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COMPANY PROFILE >>))
Intrnductiun

Changzhou QiTian Machinery Manufacturer Co., Ltd is a professional
company which focus on cutting tool research. development.

production. sales and technical services. Our company use advanced
Germany equipments,first-class tungsten steel rod materials with
imported coating technology,creating a good market reputation of QT
milling cutter.

The products of our company have been widely used in die making,
automobile, 3C, graphite and other processing and manufactreing fields.
We will try our best to product every tool, and service our customers with
professional attitude.

To be our partner, we will give you our strongest support!
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j oT TOOLS
SLOTTING&MILLING EXPERT
Perfect quality Trustworthy

MATERIALS NUMBER OF FIUTES

-

r | - " BIN

‘ Micro Grain Carbide L 2flute S Ll 3flute
2 4 P \;__9,,

|H ”l UltraMicro Grain Carbide .!L‘; 4 flute

COATING

I:'“ _ I‘l Black Coating H” "'I Fuchsia Coating

i’! i:I Bronze Coating |” Ill Blue Coating

BALL RADIUS TOLERANCE

WORKING HARDNESS

P e P
R

A y y MACHINING DIRECTOR
R R R
+0005 +0.010 +0.020 a Side
Side,Profile
CORNER RADIUS TOLERANCE a
KQRM E a Side,Profile,Slot
HELIX ANGLE SHANK TYPE
% 74 % % m—— PLAIN Shank f= - FLAT Shank
PLAIEIJ FLAT




QT TOOLS

SLOTTING&MILLING

End of flute
® SIDE VIEW Edge / Neck Shank
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Shape in end teeth

of the end mill

@ Tip protection

During the protection
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Survival surface of comer
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@ Batter ngidity of the tip,protecting the edge
® Tip sharp drop

® Tp

During the tip Bt

P
/ . ‘ Clear up tipe BIf8
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-
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® Use for clear up tipe

@ Sharp tip,easy to break

@ Can be use in carbone steel and steel,specially using in Aluminum and
nonferrous matenal
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SLOTTING&MILLING

End mill working condition calculation method

® Cutting speed (line speed)
Calculation VC
The distance of 1 points on the circumferential surface of a vertical milling cutter moving in every minute can be obtained by the following formula

V=Cutting speed(m/min)
MmxDxN n=3.14
D=Diameter L(mm)
N=Rotating speed(mm™")

® Rotation speed

Calculation of Rotation speed | :
The rotation number of the mechanical spindle of a vertical milling cutter in every minute can be obtained by the following formula

N=Rotating speed(mm™)
1000 x V \VV=Cutting speed(m/min)
N= . w=3.14
mxD D=Diameter L(mm)

® Feedrate

Calculation of feed rate
The feed rate of the worktable in every minute can be obtained by the following formula

F=Feed rate(mm/min)
! N=Rotating speed(mm-)
IN X LXF Z=Number of flute
f=Feed rate of the flute(mm/1blade)

® Feed for teeth

Calculation of the Feed of teeth
The distance of 1 points on the circumferential surface of a vertical miling cutter moving in every minute can be obtained by the following formula

f=Feed rate of the flute(mm/1blade)

: = F=Feed rate(mm/min)
= e N=Rotating speed(mm™")
N x 7 Z=Number of flute

® Working time

Calculation of the Working time |
The time required to cut the material of a workpiece can be obtained by the following formula

Te=Working time ( min )
L=Total working length
i (length of working material + D of vertical milling cutter blade)
F F=Feed rate(mm/min)

—|
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QT TOOLS

Failure analyzed and solvent

SLOTTING&MILLING

Solution

A Fix the working matenal as well as posible
A Adjust the failed part of machine
Vibration 4 Reduce rotating speed
A Downcut
A Tools minimum lenght out of fixture
The heterogeneity in hardness A Measuring the hardness of working material
Rough surface _— " A Tool rake angle and clearance angle
T i W CnBuSne A Improve cutting roughness
Chip lump and fuse attach material 4 Remove d'm? lump and clearance angle
A Improve cutting roughness
:;m Passivation of cutting edge A Determine the adequate time to regrinding
surface Cutting rate(speed)too fast A Reduce the cutting rate(speed)
Misfit cutting fluids or deficient of cutting fluids A Change cutting fluids
Unbalance friction of cutting edge A Regrinding ro reduce friction
Bucking cracking
of the of machined A .
S Fuse attach material on the cutting edge Remove fuu: attm:l:m material
A Change cutting fluids
Cutting edge deformation A To pay attention to use and safekeeping
Lesser cutting flute A Increase the number of flutes from 2 flues to 4 flutes and then 6 flutes
The corrugation of
machined surface Bigger cutting depth and feed rate A To reduce the feed rate of machine
A large helix angle A Decrease the helix angle
Cutting depth and feed rate is too large A Reduce the depth of cutting and feed rate
Shape A Use the end mill stretches out shaortest from chuck
Sricton Perpendicularitr Tool stretches out over longer se the end mill stretches out shaortest from chuc
Perpendicularity of holder not resch A Improve the perpendicularity of holder
. ) A Improve to suitable hardness by heat treatment process
Work material hardness too high A Reduce the feed rate for high hardness work matenal or change
more hardness tool
Shorter life for 1
regrinding end mill Unsuitable feed rate A Adjust to suitable feed rate
Chip lumo and fuse attach material ) Remmr.e chip lurr!p ar'.ld f‘use attach material
A Use suitable cutting liquid
: Spe A Use suitable cutting liquid
KORSHN ORI A Use enough cutting liquid
The fault of work material A Uchieve the average of inside form of work matenal
A Clear up unbalance hardness
Unsuitable edge angle A Regrind to suitable angle
Huge friction of .
cutting edge End mill cutting function go down A Surface treatment
End mill life Unsuitable cutting liquid A Adjust to suitable cutting liquid
- A Adjust offer method of liquid
Unsuitable regrind schedule A Manage the regrind schedule
Vibration A Strengthen the install tool of work material
A Achieve the average of working material structure
The fault of work material A Use suitable hardness,clear up unbalance hardness
Flute damage A Check the material may mix other hardness substance or gravel
Unsuitable feed rate A Reduce the feed rate
Cutter become dull A Regrind the tools
Cutting liquid go off A Change the cutting liquid
Work material unsuitable fixed A Indeed ﬁf the work material
A Improve install tool
Break Cutter become dull A Regrind process

End mill with uncorrect operation

Chip jam

Use cutting liquid in large,during dry milling use air blow to remove chips

EXPERT
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HRC 45 Carbide Square End MILL 2 Flutes

WC=90 Co=10 HV30=1591 Bending=3750N/mm? Hardness 91.3 Particle=0.8 nm

o . e ¥ Id— N
- 4 RN \ =l "\
ler { < > >y ~ 7 2flute
-« » y
I
« L >
Cuttinlg Shank Overall
Diamefer Diameter f Length
1/8 1/8 0.25 1.5
3/16 3/16 0.375 2
1/4 1/4 0.5 2 _
5/16 5/16 0.5 2
Stub 3/8 3/8 0.625 2 '\ j m
1/2 1/2 0.625 2.5 |
5/8 5/8 0.75 3
3/4 3/4 0.875 3
1/8 1/8 0.5 1.5 ¢ ! W
3/16 3/16 0.625 2 |
1/4 1/4 0.75 25
Standard 5/16 5/16 0.813 2.0

3/8 3/8 0.875 25
112 1/2 1 3
5/8 5/8 1.25 35
3/4 3/4 1.5 4
1/8 1/8 0.75 2
3/16 3/16 0.75 2
1/4 1/4 1.125 3
5/16 5/16 1.125 3

Long 3/8 3/8 1.125 3
1/2 1/2 2 4
5/8 5/8 2.25 5
3/4 3/4 2.25 5
1/8 1/8 1.125 3
3/16 3/16 1.125 3
1/4 1/4 1.5 4
516 5/16 1.625 4

'IE_’:I';: 3/8 3/8 1.75 4
1/2 1/2 3 6
5/8 5/8 3 6
3/4 3/4 3 6

Workpiéce Material

R AR 5% AR [k R
Hardnened Hardnened
Carbon Steel Cast Iron Alloy Steel Steel Steel S'gt"’;“ o
: - :
<35HRC Ciomeaclnln (& 46—-55HRC  55-60HRC | e
& O ®)

® Most Suitable © Suitable




HRC 45 Carbide Square End MILL 4 Flutes

WC=90 Co=10 HV30=1591

A

Bending=3750N/mm?

Hardness 91.3 Particle=0.8 nm

-

w

.,

Cuttin? Shank Length
Diamefer Diameter of Cut
1/8 1/8 0.25 1.5
3/16 3/16 0.375 2
1/4 1/4 0.5 2
5/16 5/16 0.5 2
Stub 3/8 3/8 0.625 2
1/2 12 0.625 25
5/8 5/8 0.75 3
3/4 3/4 0.875 3
1/8 1/8 0.5 1.5
3/16 3/16 0.625 2
1/4 1/4 0.75 25
Standard 5/16 5/16 0.813 2.5
3/8 3/8 0.875 25
1/2 1/2 1 3
5/8 5/8 1.25 35
3/4 3/4 15 4
1/8 1/8 0.75 7
3/16 3/16 0.75 2
1/4 1/4 1.125 3
5/16 5/16 1.125 3
Long 3/8 3/8 1.125 3
112 12 2 4
5/8 5/8 2.25 5
3/4 3/4 2.25 5
1/8 1/8 1.125 3
3/16 3/16 1.125 3
1/4 1/4 1.5 4
5/16 5/16 1.625 4
f_’;:; 3/8 3/8 1.75 4
12 12 3 6
5/8 5/8 3 6
| 3/4 3/4 3 6
Workpiece Material
BN, AR, e A% ekt N
Carbon Steel Cast Iron Alloy Steel Harsdtgz?ed Harsdtr::ed S;E?;?s
ee

|
|

<35HRC
El

® Most Suitable © Suitable

35-48HRC

46-55HRC | 55-60HRC

O




HRC 55 Carbide Square End MILL 2 Flutes

WC=88 Co=12 HV30=1760 Bending=4000N/mm? Hardness 92.8 Particle=0.6 nm

® Most Suitable © Suritable

2 flute

Cuttin Shank Length Overall
Diamefer Diameter of Cut Length
1/8 1/8 0.25 1.5
3/16 3/16 0.375 2
1/4 1/4 0.5 2
5/16 5/16 0.5 2
Stub 3/8 3/8 0.625 2
1/2 1/2 0.625 2.5
5/8 5/8 0.75 3
3/4 3/4 0.875 3
1/8 1/8 0.5 1.5
3/16 3/16 0.625 2
1/4 1/4 0.75 25
Standard 5/16 5/16 0.813 2.5
3/8 3/8 0.875 25
112 1/2 1 3
5/8 5/8 1.25 3.5
3/4 3/4 1.5 4
1/8 1/8 0.75 2
3/16 3/16 0.75 2
1/4 1/4 1.125 3
5/16 5/16 1.125 3
Long 3/8 3/8 1.125 3
1/2 1/2 2 4
5/8 5/8 2.25 5
3/4 3/4 2.25 5
1/8 1/8 1.125 3
3/16 3/16 1.125 3
1/4 1/4 1.5 4
5/16 5/16 1.625 4
lE_f':Z 3/8 3/8 1.75 4
1/2 1/2 3 6
5/8 5/8 3 6
3/4 3/4 3 6
Workpiece Material
P a =8 =i
Carbon SoaiCastron Aoy Soel RS A
< 35HRC Lol 46-55HRC | 55-60HRC e




HRC 55 Carbide Square End MILL 4 Flutes

WC=88 Co=12 HV30=1760 Bending=4000N/mm? Hardness 92.8 Particle=0.6 nm
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£ o * :

= r i, ; f"-:.!- .i
70, UL afiute
| - e e . Lt

Cuttin? Shank Length
Diamefer Diameter of Cut n
1/8 1/8 025 1.5 ',I h‘ Eﬂ
3/16 3/16 0.375 2
1/4 1/4 0.5 | 2
| 5/16 5/16 0.5 2
Stub 3/8 3/8 0.625 2 7
112 1/2 0.625 2.5 ) (
5/8 5/8 0.75 3 A
3/4 3/4 0.875 3
1/8 1/8 0.5 1.5
3/16 3/16 0.625 2
1/4 1/4 0.75 2.5
Standard 5/16 5/16 0.813 2.5
3/8 3/8 0.875 25
1/2 1/2 1 3
5/8 5/8 1.25 3.5
3/4 3/4 1.5 4
1/8 1/8 0.75 2
3/16 3/16 0.75 2
1/4 1/4 1.125 3
5/16 5/16 1.125 3
Long 3/8 3/8 1.125 3
1/2 1/2 2 4
5/8 5/8 2.25 5
3/4 3/4 2.25 5
1/8 1/8 1.125 3
3/16 3/16 1.125 3
1/4 1/4 1.5 4
5/16 5/16 1.625 4
f_’;:; 3/8 3/8 1.75 4
12 1/2 3 6
5/8 5/8 3 6
3/4 3/4 3 6

Workpiece Material

R
Hardnened Hardnened AN

s, =N, X aeW

Carbon Steel Cast Iron Alloy Steel Steel Steel Stainless
Steel
<35HRC K ialai® 46-55HRC  55-60HRC
@ @ | @ ‘ | O

® Most Suitable © Suitable




HRC 60 Carbide Square End MILL 4 Flutes

WC=88 Co=12 HV30=1780 Bending=4000N/mm? Hardness 92.3 Particle=0.4 um

- T - — -
A r - ol Y A A

=t . //.-' - - \

g ., A 111 :
Vo L LA A B ~5 4flute

Y ol IE e A g i i S G\ IS, | '~ Lo
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I

CuttinF Shank Length
Diamefer Diameter of Cut

1/8 1/8 0.25 | 1.5

3/16 3/16 0.375 2

1/4 1/4 0.5 2

| 5/16 5/16 0.5 2

Stub 3/8 3/8 0.625 2

| 112 112 0.625 25

5/8 5/8 0.75 3

3/4 3/4 0.875 3

1/8 1/8 0.5 1.5

3/16 3/16 0.625 2

1/4 1/4 0.75 2.5

Standard | 5/16 5/16 0.813 2.5

3/8 3/8 0.875 25

112 1/2 1 3

5/8 5/8 1.25 3.5

3/4 3/4 1.5 4

1/8 1/8 0.75 2

3/16 3/16 0.75 2

1/4 1/4 1.125 3

| 5/16 5/16 1.125 3

Long 3/8 3/8 1.125 3

112 112 2 4

5/8 5/8 2.25 5

3/4 3/4 2.25 B

1/8 1/8 1.125 3

3/16 3/16 1.125 3

1/4 1/4 1.5 4

5/16 5/16 1.625 4

f_f;; 3/8 3/8 1.7 4

12 12 3 6

5/8 5/8 3 B

3/4 3/4 3 6

Workpiece Material

iR =N

BN, B2, Bk SEi
Carbon ;eel Cast Iron Algy Steel Hag:ZTed Ha';';:‘ed Szl:aﬁgs
+ Steel
< 35HRC Rimeseinla®l 46-55HRC | 55-60HRC
‘ O ® % .

® Most Suitable © Suitable




HRC 65 Carbide Square End MILL 4 Flutes

WC=88 Co=12 HV30=1800 Bending=4200N/mm? Hardness 92.6 Particle=0.4 nm

" T - - .
A P~S7—~>>9%
A I." _.-f J e l_.-"

-

Eg:llgrtst‘:gﬁer D?eg]r%g}t(er r
1/8 1/8 0.25 | 1.5 r m
3/16 3/16 0.375 2 IEI
1/4 1/4 0.5 2 >
~ 5/16 5/16 0.5 2
Stub 3/8 3/8 0.625 2
1/2 1/2 0.625 25 | J
5/8 5/8 0.75 3 1L ( 74
3/4 3/4 0.875 3
1/8 1/8 0.5 15
3/16 3/16 0.625 2
1/4 1/4 0.75 25
Standard 5/16 5/16 0.813 2.5
3/8 3/8 0.875 25
172 1/2 1 3
5/8 5/8 1.25 35
3/4 3/4 15 4
1/8 1/8 0.75 2
3/16 3/16 0.75 2
1/4 1/4 1.125 3
5/16 5/16 1.125 3
Long 3/8 3/8 1.125 3
112 1/2 2 4
5/8 5/8 2.25 5
3/4 3/4 2.25 5
1/8 1/8 1.125 3
3/16 3/16 1.125 3
1/4 1/4 1.5 4
5/16 5/16 1.625 4
f_’;:; 3/8 3/8 1.75 4
12 12 3 6
5/8 5/8 3 6
3/4 3/4 3 6

Workpiece Material

&R =5
Hardnened Hardnened AR

B, B, X aeW

Carbon Steel Cast Iron Alloy Steel Steel Steel Stainless [
| ~ Steel Alloys
<35HRC K reinlaol 46-55HRC | 55-60HRC | | 250

__® Most Suitable © Suitable







HRC 45 Carbide Aluminum End MILL 2 Flutes

WC=90 Co=10 HV30=1591 Bending=3750N/mm? Hardness 91.3 Particle=0.8 nm

& S |

D d

o T‘
=L 2flute

‘: A

0 <

E():I’gft';‘t'llg er D?gn%\gi(er L(%n [t.ll?

1/8 1/8 | 0.25 1.5
3/16 3/16 0.375 2

1/4 1/4 | 0.5 2 W
| 5/16 5/16 0.5 2

Stub 3/8 3/8 0.625 2 _

1/2 172 0.625 25
5/8 5/8 0.75 3
3/4 3/4 0.875 3
1/8 18 | 0.5 15
3/16 3/16 0.625 2
1/4 1/4 0.75 25
Standard 5/16 516 | 0813 25
3/8 3/8 0.875 25
1/2 172 1 3
5/8 58 |  1.25 3.5
3/4 3/4 15 4
1/8 1/8 | 0.75 2
3/16 3/16 0.75 2
1/4 1/4 1.125 3
5/16 5/16 1.125 3
Long |38 3/8 1.125 3
1/2 172 2 4
5/8 5/8 2.25 5
3/4 3/4 2.25 5
1/8 1/8 1.125 3
3/16 3/16 1.125 3
1/4 1/4 1.5 4
5/16 5/16 1.625 4
EL’;';Z 3/8 3/8 1.75 4
12 12 3 6
5/8 58 | 3 6
3/4 3/4 3 6

Workpiece Material

= 5 =R | mEE
&ﬁ! mﬁiﬁ:ﬁﬁ nﬁﬂ Hardnened $m

Hardnened
Carbon Steel Cast Iron Alloy Steel Steel Steel Stainless

Steel

<35HRC T a0l 46-55HRC  55-60HRC |

| ® Most Suitable © Suitéble




HRC 55 Carbide Aluminum End MILL 3 Flutes

WC=88 Co=12 HV30=1760 Bending=4000N/mm? Hardness 92.8 Particle=0.6 nm

ﬁ 1 . - S

[%_tﬁg er D?z?ne']\gi(er
1/8 1/8 | 0.25 1.5
3/16 3/16 0.375 2
1/4 1/4 | 0.5 2
 5M16 5/16 0.5 2
Stub 3/8 3/8 0.625 2
1/2 172 0.625 25
5/8 5/8 0.75 3
3/4 3/4 0.875 3
1/8 18 | 0.5 15
3/16 3/16 0.625 2 Wy
1/4 1/4 0.75 2.5 | 4\
Standard 5/16 516 | 0813 25 m
3/8 3/8 0.875 25 il
172 12 1 3 \
5/8 58 |  1.25 3.5 14
3/4 3/4 15 4
1/8 1/8 | 0.75 2
3/16 3/16 0.75 2
1/4 1/4 1.125 3
5/16 5/16 1.125 3
Long |38 3/8 1.125 3
172 172 2 4
5/8 5/8 2.25 5
3/4 3/4 2.25 5
1/8 1/8 1.125 3
3/16 3/16 1.125 3
1/4 1/4 1.5 4
5/16 5/16 1.625 4
EL’;';Z 3/8 3/8 1.75 4
12 12 3 6
5/8 58 | 3 6
3/4 3/4 3 6

Workpiece Material

o g o

B, AW, aEil
Carbon Steel Cast Iron Alloy Steel Halgtf;ee?ed Ha"sdtgee'l‘ea S;Eiﬁ;u;s
* - Steel
<35HRC Eiemacain®l 46-55HRC | 55-60HRC |

® Most Suitable © Suitable




HRC 60 U Shape Carbide Aluminum End MILL 3 Flutes

WC=88 Co=12 HV30=1760 Bending=4000N/mm? Hardness 92.8 Particle=0.6 nm

I

A 7 3flute
a .u;%r

D%Jr!rqg er D?ahn@]gi(er f gﬁrgetlll'L
1/8 1/8 | 0.25 1.5
3/16 3/16 0.375 2
1/4 1/4 | 0.5 2
| 5/16 5/16 0.5 2
Stub 3/8 3/8 0.625 2
12 112 0.625 25
5/8 5/8 0.75 3
3/4 3/4 0.875 3
1/8 1/8 | 0.5 1.5
3/16 3/16 0.625 2
1/4 1/4 0.75 25
Standard 5/16 5/16 | 0.813 2.5
3/8 3/8 0.875 25
1/2 12 1 3
5/8 5/8 | 1.25 3.5
3/4 3/4 1.5 4
1/8 1/8 | 0.75 2
3/16 3/16 0.75 2
1/4 1/4 1.125 3
5/16 5/16 1.125 3
Long |~ 3 3/8 1.125 3
12 12 2 4
5/8 5/8 2.25 5
3/4 3/4 2.25 5
1/8 1/8 1.125 3
3/16 3/16 1.125 3 ; Tk -

7 r— - ; U Shape: big feed maching
5/16 5/16 1.625 4
EL’;';Z 3/ 3/ 1.75 4
12 1/2 3 6
5/8 5/8 | 3 6
3/4 3/4 3 6

Workpiece Material

o g SR

B, AW, Hi a8l
Carbon Steel Cast Iron Alloy Steel Harsdtr;ee?ed Harsdtr;eel;ied S;::iﬁeﬂ;s
: . Steel
<35HRC Rlomasininel 46-55HRC | 55-60HRC |

® Most Suitable © Suitable




HRC 65 U Shape Carbide Aluminum End MILL 3 Flutes

WC=88 Co=12 HV30=1760 Bending=4000N/mm? Hardness 92.8 Particle=0.6 nm

I

- 1 ]
«.

A 7 3flute
a .u;%r

D%Jr!rqg er D?ahn@]gi(er gﬁrgetlll'L
1/8 1/8 | 0.25 1.5
3/16 3/16 0.375 2
1/4 1/4 0.5 2
5/16 5/16 0.5 2
Stub 3/8 3/8 0.625 2
112 112 0.625 25
5/8 5/8 0.75 3
3/4 3/4 0.875 3
1/8 1/8 0.5 1.5
3/16 3/16 0.625 2
1/4 1/4 0.75 2.5
Standard 5/16 5/16 0.813 2.5
3/8 3/8 0.875 2.5
112 112 1 3
5/8 5/8 1.25 3.5
3/4 3/4 1.5 4
1/8 1/8 0.75 2
3/16 3/16 0.75 2
1/4 1/4 1.125 3
5/16 5/16 1.125 3
Long 3/8 3/8 1.125 3
12 112 2 4
5/8 5/8 2.25 5
3/4 3/4 2.25 5
1/8 1/8 1.125 3
3/16 3/16 1.125 3
1/4 1/4 1.5 4
5/16 5/16 1.625 4
EZ';Z 3/8 3/8 1.75 4
12 1/2 3 6
5/8 5/8 3 6
3/4 3/4 3 6
Workpiece Material
~ X N BRI
c?m?;: ggga’;ﬁ Iffn AIE;%E&I Harsdtr;ee?ed Ha"sf’t';ee?e“ SE?;?S
ee

<35HRC

U Shape: big feed maching

DLC Coated: increase lifetime

2-3 times longer

3

Sl sl 46-55HRC | 55-60HRC |

® Most Suitable © Suitable
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HRC 45 Carbide Ball Nose End MILL 2 Flutes

WC=90 Co=10 HV30=1591 Bending=3750N/mm* Hardness 91.3 Particle=0.8 nm

Cuttin Shank
Diamefer Diameter

1/8 1/8 0.25 15

3/16 3/16 0.375 2

174 1/4 0.5 2

516 5/16 0.5 2

Stub 3/8 3/8 0.625 2
| 172 7 0.625 25

5/8 5/8 0.75 3

3/4 3/4 0.875 3
1/8 1/8 0.5 15

3/16 3/16 0.625 2
174 14 0.75 2.5
Standard IDSHB 5/16 0.813 25
38 3/8 0.875 25

172 12 1 3
5/8 5/8 1.25 35

3/4 3/4 15 4

1/8 1/8 0.75 2

3/16 3/16 0.75 2

1/4 1/4 1.125 3

T 516 5/16 1125 3

Long 38 3/8 1.125 3
| 172 12 2 4

5/8 5/8 2.25 5

3/4 3/4 225 5

1/8 1/8 1.125 3

3/16 3/16 1125 3

1/4 1/4 15 4

5/16 5/16 1.625 4

f_’;‘;: 38 3/8 1.75 4
172 12 3 6

5/8 5/8 3 6

3/4 3/4 3 6

Workpiece Material

BN, 52N, 5% =3
Carbon Steel Cast Iron Alloy Steel

<35HRC
. &
® Most Suitable © Suitable




HRC 55 Carbide Ball Nose End MILL 2 Flutes

WC=88 Co=12 HV30=1760 Bending=4000N/mm? Hardness 92.8 Particle=0.6 nm

R

L 2 flute

® Most Suitable © Suitable

Cuttin Shank
Diamefer Diameter
1/8 1/8 0.25 15 r ”
3/16 3116 0.375 2 | j _ 3
1/4 1/4 0.5 2
5/16 5/16 0.5 2
Stub 3/8 3/8 0.625 2
112 1”2 0.625 25 [
5/8 5/8 0.75 3
3/4 3/4 0.875 3
1/8 1/8 0.5
3/16 3/16 0.625
174 1/4 0.75
Standard 5/16 5/16 0.813
3/8 3/8 0.875
12 12 1
5/8 5/8 1.25
3/4 3/4 1D
1/8 1/8 0.75
3/16 3/16 0.75
1/4 1/4 1.125
5/16 5/16 1.125
Long 3/8 3/8 1.125
112 12 2
5/8 5/8 2.25
3/4 3/4 2.25
1/8 1/8 1.125
3/16 3/16 1.125
1/4 1/4 1.5
5/16 5/16 1.625
Ef;: 3/8 3/8 175
1/2 12 3
5/8 5/8 3
3/4 3/4 3
Workpiece Material
o & = RN
cgﬁrtﬂ; ;e%gaf Iffn An?yﬁsﬂe: Hag';:“m mg‘;";‘e“ %
<35HRC K imacialn®) 46-55HRC  55-60HRC




<35HRC

T le] 46-55HRC  55-60HRC |

® Most Suitable © Suitabie

Cuttin Shank Length
Diamefer Diameter of Cut
1/8 1/8 0.25 1.5
3/16 3/16 0.375 2
1/4 1/4 0.5 2
5/16 5/16 0.5 2
Stub 3/8 3/8 0.625 2
12 12 0.625 25
5/8 5/8 0.75 3
3/4 3/4 0.875 3
1/8 1/8 0.5 1.5
3/16 3/16 0.625 2
1/4 1/4 0.75 25
Standard 5/16 5/16 0.813 L)
3/8 3/8 0.875 25
112 12 1 3
5/8 5/8 1.25 35
3/4 3/4 15 4
1/8 1/8 0.75 2
3/16 3/16 0.75 2
1/4 1/4 1.125 3
5/16 5/16 1.125 3
Long 3/8 3/8 1.125 3
1/2 12 2 4
5/8 5/8 2.25 5
3/4 3/4 2.25 5
1/8 1/8 1.125 3
3/16 3/16 1.125 3
1/4 1/4 1.5 4
5/16 5/16 1.625 4
Eﬁ;‘;: 38 3/8 1.75 4
12 12 3 5
5/8 5/8 3 6
3/4 3/4 3 6
Workpiece Material
. oY iR
corvon e Castron Aoy et eSS i

HRC 65 Carbide Ball Nose End MILL 2 Flutes

WC=88 Co=12 HV30=1800 Bending=4200N/mm? Hardness 92.6 Particle=0.4 nm

2 flute
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HRC 50 Carbide Corner Radius End MILL 4 Flutes

WC=90 Co=10 HV30=1591 Bending=3750N/mm? Hardness 91.3 Particle=0.8 nm

R
- B /
| , i e il
D| T1 R T e d -
| b ] "x.._ / _ g _,_.--:_,f'--_'f_ = __..f_:----'m_ , 1 ! RN
L
[%] rtrt"nlg er D?e?r%gt(er L{:%n(_g,m ?gﬁrggt’g

1/8 1/8 0.5 1.5 0.01
1/8 1/8 0.5 g 7 0.02
1/8 1/8 0.5 1.5 0.03 d
3/16 3/16 0.625 2 0.01 |
3/16 3/16 0.625 2 0.02
3/16 3/16 0.625 2 0.03
3/16 3/16 0.625 2 0.06
1/4 1/4 0.75 25 0.01

1/4 1/4 0.75 2.0 0.02
1/4 1/4 0.75 2.5 0.03
1/4 1/4 0.75 2. 0.06
1/4 1/4 0.75 25 0.09
5/16 5/16 0.813 Z 0.01
5/16 5/16 0.813 25 0.02
5/16 5/16 0.813 2.9 0.03
5/16 5/16 0.813 25 0.06
5/16 9/16 0.813 2.5 0.09
5/16 S5/16 0.813 2.5 0.125
3/8 3/8 0.875 2 0.01
3/8 3/8 0.875 2.5 0.02
3/8 3/8 0.875 2D 0.03
3/8 3/8 0.875 2.5 0.06
3/8 3/8 0.875 2 0.09
3/8 3/8 0.875 25 0.125
1/2 1/2 1 3 0.01
12 12 1 3 0.02
1/2 1/2 1 3 0.03
12 12 1 3 0.06
1/2 1/2 1 3 0.09
12 12 X 3 0.125
1/2 1/2 1 2 0.187
5/8 5/8 1.25 3.5 0.01
5/8 5/8 1.25 3.5 0.02
5/8 5/8 1.25 3.5 0.03
5/8 5/8 1.25 3.5 0.06
5/8 5/8 1.25 3.5 0.09
o/8 o/8 1.25 3.5 0.125
5/8 5/8 1.25 3.5 0.187
3/4 3/4 S 4 0.01
3/4 3/4 < 0.02
3/4 3/4 1 4 0.03
3/4 3/4 15 4 0.06
3/4 3/4 15 4 0.09
3/4 3/4 15 4 0.125
3/4 3/4 1. 4 0.187

Workpiece Material
4 R Y5357
BN, SEW, ik SEW AR
Carbon Steel Cast Iron Alloy Steel Har;:zined Har;zned ngS
<35HRC il 46-55HRC  55-60HRC |

| @ _ @
® Most Suitable © Suitable




HRC 55 Carbide Corner Radius End Mill 4 Flutes

WC=88 Co=12 HV30=1760 Bending=4000N/mm? HardneSSR92.8 Particle=0.6 nm

L
[%]rtrqg er D?a?r%gt(er L§n ut ?Eﬁ&?g Radius Size
1/8 1/8 0.5 1.5 0.01
1/8 178 05 1. 0.02
1/8 1/8 0.5 1.5 0.03
3/16 3/16 0.625 2 0.01
3/16 3/16 0.625 2 0.02
3/16 3/16 0.625 2 0.03
3/16 3/16 0.625 2 0.06
1/4 1/4 0.75 25 0.01
1/4 1/4 0.75 2.0 0.02
174 174 0.75 25 0.03
1/4 1/4 0.75 2 0.06
1/4 1/4 0.75 2.5 0.09
5/16 5/16 0.813 2 0.01
5/16 5/16 0.813 25 0.02
5/16 5/16 0.813 2.9 0.03
5/16 5/16 0.813 2.5 0.06
5/16 /16 0.813 2.5 0.09
5/16 5/16 0.813 25 0.125
3/8 3/8 0.875 2. 0.01
3/8 378 0.875 25 0.02
3/8 3/8 0.875 2D 0.03
3/8 378 0.875 25 0.06
3/8 3/8 0.875 2 0.09
3/8 378 0.875 25 0.125
1/2 1/2 1 3 0.01
2 {17 1 3 0.02
1/2 12 1 3 0.03
12 2 1 3 0.06
1/2 1/2 1 3 0.09
12 2 : 3 0.125
1/2 1/2 1 2 0.187
5/8 5/8 1.25 35 0.01
5/8 5/8 1.25 3.5 0.02
5/8 5/8 1.25 35 0.03
5/8 5/8 1.25 3.5 0.06
5/8 5/8 1.25 35 0.09
o/8 o/8 1.25 3.5 0.125
5/8 5/8 1.25 35 0.187
3/4 3/4 1.5 4 0.01
3/4 3/4 < 0.02
3/4 3/4 15 4 0.03
3/4 374 15 2 0.06
3/4 3/4 10 4 0.09
3/4 374 15 3 0.125
3/4 3/4 1.0 4 0.187

Workpiece Material
=Y R

B, AW, %
Carbon Steel Cast Iron

<35HRC

=3
Alloy Steel

_' @ Most Suitable © Suitable

Steel

Steel

Hardnened = Hardnened m

Stainless

Kt ig (ol 46-55HRC | 55-60HRC |
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HRC 65 Carbide Corner Radius End Mill 4 Flutes

WC=88 Co=12 HV30=1800 Bending=4200N/mm? Hardness 92.6 Particle=0.4 nm

/R

[%] rtrt"nlg er D?e?r%gt(er Loei*”@ﬂ? ?Eﬁ&?g Radius Size
1/8 1/8 0.5 1.5 0.01
1/8 1/8 05 1. 0.02
1/8 1/8 0.5 1.5 003
3116 3/16 0.625 2 001 |
3/16 3/16 0.625 2 0.02
3/16 3/16 0.625 2 0.03
3/16 3/16 0.625 2 0.06
174 1/4 0.75 25 0.01
1/4 1/4 0.75 2D 0.02
1/4 1/4 0.75 25 0.03
1/4 1/4 0.75 2.3 0.06
1/4 1/4 0.75 2.5 0.09
5/16 5/16 0.813 23 0.01
5/16 5/16 0.813 25 0.02
5/16 5/16 0.813 2.5 0.03
5/16 5/16 0.813 25 0.06
5/16 o2/16 0.813 2.9 0.09
5/16 5/16 0.813 25 0.125
3/8 3/8 0.875 2.5 0.01
3/8 3/8 0.875 2.5 0.02
3/8 3/8 0.875 2D 0.03
3/8 38 0.875 25 0.06
3/8 3/8 0.875 2 0.09
3/8 38 0.875 25 0.125
1/2 1/2 1 3 0.01
172 17 1 3 0.02
1/2 1/2 1 3 0.03
12 12 1 3 0.06
1/2 1/2 1 3 0.09
12 12 : 3 0.125
1/2 1/2 1 3 0.187
5/8 5/8 1.25 35 0.01
5/8 5/8 1.25 3.5 0.02
5/8 5/8 1.25 35 0.03
5/8 5/8 1.25 3.5 0.06
58 5/8 1.25 35 0.09
o/8 o/8 1.25 3.5 0.125
5/8 5/8 1.25 35 0.187
3/4 3/4 1.5 4 0.01
3/4 3/4 1.5 4 0.02
3/4 3/4 1.5 4 0.03
3/4 374 15 7] 0.06
3/4 3/4 10 4 0.09
374 374 15 3 0.125
3/4 3/4 1.5 4 0.187
Workpiece Material
=Y R

BN, A€W, HEk aEW

Carbon Steel Cast Iron Alloy Steel

Steel Steel
<35HRC gt a1sed 46-55HRC 55-60HRC |
@ & ®

e Most Suitable © Suitable

Stainless
Steel
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HRC 55 Carbide Roughing End Mill For Aluminum 3 Flutes

Hardness 92.8 Particle=0.6 nm

M6

WC=88 Co=12 HV30=1760 Bending=4000N/mm?

§

HRC 55 Carbide Roughing End Mill For Steel 4 Flutes

Standard

s SV

3 flute

[%5] rtR efer D?ahr%gi(er Lc% urt} e%?ﬂ
1/8 /8 0.5 15 $3.51
3/16 316 | 0625 2 $6.54
1/4 4 | 075 25 $10.99
5/16 516 | 0813 25 $15.51
38 38 0.875 25 $20.74
112 e |1 3 $37.88
5/8 58 | 1.25 35 $62.98
v | 3 | 15 4 $97.73

WC=88 Co=12 HV30=1700 Bending=4000N/mm?

Hardness 91.8 Particle=0.6 nm

I
o]

=L aflute

Standard

[gi:a'iﬁie er D?ahn%g¥er Lc?f EIT ?gﬁrgatﬂ
118 118 0.5 15 $4.21
3116 316 | 0625 2 $7.84
1/4 4 | 075 25 $13.19
5/16 516 | 0813 25 $18.61
38 38 | 0875 25 $24 89
112 1”7 | 1 3 $45.46
5/8 58 | 125 35 $7557 |
¥ | 3w | 15 4 $117.28







HRC 55 Carbide Spot Drills For Aluminum 2 Flutes

WC=88 Co=12 HV30=1760 Bending:JOOONﬁ{mm-‘ Hardness 92.8 Particle=0.6 nm

Standard

I 2 flute

&gﬁn{g?er D?&?r%g‘;er Lc?f EH
1/8 1/8 0.5 10 $2.80
a6 | 316 | 0625 2 $5.23
1/4 a | 075 25 $8.79
5/16 516 | 0813 25 $12.41
38 38 0.875 25 $16.59
112 ” | 1 3 $30.31
5/8 58 | 125 3.5 $50.38
3/4 3/4 15 4 $78.18

HRC 55 Carbide Spot Drills For Steel 2 Flutes

WC=88 Co=12 HV30=1760 Bendrngz4000l\k‘mmf Hardness 92.8 Particle=0.6 nmm

Standard

2 flute

E%grtge er D?ggg%{er
1/8 1/8 0.5 1.5 $3.08
316 | 316 0.625 2 $5.75
1/4 1/4 0.75 25 $9.67
5/16 5/16 0.813 25 $13.65
3/8 3/8 0.875 25 $18.25
112 12 1 3 $33.34
5/8 5/8 125 35 $55.42
34 | 34 15 4 $86.00
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Phone Number: +86 13915092693
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