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The high quality Carbide End Mills, Reamers, Drills, Micro Boring and
Irregular Helix angle products from LI HSING have established a good

TUHFBERBTDEBRAT BIIRINGE » RIRAIEEE | FNEIEIFHHS reputation in domestic and overseas industrial fields. Products can be

BEmE | WER - #E]E RS -LHEEBELRH  LEBRE—XIUM used in Aerospace, Inconel, Medical treatment, Die and mold.

EHNER  SERRERNGE - IHKR2007FEBIS09001RE SR

2, BRUNELEE RS MBERRBLEERESEFANSELESESESE With the superior technological background, outstanding R&D capability, .
ENFS UFHBENEXRRCGEARANZTERNESRE » RINITHERESE - &M and concept of insisting on quality, LH will offer high quality tools to help

CEREE PR DNMREMNZIRIZEER c ARBENESE - EERI customers to improve their competitiveness.

TRZEHREA -

We, LI HSING was established in 1996. And always follow the company policy of
_ * Constant R&D ; Insist on quality ". From orders, manufacturing to delivery all
i ensure each product has its superior good quality. Furthermore, LI HSING passed
the ISO 9001 certification of the quality management in 2007 which leading LI HSING
gained positive and professional image.
LI HSING has been expanding markets successfully in Japan, Australia, Asia, the
Middle East, Europe, America and so on over 30 countries. With the support and
appreciation of our customers, LH became more solid and stronger.
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Round Bars
l aterial Code lm:lw ll-%
LH-250 MG a0 10 0.6 1610 922 3800 10.7 K20-K40
LH-460 MG 90 10 0.6 1610 921 > 4000 105 K30-K40
LH-500 UMG 88 12 05 1680 92,6 = 4000 10.0 K20-K30
H550  |umG| 91 | 9 02 1920 937 3800 93 K05-K10
tH600 | MG | 94| 6 06 1900 938 4000 K05

Measuring

Li Hsing has been newly equipped with advanced tool
measuring machine from ZOLLER.

With CCD camera and Saturn image processing system,

the instrument can inspect various types of tools and cutting.
The accuracy can reach 0.002mm.

Tool measuring can assure the accuracy of the workpieces
and also the tool life.
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ﬁﬂ W *ﬂ ﬁ{b ﬁ Micro Grain Solid Carbide Cutting Tools

I|I JJ % 5'] Square Series

Long Flute & Flutes Square End Mills

R JE %8R| TIERZAR B | HISE
Cutting Speed
Item Code Type Shape EE Specifications
LH2MSA-B RUIE 2Aaied) e m— BV P63
Micro Diameter 2 Flutes Square End Mills
R8T 27)3#7)
LH2XL Long Neck Short Flute 2 Flutes e —— P03 P64-65
Square End Mills
MG | p— | P04 | PGS
2 Flutes Square End Mills
LH2EMA-B-C B8 27 uk7 o~ —— | P05 P67
Long Flute 2 Flutes Square End Mills
LH2EMD-E-F-G | RWEED 20UHT | D | P06 P68
Long Shank 2 Flutes Square End Mills
LH3EM G LW—— | o7 | Pe9
3 Flutes Square End Mills
el ——
LHSEMA-B-C Long Flute 3 Flutes Square End Mills P08 P67
LH4EM 4 Flutes Square End Mills = . P09 P69
LH4EMA-B-C RIDR NIRRT | e | P10 P67
Long Flute 4 Flutes Square End Mills
RiRRET 471188 7] mﬁ'——-
LH4EMD-E-F-G Long Shank 4 Flutes Square End Mills P11 P68
MIEDE | e ——— | P12 | Poo
2 Flutes Square End Mills
LH4DM e ——— | P13 | Peo
4 Flutes Square End Mills
LH4XS BUR ADUKT) | e — | P14 P70
Heavy Cutting 4 Flutes Square End Mills
7 &l i E 7 4z 7
LHaxsa-B-c-D | BOA o | R | P15 P71
4 Flutes Square End Mills
LH6EM i R NNNE— | r6 | P2
6 Flutes Square End Mills
LHBEMA-B-C E7NZ %) | ——— | P17 P67




LIHSING P

Ball Nose Series

W% AR=E )]l TIBAR B | HISE
Cutting Speed
Item Code Type Shape Page Specifications
LH2BKA-B RNE DRETLRT] | qu— | P19 P73
Micro Diameter 2 Flutes Ball Nose
LH2UVA-B R#R 2)RDURT) | g | P20 P74
Long Taper Neck 2 Flutes Ball Nose
REMET 2DRBITERT
LH2BR Long Neck Shot Fiute 2 Futes O — P21 P75-P76
al 058
2NERBITTHET) e —
S 2 Flutes Ball Nose & P22 Sl
LH2BZA-B-C-D R 27)RE 8D e | P23 P77
Long Shank 2 Flutes Ball Nose
LH4BZ i — | ru | P77
4 Flutes Ball Nose
LH4BZA-B-C-D R 4RI a8— | P25 P77
Long Shank 4 Flutes Ball Nose

H ! ﬁﬁ' Corner Radius Series

#w o PARSE-E)z] WAR=YSi72/N B | HIBE
Cutting Speed
Item Code Type Shape Page Specifications
LH2MIR B8 2U6T | ae— | P27 | P79
2 Flutes Comer Radius
RERJIES 270117
LH2MR Long Neck Short Flute Z%Iutes e P28 P79
Corner Radius
LH2LRA-B RAER 27)3187) - P29 P78
Long Shank 2 Flutes Comer Radius
R UED | e | P30 | PTO
4 Flutes Corner Radius
ERER 2U5) | aee————
LHALRA-B Long Shank 4 Flutes Comer Radius P31 P78
LH4LR s o R P79

4 Flutes Comner Radius

ﬁﬂ ﬁ*ﬂﬁ‘lb ﬁ Micro Grain Solid Carbide Cutting Tools

§.SIE 7J %5“ Taper Series

R 51k JJE 8R! TIERAR B |UHBE
Cutting Speed
ltem Code Type Shape Page | gpecifications
PENTIIRD | eei—
LH2CT Taper 2 Flutes Square End Mills P34-P35 P80
e
LHAGT Taper 4 Flutes Square End Mills P36 P80
LH2BU DFBIRBITEHT) E P37-38 P81

Taper 2 Flutes Ball Nose

$BE7IRS Auminum Alloy Series

8 5% JJE %8R! TR AR B |UHEE
Item Code Type Shape Fage g::é?f?csaﬂiﬁ:
IBEEHMA 27017 | W
LH2AE Aluminum Alloy 2 Flutes End Mills | ™S S — P40 P82
LH3HS R N TIR]) | SRR — | P41 P82
Allgy 3 Flules End Mills -
EEEHMA IHT e
LHARR Aluminum Alloy 3 Flutes End Mills 'b&&:k g e
LH2AEA-B-c | BEEWA ZIRDUKRT] | s P43 P82
Aluminum Alley Long Flute 2 Fiutes End Mills
BEEEA RIDUHKT | (e
LH3AEA-B-C Aluminum Alloy Long Flute 3Flutes End Mills | -9t P44 P82
HUHIBESEEA 3DUHT) .
LH3XAE Heavyst‘::';.:u:ng »élu‘;'n;‘n_”m Alloy Ft:b‘:—_ P4 5 Pa 2
BYHIBEEEA RDIKT —
LH3XAEA-B-C Heavy Cuih?g Aluminum Alloy Long Flute %Q:'; P46 P82
3 Flutes End Mills
= = ——— I e

Aluminum Alloy 2 Flutes Ball Nose
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LI HSING PRECISIO

ﬁﬂ H mﬁ{b ﬁ Micro Grain Solid Carbide Cutting Tools

ﬁ ﬁ'ﬁ 7:’ %5“ Roughihg Series

#R % AR=E bl JIE AR BE | DHISE
Cutting Speed
Item Code Type Shape Page | gpecifications
maninr, | ea—
LHICDAB 3 Flutes Roughing End Mills P49 P83
LH4CDA-B ATERILET) SR es———r | P50 P83
4 Flutes Roughing End Mills e

ﬁ ﬂ 7J %§|J Customized-made

o JJE %8Rl PARSBiAN B |(UHSE
Item Code Type Shape Page gg:all?t?csatpiz::
60 Pl N — S
LHENS 60° Center Drills i S— P52
S\ ERTIAT) T # 7] ), S —
LH4BE 4 Flutes Corner Rounding Cutters B am— P53 P84
EHZNGARG.E | CLE-0NN CIREAENN | Ay P54 P85
80°, 90°, 120° NC Spotting Drills

ﬁﬂ/ﬁ.ﬁﬁ%?“ Precision Reamers & Drills

#R o JJE%ER| JJERZ AR B | DHISE
Item Code Type Shape Page g::l?gcsa;z::
LH-YS RER AR . | P56-58
Precision Reamers
LH2CK F7)E 27)&R MR LSS ——— | P59-61 P86
Short Flute 2 Flutes High-Speed Drills T ——

*%ﬁ%‘]ﬁﬂﬁﬂ Irregular Helix Flutes

.I. *"

R 51k PAR=EJa TIERAR B |UHBE
Item Code Type Shape Page gsgggs;zi:
Irregular Helix Flutes :
Irregular Helix Flutes

ﬁﬂﬁﬂ‘@l’&lﬁﬂ Carbide Micro Boring

8 5% PAR=E-: -}z JJBRZ iR B |RY#EE
Item Code Type Shape Page Size
— 6OEPIRANET) P— o =
Internal Partial Profile 60°
BLIH ot P — | P93 | 3-10
Micro Grooving
WMEEE
GLIH Micro Grooving Round ﬁ P94 3~10
DLIH SRR N — | PO5 410
Micro Face Grooving
ELIH RORERT) P e | PO6 3~10
Micro Boring
FLIH M2 S e — | P97 4~6
Micro Copy
e a—wm - — 3
e Micro Back Edge — P98 3~6
HLIH PEIA4SEmT) P e——— | P99 4~6
Micro Copy
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\ a} Em®R5| INDE LI HSING FEEEEEI

© EFIER Suitable application category

O OEHIMITIEE Acceptable application category
NACO #t 7] %3 naco miLL | |

R e L] TR EH | HIBUE =i |30 |wl|nf| mEEa (G0 Gil&l |2 ot
3538 | 3R | nax | astire | seire | sonRe | 70uRe | SUS3I Fob | B

2NACO-AB-C |\ MACO BT 27) e | == | P103-104| P135 ©O|l0O|O0|O0|0|O ©|O|0O

2NACO-D |\ NACO ) 270 e | NS |P105-106 | P136-137 ©|0|0|0|0|0O ©|O|0O
4NACO-E-F-G NACO:‘;E&%&:‘G?MMMS fS—— | P107-110 | P138-139 O|l0O|l0O|l0O|l0O|l0O|O|O|O|O

INACOH [ MOOBN I | e | P11 | P140-141 O|l0|l0|0|l0O|lO|O|O|O|O

NAGo. 1 | wcommmratantus | WO | Pti2 | P42 ©|©0|0|0|0|0|O O

aNACO-y | MCOBD ) EBR | e | P113-114 | P143-144 0|0 0O|0O|0|O0|0O|0 O

enaco-k | NAOOBD DR | oomees  [P115-116|  P145 ©|0O|0O|0O|0O|0|O O
2NACO-L-M-N NACO #7) R o [ P117-118| P146 O|0O|l0|O0|0|0O ©|O|0O

2NACO-0 NACO &%7) R SWR———— | P119 | P147-148 OO0 O0|O0|0|0O ©|10|0O

NACOP | 0o rocumatasy | O | P120 | P149 O|O|0|0|0|0 |0 O

4NACO-Q | | MACO BT MERT | e— P121 P150 ©|l0|0 |0 ©l0|o0|0|0
anacor | MO B AR WERD | jygeee——= | P122 |P151-152 ©|0|0|0 ©l0l0|0|0O
aNaco-s | MO0 B7) R WERD | pgle— | P123 |P151-152 O|lO|0O|O ©|lO0l0|0O0|0O
2NACO-T | WACO B7) RGN IRE | e | P124-126 | P153-155 O|l©O|lO0O|O|O|O @@ @SN [@N i
aNAcO-y | MACO BT BSRZ 27) | e | P127-130 | P156-158 O|l0|©0|©|0 |0 @|Q|Q|Q|Q
ANACO.y | NACO 70 RSB 47) | S | P131-134 | P156-158 @ (@ h@ Ne) h@ RO O NN (FE ) e

NACO Long Neck 4 Flutes




are Series
ENFERY

MU 27) L8t T)

Micro Diameter 2 Flutes Square End Mills

Helix
Angle

—fiztDHEIF General Purpose

225 mc] 2 RGSEasy ran
Y [N B 57 S

=EEELIHIE High Speed Cutting

350 ]ums|

2% B
N s N g e
550 2 mfl 9%

FE t i 15 JI 1% Il £l Wi
Item Code d £ L D

LH2MSA-002 0:2 0.4 50 o o
:F_g
AR
2
g
515
3
+ &
2
~rc
. 8 %
..LH2msB-007 | 0.7 okt .50 e = S
LH2MSB-008 0.8 1.6 50 4 $ E

.......................... £
LH2MSB-009 0.9 1.8 50 4 5| 2
s F% Wk HLES T ! Make to order for special specification. @

&»‘.
E,
Do
"'--_EUJ
@l
022
H
A=

3
¥,
o
il =
-,
s
o

5

\(:---‘H-“‘m.__‘h
Lo
L i3
o2



Ball Nose & Corner Radius Series

Taper Flute Series
Aluminum Alloy Series

Special Series

WHYBE  OHIBES /MR | UNEE / 9

0.2
I 0 2

o it 5

Item Code

o

LH2XL-004-02

. LH2XL-006-08

...LH2XL-008-03
. LH2XL-008-04
...LH2XL-008-06
 LH2XL-008-08
_LH2XL-008-10
. LH2XL-010-04
...LH2XL-010-06

" LH2XL-010-08
LH2XL-010-10

LH2XL-020-14

 LH2XL-020-16 |

LH2XL-030-08

 LH2XL- 030 40 | :

LH2XL 030 A4
LH2XL 030-16

LH2XL 040 A4
LH2XL-040-16

LH2XL-04U-25

ooo
(RSN

o
0

—
oo

NEE

2
@

b
N

oo

& 59k BLKS 3T % Make to order for special specification.

—A%tDHIA General Purpose

W R 5
Eiﬁﬁfﬂﬁlﬁﬁ l-Iigh Speed Cutting D

IY\ 129

cO E AITIN

JE i i 5
Item Code

LH2EM-010

_____LH2EM 025
 LH2EM-030
LH2EM-035

LH2EM-060

~ LH2EM-080
 LH2EM-085
. LHZEM-090

...LH2EM-130
.LH2EM-140

LH2EM-160

LH2EM-250

hcg

-
(=}

_LeEM0ss | 55 f 13 | 50 | 6

QW / 9%

Ball Nose & Corner Radius Series

"1

LHEM-150 | 150 | 38 | 100 | 16

Taper Flute Series
Aluminum Alloy Series

SNSIMES / @

& 35k BLES 0T % Make to order for special specification.

—A%tDHIFE General Purpose
A O R 7 S
P ) ) 2 S

Ei&ﬁ'ﬂ]ﬁﬂﬁﬂ High Speed Cutting

LH
500 t'l'l 1 2 o

AITIN
o ey e
I [ 2

( EETINE T
Special Series




Ball Nose & Corner Radius Series

Taper Flute Series
Aluminum Alloy Series

WS / WY | 2HEE / S

1

Special Series
ho i SI

o5

FE i i 85
Item Code

LH2EMA-010

...LH2EMA-045
...LH2EMA-050

1.0

1.5
2.0

AlO

LH2EMA-070

... LH2EMA-075_
LH2EMA-080

...LH2EMB-030
....LH2EMB-040

...LH2EMB-060
. LH2EMB-070
LH2EMB-080

....LH2EMB-100
....LH2EMB-110
...LH2EMB-120

LH2EMC-120

LH2EMC-200

# 35k BLES 0T % Make to order for special specification.

—f%tIHEIA General Purpose

LH
) 3
LH 0.6

EEHEL)HIFA High Speed Cutting

LH 0.¢

500 YMG] /i
LH fumclo-2
550 we

3
7 S

CcO

12% Re 60
Ers

4 S
D \\ }d
,.,*.._ —'i'\‘—
| o
| . & il B !
= 7

4 i e 5 I
Item Code d L

LH2EMD-010

-
o
w

-
=3
[
m
=
)
(=]
]
(=]
Ni=
(=34}

. LH2EMD-025
.. LH2EMD-030
LH2EMD-035

. LH2EMD-045
. LH2EMD-050
LH2EMD-055

...LH2EME-060
. LH2EME-070
LH2EME-080

.LHZEME-100 | 10.0 |
...LH2EME-110
..LHZEME-120

~ LH2EMF-120

_ LH2EMF-180 | 18.0 |
LH2EMF-200

LH2EMG-200

=

& 359k BLES 3T %! Make to order for special specification.

—A%tDHIFE General Purpose

LH :
E [0S ) (57 T

LH ). cO
12t mc]2-5 RGSRUEE] A o

B E#ELDHIA High Speed Cutting -

LH 0.5 §CO
500 i 2%

AN

S

AIT:N
LH - cO C}
kS m E

QW / 9%

Ball Nose & Corner Radius Series

"1,

Taper Flute Series
Aluminum Alloy Series

SNSIMES / @

( EETINE T
Special Series




Ball Nose & Corner Radius Series

Taper Flute Series

1

QW / 9%

Ball Nose & Corner Radius Series

"1,

Taper Flute Series
Aluminum Alloy Series

SNSIMES / @

FE i 44 115 J] 8 EJEES o s R VE i 4l 15 Wirg
Item Code d L J: D Item Code D
LH3EM-010 [ o 3 .]..so | ... 4 | oy LH3EMA-010 [ 10 | s |75 | ... 4
______ LHEM015 | 15 | 45 | 50 | 4 _LHeEMA-015 | 15 [ e | 75
...... LH3EM-020 | 2.0 6 50 4  LH3EMA-020 | 2.0
_LH3EM-025 _LH3EMA-025
_LH3EM-030 __LH3EMA-030
lHeEmo03s | 35 | 10 | s0 [ a4 | S LH3EMA-035
LHEM-040 | 40 [ 11 | s0 | a4 |  ©E LH3EMA-040
__LH3EM-045 _LH3EMA-045
LH3EM-050 _ LH3EMA-050
 LH3EMA-055
B WM  tmeemoso | e0 | 15 | s0 [ e | EEMN LH3EMA-060
A || | tHEmoss [ es5 | 17 | eo | 8 | Pl LH3EMA-065
~ : 17 60 | 8 | e LH3EMA-070
B LH3EM-075 | 7.5 | - 17 | eo | g8 | |B|] W LH3EMA-075
2 _ LH3EM-080 | 80 | SOl 60 | - S B LH3EMA-080
ED
5l 2
< _10.0 10 _ LH3EMB-050
3 _LH3EM-105 | 105 | 26 ] U7 42 _LH3EMB-060
3§§ _LHEM-110 | 110 | 28 | 75 12  LH3EMB-070
s=| |l LH3EM-115 | 1.5 | 28 | 75 122 | W] W LH3EMB-080
> . . LH3EM-120 | - 12.0 | Do [ e | O I1@m| = LH3EMB-090
288 _LHsEM-130 | 130 | 383 | 100 | 16 __LH3EMB-100 | 10.0
e F LH3EM-140 | 14.0 | 35 | 100 | 16 __LH3EMB-110__
= . . LH3EM-150 | - 15.0 | 38 | 100 16  LH3EMB-120
ix &, LH3EM-160 16.0 | 40 | 100 e 2000
H @ BB LH3EM-170 | 17.0 [ - 40 | 100 | 20 | e LH3EMC-080 | 8.0 |
_LH3EM-180 | 18.0 40 100 | 20 _LH3EMC-100
_LH3EM-190 | 19.0 | 40 | 100 | 20 _LH3EMC-120 | 12,0 | 50 | 150 | 12
______ LH3EM-200 | 20.0 [ 40 | 100 | 20 _ LH3EmMC-160 | 16.0 |
L - 1 I LH3EM-220 | 22.0 40 | 100 25 __LH3EMC-180
-% ﬁ LH3EM-250 25.0 40 100 25 LH3EMC-200
@ 7 = 5 FE BLES 3T 3 Make to order for special specification. s H% 7k BLES 3T %! Make to order for special specification.
g
5%
5l

—f%tIHEIA General Purpose
B B 2 v
FAMEERE S0 o
EERLDEIE High Speed Cutting -4~

—A%tDHIFE General Purpose
= 158 [ B 57 5 (D e
1SS o

NN\ o SO |
‘L‘ ERELIHEIA High Speed Cutting > e

LH 0.5 jco C| f ”H ¢ ,E | LH 0.5 Jco 4 il ‘I
soo|UMSE b3 % | L — — 500 e 2% % sl L fe—
e B . | ’ |

AITIN
LH 0.2 LH = co = -
o7 550 ums] 2:2] 52 RS

( EETINE T
Special Series




Ball Nose & Corner Radius Series

Taper Flute Series
Aluminum Alloy Series

1

QW / 9%

Ball Nose & Corner Radius Series

"1,

Taper Flute Series
Aluminum Alloy Series

SNSIMES / @

FE i i 85 JI e g Fi JE i i 15 Wi
Item Code d £ L D Item Code D
_LH4EM-010 | 1.0 | 3 | 580 | L N |~ 7 - LH4EMA-010 [ 10 | 5 | 75 | 4
...... LHA4EM-015 | 1.5 .45 | 80 | 4 _ LH4EMA-015 ) 1.5 |\ 6 | 75
...... LH4EM-020 2.0 6 50 % _ LH4EMA-020 2.0
. LH4EM-025 . LH4EMA-025
. LH4EM-030 . LH4EMA-030
LH4EM-035 | 35 [ 10 f SO | 4 | M| | LH4EMA-035
. LH4EMA-040
. LH4EM-045 . LH4EMA-045
. LH4EM-050 . LH4EMA-050
. LH4EMA-055
2 | S
Al ™| themoss | es | 17 | eo | 8 | |y LH4EMA-065
St . SOt | e = LH4EMA-070
B .. LH4EM-075 | L, W 17 |60 | g8 .. | PRl W LH4EMA-075
2 _ LH4EM-080 | 8.0 ol 200 e O i e | el = LH4EMA-080
e
& .85 .25 .7 .10 | | § | .. LH4EMB-040
X ~10.0 i | . & LHAEMB-050
2 . LH4EM-105 | - 105 | 25 |\ 75 | 12 . LH4EMB-060
LH4EM-110 | 1.0 | 28 | 75 Az . LH4EMB-070
B & LH4EM-115 | 1.5 28 | 75 12 | .l =N LH4EMB-080
= B LH4EM-120 | 1200 Sk S0 RS megen | el o LH4EMB-090
58 . LH4EM-130 | 13.0 [ 33 | 1060 | 16 . LH4EMB-100 | 10.0
H _LH4EM-140 |~ 14.0 35 | 100 | 16 . LH4EMB-110
Dl Pz L LH4EM-150 | 15.0 .38 | 100 16 ~ LH4EMB-120
2 @ ww LH4EM-160 16.0 e UL S (oS EE B | s aa oo
| Helix . LH4EM-170 | 17.0 [ - 40 | 100 f 20 | P2 2! LH4EMC-080 | 8.0 |
.. LH4EM-180 | ~ ~ 18.0 .40, 100 20 . LH4EMC-100
_ LH4EM-190 ) - 19.0 40 | 100 20 _LH4EMC-120 ) 12.0 |} 50 | 150 | 12
______ LH4EME200 SN 20000 N A0 09 20 . LH4EMC-160 | 16.0 |
L I LH4EM-220 | 22.0 .40 | 100 .25 . LH4EMC-180
-% ﬁ LH4EM-250 25.0 40 100 25 LH4EMC-200
E 7J 2 550k LKL T % Make to order for special specification. 5 ¥k BLES 3T %! Make to order for special specification.
©
S
;’?%
5

—R%tDHIA General Purpose —A%tDHIFE General Purpose

= 158 [ B 57 5 (D e

EACRERET G -

MEEEEEm o NN e PAMEERAS S5 o DN
BEHL)HIME High Speed Cutting - i A EiEtEt)4IF High Speed Cutting — -
EADEREA . o L A —— 5o Jovelo 2 Fco JEES " I

AITIN
LH 0.2 LH = co = -
09 550 ums] 2:2] 52 RS

( EETINE T
Special Series




JE i e 5
Item Code

LH4EMD-010

LH4EMD-025

 LH4EMD-030

LH4EMD-035

LH4EMD-040

LH4EMD-045

LH4EMD-070

. LH4EMD-075
LH4EMD-080

~ LH4EME-040

Ball Nose & Corner Radius Series

LH4EME-060

LH4EME-080

LH4EME-100

Taper Flute Series
Aluminum Alloy Series

WS / WY | 2HEE / S

... LHAEMF-120
~ LH4EMF-160

I
@
=

_ LH4EMD-050 |

_ LH4EME070 | 7

_ LH4EME-120 | 1

. LH4EMG-160 |
LH4EMG-200

1.0

1.5
2.0

_ LH4EME-110 | 11.0

20.0

T ] R

Acg

Special Series
ho i SI

—fi%tDHIA General Purpose
B B 5
I [ 7 s

LH 0.5 cO C |
AITIN
LH 0.2 -
., EACRERAER

BEHL)HIME High Speed Cutting -

= TPk HLES AT % Make to order for special specification.

D

|
o

i 4 5 i

Item Code

LH2DM-010

1

... LH2DM-025
...LH2DM-030
LH2DM-035

..LHZDM-055
LH2DM-060

e LH2DM-05
..LH2DM-080
...... LH2DM-085 .
...LH2DM-090
...... LH2DM-095

o EH2DM105
. LH2DM-110
LH2DM-115

. LH2DM-130
..LH2DM-140
LH2DM-150

o

P
b
hcg

LH2DM-250 25,

R

& 35k BLES 0T % Make to order for special specification.

—A%tDHIFE General Purpose
B O B 7 S
1SS

B & LDHEIA High Speed Cutting
v 'es]
EArEEA e -

S

QW / 9%

Ball Nose & Corner Radius Series

"1,

Taper Flute Series
Aluminum Alloy Series

SNSIMES / @

( EETINE T
Special Series




Ball Nose & Corner Radius Series

Taper Flute Series
Aluminum Alloy Series

WS / WY | 2HEE / S

1

Special Series
ho i SI

13

E i e
Item Code

S
=
=
b

LH4DM-010

... LH4DM-025
_..LH4DM-030
ceo EHADM-035

 LH4DM-045
LH4DM-050

_..LH4DM-110
LH4DM-115

o LHADM-130
.LH4DM-140
LH4DM-150

LH4DM-250

-
o

=
b
=
ol R

= 5k BLRS IT % Make to order for special specification.

—A%tDHIFA General Purpose
A O B 7 S
Y O B 7

EEHEL)HIFA High Speed Cutting

LH 0.¢

500 YMG] /i
LH fumclo-2
550 we

CcO

=
12% Re 60
e

4 S
D \\ }d
,.,*.._ —'i'\‘—
| o
| . & il L_i
= 7

JE i i 5
Item Code

LH4XS-020

.. LH4XS-035
.. LH4XS-040
LH4XS-045

_ LHaxs-0s5
______ LH4XS-060

~LHAXS-065 .
LH4XS-070

e LHAXS:085
... LHAXS-090

TUUTT i B

o T ARSNS,
. LH4XS-120
LH4XS-130

o LHAXS150
. LHaXS-160
LH4XS-170

i
o

P
b
hcg

QW / 9%

Ball Nose & Corner Radius Series

"1,

Taper Flute Series
Aluminum Alloy Series

(R SIES / @

—A%tDHIFE General Purpose

A O R 7 S
4¢b Mo ] -5 S HESy A

B & LDHEIA High Speed Cutting
I [ Y A S
EArEEA e -

S

Special Series

(gmuga

14




Ball Nose & Corner Radius Series

Taper Flute Series
Aluminum Alloy Series

WS / WY | 2HEE / S

1

Special Series

&N e

1

5

VE i e 15 JI8 T g o3 Wirg
Item Code d L iz D
..... LHaxsA-020 | 20 | 6 | 75 | 4
_____ LH4XsA-025 | 2.5 | 7 A 4
..... LH4XSA-030 | 3.0 8 | 75 | a4
_ LHaxsA-035 | 3.5 | 10 | 75 | 4
_LH4xsA-040 [ 40 | T 75 | 4
LH4XSA-045 4.5 13 75 6

6
_____ LH4XSA-055 | 55 | 13 | 75 | 6
_____ LH4xsA-060 | 6.0 | 15 | 75 | 6
..... LH4XSA-065 | 6.5 17 75 8
_____ LH4XSA-070 | 7.0 A7 for 8
..... LH4xsA075 | 7.5 | 17 | 75 | 8
_LHaxsa-080 [ 8.0 [ 20 75 8
_LHaxsB-030 | 30 [ 8 | 100 | &
..... LH4xsB-040 | 40 | 11 | 100 | 6
_LH4xsB-050 [ 5.0 [ 13 | 100 [ 6
LH4XSB-060 6.0 15 100 6
8
_LHaxsB-0g0 | 80 | 20 | 100 | 8
_LH4xsB-090 [ 9.0 23 100 10
__LH4XsB-100
_ LH4xsB-110
_ LH4XsB-120
,,,,, LH4xsc-080 | 8.0 20 | 1850 | 8
_____ LH4XsC-100 | 10.0 | 30 150 10
..... LHaxsc-120 | 120 | 30 | 150 | 12
..... LH4xsc-160 | 16.0 | 40 | 150 16
,,,,, LH4xsc-180 | 18.0 | 40 | 150 | 20
..... LH4xsc-200 | 200 | 40 | 150 | 20
_ LHaxsp-160 | 16.0 | 40 | 200 16
LH4XSD-200 20.0 40 200 20

# ¥k BLRS 3T % Make to order for special specification.

—f%tIHEIA General Purpose
B B 2
A S

EEHEL)HIFA High Speed Cutting

CcO

2
12% Re 60
- O

4 .
D \\\\ t
i —
| L
| . -+ "——m——*‘ B i
“T >

JE i i 5
Item Code

LH6EM-040

. LH6EM-080
. LHEEM-100
LHEEM-120

. LH6EM-200
LHEM-250

4% 7 BLES iT % Make to order for special specification.

—A%tDHIFE General Purpose
B 2 A
1SS

B & LDHEIA High Speed Cutting
I [ Y A S
EArEEA e -

o

S

QW / 9%

Ball Nose & Corner Radius Series

"1,

Taper Flute Series
Aluminum Alloy Series

SNSIHES / @

( EETINE T
Special Series




R7JE 67)1L#t /)

Long Flute 6 Flutes Square End Mills

s ] 8 LH6EMB-100

3 % _____ LHGEMB-120

&~ _LHeEMC080 |80
gl (W] LHBEMC-100 | 10.0
Sam| | BRI LHBEMC-120 | 12,0
:w= | B LHEEMC-160 |~ 16.0
2 5 _LHBEMC-200 | ""20.0

g LHBEMC-250 25.0

\ FE ti 15 J 1 JI ¥
Item Code d L
TR LHeeEmA-040 [ 4.0 T O T
2T LW LHEEMA-050 | 50 [ 20 |7s el
87N Y LHEEMA-060 | 6.0 1T 25 T|TEsl
Q= LHB6EMA-080 8.0 30
g ﬁ ........................................................................................
ol e LHeEMB-040 | 4.0 [ 20 | 100
... LHBEMB-060 f 6.0 30 A0
R < _LH6EMB-080 [ 8.0 _ f 35 ..]...100 .

I

& 35k BLRS T %! Make to order for special specification.

4
LB
20
EUJ“‘-_
<2m
=<
“eF
27
'-E 77?&
3l
Helix
@ (i Angle
E &
s /)
3l
—i%tDHEIA General Purpose
B2 O A .
(va| : (AT | D
EREUIHIA High Speed Cutting ;
LH (o) |
— 4
17 ums| :




Square Series

M A A

Ball Nose & Corner Radius Series
C&WiEm / 58

Taper Flute Series
Aluminum Alloy Series

NI /M

,J..

Special Series
oS e I

\

WUNE 27)BRBINT )

Micro Diameter 2 Flutes Ball Nose

o R IIg 21 i i
Item Code 1/2d L L D
LH2BKA-002 | R0.10 3
_____ LH2BKA-003 | RO.15 .3
_____ LH2BKA-004 | RO.20 S
. LH2BKA005 | RO.25 | 1 | S0 | < L
_LH2BKA-006 | RO.30 [ 1.2 [ S0 | 3
_____ LH2BKA-007 | RO.35 3
_____ LH2BKA-008 | RO.40 i
LH2BKA-009 | R0.45 R
LH2BKBDO2 ..... R010 ............ 04 s e 4 .........
..... LH2BKB-003 | RO.15 o6 1 .50 A
_____ LH2BKB-004 | RO0.20 =R e B
 LH2BKB-005 RO.25 1 .50 &
LH2BKB-006 RO.30 1.2 50 4
_____ LH2BKB-007 | RO.35 L A R .2
..... LH2BKB-008 | RO80 e 00 g
LH2BKB-009 R0.45 1.8 50 4
S 35k BLES 3T %! Make to order for special specification.
Helix
Angle
—f%tIHEIA General Purpose
EAMERRE? T i p,
> : [ .
EBMEEREI G o 't
EEHELIHIFE High Speed Cutting - e
£ I B A , S —

AITIN

ofuve] 22,1 S2

RFSE 27)IRBNTEE )

Long Taper Neck 2 Flutes Ball Nose

A it e 15 R % PIEES i R IR Eof 3 Wit 7
Item Code 1/2d £ a 41 L D
_LH2UVA-010-30 | RO.5 [ 2 1.8 |.. 32 100 | 6 T
LH2UVA-010-50 [ RO.5 | 2 | 5% 32 100 6 :F-g
_LH2UVA-020-30 | R1.0 | A 3° | 27 | 100 | G 7] &
_LH2UVA-020-50 [ R1.0 | 4 L i - 27 100 ] .. 6 . £ 2
_LH2UVA-030-15 [ R1.5 | 6 | 1.5° | 35 100 | 6 |70 %
LH2UVA-030-30 | R1.5 | 6 | 3° 35 100 | 6  |3o
. LH2UVA-040-15 8 100 (S
. LH2UVA-040-30 | R2.0 J00. | 6. .
_LH2UVA-060-30 | R3.0 | 12 | 3° | 32 | 100 | 8 |
. LH2UVA-060-50 [ R3.0 | 12 | 5% 35 100 10 £
LH20va-08030 | Ra.0 | 16 | 3° [ 36 | 100 | 10 |3
. LH2UVA-080-50 [ R4.0 | 16 | 5° 99 | 400 | - 12 73
. LH2UVA-100-30 | RS5.0 20 3 40 100 12 ~c
_ LH2UVA-120-50 | R6.0 24 5° 47 100 16 B :
3
Lhuvesend0 | Ra.o | q2 | 3 | sa | iso | s R
_LH2UVB-060-50 [ R3.0 | 12 | 5° [ 35 | 150 | ° 10 3| 2
_LH2UVB-080-30 [ R4.0 | 16 | 3° [ 36 [ ° 150 | 10 3
_LH2UVB-080-50 | R4.0 | 16 | 5° | 39 150 12 —
LH2UVB-100-30 R5.0 20 37 40 150 12 (-.En:‘l-
# F5 7 BURS 3T %! Make to order for special specification. B, ¢
--..'%g
W=
$822
i k-
Tk
R 2
3
Helix
Angle (] P
%k
(5]
5
—RtDHIA General Purpose i pa
2"5'.10 mm 5ol - 5 “A'N v S //‘
PAMEEE S G Sl
EiEtEtDEIA High Speed Cutting i O} jk—ﬁ
I [ Y ; L L

EAE A
Ll 9%




M A A

Square Series

SNEm / %

Ball Nose & Corner Radius Series

Taper Flute Series
Aluminum Alloy Series

N SmE / me |

|

Special Series

el S I

— Ee ——
RERT 2708 % T) 27)ERBINI % T)
Long Neck Short Flute 2 Flutes Ball Nose 2 Flutes Ball Nose
i oo e RIS R I 5 figdt Eof e Higg P i i 15 R J¥ o8 53 Wi
Item Code 1/2d L L I D d1 Item Code 1/2d L L D
LH2BR-004-02 | RO.20 ) 0.6 | 2. .| 50 ... .S 0.37 .. _LH2BZ-010 [ RO.50 | 2 | .80 [ - €T o
29 " 80 . Lo2..1.937.. | < U LH2BZ-015 | RO.75 3. 50 S
e e R o042 LH2BZ-020 | R1.00 | 4 50 4 73
E T U N O o SO O Y s | LWBz025 | R1.25 | SN DO N 4 7 2
..... 1 R oo 2 - .so. .4 0‘5.5 LHZBZ'OSG R1 .50 6 50 4 AR 5
> | RO.30 g g gy e e 20 f B B0 53
_LH2BR-006-04 | R0.30 | 1 4 | 50 | a4 |os5 | |4\ e R1.75 2 =0 -
_..LH2BR-006-06 | R0.30 [ 1 .6 | 50 | 4 | 055 | (oSt LH2BZ-040 [ | R2.00 [ e oo 50 ... S S
LH2BR-006-08 | RO.30 1 8 50 4 0.55 . LH2BZ-045 | | R2.25 | 9 20 ) 0
..LH2BR-008-03 | R0.40 1.2 3] .50 .4 | 075 LH2BZ-050 R2.50 10 50 6 P
LH2BR-008-04 | RO.40 | 1. 4 50 4 1075 LH2BZ-055 R2.75 11 50 6 28
...LH2BR-008-06 | RO.40 | 1.2 B ] D0 )l ] 0TS LH2BZ-060 R3.00 12 50 6 R 3
e R T e 5 &6 G T Y 12 50 =8 e
 LH28R008-10 | Ro.40 | 12 | 10 [ so [Talozs | [ | HIZREA0. - B2:22 s o 2 A
LH2BR-010-04 | RO.50 | 1. 4 50 a 0.95  LH2BZ-070 3. : =
LH2BR-010-06 | R0O.50 | 1. 6 50 4 0.95 LH2BZ-075 | R3.75 15 60 8 B €
L ] R0 8..1.50 L. 4. ].095., L+267.080 R4.06 18 s 5 B
_.LH2BR-010-10 | RO.50 [ 1. 10, 50 4 ] 0.95 LH2BZ-090 R4.50 18 75 10 k2
.LH2BR-010-12 | RO.50 | 1. 12 30 4 0.95 .. _LH2BZ-100 [ RS5.00 | 20 | 75 | 10 5| 2
LH2BR-015-04 | RO.75 | 1. 4 | 50 .4 | 1.45 LH2BZ-120 R6.00 24 75 12 S
LH2BR-015-06 | RO.75 1. 6 50 4 1.45 LH2BZ-160 R8.00 30 100 16 —
Tl i s o o ” iae | ) ..lH2Bz160 16
" LH2BRO15-10 [ RO.75 [ 117 | 10 | so | a| 1ias e L T L e |®
LH2BR-015-12 | RO.75 | 1. 12 50 LA 1..1.45 =
R1.00 | 2. 6 50 4 | 1.95 % $5 5k BLES 3T Make to order for special specification. .
R1.00 | 2. 8 50 | 4 | 195 34
.R1.00 | 2. 10 50 Srctaililad oy 82
_R1.00 [ 2. 12 50 4 1.95 Hee
R1.00 | 2. 14 | 50 L4185 . JEs
R1.00 2 16 75 4 1.95 Helix s
R1.50 | 32 | 8 | 50 [ a | 285 Angle Ll
R1.50 | 3. 10 50 4 2.85 3l
R1.50 | 3 12 50 4 2.85 5
e 12l B0l ! Z:8al :
Helix __LH2BR-030-16 [ R1.50 | 3.2 | 16 | . LA a4 2.85
Angle LH2BR-030-20 | R1.50 | 3 20 75 4 2.85 .,
_LH2BR-040-12 | R2.00 | 4.2 | 12 |2 B el | 3.85 ﬂ-g
LH2BR-040-14 | R2.00 | 4 14 50 6 3.85 3
__LH2BR-040-16 | R2.00 | 4.2 | A G I O] 3.85 s
LH2BR-040-20 | R2.00 [ 4.2 20 75 6 | .3.85 Z
LH2BR-040-25 | R2.00 | 4.2 25 75 6 3.85 71‘&‘%
= P55k BLE AT % Make to order for special specification. §U
—R%tDHIA General Purpose —fixtDHIA General Purpose RI,’
A I S I [ R 7 y' /4
BRHIF High Speed Cutting T O B 7 S 0| \Q ’
B 0 G 0 5 HRWIIF High Speed Cutting 1 - e
26 [ums] 22,1 522 L B 8 B3 A 4l L - «
£ [ B B | .




M A A

Square Series

Taper Flute Series
Aluminum Alloy Series

NI /M

Special Series
oS e I

23

\

Ball Nose & Corner Radius Series
C&WiEm / 58

J

R 27)IRBUNIEET)

Long Shank 2 Flutes Ball Nose

#E oo e 05 R J) 5% 2R Wi
Item Code 1/2d L L D
LH2BZA-010 R0O.50 2 75 | 4
L4
| ..LHeBZA-020 | R1.00 | 4 |} 75 | 4
.5 .o
o <ol
R1. e L4
G i
9 6
_ LH2BZA-050 R2.50 l(e) 75 8]
. LH2BZA-055 | R2.75 A 75 -
LH2BZA-060 R3.00 A2 75 6
..... LH2BZA-080 | R4.00 8. 75 o
_____ ek a2k IR i e il B e SO Rl T £ s R P
~ LH2BZB-015 RO0.75 3 100 6
LH2BZB-020 | R1.00 s a0l 100 SIBi
LH2BZB-025 R1.25 5 100 6
..... LH2BZB-030 | R1.50 6 100 6
. LH2BZB-035 R1.75 7 100 6.
LH2BZB-040 R2.00 .8 100 6
LH2BZB-045 | R2.25 -9 100 L I
LH2BZB-050 | R2.50 10 100 DB
_____ LH2BZB-055 | R2.75 | = 11 100 LT
LH2BZB-060 R3.00 12 100 .6
. LH2BZB-080 R4.00 -6 100 B
LH2BZB-100 R5.00 20 100 10
LH2BZB-120 | R6.00 - 100 12
__LH2BZC-060 | R3.00 S ! I 150 e
Helix
Angle
_____ R 5567 T
LH2BZD-100 | R5.00 | 20 .. .. 2000 | ¢ 10
LH2BZD-120 R6.00 24 200 12
LH2BZD-160 | R8.00 | 30 | 200 | ... * 16
LH2BZD-200 R10.0 30 200 20
 F5 7k BLES 4T ™ Make to order for special specification.

—fi%tDHIA General Purpose F”
N [0S B 5 ¥ | <1
PAEEE S Gs o > |

=Et%tDHIFE High Speed Cutting i 7 A
I [ Y A IR %

N

I [ R I e

A7)ERBUNT§% )

4 Flutes Ball Nose

Helix
Angle

VE fin i 5 R DR TR Wifg
Item Code 1/2d L L D
LH4BZ010 | RO.50 2 50 4 T
______ LH4BZ-015 8
______ LH4BZ-020 AF
. LH4BZ-025 7 O
“LH4BZ030 g
LH4BZ-035 5l &
______ LH4BZ-040
 LH4BZ-045 :
_LH4BZ050 | R2.50 | —
LH4BZ-055 £
LH4BZ-060 Ra
“R32s | 73
_ LH4BZ-070 ~c
LH4BZ-075 I
LH4BZ-080 =3
 LH4BZ-090 %3
LH4BZ-100 5| £
LH4BZ-120 3
_____ LH4BZ-160 100 16 -
_LH4BZ200 | R10.0 | 30 | 100 | 20 s
LH4BZ-250 30 100 25 E =
= $R Rk BLES 3T % Make to order for special specification. --..gé
B >
LEg
=
5
B,
s
[&]
5|
. |

—RtIHEIA General Purpose

A O | 7 S

) 0 A
=iEtEt)HIE High Speed Cutting
B 5 B2 A
32t Jume] 2:2,] 52

5

x

24




J

Square Series

BHAH

Ball Nose & Corner Radius Series

HUTE /W A SNEE / 9% )\

Taper Flute Series
Aluminum Alloy Series

2
—

1

Special Series
oS B -

25

R\ A7)IRBITLERT)

Long Shank 4 Flutes Ball Nose

P i i R I e ol
Item Code 1/2d L s
LH4BZA-010 RO.50 2. 75

LH4BZD-200

w FR Pk L 3T Make to order for special specification.

—A%tDHIA General Purpose
M| '
Mo A
EREUIHIA High Speed Cutting
ums) :
e -

F

A

orner Radius Series

SNRY

Hsing Precision Tool




BE 27)1#/)

2 Flutes Corner Radius

N FE tin e 185 JI R PIEES £ of 3 i
Item Code d L L D
- LH2MR-010-02 1.0 0.2 2 50 4
3
» 7]
@
3 5l

Ball Nose & Corner Radius Series

HUTE /W A SNEE / 9% )\

Taper Flute Series
Aluminum Alloy Series

=
| S—
= o
o
=

P
=0
Q
®

LH2MR-120-30 12.0 3.0 24

Special Series
e S -

—i%tDHEIA General Purpose

2 ¥R BLES AT Make to order for special specification.

IR 3 A 7 5 [ +
I O R 7 s 0

BEEELIHIA High Speed Cutting

[S50fume] 22 1SS, Pk - :

|
>  EATEEE e s B

REERIIBEE 27)15t /)

Long Neck Short Flute 2 Flutes Corner Radius

.‘% IIIIII ﬁ E JJ

Item Code

R IR R
L £

o

LH2MR-010-02-04] 1.
1

oo
NN

ﬁéh;m;o;o;o;ogo

Square Series

BHAH

HNipm / 9%

Ball Nose & Corner Radius Series

31

—h%tDHEIA General Purpose

EiRHLDEIA High Speed Cutting D

sSofume] 22 ESS,

7t
E,:
'--.'53
[
$822
M
A
1N E
5
0. ¥,
. ﬂ -g
LH2MR 040-05-25 .0 75 6 3.85 %
a F 7k BLRS 3T Make to order for special specification. 7] ®
% 9
&
.l
PAMEER T SR s
;ZZ"—"*SD *
zﬁt_ﬁ'
ER CE R B o S :
sl 9% >1—
28



RIWE S 27)1#7)

Long Shank 2 Flutes Corner Radius

™ #E oo e 05 J R T 5 o8 3 i
Item Code d L L D
...LH2LRA-010-02 0.2 =2 75 4
» 7]
5 %
3 5l

Ball Nose & Corner Radius Series
CSNEE S

_LH2LRA 08_
LHZ2LRA-080. 10__ ________________
e
iEso
Lo
il .0
& N .
LB " LH2LRB-050-0 .0
1 . LH2LRB-05 -0
@ = _..LH2LRB-060-02 | 6. O
wg% -0
34 .0
i 0
%Ej] e
237 -0
IR " LH2LRB-080-10 o
3l  LH2LRB-08 o
J % .~  _ LH2LRB-080-20 | 8 '0 .....
=\ O
\ Helix o
Angle : e
o 5 LH2LRB-100-20 5.0
] i ___LHZLRB 100—25 0
5 ®|  lH2tRre-100-30 | 4G Sy
.0
s /J X
o .0
g F o
aR [LH2LRB20-20 f 12 o
§|J ......... 0

LH2LR§ 120-30

—f%tIHEIA General Purpose

E [ B2 (57 S |

S 455k BLES 3T Make to order for special specification.

PAMEEAS G5 |

EEEHIA High Speed Cutting |

) [ 28 A

o - :
-~ EACEEAES

BE& 470118t /)

4 Flutes Corner Radius

—RtIHEIA General Purpose

) 8 28
isofma]2-€)

mm

o

=iEtEt)HIE High Speed Cutting
0 B3 7 o
336 Jumc] 22, -

VE i I 1% R Il Eof 3 Wi /
ItemCode d L L D
_LH4MR-010-02 | 1.0 | 0.2 | 2 S0 | 4 e
_LH4MR-015-02 [ 1.5 0.2 3 50 | 4 :F-E
_ LH4MR-015-05 [ 1.5 0.5 3 50 4 76
__LH4MR-020-02 | 20 | 0.2 [ 4 | 50 | 4 7 O
LHaMR-02005 | 2.0 | 05 | a 50 | a RS
0.2 . 5l &3
0.5 4
05 |3 : LGl —
 LH4MR-030-10 . 1.0 [ 6 a4 3
_ LH4MR-04002 [ 4.0 | 02 | 8 | 50 BCI: &
LH4MR-040-05 [ 4.0 0.5 8 50 .- 7] 2
LH4MR-040-10 gg 1.0 8 50 4 ~3
: B :
6. 823
6.0 : 6 (=
60 | 1.5 6 @
6.0 2.0 = 6
~ LH4MR- oao 05_ 8.0 0.5 16 60 8 S|
_LH4mMR-080-10 | 80 | 1.0 | 16 60 8 =
_ LH4MR-080-15 [ 8.0 [ 1.5 | . 16 | 60 | 8 —i8
LH4MR-080-20 8.0 2.0 16 60 8 B>
LH4MR-100-05 | 10.0 | 0.5 20 75 10 ﬁgi
___LH4MR o 10"' i o R e L o Alce
7335
o & i
] ; R =
100 | 2.5 3
LH4MR-100-30 10.0 3.0 20 75 10
LH4MR-120- 05' 120 | 0.5 24 75 5 /
i 2. 12. 12
‘0 . -.1.5. ........ 2.4 ............ 75. ......... 1. .2 ..... ﬁg
.0 2.0 24 75 12 ﬂg
LH4MR-120-30 12.0 7] s
S 5k BLES 3T %! Make to order for special specification. T"ﬁ g.
3l




Taper Flute Series
Aluminum Alloy Series

NI /M

Special Series
oS e I

31

J

. LH4LRB-05
. .LH4LRB-06

. LH4LRB-100-20_
. LH4LRB-100-25 _

LH4LRB-120-30

S 455k BLES 3T Make to order for special specification.
—f%tIHEIA General Purpose

£ D B 9 5 [ |
PAMEEAS G5 |

EEEHIA High Speed Cutting |

5 [ B I ;

R o g e s

Helix
Angle

—RtIHEIA General Purpose
=iEtEt)HIE High Speed Cutting
Y [ R

—_ —_—
RWEE 4711887 BE 4711887
Long Shank 4 Flutes Corner Radius 4 Flutes Corner Radius
: PiE it 48 185 JIE R I g 3 Witg VE i e 15 I R PJE ] R Wi 7
Item Code d L L D Item Code d L L D
T LHALRA-010-02 _ ; EEEr 2 75 a LH4LR-060-02 6.0 0. 6
w 37 et edirat et bodin et el r ] Bttt et Rttt Lttt | L et o A
g ¢ :‘ ...... 3 ...... LHQLR'OGD'OS . 6 ;g
o7 @B,  LHiLRA-02002 | 2E0L.. o 6 7&
e _|  WE| LH4LRA-020-05 | e Soti Bl o) b 8 o
sR| V'  Harao2502 | 25 ] o2 1. .. 5. s He
o .. LH4LRA-025-05 2.9 BrlmES e aTTs | B s e N O N SR =
» 3l LH4LRA-030-02 | 3.0 6 8 3 &
 LH4LRA-030-05 | SHey s e (] . i g

B T S _LHalR-10005 | 10.0 | 0.5 | 20 | 75 | 10|

4.0 .8 _LH4LR-100-10 | 10.0 [ 1.0 10
=6 “T6 _LH4LR-100-15 | 10.0 | 1.5 | : _ 10 £
%1‘4& Tsl0 Ao A0 ITFs e | e LH4LR-100-20 | 10.0 | 2.0 [ 20 10 EE‘E
27 S0 e _LH4LR-120-05 | 120 | | 0.5 12 73
&:--...__ ..... g._g .......... :‘I; ......  LH4LR-120-10 | 12.0 1.0 24 75 12 --.._,%
=] 6.0 LH4LR-120-15 | 12.0 1.5 24 75 12 B :
§ 2 : LH4LR-120-20 12.0 2.0 24 75 12 2 §
o % S 5EVERLES AT ¥ Make to order for special specification. }'ﬁ 2
Z 5| 5| 2
3 3

—_

|

Taper Flute Series
Aluminum Alloy Series

MO / e

ho S
Special Series

32




Taper Flute

ARNE

| ST

Tper 2 Flutes Square End Mills

Vi it 4 1S e b 1 Ik #EE H R £k Wi
Item Code d L a di Iz D
LH2CT-010-1 =4= 0.5 1.07 50 4
a

_LH2CcT-030-14 | 3.0 | 10 | 7 | 554 50 | 6
LH2CT-030-20 3.0 10 10 6.53 60 8
PR Rk BLES 3T % Make to order for special specification.
—ftDHEIA General Purpose .
A O B | ' 4
1 |
EEELIHEIA High Speed Cutting -+
[ £
5"5"9 ”MG (;::%a : MT'N | i - L[.
i I

Square Series

SNEm [ 3% IHAH
Ball Nose & Corner Radius Series

Taper Flute Series
Aluminum Alloy Series

M /R

Special Series

e it |




8%
37
5 %
& 51

Ball Nose & Corner Radius Series
WM ) 9%

Taper Flute Series
Aluminum Alloy Series

SN | e |

A

Special Series
oS e I

35

FET 27011

'i'af-)”el;-i_.f-'lutes Sq;iél_'e__lind Mills

P i e 15 7 B 48 J L% B M L Wit
Item Code d L a di L D
LH2CT-040-1 4.0 4.26 | e el
4.0 . 4.52 | 50 [ 6
4.0 4.79 50 | .. 6.
- e [ - D 5.04 1. SO ). B
s iilole 5.31 | .. ok b S
4.0 | 15 |3 | 5.57 | 50 | 6
4.0 . 6.62 60 | .8
.10 L7688 | a0 . ] 8
2.0 9.30 e s el
1] .50 .5:34 50 .. 8.
_LH2CT-050-2 5.0 5.70 50 6
_LH2CT-050-3 | S.0 5.99 | 60 | 6
LH2CT-0504 | 5.0 6.39 60 8
LH2CT-050-5 5.0 6.74 60 8
LH2CT-050-6 5.0 7.10 60 8
LH2CT-050-10 5.0 8.50 75 10
LH2CT-050-14 | 5.0 : 9.91 75 10
LH2CT-050-20 | 5.0 19 10 11.70 75 12
LH2CT-060-1 6.0 20 0.5 6.35 60 8
LH2CT-060-2 6.0 20 1 6.70 60 8
LH2CT-060-3 | 6.0 | 20 - [ T BT
60 | 20 | "2 |'7.40 | e0 8
LH2CT-060-5 | 6.0 | 20 | 258 |'7.756 | 60 | '8
LH2CT-0606 6.0 19 3 1799 | 75 | 8"
LH2CT-060-10 6.0 20 5 9.50 75 10
@ P50k BLKS 5T ™ Make to order for special specification.
Helix
Angle
—fiZtDHIA General Purpose Jr o
A [ m ; +
BEEUIEIFR High Speed Cutting _J *
A R R A - [ | —t—
} ¢ —f—

MEJ) AT)1LE])

Taper 4 Flutes Square End Mills

#IE it i 15 e Wit 14 Il I B HLu 18 R g
Item Code d D
LH4CT-030-1 3.0 7l
__LHacT-030-2 | 3.0 a T |HE
_ LH4CT-030-3 NN e
_..LH4CcT-030-4 [ 3.0 | 10 | 2 [ 3.07 | SO | 4. - 2
_LHacT-030-5 | 3.0 | 10 | 2.5 | 387 | 50 | a4 Mg
LH4CT-030-6 6 o
 LH4CT-030-10 6 Ao
LH4CT-040-1 [ 4.0 | 15 | 0.5 [ 4.26 | SO [ 6 ..
_LH4CT-040-2 | 4.0 | 16 | 1 | 4.52 | 50 | 6
LH4CT-040-3 i 79 | s0 | 6 B
- . 2 5.04 | 50 | 6 T
LHACT-040-5 25 | 531 | 50 | e |H&
 LHACT-040-6 3 |ss7| s0 | e /i
. LH4CT-040-10 [ 4.0 | 15 | o ] 6.62 | 60 | 8 ~c
__LH4CT-050-1 0.5 | 5.34 50 6 =] ]
LH4CT-0502 1 5.70 50 6 - 3
. LH4CT-050-3 1.5 ] 6.04 60 8. Z
LH4CT-050-4 2 6.39 60 8 ARG
_ LH4CT-050-5 25 | 6.74 | 60 | 8 7 =
LH4CT-050-6 3 | 7.10 | 60 8 |\ @
. LH4CT-050-10 - 2) 8.50 75 10
. LH4CT-060-1 | 6. 05 1635 ] 60 | & . |8
LH4CT-060-2 s (SR A Sl [ Aol [l [
1.5 | 705 | 60 | 8 2%
LH4CT-060-4 2 7.40 | 60 o Sa
LH4CT-060-5 2.5 7.75 60 8 g%
_LH4CT-060-6 [ 6.0 | 20 | i o 8.10 | réald e 10 |FHEe
LH4CT-060-10 5 9.50 75 10 T)&E
S 455k BLES iT % Make to order for special specification. %FE
Helix 5
Angle /
¥,
R
&
Az
(5]
3l
—fixtDHIM General Purpose l o

=EEUIHIF High Speed Cutting

£ [ ) >

o] o 2 fec JERRE ; e
|

36




8%
37
5 %
& 51

Ball Nose & Corner Radius Series
WM ) 9%

Taper Flute Series
Aluminum Alloy Series

SN | e |

A

Special Series
oS e I

37

i RIRE I BIE MR 2R Wi
Item Code 1/2d L @ di L D
LH2BU-010-1 | RO.5 [ 10 R e e ) ey e s

.65 (1.33 ] 850 | 4

2.6 1.50 | 50 | 4

6 166 | 50 | 4

o [s D1 SN 1o S [ 1)

(2.33 | s0 | Z

267 | 50 | 4

3.34 | 50 | 4

F By 2 T T [ )

166 | 50 | 4
N 1.82 _5(_:) 4

RO. 1.99 | 50 | 4
RO. _ 2 2.15 | 50 4

LHZBU 015- ﬁ R0?5 1 D 3 24? 50 N 4_
LHZBU 015-8 RO.75 10 4 2.80 _’50 4
LH2BU-015-10 | RO.75 10 5 3.12 50 4
LH2BU-015-14 | RO.75 10 7 3.78 50 4
~LH2BU-015-20 | RO.75 10 10 479 50 (51
LH2BU-020-1 R1 .0 13 0.5 2.21 50 ) 4
LH2BU-020-2 R1.0 13 1 2.42 50 4
LH2BU-020-3 | R1.0 | 13 | 1.6 | 263 | 50 | 4
LH2BU-020-4 R1.0 13 2 2.84 50 rs
o 3 3 4
(8] 4 3.6 4

) -] 4. nay

7 6

-3

4
4

LH2BU-030-20 R1.5

w .
)
-q

—R%tDHIF General Purpose
B 283
BEEUIEIFR High Speed Cutting
umc] 2-3)

20 T 10
¥ 7k HLE T ™ Make to order for special specification.
- d‘
,], [./“ T~ ¥ R/
m 7
D g
e el oy
(AT | VR D T

Taper 2 Flutes Ball Nose

P i i e SRR PJEE Mg LS 5 £ i
Item Code 1/2d ¢ P di L D
[H?2BU-040-1 | R2.0 | 25 [ 0.5 [ 4.40 [ 75 [ 6
2.0 | 4. .5 | .8
2.0 75 8.
-0 TS ) 6
75 itz
O J =
2.0 75 1o
- I L
2.5 = e 75 ook
2.5 | : : LD 8
2.5 2 | .. 75 8
2.5 | I L LA, .
2.5 C 4 8.8 75 10
LH2BU-050-10 | R2.5 | 30 25 9.83 | 75 10
I_.H_ZQU_—_U_S_O-_ft_é R2.5 30 7 11.79 75 12
LH25U-0_5072_D 32_.5 _3_(3 1_(_3 14.73 1 C_JO E 16
LHZBU 060-1 93.0 _35 0.5 6.56 100 8
LH2BU-060-2 R3.0 35 1 7-12 100 8
LH2BU-060-3 R3.0 35 1.6 7.68 100 8
'LH2BU-060-4 | R3.0 35 2 8.24 100 10
LH2BU-060-6 | R3.0 | '35 T -V T o A
'LH2BU-060-8 R3.0 | 35 a 10.49| 100 12
LH2BU-060- 10 R3.0 35 S 11.62 100 12
= $5 PR BLES 3T % Make to order for special specification.
Helix
Angle
—f%tDEIFA General Purpose i s, d£ -
plie. 83 Ll =4 — ‘.’
B E B TiAIN .

=EEUIHIF High Speed Cutting
uma ] -2, (AT |

Square Series

QN A H

SMEm / 9%

Ball Nose & Corner Radius Series

Taper Flute Series
Aluminum Alloy Series

[ MNBE / @

ho S
Special Series

38




Alummum Alloy 2 Flutes End Mills

FE t i 15 JI 1% T ¥ gl VRS
Item Code d L L D
LH2AE-010 150 3 50 4

 LH2AE-030 [
. LH2AE-040 |
" LH2AE-050
" LH2AE-060 |
U LH2AEw070 |
CLH2AE-080 | 8.0 |
LH2AE-090 9.0

- EHOHOH A,
'0:0:!0:0:0:0

LH2AE-200 20.0

Helix
Angle

—R%tDHIA General Purpose

(] 0.6
&

35k BLRS T %! Make to order for special specification.

LH 0.6
|

=R LIHEIA High Speed Cutting
285 ums] -3,

i B

X

@ / I
Ball Nose & Corner Radius Series

Taper Flute Series
Aluminum Alloy Series

NI IES /

bl W [ 3
Special Series




J

BHNAH

Square Series

i\

] | %

24

Ball Nose & Corner Radius Serie:
Wil

§

Taper Flute Series
Aluminum Alloy Series

SIS / |

WEEEMA DI

i i S 5 JIR J) 5 ol i
Item Code d £ L D
LH3HS-010 150 3 50 4

LH3HS-200

Special Series
e S -

41

2 B R LR T Make to order for special specification.

—h%tDHIA General Purpose

LH T
4EbIms] 28

S |

__,iL

kS

i A

For Aluminum Alloy 3 Flutes End Mills

i i £ 105 JI1% I 5 ol i
Item Code d £ ]: D
= LH3AE-010 1.0 3 50 4
\
\
\
\ LH3AE070 [ - 7.0 .. 8
LH3AE-080 8.0 8
el Qs
— L.
12
12
: A8
LH3AE-200 20.0 20

Helix
Angle

—R%tDHIA General Purpose
(MG 28
vG|
B tDHIA High Speed Cutting

zaoucl? e
M 2%

= J5 0k BLES T % Make to order for special specification.

N

Square Series

2 M A H

/| I

S 10

Ball Nose & Corner Radius Series

\ai
(=4

Taper Flute Series
Aluminum Alloy Series

SN IEE / @

ho S -
Special Series

42



20 i
H xu oy lut 2 s End Mills

Ball Nose & Corner Radius Series

Square Series
PR R

Taper Flute Series
Aluminum Alloy Series

A ENOHES [ M ) NEm / 3%

Helix
Angle

Special Series
oS e I

ﬁ% [‘IIll ﬁ 'E

Ik

Item Code d L & D

_ LH2AEA-030 [ 3.0, 0.2 CETO = 6
_____ LH2AEA-040 | 4.0 16 75 6
_____ LH2AEA-050 | 5.0 | 20 | 75 | 6
_ LH2AEA-060 | 6.0 | 25 75 | 6
_LH2AEA-080 [ 8.0 | 30 - 8
LH2AEB-030 | 3.0 15 100 a8
_____ LH2AEB-040 | 40 | 20 | 100 | 6
_LH2AEB-050 | 5.0 25 100 6
_LH2AEB-060 | 6.0 30 | 100 6
_____ LH2AEB-080 | 8.0 | 35 100 | 8
_ LH2AEB-100 | 10.0 40 100 10
_LH2AEB-120 [ 12.0 | 45 100 | 12
_LH2AEC-080 | 80 [ 40 | 150 | 8
_____ LH2AEC-100 | 100 | 80 | 150 | 10
_____ LH2AEC-120 | 12.0 | 50 150 A28
_LH2AEC-160 [ 16.0 [ 70 150 | 16
LH2AEC-200 20.0 80 150 20

43

—R%tDHIFA General Purpose

B 0 B 2

Y O R

Ei&#tDEIA High Speed Cutting

cO
3 O 2 A

4
\\ L
Prom—— "

L 4

FE i 25

Item Code

Aluminum Alloy Long Flute 3 Flute

s nd Mills

Ik

N LH3AEA-030

\ .. LH3AEA-060

LH3AEA-080 | 8.0

\ U LHsAEB-030 |

'LH3AEB-040

\  LH3AEB-050

LH3AEC-200

LH3AEB-060 | 6

Helix
Angle

—R%tIHEIA General Purpose

B N R 2
igbIms] -5 1SS

BEiR#t)YIA High Speed Cutting

LH CcO
500 2%

& 357k BLKS T %! Make to order for special specification.

sk ]
g : L3

Square Series

T 2HAIH

QNEE /I
Ball Nose & Corner Radius Series

Taper Flute Series
Aluminum Alloy Series

LN HEE /

’

ho S
Special Series




J

BHNAH

Square Series

m/tﬂﬁi

2034 8

Ball Nose & Corner Radius Serie:

§

Taper Flute Series
Aluminum Alloy Series

SIS / |

Special Series
e S -

45

EYRIESEER 30K

Heavy Cutting Aluminum Alloy 3 Flutes End Mills

VE o i 15 I JE Eog W
\ - Item Code d L L D
LH3XAE-020 [ 2.0 _f 6 1..50 | ... &
LH3XAE-025 2.5 el )50 "
4

i DO s i

= ¥R BLES T % Make to order for special specification.

Helix
Angle

—A%tDHEIA General Purpose

2 [0S R -3

+_

EAEEa i

s

=EHELDEIAE High Speed Cutting

s5ofuma] 25 1SS, i, L

L

E &

EYHESEZER IRDILH)

Heavy Cutting Aluminum Alloy Long Flute 3 Flutes End Mills

i i £ 105 JI1% I 5 ol i
Item Code d £ ]: D
. LH3XAEA-030 | . 3.0 ... 12 Lo 6 .
. LH3XAEA-040 | 4.0 | L3 L6 T 6
LH3XAEA-050 50 20 TS 6

LHEXAEB-040
. LHOXAEB-050

LH3XAEB-060

_LHIXAEC-120
..LHIXAEC-160

LH3XAEC-200

. Lrsxaes-080 f 8.0 88 T Ta00] T
LH3XAEB-100

Square Series

BHAH

/| I

Pk

kminl
|
Ball Nose & Corner Radius Series

\ai
(=4

Helix
Angle

—R%tDHIA General Purpose
(MG 28
(MG ] 28,
B tDHIA High Speed Cutting

2 Y 2
500 s 2%

& 35k BLRS 1T %! Make to order for special specification.

Taper Flute Series
Aluminum Alloy Series

SN IEE / @

ho S -
Special Series

46




J

Square Series

A A

i\

M@ | I

\a
—

Ball Nose & Corner Radius Serie:

§

Taper Flute Series
Aluminum Alloy Series

HNIBES /| @3

Special Series -
Rl S h I e &

Helix
Angle

#E tun 5

Item Code

LH2AB-010

LH2AB-030

. LH2AB-035

LH2AB-040

LH2AB-050

.. LH2AB-060

LH2AB-080

. LH2AB-100

LH2AB-200

PRk BLEG 3T % Make to order for special specification.

—R%tDHIA General Purpose
I 3

=
AUF&

Roughing Series
i &5

A




J

Square Series

A A

1

M@ | I

\a
—

Ball Nose & Corner Radius Serie:

l

Taper Flute Series
Aluminum Alloy Series

#}
B
8
iz|
7]
R
3

Special Series

LK

49

37)HHERTL 8L )

3 Flutes Roughing End Mills

Pt o 15 J % PIRES g 3 RS
Item Code d £ L D
LH3CDA-060 6.0 15 50 6

.. LI3CDA-160
LH3CDA-200

...LH3CDB-080
...LH3CDB-100
LH3CDB-120

Helix
Angle

—A2tDHIF General Purpose
I [ g 7

B ELDHIA High Speed Cutting

LH 0.5 | co jHRE
350 ]ume] 22 |52, JHESY amn

# F 7k BLKS 3T W Make to order for special specification.

A

.

—+x

AT)4A T3]
4 Flutes Roughing End Mills

Helix
Angle

FE i 15 I JIE
Item Code d L
LH4CDA-060 6.0 15
_.LH4CDA-160 | 16.0 | 40 )...100
_____ LH4CDA-200 | 20.0 | .40 ] 100
_...LH4CDB-060 [ 6.0 AL
...LH4CcDB-080 | 8.0 | . 20 .
_..LH4CDB-100 | 10.0 | . 30 ..]...100 .
LH4CDB-120 12.0 30

—R2tDHIA General Purpose
Y [0S ) 57 S

B ELDHEIA High Speed Cutting

LH cO JHRC
500 2% = 60

@ Bk LK 3T W Make to order for special specification.

oM@ [ I8
Ball Nose & Corner Radius Series

i
8%
5
02
54
[ =
532
3_._
&5
=

)
B
o]
i}
7]
R
3l

ho S L
Special Series




60 P\ iE

60° Center Drills

HE i i 15 I
Item Code d

b
>
b
=
=

Ool.x
o]
al-
wlo

LH2NS-050 0.50

.. LH2NS-150 |
Lo EHENS:200 4
~ LH2NS-250

. LHeNS-315  f

. LH2NS-400 |
LH2NS-500

# 35 Bk BLES 3T % Make to order for special specification.

i g g
.OI
o
- .
io P 0B oS

o

o

D O e
nioioio!
~

(4)]

&m / I

Ball Nose & Corner Radius Series

o
85
35
o2
<
g
-2
S_E

E
e 3
=z

)
B
bic]
i}
7]
R
3l

Helix
Angle

a

Special Series

p W

_

—R%EIHIF General Purpose
(MG | %
SR t)HIA High Speed Cutting 5 :

LH cO
500 2%

52




60,908,120 27)EIid
60°,90°120° NC Spotting Drills

réﬂ NEBRTJATITI 8T

4 Flutes Corner Rounding Cutters

N FE it S 5 Rff e g 1% i i £ 105
Item Code R Item Code
] LH4BE-010 R0.50 1 LH2NCA-020
8 ~ LH4BE-015 | RO.75 | 15 | 32 | 50 »
oD Ve | LH4BE-020 | | R1.00 | 1.5 | |
5 = \ LH4BE-025 | | R1.25 | 1
57 iWeBE-030 [R50
» 5 LH4BE-035 | R1.75 | 1. . LH2NCA-080
______ LH4BE-040 | R2.00 | 1 __LH2NCA-100
. LH4BE-050 | R2.50 | 1.f
w < _LH4BE-060 | R3.00 | 1. __LH2NCA-160 | 16 | 25 -
g _LH4BE-080 | | R4.00 | 2 LH2NCA-200 g
VRS B O LH4BE-100 | 'R5.00 | 3.0 28
27 LH4BE-120 R6.00 3 72
&~ -
@ o
cH B =
S\ g8 o
o T - o
2 R %2
25| 5 2
@ &

l

53

~ LH2NCD-100

& 4
S E B¢
85 2%
B8 —5®
‘:E% %2_3‘
saad| 0 e e e ¥O =<
S<H Helix " LHaNCD060 | e Ftc
5;2} Angle LH2NcD-0so [ T8 Z—JEE

% e

3l 3

....LH2NCD-120
....LH2NCD-160
Helix | LH2NCD-200
Angle
< LH2NCE-060 0
SH LH2NCE-080 ke
=4 0 LH2NCE-080 =
] LH2NCE-100 %
= /) LH2NCE:120” T
@ 57 | A LH2NCE-160 g
7] ¢ t LH2NCE-200 0
§|J -:". 0.05
", '|I‘
‘ —%tDEIA General Purpose
—R&EDHIF General Purpose / ik (M)
P2 (8 R A PR R
'
F



Preeisn
High-Speed Drills

CYT T EY)

Hsing Precisjon Tool

w

*5 2 R 1 L R )

Precision Reamers

VE i 15 T PIEES I ol Wi

Item Code d L Teeth L: D
,,,,,,, LHYS010_ 110 6 A TTTTs0 s

LH-YS-011 g 1 7k 4 50 3

Nio!

_______ LH-YS-028 8 .
....... LH-YS-029 .9
....... LH-YS-030 | 3.0
_LH-YS-031 i
....... LH-Ys-032 | 3.2
....... LH-YS-033 | 3.3
_LH-YS-034 4
....... LH-YS-035 | 3.5
....... LH-YS-036 | 3.6
LH-YS-037 7
....... LH-YS-038 | 3.8
....... LH-YS-039 | 3.9
_LH-Ys-040 0
,,,,,,, LH-YS-041 A
....... LH-YS-042 | 4.2
LH-Y5-043
TULH-YS-044
TS
LH-Y5-046
"""" LH-YS-047
. LA-Ys-048 | 4.
LH-YS:049 9
"""" LH-YS-050 ol

# FF R BLKS 5T 3 Make to order fo

18 [ 3 o] |

r special specification.

ot
l L )
U T

2@ / I

Ball Nose & Corner Radius Series

lg
8%
‘n—’UJ
[ -8
02
54
[ =
52
3_._
&5
=

3:
B
bic]
i}
7]
R
3l

Special Series

b S g

56



FD ¥ T2 4R e AR R T Y25 22 4R AR 8 T

Precision Reamers Precision Reamers

T ) 7 i 5 Ik vl I8 4 Wit ] Ik Il Il
Item Code d L Teeth I D Item Code d L Teeth
i LH-YS-051 5.1 23 6 86 6 _LHvys091 | 9.1 | 36 | 6
LH-YS-092

Square Series

A A
e S B S

Square Series

1

~LH-Ys-00
LH-YS-101

M@ | I

1

—_—

oM@ [ I8
Ball Nose & Corner Radius Series

Ball Nose & Corner Radius Serie:

l

____':Ht?(_s_'_!_ﬂ_%_____

LH YS-11
___LH YS 112_____

Taper Flute Series
Aluminum Alloy Series
Taper Flute Series
Aluminum Alloy Series

SENSHHE / P

#}
B
8
iz|
7]
R
3

LH-YS-120
= Y5 EEBLES 0T % Make to order for special specification.

Special Series
R
hoi S L

Special Series

45"

2 i s ve] 2 & I ol /| e
L

-

57




F;\ R 270 R B IR 2R
- Short Flute 2 Flutes High-Speed Drills Short Flute 2 Flutes High-Speed Drills

& Pt 15 I PIRES g 3 R FE tir o 15 I JI ¥ Eof 2
Item Code d £ L D Item Code d £ L
AAAAA LH2CK-0050 [ 0.5 [ ...3 ... |...50 [ ... 3 .. ..LH2CK-0440 | 4.4 [ .24 | .75 .
_..LH2CK-0060 | 0.6 380 3 ..LH2CK-0450 | - 4.5 ... 24 . 05
LH2CK-0070 DT 4 50 S LH2CK-0460

i e I <
dHAH
Square Series

Square Series

1

 LH2CK-0140
LH2CK-0150

:LH2CK 20170
LH2CK-0180

..LH2CK-0560
LH2CK-0570

M@ | I

1

—_—

oM@ [ I8
Ball Nose & Corner Radius Series

Ball Nose & Corner Radius Serie:

l

5|
2]
I -l

Taper Flute Series
Aluminum Alloy Series
Taper Flute Series
Aluminum Alloy Series

SN IEE /@

_LH2CK -0310

_LH2CK -0700

SENSHHE / P

LH2CK- 0320'" ~ LH2CK-0710
o Helix Helix i @
E Angle Angle ﬂg
s AN
Q o
8 3
Z ____1-_!'_'29_'&?_429__ - e
LH2CK-0430 4.3 24 75 6 LH2CK-0820 5l
S FE R BLES 3T Make to order for special specification. # FR 7k BLES 3T Make to order for special specification.
—HR%tDHIFA General Purpose D \w d —ﬂﬁbﬂﬁ‘]ﬁﬁ General Purpnse D
Y [ Y 57 S S I [ Y
L L
. L i " . A
o ! o 1

59 60




] =9 U 2/ =kiE0
= BB 27) 8 RiEE

Short Flute 2 Flutes High—Speed Drills

N FE ti 15 J 1 JI ¥ £ ol 3 i
Item Code d L L D
LH2CK-0830

...LH2CK-0850
LH2CK-0860

& 1 90 18

BHAH

Square Series

...LH2CK-0890
LH2CK-0900

)\

M@ | I

\a
—

Ball Nose & Corner Radius Serie:

-2

...LH2CK-1060
LH2CK-1070

Taper Flute Series
Aluminum Alloy Series

SN IEE /R

EH2CKA140.
LH2CK-1150

LH2CK-1160

LH2CK-1200

Special Series

= FFERBLRS T % Make to order for special specification.

—f%tDEIA General Purpose D w d
PR DR 7 NS

X
—
"
+1

&1 Li Hsing Precision Tool




®mnT

Grooving

FENT
Side Milling

woMpeERE BEE B feR AELE | BEE 2R AW WRES Has
e SS.%&%&BHB SGM.%I:EMHEE-HHRC 40~50HRC sqs.m.m %mgﬁ
Carban Steels, Castlrons Pre-Hardened Steels Haleneds el Stainless Steels TitaniumAlloys
CIEIE 150~250HB 25~35HRC 40~50HRC 20~45HRC
cmlilt?gns BE EREE| BE ERRE| BE ERFE| B F |EEEE| B E |EQEE
7 Rotation Feed Ratation Feed Rotation Feed Rotation Feed Rotation Feed
QusdeDanster| min! | mm/min | min! | mm/min | min? | mm/min | min? | mm/min | min? | mm/min
0.2 |32000 13032000 12032000 100[32000 90/19000 30
0.3 |[32000 190(32000 17024000 12029000 120(14000 30
0.4 [32000 26029000 210/18000 120(21000 12011000 30
0.5 [29000 290/23000 21014000 11017000 120| 8600 30
0.6 [27000 320121000 230/13000 120/16000 130| 8000 40
0.8 |20000 320[16000 230/10000 13012000 130| 6000 40
Bigt ap 1D
a| 0.05D(D<1)0.1D(D=1) 0.05D 0.05D(D<1)0.1D(D=1)
B |ar 0.3D(D<1)0.5D(D=1) 0.2D 0.3D | 0.1D
2RI Dinctue. 1.2V T KA B W R E B B IR - MU BN ENINT - i
Grooving Side Milling HE“%_&%EB{BI&@E&MW{& 7
2-§$ﬁﬂﬁhﬂm1wil‘é- WHEEEEERRDSNA60L . BEREERERRTE
940%
IMITFWE - MNSE - HSSHMRARIMNI -
ABENMITHMNTIRGMOMALREDNINEEN - BRSNS BUAGEE -
1.When using low speed machines, use the maximum speed and adjust the feed rate.
2.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40% of table values.
3.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
4.Adjust milling condition when unusual vibration, different sound occur by cutting.

BOMME | BRE-ASR | ARERAR | FELE X8
Work Material 150-250HB 25~35HRC 35~45HRC 45-55HRC
Carbon Steels, Alloy Steels | Stainless Steels, Mold Steels Pre-hardened Steels Hardened Steels
B 150~250HB 25~35HRC 35~45HRC 45~55HRC
Miing Conditons | gy i | EMEE | WE |EGEE| BE |E82E| @2 |EcEE
TE ENEE Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Quiside Diamater| Effective Lenglh min! | mm/min | min!' | mm/min | min? | mmimin | min? | mm/min
0.3 1 50000 50050000 45050000 400[42000 300
0.3 2 50000 50050000 45050000 400[42000 300
0.3 3 50000 50050000 45045000 400[42000 300
0.4 2 50000 750/ 50000 68050000 56034000 340
0.4 3 50000 750/ 50000 680| 50000 56034000 340
0.4 4 50000 750/ 50000 680| 35000 56034000 340
0.5 2 50000 90043000 77030000 450| 25000 320
0.5 4 50000 90043000 770|30000 450]25000 320
0.5 6 48000 860|41000 730|29000 430|24000 300
0.6 2 50000| 1000|43000 85030000 50025000 350
0.6 L 50000| 1000|43000 85030000 50025000 350
0.6 6 42000 840| 36000 710|25000 420|21000 290
0.6 8 32000 640|27000 540|19000 320|16000 220
0.7 2 45000 99038000 840| 27000 500| 23000 350
0.7 4 45000 99038000 840| 27000 500| 23000 350
0.7 6 36000 790/31000 670|22000 400| 18000 280
0.7 8 36000 790/31000 670|22000 400| 18000 280
0.7 10 28000 620|24000 530|17000 310/14000 220
0.8 4 40000| 1000|34000 85024000 50020000 350
0.8 6 40000| 1000|34000 85024000 50020000 350
0.8 8 32000 800|27000 68019000 400| 16000 280
0.8 10 [24000 600|20000 510|14000 300(12000 210
0.8 12 [24000 600|20000 510|14000 300/12000 210
0.9 6 36000| 1190|31000| 101022000 600| 18000 420
0.9 8 30000 99026000 84018000 50015000 350
0.9 10 30000 99026000 84018000 50015000 350
1 4 32000| 1280|27000 90022000 640|11000 300
1 6 32000| 1280|27000 900|22000| 640|(11000| 300
1 8 32000| 1280|27000 900|22000{ 640(11000| 300
1 10 |26000| 1040|22000 730| 18000 520| 9000 250
1 12 26000 1040({22000 730| 18000 520| 9000 250
Tiah 6 21000| 113018000 790| 15000 570| 7000 300




BOuve ERENEE BN o2 E RARELE) BEE FNE N TiRE MBaE HEE
- | 88,SC,FC150~250HB |SCM NAK HPM25~35HRC 35-45HRC 45-55HRC SUS304,316 20~45HRC
o Na mmsé';ﬁm =i ,m,sm Hardened Steels Hardened Steels Stainiess Steels TNn;'"mm;s
IS 150-250HB 25~35HRC 25~35HRC 45~55HRC 20~4SHRC
&ﬁﬁs HE LREE| B F LEEE @7 LEEE @R LEEE| @R (LGEE| B F |EREE
J)@ || Rotation | Feed | Rotation | Feed | Rotation | Feed | Rotation | Feed | Rotation | Feed | Rotation | Feed
Qscelangr| min”' | mm/min | min? | mm/min | min? | mm/min| min? [ mm/min | min? | mm/min | min”?! | mm/min
2 |11200] 34010500/ 240| 7300/ 130| 5300 80| 5300 90| 3300 50
4 6400/ 460| 6000/ 320| 4200( 180| 3000{ 110| 3000, 130| 1900 70
6 4600| 550| 4300/ 390| 3000, 210| 2200 130| 2200/ 150| 1400 80
8 3400| 550| 3200/ 390| 2200/ 210| 1600 130| 1600 150| 1000 80
10 2800/ 560| 2600/ 390| 1800f 210| 1300/ 130| 1300f 150| 800/ 80
12 2300| 560| 2200/ 400| 1500, 210| 1100/ 130| 1100/ 150| 700 80
16 1700 450| 1600/ 320| 1100/ 180| 800] 100| 800/ 110| 500 60
20 1350, 380| 1300/ 280| 900/ 160| 650 90| 650/ 100| 400 50
a2 ap 1.5D 1D 1.6D 1D
ae 0.1D 0.05D 0.02D 0.1D 0.05D
B |ar 0.5D 0.3D 0.05D 0.5D 0.05D
D. TIERTIHE Dia.of Mill
BT BENT
Grooving Side Milling

1LHARRETENTINES  AEBERERINSHN0L. SEEEERERRTS
40%

mav40
2MIFEE BN  HSSHWEABRINL -
JENIHANIRROMAEREDHNASHERN  WIRIEER2EDHEST -
1.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40% of table values.
2.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.

3.Adjust milling condition when unusual vibration, different sound occur by cutting.

RDEIE =R S8 W EASE mELE o]
e et 150~250HB 25~35HRC 35-45HRC 45~55HRC
Carbon Steels, Alloy Steels Steels, Mold Steal Pre-hardened Steels Hardenad Steels
m Hllﬁf'-t 150~250HB 25~35HRC 35~45HRC 45~55HRC
Milng Condons | gy @ | EREE | WE |ER2E| B2 |ERRE| BB |ESEE
T EREE Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Quiside Diamater | Effective Length min! | mm/min | min! | mm/min | min? | mm/min | min? | mm/min
15 8 21000| 113018000 790(15000 570 7000 300
1.5 10 |121000] 1130[18000 790[15000 570 7000 300
1.5 12 |21000| 1130|18000 790115000 570 7000 300
T8 14 |17000 92014000 64012000 460| 6000 260
1.5 16 |17000 92014000 64012000 460| 6000 260
1.5 18 |17000 92014000 64012000 460| 6000 260
1.5 20 |12800 69011000 480| 9000 350| 6000 260
2 6 16000| 1120[14000 780[11000 560 6000 360
2 8 16000 1120[14000 78011000 560| 6000 360
2 10 |[16000| 1120/14000 78011000 560| 6000 360
2 12 |16000] 1120|14000 780111000 560| 6000 360
2 14 |16000] 1120]14000 780111000 560 6000 360
2 16 |16000| 1120|14000 780/11000 560| 6000 360
2 18 |12000 840/10000 590| 8000 420| 5000 300
2 20 |12000 84010000 590| 8000 420 5000 300
3 8 11000| 1760 9000] 1230| 8000 880| 4000 450
3 10 |11000| 1760| 9000| 1230| 8000 880| 4000 450
3 12 [11000| 1760| 9000| 1230| 8000 880| 4000 450
3 14 |11000| 1760| 9000| 1230| 8000 880| 4000 450
3 16 |11000| 1760| 9000| 1230| 8000 880| 4000 450
3 18 |11000| 1760| 9000| 1230| 8000 880| 4000 450
3 20 |11000| 1760| 9000| 1230| 8000 880| 4000 450
3 25 8000| 1280| 7000 900| 6000 640| 3000 330
4 12 8000| 1440| 7000| 1010 6000 720| 3000 420
4 20 8000| 1440| 7000| 1010| 6000 720 3000 420
4 25 8000| 1440| 7000| 1010| 6000 720 3000 420

1LEITRENNTE - WS EEEERERL 2.

2. RMITEETERENARE -
JEREEE R TREENGDMBAEKRKES -
4 BREEEANT - AL ZRWEZH 0T

1.When corner processing, reduce the feed rate by approximately half.
2.Recommend non water soluble cutting fluid.
3.To achieve flute depth, sequential use of each neck length is most effective.
4.The run out of the end mill should be in 10um after chucking.
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Imﬂ]amﬁ EWE NEE- R S2l ARt HEH = NE Al MASE NESE
Rl ss.m;ssué?ua scm.m&ugg&g—asukc 40~50HRC SUS304,316 ﬁmmgﬁ
Carbon Steels, Castirons Pre-Hardened Stesls Hardaned Sleels Stainless Sieels Titanium Alloys
EME 150~250HB 25~35HRC 40~50HRC 20~45HRC
condtens | WE |smgEm| W |seEs| we |sees| e |sees| e |seas
W\ Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
QuisideDiameter | miin" mm/min min”' mm/min min" | mm/min min' | mm/min | min" | mmimin
3 8500 370| 5500 210| 4000 180[ 5500 160| 2600 60
4 6600 400| 4500 220 3000 190| 4000 160| 2000 60
6 4800 480| 3000 240| 2500 190( 3000 240( 1200 60
8 3600 500| 2200 300| 2000 200( 2000 260( 1000 70
10 2800 500| 1800 300( 1500 200| 1700 270 800 80
12 2400 470| 1500 270 1200 190 1500 250 700 70
16 1800 320 1100 210 800 150] 1000 180 500 60
20 1400 250 900 160 700 120 820 150 400 50
AR 3D
Depthofcut|3€ 0.05D | 002D | 0.05D | 0.02D

fENT

Side Milling

D. THIAE Dia.of Mill

2HTHBETHNINES -

WEa0%

1.MTETEENNL - WERBIE AL GRRRAEIMETH0) -
BHEERERRTDSMM0% BEREERERRPE

IMNITFRE  MASE - BUSEHBERABINNT -
4. BEMIHAMNTRMOMALREDNRNRES - BREMNREBEDAGHE -
1.Use highly rigid machining center(BT50).
2.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40% of table values.
3.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.

4.Adjust milling condition when unusual vibration, different sound occur by cutting.

wEMae (R R | S M- AR HEHE FE 7l AASE #6%
o Ss.m;ﬁgngHB SCM.NA&]HE?;}E'E-SSHRC 40~50HRC Sq5304.318 i?c-k:msycs
Carbon Steels, Cast Irons Pre-Hardened Seeis Hardensd Slasts Stainless Stoels Titanium Alloys
8 E 150~250HB 25~35HRC 40~50HRC 20~45HRC
Lcondtons | W |memm| wa |weee| we |sese| we |sezE| we |sess
TE Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
QuisdeDiameter\ min? | mmymin | min? | moimin | min? | mmimin | min? | mmimin [ min? | mm/min
3 8500 520 5500 300] 3800 260| 5000 220| 2500 80
4 6600 560| 4500 320] 3000 270] 4000 220 2000 80
6 4800 670| 3000 340 2500 270]| 3000 340| 1200 80
8 3600 700 2200 430| 2000 280( 2000 360| 1000 100
10 2800 700] 1800 430( 1500 280| 1700 390 800 110
12 2400 670| 1500 390] 1200 270] 1500 350 700 100
16 1800 460] 1100 290 800 210] 1000 250 500 80
20 1400 350 900 230 700 180 820 210 400 70
sk =t
ae 0.01D 0.05D 0.1D 0.05D
B |ee 0.05D 0.1D 0.2D 0.1D
D. I DHNE Dia.of Mill
WmT BENT 1. MTEGEENNT - WEABIERA LM GRMRET®METH0) -
Grooving Side Milling 2-532&%13!11“1931!%- IBHEAERERRTSHMN0: . BEREERERR
JMNIARE  MASE - BSERHERABNNT -
A EDITHFDIN T a7 R HRIE R SRR - RS2 BEDAES -
& 1.Use highly rigid machining center(BT50).
© 2.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40% of table values.
1%} 3.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
s 4.Adjust milling condition when unusual vibration, different sound occur by cutting.
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B EH conventional Condition

§S,SC/FC

WERIMH
\mnmmﬂ
DRI

Structural Steels,
Carbon Steels, Cast lrons

150~250HB

Eﬁﬂﬂ#ﬂﬂiﬁﬁﬂﬁﬁmﬂ

150~250HB

Pra-HamanndSmh
25~35HRC

5-35HRC

35-45HRC
Hardened Steels

25~35HRC

AN

S
45-55HRC
Hardened Steels

45~55HRC

Rifd

SUS304,316
Stainless Steels

AeE AaE
20~45HRC
NickelAlloys

Titanium Alloys
20~45HRC

Milling
Conditions
18 ;
QuisdeDiameler|  min”

"=

Rotation

EREE

Feed

"=

Rotation

mm/min | min”’

i3 hds

Feed

"=

Rotation

mm/min | min”’

i3 cheds

Feed

"=

Rotation

mm/min | min”’

EREE

mm/min

LS

Rotation

min’!

Feed

EREE

Feed
mm/min

R EREE

Rotation Feed
! | mmimin

2 |12800

570

12000

380 [ 8300

230 [ 6000

150 | 6000

130

min
70

4 6800

730

6400

490 [ 4400

300 3200

200 | 3200

170

3700
90

6 4600

770

4300

520 [ 3000

320 2200

210| 2200

180

2000
100

8 3400

770

3200

520 | 2200

320| 1600

210[ 1600

180

1400
100

10 2800

780

2600

520 1800

320 [ 1300

210 [ 1300

180

1000
100

12 2300

780

2200

530 [ 1500

320[ 1100

210[ 1100

180

800
100

16 1700

650

1600

420| 1100

280( 800

170 800

150

700
80

20 1350

600

1300

380| 900

260 650

150| 650

140

500
400] 75

ap

1

.5D

1D

1.5D

1D

IS [

0.1D

0.05D

0.02D

0.1D

0.05D

B o

0.5D

0.2D

0.05D

0.3D

0.1D

BRI High Speed Milling

Work Material

DEIGEE

BEHME GRS REE lﬂ “ﬁﬂ FRE{LE

§§,SC,FC150~250HB

150~250HB

M,NAK,HPM25~35HRC
Alw Steels,

RBE W %N
35~45HRC
Steels

25-3 5HRC

25~35HRC

7N
45~55HRC
Hardenad Steels

45~55HRC

N it
SUS304,316
Stainless Steels

Milling
Conditions

Quiside Diamater

L
TE Rotation

EREE
Feed
1

min mm/min

BE |EREE

Rotation Feed

min”' | mm/min

R EREE

Rotation Feed

min”' | mm/min

B8R |EREE

Rotation Feed

min”" | mm/min

LB
Rotation

min

EREE
Feed

| mm/min

2 |4

7800( 2200

47800[ 1600

39800/ 1200

31800

900

15900

400

4 [23900

2600

23900[ 1900

19900| 1400

15900

1100

8000

490

6 (16000

2700

16000| 2000

13300| 1500

10600

1200

5300

510

8 (12000

2700

12000 2000

10000/ 1500

8000| 1200

4000

520

10

9600

2700

9600/ 2000

8000| 1500

6400] 1200

3200

520

12

8000

2700

8000| 2000

6700] 1500

5300[ 1200

2700

520

16

6000

2200

6000| 1600

5000] 1200

4000/ 900

2000

450

20

4800

2000

4800/ 1400

4000{ 1100

3200/ 750

1600

380

IS 1

1.5D

1D

1.5D

Depth of cut| 8

0.05D

0.02D

0.05D

D. URTIHE
BT

Grooving

Dia.of Mill

BENT
Side Milling

of table values.

1L.HFBRRETHRNINNS
ERRPS MK

WHEEERERRASWAI0L . MERERER

2.NIAEE - MRSE - RSHERRARINL -
SEANITHEANTEROMRLRENIRSEER  BRIBHEREBEES -

v 11 1.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40%

2.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
3.Adjust milling condition when unusual vibration, different sound occur by cutting.

\mwmm A B BN AeH AB(CE | WER TR TR WHAS HAS
| S5,SC,FC150~250HB |SCM,NAK,HPM25~35HRC 40~50HRC SUS304,316 %msﬂnc
|| ooy nes Castione L Faiaay Sach Sialrigh Suicls TianiumAlloys
DB E 150~250HB 25~35HRC 40~50HRC 20~45HRC
condiions | BB |mEE| WE |meEE| 92 (sesE| e |sesE| ez |sesE
TE Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
ousceDizmeter | min' | mmimin | min" | mm/min | min? | mm/min | min? | mm/min | min?' | mm/min
2 9000 720 6000 430| 4000 320| 5500 320| 2600 120
4 6600 800| 4500 450 3000 380| 4000 320| 2000 120
6 4800 960| 3000 480| 2500 380| 3000 480| 1200 120
8 3600( 1000| 2200 610]| 2000 400| 2000 520| 1000 140
10 2800( 1000| 1800 610]| 1500 400| 1700 550 800 160
12 2400 950| 1500 550 1200 380| 1500 500 700 140
14 2200 880 1300 490 1000 360 1200 430 600 130
16 1800 650, 1100 420 800 300| 1000 360 500 120
18 1600 580| 1000 360 750 270 900 340 450 110
20 1400 500 900 330 700 250 820 300 400 100
B et
ae 0.1D 0.05D 0.1D 0.05D
Bk |ae 1D 0.2D 0.3D 0.2D
;';._?ﬂﬂﬂ Dis.;;;l 1.RTETEZMMNT » WEEABEEATER @ GRIEREEMWBTH0) -
Qrocving Side Milling 2HAHBETHENTHNES  WHHEBERERRPSBMN0L . KESEERE
ARPSWE0%
IMIFEE WSS ASSHRRARINI -
A EMIHANTRMOMARLREDNRLEES  MRSHRLBDAENT -
1.Use highly rigid machining center(BT50).
% 2.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40% of table values.
3.Use in wet condition in case of Stainless Steels, Nickel Al[o‘f& Titanium ﬁlloys.
4.Adjust milling condition when unusual vibration, different sound occur by cutting.
de
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EA ﬁ ﬁ: Conventional Condition

W RS BRE Bl SeE-EELE | EEE EE i MASE NES
Carbon Steels, Cast Irons Pre-Hardened Steels Fiéstened Sleels Stainless Steels Titanium Alloys
I 150~250HB 25-35HRC 40~50HRC 20~45HRC
conitns | WE |mgEm| we |seEs| e |scem| e |sees| e |scas
i@ Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
usieDiameter | min! | mmimin | min? | mmumin | min? | mmimin | min? | mmmin | min? | mmimin
3 8500 370| 5500 210| 4000 180| 5500 160| 2600 60
4 6600 400( 4500 220| 3000 190| 4000 160| 2000 60
6 4800 480| 3000 240| 2500 190| 3000 240| 1200 60
8 3600 500| 2200 300( 2000 200| 2000 260| 1000 70
10 2800 500| 1800 300( 1500 200| 1700 270 800 80
12 2400 470| 1500 270 1200 190| 1500 250 700 70
16 1800 320 1100 210 800 150| 1000 180 500 60
20 1400 250 900 160 700 120 820 150 400 50
AR |3 3D
Depth o cut | @0 0.05D | 002D | 0.05D | 0.02D

BENL

Side Milling

D. TREIDAE Dia.of Mill

1.2 TETEEMIDIL » 15 B B ¥E 7 00 16§ (G2 2R % A EMBTS0) -

2HARBETHNINGS -

MA40%

JMNIAWE MUSE - BSERERARINT -
4. B8 00 I 4 000 T 8% 46 60 RR 67 0 3R AR WD O R W IR OB IR IR R B ANER -
1.Use highly rigid machining center(BT50).
2.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40% of table values.

3.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.

4.Adjust milling condition when unusual vibration, different sound occur by cutting.

HEWERERRPEMM60L . BELNEERERRDES

BOEME AEER PRER-BELEERE ERER KEE BRE #
e 45~55HRC ,,35-45HRC S38HRC SUS304,SUS316 FC, FCD
Hardened Steels Mold Stesis ‘Aloy Slesls Stainless Steels Cast Irons
B 45-55HRC 35~45HRC ~35HRC
e | WE |gwEE| WE |EeEE| mE |sceE| ez |seEm| o= |eeEm
W\ Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Quside Diameter  miin” mm/min min”' mm/min min’’ mm/min min" | mm/min min”' mm/min
4 2400 180| 4000 490| 8000| 1600| 2800 180| 8000| 1600
5 1900 220| 3200 490| 6200| 2000| 2200 230 6200| 2000
6 1600 250| 2700 490(| 5300| 2000| 1900 230| 5300| 2400
8 1200 280| 2000 490| 4000| 2000| 1400 230| 4000| 2400
10 1000 300| 1600 630| 3200| 2000| 1100 230| 3200| 2400
12 800 350| 1300 570 2700| 2100 930 300| 2700| 2400
16 640 220 1100 360| 2000| 1900 700 270 2000| 2000
20 480 180 800 200 1600| 1600 560 240 1600| 1600
@ |ae 1.5D 1.5D 1.5D 1.5D 1.5D
DT |ae 0.05D 0.1D 0.1D 0.1D 0.1D
FEIN T |ar|0.0058LF MAX. 0.1D 0.1D 0.1D 0.1D

HmmT
Grooving

D. I 7INE Dia.of Mill

fENT
Side Milling

LINTH@MRET - WRARINT -
2ESEDBIEST  BIERAENNT -
JENIHMNTRMHOMALDREDNR SRR - WRENIZEBEDAGES -

1.Use in wet condition in case of Stainless Steels.
2.Recommend dry process in case of hign speed milling.
3.Adjust milling condition when unusual vibration, different sound occur by cutting.

BRIEM  High Speed Condition

BEEIE BEES TEEE- AR GEE|ERES KRR S5
_ 45~55HRC 35~45HRC ~35HRC
Work Material Hardened Steels Pre-Hardened Steels Carbon Steels
gaEpr | 45-55HRC 35-45HRC La5hRe
s | BE |geEE| Bz |essE| mE |sesm
W Rotation Feed Rotation Feed Rotation Feed
uisiteDiameter  min' | mm/min | min? | mm/min | min? | mm/min
4 24000| 3200|24000| 4600|24000| 4800
5 19200| 4000(19200| 5800|19200| 6000
6 16000| 4000[16000| 5800|16000| 6000
8 12000| 4000|12000| 5800(12000| 6000
10 9500 4200|10000] 5700|10000( 6000
12 8000| 4600| 8000| 5300| 8000( 7600
16 6000| 4000| 6000| 5300| 6000( 7600
20 4800( 3000| 5000] 5000| 5000( 7000
A Elar 1~1.5D 1~1.5D 1~1.5D
Depthofeut|@e] 0.02~0.05D 0.05D 0.1D

D. THIDAE Dia.of Mill

1. EERDEGEHT  BIRERBEANT -

2. 00 T A4 0 100 TR 4l 0 A £ L ER AR WD A R A
BRI o RN RE DR -

1.Recommend dry process in case of hign speed milling.

2.Adjust milling condition when unusual vibration,

different sound occur by cutting.

AENIT
Side Milling
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iﬁ F ﬁﬁ: Conventional Condition

lﬁm ﬁ # Conventional Condition

HERIH

Work Material

DRI

Millng
Contitions

REER

Ball Radius(m)

Castlrons

a%il- 8RR
SCM, SKD
AlloySteels,

HESE - RAEE
30~38HRC
PHar?ened Steels,

'30~38HRC

THE-[aE
38~45HRC
Stainless Steels,
Hardened Steels
38~45HRC

SEES
45-55HRC
Hardened Steels
45~55HRC

SEE
55~60HRC

Hardened Steels
55~60HRC

=

Rotation

EREE

Feed
mm/min

=

Rotation

min”’

EREE

Feed
mm/min

R (EREE

Rotation Feed

min”' | mm/min

R (EREE

Rotation Feed

min”' | mm/min

R (EREE

Rotation Feed

min' | mm/min

R (EREE

Rotation Feed

min”' | mm/min

0.1

32000

320

32000| 320

32000/ 300

32000] 250

32000| 160

32000] 125

32000

480

32000| 480

32000] 450

32000] 375

32000] 240

32000/ 190

32000

600

32000] 600

32000] 520

32000| 500

32000] 320

32000| 255

32000

750

32000] 650

32000| 620

32000] 600

32000] 400

32000] 320

32000

900

32000] 700

32000] 700

32000] 640

32000] 480

32000] 380

32000

1200

32000] 1000

32000[ 920

32000/ 850

32000[ 640

25000{ 400

32000

1500

32000]| 1250

32000] 1150

32000| 1000

32000| 800

20000| 400

32000

2200

32000| 1600

32000| 1700

29500| 1400

25500] 950

13500/ 400

32000

2900

28500| 2100

25000] 1800

22000] 1400

19000 950

10000| 400

21000

2900

19000| 2100

17000| 1800

14500 1400

12500 950

6800 400

16000

2900

14000]| 2100

12500] 1800

11000 1400

9500{ 950

5000{ 400

0.05D(R<0.5)

0.1D

R=0.5)

0.05D

0.2D

0.1D

&R %

s High Speed Condition

REDAIE

Work Material

Castlrons

a2 8RR
SCM, SKD
Alloy Stesls,

HER BEE
30~38HRC

Hardened Steels,
Pre-Hardened Steel

Al mEE
38~45HRC
Stainless Steels,

H Sleels

30~38HRC

38~45HRC

SEER
45~55HRC
Hardened Steets
45~55HRC

SEER
55-60HRC

Hardened Steels
55~60HRC

a2
Rotation
min”!

ERRE

Feed
mm/min

L]
Rotation
1

EREE
Feed

min~ | mm/min

B E (EREE

Rotation Feed

min” | mm/min

B E (EREE

Rotation Feed

min” | mm/min

R (EREE

Rotation Feed
min” | mm/min

B E (EREE

Rotation Feed

min' | mm/min

60000

600

60000 600

60000 560

60000 480

48000 240

48000{ 180

60000

900

60000| 900

60000| 840

60000| 700

48000| 360

48000| 280

60000

1100

60000 1100

60000f 1000

60000 940

48000 480

48000f{ 380

60000

1200

60000| 1200

60000| 1150

60000 1100

48000| 600

48000| 480

60000

1400

60000| 1400

60000| 1300

60000| 1200

48000| 720

48000| 570

60000

1900

60000] 1900

60000{ 1700

60000{ 1600

48000] 960

48000f 750

60000

2350

60000| 2350

60000| 2150

60000| 1900

48000 1200

48000| 950

60000

3000

60000| 3000

55000] 2900

51000] 2400

42500{ 1600

32000f 950

48000

4350

45000| 3300

41500| 2900

38000| 2400

32000] 1600

24000] 950

32000

4350

30000| 3300

27500| 2900

25000| 2400

21000 1600

16000 950

24000

4350

22000] 3300

20500| 2900

19000| 2400

16000| 1600

12000 950

0.05D

Depih of cut| Pf

0.1D

D: U#TINE Dia.of Mill
R: R Ball Radius
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1.HEBY  MRESLHFEL0%-
ZMIAWER  MERRINT -
SEEHNNIRMORENERENLENAGEEE MLUERSWEETNT -
LB AR S I AG I e UM B LE I S -
4 ENTHANTREOMRLEREHNRSWIET - RS0 RSB 0HES -

1.When using Long Meck Type End Mills, reduce the feed to 40% of table values.
2.Use in wet condition in case of Stainless Steels.
3.When using low speed machines, use the maximum speed and adjust the feed rate.
4. Adjust milling condition when unusual vibration, different sound occur by cutting.

poene| BRE-#E | AcH BEE |BEE E@GE| TRE-HEE8 REE BEER
Work Material Cagfﬁggels. icm&seze Haw&s Smgls donhie A
Castlrons Vil Seee Pre.Hardened Steels Hardened Steels Hordeoact flaes Fispaged Shees
I 30-38HRC 38~45HRC 45-55HRC 55-60HRC
coits | WE |EREE| WE [gemE| wE |sesE| W [seEE| wE sesE| w2 |eeee
Bam R Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Ball Radiusimm) min" | mm/min | min" | mmimin | min" | mmimin | min? | mmimin | min? | mmimin | min? | mmimin
0.5 |32000/ 820(31000| 620 (25000 440|22000] 330[19000| 240(14000| 130
1 16000/ 92015000/ 680|13000( 510|11000{ 380| 9600/ 280| 7200/ 160
2 8000/ 1000 | 7600/ 760| 6400/ 560| 5600[ 430| 4800[ 310| 3600[ 170
3 5300] 1000 | 5100] 770| 4200] 550| 3700[ 420| 3200[ 310| 2400[ 170
5] 3200/ 1000 3100[ 780| 2500[ 550| 2200[ 420| 1900[ 300| 1400[ 170
8 2000/ 920| 1900/ 680| 1600] 510| 1400[ 380| 1200/ 280| 900/ 160
10 1600] 820| 1500/ 600| 1300 460| 1100] 330| 960 250| 720] 140
PAR|2e 0.05D(R<0.5) 0.1D(R=0.5) 0.05D
Degiafcut| PF 0.2D 0.1D
SR & High Speed Condition
gouns| BEE-SR | 228 GRS |BES FECA| A48 BES | AEES AEESR
CastIrens Mold Steels Pre-Hardened Stesls Hardened Stesls
BB 30-38HRC 38-45HRC 45-55HRC 55-60HRC
s | WE |EREE| BE [gesm| wE |gese| wE [seEw| mE |seem| 02 |sese
H ﬂiﬁ R Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Ball Radius{mm) min" | mm/min| min? | mm/imin| min" [ mm/min | min? | mmimin | min’? [ mmimin | min? | mmimin
0.5 |60000| 3600 |60000| 3600 |60000| 3000 |60000| 3000 |60000| 2400 [48000| 1900
1 51000| 5100 [48000| 4800 |40000| 3200 |37000| 3000 |35000| 2100 |[24000| 1400
2 |25000/ 5000 |24000| 4800 |20000| 3200 [{18000| 2500 [18000| 2200 [{12000| 1400
3 |[17000/ 4100 |16000/ 3800 |13000| 2900 [12000| 2200 [12000] 1900 | 8000| 1300
5 |10200] 3100 | 9600| 2500 | 8000| 1900 | 7300| 1500 | 7000| 1400 | 4800] 960
8 6400/ 1900 | 6000| 1800 | 5000 1200 | 4600{ 1000 | 4400{ 900| 3000| 600
10 5100 1600 | 4800] 1400| 4000/ 1000| 3700[ 890| 3500[ 700| 2400 480
PAR|2r 0.05D(R<0.5) 0.5mm(R=0.5)
Degtofeut| PY 0.1D | 0.05D

D: DR 7IAE Dia.of Mill
R: R4 Ball Radius

1.HERRE - BRER LR FFmT0% -

2HERMEBRRREREREDHELT -

J.MIAWME - WIRABRAMT -

AEENNIR@NESNERENEENREMFE  MLUEEEWEETNT -
TEIR MR AR S B G 4R R M th LU B L ) AR EE -

SENTHANTIRMAORFREREDIRSEHEE  WREWTDEDRIEN -

1.When using Pencil Neck Type End Mills, reduce the feed to 70% of lable values.

2.When using Long Shank Type End Mills, reduce milling condition according to it's over hang length.
3.Use in wel condition in case of Stainless Steels.

4. When using low speed machines, use the maximum speed and adjust the feed rate.

5.Adjust milling condition when unusual vibration, different sound occur by cutting.
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ﬁ Fﬁ ﬁ ﬁ: Conventional Condition

|nIT

Grooving

RENT
Side Milling

ﬁﬁﬁ ﬁﬁ: Conventional Condition

WEDMIAR B - a5 ; AL FEN
_ 150~250HB 25~35HRC 35~45HRC 45~55HRC
Wots Malora) Carbon Steels, Alloy Steels | Staniess Steels, Pre-hardened Steels Hardened Steels
EOHI B+ 150~250HB 25~35HRC 35~45HRC 45~55HRC

SR WE [EEEE| WE |EREE| 8E |SREE| 832 |EREE
BRUAR | N (BBRE\| rotation | Feed | Rotation | Feed | Rotation | Feed | Rotation | Feed
Ball Radius|Dia. of Mil| Efecive o ) i ) o ; 4 )
mm mm ength min mm/min min mm/min min mm/min min mm/min
0.75| 1.5 8 13200 680 | 8800 450|22000| 1500|16500| 1050
0.75| 1.5 10 | 13200 680 | 8800 450|22000| 1500|16500| 1050
0.75] 1.5 12 13200 680 | 8800 450|22000| 1500|16500| 1050
0.75] 1.5 14 |17000| 1160|12750 810110200 520| 6800 350
0.75( 1.5 16 [17000| 116012750 810| 10200 520| 6800 350
1 2 4 19000 | 1710[14250| 120011400 770 7600 510
1 2 6 19000 | 1710[14250| 120011400 770| 7600 510
1 2 8 19000 | 1710(14250| 120011400 770| 7600 510
1 2 12 |16000| 1440|12000| 1010| 9600 650 | 6400 430
1 2 14 |16000| 1440|12000| 1010| 9600 650 | 6400 430
1 2 16 |16000| 1440|12000| 1010| 9600 650 | 6400 430
1 2 18 [12800| 1150 9600 810| 7680 520| 5120 350
126 3 8 12800 | 2180 | 9600| 1530| 7680 980| 5120 650
1D 3 10 [12800| 2180| 9600 | 1530| 7680 980| 5120 650
1.5 3 16 |[10600| 1800| 7950 | 1260| 6360 810 | 4240 540
1.5 3 20 |10600| 1800| 7950| 1260| 6360 810 | 4240 540
2 4 10 [10000| 2200| 7500| 1540| 6000 990 | 4000 660
2 4 16 |[10000| 2200| 7500| 1540| 6000 990 | 4000 660
2 4 20 |10000| 2200| 7500| 1540| 6000 990 | 4000 660
2 4 25 8000 | 1760| 6000| 1230| 4800 790| 3200 530

WEDEIAAE BEE - o528 2 mEeii W
. 150~-250HB 25~35HRC 35~45HRC 45~-55HRC
Sonseters Carbon Steels, Alloy Steels | Staless Steels, Pre-hardened Steels Hardened Steels
P EE 150~250HB 25~35HRC 35~45HRC 45-55HRC

i BE |EeEE| Wz |EreE| WE (seEE| 8= |EeEE

EE &gﬁj NE ﬁﬁ&ﬂ Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Ball Radius| Dia. of Mill Etml;s s e L /mi sisg Imi e Imi
_In_m mm min m min min mm/min min mm/min min mm/min
0.2 0.4 2 50000 800 | 50000 810 | 50000 640 | 50000 500
0.2 0.4 | 2.5 | 50000 800 | 50000 740 | 50000 640 | 50000 500
0.2 0.4 3 50000 800 | 50000 740 50000 640 | 50000 500
0.2 0.4 4 50000 800 | 50000 740 | 50000 640 | 50000 500
0.2 0.4 5 48000 480 | 46000 420 | 50000 350 | 50000 500
0.25] 0.5 2 50000| 110050000 990 | 45000 77032000 500
0.25] 0.5 4 50000| 110050000 990 | 40000 700 | 29000 450
0.25] 0.5 5 50000| 110040000 790 | 40000 700 | 29000 450
0.25] 0.5 6 50000| 110040000 790 | 31000 540 (29000 450
0.3 0.6 2 50000| 1300|48000| 1110|37000 780127000 520
0.3 0.6 3 50000| 1300|46000| 1060 |35000 7401 25000 480
0.3 0.6 4 50000 | 130043000 990 | 33000 700 | 24000 460
0.3 0.6 i3] 42000| 1090 | 38000 880 | 30000 630 | 24000 440
0.3 0.6 6 42000| 1090| 33000 760 | 26000 55024000 440
0.4 0.8 2 48000| 1750|36000| 1180| 28800 840 | 20000 500
0.4 0.8 4 48000| 1750|36000| 118028800 840 | 20000 500
0.4 0.8 5 40000 | 146030000 980 | 24000 700 (18000 420
0.4 0.8 6 40000 | 146030000 980 | 24000 700118000 420
0.4 ]| 0.8 7 32000| 1120]| 24000 78020000 560 18000 420
0.4 | 0.8 8 32000| 1120| 24000 780 | 20000 560 | 18000 420
0.4 | 0.8 10 |[24000 840| 21000 680 | 18000 500 | 16000 380
0.5 1 3 38000| 1710|29000| 116022800 77016000 480
0.5 1 4 38000| 1710|29000| 116022800 770 (16000 480
0.5 1 5 38000| 1710|29000| 1160 |22800 770116000 480
0.5 1 6 32000 | 1440| 24000 960 | 19200 650 | 14500 435
0.5 1 7 32000 | 144024000 96019200 650 14500 435
0.5 1 8 32000 | 144024000 960 | 19200 650 | 14500 435
0.5 1 9 26000| 1170| 20000 800 | 15600 530 | 14500 435
0.5 1 10 [26000| 117020000 800 | 15600 530 (13000 390
0.5 1 12 [26000| 117020000 800 | 15600 530 (13000 390

1 ETAAMIE - Mg EREEEER/2-

2. RMEEBTEKEDDEIRE -
JIRRIENE - RETREEOKDMBERIER -
ABERMEEMNT - ALUMSEREZZFBEL0mE T

1.When corner processing, reduce the feed rate by approximately half.
2.Recommend non water soluble cutting fluid.
3.To achieve flute depth, sequential use of each neck length is most effective.
4.The run out of the end mill should be in 10um after chucking.




fa Fﬁ ﬁ{fl: Conventional Condition

wymy| REE-BE | SaE BRE REE BEEE | TAE- BEE BE SEES
| i | s e, S| S| wme || e
pivere AN S Skt e Hardaned Steels Hardened Steels
B 30~38HRC 38~45HRC 45~55HRC 55~60HRC
c«mmns WX ERRE| B (ERRE| B3R (EGRE| B3R EGRE| B2 (EGRE| B R |EGRE
HEER Rotation | Feed | Rotation | Feed | Rotation | Feed | Rotation | Feed | Rotation | Feed | Rotation | Feed
Ball Radius{mm) min” [ mm/min| min" | mm/min | min? | mm/min| min? | mmimin | min? | mmimin | min" | mmimin
0.5 |32000f 820|31000f 620|25000f 440|22000f 330|19000| 240|14000f 130
1 16000{ 920 (15000 680|13000f 51011000/ 380| 9600f 280| 7200/, 160
2 8000| 1000| 7600 760| 6400/ 560| 5600, 430| 4800/ 310| 3600, 170
3 5300/ 1000 | 5100] 770]| 4200] 550| 3700] 420| 3200] 310| 2400] 170
5 3200] 1000 | 3100] 780| 2500, 550| 2200] 420| 1900, 300| 1400, 170
8 2000] 920| 1900| 680| 1600 510| 1400] 380| 1200 280| 900| 160
10 1600] 820| 1500, 600| 1300] 460| 1100] 330| 960] 250| 720 140
AR 0.05D(R<0.5) 0.1D(R=0.5) 0.05D
Deptholcul| PF 0.2D 0.1D
&R EH High Speed Condition
guans] RER-BE | A2E GAW |HES AELE| FRE HER | ARES BEES
| i | S | SRS Gmee | Ko | e
Castrons Mold Steels Pre-Hardened Steels Hardened Steels o AT
IR 30~38HRC 38~45HRC 45-55HRC 55~60HRC
c;‘nlclrl:ﬁngu BE (EREE|) BE |EREE| WM E (EGEE) B E |EGEE| 8 F EGEE| @ F (EEEE
ﬂ *& R Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
Ball Radius{mm) min' | mm/min| min" | mmimin | min? [ mmmin| min? | mmimin | min? [ mmimin | min? | mmimin
0.5 |60000f 3600 |60000f 3600 |60000f 3000 |60000f 3000 |60000| 2400 |48000| 1900
1 51000f 5100 |48000| 4800 |40000f 3200 |37000f 3000 |35000| 2100 |24000| 1400
2 |25000| 5000 (24000| 4800 (20000| 3200 [18000| 2500 (18000| 2200 (12000 1400
3 [17000] 4100 |16000| 3800 |13000| 2900 [12000]| 2200 [12000| 1900 | 8000| 1300
5 [10200] 3100 | 9600| 2500 | 8000/ 1900 | 7300| 1500 | 7000/ 1400 | 4800| 960
8 6400] 1900 | 6000 1800 | 5000/ 1200 | 4600{ 1000 | 4400, 900| 3000/ 600
10 5100] 1600 | 4800| 1400| 4000] 1000| 3700] 890| 3500; 700| 2400| 480
PAR[2e 0.05D(R<0.5) 0.5mm(RZ0.5)
Depthofcut| PT 0.1D 0.05D

D: UETIAE Dia.of Mill
R: BRME Ball Radius
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1.HERRE - BRES CAET70% -
2.HEMIMRERELDREREDAESE -
I.MNITAWEE - WEARANT -
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1.When using Pencil Neck Type End Mills, reduce the feed to 70% of table values.

2.When using Long Shank Type End Mills, reduce milling condition according lo it's over hang length.
3.Use in wet condition in case of Stainless Steels.
4. When using low speed machines, use the maximum speed and adjust the feed rate.
5.Adjust milling condition when unusual vibration, different sound occur by cutting.

we g RS- R B SSE AELE | EEE EE TiAE BRSE AE5E
ek e | SS:SCFC150-250H8 scm.naﬁﬁﬂgﬁﬂsmc 40-50HRC SUS304,316 %mmgﬁ
Carbon Stesls, Castlrons Pre-Hardened Stesls tiartaned Slacls Stainiess Steels TianiumAlloys
EDEIE 150~250HB 25~35HRC 40~50HRC 20~45HRC
c:nw‘lili't?ogns HiE EREE| BE ECEE| OF (ERRE| BE | EREE| @ E |EGEE
BJE Rotation Fead Rotation Feed Rotation Feed Rotation Feed Rotation Feed
OusideDaneter | min” | mm/min | min! | mm/min | min? | mm/min | min?' | mm/min | min? | mm/min
3 8500 520| 5500 300| 3800 260| 5000 220| 2500 80
4 6600 560| 4500 320| 3000 270, 4000 220| 2000 80
6 4800 670| 3000 340| 2500 270 3000 340| 1200 80
8 3600 700| 2200 430| 2000 280| 2000 360| 1000 100
10 2800 700| 1800 430| 1500 280| 1700 390 800 110
12 2400 670| 1500 390| 1200 270| 1500 350 700 100
Bg 12D
ae 0.01D 0.05D 0.1D 0.05D
EEL |ar 0.05D 0.1D 0.2D 0.1D
D. UETINE Dia.of Mill B
WIT BENT 1.RTHTEEMINT « MR BV ATA & (R IRIR A EWMBT50) -
Grooving Side Milling 2HAREHEOWMINTINES  HEWHENERRNSHN0L, BESEERERR

REmA0%
JUNIFEE - WMSE - ASERMEARINTL -
AENTHANTEM@ARRLREDNRSRES - MREMHRREDREMS -
1.Use highly rigid machining center(BT50).
2.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40% of table values.
3.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
4. Adjust milling condition when unusual vibration, different sound occur by cutting.




REHRSWL0L

IMIFEE  WRSE - USTHMERABRINT -

e GRS BEE B A2 ABILE | BEEEKE *BE | WRasHAS
Rl S§8,SC,FC1 508;333}13 SCMN&;}J;EEE&-SSHRC 40~-50HRC 593304.318 ﬁﬂm;ﬁm:g
Carbon Steels, CastIrons Pre-Hardaned Stesls Hardened Sieels Stainless Steels TitaniumAlloys
EMIE 150~250H8 25~35HRC 40~50HRC 20~45HRC
c;‘r‘nicli‘iilri‘gns BE EREE| @F EREEE| BE EREE| BE (EGEE| B FE | EREE
a] ﬁ Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
QusideDizneter | min' | mm/min | min? | mm/min | min?' | mm/min | min? | mm/min | min? | mm/min
2 9000 720| 6000 430| 4000 320| 5500 320| 2600 120
4 6600 800| 4500 450( 3000 380| 4000 320| 2000 120
6 4800 960| 3000 480| 2500 380| 3000 480| 1200 120
8 3600| 1000| 2200 610 2000 400| 2000 520| 1000 140
10 2800| 1000| 1800 610 1500 400| 1700 550 800 160
12 2400 950| 1500 550| 1200 380| 1500 500 700 140
Alg ap 1.5D
ae 0.1D 0.05D 0.1D 0.05D
B |ar 1D 0.2D 0.3D 0.2D
;B’EMM Dia';;;‘] AT ETEENMT « AR LRI (R 1% F = 8BT50) -
odie S0 el 2ETHALTMNIOES - WEWEREARRSNNC0% . BELEERE

AENIHANTIREORFEREDAAERER - BREHIREDHES -
1.Use highly rigid machining center(BT50).
2.When grooving Stainless Steels, reduce the rotation to 60%, and the feed to 40% of table values.
3.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.

4.Adjust milling condition when unusual vibration, different sound occur by cutting.

BT

KRB e5E a&#- TAS EAR
ﬁﬁ]ﬁﬂﬁﬁ (-30HRC) (30~45HRC) (45~55HRC)
Work Material S50C, SCMZ SKD81,SKD11,NAKE SKDB1%E

Sl Fc2s508m

SIRE BE | EREE | @ | EREE | @ F | EREE
Taper First Diameter Rotation Feed Rotation Feed Rotation Feed
(mm) min”! mm/min | min” mm/min | min” mm/min
1 16000 400 | 12000 300 | 10000 100
1.5 10000 400 7500 300 6500 100
2 8000 400 6000 300 5000 100
2.5 6500 400 5000 300 4000 100
—_—
AR EIIHT) IEIBUIS R
Taper 4 Flutes Square End Mills
BIEN T

WEE-SEH axl-TAH B
ﬂﬂ]ﬁﬂﬁﬁ (-30HRC) (30~45HRC) (45-55HRC)
WorkMaterial S50C, SCME SKD61,SKD11,NAKE SKD61%

Bk FC250F

R WiE | EEEE | BE | EEEE | BE | EREE
Tapet First Diameter Rotation Feed Rotation Feed Rotation Feed
(mm) min! mm/min min”’ mm/min min”’ mm/min
3 4200 110 3400 95 2300 60
4 3400 135 2700 110 1800 70
5 2900 170 2300 135 1500 80
6 2500 200 2000 170 1300 100
8 1900 220 1500 170 1000 100
10 1600 220 1300 170 800 100
<0.05D
AR
Depth of cut =250
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B A ﬁﬁ: Conventional Condition

$HVAIEEHAE ANCHOR V for Aluminum

BB Sy Pk
Work Malerial SCM,SKD61,SKD113 SKD61ZE
o =57 a>15° a =15° a>15°
T&;ffjﬁus ME |ERRE| WF |EREE| MR | ESEE| W2 | EREE
(mm) Rotation Feed Rotation Feed Rotation Feed Rotation Feed
min”’ mm/min min’’ mm/min min’' mm/min min’' mm/min
0.5 40000 | 8000 | 40000 | 3200 | 40000 | 7500 | 40000 | 3000
QS 40000 | 9600 | 40000 | 4000 | 40000 | 9000 | 32000 | 3200
1 40000 | 9600 | 39000 | 4700 | 40000 | 9000 | 31000 | 3500
g I 40000 | 12000 | 27000 | 4300 | 32000 | 7700 | 22000 | 3400
2 32000 | 11000 | 20000 | 3600 | 25000 | 8000 | 16000 | 2700
2.5 25000 | 9000 | 16000 | 2900 | 20000 | 7200 | 13000 | 2300
3 21000 | 8400 | 13000 | 2600 | 17000 | 6300 | 10000 | 2000
4 16000 | 6400 | 10000 | 2000 | 13000 | 4800 | 8000 | 1500
] 13000 | 5200 | 8000 | 1700 | 10000 | 3900 | 6400 | 1200
6 9000 | 3600 | 6000 | 1300 7200 | 2700 | 4800 (| 1000
AR =0.2R
Depthof cut

TE B #1825 A G i 40 i 10 LA A8 B L ) IR I
SENIHANIRBOMROREDNESEES  WRERREBDAIRNS -

1.Use in wet condition.
2.When using low speed machines, use the maximum speed and adjust the feed rate.
3.Adjust milling condition when unusual vibration, different sound occur by cutting.

BN 8 HEESIMg-Si¥E | BEEME | BE8EIn-MgH Fa 1id #88
e 1070 4032,6061 5052 7075 AC,ADC C1100
Aluminum Aluminum Alloys Si,Mg-Si Aluminum Alloys Mg Aluminum AlloysZn-Mg | Aluminum Alloys Casting Copper Alioys
HIBIGF
Wi
m"u"?m BE EREE BE EREE B E EREE B E EREE| 8 F HEEE) @ F (E6EE
7@ Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
sl min! | mmimin | min? | mm/min | min? [ mo/min | min? | mmmin | min? | mm/min | min? | mm/min
3 |32000{ 800| 5300| 200[13000f 400|27000/ 400|16000/ 500| 7900/ 200
5 |19200]| 1000 | 3200/ 250| 8000| 500(16000| 500| 9600/ 600| 4700/ 240
6 |16000/ 1000| 2650/ 250| 6500/ 50013500/ 500| 8000/ 600| 3900/ 240
8 12000/ 1000| 2000] 300| 5000/ 600|10000| 600| 6000f 700| 2900, 240
10 9600 1200| 1600/ 300| 4000, 600| 8000| 600| 4800, 700(| 2300] 240
12 8000| 1200| 1300f 350| 3300/ 700| 6600{ 700| 4000, 800( 1900/ 280
16 6000| 1200| 1000/ 350| 2500, 700| 5000, 700| 3000, 800| 1400/, 280
20 4800/ 1200| 800| 350| 2000/ 700| 4000| 700| 2400, 800| 1100, 280
ap 1.5D 1.5D
i ae 0.2D 0.2D
B |ar 1.0D 0.5D
D. I#TIHE Dia.of Mill
fmmIT BENT 1. SRERAMT -
Grooving Side Milling 2.1 6 AR B0 00 T B 4 A0 B O O A i B B ME L] )

R - ML RBESWEESINT -
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BIE NN L side Milling

B A ﬁﬁ: Conventional Condition

HRENEE SR TES | SHS TAE b WRESE
ﬁtﬂﬁﬂﬁﬁ (-20HRC) (20~35HRC) ey
| SRS | cSUstR | svswies | ol
HE (EREE @E EhEE @ F EREE @2 (EGEE @ F [EREE
R% AR Rotation | Feed | Rotation| Feed |Rotation| Feed |Rotation| Feed | Rotation| Feed
il {mm) min”' |mm/min| min" [mm/min| min! [mm/min| min? [ mmmin] min? [ mm/min
0.5-1.5/0.5B{F| 1300 | 100| 900 70| 700 501400 1502800 | 350
2-4 |0.6BLF| 900| 100| 600 65| 500 451000 130 )2000| 350
4.5-5 |0.6EAF| 700| 100| 400 60| 400 40| 800| 1301600 | 350
6 0.86{F| 550| 100| 300 60| 350 40| 650| 1301300 | 350

N Bl |Ac@EELE| 2AE B |WRAE RAR
| ss,5C FC150~250HB FC,FCD SCM,NAK HPM25~35HRC 45~55HRC SUS304,316 i
e 7 " IR -~ Y v W vt et R (3
HEIEL 150~250HB 25~35HRC 45~55HRC
c:n:ilggns BE EREE| BE ENEE| BE EQEE| B E EREE| BE EGEE| B E (E0EE
W Rotation | Feed | Rotation | Feed | Rotation | Feed | Rotation | Feed | Rotation | Feed | Rotation | Feed
Quselaser| min! | mmimin | min? | mmimin | min?! | mmimin| min? | mmimin | min? | mmimin| min" | mm/min
6 4800/ 800| 5300/ 890| 4200/ 510 270 290| 3200[ 230| 1600| 110
8 3600, 800| 4000/ 890| 3200/ 510| 2000/ 290| 2400/ 230| 1200/ 110
10 2800| 800| 3200f 890| 2500/ 510| 1600] 290| 1900, 230 950] 110
12 2400/, 800| 2700[ 890| 2100/ 510| 1300] 290| 1600, 230 800| 110
16 1800/ 740| 2000/, 830| 1600/ 460| 1000/ 250| 1200[ 190 600] 110
20 1400/ 700| 1600f 780 1300, 410 800| 220 950] 150 480 80
- ap 1.5D 1.0D 1.5D 1.0D
ae 0.3D 0.02D 0.2D 0.1D
e ap 1.0D 0.6D 1.5D 0.6D
a 0.05D | 0.03D 0.01D 0.02D 0.01D
D. TBRIAE Dia.of Mill | EERIORE B ERAROIAR -
B 1L RATERBEONT - MERERAIE - MEBNRANIE -
2.ERMN IR » FEMEMIEEMWEEME -
INIFHSA - R - PSEHNERRINI -
= *1.1tis depth of the cut when it used the #30 taper spundle machining center.
1.Use highly rigid machining center and holder.
2.Grooving is not recommended use in #30 taper spindle machining center.
3.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.
D0 T Grooving
wyuse| SEEHRER bopi ARE AEtE N TEE MREE KES
il ss‘ggﬁ:ﬁ&uﬁs FC,FCD scM.Nm.H;::ds;-ssuﬂc 45~55HRC 5US304,316 e
b Castlrons b s Hardened Steels Stanless Steels TaserAlys
HIE 150~250HB 25-35HRC 45~55HRC
s | WE |EREE| WE |EREE| WE |EeEE| W@ |EeeE| W |EeE| WE |EeEE
nNE Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
selens | min” | mm/min | min? | mm/min | min" | moimin | min?' | mm/min | min? [ mmimin | min? | mmimin
6 3700 620 4200f 710| 3200/ 380| 1900f 200| 2700/ 190| 1100 80
8 2800 620 3200f 710| 2400/ 380| 1400{ 200| 2000/ 190 800 80
10 2200/ 620| 2600( 710 1900/ 380| 1100{ 200| 1600/ 190 650 80
12 1900/ 620| 2100f 710 1600, 380 900| 200| 1300/ 190 550 80
16 1400/ 580| 1600/ 660 | 1200[ 340 700, 180| 1000| 160 400 60
20 1100, 540 1300/ 620 950{ 300 550/ 160 800| 130 320 50
Bt (e 0.7D 0.2D 0.3D 0.2D
D. LU TDNE Dia.of Mill I.ATEHRBENNL - AEASHT - -WESNBRMMTIE -
wmmnT 2AEMIEINIAR  FHEMEBIREMEENAR -
Grooving IMIFENR MRS PSSHMEERDINI -

1.Use highly rigid machining center and holder.
2.Grooving is not recommended use in #30 taper spindle machining center.
3.Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium Alloys.




B A ﬁﬁ; Conventional Condition

0.15

0.15

0.20

BOETE HEH AEf-TAE | #AEE- FNNE EAH
: (-30HRC) (30~45HRC) (45~55HRC)
Work Material S50C,SCM 38l SKDB1,NAKE | SUS304,5US3168 SKDB1Z
FC250%
nE BE HoEE| #E ECEE| #F |#EGEE| @ EF |#EkEE
Quiside Diameter Rotation Feed Rotation Feed Rotation Feed Rotation Feed
min' | mm/min | min" | mm/min | min?' | mm/min | min? | mm/min
2 16000 960 | 11000 590 | 9500 460 | 8000 320
4 8000 480 | 5600 300| 4800 230 | 4000 160
6 5300 320| 3700 200| 3200 150 | 2700 110
8 4000 240| 2800 150 | 2400 120| 2000 80
10 3200 190 | 2200 120| 1900 90| 1600 60
12 2700 160| 1900 100| 1600 80| 1300 50
FENI mamI
AR w
Depth of cut g&;g_smm’ — ;t s0.20

;Eﬁ‘ﬁmn-aﬂoyedsmphur =0.25%C 40 80 0.20 100 120 0.25
| Phosphour Steel S025%C| 35 015 35 0.5 80 0.20 100 0.20 120 025
WEE Carbon Steel =025%C| 35 |o010| 35 |o1w | 70 | 015 | 90 | 015 | 110 | 020
BIASE Tempered Steel =025%C| 25 | o008 | 25 | 008 | 60 | 015 | 80 | 015 [ 100 | 020
SEE/IKE Die Steel/Cast Steel 20 | 005 | 20 |oos| s0 [o010| 70 | 010 | 90 | 015
EEEHEBAM LowAloySteel, DieSteel]l 35 [ 015 | 35 | 015 | 80 | 020 | 100 | 020 | 120 | 025
A ML Spring Steel, NitridedSteel | 35 [ 010 | 35 | 010 | 70 | 015 | 90 | 015 | 110 | 020
WA Case Hardened Steel 25 | 008 | 25 | 008 | 60 | 012 | 80 | 012 | 100 | 018
i3, $H8A Bearing Steel, Cast Steel 20 | 005 | 20 | 005 | 50 |ow | 70 | 010 | 9 | 015
BEeshanE High Alloy Heat Resistant Steel 35 015 35 0.15 80 0.20 100 0.20 120 0.25
RAFRIEE Valve Steel 35 0.10 35 0.10 70 0.15 90 0.15 110 0.20
EEE DieSteel 25 0.08 25 0.08 60 012 80 012 100 0.18
B8 CastSteel 20 0.05 20 0.05 50 0.10 70 0.10 90 015
m Stainless Steel 15 0.05 15 0.08 20 0.10 20 0.15 25 0.20
fABAA Heat Resistant Steel 15 | 0os | 15 | o008 | 20 |ow | 20 | o015 | 25 | 020
iR Cast Steel 15 0.05 15 0.08 20 0.10 20 0.15 25 0.20
MEEE Laminated Graphite 30 [015| 35 | o020 | 40 | o020 s0 | 025 | 8 | 030
Bl Castlron 25 | 010 | 30 |oi15| 40 [ o020 60 | 025 | 8 | 030
TRURSES Spheroidal Castlron 20 |o10| 25 | o015 | 30 [ 020 | 40 | 020 | 60 | 025
WRERM Ductile Castlron 15 | 008 | 20 [ 010 ]| 30 |o020| 40 | 020 | 60 | 025
BIARRE Tempered and Black 20 | o010 | 25 | 015 | 30 [ 020 | 40 | 020 | 60 | 025
B8 Castlron 15 | 008 | 20 | o010 | 30 [020 | 40 | 020 | 60 | 025
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BB AR Formulas

BIERE ind LB
ER(mmy) = Eeedpertoot N min) e Rotationinumben

LIHIRE EGRE

% (G )=Gifmeesd) W Grkin) =Gesdqeed

Vi D= V1000

(7= )
7N O]

i)

TR RORSN

1000

V= - il

WVES7EANBA 20 /min

RERATI AR  ERERER EANRZ50% 5N « UHIRIEEA BT REE M
AN P A T P R R DR S T i 2 S + T R BRI ARIA0, 01 » SN BARBUIE -
TIA fhHi3R REMESIT « TR HRE M HERE « IS THEWE - 18R EEIE -
FEHIPNMRBERS R ES - WE—BREEWHE - ERRENTH R EWRAEBL -
B THHIETITREEE ZRUOHIMSHRT TR - BT BEBNZWRRE » WFANEHRS DA -
HHLARE SRR ARERAAN | THE - K5SRMMERMIBRATREEDER

. When first using this tool, the feeding speed is suggested to set at 50% of the aforesaid data for test cutting. The
feeding speed is allowed to gradually increase when the cutting condition becomes stable.

. Please use high precision/rigidity and better balanced chucking sets. If the cutting precision is over 0.01mm,
process the cutting after resetting.

. Keeping the length of the cutting tool extending the chuck be shorter be better. If the length becomes much
longer, please reduce the tumning speed, feeding speed, and/or cutting volume.

. Please reduce the turning speed of spindle, feeding speed, or cutting volume if abnormal vibration and noises
occur during the cutting.

. In order to avoid both breaking of the blade and over cutting, please use the smooth milling cutting method.

. For better cooling of the steel materials, please use air or spraying types. For stainless steel, titanium alloy, and
heat-resistant alloy, please use non-water solution cutting fluid.

We use the unique high-performanced coating system from PLATIT-SWISS.

From A >>>> A+ >>>> Excellence >>>> Great

,,,,, T s
. Coefficient = i
Max.usage :

templ'c) ; 800

Special Special

o & ¢ ForDry : : :  Akimini
Cutting  : greels éHigh - : Recommendation : Recommendation : Copper : M";n"'mum
Application Machining ¢ Stainless Cast Iron § Hardened Steels : : Pla::c
: i Graphite Super Alloys
Application of each coating for milling steels
Cooling Methods 45 55 65
Hardness [HRC] {40] 50 | - { 60 [f 3
Airblow i
After heat treatment alloy steel, mold steel ~ 65HRC
NaCo >
Hard alloy steel ~ 55HRC
AITIN >
oilmist oil Water
soluble
Raw materia ~ SOHRC
NaCro

Suitable for dry/wet machining; excellent self-
lubricating, anti-adhesive effects for non-metal
copper and aluminum processing

Raw material ~ 45HRC

—_—

Carbon Steel: Stainless steel; titanium alloy steel
MNAK series pre-hardened steel; plastic mold steel

TiAIXN
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