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SE550; Bk $588 — FII 8k 7] SLUKEN

SE550-X Tungsten carbide square end mill with 2 flutes

SEB50-X-2 series

-~ e T
SE550-X-2% %1 BOOE
FE SRR FeImi% I = LTl
Product NO. Diamater Flute Length OAL Shank Dia
D1 L1 L D2 L1
SES50-2010 1 3 50 416
SE5S50-2015 1.5 4.5 20 416
SES50-2020 2 6 50 416
SEB50-2025 2.5 75 a0 416
SES50-2030 3 £ a0 3416 teelle
SES50-2035 3.5 10.5 a0 416
SES50-2040 4 s a0 416
SES50-2050 5 15 50 5/6
SES50-2060 6 18 50 6
SE550-2080 8 24 60 8
SE550-2100 10 30 5 10
SES50-2120 12 36 75 12
SES50-2140 14 40 100 14
SE550-2160 16 45 100 16
SES50-2200 20 45 100 20 )
SE550-X-2 Longer shank series —
SE550L-X-2RAHRT! 50 = | e [
FE AR FEim i o2 LT
Product NO. Diamater OAL Shank Dia
D1 L D2 L1
SES50L-2040A o 16 75 -4
SES50L-20408 Bl 16 100 4
SES50L-2060A 6 24 5 6
SES50L-2060B 6 24 100 6
SES50L-2080 8 32 100 8 =
SES50L-2100 10 40 100 10
SES50L-2120 12 48 100 12
SES50L-2140 14 a0 150 14 L
SES50L-2160 16 60 150 16
SES50L-2200 20 60 150 20
FE s
1, BETFMIHREEETHRCSS *pEkESE, &2 758, e
2. NNHFB, HEIES. MISH
3. BEE 7ASGR
Product Feature:
1.Suitable for machining material hardness less than HRC55 ° , such as carbon steel.alloy
steel, stainless steel, titanium alloy steel.
2.Sharp cutting edge with smooth metal evacuation ensures high efficiency machining.

3.High precision with longer life

it: WIE4/6 PR TFE4SE. SEFS0-2010-4 SES5S50-2010-6 D2
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SE550-X Tungsten carbide square end mill with 4 flutes

SESS0-X-4 series

SE550-X-4%& 5|

PEsRIRSE

Product NO.

SE550-4010
SE550-4015
SE550-4020
SE550-4025
SE550-4030
SE550-4035
SES50-4040
SES550-4050
SE550-4060
SE550-4080
SE5S50-4100
SE550-4120
SE550-4140
SES50-4160
SE550-4200

SEB50-X Longer shank series

SE550L-X-4RIHZ T

MR

Product NO.

SES50L-4040A
SES50L-4040B
SES50L-4060A
SE550L-40608
SE550L-4080
SES550L-4100
SE550L-4120
SE550L-4140
SES50L-4160
SES50L-4200

FEmntFEh:

1, HAThIHEEEETHRCSS ° AYix=EE,
2. J1AHEB. HBIRS,

3. WEE JASak

Product Feature:

1.Suitable for machining material hardness less than HRC55 °
steel, stainless steel, titanium alloy steel.

FEIRTE

Diamater
D1

1.5

2.5

3.5

Oy oth B

10
12
14
16
20

FEmR

Diamater

=y

Flute Length
L1

2
4.5
6
7.5
9
10.5
12
15
18
24
30
36
40
45
45

OAL

50
50
50
50
20
50
50
50
50
60
75
75
100
100
100

ShankDia
D2

416
416
416
416
3/4/6
4/6
4/6

10
12
14
16
20

SBB8EERRRG

BEl, THE #as

100
75
100
100
100
100
150
150
150

, such as carbon steel,alloy

2.Sharp cutting edge with smooth metal evacuation ensures high efficiency machining.
3.High precision with longer life

ix: WE4A6 PRI T84S0, SES50-4010-4 SE5B50-4010-6
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SE550-X3z i 71488 =sLKEN
SE550-X cutting parameters
SES50-X Tungsten carbide square end mill
pa LA Y P T 77 [ .
SES550-X Bkt 255 £k 7
BEWE. S &l THIRE Bl TR, iFi BT o T i
HiNFE TH#E SHAHE A, MBS EHRE, MRS HEs mess. HEES®
processed material carbon steed, alloy stes| alioy steel, tool steal, alloy steel, tool steal stainless sleal heat-freated stesl heat-treated stasl
tool steel; mold steel mold steel,heat-treated stesl mold sheel heat-treated stesl tisanium afloy steel i based alloy
WP R ; " . B
Rt S HRC30FE LT HRC30-35/F HRC35-40fF HRC40-45/ HRC45-50/
g Ve Lot i %oy o iy LLL HEAS L5 LS L5 bii
: &/ mmyes ﬂ.’:ﬁ: mim/es /4 mmy/es &4 mm/es LV mm/es
cutting speed Ve rprmimin - feeding/min pmimin - feeding/min mpmimin  feeding/min rprvimin - feeding/min pmimin - feeding/min
D1.0 20000 0.002 12500  0.002 11500  0.002 10000  0.002 4200 0.002
D2.0 12500 0.005 7500 0.005 6700 0.005 6000 0.005 2500 0.005
D3.0 9600 0.008 5900 0.008 5200 0.008 5000 0.008 2000 0.008
D4.0 8300 0.013 5000 0.013 4500 0.013 3900 0.013 1700 0.013
D5.0 7400 0.018 4500 0.018 4100 0.018 3600 0.018 1500 0.018
D6.0 6900 0.024 4200 0.024 3800 0.024 3300 0.024 1400 0.024
D8.0 5200 0.032 3200 0.032 2900 0.032 2500 0.032 1100 0.032
D10.0 4200 0.04 2500 0.04 2300 0.04 2000 0.04 900 0.04
D120 3400 0.05 2100 0.05 1900 0.05 1700 0.05 700 0.05
D16.0 2600 0.05 1600 0.05 1500 0.05 1300 0.05 550 0.05
D18.0 2300 0.05 1450 0.05 1300 0.05 1200 0.05 500 0.05
D20.0 2100 0.05 1250 0.05 1200 0.05 1000 0.05 450 0.05
S e g
- / / / =
BAYINIE i // T g , T
= ,f/
ae=3.0mmLL T8, ap=0.15DELF ae=3.0mmEL T8, ap=0.05DELF
ae=3.0mmil k&, ap=0.25DELTF ae=3.0mmil L&, ap=0.10DELTF
ST LT ii o s L SEa i &iE i+ = ik
i & W5 MM /5 MM/ T W5 MM g5 MM
mm pIVmin feeding/min | MmN feeding/min | MMIN_ feedingimin |  PMMIn feedingmin | PMMIn feeding/min
D1.0 20000 0.0025 12500 0.0025 11500  0.0025 10000 0.0025 4200 0.0025
D2.0 12500 0.006 7500 0.006 6700 0.006 6000 0.006 2500 0.006
D3.0 9600 0.01 5800 0.01 5200 _D.ﬂ1 5000 0.01 2000 0.01
D4.0 8300 0.016 5000 0.016 4500 0.016 3900 0.016 1700 0.016
D5.0 7400 0.022 4500 0.022 4100 0.022 3600 0.022 1500 0.022
D6.0 6900 0.03 4200 0.03 3800 0.03 3300 0.03 1400 0.03
D8.0 5200 0.04 3200 0.04 2900 0.04 2500 0.04 1100 0.04
D10.0 4200 0.05 2500 0.05 2300 0.05 2000 0.05 900 0.05
D12.0 3400 0.06 2100 0.06 1900 0.06 1700 0.06 700 0.06
D16.0 2600 0.06 1600 0.06 1500 0.06 1300 0.06 550 0.06
D18.0 2400 0.06 1450 0.06 1300 0.06 1200 0.06 500 0.06
D20.0 2100 0.06 1250 0.06 1200 0.06 1000 0.06 450 0.06
ae ae
R <« R
=
2| g | s
mATIEIE A ¥ A
/// 4 =
A
/ £
ap=1.5DLL 6%, ae=0.05DLLT ap=1.5DLL T 6. ae=0.05DLLTF

YIRERAARTI AR, SRR EABRZ50%E M, MHRRBERRSEER. L85 —#H.
The feeding speed should be tested as 50% of the above data by using this tool for the first time, then cutting speed and feed rate can be adjusted
step by step under stable cutting condition.

ORI E R E B R EN R FaE A, T RRESEEE0.01TmmEs, WAEFHUIN.

Please use the clamping module with high precision and good balance.When the tool deflection accuracy is over 0.01mm, it should be improved before cutting.
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SEBS50- X Bk it 2588 — FIEKkFsek 71

SEB550-X Tungsten carbide ball end mill with 2 flutes

SEB550-X series

SEB550-X-2Fk 7] & 5 <o
AR FELHAE FE 2R I
Product NO. Diarmater Flute Length OAL Shank Dia

D1 L1 L D2
SEB550-2005 0.5R 2 50 4/6
SEB550-20075 0.75R 3 50 416
SEB550-2010 1R e 50 416
SEB550-20125 1.25R 2 50 416
SEB550-2015 1.5R 6 50 3/4/6
SEB550-2020 2R 8 50 4/6
SEB550-2025 2.5R 10 50 516
SEB550-2030 3R 12 50 6
SEB550-2035 3.5R 14 60 8
SEB550-2040 4R 16 60 8
SEB5560-2050 5R 20 75 10
SEB550-2060 BR 24 75 12

SEBS50L-X Longer shank series
seBssoL-x-21k1RiAZ [ A S I CR R

PEdnERSR FEIRAE F= 2R L
Product NO. Diamater Flute Length OAL Shank Dia
D1 L1 E D2
SEB550L-2010 1R 5 75 416
SEB550L-2015 1.5R 7.5 75 4/6
SEB550L-2020 2R 10 75 416
SEB550L-2025 2.5R 128 75 516
SEB550L-2030 3R 15 100 6
SEB550L~-2040 4R 20 100 8
SEBS550L~-2050 5R 25 100 10
SEB550L-2060 B6R 30 100 12
FE G tERG:

1. BAFMIFAEEEEFHRCSS " RN, S22 TH#M %ES
2. 71xiw, HHEIRRE. MIE
3. BEE NAEmR

Product Feature:

1.Suitable for machining material hardness less than HRC55 ° |, such as carbon steel, alloy
steel, stainless steel, titanium alloy steel.

2.Sharp cutting edge with smooth metal evacuation ensures high efficiency machining.

3.High precision with longer life

; D2 ' iE: W46 ETAIMRYTRESH: SEBSS0-2005-4 SEBS50-2005-6
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SEB550-XEk 28t 71 VIEI 281

SLUIKEN

H
SEB550-X cutting parameters
SEB550-X Tungsten carbide ball end mill with 2 flutes
n’ (177 ) PO, o ¥ [ fﬁ
SEB550-X Bkt SESmER L5k 7)
W FEH, &2 IHE B2l IHE. TiEHE SEEE £, o 758 6
processed material carbon steel,alloy steel tool steel alloy steel ool steel stariess stesl heat-reated steel heat—treated steel
WY R .
s HRC30ELLTF HRC35-458 HRC45-508F
S8 IRER L3 i3 L3t ity o hiido L3t bi-% 5 = Has LEg ias
@5y mMMiE  Wig MM /g mmigE B mmoE Wiy mMMiE @5 mMMmaE
pmimin feedingmin pm/imin feedingmin | pm/min feeding/min Pm/min feeding/min |  pPMmin feeding/min pm/min feeding/min
R0O.5 45000 0.01 31000 0.01 35700 0.008 25000 0.008 19000 0.006 13300 0.006
R1.0 22000 0.02 15500 0.02 17800 0.016 12500 0.016 9500 0.011 6600 0.011
R1.5 15000 0.03 10600 0.03 12100 0.024 8500 0.024 6400 0.016 4500 0.016
rR2.0 11400 0.04 8000 0.04 9100 0.035 6400 0.035 4800 0.028 3400 0.028
R2.5 9100 0.05 6400 0.05 7100 0.045 5000 E-.ﬂ-!lﬁ 3800 0.038 2700 0.038
R3.0 7600 0.06 5300 0.08 6000 0.056 4200 0.056 3200 0.047 2200 0.047
R4.0 5700 0.1 4000 0.1 4600 0.086 3200 0.086 2300 0.07 1600 0.07
R5.0 4600 012 3200 0.12 3600 0.1 2500 0.1 1900 0.087 1300 0.087
R6.0 3900 0.13 2700 0.13 3000 012 2100 012 1600 0.097 1100 0.097
ae '_. ae '_. . _‘
=B (=8
o [1i
A A
:.u fa._.,::‘
By 8
ap=0.06RLLF ##MHIF, H=0.2RELF. P=0.5RILTF ap=0.05DLL T

ae=3.0mmil EBF, ap=0.25DELTF

MRERATRAR, EEEEHR DABIRZ50%E T, HRGRBEEASHESE. #58E A,

The feeding speed should be tested as 50% of the above data by using this tool for the first time, then cutting speed and feed rate can be adjusted
step by step under stable cutting condition.

of o P AR AL DI R B T s fEnYsesE. N RURIRIEEBI0.01mmEs, FeERBE A

Please use the clamping module with high precision and good balance When the tool deflection accuracy is over 0.01mm, it should be improved before cutting.

0w PAGE 05
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WF550 Tungsten carbide end mill

WF550L-2-4 series

WF550-2-4%& %]

D1 E SRR i
- Product NO. Diarmater
I ?; D1
7. WF550-2010 1
;‘, WF550-2015 1.5

7/ WF550-2020 2
/ o/ WF550-2025 2.5
y WF550-2030 3
4 WF550-2035 3.5

WF550-2040 4
— WF550-2045 4.5
= WF550-2050 v
WF550-2055 5.5
WF550-2060 6
WF550-2065 6.5
WF550-2070 7
WF550-2075 7.5
WF550-2080 8
WF550-2085 8.5
WF550-2090 9
}-T{ N WF550-2095 9.5
WF550-2100 10
WF550-2110 11
04 um WF550-2120 12
WF550-2160 16
WF550-2180 18
WF550-2200 20
PE R

1. BRAFMIHASEEFEETHRCSS “ HhixEE, 588 758 e
2. NAXE. HEIES mIgH
3. BEE J1ESH

Product Feature:

1.Suitable for machining material hardness less than HRC55 “ , such as carbon steel,alloy
steel, stainless steel, titanium alloy steel.

2.Sharp cutting edge with smooth metal evacuation ensures high efficiency machining.

3.High precision with longer life

iE: HE46 PTMNBY RIS WF550-2010-4 WF550-2010-6
N TRESU. WF550-2010-6 ( H64E27] )
WF550-4010-4 ( J34tR47] )

_¥m PAGE 06




WF550L 815k iRt S8smR AR It T) SLKEN

WF550L Longer shank

WF550L-2-4 Longer shank series

WF550L-2-4 EAKZ 5] = |l [ |
B RAReE S = 2 HE
Froduct NO. Diamater Flute Length QAL Shank Dia
D1 L1 L D2
WF550L-2040A 4 10 75 4
WF550L-2040B 4 10 100 4
WF550L—-2060A 6 15 75 6
WF550L-2060B B 15 100 B
WF550L—2080A 8 20 100 8
WFS550L-20808 g 20 150 8
WF550L-2100A 10 25 100 10
WF550L-2100B 10 25 150 10
WFESOL—Z"‘ 20A 12 30 100 12
WF550L-2120BR 12 30 150 12
WF550L-2160 16 40 150 16
WES50L-2200 20 45 150 20
FE SRR
1, BAFMIFAEEEETFHRCSS “ (WiR=E, S0, 1iFH, #ss
2. N1FHE. HEIERR. mIga
3. BE{x, TASGRk

Product Feature:

1.Suitable for machining material hardness less than HRC55 ° , such as carbon steel,alloy
steel, stainless steel, titanium alloy steel.

2.Sharp cutting edge with smooth metal evacuation ensures high efficiency machining.

3.High precision with longer life

Dia
04 pm

TETRESI0. WF550-2040A ( 27 )
WF550-4040A ( 9471 )

(1w PAGE 07




SLIKEN

WF55038

WF550 cutting data (2 flutes and 4 flutes |

TR 2RSS EE )

WF5503L8t 7IVIRIS (K. 4X)

mIFE Ea8/ TR Sl IASE S TRHE HSeg a5 il
processed material alloy steeltood steel alloy sleeltool steed alloy steeltool steel tempered steel stainless stes! castiron
Hﬂ]ﬁ“%ﬁ?ﬁ (S45C,550C,5CM) (SCM,SKT,SKD) (SCM,SKT,SKD) (SKT,SKD) (SUS304) (FC/FCD)
IR EI HRC<20 HRC20~30 HRC30~40 HRC45~55

m“ﬁuaéw g8Mimin 54M/min 45M/min 27M/min 54Mimin 79Mimin

FEED FEED FEED FEED FEED FEED
j,wg it RPM (mmimin) RPM (mmimin) RPM (mmimin) RPM  (mmimin) RPM (mmimin) RPM (mmimin)
MM 20000 120 17100 100 14400 Bh 8000 50 17100 100 25200 270
2 10800 155 8640 120 7200 85 4320 65 8640 120 12600 290
3nm 7560 155 5760 135 4680 20 3000 65 5760 135 8640 290
4MM 5400 165 4320 135 3600 100 2160 65 4320 135 6480 290
SMM 4500 180 3420 135 2880 100 1800 75 3420 1356 5040 325
BMM 3600 180 2880 135 2340 100 1440 5 2880 136 4320 360
MM 2700 180 2160 155 1800 110 1080 7o 2160 155 3240 360
10MM 2160 180 1710 155 1440 120 870 75 1710 155 2520 380
12MM 1800 180 1440 155 1200 120 720 75 1440 155 2160 400
T4MM 1800 200 1360 170 1140 130 720 80 1360 170 2000 440
16MM 1560 220 1100 180 1000 140 630 90 1100 180 1800 480
18MM 1560 220 1060 180 880 140 630 90 1060 180 1600 480
20MM 1200 220 960 180 800 140 480 a0 960 180 1400 480

D (4—
a8 Ad=0.5D(D<3,Ad<=0.25D) _‘_ Ad=0.1D Ad=0.5D(D<3.Ad<=0.25D)
Milling Amount Ad (D,3,Ad==0.25D)
(mm) e
A

I #4% S8/ IR SEM/IES S8/ ITHN SRR A i5E ]
processad material alloy steeltoo! steal alloy steeltool steel alloy steeltool steal termpered steel stainless steel castiron
ﬁﬂ]ﬁfﬁﬂf’tﬁm (545C,550C,5CM) (SCM,SKT,SKD) (SCM,SKT,SKD) (SKT,SKD) (SUS304) (FGIFCD)
I L

ootk e HRC<20 HRC20~30 HRC30-40 HRC45~55
%ﬂ BEM/min E4M/min 45M/min 27Mimin S4Mimin TOM/min
FEED FEED FEED FEED FEED FEED
dgxﬁa RPM - (mmimin) RPM - (mmimin) REM mmmin) | BPM mmimin) RPM  (mmimin) R-P-M  (mmimin)
3hiM 7560 480 5760 345 4680 165 3000 200 57680 345 8640 S00
4MM 5400 490 4320 345 3600 165 2160 200 4320 345 6480 1080
S5MM 4500 490 3420 345 2880 165 1800 200 3420 345 5040 1080
6MM 3600 490 2880 345 2340 165 1440 200 2880 345 4320 1080
8MM 2700 480 2160 345 1800 175 1080 200 2160 345 3240 1080
10MM 2160 505 1710 360 1440 175 870 210 1710 360 2520 1170
12MM 1800 505 1440 360 1200 B 720 210 1440 360 2160 1260
14MM 1800 560 1360 400 1140 190 720 230 1360 400 2000 1400
16MM 1560 600 1100 420 1000 200 B30 240 1100 420 1800 1500
1EMM 1560 600 1060 420 880 200 630 240 1060 420 1600 1500
20MM 1200 600 960 420 800 200 480 240 960 420 1400 1600
i) & BD Ad=1.5D
Milling Amount Ad=1.5D Rd<<=0.1D Ad Rd< =0.05D Ad=1.5D Rd< =0.1D
(mm) \:rr

S EnERER P

step by step under stable cutting condition,

before cutting.

ol L

the condition is imp

£

roved.

¥m PAGE 08

VIR ERAARTI AR, HEEERIEHRZ50%EH. VAR ERBRES ERE—H.
ERASEESHREEESG > RME. NRZEREEZB0.01mmEs, BABEBEUE]
JAEMHRBZ REMGEE, NEZAHEEMHBRE, SETERSE, #EEENHE,
GURIPHNRBERE 2 BRI BEE, F—AETalE EHREVHEZSERAERIL.
STHENIRBEE XA MBI AME, 5THRENZHAEE, SFRMAIERAUDHE.
The feeding speed should be tested as 50% of the above data by using this tool for the first time, then cutting speed and feed rate can be adjusted

Please use the clamping module with high precision and good balance.When the tool deflection accuracy is over 0.01mm, it should be improved

The shorter the length of cutting tool extending the chuck, the better for the tool. When the cutting tool stretches out longer, please slow down the
rotation speed,feeding speed or milling amount.
When abnormal vibration sound occurs during processing, slow down the spindle speed one by one, modify the feed speed or milling amount until

In order to prevent tool flute from cracking caused by secondary milling between flute and chips, please process by climb milling to avoid overcutting .



WFELL#BHfE5sEz BRI Xirét 7]

WFELL Long shank with longer flute length for universal cutting

WFELL-4 Long shank with longer flute length for universal cutting

yaRA T . 7] g | S
WFELL-4#8 #5802 AR NLEE ]
E S iRsE FEimE & R A
Product NO. Diamater Fluke Lerrgm OAL ShankDia
D1 L1 L D2
WFELL-4040-75L—HT/AL 4 20 75 4
WFELL 4040100 —HT/AL 4 20 100 4
WFELL 406073 —HT/AL 6 30 75 6
WFELL-4060—100L—HT/AL 6 30 100 6
WFELL—4080-100L—HT/AL 8 40 100 8
WFELL—4080—150L—HT/AL 8 40 150 8
WFELL-4100~100L-HT/AL 10 45/50 100 10
WFELL-4100-150L—HT/AL 10 45/50 150 10
WFELL-4120—100L—-HT/AL 12 50/60 100 12
WFELL-4120—-150L-HT/AL 12 50/60 150 12
WFELL-4160~150L-HT/AL 16 80 150 16
WFELL-4200—150L —HT/AL 20 ap 150 20

= ﬁﬁtﬂ ﬁlj %ﬁ Commen cutting parameters

4% #(cutting speed): Ve=80m(60-120m)/min
iR (cutting depth); ap=1/3D(1/8-1/2D)
B i (feeding): fz=0.1mm(0.02-0.2)

HRARNEMIARINER, IHeNinEEA%E.
The cutting parameters should be adjuted according to different material grade and hardness

1, 8. Bikisa
2. JE: 47

3. WRAEA3S T

4, Wm0 AR

5. BATHEFEHRCSSCUL MMM, SMEPEEM.

6. NNFHAEFER, IOXE. HiIBRSE NABGE BEE

7. BEMIZTIREHRE.

8. AMELNAIA L A3, S45C. S50C. 40Cr. 42CrMo. 20Cr, Cri2

9. H13. NAK80. 7185BEMEWME. SN, HiE. i SAEE.

1. Material: tungsten steel

2. Flute: 4

3. Helixangle:35 °

4, Special design for round corner gap

5. Suitable for machining material hardness less than HRCSS * , suchas carbon steel alloy steel
6. Sharp cutting edge with smooth metal evacuation ensures high efficiency machining.

7. Bestchoice for high speed machining

8. Suitable machining material: A3. S45C, S50C. 40Cr, 42CrMo. 20Cr, Cri2

9, H13..718 carbon steel,alloy steel,cast iron, tool steel, etc.

0w PAGE 09




WFB550Ek 284 7]

WFBS50 Ball end mill

WFBS50 Ball end mill series

WFB550-23k 7] & %l

EH TisIN [
s

SRR FeimiE
Product NO. Diamater Flute Length AL Shank Dia
D1 L1 i D2

WFB550-2005 0.5R 2 50 4/6
WFBS50-20075 0.75R 3 50 416
WFB550-2010 1R 4 50 4/6
WFB550-20125 1.25R 5 50 4/6
WFB550-2015 1.5R 6 50 3/4/6
WFB550-2020 2R 8 50 4/6
WFB550-2025 2.5R 10 a0 5/6
WFB550-2030 3R 12 50 6
WFB550-2035 3.5R 14 60 8
WFB550-2040 4R 16 60 8
WFB550-2050 o5R 20 75 10
WFB550-2060 6R 24 75 12
WFB550-2080 8R 32 100 16
WFB550-2100 10R 40 100 20

WFB550 Longer shank series

WFB550L-25K T RAH %5

;.: HR C " = _-_'“
EE TISIN

b
-'f'

E iR FEImE H= 2R LS
Product NO. Diarmater Fiute Length QAL ShankDia
L1 D1 L1 L D2
WFB550L-2005 0.5R 2 75 4/6
0.4 41 WFB550L—-2075 0.75R 3 75 4
. WFB550L-2010 1R 4 75 406
WFB550L-2015 1.5R 6 75 3/416
WFB550L-2020A 2R 8 75 4/
WFB550L-20208 2R 8 100 416
WFB550L-2025A 2.5R 10 75 6
L WFB550L20258 2.5R 10 100 6
WFB550L~2030A 3R 12 75 6
WFB550L—20308 3R 12 100 6
WFB550L—~2040A 4R 16 75 8
WFB550L—20408 4R 16 100 8
WFB550L—-2040C 4R 16 150 8
WFB550L-2050A 5R 20 100 10
WFB550L—20508 5R 20 150 10
WFB550L~2060A 6R 24 100 12
WFB550L—~20608 6R 24 150 12
WFB550L—2080 8R 32 150 16
1 WFB550L~2100 10R 40 150 20
52 1
FEfnFHES:

BRAFMIHBEEEJTHRCSS " MEEE, S8 &M #£5%.
Product Feature:

1.Suitable for machining material hardness less than HRCS55 ° |, such as carbon steel,alloy
steel, stainless steel, titanium alloy steel.

. 1RIEA6 BRI TRESW. WFB550-2005-4 WFB550-2005-6
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H
WFBS550 Ball end mill cutting parameters
WFBS550 Ball end mill cutting parameters
paRA YA S % ] A
WFB550#8 ity E5smEk 28t 7]
mIHAS ST i AR/ T AL SE /T Bim iE%E A5 o d
processed material alloy steeltool steel alloy steeltooi steel alloy steelfool steel ternpered steel stainless steel castiron
Mﬁﬂi#ﬂﬁ&dﬁ (S45C,550C,5CM) {SCM,SKT.SKD) (SCM,SKT.SKD) (SKT.SKD) (SUS304) (FC/IFCD)
*ﬁﬂ]ﬁﬂﬂ'*ﬂlﬁl &I HRC <20 HRGC20—30 HRC30—40 HRC45—55
HbERE Ve 72Mimin S4M/min 34Mimin 29M/min 54Mimin 72M/min
d:ﬁi. HP”{Jﬁﬁ%} RFM(Jﬁﬁ%} RR”{JE&%} anfgﬁﬂ%} RR“{JﬁﬂL} RPM (e
0.5R 36000 450 32400 380 21600 290 14400 180 32400 380 45000 740
1.0R ZE!EEQ 600 16200 490 11700 380 8200 240 16200 490 22860 900
20R 11520 720 8640 580 6300 435 4600 290 8640 560 11520 1030
3.0R 7560 900 5760 600 3780 450 3020 360 5760 600 7560 1260
4,0R 5760 900 4320 600 2880 450 2300 360 4320 600 5760 1260
5.0R 4500 900 3420 600 2160 450 1830 360 3420 600 4590 1260
6.0R 3780 900 2880 620 1800 470 1520 360 2880 620 3780 1350
—»| Pt |a— ,L
/fl\ # H
|
Mlllitl{‘]gﬁilrﬁunt Ad=0.5D,Pf<=0.1D T
{mm)

MkERADRE, EEFEEE EHBIRZ50%E0E, DRKRBEEE RS EEE—AH.

A AEEERRERDE TR kR, DRZREREEEIE.0O1mmE, FMERBUIE.
TNRMHRMAZREMEDREF. NRZMHEBEMHERE, FETHERESE. ERFRENHE.
EUHIPMEREREZRBTREN. E—FRIHNE ELRREIHEERAMESL.
BTHIENARBEEZAAMBE IR, HETEREBMZHREE, FRAIMRALIH.

The feeding speed should be tested as 50% of the above data by using this tool for the first time, then cutting speed and feed rate can be adjusted

step by step under stable cutting condition.

2. Please use the clamping module with high precision and good balance.When the tool deflection accuracy is over 0.01mm, it should be improved
before cutting.

3. The shorter the length of cutting tool extending the chuck, the better for the tool. When the cutting tool stretches out longer, please slow down the
rotation speed feeding speed or milling amount,

4. When abnormal vibration sound occurs during processing, slow down the spindle speed one by one, modify the feed speed or milling amount until
the condition is improved.

5. Inorder to prevent tool flute from cracking caused by secondary milling between flute and chips. please process by climb milling to avoid overcutting .

pi PR e) fe A
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SERS550 81 fi SR A#t 7]

SERS50-2-4 series

SERS550 Tungsten carbide comer radius end mill

SER550-2-4% %I

PEGRIRSE

Product MO.

SERS550-4010-0.2R
SER550-4010-0.3R
SER550-4015-0.2R
SER550-4015-0.3R
SER550-4020-0.2R
SER550-4020-0.3R
SER550-4020-0.5R
SER550-4025-0.2R
SER550-4025-0.3R
SER550-4025-0.5R
SER550-4030-0.2R
SER550-4030-0.3R
SER550-4030-0.5R
SER550-4030-1R

SER550-4040-0.2R
SER550-4040-0.3R
SERbB50-4040-0.5R
SER550-4040-1R

SER550-4060-0.2R
SER550-4060-0.5R
SER550-4060-1R

SER550-4080-0.2R

SER550-4080-0.5R

SER550-4080-1R
SER550-4100-0.5R
SER550-4100-1R
SER550-4100-1.5R
SER550-4100-2R
SER550-4120-0.5R
SER550-4120-1R
SER550-4120-1.5R
SER550-4120-2R

R BRNSHE
W HE M35 °

T TFEESIN. SER550-2010-2 ( R27)
SERS50-4010-4 ( R47)

e B 5 L

e pLB D o

mEMTz NI REFIER.

ST

Diamater
DA

1
-1
1.5

iy
o

R 5 L8
mmmmmm&#hhmmmummmmmm

EOCmE
RA = 2R LT
R angle Flute Length OAL Shank Dia
R B L D2
0.2 2.5 50 4
0.3 2.5 50 4
0.2 4 50 4
0.3 4 50 4
0.2 5 50 4
0.3 5 50 4
0.5 5 50 4
0.2 6.5 50 4
0.3 6.5 50 4
0.5 6.5 50 4
0.2 8 50 3/4
0.3 8 50 314
0.5 8 50 314
1 8 50 3/4
0.2 10 50 4
0.3 10 50 4
0.5 10 50 4
1 10 50 4
0.2 e 50 6
0.5 15 50 6
1 15 50 6
0.2 20 60 8
0.5 20 60 8
1 20 60 8
0.5 25 60 10
1 25 15 10
1.8 25 75 10
2 25 Fis) 10
0.5 30 75 12
1 30 75 12
15 30 75 12
2 30 75 12
2, HE. 43

4. ¥ [E S0 IR BERET -

BATFEEHRCSSCLLTEMEE. sE@ARPEEM.
NRMEFHEE, DOXR. HEES. DERGE HEE

FERETIEIH4 L. A3, S45C, S50C. 40Cr. 42CrMo. 20Cr, Cri12
H13. NAKBO. 7185 BRI, SSi5HEM. Sin. Sil. FAMmE.

Material: tungsten steel
Helix angle:35 °

Best choice for high speed machining

2. Flute: 4

4. Special design for round corner gap
Suitable for machining aluminum alloy material, Copper-magnesium alloy mateiral
Sharp cutting edge with smooth metal evacuation ensures high efficiency machining and longer life.

Suitable machining material: A3, S45C, S50C, 40Cr. 42CrMo. 20Cr, Cri2
H13, NAKS8O0. 718carbon steel,alloy steel,castiron, tool stesl,etc.
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SERL550# 8% htEsAR B RITHE 7] SLIKEN

SERL550 Tungsten carbide corner radius end mill

SERL5A0-2-4 series

SERL550-2-4 RIRHZ T 20| |l | o |G
FE S ERIR FEIH{E R& A 2 AR
Product NO. Diarmnatar R angle Flute Length OAL Shank Dia
D1 R L1 L D2
SERL550-4030-0.5R 3 0.5 8 100 3/4
SERL550-4030-1R 3 1 8 100 3/4
SERL550-4040-0.5RA 4 0.5 10 75 4
SERL550-4040-0.5RB 4 0.5 10 100 4
SERL550-4040-1RA 4 1 10 75 4
SERL550-4040-1RB 4 1 10 100 4
SERLS550-4050-0.5R 5 0.5 13 100 6
SERL550-4050-1R 5 1 13 100 6
SERL550-4060-0.2RA 6 0.2 15 75 6
SERL550-4060-0.2RB 6 0.2 15 100 6
SERL550-4060-0.3R 6 0.3 15 5 6
SERLS50-4060-0.5RA 6 0.5 15 79 6
SERLS550-4060-0.5RB 6 0.5 15 100 6
SERL550-4060-1RA 6 15 75 6
SERL550-4060-1RB 6 15 100 6
SERL550-4080-0.2R 8 0.2 20 100 8
SERL550-4080-0.5RA 8 0.5 20 75 8
SERL550-4080-0.5RB 8 0.5 20 100 8
SERL550-4080-1R 8 1 20 i) 8
SERL550-4080-1RA 8 1 20 100 8
SERL550-4080-1RB 8 1 20 150 8
SERL550-4080-2RA 8 2 20 79 8
SERL550-4080-2RB 8 2 20 100 8
SERL550-4100-0.5RA 10 0.5 25 100 10
SERLS50-4100-0.5RB 10 0.5 25 150 10
SERLS550-4100-1RA 10 1 2D 100 10
SERL550-4100-1RB 10 1 25 150 10
SERL550-4100-2R 10 2 25 100 10
SERL550-4120-0.5RA 12 0.5 30 100 12
SERL550-4120-0.5RB 12 0.5 30 150 12
SERL550-4120-1RA 12 1 30 100 12
SERL550-4120-1RB 12 1 30 150 12
SERLS50-4120-2R 12 2 30 100 12
—RE VI HI & 8
tNHELEE (cutting speed): Ve=130m(100-800m)/min Ve=100m(60-150m)/min
;% (cutting depth): ap=1D(1/2-1.5D) ap=1/2D(1/8-1D)
1% (cutting width). ae=1/2D(1/4-1D) ae=1/4D(1/16-1D)
B 785 (feeding): fz=0.15mm(0.02-0.2) fz=0,1mm(0.05-0.15)
EEARNENIHAEINEER., VSR RE.
The cutting parameters should be adjuted according to different material grade and hardness
T8 RS, SERLS550-2030-0.5 (B277)
SERL550-4030-0.5 ( 2477 )
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SES50LY Tungsten carbide end mill for aluminum

SES550LYL series

SE550LY-2-3-4 &%

PE ARSI FEImAE

Product NO. Diamater

D1

SES50LY-3010 1 3 50 4
SES50LY-3015 1.5 4.5 50 4
SES550LY-3020 2 6 50 4
SES550LY-3025 2.5 8 50 4
SES550LY-3030 3 9 50 3/4
SE550LY-3035 3.5 11 50 4
SE550LY-3040 4 12 50 4
SES50LY-3050 5 15 50 5/6
SES50LY-3060 6 18 50 6
SES550LY-3080 8 24 60 8
SES550LY-3100 10 30 75 10
SES50LY-3120 12 34 76 12
SE550LY-3160 16 45 100 16
SES50LY-3200 20 50 100 20

1] =t [EEAIES
SES50LYL Longer shank series ) , ;

SE550LYL-2-3-4fRAFZ 5]

RS SEIHIT N 2R FfE
Product NCr. Diarmatar Flute Length DAL ShankDia
D1 L1 L D2

SES50LYL-3040 4 20 75 4
SES50LYL-3060 6 30 100 6
SES50LYL-3080 8 40 100 8
SES50LYL-3100 10 50 100 10
SES50LYL-3120 12 50 100 12
SE550LYL-3160 16 70 150 16
SE550LYL-3200 20 75 150 20

_HIR,L'!;J] ﬁ“@ﬁ Commen cutting parameters

4|# E(cutting speed): Vc=130m(100-800m)/min thiFE(cutting depth). ap=1/2D(1/8-3/4D)

% (cutting width): ae=1/2D(1/4-1D) B 71 &5 (feeding): fz=0.15mm(0.02-0.2)

RRAEMEMIARNER, HSNiEEEE.

The cutting parameters should be adjuted according to different material grade and hardness

1. HR: ERhE 2. IE: 2F A FEHLETNTE L

3. IEREM45 " 4, WesEEE HERE .

5. BRATF#HEE. MRSSHPERH.

6. AFRHEFIEE, IOXT HEES. NESG{E. BEE.

7. MENIZIARERE.

8, BRETIAIHE. HEhkas  AREH. STEESEMAHMEMmEE.

1. Material: tungsten steel 2. Flute:2 3

3, Helix angle:45 ° 4, Special design for round corner gap

5. Suitable for machining aluminum alloy material,Copper-magnesium alloy mateiral

6. Sharp cutting edge with smooth metal evacuation ensures high efficiency machining and longer life.

7. Best choice for high speed machining

™

Helix angle is suitable for different type material

iE: W46 FRATMAYFRESW. SESB0LY-3010-4 SES
it 3010-(3F_TTE, TRIETE)

n

OLY-3010-6
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SE550GLY #B4Ris k3 NS 48 77 SLIKEN

SES50GLY 3 Flutes Finish machining for aluminum mateiral

SES50GLY 3 Flutes Finish ma;:;uining fg:h aJu:rlir:um mateira_I‘_ b
SES50GLY B3 NE a7 e
FE SRS Feim = 25 AR
Product NO. Diamater Flute Length DAL Shank Dia
D1 L1 L D2
SES50GLY-3010 1 3 50 4
SESS0GLY-3015 1.5 4.5 50 4
SESS0GLY-3020 2 6 50 4
SE550GLY-3025 2.0 7.5 20 4
SES50GLY-3030 3 9 50 4
SES50GLY-3040 4 | 50 4
SES50GLY-3050 5 15 50 6
SES50GLY-3060 6 18 80 6
SES50GLY-3080 8 20 60 8
SES50GLY-3100 10 30 75 10
SES550GLY-3120 12 30 75 12
—Eﬁtﬂ ﬁﬂ%ﬁ Commen cutting parameters D i
&) E (cutting speed). Ve=130m(100-800m)/min 13 (cutting depth). ap=1/2D(1/8-3/4D) }‘F'{
1% (cutting width); ae=1/2D(1/4-1D) £ 71 & (feeding); fz=0.15mm(0.02-0.2)

FRABMMEMIHARINGER, IHSBCnERNE.
The cutting parameters should be adjuted according to different matenial grade and hardness

1. #8. BalrnisE 2. 7). 37

3. IREEFH45 4, WP R&AERT Y ORE.

5. BRTHE4NIERSHE. RE&SAEEZEBHIMNRE,

1. Material: tungsten stesl 2. Flute: 3

3. Helix angle:45 * 4. Special treatment for mirror finish flutes

5. Suitable for high precision machining of copper and aluminum material with finish surface.

SES50QL Heavy duty machining for aluminum alloy material

?Jf E.I ] [ iy == 1 £4 Yia ,.-;;.-f:':::; HRC *
SE550QL #2fesmem st 7] (=) R
E R ARSI FEIH{R F= g o4 T
Product MO, Diamater Fiute Length OAL Shank Dia
D1 L1 L D2
SES50QL-3040 4 12 50 6
SES50QL-3060 6 18 a0 5]
SE550QL-3080 8 24 60 8
SE550QL-3100 10 30 75 10
SES500QL-3120 12 34 75 12
SES50QL-3160 16 35 100 16 L
SES50QL-3200 20 45 100 20
1. 5. BRkSSH 1. Material: tungsten steel
2, AW 37 2. Flute: 3
3. HssEAE R ARt 3. Special design for round corner gap
4. W¥FNE A HERE BT 4. Large chip evacuation design
5, BERAIMEHNR 5. Improved processing efficiency
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SE550LY $a$ass A&t 71 VIEI 28

SES50LY Tungsten carbide end mill for aluminum

SES50LY Tungsten carbide end mill for aluminum

SES50LY #Bisbxit E55RRERE FA &t 7]

IEIS4G . EMamRLE BEeTRURT] 2-370

2T ek Hes I HEsE i BiEEEsE
HENF Pure aiurminum Aluminum aloy Alurminum alicy Aluminum alloy Auminum alioy Alurminum alloy Adurninum alloy
material code 1070 Ggé\:ﬂg 451::?2 ';,"%f Msgﬂgéﬁ zr:l«':;”;gsﬁ Ac8B5
SLERTI R WiE g4 WiE  gE | WE ER WE gy WE R e e HE e
mm W mmisr | @4 mmis | @S mmisy | @45 mmis | @G mmis | @ mmisg | @S mmis
pmvmin feeding/min| mpm/min feeding/min| pmmin feeding/min|  pmymin feeding/min|  pmmin feeding'min  pmimin feedingmin|  pm/min feedingimin
D3.0 32000 800 | 27000 800 | 2700 150 13000 400 | 21600 500 | 27000 640 | 16000 500
D4.0 24000 1000 | 20000 1000 | 2000 200 10000 500 16000 640 | 20000 800 | 12000 600
D5.0 19000 1000 | 16000 1000 | 1600 200 8000 500 12800 640 1600 800 9600 600
D6.0 16000 1000 | 13500 1000 1350 200 6500 500 10800 640 13500 800 8000 600
D8.0 12000 1000 | 10000 1000 | 1000 300 5000 600 8000 640 10000 800 6000 700
D10.0 9600 1200 | 8000 1200 800 300 4000 600 6400 780 8000 980 4800 700
D12.0 8000 1200 | 6600 1200 660 250 3300 700 5300 780 6600 980 4000 700
D16.0 6000 1000 | 5000 1000 500 1580 2700 500 4000 640 5000 800 3000 800
D 20.0 4800 1000 4000 100 400 150 2000 500 3200 640 4000 BOD 2400 600

e —» 1—1#

DL f SZTTF i

IElgRM: BRI BEeTRuRT] 2-37]

EoET 8% Bes B Bes STl fRiStRa®
HEHIH | ofthe purest qualty ni based alloy ni based allay ni based alloy ni based alloy ni based alloy ni based alioy
processed Gu-Mg#F SiFk - Zn-Mg#H
material code 1070 2014 4032 '},ﬂgﬁf Mgngiﬁ 7075 Ac85
T IE = hid WaE ey 9iE i &k ias & iy & i L2 513 HEEs
mm Wa mm/a | W5 mmis | @S mmis | W8 mmis | WS mmis | @G s | @9 mmly

rpmimin feeding/min| mpmimin feeding/min| mmimin feeding/min| rpmimin feeding/minl pm/min feeding/min  EM/min feedingmin.  rpM/min feeding/min

D3.0 32000 1900 | 27000 1600 | 2700 150 13000 800 | 21600 880 | 27000 1080 | 16000 1000
D4.0 24000 18900 | 20000 1600 | 2000 200 10000 800 | 16000 880 | 20000 1080 | 12000 1000

D5.0 19000 1900 | 16000 1600 | 1600 200 8000 800 12800 880 1600 1080 | 9600 1000
D6.0 16000 1900 | 13500 1600 | 1350 200 6500 800 10800 880 13500 1080 | 8000 1000
D8.0 12000 1900 | 10000 1600 | 1000 300 2000 800 8000 880 10000 1080 | 6000 1000

010.0 9600 1900 8000 1600 800 300 4000 800 6400 880 8000 1080 4800 1000
012.0 8000 1900 6600 1600 660 250 3300 800 5300 880 6600 1080 4000 1000
D 16.0 6000 1900 2000 1600 200 150 2700 800 4000 880 5000 1080 3000 1000
D20.0 4800 1900 4000 1600 400 150 2000 800 3200 880 4000 1080 2400 1000

8k = x|
Ik

s s

YR ERE TR, BEFEER EEHEZ50%ETE. MARBEREMERREE—#H.
EXRASKESRIMREGEY > REHE NEZEBEEEER0.01mmE, BEMESEVHEL.
ARMBURFzREDEDT, NRZAHEEMHERE, WETIHARSE, #iERHTYE.
EVRIPINRBVERFZRYDAERE, Z—HEIBER EOREIVHSERRAESL.
BTHEDINRUBEAEE RAMBHIINHEE. STERENZIEREE, #RAERA A

. The feeding speed should be tested as 50% of the above data by using this tool for the first time, then cutting speed and feed rate can be adjusted
step by step under stable cutting condition.

2. Please use the clamping module with high precision and good balance.When the tool deflection accuracy is over 0.01mm, it should be improved
betore cutting.

3. The shorter the length of cutting tool extending the chuck, the better for the tool. When the cutting tool stretches out longer, please slow down the
rotation speed,feeding speed or milling amount.

4. When abnormal vibration sound occurs during processing, slow down the spindle speed one by one, modify the feed speed or milling amount until

the condition is improved.

5. Inorder to prevent tool flute from cracking caused by secondary milling between flute and chips, please process by climb milling to avoid overcutting .

P Sohas

-_—
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SEB550LY Tungsten carbide ball end mill for aluminum

SEBS50LY-2 series
SEB550LY-2% 7%
E SRS TR = o g
Product NO. Diamater Flute Length OAL Shank Dia
D1 L1 L D2
SEBS550LY-2005 0.5R 2 50 4
SEBS50LY-20075 0.75R 3 50 4
SEBS550LY-2010 1R 4 50 4
SEB550LY-2015 1.5R 6 50 4
SEB550LY-2020 2R 8 50 4
SEBS50LY-2025 2.5R 10 50 6
SEBS550LY-2030 3R 12 50 6
SEB550LY-2035 3.5R 14 60 8
SEB550LY-2040 4R 16 60 8
SEBS550LY-2045 4.5R 18 75 10
SEB550LY-2050 5R 20 75 10
SEBS550LY-2055 5.5R 22 75 12
SEB550LY-2060 BR 24 75 12
SRR

1BA TRk, ASFHEH

2 B ENERS AmaREt, BEBEA, ETEEMI.

3. 1B I ES AT 4.
4 B, 7ASGR. BEE RERERINAREERE.

Product Feature:

1.Apply for aluminum alloy and copper machining.

2.Special corner rounding design with high helix angel for precision finish machining.

3.Thanks to sharp cutting edge the work pieces can be processed easily.

4.This serie achieves high accuracy with metal removal rate and long life which
make it as best choice for high speed machining.
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SEB550LY Tungsten carbide ball end mill for aluminum

SEBS550LY Tungsten carbide ball end mill for aluminum

SEBS50LY #8kixiy i6smEas A — Nk AzEt 7]

TIEIEM . BRERLS SeSTH 208EH®T (—8M/ICER )

WA o i o BEE e e BEL
m Pure aluminum Alurminum alioy Aluminum alioy Aluminum alioy Aluminum alioy Aluminum aloy
kvt - | 1070 2014,7075 4032 5052 AC85 6061 C1100
fHiE el i i fEs ME R HiE e LS
RTE W5 mmisy @5 mmis #5  mmisy #/5  mmisy W mmis #5  mmisy
mm mpm/min feeding/min | mpm/min feedingimin | PmMimin feeding/min | pM/min feeding/min | PMYmin feedingmin | rpMYmin feeding/min
R1.0 24000 1900 EDEDQ 1600 2000 160 10000 800 16000 11]_30 24000 1300
R20 12000 1900 10000 1600 1000 160 5000 800 8000 1080 12000 1300
R25 10000 1900 8000 1600 200 160 4000 800 6400 1080 10000 1300
R3.0 BOOOD 1900 8600 1 EDEI 660 160 3300 800 5280 1080 8000 1300
R4.0 6000 1900 5000 1600 500 160 2500 800 4000 1080 6000 1300
R5.0 5000 1900 4000 1600 400 160 2000 800 3200 1080 5000 1300
R6.0 4000 1900 3000 1600 330 160 1650 800 2400 1080 4000 1300
= g
BA i ¢
L -
T H=0.2REL T, P=0.4RELF

ISy . BMNELE ESSEH 2NBRBEUET) ( SEM/CER)

M EH oW e fBas #es RBas @mas Base
nno&ssi ke of the purest quality ni based alloy ni based alloy ni based alloy ni based alloy ni hased allay
iLERT) 1070 2014,7075 4032 5052 ACES 6061 C1100
5% g LB i L b2 L1 30 ity L3 i) o5iE biid
RE W45 mmis W mmis ®45 mmis ®w5 mmis W4 mm/ W5 mmis
mm rprmymin feeding/min rpmymin feeding/min rpmymin feeding/min pmvimin feeding/min rpmvmin feeding/min rpmimin feeding/min
R1.0 48000 3840 40000 3200 4000 320 20000 1600 32000 2100 48000 3000
R2.0 24000 3840 20000 3200 2000 320 10000 1600 16000 2100 24000 3000
R25 20000 3840 16000 3200 1600 320 8000 1600 12800 2100 2000 3000
R3.0 16000 3840 13200 3200 1320 320 6600 1600 10500 2100 16000 3000
R4.0 12000 3840 1000 3200 1000 320 5000 1600 8000 2100 12000 3000
R5.0 10000 3840 8000 3200 8000 320 4000 1600 6400 2100 10000 3000
R6.0 8000 3840 6600 3200 660 320 3300 1600 4800 2100 8000 3000
P . 5
2 . . &
T H=0.2RELF,P=0.4RELTF

VIR ERERII AR, #8582 EKR DTTERZ50%EME, MHMIBREEBMES EEZE—#H.
AXATRKESHMEREBES 2 RFE NREZBRHEEEER.0OImmE;, B#MEEBETH.
TRMHKRRz REMEDF. NAZaHEShHERE. HATHERER, BERERTHE.
EVAFMRBRER Mz RYTRES. Z-WETImEE EHEElUMBERRAESIL.
BTHLENIRDBEE XDAMBHINME. 5TERIEBNZIFANE, FRAERTNDHE.

The feeding speed should be tested as 50% of the above data by using this tool for the first time, then cutting speed and feed rate can be adjusted
step by step under stable cutting condition.

2. Please use the clamping module with high precision and good balance When the tool deflection accuracy is over 0.01mm, it should be improved
befare cutting,

3, The shorter the length of cutting tool extending the chuck, the better for the tool. When the cutting tool stretches out longer, please slow down the
rotation speed,feeding speed or milling amount.

4, When abnormal vibration sound occurs during processing, slow down the spindle speed one by one, modify the feed speed or milling amount until
the condition is improved.

5. In order to prevent tool fiute from cracking caused by secondary milling between flute and chips, please process by climb milling to avoid overcutting .

et - -
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SDR-6-8iBlturix L 255853 /1R H58t )

SDR Powerful finishing end mill

BEEDEE
SDR Powerful finishing end mill |
1l == £
SDR-6-8% %158 /18553t 7]
PE AR FImiE A 2R LK
Product MO, Diamater Flute Length OAL Shank Dia
D1 L1 L D2
SDR-4160 6 18 50 6
SDR-4180 8 22 60 8
SDR-4100 10 28 75 10
SDR-4120 12 32 75 12
SDR-4160 16 42 100 16
SDR-4120 20 50 100 20
FEm R
PR A7), BEEEKENTIRSEMIh0 FETENSEML.
Product Feature:
Multi-flutes powerful end mill is optimized to fine milling for hardened steel and high speed

machining in CNC machine center.

Dia
04 pm

SDR Powerful finishing end mill

SDR-6-8& %58 1 BVFE 4 TIVIEI 2 8

mIHE BEiR/ITRIF AR FH%EsH
processed matedal alioy steeltocl steel termnpered steel ternpered steel
Gl b SR s
Wiy (SCM,SKT,SKD) (SKT,SKD) (SKT,SKD)
WENEI R = ¥ 5
e HRG30~40 HRC45~55 HRGC55~60
?n].rﬁfgﬁﬁv? 150M/min 117MImin &5M/min
FEED FEED FEED
DI ﬁﬁggﬁ R.P.M (mmimin) R.P.M {mmimin) R.P.M (mm/min)
&M 7950 1875 6300 1305 4800 300
ahM 6000 1890 4800 1335 3600 S00
10MM 4800 1815 3750 1245 2850 5_'55
12MM 4050 1685 3150 1170 2400 810
16MM 3000 1620 2400 1140 1800 780
20MM 2400 1515 1850 1080 1500 750
" ag |
EIE ap=1.5D ap=1.5D ap=1.5D
s ey 26-0.1D = ae=0.06D o ae=0.04D Eﬁ
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SES5505 Tungsten carbide square end mill for stainless steel

SES550S Tungsten carbide square erid mill for stainless steel
SE550S A5 FAESHR~L t 7) I
25 1

E R AR p il
Product NO. Diamater Flute Length CAL Shank Dia
D1 1.51% 21% 3 L D2

SES505-01004 1 1.5 2 3 50 4
SES505-01504 1.5 23 3 4.5 50 4
SES5505-02004 2 3 4 6 50 4
SES505-02504 2.5 3.8 5 7.5 50 4
SES508-03004 3 4.5 6 9 50 4
SE5503-04004 4 6 8 12 50 6
SES505-05006 o 7.5 10 15 50 6
SES505-06006 6 9 9 18 50 6
SES505-08008 8 12 16 20 60 8
SES505-10010 10 15 20 30 75 10
SES50S-12012 42 18 20 30 75 12

¥&hnL

T

 Ie55

D< 120002
D=120—0.03

0 < 120--0.02
D=120—0.03

FE onFEEA:
1. ERTNIAEN. KESSHINTHHE. 2. BIERERFIEMINTHREEE
3. 717078, HEE, MIEEEES 4. HIBEE, S6RESINT.

Product Feature:

Apply for stainless steel ,titanium alloy and difficult materials.

Special designed high helix angle promises excellent cutting performance.
Sharp cutting edge with smooth metal evacuation ensures high surface finish.
High processing accuracy with efficient working.

L e




SES550S#BAH My bx L S5 AN S5 5HE A #t 71 2 8

SLUIKEN

H
SES550S Cutting parameters
SES550S Tungsten carbide end mill for stainless steel
7] /, E& et LU % Y3 f 7] = i;'l-:
SE550S#B 4l b {4 5 A FH SR 5 B 8% 7)

NIHA T ERIM #ae® #Ha® #aE (2w
processed material stainless stee! titamium alloy stesl titanium alloy steed Algminum alloy
WANE A EHLR i .

e (sus304) TIAIBV4(DIN) TiAI5Sn2(DIN) (Si-10%)
WA R ; o
e - HRC30-32 HRC =32 -
AER Ve : - ; -
S54M/min 40M/min 60M/min 120M/min
HME FEED FEED FEED FEED
DIAMETER RP.M (mm/min) R (mm/min) A (mm/min) e (mm/min})
2MM 10320 620 7640 360 11460 _54_!3 22930 220
MM 6910 410 5100 240 7640 360 15290 280
4MM 5180 410 3820 180 5740 270 11460 200
5MM 41 l_]ﬁ 410 3060 140 4580 220 9170 280
BMM 3460 410 2540 120 3820 180 7640 230
BMM 2580 410 1910 150 2870 220 5740 240
10MM 2050 430 1520 170 2290 250 4580 280
12MM 1730 430 1270 190 18910 280 3820 230
16MM 1440 500 950 170 1430 250 2870 280
D D D D
= > 4 e g < 4
o E & 3 E 3 E 3
7 7 i &
Ad=0.6D Rd==0.1D Ad=0.6D Rd<=0.1D Ad=0.60 Rd==01D Ad=0.6D Rd==01D

open I

step by step under stable cutting condition.

MkERADRR. ERFEEERLHEBRZ50%EH. MRKRBEEE N TS EER—BH.
Ak AEEESREEBE TR kR, DRZEREELIR0.01mmE, HUERHETH.
NRMHRAZ REMEDEF. NRZAHEBEMHERE, FETARSE. LRFEENHE.
GEUHIPNARESEZRPTREN. Z—PKRIHNE ELEESUHEERANESL.
BTHIENARNBEEZRDEMBHIINGEE, HTEREBNZEREE, HXAIRRGLEH.

The feeding speed should be tested as 50% of the above data by using this tool for the first time, then cutting speed and feed rate can be adjusted

2. Please use the clamping module with high precision and good balance.When the tool deflection accuracy is over 0.01mm, it should be improved

before cutting.

3. The shorter the length of cutting tool extending the chuck, the better for the tool. When the cutting tool streiches out longer, please slow down the

rotation speed,feeding speed or milling amount.

4, When abnormal vibration sound occurs during processing, slow down the spindle speed one by one, modify the feed speed or milling amount until

the condition is improved.

5. Inorder to prevent tool flute from cracking caused by secondary milling between flute and chips, please process by climb milling to aveid overcutting .
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SEB50 Tungsten carbide ball end mill with 2 flutes

SE650-2 series

SE650-2% 3! BASCOCOE
EEMmERSR TEimiE A R g
Product NO. Diamater Flute Langth O.AL Shank Dia

D1 L1 = D2
SEB50-2010 1 2.5 50 4/6
SEB650-2015 1.5 4 50 4/6
SEB50-2020 2 5 50 4/6
SE650-2025 2.5 7 80 4/6
SE650-2030 3 8 50 4/6
SEB50-2035 3.5 9 50 4/6
SE650-2040 - 10 S0 4/6
SE650-2050 D 13 50 5/6
SEB650-2060 6 15 50 6
SE650-2080 8 20 60 8
SE650-2100 10 25 75 10
SEG50-2120 12 30 75 12
SE650-2140 14 25 100 14
SEB50-2160 16 40 100 16
SEB50-2200 20 40 100 20

SEB50 Longer shank series

seesoL-2kiERS EABRCICIER=

P SRR FEIRAE A& o LS
Product NO. Diamater Flute Length QAL Shank Dia
D1 L1 L D2

SE650L-2040A 4 12 75 A
SE650L-20408B 4 12 100 4
SEB50L-2060A 6 18 75 6
SE650L-20608B 6 18 100 6
SE650L-2080 8 24 100 8
SE650L-2100 10 25 100 10
SE650L-2120 12 30 100 12

FEanFFRa:
eI R T — AR REBATRIE) 2 38, BB, ATHIMIHRCES L RSE.

Product Feature:

This type apples for wide processing range from normal material to hardened steel with
material HRC up to 65 °

iE: WiE4/6 FriTRAY FEHBSU. SE650-2010-4 SE650-2010-6

::—}:E.lPAGEEE



SEB50-4 series

& RS i
Product NO. Diarmater
D1

SE650-4010 1 2.5 50 4/6
SE650-4015 15 4 50 4/6
SE650-4020 2 5 50 4/6
SE650-4025 2.5 i 20 4/6
SE650-4030 3 8 50 416
SE650-4035 3.0 9 50 4/6
SE650-4040 4 10 80 416
SE650-4050 5 13 50 56
SEB50-4060 6 15 50 6
SE650-4080 8 20 60 8
SE650-4100 10 25 75 10
SE650-4120 12 30 75 12
SE650-4140 14 35 100 14
SE650-4160 16 40 100 16
SE650-4200 20 40 100 20

SEB50L-4 Longer shank series

SE650L-4RIBZR T

i EE BLUE |
@

FE AR FEIRIE H= 2R Lz
Product MO, Diamater Flute Lergth DAL Shank Dia
D1 L1 L D2
SEG50L-4040A 4 12 75 4
SE650L-40408 4 12 100 4
SEB50L-4060A 6 18 75 6
SEB650L-4060B 6 18 100 6
SE650L-4080 8 24 100 8
SE650L-4100 10 25 100 10
SEB50L-4120 12 30 100 1

JE AnFERA:
BTV RAT TR — AR AR A K, EREER, THIMIHRCES L THIH.

Product Feature:

This type apples for wide processing range from normal material to hardened steel with
material HRC up to 65 °

iE; fRE46 PR TEESIN, SE650-4010-4 SE650-4010-6
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SEB50 with 2 flutes

H

SE6505 iRz &t T1VIHI S8

SE6E50 Cutting parameters

SE650-24B 2Rtk bt 2580 = R ILFE T]

MI41E S4/TERE | AsW/IERE | A% IER ey LREE R TigE o3
processed matenal alloy steelfool stesl | alloy steeltoo! steel | alloy stesltool steel | tempered steal tempered steel stainless steel cast iron
*ﬁ’ﬁﬂﬁum ﬁﬁﬁm (S45C,S50C,SCM) | (SCM.SKT.SKD) | (SCM,SKT,SKD) (SKT,SKD) (SKT,SKD) (SUS304) (FCIFCD)
LA LA R HRC<20 HRC20~30 HRC30~40 HRCA40~50 HRCS50~60

prooessed material handness.
%’gﬂ 1364M/min 107M/min SOM/min 55M/min 41 M/min 107Mimin 158M/min
FEED FEED FEED FEED FEED FEED FEED
dme, RPM (mmmin) | BPM mmimin)| BPM mmmin| BPM mmimin | BPM movmin| BPM immiming| BPM (mmymin
TMM 40000 180 34200 150 | 28800 97 16000 75 12000 52 34200 150 | 50400 405
2MM 21600 232 17280 180 14400 127 8640 97 6480 67 17280 180 25200 435
3MM 15120 232 11520 202 9360 135 65000 g7 4460 67 11520 202 17280 435
AMM 10800 247 8640 202 7200 150 4320 97 3240 i 8640 202 12960 435
sMM gogoo 270 6840 202 5760 150 3600 112 2700 82 6840 202 10080 487
aMM 7200 270 5760 202 4680 150 2880 112 2160 82 5760 202 8640 540
amMm 5400 270 4320 232 3600 165 2160 112 1620 a2 4320 232 6480 540
10MM 4320 270 3420 232 2880 180 1740 112 1300 82 3420 232 2040 570
12MM 3600 270 2880 232 2400 180 1440 112 1080 a2 2880 232 4320 600
14MM 3600 300 2720 255 2280 195 1440 120 1080 90 2720 255 4000 660
16MM 3120 330 2400 270 2000 2 1_D 1260 135 940 a7 2400 270 3600 720
18MM 3120 330 2120 270 1760 210 1260 135 940 a7 2120 270 3200 720
20MM 2400 330 1920 270 1600 210 960 135 T20 a7 1920 270 2800 720
—r| D |4— ¢
I8 Ad=0.3D(D<3,Ad<=0.15D) . 4 Ad=0.06D(D<3,Ad==0.03D) Ad=0.3D(D<3 Ad<=0.15D)
Milling Amount Ad
{mm) —*

SEB50 With 4 flutes

SE650-4 1Bl b, E5%E = R L3t T

I SE/TEE | ASE/IAE | ASWIER B SEER TigE (1]
processed material alloy steelftool steal | alloy steelfool steel | alloy steslftool stesl tempered stee! tempered steel stainkess steal castiron
RISl ZE S
i sﬂ 71 ﬂf; ik | (545C,S50C.SCM) | (SCM.SKT.SKD) | (SCM.SKT,SKD) (SKT,SKD) (SKT,SKD) (SUS304) (FC/FCD)
6 T B HRC=20 HRC20-30 HRC30~40 HRAC45~55 HRC50~60
processad materal haminess)
%{gﬁ&:; 136M/min 107 M min SOM/min S54Mimin 41 Mimin 107M/'min 158Mimin
FEED FEED FEED FEED FEED FEED FEED
d;rf% RPM (mmimin) | BPM (mmvmin)| BPM (mmiming| BPM mmvmin)| APM movming| BEM mmmim| BEM (mmimin)
MM 15120 735 11520 517 9360 247 6040 300 4600 225 11520 517 17280 1350
4MM 10800 735 8640 517 7200 247 4320 300 3240 225 8640 517 12960 1620
5MM 9000 735 6840 517 5760 247 3600 300 2700 225 6840 517 10080 1620
EMM 7200 735 5760 517 4680 247 2880 300 2160 225 5760 517 8640 1620
BMM 5400 735 4320 517 3600 262 2160 300 1620 225 4320 517 6480 1620
10MM 43200 757 3420 540 2880 262 1720 315 1300 232 3420 540 5040 1755
12MM 3600 757 2BB0 540 2400 262 1440 315 1080 232 2880 540 4320 1890
14MM 3600 840 2720 600 2280 285 1440 345 1080 255 2720 600 4000 2100
16MM 3120 900 2400 630 2000 300 1240 360 940 270 2400 630 3600 2250
18MM 3120 900 2120 630 1760 300 1120 360 940 270 2120 630 3200 2250
20MM 2400 900 1920 630 1600 300 960 360 720 270 1920 630 2800 2400
Ad=1.5D RD<=0.06D = Ad=1D,RD=<=0.03D Ad=1.5D,RD<=0.06D
V818 |'_"_¢
Milling Amount Ad
{mm})




SLUIKEN

SEB650tREMAMA IR EREE 1 — FEKFZEE 7]

o ——————
SEB650 Tungsten carbide ball end mill with 2 flutes
D1
SEB650-2 Series — }'—'{ |_—R
SEB650-2% 71 BOCE T
I~ : iz
FE G 4RaR FEIHIE T 2R LS
Product NO. Diamater Flute Length OAL Shank Dia L1
D1 L1 L D2
SEB650-2005 0.5R 2 50 416
SEB650-20075 0.75R 3 50 4/6 e
SEB650-2010 1R 4 50 4/6
SEB650-20125 1.25R 5] 20 4/6
SEB650-2015 1.5R 6 20 3/4/6 L
SEB650-2020 2R 8 50 4/6
SEB650-2025 2.5R 10 20 5/6
SEB650-2030 3R 12 50 6
SEB650-2035 3.5R 14 60 8
SEBG50-2040 4R 16 60 8
SEB650-2050 5R 20 Vi) 10
SEB650-2060 6R 24 75 12

SEB6B50L-2 Longer Shank Series
SEB650L-2fRHF % 51
E n SR FEIRTE F 2 g
Praduct NO. Diamater Flute Length QAL Shank Dia
D1 L1 5 D2
SEB650L-2010 1R 4 75 416
SEB650L-2015 1.5R 6 75 4/6
SEBG50L-2020 2R 8 75 416
SEB650L-2025 2.5R 10 in 516
SEBG50L-2030 3R 12 100 6
SEBG50L-2040 4R 16 100 8
SEBG650L-2050 oR 20 100 10
SEBG50L-2060 6R 24 100 12
EEmiFEL:
1, BRATMIAEEEETHRCSS ° kxR, 2S¢l 75l #8¢
2. N1Fki®, HiENES, HmIS 3. WEE 7ESS
Product Feature:
1.Suitable for machining material hardness less than HRC55 ° |, such as carbon
steel, alloy steel, stainless steel, titanium alloy steel.
2.Sharp cutting edge with smooth metal evacuation ensures high efficiency machining.

3.High precision with longer life

’;‘7

R

o
L
|

£ RiF46 PRRTRRY TSI SB630-2005-4 SB630-2005-6
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SEB650 Tungsten carbide ball end mill

SEB650MB Aty bV 58S R EK A2t 7]

SEB650tRzM A ix . E53E R EK A28t T) VIHI| 22X

SEB650 cutting parameters

I S&i0/T AW SRiTAE | s/ TAR iEwEm a5aER RS0 55k
processed material | alloy steeltool steel | alloy steeltool steel | alloy steeltooi steel | tempered steel tempered steel stainless steel castiron
ﬂmmgﬂ (S45C,S50C,SCM) | (SCM,SKT,SKD) | (SCM,SKT,SKD) (SKT.SKD) (SKT,SKD) (SUS304) (FC/FCD)
MR 3 HRC<20 HRC20~30 HRC30~40 HRC40~50 HRC50~60
processed materisl hardress

%ﬂ 144M/min 107M/min &8M/min 57M/min 43M/min 107M/min 144Mimin

FEED FEED FEED FEED FEED FEED FEED
dmammr RPM mmmin) | BPM (mmmin)| BPM mmmin)| BPM mmming| BPM (mmiming| BPM mmiming| BPM (mmimin)

0.5R 72000 675 | B4800 570 | 43200 435 | 28800 180 | 21600 202 | 64800 570 | 90000 1110

1.0R 41040 900 32400 735 23400 570 16400 240 12320 270 32400 735 45720 1350

2.0R 23040 1080 | 17280 B840 | 12600 652 | 9200 290 | 6920 324 | 17280 840 | 23040 1545

3.0R 15120 1350 | 11520 900 | 7560 675 | 6040 360 1540 405 | 11520 900 | 15120 1890

4.0R 11520 1350 8640 900 5760 675 4600 360 3460 405 8640 900 | 11520 1890

5.0R 9180 1350 534{_1 900 4320 675 Sﬁﬁﬂ Sﬁﬂ -2?13{__3 405 Eﬂ#ﬂ 900 9180 1890

6.0R 7560 1350 5760 930 3600 705 3040 360 2280 405 5760 930 7560 2025

-+| P ‘-&— J,

AL Ja

Milling Amount Ad=0.03D,Ff<=0.06D T
(i)

ViR ERET AR, BEFEEREEHEZ50%ETE. DHRARESEFEEREE .
WEREEEEERERE & 2 AE. TTRZEREERIE0.01mmby, FHAERHIYE.
NEMHKRFAZREDEDY. NRZAUBEMHERS, HETHAREE EREE=SUH/E.
GEVRIPINRBVERE2RYAREE, Z—HEIBER ELFEFAURSERIMESIL.
BTHIENARNBEEZRNNMBHAIGER,. BTRREBNZIEREE, WRAIRRT TN

. The feeding speed should be tested as 50% of the above data by using this tool for the first time, then cutting speed and feed rate can be adjusted
step by step under stable cutting condition.

2. Please use the clamping module with high precision and good balance.When the tool deflection accuracy is over 0.01mm, it should be improved
before cutting.

3. The shorter the length of cutting tool extending the chuck, the better for the tool. When the cutting tool stretches out longer, please slow down the
rotation speed,feeding speed or milling amount.

4, When abnormal vibration sound occurs during processing, slow down the spindle speed one by one, I'F'Iﬂdif'y' the feed speed or milling amount until
the condition is improved.

5. In order to prevent tool flute from cracking caused by secondary milling between flute and chips, please process by climb milling to avoid overcutting .

ook B P

—
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SX650-2-4 Series

SX650-2-4z& %

FE SR

Product NO.

SX650-1-0.5
SX650-1-1
5X650-1-1.5
SX650-1-2
SX650-1-2.5
SX650-1-3
SX650-1-5
SX650-1-7
SX650-1-10
SX650-1.5-0.5
SX650-1.5-1
SX650-1.5-1.5
SX650-1.5-2
SX650-1.5-2.5
SX650-1.5-3
SX650-1.5-5
SX650-1.5-7
SX650-2-10
SX650-2-0.5
SX650-2-1
SX650-2-1.5
SX650-2-2
SX650-2-2.5
SX650-2-3
SX650-2-5
SX650-2-7
SX650-2-10
SX650-2.5-0.5
SX650-2.5-1
SX650-2.5-1.5
SX650-2.5-2
SX650-2.5-2.5
SX650-2.5-3
SX650-2.5-5
SX650-2.5-7
SX650-2.5-10
SX650-3-0.5
SX650-3-1
SX650-3-1.5
SX650-3-2
SX650-3-2.5
SX650-3-3
SX650-3-5
SX650-3-7
SX650-3-10

FEIRE

Diamater

[ B % T % T e O % T TR e T % O L | EETPEE R ok ki el il o
mmmmmmwwwmmmmmmmmmMMMMMMMMMMm.mmmmmmm—k—l-—l—l—h—'-—t—k—l- i

B
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R
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e
=

SX650 Tungsten carbide slope end mill

HRC| e Toal s
A= 2

Flute Length

—
—

0o 00 o 00 00 00 0 Q0o O O O O0D O O Oy O O @ Al &nAn OO O O & BB Db

O.AL
L
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50
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Shank Dia
D2

o OO AR E R BRI B B R B BBEBRBBEBEBB BB BRBEBBDEBEBR BB B
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D2

Dia
02 um



Dia
02um

i3

D2

SX650-2-4 Series

SX650-2-4Z& 5]

PEsRIRSE

Praoduct NO.

SX650-4-0.5
SX650-4-1
SX650-4-1.5
SX650-4-2
SX650-4-2.5
SX650-4-3
SX650-4-5
SX650-4~7
SX650-4-10
SX650-5-0.5
SX650-5-1
SX650-5-1.5
SX650-5-2
SX650-5-2.5
SX650-5-3
SX650-5-5
SXB50-5-7
SX650-5-10
SX650-6-0.5
SX650-6-1
SX650-6-1.5
SX650-6-2
SX650-6-2.5
SX650-6-3
SX650-6-5
SX650-6-7
SX650-6-10
SX650-8-0.5
SX650-8-1
SX650-8-1.5
SX650-8-2
SX650-8-2.5
SX650-8-3
SX650-8-5
SX650-8-7
SX650-10-0.5
SX650-10-1
SX650-10-1.5
SX650-10-2
SX650-10-2.5
SX650-10-3
SX650-10-5
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FEIRIE

Diatmater
D1
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cCoococooo™®
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Single Angle
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SX6501BlT AR EHEAE EE T]

SX650 Tungsten carbide slope end mill

.E}h’f s , =
E E TIALNJE
- [P s AL

F=
Flute Length

L1

15
15
15
15
15
15
156
15
15
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
20
25
25
25
25
22
25
25
25
35
35
35
35
35
35
35

2R

OAL
L

50
50
50
50
50
50
50
50
50
60
60
60
60
60
60
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75
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60
60
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60
60
60
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75
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100
100
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ﬁ
SX650 Cutting parameters
SX650 Tungsten carbide slope end mill
LA 1] R Py TN (Y )
— =
SX650tRaH A hxil £S5 FLE k7]
i, REE, EE S5x3. &£8. IHE E&%# IHE. Lab i WS &
HiEsE, T HR BEE, PURIRE BEH, BEEE Ai5%5H BEsSE
Il UL EE oY Iron,carbon steel,cast iran, alloy steel ool steel, alloy steal ool steel, heat-freated steel INCONEL
| alloy steel tool steal die steel die stes heat-treated steel die steel heat—treated steel stainiess stes| TI-6AL-4Y
matenial code £541,545C FC.FCD SCR,SCM,SNC.SNCM | SCR,SCM,SNC.SNCM SUS304
SCR,SCM,SNC . SNCM SKD NAKI1D1 SKD,NAKSS NAKED SUE316
SK,SKS,SKT,SKD PDS5,P20 P20S,FDAC SUSs420J2
PDS1,PDS3,550C, YK30
*Eﬂ.ﬁ“gmﬁrgs HRC30LLTF HRC30-35 HRC35-40 HRC40-45 HRC45-55
et T WiE HEES HiE it L i+ 5.8 i3 [LBEd it
/4 mm/43 Wiy mm/4r Wiy mmis Wi mmis LT mm/43
rpm/min  feeding/min rpm/min feeding/min rpm/min feeding/min rpm/min feeding/min | rpm/min feeding/min
D3.0 3400 45 2250 30 2EIQG 26 1800 23 750 9
D4.0 3200 75 1900 35 1700 32 1500 30 630 12
D5.0 2850 75 1700 45 1550 40 1350 36 560 15
DB.0 2650 100 1600 60 1450 52 1250 45 530 19
D8.0 2000 100 1200 60 1100 52 950 45 400 19
D10.0 1600 100 950 60 850 52 750 45 320 19
BT — i
| v T
=AVIH| & P

VIR ERATI AR, EGEEER MBS Z50%EIE], DEIRKRTE 2R B i s EE—lH.
EFABREEREREEEH AN, NEZRRFERIE.01mmEr, HENEEEVIH.

NR MRz REREDNF, NAZMHEBSRHERE. FETHRESE. EaRFNDEE.
EVHIPMRVFERFZREPIRSH. 2—AkIHSE ERFEIVHEBERRMESIL,
SR ZGMUESEAN AR SREERAR, THE RSN RSSRERAAKEFETHIR.
ETWHIENIRVBEE_RDGIMBH I NEE. STEHREV 2R, HRBIRZALE].

The feeding speed should be tested as 50% of the above data by using this tool for the first time, then cutting speed and feed rate can be adjusted

step by step under stable cutting condition.

2. Please use the clamping module with high precision and good balance When the tool deflection accuracy is over 0.01mm, it should be improved
before cutting.

3. The shorter the length of cutting tool extending the chuck, the better for the tool. When the cutting tool stretches out longer, please slow down the
rotation speed feeding speed or milling amount.

4. When abnormal vibration sound occurs during processing, slow down the spindle speed one by one, modify the feed speed or milling amount until
the condition is improved.

5. In order to prevent tool flute from cracking caused by secondary milling between flute and chips, please process by climb milling to avoid overcutting .
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SREG50 Tungsten carbide micro diameter square end mill

D1
:,U
SRE6G50-2 series
G HRC| o= Jd52A
SRE650-2% 7! AECIOE
PEmERIE FEIR{B I 2 LT
Produict NO. Diarnater Flute Length OAL Shank Dia
D1 L1 L D2
L SREG50-2002 0.2 0.4 50 4
SREB50-2003 0.3 0.6 50 4
SREG50-2004 0.4 0.8 50 4
SREB50-2005 0.5 1.0 50 4
SREG50-2006 0.6 1.2 50 4
SREG50-2007 0.7 1.4 50 4
SREG650-2008 0.8 1.6 50 4
SREG50-2009 0.9 1.8 50 4
D2 |
SREGE50 Cutting parameters

SREB50%#/)MET £k TIHIEIS 8]

WH, GREiM, i, S€i ITHR &4 TEAEM &5
S IEM AR FREE. ThERTEN HAM. PEEEM
: Iron,carbon steel,cast iron, aloy steel ool steed, alloy steel tool steel die steel,
HHTHI R alloy steelfool steel,die steel die stee heat-treated steel stainiess steel heal -reated steel FLRE TR5E
processed material code §541,845C,FC,FCD SCR,SCM,SNC,SNCM SCR.SCM,SNC,SNCM heat-treated stos!
SCR,SCM,SNC,SNCM SKD,NAK101 SKD,NAKS5 NAKSO
SK,SKS, SKT,SKD PDS5,P20 P20S,FDAC,SUS420J2
PDS1,PDS3,550C, YK30 SUS304,5US316
WAL EE -
by HRC30ELTF HRC30-35 HRC35-40 HRC40-45
IASTIINE  mAUEE e i L3t ] ik 15 ik i biisk oy
mm mm /oy mm/4r 4%/ mm/4> LETES mm/4 /5 mm/4y
rpm/min - feeding/min rpm/min  feeding/min rem/min  feeding/min| rpm/min  feeding/min
D0.20 0.015 20000-50000 200-1500 | 15000-30000 150-1000 | 10000-20000 100-500 5000-15000 50-250
D0.30 0.020 20000-50000 200-1500 | 1500030000 150-1000 | 10000-20000 100-500 5000-15000 50-250
D0.40 0.025 20000-50000 200-1500 | 15000-30000 450-1000 | 10000-20000 100-500 5000-15000 50250
D0.50 0.030 20000-50000 200-1500 | 15000-30000 150-1000 | 10000-20000 100-500 5000-15000 50-250
D0.60 0.035 20000-50000 200-1500 | 15000-30000 150-1000 [ 10000-20000 100-500 5000-15000 50-250
D0.70 0.040 20000-50000 200-1500 | 15000-30000 150-1000 | 10000-20000 100-500 5000-15000 50-250
D0.80 0.045 20000-50000 200-1500 | 15000-30000 150-1000 | 10000-20000 100-500 5000-15000 50-250
D0.80 0.045 20000-50000 200-1500 | 15000-30000 150-1000 | 10000-20000 100-500 5000-15000 50-250

1. ¥IRERAFTIRAS, 5% E K FHHEZ50cETY, MR IEEEHEES ERFE—HH.

2. WEAEHEEDtESEFEREE NAZ EREEER.01mmES, HEEHMHEL.

3. NEMERFzRENENY. NAzGHESGHEReE, FETREREE EREEFSEE. D -

4, #YHIPINRBEREZERTBREE, E—AkIHdE ERFEHEEERSHERL. __i

5. WU ZASEBREARERAS . FHN. HALHRRASRNRRTABINE. |

6. BHTHLANIRVBEERVEMER TN ANRE, STEHREAUZFHR. AXAIRSHFHE]. I// ,f/ T

1. The feeding speed should be tested as 50% of the above data by using this tool for the first time, then cutting speed and feed rate can be adjusted

step by step under stable cutting condition.

2. Please use the clamping module with high precision and good balance When the tool deflection accuracy is over 0.01mm, it should be improved
before cutting.

3. The shorter the length of cutting tool extending the chuck, the better for the tool. When the cutting tool stretches out longer, please slow down the
rotation speed,feeding speed or milling amount.

4. When abnormal vibration sound occurs during processing, slow down the spindle speed one by one, modify the feed speed or milling amount until
tha condition is improved.

5. In order to prevent tool flute from cracking caused by secondary milling between flute and chips, please process by climb milling to avoid overcutting .




SREG50L 2B ikt E5sR= TR L8t 7]

SREB50L Tungsten carbide long neck ball end mill

SRE650L-2 series T n E ~ D1
SRE650L-2% %! i N
AR Sl IR BHR 2R @R o
Product MNO. Diamater Fluta Langth Effective Length OAL Shank Dia — L2
D1 L1 L2 L D2
SREB50L-2003-3 0.3 0.6 3 50 4 v
SREGB50L-2004-4 0.4 0.8 4 50 4
SREB50L-2005-4/6 0.5 1 4/6 50 4
SREB50L-2005-8 0.5 1 8 50 4
SREG50L-2006-4/6 0.6 1.2 4/6 50 4
SREB50L-2006-8/12 0.6 1.2 8/12 50 4
SREB50L-2007-4/6 0.7 1.4 4/6 50 4
SREB50L-2007-7/8 0.7 1.4 7/8 50 4
SRE650L-2008-4/6 0.8 1.6 416 50 4 &
SREB50L-2008-8/12 0.8 1.6 8/12 50 4
SREB50L-2009-4/6 0.9 1.8 4/6 50 4
SREGB50L-2009-8 0.9 1.8 8 50 4
SREB50L-2010-4/6 1 2.5 4/6 50 4
SREB50L-2010-8/10 1 2.5 8/10 50 4
SREB50L-2010-12/15 1 2.5 12115 50 4
SREB50L-2010-16 1 2.5 16 507 4
SREB50L-2012-4/6 1.2 3 4/6 50 4
SREG50L-2012-8/10 1.2 3 8/10 507 4
SREB50L-2012-12 1.2 3 12 50 4
SREGB50L-2015-6/8 1.5 4 6/8 50 4
SREB50L-2015-10/12 1.5 4 10/12 50 4 I-_DE
SREBS50L-2015-16 1.5 4 16 50 4
SREB50L-2020-6/8 2 5 6/8 50 4
SREB50L-2020-10/12 2 5 10/12 50 4
SREB50L-2020-15/16 2 5 15/16 50 4
SRE650L-2020-20 2 5 20 50 4 A
SREGB50L-2025-10 25 6.5 10 507 4 "#:“ il f’}f j
SREB50L-2030-12 3 75 12 50 4 f,:// ] f#
SRE650L-2040-16 4 10 16 50 4 B Ay
H=BXFREZENE
4. TREE, . &%l IAS
awiE THRIE HAWE AL, R
IR gty e P et S AR TEE
EYDERISHSE TNl LTk $S41,845C,FCFCD SCR.SCMSNC,SNCM S Sed 0
SCR,SCM,SNCSNCM SKD,NAK101
SK.SKS,SKT,SKD PDS5,P20
PDS1,PDS3,S50C,YK30
m'mgs HRC35LL T HRC45-55 HRC55-65
I8k T O mA VRIS L2 S it L5t pis% o L2 i3 o
mm mm B/ mm/4y |/ mm/43 o/ mm/ 4y
rpm/min feeding/min rem/min  feeding/min rem/min  feeding/min
D0.50 HO.006-0.035 26000 2B0-315 23800 265=310 18000 100-115
D0.60 HO.007-0.030 22000 260-290 18300 295-340 14200 100-120
D0.70 HO.008-0.035 16700 280-310 16000 260-290 12800 110125
D0.80 HO0.009-0.040 16700 250-280 15500 280-310 11900 100-115
D0.90 HO.010-0.035 16500 250-280 14200 280-310 11500 J00=115
D1.0 H0.02-0.030 12800 260-340 000 250-280 5000 105-280
D15 H0.02-0.030 8500 260-340 6800 250-300 5400 105-310
D2.0 H0.04-0.080 6400 260-340 H200 250-300 3600 105-310
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SRB650 Tungsten carbide micro diameter ball end mill

L1 SRB650-2 series :
= I : P H R C o I:;_?-. _:.:': .II.
vien . TIALMN S
SRB650-2Z 7l HABRCOE
FE fn SRS Foim{E Fi= 2 B{E
Product NO. Diamater Fiute Length OAL Shark Dia
D1 L1 L D2
SRB650-2010 0.1R 0.4 50 4
L SRB650-2020 0.2R 0.7 50 4
SRB650-2025 0.25R 0.8 50 4
SRB650-2030 0.3R 0.9 50 4
SRB650-2040 0.4R 1.6 50 4
SRB650-2060 0.6R 2.4 50 4
SRB650-2070 0.7R 2.8 50 4
SRB650-2080 0.8R 3.2 50 4
SRB650-2090 0.9R 3.6 50 4
D2 |
SRB650 Tungsten carbide micro diameter ball end mill
AL Py AT/ s]s
SRB6507/ | MEEK .1 TIVIHI 288
B4, BRFRSE, SR Sl IAWE S, TRl HEH,
AT, THE. =AMl R, FAsRIE AER0M, FAEEEEIH
: Iron,carbon stesl,cast iron, alloy steel tool steed, alloy steel tool steel die cteel,
AL e alloy steel ool steél,die steel e steeheal—treated steel stainless Steel heat-treated steel
processed material code SS41,845C,FC,FCD SCR,SCM,SNC,SNCM, SKD, SCR,SCM,SNC,SNCM
SCR,SCM,SNC,SNCM NAK101PDS5,P20 SKT,SKD,NAK55,NAKBO
SK,SKS,SKT,SKD P20S,FDAC,SUS304
PDS1,PDS3,550C, YK30 SUS316,5US420J2
IR RERE
sk HRC30-35 HRC35-45 HRC45-55
SEETIREE mAYIHIE E bii5] LLS biidk L] ik
mm H = /5 Mm% /45 mm/ 43 %45 mm/43
rpm/min feeding/min rpm/min feeding/min rpm/min feeding/min
R0.20 0.012 0.020 32000 560 32000 510 32000 480
RO.25 0.015 0.025 32000 640 32000 570 32000 440
R0.30 0.018 0.030 32000 690 32000 630 32000 610
R0O.40 0.024 0.040 32000 920 32000 850 32000 820
R0O.60 0.030 0.045 32000 1040 32000 920 32000 860
R0O.70 0.035 0.050 32000 1120 32000 1040 32000 920
R0O.80 0.039 0.055 32000 1130 32000 1120 32000 1040
R0.90 0.040 0.060 32000 1160 32000 1130 32000 1120

ol ol o

—

VIR AA IR, SRR LAY Z50%E NN, VAR S B R —
SRABHESHIERIETH2REE, R EBEERE0.0ImmE, BHEEBIH.
NAMHRE REMEEH, NAZGHESHUBRS, HASEREE BLEFRTHE. 1.8 Il
EVEPMRRE S 2 ERUREN. —ERINNE. SARERYMEEEANEAL. ———HM;::LﬁHE:;F—~:I:
BH2ZR AR R ARERAS N, THE. HASHRRSLRERARAGEILEE.

BTHLENIRDBEE - AVETHEHIINE, BTERBNZHR. HRAESRH L. T

The feeding speed should be tested as 50% of the above data by using this tool for the first time, then cutting speed and feed rate can be adjusted
step by step under stable cutting condition.

. Please use the clamping module with high precision and good balance.When the tool deflection accuracy is over 0.01mm, it should be improved

befare cutting.
The shorter the length of cutting tool extending the chuck, the better for the tool. When the cutting tool stretches out longer, please slow down the
rotation speed,feeding speed or milling amount.

. When abnormal vibration sound cccurs during processing, slow down the spindle speed one by one, modify the feed speed or milling amount until

the condition is improved.
In order to prevent tool flute from cracking caused by secondary milling between flute and chips, please process by climb milling to avoid overcutting .




SRB650L fR&Riatbx it $5sRH=SaEK 28k 7]

D1
SRB650L-2 series g
SRB650L-2% %] 5
L2
E AR ARAE FEIRIE & Bk 2R HHIE = '
Product NO. Diamater Flute Length Effective Lendgth OAL Shank Dia
D1 L1 L2 L D2
SRB650L-2001-1/2 0.1R 0.4 1/2 50 4
SRB650L-2002-2/3 0.2R 0.8 213 50 4
SRB650L-20025-4/6 0.25R 1 4/6 50 o
SRB650L-20025-8 0.25R 1 8 50 4
SRB650L-2003-2/3 0.3R 1.2 213 50 4 L
SRB650L-2003-4/6 0.3R 1.2 416 50 4
SRB650L-2003-8 0.3R 1.2 8 50 4
SRB650L-20035-4/6 0.35R 1.4 416 50 4
SRB650L-20035-8 0.35R 1.4 8 50 4
SRB650L-2004-2/4 0.4R 1.6 214 50 4 o
SRB650L-2004-6/8 0.4R 1.6 6/8 50 4
SRB650L-2005-4/6 0.5R 2 416 50 4
SRB650L-2005-8/10 0.5R 2 8/10 50 4
SRB650L-2005-12/15 0.5R 2 1215 50 4
SRB650L-2006-6/8 0.6R 2.4 6/8 50 4 i
SRB650L-2006—12 0.6R 2.4 12 50 4 D2 __|
SRB650L-20075-6/8 0.75R 3 6/8 50 4
SRB650L-20075-10/12 0.75R 3 10/12 50 4
SRB650L-20075-16 0.75R 3 16 50 4
SRB650L-2010-6/8 1R 4 6/8 50 4
SRB650L-2010-10/12 1R 4 10/12 90 4
SRB650L-2010-15/16 1R 4 15/16 50 4
SRB650L-2015-10/12 1.5R 6 1012 50 o
SRB650L-2015-15/16 1.9 6 15116 50 4
SRB650L-2020-14 2R 8 14 50 4
SRB650L Cutting parameters
s A s[s
SRB650L=EREkH 81 TIIEIS B PP
B, REIE, B, %8 IHE a%iE IH#E HEH
S%8, TEHE BEE iR, MERTEE AR50, FAEIRIE
AT Iron,carbon steel,castiron, alioy steal,ool steel, alloy steel fooi steel de steel,
alloy steeltool stesl,die steel die stee,heal—treated steed stainless steel heat-treated steel
processed matenal code §841,845C FC,FCD SCR.SCMSNC,SNCM, SKD, SCRSCM,SNC,SNCM
SCR.SCM,SNC,SNCM NAKA01PDSEP20 SKT,SKD,NAKSS NAKED
SK.SKS,SKT,SKD P205 FDAC,SLIS304
PDS1,PDS3,S50C,YK30 SUS316,5Us420J2
oAl HRC30-35 HRC35-45 HRC45-55
AETIRE BATIHE {57 i+ #iE £ L b HEES
mm mm W/ Mm/ 43 i mm/43 /4 mm/4F
rpm/min  feeding/min rpm/min  feeding/min rpm/min feeding/min
R 0.2 H 0.008-0.010 48000-50000 480-520 48000-50000 440-450 | 46000-50000  390-400
R 0.25 H0.010-0.017 48000-50000 470-520 48000-50000 440-460 | 46000-50000 380-415
R 0.3 H0.010-0.017 48000-50000 460-510 48000-50000 440-460 46000-50000  370-410
R 04 H0.013-0.032 34100-49500 720-790 34100-49500 450-540 31900-35200 400-460
R 0.5 H 0.030-0.060 22000-30800 ©600-870 22000-30800 450-540 26400-29700  440-480
R O.75 H 0.040-0.090 12500-16500 590-850 12500-16500 480-540 19800-22200 440-480
R 1.0 H 0.060-0.120 9500-12500 600-850 9500-12500 490-540 12000-14000 440-480
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SEH550 Tungsten carbide rough end mill

S E H 5 5 OE {}i& *E f% ﬂﬂ *H %’[‘I 7] % §[J Vi

SEH550 Tungsten carbide rough end mill series
, i
55
1%

BB b Pulawh  GAL  Snokbe
D1 L1 L D2

SEH550-4040 4 10 50 6
SEH550-4060 6 15 50 6
SEH550-4080 8 20 60 8
SEH550-4100 10 25 75 10
SEH550-4120 12 30 75 12
SEH550-4160 16 35 100 16
SEH550-4200 20 45 100 20

1. MR B NISHE 1. Material: tungsten steel

2. F4¥ 2. Flute: 4

3. WEEE MM mEREt 3.Special design for round corner gap

4, BEHESMT 4 _Suitable for rough machining

SEAA550-4 Tungsten carbide end mill

SEAA550-4(AD 251 #BiHkE5SHEE 7]
(Z‘_‘#‘rﬁglj'k Z:%Hig]jﬁ)
2R

HERC e :-_:E}_:Zi
g

FE SRR FEIR{E A=
Product NO. Diamater Flue length OAL Shank Dia
D1 L1 L D2
SEAAS50-4040-A2AD 4 9 50 6
SEAAS50-4060-A2AD 6 13 50 6
SEAA550-4080-A2AD 8 19 60 8
SEAA550-4100-A2AD 10 22 75 10
SEAA550-4120-A2AD 12 26 Fiis] 12
SEAA550-4160-A2AD 16 35 100 16
SEAAS50-4200-A2AD 20 45 100 20
1.H#8E., BEasE 1. Material: tungsten steel
2. Fi:47) 2. Flute: 4
3. %6 ¥ [ 5/l R B A AR B 3.Special design for round corner gap
4 M85 A R SR AT AT B s il i AL iR 4. Unequal design of cutting helix to avoid mechanical resonance
S EERBIMEAER 5. Improved processing efficiency




SKPD#B4IINC B SLUKEN

———————
SKPD NC positioning drill
D1
SKPD series - R TF
SKPDZ 7
A s IR L R
Product NO. Diamater Flute Length Angle QAL Shank Dia
D1 L1 R L D2 L1
SKPD-030-90 3 8 90" 50 3
SKPD-030-120 3 8 120° 50 3
SKPD-040-90 4 10 90" 50 4 _
SKPD-040-120 4 10 120" 50 4
SKPD-050-90 5 13 90" 50 5 -
SKPD-050-120 5 13 120" 50 5 L
SKPD-060-90 6 15 90" 50 6
SKPD-060-120 6 15 120° 50 6
SKFPD-080-90 8 20 90" 60 8
SKPD-080-120 8 20 120° 60 8
SKPD-100-90 10 20 90" 75 10
SKPD-100-120 10 20 120° 75 10
SKPD-120-90 12 22 90" 75 12
SKPD-120-120 12 22 120" 75 12
SKPD-160-90 16 30 90" 100 16
SKPD-160-120 16 30 120" 100 16 |
o 1
SKCS Tungsten carbide chamfer end mil . 02pm
SKCSH#Bfk sz Ak A
ESE FEimE = TRA 2%
Product NO. Diamater  Flute Length Angle OAL L1
D1 L1 R L
SKCS-030-90 g 8 90" 50 3 —r
SKCS-030-120 o 8 120" 50 3
SKCS-040-90 4 10 90" 50 4
SKCS-040-120 4 10 120" 50 4
SKCS-050-90 5 13 a0’ 50 5
SKCS-050-120 5 13 120" 50 b
SKCS-060-90 6 15 90° 50 6
SKCS-060-120 6 15 120" 50 6 -
SKCS5-080-90 a8 20 ap° 60 8
SKCS-080-120 8 20 120" 60 8
SKCS-100-90 10 20 90° 75 10
SKCS-100-120 10 20 120" 75 10
SKCS-120-90 12 22 a90° 75 12
SKCS-120-120 12 22 120° 75 12
SKCS-160-90 16 30 90° 100 16
SKCS-160-120 16 30 120° 100 16
FEmRtEEL. AL
HEpEEESST, fAMNI. FENI. AFEEMNIE D MIEGRE, 84mMmIAER. D2

Product Feature:
Unigque design of chip removal slot promises cost-efficient processing in chamfering,

grooving, angled surface .
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