T AR ER S8 T
2-fluted Ball nose end mill
35°

Tepily

Centre cut

MIRERL

Mb-standard series

B d2

Straight shank d2

JEFT HRC<50(HB460) 19N, RNEBM. Hek. B
BTE

Suitable for Steels, stainless steels,Castiron,
Non-ferrous materials with HRC<50(HB460).

B m B N
14 )ZCoating
D(h10) d2 (h6) L1 L2 R Z Nonﬁleclz)%a%i ng Grade S}iﬁo?k
MG-2BA35M-D1 1.0 4 50 2 0.50 2 M o
MG-2BA35M-D1.5 1.5 4 50 3 0.75 2 M [ )
MG-2BA35M-D2 2.0 4 50 4 1.00 2 M [ )
MG-2BA35M-D2.5 2.5 4 50 5 1.25 2 M [ )
MG-2BA35M-D3 3.0 4 50 6 1.50 2 M [ )
MG-2BA35M-D3.5 3.5 4 50 8 1.75 2 M [ )
MG-2BA35M-D4 4.0 4 50 8 2.00 2 M o
MG-2BA35M-D5 5.0 6 50 10 2.50 2 M [ )
MG-2BA35M-D5.5 5.5 6 60 12 2.75 2 M [ )
MG-2BA35M-D6 6.0 6 60 12 3.00 2 M [ )
MG-2BA35M-D7 7.0 8 60 14 3.50 2 M ([ )
MG-2BA35M-D8 8.0 8 60 16 4.00 2 M [ )
MG-2BA35M-D9 9.0 10 75 18 4.50 2 M [ )
MG-2BA35M-D10 10.0 10 75 20 5.00 2 M [ ]
MG-2BA35M-D12 12.0 12 75 24 6.00 2 M o
MG-2BA35M-D14 14.0 14 75 28 7.00 2 M [ )
MG-2BA35M-D16 16.0 16 100 32 8.00 2 M ([ ]
MG-2BA35M-D20 20.0 20 100 40 10.00 2 M [ )

W R

W20
Ordering guide: Coating

MG-2BA35M-D10-M
MG-2BA35M-D10-M

HEEDIH 5 WWM63 L. The page M63 for the recommendable cutting date.

®: RTEES



WM T]  General end Mills

[CR2RER RS 1152 S A WA

2-fluted Ball nose end mill

3=

Helix angle

oS}

No.of cutting edges
IR

Type

KERI
Series of lengths
BTN

Type of shank

bEIVAZ =)
Application

B ~ B (N

14 )ZCoating

MG-2BA35L

35°

Tepily

Centre cut
LinERI
L-standard series
BiRd2

Straight shank d2

EATF HRC<S50(HB460) 8YN. RNFWN. k. 5

BEE

Suitable for Steels, stainless steels,Castiron,
Non-ferrous materials with HRC<50(HB460).

D(h10) dz (h6) L1 L2 R Z Nonﬁlecf/fa%ing Grade Stock
MG-2BA35L-D2 2.0 6 75 4 1.00 2 M o
MG-2BA35L-D2.5 2.5 6 75 5 1.25 2 M [ )
MG-2BA35L-D3 3.0 6 75 6 1.50 2 M ([ ]
MG-2BA35L-D3.5 3.5 6 75 8 1.75 2 M [ ]
MG-2BA35L-D4 4.0 6 75 8 2.00 2 M [ )
MG-2BA35L-D5 5.0 6 75 10 2.50 2 M [ )
MG-2BA35L-D5.5 5.5 6 75 12 2.75 2 M @
MG-2BA35L-D6 6.0 6 75 12 3.00 2 M [ )
MG-2BA35L-D7 7.0 8 75 14 3.50 2 M ([ )
MG-2BA35L-D8 8.0 8 100 16 4.00 2 M [ )
MG-2BA35L-D9 9.0 10 100 18 4.50 2 M o
MG-2BA35L-D10 10.0 10 100 20 5.00 2 M [ )
MG-2BA35L-DI12 12.0 12 100 24 6.00 2 M [ )
MG-2BA35L-D14 14.0 14 100 28 7.00 2 M [ ]
MG-2BA35L-D16 16.0 16 150 32 8.00 2 M o
MG-2BA35L-D20 20.0 20 150 40 10.00 2 M [ )

WGl W™
Ordering guide: Coating

MG-2BA35L-D10-M
MG-2BA35L-D10-M

HEE DI & WWM63 1. The page M63 for the recommendable cutting date.

®: RTEES
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WHMATEE ) General end Mills

d2

R
[m]

L2

B L1

R
a

L2

L1

RN

Helix angle

ESE:3d

No.of cutting edges
i UASiZ5a

Type

KERI

Series of lengths

REBPEITY
Type of shank

ERB7E
Application

MG-4BA35M
VU J) Bk BE )

4-fluted Ball nose end mill

35°

pusaziiy

Centre cut

MiR/EZRZ

M-standard series

BiR d2

Straight shank d2

JEFT HRC<50(HB460) 1N, FEBM. k. B
BTE

Suitable for Steels, stainless steels,Castiron,
Non-ferrous materials with HRC<50(HB460).

B v (N

¥ ZCoating

W — [=}
D(e8) dz(h6) L1 L2 R z Nonifcfi%a%ing Gﬁfa:—e S%ozc?k
MG-4BA35M-D3 3.0 6.0 50 6 1.5 4 M [ )
MG-4BA35M-D4 4.0 6.0 50 8 2.0 4 M [ )
MG-4BA35M-D5 5.0 6.0 50 10 2.5 4 M [ )
MG-4BA35M-D6 6.0 6.0 50 12 3.0 4 M [ )
MG-4BA35M-D8 8.0 8.0 60 16 4.0 4 M [ )
MG-4BA35M-D10 10.0 10.0 75 20 5.0 4 M [ )
MG-4BA35M-D12 12.0 12.0 75 24 6.0 4 M [ )
MG-4BA35M-D14 14.0 14.0 75 28 7.0 4 M [ )
MG-4BA35M-D16 16.0 16.0 100 32 8.0 4 M [ )
MG-4BA35M-D18 18.0 18.0 100 36 9.0 4 M [ ]
MG-4BA35M-D20 20.0 20.0 100 40 10.0 4 M [ )

T

W
Ordering guide: Coating

MG-4BA35M-D10-M
MG-4BA35M-D10-M

HEEDIH & WM64 7T, The page M64for the recommendable cutting date.

®: ENEES
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WM T]  General end Mills

MG-2EA30M

—_—————— P L L4

2-fluted end mills with straight shank

i 3=z 30°
D| — 41— - s Helix angle
T R 2
. L2 No.of cutting edges
L1 I UASiZ5a P/l
' Type Centre cut
KERZ M-t RS
Dt& - — - —H~%I Series of lengths M-standard series
- REEITN BiR d2
L2 J Type of shank Straight shank d2
- » J BETN. FH8. w5, SE2BN%GEI0
- ERFE T
Application Suitabal for steels, stainless steels,

Castiron,Non-ferrous materials.

=] @ = [ B v B (N

W JZCoating

D (e8) d2 (h6) Ll L2 2 Noiiczfa}%ing (fide S%ofk
MG-2EA30M-D1.5 1.5 3 40 6 2 M
MG-2EA30M-D2 2 3 40 9 2 M
MG-2EA30M-D2.5 2.5 3 40 9 2 M
MG-2EA30M-D3 3 3 40 12 2 M
MG-2EA30M-D3.5 3.5 4 50 12 2 M
MG-2EA30M-D4 4 4 50 14 2 M
MG-2EA30M-D4.5 4.5 6 60 14 2 M
MG-2EA30M-D5 5 6 65 20 2 M
MG-2EA30M-D5.5 5.5 6 65 20 2 M
MG-2EA30M-D6 6 6 65 20 2 M
MG-2EA30M-D6.5 6.5 8 70 20 2 M
MG-2EA30M-D7 7 8 70 20 2 M
MG-2EA30M-D7.5 7.5 8 70 20 2 M
MG-2EA30M-D8 8 8 70 20 2 M
MG-2EA30M-D8.5 8.5 10 80 20 2 M
MG-2EA30M-D9 9 10 80 20 2 M
MG-2EA30M-D9.5 9.5 10 80 25 2 M
MG-2EA30M-D10 10 10 80 25 2 M
MG-2EA30M-D11 11 12 90 25 2 M
MG-2EA30M-D12 12 12 90 25 2 M
MG-2EA30M-D13 13 14 100 30 2 M
MG-2EA30M-D14 14 14 90 30 2 M
MG-2EA30M-D15 15 16 100 30 2 M
MG-2EA30M-D16 16 16 90 30 2 M
MG-2EA30M-D18 18 18 90 30 2 M
MG-2EA30M-D20 20 20 100 35 2 M
MG-2EA30M-D22 22 20 100 35 2 M
MG-2EA30M-D25 25 25 125 40 2 M
1T B Rl : BE i MG-2EA30M-D5-M

Ordering guide: Coating MG-2EA30M-D5-M
HEEDIH & JLM65TL . The page M65 for the recommendable cutting date.
®: RTBEES



WHMATEE ) General end Mills

MG-2EA30L, MG-2EA30X

PH ) EARSLBE ]
2-fluted end mills with straight shank

Helix angle

53
No.of cutting edges
IR puteal/U}
o o Type Centre cut
r@ l] I KERS L-K A3 X-IKRS]
L2 Series of lengths L- Long series X- Extra long series
‘ BRI B1i% d2
L1 Type of shank Straight shank d2
ERTN. ABN. HY%. 5eTEOSHIN

ERBFE T
Application Suitabal for steels, stainless steels,

Castiron,Non-ferrous materials.

o @ B2 5 B v N

B ) Dimension ¥ ECoating

ARz

D (e8) d2 (h6) L1 L2 z Non—Coating Grade Stock
L-KAR3
L- Long series
MG-2EA30L-D3 3 3 60 30 2 M
MG-2EA30L-D4 4 4 60 30 2 M
MG-2EA30L-D5 5 6 70 35 2 M
MG-2EA30L-D6 6 6 100 40 2 M
MG-2EA30L-D8 8 8 100 40 2 M
MG-2EA30L-D10 10 10 100 40 2 M
MG-2EA30L-D12 12 12 100 45 2 M
MG-2EA30L-D14 14 14 100 45 2 M
MG-2EA30L-D16 16 16 100 45 2 M
MG-2EA30L-D18 18 18 125 50 2 M
MG-2EA30L-D20 20 20 125 55 2 M
XA
X-Extra long series
MG-2EA30X-D12 12 12 150 30 2 M
MG-2EA30X-D14 14 14 150 65 2 M
MG-2EA30X-D16 16 16 150 65 2 M
MG-2EA30X-D18 18 18 150 65 2 M
MG-2EA30X-D20 20 20 150 65 2 M
MG-2EA30X-D25 25 25 150 75 2 M
1T Bt W7 MG-2EA30L-D3-M

Ordering guide: Coating MG-2EA30L-D3-M
HEAZ V) HI T 5 HM65 5T, The page M65 for the recommendable cutting date.
®: ENEES
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WM T]  General end Mills

prp— MG-3EA40S
L — BV D)

3-fluted end mills with straight shank

Eding=s) o
Helix angle 40
i~ E—

No.of cutting edges
IR puLeal]i)

L2 T Centre cut

P ype entre cu
KERZ S-52 R 35
Series of lengths S- Short series
BRI BiR d2
—  _——  _ _Hfw Type of shank Straight shank d2
[ ERTN. AFEN. FY%. 5T EN%A
ERBFE T
Application Suitabal for steels, stainless steels,
- Castiron,Non-ferrous materials.

JAE R~ Dimension

KIRJZ i AT

D (h10) d2 (h6) L1 12 z Non—Coating Grade Stock
MG-3EA40S-D1 1 3 40 2 3 M
MG-3EA40S-D1.5 1.5 3 40 3 3 M
MG-3EA40S-D2 2 3 40 4 3 M
MG-3EA40S-D2.5 2.5 3 40 5 3 M
MG-3EA40S-D3 3 3 40 5 3 M
MG-3EA40S-D3.5 3.5 4 50 6 3 M
MG-3EA40S-D4 4 4 50 6 3 M
MG-3EA40S-D4.5 4.5 6 50 7 3 M
MG-3EA40S-D5 5 6 50 7 3 M
MG-3EA40S-D6 6 50 8 3 M
MG-3EA40S-D8 8 8 50 10 3 M
MG-3EA40S-D10 10 10 50 12 3 M
MG-3EA40S-D12 12 12 65 15 3 M
MG-3EA40S-D16 16 16 65 20 3 M
MG-3EA40S-D20 20 20 90 24 3 M

1T B Rl : BRI MG-3EA40S-D6-M

Ordering guide: Coating MG-3EA40S-D6-M
HEEDIEI 5 ILM66 7T, The page M66 for the recommendable cutting date.
®: RINEER
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WHMATEE ) General end Mills

MG-3EA40M

o — — I FLR )

3-fluted end mills with straight shank
=]

Helix angle 40
a "% S5
No.of cutting edges
R IR ST
L1 J Type Centre cut

KERZ M-tRfE RS
Series of lengths M-standard series
REEITN BiR d2

5 o Type of shank Straight shank d2

EARTN. AEN. Y%, SELENHH
‘ ERFE nT
- L2 - Application Suitabal for steels, stainless steels,
L1 Castiron,Non-ferrous materials.

ol @ B & B v | (N

JA% R~ Dimension

14 )7=Coating

Rig
D (h10) d2 (h6) L1 L2 z Non—Coating Grade Stock

MG-3EA40M-D1.5 1.5 3 40 6 3 M
MG-3EA40M-D2 2 3 40 6 3 M
MG-3EA40M-D2.5 2.5 3 50 12 3 M
MG-3EA40M-D3 3 3 50 12 3 M
MG-3EA40M-D3.5 3.5 4 50 14 3 M
MG-3EA40M-D4 4 4 50 14 3 M
MG-3EA40M-D4.5 4.5 6 60 16 3 M
MG-3EA40M-D5 5 6 65 16 3 M
MG-3EA40M-D5.5 5.5 6 65 16 3 M
MG-3EA40M-D6 6 6 65 20 3 M
MG-3EA40M-D6.5 6.5 8 65 20 3 M
MG-3EA40M-D7 7 8 65 20 3 M
MG-3EA40M-D7.5 7.5 8 65 20 3 M
MG-3EA40M-D8 8 8 65 20 3 M
MG-3EA40M-D8.5 8.5 10 75 20 3 M
MG-3EA40M-D9 9 10 75 20 3 M
MG-3EA40M-D9.5 9.5 10 75 25 3 M
MG-3EA40M-D10 10 10 75 25 3 M
MG-3EA40M-D11 11 12 75 25 3 M
MG-3EA40M-D12 12 12 75 25 3 M
MG-3EA40M-D14 14 14 90 30 3 M
MG-3EA40M-D15 15 16 90 30 3 M
MG-3EA40M-D16 16 16 90 30 3 M
MG-3EA40M-D18 18 18 90 35 3 M
MG-3EA40M-D20 20 20 100 40 3 M
MG-3EA40M-D25 25 25 125 40 3 M

I Rl BWEMH MG-3EA40M-D16-M

Ordering guide: Coating MG-3EA40M-D16-M

HEEDIEI 5 WLM66 L. The page M66 for the recommendable cutting date.

®: RTBES



WM T]  General end Mills

MG-3EA40L, MG-3EA40X

IV —— )R]

3-fluted end mills with straight shank

e 400
Helix angle

° II g L5
No.of cutting edges

L2 IR sl
L1 Type Centre cut
KERI LKA XA
Series of lengths L- Long series X- Extra long series
REBPEITY BiR d2
E— —NI Type of shank Straight shank d2
ERTN. AEWN. HFY%. BEREOHAIND
BERB7E T
Application Suitabal for steels, stainless steels,
- Castiron,Non-ferrous materials.

B R~ Dimension ¥4 ZCoating

D (h10) d2 (hé) L1 L2 7 Nonilict%fing
L-K A3
L- Long series
MG-3EA40L-D2 2 3 60 9 3 M
MG-3EA40L-D3 3 3 60 30 3 M
MG-3EA40L-D4 4 4 60 30 3 M
MG-3EA40L-D5 5 6 70 35 3 M
MG-3EA40L-D6 6 6 100 40 3 M
MG-3EA40L-D8 8 8 100 40 3 M
MG-3EA40L-D10 10 10 100 40 3 M
MG-3EA40L-D12 12 12 100 45 3 M
MG-3EA40L-D14 14 14 100 45 3 M
MG-3EA40L-D16 16 16 100 45 3 M
MG-3EA40L-D18 18 18 125 50 3 M
MG-3EA40L-D20 20 20 125 55 3 M
MG-3EA40L-D25 25 25 125 55 3 M
X-NEARI
X-Extra long series 3 M
MG-3EA40X-D10 10 10 125 55 3 M
MG-3EA40X-D12 12 12 125 55 3 M
MG-3EA40X-D14 14 14 150 65 3 M
MG-3EA40X-D16 16 16 150 65 3 M
MG-3EA40X-D18 18 18 150 65 3 M
MG-3EA40X-D20 20 20 150 65 3 M
MG-3EA40X-D25 25 25 150 75 3 M
I Bt WEF R MG-3EA40L-D16-M

Ordering guide: Coating MG-3EA40L-D16-M
HEEDIHI 5 IM66 7T, The page M66 for the recommendable cutting date.
®: XTBER
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WHMATEE ) General end Mills

MG-3EA30M, MG-3EA30L

AR —— e BV b2

3-fluted end mills with straight shank

4=

Helix angle 30
a -1 = 9 53 3
No.of cutting edges
L2 ‘ A7 iy
L1 Type Centre cut
KERI MIRERI LRI
Series of lengths M-standard series L- Long series
REEITY BiR d2
DL - -~ _%[ Type of shank Straightﬂsmhank %dZ%m ST

\ ~ EARTN. ANBEW. HEREEHEIL

L2 %E\L—l% = Suitabal for steels,stainlesssteels,

L1 pplication Castiron.

FA% R ~FDimension 4 )7Coating

D (h10) | d2 (h6) | L1 | L2 Z Nofc"ffmg
M-tR/ERZI
M-standard series
MG-3EA30M-D1.5 1.5 3 40 6 3 M
MG-3EA30M-D2 2 3 40 9 3 M
MG-3EA30M-D2.5 2.5 3 50 12 3 M
MG-3EA30M-D3 3 3 50 12 3 M
MG-3EA30M-D3.5 3.5 4 50 12 3 M
MG-3EA30M-D4 4 4 50 14 3 M
MG-3EA30M-D4.5 4.5 6 60 14 3 M
MG-3EA30M-D5 5 6 65 20 3 M
MG-3EA30M-D5.5 5.5 6 65 20 3 M
MG-3EA30M-D6 6 6 65 20 3 M
MG-3EA30M-D6.5 6.5 8 65 20 3 M
MG-3EA30M-D7 7 8 65 20 3 M
MG-3EA30M-D7.5 7.5 8 65 20 3 M
MG-3EA30M-D8 8 8 65 20 3 M
MG-3EA30M-D8.5 8.5 10 75 20 3 M
MG-3EA30M-D9 9 10 75 20 3 M
MG-3EA30M-D9.5 9.5 10 75 25 3 M
MG-3EA30M-D10 10 10 75 25 3 M
L-K &7
L- Long series
MG-3EA30L-D6 6 6 100 40 3 M
MG-3EA30L-D8 8 8 100 40 3 M
MG-3EA30L-D10 10 10 100 40 3 M
VT LRl : WIEFEi MG-3EA30M-D10-M

Ordering guide: Coating MG-3EA30M-D10-M
HEXEDDHI H & WAM67TL . The page M67 for the recommendable cutting date.
®: RTBESR



WM T]  General end Mills

MG-4EA30S

ll!!ll!iiiiiiiii IEPANSR A7 W

4-fluted end mills with straight shank

(e 300
a - o Helix angle
14 e
L2 No.of cutting edges
" ‘ A ARSI
Type Centre cut
KERI S-5a R 5
Series of lengths S- Short series
DL — = = —%I REPEITY Bk d2
Type of shank Straight shank d2
o ERATM. ABW. k. BoamevEll
Li BRIHE T
Application Suitabal for steels, stainless steels,

Castiron,Non-ferrous materials.

¥ JZCoating

D (h10) d2 (h6) L1 L2 Z Noniicffffing Grade Stock
MG-4EA30S-D1 1 3 40 2 4 M
MG-4EA30S-D1.5 1.5 3 40 3 4 M
MG-4EA30S-D2 2 3 40 4 4 M
MG-4EA30S-D2.5 2.5 3 40 5 4 M
MG-4EA30S-D3 3 3 40 6 4 M
MG-4EA30S-D4 4 4 50 8 4 M
MG-4EA30S-D5 5 6 60 13 4 M
MG-4EA30S-D6 6 6 60 13 4 M
MG-4EA30S-D8 8 8 50 13 4 M
MG-4EA30S-D10 10 10 50 16 4 M
MG-4EA30S-D12 12 12 65 19 4 M
MG-4EA30S-D16 16 16 65 20 4 M
TR WEMH MG-4EA30S-D10-M

Ordering guide: Coating MG-4EA30S-D10-M
HEEDIH T 5 IWM68 L. The page M68 for the recommendable cutting date.
®: RTBESR
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WHMATEET)  General end Mills

MG-4EA30M

o — P LR L)

4-fluted end mills with straight shank
A=)

Helix angle 30
o~ S U
No.of cutting edges
R ‘ IR I
L1 Type Centre cut
KERZ MiR/ERD
Series of lengths M-standard series
ABALT BER d2
DL _— — = — —%[ Type of shank Straight shank d2
ERATN. ANEWN. k. 5eRBEN%EIN
L2 BRHE T
L1 Application Suitabal for steels, stainless steels,

Castiron,Non-ferrous materials.

> B 2 = B v

4 JFECoating

D (h10) d2 (h6) L1 L2 Z Nonifczfa%ing Grade Stock
MG-4EA30M-D1.5 1.5 3 40 6 4 M
MG-4EA30M-D2 2 3 40 9 4 M
MG-4EA30M-D2.5 2.5 3 50 12 4 M
MG-4EA30M-D3 3 3 50 12 4 M
MG-4EA30M-D3.5 3.5 4 50 12 4 M
MG-4EA30M-D4 4 4 50 14 4 M
MG-4EA30M-D4.5 4.5 6 60 14 4 M
MG-4EA30M-D5 5 6 65 20 4 M
MG-4EA30M-D5.5 5.5 6 65 20 4 M
MG-4EA30M-D6 6 6 65 20 4 M
MG-4EA30M-D6.5 6.5 8 65 20 4 M
MG-4EA30M-D7 7 8 65 20 4 M
MG-4EA30M-D7.5 7.5 8 65 20 4 M
MG-4EA30M-D8 8 8 65 20 4 M
MG-4EA30M-DS8.5 8.5 10 75 20 4 M
MG-4EA30M-D9 9 10 75 20 4 M
MG-4EA30M-D9.5 9.5 10 75 25 4 M
MG-4EA30M-D10 10 10 75 25 4 M
MG-4EA30M-DI11 11 12 80 25 4 M
MG-4EA30M-D12 12 12 80 25 4 M
MG-4EA30M-D13 13 14 90 30 4 M
MG-4EA30M-D14 14 14 90 30 4 M
MG-4EA30M-D15 15 16 90 30 4 M
MG-4EA30M-D16 16 16 90 30 4 M
MG-4EA30M-D18 18 18 90 30 4 M
MG-4EA30M-D20 20 20 100 35 4 M
MG-4EA30M-D22 22 20 100 35 4 M
MG-4EA30M-D25 25 25 125 40 4 M
PN ERIE WEMH MG-4EA30M-D20-M

Ordering guide: Coating MG-4EA30M-D20-M
HEFEDIEH & WLM68TT. The page M68 for the recommendable cutting date.
®: RTBER
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WM T]  General end Mills

MG-MEA40M, MG-MEA40L

EDINEN AT VA|

E Multi-fluted end mills with straight shank
e 0
I%elix angle

£
[m) - o No.of cutting edges 3/6/8
© /I A
Type Non- Centre cut
L2 KERT MIRERD] L-K R
L1 Series of lengths M-standard series L- Long series

- TRZPAIT Bif d2
Type of shank Straight shank d2 ST
N N ERTN. %, aeRENEEIN
&R ti‘] = Suitabal for steels,Castiron,
Application

Non-ferrous materials.

A ~}Dimension

¥k)/ZCoating

Type %2
- D ¢h10) dz (h6) L1 L2 L Non%cfffing Grade Stock

M-t RS

M-standard series

MG-MEA40M-D6 6 6 65 20 5 M

MG-MEA40M-D8 8 8 65 20 5 M

MG-MEA40M-D10 10 10 75 25 6 M

MG-MEA40M-D12 12 12 80 25 6 M

MG-MEA40M-D14 14 14 90 30 6 M

MG-MEA40M-D16 16 16 90 30 6 M

MG-MEA40M-D20 20 20 100 35 8 M

MG-MEA40M-D25 25 25 125 50 8 M

L-K AR

L- Long series

MG-MEA40L-D12 12 12 100 45 6 M

MG-MEA40L-D16 16 16 125 65 6 M

MG-MEA40L-D20 20 20 125 65 8 M

MG-MEA40L-D25 25 25 150 75 8 M
M

1T R WEMH MG-MEA40M-D12-M

Ordering guide: Coating ~ MG-MEA40M-D12-M
HEEDIH & WWM69TL . The page M69 for the recommendable cutting date.
®: RTBES
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WHMATEET)  General end Mills

m ) MG-3TAS0M

= IR AL A T)
R 3-fluted Toric nose end mill
(e s0°
a NN N _%I Helix angle
ES:3
L I:Iuo.of cutting edges i
g A NG
- Type Centre cut
KERI MIR/ERI
R Series of lengths M-standard series
REBEITY BiR d2
a o~ Type of shank Straight shank d2
I ¢ "[ ERIBS BTN, AENOHEINT
L2 Application Suitabal for steels,stainlesssteels.
L1

W J=Coating

D (h10) (ﬁg) L1 L2 R (£0.03) z Non%cszing Grade Stock
MG-3TA50M-D2 RO.1 2 3 40 9 0.1 3 M
MG-3TA50M-D3 RO.1 3 40 12 0.1 3 M
MG-3TA50M-D4 RO.1 4 4 50 14 0.1 3 M
MG-3TAS50M-D5 RO.1 5 6 65 20 0.1 3 M
MG-3TA50M-D6 RO.1 6 6 65 20 0.1 3 M
MG-3TA50M-D8 R0.2 8 8 65 20 0.2 3 M
MG-3TA50M-D10 R0O.2 10 10 75 25 0.2 3 M
MG-3TA50M-D12 R0.2 12 12 75 25 0.2 3 M
MG-3TA50M-D14 R0.5 14 14 90 30 0.5 3 M
MG-3TAS0M-D16 R0O.5 16 16 90 30 0.5 3 M
MG-3TAS0M-D18 RO.5 18 18 90 35 0.5 3 M
MG-3TA50M-D20 RO.5 20 20 100 40 0.5 3 M
MG-3TA50M-D25 R0.5 25 25 125 40 0.5 3 M
R WEr i MG-3TA50M-D16 R0.5-M

Ordering guide: Coating MG-3TA5S0M-D16 R0.5-M
WL DIH T & )WM70 7T, The page M70 for the recommendable cutting date.
®: RTEES
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WM T]  General end Mills

L2

dz

L1

L1

MG-3TA40M
=R AL A T)

3-fluted Toric nose end mill
(s "
Helix angle
S}
No.of cutting edges
IR sl
Type Centre cut
KERI Mim AR
Series of lengths M-standard series
TREPETY BiR d2
Type of shank Straight shank d2

ERTN. AEN. HY%. BEZEOHEIND

ERBFE T
Application Suitabal for steels,stainlesssteels,

Castiron,Non-ferrous materials.

Bl (v (N

¥ JZCoating

D (h10) d2 (h6) L1 L2 R(40.03) A Noffa%ng Crade Stock
MG-3TA40M-D3 R0.15 3 6 50 9 0.15 3 M
MG-3TA40M-D4 R0.2 4 6 60 14 0.20 3 M
MG-3TA40M-D5 R0.2 5 6 60 14 0.20 3 M
MG-3TA40M-D6 R0.2 6 6 60 14 0.20 3 M

N:%NH W2
Ordering guide: Coating

MG-3TA40M-D5 R0.2-M
MG-3TA40M-D5 R0.2-M

WIS MM71 0. The page M71 for the recommendable cutting date.

®: ERBES
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WHMATEET)  General end Mills

FEF= MG-2BA30M
P JIER KA BE T

R 2-fluted Ball nose end mill
S e o
[ Helix angle
o ——fd B
No.of cutting edges
L2 J Az Fepiy
L1 Type Centre cut
KEARI MHRERI
R Series of lengths M-standard series
TRERELT Bk d2
o _ B | Yl Type of shank Straight shank d2
UI ERTN. ~AFEN. F. BeENSAIN
2 BRIHE T
L1 Application Suitabal for steels,stainlesssteels,

Castiron,Non-ferrous materials.

¥k)/ZCoating

D(e8) d2(h6) L1 L2 R Z Noiic{fa)t;ing Grade Stock
MG-2BA30M-D1 1 3 40 2 0.50 2 M
MG-2BA30M-D1.5 1.5 3 40 3 0.75 2 M
MG-2BA30M-D2 2 3 40 4 1.00 2 M
MG-2BA30M-D2.5 25 3 40 5 1.25 2 M
MG-2BA30M-D3 3 3 40 8 1.50 2 M
MG-2BA30M-D3.5 35 4 50 12 1.75 2 M
MG-2BA30M-D4 4 4 50 14 2.00 2 M
MG-2BA30M-D4.5 45 6 60 14 2.25 2 M
MG-2BA30M-D5 5 6 65 20 2.50 2 M
MG-2BA30M-D5.5 55 6 65 20 2.75 2 M
MG-2BA30M-D6 6 6 65 20 3.00 2 M
MG-2BA30M-D7 7 8 65 20 3.50 2 M
MG-2BA30M-D8 8 8 65 20 4.00 2 M
MG-2BA30M-D9 9 10 65 20 4.50 2 M
MG-2BA30M-D10 10 10 75 25 5.00 2 M
MG-2BA30M-D11 11 12 75 25 5.50 2 M
MG-2BA30M-D12 12 12 75 25 6.00 2 M
MG-2BA30M-D14 14 14 90 30 7.00 2 M
MG-2BA30M-D15 15 16 90 30 7.50 2 M
MG-2BA30M-D16 16 16 90 30 8.00 2 M
MG-2BA30M-D18 18 18 90 35 9.00 2 M
MG-2BA30M-D20 20 20 100 | 40 10.00 2 M
MG-2BA30M-D25 25 25 100 | 40 12.50 2 M
1T Bl - WEMH MG-2BA30M-D10-M

Ordering guide: Coating MG-2BA30M-D10-M
HEFEVIHI A 7 WM72TT . The page M72 for the recommendable cutting date.
®: RTNBER
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WM T]  General end Mills

ﬁ MG-2BA30L, MG-2BA30X

PAIIER KA BE T
R 2-fluted Ball nose end mill
— (g 0
DI _ _ _ ] %] I%eg( angle
L2 No.of cutting edges
» J YAl epily
Type Centre cut
R KERZ LKA XA
Series of lengths L- Long series X- Extra long series
o = j - ] NI BRI B d2
© Type of shank Straight shank d2
Lo —l BEARETN. NEW. Hik. SRRENGH
‘J ERBFE L
L1 Application Suitabal for steels,stainlesssteels,

Castiron,Non-ferrous materials.

= @ = | U] Bl v N

A R~ Dimension

% JZCoating

D(e8) d2 (h6) L1 L2 R Z NoniFC{:)%a%ing Grade Stock
LKA
L- Long series
MG-2BA30L-D1 1 3 40 5 0.50 2 M
MG-2BA30L-D1.5 1.5 3 40 6 0.75 2 M
MG-2BA30L-D2 2 3 40 9 1.00 2 M
MG-2BA30L-D3 3 3 60 20 1.50 2 M
MG-2BA30L-D4 4 4 60 30 2.00 2 M
MG-2BA30L-D5 5 6 70 35 2.50 2 M
MG-2BA30L-D6 6 6 100 40 3.00 2 M
MG-2BA30L-D8 8 8 100 40 4.00 2 M
MG-2BA30L-D10 10 10 100 40 5.00 2 M
MG-2BA30L-D12 12 12 100 45 6.00 2 M
MG-2BA30L-D16 16 16 100 45 8.00 2 M
MG-2BA30L-D20 20 20 125 55 10.00 2 M
MG-2BA30L-D25 25 25 150 65 12.50 2 M
XN AR
X-Extra long series
MG-2BA30X-D16 16 16 150 65 8.00 2 M
MG-2BA30X-D20 20 20 150 65 10.00 M
1T B 7Rl : BWE M MG-2BA30L-D16-M

Ordering guide: Coating MG-2BA30L-D16-M
HEEDIHI A E WWM7278 . The page M72 for the recommendable cutting date.
@ XTEES
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WHMATEET)  General end Mills

- TR
3-fluted Ball nose end mill
i 20
O e I i | Helix angle
b ;
L2 No.of cutting edges
¥ I STl
Type Centre cut
R KERT S a0
Series of lengths S- Short series
REEITY BiR d2
(m} |] %I Type of shank Straight shank d2
EATN. AFEW. HY. SETEEHEIND
L2 .J BRI T
Application Suitabal for steels,stainlesssteels,
L1 Castiron,Non-ferrous materials.

B v I (N

¥ JZCoating

D(e8) d2 (he6) L1 | L2 R Y/ Nofgffing
MG-3BA40S-D1 1 3 40 2 0.50 3 M
MG-3BA40S-D1.5 1.5 3 40 2 0.75 3 M
MG-3BA40S-D2 2 3 40 3 1.00 3 M
MG-3BA40S-D3 3 6 50 5 1.50 3 M
MG-3BA40S-D4 4 6 55 6 2.00 3 M
MG-3BA40S-D5 5 6 55 7 2.50 3 M
MG-3BA40S-D6 6 6 55 8 3.00 3 M
MG-3BA40S-D8 8 8 65 | 10 4.00 3 M
MG-3BA40S-D10 10 10 65 | 12 5.00 3 M
MG-3BA40S-D12 12 12 75 | 15 6.00 3 M
MG-3BA40S-D16 16 16 90 | 20 8.00 3 M
MG-3BA40S-D20 20 20 90 | 28 10.00 3 M

U ZRE WIE . MG-3BA40S-D10-M

Ordering guide: Coating ~ MG-3BA40S-D10-M

HEEDIH T & )WM73 1. The page M73 for the recommendable cutting date.
®: RTEES
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WM T]  General end Mills

ﬁ ) MG-3BA40L MG-3BA40X

= )BT )
R 3-fluted Ball nose end mill
(e 400
o o Helix angle
“] EE
L2 J No.of cutting edges
= IR L]l
L1 Type Centre cut
KERI LRI X-NEARI
R Series of lengths L- Long series X- Extra long series
REBEITY BiR d2
o o Type of shank Straight shank d2
|] 'UI ERTW. AW, HY%. BETEO%HI
BENHE T
L2 Application Suitabal for steels,stainlesssteels,
L1 Castiron,Non-ferrous materials.

B v N

A% R~ Dimension 4 JZCoating

D(e8) d2 (h6) L1 L2 R Z NoieCfiEing Grade Stock
L-K AR
L- Long series
MG-3BA40L-D3 3 4 75 20 1.50 3 M
MG-3BA40L-D4 4 4 75 25 2.00 3 M
MG-3BA40L-D6 6 6 100 40 3.00 3 M
MG-3BA40L-D8 8 8 100 40 4.00 3 M
MG-3BA40L-D10 10 10 100 40 5.00 3 M
MG-3BA40L-D12 12 12 100 45 6.00 3 M
MG-3BA40L-D16 16 16 100 45 8.00 3 M
MG-3BA40L-D20 20 20 125 55 10.00 3 M
X-NEARI
X-Extra long series
MG-3BA40X-D6 6 6 100 15 3.00 3 M
MG-3BA40X-D8 8 8 100 20 4.00 3 M
MG-3BA40X-D10 10 10 125 25 5.00 3 M
MG-3BA40X-D12 12 12 125 25 6.00 3 M
MG-3BA40X-D16 16 16 150 65 8.00 3 M
MG-3BA40X-D20 20 20 150 65 10.00 3 M
1T R WEMN MG-3BA40L-D10-M

Ordering guide: Coating MG-3BA40L-D10-M
HEEDIH & WM7371. The page M73 for the recommendable cutting date.
®: RTEES
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WHMATEET)  General end Mills

= - MG-4BA30M

- U 9) Bk Sk S )
4-fluted Ball nose end mill
] [3ided 300
o S Helix angle
53
L2 No.of cutting edges
¥y I NI
Type Centre cut
KERI Mim AR
R Series of lengths M-standard series
REBEITY BiR d2
o o Type of shank Straight shank d2
|] UI EATW. AEN. %, SRTENGAIN
L2 -J BENHE T
Application Suitabal for steels,stainlesssteels,
L1 Castiron,Non-ferrous materials.

B v N

4 J=Coating

R 7 ﬂi?’%)%.
Non—Coating Grade Stock
MG-4BA30M-D2 2 3 40 4 1.00 4 M
MG-4BA30M-D3 3 40 9 1.50 4 M
MG-4BA30M-D4 4 4 50 14 2.00 4 M
MG-4BA30M-D5 5 6 65 20 2.50 4 M
MG-4BA30M-D6 6 6 65 20 3.00 4 M
MG-4BA30M-D8 8 8 65 20 4.00 4 M
MG-4BA30M-D10 10 10 75 25 5.00 4 M
MG-4BA30M-D12 12 12 75 25 6.00 4 M
MG-4BA30M-D14 14 14 90 30 7.00 4 M
MG-4BA30M-D16 16 16 90 30 8.00 4 M
MG-4BA30M-D20 20 20 100 40 10.00 4 M
MG-4BA30M-D22 22 22 100 40 11.00 4 M
MG-4BA30M-D25 25 25 100 40 12.50 4 M

TRl WE MG-4BA30M-D10-M

Ordering guide: Coating MG-4BA30M-D10-M

HEE DI & WWM74 71, The page M74 for the recommendable cutting date.
®: RTBEES
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WM T]  General end Mills

MG-4BA30L MG-4BA30X

U JIERK AT AR )
% 4-fluted Ball nose end mill

(g 300
Helix angle
R P
No.of cutting edges
A7 sl
(m} |] %I Type Centre cut
KERZ LKA X-NERI
L2 Series of lengths L- Long series X- Extra long series
L1 REEITN BiR d2
Type of shank Straight shank d2
EATN. AFEN. %, SeaBENYGH
ERBFE L
Application Suitabal for steels,stainlesssteels,

Castiron,Non-ferrous materials.

Bl v N

M RS Dimension % ECoat ing

D(e8) d2 (h6) L1 | 12 R z Noiiclff ing Grade Stock

L-K AR

L- Long series

MG-4BA30L-D4 4 4 60 30 2.00 4 M

MG-4BA30L-D6 6 6 100 40 3.00 4 M

MG-4BA30L-D8 8 8 100 40 4.00 4 M

MG-4BA30L-D8 10 10 100 40 5.00 4 M

MG-4BA30L-D12 12 12 100 45 6.00 4 M

MG-4BA30L-D16 16 16 100 45 8.00 4 M

MG-4BA30L-D20 20 20 125 55 10.00 4 M

XA

X-Extra long series

MG-4BA30X-D16 16 16 150 65 8.00 4 M

MG-4BA30X-D20 20 20 150 65 10.00 4 M
VT Bty : WEEH MG-4BA30L-DI12-M

Ordering guide: Coating MG-4BA30L-D12-M
HEFFZ VI H £ WWM74 71 . The page M74 for the recommendable cutting date.
®: RTBESR
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N TANHRC <48/ %58k H 78t J] - High Speed Machining (HSM) Mills for steel HRC<48 and cast iron

MP-3TA40M
= JIESRK AT )
3-fluted Toric nose end mill
(e X0
Helix angle
& 3
No.of cutting edges
IRJFE A epily
' Type Non-centre cut
—B KERI MIT RS
Series of lengths M-standard series
a % @ Nt IRERELTY B Q2
o © Type of shank Straight shank d2
ERHS JEFTHIHRC < 48708528V R AN L
L2 Aooli (t: Suitabal for steels HRC < 48, Cast iron with High
L3 _ pphication Speed Machining (HSM)
L1

A% N ~FDimension W JZCoating

N = [
d3 L1 L2 L3 (+ OR. 03) ar Z NonﬁleC/:)%a%i ng Gﬁfaje S%o?c?k
MP-3TA40M-D2 R0.2 2 3 19 | 40 | 3 | 6 0.2 4° 3 M
MP-3TA40M-D2.5R0.2 | 2.5 3 24 | 40 | 4 | 6 0.2 2° 3 M
MP-3TA40M-D3 RO.1 3 3 28 | 40 | 4 | 7 0.1 - 3 M
MP-3TA40M-D3 R0.2 3 3 28 | 40 | 4 7 0.2 - 3 M
MP-3TA40M-D3.5R0.2 | 3.5 6 32 150 | 5 | 9 0.2 6° 3 M
MP-3TA40M-D4 R0.2 4 6 37 150 | 5| 9 0.2 5° 3 M
MP-3TA40M-D4 R0.3 4 6 37 150 | 5 | 9 0.3 5° 3 M
MP-3TA40M-D4 R0.5 4 6 37 150 | 5| 9 0.5 5° 3 M
MP-3TA40M-D5 R0.2 5 6 46 | 50 @ 6 | 11 0.2 2°30° | 3 M
MP-3TA40M-D6 RO0.2 6 6 56 | 60 | 7 | 14 0.2 - 3 M
MP-3TA40M-D6 R0.3 6 6 56 | 60 | 7 | 14 0.3 . 3 M
MP-3TA40M-D6 RO.5 6 6 56 | 60 | 7 | 14 0.5 - 3 M
MP-3TA40M-D8 R0.2 8 8 74 | 60 | 9 | 18 0.2 - 3 M
MP-3TA40M-D8 RO.5 8 8 74 | 60 | 9 | 18 0.5 - 3 M
MP-3TA40M-D10 R0.2 10 10 94 | 70 | 12 | 25 0.2 . 3 M
MP-3TA40M-D10 R0.5 10 10 94 | 70 | 12 | 25 0.5 - 3 M
MP-3TA40M-D10 R1 10 10 94 | 70 | 12 | 25 1 - 3 M
MP-3TA40M-D12 RO.5 12 12 | 114 | 8 | 15 | 30 0.5 - 3 M
MP-3TA40M-D12 R1 12 12 | 114 8 | 15 30 1 5 3 M
MP-3TA40M-D12 R1.5 12 12 | 114 8 | 15 | 30 15 - 3 M
MP-3TA40M-D16 R1 16 16 | 154 90 | 18 | 38 1 = 3 M
MP-3TA40M-D20 R1 20 20 | 192 | 100 | 22 | 40 1 - 3 M
TR WEMN MP-3TA40M-D10 R0.5-M

Ordering guide: Coating MP-3TA40M-D10 R0.5-M
HEEDIHH & WWM7571. The page M75 for the recommendable cutting date.
®: RXTEES
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N TANHRC <48/ %58k H 78t J] - High Speed Machining (HSM) Mills for steel HRC<48 and cast iron

d2

L1

1Rhers

Helix angle

No.of cutting edges

A7
Type
KEARI

Series of lengths

REPEITN
Type of shank

ERBAE
Application

MP-3TA40L
VLIS SVA WA

3-fluted Toric nose end mill
40°

3

AP

Non-centre cut

L-KAR3)

L- Long series

iR d2

Straight shank d2

JEATMHRC < 487055892 R BEHIN0 L
Suitabal for steels HRC <48, Cast iron with High
Speed Machining (HSM)

D 0 ; RIR)=
(e8) (h6) (£0.03) Non—Coating | Grade Stock
MP-3TA40L-D2 R0.2 2 3 1.9 60 3 10 0.2 2°30" | 3 M
MP-3TA40L-D3 R0.2 3 3 2.8 60 4 14 0.2 - 3 M
MP-3TA40L-D4 R0.2 4 6 3.7 65 5 18 0.2 3° 3 M
MP-3TA40L-D5 R0.2 5 6 4.6 65 6 22 0.2 1°30" | 3 M
MP-3TA40L-D6 R0.3 6 6 5.4 80 7 26 0.3 - 3 M
MP-3TA40L-D8 R0.5 8 8 7.4 85 9 36 0.5 - 3 M
MP-3TA40L-D10 RO.5 10 10 9.4 100 12 45 0.5 - 3 M
MP-3TA40L-D12 R0.5 12 12 11.4 125 15 54 0.5 - 3 M
MP-3TA40L-D16 R1 16 16 15.4 125 18 65 1 - 3 M

TR W
Ordering guide: Coating

®: ENEES

M 30

MP-3TA40L-D8 R0.5-M
MP-3TA40L-D8 R0.5-M
HEAZVIHI T 5 WM755T,  The page M75 for the recommendable cutting date.



N TANHRC <48/ %58k H 78t J] - High Speed Machining (HSM) Mills for steel HRC<48 and cast iron

MP-MTA40M
2 IR LSBT
Multi-fluted Toric nose end mill

(i 20
Helix angle
ESES
No.of cutting edges >/6/8
IR A
Type Non-centre cut
KERZ MARER I
Series of lengths M-standard series
TRERAITY BiR d2
Type of shank Straight shank d2

BAETN. Hit. BRCTE. NET. FEN
. HESRNL

PN

)EEZiZ} e Suitabal for steels,Cast iron,Superalloys,
Application

Titanium alloys, Hardened steels
with High Speed Machining (HSM)

Bl W s 1

4 JZ=Coating

D(e8) | d2(h6) | d3 L1 L2 | L3 | R(+0.03) | Z Nofgffing Grade Stock
MP-MTA40M-D6 R0.2 6 6 5.6 55 9 15 0.2 5 M
MP-MTA40M-D6 R0.5 6 6 5.6 55 9 15 0.5 5 M
MP-MTA40M-D8 R0.2 8 8 7.4 60 12 | 18 0.2 5 M
MP-MTA40M-D8 RO0.5 8 8 7.4 60 12 | 18 0.5 5 M
MP-MTA40M-D10 R0.3 10 10 9.4 70 15 | 25 0.3 6 M
MP-MTA40M-D10 R1 10 10 9.4 70 15 | 25 1.0 6 M
MP-MTA40M-D12 R0.5 12 12 114 @ 80 18 | 30 0.5 6 M
MP-MTA40M-D12 R1 12 12 114 | 80 18 | 30 1.0 6 M
MP-MTA40M-D16 RO0.5 16 16 154 | 90 | 24 | 35 0.5 8 M
MP-MTA40M-D16 R1 16 16 154 | 90 | 24 | 35 1.0 8 M
MP-MTA40M-D20 R0.5 20 20 192 | 100 = 30 | 38 0.5 8 M
MP-MTA40M-D20 R1 20 20 192 | 100 | 30 | 38 1.0 8 M
TR WEMH MP-MTA40M-D16 R0.5-M

Ordering guide: Coating ~ MP-MTA40M-D16 R0.5-M
HEEDIHI T & WWM76 7. The page M76 for the recommendable cutting date.
@ RTEES
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A N TVEER 788 )] High speed Machining (HSM) Mills for Hardened material

R

MH-2TA28M MH-2TA28L

PRI TR SRR AT T

2-fluted Toric nose end mill
(g 250
Helix angle
53
No.of cutting edges
IR puLealli)
Type Centre cut
KERI MIRERS] LKA
Series of lengths M-standard series L- Long series
REBEITY BR d2
Type of shank Straight shank d2

EATN. HEAEENSNSIREHEINIL

BENIDE Suitabal for steels,Cast iron,
Application Hardened steels

with High Speed Machining (HSM)

M RS Dimension S = i

pe R . WE

o ©) | e | B MR g0y © z NonﬁFCfffing
M-t R
M-standard series
MH-2TA28M-D2 RO0.5 2 4 1.9 40 2 6 0.5 6° 2 C
MH-2TA28M-D3 R0.5 3 4 2.8 40 3 9 0.5 2° 30 2 C
MH-2TA28M-D3 R1 3 4 2.8 40 3 9 1 2° 30 2 C
MH-2TA28M-D4 R0.5 4 6 3.7 50 4 10 0.5 4° 30 2 C
MH-2TA28M-D4 R1 4 6 3.7 50 4 10 1 4° 30 2 C
L-K &R
L- Long series
MH-2TA28L-D2 R0.5 2 6 1.9 80 2 35 0,5 3° 30 C
MH-2TA28L-D3 R1 3 6 2.8 80 3 40 1 2° 30 2 C
MH-2TA28L-D4 R1 4 6 3.7 | 80 4 50 1 1°30 | 2 C

7R W2
Ordering guide: Coating

MH-2TA28L-D4 R1-C
MH-2TA28L-D4 R1-C

HEEDIHI A H WWM775L.  The page M77 for the recommendable cutting date.

®: ENEES



N RS AR 3788 7)) High speed Machining (HSM) Mills for Hardened material

MH-4TA20M

a—— 0 3 9 e 57 B )

4-fluted Toric nose end mill

IRhess o
R Helix angle 20
B .
No.of cutting edges
o g- 8| - o IR TP
Type Centre cut
L2 KERI MiR/ERI
= L3 Series of lengths M-standard series
- - REBEITY BfR d2
L1 Type of shank Straight ;Ehank d2 7
\ ~ ERFRENOESRSEHEN T
Bz % e Suitabal for Hardened steels
Application

with High Speed Machining (HSM)

JA% R Dimension

14 )ZCoating

D(e8) | d2(h6) | d3 | L1 | L2 | L3 | R(%0.05) yA Nofffing Grade Stock
MH-4TA20M-D6 R0.6 6 6 56 | 55| 7 | 14 0.6 4 C
MH-4TA20M-DS8 R0.8 8 8 74 | 60 | 10 | 18 0.8 4 C
MH-4TA20M-D10 R1 10 10 94 | 70 | 12 | 25 1 4 C
MH-4TA20M-D12 R1.2 12 12 114 | 80 | 15 | 30 12 4 C
MH-4TA20M-D16 R1.6 16 16 154 | 90 | 18 | 35 1.6 4 C
ZEvNE WEr i MH-4TA20M-D16 R1.6-C

Ordering guide: Coating ~ MH-4TA20M-D16 R1.6-C
HEFEVIHIH 3 WM 78T, The page M78 for the recommendable cutting date.
@ RTNBES
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A N TVEER RS 8E )] High speed Machining (HSM) Mills for Hardened material

o MH-4TA28M
L~ T — LD EERE W

4-fluted Toric nose end mill

R e 250
N I%elix angle
#

D[ 5 %I No.of cutting edges

IR WP
L‘ZJ Type Centre cut
L3 KERZ MAiRERI
- L1 Series of lengths M-standard series
RECEITY BiR d2
Type of shank Straight shank d2
EATW. HFEADRRNEEREEHIIL

ENDE Suitabal for steels, Cast iron,
Application Hardened steels

with High Speed Machining (HSM)

== @ =5 (U B

JA% R~ Dimension

4 ECoating

D(e8) | d2(h6) | d3 | L1 | L2 | L3 | R(£0.10) | Z Nofffing o Stock
MH-4TA28M-D6 R1 6 6 56 | 55 6 | 15 1 4 C
MH-4TA28M-D6 R1.5 6 6 56 | 55 6 | 15 15 4 C
MH-4TA28M-D8 R1 8 8 74 60 8 | 20 1 4 C
MH-4TA28M-D8 R1.5 8 8 74 60 8 | 20 15 4 C
MH-4TA28M-D8 R2 8 8 74 60 8 | 20 2 4 C
MH-4TA28M-D10 R1 10 10 94 | 70 | 8 | 25 1 4 C
MH-4TA28M-D10 R2 10 10 94 70 @ 8 | 25 2 4 C
MH-4TA28M-D10 R2.5 10 10 94 | 70 | 8 | 25 25 4 C
MH-4TA28M-D12 R2 12 12 114 | 80 | 10 | 25 2 4 C
MH-4TA28M-D12 R3 12 12 114 | 80 | 10 | 25 3 4 C
MH-4TA28M-D16 R4 16 16 154 | 90 | 12 | 32 4 4 C
1T R WA MH-4TA28M-D10 R2.5-C

Ordering guide: Coating MH-4TA28M-D10 R2.5-C
HEEDVIHIHE WWM797L. The page M79 for the recommendable cutting date.
®: RTBESR
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N TEAE AR 3788 7)) High speed Machining (HSM) Mills for Hardened material

MH-4TA28L MH-4TA28X

VY 7718 9Kk 748 7]
4-fluted Toric nose end mill
e 250
Helix angle
53
No.of cutting edges
IR sl
Type Centre cut
KERI LKA X-NERI
Series of lengths L- Long series X- Extra long series
REEITY BiR d2
Type of shank Straight shank d2
EATW. HEADRRNEEREHI0L
ENIDE Suitabal for steels, Cast iron,
Application Hardened steels

with High Speed Machining (HSM)

Bl

¥4 JZCoating

M ]~} Dimension

D(e8) | d2(h6) | d3 | L1 | L2 | L3 | R(*0.1) | a° |7 Nofgffmg R
L-K &R
L- Long series 4 C
MH-4TA28L-D6 R1.5 6 8 56 | 100 6 | 55 15 1°30 | 4 C
MH-4TA28L-D8 R2 8 10 74 | 100 | 8 | 60 2 1°30' | 4 C
MH-4TA28L-D10 R2.5 10 12 94 | 125 | 8 | 60 2.5 1°30° | 4 C
MH-4TA28L-D12 R3 12 16 114 | 125 | 10 | 70 3.0 2° 4 C
X-NIKARI
X- Extra long series
MH-4TA28X-D6 R1.5 6 10 56 | 125 6 | 60 1.5 2° 4 C
MH-4TA28X-D8 R2 8 12 74 | 150 @ 8 | 65 2 2° 4 C
MH-4TA28X-D10 R2.5 10 12 94 | 150 | 8 | 80 2.5 1° 4 C
MH-4TA28X-D12 R3 12 16 114 | 175 | 10 | 100 3 1°30" | 4 C
MH-4TA28X-D16 R4 16 20 154 | 200 | 12 | 100 4 1°30' | 4 C
TR 1P WEMN MH-4TA28L-D10 R2.5-C

Ordering guide: Coating MH-4TA28L-D10 R2.5-C
HEEDIHI & IWM7971.  The page M79 for the recommendable cutting date.
®: RTEES



A N TVEERA RS2 8E )] High speed Machining (HSM) Mills for Hardened material

AR5 Dimension

MH-MTA45M
% )0 36 7)
Multi-fluted Toric nose end mill
i) 450
I%elix angle
#
No.of cutting edges S/6/8
IR AI P
Type Non-centre cut
KERZ MimAEAR I
Series of lengths M-standard series
ABRALTC Bif a2
Type of shank \Straight\ shank d2+\
e BT RS RN T

Suitabal for Hardened steels

Application with High Speed Machining (HSM)

W J=Coating

D(e8) | d2(h6) | d3 | L1 |12 | L3 | R(£0.03) | Z Nofc"ffmg o sl
MH-MTA45M-D6 R0.2 6 6 56 | 55 6 | 12 0.2 5 C
MH-MTA45M-D8 R0.2 8 8 74 | 60 @ 8 | 16 0.2 5 C
MH-MTA45M-D10 R0.3 10 10 94 | 70 | 10 | 20 0.3 6 C
MH-MTA45M-D12 R0.5 12 12 114 | 8 | 12| 24 0.5 6 C
MH-MTA45M-D16 R0.5 16 16 154 | 90 | 16 | 30 0.5 8 C
MH-MTA45M-D20 RO.5 20 20 192 | 100 | 20 | 35 0.5 8 C
VN F WEM T MH-MTA45M-D10 R0.3-C

Ordering guide: Coating MH-MTA45M-D10 R0.3-C
HELDIE & WWMS0 L. The page MSO for the recommendable cutting date.

@ RTEES
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N T AE AR 3788 7). High speed Machining (HSM) Mills for Hardened material

MH-2BA18S, MH-2BA18M

P BRRAT AR T

2-fluted Ball nose end mill
e g
Helix angle
ESE:3
No.of cutting edges
A7 WP
Type Centre cut
KERI SRR MER S
Series of lengths S- Short series M-standard series
BTN EiR d2
Type of shank Straight shank gg@'{]ﬂﬁ']“‘ﬁ%ﬁﬁuml
. ~ ST HEHAF IS
&R % = Suitabal for Cast iron,Hardenedsteels
Application

with High Speed Machining (HSM)

__JLE

¥ /ZCoating

v = =,
D(e8) | d2(h6) | d3 | L1 | L2 | L3 | a°® R(%0.01) | Z Nofc’ffing Gﬁfaje S’iﬁ
S-A3 A7
S- Short series 2 C
MH-2BA18S-D2 2 4 1.9 40 2 4 6° 30' 1.00 2 C
MH-2BA18S-D3 3 4 2.9 40 3 6 3° 30" 1.50 2 C
MH-2BA18S-D4 4 4 - 40 4 - - 2.00 2 C
MH-2BA18S-D5 5 6 4.6 50 5 10 2° 2.50 2 C
MH-2BA18S-D6 6 6 - 50 6 - - 3.00 2 C
MH-2BA18S-D8 8 8 - 65 8 - - 4.00 2 C
MH-2BA18S-D10 10 10 - 65 10 - - 5.00 2 C
M-tR/EZRD
M-standard series
MH-2BA18M-D2 2 3 1.9 50 2 10 4° 1.00 2 C
MH-2BA18M-D2.5 2.5 6 2.4 60 2.5 5 7° 30' 1.25 2 C
MH-2BA18M-D3 3 6 2.8 60 3 6 5° 30" 1.50 2 C
MH-2BA18M-D3.5 35 6 32 65 3.5 7 4° 1.75 2 C
MH-2BA18M-D4 4 6 3.7 65 4 8 3° 30 2.00 2 C
MH-2BA18M-D5 5 6 4.6 65 5 10 2° 2.50 2 C
MH-2BA18M-D6 6 8 5.6 75 6 12 3° 3.00 2 C
MH-2BA18M-D8 8 8 - 75 8 - - 4.00 2 C
MH-2BA18M-D10 10 10 - 80 10 - - 5.00 2 C
MH-2BA18M-D12 12 12 - 90 12 - - 6.00 2 C
MH-2BA18M-D16 16 16 - 100 16 - - 8.00 2 C
I Rt WEF T MH-2BA18M-D4-C

Ordering guide: Coating MH-2BA18M-D4-C
HEAZV)HI T 5 WM817T, The page M8 for the recommendable cutting date.
®: RINEER



I N TVEERA LS8 )] High speed Machining (HSM) Mills for Hardened material

T MH-2BA18L
— —-93‘- VN i Y
: . PHIIER SR AL BE T
- g } 2-fluted Ball nose end mill
= e Helix angle
O 5
L3 No.of cutting edges
L T A7 ol
Type Centre cut
R KERI L-KAR5
] Series of lengths L- Long series
o @ 2! | = TR 5 @2
i e R A AR R T
. \ A a S Vo NS
L3 L1 %—@ % = Suitabal for Cast iron,Hardenedsteels
pplication

with High Speed Machining (HSM)

o (@] = U o

JHA% R~ Dimension

¥ ZCoating

D(e8) | d2(h6) | d3 | L1 | L2 | L3 | a° R(£0.01) | Z Nofgffing Orade Stock
MH-2BA18L-D2 2 6 19 | 80 | 2 | 4 8° 1.00 2 C
MH-2BA18L-D3 3 6 28 | 8 | 3 5° 30" 1.50 2 C
MH-2BA18L-D4 4 6 37 | 8 | 4 | 8 | 3°30 2.00 2 C
MH-2BA18L-D5 5 6 46 | 100 | 5 |10 | 2° 2.50 2 C
MH-2BA18L-D6 6 8 56 | 100 | 6 | 12 | 3° 3.00 2 C
MH-2BA18L-D8 8 8 - 1o | 8 | - - 4.00 2 C
MH-2BA18L-D10 10 10 - | 125 | 10 - = 5.00 2 C
MH-2BA18L-D12 12 12 - 125 12| - - 6.00 2 C
MH-2BA18L-D16 16 16 - | 150 | 16 | - = 8.00 2 C
VI Bty : WEFM MH-2BAISL-D10-C

Ordering guide: Coating MH-2BA18L-D10-C
HEFE VI H 5 WMS817L . The page M81 for the recommendable cutting date.
®: RTBESR
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N TAER R 3288 7] High speed Machining (HSM) Mills for Hardened material

MH-4BA18M
ﬁ : a IPAEES A WA
4-fluted Ball nose end mill
e g
Helix angle
R L
No.of cutting edges
) o IR el
© Type Centre cut
KERZ MARER I
L2 Series of lengths M-standard series
L1 e UiCEa B d2
Type of shank Straight shank d2
\ ~ BT HEHADFE N SR YHI0 L
&R % = Suitabal for Ca/s-:iron,HaLEd"enedsteels
Application

with High Speed Machining (HSM)

B}

% J=Coating

WA 5 Dimension

N —1 =]
D(e8) | d2(h6) | L1 | L2 | R(%0.01) 7 NoniFC{f])%a):'King Gﬁfaje s%fk
MH-4BA18M-D6 6 6 80 6 3.00 4 c
MH-4BA18M-D8 8 8 85 8 4.00 4 C
MH-4BA18M-D10 10 10 100 | 10 5.00 4 C
MH-4BA18M-D12 12 12 100 | 12 6.00 4 C
It W2 i MH-4BA18M-D10-C

Ordering guide: Coating MH-4BA18M-D10-C
W DI A 2 LM82TT . The page M82 for the recommendable cutting date.
®: RTNEER
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E I AR mil &4 M8k )] High speed Machining (HSM) Mills for Stainless steel and superalloys

W MM-3TA40M

= JNAICRAL T
1 3-fluted Toric nose end mill
T | ! Nl URIEF 20°
B - - e Helix angle
SE
No.of cutting edges
L I REBI
' Type Non-centre cut
R KEARI MARAER D
oy Series of lengths M-standard series
RERELT Bk d2
fa) % % %[ Type of shank §traight shank d2 -
ERFAEN. BReBENSRGE. 8
TRBRGEAIN T
L2 BNIES Suitabal for stainlesssteels,
L3 - Application Non-ferrous materials
L1 - Superalloys, Titanium alloys.

with High Speed Machining (HSM)

Al =R ™ (N] s

kS R ~FDimension 4 JZCoating

N = (=)
D(e8) | d2(h6) | d3 | LI | L2 | L3 | R(£0.01) | a° 7 Nofc{iﬁfing Gﬁi‘je s%fk
MM-3TA40M-D2 R0.2 2 3 19 | 40 | 3 | 6 0.2 4° 3 N
MM-3TA40M-D2.5R0.2 | 2.5 3 24 | 40 | 4 | 6 0.2 2° 3 N
MM-3TA40M-D3 RO.1 3 3 28 | 40 4 | 7 0.1 - 3 N
MM-3TA40M-D3 R0.2 3 3 28 | 40 | 4 | 7 0.2 - 3 N
MM-3TA40M-D3.5R0.2 | 3.5 6 32 050 | 5|9 0.2 6° 3 N
MM-3TA40M-D4 R0.2 4 6 37 150 | 5|9 0.2 5° 3 N
MM-3TA40M-D4 R0.3 4 6 37 | 50 5 9 0.3 5° 3 N
MM-3TA40M-D4 R0.5 4 6 37 150 | 5|9 0.5 5° 3 N
MM-3TA40M-D5 R0.2 5 6 46 | 50 | 6 | 11 0.2 2°30 | 3 N
MM-3TA40M-D6 R0.2 6 6 56 | 60 | 7 | 14 0.2 - 3 N
MM-3TA40M-D6 R0.3 6 6 56 | 60 7 | 14 0.3 - 3 N
MM-3TA40M-D6 R0.5 6 6 56 | 60 | 7 | 14 0.5 - 3 N
MM-3TA40M-D8 R0.2 8 8 74 | 60 9 | 18 0.2 - 3 N
MM-3TA40M-D8 R0.5 8 8 74 | 60 | 9 | 18 0.5 - 3 N
MM-3TA40M-D10 R0.2 10 10 94 | 70 | 12 | 25 0.2 - 3 N
MM-3TA40M-D10 RO.5 10 10 94 | 70 | 12 | 25 0.5 - 3 N
MM-3TA40M-D10 R1 10 10 94 | 70 12 | 25 1 - 3 N
MM-3TA40M-D12 R0.5 12 12 11.4 | 80 | 15 | 30 0.5 - 3 N
MM-3TA40M-D12 R1 12 12 11.4 | 80 | 15 | 30 1 - 3 N
MM-3TA40M-D12 R1.5 12 12 114 | 80 | 15 | 30 1.5 - 3 N
MM-3TA40M-D16 R1 16 16 154 | 90 | 18 | 38 1 = 3 N
MM-3TA40M-D20 R1 20 20 192 | 100 | 22 | 40 1 - 3 N
1T B Rl : WEF i MM-3TA40M-D10 R0.5-N

Ordering guide: Coating ~ MM-3TA40M-D10 R0.5-N
HEEDIH 5 WWM83 L. The page M83 for the recommendable cutting date.
@ XTEES
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E I AR mil &4 M8k )] High speed Machining (HSM) Mills for Stainless steel and superalloys

W MM-3TA40L

R : = JJE SRR )
v —} 3-fluted Toric nose end mill
DL T HE 1 N] (i A0
° Heiix angle
L2 el : 3
No.of cutting edges
L3 L ALz R DIl
Type Non-centre cut
R KERD] LK A3
— Series of lengths L- Long series
1 AANAL, B 2
a %- |- — o Type of shank Straight shank d2 _
ERTAGN. BeEBENSRGE. KET
BEReEHIN0 T
L2 ENIDES Suitabal for stainlesssteels,
L3 Application Non-ferrous materials
L1 Superalloys, Titanium alloys.

with High Speed Machining (HSM)

o] (R =y (L m [N s]

% )ZCoating

3 L k2 L3 0[? op | ¢ 7Z Nonjfcf?fa%ing
MM-3TA40L-D2 R0.2 2 3 19 | 60 | 3 | 10 0.2 2°30' | 3 N
MM-3TA40L-D3 R0.2 3 3 28 | 60 | 4 | 14 0.2 - 3 N
MM-3TA40L-D4 R0.2 4 6 37 | 65 | 5 | 18 0.2 3° 3 N
MM-3TA40L-D5 R0.2 5 6 46 | 65 6 | 22 0.2 1°30 | 3 N
MM-3TA40L-D6 R0.3 6 6 56 | 80 | 7 | 26 0.3 = 3 N
MM-3TA40L-D8 R0.5 8 8 74 | 8 | 9 | 36 0.5 - 3 N
MM-3TA40L-D10 RO0.5 10 10 94 | 100 | 12 | 45 0.5 . 3 N
MM-3TA40L-D12 RO.5 12 12 | 114 | 125 | 15 | 54 0.5 - 3 N
MM-3TA40L-D16 R1 16 16 | 154 125 | 18 | 65 1 s 3 N
AN NN WEF S MM-3TA40L-D10 R0.5-N

Ordering guide: Coating MM-3TA40L-D10 RO.5-N
HEFEDDI H & WM83 L. The page M83 for the recommendable cutting date.
®: RTBES
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FE I A/ Fil &4 Mkt )] High speed Machining (HSM) Mills for Stainless steel and superalloys

= - MM-3BA40M

— 3 3-fluted Ball nose end mill
'.[! o IRIe 40°
- - B | = Helix angle
SE
No.of cutting edges
IR susat/i)
N L1 o~ Type Centre cut
KEARS MiRERI
R Series of lengths M-standard series
RBBAIT BiR d2
Type of shank Straight shank d2
GL - -3 — - —r %I ERTAEN. BEaENSRGE. 6%
NERFEHIN0 T
L2 ENIDE Suitabal for stainless steels,
Application Non-ferrous materials
L3 pp
L1 Superalloys, Titanium alloys.

with High Speed Machining (HSM)

ol @ =5 U m [N [s]

14 )7=Coating

N =L [=}
D(e8) | d2(h6) | d3 | L1 | L2 | L3 | «a°® R(40.01) | Z Nonijicffa%ing Gﬁfaje S’szk
MM-3BA40M-D2 2 6 19 | 60 | 3 | 3 | 7°30 1.00 3 N
MM-3BA40M-D2.5 | 25 6 24 | 60 | 4 | 6 7° 1.25 3 N
MM-3BA40M-D3 3 6 28 | 60 | 45 | 65| 5°30 1.50 3 N
MM-3BA40M-D3.5 | 3.5 6 32 | 65| 5 | 7 4° 1.75 3 N
MM-3BA40M-D4 4 6 37165 | 6 | 8 | 3°30 2.00 3 N
MM-3BA40M-D5 5 6 46 | 65 | 75 | 10 | 2° 30 2.50 3 N
MM-3BA40M-D6 6 6 6 | 75 9 | - - 3.00 3 N
MM-3BA40M-D8 8 8 8 | 75 | 12| - - 4.00 3 N
MM-3BA40M-D10 10 10 10 80 | 15 | - - 5.00 3 N
MM-3BA40M-D12 12 12 12 | 90 | 18 | - - 6.00 3 N
MM-3BA40M-D16 16 16 16 | 100 | 24 | - = 8.00 3 N
R WEMH MM-3BA40M-D8-N

Ordering guide: Coating ~ MM-3BA40M-D8-N
HEEDIH 5 ILM84 7L, The page M84 for the recommendable cutting date.
®: RTBESR



EE N CANERH /i A4 A28k 7T High speed Machining (HSM) Mills for Stainless steel and superalloys

MM-2BA30M MM-2BA30L

PR IIERR AL BE T
2-fluted Ball nose end mill
(s 300
Helix angle
53
No.of cutting edges
I puteal/l}
Type Centre cut
KERI MimERY LKA
Series of lengths M-standard series L- Long series
TREPETY EiR d2
Type of shank Straight shank d2
E;ﬂ;g};ﬂ AEW. SRcE. AeTHE
N N ] 1L
%—&1%? Suitabal for steels stainless steels,
pphication Superalloys, Titanium alloys.

with High Speed Machining (HSM)

Bl m s

4 J=Coating

ar R(£0.01) Z Nonifgfa%ing Grade Stock

M-HR/ER

MM-2BA30M-D2 2 6 1.9 | 60 3 4 | 10° 30 1.00 2 N
MM-2BA30M-D2.5 2.5 6 2.4 60 5 8° 1.25 2 N
MM-2BA30M-D3 3 6 28 | 60 | 45 | 6 7° 1.50 2 N
MM-2BA30M-D3.5 3.5 6 32 60 5 7 6° 1.75 2 N
MM-2BA30M-D4 4 6 3.7 | 60 8 5° 2.00 2 N
MM-2BA30M-D5 5 6 4.6 60 | 7.5 | 10 2° 2.50 2 N
MM-2BA30M-D6 6 8 56 | 75 9 12 3° 3.00 2 N
MM-2BA30M-D8 8 8 8 75 12 - - 4.00 2 N
MM-2BA30M-D10 10 10 10 80 15 - - 5.00 2 N
MM-2BA30M-D12 12 12 12 90 18 - - 6.00 2 N
MM-2BA30M-D16 16 16 16 | 100 @ 24 - - 8.00 2 N
L-K&R3

MM-2BA30L-D2 2 6 1.9 80 3 4 | 10° 30 1.00 2 N
MM-2BA30L-D3 3 6 2.8 80 | 45 | 6 7° 1.50 2 N
MM-2BA30L-D4 4 6 3.7 80 6 8 5° 2.00 2 N
MM-2BA30L-D5 5 6 46 100 | 7.5 | 10 2° 2.50 2 N
MM-2BA30L-D6 6 8 5.6 | 100 9 12 3° 3.00 2 N
MM-2BA30L-D8 8 8 8 110 | 12 - - 4.00 2 N
MM-2BA30L-D10 10 10 10 | 125 | 15 - - 5.00 2 N
MM-2BA30L-D12 12 12 12 | 125 @ 18 - - 6.00 2 N
MM-2BA30L-D16 16 16 16 | 150 | 24 - - 8.00 2 N

v E WA MM-2BA30M-D8-N

Ordering guide: Coating MM-2BA30M-D8-N
HEEDIEI 5 M85, The page M85 for the recommendable cutting date.
®: XTBER
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N LA &4 AL )] High speed Machining (HSM) Mills for Aluminum alloy

MN-2EA50M
PY ) HANALEE ]
2-fluted end mills with straight shank
(s 500
Helix angle
S}
No.of cutting edges
I sl
Type Centre cut
KERI Mim AR
Series of lengths M-standard series
TREPETY BiR d2
Type of shank Straight shank d2
§?$§Si§<12%%8§$, FERENERE
N PN L
JERL % = Suitabal for Aluminium alloys with < 12% Si,
Application

Non-ferrous materials
with High Speed Machining (HSM)

)= Coating
] it
Non—Coating Grade Stock
MN-2EA50M-D2 2 6 60 4 2 O
MN-2EA50M-D3 3 6 60 6 2 O
MN-2EA50M-D4 4 6 65 10 2 O
MN-2EA50M-D5 5 6 65 12 2 (@)
MN-2EA50M-D6 6 6 65 20 2 O
MN-2EA50M-D8 8 8 65 20 2 O
MN-2EA50M-D10 10 10 75 25 2 O
MN-2EA50M-D12 12 12 75 25 2 (@)
MN-2EA50M-D16 16 16 90 30 2 O
MN-2EA50M-D20 20 20 100 40 2 O
BRG] R MN-2EA50M-D8

Ordering guide: Non-Coating MN-2EA50M-DS8
HEEDIH 5 WM86 7T, The page M86 for the recommendable cutting date.
®: XTEES
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E N LA A4 L8] High speed Machining (HSM) Mills for Aluminum alloy

MN-2EA25M
EPIRS SR i
2-fluted end mills with straight shank
i -
Helix angle
55 )
No.of cutting edges
TR Aepiy
Type Centre cut
KERT MIR/ERS
Series of lengths M-standard series
Lieicsan BiR a2
Type of shank Straight shank d2
BRETFEsi8<120B6%, FERIRREHINL
BRIFES Suitabal for Aluminium alloys with < 12% Si,
Application Non-ferrous materials

with High Speed Machining (HSM)

¥4 JZCoating

D(e8) dz (h6) L1 L2 z Non;iiclift;ing Grade Stock
MN-2EA25M-D2 2 3 40 3 2 (@)
MN-2EA25M-D3 3 3 40 5 2 O
MN-2EA25M-D4 4 4 50 6 2 O
MN-2EA25M-D5 5 6 50 8 2 O
MN-2EA25M-D6 6 6 65 18 2 O
MN-2EA25M-D8 8 8 70 18 2 O
MN-2EA25M-D10 10 10 80 22 2 O
MN-2EA25M-D12 12 12 90 22 2 (@)
MN-2EA25M-D16 16 16 90 25 2 O
MN-2EA25M-D20 20 20 100 35 2 O
VI L7y : RIRIZT" b MN-2EA25M-D8

Ordering guide: Non-Coating MN-2EA25M-D8
HELEDIHI M 5 WLM86TT . The page M86 for the recommendable cutting date.
®: XTBESF



N LA &4 ALt J] High speed Machining (HSM) Mills for Aluminum alloy

B ——

dz2

d2

B R ~FDimension

MN-2TA30M
PRI JT RS K AT T
2-fluted Toric nose end mill
(g 300
Helix angle
ESE3d
No.of cutting edges
IR puLeal]i)
Type Centre cut
KERI MiR/ERI
Series of lengths M-standard series
BV BiR d2
Type of shank Straight shank d2
ETF’Z\SE <2886, FREONESRY
. ~ 1T
&R % = Suitabal for Aluminium alloys with < 12% Si,
Application

Non-ferrous materials
with High Speed Machining (HSM)

4 J=Coating

D(e8) | d2(h6) | d3 | L1 | L2 | L3 | R(£0.03) a’ 7 Nofffing Crade Stock
MN-2TA30M-D2 R0.2 2 3 1.8 40 3 | 8 0.2 3° 2 O
MN-2TA30M-D3 R0.2 3 3 27 40 | 4 | 12 0.2 - 2 (@)
MN-2TA30M-D4 R0.2 4 6 36 | 50 5 |16 0.2 3°15 | 2 O
MN-2TA30M-D4 R0.3 4 6 36 | 50 5 |16 0.3 3°15 | 2 @)
MN-2TA30M-D5 R1 5 6 45 50 | 6 | 18 1 2° 2 (@)
MN-2TA30M-D6 R0.3 6 6 5465 8 |20 0.3 - 2 @)
MN-2TA30M-D6 R0.5 6 6 54 65 8 | 20 0.5 = 2 (@)
MN-2TA30M-D6 R1 6 6 54 65 8 |20 1 - 2 (@)
MN-2TA30M-D8 R0.3 8 8 72 | 75 10 | 30 0.3 = 2 (@)
MN-2TA30M-D8 R0.6 8 8 72| 75 | 10 | 30 0.6 - 2 (@)
MN-2TA30M-DS8 R1 8 8 72 | 75 | 10 | 30 1 = 2 (@)
MN-2TA30M-D10 RO0.3 10 10 9 | 80 | 12 | 36 0.3 - 2 O
MN-2TA30M-D10 RO.8 10 10 9 | 80 | 12 | 36 0.8 = 2 O
MN-2TA30M-D10 R1.5 10 10 9 | 80 | 12 | 36 1.5 - 2 O
MN-2TA30M-D10 R2 10 10 9 | 80 | 12 | 36 2 = 2 O
MN-2TA30M-D10 R2.5 10 10 9 | 80 | 12 | 36 25 - 2 O
MN-2TA30M-D10 R3 10 10 9 | 80 | 12 | 36 3 s 2 O
MN-2TA30M-D12 RO0.3 12 12 11 | 90 | 14 | 40 0.3 - 2 @)
MN-2TA30M-D12 R0.5 12 12 11 | 90 | 14 | 40 0.5 = 2 O
MN-2TA30M-D12 R1 12 12 11 | 90 | 14 | 40 1 - 2 O
MN-2TA30M-D12 R1.5 12 12 11 | 90 | 14 | 40 1.5 = 2 O
MN-2TA30M-D12 R2 12 12 11 | 90 | 14 | 40 2 - 2 @)
MN-2TA30M-D12 R2.5 12 12 11 | 90 | 14 | 40 25 = 2 O
MN-2TA30M-D12 R3 12 12 11 | 90 | 14 | 40 3 - 2 @)
Pl Bt KR MN-2TA30M-D12 R3

Ordering guide: Non-Coating
HEF VI 2 WM87TT . The page M87 for the recommendable cutting date.

®: EnEES
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EE N LA A4 A8 J) High speed Machining (HSM) Mills for Aluminum alloy

MN-2TA30M
— o
| 2-fluted Toric nose end mill
: [z 0
Helix angle
R ESES
No.of cutting edges
R IR LS
a Q o Type Centre cut
© KERZ MHR/ER
Series of lengths M-standard series
L TRERAITY B d2
L3 Type of shank Straight shank d2
L1 ﬁ?}/Z\SiE < 12898865, IFTEOZIRY:
\ ~ T
Eﬁ_‘ii/f) . Suitabal for Aluminium alloys with < 12% Si,
Application

Non-ferrous materials
with High Speed Machining (HSM)

B N ~FDimension ¥4 )ZCoating

R(£0.03) | a~ Y/ Nofc{ffing
MN-2TA30M-D16 R0.5 16 16 145 | 100 | 18 | 45 0.5 = 2 O
MN-2TA30M-D16 R1.3 16 16 145 | 100 | 18 | 45 1.3 - 2 O
MN-2TA30M-D16 R2 16 16 145 | 100 | 18 | 45 2 = 2 O
MN-2TA30M-D16 R2.5 16 16 145 | 100 | 18 | 45 25 - 2 @)
MN-2TA30M-D16 R3 16 16 145 | 100 | 18 | 45 3 = 2 O
MN-2TA30M-D16 R4 16 16 145 | 100 | 18 | 45 4 - 2 @)
MN-2TA30M-D20 R1.6 20 20 18 | 100 @ 24 | 45 1.6 = 2 O
MN-2TA30M-D20 R2 20 20 18 | 100 | 24 | 45 2 - 2 O
MN-2TA30M-D20 R2.5 20 20 18 | 100 | 24 | 45 2.5 s 2 O
MN-2TA30M-D20 R3 20 20 18 | 100 | 24 | 45 3 - 2 @)
MN-2TA30M-D20 R4 20 20 18 | 100 @ 24 | 45 4 = 2 O
MN-2TA30M-D20 R5 20 20 18 | 100 | 24 | 45 5 - 2 O
MN-2TA30M-D20 R6 20 20 18 | 100 | 24 | 45 6 = 2 O
MN-2TA30M-D25 R2.5 25 25 23 | 110 | 30 | 45 25 - 2 @)
MN-2TA30M-D25 R3 25 25 23 | 110 | 30 | 45 3 = 2 O
MN-2TA30M-D25 R4 25 25 23 | 110 | 30 | 45 4 - 2 @)
MN-2TA30M-D25 R5 25 25 23 | 110 | 30 | 45 5 = 2 O
MN-2TA30M-D25 R6 25 25 23 | 110 | 30 | 45 6 - 2 @)
MN-2TA30M-D25 R8 25 25 23 | 110 | 30 | 45 8 = 2 O
RGN E KEZr=i MN-2TA30M-D25 R8

Ordering guide: Non-Coating ~ MN-2TA30M-D25 RS
HEXEDDHI H 7 WM87TL. The page M87 for the recommendable cutting date.
®: RTBESR



SN LA &4 AL J] High speed Machining (HSM) Mills for Aluminum alloy

B —

d2

MN-2TA30L
ER21E ISR Al
2-fluted Toric nose end mill
(s 300
Helix angle
ESE:3d
No.of cutting edges
IR el
Type Centre cut
KERI L-KAR3)
Series of lengths L- Long series
TREBALTY BiR d2
Type of shank Straight shank d2
iﬁﬁJ;ﬁ?@SiEd%@]%@%, FEENSRE
. ~ 1oL
&R % e Suitabal for Aluminium alloys with < 12% Si,
Application

Non-ferrous materials
with High Speed Machining (HSM)

W JZ=Coating

R(£0.03) Z Nonﬁffa%ing Grade Stock
MN-2TA30L-D8 R0.2 8 8 7.2 100 6 40 0.2 2 O
MN-2TA30L-D10 R0O.5 10 10 9 100 8 50 0.5 2 O
MN-2TA30L-D10 R2.5 10 10 9 100 8 50 2.5 2 O
MN-2TA30L-D10 R3 10 10 9 100 8 50 3 2 O
MN-2TA30L-D12 RO.5 12 12 11 125 10 | 70 0.5 2 O
MN-2TA30L-D12 R1 12 12 11 125 | 10 | 70 1 2 O
MN-2TA30L-D12 R1.5 12 12 11 125 | 10 = 70 1.5 2 O
MN-2TA30L-D12 R2 12 12 11 125 10 70 2 2 O
MN-2TA30L-D12 R2.5 12 12 11 125 | 10 | 70 2.5 2 O
MN-2TA30L-D12 R3 12 12 11 125 | 10 | 70 3 2 O
MN-2TA30L-D16 R0.5 16 16 145 | 150 | 13 80 0.5 2 O
MN-2TA30L-D16 R1 16 16 14.5 | 150 | 13 80 1 2 O
MN-2TA30L-D16 R2 16 16 14.5 | 150 | 13 80 2 2 O
MN-2TA30L-D16 R2.5 16 16 145 | 150 | 13 80 2.5 2 O
MN-2TA30L-D16 R3 16 16 145 | 150 | 13 80 3 2 O
MN-2TA30L-D16 R4 16 16 14.5 | 150 | 13 80 4 2 O
MN-2TA30L-D20 R0.5 20 20 18 175 | 16 | 100 0.5 2 O
MN-2TA30L-D20 R2 20 20 18 175 | 16 | 100 2 2 O
MN-2TA30L-D20 R2.5 20 20 18 175 | 16 | 100 2.5 2 O
MN-2TA30L-D20 R3 20 20 18 175 | 16 | 100 3 2 O
MN-2TA30L-D20 R4 20 20 18 175 | 16 | 100 4 2 O
MN-2TA30L-D20 R5 20 20 18 175 | 16 | 100 5 2 O
MN-2TA30L-D20 R6 20 20 18 175 | 16 | 100 6 2 O
W BRI R¥RJZ= MN-2TA30L-D20 R6

Ordering guide: Non-Coating ~ MN-2TA30L-D20 R6

HEEDIH 5 IWM87TT.  The page M87 for the recommendable cutting date.

®: ENEES
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EE N LA A4 A8 J) High speed Machining (HSM) Mills for Aluminum alloy

l—
—= MN-2BA50M
P e —————
R 1 PR IR AR ]
i S ! 2-fluted Ball nose end mill
o g ¢ g (s s
Helix angle
L2 ESE:3d
- LB No.of cutting edges
L Al gepi
= Type Centre cut
] KERI MARER I
a @ %I [I £ Series of lengths M-standard series
© TREPEUTY BiR d2
L2 J Type of shank §traight shank d2 .
n L3 E e EMTIEa%, FaRNRRRET
L1 e Suitabal for Si-Alalloy, Non-ferrous materials
Application

with High Speed Machining (HSM)

FiAg K ~FDimension

¥ JZCoating

D(e8) | d2(h6) d3 L1 L2 L3 a°® | R(£0.01) | Z Nofcyffmg (rade Stock
MN-2BAS50M-D2 2 3 1.5 | 40 @ 178 10 3° 1.00 2 @)
MN-2BA50M-D3 3 3 27 | 40 | 25 12 - 1.50 2 O
MN-2BA50M-D4 4 6 36 | 50 | 35 21 3° 2.00 2 (@)
MN-2BA50M-D5 5 6 46 | 50 | 45 | 225 | 2° 2.50 2 O
MN-2BA50M-D6 6 6 54 | 55 5.5 25 - 3.00 2 (@)
MN-2BA50M-D8 8 8 72 | 65 7 30 - 4.00 2 (@)
MN-2BA50M-D10 10 10 9 75 8.5 35 - 5.00 2 (@)
MN-2BA50M-D12 12 12 11 75 | 105 | 40 - 6.00 2 O
MN-2BA50M-D16 16 16 145 | 90 14 50 - 8.00 2 O
MN-2BA50M-D20 20 20 18 | 100 | 17 50 - 10.00 2 O
1T B Rl : KBJZ7 M MN-2BA50M-D12

Ordering guide: Non-Coating ~ MN-2BA50M-D12
HEEDIH 5 ILM88TL . The page M88 for the recommendable cutting date.
@ XTEES
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U TH 7488 )]  Roughing end mills

MP-4WB30M
Wipn., iy, . ﬁﬁﬁmﬁ”%m_‘i%’fﬂ

Corrugated edgs end mills with weldon

=) o
Helix angle 30
ESE:3
0o % I:‘Iuo.of cutting edges \
Im/JETN Tapiy
Type Centre cut
L2 J KERT MiRER
L1 Series of lengths M-standard series
. REPEITY BiR d2
Type of shank Straight shank d2
BRIG AT, HHEVEEIRINL
Application Suitabal for roughing steels, Cast iron,

G A% R ~FDimension % /ZCoating
=

D(h12) dz2 (h6) L1 L2 z Non%fa%ing Grade Stock
MP-4WB30M-D10 10 10 75 25 4 M
MP-4WB30M-D12 12 12 80 25 4 M
MP-4WB30M-D16 16 16 90 30 4 M
MP-4WB30M-D20 20 20 100 35 4 M
AN NN WE i MP-4EB30M-D12-M

Ordering guide: Coating MP-4EB30M-D12-M
HEFEDDI H 5 WM88TL. The page M88 for the recommendable cutting date.
®: RTBESR
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LS8 7] Economical end mills

L2
L1
T
g
!
L2
L1

ME-2EA30M
[ERANER A7 WA
2-fluted end mills with straight shank
(e 0
Helix angle
ESE:T
No.of cutting edges
VA5 Tepi
Type Centre cut
KERY M-1R/E RS
Series of lengths M-standard series
ik BiR d2
Type of shank Straight shank d2

J‘éﬂi THRC<40HJEN., AEHFW. Hek. BT
FRE: HFH. E0TR
Coating: Steels, stainless steels,Castiron,

Non-ferrous materials.
Non-Coating : Castiron,Non-ferrous materials.

Uiy R

W /ZCoating

BRHE
Application

D(e8) d2 (h6) L1 L2 7 Nofgffmg
ME-2EA30M-D1.5 1.5 3 40 6 2 (@) B o
ME-2EA30M-D2 2 3 40 9 2 @) B o
ME-2EA30M-D2.5 2.5 3 40 9 2 O B o
ME-2EA30M-D3 3 3 40 12 2 @) B o
ME-2EA30M-D3.5 3.5 4 50 12 2 (@) B ®
ME-2EA30M-D4 4 4 50 14 2 O B )
ME-2EA30M-D4.5 45 6 60 14 2 O B o
ME-2EA30M-D5 5 6 65 20 2 @) B ®
ME-2EA30M-D5.5 5.5 6 65 20 2 O B o
ME-2EA30M-D6 6 6 65 20 2 O B o
ME-2EA30M-D6.5 6.5 8 70 20 2 O B o
ME-2EA30M-D7 7 8 70 20 2 O B ®
ME-2EA30M-D7.5 7.5 8 70 20 2 O B o
ME-2EA30M-D8 8 8 70 20 2 @) B o
ME-2EA30M-D8.5 8.5 10 80 20 2 O B o
ME-2EA30M-D9 9 10 80 20 2 (@) B o
ME-2EA30M-D9.5 9.5 10 80 25 2 (@) B o
ME-2EA30M-D10 10 10 80 25 2 @) B o
ME-2EA30M-D11 11 12 90 25 2 (@) B ®
ME-2EA30M-D12 12 12 90 25 2 @) B o
ME-2EA30M-D13 13 14 100 30 2 O B o
ME-2EA30M-D14 14 14 90 30 2 @) B ®
ME-2EA30M-D15 15 16 100 30 2 (@) B o
ME-2EA30M-D16 16 16 90 30 2 O B o
ME-2EA30M-D18 18 18 90 30 2 O B ®
ME-2EA30M-D20 20 20 100 35 2 O B o
ME-2EA30M-D22 22 20 100 35 2 O B o
ME-2EA30M-D25 25 25 125 40 2 @) B o
TR B2 ME-2EA30M-D5-B RARIETE b ME-2EA30M-D5

Ordering guide: Coating

ME-2EA30M-D5-B

Ordering guide: Non-Coating ME-2EA30M-D5

HEEDIH 5 WLMS89 L. The page M89 for the recommendable cutting date.
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LB MISTHET] Economical end mills

ME-2EA30L
~———— b )
2-fluted end mills with straight shank
(ds 300
i Helix angle
. —
1 No.of cutting edges
L2 DA 7 TP
L1 J Type Centre cut
KERY LR
Series of lengths L- Long series
e FiChay BfR d2
DT@ [I %I Type of shank Straight shank d2
; ;i;)ﬂ %HRCég%gégﬁm‘ ek, BRERE
L2 N N VA=t SER ES}
L1 ‘ B BZ% = Coating: Steels, stainless steels,Castiron,
! Application

Non-ferrous materials.
Non-Coating : Castiron,Non-ferrous materials.

B v N

% JZCoating

A N5 Dimension

D(e8) dz(h6) L1 L2 Z Nonifcffa%ing Grade Stock

ME-2EA30L-D3 3 3 60 30 2 O B
ME-2EA30L-D4 4 4 60 30 2 (@) B
ME-2EA30L-D5 5 5 70 35 2 O B
ME-2EA30L-D6 6 6 100 40 2 O B
ME-2EA30L-D8 8 8 100 40 2 O B
ME-2EA30L-D10 10 10 100 40 2 O B
ME-2EA30L-D12 12 12 100 45 2 O B
ME-2EA30L-D14 14 14 100 45 2 (@) B
ME-2EA30L-D16 16 16 100 45 2 O B
ME-2EA30L-D18 18 18 125 50 2 (@) B
ME-2EA30L-D20 20 20 125 55 2 (@) B

ITEORB:  RIEF ME-2EA30L-D3-B

RIRZT ME-2EA30L-D3
Ordering guide: Coating ME-2EA30L-D3-B

Ordering guide: Non-Coating ME-2EA30L-D3
HEEDIH 5 ILM89 L. The page M89 for the recommendable cutting date.
®: RTBESR
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LS8 7] Economical end mills

ME-3EA40S
- = JIHEMWALBET)
)“g 3-fluted end mills with straight shank
(s 400
Helix angle
N &
e 1T T _"[ No.of cutting edges
IR el
L2 Type Centre cut
= - KERI S-Fa A3
Series of lengths S- Short series
R BiR d2
o R — Type of shank Straight shank d2
* THTHRCS A0, NEW. HHK. SRERE
. ~ KAB: HY%. G0LBE
L2 J u %—@% = Coating: Steels, stainless steels,Castiron,
- pplication

Non-ferrous materials.
Non-Coating : Castiron,Non-ferrous materials.

B v (N

4 J=Coating

M5 Dimension

ERZIA
D(h10) d2 (h6) L L2 z Non—Coating Grade Stock
ME-3EA40S-D1 1 3 40 2 3 O B
ME-3EA40S-D1.5 1.5 3 40 3 3 O B
ME-3EA40S-D2 2 3 40 4 3 O B
ME-3EA40S-D2.5 2.5 3 40 5 3 O B
ME-3EA40S-D3 3 3 40 5 3 O B
ME-3EA40S-D3.5 3.5 4 50 6 3 O B
ME-3EA40S-D4 4 4 50 6 3 O B
ME-3EA40S-D4.5 4.5 6 50 7 3 O B
ME-3EA40S-D5 5 6 50 7 3 O B
ME-3EA40S-D6 6 50 8 3 (@) B
ME-3EA40S-D8 8 8 50 10 3 O B
ME-3EA40S-D10 10 10 50 12 3 O B
ME-3EA40S-D12 12 12 65 15 3 O B
ME-3EA40S-D16 16 16 65 20 3 O B
ME-3EA40S-D20 20 20 90 24 3 O B
WHORB:  RIEF= ME-3EA40S-D6-B
RIRE T i ME-3EA40S-D6
Ordering guide: Coating ME-3EA40S-D6-B

Ordering guide: Non-Coating ME-3EA40S-D6
HEEDIH & IWM90TT . The page M90 for the recommendable cutting date.
@ RTEES
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L5 MISTHET] Economical end mills

ME-3EA40M
= JJEMLHE ]
3-fluted end mills with straight shank
(e 200
Helix angle
53
No.of cutting edges
IR sl
Type Centre cut
KERI M-TRAER D
Series of lengths M-standard series
REEITY BiR d2
Type of shank Straight shank d2
EHTIRC<A0MMN., FBN. HY. BRTRE

. ~ KAE: HH. 5BEE
&R .t/%‘:. Coating: Steels, stainless steels,Castiron,
Application

Non-ferrous materials.
Non-Coating : Castiron,Non-ferrous materials.

B v (N

W JECoating

D(h10) dz (h6) L1 L2 Z NonﬁFC{ii)t;ing Grade Stock
ME-3EA40M-D1.5 1.5 3 40 6 3 O B
ME-3EA40M-D2 2 3 40 6 3 O B
ME-3EA40M-D2.5 2.5 3 50 12 3 O B
ME-3EA40M-D3 3 3 50 12 3 O B
ME-3EA40M-D3.5 35 4 50 14 3 O B
ME-3EA40M-D4 4 4 50 14 3 O B
ME-3EA40M-D4.5 4.5 6 50 16 3 O B
ME-3EA40M-D5 5 6 50 16 3 O B
ME-3EA40M-D5.5 5.5 6 65 16 3 O B
ME-3EA40M-D6 6 6 65 20 3 O B
ME-3EA40M-D6.5 6.5 8 65 20 3 O B
ME-3EA40M-D7 7 8 65 20 3 O B
ME-3EA40M-D7.5 7.5 8 65 20 3 O B
ME-3EA40M-D8 8 8 65 20 3 O B
ME-3EA40M-D8.5 8.5 10 75 20 3 O B
ME-3EA40M-D9 9 10 75 20 3 O B
ME-3EA40M-D9.5 9.5 10 75 25 3 O B
ME-3EA40M-D10 10 10 75 25 3 O B
ME-3EA40M-D11 11 12 75 25 3 O B
ME-3EA40M-D12 12 12 75 25 3 O B
ME-3EA40M-D14 14 14 90 30 3 O B
ME-3EA40M-D15 15 16 90 30 3 O B
ME-3EA40M-D16 16 16 90 30 3 O B
ME-3EA40M-D18 18 18 90 35 3 O B
ME-3EA40M-D20 20 20 100 40 3 O B
ME-3EA40M-D25 25 25 125 40 3 O B
Wkl BEFM ME-3EA40M-D16-B
RIS ME-3EA40M-D16
Ordering guide: Coating ME-3EA40M-D16-B

Ordering guide: Non-Coating ME-3EA40M-D16
HE DI A 2 IWM90TT . The page M90 for the recommendable cutting date.
®: XTBER
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LS8 7] Economical end mills

ME-3EA30M, ME-3EA30L

_ = JJHWEET]
e 3-fluted end mills with straight shank

(g 300
Helix angle
S5
o — = = —] -%[ No.of cutting edges
IR/ puLeal]i)
L2 Type Centre cut
L1 . KERZ MIR/ERI] LRI
Series of lengths M-standard series L- Long series
REEITN BfR d2
_ e Type of shank Straight shank d2
e = WEHITHRC<40IIM ., NFEW. Hek. BRIEER
. N "B Y. GRLBE
L2 J E‘—E\L—l% = Coating: Steels, stainless steels,Castiron,
L - pplication Non-ferrous materials.

Non-Coating : Castiron,Non-ferrous materials.

B v (N

¥ ZCoating

i R~} Dimension

D(h10) dz2 (h6) L1 L2 z Noriefa%ing Grade Stock
M-t RS
Mb-standard series
ME-3EA30M-D1.5 1.5 3 40 6 3 O B
ME-3EA30M-D2 2 3 40 9 3 O B
ME-3EA30M-D2.5 2.5 3 50 12 3 O B
ME-3EA30M-D3 3 3 50 12 3 O B
ME-3EA30M-D3.5 35 4 50 12 3 O B
ME-3EA30M-D4 4 4 50 14 3 O B
ME-3EA30M-D4.5 4.5 6 60 14 3 O B
ME-3EA30M-D5 5 6 65 20 3 O B
ME-3EA30M-D5.5 5.5 6 65 20 3 O B
ME-3EA30M-D6 6 6 65 20 3 (@) B
ME-3EA30M-D6.5 6.5 8 65 20 3 O B
ME-3EA30M-D7 7 8 65 20 3 O B
ME-3EA30M-D7.5 7.5 8 65 20 3 O B
ME-3EA30M-D8 8 8 65 20 3 O B
ME-3EA30M-D8.5 8.5 10 75 20 3 O B
ME-3EA30M-D9 9 10 75 20 3 O B
ME-3EA30M-D9.5 9.5 10 75 25 3 O B
ME-3EA30M-D10 10 10 75 25 3 O B
L-K&R3
L- Long series
ME-3EA30L-D6 6 6 100 40 3 O B
ME-3EA30L-D8 8 8 100 40 3 O B
ME-3EA30L-D10 10 10 100 40 3 O B
ITHORB: IREF= ME-3EA30M-D10-B
RV ME-3EA30M-D10

Ordering guide: Coating ME-3EA30M-D10-B

Ordering guide: Non-Coating ME-3EA30M-D10

HEF DI E MM91 7T, The page M91 for the recommendable cutting date.
®: XREES
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L5 MISTHET] Economical end mills

L1

ME-4EA30S
IDAN=R A VA
4-fluted end mills with straight shank
(i .
Helix angle
e
No.of cutting edges
A7 I Pl
Type Centre cut
KERZ S5 R 5
Series of lengths S- Short series
RECEITN B d2
Type of shank Straight shank d2
i% %HRCég%ﬁéég'iém‘ %k, BEERE

. N SR BH. ]
i .ti‘h:. Coating: Steels, stainless steels,Castiron,
Application

Non-ferrous materials.
Non-Coating : Castiron,Non-ferrous materials.

14 )ZCoating

N = [=]
D(h10) d2(h6) L1 L2 z N oniieC{fa%i ng Gﬁfaje S?ozcszk
ME-4EA30S-D1 1 3 40 2 4 (@) B
ME-4EA30S-D1.5 15 3 40 3 4 0) B
ME-4EA30S-D2 2 3 40 4 4 O B
ME-4EA30S-D2.5 25 3 40 5 4 O B
ME-4EA30S-D3 3 3 40 6 4 O B
ME-4EA30S-D4 4 4 50 8 4 @) B
ME-4EA30S-D5 5 6 50 11 4 O B
ME-4EA30S-D6 6 6 50 13 4 O B
ME-4EA30S-D8 8 8 50 13 4 O B
ME-4EA30S-D10 10 10 50 16 4 @) B
ME-4EA30S-D12 12 12 65 19 4 (@) B
ME-4EA30S-D16 16 16 65 20 4 @) B
TRl BZEr ME-4EA30S-D10-B

RS b
Ordering guide: Coating
Ordering guide: Non-Coating

ME-4EA30S-D10
ME-4EA30S-D10-B
ME-4EA30S-D10

HEEDIH & WWM92TT . The page M92 for the recommendable cutting date.

®: EREES
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LS8 7] Economical end mills

ME-4EA30M
AN R A7 W
F 4-fluted end mills with straight shank
i 300
Helix angle
53
o No.of cutting edges
e T I IR [ZpAbSE=T
Type Centre cut
L2 KERI MiR/ERI
L1 - Series of lengths M-standard series
s sk BiR d2
Type of shank Straight shank d2
o _ | i}ﬂﬂ:HRC;g%%ﬂégim‘ ek, BRERE
- . A RE: BEL. =
J &R % = Coating: Steels, stainless steels,Castiron,
L2 Application .
L1 Non-ferrous materials.
- Non-Coating : Castiron,Non-ferrous materials.

B v N

14 )ZCoating

D(h10) d2 (h6) L1 L2 Z Noiecfz)%a%ing Grade Stock

ME-4EA30M-D1.5 1.5 3 40 6 4 O B [ J
ME-4EA30M-D2 2 3 40 9 4 O B [ }
ME-4EA30M-D2.5 2.5 3 40 12 4 (@) B [ J
ME-4EA30M-D3 3 3 40 12 4 O B o
ME-4EA30M-D3.5 3.5 4 50 12 4 O B ( J
ME-4EA30M-D4 4 4 50 14 4 (@) B ( ]
ME-4EA30M-D4.5 4.5 6 60 14 4 O B [}
ME-4EA30M-D5 5 6 65 20 4 O B [ ]
ME-4EA30M-D5.5 5.5 6 65 20 4 O B (
ME-4EA30M-D6 6 6 65 20 4 O B [ J
ME-4EA30M-D6.5 6.5 8 65 20 4 O B [ ]
ME-4EA30M-D7 7 8 65 20 4 (@) B [ ]
ME-4EA30M-D7.5 7.5 8 65 20 4 O B [ ]
ME-4EA30M-D8 8 8 65 20 4 O B [ ]
ME-4EA30M-D8.5 8.5 10 75 20 4 O B [ ]
ME-4EA30M-D9 9 10 75 20 4 (@) B [ }
ME-4EA30M-D9.5 9.5 10 75 25 4 @) B [ J
ME-4EA30M-D10 10 10 75 25 4 O B o
ME-4EA30M-D11 11 12 80 25 4 O B (
ME-4EA30M-D12 12 12 80 25 4 (@) B ( ]
ME-4EA30M-D13 13 14 90 30 4 O B [}
ME-4EA30M-D14 14 14 90 30 4 O B [ ]
ME-4EA30M-D15 15 16 90 30 4 (@) B ( ]
ME-4EA30M-D16 16 16 90 30 4 O B (]
ME-4EA30M-D18 18 18 90 30 4 O B o
ME-4EA30M-D20 20 20 100 35 4 O B [ ]
ME-4EA30M-D22 22 20 100 35 4 O B [ ]
ME-4EA30M-D25 25 25 125 40 4 O B [ ]

BRI IRIZPE ME-4EA30M-D20-B KRIRJZTF b ME-4EA30M-D20

Ordering guide: Coating ME-4EA30M-D20-B Ordering guide: Non-Coating ~ME-4EA30M-D20

HEEUIE & WWM927T . The page M92 for the recommendable cutting date.

®: EREES
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L% MISTHET] Economical end mills

ME-2BA30M
e — CDIE S8t 51
2-fluted Ball nose end mill
YRHRA o
© R Helix angle 30
e A
a B _ | I:Lo.of Sutting edges i
© Im I pugeal/il
L2 Type Centre cut
g KERD] MiTiE D)
- Series of lengths M-standard series
R aFicEay BEiR d2
Type of shank Straight shank d2
o = B - L %I ERTHRC<40/N. AW, Hk. Soam
N FAE: HY. BEEE
AN
L2 J AJE Ezlii?a‘tjion Coating: Steels, stainless steels,Castiron,
L1 PP Non-ferrous materials.

Non-Coating : Castiron,Non-ferrous materials.

¥ /Z=Coating

D(h10) dz (h6) L1 L2 R Z NonﬁFC(g%a}t;ing Grade Stock
ME-2BA30M-D1 1 3 40 2 0.50 2 O B [ )
ME-2BA30M-D1.5 1.5 3 40 3 0.75 2 O B [ ]
ME-2BA30M-D2 2 3 40 4 1.00 2 O B [ )
ME-2BA30M-D2.5 2.5 3 40 5 1.25 2 O B @
ME-2BA30M-D3 3 3 40 8 1.50 2 O B o
ME-2BA30M-D3.5 3.5 4 50 12 1.75 2 O B [ ]
ME-2BA30M-D4 4 4 50 14 2.00 2 O B [ )
ME-2BA30M-D4.5 4.5 6 60 14 2.25 2 O B [ )
ME-2BA30M-D5 5 6 65 20 2.50 2 O B [ )
ME-2BA30M-D5.5 5.5 6 65 20 2.75 2 O B ([ ]
ME-2BA30M-D6 6 6 65 20 3.00 2 O B [ )
ME-2BA30M-D7 7 8 65 20 3.50 2 (@) B [ ]
ME-2BA30M-D8 8 8 65 20 4.00 2 O B [ )
ME-2BA30M-D9 9 10 65 20 4.50 2 (@) B o
ME-2BA30M-D10 10 10 75 25 5.00 2 O B [ )
ME-2BA30M-D11 11 12 75 25 5.50 2 (@) B [ )
ME-2BA30M-D12 12 12 75 25 6.00 2 O B [ )
ME-2BA30M-D14 14 14 90 30 7.00 2 O B [ )
ME-2BA30M-D15 15 16 90 30 7.50 2 O B o
ME-2BA30M-D16 16 16 90 30 8.00 2 O B [ )
ME-2BA30M-D18 18 18 90 35 9.00 2 O B [ )
ME-2BA30M-D20 20 20 100 40 10.00 2 O B [ )
ME-2BA30M-D25 25 25 100 40 12.50 2 O B [ )

TRl B2 ME-2BA30M-D10-B
KIRZF= ME-2BA30M-D10
Ordering guide: Coating ME-2BA30M-D10-B

Ordering guide: Non-Coating ME-2BA30M-D10
HEEDIH 5 WWM93 L. The page M93 for the recommendable cutting date.
®: RTBEES
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LS8 7] Economical end mills

d2

IRhess

Helix angle

53

No.of cutting edges
i UAS iz

Type

KERI

Series of lengths

REPEITY
Type of shank

ERB7E
Application

ME-2BA30L
W JIBRKAT BT )
2-fluted Ball nose end mill
30°
pusaf
Centre cut
L-K AR5
L- Long series
BiR d2

Straight shank d2

WEH THRC<A0MEN. NGB, Hek. BRERE
FRE: HH. 508

Coating: Steels, stainless steels,Castiron,
Non-ferrous materials.

Non-Coating : Castiron,Non-ferrous materials.

B v B (N

14 )ZCoating

R 7 *%ﬁ}%
Non—Coating Grade Stock
ME-2BA30L-D1 1 3 40 5 0.50 2 O B
ME-2BA30L-D1.5 1.5 3 40 6 0.75 2 O B
ME-2BA30L-D2 2 3 40 9 1.00 2 O B
ME-2BA30L-D3 3 3 60 20 1.50 2 O B
ME-2BA30L-D4 4 4 60 30 2.00 2 O B
ME-2BA30L-D5 5 6 70 35 2.50 2 O B
ME-2BA30L-D6 6 6 100 40 3.00 2 O B
ME-2BA30L-D8 8 8 100 40 4.00 2 O B
ME-2BA30L-D10 10 10 100 40 5.00 2 O B
ME-2BA30L-D12 12 12 100 45 6.00 2 O B
ME-2BA30L-D16 16 16 100 45 8.00 2 O B
ME-2BA30L-D20 20 20 125 55 10.00 2 O B
ME-2BA30L-D25 25 25 150 65 12.50 2 O B

TR

TRIZ T A
ARERIZT™
Ordering guide: Coating
Ordering guide: Non-Coating

ME-2BA30L-D16-B
ME-2BA30L-D16
ME-2BA30L-D16-B
ME-2BA30L-D16

HEE DI & WWMO93 1. The page M93 for the recommendable cutting date.

®: RTBESR
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LB MISTHET] Economical end mills

— ME-4BA30M
S — DTk 332 )

4-fluted Ball nose end mill

R G fiE D 300
Helix angle
a) %] ESES

No.of cutting edges

L2 J i DATZY uLeTl]

= Type Centre cut
L1 KEARI MiTERS

Series of lengths M-standard series

R TREPETS BEff d2

d2

Type of shank Straight shank d2
q |] I EHTHRC<A0MN ., NFEW, Hek,. FBRTE
\ FARR: %Y, 5RTE
PN
%—&_lit?a‘t:ion Coating: Steels, stainless steels,Castiron,
L2 PP Non-ferrous materials.
L1 Non-Coating : Castiron,Non-ferrous materials.

¥k )/Z=Coating

R Z *?’%E‘
Non—Coating Grade Stock
ME-4BA30M-D2 2 3 40 4 1.00 4 O B o
ME-4BA30M-D3 3 3 40 9 1.50 4 O B [ )
ME-4BA30M-D4 4 4 50 14 2.00 4 O B ([ ]
ME-4BA30M-D5 5 6 65 20 2.50 4 (@) B [ )
ME-4BA30M-D6 6 6 65 20 3.00 4 O B [ )
ME-4BA30M-D8 8 8 65 20 4.00 4 O B [ )
ME-4BA30M-D10 10 10 75 25 5.00 4 O B o
ME-4BA30M-D12 12 12 75 25 6.00 4 O B [ )
ME-4BA30M-D14 14 14 90 30 7.00 4 O B [ )
ME-4BA30M-D16 16 16 90 30 8.00 4 O B [ ]
ME-4BA30M-D20 20 20 100 40 10.00 4 O B o
ME-4BA30M-D22 22 22 100 40 11.00 4 O B [ )
ME-4BA30M-D25 25 25 100 40 12.50 4 O B [ )

TRl BEr ME-4BA30M-D10-B
RIRZT= ME-4BA30M-D10
Ordering guide: Coating ME-4BA30M-D10-B

Ordering guide: Non-Coating ME-4BA30M-D10
HEEDIH 5 WLM94 7T, The page M94 for the recommendable cutting date.
®: RTBES
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FEARAE T &4 748 7]  Solid carbide end mills

MG-2EA35M MG-2EA35L {7 V)H| & Recommendable cutting data
TARA B fif i ) e iz

Workpiece material Hardness Coolant m/min mm/z

Hif Slotting

P fEAREA, SN . 125-220HB E 88 0.005xD 0.50xD
Low-carbon steels. Free-cutting steels.

SO, TINESTWN, KRN DEENFN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB E 70 0.005xD 0.40xD
Ferritic and martensitic stainless steels.

TEW, ARN. 56N, SEEAEN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB E 63 0.005xD 0.30xD
steels .Martensitic stainless steels.

ZUIHISk PN TXEE VR EARFONAB A H N

M Free-cutting or Moderately difficult-cutting stainless 180-200HB E 60 0.005xD 0.35xD
steels. Austenitic and duplex stainless steels.
MEN T BYREAR SR TN

M Moderately difficult-cutting stainless steels. Austenitic and | 200-250HB E 46 0.005xD 0.20xD

duplex stainless steels.

PEEEHL, NHK, RETHR, REHFH.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 63 0.005xD 0.40xD
Nodular cast iron.

ENTINSEEHR. REFHK.

Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 39 0.005xD 0.20xD
AQI=
SSig > 1289486
N Aluminium alloy with > 12% Si < 180HB E 105 0.014xD 0.40xD
SN
N ﬁ@,ﬁ%,%@@ﬁ' < 180HB E 210 0.010xD 0.50xD
Non-ferrous materials, Brass
=
N o= . A 123 0.009 x D 0.60xD
Graphite
N RIBH . E 350 0.007xD 0.50xD
Soft plastics
E=FLLl  M=WiZAH A=FSAH DBtk
E=Emulsion M= Mistspray A= Air D=dia. of milling cutter

TE: BRI T]HE TR 5 2 BT A i DI HR B ap. VEAR LI COTHIE SO 50
Note that: L sieres of the tool may need a reduction of recommended axial depth of cut ap. See section “Cutting calculations and define nitions” of
appendix
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FARRE & 43785 7] Solid carbide end mills

MG-4EA45M MG-4EA45L #:## D)W & Recommendable cutting data

AR i A e iz
Workpiece material Hardness Coolant m/min mm/z
ek N TSide milling finishing
p | fwtal. sl 125-220HB E 112 0.008xD | 1.00xD | 0.04xD

Low-carbon steels. Free-cutting steels.
S, RNAETN, KRENSEENEN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB E 105 0.008xD | 0.80xD 0.03xD
Ferritic and martensitic stainless steels.
TEW, #HRN. 25N, SEEAHEN
Tool steels. Harder steels for toughening. High-alloy 220-350HB E 91 0.008xD | 0.80xD 0.03xD
steels .Martensitic stainless steels.
SUBEISDEN T HEE BIRKASAIAE RN
Free-cutting or Moderately difficult-cutting stainless 180-200HB E 84 0.008xD | 1.00xD 0.03xD
steels. Austenitic and duplex stainless steels.
XN T IR AR STAB AN EH N
Moderately difficult-cutting stainless steels. Austenitic and | 200-250HB E 63 0.008xD | 0.80xD 0.02xD
duplex stainless steels.
DHPE L, WEFLk, MOTHREL, REHY.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 98 0.008xD | 0.80xD 0.03xD
EN T E SR, REWE

IRNENIEYS Efk, IREBEEEL.
Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 36 0.008xD | 0.80xD 0.02xD
y | SSiE>DHBeE

Aluminium alloy with > 12% Si < 180HB E 245 0.020xD 1.00x D 0.03xD
SPAN
N FEZRNCE < 180HB E 350 0.015xD | 0.80xD | 0.02xD
Non-ferrous materials, Brass
E=
N | BE A 126 | 0012xD | 1.00xD | 0.10xD
Graphite
¥ N T Side milling roughing
P BN, Z5L)N 125-220HB E 98 0.007xD 1.00x D 0.30xD

Low-carbon steels. Free-cutting steels.

SN, RNAETW, KRENSEENEN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB E 91 0.007xD | 1.00xD 0.20xD
Ferritic and martensitic stainless steels.
TEN, HAhaN. aooW, SREATN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB E 81 0.007xD | 1.00xD 0.10xD
steels .Martensitic stainless steels.

ZUHIS P E N0 TXERE QYR EARFOTAEAHN

M Free-cutting or Moderately difficult-cutting stainless 180-200HB E 74 0.007xD | 1.00xD 0.20xD
steels. Austenitic and duplex stainless steels.
YN THREARSRIBRFEN

M Moderately difficult-cutting stainless steels. Austenitic and | 200-250HB E 56 0.007xD | 1.00xD 0.10xD

duplex stainless steels.

DPEBEHRL, WHEH, RETHE, MEH®.

Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 88 0.007xD | 1.00xD 0.30xD
Nodular cast iron.
ENTNEERHLE. REHFL.
Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 49 0.007xD 1.00xD 0.15xD
SSig > 12895855
N Aluminium alloy with > 12% Si < 180HB E 210 0.019xD | 1.00xD 0.30xD
5]
N ﬁéﬁ%’%@‘:ﬁ. < 180HB E 210 0.014xD | 1.00xD 040xD
Non-ferrous materials, Brass
N OF . A 140 0.012xD | 1.00xD 0.50xD
Graphite
E=FLL  M=WiZAH A=FSAH D=BIJIR
E=Emulsion M= Mistspray A= Air D=dia. of milling cutter

TE: BRI T T A8 5 2 B ARHETE A DI IR B ap. VEAR LI (UM SCR vt 500
Note that: L sieres of the tool may need a reduction of recommended axial depth of cut ap. See section “Cutting calculations and define nitions” of
appendix



FEARAE & 43748 J]  Solid carbide end mills

MG-2BA35M MG-2BA35L {4 V)HIH&E Recommendable cutting data

Hardness
iRt Slotting
P BN, S0P Low-carbon steels. Free-cutting steels. 125-220HB E 88 0.006xD | 0.50xD
AW, BREETW, RSENDRIEAEN
P Structural steels, Carbon content. Low-alloy steels. Ferritic and martensitic stainless steels. 140-220HB E 0 0.006xD | 040xD
TAW, BN, 56T, SEEIHEN
P Tool steels. Harder steels for toughening. High-alloy steels .Martensitic stainless steels. 220-350HB E 63 0.006xD | 030xD
SUBISHPEN THEE HIR AT F N
i Free-cutting or Moderately difficult-cutting stainless steels. Austenitic and duplex stainless steels. 180-200HB E 60 0.006xD | 035xD
N THREASTUBREN
Moderatel;(difﬁcult-cutting stainless steels. Austenitic and duplex stainless steels. 200-250HB E 46 0.006xD | 020xD
DEREHRY, NHEY, RETHY, REHFH®.
Medium hard cast iron. Grey iron. Low-alloy cast iron. Nodular cast iron. <300HB E 63 0.006xD | 040xD
BNIHNEETEY. IREHY, Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 39 0.006xD | 020xD
N SSi8 < 1289588%  Aluminium alloy with < 12% Si < 130HB E 210 0.019xD | 0.60xD
N SSig > 12609488F  Aluminium alloy with > 12% Si < 180HB E 105 0.017xD | 040xD
N BEEBE. 1085 Non-ferrous materials, Brass < 180HB E 175 0.013xD | 0.50xD
N B8 Graphite A 140 0.011xD | 1.00xD
N fE¥8R Hard plastics M 70 0.009xD | 0.50xD
Hif kM1 Copy milling finishing
P BN, S0 Low-carbon steels. Free-cutting steels. 125-220HB E 126 0.009xD | 0.02xD | 0.02xD
AW, RREETW, RRENDRENEN
P Structural steels, Carbon content. Low-alloy steels. Ferritic and martensitic stainless steels. 140-220HB E 19 0.009xD | 0.02xD | 002xD
TEW, BRN. 56T, SEEIHN
P Tool steels. Harder steels for toughening. High-alloy steels .Martensitic stainless steels. 220-350HB E 98 0.009xD | 0.01xD | 0.01xD
SUBISHDEN THEE HR ARG FN
i Free-cutting or Moderately difficult-cutting stainless steels. Austenitic and duplex stainless steels. 180-200HB E 70 0.009xD | 0.02xD | 0.02xD
ENTHREASTUBREN
Moderately difficult-cutting stainless steels. Austenitic and duplex stainless steels. 200-250HB E 49 0.009xD | 0.01xD | 0.01xD
DEREHY, NHEY, RETHY, REHH®.
Medium hard cast iron. Grey iron. Low-alloy cast iron. Nodular cast iron. <300HB E 102 0.009xD | 0.02xD | 0.02xD
ENINSEEHH. IREHEL. Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 84 0.009xD | 0.01xD | 0.01xD
N SSIE < 12689888F  Aluminium alloy with < 12% Si <130HB E 350 0.027xD | 0.03xD | 0.02xD
N SSig > 1280586%  Aluminium alloy with > 12% Si < 180HB E 224 0.024xD | 0.02xD | 0.02xD
N BEEE. W8S Non-ferrous materials, Brass < 180HB E 280 0.018xD | 0.02xD | 0.01xD
N % Graphite A 350 0.015xD | 0.03xD | 0.03xD
N B8Rl Hard plastics M 123 0.012xD | 0.02xD | 0.02xD
i T, Copy milling roughing
P IR, S0P Low-carbon steels. Free-cutting steels. 125-220HB E 112 0.010xD | 0.02xD | 0.02xD
S, BN ESEW, KEENDEENFN
P Structural steels, Carbon content. Low-alloy steels. Ferritic and martensitic stainless steels. 140-220HB E 98 0.010xD | 0.02xD | 0.02xD
TEM, BAN. 86T, DSEEREH
P Tool steels. Harder steels for toughening. High-alloy steels .Martensitic stainless steels. 220-350HB E 84 0.010xD | 0.0ixD | 001xD
SIS DEN AR SR ARG AN
i Free-cutting or Moderately difficult-cutting stainless steels. Austenitic and duplex stainless steels. 180-200HB E 63 0.010xD | 0.02xD | 0.02xD
XN T BVRTASIUE RN
Moderately difficult-cutting stainless steels. Austenitic and duplex stainless steels. 200-250HB E 42 0.010xD | 0.01xD | 0.01xD
DEBE RS, RFYK, KOTHER, REH®.
Medium hard cast iron. Grey iron. Low-alloy cast iron. Nodular cast iron. <300HB E 84 0.010xD | 0.02xD | 0.02xD
ENINSEDHL. WBHY, Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 70 0.010xD | 0.01xD | 0.01xD
N SSi2< 1209588  Aluminium alloy with < 12% Si <130HB E 300 0.030xD | 0.03xD | 0.02xD
N SSig > 12609886%  Aluminium alloy with > 12% Si < 180HB E 175 0.027xD | 0.02xD | 0.02xD
N BEEE. W8S Non-ferrous materials, Brass < 180HB E 245 0.020xD | 0.02xD | 0.01xD
N % Graphite A 245 0.017xD | 0.03xD | 0.03xD
N PR Hard plastics M 105 0.013xD | 0.02xD | 0.02xD
E=JLALH  M=WiZR ] A=2(8H  D=HtJ]7]1% E=Emulsion M= Mist spray A=A D=dia. of milling cutter
i t]]FJUJEIEFSmﬁ%;f%ﬁlfﬁﬁﬁ%ﬁﬂztﬂ’] R RVILI JJH T RE %EB"TE&%*E’J% ﬁf)]ﬁlJ KPEap. VEAIILMESR CUIME SCRH5E)

Note that: cutting speed is always given at the working diameter. L sieres of the tool may need a reduction of recommended axial depth of cut ap. See section “Cutting
calculations and define nitions” of appendix
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FARRE & 43785 7] Solid carbide end mills

MG-4BA35M {7 VJHIHl & Recommendable cutting data

LA g i ) Ve fz
Workpiece material Hardness Coolant m/min )
5HEINT. Copy milling finishing
P BN, Z5LDEN 125-220HB E 126 0.009xD | 0.02xD 0.02xD

Low-carbon steels. Free-cutting steels.
S, mNAESEN, KFENSEAENEN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB E 119 0.009xD | 0.02xD | 0.02xD
Ferritic and martensitic stainless steels.
TEN, HALaN. a5, SREASTHN
Tool steels. Harder steels for toughening. High-alloy 220-350HB E 98 0.009xD | 0.01xD 0.01xD
steels .Martensitic stainless steels.
ZUDBISK PN TR BYER AFONUE N FH N
Free-cutting or Moderately difficult-cutting stainless 180-200HB E 70 0.009xD | 0.02xD | 0.02xD
steels. Austenitic and duplex stainless steels.
XN T BVBR AR SR
Moderately difficult-cutting stainless steels. Austenitic and | 200-250HB E 49 0.009xD | 0.01xD | 0.01xD
duplex stainless steels.
DEEEHE, WHH, NETHE, REFS.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 102 0.009xD | 0.02xD 0.02xD
Nodular cast iron.
XN LSRR, FBHE. 3001
/D\ifﬁcult—cutéiﬁn{ggi:I hAigh—alloy cast iron.Nodular cast iron.
=Sig < 1289186
é\luminium aé'ljlgy X%l <12% Si <I130HB
Z Sl% > 1285 8 (=)
& Aluminium alloy with > 12% Si < I80HB

N BEER.WCE < 180HB

Non-ferrous materials, Brass

| BN

Hard plasticsBE ¥R

E=FLIi M= El A=A H D=t
E=Emulsion M= Mistspray A= Air D=dia. of milling cutter

e VIR SUREAE SR TAE HARIERE L L. AR FIL A ] T A5 22 AR (0l 1m DO R Beap. VR4 PR COIHIse Ut
5

Note that: cutting speed is always given at the working diameter. L sieres of the tool may need a reduction of recommended axial depth of cut ap.
See section “Cutting calculations and define nitions” of appendix

84 0.009xD | 0.01xD | 0.01xD

350 0.027xD | 0.03xD | 0.02xD

224 0.024xD | 0.02xD | 0.02xD

280 0.018xD | 0.02xD | 0.01xD

2 ®m o m o

400 0.015xD | 0.03xD | 0.03xD
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FEARAE T &4 748 7] Solid carbide end mills

150 TR i AH Ve

MG-2EA30M MG-2EA30L MG-2EA30X {4711 /fl& Recommendable cutting data

fz

Workpiece material Hardness Coolant m/min mm/z
e A b A Helical or ramping
P RN, SN . 125-220HB E 125-112 0.006xD | 0.10xD
Low-carbon steels. Free-cutting steels.
SN, WNRESEN, KRENDEERFN
P Structural steels,Carbon content. low-alloy steels. Ferritic 140-220HB E 100-90 0.006xD | 0.08xD
and martensitic stainless steels.
TEW, #ARN. 25N, SEENEN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB E 90-80 0.006xD | 0.05xD
steels .Martensitic stainless steels.
SUDBISE PN T BV CARFONAE AR FH N
M Free-cutting or Moderately Difficult-cutting stainless 180-200HB E 85-76 0.006xD | 0.08xD
steels. Austenitic and duplex stainless steels.
MEND T IR AR S BB AN
M Moderately difficult-cutting stainless steels. Austenitic and | 200-250HB E 65-58 0.006xD | 0.05xD
duplex stainless steels.
DPEBEHE, WHH, NETHe, REFL.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 90-80 0.006xD | 0.10xD
Nodular cast iron.
ENTNEERHLE. REFS.
Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 35-50 0.006 x D 0.08xD
SSig> 205 S
N Aluminium alloys with > 12% Si < 180HB E 150-135 0.017xD | 0.10xD
F]-2
N SRR I5w . < 180HB E 250-225 0.013xD | 0.05xD
Non-ferrous materials, Brass
6%  Graphite A 160-145 0.011xD | 0.10xD
N REBRL  Soft plastics E 100-90 0.009xD | 0.08xD
Hifl Slotting
P fEAER, SV . 125-220HB E 125-112 0.005xD | 0.50xD
Low-carbon steels. Free-cutting steels.
S, ENASEN, KFZENSEAENEN
P Structural steels,Carbon content. Low-alloy steels. Ferritic 140-220HB E 100-90 0.005xD | 0.40xD
and martensitic stain_l_x_ess steels.
TEN, HARN. aoTW, SREATHN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB E 90-80 0.005xD | 0.30xD
steels .Martensitic stainless steels.
S VDB PN TR BVER CAFONAE NI
M Free-cutting or Moderately difficult-cutting stainless 180-200HB E 85-76 0.005xD | 0.35xD
steels. Austenitic and duplex stainless steels.
SEND T BYER AR SN
M Moderately difficult-cutting stainless steels. Austenitic and | 200-250HB E 65-58 0.005xD | 0.20xD
duplex stainless steels.
DEEEHE, WHH, NETHe, WEFS.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 90-80 0.005xD | 0.40xD
Nodular cast iron.
ENTNEETHLE. REFS.
Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 35-50 0.005xD 0.20xD
AQ=
3Sig > 12895865
N Aluminium alloys with > 12% Si < 180HB E 150-135 0.014xD | 040xD
SN
N ﬁ@‘ﬁ}%,'{@gﬁ‘ < 180HB E 300-270 0.010xD | 0.50xD
Non-ferrous materials, Brass
N Gz Graphite A 175-155 0.009xD | 0.60xD
N MEBRL Soft plastics E 500-450 | 0.007xD | 0.50xD

E=7LLW  M=WiZREl A=A D=HUIe

E=Emulsion M= Mistspray A= Air D=dia. of milling cutter

TE: BEAKRTIL X TTHE T AT 2 ARHERE A DI HR [ ap. VEAN LI (UM SCR o500

Note that: L and X sieres of the tool may need a reduction of recommended axial depth of cut ap. See section
nitions” of appendix

“Cutting calculations and define




FARRE & 4378571 Solid carbide end mills

MG-3EA40S MG-3EA40M MG-3EA40L MG-3EA40X #{i#71)14JT## Recommendable cutting data
TR T ! Ve f2 ap ac

IS0

Workpiece material Hardness Coolant m/min mm/z mm mm
Hif Slotting
P iGN, S8 Low-carbon steels. Free-cutting steels. | 125-220HB E 125-112 0.005xD | 0.50xD
S, WNESTN, KRS EEAFN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB E 100-90 0.005xD | 0.40xD

Ferritic and martensitic stainless steels.

TER, BREN. 56TNW, SEEAEN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB E 90-80 0.005xD | 0.30xD
steels .Martensitic stainless steels.

ZUHEIS P EN0 TXERE VR EARFONAEATHN

Free-cutting or Moderately Difficult-cutting stainless 180-200HB E 85-76 0.005xD | 035xD
steels. Austenitic and duplex stainless steels.

XEN T BYRER S TSR HN

Moderately difficult-cutting stainless steels. Austenitic and | 200-250HB E 65-58 0.005xD | 0.20xD

duplex stainless steels.

DEEEHTR, Wk, RETHk, REHH.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 90-80 0.005xD | 0.40xD
Nodular cast iron.

ENTIHNSEEHR. REFHK.

Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 33-30 0.005xD | 020xD

N ZSig8 < 12895883 Aluminium alloys with < 12% Si < 130HB E max 0.015xD | 040xD

N ZSig > 1280588%  Aluminium alloys with > 12% Si < 180HB E 150-135 0.014xD | 0.20xD

N BER%E.1958% Non-ferrous materials, Brass < 180HB E 250-225 0.010xD | 0.50xD

N Gz Graphite A 200-180 0.009xD | 0.60xD

N R¥BRL Soft plastics M 200-180 0.009xD | 1.00xD

N | #8388 Hard plastics M 100-90 0.007xD | 0.50xD

RN T. Side milling roughing

P iGN, S8 Low-carbon steels. Free-cutting steels. | 125-220HB E 135-120 0.007xD | 1.00xD | 030xD
W, mNASEN, KRENSEENEN

P Structural steels, Carbon content. Low-alloy steels. 140-220HB E 120-110 0.007xD | 1.00xD | 020xD

Ferritic and martensitic stainless steels.

TER, BREN. 2TNW, SEEAEN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB E 110-100 0.007xD | 1.00xD | 0.10xD
steels .Martensitic stainless steels.

SRS DEN THERE BRI

M Free-cutting or Moderately difficult-cutting stainless 180-200HB E 105-95 0.007xD | 1.00xD | 020xD
steels. Austenitic and duplex stainless steels.
XEN T BYR AR S IR HN

M Moderately Difficult-cutting stainless steels. Austenitic 200-250HB E 80-72 0.007xD | 1.00xD | 0.10xD

and duplex stainless steels.

PEBEHY, NHHK, RETHH%, REHT.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 110-100 0.007xD | 1.00xD | 0.30xD
Nodular cast iron.

ENTIHNSEEHR. IREFHK.

Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 60-54 0.007xD 1.00xD | 0.15xD
N ZSi8 < 12895883 Aluminium alloys with < 12% Si < 130HB E max 0.021 xD 1.00xD | 040xD
N ZSig > 12895883%  Aluminium alloys with > 12% Si < 180HB E 300-270 0.019xD 1.00xD | 0.30xD
N BR%E.19658% Non-ferrous materials, Brass < 180HB E 400-360 0.014xD | 1.00xD | 040xD
N Gz Graphite A 200-180 0.012xD 1.00xD | 0.50xD
N M¥BRL  Soft plastics M max 0.012xD | 1.50xD | 0.80xD
N fE¥88 Hard plastics M 600-540 0.010xD | 1.00xD | 0.50xD

E=JULH  M=WEZ A A=A H DB

E=Emulsion M= Mistspray A= Air D=dia. of milling cutter

E: SHRFIKTIHAHEMAR T HIH] G

Note that: The cutting data of the S sieres of the tool may be according to the M sieres.
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FEARAE T &4 748 7]  Solid carbide end mills

MG-3EA30M MG-3EA30L {7711 H & Recommendable cutting data

AR R il 2 B Ve fz
Workpiece material Hardness Coolant m/min o o
IR TE AR B Helical or ramping
P e, 220 125-220HB E 125-112 | 0.006xD | 0.10xD

low-carbon steels. Free-cutting steels.

SO, WINEESTWN, KRN DEERNFN
P Structural steels,Carbon content. low-alloy steels. Ferritic 140-220HB E 100-90 0.006xD | 0.08xD
and martensitic stainless steels.

TEW, ARN. 56N, SEEAEN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB E 90-80 0.006xD | 0.05xD
steels .Martensitic stainless steels.

ZUIHISk PN TXEE BUEREARFONAB A H N

M Free-cutting or Moderately difficult-cutting stainless 180-200HB E 85-76 0.006xD | 0.08xD
steels. Austenitic and duplex stainless steels.
XEN T BYREAR S ISR HN

M Moderately difficult-cutting stainless steels. Austenitic and | 200-250HB E 65-58 0.006xD | 0.05xD

duplex stainless steels.

PEEEHL, NHK, RETHR, REHFHK.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 90-80 0.006xD | 0.10xD
Nodular cast iron.

ENTINSEEHR. REFHK.

Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 35-50 0.006xD | 0.08xD
Bl Slotting
P BN, SN 125-220HB E 125-112 | 0.005xD | 0.50xD

low-carbon steels. Free-cutting steels.

W, mNASEN, KRENSEAENEN
P Structural steels,Carbon content. low-alloy steels. Ferritic 140-220HB E 100-90 0.005xD | 040xD
and martensitic stainless steels.

TER, BREN. 26TNW, SEELEN
P 1 tool steels. Harder steels for toughening. High-alloy 220-350HB E 90-80 0.005xD | 0.30xD
steels .Martensitic stainless steels.

SUDEISk PN TXERE BVBREARFONAB RGN

M Free-cutting or Moderately difficult-cutting stainless 180-200HB E 85-76 0.005xD | 035xD
steels. Austenitic and duplex stainless steels.
XEN T BYR AR S TSR HN

M Moderately difficult-cutting stainless steels. Austenitic and | 200-250HB E 65-58 0.005xD | 0.20xD

duplex stainless steels.

PEEEHTR, Wk, NoTHtk, REHH.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 90-80 0.005xD | 040xD
Nodular cast iron.

N LIS ETHY®. IREHk.

Difficult-cutting high-alloy cast iron.Nodular cast iron.
E=FLLi ~ M=WiZWil A=W D=HII%
E=Emulsion M= Mistspray A= Air D=dia. of milling cutter

TE: BEAKRVILEK TIH T E 5 2 BT A A ) DI HIVR B ap. VEAR LI COIH e SO o500

Note that: L sieres of the tool may need a reduction of recommended axial depth of cut ap. See section “Cutting
calculations and define nitions” of appendix

<300HB E 55-50 0.005xD | 0.20xD




FARAE T A 4378 ) Solid carbide end mills

MG-4EA30S MG-4EA30M {7 1]HI & Recommendable cutting data

AR T RE 7w Ve fz
Workpiece material Hardness Coolant m/min mm/z
IEE AP B Helical or ramping
P {FKIRN. S50 low-carbon steels. Free-cutting steels. 125-220HB E 125-112 | 0.006xD | 0.10xD
Z0W, BNEETN, KRENDERERFN
P Structural steels,Carbon content. low-alloy steels. Ferritic and martensitic 140-220HB E 100-90 | 0.006xD | 0.08xD

stainless steels.

TEM, #EN. 25N, DEENEW
P Tool steels. Harder steels for toughening. High-alloy steels .Martensitic 220-350HB E 90-80 0.006xD | 0.05xD
stainless steels.

ZUEISPFN TR YRR FITNEAREN

Free-cutting or Moderately difficult-cutting stainless steels. Austenitic and 180-200HB E 85-76 0.006xD | 0.08xD
duplex stainless steels.
MM TEVR IR STAGAH
Moderately difficult-cutting stainless steels. Austenitic and duplex stainless | 200-250HB E 65-58 0.006xD | 0.05xD
steels.
= I s 5
DSWEHLE, KLk, MOTES, RBHLL 4 <300HB E 90-80 | 0.006xD | 0.10xD
Medium hard cast iron. Grey iron. Low-alloy cast iron. Nodular cast iron.
ENIHNSERHk. REFLK.
Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 55-50 0.006xD | 0.08xD
2Sie > 12895838 Aluminium alloys with > 12% Si <180HB E 150-135 | 0.017xD | 0.10xD
BR85S  Non-ferrous materials, Brass < 180HB E 250-225 | 0.013xD | 0.05xD
B Graphite A 160-145 | 0.011xD | 0.10xD
MIBERS N TSide milling finishing
P {KERN. S50 low-carbon steels. Free-cutting steels. 125-220HB E 160-145 | 0.008xD | 1.00xD | 0.04xD
0N, BWEETN, KFENDERERFN
P Structural steels,Carbon content. low-alloy steels. Ferritic and martensitic 140-220HB E 150-135 | 0.008xD | 0.80xD | 0.03xD

stainless steels.

TAN, BEN. 56N, DEAENFN
P Tool steels. Harder steels for toughening. High-alloy steels .Martensitic 220-350HB E 130-120 | 0.008xD | 0.80xD | 0.03xD
stainless steels.

ZUHISPEN THERE IR EARFITAEAREN

M Free-cutting or Moderately difficult-cutting stainless steels. Austenitic and 180-200HB E 120-110 | 0.008xD | 1.00xD | 0.03xD
duplex stainless steels.
XN T EVEREUIR S IAE RN
M Moderately difficult-cutting stainless steels. Austenitic and duplex stainless | 200-250HB E 90-80 0.008xD | 0.80xD | 0.02xD
steels.
H m A y
RS, Whe, GomEn, KEwe. 4 <300HB E 140-125 | 0.008xD | 0.80xD | 0.03xD
%(amlmeélﬂicgg&l. G}r]gélgér%l.% Low-alloy cast iron. Nodular cast iron.
Y @ OEHR. IKaESH Ko
Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 80-72 0.008xD | 0.80xD | 0.02xD
N 2Si8 > 1289586%  Aluminium alloys with >12% Si < 180HB E 350-315 | 0.020xD | 1.00xD | 0.03xD
N BRERE. 58S  Non-ferrous materials, Brass < 180HB E 500-450 | 0.015xD | 0.80xD | 0.02xD
N G Graphite A 180-160 | 0.012xD | 1.00xD | 0.10xD
MEEHLIN T Side milling roughing
P KRN, 2050 low-carbon steels. Free-cutting steels. 125-220HB E 140-125 | 0.007xD | 1.00xD | 0.30xD
SIW, BmWIAESTW, KRERNDSEEATN
P Structural steels,Carbon content. low-alloy steels. Ferritic and martensitic 140-220HB E 130-120 | 0.007xD | 1.00xD | 0.20xD

stainless steels.

TAM, BRN. 855N, SEEREN
I3 Tool steels. Harder steels for toughening. High-alloy steels .Martensitic 220-350HB E 115-100 | 0.007xD | 1.00xD | 0.10xD
stainless steels.

ZUHIS D FN TR BVREAFITNER N

M Free-cutting or Moderately difficult-cutting stainless steels. Austenitic and 180-200HB E 105-95 | 0.007xD | 1.00xD | 0.20xD

duplex stainless steels.

XN T VBRI S IAE RN
M Moderately difficult-cutting stainless steels. Austenitic and duplex stainless | 200-250HB E 80-72 0.007xD | 1.00xD | 0.10xD

steels.

= A 5

DSEERL, KL, RomHHL, RBH® . <300HB E 125112 | 0.007xD | 1.00xD | 030xD

M%%lulnéélﬂdécgt%rg;. %ryeél%l; Low-alloy cast iron. Nodular cast iron.

hi3 Jas o IKas o

Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 70-63 0.007xD 1.00xD | 0.15xD
N SSig > 12094853%  Aluminium alloys with > 12% Si < 180HB E 300-270 | 0.019xD | 1.00xD | 0.30xD
N BELRE.ES  Non-ferrous materials, Brass < 180HB E 400-360 | 0.014xD | 1.00xD | 0.40xD
N Gz Graphite A 200-180 | 0.012xD | 1.00xD | 0.50xD

E=3Lfbl  M=WiZAd  A=EAAH D=BtI)E

E=Emulsion M= Mist spra; D=dia. of milling cutter

i SETE?UB’JJJﬁT}“M%ﬁWJ%I PR, SRR AL, XK T n] e it S AR A2 1 Al 1) DV B ap e TR0 LM s (DM SCRTHEED
Note that: The cutting data of the S sieres of the tool may be according to the M sieres. L and X sieres of the tool may need a reduction of
recommended axial depth of cut ap. See section “Cutting calculations and define nitions” of appendix
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FEARAE T &4 748 7]  Solid carbide end mills

MG-MEA40M MG-MEA40L #7714 & Recommendable cutting data

LARRPEL il WA i i
Workpiece material Hardness Coolant n/min T
BE e e Helical or ramping
p G, LN 125-220HB E 125-112 0.006xD | 0.10xD

low-carbon steels. Free-cutting steels.

W, mNAGEN, KRENSEENEN
P Structural steels,Carbon content. low-alloy steels. 140-220HB E 100-90 0.006xD | 0.08xD
Ferritic and martensitic stainless steels.
TEW, #ARN. 2N, SEEAEN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB E 90-80 0.006xD | 0.05xD
steels .Martensitic stainless steels.

DEEEHE, WHH, NEGRHek, HEHFY.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 90-80 0.006xD | 0.10xD
Nodular cast iron.

ENTINSETHK. REFHHK.

Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 55-50 0.011xD 0.08xD
N OF . A 160-145 0.006xD | 0.10xD
Graphite
MBERS I TSide milling finishing
P G, ZLIN 125-220HB E 160-145 0.008xD | 1.00xD 0.04xD

low-carbon steels. Free-cutting steels.

W, mNASEN, KERENSEENEN
P Structural steels,Carbon content. low-alloy steels. 140-220HB E 150-135 0.008xD | 0.80xD 0.03xD
Ferritic and martensitic stainless steels.
TEW, BRN. 55TW, SEEAEN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB E 130-120 | 0.008xD | 0.80xD 0.03xD
steels .Martensitic stainless steels.

DEEREEEL, WHH, (ETHe, WEHFY.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 140-125 0.008xD | 0.80xD 0.03xD
Nodular cast iron.

MENINSEEHFR. REHFH%.

Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 80-72 0.008x D 0.80xD 0.02xD
‘ N ‘ OF . A 180-160 | 0.012xD 1.00xD 0.10xD
Graphite
E=7Libil  M=WiZEAH  A=TSAE D=HJITIR
E=Emulsion M= Mistspray A= Air D=dia. of milling cutter

TE: BEAKRVILE T H T8 5 2 TR A A ) DI HIVR B ap. VEAR LI COIHI e SCR o500
Note that: L sieres of the tool may need a reduction of recommended axial depth of cut ap. See section “Cutting
calculations and define nitions” of appendix
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FARRE & 4378571 Solid carbide end mills

MG-3TAS0M {7V & Recommendable cutting data

TR T ) Ve fz
Workpiece material Hardness Coolant m/min 7
W E A e A Helical or ramping
P fIEEHN. U 125-220HB M 125-112 0.006 x D 0.10xD

low-carbon steels. Free-cutting steels.

S, mNASEN, KFRENSEAENEN
P Structural steels,Carbon content. low-alloy steels. 140-220HB M 100-90 0.006xD | 0.08xD
Ferritic and martensitic stainless steels.
TEN, HALEN. aoTW, SREASTHN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB M 90-80 0.006 x D 0.05xD
steels .Martensitic stainless steels.

ZUHISk P N0 TXERE VR EARFONAB A H N

M Free-cutting or Moderately difficult-cutting stainless 180-200HB M 85-76 0.006xD | 0.08xD
steels. Austenitic and duplex stainless steels.
MM TR AR S IABRNFEN

M Moderately difficult-cutting stainless steels. Austenitic | 200-250HB M 65-58 0.006xD | 0.05xD

and duplex stainless steels.

MAERs N LSide milling finishing

P fEAREN, SN . 125-220HB M 160-145 0.008 xD 1.00xD 0.04xD
low-carbon steels. Free-cutting steels.

S0, TINEETW, *REFNDEENHN
P Structural steels,Carbon content. low-alloy steels. 140-220HB M 150-135 0.008xD | 0.80xD 0.03xD
Ferritic and martensitic stainless steels.

TEW, BRN. 557N, SEREAEN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB M 130-120 0.008xD | 0.80xD 0.03xD
steels .Martensitic stainless steels.

SIS PN TXERE QIR EARFONAE AR TN

M Free-cutting or Moderately difficult-cutting stainless 180-200HB M 120-110 0.008 x D 1.00x D 0.03xD
steels. Austenitic and duplex stainless steels.
XEND L BVBREAR S AR TN

M Moderately difficult-cutting stainless steels. Austenitic | 200-250HB M 90-80 0.008xD | 0.80xD 0.02xD

and duplex stainless steels.

¥ N T Side milling roughing

P BN, Z3LDEN . 125-220HB M 140-125 0.007xD 1.00xD 0.30xD
low-carbon steels. Free-cutting steels.

W, WNESTN, KRENDEAERNEN
P Structural steels,Carbon content. low-alloy steels. 140-220HB M 130-120 0.007xD 1.00xD 0.20xD
Ferritic and martensitic stainless steels.

TEW, BEN. a5TN, SEREAHEN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB M 115-100 0.007xD 1.00xD 0.10xD
steels .Martensitic stainless steels.

ZUHIk P N0 TXERE VR AT AR H N

M Free-cutting or Moderately difficult-cutting stainless 180-200HB M 105-95 0.007xD 1.00xD 0.20xD
steels. Austenitic and duplex stainless steels.
YN TR AR S WA FN

M Moderately difficult-cutting stainless steels. Austenitic 200-250HB M 80-72 0.007xD 1.00x D 0.10xD

and duplex stainless steels.
E=FLIi M=z Hl A=SAH D=RIIIR
E=Emulsion M= Mistspray A= Air D=dia. of milling cutter
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FEARAE T &4 748 7]  Solid carbide end mills

MG-3TA40M V& Recommendable cutting data

LA Hei s ) Ve fz
Workpiece material Hardness Coolant n/min )/ z
Hifl Slotting
P {KEREN. SUDE  low-carbon steels. Free-cutting steels. 125-220HB E 125-112 | 0.005xD | 0.50xD
S, mNAESEN, KRR EAENEN
P Structural steels,Carbon content. low-alloy steels. Ferritic 140-220HB E 100-90 0.005xD | 0.40xD

and martensitic stainless steels.

TEW, BEN. 57N, SEEAHEN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB E 90-80 0.005xD | 0.30xD
steels .Martensitic stainless steels.

ZUHISk P N0 TXERE VR AT A H N

M Free-cutting or Moderately difficult-cutting stainless 180-200HB E 85-76 0.005xD | 035xD
steels. Austenitic and duplex stainless steels.
SEND TR AR SN
M Moderately difficult-cutting stainless steels. Austenitic and | 200-250HB E 65-58 0.005xD | 0.20xD
duplex stainless steels.
DPEREHE, WHH, NETHE, REHFS.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 90-80 0.005xD | 0.40xD
Nodular cast iron.
ENTNEETHL. REFS.
Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 35-50 0.005xD | 020xD
N ZSig < 12805883%  Aluminium alloys with < 12% Si < 130HB E max 0.015xD | 040xD
N ZSig€ > 12805883%  Aluminium alloys with > 12% Si < 180HB E 150-135 | 0.014xD | 0.20xD
N BEEE.J98% Non-ferrous materials, Brass < 180HB E 250-225 | 0.010xD | 0.50xD
N 6%  Graphite A 200-180 | 0.009xD | 0.60xD
N REBRL  Soft plastics M 200-180 | 0.009xD | 1.00xD
N | §@¥8Kl Hard plastics M 100-90 0.007xD | 0.50xD
kLN T, Side milling roughing
P {KERIN. U0 low-carbon steels. Free-cutting steels. 125-220HB E 135-120 | 0.007xD | 1.00xD | 0.30xD
Z0, BNESER, RRAIDEARH
P Structural steels,Carbon content. low-alloy steels. Ferritic 140-220HB E 120-110 | 0.007xD | 1.00xD | 0.20xD

and martensitic stainless steels.

TEW, BN s5%N, SHEAHWN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB E 110-100 | 0.007xD | 1.00xD | 0.10xD
steels .Martensitic stainless steels.

ZUHISk PN TXERE VR EARFONAB A H N

M Free-cutting or Moderately difficult-cutting stainless 180-200HB E 105-95 0.007xD | 1.00xD | 020xD
steels. Austenitic and duplex stainless steels.
N THREARS BN FN

M Moderately difficult-cutting stainless steels. Austenitic and | 200-250HB E 80-72 0.007xD | 1.00xD | 0.10xD

duplex stainless steels.

PEBERL, W, RETHS%, REHH%.

Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 110-100 | 0.007xD | 1.00xD | 0.30xD

Nodular cis_lt ggﬁn%%; REEE

]é%?gclul??cﬁtig hi:gh-eillo/y Icas£ iro;LNodular cast iron. <300HB E 60-54 0.007xD 1.00xD | 0.15xD
N ZSig < 12805853%  Aluminium alloys with < 12% Si < 130HB E max 0.021xD | 1.00xD | 0.40xD
N ZSig€ > 12805883%  Aluminium alloys with > 12% Si < 180HB E 300-270 | 0.019xD | 1.00xD | 0.30xD
N BEEE.f98S Non-ferrous materials, Brass < 180HB E 400-360 | 0.014xD | 1.00xD | 0.40xD
N 62  Graphite A 200-180 | 0.012xD | 1.00xD | 0.50xD
N REBRL  Soft plastics M max 0.012xD | 1.50xD | 0.80xD
N f8%88l Hard plastics M 600-540 | 0.010xD | 1.00xD | 0.50xD

E=3 L M=WiZeHl  A=7SAK D=BtJIJe
E=Emulsion M= Mistspray A= Air D=dia. of milling cutter
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TR & 4378571 Solid carbide end mills

MG-2BA30M MG-2BA30L MG-2BA30X #:##U)HIH & Recommendable cutting data

LA 09} A Ve fz
Workpiece material Hardness Coolant m/min mm/z
{5NEI T Copy milling finishing
P KRN, U0 Low-carbon steels. Free-cutting steels. | 125-220HB E 180-160 | 0.009xD | 0.02xD 0.02xD
S, mNASEN, KFENSEAENEN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB E 170-150 | 0.009xD | 0.02xD 0.02xD

Ferritic and martensitic stainless steels.

TEW, BHEN. 85%NW, SEEAHN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB E 140-125 | 0.009xD | 0.01xD 0.0l xD
steels .Martensitic stainless steels.

ZUHISk P N0 TXERE VR ERFONAB A H N

Free-cutting or Moderately difficult-cutting stainless 180-200HB E 100-90 0.009xD | 0.02xD 0.02xD

steels. Austenitic and duplex stainless steels.

SEND TR AR SN

Moderately difficult-cutting stainless steels. Austenitic and | 200-250HB E 70-63 0.009xD | 0.01xD 0.0l xD

duplex stainless steels.

DPEBEHE, WHH, NETHE, REHFS.

Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 145-130 | 0.009xD | 0.02xD 0.02xD

Nodular cast iron.

NS ERHY®. IRRHEHK.

Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 120-110 0.09xD | 0.01xD 0.01xD
N SSig€ < 1289588%  Aluminium alloys with < 12% Si <130HB E max 0.027xD | 0.03xD 0.02xD
N SSi€ > 1289586%  Aluminium alloys with > 12% Si < 180HB E 320-280 0.024xD 0.02xD 0.02xD
N BEEE.7958% Non-ferrous materials, Brass < 180HB E 400-360 | 0.018xD | 0.02xD 0.0l xD
N G Graphite A max 0.015xD | 0.03xD 0.03xD
N | #8%K Hard plastics M 175-155 | 0.012xD | 0.02xD | 0.02xD

FIEFLINT. Copy milling roughing

P 1KV, SUD Low-carbon steels. Free-cutting steels. | 125-220HB E 160-145 | 0.010xD | 0.02xD 0.02xD

=, WA ESSH, BRATDEENEN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB E 140-125 | 0.010xD | 0.02xD 0.02xD

Ferritic and martensitic stainless steels.

TEW, #HEN. 85%NW, SEEAHN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB E 120-110 | 0.010xD | 0.01xD 0.01xD
steels .Martensitic stainless steels.

ZUHISk P N0 TXERE VR RFONAB A H N

M Free-cutting or Moderately difficult-cutting stainless 180-200HB E 90-80 0.010xD | 0.02xD 0.02xD
steels. Austenitic and duplex stainless steels.
N THREARS BN FN

M Moderately difficult-cutting stainless steels. Austenitic and | 200-250HB E 60-55 0.010xD | 0.01xD 0.0l xD

duplex stainless steels.

DPEBERL, W, RETH, MEH®.

Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 120-110 | 0.010xD | 0.02xD 0.02xD

Nodular caE_st g%ﬁ EREEE

%%?gil??c,?ttig hi;gh—ec;llo/}/ /cast\ iroil.Nodular cast iron. <300HB E 100-90 0.010xD | 0.01xD 0.01xD
N ZSig < 12895883  Aluminium alloys with < 12% Si < 130HB E max 0.030xD | 0.03xD 0.02xD
N ZSig > 12805883%  Aluminium alloys with > 12% Si < 180HB E 250-225 | 0.027xD | 0.02xD 0.02xD
N BEERE.[98F Non-ferrous materials, Brass < 180HB E 350-315 | 0.020xD | 0.02xD 0.01xD
N G5  Graphite A 350-315 | 0.017xD | 0.03xD | 0.03xD
N f8%8%l Hard plastics M 150-135 | 0.013xD | 0.02xD | 0.02xD

E=3 ki M=WEZAE A=A E DBV E=Emulsion M= Mist spray A= Air D=dia. of milling cutter
e DI R R AR SR TAE BARSER .
TR PIL X T H T B ZRACHERS (KAl 1) DI 2R ap. VRAE PR R (DI SCRAHEED
Note that: cutting speed is always given at the working diameter.
L and X sieres of the tool may need a reduction of recommended axial depth of cut ap. See section “Cutting calculations and define nitions” of
appendix
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FEARAE &4 3748 J] Solid carbide end mills

MG-3BA40S MG-3BA40L MG-3BA40X #:# )| & Recommendable cutting data

LA H s BH Ve fz
Workpiece material Hardness Coolant iAo -
B2 e Helical or ramping
P 15N, SUD Low-carbon steels. Free-cutting steels. | 125-220HB E 125-112 | 0.006xD | 0.10xD
S, mNASEN, KRRV EAENEN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB E 100-90 0.006xD | 0.08xD

Ferritic and martensitic stainless steels.

TEW, BRN. a5TN, SEREAHEN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB E 90-80 0.006xD | 0.05xD
steels .Martensitic stainless steels.

ZUHISk PN TXERE VR AT A H N
M Free-cutting or Moderately difficult-cutting stainless 180-200HB E 85-76 0.006xD | 0.08xD
steels. Austenitic and duplex stainless steels.

MEN T BYREAR S TR N
M Moderately difficult-cutting stainless steels. Austenitic and | 200-250HB E 65-58 0.006xD | 0.05xD
duplex stainless steels.

DPEBEHE, WHH, NETHE, REHFS.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 90-80 0.006xD | 0.10xD
Nodular cast iron.
RN LOBST B FKBFEE. 300

Difficult-cutting high-alloy cast iron.Nodular cast iron.

55-50 0.006xD | 0.08xD

E
N ZSig < 12895853  Aluminium alloys with < 12% Si <130HB E max 0.019xD | 0.10xD
N ZSig€ > 12805853  Aluminium alloys with > 12% Si < 180HB E 150-135 | 0.017xD | 0.10xD
N BEEE.J98F Non-ferrous materials, Brass < 180HB E 250-225 | 0.013xD | 0.05xD
N f8¥88 Hard plasticsfB IR M 100-90 0.009xD | 0.10xD
i k5T Copy milling finishing
P KRN, SUD Low-carbon steels. Free-cutting steels. | 125-220HB E 180-160 | 0.009xD | 0.02xD | 0.02xD
SMW, WNMETN, KRENDEERFN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB E 170-150 | 0.009xD | 0.02xD | 0.02xD

Ferritic and martensitic stainless steels.

TEW, BEN. a5TNW, SEEAHEN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB E 140-125 | 0.009xD | 0.01xD | 0.01xD
steels .Martensitic stainless steels.

ZUHISk P N0 TXERE VR ERFONAB A H N

M Free-cutting or Moderately difficult-cutting stainless 180-200HB E 100-90 0.009xD | 0.02xD | 0.02xD
steels. Austenitic and duplex stainless steels.
N THREARS BN FN

M Moderately difficult-cutting stainless steels. Austenitic and | 200-250HB E 70-63 0.009xD | 0.01xD | 0.0l1xD

duplex stainless steels.

PEBERL, W, RETHH%, MEH®.

Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 145-130 | 0.009xD | 0.02xD | 0.02xD

Nodular czl:s_t g%%@gg REEE

X)égi?gc{_&:gc?ttig hiéh-;lloy §S£ irozl.Nodular cast iron. <300HB E 120-110 | 0.009xD | 0.01xD 0.01xD
N ZSig < 12895853  Aluminium alloys with < 12% Si < 130HB E max 0.027xD | 0.03xD | 0.02xD
N ZSig€ > 12805853  Aluminium alloys with > 12% Si < 180HB E 320-280 0.024xD | 0.02xD 0.02xD
N BEEE.J98F Non-ferrous materials, Brass < 180HB E 400-360 | 0.018xD | 0.02xD | 0.01xD
N | §8¥K Hard plasticstEZ58] M max 0.015xD | 0.03xD | 0.03xD

E=Y L M=iZVe )l A=5T00H D=BtJ1J)4%
E=Emulsion M= Mistspray A= Air D=dia. of milling cutter
e DIHHE R R A S PR AR EAR AR k.
SEMJIHATHMARFIDIHI i, AR AL, X T H AT e it 2 M A 4 i DI R B ap. PEAN LIS (UM & U5
Note that: cutting speed is always given at the working diameter.
Note that: cutting speed is always given at the working diameter. See section “Cutting calculations and defi nitions” of appendix
The cutting data of the S sieres of the tool may be according to the M sieres. L and X sieres of the tool may need a reduction of recommended
axial depth of cut ap. See section “Cutting calculations and define nitions” of appendix
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FARRE & 4378571 Solid carbide end mills

MG-4BA30M MG-4BA30L MG-4BA30X #:##U)HIH & Recommendable cutting data

TAREE i e ve 2
Workpiece material Hardness Coolant i Ao mm/z
W2 BE R B Helical or ramping
P 1KV, U0 Low-carbon steels. Free-cutting steels. | 125-220HB E 125-112 | 0.006xD | 0.10xD
S, HNAESEN, KRR EAENEN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB E 100-90 0.006xD | 0.08xD

Ferritic and martensitic stainless steels.

TEW, BEN. a5TNW, ST
P Tool steels. Harder steels for toughening. High-alloy 220-350HB E 90-80 0.006xD | 0.05xD
steels .Martensitic stainless steels.

ZUHISk PN TXERE VR RFORAB A H N

Free-cutting or Moderately difficult-cutting stainless 180-200HB E 85-76 0.006xD | 0.08xD
steels. Austenitic and duplex stainless steels.
SEND T BIER A SN
Moderately difficult-cutting stainless steels. Austenitic and | 200-250HB E 65-58 0.006xD | 0.05xD
duplex stainless steels.
DPEBEHE, WHH, NETHE, REHFS.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 90-80 0.006xD | 0.10xD
Nodular cast iron.
ENTNEETHL. REFS.
Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 35-50 0.006xD | 0.08xD
N ZSig < 12895883  Aluminium alloys with < 12% Si <130HB E max 0.019xD | 0.10xD
N ZSig€ > 12805883  Aluminium alloys with > 12% Si < 180HB E 150-135 | 0.017xD | 0.10xD
N BEEE.[98% Non-ferrous materials, Brass < 180HB E 250-225 | 0.013xD | 0.05xD
N f8¥88 Hard plasticsfB IR M 100-90 0.011xD | 0.10xD
{FNEI T Copy milling finishing
P 1KEREN. St Low-carbon steels. Free-cutting steels. | 125-220HB E 180-160 | 0.009xD | 0.02xD | 0.02xD
S, mNASEN, KRR EAENEN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB E 170-150 | 0.009xD | 0.02xD | 0.02xD

Ferritic and martensitic stainless steels.

TEW, BEN. a5TNW, SEREAHEN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB E 140-125 | 0.009xD | 0.01 xD 0.01xD
steels .Martensitic stainless steels.

ZUHISk P N0 TXERE VR RFORAB A H N

M Free-cutting or Moderately difficult-cutting stainless 180-200HB E 100-90 0.009xD | 0.02xD | 0.02xD
steels. Austenitic and duplex stainless steels.
N THREARS BN FN

M Moderately difficult-cutting stainless steels. Austenitic and | 200-250HB E 70-63 0.009xD | 0.01xD | 0.0lxD

duplex stainless steels.

PEBERL, W, RETHH%, MEHH%.

Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 145-130 | 0.009xD | 0.02xD | 0.02xD

Nodular cel=ls_t g%ﬁ%( REEE

ﬁ?gc%lé?c?ttig hi\gh-glloy is£ iroil.Nodular cast iron. <300HB E 120-110 | 0.009xD | 0.01xD 0.01xD
N ZSig < 12895883%  Aluminium alloys with < 12% Si <130HB E max 0.027xD | 0.03xD | 0.02xD
N ZSig€ > 12805853  Aluminium alloys with > 12% Si < 180HB E 320-280 | 0.024xD | 0.02xD 0.02xD
N BEEE.J98% Non-ferrous materials, Brass < 180HB E 400-360 | 0.018xD | 0.02xD 0.01xD
N | §8¥K Hard plasticstEZ8K] M max 0.015xD | 0.03xD | 0.03xD

E=7LL  M=WiZEAEl A=A D=HtJIUE
E=Emulsion M= Mist spray A= Air D=dia. of milling cutter
e IHIH R R L AE SRR AR AR Z b
TR ARIIL X ] H AT e ZE R AR (R DIHIR ap. VEA1LPN 3R CUIHI e SR 5D
Note that: cutting speed is always given at the working diameter.
L and X sieres of the tool may need a reduction of recommended axial depth of cut ap. See section “Cutting
calculations and define nitions” of appendix
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FEARAE T &4 748 7]  Solid carbide end mills

MP-3TA40M MP-3TA40L {7 V)Nl & Recommendable cutting data
TAERARL

Workpiece material

et

Hardness

A

Coolant

Ve
m/min

fz
mm/z

BEBE R Helical or ramping
P KRN, ZUDE Low-carbon steels. Free-cutting steels. 125-220HB M 250-175 | 0.007xD | 0.04xD
W, RNASEN, KRENSEAENEN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB M 210-130 0.007xD 0.04xD
Ferritic and martensijic stainless steels.
TEWN, BAEN. o6TN, SREASHN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB M 180-125 | 0.006 xD | 0.03xD
steels .Martensitic stainless steels.
DEBEHY, NHY, AOnHE, KEFE
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB A 185-130 | 0.007xD | 0.03xD
Nodular cast iron.
N LIS EERHY®. IREHFK.
Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB A 160-110 0.007xD 0.02xD
N BE%E.19585% Non-ferrous materials, Brass < 180HB E 450-315 | 0.008xD | 0.04xD
N Gz Graphite A 600-420 | 0.009xD | 0.03xD
N f8¥88 Hard plastics M 175-120 | 0.007xD | 0.02xD
Pl Slotting
P 1EREN. ST Low-carbon steels. Free-cutting steels. 125-220HB M 200-140 | 0.006xD | 1.20xD
W, mNASEN, KRENSEENEN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB 180-125 0.005xD 0.80xD
Ferritic and martensijic stainless steels.
TEWN, BARN. o6TN, SREASHN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB M 160-110 | 0.005xD | 0.20xD
steels .Martensitic stainless steels.
DEBEHY, NHY, ROnHEE, NEFE
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB A 175-120 | 0.006xD | 0.32xD
Nodular cast iron.
EN TN G HL. REHFS.
Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB A 150-105 0.005xD 0.16xD
N BE%E.1985% Non-ferrous materials, Brass < 180HB E 350-315 | 0.006xD | 0.25xD
N Gz Graphite A 600-420 | 0.007xD | 048xD
N f8¥88 Hard plastics M 150-105 | 0.006 xD | 0.25xD
MgERS M T.Side milling finishing
P 1EIREN. S Low-carbon steels. Free-cutting steels. 125-220HB M 450-315 0.011xD | 1.00xD 0.04xD
S, mNASEN, KRENSEENEN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB M 390-275 0.010xD 0.80xD 0.04 xD
Ferritic and martensi_ﬁc stainless steels.
TEW, ARN. o6, SEREASEN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB M 350-245 | 0.010xD | 0.80xD | 0.03xD
steels .Martensitic stainless steels.
DEEEHEL, W, RoTHEk REHY.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB A 285-200 | 0.011xD | 0.80xD 0.02xD
Nodular cast iron.
NSO HLR. REFS.
Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB A 245-170 0.010xD 0.64xD 0.02xD
N BE%E.19585% Non-ferrous materials, Brass < 180HB E 550-385 0.011xD | 1.00xD 0.05xD
N Gz Graphite A 400-280 | 0.013xD | 1.00xD 0.05xD
N f8¥88 Hard plastics M 250-175 | 0.011xD | 0.80xD | 0.04xD
MAERL N L Side milling roughing
P {KEREN. SUDI Low-carbon steels. Free-cutting steels. 125-220HB M 350-245 | 0.010xD | 1.50xD 0.05xD
W, wNASEN, KRENSEENEN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB M 310-220 0.010xD 1.00xD 0.04 xD
Ferritic and martensi_gc stainless steels.
TEWN, BARN. o6TN, SREATN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB M 280-195 | 0.009xD | 1.00xD 0.04xD
steels .Martensitic stainless steels.
DEEEHEL, W, RoTHEk REHY.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB A 250-175 | 0.010xD | 1.00xD 0.04xD
Nodular cast iron.
ENTHEEERHLR. REFS.
Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB A 200-140 0.010xD 0.80xD 0.03xD
N BE%E.198% Non-ferrous materials, Brass < 180HB E 450-315 0.011xD | 1.25xD 0.25xD
N Gz Graphite A 600-420 | 0.012xD | 1.00xD | 0.05xD
N ﬁﬁf@*ﬁl Hard plastics M 190-130 | 0.010xD | 1.00xD | 0.15xD
E=Fbi  M=WEZAE  A=2S4%# D=BtJIvR A= Air D=dia. of milling cutter

E=Emulsion M= Mist sp! rg

ik Ek?i&%ﬂET %E%ﬁﬁfﬁﬂﬁw@ﬁﬁ@oﬁ%ﬂ%%«ﬂ@%x&ﬁ

Note that: L sieres of the tool may need a reduction of recommended axial depth of cut ap. See section

“Cutting calculations and define nitions”

of appendix
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FARRE & 4378571 Solid carbide end mills

MP-MTA40M #7711 & Recommendable cutting data

AR R st g fz
Workpiece material Hardness Coolant m/min mm/z
BEiE R Helical or ramping
P KRN, SUDE  Low-carbon steels. Free-cutting steels. 125-220HB M 250-175 | 0.007xD | 0.04xD
W, wNASEN, KRENSEAENEN
P Structural steels, Carbon content. Low-alloy steels. Ferritic | 140-220HB M 210-130 | 0.007xD | 0.04xD
and martensitic stainless steels.
TEW, BARN. 5N, SEEAEN
P Tool steels. Harder steels for toughening. High-alloy steels | 220-350HB M 180-125 | 0.006xD | 0.03xD
.Martensitic stainless steels.
H SREEEN  Hardened steels 48-56 HRC M 150-105 | 0.004xD | 0.03xD
H 585N Hardened steels 56-62 HRC M 90-70 0.003xD | 0.02xD
H 585N Hardened steels 62-65 HRC A 55-40 0.003xD | 0.01xD
H 585N Hardened steels >65 HRC A 35-25 0.002xD | 0.01xD
DEREHY, WHY, KETHe WEFY.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 185-130 | 0.007xD | 0.03xD
Nodular cast iron.
NSO HLR. REFL.
Difficult-cutting high-alloy ?:Zst iron.Nodular cast iron. <300HB E 160-110 0.007xD | 0.02xD
RE, BE. $ESES
£ Nickel-, Cobalt- and Iron-based superalloys <280HB E 60-40 0.006xD | 0.03xD
RE, B&. ESES
S Nickel-, Cobalt- and Iron-based superalloys >280HB E 30-21 0.006xD | 0.01xD
S | $A&% Titanium alloys 250-300HB E 80-55 0.007xD | 0.03xD
MBERS I TSide milling finishing
P KRN, S0 Low-carbon steels. Free-cutting steels. 125-220HB M 450-315 | 0.011xD | 1.00xD | 0.04xD
S, HNAEEN, KRENSEEAEN
P Structural steels, Carbon content. Low-alloy steels. Ferritic | 140-220HB M 390-275 | 0.010xD | 0.80xD | 0.04xD
and martensitic stainless steels.
TETW, ARN. 5e5H, DEANHHN
P Tool steels. Harder steels for toughening. High-alloy steels | 220-350HB M 350-245 | 0.010xD | 0.80xD | 0.03xD
.Martensitic stainless steels.
H YEEEEN  Hardened steels 48-56 HRC M 300-210 | 0.006xD | 0.80xD | 0.03xD
H YEEEEN  Hardened steels 56-62 HRC M 175-120 | 0.006xD | 0.64xD | 0.02xD
H YEEEEN  Hardened steels 62-65 HRC A 90-70 0.004xD | 040xD | 0.02xD
H YEEBEN  Hardened steels >65 HRC A 60-40 0.004xD | 030xD | 0.01xD
DEEEHY, WHEHK, KETH, WEHFY.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 285-200 | 0.011xD | 0.80xD | 0.02xD
Nodular cast iron.
N TS ERHR. REHLk.
Difficult-cutting high-alloy ?;st iron.Nodular cast iron. <300HB E 245-170 | 0.010xD | 0.64xD | 0.02xD
BE. BE. $ESES
S Nickel-, Cobalt- and Iron-based superalloys <280HB E 120-85 0.010xD | 0.56xD | 0.02xD
BE. BE. dESEST
S Nickel-, Cobalt- and Iron-based superalloys >280HB E 50-45 0.009xD | 0.40xD 0.01xD
S FAEE  Titanium alloys 250-300HB E 145-100 | 0.010xD | 0.80xD | 0.03xD
AER N L Side milling roughing
P KRN, SUDI  Low-carbon steels. Free-cutting steels. 125-220HB M 350-245 | 0.010xD | 1.50xD | 0.05xD
W, mNASEN, KERENSEENEN
P Structural steels, Carbon content. Low-alloy steels. Ferritic | 140-220HB M 310-220 | 0.010xD | 1.00xD | 0.04xD
and martensitic stainless steels.
TEW, BARN. 5N, SEEAHN
P Tool steels. Harder steels for toughening. High-alloy steels | 220-350HB M 280-195 | 0.009xD | 1.00xD | 0.04xD
.Martensitic stainless steels.
H SREEEN  Hardened steels 48-56 HRC M 250-175 | 0.005xD | 1.00xD | 0.03xD
H SREEEN  Hardened steels 56-62 HRC M 150-105 | 0.004xD | 0.80xD | 0.03xD
H S48 FN  Hardened steels 62-65 HRC A 80-55 0.003xD | 0.50xD | 0.02xD
H XEEEN  Hardened steels >65 HRC A 55-35 0.003xD | 0.30xD | 0.01xD
DEREHY, WHEH, KETHL WEHFY.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 250-175 | 0.010xD | 1.00xD | 0.04xD
Nodular cast iron.
ENTHEEERHLR. WEHFS.
Difficult-cutting high-alloy :CIZst iron.Nodular cast iron. <300HB E 200-140 0.010xD | 0.80xD 0.03xD
BE, B&. ESES
S Nickel-, Cobalt- and Iron-based superalloys <280HB E 80-55 0.009xD | 0.70xD 0.03xD
RE, B&. ESES
S Nickel-, Cobalt- and Iron-based superalloys >280HB E 40-30 0.008xD | 0.52xD | 0.02xD
S A5  Titanium alloys 250-300HB E 120-85 0.010xD | 1.00xD | 0.04xD
E=FL M=WiZAH A=A H D=HJINR E=Emulsion M= Mist spray A= Air D=dia. of milling cutter
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FEARAE T &4 748 7]  Solid carbide end mills

MH-2TA28M MH-2TA28L 7 V)1 & Recommendable cutting data

TAEREE s ] - -
Workpiece material Hardness Coolant m/min mm/z
BE BE o Helical or ramping
P BN, SV . 125-220HB M 250-175 0.007xD | 0.04xD
Low-carbon steels. Free-cutting steels.
S, mNASEN, KFENSEAENEN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB M 210-130 | 0.007xD | 0.04xD
Ferritic and martensitic stainless steels.
TEN, HALaN. aoTW, SREATN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB M 180-125 0.006xD | 0.03xD
steels .Martensitic stainless steels.
X
H RN 48-56 HRC M 150-105 0.004xD | 0.03xD
Hardened steels
SR
H AR 56-62 HRC M 90-70 0.003xD | 0.02xD
Hardened steels
SR
H AN 62-65 HRC M 55-45 0.003xD | 0.01xD
Hardened steels
SR
H }rﬂiﬁr%ie%!ied steels >65 HRC M 35-25 0.002xD | 0.01xD
DHREE, WHH, RETH, WEHFY.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB A 185-130 | 0.007xD | 0.03xD
Nodular cast iron.
ENTHEERHLE. REFS.
Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB A 160-110 0.007xD 0.02xD
RS T Copy milling finishing
P EAREN, Z3LEN . 125-220HB M 500-350 0.015xD | 0.03xD 0.02xD
Low-carbon steels. Free-cutting steels.
W, mNASEN, KRENSEENEN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB M 385-240 0.014xD | 0.03xD 0.02xD
Ferritic and martensitic stainless steels.
TEW, BRN. 2oTW, SEELAEN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB M 325-220 | 0.013xD | 0.02xD 0.02xD
steels .Martensitic stainless steels.
SE
H RN 48-56 HRC M 280-190 0.013xD | 0.02xD 0.0l xD
Hardened steels
H AR 56-62 HRC M 150-105 0.012xD | 0.02xD 0.0l xD
Hardened steels
H AR 62-65 HRC M 110-70 0.010xD | 0.01xD 0.0l xD
Hardened steels
H PN >65 HRC M 85-60 0.010xD | 0.01xD 0.01xD
Hardened steels
PEEEHEE, WHEH, NERHek, WEHFY.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB A 345-240 0.015xD | 0.03xD 0.02xD
Nodular cast iron.
N £ K=
EN LR SRk, IREFHK. <300HB A 290-200 0.014xD | 0.02xD 0.02xD

Difficult-cutting high-alloy cast iron.Nodular cast iron.
E=FUL#l  M=WiZWHl A=W H D=HIIR
E=Emulsion M= Mistspray A=Air D=dia. of milling cutter
TE: SERARVILIT) R AT RE R A Bl ) VDI R B ap . VEAE LIS COIHIRE SR AHEE)

Note that: L sieres of the tool may need a reduction of recommended axial depth of cut ap. See section “Cutting
calculations and define nitions” of appendix
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FARAE T A 4378 ) Solid carbide end mills

MH-4TA20M {:#VIHI & Recommendable cutting data

TR iz i e £
Workpiece material Hardness Coolant n/min iz
DR TE AR I Helical or ramping
SR
H RN 48-56 HRC M 150-105 0.004 xD 0.03xD
Hardened steels
SR
H RN 56-62 HRC M 90-70 0.003xD 0.02xD
Hardened steels
SR
H AN 62-65 HRC M 55-35 0.003xD 0.01xD
Hardened steels
SR
H AR >65 HRC M 35-25 0.002xD 0.01xD
Hardened steels
Befli  Slotting
SR
H AN 48-56 HRC M 110-70 0.004 xD 0.18xD
Hardened steels
H AN 56-62 HRC M 70-50 0.003xD 0.08xD
Hardened steels
SR
H AN 62-65 HRC M 50-35 0.002xD 0.05xD
Hardened steels
H PN >65 HRC M 35-25 0.002x D 0.03xD
Hardened steels
MIBERS N TSide milling finishing
H RN 48-56 HRC M 300-210 0.006 XD 0.80xD 0.03xD
Hardened steels
AEE N
H 56-62 HRC M 175-120 0.006 x D 0.64xD 0.02xD
Hardened steels
H RN 62-65 HRC M 90-70 0.004 xD 0.40xD 0.02xD
Hardened steels
H RN >65 HRC M 60-40 0.004 xD 0.30xD 0.01xD
Hardened steels
kLN T. Side milling roughing
H AR 48-56 HRC M 250-175 0.005xD 1.00xD 0.03xD
Hardened steels
AEEE N
H 56-62 HRC M 150-105 0.004 xD 0.80xD 0.03xD
Hardened steels
H AR 62-65 HRC M 80-55 0.003xD 0.50xD 0.02xD
Hardened steels
SR
H AR >65 HRC M 55-35 0.003xD 0.30xD 0.0l xD
Hardened steels

E=JLLH  M=WEZEWHl  A=TRWEl D=BIIIR
E=Emulsion M= Mistspray A=Air D=dia. of milling cutter
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FEARAE T &4 748 7]  Solid carbide end mills

MH-4TA28M MH-4TA28L MH-4TA28X i #71Jif|Hl i Recommendable cutting data
AR i BH Ve fz

IS0

Workpiece material Hardness Coolant m/min mm/z
e R e Helical or ramping
P (g, SN . 125-220HB M 250-175 | 0.007xD | 0.04xD
Low-carbon steels. Free-cutting steels.
SN, RINESTW, KRENDEENHN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB M 210-130 | 0.007xD | 0.04xD
Ferritic and martensitic stainless steels.
TEW, BEN. 85%NW, SEEAHN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB M 180-125 | 0.006xD | 0.03xD
steels .Martensitic stainless steels.
X
H RN 48-56 HRC M 150-105 | 0.004xD | 0.03xD
Hardened steels
KX
H RN 56-62 HRC M 90-70 0.003xD | 0.02xD
Hardened steels
RN
H 62-65 HRC M 55-45 0.003xD | 0.01xD
Hardened steels
KK
H AR >65 HRC M 35-25 0.002xD | 0.0l xD
Hardened steels
PEBEHY, NHEYR, KETHY%, REHT.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB A 185-130 | 0.007xD | 0.03xD
Nodular cast iron.
=2 5
XN LSS HER, IRBEHE <300HB A 160-110 | 0.007xD | 0.02xD

Difficult-cutting high-alloy cast iron.Nodular cast iron.
FiEkin T Copy milling finishing

P AN, Z3LEN . 125-220HB M 500-350 | 0.015xD | 0.03xD | 0.02xD
Low-carbon steels. Free-cutting steels.
S, wNASEN, KRENSEAENEN

P Structural steels, Carbon content. Low-alloy steels. 140-220HB M 385-240 | 0.014xD | 0.03xD | 0.02xD
Ferritic and martensiﬂc stainless steels.
TEMN, HARN. a6%NW, SEREATEN

P Tool steels. Harder steels for toughening. High-alloy 220-350HB M 325-220 | 0.013xD | 0.02xD | 0.02xD
steels .Martensitic stainless steels.
SR

H RN 48-56 HRC M 280-190 | 0.013xD | 0.02xD | 0.01xD
Hardened steels
AR

H 56-62 HRC M 150-105 | 0.012xD | 0.02xD | 0.01xD
Hardened steels

H AN 62-65 HRC M 110-70 0.010xD | 0.01xD | 0.01xD
Hardened steels

H PR >65 HRC M 85-60 0.010xD | 0.01xD | 0.01xD
Hardened steels
DEREHE, NH, RETHek REBYS.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB A 345-240 | 0.015xD | 0.03xD | 0.02xD
Nodular cast iron.

= A & W L

ENLOREEHL. RBFHK. <300HB A 290-200 | 0.014xD | 0.02xD | 0.02xD

Difficult-cutting high-alloy cast iron.Nodular cast iron.
E=FLL# M=l A=W D=4t
E=Emulsion M= Mist spray A= Air D=dia. of milling cutter
TE: SRR SIL X T) R T BE R LR ACHERE IRl ) VIR B ap . VEARILBASR (UM SE SURHSED
Note that: L and X sieres of the tool may need a reduction of recommended axial depth of cut ap. See section “Cutting
calculations and define nitions” of appendix
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FARAE T A 4378 ) Solid carbide end mills

MH-MTA45M 47 )H|fl& Recommendable cutting data
CAFR R fii i A Ve fz

Workpiece material Hardness Coolant

m/min mm/z

W2 HER B Helical or ramping
i
H 48-56 HRC M 150-105 0.004 x D 0.03xD
Hardened steels
SR
H AR 56-62 HRC M 90-70 0.003xD 0.02xD
Hardened steels
SR
H AR 62-65 HRC M 55-35 0.003xD 0.0l xD
Hardened steels
H AR >65 HRC M 35-25 0.002xD 0.0l xD
Hardened steels
AERs N LSide milling finishing
H AN 48-56 HRC M 300-210 0.006 x D 0.80xD 0.03xD
Hardened steels
H RN 56-62 HRC M 175-120 0.006 x D 0.64xD 0.02xD
Hardened steels
SR
H AR 62-65 HRC M 90-70 0.004 xD 0.40xD 0.02xD
Hardened steels
H RN >65 HRC M 60-40 0.004xD 0.30xD 0.01xD
Hardened steels
¥ N T. Side milling roughing
H RN 48-56 HRC M 250-175 0.005xD 1.00xD 0.03xD
Hardened steels
ARSI
H 56-62 HRC M 150-105 0.004xD 0.80xD 0.03xD
Hardened steels
H RN 62-65 HRC M 80-55 0.003xD 0.50xD 0.02xD
Hardened steels
H RN >65 HRC M 55-35 0.003xD 0.30xD 0.01xD
Hardened steels
E=FLL M=l A=W D=RTIUAR

E=Emulsion M= Mist spray A= Air D=dia. of milling cutter
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FEARAE T &4 748 7]  Solid carbide end mills

MH-2BA18S MH-2BA18M MH-2BA18L {7 V1|l & Recommendable cutting data

TR i W ve fz
Workpiece material Hardness Coolant /i mm/z
W e R Helical or ramping
H RN 48-56 HRC M 150-105 | 0.004xD | 0.03xD
Hardened steels
H RN 56-62 HRC M 90-70 0.003xD | 0.02xD
Hardened steels
H RN 62-65 HRC M 55-40 0.003xD | 0.01 xD
Hardened steels
H RN >65 HRC M 35-25 0.002xD | 0.01xD
Hardened steels
PEREHE, WHH, ERHek HREHFY.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB A 185-130 | 0.007xD | 0.03xD
Nodular cast iron.
ENTNSETHFHR. KEHLk.
Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB A 160-110 0.007xD | 0.02xD
iR T. Copy milling finishing
H RN 48-56 HRC M 350-210 | 0.013xD | 0.03xD | 0.01xD
Hardened steels
H RN 56-62 HRC M 210-130 | 0.012xD | 0.02xD | 0.0l xD
Hardened steels
H RN 62-65 HRC M 130-90 0.010xD | 0.01xD | 0.01xD
Hardened steels
H RN >65 HRC M 90-70 0.010xD | 0.01xD | 0.01xD
Hardened steels
PEEEHY, WHH, EaRHek HREFY.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB A 345-240 | 0.015xD | 0.03xD | 0.02xD
Nodular cast iron.
= R
XN LSS T Sk, KBHLL <300HB A 290-200 | 0.014xD | 0.02xD | 0.02xD

Difficult-cutting high-alloy cast iron.Nodular cast iron.

i FEF T Copy milling roughing

H RN 48-56 HRC M 200-140 | 0.019xD | 0.10xD | 0.30xD
Hardened steels
poi N

H 56-62 HRC M 140-100 | 0.015xD | 0.07xD | 0.25xD
Hardened steels

H RN 62-65 HRC M 100-60 0.013xD | 0.05xD | 0.20xD
Hardened steels

H RN >65 HRC M 60-40 0.011xD | 0.04xD | 0.15xD
Hardened steels

PEBEHLL, WEH, TETHHLk, REH.

Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB A 250-175 | 0.013xD | 0.15xD | 0.30xD
Nodular cast iron.

= A S S2
XN LSS TR, KRB <300HB A 200-140 | 0.012xD | 0.15xD | 0.20xD

Difficult-cutting high-alloy cast iron.Nodular cast iron.
E=Y L M=WiZ%H  A="SAE D=BtJ1J)fe
E=Emulsion M= Mistspray A= Air D=dia. of milling cutter
e UIHIE e S AE S bR LA HARSER 2 B,
SEFK I AT M ARSI R, AR IILI T H AT e SRR ARHERE H il i DT S ap.  PRAM LIS (U e v 50D
Note that: cutting speed is always given at the working diameter. ~ The cutting data of the S sieres of the tool may be according to the M sieres. L
sieres of the tool may need a reduction of recommended axial depth of cut ap. See section “Cutting calculations and define nitions” of appendix
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FARRE & 4378571 Solid carbide end mills

MH-4BA18M {7 VJHIl & Recommendable cutting data
LAFbHE

Workpiece material

hifi g

Hardness

]

Coolant

Ve

fz

m/min

mm/z

W A e A Helical or ramping
H AR 48-56 HRC M 150-105 | 0.004xD | 0.03xD
Hardened steels
SR
H AR 56-62 HRC M 90-70 0.003xD | 0.02xD
Hardened steels
SR
H AR 62-65 HRC M 55-40 0.003xD | 0.01xD
Hardened steels
SR
RN >65 HRC M 35-25 0.002xD | 0.01xD
Hardened steels
PEBEHL, WHY, METHYS, REFT.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB A 185-130 | 0.007xD | 0.03xD
Nodular cast iron.
ENTNEERHLE. REHFL.
Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB A 160-110 0.007xD | 0.02xD
{5NEI T Copy milling finishing
PR 48-56 HRC M 280-190 | 0.013xD | 0.02xD 0.0l xD
Hardened steels
H PR 56-62 HRC M 150-105 | 0.012xD | 0.02xD 0.0l xD
Hardened steels
SR
H AR 62-65 HRC M 110-70 0.010xD | 0.01xD 0.0l xD
Hardened steels
SR
H AN >65 HRC M 85-60 0.010xD | 0.01xD 0.01xD
Hardened steels
PEREHE, WHH, NETHe, REFS.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB A 345-240 | 0.015xD | 0.03xD 0.02xD
y Yy
Nodular cast iron.
ENTNEERFHLE. REHFL.
Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB A 250-200 | 0.014xD | 0.02xD 0.02xD
5 IFLINT. Copy milling roughing
H PR 48-56 HRC M 170-120 | 0.014xD | 0.06xD 0.20xD
Hardened steels
i e
H 56-62 HRC M 100-60 0.013xD | 0.04xD 0.15xD
Hardened steels
SR
H AR 62-65 HRC M 80-50 0.011xD | 0.03xD 0.10xD
Hardened steels
SR
H AN >65 HRC M 60-40 0.011xD | 0.02xD 0.05xD
Hardened steels
PEREHE, WHY, NETHe, REFS.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB A 250-175 | 0.013xD | 0.15xD 0.30xD
Nodular cast iron.
ENTNEERHLE. REHFL.
Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB A 250-175 0.012xD | 0.15xD 0.20xD
E=FL ] M=WiZAH  A=SRE D=BEIIIR

E=Emulsion M= Mistspray A= Air

D=dia. of milling cutter

e DI R R A SR TAF BAR R B, TR0 B (DI e SRS

Note that: cutting speed is always given at the working diameter. See section “Cutting calculations and defi nitions” of appendix




FEARAE T &4 748 7]  Solid carbide end mills

MM-3TA40M MM-3TA40L H#:{7 1)1 & Recommendable cutting data

TR i A Ve e
Workpiece material Hardness Coolant /i iz
WRBE R Bt Helical or ramping
ZUDBISE PN TR BB CARFONUHE R H N
M Free-cutting or Moderately Difficult-cutting stainless 180-200HB M 100-70 0.007xD | 0.03xD
steels. Austenitic and duplex stainless steels.
N0 T R TAR S IAE A
M Moderately Difficult-cutting stainless steels. Austenitic 200-250HB M 70-50 0.007xD | 0.02xD
and duplex stainless steels.
N BEERE.f98S% Non-ferrous materials, Brass < 180HB E 450-315 0.008xD | 0.04xD
N 6% Graphite A 600-420 | 0.009xD | 0.03xD
N | #8888 Hard plastics M 175-120 | 0.007xD | 0.02xD
BE, HE. ESES
S Nickel-, Cobalt- and Iron-based superalloys <280HB E 60-40 0.006xD | 0.03xD
BE, BE. ¥ESES
S Nickel-, Cobalt- and Iron-based superalloys >280HB E 30-21 0.006 xD 0.01xD
S $AEE  Titanium alloys 250-300HB E 80-55 0.007xD | 0.03xD
efli - Slotting
ZUDBISK PN TR BVER T AFONUAE NN
M Free-cutting or Moderately Difficult-cutting stainless 180-200HB M 95-65 0.006xD | 0.10xD
steels. Austenitic and duplex stainless steels.
XN T HNEREARSIAE NN
M Moderately Difficult-cutting stainless steels. Austenitic 200-250HB M 60-40 0.005xD | 0.10xD
and duplex stainless steels.
N BER%E.f968% Non-ferrous materials, Brass < 180HB E 350-315 0.006xD | 0.25xD
N Gz Graphite A 600-420 | 0.007xD | 048xD
N | 8% Hard plastics M 150-105 | 0.006xD | 0.25xD
BE. BE. $ESERS
S Nickel-, Cobalt- and Iron-based superalloys <280HB E 50-35 0.005xD 0.15xD
BE,. B&. $ESERG
£ Nickel-, Cobalt- and Iron-based superalloys >280HB E 2520 0.005xD | 0.08xD
S A5  Titanium alloys 250-300HB E 75-50 0.005xD | 024xD
EERS I TSide milling finishing
S Bl D N T X BB L AR
M Free-cutting or Moderately Difficult-cutting stainless 180-200HB M 200-140 | 0.011xD | 0.80xD 0.03xD
steels. Austenitic and duplex stainless steels.
XN T BIER FS{R S XA 5N
M Moderately Difficult-cutting stainless steels. Austenitic 200-250HB M 145-100 | 0.010xD | 0.64xD 0.02xD
and duplex stainless steels.
N BEERE.f98S Non-ferrous materials, Brass < 180HB E 550-385 | 0.011xD | 1.00xD 0.05xD
N Gz Graphite A 400-280 | 0.013xD | 1.00xD 0.05xD
N %88  Hard plastics M 250-175 | 0.011xD | 0.80xD | 0.04xD
BE, B&. ESES
S Nickel-, Cobalt- and Iron-based superalloys <280HB E 120-85 0.010xD | 0.56xD 0.02xD
BE, HE. $ESRS
S Nickel-, Cobalt- and Iron-based superalloys >280HB E 50-45 0.009xD | 0.40xD 0.01xD
$ A5 Titanium alloys 250-300HB E 145-100 | 0.010xD | 0.80xD 0.03xD
fZEHLINT. Side milling roughing
ZUDBIS, PN T BV CARFONUE R H N
M Free-cutting or Moderately Difficult-cutting stainless 180-200HB M 155-110 | 0.010xD | 1.00xD 0.04xD
steels. Austenitic and duplex stainless steels.
N0 T R AR S TAB A EH
M Moderately Difficult-cutting stainless steels. Austenitic 200-250HB M 120-85 0.010xD | 0.80xD 0.03xD
and duplex stainless steels.
N BEERE.j98% Non-ferrous materials, Brass < 180HB E 450-315 | 0.011xD | 1.25xD 025xD
N G  Graphite A 600-420 | 0.012xD | 1.00xD 0.05xD
N | #8888 Hard plastics M 190-130 | 0.010xD | 1.00xD | 0.15xD
BE, HE. $ESRS
S Nickel-, Cobalt- and Iron-based superalloys <280HB E 80-55 0.009xD | 0.70xD 0.03xD
BE, BE. ¥ESES
S Nickel-, Cobalt- and Iron-based superalloys >280HB E 40-30 0.008xD 0.52xD 0.02xD
S $AEE  Titanium alloys 250-300HB E 120-85 0.010xD | 1.00xD 0.04xD
E=A4 M=WiZAH A=A H D=BtJ)JI*%
E=Emulsion M= Mistspray A= Air D=dia. of milling cutter

TE: AR VIL TIHE T8 5 2 TR A 4 ) DI HIVR B ap. VEAR LI COIH e SO o600
Note that: L sieres of the tool may need a reduction of recommended axial depth of cut ap. See section “Cutting
calculations and define nitions” of appendi
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FARRE & 4378571 Solid carbide end mills

MM-3BA40M 7 V)H| & Recommendable cutting data
TAEM R et B Ve fz

Workpiece material Hardness Coolant m/min mm/z

BR TR AR Helical or ramping
SUDBISE N0 T BB FARFOAE AR H N

M Free-cutting or Moderately Difficult-cutting stainless 180-200HB M 100-70 | 0.007xD | 0.03xD
steels. Austenitic and duplex stainless steels.
XEND T BUER EC{R S AN

M Moderately Difficult-cutting stainless steels. Austenitic 200-250HB M 70-50 0.007xD | 0.02xD
and duplex stainless steels.
SSig < 1289588

i Aluminium alloys with < 12% Si <130HB E max 0.010xD | 0.05xD
SSig > 20988355

N Aluminium alloys with > 12% Si < 180HB E 280-190 | 0.008xD | 0.03xD

SN

N BeakiNon . < 180HB E 450-315 | 0.008xD | 0.04xD
Non-ferrous materials, Brass

N OF . M 400-280 | 0.008xD | 0.04xD
Graphite

N R . M 175-120 | 0.007xD | 0.02xD
Hard plastics
BE, &, ¥ESERS

& Nickel-, Cobalt- and Iron-based superalloys <280HB E 60-40 0.006xD | 0.03xD
BE, BE. ¥ESRST

& Nickel-, Cobalt- and Iron-based superalloys >280HB E 30-21 0.006xD | 0.0I1xD

PaN
S =k 250-300HB E 80-55 0.007xD | 0.03xD

Titanium alloys

AN T Copy milling finishing
SUDEIPEN0 T X AVEREAAFINAB AN

M Free-cutting or Moderately Difficult-cutting stainless 180-200HB M 210-130 | 0.015xD | 0.03xD | 0.02xD
steels. Austenitic and duplex stainless steels.
N VR AR SIABAREN

M Moderately Difficult-cutting stainless steels. Austenitic 200-250HB M 125-90 | 0.014xD | 0.02xD | 0.01xD
and duplex stainless steels.
SSig < 1289588

N Aluminium alloys with < 12% Si < 130HB E max 0.020xD | 0.05xD | 0.05xD
SSig> 2086 %

N Aluminium alloys with > 12% Si < 180HB E 345-240 | 0.016xD | 0.05xD | 0.03xD

F]-2

N ﬁ@,ﬁ%jﬁlmﬁ‘ < 180HB E max 0.016xD | 0.04xD | 0.03xD
Non-ferrous materials, Brass

N OF . M max 0.016xD | 0.05xD | 0.02xD
Graphite

N TR . M 175-120 | 0.015xD | 0.04xD | 0.02xD
Hard plastics
BE. BE. $ESRS

g Nickel-, Cobalt- and Iron-based superalloys <280HB E 150-105 | 0.013xD | 0.02xD 0.01%D
BE. B&. $ESRS

S Nickel-, Cobalt- and Iron-based superalloys >280HB E 73-50 0.012xD | 0.02xD 0.01xD

P
S Sk 250-300HB E 170-120 | 0.014xD | 0.03xD | 0.02xD

Titanium alloys

E=FLILl ~ M=WiZWil A=W D=4t
E=Emulsion M= Mistspray A= Air D=dia. of milling cutter

e VIR B EST AR SE bR TAE AR . VRN WM s COTEIE U

Note that: cutting speed is always given at the working diameter. See section “Cutting calculations and defi nitions” of appendix

M 84



FEARAE T &4 748 7]  Solid carbide end mills

MM-2BA30M MM-2BA30L 7711l & Recommendable cutting data

AR R i B Ve fz
Workpiece material Hardness Coolant m/min )z
W e A3 Helical or ramping
P ffEaxet. il 125-220HB M 250-175 0.007xD | 0.04xD

Low-carbon steels. Free-cutting steels.

SO, TINESTW, KRENDEENHN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB M 210-130 | 0.007xD | 0.04xD
Ferritic and martensitic stainless steels.

TEW, BHEN. %N, SEEAHN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB M 180-125 | 0.006xD | 0.03xD
steels .Martensitic stainless steels.

ZUHISk PN TXEE VR EARFONAB A HN

M Free-cutting or Moderately Difficult-cutting stainless 180-200HB M 100-70 0.007xD | 0.03xD
steels. Austenitic and duplex stainless steels.
N0 T R AR STAE T

M Moderately Difficult-cutting stainless steels. Austenitic 200-250HB M 70-50 0.007xD | 0.02xD
and duplex stainless steels.
BE, BE. gESERS

& Nickel-, Cobalt- and Iron-based superalloys <280HB E 60-40 0.006xD | 0.03xD
BRE, B&. ¥ESES

§ Nickel-, Cobalt- and Iron-based superalloys >280HB E 30-21 0.006xD | 0.01xD

S A5 Titanium alloys 250-300HB E 80-55 0.007xD | 0.03xD

1AM T Copy milling finishing
P BN, Z3LDEN 125-220HB M 500-350 | 0.015xD | 0.03xD 0.02xD

Low-carbon steels. Free-cutting steels.

S, wNASGEN, KR0S EAENTN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB M 385-240 | 0.014xD | 0.03xD 0.02xD
Ferritic and martensitic stainless steels.
TEW, BAREN. TN, SEEAEN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB M 325-220 | 0.013xD | 0.02xD | 0.02xD
steels .Martensitic stainless steels.

S VDB PN TXERE VB RFONAB AR TN

M Free-cutting or Moderately Difficult-cutting stainless 180-200HB M 210-130 | 0.015xD | 0.03xD | 0.02xD
steels. Austenitic and duplex stainless steels.
XN T IR AR SIAE NN

M Moderately Difficult-cutting stainless steels. Austenitic 200-250HB M 125-90 0.014xD | 0.02xD 0.01xD
and duplex stainless steels.
BE, HE. ¥ESRS

§ Nickel-, Cobalt- and Iron-based superalloys <280HB E AR 0.013xD | 0.02xD 0.01xD
BE, BE. ¥ESES

S Nickel-, Cobalt- and Iron-based superalloys >280HB E 75-50 0.012xD | 0.02xD 0.01xD

S A5 Titanium alloys 250-300HB E 170-120 | 0.014xD | 0.03xD | 0.02xD

i TEALIN T, Copy milling roughing
P BN Z5LDEN 125-220HB M 290-200 | 0.019xD | 0.17xD 0.44xD

Low-carbon steels. Free-cutting steels.

S, ENASEN, KFZENSEAENEN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB M 250-175 | 0.018xD | 0.13xD | 0.33xD
Ferritic and martensitic stainless steels.
TER, BEN. 26TNW, SEELASEN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB M 215-150 | 0.018xD | 0.11xD 031xD
steels .Martensitic stainless steels.

SZUHEISk PN TXERE VR EARFONAB A HN

M Free-cutting or Moderately Difficult-cutting stainless 180-200HB M 110-80 0.014xD | 0.13xD 0.17xD
steels. Austenitic and duplex stainless steels.
MEN T BVREAR SR TN
M Moderately Difficult-cutting stainless steels. Austenitic 200-250HB M 70-50 0.013xD | 0.09xD 0.13xD
and duplex stainless steels.
BRE, BE. k&SRS
S Nickel-, Cobalt- and Iron-based superalloys <?280HB E 90-60 0.012xD | 0.17xD 0.22xD
BRE, BE. RESRES
S Nickel-, Cobalt- and Iron-based superalloys >280HB E 45-30 0.0l xD 0.11xD 0.13xD
S AEE  Titanium alloys 250-300HB E 90-60 0.012xD | 0.22xD | 033xD
E=FUbi  M=WEZAH  A=TRAH DB
E=Emulsion M= Mistspray A= Air D=dia. of milling cutter

T VI B e S br AR HAREERE 2 LI
SR HILIR TR AT RET 2P ARHERE (R 1) DR [ ap. VEAR UM (U2 SCR 5D
Note that: cutting speed is always given at the working diameter.
L sieres of the tool may need a reduction of recommended axial depth of cut ap. See section “Cutting
calculations and define nitions” of appendix
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FARAE T A 4378 ) Solid carbide end mills

MN-2EA50M  #:71)HI & Recommendable cutting data

TAFRPEL fi i o i i
Workpiece material Hardness Coolant m/min mm/z
BEE R B Helical or ramping
SSi8 < 1289885
N Aluminium alloys with < 12% Si < 130HB E max 0.019xD | 0.10xD
N | &R M 200-180 | 0.011xD | 0.10xD
Soft plastics
Ykt Slotting
N A L . ‘ M ‘ max ‘ 0.009 x D ‘ 1.00x D ‘
Soft plastics
PRSI LSide milling finishing
SSi8 < 1289588
N Aluminium alloys with < 12% Si < 130HB E max 0.022xD | 1.00xD | 0.05xD
N | &R M max 0.012xD | 1.00xD | 0.10xD
Soft plastics
MAERL N T Side milling roughing
SSig < 1289585
N Aluminium alloys with < 12% Si < 130HB E max 0.021xD | 1.00xD | 0.40xD
N | REH M max 0.012xD | 1.50xD | 0.80xD
Soft plastics
E=FLL M=WiZAH  A=FSAH D=BJIUIR
E=Emulsion M= Mistspray A= Air D=dia. of milling cutter

MN-2EA25M #f7V)H|H & Recommendable cutting data

AR W A Ve fz
Workpiece material Hardness Coolant m/fim mn/z
W2 iR e Helical or ramping
SSi8 < 1289586
N | Aluminium alloys with < 12% Si <130HB E max | 0019xD | 0.10xD
N | RER M 200-180 | 0.011xD | 0.10xD
Soft plastics
Pk Slotting
SSi8 < 1289588
N | Aluminium alloys with < 12% Si <130HB E max | 0015xD | 0.60xD
N R . M max 0.009xD | 1.00xD
Soft plastics
E=3tbill  M=WiZAE A=SRE D=BtJIYIR
E=Emulsion M= Mistspray A= Air D=dia. of milling cutter
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FEARAE T &4 748 7]  Solid carbide end mills

MN-2TA30M MN-2TA30L {7 1)HI & Recommendable cutting data

TR i o i -
Workpiece material Hardness Coolant m/min mm/z
B2 e A Helical or ramping
PV =
SSi€ < 1289436
) Aluminium alloys with < 12% Si <130HB E max 0.007xD | 0.50xD
B
N HeakiNon . < 180HB E 400-280 | 0.004xD | 0.50xD
Non-ferrous materials, Brass
N RER . A max 0.007xD | 0.50xD
Soft plastics
N TR . M 400-280 | 0.005xD | 0.50xD
Hard plastics
Hif Slotting
AQE
SSig < 1289588
. Aluminium alloys with < 12% Si <130HB E max 0.013xD | 050xD
SPAN
N FRER.O5% . < 180HB E 400-280 | 0.008xD | 0.50xD
Non-ferrous materials, Brass
N | PR A max 0.013xD | 1.00xD
Soft plastics
# \IQ
N | BER M 400280 | 0.010xD | 0.70xD
Hard plastics
ek N TSide milling finishing
SSi8 < 1289588
N Aluminium alloys with < 12% Si < 130HB E max 0.005xD max 0.20xD
AN
y | BemR@sm < 180HB E 600-420 | 0.005xD max 0.20xD
Non-ferrous materials, Brass
N LY ) A max 0.005xD max 0.20xD
Soft plastics
N iR . M 600-420 | 0.005xD max 0.20xD
Hard plastics
¥ N T Side milling roughing
3Si8 < 1289835
N Aluminium alloys with < 12% Si < 130HB E max 0.015xD | 1.00xD 0.40xD
SEAY
N FREk.HcE . < 180HB E 400-280 | 0.010xD | 1.00xD 0.40xD
Non-ferrous materials, Brass
N R . A max 0.015xD | 1.00xD 0.50xD
Soft plastics
N R . M 400-280 | 0.012xD | 1.00xD 040xD
Hard plastics
E=FLL  M=WiZAH A=FSAH D=BJJJRk
E=Emulsion M= Mistspray A= Air D=dia. of milling cutter

TE: BEAKRTILE T H AT S 5 2 BT A A ) DI HIVR B ap. VEAR LI (UM SO o500
Note that: L sieres of the tool may need a reduction of recommended axial depth of cut ap. See section “Cutting
calculations and define nitions” of appendix



FARAE T A 4378 ) Solid carbide end mills

MN-2BA50M {7 VJHI & Recommendable cutting data

AR W A Ve 2
Workpiece material Hardness Coolant m/min mm/z i
W2 e A3 Helical or ramping
A=
SSig < 1289588
. Aluminium alloys with < 12% Si <130HB E max 0.010xD | 0.05xD
A=
SSig > 2004888
N Aluminium alloys with > 12% Si < 180HB E 280-190 | 0.008xD | 0.03xD
FIA
N HeakiNon . < 180HB E 450-315 | 0.008xD | 0.04xD
Non-ferrous materials, Brass
N R . M 400-280 | 0.008xD | 0.04xD
Soft plastics
N | BER M 175-120 | 0.007xD | 0.02xD
Hard plastics
RSN T Copy milling finishing
A Q=
SSIi8 < 1289535
N Aluminium alloys with < 12% Si < 130HB E max 0.020xD | 0.05xD 0.05xD
A Q=
SSig > 12805385
N Aluminium alloys with > 12% Si < 180HB E 345-240 | 0.016xD | 0.05xD 0.03xD
SPAN
N FETRMASE < 180HB E max 0.016xD | 0.04xD | 0.03xD
Non-ferrous materials, Brass
N | RER M max 0.016xD | 0.05xD | 0.02xD
Soft plastics
N | BER M 175-120 | 0.015xD | 0.04xD | 0.02xD
Hard plastics
Ui FF N T Copy milling roughing
SSig& < 1289588
N Aluminium alloys with < 12% Si < 130HB E max 0.022xD | 0.20xD 0.40xD
SSig > 200585
N Aluminium alloys with > 12% Si < 180HB E 300-210 | 0.018xD | 0.20xD 0.30xD
B
N | PRIR@EOE < 180HB E max 0.017xD | 020xD | 030xD
Non-ferrous materials, Brass
N REN . M max 0.018xD | 0.50xD 0.50xD
Soft plastics
N TR . M 200-140 | 0.016xD | 0.20xD 0.20xD
Hard plastics
E=FLL  M=WiZAH A=FSAH D=BJIUIR
E=Emulsion M= Mistspray A= Air D=dia. of milling cutter

T DIHIGEE SO A S b AR BARIERIZ B, TR0 BN (DI SR EEY

Note that: cutting speed is always given at the working diameter. See section “Cutting calculations and defi nitions” of appendix

MP-AWB30M  #:7:V)HI & Recommendable cutting data

TR i B Ve t2
Workpiece material Hardness Coolant m/min mm/z
XL IN T Side milling roughing
p | (GG, SN 125-220HB E 08 0.005xD | 1.00xD | 0.50xD

Low-carbon steels. Free-cutting steels.

SN, WINESTW, KRENDEENHEN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB E 91 0.005xD | 1.00xD 0.50xD
Ferritic and martensitic stainless steels.

TEW, BHEN. 85N, SEEAHEN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB E 81 0.005xD | 1.00xD 0.50xD
steels .Martensitic stainless steels.

DEBEHL, WFH®, METHE, REFK,

Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 110 0.006xD | 1.00xD 0.50xD
Nodular cast iron.

= R
XN BB ST ek, KRBT <300HB E 110 | 0.006xD 100xD | 0.50xD

Difficult-cutting high-alloy cast iron.Nodular cast iron.
E=FL4bil  M=WiZAH  A=SAE D=BJIIR
E=Emulsion M= Mistspray A= Air D=dia. of milling cutter
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FEARAE T &4 748 7]  Solid carbide end mills

ME-2EA30M ME-2EA30L #7714l &= Recommendable cutting data

AR LY 3l i -
Workpiece material Hardness Coolant m/min mm/z
Bifl Slotting
p G, S 125-220HB E 88 0.005xD | 0.50xD

Low-carbon steels. Free-cutting steels.

SN, RINESTW, KRENDEENHBN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB E 70 0.005xD | 040xD
Ferritic and martensitic stainless steels.

TEW, #HEN. 85%NW, SEEAHN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB E 63 0.005xD | 030xD
steels .Martensitic stainless steels.

ZUHIS PN TXERE VR EARFONAE A HN

M Free-cutting or Moderately difficult-cutting stainless 180-200HB E 60 0.005xD | 0.35xD
steels. Austenitic and duplex stainless steels.
N TR AR S AR HN

M Moderately difficult-cutting stainless steels. Austenitic and | 200-250HB E 46 0.005xD | 0.20xD

duplex stainless steels.

DEPEHL, MRk, NETH, REHH.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 63 0.005xD | 040xD
Nodular cast iron.

ENTIHSETHR. REFHK.

Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 39 0.005xD | 0.20xD
A Q=
SSig > 2804385
N Aluminium alloy with > 12% Si < 180HB E 105 0.014xD | 040xD
B
N ﬁ@@%,'{@gﬁ. < 180HB E 210 0.010xD | 0.50xD
Non-ferrous materials, Brass
N OF . A 123 0.009xD | 0.60xD
Graphite
N REH . E 350 0.007xD | 0.50xD
Soft plastics
E=FLL  M=BiZAH A=A H D=BtJJIR
E=Emulsion M= Mist spray A= Air D=dia. of milling cutter

T ARMRZIES G FISO-KN/S HAUIHIEE Ve (m/min) & HI75-80%
Note that: Non-Coating Grade Suitable for ISO-K/N/S, the cutting speed Vc is 75-80% ratio of the table above.

M 89



FARRE & 4378571 Solid carbide end mills

ME-3EA40S ME-3EA40M 7 U)K & Recommendable cutting data

AR R {0053 B Ve fz
Workpiece material Hardness Coolant m/min mm/z
Hefl Slotting
P KRN, U0 Low-carbon steels. Free-cutting steels. 125-220HB E 88 0.005xD | 0.50xD
SW, WNESEN, KRS EERFN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB E 70 0.005xD | 0.40xD

Ferritic and martensitic stainless steels.

TEW, #HRN. 85N, SEEAHN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB E 63 0.005xD | 030xD
steels .Martensitic stainless steels.

ZUEISk P N0 TXERE BVBR AT A H N

Free-cutting or Moderately difficult-cutting stainless 180-200HB E 60 0.005xD | 0.35xD
steels. Austenitic and duplex stainless steels.
MEN T BYREAR S TR N
Moderately difficult-cutting stainless steels. Austenitic and | 200-250HB E 46 0.005xD | 0.20xD
duplex stainless steels.
DPEREHL, WEFLk, NETHLk, REH®.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 63 0.005xD | 0.40xD
Nodular cast iron.
SENTHSE R TR IRBH.
Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 39 0.005xD | 020xD
N | BSi&<126895863% Aluminium alloy with < 12% Si < 130HB E 210 0.015xD | 0.40xD
N SSi€ > 128J§88%  Aluminium alloy with > 12% Si < 180HB E 105 0.014xD | 020xD
N BEERE.[98F Non-ferrous materials, Brass < 180HB E 175 0.010xD | 0.50xD
N Bz Graphite A 140 0.009xD | 0.60xD
N REBR  Soft plastics M 140 0.009xD | 1.00xD
N f8%8% Hard plastics M 70 0.007xD | 0.50xD
XN T Side milling roughing
P KRN, SUDE Low-carbon steels. Free-cutting steels. 125-220HB E 95 0.007xD | 1.00xD | 0.30xD
S, WINESTW, KRENDEENHEN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB E 84 0.007xD | 1.00xD | 0.20xD

Ferritic and martensitic stainless steels.

TEW, HEN. 85%NW, SEEAHEN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB E 71 0.007xD | 1.00xD | 0.10xD
steels .Martensitic stainless steels.

ZUEISkcp N0 TXERE BVBR AT A H N

M Free-cutting or Moderately difficult-cutting stainless 180-200HB E 74 0.007xD | 1.00xD | 0.20xD
steels. Austenitic and duplex stainless steels.
MM T HEREARSIERNFN

M Moderately difficult-cutting stainless steels. Austenitic and | 200-250HB E 56 0.007xD | 1.00xD | 0.10xD

duplex stainless steels.

PEBERL, W, RETHH%, MEHH%.

Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 77 0.007xD | 1.00xD | 030xD

Nodular cel:s_t ggﬁ%e R

ﬁ?gggligc?tt‘i:ng hi\gh-glloy ﬁs£ iro;.Nodular cast iron. <300HB E 42 0.007xD 1.00xD | 0.15xD
N | BSi&<12689(863% Aluminium alloy with < 12% Si < 130HB E 250 0.021xD | 1.00xD | 0.40xD
N SSi€ > 128Ji88%  Aluminium alloy with > 12% Si < 180HB E 210 0.019xD | 1.00xD | 030xD
N BEERE.[98F Non-ferrous materials, Brass < 180HB E 280 0.014xD | 1.00xD | 0.40xD
N Gz Graphite A 140 0.012xD | 1.00xD | 0.50xD
N YRl Soft plastics M 500 0.012xD | 1.50xD | 0.80xD
N 1Y Hard plastics M 420 0.010xD | 1.00xD | 0.50xD

E=3fbi  M=WEZAE A=A D=BEJIYIR E=Emulsion M= Mist spray A= Air D=dia. of milling cutter
e SRIIMITIHTHEMAGIDINI &, ARIEZ G TISO-KN/S DM E Ve Cm/min) h2KHK75-80%

Note that: The cutting data of the S sieres of the tool may be according to the M sieres

Non-Coating Grade Suitable for ISO-K/N/S, the cutting speed Vc is 75-80% ratio of the table above.
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FEARAE T &4 748 7]  Solid carbide end mills

ME-3EA30M ME-3EA30L #:/#U)HIH& Recommendable cutting data

THERR L1 wE o e -
Workpiece material Hardness Coolant m/min mm/z
Hifl Slotting
p | KB, SUJWN 125-220HB E 88 0.005xD | 0.50xD

Low-carbon steels. Free-cutting steels.

S, mNASEN, KFENSEAENEN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB E 70 0.005xD | 0.40xD
Ferritic and martensitic stainless steels.
TEN, HALEN. aoTW, SREATHN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB E 63 0.005xD | 0.30xD
steels .Martensitic stainless steels.

SZUHIS PN TXERE BVREARFOTAE A H N

M Free-cutting or Moderately difficult-cutting stainless 180-200HB E 60 0.005xD | 035xD
steels. Austenitic and duplex stainless steels.
N T HREARS BN FEN

M Moderately difficult-cutting stainless steels. Austenitic and | 200-250HB E 46 0.005xD | 0.20xD

duplex stainless steels.
PEHEEHL, NHHK, NETHR, REHFH.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 63 0.005xD | 0.40xD
Nodular cast iron.
EN TS EL TR IREHH.
Difficult-cutting high-alloy cast iron.Nodular cast iron.
E=7LLi  M=WiZEREl A=A H D=BJIR
E=Emulsion M= Mistspray A= Air D=dia. of milling cutter
e SEKRBILA T H T BT EEACHERE (K1 ) DI R S ap. VRAN BN R (DI SCRAHEED

RIR RS 3E H TISO-K/N/S, L DTHIEEEE Ve ¢ m/min) iR 975-80%
Note that: L sieres of the tool may need a reduction of recommended axial depth of cut ap. See section “Cutting
calculations and define nitions” of appendix
Non-Coating Grade Suitable for ISO-K/N/S, the cutting speed Vc is 75-80% ratio of the table above.

<300HB E 39 0.005xD | 0.20xD
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FARRE & 4378571 Solid carbide end mills

ME-4EA30S ME-4EA30M %1 & Recommendable cutting data
LA s B Ve fz

Workpiece material Hardness Coolant m/min mn/z

MEERS I LSide milling finishing

P BN, ZLIN . 125-220HB E 112 0.008 x D 1.00xD | 0.04xD
Low-carbon steels. Free-cutting steels.

SN, RNAGEN, KRENSHAENEN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB E 105 0.008xD | 0.80xD | 0.03xD
Ferritic and martensitic stainless steels.
TEW, #ARN. 26N, SEEAHEN
Tool steels. Harder steels for toughening. High-alloy 220-350HB E 91 0.008xD | 0.80xD | 0.03xD
steels .Martensitic stainless steels.
SUBIDEN T HEE IR KA AN
Free-cutting or Moderately difficult-cutting stainless 180-200HB E 84 0.008xD | 1.00xD | 0.03xD
steels. Austenitic and duplex stainless steels.
XEND L BVER AR S TAS A BN
Moderately difficult-cutting stainless steels. Austenitic and | 200-250HB E 63 0.008xD | 0.80xD | 0.02xD
duplex stainless steels.

DHPEHEL, WEFLk, TOTHEE, REHY.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 98 0.008xD | 0.80xD | 0.03xD
NSRS wE, FEFE

YNBSS Bk, IREBEEEL.

Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 56 0.008 x D 0.80xD 0.02xD
y | SSiE>DHBsE

Aluminium alloy with > 12% Si < 180HB E 245 0.020xD 1.00xD | 0.03xD
SPAN
y | PRERESE < 180HB E 350 0.015xD | 0.80xD | 0.02xD
Non-ferrous materials, Brass
=
N = A 126 0.012xD 1.00xD | 0.10xD
Graphite
e N T Side milling roughing
p | IRHKN, SN 125-220HB E 98 0.007xD | 1.00xD | 030xD

Low-carbon steels. Free-cutting steels.

SIW, WINAEEN, KRENDEEREN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB E 91 0.007xD | 1.00xD | 020xD
Ferritic and martensitic stainless steels.
TEN, HhaN. oo, SREATN
P Tool steels. Harder steels for toughening. High-alloy 220-350HB E 81 0.007xD 1.00xD | 0.10xD
steels .Martensitic stainless steels.

ZUIHISR P E N0 TXERE BVRERFOTAE A F N

M Free-cutting or Moderately difficult-cutting stainless 180-200HB E 74 0.007xD | 1.00xD | 020xD
steels. Austenitic and duplex stainless steels.
YN THRERSRIBRFEN

M Moderately difficult-cutting stainless steels. Austenitic and | 200-250HB E 56 0.007xD | 1.00xD | 0.10xD

duplex stainless steels.

DPEBEHL, W, REZHE, MEHT.

Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 88 0.007xD | 1.00xD | 030xD
Nodular cast iron.
ENTNEERHL. REFL.
Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 49 0.007xD 1.00xD 0.15xD
SSig > 1200885
N Aluminium alloy with > 12% Si < 180HB E 210 0.019xD | 1.00xD | 030xD
B
N ﬁéﬁ’%’%@‘:’%. < 180HB E 210 0.014xD | 1.00xD | 040xD
Non-ferrous materials, Brass
N OF . A 140 0.012xD | 1.00xD | 0.50xD
Graphite
E=LACH  MeWIEAH A=EAAH D=1
E=Emulsion M= Mistspray A= Air D=dia. of milling cutter

E: o SRIIMTIETHEMASIPINIHE, RS EH TISO-KN/S UM Ve Cm/min) K H1K75-80%
Note that: The cutting data of the S sieres of the tool may be according to the M sieres.
Non-Coating Grade Suitable for ISO-K/N/S, the cutting speed Vc is 75-80% ratio of the table above.



FEARAE T &4 748 7]  Solid carbide end mills

ME-2BA30M ME-2BA30L {#:#V)H| & Recommendable cutting data

i Ve fz
Workpiece material Hardness Coolant m/min mm/z
M Slotting
P KB, S Low-carbon steels. Free-cutting steels. 125-220HB E 88 0.006xD | 0.50xD
AW, BWREEW, RRENDREAEN
P Structural steels, Carbon content. Low-alloy steels. Ferritic and martensitic stainless steels. 140-220HB E 0 0.006xD 0.40xD
TAW, BeN. 55TW, DREAHEN
P Tool steels. Harder steels for toughening. High-alloy steels .Martensitic stainless steels. 220-350HB E 63 0.006xD 0.30xD
SUBISKDEN THEEHR ARG FN
i Free-cutting or Moderately difficult-cutting stainless steels. Austenitic and duplex stainless steels. 180-200HB E 60 0.006xD | 0.35xD
N THREASTUBRHN
H Moderately difficult-cutting stainless steels. Austenitic and duplex stainless steels. 200-250HB E 46 0.006xD 0.20xD
DEREFS, WHHK, KoTHL, REHRS
Medium hard cast iron. Grey iron. Low-alloy cast iron. Nodular cast iron. <300HB E 63 0.006xD 040xD
MENINSE T, IREHY., Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 39 0.006xD | 020xD
N SSi€ < 12689488 Aluminium alloy with < 12% Si <130HB E 210 0.019xD | 0.60xD
N SSi€ > 1260588  Aluminium alloy with > 12% Si < 180HB E 105 0.017xD | 040xD
N BEEE, W8S Non-ferrous materials, Brass <180HB E 175 0.013xD | 0.50xD
N A%  Graphite A 140 0.011xD 1.00xD
N BN Hard plastics M 70 0.009xD | 0.50xD
iR T. Copy milling finishing
P BN, S Low-carbon steels. Free-cutting steels. 125-220HB E 126 0.009xD | 0.02xD | 0.02xD
S, mREETRN, KREFNDREREN
P Structural steels, Carbon content. Low-alloy steels. Ferritic and martensitic stainless steels. 140-220HB E 119 0.009xD 0.02xD 0.02xD
TEW, BeN. 56%W, DREIHEN
P Tool steels. Harder steels for toughening. High-alloy steels .Martensitic stainless steels. 220-350HB E 98 0.009xD 0.01xD 0.01xD
SUBIKDZFN T HEE IR TR HN
M Free-cutting or Moderately difficult-cutting stainless steels. Austenitic and duplex stainless steels. 180-200HB E 70 0.009xD 0.02xD 0.02xD
NN THREALSTUBRFN
i Moderately difficult-cutting stainless steels. Austenitic and duplex stainless steels. 200-250HB E 49 0.009xD 0.01xD | 0.01xD
DEFEHRY, NHEY, KoTHY, KEFk.
Medium hard cast iron. Grey iron. Low-alloy cast iron. Nodular cast iron. <300HB E 102 0.009xD 0.02xD 0.02xD
ENINSEETHY%. IREHH. Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 84 0.009xD | 0.01xD | 0.01xD
N SSi€ < 126895885 Aluminium alloy with < 12% Si <130HB E 350 0.027xD | 0.03xD | 0.02xD
N SSi€ > 1269486%  Aluminium alloy with > 12% Si < 180HB E 224 0.024xD | 0.02xD | 0.02xD
N BEEE.WESE Non-ferrous materials, Brass <180HB E 280 0.018xD | 0.02xD | 0.01xD
N G5  Graphite A 350 0.015xD | 0.03xD | 0.03xD
N TR Hard plastics M 123 0.012xD | 0.02xD | 0.02xD
i HINT. Copy milling roughing
P {E8EN. S Low-carbon steels. Free-cutting steels. 125-220HB E 112 0.010xD | 0.02xD | 0.02xD
M, BRESTRN, TREFNDEEREN
P Structural steels, Carbon content. Low-alloy steels. Ferritic and martensitic stainless steels. 140-220HB E % 0.010xD 0.02xD 0.02xD
TEW, BN 55TW, DREAHN
P Tool steels. Harder steels for toughening. High-alloy steels .Martensitic stainless steels. 220-350HB E 84 0.010xD 0.01xD 0.01xD
SUEISKDHN THEE IR ARG HN
i Free-cutting or Moderately difficult-cutting stainless steels. Austenitic and duplex stainless steels. 180-200HB E 6 0.010xD | 0.02xD | 0.02xD
N THREASTUBRFHN
M Moderately difficult-cutting stainless steels. Austenitic and duplex stainless steels. 200-250HB E 42 0.010xD 0.01xD 0.01xD
DEREHS, WHHK, KOTHL, REHS
Medium hard cast iron. Grey iron. Low-alloy cast iron. Nodular cast iron. <300HB E 84 0.010xD 0.02xD 0.02xD
MENTINSE T, IRE%Y., Difficult-cutting high-alloy cast iron.Nodular cast iron. <300HB E 70 0.010xD | 001xD | 0.01xD
N SSi€ < 12689586 Aluminium alloy with < 12% Si <130HB E 300 0.030xD | 0.03xD | 0.02xD
N SSi€ > 1260588 Aluminium alloy with > 12% Si < 180HB E 175 0.027xD | 0.02xD | 0.02xD
N BEEE, WSS Non-ferrous materials, Brass < 180HB E 245 0.020xD 0.02xD 0.01xD
N G5  Graphite A 245 0.017xD | 0.03xD | 0.03xD
N BN Hard plastics M 105 0.013xD | 0.02xD | 0.02xD

E=FLR  M=Mi5 ] A=A 4] D j;’ﬁ J] Il 'é E= Emulsion M= Mist s gra D=dia. of milling cutter

ks t}Jﬁ R \&Eifb%ﬂTI{@E{é% SRS T TISO-K/N/S 1L JJ JE/EVc Commin) o 75:80%

SRR ILH T E AT R R ?”E’]iﬁlf’]ﬁ]ﬁ W Zap. ﬁfﬁﬂﬁﬁi (Ol X5

Note that: cutting speed is always given at the workmg iameter.  Non-Coating Grade Sultable for ISO-K/N/S, ' the cutting speed V¢ is 75-80% ratio of the table above.
L sieres of the tool may need a reduction of recommended axial depth of cut ap. See section “Cutting calculations and define nitions” of appendix

M 93



FARRE & 4378571 Solid carbide end mills

ME-4BA30M {7V & Recommendable cutting data

TAER R fi bl Ve fz
Workpiece material Hardness Coolant m/min e
PiJER5 L Copy milling finishing
P fEEgeN. U 125-220HB E 126 0.009xD | 0.02xD | 0.02xD

Low-carbon steels. Free-cutting steels.
S, WNESEN, KRS EERFN
P Structural steels, Carbon content. Low-alloy steels. 140-220HB E 119 0.009xD | 0.02xD | 0.02xD
Ferritic and martensitic stainless steels.
TEW, BHEN. 55%NW, SEEAHN
Tool steels. Harder steels for toughening. High-alloy 220-350HB E 98 0.009xD | 0.01xD 0.01xD
steels .Martensitic stainless steels.
SRS DPEN T HERE BRI TN
Free-cutting or Moderately difficult-cutting stainless 180-200HB E 70 0.009xD | 0.02xD | 0.02xD
steels. Austenitic and duplex stainless steels.
MEND T BIEREAR S XA AT
Moderately difficult-cutting stainless steels. Austenitic and | 200-250HB E 49 0.009xD | 0.01xD | 0.01xD
duplex stainless steels.
DEREHL, WEELk, NETHEL, REH.
Medium hard cast iron. Grey iron. Low-alloy cast iron. <300HB E 102 0.009xD | 0.02xD | 0.02xD
Nodular cast iron.
XN LSS S Bk, IRBHE —300HB
Difficult-cutting high-alloy cast iron.Nodular cast iron.
ZSi8 < 1200538
é\luminium E%]lgy Xith <12% Si
SSig > 12689188
Aluminium a}g)y with > 12% Si < I80HB
N BRERE.ACE . < 180HB
Non-ferrous materials, Brass
| @R
Hard plasticsfE ¥4
E=FLIb# M=WiZ % A=A E D=BEJ1J)ME
E=Emulsion M= Mistspray A= Air D=dia. of milling cutter
e VIR B AR e bR AR AR LR, VR0 LB s CDIHIE AT 5D
ARURZ IS 3E M TISO-K/N/S, HLVIHIEE Ve ( m/mind Dy E)75-80%

Note that: cutting speed is always given at the working diameter. See section “Cuttingcalculations and define nitions” of appendix

Non-Coating Grade Suitable for ISO-K/N/S, the cutting speed Vc is 75-80% ratio of the table above.

84 0.009xD | 0.01xD | 0.01xD

<130HB 350 0.027xD | 0.03xD | 0.02xD

224 0.024xD | 0.02xD | 0.02xD

280 0.018xD | 0.02xD | 0.01xD

Z W oo m

400 0.015xD | 0.03xD | 0.03xD
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