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General
Processing

High hardness and
High efficiency
processing

Super hardness
and High efficiency
processing

Stainless steel
processing

Super bright
aluminum
processing

ALL KINDS OF SOLID CARBIDE END MILLS
TODO TIPO DE FRESAS DE CARBURO SOLIDO

General Series Serie General
High performance products with high flexibility, high economy and complete specifications.
Productos de alto rendimiento con alta flexibilidad, alta economia y especificaciones completas.

Special series Serie Especial

A unique quality tool that meets specific needs and has high efficiency, reliability, and durability.

Una herramienta de calidad Unica que satisface necesidades especificas y tiene alta eficiencia, confiabilidad y
durabilidad.

Customized solutions Soluciones personalizadas

Specially designed to meet high performance requirements of custom products and advanced non-standard
products.

Especialmente disefiado para cumplir con los requisitos de alto rendimiento de productos personalizados y
productos avanzados no estandar.
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COATING

PROPERTY

PROPIEDAD DEL RECUBRIMIENTO

Code of series
Cddigo de serie

Microhardness (HV0.05)
Microdureza (HV0.05)

COATING: ALTIN

RECUBRIMIENTO: ALTiN TMR 3400HV
TM550
COATING: TiSiN ™
RECUBRIMIENTO: TiSIN MM 4300HV
EMR
COATING: ALL
RECUBRIMIENTO: TODOS EM 4300HV
COATING: ACO
RECUBRIMIENTO: ACO XM 4400HV
COATING: XT " o

RECUBRIMIENTO: XT
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Coefficient of Friction
Coeficiente de friccion

Max.service Temperature (C)
Temperatura maxima de servicio (C)

Characteristic and Application
Caracteristica y aplicacion

0.3

900C

Mainly used for milling of all kinds of medium
and low hardness ordinary steel and die steel.

Se utiliza principalmente para fresar todo tipo de acero ordinario y acero
para troqueles de dureza media y baja.

0.4

1000€

Mainly used for milling of all kinds of ordinary steel,
die steel and hard steel.

Se utiliza principalmente para fresar todo tipo de acero ordinario, acero
para troqueles y acero duro

0.25

1200C

Specially for milling, high oxidation resistance,
low friction coefficient, Achieve perfect wear resistance and
Strong versatility, suitable for normal steel, die steel, stainless
steel various machining.
Especialmente para fresado, alta resistencia a la oxidacion, bajo
coeficiente de friccion, logra una perfecta resistencia al desgaste y

Gran versatilidad, adecuado para acero normal, acero troquelado y
mecanizado variado de acero inoxidable.

0.3

1100C

Super high hardness, high oxidation resistance and red
hardness, especially suitable for milling of ultra-high hardness
steel.

Dureza super alta, alta resistencia a la oxidacion y dureza al rojo,
especialmente adecuada para fresado de acero de dureza ultra alta.

0.25

1100C

High oxidation resistance and red hardness.
Especially suitable for milling processing of high-temperature
alloys and titanium alloys.

Alta resistencia a la oxidacion y dureza al rojo.

Especialmente adecuado para el procesamiento de fresado de
aleaciones de alta temperatura y aleaciones de titanio.
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Icon type and identification
Tipo de icono e identificacion

Processed material Vaterial procesado

()

Steels

Stainless Steels

Cast Iron

Non-ferrous Materials

Heat-resistant Super Alloys, Titanium Alloys

I

High Hardened Materials

lcons iconos

R % \
- | O d G
Cutting Method LS . “
Metododecorte  gigeMilling  SlotMilling  Profiing  StepMilling  Roughing  Helix  Drilling
Fresado lateral Fresado de ranuras  Perfilado Fresado pasoapaso  Desbaste Hélice Perforacion
Coatlng ALTIN TiSiN ALL ACO XT
Revestimiento
Series TM550 ™ EM XM SM AL MM TMR EMR
Series
Shank | 1SO Standard Shank
Mango SHrlAGNK ISO Mango estandar
Blade Length "4 Short .| Standard Long
I_ongitud dela hoja Corto Estandar rwmvaad | Argo
No. of Flutes 2 Flute 3 Flute 4 Flute 5 Flute @ 6 Flute
NUmero de Flautas 2 Flautas 3 Flautas 4 Flautas 5 Flautas 6 Flautas
Type ¢ B R ® B B
Tipo
2 Flute, 3 Flute, 4 Flute, 5 Flute, 6 Flute, 2 Flute, 4 Flute,
Square Square Square Square Square Ballnose Ballnose
2 flautas, 3 flautas, 4 flautas, 5 flautas, 6 flautas, 2 flautas, 4 flautas,
cuadradas cuadradas cuadradas cuadradas punta esférica punta esférica
2 Flute, 3 Flute, 4 Flute, 5 Flute, 6 Flute,
Corner Radius Corner Radius Corner Radius Corner Radius Corner Radius
2 flauta, 3 flauta, 4 flauta, 5 flauta, 6 flauta,
Radio de esquina Radio de esquina Radio de esquina Radio de esquina Radio de esquina
He“x % 30° ﬁ 35° E 38° ﬁ 22 ﬁ 45° ﬁ 28° ﬁ o1
Hélice 02
End teeth Type U
Tipo de dientes del ) lR B Lc
extremo
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Selection method of solid carbide endmills

—e Machining application
Aplicacién de mecanizado

—*® Helix angle, coating, Etc
Angulo de hélice, revestimiento, etc.

—® Product name

Nombre del producto

—® Product specification

Especificaciones del producto

—® Tolerance of diameter
Tolerancia de didmetro

Product outline drawing —

Dibujo del esquema del producto

3 Flutes, Square, Standard Length (TM550-S3) / 3 flaut:

s, cuadradas, lon, bitud esténdar (TM550-S3)

|

=

Uniced MG
Unidad
D D<12 D212
Tol 0 0
-0.015 -0.02

50%~70%, 40%~60%

debe alcanzar el 40%-60% basado en la tabla.

D Lc d L z Figure No. Ordering Code
D I Tl D N° de figura Cadigo de orden
1,00 3,00 4,00 50 3 1 TM550-S3-01030450
1,50 4,00 4,00 50 3 1 TM550-S3-015040450
2,00 6,00 4,00 50 3 1 TM550-S3-02060450
2,50 8,00 4,00 50 3 1 TM550-S3-025080450
3,00 8,00 4,00 50 3 1 TM550-S3-03080450
4,00 11,0 4,00 50 3 2 TM550-S3-04110450
5,00 13.0 5,00 50 3 2 TM550-S3-05130550
5,00 13,0 6,00 50 3 1 TM550-S3-05130650
6,00 16,0 6,00 50 B 2 TM550-S3-06160650
8,00 20,0 8,00 60 3 2 TM550-S3-08200860
10.0 25,0 10,0 75 B 2 TM550-S3-10251075
12,0 30,0 12,0 75 3 2 TM550-S3-12301275
14,0 30,0 14,0 75 B 2 TM550-S3-14301475
16,0 45,0 16,0 100 3 2 TM550-S3-164516100
18,0 45,0 18,0 100 B 2 TM550-S3-184518100
20,0 45,0 20,0 100 3 2 TM550-S3-204520100
- - Dg:t;:)af Rotate Spe_ed Tool Diameter (mm) Didmetro de la herramienta
1so| Workpiece Material Ve Feed Velocity 3| ale]|sf10]|12]16]2
Material de trabajo cut m/min |  Velocidad de rotacion 3
Profundidad Velocidad de avance !J
del corte

(<45HRC) ap<1.5D e eman 19110 14330 9550 7170 5730 4780 3580 2870

Acecr;r:: gasrt:?r:: I;oa)l'esatceizlnes D 19 feed velocity (mm/ min) 1610 1550 1380 1400 1380 1290 1290 1290

D) e i 13800 10350 6900 5180 4140 3450 2580 2070

(SDH;;:;;::Z: tee! aec0.120 190 feed velacity (rf""/ "“)”' 910 870 830 930 850 760 620 560

M stainl_ess steel ap<1.5D 130 rotate sp_eed (min-1) (132003105063 00 RETEOR 14 OB SR U RN 263 0N 2070

Acero inoxidable ae<0.15D feed velocity (mm/ min) 1040 990 890 980 920 880 740 680

g::g::z:)l ﬁf:?’r ::i:t 'il::gi.cr:g:;?sr ap<15D 160 rotate speed (min-1) 16990 12740 8490 6370 5100 4250 3190 2550

g 2e<0.15D feed velocity (mm/ min) 1270 1220 1220 1130 1060 1020 910 840

(S5.45HRC) Highalioy Sastiran ap<1D 140 rotate speed (min-1) 14860 11150 7430 5570 4460 3720 2790 2230

Fundicion de alta aleacion 2e<0.12D feed velocity (mm/ min) 980 1000 1000 940 870 840 750 680

Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70%y el avance

Gama de material procesado adecuado

—® Range for suitable processed material

Cutting parameters e————

Parametros de corte

Product specification table

Tabla de especificaciones del producto

Solutions
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Solid Carbide Endimills Identification System
Sistema de Identificacion de Fresas de Carburo Sélido

EM - S N 4
e

Serie Type Tipo
EM-SN4-10251075-R0.5C1.0 EM-SN4-10251075-R0.5C1.0

TMB50: Suitable for Steels&Cast Iron
Apto para acero y hierro fundido

TM: General processing of various steels
Procesamiento general de varios aceros /7 2
EM: High hardness and high efficiency
processing series Square Ballnose Corner Radius Chamfer
Serie de procesamiento de alta dureza 'y Cuadrado Punta esférica Radio de esquina Biselado
e 5 1 ]
XM: Ultra high hardness and high efficiency

processing series
Serie de procesamiento de dureza
ultraalta y alta eficiencia

Cutter Blade Cuchilla de corte
EM-SN4-10251075-R0.5C1.0

SM: Series for stainless steel general
machining
Serie para mecanizado general de Long neck
. . Cuello largo
acero inoxidable
AL: Super bright aluminum processing f ! Standard

( SN Estandar

series
Serie de procesamiento de aluminio
superbrillante

i='mﬁﬂ Long flute
L“\‘\‘\‘ Flauta larga

MM: Suitable for Micro Diameter Pocket
Milling
Adecuado para fresado de
cavidades de microdidametro

No. of Flutes No. de Flautas
EM-SN4-10251075-R0.5C1.0

EMR: Rough Machining Series

TR e s e s o

TMR: Rough Machining Series
Serie de mecanizado en desbaste

www.tophighsolutions.com ‘ @TOP'HIGH 8

Solutions



10 25 10 75-R0.5 /C1.0

———0—0—0—0—0—0—

Cutting Dia Diametro de corte

EM-SN4-10251075-R0.5C1.0

Total lenght Longitud total
EM-SN4-10251075-R0.5C1.0

R

006

0.6

08

10

10

. J
L
006 0.6
08 8
10 10

Blade lenght Largo de la navaja

EM-SN4-10251075-R0.5C1.0

Radio de la Punta

Nose Rad|US - Corner RadiUSRadiode la Esquina
EM-SN4-10251075-R0.5C1.0

Ts=——=

.
PEEEEN

Lc

006

0.6

08

8

10

10

R2.0 R2.0
R4.0
R5.0

g ————

NJ
o
s
o

Shank diameter Diametro del mango
EM-SN4-10251075-R0.5C1.0

Square end with chamfer Extremo cuadrado con chaflan

EM-SN4-10251075-R0.5C1.0

=—=

— L

1

006

0.6

08

10

10
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PRODUCT APPLICATIONS
APLICACIONES DE

PRODUCTOS

Stainless Steel
Acero inoxidable

m wn

Hardened Steel (63HRC)
Acero endurecido (63HRC)

Super High Hardened Steel (65HRC)
Acero super endurecido (65HRC)

www.tophighsolutions.com ‘ Tesfl’;g!sGH 10
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Suitable for processing ordinary steel and cast iron materials.

High performance TiSiN coating.

High temperature resistance and high wear resistance.

Ultra-fine grained carbide material.

Adecuado para procesar materiales comunes de acero y hierro fundido.
Revestimiento TiSiN de alto rendimiento.

Resistencia a altas temperaturas y alta resistencia al desgaste.

Material de carburo de grano ultrafino.

SIZE INFORMATION INFORMACION DI
TM550 (D1-D20) ‘

Improve cutting edge wear resistance and tool rigidity
Mejora la resistencia al desgaste del filo y la rigidez de la herramienta
e i

SOCIOS CONFIABLES EN TODO EL

TOP-HIGH 12
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Ultra-fine cemented carbide substrate

| Special cutting edge and high performance TiSiN coating to achieve high
precision, long life processing
Sustrato de carburo cementado ultrafino
Borde de corte especial y recubrimiento TiSiN de alto rendimiento para
lograr un procesamiento de alta precision y larga duracion

Special end shape achieves good cutting results
La forma especial del extremo logra buenos resultados de corte

The arcuate R edge disperses the cutting resistance to
reduce the wear of the cutting edge

El borde arqueado R dispersa la resistencia al corte para
reducir el desgaste del filo

TM-B2 Past products
Productos pasados

Comparison of our company (Comparacién de nuestra empresa)

Large chip groove design
Disefio de ranura de viruta grande

Stable chip removal even in deep cutting
Eliminacion de viruta estable incluso en cortes profundos

TM-B2 Past products |
Productos pasados

(Comparison of our company) (Comparacion de nuestra empresa)

— High quality blade surface
5 Q TiSiN Superficie de la hoja de alta calidad

. Smooth and sharp cutting edge

B ITin-NANO Excellent wear resistance and Fusion resistance

0 Borde de corte liso y afilado

Excelente resistencia al desgaste y resistencia a la fusion

Dureza (GPa)

Hardness (GPa)

T'?‘N
2 ]
. TIAIN

. TN
10 [
400 600 600 1000 1200 1400
. X . TM-B2 Other companies product A
Oxidation starting temperature (°C) Producto A de oa§ Gompai

Temperatura de inicio de oxidacion (OC) (Comparison of our company) (Comparacion de ni




T™

General processin
of various steel
Procesamiento

general de vario
aceros

P MK

- -

Suitable for low alloy steel, hardened steel,
cast iron and other materials
High-performance TiSiN coating, high temperature
resistance, wear resistance.

Ultra-fine cemented carbide substrate.

Adecuado para aceros de baja aleacion, aceros endurecidos,
hierro fundido y otros materiales

Recubrimiento TiSIN de alto rendimiento, resistencia a altas

temperaturas, resistencia al desgaste.
Sustrato de carburo cementado ultrafino.

Special angle design and high edge strength ensures stronger versatility
Diseflo de angulo especial y la alta resistencia de los bordes garantizan una mayor versatilidad

SOCIOS CONFIABLES EN TODO EL MUNDO WORLDWIDE RELIABLE PARTNERS

Solutions
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General processing of various steels

Strong anti-sticking ability, improve tool life

Unequal special edge design, reduce machining vibration
Procesamiento general de varios aceros

Fuerte capacidad antiadherente, mejora la vida util de la herramienta
Disefio de borde especial desigual, reduce la vibracion del mecanizado

@ Features Caracteristicas
Irregular indexing angle Angulo de indexacion irregular Irregular helix angle Angulo de hélice irregular
Irregular flute spacing: Decreased vibration
Espaciado irregular de flautas: disminucién de la vibracion

N
rF s

N S W e
/Y\

[Improved productivity with effective machining due to less vibration]
[Mayor productividad con un mecanizado eficaz debido a una menor vibracion]

@ Wear condition after processing Estado de desgaste después del procesamiento

. Severe wear + Micro Wear comparison of the rear rake face
Normal abrasion Severe collapse collapse

Nt Colapso severo Desgaste severo + Comparacion del desgaste de la cara de inclinacion
Micro colapso trasera

End
teeth
Extremo de
los dientes

TM A company product
Producto compaiiia A

Rake
face
Caradel
rastrillo
TM A company product B company product
Producto compafiia Producto compaiiia
A B

www.tophighsolutions.com ‘ @TM* 15

Solutions



EM High hardness and high efficiency machining end milling cutter
Fresa de extremo de mecanizado EM de alta dureza y alta eficiencia

Variable Helix Hélice Variable

Suitable for high-hardness steel high-efficiency processing

Unequal spiral Angle, unequal pitch design, has excellent vibration resistane
Suitable for high efficiency cutting with large cutting depth and width (good for
rigidity of machine tool)

Adecuado para procesamiento de alta eficiencia de acero de alta dureza.
Angulo espiral desigual, disefio de paso desigual, tiene excelente resistencia a
las vibraciones.

Adecuado para cortes de alta eficiencia con gran profundidad y ancho de

corte (bueno para la rigidez de la maquina herramienta)

Unequal helical Angle, excellent vibration resistance
Angulo helicoidal desigual, excelente resistencia a las vibraciones

SOCIOS CONFIABLES EN TODO EL
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High speed and high efficiency machining of various soft steel, hard steel, stainless
steel, titanium alloy

Unequal & special knife and spiral Angle design, reduce machining vibration
Mecanizado de alta velocidad y alta eficiencia de diversos aceros blandos, aceros
duros, acero inoxidable y aleaciones de titanio

Disefio especial y desigual de cuchilla y angulo en espiral, reduce la vibracion del
mecanizado

HIGH PERFORMANCE COMPOSITE COATING
RECUBRIMIENTO COMPUESTO DE ALTO RENDIMIENTO

@® Features Caracteristicas

Irregular indexing angle Angulo de indexacion irregular Irregular helix angle Angulo de hélice irregular
Irregular flute spacing: Decreased vibration Irregular spiral Angle: vibration suppression, good finish surface
Espaciado irregular de flautas: disminucion de la vibracion Angulo espiral irregular: supresién de vibraciones, buen acabado

superficial

[Improved productivity with effective machining due to less vibration]
[Mayor productividad con un mecanizado eficaz debido a una menor vibracion]

The groove is specially designed to better
improve chip flow and curl, and reduce
cutting force.

La ranura estd especialmente disefiada para
mejorar el flujo y la curvatura de la viruta y
reducir la fuerza de corte.

Traditional Type
Tipo Tradicional

® Machining Effect Efecto de mecanizado

Processing time .
s 50 o _

Tool wear
Desgaste de la herramienta

Tool t Similar products of company A Similar products of company B
_ ooltype. EM-S4-D6.0 Productos similares de Productos similares de EM-S4-D6.0
Tipo de herramienta compaiiia A compaiia B
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T N -
HIGH PERFORMANQE
ALTO RENDIM EN 0

UItra-hlgh hardness and
high efficiency end mills
Fresas de extremo de

dureza ultra alta y alta
eficiencia

» ' I |

e Variable bottom edgééand helix angles to reduce
vibration and improve the surface finish.

e The special tool design is suitable for high hardness
steels processing.

e Bordes inferiores variables y angulos de hélice
para reducir la vibracion y mejorar el acabado de la
superficie.

e FEldisefno especial de la herramienta es adecuado para
el procesamiento de aceros de alta dureza.

H'P MK

f’}”
Y

High hardness and toughness substrate
Sustrato de alta dureza y tenacidad

SOCIOS CONFIABLES EN TODO EL MUNDO WORLDWIDE RELIABLE PARTNERS
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Processing of high hard steel materials
Strong vibration resistance and stable machining can be achieved
Procesamiento de materiales de acero de alta dureza

Se puede lograr una fuerte resistencia a las vibraciones y un mecanizado estable

HIGH PERFORMANCE COMPOSITE COATING
RECUBRIMIENTO COMPUESTO DE ALTO RENDIMIENTO

Unequal segmentation, unequal lead suppression vibration cutter
Segmentacion desigual, cortador de vibracion con supresion de plomo desigual

Vibration can be greatly suppressed and stable machining can be realized
La vibracién se puede suprimir en gran medida y se puede realizar un mecanizado estable
Ranging from segmentation
Desde la segr?entacién

1
Suppress periodic vibration during cutting
Suprime la vibracion periédica durante el corte

Cutting vibration comparison

Comparacion de vibraciones de corte
(Comparison of our company) (Comparacion de nuestra empresa)

XM-S4 Products from other companies A (equal lead)
Productos de otras empresas A (misma ventaja)
__ 3,000 __ 3,000
27 22
8 < 2000 8 & 2000
C C
c © c ©
= 0 2 0
0 5 fadr 2 e AANAANNAS 0o
7 1,000 0 1,000
o8 23
o < o <
8 © 21 22 23 24 25 S5 ° 21 22 23 24 25
S D j= 0}
(@] 9 . Processing time (S) (@] o . Processing time (S)
Tiempo de procesamiento (S) Tiempo de procesamiento (S)
Cutting parameter: n=2,650min-1, VF = 300/min, ap x ae = 10x8mm
By cutting material: 42CrMo Processing diameter p8mm
Parémetro de corte: n=2,650min-1, VF = 300/min, ap x ae = 10x8mm
Por material de corte: 42CrMo Didmetro de procesamiento ¢ 8mm

Step processing, corner part can also be processed smoothly
Procesamiento por pasos, la parte de la esquina también se puede procesar sin problemas

Ranging from lead Desde el plomo

Play the effect of vibration control, suppress
the vibration, the finished surface is good
Juega el efecto del control de vibracién, suprime la
vibracién, la superficie terminada es buena

Processing surface comparison Comparacion de superficies de procesamiento

(Comparison of our company) (Comparacion de nuestra empresa)

XM-S4

Productos de otras empresas A (misma ventaja)

bration occurs knife
Se produce vibracion
__cuchillo

Good finish
Buen acabado

Cutting parameter: n=6,000min, Vf=1,500 mm/min, ap x ae = 8x2mm
By cutting material: 45

Processing diameter 8mm

Pardmetro de corte: n=6.000min, Vf=1.500 mm/min, ap x ae = 8x2mm
Por material de corte: 45

Didmetro de procesamiento 8mm

Stable chip discharge. Core thick, high rigidity
Descarga de viruta estable. Nucleo grueso, alta rigidez

Play power in cutting groove and high feed processing Strong resistance to vibration and bending
Potencia en el corte de ranuras y en el procesamiento de alto avance  Gran resistencia a vibraciones y flexiones

Large capacity tank
Tanque de gran
capacidad

The core thickness contrast
El contraste del espesor del nicleo




o\ 72
WS B K

4

SV

Stainless steel general processing end mill
Fresa de procesamiento general de acero inoxidable

. Suitable for general processing of stainless steel

* Special cutting edge design, effectively solve the / )
problem of cutting edge chip sticking \ 4
- Stainless steel special coating, cutting smooth, anti-
stick tool ability, improve tool life f ’ l
» Adecuado para procesamiento general de acero )
inoxidable 7 -
- Disefio especial de vanguardia, resuelve eficazmenteel ﬂ > } , I
problema de la adherencia de virutas de vanguardia rr ! 4
» Recubrimiento especial de acero inoxidable, corte ‘ - . p

d de herramie

Unequal special knife shape, reduce vibration, high surface finish
Forma especial desigual del cuchillo, reduce la vibracion, acabado superficial alto

SOCIOS CONFIABLES EN TODO EL'MUNDO WORLDWIDE RELIABLE PARTNERS
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General purpose processing of stainless steel

Strong anti-stick tool ability, improve tool life

Non-uniform special tool design, reduce machining vibration

Procesamiento de uso general de acero inoxidable

Fuerte capacidad de herramienta antiadherente, mejora la vida util de la herramienta
Disefio de herramienta especial no uniforme, reduce la vibracion del mecanizado

@® Features Caracteristicas

Irregular indexing angle Angulo de indexacién irregular  Irregular helix angle Angulo de hélice irregular

Irregular flute spacing: Decreased vibration Irregular spiral Angle: vibration suppression, good finish surface
Espaciado irregular de flautas: disminucion de la vibracion Angulo espiral irregular: supresién de vibraciones, buen acabado
superficial

[Improved productivity with effective machining due to less vibration]
[Mayor productividad con un mecanizado eficaz debido a una menor vibracién]

® Performance(Vibration test) Rendimiento (Prueba de vibracién)

Vibration section

Seccion de vibracién
[SM-S4] [Conventional] [ConvencioneV

N 3,000 N 3,000 m
000 et —— il - 2000+H il 15 M b b
A\ N 2N A i | VS
= i | i
1,000 X \ \ 1,000
I\ N AN AR
o A J \ j . / \‘ y \ / 0
\ v/ ; I
-1000 7 N < 7 7 X -1000
-2000 -2000 JHt P 1 L [ U
-3000 -3000
s FX = FY (e FZ Time (S) ——— X e 4 Time (S)
Tiempo (S) Tiempo (S)
Workpiece Pieza de trabajo Alloy steel Aleacion de acero
Cutting condition Condicién de corte D=@8.0, n(min-1)=3183.1,vc(m/min)=80, vf(mm/min)=713, fz(mm/t)=0.055,
ap(mm)=8.0, ae(mm)=8, Dry Seco
SM-S4-08200860
Tools Herramientas Conventional endmill Fresa convencional

SM Advantage of SM Endmill Ventaja SM de la fresa SM

Cutting speed ~ Feed (vf) ' Vibration Quality
Velocidad de corte Alimentacion (vf) Vibracion Calidad

SM Endmill 30% up 30% up Minimize
Fresadora SM 30% més 30% més Minimi

Higher cutting speed and feed rate increase productivity.

Less vibration realizes excellent surface finish and higher quality machining.
Una mayor velocidad de corte y avance aumentan la productividad.

Menos vibracion logra un excelente acabado superficial y un mecanizado de mayor calidad.



AL

Super bright aluminium processing series
Serie de procesamiento de aluminio
superbrillante

N

HIGHLIGHT-DESTACABLE

Suitable for high efficient and super
bright processing of aluminium alloy
materials

Variable helix angle and differential flute
pitch, reduces and eliminates vibration
High precision of machined surface
Adecuado para procesamiento altamente
eficiente y super-brillante de materiales
de aleacion de aluminio.

Angulo de hélice variable y paso de flauta
diferencial, reduce y elimina la vibracion
Alta precision de la superficie
mecanizada.

1
:
l,

Special edge design, effectively solve the problem of sticking
Diseflo de borde especial, resuelve eficazmente el problema del pegado

SOCIOS CONFIABLES EN TODO EL MUNDO WORLDWIDE RELIABLE PARTNERS
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Achieve high-efficiency & high-precision machining for 3-flute end mill

Excellent cutting effect and high vibration resistance

High stability in a variety of processing

Logre un mecanizado de alta eficiencia y alta precision para fresas de mango de 3 flautas
Excelente efecto de corte y alta resistencia a las vibraciones

Alta estabilidad en una variedad de procesamiento

Inhibition of burr Inhibicion de rebabas

Large front Angle and small edge achieve excellent cutting effect
El gran angulo frontal y el borde pequefio logran un excelente efecto de corte

The front Angle is compared to the edge Comparison of burr state after processing Cutting resistance (net forces) contrast
El dngulo frontal se compara con el borde Comparacion del estado de las rebabas después del Contraste de resistencia al corte (fuerzas netas)
AL_83 {comparison of our company) (comparacién de nuestra empresa) AL_S3 procesamiento s ) (comparison of our company) (comparacién de nuestra empresa)
(comparison of our company) (comparacion de n
T 1200
Before the bigangle Tiny edge
800

]
e ic
Pequefioborde 5 8
: o N \ g E
e 9
Other company products C ~ Otros productos de la empresa C ~ Other company products C G O
Otros productos de la empresa C DOWN == g
o8 ©
=E o
400 og 3
+0 O
o
S 9
S 0
o =1
r O
a5
a
0
AL-S3
Comparison of burr state after processing Comparacion del estado de las rebabas después del procesamiento Cutting parameter: n = 11,700min-1, Vf = 3,400 mm/min
Parameter: n = 11,700min-1, Vf = 4,600 mm/min, ap x ae = 10x1 mm ap xae = 10x10 mm Processing diameter @10, cutting processing, wet,
Processing diameter @10, processing handles, undercut, wet, HSK A63. By cutting material: 7A09 BT50. By cutting material: 5A02
Parametro: n = 11,700min-1, Vf = 4,600 mm/min, ap x ae = 10x1 mm Parametro de corte : n = 11.700min-1, Vf = 3.400 mm/min
Didmetro de procesamiento @10, asos de procesamiento, socavado, himedo, HSK A63. Por material de corte: 7A09 ap x ae = 10x10 mm Didmetro de procesamiento @10, procesamiento de

corte, himedo, BT50. Por material de corte: 5A02

Strong vibration resistance Fuerte resistencia a las vibraciones

Ensure the thickness of large core, to achieve high vibration tool performance
Asegure el espesor del nicleo grande para lograr un rendimiento de herramienta de alta vibracién

The core thickness contrast Cutting resistance (net forces) contrast
El contraste del espesor del niicleo AL-S3 Contraste de resistencia al corte (fuerzas netas) Other company products D
(comparison of our company) (comparacion de nuestra empresa) (comparison of our company) (comparacién de nuestra empresa) Otros productos dela empresa D
AL-S3 Other company products D (N) (N)
Otros productos de laempresaD 1200 1200
900 - 900
600 600
300 300
0 \ 0
7 2 7 2
Processing time (second) Processing time (second)
Tiempo de procesamiento (segundo) Tiempo de procesamiento (segundo)

Cutting parameter: n = 11,700 min-1, Vf = 3,400 mm/min, ap x ae = 10x10 mm, Processing diameter @10, Cutting processing, Wet, BT50. By cutting material: 5A02
Pardmetro de corte: n = 11.700 min-1, Vf = 3.400 mm/min, ap x ae = 10x10 mm, Didmetro de procesamiento @10, Procesamiento de corte, Himedo, BT50. Por material de corte: 5A02

Groove processing bottom contrast Contraste inferior del procesamiento de ranuras

(comparison of our company) (comparacion de nuestra empresa) BT CETEETY e B

Other company products F
Otros productos de la empresa E
Iy 3 Yy, ¥

la empresa F

VUL OB AR AR R ! (ege
OTPT LU { ALY AV ARy ol

v MY A
AT ALV (LR AR TLEA

\

00 mm/min, ap = 10 mm, wet, cutting processing: 5A02
600 mm/min, ap = 10 mm, humedo, procesamiento de corte: 5A02

Cutting parameter: n = 11,100 min-1, V
Parametro de corte: n = 11.100 min-1,
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MM SUITABLE FOR MICRO DIAMETER POCKET MILLING
MM APTO PARA FRESADO DE BOLSILLO MICRO DIAMETRO

Suitable for deep groove processing various steel
and castiron

High-performance TiSiN coating for high
temperature and wear resistance

Long neck design avoid collisions with workpiece,
Suitable for deep pocket milling of mold rib
Adecuado para el procesamiento de ranuras profundas de
diversos tipos de acero y hierro fundido.

Recubrimiento TiSiN de alto rendimiento para alta

temperatura y resistencia al desgaste.

»
=t
El disefio de cuello largo evita colisiones con la pieza de -

trabajo. Adecuado para fresado profundo de costillas de

molde. /\

TiSiN
TiSiN Coating High \V

temperature and wear
resistance
iN Al

Fine grinding, high precise sizes
Rectificado fino, tamanos de alta precision

7 : .& oL J
SOCIOS CONFIABLES EN TODO DO WORLDWIDE RELIABLE PARTNERS
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Suitable for deep pocket milling of mold rib
areas; Fine grinding, High precise sizes
Adecuado para fresado de cavidades
profundas en areas de nervaduras de moldes;
Rectificado fino, tamanos de alta precision

Cut edge shape Forma del borde cortado \

® Accurate passivation of cutting edge,
improve tool life

e Can suppress the unevenness of the
surface and ensure perfect finish

® Pasivacion precisa del filo, mejora la
vida util de la herramienta.

® Puede suprimir las irregularidades de
la superficie y garantizar un acabado
perfecto.

\ The ball head end teeth
\ / Los dientes del extremo de la cabeza esférica

e Knife edge optimization, fine grinding, precise
size

e Cutting edges of the ball point shape provide
excellent wear resistance and cutting
performance

e Optimizacion del filo de la cuchilla, rectificado
fino, tamafio preciso

e Los bordes cortantes con forma de punta de
bola proporcionan una excelente resistencia
al desgaste y rendimiento de corte.

Processing Case - Comparison Caso de procesamiento: comparacion

Picture of abrasion comparison Imagen de comparacion de abrasion

[Cutting Performance] [Rendimiento de corte]

A
100 a Workpiece Co-Cr
o Pieza de trabajo
05 80
§ e o Cutting conditions vc (m/mm) =150
3 2 & Condiciones de corte  fz (mm/t) =0.08
§ ﬁ ap (mm) =0.13
52 w0 ae (mm) =0.7
G Wet Mojado
=z = 20
2 Tool MM-B2
0 > Herramienta

[Products of other company B]
[Productos de otra empresa B
New TiSiN coating has excellent toughness
and wear resistance
El nuevo revestimiento TiSiN tiene una
excelente tenacidad y resistencia al desgaste

[Products of other companies B] [MM-B2]
[Productos de otras empresas B]
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1 I A
Suitable for roug mal st

& cast iron, specia breaker
cutting edge fo’ g and side
machining, Altin co . 1
Adecuado para desbaste de acero
normal y hierro fundido, filo rompevirutas
especial para mecanizado de ranuras y
laterales, revestimiento Altin.

Improve cutting edge wear resistance and tool rigidity
Mejorar la resistencia al desgaste del filo y la rigidez de la herramienta

SOCIOS CONFIABLES EN TODO EL MUNDO WORLDWIDE RELIABLE PARTNERS
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End mill for roughing, Low cutting force Apply to
cost - effective cutting edge design for rough
machining

Fresa para desbaste, fuerza de corte baja. Aplicar
a un diseno de filo rentable para mecanizado en
desbaste

Soft cutting  Corte suave

» Serrated cutting edges
» 3R combination

« Bordes dentados

- Combinacién 3R

Lower Cutting Force Menor fuerza de corte

- ldeal for medium to rough cutting
» Special edge design

« |Ideal para corte medio a dspero

» Disefo de borde especial

High quality results  Resultados de alta calidad

www.tophighsolutions.com ‘ :jTOPHIGH 27



Tool life comparison. - Comparacién de vida util

12mm

Other company A
Otra compariia A

Other company B A
OtracompafiaB &

Other company C Otra compariia C — TMR-S4-12301275
Vaoiadenpes  SUS304
Other company D % 5
Otra compariia D § _ 1,600min-1
ST 320mmimin
_ Side milling, slot milling
Fresado lateral, fresado de ranuras

" Cutting instance Instancia de corte

i Case1 Caso1 E

Cutting performance comparison Comparacién de rendimiento de corte

TMR-S4
Other company Blade breakage (defect)
Otra compaiiia Rotura de la hoja (defecto)
770 1,150 1,540 1,920 2,300 2,670 3,070 3,460

Other company products

Feeding Speed (mm/min)  Velocidad de alimentacién (mm/min) e

[ Cutting Condition Condicién de corte
TMR-S4-12301275

S55C(200HB)
4,800min-1(150m/min)

Side milling, slot milling
Fresado lateral, fresado de ranuras

www.tophighsolutions.com ‘ @TOP'HIGH 28
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- End mills for roughing applications
Fresas para aplicaciones de desbaste

3
i

‘ ‘\.rm

Suitable for roughing of steels&cast iron
Special cutting edge chipbreaker treatment,

suitable for rough machining of groove and side
wall of workpiece

TiSiN Coating

Adecuado para desbaste de acero frente a hierro
fundido

Tratamiento especial rompevirutas de vanguardia,

:Hnr

{

|

adecuado para el mecanizado en desbaste de ranuras
y paredes laterales de la pieza de trabajo. 4
Recubrimiento TiSiN

Improve cutting edge wear resistance and tool rigidity
Mejorar la resistencia al desgaste del filo y la rigidez de la herramienta
(L L

WORLDWIDE RELIABLE PART’NERS

y

SOCIOS CONFIABLES EN TODO E
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Multi-blade specifications to achieve high efficiency, stable
processing, can be corresponding to steel, castiron rough
processing

Las especificaciones de multiples hojas para lograr una alta
eficiencia y un procesamiento estable pueden corresponder al
procesamiento en bruto de acero y hierro fundido.

1 Multi - blade specification to achieve high efficiency processing
Especificacion de miltiples cuchillas para lograr un procesamiento de alta eficiencia

Multi-blade specification. Unique blade shape improves chip removal performance
Especificacién de miltiples cuchillas. La forma unica de la hoja mejora el rendimiento de eliminacién de virutas

Blade specifications (@16-6T) Especificaciones de la hoja (@16-6T) Unique edge shape Forma de borde unica

= N ?/
L

Helical blade structure can
help groove do chip removal
La estructura de hoja
helicoidal puede ayudar a que
la ranura elimine las virutas

Chip discharge is improved
Se mejorala descarga de virutas

2 Resistance to collapse
Resistencia al colapso

Special R-angle wave cutting edge, stress concentration, suppression of chipping and achieve stable processing
Borde de corte ondulado en é@ngulo R especial, concentracion de tension, supresion de astillas y lograr un procesamiento estable

The tip state after processing 12m
El estado de la punta después del procesamiento 12 m

(comparison of our company) (comparacion de nuestra empresa)

Special R-angle wave cutting edge

Borde de corte ondulado en éngulo R especial O Favorable Favorable X Collapse’ Colapso
EMR'SG Other company products B Otros proc
Cutting condition: n = 2900 min-1, Vf = 712 mm/min, ap x ae = 5x3 mm, processing diameter @10, wet, processing steps
N By cutting material: Ti-6Al-4V
Condicion de corte: n = 2900 min-1, Vf = 712 mm/min, ap x ae = 5x3 mm, didmetro de procesamiento @10, himedo, pasos
f de procesamiento
R] R3 Por material de corte: Ti-6Al-4V
R:

Different R angles combine to form a waveform cutting edge (composite R Angle shape) to
ease the stress concentration and improve the collapse resistance

Diferentes angulos R se combinan para formar un filo de forma de onda (forma de angulo R
compuesto) para facilitar la concentracién de tensién y mejorar la resistencia al colapso
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3 Achieve long life, stable processing
Logre una larga vida util y un procesamiento estable

(TiSiN) PVD coating with excellent wear resistance and oxidation resistance
(TiSiN) Revestimiento PVD con excelente resistencia al desgaste y a la oxidacion

Coating Characteristics Caracteristicas del recubrimiento
TiSiN

@)

60

50

AITiN
40

30

L 4
TiCN o

20 TIAIN

TiN

Hardness (GPa) Dureza (GPa)

400 600 800 1,000 1,200 1,400

Starting temperature of oxidation (°C) Temperatura inicial de oxidacion (°C)

Low Baja

Compared with life Comparado con la vida
(comparison of our company) (comparacion de nuestre
30

The tip state after 8.4m processing
El estado de la punta después de un procesamiento de 8,4 m

empresa)

20

2.5 times more

o
Favorable

© Favertl

Cutting distance (m) Distancia de corte (m)

Cutting condition: n = 3500 min-1, Vf = 840 mm/min, ap x ae = 5x4.8 mm, Processing diameter @16, processing
steps, wet. By cutting material: SUS304

Condicién de corte: n = 3500 min-1, Vf = 840 mm/min, ap x ae = 5x4,8 mm, Didmetro de procesamiento @16, pasos
de procesamiento, himedo. Por material de corte: SUS304

Other compan: roducts
EMR-S6 R

Otros productos de compariia B

Machining Example  Ejemplo de mecanizado

Testware SUS304 Software de prueba SUS304

n=1.800min-1 The spindle load

(Ve = 56 m/min) La carga del husillo 1 0 o
Vf = 250 mm/min EMR

(fz=0,027 mm/t) S6-16

ap x ae = 3x10mm (Grooving
processing) (Procesamiento de
ranurado)

3 feed (alimentacion)

Wet (internal to the oil)

Mojado (Interno al aceite)
EMR-S6-16

Other company
roducts
tros produc

compania C

5RHF reduces spindle load by 10%. The cutting sound
is quiet, the vibration of equipment is reduced, and the
finished surface is good

5RHF re:
corte

usillo enun 1
del equipo

b. El

o de

(From user reviews)
(De opiniones de usuarios)

www.tophighsolutions.com
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Tool series catalog

Catalogo de series de herramientas

P M

S H

Tool- Shape
Forma de Herramienta

Square Cuadrada

Blade
Length

Longitud Revestimiento

de cuchilla

Coating

Series
Serie

2
=y
= o
=

AN

TiSiN

TM550

D/mm

D1-D20

Dimension Page
Péagina de
dimensiones

01

Cutting
Parameters Page
Péagina de paréametros
de corte

01

dl

TiSiN

TM550

D1-D20

02

02

[%]
T
>
=z
=

AN

TiSiN

TM550

D1-D20

03

03

2
= =2
> )

=

TiSIN

TM550

D1-D20

04

04

[2]
T
>
=z
=

2
>3
Z5
=

ARNRY

TiSiN

TM550

D1-D20

05

05

gl

SHANK

ANRANANY

TiSiN

TM550

D1-D20

06

06

dl

SHANK

ARNRY

TiSiN

TM550

D1-D20

07

07

Ballnose Esférica

dl

SHANK

ARRRNRAY

TiSiN

TM550

]

hé
SHANK

ARNRY

TiSiN

TM550

D1-D20

D1-D20

08

09

08

09

dl

SHANK

ARNRY

TiSiN

TM550

D1-D20

10

=

dl

SHANK]

AN

TiSiN

TM550

D1-D20

11

Corner Radius Radio de esquina

5

dl

SHANK

AN

TiSIN

TM550

gl

[\

TiSiN

TM550

D1-D20

D1-D20

12

13-14

2

==
@ z

=

TiSiN

TM550

D1-D20

15-16

AN

TiSiN

TM550

D1-D20

17-18

k4 k4
>3 >3
=z z
= =

>
>

TiSiN

TM550

D1-D20

19-20

20

[}
L
>
=z
=

AN

TiSiN

TM550

D1-D20

21-22

22

TiSiN

TM550

D1-D20

23-24

24

AN

TiSIN

TM550

D1-D20

25

25
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Tool series catalog
Catalogo de series de herramientas

Blade . . Cutting
Tool- Shape Shank Length Coating Series D|mep sion R39S Parameters Page
PM S H . T - o ) D/mm Pégina de e .
Forma de Herramienta Mango Longitud Revestimiento Serie . N Pégina de pardmetros
N dimensiones
de cuchilla de corte

Square Cuadrada

o o o ﬂ 2 h6 aw TiSIN ™ D1-D20 27 27
SHANK|

TiSiN ™ D1-D20 28 28

]

l
)

h6
SHANK| AN\

r

° o o 8 3 he A TiSIN ™ D1-D20 29 29
SHANK|

u

e o o . - 3 he TiSIN ™ | Di1-D20 30 30
s = SHANK ARRRRANY

ARRRY TiSiN ™ D1-D20 31 31

;
]

h6
S SHANK

;
|

h6 TiSiN ™ D1-D20 32 32
i St i e i SHANK ARRRRRRY

l

6 he AN TiSiN ™ D1-D20 33 33
SHANK]

|
]

e o o — - 6 h6 TiSiN ™ D1-D20 34 34
SHANK ARRANRNY

gl

2 ARRNY TiSiN ™ D1-D20 85 35
SHANK

dl

2 ARRNY TiSiN ™ D1-D20 36 36
SHANK

gl

4 AN TiSiN ™ D1-D20 37 37
SHANK|

i

AN TiSiN ™ D1-D20 38 38

SHANK]|

Z

o o0 ——— e 2 | e | | Tsin| | T™ || D1-D20 39-40 40

SHANK|

|

2 h6 TiSIN ™ D1-D20 41-42 42
o SHANK|  [\Saaaaay

gl

3 6 ARNAY TiSIN ™ D1-D20 43-44 44
SHANK|

dl

hi TiSiN ™ D1-D20 45-46 46
SHANK| ~ [\Wawaaw

ARRRY TiSiN ™ D1-D20 47-48 48

2
3| |E3
=

TiSiN ™ D1-D20 49-50 50
ARRARANY

[2]
m.
>
=
=

ARRRY TiSiN ™ D1-D20 51 51

TiSIN ™ D1-D20 52 52

ARRRRARY

2 2
23| | |B®
= =
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Tool series catalog
Catalogo de series de herramientas

Blade
M Tool- Shape T Shank Length Coating Series
Forma de Herramienta Mango Longitud Revestimiento Serie
de cuchilla
)
R R —————————————— 2 | oo | | s [an | | em
SHANK
)
2 he ALL EM
SHANK
)
3 h6 ALL EM
SHANK
)
3 h6 ALL EM
SHANK
)
4 he ALL EM
SHANK
)
4 he ALL EM
SHANK|  [\NNNNaRY
)
2 h6 ALL EM
SHANK
)
2 h6 ALL EM
SHANK
)
4 h6 ALL EM
SHANK
)
4 h6 ALL EM
SHANK
Corner Radius Radio de esquina
) NN
o oo 0 O ———— 2 h6 ALL EM
SHANK
—— - )
0 0 O e ———— 2 he ALL EM
SHANK
- )
= SHANK
e SHANK|
- )
e o o o o ’ 4 he ALL EM
- SHANK
)
e o o e o . 4 h6 ALL EM
" SHANK
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56 -
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69-70 -
71-72 72
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Tool series catalog
Catalogo de series de herramientas

Blade 5 n Cutting
Tool- Shape Shank Length Coating Series Dlme’n sion Hagde Parameters Page
M . T v o y Pégina de L .
Forma de Herramienta Mango Longitud Revestimiento Serie . 3 Péagina de parémetros
. dimensiones
de cuchilla de corte
-
SHANK|
[
2 h6 ACO XM 76 76
SHANK
[
3] h6 ANRNY ACO XM 77 =
SHANK|
[
3 h6 ACO XM 78 .
SHANK| ARRRRNRY
[
4 h6 AN ACO XM 79 79
SHANK
[
4 he ACO XM 80 58
SHANK ARRANARY
[
2 h6 ANRNY ACO XM 81 =
SHANK|
[
2 h6 AN ACO XM 82 -
SHANK
[
4 he ANRNY ACO XM 83 -
SHANK|
[
4 h6 AN ACO XM 84 -
SHANK|
[
2 h6 AN ACO XM 85-86 86
SHANK
URM o e 2 h6 ACO XM 87-88 88
SHANK
[
VRN 010 3 he RN ACO XM 89-90 -
SHANK|
[
URM O 10 3 he ACO XM 91-92 -
SHANK
[
o o o o o 4 h6 AN ACO XM 93-94 94
SHANK|
[
o o o o o 4 h6 ACO XM 95-96 96
SHANK| ARRRRNRY
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Tool series catalog

Catalogo de series de herramientas

Bl Dimension Page Sutting
Tool- Shape Shank Length Coating Series P 9 Parameters Page
P M S H : ; L : D/mm Pagina de Lo ;
Forma de Herramienta Mango Longitud Revestimiento Serie di ¥ Péagina de parémetros
; imensiones
de cuchilla de corte
Square Cuadrada
)
cert ——l PRE=NEIREE - o
SHANK|
: 3
EEERE e )| | |[BEBHY o o
SHANK| ANRRRRNY
 — 3
e o o ° ﬂ he AR XT SM D1-D20 99 -
SHANK]
e — )
e o o ° m h6 XT SM D1-D20 100 -
= SHANK ARRRARNY
e o o ° ﬂ he RN XT SM D1-D20 101 101
SHANK
e o o ° h6 XT SM D1-D20 102 102
SHANK
Ballnose Esférica
— = )
SHANK
)
e o o ° h6 ANANY XT SM D1-D20 104 104
SHANK
3
o o o ° h6 AR XT SM D1-D20 105 105
SHANK]
)
e o o ° h6 AR XT SM D1-D20 106 106
SHANK
Corner Radius Radio de esquina
eeo e o w :]he W XT sv | D1-D20 107-108 108
) SHANK|
co 0o o w — XT sm | D1-D20 109-110 110
SHANK
e oo o m h6 AN XT sm | D1-D20 1m1-112 -
SHANK|
O RN ° w h6 XT sm | D1-D20 113-114 -
SHANK|
- — 3
e o o ° ﬂ he AR XT SM D1-D20 115-116 116
SHANK|
e e S 6 XT sm | D1-D20 117-118 118
SHANK| ARRRARNY
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Tool series catalog

Catalogo de series de herramientas

Tool- Sh Shank LBIadeh @ S RimensionRaochs cuuingp
ool- Shape an| engt| oating eries P arameters Page
P M NS H Forma de Herramienta Mango Longitud Revestimiento Serie Rl leaglnalide Péagina de pardmetros
de cuchilla imensiones de corte
Square Cuadrada
[
° e ——— S 6 awww AL || D1-D20 119 119
— SHANK
O ——— e he AL | BRI 120 120
= SHANK|  [\N\NNANY
- - a4
° dﬁ&,. h6 W AL D1-D20 121 121
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. > . 3 [
© | = AL D1-D20 122 122
d‘é&&\ I —
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———————————— [
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: - — 3
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SHANK|
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— SHANK|
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Square Cuadrada
o o o — :hs AW TiSIN MM D1-D20 135-136 135-136
SHANK
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TM550
Suitable for ordinary steel, cast iron materials processing series
Adecuado para series de procesamiento de materiales de acero ordinario

y hierro fundido

The special tool design is very suitable for ordinary steel, cast iron materials processing
El disefio especial de la herramienta es muy adecuado para el procesamiento de materiales de acero ordinario y
hierro fundido

Cutting Parameters: P1 - 26 P V4 K\ P.1~26

Pardmetros de Corte: P1 - 26

™
Suitable for all kinds of steel general processing series
Adecuado para todo tipo de series de procesamiento general de acero

The design of large helix angle and special edge, very suitable for all kinds of steel general processing
El disefio de gran angulo de hélice y borde especial, muy adecuado para todo tipo de procesamiento general de

acero
Cutting Parameters: P27 - 52 N\ B 27 ~ 52
Parametros de Corte: P27 - 52 P K M

ol > = EM
m‘\‘ Hard steel, stainless steel high speed and efficient processing series
— —d \ = \\t - ~ .

Serie de procesamiento eficiente y de alta velocidad de acero duro, acero

inoxidable
e d 5 Special cutter design, very suitable for hard steel, stainless steel high-speed and efficient processing
? Disefio de cortador especial, muy adecuado para acero duro, acero inoxidable, procesamiento eficiente y de alta
g velocidad

Cutting Parameters: P53 - 74 P W W7 P.53~74
P M S 'H 'K

Parametros de Corte: P53 - 74

XM

High-speed and efficient processing of high hard steel series
Procesamiento eficiente y de alta velocidad de series de acero de alta

dureza

Nuevo The special tool design is very suitable for processing hard steels
El disefio especial de la herramienta es muy adecuado para procesar aceros duros

Cutting Parameters: P75 - 96 @ P M ? P.75~96

Pardmetros de Corte: P75 - 96

. SM
Stainless steel, titanium alloy machining series
Serie de mecanizado de acero inoxidable y aleacion de titanio

Stainless steel, titanium alloy machining
Serie de mecanizado de acero inoxidable y aleacion de titanio

Cutting Parameters: P97 - 118 M @ P @ P.97~118

Pardmetros de Corte: P97 - 118
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LA
Super bright aluminum processing series
Serie de procesamiento de aluminio superbrillante

Applicable to aluminum alloy material efficient ultra-bright processing
Aplicable al procesamiento ultrabrillante eficiente de materiales de aleacion de aluminio

Cutting Parameters: P119 - 134 @ P.119~134
Parédmetros de Corte: P119 - 134

MM

Suitable for High-precision micro diameter pocket machining series
Adecuado para series de mecanizado de bolsillo de micro diametro de alta

precision

SN2

Micropath long neck flat head Micropath cuello largo cabeza plana

(DOOSNISEQ SN2 ARG 202 Z

BN2

Micropath long neck ball head Micropath cuello largo cabeza esférica

(DOOSIEEQ SN2 ARI6 N2 00 Z N

Cutting Parameters: P135 - 144 P @ M P.135~ 144

Pardmetros de Corte: P135 - 144

TMR

Rough processing for steel and cast iron material series
Procesamiento desbaste para series de materiales de acero y hierro

fundido

Suitable for roughing of Low-Carbon Steel & cast iron
Adecuado para desbaste de acero con bajo contenido de carbono y hierro fundido

Cutting Parameters: P145 P @ M P. 145

Pardmetros de Corte: 145

Rough processing for steel and cast iron material series
Procesamiento desbaste para series de materiales de acero y hierro

fundido

Suitable for roughing of Hard Steel & cast iron
Apto para desbaste de acero duro y hierro fundido

Cutting Parameters: P146 P @ M @ P.146

Pardmetros de Corte: P146
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TM550

Suitable for ordinary steel, cast iron materials processin
Adecuado para acero ordinario, procesamiento de acero de fundicion

Edge Precision passivation.

Improve tool life and workpiece surface finish.
Special angle design and high edge strength ensures
stronger versatility.

Pasivado de precision de bordes.
Mejora la vida util de la herramienta y el acabado
superficial de la pieza.

El disefio especial del angulo y la gran resistencia del
filo garantizan una mayor versatilidad.

Large chip groove design.
The cutting and chip removal are more smooth and
stable in the high feed processing.

Diseno de ranura de viruta grande.
El corte y la eliminacidn de virutas son mas suaves y
estables en el procesamiento de alto avance.

The special tool design is very suitable for ordinary
steel, cast iron materials processing.

El disefio especial de la herramienta es muy adecuado
para el procesamiento de acero ordinario y materiales
de hierro fundido.

TM550-S4 TM550-B2 TM550-R4
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Ordinary Steel, Cast Iron
Acero Ordinario, Hierro Fundido

) = 35 .
R P s s mmo
SHANK| |~ ] Unidad

D D =12 D=12

B L - ;
-0.015 -0.02

5,00 13,0 5,00 50 2 1 TM550-S2-05130550

8,00 20,0 8,00 60 2 2 TM550-S2-08200860

TM550-S2-12301275

6,0 5,0 6,0 TM550-S2-164516100

20,0 45,0 20,0 100 2 2 TM550-S2-204520100
(mm) Tool Diameter (mm) Dismetro de la herramienta
Rotate Speed
Workpiece Material | | Depthof | ve Feed Velocit 3| a]e |8 [10]12]16]20
ISO . : t . : 4
Material de trabajo cut m/min Velocidad de rotacién
Profundidad Velocidad de avance

del corte

Seeessied ap<1.5D rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min)

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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Ordinary Steel, Cast Iron
Acero Ordinario, Hierro Fundido

2 Flutes, Square, Standard Length (TM550-SL2) / 2 flautas, cuadradas, longitud estandar (TM550-SL2)

TM550| | TiSiN h6 s S Unidad

SHANK
D D =12 D212

% ¥ % ]
/ Tol 0 0
= -0.015 -0.02
H -

Le

[ ]

!

|

|

|

|

|

|
1D

'c] | S—————
|
L
D Lc d L z F N Ordering Code
igure No. 5 i
T - T T Cddigo de orden
4,00 15,0 4,00 75 2 2 TM550-SL2-04150475
4,00 20,0 4,00 100 2 2 TM550-SL2-042004100
5,00 20,0 5,00 75 2 2 TM550-SL2-05200575
5,00 25,0 5,00 100 2 2 TM550-SL2-052505100
6,00 20,0 6,00 75 2 2 TM550-SL2-06200675
6,00 25,0 6,00 100 2 2 TM550-SL2-062506100
8,00 25,0 8,00 75 2 2 TM550-SL2-08250875
8,00 30,0 8,00 100 2 2 TM550-SL2-083008100
10,0 B8510) 10,0 100 2 2 TM550-SL2-103510100
10,0 45.0 10,0 150 2 2 TM550-SL2-104510150
12,0 40,0 12,0 100 2 2 TM550-SL2-124012100
12,0 50,0 12,0 150 2 2 TM550-SL2-125012150
14,0 40,0 14,0 100 2 2 TM550-SL2-144014100
14,0 50,0 14,0 150 2 2 TM550-SL2-145014150
16,0 55.0 16,0 150 2 2 TM550-SL2-165516150
18,0 55.0 18,0 150 2 2 TM550-SL2-185518150
20,0 55.0 20,0 150 2 2 TM550-SL2-205520150
(mm) Tool Diameter (mm) Diametro de la herramienta
Depth of Rotate Speed
Workpiece Material epth o Ve Feed Velocit 3 | 4 | 6 | 8 | 10 | 12 | 16 | 20
ISO ; ; . , y
Material de trabajo cut m/min Velocidad de rotacion
Profundidad Velocidad de avance ﬂ
del corte
(<45HRC) ap<1.5D rotate speed (min-1) 19110 14330 9550 7170 5730 4780 3580 2870
A 180 . X
Acggrg: 2;?:;2 coa)fe?;?nes ae<0.15D feed velocity (mm/ min) 1070 1305 920 930 920 860 860 860
T AT T ap<1D 150 rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
aleaciones ae<0.12D feed velocity (mm/ min) 610 580 550 620 560 500 410 370
M stainless steel aps<1.5D 130 rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min) 690 660 590 650 610 590 490 460
(<32HRC) Gray cast iron, nodular ap=<1.5D _— rotate speed (min-1) 16990 12740 8490 6370 5100 4250 3190 2550
cas;‘i:’r:‘o’dHel?{J?d?ceig:lnnd(;gﬁggns’ ae<0.15D feed velocity (mm/ min) 850 820 820 750 700 680 610 560
(35-45HRC) High alloy castiron ap<1D 0 el i) 14860 11150 7430 5570 4460 3720 2790 2230
Fundicién de alta aleacién ae<0.12D feed velocity (mm/ min) 650 670 670 620 580 560 500 460

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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Ordinary Steel, Cast Iron
Acero Ordinario, Hierro Fundido

— =] 35 i
russo| s | e 2 R[] |s s

TM550-S3-05130550

TM550 $3-08200860

TM550 S$3-12301275

6,0 5,0 6,0 TM550-S3-164516100

20,0 45,0 20,0 100 & 2 TM550-S3-204520100
(mm) Tool Diameter (mm) Dizmetro de la herramienta
. . Depth of Rotate Speed
1SO Workpiece Material P Ve Feed Velocity 3 | 4 | 6 | 8 | 10 | 12 | 16 | 20
Material de trabajo cut m/min | Velocidad de rotacién %
Profundidad Velocidad de avance
del corte

stainless steel ap=<1.5D rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min) 1040

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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Ordinary Steel, Cast Iron

Acero Ordinario, Hierro Fundido
3 Flutes, Square, Standard Length (TM550-SL3) / 3 flautas, cuadradas, longitud estandar (TM550-SL3)

7
h6
SHANK

TM550| | TiSIN

e

2]

}2 35°

7
s

..

[ ]

ot mm
Unidad
D D=12 D212
Tol 0 0
-0.015 -0.02

D Lc d L y4 Figure No. Ordering Code
mm mm mm o N° de figura Cadigo de orden
4,00 15,0 4,00 75 3 2 TM550-SL3-04150475
4.00 20,0 4.00 100 8 2 TM550-SL3-042004100
5,00 20,0 5,00 75 3 2 TM550-SL3-05200575
5.00 25,0 5.00 100 3 2 TM550-SL3-052505100
6.00 20,0 6.00 75 8 2 TM550-SL3-06200675
6.00 25,0 6.00 100 3 2 TM550-SL3-062506100
8.00 25,0 8.00 75 3 2 TM550-SL3-08250875
8,00 30,0 8,00 100 3 2 TM550-SL3-083008100
10.0 35,0 10.0 100 3 2 TM550-SL3-103510100
10,0 45,0 10,0 150 3 2 TM550-SL3-104510150
12.0 40,0 12.0 100 5 2 TM550-SL3-124012100
12,0 50,0 12,0 150 3 2 TM550-SL3-125012150
14.0 40,0 14.0 100 3 2 TM550-SL3-144014100
14,0 50,0 14,0 150 3 2 TM550-SL3-145014150
16,0 55,0 16,0 150 3 2 TM550-SL3-165516150
18.0 55,0 18.0 150 3 2 TM550-SL3-185518150
20,0 55,0 20,0 150 5 2 TM550-SL3-205520150
(mm) Rotat Tool Diameter (mm) Diametro de la herramienta
1so| Workpiece Material Depthof | ve | foeq 3355.?3 3| a6 |8 [10]12]16]20
Material de trabajo cut m/min | Velocidad de rotacion ]
ngggf:d Velocidad de avance
Carbo n(::::::ﬁ‘),y cteel ap<1.5D 180 rotate speed (min-1) 19110 14330 9550 7170 5730 4780 3580 2870
S Ay M G =018 (e elloetiy i i) 1610 1550 1380 1400 1380 1290 1290 1290
(50HRC) ANoy Stas] ap<1D 150 rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
aleaciones ae<0.12D feed velocity (mm/ min) 910 870 830 930 850 760 620 560
v stainless steel ap<1.5D 10 rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min) 1040 990 890 980 920 880 740 680
(<32HRC) Gray cast iron, nodular ap<1.5D rotate speed (min-1) 16990 12740 8490 6370 5100 4250 3190 2550
°as$1ii'e‘::'o’ J';L’rf’d?;g‘:‘”nﬂgﬁgf”s' ae<0.15D 169 feed velocity (mm/ min) 1270 1220 1220 1130 1060 1020 910 840
(35-45HRC) High alloy castiron ap<1D . rotate sp_eed (min-1) 14860 11150 7430 5570 4460 3720 2790 2230
Fundicion de alta aleacién ae<0.12D feed velocity (mm/ min) 980 1000 1000 940 870 840 750 680

50%~70%, 40%~60%

Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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Ordinary Steel, Cast Iron
Acero Ordinario, Hierro Fundido

] | 35°
Y s (== {‘:‘} s g mm
SHANK] Unidad

D D =12 D212

ma B L I 0
-0.015 -0.02

TM550-S4-05130550

TM550-S4-08200860

12,0

30,0 12,0 75 4 2 TM550-S4-12301275

16.0 45.0 16,0 100 4 2 TM550-S4-164516100
20,0 45,0 20.0 100 4 2 TM550-S4-204520100
(mm) Tool Diameter (mm) Diametro de la herramienta
Rotate Speed
1Iso| Workpiece Material Depthof | ve Feed Velocity 3| 4|68 ]|10]12]16]20
Material de trabajo cut m/min | Velocidad de rotacién -7
Profundidad Velocidad de avance

del corte

Stanlessereel ap<1.5D rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min) 1380 1330 1190 1300 1230 1170

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estéandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.

www.tophighsolutions.com ‘ M 45

Solutions




Ordinary Steel, Cast Iron
Acero Ordinario, Hierro Fundido

2 Flutes, Square, Standard Length (TM550-S2) / 2 flautas, cuadradas, longitud estandar (TM550-S2)

B3 S Unit
Tmsso| [Tisn | | ng | | e 1 s s @m0

SHANK
D D =12 D212

. Tol 0 0
-0.015 -0.02
|-

M
[ ]
ol Fig
S
H
o Fig2
L
D Lc d L y4 Figure No. O’rd.ering Code
mm mm mm e N° de figura Caédigo de orden
4,00 15,0 4,00 75 4 2 TM550-SL4-04150475
4,00 20,0 4.00 100 4 2 TM550-SL4-042004100
5,00 20,0 5,00 75 4 2 TM550-SL4-05200575
5,00 25,0 5,00 100 4 2 TM550-SL4-052505100
6,00 20,0 6.00 75 4 2 TM550-SL4-06200675
6,00 25,0 6.00 100 4 2 TM550-SL4-062506100
8,00 25,0 8,00 75 4 2 TM550-SL4-08250875
8.00 30,0 8,00 100 4 2 TM550-SL4-083008100
10,0 35,0 10.0 100 4 2 TM550-SL4-103510100
10,0 45,0 10.0 150 4 2 TM550-SL4-104510150
12,0 40,0 12,0 100 4 2 TM550-SL4-124012100
12,0 50,0 12.0 150 4 2 TM550-SL4-125012150
14,0 40,0 14.0 100 4 2 TM550-SL4-144014100
14,0 50,0 14,0 150 4 2 TM550-SL4-145014150
16,0 55,0 16,0 150 4 2 TM550-SL4-165516150
18,0 55,0 18,0 150 4 2 TM550-SL4-185518150
20,0 55,0 20,0 150 4 2 TM550-SL4-205520150
Tool Diameter (mm) Dizmetro delah ient.
D(m:::) ) Rotate Speed iametro de la herramienta
Iso| Workpiece Material epthot| Ve Feed Velocity 3| a6 |8 [10]12]16]20
Material de trabajo cut m/min | Velocidad de rotacion ]
Profundidad Velocidad de avance ZJ
del corte
cart (<45r:Rﬁ) : ap<1.5D 180 e ceal i) 19110 14330 9550 7170 5730 4780 3580 2870
t t ¢ )
Acero de carbono. y?.'eigﬁnes SesOlg feschelee i 2140 2060 1830 1860 1830 1720 1720 1720
(S0HRC) Alloy Steel ap<1D 10 rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
aleacio(r:)efs ° ae=0.12D feed velocity (mm/ min) 1210 1160 1100 1240 1130 1010 830 750
M ——— ap<1.5D o rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min) 1380 1330 1190 1300 1230 1170 980 910
(<32HRC) Gray cast iron, nodular ap<1.5D 160 el i) 16990 12740 8490 6370 5100 4250 3190 2550
“9:\';::'0’(:2‘::: d‘i’;g‘r’]”ndo'gﬁgf’”s' ae<0.15D feed velocity (mm/ min) 1700 1630 1630 1500 1410 1360 1210 1120
ATy B ap<1D o rotate speed (min-1) 14860 11150 7430 5570 4460 3720 2790 2230
Fundicién de alta aleacién ae<0.12D feed velocity (mm/ min) 1310 1340 1340 1250 1160 1120 1000 910

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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Ordinary Steel, Cast Iron
Acero Ordinario, Hierro Fundido

e | | e Unicc IR
TM550| | TiSiN h vy @ S Unidad

D D =12 D212

Tol 0 0
- -0.015 -0.02

o| A - - - = ol Figt

. Lc

8,00 20,0 8,00 TM550-S6-08200860
12,0 32,0 12,0 TM550-S6-12321275
20,0 45,0 20,0 100 6 1 TM550-S6-204520100

(mm) ooI Dlameter (mm) Digmetro de la herramienta
Depth of Rotate Speed
1so| Workpiece Material epthot [ ve Feed Velocity 6 | 8 |10]12]16] 20
Material de trabajo cut m/min Velocidad de rotacién
Profundidad Velocidad de avance

del corte

stainless steel ap<1.5D rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Aceroinoxidable ae<0.15D feed velocity (mm/ min) 2070 1990 1780 1960 1840 1760 1480 1370

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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Ordinary Steel, Cast Iron
Acero Ordinario, Hierro Fundido

] 35° .
msso) || | ne ) it | s ed  mm
SHANK Unidad

Ra )L - ;
-0.015 -0.02

- 4—-—-—- R ol Figl

8,00 32,0 8,00 75 6 1 TM550-SL6-08320875
12,0 45,0 12,0 100 6 1 TM550-SL6-124512100
20,0 75,0 20,0 150 6 1 TM550-SL6-207520150
(mm) Tool Diameter (mm) Diametro de la herramienta
Rotate Speed
Workpiece Material Depthof | ve Feed Velocity 3| a6 |8 [10]12]16]20
ISO : . cut . ” g
Material de trabajo ut m/min Velocidad de rotacién %
Profundidad Velocidad de avance
del corte

stainless steel ap<1.5D rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min) 2070 1990 1780 1960 1840 1760 1480 1370

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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Ordinary Steel, Cast Iron
Acero Ordinario, Hierro Fundido

2 Flutes,Ballnose, Standard Length (TM550-B2) 2 flautas, punta esférica, longitud estdndar (TM550-B2)

) 4 30° .
e ren| [ | =1 [P (D) 117 ) e
SHANK Unidad
— D R=1.5 1.5<R <3 R=13
BE un g M e
-0.01 -0.015 -0.02
. °
M
I °
R
s o ————— — -0 Fio
Lc
H L
R
I —54 o] Fie2
Lc
L
D Lc d L R 4 Figure No. O,rd.ering Code
mm mm mm mm . N° de figura Cadigo de orden
1,00 2,00 3,00 50 0.5 2 1 TM550-B2-01020350-R0.5
2,00 4,00 3,00 50 1.0 2 1 TM550-B2-02040350-R1.0
3,00 6,00 3,00 50 1.5 2 2 TM550-B2-03060350-R1.5
1,00 2,00 4,00 50 0.5 2 1 TM550-B2-01020450-R0.5
1,50 3,00 4,00 50 0.75 2 1 TM550-B2-015030450-R0.75
2,00 4,00 4,00 50 1.0 2 1 TM550-B2-02040450-R1.0
2,50 5,00 4,00 50 1.25 2 1 TM550-B2-025050450-R1.25
3,00 6,00 4,00 50 1.5 2 1 TM550-B2-03060450-R1.5
3,50 7,00 4,00 50 1.75 2 1 TM550-B2-035070450-R1.75
4,00 8,00 4,00 50 2.0 2 2 TM550-B2-04080450-R2.0
5,00 10.0 5,00 50 2.5 2 2 TM550-B2-05100550-R2.5
6,00 12,0 6,00 50 3.0 2 2 TM550-B2-06120650-R3.0
8,00 16.0 8,00 60 4.0 2 2 TM550-B2-08160860-R4.0
10,0 20,0 10.0 75 5.0 2 2 TM550-B2-10201075-R5.0
12,0 24,0 12.0 75 6.0 2 2 TM550-B2-12241275-R6.0
14,0 28.0 14,0 75 7.0 4 2 TM550-B2-14281475-R7.0
16,0 32,0 16,0 100 8.0 4 2 TM550-B2-163216100-R8.0
18,0 36,0 18,0 100 9.0 4 2 TM550-B2-183618100-R9.0
20,0 40.0 20,0 100 10.0 4 2 TM550-B2-204020100-R10.0
(mm) Ve Rotate Speed Tool Diameter (mm) Diametro de la herramienta
iso| Workpiece Material || Depthof | Ve | oy loiey || 4 1 5 e 7 8]9 [10]11]n12
Material de trabajo cut . Velocidad de rotacion
Profundidad | min Velocidad de avance U
del corte
(<45HRC) ap=0.2D izt speEs i) 12740 10190 8490 7280 6370 5660 5100 4630 4250
Acefz'g: ::,?:,:: :I,?{;t;zlnes ae=0.3D 190 feedvelocitymm/min) 1020 1020 1020 1020 1020 1020 1020 1020 1020
e ap=<0.15D 120 rotate speed (min-1) 9550 7640 6370 5460 4780 4250 3820 3470 3190
aleaciones ae=<0.15D feed velocity (mm/ min) 610 640 660 630 620 610 610 610 610
M stainless steel ap<0.2D o rotate speed (min-1) 8760 7010 5840 5010 4380 3890 3500 3190 2920
Acero inoxidable ae<0.2D feed velocity (mm/ min) 610 630 640 630 630 620 630 640 640
(<32HRC) Gray castiron, nodular ap<0.2D e geeEs () 11150 8920 7430 6370 5570 4950 4460 4050 3720
g‘;ia:’th'i:::‘o’ (:‘:L’rf’ d‘i’;g‘r‘]"nd;zflgr ae<0.2D 10 feedvelocity(mm/min) 780 800 820 800 800 790 800 810 820
(35-45HRC) Highalloy cast iron ap<0.1D 0 rotate speed (min-1) 9550 7640 6370 5460 4780 4250 3820 3470 3190
Fundicién de alta aleacién ae<0.1D feed velocity (mm/ min) 610 640 660 660 670 650 650 660 670
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Ordinary Steel, Cast Iron
Acero Ordinario, Hierro Fundido

2 Flutes, Ballnose, Standard Length (TM550-BH2) / 2 flautas, punta esférica, longitud estandar (TM550-BH2)

— ES )
i R P @ @ s mm
SHANK| Unidad

— — D R=1.5 1.5<R <3 R213
aa L L SR
-0.01 -0.015 -0.02
P °
M
°
l "
< o f————— — o] Fiot
il
H L
R
i ST o] Fie
Lc
L
D Lc d L R 4 Figure No. Olrd.ering Code
mm mm mm mm mm N° de figura Cadigo de orden
4.00 8.00 4.00 75 2.0 2 2 TM550-BH2-04080475-R2.0
4.00 8.00 4.00 100 2.0 2 2 TM550-BH2-040804100-R2.0
5.00 10.0 5,00 75 25 2 2 TM550-BH2-05100575-R2.5
5.00 10.0 5.00 100 25 2 2 TM550-BH2-051005100-R2.5
5.00 10,0 5,00 150 25 2 2 TM550-BH2-051005150-R2.5
6.00 12.0 6.00 75 3.0 2 2 TM550-BH2-06120675-R3.0
6.00 12.0 6.00 100 3.0 2 2 TM550-BH2-061206100-R3.0
6.00 12.0 6.00 150 3.0 2 2 TM550-BH2-061206150-R3.0
8.00 16.0 8.00 75 4.0 2 2 TM550-BH2-08160875-R4.0
8.00 16.0 8.00 100 4.0 2 2 TM550-BH2-081608100-R4.0
8.00 16.0 8.00 150 4.0 2 2 TM550-BH2-081608150-R4.0
10.0 20.0 10.0 100 5.0 2 2 TM550-BH2-102010100-R5.0
10.0 20.0 10.0 150 5.0 2 2 TM550-BH2-102010150-R5.0
12,0 24.0 12.0 100 6.0 2 2 TM550-BH2-122412100-R6.0
12.0 24.0 12.0 150 6.0 2 2 TM550-BH2-122412150-R6.0
14.0 28.0 14,0 100 7.0 2 2 TM550-BH2-142814100-R7.0
14.0 28.0 14.0 150 7.0 2 2 TM550-BH2-142814150-R7.0
16,0 32,0 16,0 150 8.0 2 2 TM550-BH2-163216150-R8.0
18.0 36.0 18.0 150 9.0 2 2 TM550-BH2-183618150-R9.0
20,0 40.0 20,0 150 10.0 2 0 TM550-BH2-204020150-R10.0
(mm) Rotate Speed Tool Diameter (mm) Diametro de la herramienta
iso| Workpiece Material || Depthof | Ve | oy oty (| 41 58 16 78] 9 [10]11]12
Material de trabajo Prof(:rl;‘c:dad min Velocidad de rotacion '!F
Velocidad de avance 4
del corte
(<45HRC) ap<0.2D rotate speed (min-1) 12740 10190 8490 7280 6370 5660 5100 4630 4250
Ace‘ig’ﬁ: Z;tbe;:: g‘;‘,’;‘;z;es 2es03D  '°  feedvelocitymm/min) 1020 1020 1020 1020 1020 1020 1020 1020 1020
TS S ap<0.15D 120 rotate speed (min-1) 9550 7640 6370 5460 4780 4250 3820 3470 3190
aleaciones ae<0.15D feed velocity (mm/ min) 610 640 660 630 620 610 610 610 610
v stainless steel ap<0.2D o rotate speed (min-1) 8760 7010 5840 5010 4380 3890 3500 3190 2920
Acero inoxidable ae<0.2D feed velocity (mm/ min) 610 630 640 630 630 620 630 640 640
(<32HRC) Gray cast iron, nodular ap<0.2D rotate speed (min-1) 11150 8920 7430 6370 5570 4950 4460 4050 3720
CEERIRE/ MO EB MMENEEm ae<0.2D 140" feed velocity (mm/ min) 780 800 820 800 800 790 800 810 820
gris, hierro de fundicién nodular
(35-45HRC) High alloy castiron ap<0.1D 190 rotate speed (min-1) 9550 7640 6370 5460 4780 4250 3820 3470 3190
Fundicién de alta aleacién ae<0.1D feed velocity (mm/ min) 610 640 660 660 670 650 650 660 670
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Ordinary Steel, Cast Iron
Acero Ordinario, Hierro Fundido

4 Flutes, Ballnose, Standard Length (TM550-B4) / 4 flautas, punta esférica, longitud estdndar (TM550-B4)

/) 30° 3
R R R @ / @ Unged  mm
SHANK / Unidad

D R=1.5 1.5<R <3 R213
% %
% % M % Tol 0 0 0
-0.01 -0.015 -0.02
P °
M R
]
o —*—777—7§—— [m) Fig1
S Lc
H L
R
- ——————g—— | Fig2
Lo
L
D Lc d L R 4 Figure No. Olrd.ering Code
mm mm mm mm mm N° de figura Cdédigo de orden
1,00 2,00 3,00 50 0.5 4 1 TM550-B4-01020350-R0.5
2,00 4,00 3,00 50 1.0 4 1 TM550-B4-02040350-R1.0
3,00 6,00 3,00 50 1.5 4 2 TM550-B4-03060350-R1.5
1,00 2,00 4,00 50 0.5 4 1 TM550-B4-01020450-R0.5
1,50 3,00 4,00 50 0.75 4 1 TM550-B4-015030450-R0.75
2,00 4,00 4,00 50 1.0 4 1 TM550-B4-02040450-R1.0
2,50 5,00 4,00 50 1.25 4 1 TM550-B4-025050450-R1.25
3,00 6,00 4,00 50 1.5 4 1 TM550-B4-03060450-R1.5
3,50 7,00 4,00 50 1.75 4 1 TM550-B4-035070450-R1.75
4,00 8,00 4,00 50 2.0 4 2 TM550-B4-04080450-R2.0
5,00 10.0 5,00 50 2.5 4 2 TM550-B4-05100550-R2.5
6,00 12,0 6,00 50 3.0 4 2 TM550-B4-06120650-R3.0
8,00 16.0 8,00 60 4.0 4 2 TM550-B4-08160860-R4.0
10,0 20,0 10.0 75 5.0 4 2 TM550-B4-10201075-R5.0
12,0 24,0 12.0 75 6.0 4 2 TM550-B4-12241275-R6.0
14,0 28.0 14,0 75 7.0 4 2 TM550-B4-14281475-R7.0
16,0 32,0 16,0 100 8.0 4 2 TM550-B4-163216100-R8.0
18,0 36,0 18,0 100 9.0 4 2 TM550-B4-183618100-R9.0
20,0 40.0 20,0 100 10.0 4 2 TM550-B4-204020100-R10.0
(mm) Ve Rotate Speed Tool Diameter (mm) Digmetro de la herramienta
1so| Workpiece Material Depth of m/ Feed Velocity 4 | 5 | 6 | 7 | 8 | 9 | 10 | " | 12
Material de trabajo cut . Velocidad de rotacién
P';’é:’gg;?:d min Velocidad de avance 'ZF
(<45HRC) ap<0.2D 160 et sER 12740 10190 8490 7280 6370 5660 5100 4630 4250
Ac:zr:: 'C‘;tbe:r:: c:,’,’eztéz:]es B0 feedvelocity (mm/min) 2040 2040 2040 2040 2040 2040 2040 2040 2040
Y ap<0I5D o rotate speed (min-1) 9550 7640 6370 5460 4780 4250 3820 3470 3190
aleaciones ae<0.15D feed velocity (mm/ min) 1220 1280 1330 1270 1240 1220 1220 1210 1210
. N ap<0.2D o rotate speed (min-1) 8760 7010 5840 5010 4380 3890 3500 3190 2920
Acero inoxidable ae<0.2D feed velocity (mm/ min) 1230 1260 1290 1260 1260 1250 1260 1270 1290
(<32HRC) Gray castiron, nodular 50 op Rt e ) 11150 8920 7430 6370 5570 4950 4460 4050 3720
IR/ I CORHEIE ae<02D  *°  feedvelocitymm/minl 1560 1610 1640 1610 1610 1500 1610 1620 1640
gris, hierro de fundicién nodular -
{35-45HRC) High alley cast Iron ap<0.1D o rotate speed (min-1) 9550 7640 6370 5460 4780 4250 3820 3470 3190
Fundicién de alta aleacién ae<0.1D feedvelocity (mm/min) 1220 1280 1330 1310 1340 1310 1300 1320 1340
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Ordinary Steel, Cast Iron
Acero Ordinario, Hierro Fundido

4 Flutes, Ballnose, Standard Length (TM550-BH4) / 4 flautas, punta esférica, longitud estandar (TM550-BH4)

= A3 Unit

SHANK
D R=1.5 1.5<R <3 R=213

% % I ’
M -0.01 -0.015 -0.02

a

P
M
(]
I o ———————Ig—— DI Fig1
S
H

Lc
L
R
o ,7,7,7§7, Na) Fig2 I
Le ‘
L
D Lc d L R 4 Figure No. Olrd.ering Code
mm mm mm mm mm N° de figura Caédigo de orden
4,00 8,00 4,00 75 2.0 4 2 TM550-BH4-04080475-R2.0
4,00 8,00 4,00 100 2.0 4 2 TM550-BH4-040804100-R2.0
5,00 10,0 5,00 75 2.5 4 2 TM550-BH4-05100575-R2.5
5,00 10,0 5,00 100 2.5 4 2 TM550-BH4-051005100-R2.5
5,00 10,0 5,00 150 25 4 2 TM550-BH4-051005150-R2.5
6,00 12.0 6,00 75 3.0 4 2 TM550-BH4-06120675-R3.0
6,00 12,0 6,00 100 3.0 4 2 TM550-BH4-061206100-R3.0
6,00 12,0 6,00 150 3.0 4 2 TM550-BH4-061206150-R3.0
8,00 16,0 8,00 75 4.0 4 2 TM550-BH4-08160875-R4.0
8.00 16,0 8,00 100 4.0 4 2 TM550-BH4-081608100-R4.0
8,00 16,0 8.00 150 4.0 4 2 TM550-BH4-081608150-R4.0
10,0 20,0 10,0 100 5.0 4 2 TM550-BH4-102010100-R5.0
10,0 20,0 10.0 150 5.0 4 2 TM550-BH4-102010150-R5.0
12,0 24,0 12,0 100 6.0 4 2 TM550-BH4-122412100-R6.0
12,0 24,0 12,0 150 6.0 4 2 TM550-BH4-122412150-R6.0
14,0 28,0 14,0 100 7.0 4 2 TM550-BH4-142814100-R7.0
14,0 28,0 14.0 150 7.0 4 2 TM550-BH4-142814150-R7.0
16,0 32,0 16,0 150 8.0 4 2 TM550-BH4-163216150-R8.0
18,0 36,0 18,0 150 9.0 4 2 TM550-BH4-183618150-R9.0
20.0 40.0 20.0 150 10.0 4 2 TM550-BH4-204020150-B10.0
(mm) Ve Rotate Speed Tool Diameter (mm) Diametro de la herramienta
1so| Workpiece Material || Depthof | VE | oy oy || 4| 5 [ 6] 7 [ 8|9 [10]1n]1
Material de trabajo cut . Velocidad de rotacion
P?grgg:?:d min Velocidad de avance W
(<45HRC) ap<0.2D etz EaE) (i) 12740 10190 8490 7280 6370 5660 5100 4630 4250
Acgirgg gasrtbe:r:: gi‘éitﬁﬁ'nes ae<030  '®°  feedvelocitymm/min) 2040 2040 2040 2040 2040 2040 2040 2040 2040
e ap<0.15D 120 rotate speed (min-1) 9550 7640 6370 5460 4780 4250 3820 3470 3190
aleaciones ae<0.15D feed velocity (mm/ min) 1220 1280 1330 1270 1240 1220 1220 1210 1210
M stainless steel ap<0.2D o rotate speed (min-1) 8760 7010 5840 5010 4380 3890 3500 3190 2920
Acero inoxidable ae<0.2D feed velocity (mm/ min) 1230 1260 1290 1260 1260 1250 1260 1270 1290
(<32HRC) Gray cast iron, nodular ap=0.2D et seaEs =) 11150 8920 7430 6370 5570 4950 4460 4050 3720
g‘:iass,th'i::‘oltﬁ?L?d?;gznndclgﬁgr ae<0.2D M0 feedvelocity mm/min) 1560 1610 1640 1610 1610 1590 1610 1620 1640
(35-45HRC) High alloy castiron ap<0.1D 10 rotate speed (min-1) 9550 7640 6370 5460 4780 4250 3820 3470 3190
Fundicién de alta aleacién ae<0.1D feed velocity (mm/ min) 1220 1280 1330 1310 1340 1310 1300 1320 1340
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Ordinary Steel, Cast Iron
Acero Ordinario, Hierro Fundido

| 35° N
) || g [ | P R L e
SHANK| | ] Unidad

D D =12 D>12
Tol 0 0
-0.015 -0.02
R
-cl eSS = - 0| Fig1

Lc

Y ~

5,00 13.0 5,00 50 0.5 2 2 TM550-R2-05130550-R0.5
5,00 13,0 5,00 50 1.0 2 2 TM550-R2-05130550-R1.0

8,00 20,0 8,00 60 0.5 2 2 TM550-R2-08200860-R0.5
8,00 20,0 8,00 60 1.0 2 2 TM550-R2-08200860-R1.0

12,0 30,0 12,0 75 0.5 2 2 TM550-R2-12301275-R0.5
12,0 30.0 12,0 75 1.0 2 2 TM550-R2-12301275-R1.0
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Ordinary Steel, Cast Iron
Acero Ordinario, Hierro Fundido

2 Flutes, Corner Radius, Standard Length (TM550-R2) / 2 flautas, radio de esquina, longitud estandar (TM550-R2)

TM550| | TiSiN h6 v R Unidad

SHANK|
D D =12 D>12

% % :
- Tol 0 0
-0.015 -0.02

. °
M
° R
i | —r
S
H

Lc
L
R
P —
N ma— o=y =
Lc
L
D Lc d L R z Figure No. Ordering Code
mm mm mm mm mm N° de figura Caddigo de orden
14,0 30,0 14,0 75 0.5 2 2 TM550-R2-14301475-R0.5
14.0 30,0 14,0 75 1.0 2 2 TM550-R2-14301475-R1.0
14,0 30,0 14,0 75 2.0 2 2 TM550-R2-14301475-R2.0
16,0 45,0 16,0 100 0.5 2 2 TM550-R2-164516100-R0.5
16,0 45,0 16,0 100 1.0 2 2 TM550-R2-164516100-R1.0
16,0 45,0 16,0 100 2.0 2 2 TM550-R2-164516100-R2.0
16,0 45,0 16,0 100 3.0 2 2 TM550-R2-164516100-R3.0
18,0 45,0 18,0 100 0.5 2 2 TM550-R2-184518100-R0.5
18.0 45,0 18,0 100 1.0 2 2 TM550-R2-184518100-R1.0
18,0 45,0 18,0 100 2.0 2 2 TM550-R2-184518100-R2.0
18,0 45,0 18,0 100 3.0 2 2 TM550-R2-184518100-R3.0
20,0 45,0 20,0 100 0.5 2 2 TM550-R2-204520100-R0.5
20,0 45,0 20,0 100 1.0 2 2 TM550-R2-204520100-R1.0
20,0 45,0 20,0 100 2.0 2 2 TM550-R2-204520100-R2.0
20,0 45,0 20,0 100 3.0 2 N TM550-R2-204520100-R3.0
( ) Rotate S d Tool Diameter (mm) Diametro de la herramienta
mm otate Spee
1Iso| Workpiece Material Depthofcut| V¢ Feed Velocity 3 | 4 | 6 | 8 | 10 | 12 | 16 | 20
Material de trabajo Profundidad del | m/min | Velocidad de rotacién 7
corte Velocidad de avance %J
(<45HRC) ap<1.5D rotate speed (min-1) 19110 14330 9550 7170 5730 4780 3580 2870
@ 1 all | o 180 ) .
Acer§'§§ gasrtbe:n: y‘?{;‘;ﬁnes EEEOLED feedivelocitymmdmin! 1070 1030 920 930 920 860 860 860
TR AT S ap<1D rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
aleaciotr:t);s ° ae<0.12D 190 feed velocity (mm/ min) 610 580 550 620 560 500 410 370
M stainless steel ap<1.5D 130 rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Aceroinoxidable ae<0.15D feed velocity (mm/ min) 690 660 590 650 610 590 490 460
(<32HRC) Gray castiron, nodular ap=<1.5D - rotate speed (min-1) 16990 12740 8490 6370 5100 4250 3190 2550
castiron/ Hierro de fundiciéon 4 f
gris, hierro de fundicién nodular Sesoie eetheleeiimdnn) 850 820 820 750 700 680 610 560
(35-45HRC) High alloy castiron ap<1D 140 rotate speed (min-1) 14860 11150 7430 5570 4460 3720 2790 2230
Fundicién de alta aleacion ae<0.12D feed velocity (mm/ min) 650 670 670 620 580 560 500 460

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
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Ordinary Steel, Cast Iron
Acero Ordinario, Hierro Fundido

|

— pe i
TMSS0| | TISIN | | he | | = @ % R Unidad

SHANK
D D =12 D>12

-0.015 -0.02

R
et ~

Fig2

5,00 20,0 5,00 75 0.5 2 2 TM550-RL2-05200575-R0.5
5,00 20,0 5,00 75 1.0 2 2 TM550-RL2-05200575-R1.0
5,00 25,0 5,00 100 0.5 2 2 TM550-RL2-052505100-R0.5
5,00 25,0 5,00 100 1.0 2 2 TM550-RL2-052505100-R1.0

8,00 25,0 8,00 75 0.5 2 2 TM550-RL2-08250875-R0.5

8,00 25,0 8,00 75 1.0 2 2 TM550-RL2-08250875-R1.0

8,00 30,0 8,00 100 0.5 2 2 TM550-RL2-083008100-R0.5
2 2 TM550-RL2-083008100-R1.0

12,0 40,0 12,0 100 0.5 2 2 TM550-RL2-124012100-R0.5
12,0 40,0 12,0 100 1.0 2 2 TM550-RL2-124012100-R1.0
12,0 50,0 12.0 150 0.5 2 2 TM550-RL2-125012150-R0.5
12,0 50.0 12.0 150 1.0 2 2 TM550-RL2-125012150-R1.0
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Ordinary Steel, Cast Iron

Acero Ordinario, Hierro Fundido
2 Flutes, Corner Radius, Long Flute Length (TM550-RL2) / 2 flautas, radio de esquina, longitud de flauta larga (TM550-RL2)

™ss0| | Tisi 7 ) 35 Unit
iSIN hé R .
SHANK roasa Unidad
% — D D =12 D>12
-0.015 -0.02
P °
M
° R 1
'c] A=t === E{ Fig1
S Lic
H L
R
H—— =Y
e
L
D Lc d L R 4 Figure No. Olrd.ering Code
mm mm mm mm mm N° de figura Caédigo de orden
14,0 40,0 14,0 100 0.5 2 2 TM550-RL2-144014100-R0.5
14,0 40,0 14,0 100 1.0 2 2 TM550-RL2-144014100-R1.0
14,0 40,0 14,0 100 2.0 2 2 TM550-RL2-144014100-R2.0
14,0 50,0 14,0 150 0.5 2 2 TM550-RL2-145014150-R0.5
14,0 50,0 14,0 150 1.0 2 2 TM550-RL2-145014150-R1.0
14,0 50.0 14.0 150 2.0 2 2 TM550-RL2-145014150-R2.0
16,0 55,0 16,0 150 0.5 2 2 TM550-RL2-165516150-R0.5
16,0 55,0 16,0 150 1.0 2 2 TM550-RL2-165516150-R1.0
16,0 55,0 16,0 150 2.0 2 2 TM550-RL2-165516150-R2.0
16,0 55,0 16,0 150 3.0 2 2 TM550-RL2-165516150-R3.0
18,0 55,0 18,0 150 0.5 2 2 TM550-RL2-185518150-R0.5
18,0 55,0 18,0 150 1.0 2 2 TM550-RL2-185518150-R1.0
18,0 55,0 18,0 150 2.0 2 2 TM550-RL2-185518150-R2.0
18,0 55.0 18,0 150 3.0 2 2 TM550-RL2-185518150-R3.0
20,0 55,0 20.0 150 0.5 2 2 TM550-RL2-205520150-R0.5
20,0 55,0 20,0 150 1.0 2 2 TM550-RL2-205520150-R1.0
20,0 55,0 20,0 150 2.0 2 2 TM550-RL2-205520150-R2.0
20,0 55,0 20,0 150 3.0 2 2 TM550-RL2-205520150-R3.0
( ) Rotate S d Tool Diameter (mm) Dizmetro de la herramienta
mm otate Spee
Iso| Workpiece Material Depthofcut| Ve Feed Velocity 3 | 4 | 6 | 8 | 10 | 12 | 16 | 20
Material de trabajo Profundidad del | m/min | Velocidad de rotacién [
corte Velocidad de avance ZJ
corb (<:5H|Rﬁ) ool ap=1.5D 180 rotate speed (min-1) 19110 14330 9550 7170 5730 4780 3580 2870
arbon steel alloy stee . q
I Gl G R, ae=0.15D feedbeloc i) 1070 1030 920 930 920 860 860 860
(50HRC) Alloy Steel ap=<1D 130 rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
aleaciones ae<0.12D feed velocity (mm/ min) 610 580 550 620 560 500 410 370
M stainless steel ap<1.5D 130 rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min) 690 660 590 650 610 590 490 460
(<32HR_C) Gray castiron, n_m_!!.llar ap<1.5D - rotate speed (min-1) 16990 12740 8490 6370 5100 4250 3190 2550
feedelocty(nm/mi) 50 820 G20 750 00 680 610 560
(35-45HRC) High alloy castiron ap<1D o Totate speed(mint) 14860 11150 7430 5570 4460 3720 2790 2230
Fundicion de alta aleacion ae<0.12D feed velocity (mm/ min) 650 670 670 620 580 560 500 460

50%~70%, 40%~60%

Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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Ordinary Steel, Cast Iron
Acero Ordinario, Hierro Fundido

™ss0| | Tisin | i - * Unit
S| | e = R Unidad

SHANK| [© ]

ha i B ol ; ;
-0.015 -0.02

Fig1

D

S

5,00 13,0 5,00 50 0.5 3 2 TM550-R3-05130550-R0.5
5,00 13,0 5,00 TM550-R3-05130550-R1.0
8,00 20,0 8,00 TM550-R3-08200860-R0.5
8,00 20,0 8,00 TM550-R3-08200860-R1.0

12,0 30,0 12,0 TM550-R3-12301275-R0.5
12,0 30,0 12,0 75 1.0 3 2 TM550-R3-12301275-R1.0
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Ordinary Steel, Cast Iron
Acero Ordinario, Hierro Fundido

3 Flutes, Corner Radius, Standard Length (TM550-R3) / 3 flautas, radio de esquina, longitud estandar (TM550-R3)

) 3 i
e L e

SHANK
D D =12 D>12

% @ ]
% u % % To ° 0
-0.015 -0.02

[ )

Fig1
Fig2
D Lc d L R 4 Figure No. Olrd.ering Code
mm mm mm mm mm N° de figura Caddigo de orden
14,0 30,0 14,0 75 0.5 & 2 TM550-R3-14301475-R0.5
14,0 30,0 14,0 75 1.0 3 2 TM550-R3-14301475-R1.0
14,0 30,0 14,0 75 2.0 S 2 TM550-R3-14301475-R2.0
16,0 45,0 16,0 100 0.5 & 2 TM550-R3-164516100-R0.5
16,0 45,0 16,0 100 1.0 & 2 TM550-R3-164516100-R1.0
16.0 45,0 16,0 100 2.0 S 2 TM550-R3-164516100-R2.0
16,0 45,0 16,0 100 3.0 8 2 TM550-R3-164516100-R3.0
18,0 45,0 18,0 100 0.5 & 2 TM550-R3-184518100-R0.5
18,0 45,0 18,0 100 1.0 3 2 TM550-R3-184518100-R1.0
18,0 45,0 18,0 100 2.0 & 2 TM550-R3-184518100-R2.0
18.0 45,0 18,0 100 3.0 & 2 TM550-R3-184518100-R3.0
20,0 45,0 20,0 100 0.5 3 2 TM550-R3-204520100-R0.5
20,0 45,0 20,0 100 1.0 3 2 TM550-R3-204520100-R1.0
20,0 45,0 20,0 100 2.0 3 2 TM550-R3-204520100-R2.0
20.0 45.0 20.0 100 3.0 3 2 TM550-R3-204520100-R3.0
( ) Rotate S d Tool Diameter (mm) Diametro de la herramienta
mm otate Spee
Iso| Workpiece Material | |pepthofcut| V€ | Feed Velocity 3| afe |8 [10]12]16]20
Material de trabajo Profundidad del | m/min | Velocidad de rotacion [
corte Velocidad de avance %J
carb (<:5F:Rﬁ) ool ap<1.5D 180 rotate speed (min-1) 19110 14330 9550 7170 5730 4780 3580 2870
arbon steel alloy stee! N .
Acero de carbonoy e i a0 fecdheeetvinminin) 1610 1550 1380 1400 1380 1290 1290 1290
(50HRC) Alloy Steel ap=<1D 130 rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
aleaciones ae<0.12D feed velocity (mm/ min) 910 870 830 930 850 760 620 560
M stainless steel ap<1.5D 130 rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min) 1040 990 890 980 920 880 740 680
(<32HR_C)Gra)_' castiron,n_oz_ilular ap=1.5D . rotate speed (min-1) 16990 12740 8490 6370 5100 4250 3190 2550
g‘ila:th'lg::'ol :;‘:L’r:’d?; g‘r‘]"n‘l'g'u"lgr ae<0.15D feed velocity (mm/ min) 1270 1220 1220 1130 1060 1020 910 840
(35-45HRC) High alloy castiron ap<1D o Totatelspeed|(mintd) 14860 11150 7430 5570 4460 3720 2790 2230
Fundicion de alta aleacion ae<0.12D feed velocity (mm/ min) 980 1000 1000 940 870 840 750 680

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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Ordinary Steel, Cast Iron
Acero Ordinario, Hierro Fundido

3 Flutes, Corner Radius, Long Flute Length (TM550-RL3) / 3 flautas, radio de esquina, longitud de flauta larga (TM550-RL3)

TM550 TiSIN

)
h6
SHANK

s

e

-

R

L )

[ ]

mm
4,00
4,00
4,00
4,00
5,00
5,00
5,00
5,00
6,00
6,00
6,00
6,00
8,00
8,00
8,00
8,00
10,0
10,0
10,0
10,0
12,0
12,0
12,0
12,0

Lc
mm
15,0
15,0
20,0
20,0
20,0
20,0
25,0
25,0
20,0
20,0
25.0
25,0
25,0
25,0
30,0
30.0
35,0
35,0
45,0
45,0
40,0
40,0
50,0
50.0

mm
4,00
4,00
4,00
4,00
5,00
5,00
5,00
5,00
6,00
6,00
6,00
6,00
8,00
8,00
8,00
8,00
10,0
10,0
10,0
10,0
12,0
12,0
12,0
12.0

mm
75
75

100

100
75
75

100

100
78
75

100

100
75
75

100

100

100

100

150

150

100

100

150

150

Unidad

D D<12 D>12
Tol 0 0
-0.015 -0.02

mm
0.5
1.0
0I5
1.0
0.5
1.0
0.5
1.0
0I5
1.0
0.5
1.0
0.5

1.0
0.5

1.0
0.5

1.0

0.5

1.0
0.5

1.0
05

1.0

N

W WWWWoWwow wWwowowowowowowowowowowowowowowowow

Figure No. Ordering Code
Ne de figura Caddigo de orden
2 TM550-RL3-04150475-R0.5

TM550-RL3-04150475-R1.0
TM550-RL3-042004100-R0.5
TM550-RL3-042004100-R1.0

TM550-RL3-05200575-R0.5

TM550-RL3-05200575-R1.0
TM550-RL3-052505100-R0.5
TM550-RL3-052505100-R1.0

TM550-RL3-06200675-R0.5

TM550-RL3-06200675-R1.0
TM550-RL3-062506100-R0.5
TM550-RL3-062506100-R1.0

TM550-RL3-08250875-R0.5

TM550-RL3-08250875-R1.0
TM550-RL3-083008100-R0.5
TM550-RL3-083008100-R1.0
TM550-RL3-103510100-R0.5
TM550-RL3-103510100-R1.0
TM550-RL3-104510150-R0.5
TM550-RL3-104510150-R1.0
TM550-RL3-124012100-R0.5
TM550-RL3-124012100-R1.0
TM550-RL3-125012150-R0.5
TM550-RL3-125012150-R1.0
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Ordinary Steel, CastIron
Acero Ordinario, Hierro Fundido

3 Flutes, Corner Radius, Standard Length (TM550-R3) / 3 flautas, radio de esquina, longitud estandar (TM550-R3)

/) 35° Uni
! h6 rowasa C@ @ % R Unidad

SHANK
= .'V. D D =12 D>12
‘al U ’

P e

M
I ° R
. — oo o
S
H

L
R
B e I

Lec
L
D Lc d L R 4 Figure No. Olrd.ering Code

mm mm mm mm mm N° de figura Cadigo de orden
14.0 40.0 14.0 100 0.5 & 2 TM550-RL3-144014100-R0.5
14.0 40.0 14.0 100 1.0 3 2 TM550-RL3-144014100-R1.0
14.0 40.0 14.0 100 2.0 & 2 TM550-RL3-144014100-R2.0
14.0 50.0 14.0 150 0.5 & 2 TM550-RL3-145014150-R0.5
14.0 50.0 14.0 150 1.0 3 2 TM550-RL3-145014150-R1.0
14.0 50.0 140 150 2.0 3 2 TM550-RL3-145014150-R2.0
16.0 55.0 16,0 150 0.5 3 2 TM550-RL3-165516150-R0.5
16.0 55.0 16.0 150 1.0 3 2 TM550-RL3-165516150-R1.0
16.0 55.0 16.0 150 2.0 3 2 TM550-RL3-165516150-R2.0
16.0 55.0 16,0 150 3.0 & 2 TM550-RL3-165516150-R3.0
18.0 55.0 18.0 150 0.5 & 2 TM550-RL3-185518150-R0.5
18.0 55.0 18,0 150 1.0 S 2 TM550-RL3-185518150-R1.0
18.0 55.0 18.0 150 2.0 3 2 TM550-RL3-185518150-R2.0
18.0 55.0 18,0 150 3.0 8 2 TM550-RL3-185518150-R3.0
20.0 55.0 20.0 150 0.5 8 2 TM550-RL3-205520150-R0.5
20,0 55.0 20,0 150 1.0 & 2 TM550-RL3-205520150-R1.0
20.0 55.0 20.0 150 2.0 & 2 TM550-RL3-205520150-R2.0
20,0 55.0 20,0 150 3.0 3 2 TM550-RL3-205520150-R3.0

( ) Rotate S d Tool Diameter (mm) Didmetro de la herramienta

ISO Wo:;v‘kpigce Material Dep:;?f cut Vc_ F:g?l \e/e|g§ii¥ 3 | 4 | 6 | 8 | 10 | 12 | 16 | 20
aterial de trabajo Profundidad del | m/min Velocidad de rotacion -%J
corte Velocidad de avance
Carbon(:::;ZﬁLy ool ap<1.5D 180 et sEE =) 19110 14330 9550 7170 5730 4780 3580 2870

ae=0.15D feed velocity (mm/ min) 1610 1550 1380 1400 1380 1290 1290 1290
13800 10350 6900 5180 4140 3450 2590 2070

Acero de carbono y aleaciones

(50HRC) Alloy Steel ap<1D 130 rotate speed (min-1)
aleaciones ae<0.12D feed velocity (mm/ min) 910 870 830 930 850 760 620 560
M stainless steel aps<1.5D 130 rotate speed (min-1) USEED | iEeED Gy ik il 1Bl 2500 2079
Acero inoxidable ae<0.15D feed velocity (mm/ min) 1040 990 890 980 920 880 740 680
(<32HR_C) GIr:)_' castir?n.n_ot_ilular ap<1.5D 160 rotate speed (min-1) 16990 12740 8490 6370 5100 4250 3190 2550
CEEA R ISRO I (T ae<0.15D feed velocity (mm/ min) 1270 1220 1220 1130 1060 1020 910 840

gris, hierro de fundicién nodular

. 14860 11150 7430 5570 4460 3720 2790 2230

(35-45HRC) High alloy castiron aps1D 140 rotate speed (min-1)
Fundicién de alta aleacion ae<0.12D feed velocity (mm/ min) 980 1000 1000 940 870 840 750 680

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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Ordinary Steel, Cast Iron
Acero Ordinario, Hierro Fundido

Tvss0| | TSN | [ g - 350 Unit
SN e ] R Unidad

SHANK

i ) o ; ;
-0.015 -0.02

2,50 8,00 4,00 50 0.2 4 1 TM550-R4-025080450-R0.2

2,50 8,00 4,00 50 0.5 4 1 TM550-R4-025080450-R0.5

3,00 8,00 4,00 50 0.2 4 1 TM550-R4-03080450-R0.2
4 1 TM550-R4-03080450-R0.5

5,00 13.0 6,00 50 0.5 4 2 TM550-R4-05130650-R0.5
5,00 13.0 6,00 50 1.0 4 2 TM550-R4-05130650-R1.0
6,00 16,0 6,00 50 0.5 4 2 TM550-R4-06160650-R0.5
6,00 16,0 6,00 50 1.0 4 2 TM550-R4-06160650-R1.0

12,0 30,0 12,0 75 0.5 4 2 TM550-R4-12301275-R0.5
12,0 30.0 12,0 75 1.0 4 2 TM550-R4-12301275-R1.0
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Ordinary Steel, Cast Iron
Acero Ordinario, Hierro Fundido

4 Flutes, Corner Radius, Standard Length (TM550-R4) / 4 flautas, radio de esquina, longitud estandar (TM550-R4)

) /) 35° P
SHANK Unidad
D D =12 D>12
W / /
RnuaE aa ; ;
-0.015 -0.02
H -
M
)
Fig1
S
H
Fig2
D Lc d L R z Figure No. Ordering Code
mm mm mm mm mm N° de figura Cadigo de orden
14.0 30.0 14.0 75 0.5 4 2 TM550-R4-14301475-R0.5
14,0 30.0 14.0 75 1.0 4 2 TM550-R4-14301475-R1.0
14.0 30.0 140 75 2.0 4 2 TM550-R4-14301475-R2.0
16.0 45,0 16.0 100 0.5 4 2 TM550-R4-164516100-R0.5
16.0 45.0 16.0 100 1.0 4 2 TM550-R4-164516100-R1.0
16,0 45.0 16,0 100 2.0 4 2 TM550-R4-164516100-R2.0
16,0 45.0 16.0 100 3.0 4 2 TM550-R4-164516100-R3.0
18.0 45.0 18.0 100 0.5 4 2 TM550-R4-184518100-R0.5
18.0 45.0 18.0 100 1.0 4 2 TM550-R4-184518100-R1.0
18.0 45.0 18.0 100 2.0 4 2 TM550-R4-184518100-R2.0
18,0 45.0 18.0 100 3.0 4 2 TM550-R4-184518100-R3.0
20.0 45.0 20.0 100 0.5 4 2 TM550-R4-204520100-R0.5
20,0 45.0 20.0 100 1.0 4 2 TM550-R4-204520100-R1.0
20,0 45.0 20,0 100 2.0 4 2 TM550-R4-204520100-R2.0
20,0 45.0 20,0 100 3.0 4 2 TM550-R4-204520100-R3.0
( ) Rotate S d Tool Diameter (mm) Diametro de la herramienta
mm otate Spee
1Iso| Workpiece Material Depthofcut| Ve Feed Velocity 3 | 4 | 6 | 8 | 10 | 12 | 16 | 20
Material de trabajo Profundidad del | m/min | Velocidad de rotacion -%
corte Velocidad de avance
carb (<‘:5P:R'IZI=) el ap=<1.5D 180 rotate speed (min-1) 19110 14330 9550 7170 5730 4780 3580 2870
Acera de carbono y?f;;ﬁnes EEEED feedvelocity (mm/min) 5949 2060 1830 1860 1830 1720 1720 1720
(50HRC) Alloy Steel ap=1D 130 rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
aleaciones ae<0.12D feed velocity (mm/ min) 1210 1160 1100 1240 1130 1010 830 750
M stainless steel ap<1.5D 130 rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min) 1380 1330 1190 1300 1230 1170 980 910
(<32HR_C)Gra)" castiron, nf:t_:l}llar ap<1.5D 168 rotate speed (min-1) 16990 12740 8490 6370 5100 4250 3190 2550
g‘;f’ss'h::::'o’ g?ﬂfﬁ;;‘;":&gﬁgr ae<0.15D feed velocity (mm/min) 1700 1630 1630 1500 1410 1360 1210 1120
(35-45HRC) High alloy cast iron ap<1D 0 it smee (1) 14860 11150 7430 5570 4460 3720 2790 2230
Fundicién de alta aleacion ae<0.12D feed velocity (mm/ min) 1310 1340 1340 1250 1160 1120 1000 910

50%~70%, 40%~60%

Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
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TM550

TiSiN

]
h6
SHANK

oo asa

{ab

=

A@ 35°

R

il

:
|-

[ ]

mm
4,00
4,00
4,00
4,00
5,00
5,00
5,00
5,00
6,00
6,00
6,00
6,00
8,00
8,00
8,00
8,00
10,0
10,0
10,0
10,0
12,0
12,0
12,0
12,0

Lc
mm
15,0
15,0
20.0
20.0
20.0
20,0
25.0
25,0
20.0
20.0
25.0
25.0
25.0
25.0
30.0
30.0
35,0
35.0
45.0
45,0
40.0
40,0
50.0
50,0

mm
4.00
4,00
4.00
4.00
5.00
5,00
5.00
5,00
6.00
6.00
6.00
6.00
8.00
8.00
8.00
8.00
10,0
10,0
10.0
10,0
12.0
12,0
12.0
12,0

mm
75
75

100

100
75
75

100

100
78
75

100

100
75
75

1.00

100

1.00

100

150

150

100

100

150

150

Ordinary Steel, Cast Iron

Acero Ordinario, Hierro Fundido

4 Flutes, Corner Radius, Long Flute Length (TM550-RL4) / 4 flautas, radio de esquina, longitud de flauta larga (TM550-RL4)

mm
0.5
1.0
0I5
1.0
0.5
1.0
0.5
1.0
0I5
1.0
0.5
1.0
0.5
1.0
0.5
10
0.5
1.0
0.5
1.0
0.5
1.0
05
1.0

N

A BABAEDADMDDBADAEDMDDDIDIAEDMDDIDDDEDNEDMDDDAEDND

Unidad

D D =12 D>12
Tol 0 0
-0.015 -0.02

Fig1
Fig2

Figure No. Ordering Code

Ne de figura Caddigo de orden

N

NNNNNNNDND NMNNMNNNMNNNNMNNNNNNMNNDMNNDNMNNDNDDN

TM550-RL4-04150475-R0.5
TM550-RL4-04150475-R1.0
TM550-RL4-042004100-R0.5
TM550-RL4-042004100-R1.0
TM550-RL4-05200575-R0.5
TM550-RL4-05200575-R1.0
TM550-RL4-052505100-R0.5
TM550-RL4-052505100-R1.0
TM550-RL4-06200675-R0.5
TM550-RL4-06200675-R1.0
TM550-RL4-062506100-R0.5
TM550-RL4-062506100-R1.0
TM550-RL4-08250875-R0.5
TM550-RL4-08250875-R1.0
TM550-RL4-083008100-R0.5
TM550-RI14-083008100.B1.0
TM550-RL4-103510100-R0.5
TM550-RL4-103510100-R1.0
TM550-RL4-104510150-R0.5
TM550-RL4-104510150-R1.0
TM550-RL4-124012100-R0.5
TM550-RL4-124012100-R1.0
TM550-RL4-125012150-R0.5
TM550-RL4-125012150-R1.0
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Ordinary Steel, Cast Iron

Acero Ordinario, Hierro Fundido
4 Flutes, Corner Radius, Long Flute Length (TM550-RL4) / 4 flautas, radio de esquina, longitud de flauta larga (TM550-RL4)

| 5 I o
TM550| | TiSIN 6 ——— {4:} % }./j R Unidad

D D =12 D>12

R i B ol ; ;
-0.015 -0.02

Fig1
Fig2
D Lc d L R 4 Figure No. Olrd.ering Code
mm mm mm mm mm N° de figura Cadigo de orden
14,0 40,0 14,0 100 0.5 4 2 TM550-RL4-144014100-R0.5
14,0 40,0 14,0 100 1.0 4 2 TM550-RL4-144014100-R1.0
14,0 40,0 14,0 100 2.0 4 2 TM550-RL4-144014100-R2.0
14,0 50,0 14,0 150 0.5 4 2 TM550-RL4-145014150-R0.5
14,0 50,0 14,0 150 1.0 4 2 TM550-RL4-145014150-R1.0
14,0 50,0 14,0 150 2.0 4 2 TM550-RL4-145014150-R2.0
16.0 55,0 16,0 150 0.5 4 2 TM550-RL4-165516150-R0.5
16,0 55,0 16,0 150 1.0 4 2 TM550-RL4-165516150-R1.0
16,0 55,0 16,0 150 2.0 4 2 TM550-RL4-165516150-R2.0
16,0 55,0 16,0 150 3.0 4 2 TM550-RL4-165516150-R3.0
18,0 55,0 18,0 150 0.5 4 2 TM550-RL4-185518150-R0.5
18,0 55,0 18,0 150 1.0 4 2 TM550-RL4-185518150-R1.0
18,0 55,0 18,0 150 2.0 4 2 TM550-RL4-185518150-R2.0
18,0 55,0 18,0 150 3.0 4 2 TM550-RL4-185518150-R3.0
20,0 55,0 20,0 150 0.5 4 2 TM550-RL4-205520150-R0.5
20,0 55,0 20,0 150 1.0 4 2 TM550-RL4-205520150-R1.0
20,0 55,0 20,0 150 2.0 4 2 TM550-RL4-205520150-R2.0
20,0 55,0 20,0 150 3.0 4 2 TM550-RL4-205520150-R3.0
(mm) Rotate Soeed Tool Diameter (mm) Diametro de la herramienta
Iso| Workpiece Material Depthofcut| Ve Feed Velgcity 3 | 4 | 6 | 8 | 10 | 12 | 16 | 20
Material de trabajo Profundidad del | m/min Velocidad de rotacion -EJ
corte Velocidad de avance
carbo n(:::g:ﬁly cteol ap=<1.5D 180 rotate speed (min-1) 19110 14330 9550 7170 5730 4780 3580 2870
AT 6 G2 D A s eSOl feedvelocity mm/min) 5140 2060 1830 1860 1830 1720 1720 1720
(50HRC) Alloy Steel ap=<1D 130 rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
aleaciones ae<0.12D feed velocity (mm/ min) 1210 1160 1100 1240 1130 1010 830 750
- stainless steel ap<1.5D 150 rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min) 1380 1330 1190 1300 1230 1170 980 910
(<32HtR'C) Glr;)_' cas:j irtfm. s_m_!’ular ap=1.5D 160 rotate speed (min-1) 16990 12740 8490 6370 5100 4250 3190 2550
g‘if:h'ls::'o e fundiciom nodular 2e<0.15D feedvelocity (mm/min) 1700 1630 1630 1500 1410 1360 1210 1120
(35-45HRC) High alloy cast iron ap<1D o rotate speed (min-1) 14860 11150 7430 5570 4460 3720 2790 2230
Fundicion de alta aleacion ae<0.12D feed velocity (mm/ min) 1310 1340 1340 1250 1160 1120 1000 910

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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Ordinary Steel, Cast Iron

Acero Ordinario, Hierro Fundido

6 Flutes, Corner Radius, Standard Length (TM550-R6) / 6 flautas, radio de esquina, longitud estandar (TM550-R6)

vssol | | =2 1= Unit
550 TiSiN hé raavd R !
SHANK Unidad
_ D D=<12 D>12
-0.015 -0.02
P °
M
I .
S
R
H
- 4—-——-—- SN | Figl
Lic
L
D Lc d L R 4 Figure No. Oquering Code
mm mm mm mm mm N° de figura Cédigo de orden
6,00 18,0 6,00 60 0.5 6 1 TM550-R6-06180660-R0.5
6,00 18.0 6,00 60 1.0 6 1 TM550-R6-06180660-R1.0
8,00 20,0 8,00 60 0.5 6 1 TM550-R6-08200860-R0.5
8,00 20,0 8,00 60 1.0 6 1 TM550-R6-08200860-R1.0
10,0 30,0 10,0 75 0.5 6 1 TM550-R6-10301075-R0.5
10,0 30,0 10,0 75 1.0 6 1 TM550-R6-10301075-R1.0
12,0 32,0 12,0 75 0.5 6 1 TM550-R6-12321275-R0.5
12,0 32,0 12,0 75 1.0 6 1 TM550-R6-12321275-R1.0
16,0 40,0 16,0 100 0.5 6 1 TM550-R6-164016100-R0.5
16,0 40,0 16,0 100 1.0 6 1 TM550-R6-164016100-R1.0
16,0 40,0 16,0 100 2.0 6 1 TM550-R6-164016100-R2.0
16,0 40.0 16.0 100 3.0 6 1 TM550-R6-164016100-R3.0
20.0 45,0 20,0 100 0.5 6 1 TM550-R6-204520100-R0.5
20,0 45,0 20,0 100 1.0 6 1 TM550-R6-204520100-R1.0
20,0 45,0 20,0 100 2.0 6 1 TM550-R6-204520100-R2.0
20,0 45,0 20,0 100 3.0 6 1 TM550-R6-204520100-R3.0
( ) Rotate S d Tool Diameter (mm) Dizmetro de la herramienta
mm otate Spee
1Iso| Workpiece Material Depthofcut| Ve Feed Velocity 3 | 4 | 6 | 8 | 10 | 12 | 16 | 20
Material de trabajo Profundidad del | m/min | Velocidad de rotacion
corte Velocidad de avance
Corb (<‘:5|':Rﬁ) el ap=1.5D 180 rotate speed (min-1) 19110 14330 9550 7170 5730 4780 3580 2870
rbon steel alloy steei . .
e v R . ae<0.15D feedhEloctnmduly] 3210 3100 2750 2800 2750 2580 2580 2580
(50HRC) Alloy Steel ap<1D 150 rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
aleaciones ae<0.12D feed velocity (mm/ min) 1820 1740 1660 1860 1690 1510 1240 1120
M stainless steel ap<1.5D 130 rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min) 2070 1990 1780 1960 1840 1760 1480 1370
(<32HRC) Gray cast iron, nodular ap<1.5D 160 rotate speed (min-1) 16990 12740 8490 6370 5100 4250 3190 2550
g‘;fss'h'lg::'o':ﬁafd‘fg éﬁ"ndéﬁﬁzr ae<0.15D feed velocity (mm/ min) 2550 2450 2450 2260 2110 2040 1820 1680
(35-45HRC) High alloy cast iron ap<1D 0 asistie smes (1) 14860 11150 7430 5570 4460 3720 2790 2230
Fundicion de alta aleacion ae<0.12D feed velocity (mm/ min) 1960 2010 2010 1870 1740 1670 1510 1360

50%~70%, 40%~60%

Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance

debe alcanzar el 40%-60% basado en la tabla.
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Ordinary Steel, CastIron

Acero Ordinario, Hierro Fundido
6 Flutes, Corner Radius, Long Flute Length (TM550-RL6) / 6 flautas, radio de esquina, longitud de flauta larga (TM550-RL6)

on| B | e mm
TM550| | TiSiN hé R Unidad

SHANK rwmass
D D =12 D>12

% ] %

na L e W e 8
-0.015 -0.02

|-

M

v

S

H

R
o Hf—-——-—- 3 al| Figt
g3
L
D Lc d L R 4 Figure No. Olrd.ering Code
mm mm mm mm mm N° de figura Cddigo de orden
6,00 24,0 6,00 75 0.5 6 1 TM550-RL6-06240675-R0.5
6,00 24.0 6,00 75 1.0 6 1 TM550-RL6-06240675-R1.0
8,00 32,0 8,00 75 0.5 6 1 TM550-RL6-08320875-R0.5
8,00 32,0 8,00 75 1.0 6 1 TM550-RL6-08320875-R1.0
10,0 40,0 10,0 100 0.5 6 1 TM550-RL6-104010100-R0.5
10,0 40,0 10,0 100 1.0 6 1 TM550-RL6-104010100-R1.0
12,0 45,0 12,0 100 0.5 6 1 TM550-RL6-124512100-R0.5
12,0 45,0 12,0 100 1.0 6 1 TM550-RL6-124512100-R1.0
16,0 64,0 16,0 150 0.5 6 1 TM550-RL6-166416150-R0.5
16,0 64,0 16,0 150 1.0 6 1 TM550-RL6-166416150-R1.0
16,0 64,0 16,0 150 2.0 6 1 TM550-RL6-166416150-R2.0
16,0 64.0 16,0 150 3.0 6 1 TM550-RL6-166416150-R3.0
20,0 75.0 20,0 150 0.5 6 1 TM550-RL6-207520150-R0.5
20,0 75,0 20,0 150 1.0 6 1 TM550-RL6-207520150-R1.0
20,0 75,0 20,0 150 2.0 6 1 TM550-RL6-207520150-R2.0
20,0 75,0 20,0 150 3.0 6 1 TM550-RL6-207520150-R3.0
( ) Rotate S d Tool Diameter (mm) Diametro de la herramienta
mm otate Spee
Iso| Workpiece Material Depthofcut| Ve Feed Velocity 3 | 4 | 6 | 8 | 10 | 12 | 16 | 20
Material de trabajo Profundidad del | m/min | Velocidad de rotacion -Z
corte Velocidad de avance J
corb (<:5H|Rﬁ) ool ap=1.5D 180 rotate speed (min-1) 19110 14330 9550 7170 5730 4780 3580 2870
arbon steel alloy stee . q
Acero de carbono y e il geso feedbeloc i) 3210 3100 2750 2800 2750 2580 2580 2580
(50HRC) Alloy Steel ap<1D 130 rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
aleaciones ae<0.12D feed velocity (mm/ min) 1820 1740 1660 1860 1690 1510 1240 1120
M stainless steel ap<1.5D 130 rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min) 2070 1990 1780 1960 1840 1760 1480 1370
(<32HR_C) Gray castiron.n_«:c_:l[.llar ap<1.5D - rotate speed (min-1) 16990 12740 8490 6370 5100 4250 3190 2550
g‘if:th::::'o' dtil:?d?; é‘r‘]"ndo'f,'u",gr ae<0.15D feedvelocity (mm/min) 5550 2450 2450 2260 2110 2040 1820 1680
(35-45HRC) High alloy cast iron ap<1D o st S (=) 14860 11150 7430 5570 4460 3720 2790 2230
Fundicién de alta aleacion ae<0.12D feed velocity (mm/ min) 1960 2010 2010 1870 1740 1670 1510 1360

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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Suitable for all kinds of steel general processing
Apta para todo tipo de procesamiento general de acero

Edge Precision passivation.

Improve tool life and workpiece surface finish.

Special angle design and high edge strength ensures stronger
versatility.

Pasivado de precision de bordes.

Mejora la vida util de la herramienta y el acabado superficial de la
pieza.

El disefio especial del &ngulo y la gran resistencia del filo garantizan
una mayor versatilidad.

Large chip groove design.
The cutting and chip removal are more smooth and stable in the high
feed processing.

Disefio de ranura de viruta grande.
El corte y la eliminacion de virutas son més suaves y estables en el
procesamiento de alto avance.

Helix angle design
The design of large helix angle and special edge, very suitable for all
kinds of steel general processing.

Disefio de dngulo de hélice.
El disefio de gran dngulo de hélice y borde especial, lo hace muy
adecuado para todo tipo de procesamiento general de acero.

Variable bottom edges

design.
Variable bottom edges design to reduce
vibration and improve the surface finish.

Disefio de bordes inferiores
variables.

Disefio de bordes inferiores variables
para reducir la vibracién y mejorar el
acabado superficial.
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All kinds of Steel
Todo tipo de acero

| 5 = o
™ TSN he = @ qb % S Unidad

SHANK| [~ ]

na i U W e
-0.015 -0.02

L B :
ki (IS §l et
Lc
L
kel =— S H Fig2
Lc
L

2,00 6,00 4,00 TM-S2-02060450
2,50 8,00 4,00 50 2 TM-S2-025080450

5,00 13,0 5,00 50 2 2 TM-S2-05130550
TM-S2-05130650

10,0 25,0 10,0 75 2 2 TM-S2-10251075
12,0 30,0 12,0 75 2 2 TM-S2-12301275

18,0 45,0 18,0 100 2 2 TM-S2-184518100

(mm) Tool Diameter (mm) Diametro de la herramienta
: ; Depth of Rotate Speed 3| 4|6 |8 |10]12]|16]20
1so| Workpiece Material p Ve | Feed Velocity
Material de trabajo cut m/min | Velocidad de rotacién 7
Pr““ggf:‘d del Velocidad de avance

stainless steel ap<1.5D rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min)

50%+~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
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All kinds of Steel
Todo tipo de acero

— - 35° .
M g | | P s e
wmaaa Unidad

SHANK]

i B L Ea ol ; ;
-0.015 -0.02

Lt BEEEES G %}@?D Fig1
Lc
L
] e C\ EI Fig2
Lo
L

5,00 20,0 5,00 TM-SL2-05200575
TM-SL2-052505100

5,00 25,0 5,00 100

8,00 25,0 8,00 TM-SL2-08250875
8,00 30,0 8,00 1 00 TM-SL2-083008100

TM-SL2-124012100
TM-SL2-125012150

16,0 55,0 16,0 150 2 2 TM-SL2-165516150
20,0 55,0 20,0 150 2 2 TM-SL2-205520150
(mm) Rotate Speed Tool Diameter (mm) Diémetro de la herramienta
otate Spee
1So| Workpiece Material Depthof | Ve | Feeqvelocity || 3 | 4 | 6 | 8 [ 10| 12 16 | 20
Material de trabajo Cl_lt m/min | Velocidad de rotacion I
Profugg:g:d del Velocidad de avance

stainless steel ap<1.5D rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min)

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
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All kinds of Steel
Todo tipo de acero

= 35° B
| v | we | = (08 R 7] s L em

SHANK|
D D =12 D>12

B ua B ks ol ; ;
-0.015 -0.02

2,00 6,00 4,00 50 3 1 TM-S3-02060450
2,50 8,00 4,00 50 3 1 TM-S3-025080450

5,00 13,0 5,00 50 3 2 TM-S3-05130550
TM-S3-05130650

10,0 25,0 10,0 75 3 2 TM-S3-10251075
12,0 30,0 12,0 75 3 2 TM-S3-12301275

18,0 45,0 18,0 100 3 2 TM-S3-184518100

Tool Diameter (mm) Didmetro de la herramienta
(mm) Rotate Speed

1so| Workpiece Material Depthofcut| V¢ Feed Velocity 3| 4|6 |8 [10]12]16]20
Material de trabajo Profundidad del | m/min | Velocidad de rotacién 7
corte Velocidad de avance

M stainless steel ap<1.5D rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min) 1040 990 890 980 920 880 740 680

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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All kinds of Steel
Todo tipo de acero

2 Flutes, Square, Standard Length (TM-S2) / 2 flautas, cuadradas, longitud estandar (TM-S2)

3 | 35° .
w | | e | ) 6 R D7 s AR B

SHANK
D D =12 D>12

nn un B g o ; ;
-0.015 -0.02

[ ]
I Fig1
S
H
Fig2
D Lc d L z Figure No. Olrd.ering Code
T i T T N° de figura Cddigo de orden
4,00 15,0 4,00 75 3 2 TM-SL3-04150475
4,00 20,0 4,00 100 3 2 TM-SL3-042004100
5,00 20,0 5,00 75 3 2 TM-SL3-05200575
5,00 25,0 5,00 100 3 2 TM-SL3-052505100
6,00 20,0 6,00 75 3 2 TM-SL3-06200675
6,00 25,0 6,00 100 3 2 TM-SL3-062506100
8,00 25,0 8,00 75 3 2 TM-SL3-08250875
8,00 30.0 8,00 100 3 2 TM-SL3-083008100
10,0 35,0 10,0 100 3 2 TM-SL3-103510100
10,0 45,0 10,0 150 3 2 TM-SL3-104510150
12,0 40,0 12,0 100 3 2 TM-SL3-124012100
12,0 50,0 12,0 150 3 2 TM-SL3-125012150
14,0 40,0 14,0 100 8 2 TM-SL3-144014100
14,0 50,0 14,0 150 3 2 TM-SL3-145014150
16,0 55,0 16,0 150 3 2 TM-SL3-165516150
18,0 55,0 18,0 150 3 2 TM-SL3-185518150
20.0 55,0 20.0 150 3 2 TM-SL3-205520150
(mm) Tool Diameter (mm) Diametro de la herramienta
Workoi ; Depth of RotateSpeed 11 3 | a | 6 | 8 | 10 | 12| 16 | 20
IO orkpiece Material Ve Feed Velocity
Material de trabajo cut m/min | Velocidad de rotacion ]
Profundidad del Velocidad de avance QJ
corte
(<45HRC) ap=1.5D rotate speed (min-1) 19110 14330 9550 7170 5730 4780 3580 2870
car::;:?: 'CZ'!SZ:J”' eEiED 180 feedveloctymm/minl 1610 1550 1380 1400 1380 1290 1280 1290
S w0 dmvemmemin w0 so so s mo %0 e s
- stainless steel ap<1.5D 150 rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min) 1040 990 890 980 920 880 740 680
(<z::tRi<r:3 rt‘slrayl'ec:?sz l(:tf::ng::::tli:rllar ap<1.5D 160 rotate speed (min-1) 16990 12740 8490 6370 5100 4250 3190 2550
gris, hierro de fundicién nodular ae<0.15D feedvelocity(mm/min) 9270 1220 1220 1130 1060 1020 910 840
(35-45HRC) High alloy castiron ap<1D 0 rotate speed (min-1) 14860 11150 7430 5570 4460 3720 2790 2230
Fundicion de alta aleacion ae<0.12D feed velocity (mm/ min) 980 1000 1000 940 870 840 750 680

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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All kinds of Steel
Todo tipo de acero

o] B[S PR B
™ TiSiN hé raas S Unidad

SHANK| |~ |
D D =12 D>12

na ) s o 0 0
-0.015 -0.02

o{—-—-——-—H ol Figt
Lc

eSSy ~

TM S4-05130550

8,00 200 8,00 60 4 2 TM $4-08200860

-~ TM-S4-10251075
12,0 300 12,0 75 4 2 TM-§4-12301275
16,0 450 16,0 100 4 2 TM-S4-164516100

~ TM-S4-184518100
20,0 450 200 100 4 2 TM-S4-204520100

Tool Diameter (mm) Didmetro de la herramienta

(mm) Rotate Speed
1Iso| Workpiece Material Depthofcut| VC Feed Velocity 3| 4|6 |8 [10]12]16]20
Material de trabajo Profundidad del | m/min | Velocidad de rotacién %
corte Velocidad de avance

stainless steel ap<1.5D rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min)

1380 1330 1190 1300 1230 1170

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.

72 T@PH’GH www.tophighsolutions.com

Solutions



All kinds of Steel

Todo tipo de acero
4 Flutes, Square, Long Flute Length (TM-SL4) / 4 flautas, cuadradas, longitud de flauta larga (TM-SL4)

™ TiSIN hé 4 S Unidad

SHANK| | "4 -
D D =12 D>12
Gy GG
/ 0 0
2 @ 9 . Tol -0.015 -0.02

oS =3
[
d
—— e

—i——— = D! Fig1
Le
L
1
L B
Lo |
L |
D Lc d L z Figure No. Olrd.ering Code
T i T T N° de figura Cddigo de orden
4,00 15,0 4,00 75 4 2 TM-SL4-04150475
4,00 20,0 4,00 100 4 2 TM-SL4-042004100
5,00 20,0 5,00 75 4 2 TM-SL4-05200575
5,00 25,0 5,00 100 4 2 TM-SL4-052505100
6,00 20,0 6,00 75 4 2 TM-SL4-06200675
6,00 25,0 6,00 100 4 2 TM-SL4-062506100
8,00 25,0 8,00 75 4 2 TM-SL4-08250875
8,00 30,0 8,00 100 4 2 TM-SL4-083008100
10,0 35,0 10,0 100 4 2 TM-SL4-103510100
10,0 45.0 10,0 150 4 2 TM-SL4-104510150
12,0 40,0 12,0 100 4 2 TM-SL4-124012100
12,0 50,0 12,0 150 4 2 TM-SL4-125012150
14,0 40,0 14,0 100 4 2 TM-SL4-144014100
14,0 50,0 14,0 150 4 2 TM-SL4-145014150
16,0 55,0 16,0 150 4 2 TM-SL4-165516150
18,0 55,0 18,0 150 4 2 TM-SL4-185518150
20,0 55,0 20,0 150 4 2 TM-SL4-205520150
(mm) Tool Diameter (mm) Diametro de la herramienta
Depth of Rotate Speed
ISO Workpiece Material epth o Ve Feed Velocity 3 | 4 | 6 | 8 | 10 | 12 | 16 | 20
Material de trabajo cut m/min | Velocidad de rotacion ]
Profundidad del Velocidad de avance %J
corte
(<45HRC) ap=1.5D rotate speed (min-1) 19110 14330 9550 7170 5730 4780 3580 2870
Carbon steel alloy steel =" 180 ‘ !
oo db carbaro. R 1eD feedvelocity (mm/min) 5149 2060 1830 1860 1830 1720 1720 1720
(50HRC) Alloy Steel ap<1D 150 rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
aleaciones 2e<0.12D feedvelocity(mm/min) 1290 1160 1100 1240 1130 1010 830 750
iy stainless steel ap<1.5D 10 e e 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min) 1380 1330 1190 1300 1230 1170 980 910
(<32HRC) Gray cast iron, nodular ap=1.5D 160 rotate speed (min-1) 16990 12740 8490 6370 5100 4250 3190 2550
B i E=cbn feedvelocity mm/min) 4700 1630 1630 1500 1410 1360 1210 1120
(35-45HRC) High alloy castiron D 0 e g ) 14860 11150 7430 5570 4460 3720 2790 2230
Fundicion de alta aleacion ae<0.12D feed velocity (mm/ min) 1310 1340 1340 1250 1160 1120 1000 910

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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All kinds of Steel
Todo tipo de acero

o ] [ = L e
™ TiSiN hé raravq @ Z S Unidad

SHANK
D D =12 D>12
B L s 0 0
-0.015 -0.02

o - = = = o Fig1

. Lc

8,00 20,0 8,00 60 TM- 86 08200860

12,0 32,0 12,0 75 TM- 36 12321275

20,0 45,0 20,0 100 6 1 TM-S6-204520100

Tool Diameter (mm) Didmetro de la herramienta

(mm) Rotate Speed
1Iso| Workpiece Material Depthofcut| V¢ Feed Velocity 3| 4|6 |8 [10]12]16]20
Material de trabajo Profundidad del | m/min | Velocidad de rotacién
corte Velocidad de avance

stainless steel ap<1.5D rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070

Acero inoxidable ae<0.15D feed velocity (mm/ min) 2070 1990 1780 1960 1840 1760 1480 1370

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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All kinds of Steel
Todo tipo de acero

| | [ 2 o
™ TiSiN h6 | @ /@ S Unidad

SHANK| | =<4
D D =12 D>12

% % % % Tol -3.015 -3.02

o = = = RS al Fig

LE

8,00 32,0 8,00 75 6 TM- SL6 08320875
12,0 100 TM- SL6 124512100
20,0 75,0 20,0 150 TM-SL6-207520150
(mm) Rotate Speed Tool Diameter (mm) Diametro de la herramienta
otate Spee
1So| Workpiece Material Depthof | Ve | Feeqvelocity || 3 | 4 | 6 | 8 [ 10| 12 16 | 20
Material de trabajo c'{‘t m/min | Velocidad de rotacién J
meugg:?:d del Velocidad de avance

stainless steel ap<1.5D rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min) 2070 1990 1780 1960 1840 1760 1480 1370

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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All kKinds of Steel
Todo tipo de acero

2 Flutes, Ballnose, Long Shank Length (TM-BH2) / 2 flautas, punta esférica, longitud de vastago largo (TM-BH2)

) 30° .
w | o] g L= (<P EB T ) S e
SHANK| Unidad
‘?F !ZF .‘%. D R=1.5 1.5<R <3 R23
V) o Tol 0 0 0
-0.01 -0.015 -0.02
p e
M [ ]
[ )
" : -
s 'U| )| | et e S it BI Fig1
Le
= L
R
o f————— ] -a|  Fie2
Le
L
D Lc d L R 4 Figure No. Ordering Code
mm mm mm mm mm N° de figura Cddigo de orden
1,00 2,00 3,00 50 0.5 2 1 TM-B2-01020350-R0.5
2,00 4,00 3,00 50 1.0 2 1 TM-B2-02040350-R1.0
3,00 6,00 3,00 50 1.5 2 2 TM-B2-03060350-R1.5
1,00 2,00 4,00 50 0.5 2 1 TM-B2-01020450-R0.5
1,50 3,00 4,00 50 0.75 2 1 TM-B2-015030450-R0.75
2,00 4,00 4,00 50 1.0 2 1 TM-B2-02040450-R1.0
2,50 5,00 4,00 50 1.25 2 1 TM-B2-025050450-R1.25
3,00 6.00 4.00 50 1.5 2 1 TM-B2-03060450-R1.5
3,50 7,00 4,00 50 1.75 2 1 TM-B2-035070450-R1.75
4,00 8,00 4,00 50 2.0 2 2 TM-B2-04080450-R2.0
5,00 10,0 5,00 50 25 2 2 TM-B2-05100550-R2.5
6,00 12,0 6.00 50 3.0 2 2 TM-B2-06120650-R3.0
8.00 16.0 8.00 60 4.0 2 2 TM-B2-08160860-R4.0
10,0 20,0 10,0 75 5.0 2 2 TM-B2-10201075-R5.0
12,0 24,0 12.0 75 6.0 2 2 TM-B2-12241275-R6.0
14,0 28,0 14,0 75 7.0 2 2 TM-B2-14281475-R7.0
16.0 32,0 16,0 100 8.0 2 2 TM-B2-163216100-R8.0
18,0 36.0 18.0 100 9.0 2 2 TM-B2-183618100-R9.0
20.0 40,0 20,0 100 10.0 2 2 TM-B2-204020100-R10.0
(mm) Tool Diameter (mm) Digmetro de la herramienta
1so| Workpiece Material | Depthof | ve ,5;’;3‘35’,233 4 | 5| 6| 7|89 |10]11]12
Material de trabajo cut | m/min | Velocidad de rotacion I
Pré’;‘ggl'ftj:d Velocidad de avance U
carbon(::::zﬁly wteut ap<0.2D 160 rotate speed (min-1) 12740 10190 8490 7280 6370 5660 5100 4630 4250
et e Re R S——— ae=0.3D feedvelocity (mm/min) 1020 1020 1020 1020 1020 1020 1020 1020 1020
- A 9550 7640 6370 5460 4780 4250 3820 3470 3190
f’lggggzglgg as::fc: :Z;gf :23 120 fergctja\fglzgﬁsc(jn(mnr:? nli)n) 610 640 660 630 620 610 610 610 610
M TR ap<0.2D o rotate speed (min-1) 8760 7010 5840 5010 4380 3890 3500 3190 2920
Acero inoxidable ae<0.2D feed velocity (mm/ min) 610 630 640 630 630 620 630 640 640
(<2:ls-ltni::g :Irzylfecrer::tj Ie“f,:ngl‘::?:r:ar ap<0.2D o rotate speed (min-1) 11150 8920 7430 6370 5570 4950 4460 4050 3720
gris, hierro de fundicién nodular ae<0.2D feed velocity (mm/ min) 780 800 820 800 800 790 800 810 820
e —— ap<0.1D 0 rotate speed (min-1) 9550 7640 6370 5460 4780 4250 3820 3470 3190
Fundicién de alta aleacion ae<0.1D feedvelocity (mm/min) 610 640 660 660 670 650 650 660 670
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All kinds of Steel
Todo tipo de acero

2 Flutes, Ballnose, Long Shank Length (TM-BH2) / 2 flautas, punta esférica, longitud de vastago largo (TM-BH2)

w ] Ll [ (P ED 7 ) O
SHANK / Unidad
— - 7 D R<1.5 1.5<R<3  R=23
BE L oo o o
-0.01 -0.015 -0.02
P °
M [ ]
[ )
m ;
s 1:[ ~f————— — 0] Figt
Le
H L
R
o f—————— — -0 ez
Le
=
D Lc d L R 4 Figure No. quering Code
mm mm mm mm mm N° de figura Cédigo de orden
4,00 8.00 4,00 75 2.0 2 2 TM-BH2-04080475-R2.0
4.00 8,00 4,00 100 2.0 2 2 TM-BH2-040804100-R2.0
5,00 10,0 5,00 75 2.5 2 2 TM-BH2-05100575-R2.5
5.00 10,0 5,00 100 2.5 2 2 TM-BH2-051005100-R2.5
5.00 10,0 5,00 150 2.5 2 2 TM-BH2-051005150-R2.5
6,00 12,0 6,00 75 3.0 2 2 TM-BH2-06120675-R3.0
6,00 12,0 6,00 100 3.0 2 2 TM-BH2-061206100-R3.0
6,00 12,0 6,00 150 3.0 2 2 TM-BH2-061206150-R3.0
8,00 16.0 8,00 75 4.0 2 2 TM-BH2-08160875-R4.0
8,00 16.0 8,00 100 4.0 2 2 TM-BH2-081608100-R4.0
8.00 16,0 8,00 150 40 2 2 TM-BH2-081608150-R4.0
10,0 20,0 10,0 100 5.0 2 2 TM-BH2-102010100-R5.0
10,0 20,0 10,0 150 5.0 2 2 TM-BH2-102010150-R5.0
12,0 24,0 12,0 100 6.0 2 2 TM-BH2-122412100-R6.0
12,0 24,0 12,0 150 6.0 2 2 TM-BH2-122412150-R6.0
14,0 28,0 14,0 100 7.0 2 2 TM-BH2-142814100-R7.0
14,0 28,0 14,0 150 7.0 2 2 TM-BH2-142814150-R7.0
16,0 32,0 16,0 150 8.0 2 2 TM-BH2-163216150-R8.0
18,0 36.0 18,0 150 9.0 2 2 TM-BH2-183618150-R9.0
20,0 40.0 20,0 150 10.0 2 2 TM-BH2-204020150-R10.0
(mm) Rotate Speed Tool Diameter (mm) Digmetro de la herramienta
1so| Workpiece Material Depth of Ve | Feed Velocity 4 | 5 | 6 | 7 | 8 | 9 | 10 | 11 | 12
Material de trabajo cut m/min | Velocidad de rotacion
Profundidad Velocidad de avance
del corte
(<45HRC) ap<0.2D et s i) 12740 10190 8490 7280 6370 5660 5100 4630 4250
ca'}\’;’:rj‘;: L:'r'gg’:gee' EH0ED 199 feedvelocitymm/minl 1020 1020 1020 1020 1020 1020 1020 1020 1020
ey ap<0.15D 1o rotate speed (min-1) 9550 7640 6370 5460 4780 4250 3820 3470 3190
aleaciones ae<0.15D feed velocity (mm/ min) 610 640 660 630 620 610 610 610 610
M stainless steel ap<0.2D o rotate speed (min-1) 8760 7010 5840 5010 4380 3890 3500 3190 2920
Acero inoxidable ae<0.2D feed velocity (mm/ min) 610 630 640 630 630 620 630 640 640
(<32HRC) Gray castiron, nodular ap<0.2D ) 11150 8920 7430 6370 5570 4950 4460 4050 3720
RS/ HBIECHUMEIEEIETS, B cpxnaD M0 feedvelocitymm/min) 780 800 820 800 800 790 800 810 820
hierro de fundicién nodular
N ap<0.1D o rotate speed (mir-1) 9550 7640 6370 5460 4780 4250 3820 3470 3190
Fundicién de alta aleacién ae<0.1D feed velocity (mm/ min) 610 640 660 660 670 650 650 660 670
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All kinds of Steel
Todo tipo de acero

4 Flutes, Ballnose, Standard Length (TM-B4) / 4 flautas, punta esférica, longitud estdndar (TM-B4)

™ | | TisiN h6 raramd {1’1} B Unidad

SHANK
D R=1.5 1.5<R <3 R23
%
@ / Tol 0 0 0
b -0.01 -0.015 -0.02
P °
M L R
[ )
ol JJ——-""1FF— DI Fig1
s Lo /
’ q
a R
s
- -—————;—— o| Fig2
Lc
L
D Lc d L R 4 Figure No. Olrd'ering Code
mm mm mm mm mm N° de figura Caddigo de orden
1,00 2,00 3,00 50 0.5 4 1 TM-B4-01020350-R0.5
2,00 4,00 3,00 50 1.0 4 1 TM-B4-02040350-R1.0
3,00 6.00 3.00 50 1.5 4 2 TM-B4-03060350-R1.5
1,00 2,00 4,00 50 0.5 4 1 TM-B4-01020450-R0.5
1,50 3,00 4,00 50 0.75 4 1 TM-B4-015030450-R0.75
2,00 4,00 4,00 50 1.0 4 1 TM-B4-02040450-R1.0
2,50 5,00 4,00 50 1.25 4 1 TM-B4-025050450-R1.25
3,00 6,00 4.00 50 1.5 4 1 TM-B4-03060450-R1.5
3,50 7,00 4,00 50 1.75 4 1 TM-B4-035070450-R1.75
4,00 8,00 4,00 50 2.0 4 2 TM-B4-04080450-R2.0
5,00 10,0 5,00 50 2.5 4 2 TM-B4-05100550-R2.5
6,00 12,0 6,00 50 3.0 4 2 TM-B4-06120650-R3.0
8,00 16,0 8,00 60 4.0 4 2 TM-B4-08160860-R4.0
10,0 20,0 10,0 75 5.0 4 2 TM-B4-10201075-R5.0
12,0 24,0 12,0 75 6.0 4 2 TM-B4-12241275-R6.0
14,0 28,0 14,0 75 7.0 4 2 TM-B4-14281475-R7.0
16,0 32,0 16.0 100 8.0 4 2 TM-B4-163216100-R8.0
18,0 36.0 18,0 100 9.0 4 2 TM-B4-183618100-R9.0
20,0 40,0 20,0 100 10.0 4 2 TM-B4-204020100-R10.0
(mm) Tool Diameter (mm) Digmetro de la herramienta
Depth of Rotate Speed
1so| Workpiece Material epthof | v | Feed velocity 4 | s |e| 7|89 |10]11]12
Material de trabajo cut m/min | Velocidad de rotacién
Profundidad Velocidad de avance
del corte
(<45HRC) ap<0.2D 160 st smEes (i) 12740 10190 8490 7280 6370 5660 5100 4630 4250
Ace°£'§e" gasrtb?,:: 33;‘52'%5 ae<0.3D feed velocity (mm/ min) 2040 2040 2040 2040 2040 2040 2040 2040 2040
N ap=<0.15D 120 et S i 9550 7640 6370 5460 4780 4250 3820 3470 3190
Aleaciones de acero ae<0.15D feed velocity (mm/ min) 1220 1280 1330 1270 1240 1220 1220 1210 1210
M S — ap<0.2D o rotate speed (min-1) 8760 7010 5840 5010 4380 3890 3500 3190 2920
Acero inoxidable ae<0.2D feed velocity (mm/ min) 1230 1260 1290 1260 1260 1250 1260 1270 1290
(<32HRC) Gray cast iron, nodular ap<0.2D S ) 11150 8920 7430 6370 5570 4950 4460 4050 3720
G IO COMMEER ae<0.2D 140" feed velocity (mm/ min) 1560 1610 1640 1610 1610 1590 1610 1620 1640
gris, hierro de fundicién nodular
(35-45HRC) High alloy cast iron ap<0.1D 10 rotate speed (min-1) 9550 7640 6370 5460 4780 4250 3820 3470 3190
Fundicién de alta aleacion ae<0.1D feed velocity (mm/ min) 1220 1280 1330 1310 1340 1310 1300 1320 1340
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All kinds of Steel
Todo tipo de acero

4 Flutes, Ballnose, Long Shank Length (TM-BH4) / 4 flautas, punta esférica, vastago largo (TM-BH4)

o Unes  mm
™ TiSIiN h6 raavy ', B Unidad
SHANK /
D R=1.5 1.5<R <3 R23
@ Tol 0 0 0
& -0.01 -0.015 -0.02
P °
[ )
& R
B =%
5 - = o Fig1
S Lc v
H L
R
s
o = = ;— = () Fig2
ligs
L
D Lc d L R 4 Figure No. quering Code
mm mm mm mm mm N° de figura Cdédigo de orden
4,00 8.00 4,00 75 2.0 4 2 TM-BH4-04080475-R2.0
4.00 8,00 4,00 100 2.0 4 2 TM-BH4-040804100-R2.0
5,00 10,0 5,00 75 2.5 4 2 TM-BH4-05100575-R2.5
5.00 10,0 5,00 100 2.5 4 2 TM-BH4-051005100-R2.5
5.00 10,0 5,00 150 2.5 4 2 TM-BH4-051005150-R2.5
6,00 12,0 6,00 75 3.0 4 2 TM-BH4-06120675-R3.0
6,00 12,0 6,00 100 3.0 4 2 TM-BH4-061206100-R3.0
6,00 12,0 6,00 150 3.0 4 2 TM-BH4-061206150-R3.0
8,00 16,0 8,00 75 4.0 4 2 TM-BH4-08160875-R4.0
8,00 16,0 8,00 100 4.0 4 2 TM-BH4-081608100-R4.0
8.00 16,0 8,00 150 4.0 4 2 TM-BH4-081608150-R4.0
10,0 20,0 10,0 100 5.0 4 2 TM-BH4-102010100-R5.0
10,0 20,0 10,0 150 5.0 4 2 TM-BH4-102010150-R5.0
12,0 24,0 12,0 100 6.0 4 2 TM-BH4-122412100-R6.0
12,0 24,0 12,0 150 6.0 4 2 TM-BH4-122412150-R6.0
14,0 28,0 14,0 100 7.0 4 2 TM-BH4-142814100-R7.0
14,0 28,0 14,0 150 7.0 4 2 TM-BH4-142814150-R7.0
16,0 32,0 16,0 150 8.0 4 2 TM-BH4-163216150-R8.0
18,0 36.0 18,0 150 9.0 4 2 TM-BH4-183618150-R9.0
20,0 40.0 20,0 150 10.0 4 2 TM-BH4-204020150-R10.0
Tool Diameter (mm) Digmetro de la h ient
D(m::) ) Rotate Speed iametro de la herramienta
1so| Workpiece Material epthof | ve | Eeeq velocity 4 | 5| 6| 7|89 |10]1]12
Material de trabajo cut [ m/min | velocidad de rotacion !F
Profundidad Velocidad de avance
del corte
(<45HRC) ap<0.2D 160 it sas (=) 12740 10190 8490 7280 6370 5660 5100 4630 4250
Ac§2'§§ :asrtbe:,:: 'y";’.’;t;f,Les ae<0.3D feed velocity (mm/ min) 2040 2040 2040 2040 2040 2040 2040 2040 2040
e ap=<0.15D 1 e 9550 7640 6370 5460 4780 4250 3820 3470 3190
Aleaciones de acero ae<0.15D feed velocity (mm/ min) 1220 1280 1330 1270 1240 1220 1220 1210 1210
M N ap<0.2D o rotate speed (min-1) 8760 7010 5840 5010 4380 3890 3500 3190 2920
Acero inoxidable ae<0.2D feed velocity (mm/ min) 1230 1260 1290 1260 1260 1250 1260 1270 1290
(<32HRC) Gray cast iron, nodular 2p<0.2D e 11150 8920 7430 6370 5570 4950 4460 4050 3720
COUIER/ IO COEE ae<0.2D M0 feedvelocity mm/mi) 1560 1610 1640 1610 1610 1590 1610 1620 1640
gris, hierro de fundicién nodular
(35-45HRC) High alloy castIron ap<0.1D 0 rotate speed (min-1) 9550 7640 6370 5460 4780 4250 3820 3470 3190
Fundicién de alta aleacién ae<0.1D feed velocity (mm/ min) 1220 1280 1330 1310 1340 1310 1300 1320 1340
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All kinds of Steel
Todo tipo de acero

) ) 35° .
™ TiSiN h6 raravd @ R Url.lt
SHANK| |~ | Unidad

D D =12 D>12

i W b S
-0.015 -0.02

)

5.00 20,0 5.00 75 0I5 2 2 TM-RL2-05200575-R0.5
5.00 20,0 5.00 75 1.0 2 2 TM-RL2-05200575-R1.0
5,00 25,0 5,00 100 0.5 2 2 TM-RL2-052505100-R0.5

2 2 TM-RL2-052505100-R1.0

8.00 25.0 8.00 75 0.5 2 2 TM-RL2-08250875-R0.5
8.00 25.0 8.00 75 1.0 2 2 TM-RL2-08250875-R1.0
8,00 30.0 8.00 100 0.5 2 2 TM-RL2-083008100-R0.5
8.00 30.0 8.00 100 1.0 2 2 TM-RL2-083008100-R1.0

12.0 40.0 12.0 100 05 2 2 TM-RL2-124012100-R0.5
12.0 40,0 12.0 100 1.0 2 2 TM-RL2-124012100-R1.0
12.0 50,0 12.0 150 0.5 2 2 TM-RL2-125012150-R0.5
12,0 50,0 12,0 150 1.0 2 2 TM-RL2-125012150-R1.0
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All kinds of Steel
Todo tipo de acero

2 Flutes, Corner Radius, Standard Length (TM-R2) / 2 flautas, radio de esquina, longitud estandar (TM-R2)

™

TiSIN

]
h6
SHANK

raavd

P

e

na L
-

Uniged I EE—
Unidad

D D<12 D>12
Tol 0 0
-0.015 -0.02

M
° R
Pt
ol o = ] Fig1
S Le
H L
R
i
| — SN
Le
L
D Lc d L R z Figure No. Olrd_ering Code
mm mm mm mm o N° de figura Cédigo de orden
14.0 30.0 14.0 75 0.5 2 2 TM-R2-14301475-R0.5
14,0 30.0 14.0 75 1.0 2 2 TM-R2-14301475-R1.0
14.0 30.0 140 75 2.0 2 2 TM-R2-14301475-R2.0
16.0 45,0 16.0 100 0.5 2 2 TM-R2-164516100-R0.5
16.0 45.0 16.0 100 1.0 2 2 TM-R2-164516100-R1.0
16,0 45.0 16,0 100 2.0 2 2 TM-R2-164516100-R2.0
16,0 45.0 16.0 100 3.0 2 2 TM-R2-164516100-R3.0
18.0 45.0 18.0 100 0.5 2 2 TM-R2-184518100-R0.5
18.0 45.0 18.0 100 1.0 2 2 TM-R2-184518100-R1.0
18.0 45.0 18.0 100 2.0 2 2 TM-R2-184518100-R2.0
18,0 45.0 18.0 100 3.0 2 2 TM-R2-184518100-R3.0
20.0 45.0 20.0 100 0.5 2 2 TM-R2-204520100-R0.5
20,0 45.0 20.0 100 1.0 2 2 TM-R2-204520100-R1.0
20,0 45.0 20,0 100 2.0 2 2 TM-R2-204520100-R2.0
20,0 45.0 20,0 100 3.0 2 2 TM-R2-204520100-R3.0
(mm) Tool Diameter (mm) Digmetro de la herramienta
Depth of Rotate Speed
1so| Workpiece Material epthof | vc Feed Velocity 3| 4|6 | 8 |10]12]1]20
Material de trabajo cut [ m/min| Velocidad de rotacion -%
Profundidad Velocidad de avance J
del corte
(<45HRC) ap<15D et sEE =) 19110 14330 9550 7170 5730 4780 3580 2870
c = 180 ‘ ¢
Wit 3‘3;‘;‘;'”% EREt e e e ceninminin) 1070 1030 920 930 920 860 860 860
GO e ap<1D 10 rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Aleaciones de acero 2e<0.12D feed velocity (mm/ min) 610 580 550 620 560 500 410 370
M stainless steel ap=<1.5D 130 rotate speed (min-1) TRy 10y GRRY  BiEY A0SR0 ZEk 200
Aceroinoxidable ae<0.15D feed velocity (mm/ min) 690 660 590 650 610 590 490 460
(<32HRC) Gray castiron, nodular ap<1.5D 160 et sEE ) 16990 12740 8490 6370 5100 4250 3190 2550
g‘l’_l":‘h‘;‘::‘o’c'l*ﬁaf d‘i’;;‘r‘]“ndc;g':’lzr ae<0.15D feed velocity (mm/ min) 850 820 820 750 700 680 610 560
(35-45HRC) High alloy castiron ap<1D 0 R e ) 14860 11150 7430 5570 4460 3720 2790 2230
Fundicién de alta aleacién ae<0.12D feed velocity (mm/ min) 650 670 670 620 580 560 500 460

50%~70%, 40%~60%

Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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All kinds of Steel
Todo tipo de acero

™

TiSIN

)
h6
SHANK

T
T
yaasa

-

ha L B

5,00
5,00
5,00

8,00
8,00
8,00
8,00

12,0
12,0
12,0
12,0
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20.0
20,0
25.0

25.0
25.0
30.0
30.0

40.0
40,0
50.0
50,0
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5.00
5,00
5.00

8.00
8.00
8.00
8.00

12.0
12,0
12.0
12,0

75
75
100

75
75

1.00

100

100
100
150
150
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0.5
1.0
0.5

0.5
10
0.5
10

0.5
1.0
0.5
1.0

N NDNDN NNDNDN

N NDNDN

NNNDN

N NDNDN

2
2
2
2

mged  mm
Unidad

D Ds12 D>12
Tol o 0
-0.015 -0.02

TM-RL2-05200575-R0.5
TM-RL2-05200575-R1.0
TM-RL2-052505100-R0.5
TM-RL2-052505100-R1.0

TM-RL2-08250875-R0.5
TM-BI 2_08250875-B1.0
TM-RL2-083008100-R0.5
TM_B[2.083008100-B1.0

TM-RL2-124012100-R0.5
TM.BI2.124019100-B10
TM.BI9.195019150_00 5

TM-RL2-125012150-R1.0



All kinds of Steel
Todo tipo de acero

2 Flutes, Corner Radius, Long Flute Length (TM-RL2) / 2 flautas, radio de esquina, longitud de flauta larga (TM-RL2)

Sl SHTNK — 2 R Unidad
D D =12 D>12
/] 9.
Ba .a B ks ol o o
-0.015 -0.02
P °
M e
o R
n S =
s Lc
H 1S
R
Y
i — SN =
Le
L
D Lc d L R z Figure No. Olrd_ering Code
mm mm mm mm o N° de figura Cédigo de orden
14,0 40,0 14,0 100 0.5 2 2 TM-RL2-144014100-R0.5
14,0 40,0 14,0 100 1.0 2 2 TM-RL2-144014100-R1.0
14,0 40,0 14.0 100 2.0 2 2 TM-RL2-144014100-R2.0
14,0 50,0 14,0 150 0.5 2 2 TM-RL2-145014150-R0.5
14,0 50,0 14,0 150 1.0 2 2 TM-RL2-145014150-R1.0
14,0 50,0 14,0 150 2.0 2 2 TM-RL2-145014150-R2.0
16.0 55,0 16,0 150 0.5 2 2 TM-RL2-165516150-R0.5
16,0 55,0 16,0 150 1.0 2 2 TM-RL2-165516150-R1.0
16,0 55,0 16,0 150 2.0 2 2 TM-RL2-165516150-R2.0
16,0 55,0 16,0 150 3.0 2 2 TM-RL2-165516150-R3.0
18,0 55,0 18,0 150 0.5 2 2 TM-RL2-185518150-R0.5
18,0 55,0 18,0 150 1.0 2 2 TM-RL2-185518150-R1.0
18,0 55,0 18,0 150 2.0 2 2 TM-RL2-185518150-R2.0
18,0 55,0 18,0 150 3.0 2 2 TM-RL2-185518150-R3.0
20,0 55,0 20,0 150 0.5 2 2 TM-RL2-205520150-R0.5
20,0 55,0 20,0 150 1.0 2 2 TM-RL2-205520150-R1.0
20,0 55,0 20.0 150 2.0 2 2 TM-RL2-205520150-R2.0
20,0 55,0 20,0 150 3.0 2 2 TM-RL2-205520150-R3.0
(mm) Tool Diameter (mm) Didmetro de la herramienta
Rotate Speed
Iso| Workpiece Material Depthof| vc Feed Velocity 3 | 4 | 6 | 8 | 10 | 12 | 16 | 20
Material de trabajo cut | m/min| Velocidad de rotacion -
Profundidad Velocidad de avance EJ
del corte
(<45HRC) ap<15D izt sRase (=0 19110 14330 9550 7170 5730 4780 3580 2870
Carb 1all 1 = 180 ‘ !
Acoro ds. zasrtj?n: yﬁe?;znes ae<0.15D feed velocity (mm/ min) 1070 1030 920 930 920 860 860 860
e ap<1D 150 izt sas (1) 13800 10350 6900 5180 4140 3450 2590 2070
Aleaciones de acero aes<0.12D feed velocity (mm/ min} 610 580 550 620 560 500 410 370
M stainless steel ap<1.5D o rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min) 690 660 590 650 610 590 490 460
(<32HRC) Gray castiron, nodular ap<1.5D 10 et aeaEs (=) 16990 12740 8490 6370 5100 4250 3190 2550
eedwodtmine w0 o w0 %0 %0 G0 o0 560
(35-45HRC) High alloy castiron ap<1D 0 el e o) 14860 11150 7430 5570 4460 3720 2790 2230
Fundicién de alta aleacién ae<0.12D feed velocity (mm/ min) 650 670 670 620 580 560 500 460

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.

La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance

debe alcanzar el 40%-60% basado en la tabla.
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All kinds of Steel
Todo tipo de acero

| 1w [rg)| | e C@ % ;@w Unit
SHANK |~ R Unidad

D D =12 D>12

mn ua B a s 0 0
-0.015 -0.02

Fig1

o)

s =

2,50 8,00 4.00 50 0.2 3 1 TM-R3-025080450-R0.2

2,50 8.00 4,00 50 0.5 3 1 TM-R3-025080450-R0.5

3.00 8.00 4.00 50 0.2 3 1 TM-R3-03080450-R0.2
3 1 TM-R3-03080450-R0.5

5,00 13,0 6,00 50 0.5 3 2 TM-R3-05130650-R0.5
5.00 13.0 6,00 50 1.0 3 2 TM-R3-05130650-81.0
6.00 16.0 6,00 50 0.5 3 2 TM-R3-06160650-R0.5
6,00 16,0 6,00 50 1.0 3 2 TM-R3-06160650-R1.0

12,0 30,0 12,0 75 0.5 3 2 TM-R3-12301275-R0.5
12,0 30.0 12,0 75 1.0 3 2 TM-R3-12301275-R1.0
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All kinds of Steel
Todo tipo de acero

3 Flutes, Corner Radius, Standard Length (TM-R3) / 3 flautas, radio de esquina, longitud estandar (TM-R3)

| | o 7 Unised G
™ TiSiN h6 varava R Unidad

SHANK
D D =12 D>12
%) 7
s U o s T
= -0.015 -0.02
B -
M °
. ’
< ) )
< 'c] S F = ;E Fig1 11 |
| Le 4
H L | |
R
E—— o=
Lc
L
D Lc d L R z Figure No. Olrd_ering Code
mm mm mm mm o N° de figura Cédigo de orden
14.0 30.0 14.0 75 0.5 3 2 TM-R3-14301475-R0.5
14,0 30.0 14.0 75 1.0 3 2 TM-R3-14301475-R1.0
14.0 30.0 140 75 2.0 3 2 TM-R3-14301475-R2.0
16.0 45,0 16.0 100 0.5 3 2 TM-R3-164516100-R0.5
16.0 45.0 16.0 100 1.0 3 2 TM-R3-164516100-R1.0
16,0 45.0 16,0 100 2.0 3 2 TM-R3-164516100-R2.0
16,0 45.0 16.0 100 3.0 3 2 TM-R3-164516100-R3.0
18.0 45.0 18.0 100 0.5 3 2 TM-R3-184518100-R0.5
18.0 45.0 18.0 100 1.0 8 2 TM-R3-184518100-R1.0
18.0 45.0 18.0 100 2.0 3 2 TM-R3-184518100-R2.0
18,0 45.0 18.0 100 3.0 3 2 TM-R3-184518100-R3.0
20.0 45.0 20.0 100 0.5 3 2 TM-R3-204520100-R0.5
20,0 45.0 20.0 100 1.0 3 2 TM-R3-204520100-R1.0
20,0 45.0 20,0 100 2.0 3 2 TM-R3-204520100-R2.0
20,0 45.0 20,0 100 3.0 3 2 TM-R3-204520100-R3.0
(mm) Rotate Speed Tool Diameter (mm) Digmetro de la herramienta
otate Spee
1so| Workpiece Material Depthof| vc Feed Velocity 3 | 4 | 6 | 8 | 10 | 12 | 16 | 20
Material de trabajo cut [ m/min| Velocidad de rotacion ]
Profundidad Velocidad de avance %J
del corte
(<45HRC) ap<1.5D rotate speed (min-1) 19110 14330 9550 7170 5730 4780 3580 2870
Carbon steel alloy steel = 180 ‘ L
POl i ﬁ;éﬁnes 01D feed velocity (mm/ min) 1610 1550 1380 1400 1380 1290 1290 1290
Ry e ap<1D 150 rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Aleaciones de acero ae<0.12D feed velocity (mm/min) 910 870 830 930 850 760 620 560
o stainless steel ap<15D 10 izt seaee (1) 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min) 1040 990 890 980 920 880 740 680
(<32HRC) Gray cast iron, nodular ap<1.5D 160 rotate speed (min-1) 16990 12740 8490 6370 5100 4250 3190 2550
gf?th'i:::‘olg?L?d?;;ﬂnndclgﬁgr ae<0.15D feed velocity (mm/ min) 1270 1220 1220 1130 1060 1020 910 840
(35-45HRC) High alloy cast iron ap<1D 0 it spess (i) 14860 11150 7430 5570 4460 3720 2790 2230
Fundicién de alta aleacién ae<0.12D feed velocity (mm/ min) 980 1000 1000 940 870 840 750 680

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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All kinds of Steel
Todo tipo de acero

e 35° Unit
| s el | ] R Unica I

SHANK| | ===
D D =12 D>12

N Tol 0 0
-0.015 -0.02

s

5,00 20.0 5.00 75 0.5 3 2 TM-RL3-05200575-R0.5
5,00 20,0 5,00 75 1.0 3 2 TM-RL3-05200575-R1.0
5,00 25.0 5.00 100 0.5 3 2 TM-RL3-052505100-R0.5

3 2 TM-RL3-052505100-R1.0

8,00 25.0 8.00 75 0.5 3 2 TM-RL3-08250875-R0.5
8,00 25.0 8.00 75 1.0 3 2 TM-RL3-08250875-R1.0
8,00 30.0 8.00 100 0.5 3 2 TM-RL3-083008100-R0.5
8,00 30.0 8.00 100 10 3 2 TM-RL3-083008100-R1.0

12,0 40.0 12.0 100 0.5 3 2 TM-RL3-124012100-R0.5
12,0 40,0 12,0 100 1.0 3 2 TM-RL3-124012100-R1.0
12,0 50.0 12.0 150 05 3 2 TM-RL3-125012150-R0.5
12,0 50,0 12,0 150 1.0 3 2 TM-RL3-125012150-R1.0
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All kinds of Steel
Todo tipo de acero

3 Flutes, Corner Radius, Long Flute Length (TM-RL3) / 3 flautas, radio de esquina, longitud de flauta larga (TM-RL3)

D PES Unit
™ | TSN | e || A R Unicad I

SHANK| ]
W y .‘7. D D <12 D>12
%
{él. !QF % Vﬁ' Tol 0 0
-0.015 -0.02
P °
M . v
° R ‘
e e |
S Lc \
H
!
R
T oSN
Lc
L
D Lc d L R z Figure No. Olrd_ering Code
mm mm mm mm o N° de figura Cédigo de orden
14,0 40,0 14,0 100 0.5 3 2 TM-RL3-144014100-R0.5
14,0 40,0 14,0 100 1.0 8 2 TM-RL3-144014100-R1.0
14,0 40,0 14,0 100 2.0 3 2 TM-RL3-144014100-R2.0
14,0 50,0 14,0 150 0.5 3 2 TM-RL3-145014150-R0.5
14,0 50,0 14,0 150 1.0 3 2 TM-RL3-145014150-R1.0
14,0 50,0 14,0 150 2.0 3 2 TM-RL3-145014150-R2.0
16,0 55,0 16,0 150 0.5 3 2 TM-RL3-165516150-R0.5
16,0 55,0 16,0 150 1.0 & 2 TM-RL3-165516150-R1.0
16.0 55,0 16,0 150 2.0 3 2 TM-RL3-165516150-R2.0
16,0 55,0 16,0 150 3.0 3 2 TM-RL3-165516150-R3.0
18,0 55,0 18,0 150 0.5 3 2 TM-RL3-185518150-R0.5
18,0 55,0 18,0 150 1.0 3 2 TM-RL3-185518150-R1.0
18,0 55,0 18,0 150 2.0 & 2 TM-RL3-185518150-R2.0
18,0 55,0 18,0 150 3.0 3 2 TM-RL3-185518150-R3.0
20,0 55,0 20,0 150 0.5 3 2 TM-RL3-205520150-R0.5
20,0 55,0 20,0 150 1.0 3 2 TM-RL3-205520150-R1.0
20,0 55,0 20,0 150 2.0 3 2 TM-RL3-205520150-R2.0
20,0 55,0 20,0 150 3.0 3 2 TM-RL3-205520150-R3.0
D(mtr:) ) Rotate Speed Tool Diameter (mm) Digmetro de la herramienta
1so| Workpiece Material epthor|  vc Feed Velocity 3 | 4 | 6 | 8 | 10 | 12 | 16 | 20
Material de trabajo CUt_ m/min Velocidad de rotacién [
Profundidad Velocidad de avance EJ
del corte
(<45HRC) ap<15D izt seaee (1) 19110 14330 9550 7170 5730 4780 3580 2870
Carb. 1all 1 = 180 ¢ .
Fera Zasrtj?n: y‘?je?;f,nes a0 1D feed velocity (mm/ min) 1610 1550 1380 1400 1380 1290 1290 1290
e ap<1D 150 izt Saee (1) 13800 10350 6900 5180 4140 3450 2590 2070
Aleaciones de acero ae<0.12D feed velocity (mm/min) 910 870 830 930 850 760 620 560
M stainless steel ap<1.5D o rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min) 1040 990 890 980 920 880 740 680
(<32HRC) Gray castiron, nodular ap=<15D 160 et geaes =) 16990 12740 8490 6370 5100 4250 3190 2550
gfi?th'i:::‘olg?L?d?;;ﬂnndclgﬁgr ae<0.15D feed velocity (mm/ min) 1270 1220 1220 1130 1060 1020 910 840
(35-45HRC) High alloy cast iron ap<1D o e e ) 14860 11150 7430 5570 4460 3720 2790 2230
Fundicién de alta aleacién ae<0.12D feed velocity (mm/ min) 980 1000 1000 940 870 840 750 680

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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All kinds of Steel
Todo tipo de acero

N | a5° Unit

D D =12 D>12

B B ol ; ;
-0.015 -0.02

5.00 13.0 5.00 50 0.5 4 2 TM-R4-05130550-R0.5
5,00 13.0 5,00 50 1.0 4 2 TM-R4-05130550-R1.0

8.00 20,0 8.00 60 0.5 4 2 TM-R4-08200860-R0.5
8.00 20,0 8.00 60 1.0 4 2 TM-R4-08200860-R1.0
12,0 30.0 12,0 75 0.5 4 2 TM-R4-12301275-R0.5
12.0 30.0 12.0 75 1.0 4 2 TM-R4-12301275-R1.0
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All kinds of Steel
Todo tipo de acero

4 Flutes, Corner Radius, Standard Length (TM-R4) / 4 flautas, radio de esquina, longitud estandar (TM-R4)

iSi hé ravavi / .
. / R Unidad
D D =12 D>12
% % )
L1 .a R e ol 0 0
-0.015 -0.02
A
M e
(]
Fig1
S
H
Fig2
D Lc d L R z Figure No. Olrd_ering Code
mm mm mm mm o N° de figura Cédigo de orden
14.0 30.0 14.0 75 0.5 4 2 TM-R4-14301475-R0.5
14,0 30.0 14.0 75 1.0 4 2 TM-B4-14301475-B1.0
14.0 30.0 140 75 2.0 4 2 TM-R4-14301475-R2.0
16.0 45,0 16.0 100 0.5 4 2 TM-R4-164516100-R0.5
16.0 45.0 16.0 100 1.0 4 2 TM-R4-164516100-B1.0
16,0 45.0 16,0 100 2.0 4 2 TM-R4-164516100-R2.0
16,0 45.0 16.0 100 3.0 4 2 TM-R4-164516100-R3.0
18.0 45.0 18.0 100 0.5 4 2 TM-R4-184518100-R0.5
18.0 45.0 18.0 100 1.0 4 2 TM-R4-184518100-R1.0
18.0 45.0 18.0 100 2.0 4 2 TM-R4-184518100-R2.0
18,0 45.0 18.0 100 3.0 4 2 TM-R4-184518100-R3.0
20.0 45.0 20.0 100 0.5 4 2 TM-R4-204520100-R0.5
20,0 45.0 20.0 100 1.0 4 2 TM-B4-204520100-B1.0
20,0 45.0 20,0 100 2.0 4 2 TM-R4-204520100-R2.0
20,0 45.0 20,0 100 3.0 4 2 TM-R4-204520100-R3.0
D(m::) ) Rotate Speed Tool Diameter (mm) Digmetro de la herramienta
1so| Workpiece Material epthor | vc Feed Velocity 3 | 4 | 6 | 8 | 10 | 12 | 16 | 20
Material de trabajo cut_ m/min Velocidad de rotacién -2
Profundidad Velocidad de avance
del corte
(<45HRC) ap<15D izt sease (=0 19110 14330 9550 7170 5730 4780 3580 2870
Carbon steel alloy steel = 180 ¢ !
e ﬁ;éﬁm ge=aie it ey () mim) 2140 2060 1830 1860 1830 1720 1720 1720
e ap<1D 150 izt sas (1) 13800 10350 6900 5180 4140 3450 2590 2070
Aleaciones de acero aes<0.12D feed velocity (mm/ min} 1210 1160 1100 1240 1130 1010 830 750
M stainless steel ap<1.5D o R 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min) 1380 1330 1190 1300 1230 1170 980 910
(<32HRC) Gray castiron, nodular ap<1.5D 160 et SREed =] 16990 12740 8490 6370 5100 4250 3190 2550
g‘:gs.th'i:?oldt?Lrnodci‘;grjmnndclgﬁgr =D feed velocity (mm/ min) 1700 1630 1630 1500 1410 1360 1210 1120
(35-45HRC) High alloy castiron ap<1D 0 el e o) 14860 11150 7430 5570 4460 3720 2790 2230
Fundicién de alta aleacién ae<0.12D feed velocity (mm/ min) 1310 1340 1340 1250 1160 1120 1000 910

50%~70%, 40%~60%

Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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All kinds of Steel
Todo tipo de acero

— = o Unit
| e | el |t qaY R Unicda I

SHANK| | ===
D D =12 D>12

B ua B K o 0 0
-0.015 -0.02

5,00 20,0 5,00 75 0I5 4 1 TM-RL4-05200575-R0.5
5,00 20,0 5,00 75 1.0 4 1 TM-RL4-05200575-R1.0
5,00 25,0 5,00 100 0.5 4 1 TM-RL4-052505100-R0.5

4 1 TM-RL4-052505100-R1.0

8,00 25,0 8,00 75 0.5 4 2 TM-RL4-08250875-R0.5
8,00 25,0 8,00 75 1.0 4 2 TM-RL4-08250875-R1.0
8,00 30,0 8,00 100 0.5 4 2 TM-RL4-083008100-R0.5
8,00 30,0 8,00 100 1.0 4 2 TM-RL4-083008100-R1.0

12,0 40,0 12,0 100 0.5 4 2 TM-RL4-124012100-R0 5
12,0 40,0 12,0 100 1.0 4 2 TM-RL4-124019100-R1.0
12,0 50,0 12,0 150 0.5 4 2 TM-RL4-125012150-R0.5
12,0 50,0 12,0 150 1.0 4 2 TM-RL4-125012150-R1.0
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All kinds of Steel
Todo tipo de acero

4 Flutes, Corner Radius, Long Flute Length (TM-RL4) / 4 flautas, radio de esquina, longitud de flauta larga (TM-RL4)

= e I p— R Unidad

SHANK
D D =12 D>12
. —
En .o B Ea Tol ; ;
-0.015 -0.02
P °
M L4 ¥
(]
I Fig1
S
H
Fig2
|
}1
D Lc d L R z Figure No. Olrd_ering Code
mm mm mm mm o N° de figura Cdédigo de orden
14,0 40,0 14,0 100 0.5 4 2 TM-RL4-144014100-R0.5
14,0 40,0 14,0 100 1.0 4 2 TM-RL4-144014100-R1.0
14,0 40,0 14,0 100 2.0 4 2 TM-RL4-144014100-R2.0
14,0 50,0 14,0 150 0.5 4 2 TM-RL4-145014150-R0.5
14,0 50,0 14,0 150 1.0 4 2 TM-RL4-145014150-R1.0
14,0 50,0 14,0 150 2.0 4 2 TM-RL4-145014150-R2.0
16.0 55,0 16,0 150 0.5 4 2 TM-RL4-165516150-R0.5
16,0 55,0 16,0 150 1.0 4 2 TM-RL4-165516150-R1.0
16,0 55,0 16,0 150 2.0 4 2 TM-RL4-165516150-R2.0
16,0 55,0 16,0 150 3.0 4 2 TM-RL4-165516150-R3.0
18,0 55,0 18,0 150 0.5 4 2 TM-RL4-185518150-R0.5
18,0 55,0 18,0 150 1.0 4 2 TM-RL4-185518150-R1.0
18,0 55,0 18,0 150 2.0 4 2 TM-RL4-185518150-R2.0
18,0 55,0 18,0 150 3.0 4 2 TM-RL4-185518150-R3.0
20,0 55,0 20,0 150 0.5 4 2 TM-RL4-205520150-R0.5
20,0 55,0 20,0 150 1.0 4 2 TM-RL4-205520150-R1.0
20,0 55,0 20,0 150 2.0 4 2 TM-RL4-205520150-R2.0
20,0 55,0 20.0 150 3.0 4 2 TM-RL4-205520150-R3.0
(mm) Tool Diameter (mm) Didmetro de la herramienta
Depth of Rotate Speed
1so| Workpiece Material epthor|  vc Feed Velocity 3 | 4 | 6 | 8 | 10 | 12 | 16 | 20
Material de trabajo cut [ m/min| Velocidad de rotacion ]
Profundidad Velocidad de avance %J
del corte
(<45HRC) ap<15D izt seaee (1) 19110 14330 9550 7170 5730 4780 3580 2870
Carbon steel alloy steel = 180 ¢ !
POl i yifeiéf,nes 01D feed velocity (mm/ min) 2140 2060 1830 1860 1830 1720 1720 1720
R ap<1D 150 rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Aleaciones de acero ae<0.12D feed velocity (mm/ min) 1210 1160 1100 1240 1130 1010 830 750
M stalnless steel ap<1.5D o e 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min) 1380 1330 1190 1300 1230 1170 980 910
(<32HRC) Gray castiron, nodular ap<1.5D 160 et geaes =) 16990 12740 8490 6370 5100 4250 3190 2550
gfi?th'i:::‘olg?L?d?;;ﬂnndclgﬁgr ae<0.15D feed velocity (mm/ min) 1700 1630 1630 1500 1410 1360 1210 1120
(35-45HRC) High alloy castiron ap<1D o e e ) 14860 11150 7430 5570 4460 3720 2790 2230
Fundicién de alta aleacién ae<0.12D feed velocity (mm/ min) 1310 1340 1340 1250 1160 1120 1000 910

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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All kinds of Steel
Todo tipo de acero

6 Flutes, Corner Radius, Standard Length (TM-R6) / 6 flautas, radio de esquina, longitud estdndar (TM-R6)

B BES Unit
™ | |Ten]| [ re (&) R Unidad IO

SHANK| | ===s y
D D =12 D>12

— ]
nn i B o 0 0
-0.015 -0.02

R , |
o A = - SN\ ol Figt
Lie
L
D Lc d L R 4 Figure No. Olrd‘ering Code
mm mm mm mm — N° de figura Cddigo de orden
6,00 18,0 6,00 60 0.5 6 1 TM-R6-06180660-R0.5
6,00 18,0 6,00 60 1.0 6 1 TM-R6-06180660-R1.0
8,00 20,0 8,00 60 0.5 6 1 TM-R6-08200860-R0.5
8,00 20,0 8,00 60 1.0 6 1 TM-R6-08200860-R1.0
10,0 30,0 10,0 75 0.5 6 1 TM-R6-10301075-R0.5
10,0 30,0 10.0 75 1.0 6 1 TM-R6-10301075-R1.0
12,0 32,0 12,0 75 0.5 6 1 TM-R6-12321275-R0.5
12,0 32,0 12,0 75 1.0 6 1 TM-R6-12321275-R1.0
16,0 40,0 16,0 100 0.5 6 1 TM-R6-164016100-R0.5
16,0 40,0 16,0 100 1.0 6 1 TM-R6-164016100-R1.0
16,0 40,0 16,0 100 2.0 6 1 TM-R6-164016100-R2.0
16,0 40.0 16.0 100 3.0 6 1 TM-R6-164016100-R3.0
20,0 45,0 20,0 100 0.5 6 1 TM-R6-204520100-R0.5
20,0 45,0 20,0 100 1.0 6 1 TM-R6-204520100-R1.0
20,0 45,0 20,0 100 2.0 6 1 TM-R6-204520100-R2.0
20,0 45,0 20,0 100 3.0 6 1 TM-R6-204520100-R3.0
(mm) Tool Diameter (mm) Didmetro de Ia herramienta
iso| Workpiece Material Depthof | ve ?22?3352.?3 3| 4|6 |8 [10]12]16]20
Material de trabajo CUt_ m/min Velocidad de rotacién 7
Profundidad Velocidad de avance EJ
del corte
(<45HRC) ap<1.5D rotate speed (min-1) 19110 14330 9550 7170 5730 4780 3580 2870
Ace(i:rc?: Easrtb?r:: ::Zymsat:}ﬁ'nes eR=0 e 180 (2 | Elloeiy i i) 3210 3100 2750 2800 2750 2580 2580 2580
e ap<1D 130 rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Aleaciones de acero aes<0.12D feed velocity (mm/ min) 1820 1740 1660 1860 1690 1510 1240 1120
. stainless steel ap<15D 10 rotate speed (min-1) 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min) 2070 1990 1780 1960 1840 1760 1480 1370
(<2::ltRi::g :/r:).'e?:; :cf::nglc;cll;:ar ap<1.5D 10 rotate speed (min-1) 16990 12740 8490 6370 5100 4250 3190 2550
gris, hierro de fundicién nodular 2e<0.15D feed velocity (mm/ min) 2550 2450 2450 2260 2110 2040 1820 1680
(35-45HRC) High alloy cast iron ap<1D 0 rotate speed (min-1) 14860 11150 7430 5570 4460 3720 2790 2230
Fundicién de alta aleacién ae<0.12D feed velocity (mm/ min) 1960 2010 2010 1870 1740 1670 1510 1360

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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All kinds of Steel
Todo tipo de acero

6 Flutes, Corner Radius, Long Flute Length (TM-RL6) / 6 flautas, radio de esquina, longitud de flauta larga (TM-RL6)

! SHANK| | rmammed / R Unidad
D D =12 D>12
Y — ‘
L1 .a R e Tol ; ;
-0.015 -0.02
B -
M e
I .
S
H R
o = = &N ol Fig
Le
L
D Lc d L R z Figure No. Olrd_ering Code
mm mm mm mm o N° de figura Cédigo de orden
6,00 24,0 6,00 75 0.5 6 1 TM-RL6-06240675-R0.5
6,00 24,0 6,00 75 1.0 6 1 TM-RL6-06240675-R1.0
8,00 32,0 8,00 75 0.5 6 1 TM-RL6-08320875-R0.5
8,00 32,0 8,00 75 1.0 6 1 TM-RL6-08320875-R1.0
10,0 40,0 10,0 100 0.5 6 1 TM-RL6-104010100-R0.5
10,0 40,0 10,0 100 1.0 6 1 TM-RL6-104010100-R1.0
12,0 45,0 12,0 100 0.5 6 1 TM-RL6-124512100-R0.5
12,0 45,0 12,0 100 1.0 6 1 TM-RL6-124512100-R1.0
16.0 64,0 16,0 150 0.5 6 1 TM-RL6-166416150-R0.5
16,0 64,0 16,0 150 1.0 6 1 TM-RL6-166416150-R1.0
16,0 64,0 16,0 150 2.0 6 1 TM-RL6-166416150-R2.0
16,0 64,0 16,0 150 3.0 6 1 TM-RL6-166416150-R3.0
20,0 75,0 20,0 150 0.5 6 1 TM-RL6-207520150-R0.5
20,0 75,0 20,0 150 1.0 6 1 TM-RL6-207520150-R1.0
20,0 75,0 20,0 150 2.0 6 1 TM-RL6-207520150-R2.0
20,0 75,0 20,0 150 3.0 6 1 TM-RL6-207520150-R3.0
(mm) Tool Diameter (mm) Didmetro de la herramienta
Rotate Speed
1so| Workpiece Material Depthof | vc Feed Velocity 3 | 4 | 6 | 8 | 10 | 12 | 16 | 20
Material de trabajo cui; m/min Velocidad de rotacién -?
Profundidad Velocidad de avance AJ
del corte -
(<45HRC) ap<15D et sE e 19110 14330 9550 7170 5730 4780 3580 2870
Carbon steel alloy steel = 180 ‘ )
Acoro o carbone yﬁ;;znes 2e=0.15D feed velocity (mm/ min) 3210 3100 2750 2800 2750 2580 2580 2580
T ap<1D 150 izt sas (1) 13800 10350 6900 5180 4140 3450 2590 2070
Aleaciones de acero aes<0.12D feed velocity (mm/ min} 1820 1740 1660 1860 1690 1510 1240 1120
M stalnless steel ap<15D o R 13800 10350 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.15D feed velocity (mm/ min) 2070 1990 1780 1960 1840 1760 1480 1370
(<32HRC) Gray castiron, nodular ap=1.5D 10 et aeaEs (=) 16990 12740 8490 6370 5100 4250 3190 2550
g‘:iass.thli:?oldtiarnodci‘;;lrjwnndcigﬁgr 4es0.15D feed velocity (mm/ min) 2550 2450 2450 2260 2110 2040 1820 1680
(35-45HRC) High alloy castiron ap<1D 0 el e o) 14860 11150 7430 5570 4460 3720 2790 2230
Fundicién de alta aleacién ae<0.12D feed velocity (mm/ min) 1960 2010 2010 1870 1740 1670 1510 1360

50%~70%, 40%~60%

Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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EM

Hard steel, Stainless steel high-speed and efficient processing.
Acero duro, Acero inoxidable de alta velocidad y procesamiento eficiente.

Flute edge passivation.
The edge shape optimization.
Improve tool life and workpiece surface finish.

Pasivado del borde de la flauta.

Optimizacion de la forma del filo.
Mejora la vida util de la herramienta y el acabado superficial de la
pieza.

Unequal helix angle.
Variable flute pitch and unequal helix angle design, with excellent anti-
vibration. performance and excellent surface quality.

Angulo de hélice desigual.
Filo variable y disefio desigual del angulo de hélice, con excelente
rendimiento anti-vibracién y excelente calidad superficial.

Special cutter design, very suitable for hard steel.
Disefio especial de la fresa, muy adecuado para acero duro.

Variable bottom edges design to reduce
vibration and improve the surface finish.

Disefio de bordes inferiores variables
para reducir la vibraciéon y mejorar el
acabado superficial.



High speed and high efficiency « Hard steel, Stainless steel
Alta velocidad y alta eficienciae Acero duro, acero inoxidable

2 Flutes, Square, Standard Length (EM-S2) / 2 flautas, cuadradas, longitud estandar (EM-S2)

e ‘n g mm
ALL he it ’ S Unidad

D D =12 D>12

B L s B e
-0.015 -0.02

=IF

zozEz o
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d_
|
|
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|
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-oI N e - —DI Fig2
Le |
L
D Lc d L y4 Figure No. Ordering Code
mm mm mm mm N° de figura Cédigo de orden
1,00 3.00 4.00 50 2 1 EM-S2-01030450
1.50 4.00 4.00 50 2 1 EM-S2-015040450
2.00 6.00 4.00 50 2 1 EM-S2-02060450
2.50 8.00 4.00 50 2 1 EM-S2-025080450
3.00 8.00 4.00 50 2 1 EM-S2-03080450
4.00 11.0 4.00 50 2 2 EM-S2-04110450
5.00 13.0 5.00 50 2 2 EM-S2-05130550
5.00 13,0 6.00 50 2 1 EM-S2-05130650
6.00 16.0 6.00 50 2 2 EM-S2-06160650
8.00 20,0 8.00 60 2 2 EM-S2-08200860
10,0 25,0 10.0 75 2 2 EM-S2-10251075
12.0 30.0 12.0 75 2 2 EM-S2.12301275
14,0 30.0 14,0 75 2 2 EM-S2-14301475
16.0 45.0 16.0 100 2 2 EM-S2-164516100
18,0 45,0 18,0 100 2 2 EM-S2-184518100
20.0 45,0 20,0 100 2 2 EM-S2-204520100
Tool Diameter (mm) Digmetro de la herramienta
: : Depth of Rotate Speed 3| 4|6 |8 |10]|12]|16]20
Iso Workplgce Materlal Ve Feed Velocity
Material de trabajo cut m/min | Velocidad de rotacion 7
P':;‘gg:‘tj:d Velocidad de avance aJ
(<45HRC) ap<15D st sEE (1) 21230 15920 10620 7960 6370 5310 3980 3190
Acggr:;: gasrtb?r:: 33;‘33',1% 0D 290 feed velocity (mm/ mi) 2040 1960 1690 1670 1620 1590 1490 1480
G e ap<1D 1o rotate speed (min-1) 15920 11940 7960 5970 4780 3980 2990 2390
aleaciones ae<0.12D feed velocity (mm/ min) 1290 1180 1080 1160 1050 930 760 680
M stainless steel ap<15D o rotate speed (min-1) 15920 11940 7960 5970 4780 3980 2990 2390
Aceroinoxidable ae<0.15D feed velocity (mm/ min) 1580 1330 1150 1220 1130 1080 900 820
(<3f!-IRC)I (:'_ray ce;st firog_, nodular ap<1.5D 0 izt Spee (1) 18050 13540 9020 6770 5410 4510 3380 2710
8 oo de fundicionmodular | @es015D feed velocity (mm/ min) 1620 1500 1440 1300 1200 1150 1020 930
(35-45HRC) High alloy castiron ap<1D 1o rotate speed (min-1) 15920 11940 7960 5970 4780 3980 2990 2390
Fundicién de alta aleacion ae<0.12D feed velocity (mm/ min) 1290 1250 1190 1090 1000 960 850 770
" (<60HRC) Alloy steel, hardened ap<1D 120 rotate speed (min-1) 16710 9550 6370 4780 3820 3190 2390 1910
steel / Aleaciones, acero reforzado ae<0.05D feed velocity (mm/ min 380 380 380 380 370 360 310 290

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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High speed and high efficiency « Hard steel, Stainless steel
Alta velocidad y alta eficienciae Acero duro, acero inoxidable

2 Flutes, Square, Long Flute Length (EM-SL2) / 2 flautas, cuadradas, longitud de flauta larga (EM-SL2)

— ES Unit
EM | AL | e || F L s Unidad IO

SHANK]|
D D =12 D>12

% % % % TR -3.015 -g.oz

M o
[ )
m o TESSd
Le
S L4 L
H °
'c] e, -0| Fig2
Le |
(I
D Lc d L 4 Figure No. Olrd_ering Code
mm mm mm - N° de figura Cddigo de orden
4,00 15,0 4,00 75 2 2 EM-SL2-04150475
4,00 20,0 4,00 100 2 2 EM-SL2-042004100
5,00 20,0 5,00 75 2 2 EM-SL2-05200575
5,00 25,0 5,00 100 2 2 EM-SL2-052505100
6,00 20,0 6,00 75 2 2 EM-SL2-06200675
6,00 25.0 6,00 100 2 2 EM-SL2-062506100
8,00 25,0 8,00 75 2 2 EM-SL2-08250875
8,00 30,0 8,00 100 2 2 EM-SL2-083008100
10.0 35,0 10,0 100 2 2 EM-SL2-103510100
10,0 45,0 10,0 150 2 2 EM-SL2-104510150
12,0 40,0 12.0 100 2 2 EM-SL2-124012100
12,0 50,0 12,0 150 2 2 EM-SL2-125012150
14,0 40,0 14,0 100 2 2 EM-SL2-144014100
14,0 50,0 14,0 150 2 2 EM-SL2-145014150
16.0 55,0 16,0 150 2 2 EM-SL2-165516150
18,0 55,0 18,0 150 2 2 EM-SL2-185518150
20,0 55.0 20.0 150 2 2 EM-SL2-205520150
(mm) Tool Diameter (mm) Diametro de la herramienta
Depth of Rotate Speed | & | | | 10| 12 | 16 | 2
ISO Workpiece Material epth o Ve Feed Velocity 3 6 8 0 6 0
Material de trabajo cut m/min | Velocidad de rotacion T
P?;Qg;?:d Velocidad de avance %J
(<45HRC) ap<1.5D aiizie seaee (1) 21230 15920 10620 7960 6370 5310 3980 3190
Carb 1all 1 = 200 ¢ !
sy L':r'befn? y"ay.;'éi'énes 0L ED feed velocity (mm/ min} 2040 1960 1690 1670 1620 1590 1490 1480
A ap<1D 150 i seaee (1) 15920 11940 7960 5970 4780 3980 2990 2390
aleaciones ae<0.12D feed velocity (mm/ min) 1290 1180 1080 1160 1050 930 760 680
M stainless steel ap<1.5D 150 rotate speed (min-1) UG RO TEEY B ATED  del 290U 250
Acero inoxidable ae<0.15D feed velocity (mm/ min) 1580 1330 1150 1220 1130 1080 900 820
(<32HRC) Gray cast ron, nodular ap<1.5D o iz saee (1) 18050 13540 9020 6770 5410 4510 3380 2710
°as‘h'i;‘::‘°’£?{j'n° d‘i’;g‘r“”nd;‘é':’lgf’”s' ae<0.15D feed velocity (mm/ min) 1620 1500 1440 1300 1200 1150 1020 930
(35-45HRC) High alloy castiron ap<1D e D e ) 15920 11940 7960 5970 4780 3980 2990 2390
Fundicién de alta aleacion ae<0.12D feed velocity (mm/ min) 1290 1250 1190 1090 1000 960 850 770
" (<60HRC) Alloy steel, hardened ap<1D 120 T 16710 9550 6370 4780 3820 3190 2390 1910
steel / Aleaciones, acero reforzado ae<0.05D feed velocity (mm/ min 380 380 380 380 370 360 310 290

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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High speed and high efficiency « Hard steel, Stainless steel
Alta velocidad y alta eficienciae Acero duro, acero inoxidable

e | | e i e mm
= i SHANK 7 S Unidad
D D =12 D>12
-0.015 -0.02

2.00 6.00 4.00 50 3 1 EM-S3-02060450
2.50 8.00 4.00 50 3 1 EM-S3-025080450

5.00 13.0 5.00 50 3 2 EM-S3-05130550
5.00 13,0 6.00 50 3 1 EM-S3-05130650
10,0 25,0 10.0 75 3 2 EM-S3-10251075
12.0 30.0 12.0 75 3 2 EM-S3-12301275
18,0 45,0 18,0 100 3 2 EM-S3-184518100
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High speed and high efficiency « Hard steel, Stainless steel
Alta velocidad y alta eficiencias Acero duro, acero inoxidable
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High speed and high efficiency « Hard steel, Stainless steel
Alta velocidad y alta eficienciae Acero duro, acero inoxidable

4 Flutes, Square, Standard Length (EM-S4) / 4 flautas, cuadradas, longitud estandar (EM-S4)

[ °1 Unit
w| el | GaY Ry (1] s L em

SHANK
D D =12 D>12

B s o ; ;
-0.015 -0.02

% E

Fig1

zozEz o
[ )
d

Lg
L
D Lc d L 4 Figure No. Ordering Code
mm mm mm — N° de figura Cédigo de orden
1,00 3,00 4.00 50 4 1 EM-S4-01030450
1.50 4.00 4.00 50 4 1 EM-S4-015040450
2.00 6.00 4.00 50 4 1 EM-S4-02060450
2.50 8.00 4.00 50 4 1 EM-S4-025080450
3.00 8.00 4.00 50 4 1 EM-S4-03080450
4.00 11.0 4.00 50 4 2 EM-S4-04110450
5.00 13.0 5.00 50 4 2 EM-S4-05130550
5.00 13,0 6.00 50 4 1 EM-S4-05130650
6.00 16.0 6.00 50 4 2 EM-S4-06160650
8.00 20,0 8.00 60 4 2 EM-S4-08200860
10,0 25,0 10.0 75 4 2 EM-S4-10251075
12.0 30.0 12.0 75 4 2 EM-S4-12301275
14,0 30.0 14,0 75 4 2 EM-S4-14301475
16.0 45.0 16.0 100 4 2 EM-S4-164516100
18,0 45,0 18,0 100 4 2 EM-S4-184518100
20.0 45,0 20,0 100 4 2 EM-S4-204520100
(mm) Tool Diameter (mm) Digmetro de la herramienta
: ; Depth of Rotate Speed 3| 4|6 |8 |10]|12]|16]20
Iso Workplgce Materlal Ve Feed Velocity
Material de trabajo cut m/min | Velocidad de rotacién 3
P':;‘gg:‘tj:d Velocidad de avance %J
(<45HRC) ap<1.5D e S (i) 21230 15920 10620 7960 6370 5310 3980 3190
Acggr:;’: gasrtb?r:: 33;‘33',1% 0D 290 feed velocity (mm/ mi) 2720 2610 2250 2230 2170 2120 1990 1980
AT ap<1D 150 rotate speed (min-1) 15920 11940 7960 5970 4780 3980 2990 2390
aleaciones ae<0.12D feed velocity (mm/ min) 1720 1580 1430 1550 1400 1240 1020 910
o stainless steel ap<1.5D 150 rotate speed (min-1) 15920 11940 7960 5970 4780 3980 2990 2390
Acero inoxidable ae<0.15D feed velocity (mm/ min) 2100 1770 1530 1620 1510 1430 1190 1100
(<32HRC) Gray cast iron, nodular ap<1.5D e S (i) 18050 13540 9020 6770 5410 4510 3380 2710
°as:1'i'e‘::‘0’ d*g‘:;? d?g;ﬁ"nd;gﬁgf”s' ae<0.15D 70 feed velocity (mm/ min) 2170 2000 1910 1730 1600 1530 1350 1250
(35-45HRC) High alloy castiron ap<1D 10 rotate speed (min-1) 15920 11940 7960 5970 4780 3980 2990 2390
Fundicién de alta aleacién ae<0.12D feed velocity (mm/ min) 1720 1670 1590 1460 1340 1270 1140 1020
H (<60HRC) Alloy steel, hardened ap<1D 120 rotate speed (min-1) 16710 9550 6370 4780 3820 3190 2390 1910
steel / Aleaciones, acero reforzado ae<0.05D feed velocity (mm/ min 760 760 760 760 730 710 620 570

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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High speed and high efficiency « Hard steel, Stainless steel

Alta velocidad y alta eficiencias Acero duro, acero inoxidable
4 Flutes, Square, Long Flute Length (EM-SL4) / 4 flautas, cuadradas, longitud de flauta larga (EM-SL4)

e i uniceo IR
EM ALL 6 nz S Unidad

h
SHANK| 02
D D =12 D>12

7 % /]
n | Ll W e
-0.015 -0.02

M e &
W " )
/)
S ° j
H °
o
D Lc d L 4 Figure No. Olrdering Code
mm mm mm mm N° de figura Cddigo de orden
4,00 15,0 4,00 75 4 2 EM-SL4-04150475
4,00 20,0 4,00 100 4 2 EM-SL4-042004100
5,00 20,0 5,00 75 4 2 EM-SL4-05200575
5,00 25,0 5,00 100 4 2 EM-SL4-052505100
6,00 20,0 6,00 75 4 2 EM-SL4-06200675
6,00 25,0 6,00 100 4 2 EM-SL4-062506100
8,00 25,0 8,00 75 4 2 EM-SL4-08250875
8,00 30,0 8,00 100 4 2 EM-SL4-083008100
10,0 35,0 10,0 100 4 2 EM-SL4-103510100
10,0 45,0 10,0 150 4 2 EM-SL4-104510150
12,0 40,0 12,0 100 4 2 EM-SL4-124012100
12,0 50,0 12,0 150 4 2 EM-SL4-125012150
14,0 40,0 14,0 100 4 2 EM-SL4-144014100
14,0 50,0 14,0 150 4 2 EM-SL4-145014150
16,0 55,0 16,0 150 4 2 EM-SL4-165516150
18,0 55,0 18,0 150 4 2 EM-SL4-185518150
20.0 55,0 20,0 150 4 2 EM-SL4-205520150
(mm) Tool Diameter (mm) Didmetro de la herramienta
Workoi ; Depth of Rotate Speed 3| 4|6 |8 |10]12]|16]20
ISO orkpiece Material Vc Feed Velocity
Material de trabajo cut m/min | Velocidad de rotacion ]
P'gg'l“gg:‘tj:d Velocidad de avance Z
(<45HRC) ap=1.5D iR Sae (=T 21230 15920 10620 7960 6370 5310 3980 3190
Ace‘iﬁ,’c‘,’: 2;?:;: c:,‘,’es;;z:]es E0L e 200" feed velocity (mm/ min) 2720 2610 2250 2230 2170 2120 1990 1980
e R ap<1D 150 rotate speed (min-1) 15920 11940 7960 5970 4780 3980 2990 2390
aleaciones ae<0.12D feed velocity (mm/ min) 1720 1580 1430 1550 1400 1240 1020 910
M stainless steel ap<15D . rotate speed (min-1) 15920 11940 7960 5970 4780 3980 2990 2390
Acero inoxidable ae<0.15D feed velocity (mm/ min) 2100 1770 1530 1620 1510 1430 1190 1100
(<33HRC; g_ray czstfirog, quulgr ap=1.5D o e geEss =) 18050 13540 9020 6770 5410 4510 3380 2710
8 oo de fundicion nodula — @es0.15D feed velocity (mm/ min) 2170 2000 1910 1730 1600 1530 1350 1250
(35-45HRC) High alloy castiron ap<1D e rotate speed (min-1) 15920 11940 7960 5970 4780 3980 2990 2390
Fundicién de alta aleacién ae<0.12D feed velocity (mm/ min) 1720 1670 1590 1460 1340 1270 1140 1020
H (<60HRC) A'Iloy steel, hardened ap<1D 120 rotate sp_eed (min—‘l? 16710 9550 6370 4780 3820 3190 2390 1910
steel / Aleaciones, acero reforzado ae<0.05D feed velocity (mm/ min 760 760 760 760 730 710 620 570

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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High speed and high efficiency « Hard steel, Stainless steel
Alta velocidad y alta eficiencias Acero duro, acero inoxidable

2 Flutes, Ballnose, Standard Length (EM-B2) / 2 flautas, punta esférica, longitud estandar (EM-B2)

) [ 38 .
SHANK Unidad
— - . D R=1.5 1.5<R <3 R23
% ‘% M % Tol 9 0 9
-0.01 -0.015 -0.02
|-
M
R
. e TR
s . Le
H R
o) s —S al i
Le
12
D Lc d L R y4 Figure No. quering Code
mm mm mm mm i Ne de figura Cédigo de orden
1,00 2,00 3,00 50 0.5 2 1 EM-B2-01020350-R0.5
2,00 4.00 3,00 50 1.0 2 1 EM-B2-02040350-R1.0
3.00 6.00 3,00 50 1.5 2 2 EM-B2-03060350-R1.5
1,00 2,00 4,00 50 0.5 2 1 EM-B2-01020450-R0.5
1,50 3,00 4,00 50 0.75 2 1 EM-B2-015030450-R0.75
2,00 4,00 4,00 50 1.0 2 1 EM-B2-02040450-R1.0
2,50 5,00 4,00 50 1.25 2 1 EM-B2-025050450-R1.25
3,00 6.00 4,00 50 1.5 2 1 EM-B2-03060450-R1.5
3,50 7,00 4,00 50 1.75 2 1 EM-B2-035070450-R1.75
4,00 8,00 4,00 50 2.0 2 2 EM-B2-04080450-R2.0
5,00 10,0 5,00 50 2.5 2 2 EM-B2-05100550-R2.5
6.00 12,0 6,00 50 3.0 2 2 EM-B2-06120650-R3.0
8.00 16.0 8,00 60 4.0 2 2 EM-B2-08160860-R4.0
10,0 20,0 10,0 75 5.0 2 2 EM-B2-10201075-R5.0
12,0 24,0 12,0 75 6.0 2 2 EM-B2-12241275-R6.0
14,0 28,0 14,0 75 7.0 2 2 EM-B2-14281475-R7.0
16,0 32.0 16,0 100 8.0 2 2 EM-B2-163216100-R8.0
18,0 36.0 18,0 100 9.0 2 2 EM-B2-183618100-R9.0
20,0 40,0 20,0 100 10.0 2 2 EM-B2-204020100-R10.0
(mm) Tool Diameter (mm) Didmetro de la herramienta
Depth of Rotate Speed 2 | | | | | 10 | 12
ISO Workpiece Material eptho Ve Feed Velocity 1 | 3 4 6 8
Material de trabajo cut m/min | Velocidad de rotacion 7
Profundidad Velocidad de avance %J
del corte
carbon(:::;:ﬁ()’ cteel ap<0.4D 290 rotate speed (min-1) 50000 35030 23360 17520 11680 8760 7010 5840
e e Ry ——— a‘,’eaciones ae<0.4D feed velocity (mm/ min) 2800 2800 2800 2800 2800 2800 2800 2800
Ry s ap<0.02D 150 et R ) 50000 28660 19110 14330 9550 7170 5730 4780
aleaciones ae<0.02D feed velocity (mm/ min) 1950 2010 1990 2010 2010 2010 2000 2000
—— ap<0.04D rotate speed (min-1) 50000 35030 23360 17520 11680 8760 7010 5840
M Acero inoxidable ae<0.04D 220 feed velocity (mm/ min) 2520 2450 2570 2630 2570 2540 2520 2530
(<32HRC) Gray cast iron, nodular ap=0.04D et R ] 50000 35030 23360 17520 11680 8760 7010 5840
°as‘h'i;‘::’o’ d":e":l:rn" d‘i’;g‘r‘]“ndgzmzf”s' ae<0.04D 220 feedvelocity mm/min) 2520 2450 2570 2630 2570 2540 2520 2530
(36-45HRC) High alloy cast iron ap<0.04D 0 rotate speed (min-1) 50000 35030 23360 17520 11680 8760 7010 5840
Fundicién de alta aleacién 2e<0.04D feed velocity (mm/ min) 2380 2450 2430 2450 2450 2450 2440 2440
. (<6OHRC) Alloy steel, hardened ap<0.03D 200 rotate speed (min-1) 50000 31840 27860 15920 10620 7960 6370 5310
steel / Aleaciones, acero reforzado ae<0.03D feed velocity (mm/ min 510 510 570 570 590 610 570 570
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High speed and high efficiency « Hard steel, Stainless steel
Alta velocidad y alta eficiencias Acero duro, acero inoxidable

2 Flutes, Ballnose, Long Shank Length (EM-BH2) / 2 flautas, punta esférica, longitud de vastago largo (EM-BH2)

EM ALL h6 raravs / B Unidad

SHANK

D R=1.5 1.5<R <3 R23
v
o L L e 3
== -0.01 -0.015 -0.02
P °
M °
° R
I o f————— — ol Figt
s
S L] L
H L] R
Al —s -0 Fie2
Lc
L
D Lc d L R z Figure No. quering Code
mm mm mm mm T Ne de figura Cédigo de orden
4,00 8,00 4.00 75 2.0 2 2 EM-BH2-04080475-R2.0
4.00 8,00 4.00 100 2.0 2 2 EM-BH2-040804100-R2.0
5,00 10,0 5.00 75 2.5 2 2 EM-BH2-05100575-R2.5
5,00 10,0 5,00 100 25 2 2 EM-BH2-051005100-R2.5
5.00 10.0 5.00 150 2.5 2 2 EM-BH2-051005150-R2.5
6,00 12,0 6,00 75 3.0 2 2 EM-BH2-06120675-R3.0
6.00 12,0 6,00 100 3.0 2 2 EM-BH2-061206100-R3.0
6.00 12,0 6,00 150 3.0 2 2 EM-BH2-061206150-R3.0
8,00 16.0 8.00 75 4.0 2 2 EM-BH2-08160875-R4.0
8,00 16.0 8.00 100 4.0 2 2 EM-BH2-081608100-R4.0
8.00 16,0 8.00 150 4.0 2 2 EM-BH2-081608150-R4.0
10.0 20.0 10.0 100 5.0 2 2 EM-BH2-102010100-R5.0
10.0 20.0 10.0 150 5.0 2 2 EM-BH2-102010150-R5.0
12,0 24,0 12.0 100 6.0 2 2 EM-BH2-122412100-R6.0
12,0 24.0 12,0 150 6.0 2 2 EM-BH2-122412150-R6.0
14.0 28,0 14.0 100 7.0 2 2 EM-BH2-142814100-R7.0
14.0 28,0 14.0 150 7.0 2 2 EM-BH2-142814150-R7.0
16.0 32,0 16,0 150 8.0 2 2 EM-BH2-163216150-R8.0
18.0 36,0 18,0 150 9.0 2 2 EM-BH2-183618150-R9.0
20,0 40,0 20.0 150 10.0 2 2 EM-BH2-204020150-R10.0
(mm) Tool Diameter (mm) Digmetro de la herramienta
ISO Workpigce Mat_erial Depth of Vc ?:;Zt\j:giﬁg 1 | 2 | 3 | 4 | 6 | 8 | 10 | 12
Material de trabajo cut m/min | Velocidad de rotacién 7
Profundidad Velocidad de avance EJ
del corte
(<45HRC) ap<0.4D rotate speed (min-1) 50000 35030 23360 17520 11680 8760 7010 5840

220 ¢ L
ae<0.4D feed velocity (mm/ min) 2800 2800 2800 2800 2800 2800 2800 2800

50000 28660 19110 14330 9550 7170 5730 4780

Carbon steel alloy steel
Acero de carbono y aleaciones

<0.02D rotate speed (min-1)
(50HRC) Alloy Steel ap=0.0 180 ‘ L
AEEEEnES ae<0.02D feed velocity (mm/ min) 1950 2010 1990 2010 2010 2010 2000 2000
M I —— ap<0.04D 20 rotate speed (min-1) 50000 35030 23360 17520 11680 8760 7010 5840
Aceroinoxidable ae<0.04D feed velocity (mm/ min) 2520 2450 2570 2630 2570 2540 2520 2530
(<32HRC) Gray castiron, nodular ap<0.04D 220 el awees i) 50000 35030 23360 17520 11680 8760 7010 5840
°as‘h'i;‘::'o’ d":;‘:;'r]" d‘i’;g‘:]“ndgzmzf”s' ae<0.04D feedvelocity (mm/min) 2520 2450 2570 2630 2570 2540 2520 2530
(35-45HRC) High alloy cast iron ap<0.04D 20 rotate speed (min-1) 50000 35030 23360 17520 11680 8760 7010 5840
Fundicién de alta aleacién 2e<0.04D feed velocity (mm/ min) 2380 2450 2430 2450 2450 2450 2440 2440
H (<60HRC) Alloy steel, hardened ap<0.03D 200 rotate speed (min-1) 50000 31840 27860 15920 10620 7960 6370 5310
steel / Aleaciones, acero reforzado 2e<0.03D feed velocity (mm/ min 510 510 570 570 590 610 570 570
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High speed and high efficiency « Hard steel, Stainless steel
Alta velocidad y alta eficiencias Acero duro, acero inoxidable

4 Flutes, Ballnose, Standard Length (EM-B4) / 4 flautas, punta esférica, longitud estandar (EM-B4)

e 0> Onbes mm
EM | | ALL he o) @ B Unidad

A

SHANK A D R<1.5 1.5<R<3  R23
§ s
@ ’ To 0 0 0
= -0.01 -0.015 -0.02
P °
M e R
Lc
S L it
R
H -
o = = ;— = [m] Fig2
L
L.
D Lc d L R y4 Figure No. quering Code
mm mm mm mm i Ne de figura Cadigo de orden
1,00 2,00 3,00 50 0.5 4 1 EM-B4-01020350-R0.5
2,00 4,00 3,00 50 1.0 4 1 EM-B4-02040350-R1.0
3,00 6,00 3,00 50 1.5 4 2 EM-B4-03060350-R1.5
1,00 2,00 4,00 50 0.5 4 1 EM-B4-01020450-R0.5
1,50 3,00 4,00 50 0.75 4 1 EM-B4-015030450-R0.75
2,00 4,00 4,00 50 1.0 4 1 EM-B4-02040450-R1.0
2,50 5,00 4,00 50 1.25 4 1 EM-B4-025050450-R1.25
3,00 6,00 4,00 50 1.5 4 1 EM-B4-03060450-R1.5
3,50 7,00 4,00 50 1.75 4 1 EM-B4-035070450-R1.75
4,00 8,00 4,00 50 2.0 4 2 EM-B4-04080450-R2.0
5,00 10,0 5,00 50 25 4 2 EM-B4-05100550-R2.5
6,00 12,0 6,00 50 3.0 4 2 EM-B4-06120650-R3.0
8,00 16,0 8,00 60 4.0 4 2 EM-B4-08160860-R4.0
10,0 20,0 10,0 75 5.0 4 2 EM-B4-10201075-R5.0
12,0 24,0 12,0 75 6.0 4 2 EM-B4-12241275-R6.0
14,0 28,0 14,0 75 7.0 4 2 EM-B4-14281475-R7.0
16.0 32,0 16,0 100 8.0 4 2 EM-B4-163216100-R8.0
18,0 36,0 18,0 100 9.0 4 2 EM-B4-183618100-R9.0
20,0 40,0 20,0 100 10.0 4 2 EM-B4-204020100-R10.0
(mm) Tool Diameter (mm) Didmetro de la herramienta
Depth of Rotate Speed | | | | | 10 | 12
ISO Workpiece Material eptho Ve Feed Velocity 1 | 2 3 4 6 8
Material de trabajo cut m/min | Velocidad de rotacién -E
Profundidad Velocidad de avance
del corte
(<45HRC) ap<0.4D rotate speed (min-1) 50000 35030 23360 17520 11680 8760 7010 5840

220 ¢ L
ae<0.4D feed velocity (mm/ min) 2800 2800 2800 2800 2800 2800 2800 2800

50000 28660 19110 14330 9550 7170 5730 4780

Carbon steel alloy steel
Acero de carbono y aleaciones

(50HRC) Alloy Steel ap=<0.02D 180 rotate speed (min-1)
aleaciones ae<0.02D feed velocity (mm/ min) 1950 2010 1990 2010 2010 2010 2000 2000
M —— ap<0.04D 20 rotate speed (min-1) 50000 35030 23360 17520 11680 8760 7010 5840
Acero inoxidable ae<0.04D feed velocity (mm/ min) 2520 2450 2570 2630 2570 2540 2520 2530
(<32HRC) Gray castiron, nodular ap=0.04D el awees i) 50000 35030 23360 17520 11680 8760 7010 5840
B R b ey U ae<004D 220 feedvelocitymm/min) 2520 2450 2570 2630 2570 2540 2520 2530
(35-45HRC) High alloy castiron ap<0.04D 220 rotate speed (min-1) 50000 35030 23360 17520 11680 8760 7010 5840
Fundicién de alta aleacién 2e<0.04D feed velocity (mm/ min) 2380 2450 2430 2450 2450 2450 2440 2440
H (<60HRC) Alloy steel, hardened ap<0.03D 100 rotate speed (min-1) 50000 31840 27860 15920 10620 7960 6370 5310
steel / Aleaciones, acero reforzado ae<0.03D feed velocity (mm/ min 2040 2300 2010 1150 1190 1210 1150 1150
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High speed and high efficiency « Hard steel, Stainless steel
Alta velocidad y alta eficienciae Acero duro, acero inoxidable

4 Flutes, Ballnose, Long Shank Length (EM-BH4) / 4 flautas, punta esférica, longitud de véastago largo (EM-BH4)

EM ALL hé raravy {4:1} % A@ @ Unidad

SHANK

D R=1.5 1.5<R <3 R=3
f Tol 0 0 0
3 -0.01 -0.015 -0.02
P °
M o B
° w| A (m] Fig1
. Lc |
S L] L
H ° B
o ﬁififigif O Fig2
Lec
L
D Lc d L R y4 Figure No. quering Code
mm mm mm mm T Ne de figura Cédigo de orden
4,00 8,00 4,00 75 2.0 4 2 EM-BH4-04080475-R2.0
4,00 8,00 4,00 100 2.0 4 2 EM-BH4-040804100-R2.0
5,00 10,0 5,00 75 2.5 4 2 EM-BH4-05100575-R2.5
5,00 10,0 5,00 100 25 4 2 EM-BH4-051005100-R2.5
5,00 10,0 5.00 150 2.5 4 2 EM-BH4-051005150-R2.5
6.00 12,0 6,00 75 3.0 4 2 EM-BH4-06120675-R3.0
6.00 12,0 6,00 100 3.0 4 2 EM-BH4-061206100-R3.0
6.00 12,0 6.00 150 3.0 4 2 EM-BH4-061206150-R3.0
8,00 16,0 8,00 75 4.0 4 2 EM-BH4-08160875-R4.0
8,00 16,0 8,00 100 4.0 4 2 EM-BH4-081608100-R4.0
8,00 16,0 8.00 150 4.0 4 2 EM-BH4-081608150-R4.0
10.0 20,0 10,0 100 5.0 4 2 EM-BH4-102010100-R5.0
10.0 20,0 10,0 150 5.0 4 2 EM-BH4-102010150-R5.0
12,0 24,0 12,0 100 6.0 4 2 EM-BH4-122412100-R6.0
12,0 24,0 12,0 150 6.0 4 2 EM-BH4-122412150-R6.0
14,0 28,0 14,0 100 7.0 4 2 EM-BH4-142814100-R7.0
14,0 28,0 14,0 150 7.0 4 2 EM-BH4-142814150-R7.0
16,0 32,0 16,0 150 8.0 4 2 EM-BH4-163216150-R8.0
18.0 36.0 18,0 150 9.0 4 2 EM-BH4-183618150-R9.0
20.0 40.0 20,0 150 10.0 4 2 EM-BH4-204020150-R10.0
Tool Diameter (mm) Diametrodelah ient
D(mtr:) ) Rotate Speed | | iame r|o e la ei'ramlgn a| ,
Iso| Workpiece Material epthot ve Feed Velocity 123 4 6 8 1 1
Material de trabajo cut m/min | Velocidad de rotacion
Profundidad Velocidad de avance
del corte
(<45HRC) ap<0.4D 220 rotate speed(min-1) 50000 35030 23360 17520 11680 8760 7010 5840
Aceﬁzr:: zas,:,e:r:: 'yloa),'e?;ilnes EE0dD fecdeeenvimminin) 2800 2800 2800 2800 2800 2800 2800 2800
SOHRC) Alloy Steel ap=0.02D it sEase (1) 50000 28660 19110 14330 9550 7170 5730 4780
{ ale;ciozZs e ae<0.02D 180 feed velocity (mm/ min) 1950 2010 1990 2010 2010 2010 2000 2000
M I —— ap<0.04D 220 rotate speed (min-1) 50000 35030 23360 17520 11680 8760 7010 5840
Acero inoxidable ae<0.04D feed velocity (mm/ min) 2520 2450 2570 2630 2570 2540 2520 2530
(<32HRC) Gray castiron, nodular ap=0.04D it sEese (1) 50000 35030 23360 17520 11680 8760 7010 5840
castiron/Hierrode fundiciongris,  ae<004D  2?°  feedvelocity(mm/minl 2520 2450 2570 2630 2570 2540 2520 2530
hierro de fundicién nodular
(35-45HRC) High alloy castiron ap<0.04D 220 et EmeEE e 50000 35030 23360 17520 11680 8760 7010 5840
Fundicion de alta aleacion ae<0.04D feed velocity (mm/ min) 2380 2450 2430 2450 2450 2450 2440 2440
H (<60HRC) Alloy steel, hardened ap=<0.03D 200 rotate speed (min-1) 50000 31840 27860 15920 10620 7960 6370 5310
steel / Aleaciones, acero reforzado ae<0.03D feed velocity (mm/ min 2040 2300 2010 1150 1190 1210 1150 1150
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High speed and high efficiency « Hard steel, Stainless steel
Alta velocidad y alta eficienciae Acero duro, acero inoxidable

= Unicas IR
EM ALL h6 o @ @ R Unidad

SHANK

Tol 0 0
~ -0.015 -0.02

R
ol | ——a) Fig1
e
L I
R
-uw——;*———Ag_ 3 E[ Fig2
Lec
L

5.00 13.0 5.00 50 0.5 2 2 EM-R2-05130550-R0.5
5.00 13.0 5.00 50 1.0 2 2 EM-R2-05130550-R1.0

8,00 20,0 8,00 60 0.5 2 2 EM-R2-08200860-R0.5
8.00 20.0 8,00 60 1.0 2 2 EM-R2-08200860-R1.0
12,0 30,0 12,0 75 0.5 2 2 EM-R2-12301275-R0.5
12,0 30.0 12,0 5 1.0 2 2 EM-R2-12301275-R1.0
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High speed and high efficiency « Hard steel, Stainless steel

Alta velocidad y alta eficiencias Acero duro, acero inoxidable

longitud estandar (EM-R2)

2 Flutes, Corner Radius, Standard Length (EM-R2) / 2 flautas, radio de esquina,

— L e
EM ALL hé varam @ , R Unidad
SHANK D D =12 D>12
V, %
L (T mgl o 0 0
N @, " -0.015 -0.02
m
M ° R
O -c] { ————————— =t @ Fig1
Lc
S L] L
H L4 R
S — S CE
[iffe]
L
D Lc d L R y4 Figure No. quering Code
mm mm mm mm T Ne de figura Cédigo de orden
14,0 30,0 14,0 75 0.5 2 2 EM-R2-14301475-R0.5
14,0 30,0 14,0 75 1.0 2 2 EM-R2-14301475-R1.0
14,0 30,0 14,0 75 2.0 2 2 EM-R2-14301475-R2.0
16,0 45,0 16,0 100 0.5 2 2 EM-R2-164516100-R0.5
16,0 45,0 16,0 100 1.0 2 2 EM-R2-164516100-R1.0
16,0 45,0 16,0 100 2.0 2 2 EM-R2-164516100-R2.0
16,0 45,0 16,0 100 3.0 2 2 EM-R2-164516100-R3.0
18,0 45,0 18,0 100 0.5 2 2 EM-R2-184518100-R0.5
18,0 45,0 18,0 100 1.0 2 2 EM-R2-184518100-R1.0
18,0 45,0 18,0 100 2.0 2 2 EM-R2-184518100-R2.0
18,0 45,0 18,0 100 3.0 2 2 EM-R2-184518100-R3.0
20,0 45,0 20,0 100 0.5 2 2 EM-R2-204520100-R0.5
20,0 45,0 20,0 100 1.0 2 2 EM-R2-204520100-R1.0
20,0 45,0 20,0 100 2.0 2 2 EM-R2-204520100-R2.0
20,0 45,0 20,0 100 3.0 2 2 EM-R2-204520100-R3.0
Tool Diameter (mm) Digmetro de la h ient:
D(mtr:) f Rotate Speed lametro de la herramienta
Iso| Workpiece Material epthot) ve Feed Velocity 3| a6 |8 [10]12]16]20
Material de trabajo cu*: m/min | Velocidad de rotacién T
Profundidad Velocidad de avance ZJ
del corte
(<45HRC) ap<1.5D 200 rotate speed (min-1) 21230 15920 10620 7960 6370 5310 3980 3190
Ace‘iz’;’: zas,:,e:,:: 'y“;),';t;f)'nes ae<0.15D fecdieeenvimminin) 2040 1960 1690 1670 1620 1590 1490 1480
SOHRC) Alloy Steel ap<1D rotate speed(min=1] 15920 11940 7960 5970 4780 3980 2990 2390
: alegcio(r?e’s ° ae<0.12D 190 feed velocity (mm/ min) 1290 1180 1080 1160 1050 930 760 680
M stainless steel ap<1.5D 150 rotate speed (min-1) T2y | MRE0 | 7RED | B0 | ARD | S 2550 2290
Acero inoxidable ae<0.15D feed velocity (mm/ min) 1580 1330 1150 1220 1130 1080 900 820
(<32HRC) Gray castiron, nodular ap=<1.5D rotate speed (min-1) 18050 13540 9020 6770 5410 4510 3380 2710
castiron/Hierrode fundiciéngris,  ae<015D  ''° feed velocity (mm/min) 1620 1500 1440 1300 1200 1150 1020 930
hierro de fundicién nodular
(35-45HRC) High alloy castiron ap<1D 150 et e e 15920 11940 7960 5970 4780 3980 2990 2390
Fundicién de alta aleacién ae<0.12D feed velocity (mm/ min) 1290 1250 1190 1090 1000 960 850 770
H (<60HRC) Alloy steel, hardened ap<1D 120 rotate speed (min-1) 16710 9550 6370 4780 3820 3190 2390 1910
steel / Aleaciones, acero reforzado ae<0.05D feed velocity (mm/ min 380 380 380 380 370 360 310 290

50%~70%, 40%~60%

Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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High speed and high efficiency « Hard steel, Stainless steel
Alta velocidad y alta eficienciae Acero duro, acero inoxidable

]

- g m
EM ALL ] @ R Unidad

SHANK
Tol 0 0
-0.015 -0.02

R
ol >N 0 Fig1
Lc
L
o — % - Fig2
Lc
L

D=

5.00 20.0 5.00 75 0.5 2 2 EM-RL2-05200575-R0.5
5,00 20,0 5,00 75 1.0 2 2 EM-RL2-05200575-R1.0
5.00 25.0 5.00 100 05 2 2 EM-RL2-052505100-R0.5
5.00 25.0 5,00 100 1.0 2 2 EM-RL2-052505100-R1.0

8.00 25,0 8,00 75 0.5 2 2 EM-RL2-08250875-R0.5
8.00 25.0 8.00 75 1.0 2 2 EM-RL2-08250875-B1.0
8.00 30.0 8.00 100 0.5 2 2 EM-RL2-083008100-R0.5
8,00 30,0 8.00 100 1.0 2 2 EM-RL2-083008100-R1.0

12,0 40,0 12,0 100 0.5 2 2 EM-RL2-124012100-R0.5
12.0 40.0 12.0 100 1.0 2 2 EM-RL2-124012100-R1.0
12,0 50,0 12,0 150 0.5 2 2 EM-RL2-125012150-R0.5
12,0 50.0 12,0 150 1.0 2 2 EM-RL2-125012150-R1.0
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High speed and high efficiency « Hard steel, Stainless steel

Alta velocidad y alta eficiencias Acero duro, acero inoxidable

2 Flutes, Corner Radius, Long Flute Length (EM-RL2) / 2 flautas, radio de esquina, longitud de flauta larga (EM-RL2)

Unit
— e em
EM ALL hé @ /}2 R Unidad
SHANK D D=12 D>12
— — ]
Tol 0 0
3 -0.015 -0.02
P °
]
. R
]
X e TE=Sd
. _Lle_
L
[ )
H é
o] — o
Le
L
D Lc d L R y4 Figure No. quering Code
mm mm mm mm T Ne de figura Cédigo de orden
14,0 40,0 14,0 100 0.5 2 2 EM-RL2-144014100-R0.5
14,0 40,0 14,0 100 1.0 2 2 EM-RL2-144014100-R1.0
14,0 40,0 14,0 100 2.0 2 2 EM-RL2-144014100-R2.0
14,0 50,0 14,0 150 0.5 2 2 EM-RL2-145014150-R0.5
14,0 50,0 14,0 150 1.0 2 2 EM-RL2-145014150-R1.0
14,0 50.0 14,0 150 2.0 2 2 EM-RL2-145014150-R2.0
16,0 55,0 16,0 150 0.5 2 2 EM-RL2-165516150-R0.5
16,0 55,0 16,0 150 1.0 2 2 EM-RL2-165516150-R1.0
16,0 55,0 16.0 150 2.0 2 2 EM-RL2-165516150-R2.0
16,0 55,0 16.0 150 3.0 2 2 EM-RL2-165516150-R3.0
18,0 55,0 18,0 150 0.5 2 2 EM-RL2-185518150-R0.5
18,0 55,0 18,0 150 1.0 2 2 EM-RL2-185518150-R1.0
18,0 55,0 18,0 150 2.0 2 2 EM-RL2-185518150-R2.0
18,0 55,0 18,0 150 3.0 2 2 EM-RL2-185518150-R3.0
20,0 55,0 20,0 150 0.5 2 2 EM-RL2-205520150-R0.5
20,0 55,0 20,0 150 1.0 4 2 EM-RL2-205520150-R1.0
20.0 55,0 20,0 150 2.0 4 2 EM-RL2-205520150-R2.0
20,0 55,0 20,0 150 3.0 4 2 EM-RL2-205520150-R3.0
mm Tool Diameter (mm) Digmetro de la herramienta
( ) Rotate Speed
iso| Workpiece Material | [DePthofl ve | pooqyeiocity 3| afe 8 [10]12]16]20
Material de trabajo cu*: m/min | Velocidad de rotacién T
Pré’efluggll;’:‘d Velocidad de avance EJ
(<45HRC) ap<1.5D 200 rotate speed (min-1) 21230 15920 10620 7960 6370 5310 3980 3190
Aceﬁzr:: zas,:,e:r:: 'y“;),'ezt;ilnes ae<0.15D feccieeenvimminin) 2040 1960 1690 1670 1620 1590 1490 1480
SOHRC) Alloy Steel ap<1D rotate speed(min=1] 15920 11940 7960 5970 4780 3980 2990 2390
: alee)wio(r:gs ° ae<0.12D 190 feed velocity (mm/ min) 1290 1180 1080 1160 1050 930 760 680
M stainless steel ap<1.5D 150 rotate speed (min-1) T2y | MRE0 | 7RED | B0 | ARD | S 2250 2290
Acero inoxidable ae<0.15D feed velocity (mm/ min) 1580 1330 1150 1220 1130 1080 900 820
(<32!-IRC)Gray castiron_.r_l(?dullar ap=<1.5D 170 rotate speed (min-1) 18050 13540 9020 6770 5410 4510 3380 2710
CERTE/EM D RTEIEE e, ae<0.15D feed velogity (mm/ min) 1620 1500 1440 1300 1200 1150 1020 930
hierro de fundicién nodular
(35-45HRC) High alloy castiron ap<1D 150 et e e 15920 11940 7960 5970 4780 3980 2990 2390
Fundicién de alta aleacién 2e<0.12D feed velocity (mm/ min) 1290 1250 1190 1090 1000 960 850 770
H (<60HRC) Alloy steel, hardened ap<1D 120 rotate speed (min-1) 16710 9550 6370 4780 3820 3190 2390 1910
steel / Aleaciones, acero reforzado ae<0.05D feed velocity (mm/ min 380 380 380 380 370 360 310 290

50%~70%, 40%~60%

Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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High speed and high efficiency « Hard steel, Stainless steel
Alta velocidad y alta eficiencias Acero duro, acero inoxidable

EM ALL he
SHANK

A e e e

3

IE% I ‘i
-
=

1

So

o

-

o

1

o o

o

]

Fig1

Fig2

5.00 13.0 5.00 50 0.5 3

2 EM-R3-05130550-R0.5
5,00 13,0 5,00 50 1.0 3 2

EM-R3-05130550-R1.0

8,00 20,0 8,00 60 0.5 3 2 EM-R3-08200860-R0.5
8.00 20,0 8,00 60 1.0 3 2 EM-R3-08200860-R1.0

12,0 30,0 12,0 75 0.5 S 2

EM-R3-12301275-R0.5
12.0 30,0 12.0 75 1.0 3 2

EM-R3-12301275-R1.0
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High speed and high efficiency « Hard steel, Stainless steel
Alta velocidad y alta eficienciae Acero duro, acero inoxidable

EM ALL

Rz L e

h6 raram
SHANK] D D<12 D>12

Tol 0 0
= -0.015 -0.02

Fig1

14.0 30,0 14,0 75 2.0 3 2 EM-R3-14301475-R2.0
16,0 45,0 16,0 100 0.5 3 2 EM-R3-164516100-R0.5
16.0 45.0 16,0 100 1.0 3 2 EM-R3-164516100-R1.0

18,0 45,0 18,0 100 1.0 3 2 EM-R3-184518100-R1.0
18.0 45.0 18,0 100 20 EM-R3-184518100-R2.0
18,0 45,0 18,0 100 3.0 3 2 EM-R3-184518100-R3.0

w
N

20,0 45.0 20.0 100 20 3 2 EM-R3-204520100-R2.0
20,0 45.0 20,0 100 3.0 3 2 EM-R3-204520100-R3.0
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High speed and high efficiency « Hard steel, Stainless steel
Alta velocidad y alta eficienciae Acero duro, acero inoxidable

SHANK| | "==e4

e ° Unices TG
| 38
EM ALL h6 — C@ % % R Unidad

D D <12 D>12
Tol o 0
-0.015 -0.02

s ~

5.00 20.0 5.00 75 0.5 3 2 EM-RL3-05200575-R0.5
5,00 20,0 5,00 75 1.0 3 2 EM-RL3-05200575-R1.0
5.00 25.0 5.00 100 0.5 S 2 EM-RL3-052505100-R0.5
5.00 25.0 5,00 100 1.0 3 2 EM-RL3-052505100-R1.0

8.00 25,0 8,00 75 0.5 5] 2 EM-RL3-08250875-R0.5
8.00 25.0 8.00 75 10 3 2 EM-RL3-08250875-R1.0
8.00 30.0 8.00 100 0.5 3 2 EM-RL3-083008100-R0.5
8,00 30,0 8.00 100 1.0 3 2 EM-RL3-083008100-R1.0

12,0 40,0 12,0 100 0.5 3 2 EM-RL3-124012100-R0.5
12.0 40.0 12.0 100 1.0 3 2 EM-RL3-124012100-R1.0
12,0 50,0 12,0 150 0.5 3 2 EM-RL3-125012150-R0.5
12,0 50.0 12,0 150 1.0 3 2 EM-RL3-125012150-R1.0
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High speed and high efficiency « Hard steel, Stainless steel
Alta velocidad y alta eficiencias Acero duro, acero inoxidable

EM

ALL

)
h6
SHANK

el

)

16.0
16,0
16,0

55,0
55,0
55,0

16,0
16,0
16,0

0.5
1.0
2.0

20,0
20,0
20,0
20,0
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55,0
55,0
55,0
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20,0
20,0
20,0
20,0
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0.5
1.0
2.0

3.0

W www

W W ww

NN NN

N N NN

s mm
Unidad

D D <12 D>12
Tol 0 0
-0.015 -0.02

EM-RL3-165516150-R0.5
EM-RL3-165516150-R1.0
EM-RL3-165516150-R2.0
EM-RL3-165516150-R3.0

EM-RL3-205520150-R0.5
EM-RL3-205520150-R1.0
EM-RL3-205520150-R2.0
EM-RL3-205520150-R3.0



High speed and high efficiency « Hard steel, Stainless steel
Alta velocidad y alta eficiencias Acero duro, acero inoxidable

e | | =t i Unices IR
EM ALL hé raravy {4} A@* R Unidad

02
SHANK D D<12 D>12
Tol 0 0
-0.015 -0.02

Fig1

Fig2

5.00 13.0 5.00 50 0.5 4 2 EM-R4-05130550-R0.5
5.00 13,0 5,00 50 1.0 4 2 EM-R4-05130550-R1.0

8.00 20,0 8,00 60 0.5 4 2 EM-R4-08200860-R0.5
8,00 20,0 8.00 60 1.0 4 2 EM-R4-08200860-R1.0
12.0 30.0 12,0 75 0.5 4 2 EM-R4-12301275-R0.5
12,0 30.0 12,0 75 1.0 4 2 EM-R4-12301275-R1.0
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High speed and high efficiency « Hard steel, Stainless steel
Alta velocidad y alta eficiencias Acero duro, acero inoxidable

4 Flutes, Corner Radius, Standard Length (EM-R4) / 4 flautas, radio de esquina, longitud estandar (EM-R4)

— e Unices G
EM ALL h6 raravs ) * R Unidad

02
SHANK D D=12 D>12

A= R S
] .

M °
I ° Fig1
S °
H °
"I sl St Fig?
D Lc d L R y4 Figure No. quering Code
mm mm mm mm T Ne de figura Cddigo de orden
14,0 30,0 14,0 75 0.5 4 2 EM-R4-14301475-R0.5
14,0 30,0 14,0 75 1.0 4 2 EM-R4-14301475-R1.0
14,0 30,0 14,0 75 2.0 4 2 EM-R4-14301475-R2.0
16,0 45,0 16,0 100 0.5 4 2 EM-R4-164516100-R0.5
16,0 45,0 16,0 100 1.0 4 2 EM-R4-164516100-R1.0
16,0 45,0 16,0 100 2.0 4 2 EM-R4-164516100-R2.0
16,0 45,0 16,0 100 3.0 4 2 EM-R4-164516100-R3.0
18,0 45,0 18,0 100 0.5 4 2 EM-R4-184518100-R0.5
18,0 45,0 18,0 100 1.0 4 2 EM-R4-184518100-R1.0
18,0 45,0 18,0 100 2.0 4 2 EM-R4-184518100-R2.0
18,0 45,0 18,0 100 3.0 4 2 EM-R4-184518100-R3.0
20,0 45,0 20,0 100 0.5 4 2 EM-R4-204520100-R0.5
20,0 45,0 20,0 100 1.0 4 2 EM-R4-204520100-R1.0
20,0 45,0 20,0 100 2.0 4 2 EM-R4-204520100-R2.0
20,0 45,0 20,0 100 3.0 4 2 EM-R4-204520100-R3.0
Tool Diameter (mm) Digmetro de la herramienta
Workoi . Dg:t':)of Rotate Speed 3| 4|6 |8 |10|12]16]20
ISo orkplgce Mat_erlal Ve Feed Velocity
Material de trabajo cut m/min | Velocidad de rotacién 7
Pré’eflugg:?:‘d Velocidad de avance ZJ
(<45HRC) ap<1.5D rotate speed(min=1) 21230 15920 10620 7960 6370 5310 3980 3190
Ace‘iz’;’: zas,:,e:,:: 'y";’,';t;z'nes ae<0.15D 200 feed velocity (mm/ min) 2720 2610 2250 2230 2170 2120 1990 1980
e ap<1D 150 rotate speed (min-1) 15920 11940 7960 5970 4780 3980 2990 2390
aleaciones ae<0.12D feed velocity (mm/ min) 1720 1580 1430 1550 1400 1240 1020 910
M stainless steel ap<1.5D 150 rotate speed (min-1) 15920 11940 7960 5970 4780 3980 2990 2390
Acero inoxidable ae<0.15D feed velocity (mm/ min) 2100 1770 1530 1620 1510 1430 1190 1100
(<32HRC) Gray castiron, nodular ap=<1.5D rotate speed (min-1) 18050 13540 9020 6770 5410 4510 3380 2710
oSG/ RIEo CR HMEER EE, ae<0.15D 70 feedvelocitymm/mi) 2170 2000 1910 1730 1600 1530 1350 1250
hierro de fundicién nodular
(35-45HRC) High alloy cast iron ap<1D 150 rotate sp_eed (min-1) 15920 11940 7960 5970 4780 3980 2990 2390
Fundicion de alta aleacién ae<0.12D feed velocity (mm/ min) 1720 1670 1590 1460 1340 1270 1140 1020
H (<60HRC) Alloy steel, hardened ap<1D o rotate speed (min-1) 16710 9550 6370 4780 3820 3190 2390 1910
steel / Aleaciones, acero reforzado 2e<0.05D feed velocity (mm/ min 760 760 760 760 730 710 620 570

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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High speed and high efficiency « Hard steel, Stainless steel
Alta velocidad y alta eficienciae Acero duro, acero inoxidable

:@%/@ e Uniced IR

ramass 02
D D =12 D>12

5.00 20.0 5.00 75 0.5 4 2 EM-RL4-05200575-R0.5
5,00 20,0 5,00 75 1.0 4 2 EM-RL4-05200575-R1.0
5.00 25.0 5.00 100 05 4 2 EM-RL4-052505100-R0.5
5.00 25.0 5,00 100 1.0 4 2 EM-RL4-052505100-R1.0

8.00 25,0 8,00 75 0.5 4 2 EM-RL4-08250875-R0.5
8.00 25.0 8.00 75 1.0 4 2 EM-RL4-08250875-R1.0
8.00 30.0 8.00 100 0.5 4 2 EM-RL4-083008100-R0.5
8,00 30,0 8.00 100 1.0 4 2 EM-RL4-083008100-R1.0

12,0 40,0 12,0 100 0.5 4 2 EM-RL4-124012100-R0.5
12.0 40.0 12.0 100 1.0 4 2 EM-RL4-124012100-R1.0
12,0 50,0 12,0 150 0.5 4 2 EM-RL4-125012150-R0.5
12,0 50.0 12,0 150 1.0 4 2 EM-RL4-125012150-R1.0
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High speed and high efficiency « Hard steel, Stainless steel
Alta velocidad y alta eficienciae Acero duro, acero inoxidable

4 Flutes, Corner Radius, Long Flute Length (EM-RL4) / 4 flautas, radio de esquina, longitud de flauta larga (EM-RL4)

— 1 Unicac I
EM ALL h6 raravy @ % %= R Unidad

SHANK 2 D D=12 D>12

Tol 0 o
= -0.015 -0.02

M °
I ° Fig1
S °
H °
Fig2
D Lc d L R y4 Figure No. quering Code
mm mm mm mm T Ne de figura Cddigo de orden
14,0 40,0 14,0 100 0.5 4 2 EM-RL4-144014100-R0.5
14,0 40,0 14,0 100 1.0 4 2 EM-RL4-144014100-R1.0
14,0 40,0 14,0 100 2.0 4 2 EM-RL4-144014100-R2.0
14,0 50,0 14,0 150 0.5 4 2 EM-RL4-145014150-R0.5
14,0 50,0 14,0 150 1.0 4 2 EM-RL4-145014150-R1.0
14,0 50,0 14,0 150 2.0 4 2 EM-RL4-145014150-R2.0
16,0 55,0 16,0 150 0.5 4 2 EM-RL4-165516150-R0.5
16,0 55,0 16,0 150 1.0 4 2 EM-RL4-165516150-R1.0
16,0 55,0 16,0 150 2.0 4 2 EM-RL4-165516150-R2.0
16,0 55,0 16,0 150 3.0 4 2 EM-RL4-165516150-R3.0
18,0 55,0 18,0 150 0.5 4 2 EM-RL4-185518150-R0.5
18,0 55,0 18,0 150 1.0 4 2 EM-RL4-185518150-R1.0
18,0 55,0 18,0 150 2.0 4 2 EM-RL4-185518150-R2.0
18,0 55,0 18,0 150 3.0 4 2 EM-RL4-185518150-R3.0
20,0 55,0 20,0 150 0.5 4 2 EM-RL4-205520150-R0.5
20,0 55,0 20,0 150 1.0 4 2 EM-RL4-205520150-R1.0
20,0 55,0 20,0 150 2.0 4 2 EM-RL4-205520150-R2.0
20,0 55,0 20,0 150 3.0 4 2 EM-RL4-205520150-R3.0
(mm) Tool Diameter (mm) Didmetro de la herramienta
ISO Workpiece Material Depthof( vc ?Z;Ztsjﬂiﬁf, 3 | 4 | 6 | 8 | 10 | 12 | 16 | 20
Material de trabajo cut m/min | Velocidad de rotacion L]
Profundidad Velocidad de avance ZJ
del corte
(<45HRC) ap<1.5D rotate speed(min-1) 21230 15920 10620 7960 6370 5310 3980 3190
Aceﬁzr;: zas,:,e:r:: 'y";’,';t;ilnes ae<0.15D 200 feed velocity (mm/ mi) 2720 2610 2250 2230 2170 2120 1990 1980
f 15920 11940 7960 5970 4780 3980 2990 2390
(SOHggz({,\igﬁZ:tEEI a:;)g.‘!] gD 150 f;::’a‘z'zgij?rf'l?‘:?n:i)n) 1720 1580 1430 1550 1400 1240 1020 910
M stainless steel ap<1.5D 150 rotate speed (min-1) 15920 11940 7960 5970 4780 3980 2990 2390
Acero inoxidable ae<0.15D feed velocity (mm/ min) 2100 1770 1530 1620 1510 1430 1190 1100
(<32HRC) Gray castiron, nodular ap=<1.5D rotate speed (min-1) 18050 13540 9020 6770 5410 4510 3380 2710

CERlIE /[ IEe G e i e/, ae<0.15D 70" teed velocity (mm/ min) 2170 2000 1910 1730 1600 1530 1350 1250
hierro de fundicién nodular
15920 11940 7960 5970 4780 3980 2990 2390

(35-45HRC) High alloy castiron aps1D 150 rotate speed (min-1)
Fundicion de alta aleacion ae<0.12D feed velocity (mm/ min) 1720 1670 1590 1460 1340 1270 1140 1020
H (<60HRC) Alloy steel, hardened ap=1D 120 rotate speed (min-1) 16710 9550 6370 4780 3820 3190 2390 1910
steel / Aleaciones, acero reforzado 2e<0.05D feed velocity (mm/ min 760 760 760 760 730 710 620 570

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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XM

High-speed and efficient processing of high-hard steel
Procesamiento eficiente y de alta velocidad de acero de alta dureza

Cutting edge passivation

The special design that combines the cutting edge strength with
sharpness, is very suitable for high-speed and high-efficiency
machining of high-hard steel.

Pasivado del filo de corte

El disefio especial que combina la fuerza del filo de corte con la
agudeza, es muy adecuado para el mecanizado de alta velocidad y
alta eficiencia de acero de alta dureza.

Unequal helix angle.
Variable flute pitch and unequal helix angle design, with excellent anti-
vibration. performance and excellent surface quality.

Angulo de hélice desigual.
Filo variable y disefio desigual del &ngulo de hélice, con excelente
rendimiento anti-vibracién y excelente calidad superficial.

HP MK

Variable bottom edges and helix angles to reduce vibration and
improve the surface finish.
Disefio especial de la fresa, muy adecuado para acero duro.

The special tool design is Very suitable for processing all kinds of
hard steel

El disefio especial de la herramienta es muy adecuado para procesar
todo tipo de aceros duros.

Variable bottom edges, which Special chip flute shape, can
greatly suppresses vibration, can  gho excellent performance even
realize stable processing in groove and cavity machining
Bordes inferiores variables que La forma especial de la flauta
suprimen en gran medida la de viruta, puede mostrar un
vibracion y pueden realizar un excelente rendimiento incluso en el
procesamiento estable. mecanizado de ranuras y cavidades
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High speed and high efficiency « High hard steel

Alta velocidad y alta eficiencia « Acero de Alta dureza
2 Flutes, Square, Standard Length (XM-S2) / 2 flautas, cuadradas, longitud estandar (XM-S2)

Unit
— ¢ . I
XM ACO hé ravavy @ @ A S Unidad
SHANK A D D=s12 D>12
0 %
myn T o o o
< - e -0.015 -0.02
H -
M °
o 'c] o —— —t EI Fig1
Lc
s L
H o
'c] —“— -0O| Fig2 .
Le: [ '
(
D Lc d L 4 Figure No. Qrti_ering Code
mm mm mm mm Ne de figura Cadigo de orden
1,00 3,00 4,00 50 2 1 XM-S2-01030450
1,50 4,00 4,00 50 2 1 XM-S2-015040450
2,00 6,00 4,00 50 2 1 XM-S2-02060450
2,50 8,00 4,00 50 2 1 XM-S2-025080450
3,00 8,00 4,00 50 2 1 XM-S2-03080450
4,00 11.0 4,00 50 2 2 XM-S2-04110450
5,00 13,0 5,00 50 2 2 XM-S2-05130550
5,00 13,0 6,00 50 2 2 XM-S2-05130650
6.00 16,0 6.00 50 2 2 XM-S2-06160650
8,00 20,0 8,00 60 2 2 XM-S2-08200860
10,0 25,0 10,0 75 2 2 XM-S2-10251075
12,0 30,0 12,0 75 2 2 XM-S2-12301275
14,0 30,0 14,0 75 2 2 XM-S2-14301475
16,0 45,0 16,0 100 2 2 XM-S2-164516100
18,0 45,0 18,0 100 2 2 XM-S2-184518100
20,0 45,0 20,0 100 2 2 XM-S2-204520100
(mm) Rotate Sveed Tool Diameter (mm) Diametro de la herramienta
otate Spee
IO Workpiece Material Depthof | vc Feed Velocity 2 | 4 | 6 | 8 | 10 | 12
Material de trabajo cut m/min | Velocidad de rotacion [
Profundidad Velocidad de avance ZJ
del corte
(<60HRC) Alloy steel, hardened steel / ap<1D 120 rotate speed (min-1) 19110 9550 6370 4780 3820 Sy
. Aleaciones, de acero reforzado ae<0.05D feed velocity (mm/ min 380 380 380 380 370 360
(<65HRC) Alloy steel, hardened steel / ap=0.7D rotate speed (min-1) 159200 119400 7960 <Y 450 SRIF
Aleaciones de acero, reforzado ae<0.03D feed velocity (mm/ min 260 360 370 360 370 340
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50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.



High speed and high efficiency « High hard steel

Alta velocidad y alta eficiencia » Acero de Alta dureza
2 Flutes, Square, Long Flute Length (XM-SL2) / 2 flautas, cuadradas, longitud de flauta larga (XM-SL2)

o Unit
ot | [ aco | o @ % /g s e mm
SHANK| |77 D D=12 D>12
- Vv
. °
M
® 'DI B i —— H@E{ Fig1
Lg
s L
H °
-::1 M= -0| Fig2
Le |
L
D Lc d L 4 Figure No. quering Code
mm mm mm mm Ne de figura Cdédigo de orden
4,00 15,0 4,00 75 2 2 XM-SL2-04150475
4,00 20,0 4,00 100 2 2 XM-SL2-042004100
5,00 20,0 5,00 75 2 2 XM-SL2-05200575
5,00 25,0 5,00 100 2 2 XM-SL2-052505100
6,00 20,0 6,00 75 2 2 XM-SL2-06200675
6,00 25,0 6,00 100 2 2 XM-SL2-062506100
8,00 25,0 8,00 75 2 2 XM-SL2-08250875
8,00 30,0 8,00 100 2 2 XM-SL2-083008100
10,0 35,0 10,0 100 2 2 XM-SL2-103510100
10,0 45,0 10,0 150 2 2 XM-SL2-104510150
12,0 40,0 12,0 100 2 2 XM-SL2-124012100
12,0 50,0 12,0 150 2 2 XM-SL2-125012150
14,0 40,0 14,0 100 2 2 XM-SL2-144014100
14,0 50,0 14,0 150 2 2 XM-SL2-145014150
16,0 55,0 16,0 150 2 2 XM-SL2-165516150
18,0 55,0 18,0 150 2 2 XM-SL2-185518150
20,0 55,0 20,0 150 4 2 XM-SL2-205520150
Tool Diameter (mm) Didmetro de la herramienta
: : Depth of Rotate Speed 2 | a4 | (6 )| 8 | 10 | 12
ISo Workplece Materlal Ve Feed Velocity
Material de trabajo cut m/min | Velocidad de rotacion 3
Profundidad Velocidad de avance %J
del corte
(<60HRC) Alloy steel, hardened steel / ap<1D . rotate speed (min-1) 19110 9550 6370 4780 3820 3190
Aleaciones, de acero reforzado ae<0.05D feed velocity (mm/ min 380 380 380 380 370 360
H (<65HRC) Alloy steel, hardened steel / ap=0.7D rotate speed (min-1) 159200 11940/ 7960 S0 e SR
Aleaciones de acero, reforzado ae<0.03D feed velocity (mm/ min 260 360 370 360 370 340

50%~70%, 40%~60%

Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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High speed and high efficiency « High hard steel

Alta velocidad ‘ alta eficiencia « Acero de Alta dureza

g ~ ML em
== C@ % /,@42 s Unidad

D D =12 D>12

Tol o 0
= -0.015 -0.02

Fig1

Fig2

XM-S3-05130550

XM-S3-08200860

12,0 30,0 12,0 75 3 2 XM-S3-12301275
16,0 45,0 16,0 100 3 2 XM-S3-164516100
20,0 45,0 20,0 100 3 2 XM-S3-204520100
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High speed and high efficiency « High hard steel
Alta velocidad y alta eficiencia » Acero de Alta dureza

[ 2 L e
XM ACO he | @ s Unidad
D D =12 D>12
Tol 0 0
-0.015 -0.02
EI Fig1

~~~~~~~~~ S

5,00 20,0 5,00 75 3 2 XM-SL3-05200575
5,00 25,0 5,00 100 3 2 XM-SL3-052505100

8,00 25,0 8,00 75 S 2 XM-SL3-08250875
30,0 8,00 XM-SL3-083008100

12,0 40,0 12,0 100 3 2 XM-SL3-124012100
12,0 50,0 12,0 150 3 2 XM-SL3-125012150

XM-SL3-165516150

XM-SL3-205520150
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High speed and high efficiency « High hard steel

Alta velocidad y alta eficiencia « Acero de Alta dureza

4 Flutes, Square, Standard Length (XM-S4) / 4 flautas, cuadradas, longitud estandar (XM-S4)

— I Sl e
XM ACO h6 raravs {%} N # S Unidad
02
SHARK D D=12 D>12
% Tol 0 0
S -0.015 -0.02
m
M e
. o {f—-—-—- D[ Fig1
s L l 1
H °
o e — S L
Le
L
D Lc d L 4 Figure No. quering Code
mm mm mm mm Ne de figura Cadigo de orden
1,00 3,00 4,00 50 4 1 XM-S4-01030450
1,50 4,00 4,00 50 4 1 XM-S4-015040450
2,00 6.00 4,00 50 4 1 XM-S4-02060450
2,50 8,00 4,00 50 4 1 XM-S4-025080450
3,00 8,00 4,00 50 4 1 XM-S4-03080450
4,00 11.0 4,00 50 4 2 XM-S4-04110450
5,00 13,0 5,00 50 4 2 XM-S4-05130550
5,00 13.0 6,00 50 4 1 XM-S4-05130650
6,00 16.0 6,00 50 4 2 XM-S4-06160650
8,00 20,0 8,00 60 4 2 XM-S4-08200860
10,0 25,0 10,0 75 4 2 XM-S4-10251075
12,0 30,0 12,0 75 4 2 XM-S4-12301275
14,0 30,0 14,0 75 4 2 XM-S4-14301475
16,0 45,0 16.0 100 4 2 XM-S4-164516100
18,0 45,0 18,0 100 4 2 XM-S4-184518100
20,0 45,0 20,0 100 4 2 XM-S4-204520100
(mm) Tool Diameter (mm) Diametro de la herramienta
Rotate Speed
1o Workpiece Material Depthof( yvc Feed Velocity 2 | 4 | 6 | 8 | 10 | 12
Material de trabajo CUt, m/min | Velocidad de rotacién 7
Profundidad Velocidad de avance ZJ
del corte
(<60HRC) Alloy steel, hardened steel / ap<1D B rotate speed (min-1) 19110 9550 6370 4780 3820 3190
H Aleaciones, de acero reforzado ae<0.05D feed velocity (mm/ min 760 760 760 760 730 710
(<65HRC) Alloy steel, hardened steel / ap=0.7D 90 rotate speed (min-1) 15920 11940 7960 5970 4780 3980
Aleaciones de acero, reforzado 2e<0.03D feed velocity (mm/ min 510 720 730 720 730 670

50%~70%, 40%~60%

Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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High speed and high efficiency « High hard steel

Alta velocidad y alta eficiencia « Acero de Alta dureza
4 Flutes, Square, Long Flute Length (XM-SL4) / 4 flautas, cuadradas, longitud de flauta larga (XM-SL4)

o i ned  mmo
ACO hé {‘Ill} }2 * S Unidad

SHANK| rowasa 02

x
% g
v
ST
g
1
So
o
-—
o
1
So
o
N

Lc

zozBz
[ ]
d
'
1D
|
g

I ass¥d =

Lg
L
D Lc d L y4 Figure No. Olrd_ering Code

mm mm mm mm N° de figura Cddigo de orden

4,00 15,0 4,00 75 4 2 XM-SL4-04150475

4,00 20.0 4,00 100 4 2 XM-SL4-042004100

5,00 20,0 5,00 75 4 2 XM-SL4-05200575

5,00 25,0 5,00 100 4 2 XM-SL4-052505100

6,00 20,0 6.00 75 4 2 XM-SL4-06200675

6,00 25,0 6,00 100 4 2 XM-SL4-062506100

8,00 25,0 8,00 75 4 2 XM-SL4-08250875

8,00 30,0 8,00 100 4 2 XM-SL4-083008100

10,0 35,0 10,0 100 4 2 XM-SL4-103510100

10,0 45,0 10,0 150 4 2 XM-SL4-104510150

12,0 40,0 12,0 100 4 2 XM-SL4-124012100

12,0 50,0 12,0 150 4 2 XM-SL4-125012150

14,0 40,0 14,0 100 4 2 XM-SL4-144014100

14,0 50,0 14.0 150 4 2 XM-SL4-145014150

16.0 55.0 16.0 150 4 2 XM-SL4-165516150

18,0 55,0 18,0 150 4 2 XM-SL4-185518150

20,0 55,0 20,0 150 4 2 XM-SL4-205520150

Tool Diameter (mm) Diametro de la herramienta
_ : Depth of Rotate Speed 2 | a | is )| 8 | 10 | 12
Iso Workplece Materlal Ve Feed Velocity
Material de trabajo cut_ m/min | Velocidad de rotacion [
Profundidad Velocidad de avance EJ
del corte
(<60HRC) Alloy steel, hardened steel / ap<1D - rotate speed (min-1) 19110 9550 6370 4780 3820 3190
Aleaciones, de acero reforzado ae<0.05D feed velocity (mm/ min 760 760 760 760 730 710
H (<65HRC) Alloy steel, hardened steel / ap=0.7D o rotate speed (min-1) 15920 11940 7960 5970 4780 3980
Aleaciones de acero, reforzado 2e<0.03D feed velocity (mm/ min 510 720 730 720 730 670

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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High speed and high efficiency « High hard steel

Alta velocidad ‘ alta eficiencia « Acero de Alta dureza

e | | et i Unicss I
XM ACO he varad @ B Unidad

SHANK| [~ D R=1.5 1.5<R <3 R23

Tol 0 0 0
= -0.01 -0.015 -0.02

XM-B2-01020450-R0.5
XM-B2-015030450-R0.75
XM-B2-02040450-R1.0
XM-B2-025050450-R1.25
XM-B2-03060450-R1.5
XM-B2-035070450-R1.75

XM-B2-04080450-R2.0

XM-B2-06120650-R3.0

XM-B2-10201075-R5.0

XM-B2-14281475-R7.0

XM-B2-183618100-R9.0
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High speed and high efficiency « High hard steel

Alta velocidad ‘ alta eficiencia « Acero de Alta dureza

XM ACO

)
h6
SHANK

L /]

P

Z 42°

i Ll

5,00
5,00

8,00
8,00

12,0

12,0

10.0
10.0

16,0
16,0
16,0

24,0
24,0

5,00
5,00

8,00
8,00
8,00

12,0
12,0

Unidad

4.0
4.0

6.0
6.0

N
N

N
N

N
N

N
N

NN

D Rs1.5  15<R<3  R=3
Tol 0 0 0
-0.01 -0.015 -0.02

XM-BH2-05100575-R2.5
XM-BH2-051005100-R2.5
XM-BH2-051005150-R2.5

XM-BH2-08160875-R4.0

XM-BH2-081608100-R4.0
XM-BH2-081608150-R4.0

XM-BH2-122412100-R6.0
XM-BH2-122412150-R6.0

20,0

40,0

20,0

10.0

XM-BH2-163216150-R8.0

XM-BH2-204020150-R10.0
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High speed and high efficiency « High hard steel
Alta velocidad y alta eficiencia « Acero de Alta dureza

4 Flutes, Ballnose, Standard Length (XM-B4) / 4 flautas, punta esférica, longitud estandar (XM-B4)

XM ACO % ey @ % Z LB) Unidad
SHANK D R=1.5 1.5<R<3  R23
B uln g M e e 4
= -0.01 -0.015 -0.02
. °
M o R
. = - ,J_aﬁl o
I L&
S It
H o R’
= = = O Fig2
Le
L 1y
D Lc d L R 4 Figure No. Oquering Code
mm mm mm mm mm N° de figura Caddigo de orden
1,00 2,00 3,00 50 0.5 4 1 XM-B4-01020350-R0.5
2,00 4,00 3,00 50 1.0 4 1 XM-B4-02040350-R1.0
3,00 6.00 3.00 50 1.5 4 2 XM-B4-03060350-R1.5
1,00 2,00 4,00 50 0.5 4 1 XM-B4-01020450-R0.5
1,50 3,00 4,00 50 0.75 4 1 XM-B4-015030450-R0.75
2,00 4,00 4,00 50 1.0 4 1 XM-B4-02040450-R1.0
2,50 5,00 4.00 50 1.25 4 1 XM-B4-025050450-R1.25
3,00 6.00 4,00 50 1.5 4 1 XM-B4-03060450-R1.5
3,50 7,00 4,00 50 1.75 4 1 XM-B4-035070450-R1.75
4,00 8,00 4,00 50 2.0 4 2 XM-B4-04080450-R2.0
5,00 10,0 5,00 50 2.5 4 2 XM-B4-05100550-R2.5
6,00 12,0 6.00 50 3.0 4 2 XM-B4-06120650-R3.0
8.00 16.0 8.00 60 4.0 4 2 XM-B4-08160860-R4.0
10,0 20,0 10,0 75 5.0 4 2 XM-B4-10201075-R5.0
12,0 24,0 12.0 75 6.0 4 2 XM-B4-12241275-R6.0
14,0 28,0 14,0 75 7.0 4 2 XM-B4-14281475-R7.0
16,0 32,0 16,0 100 8.0 4 2 XM-B4-163216100-R8.0
18,0 36.0 18.0 100 9.0 4 2 XM-B4-183618100-R9.0
20,0 40,0 20,0 100 10.0 4 2 XM-B4-204020100-R10.0
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High speed and high efficiency « High hard steel

Alta velocidad y alta eficiencia « Acero de Alta dureza
4 Flutes, Ballnose, Long Shank Length (XM-BH4) / 4 flautas, punta esférica, longitud de véstago largo (XM-BH4)

ACO

)
h6
SHANK

raravd

{ab

W

ﬁ 42°

s

zozEz

B :

mm
4,00
4.00
5,00
5,00
5,00
6,00
6,00
6,00
8,00
8,00
8,00
10,0
10,0
12,0
12,0
14,0
14,0
16,0
18,0
20,0

Lc

8,00
8,00
10.0
10.0
10,0
12,0
12,0
12,0
16,0
16.0
16.0
20,0
20,0
24,0
24,0
28,0
28,0
32,0
36.0
40,0

pry

4,00
4,00
5,00
5,00
5,00
6,00
6,00
6,00
8,00
8,00
8,00
10,0
10,0
12,0
12,0
14,0
14,0
16,0
18.0
20,0

Unidad

D Rs15  15<R<3  R23
Tol 0 0 0
-0.01 -0.015 -0.02

R
- I — = CJI Fig1
Lc
L
R
ol 1 - - - O Fig2
Lie
L
L R z Figure No. Olrd.ering Code

mm mm N° de figura Cédigo de orden

75 2.0 4 2 XM-BH4-04080475-R2.0
100 2.0 4 2 XM-BH4-040804100-R2.0
75 2.5 4 2 XM-BH4-05100575-R2.5
100 25 4 2 XM-BH4-051005100-R2.5
150 25 4 2 XM-BH4-051005150-R2.5
75 3.0 4 2 XM-BH4-06120675-R3.0
100 3.0 4 2 XM-BH4-061206100-R3.0
150 3.0 4 2 XM-BH4-061206150-R3.0
75 4.0 4 2 XM-BH4-08160875-R4.0
100 4.0 4 2 XM-BH4-081608100-R4.0
150 4.0 4 2 XM-BH4-081608150-R4.0
100 5.0 4 2 XM-BH4-102010100-R5.0
150 5.0 4 2 XM-BH4-102010150-R5.0
100 6.0 4 2 XM-BH4-122412100-R6.0
150 6.0 4 2 XM-BH4-122412150-R6.0
100 7.0 4 2 XM-BH4-142814100-R7.0
150 7.0 4 2 XM-BH4-142814150-R7.0
150 8.0 4 2 XM-BH4-163216150-R8.0
150 9.0 4 2 XM-BH4-183618150-R9.0
150 10.0 4 2 XM-BH4-204020150-R10.0
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High speed and high efficiency « High hard steel

Alta velocidad ‘ alta eficiencia « Acero de Alta dureza

=) [ = e
XM ACO raa @ E R Unidad

h6
SHANK|

/] % % 0 0
% .»%. Tol -0.015 -0.02

R
ol f-—-— o~ E{ Fig1

R
° _’g E{ Fig2

5,00 13.0 5,00 50 0.5 2 2 XM-R2-05130550-R0.5
5.00 13,0 5.00 50 1.0 2 2 XM-R2-05130550-R1.0

8,00 20,0 8,00 60 0.5 2 2 XM-R2-08200860-R0.5
8,00 20,0 8,00 60 1.0 2 2 XM-B2-08200860-R1.0

12,0 30,0 12,0 75 0.5 XM-R2-12301275-R0.5

N
N

12,0 30.0 12,0 75 1.0 2 2 XM-R2-12301275-R1.0
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High speed and high efficiency « High hard steel

Alta velocidad y alta eficiencia « Acero de Alta dureza
2 Flutes, Corner Radius, Standard Length (XM-R2) / 2 flautas, radio de esquina, longitud estandar (XM-R2)

= = Y ...
XM ACO h6 e @ / R Unidad
SHANK D Ds12 D>12
% %
0 0
Tol
i e o e dm
H - ’
M L R
° 'c:] { --------- = @ Fig1
Lc
S L
H o R
o o
Le
L
D Le d L R z Figure No. Ordering Code
mm mm mm mm mm N° de figura Cédigo de orden
14,0 30,0 14,0 75 0.5 2 2 XM-R2-14301475-R0.5
14.0 30.0 14.0 75 1.0 2 2 XM-R2-14301475-R1.0
14.0 30.0 14,0 75 2.0 2 2 XM-R2-14301475-R2.0
16,0 45,0 16.0 100 0.5 2 2 XM-R2-164516100-R0.5
16.0 45.0 16,0 100 1.0 2 2 XM-R2-164516100-B1.0
16,0 45.0 16,0 100 2.0 2 2 XM-R2-164516100-R2.0
16.0 45.0 16.0 100 3.0 2 2 XM-R2-164516100-R3.0
18.0 45,0 18,0 100 05 2 2 XM-R2-184518100-R0.5
18,0 45,0 18,0 100 10 2 2 XM-R2-184518100-R1.0
18.0 45.0 18.0 100 20 2 2 XM-R2-184518100-B2.0
18,0 45,0 18,0 100 3.0 2 2 XM-R2-184518100-R3.0
20.0 450 20.0 100 0.5 2 2 XM-R2-204520100-B0.5
20,0 450 20,0 100 1.0 2 2 XM-R2_204520100-B1.0
20.0 450 20.0 100 2.0 2 2 XM-R2-204520100-R2.0
20.0 45.0 20.0 100 3.0 2 2 XM-R2-204520100-B3.0
Tool Diameter (mm) Diametro de lah ient
D(mt'::) ] Rotate Speed iametro de la herramienta
ISO Workpiece Material epthot ve Feed Velocity 2 | 4 | 6 | 8 | 10 | 12
Material de trabajo cut m/min | Velocidad de rotacién ]
Profundidad Velocidad de avance ZJ
del corte
(<60HRC) Alloy steel, hardened steel / ap<1D . rotate speed (min-1) 19110 9550 6370 4780 3820 3190
Aleaciones, de acero reforzado ae<0.05D feed velocity (mm/ min 380 380 380 380 370 360
(<65HRC) Alloy steel, hardened steel / ap=0.7D 90 rotate speed (min-1) 15920 11940 7960 5970 4780 3980
Aleaciones de acero, reforzado 2e<0.03D feed velocity (mm/ min 260 360 370 360 370 340

50%~70%, 40%~60%
Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance

debe alcanzar el 40%-60% basado en la tabla.
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High speed and high efficiency « High hard steel

Alta velocidad y alta eficiencia « Acero de Alta dureza
2 Flutes, Corner Radius, Long Flute Length (XM-RL2) / 2 flautas, radio de esquina, longitud de flauta larga (XM-RL2)

)
ACO h6

SHANK

XM

yaasa

P

h ol
-

M
S
H

D Lc
mm mm
4,00 15,0
4,00 15,0
4,00 20,0
4,00 20,0
5,00 20,0
5,00 20,0
5,00 25,0
5,00 25,0
6,00 20,0
6,00 20,0
6,00 25,0
6,00 25,0
8,00 25,0
8,00 25,0
8,00 30,0
8,00 30,0
10,0 35,0
10,0 35,0
10,0 45,0
10,0 45,0
12,0 40,0
12,0 40,0
12,0 50,0
12,0 50,0
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mm
4,00
4,00
4,00
4,00
5,00
5,00
5,00
5,00
6,00
6,00
6,00
6,00
8,00
8,00
8,00
8,00
10,0
10,0
10,0
10,0
12,0
12,0
12,0
12,0

75
75
100
100
75
75
100
100
75
78
100
100
75
75
100
100
100
100
150
150
100
100
150
150
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D D =12 D>12
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Tol -0.015 -0.02
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== == EI Fig1
_Lc
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Lc
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R z Figure No. Ordering Code
mm N° de figura Caddigo de orden
0.5 2 2 XM-RL2-04150475-R0.5
1.0 2 2 XM-RL2-04150475-R1.0
0.5 2 2 XM-RL2-042004100-R0.5
1.0 2 2 XM-RL2-042004100-R1.0
0.5 2 2 XM-RL2-05200575-R0.5
1.0 2 2 XM-RL2-05200575-R1.0
0.5 2 2 XM-RL2-052505100-R0.5
1.0 2 2 XM-RL2-052505100-R1.0
0.5 2 2 XM-RL2-06200675-R0.5
1.0 2 2 XM-RL2-06200675-R1.0
0.5 2 2 XM-RL2-062506100-R0.5
1.0 2 2 XM-RL2-062506100-R1.0
0.5 2 2 XM-RL2-08250875-R0.5
1.0 2 2 XM-RL2-08250875-R1.0
0.5 2 2 XM-RL2-083008100-R0.5
1.0 2 2 XM-RL2-083008100-R1.0
0.5 2 2 XM-RL2-103510100-R0.5
1.0 2 2 XM-RL2-103510100-R1.0
05 2 2 XM-RL2-104510150-R0.5
1.0 2 2 XM-RL2-104510150-R1.0
05 2 2 XM-RL2-124012100-R0.5
10 2 2 XM-RL2-124012100-R1.0
05 2 2 XM-RL2-125012150-R0.5
10 2 2 XM-RL2-125012150-R1.0



High speed and high efficiency « High hard steel

Alta velocidad y alta eficiencia « Acero de Alta dureza
2 Flutes, Corner Radius, Long Flute Length (XM-RL2) / 2 flautas, radio de esquina, longitud de flauta larga (XM-RL2)

XM ACO h6 r—— @ A@ @ Unidad
SHANK D D=<12 D>12
% 0 0
. °
M L R
P
O ‘D] ‘{ ********* — _Ql Fig1
" i
S L
H L] R
| — e C
Le
L I
D Lc d L R z Figure No. Olrd.ering Code
mm mm mm mm mm N° de figura Cédigo de orden
14,0 40,0 14,0 100 0.5 2 2 XM-RL2-144014100-R0.5
14,0 40,0 14,0 100 1.0 2 2 XM-RL2-144014100-R1.0
14,0 40,0 14,0 100 2.0 2 2 XM-RL2-144014100-R2.0
14,0 50,0 14,0 150 0.5 2 2 XM-RL2-145014150-R0.5
14,0 50,0 14,0 150 1.0 2 2 XM-RL2-145014150-R1.0
14,0 50.0 14,0 150 2.0 2 2 XM-RL2-145014150-R2.0
16,0 55,0 16,0 150 0.5 2 2 XM-RL2-165516150-R0.5
16,0 55,0 16,0 150 1.0 2 2 XM-RL2-165516150-R1.0
16,0 55,0 16.0 150 2.0 2 2 XM-RL2-165516150-R2.0
16,0 55,0 16.0 150 3.0 2 2 XM-RL2-165516150-R3.0
18,0 55,0 18,0 150 0.5 2 2 XM-RL2-185518150-R0.5
18,0 55,0 18,0 150 1.0 2 2 XM-RL2-185518150-R1.0
18,0 55,0 18,0 150 2.0 2 2 XM-RL2-185518150-R2.0
18,0 55,0 18,0 150 3.0 2 2 XM-RL2-185518150-R3.0
20,0 55,0 20,0 150 0.5 2 2 XM-RL2-205520150-R0.5
20,0 55,0 20,0 150 1.0 2 2 XM-RL2-205520150-R1.0
20.0 55,0 20,0 150 2.0 2 2 XM-RL2-205520150-R2.0
20,0 55,0 20,0 150 3.0 2 2 XM-RL2-205520150-R3.0
Tool Diameter (mm) Didmetro de la herramienta
: : Depth of Rotate Speed 2 | a | :s )| 8 | 10 | 12
ISO Workpiece Material Ve Feed Velocity
Material de trabajo cut m/min | Velocidad de rotacién I
Profundidad Velocidad de avance %J
del corte
(<60HRC) Alloy steel, hardened steel / ap<1D . rotate speed (min-1) 19110 9550 6370 4780 3820 3190
Aleaciones, de acero reforzado ae<0.05D feed velocity (mm/ min 380 380 380 380 370 360
(<65HRC) Alloy steel, hardened steel / ap<0.7D 90 rotate speed (min-1) 15920 11940 7960 5970 4780 3980
Aleaciones de acero, reforzado ae<0.03D feed velocity (mm/ min 260 360 370 360 370 340

50%~70%, 40%~60%

Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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High speed and high efficiency « High hard steel

Alta velocidad ‘ alta eficiencia « Acero de Alta dureza

o | ] e mmo
XM ACO T @ % ,@ R Unidad

h6
SHANK]

% % % % Tol 2015 002

5.00 13.0 5,00 50 0.5 3 2 XM-R3-05130550-R0.5
5.00 13.0 5.00 50 1.0 3 2 XM-R3-05130550-R1.0

8,00 20,0 8,00 60 0.5 3 2 XM-R3-08200860-R0.5
8.00 20,0 8,00 60 1.0 3 2 XM-R3-08200860-R1.0

12,0 30.0 12,0 75 0.5 8 2 XM-R3-12301275-R0.5
12.0 30,0 12,0 75 1.0 & 2 XM-R3-12301275-R1.0
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High speed and high efficiency « High hard steel

Alta velocidad ‘ alta eficiencia « Acero de Alta dureza
| 42° Uni
w | [eo] B [ 30 B [0 e e em

16.0 45.0 16.0 100 3.0 3 2 XM-R3-164516100-R3.0
18,0 45.0 18,0 100 0.5 3 2 XM-R3-184518100-R0.5
18.0 45.0 18,0 100 1.0 3 2 XM-R3-184518100-R1.0
18.0 45,0 18.0 100 2.0 3 2 XM-R3-184518100-R2.0

20,0 45,0 20,0 100 3.0 3 2 XM-R3-204520100-R3.0
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High speed and high efficiency « High hard steel

Alta velocidad ‘ alta eficiencia « Acero de Alta dureza

= = ° o, G
xm | | aco — C@ % ,%42 R Unidad

SHANK| | =4

5,00 20,0 5,00 75 0.5 3 2 XM-RL3-05200575-R0.5
5,00 20,0 5,00 75 1.0 3 2 XM-RL3-05200575-R1.0
5,00 25,0 5,00 100 0.5 3 2 XM-BL3-052505100-R0.5
5,00 25,0 5,00 100 1.0 3 2 XM-RL3-052505100-R1.0

8,00 25,0 8,00 75 0.5 3 2 XM-RL3-08250875-R0.5

8,00 25,0 8,00 75 1.0 & 2 XM-BL3-08250875-B1.0

8,00 30,0 8,00 100 0.5 3 2 XM_RI3-083008100_R0 5
g 2 XM-RL3-083008100-R1.0

12,0 40,0 12,0 100 0.5 S 2 XM-RL3-124012100-R0.5
12,0 40,0 12,0 100 1.0 & 2 XM-RL3-124012100-R1.0
12,0 50,0 12,0 150 0.5 3 2 XM-RL3-125012150-R0.5
12,0 50,0 12,0 150 1.0 3 2 XM-RL3-125012150-B1.0
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High speed and high efficiency « High hard steel

Alta velocidad ‘ alta eficiencia « Acero de Alta dureza

-

16,0 55,0
16,0 55,0
16,0 55,0
16,0 55,0

16,0
16,0

16,0
16,0

150
150
150
150

Unidad

0.5
1.0
2.0
3.0

W www
N NDNDN

D D=12 D>12
0 0
Tol -0.015 -0.02

XM-RL3-165516150-R0.5
XM-RL3-165516150-R1.0
XM-RL3-165516150-R2.0
XM-RL3-165516150-R3.0

20,0 55,0
20,0 55,0
20.0 55,0
20,0 55,0

20,0
20,0
20,0
20,0

150
150
150

150

0.5
1.0
2.0

3.0

W W ww
N NN DN

XM-RL3-205520150-R0.5
XM-RL3-205520150-R1.0
XM-RL3-205520150-R2.0
XM-RL3-205520150-R3.0
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High speed and high efficiency « High hard steel

Alta velocidad ‘ alta eficiencia « Acero de Alta dureza

= = : L e
XM ACO rarar ({1} % A@$ R Unidad

h6
SHANK| |~ ] 02

D Ds<12 D>12
] 7] 0 S
% l»%' Tol -0.015 -0.02

Fig1

5.00 13,0 5,00 50 0.5 4 2 XM-R4-05130550-R0.5
5,00 13,0 5,00 50 1.0 4 2 XM-R4-05130550-R1.0

8,00 20,0 8,00 60 0.5 4 2 XM-R4-08200860-R0.5
8.00 20.0 8,00 60 1.0 4 2 XM-R4-08200860-R1.0

12,0 30,0 12,0 75 0.5 4 2 XM-R4-12301275-R0.5
12,0 30,0 12,0 75 1.0 4 2 XM-R4-12301275-R1.0
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High speed and high efficiency « High hard steel

Alta velocidad y alta eficiencia « Acero de Alta dureza
4 Flutes, Corner Radius, Standard Length (XM-R4) / 4 flautas, radio de esquina, longitud estandar (XM-R4)

xMm | | aco | [The e @ - R Unidad
SHANK ® D D <12 D>12
/] V] RZa 0 0
{Q. !_QF »éA Tol -0.015 -0.02
H -
M °
I O Fig1
s | 1
H °
Figz
D Le d L R z Figure No. Ordering Code
mm mm mm mm mm N° de figura Cédigo de orden
14,0 30,0 14,0 75 0.5 4 2 XM-R4-14301475-R0.5
14,0 30,0 14,0 75 1.0 4 2 XM-R4-14301475-R1.0
14,0 30.0 14,0 75 2.0 4 2 XM-R4-14301475-R2.0
16,0 45,0 16,0 100 0.5 4 2 XM-R4-164516100-R0.5
16,0 45,0 16,0 100 1.0 4 2 XM-R4-164516100-R1.0
16,0 45,0 16,0 100 2.0 4 2 XM-R4-164516100-R2.0
16,0 45,0 16,0 100 3.0 4 2 XM-R4-164516100-R3.0
18,0 45,0 18,0 100 0.5 4 2 XM-R4-184518100-R0.5
18,0 45,0 18,0 100 1.0 4 2 XM-R4-184518100-R1.0
18,0 45,0 18,0 100 2.0 4 2 XM-R4-184518100-R2.0
18,0 45,0 18,0 100 3.0 4 2 XM-R4-184518100-R3.0
20,0 45,0 20,0 100 0.5 4 2 XM-R4-204520100-R0.5
20,0 45,0 20,0 100 1.0 4 2 XM-R4-204520100-R1.0
20,0 45,0 20,0 100 2.0 4 2 XM-R4-204520100-R2.0
20,0 45,0 20,0 100 3.0 4 2 XM-R4-204520100-R3.0
Tool Diameter (mm) Diametro de lah ient
D(mt'::) ] Rotate Speed iametro de la herramienta
IO Workpiece Material epthor| vc Feed Velocity 2 | 4 | 6 | 8 | 10 | 12
Material de trabajo cut m/min | Velocidad de rotacién ]
Profundidad Velocidad de avance ZJ
del corte
(<60HRC) Alloy steel, hardened steel / ap<1D . rotate speed (min-1) 19110 9550 6370 4780 3820 3190
Aleaciones, de acero reforzado ae<0.05D feed velocity (mm/ min 760 760 760 760 730 710
(<65HRC) Alloy steel, hardened steel / ap=0.7D 90 rotate speed (min-1) 15920 11940 7960 5970 4780 3980
Aleaciones de acero, reforzado ae<0.03D feed velocity (mm/ min 510 720 730 720 730 670

50%~70%, 40%~60%

Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance

debe alcanzar el 40%-60% basado en la tabla.
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High speed and high efficiency « High hard steel

Alta velocidad y alta eficiencia « Acero de Alta dureza
4 Flutes, Corner Radius, Long Flute Length (XM-RL4) / 4 flautas, radio de esquina, longitud de flauta larga (XM-RL4)

XM

)
ACO h6

SHANK

yaasa

{ab

M
S
H

4.00
4.00
4,00
4,00
5,00
5,00
5,00
5,00
6,00
6,00
6,00
6,00
8,00
8,00
8,00
8,00
10,0
10,0
10,0
10,0
12,0
12,0
12,0
12,0

138@

Lc

15,0
15,0
20,0
20,0
20,0
20,0
25,0
25,0
20,0
20,0
25,0
25,0
25,0
25,0
30,0
30,0
35,0
35,0
45,0
45,0
40,0
40,0
50,0
50,0
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Y?
nn

)

mm
4,00
4,00
4,00
4,00
5,00
5,00
5,00
5,00
6,00
6,00
6,00
6,00
8,00
8,00
8,00
8,00
10,0
10,0
10,0
10,0
12,0
12,0
12,0
12,0

75
75
100
100
75
75
100
100
75
78
100
100
75
75
100
100
100
100
150
150
100
100
150
150

p Unicas I
ﬁ * @ Unidad
= D Ds12 D>12
0 0

Tol -0.015 -0.02

Fig1

Fig2

R z Figure No. Ordering Code

mm N° de figura Cédigo de orden
0.5 4 2 XM-RL4-04150475-R0.5
1.0 4 2 XM-RL4-04150475-R1.0
0.5 4 2 XM-RL4-042004100-R0.5
1.0 4 2 XM-RL4-042004100-B1.0
0.5 4 2 XM-RL4-05200575-R0.5
1.0 4 2 XM-RL4-05200575-R1.0
0.5 4 2 XM-RL4-052505100-R0.5
1.0 4 2 XM-RL4-052505100-R1.0
05 4 2 XM-RL4-06200675-R0.5
1.0 4 2 XM-RL4-06200675-R1.0
0.5 4 2 XM-RL4-062506100-R0.5
1.0 4 2 XM-RL4-062506100-R1.0
0.5 4 2 XM-RL4-08250875-R0.5
1.0 4 2 XM-RL4-08250875-R1.0
0.5 4 2 XM-RL4-083008100-R0.5
1.0 4 2 XM-RL4-083008100-R1.0
0.5 4 2 XM-RL4-103510100-R0.5
1.0 4 2 XM-RL4-103510100-R1.0
05 2 2 XM-RL4-104510150-R0.5
1.0 2 2 XM-RL4-104510150-R1.0
05 2 2 XM-RL4-124012100-R0.5
10 2 2 XM-RL4-124012100-R1.0
05 2 2 XM-RL4-125012150-R0.5
10 2 2 XM-RL4-125012150-R1.0




High speed and high efficiency « High hard steel

Alta velocidad y alta eficiencia « Acero de Alta dureza
4 Flutes, Corner Radius, Long Flute Length (XM-RL4) / 4 flautas, radio de esquina, longitud de flauta larga (XM-RL4)

xM | | Aco ho @ ] R Unidad
SHANK / D D=<12 D>12
% % ]
0 0
na i LI
H -
M °
I O Fig1
S
Hoe | 1
Fig2
D Le d L R z Figure No. Ordering Code
mm mm mm mm mm N° de figura Cédigo de orden
14,0 40,0 14,0 100 0.5 4 2 XM-RL4-144014100-R0.5
14,0 40,0 14,0 100 1.0 4 2 XM-RL4-144014100-R1.0
14,0 40,0 14,0 100 2.0 4 2 XM-RL4-144014100-R2.0
14,0 50,0 14,0 150 0.5 4 2 XM-RL4-145014150-R0.5
14,0 50,0 14,0 150 1.0 4 2 XM-RL4-145014150-R1.0
14,0 50.0 14,0 150 2.0 4 2 XM-RL4-145014150-R2.0
16,0 55,0 16,0 150 0.5 4 2 XM-RL4-165516150-R0.5
16,0 55,0 16,0 150 1.0 4 2 XM-RL4-165516150-R1.0
16,0 55,0 16,0 150 2.0 4 2 XM-RL4-165516150-R2.0
16,0 55,0 16.0 150 3.0 4 2 XM-RL4-165516150-R3.0
18,0 55,0 18,0 150 0.5 4 2 XM-RL4-185518150-R0.5
18,0 55,0 18,0 150 1.0 4 2 XM-RL4-185518150-R1.0
18,0 55,0 18,0 150 2.0 4 2 XM-RL4-185518150-R2.0
18,0 55,0 18,0 150 3.0 4 2 XM-RL4-185518150-R3.0
20,0 55,0 20,0 150 0.5 4 2 XM-RL4-205520150-R0.5
20,0 55,0 20,0 150 1.0 4 2 XM-RL4-205520150-R1.0
20.0 55,0 20,0 150 2.0 4 2 XM-RL4-205520150-R2.0
20,0 55,0 20,0 150 3.0 4 2 XM-RL4-205520150-R3.0
(mm) Tool Diameter (mm) Diametro de la herramienta
Depth of Rotate Speed 2 | 4 | 6 | 8 | 10| 12
ISO Workpiece Material epthor| vc Feed Velocity
Material de trabajo cut m/min | Velocidad de rotacién -%
Profundidad Velocidad de avance
del corte
(<60HRC) Alloy steel, hardened steel / ap<1D 120 rotate speed (min-1) 19110 9550 6370 4780 3820 3190
Aleaciones, de acero reforzado ae<0.05D feed velocity (mm/ min 760 760 760 760 730 710
(<65HRC) Alloy steel, hardened steel / ap=0.7D - rotate speed (min-1) By Tl e e 50 220
Aleaciones de acero, reforzado ae<0.03D feed velocity (mm/ min 510 720 730 720 730 670

50%~70%, 40%~60%

Above table is the standard cutting data for side milling maching, if for groove cutting, the VC should reach 50%-70% and the feed should reach 40%-60% based on the table.
La tabla de arriba son los datos de corte estandar para el mecanizado de fresado lateral. Si se utiliza para el corte de ranuras, la velocidad de corte debe alcanzar el 50%-70% y el avance
debe alcanzar el 40%-60% basado en la tabla.
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SM

Stainless steel, titanium alloy machining
Mecanizado de acero inoxidable y aleacion de titanio.

N Chip space
Large chip flute, large chip
removal, perfect cutting surface,
stable chip removal.

Edge Precision

passivation
Improve tool life and workpiece
surface finish.

Espacio para virutas
Gran canal de viruta, gran
evacuacion de viruta, superficie
de corte perfecta, evacuacion de
viruta estable.

Mm“’s P K

Pasivacién de precisién
de bordes ;
Mejore la vida util de la
herramienta y el acabado de la
superficie de la pieza de trabajo.

91#02]

Large helix angle and rake angle design, sharp
cutting edge, unique blade shape can suppress
the impact of cutting heat on the blade tip, greatly
improve wear resistance and fusion resistance.

Gran angulo de hélice y disefio de angulo de
inclinacién, cuchilla de corte afilado, la forma tnica
de la cuchilla puede suprimir el impacto del calor
de corte en la punta de la cuchilla, mejorar en gran
medida la resistencia al desgaste y la resistencia a
la fusion.

Outstanding performance
comes from high-quality
ultra-fine particle cemented
carbide matrix, tool wear
resistance and cutting edge
strength are perfectly combined.

El rendimiento excepcional proviene
de la matriz de carburo cementado de
particulas ultrafinas de alta calidad, la
resistencia al desgaste de la herramienta

y la resistencia del filo de corte se combinan
perfectamente.

Large end teeth capacity space,
unequal bottom, reduce vibration,
high surface finish.

Gran espacio de capacidad de los
dientes del extremo, fondo desigual,
reducir la vibracion, alto acabado
superficial.
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Stainless Steel, Titanium Alloy
Acero inoxidable, aleacion de titanio.

2 Flutes, Square, Standard Length (SM-S2) / 2 flautas, cuadradas, longitud estandar (SM-S2)

SM XT h6 e / s Unidad
SHANK D D=<12 D>12
‘ o 0
/, Tol
wa B L o B
P °
M °
' o E E—— TE=Sge -
Lc
S ® L
H
'cl —— fr:] Fig2
Le: [
L
D Lc d L z Figure No. Olrd.ering Code
mm mm mm mm N° de figura Cédigo de orden
1,00 3,00 4,00 50 2 2 SM-S2-01030450
1,50 4,00 4,00 50 2 2 SM-S2-015040450
2,00 6,00 4,00 50 2 1 SM-S2-02060450
2,50 8,00 4,00 50 2 1 SM-S2-025080450
3,00 8,00 4,00 50 2 1 SM-S2-03080450
4,00 11,0 4,00 50 2 2 SM-S2-04110450
5,00 13,0 5,00 50 2 2 SM-S2-05130550
5,00 13,0 6,00 50 2 1 SM-S2-05130650
6,00 16,0 6.00 50 2 2 SM-S2-06160650
8,00 20,0 8,00 60 2 2 SM-S2-08200860
10,0 25,0 10,0 75 2 2 SM-S2-10251075
12,0 30,0 12,0 75 2 2 SM-S2-12301275
14.0 30.0 14.0 75 2 2 SM-S2-14301475
16,0 45,0 16,0 100 2 2 SM-S2-164516100
18,0 45,0 18,0 100 2 2 SM-S2-184518100
20,0 45,0 20,0 100 2 2 SM-S2-204520100
(mm) R S d Tool Diameter (mm) Diametro de la herramienta
Workpiece Depthof | ve | pocavares 1] 2| 4| 6| 8| 10]12]16] 20
1SO Material cut | m/min vFlee'c? che O(t:lt'y ]
Material e trabajo Protuncicas {elocidad de rotacion gJ
M stainless steel ap<1D 100 rotate speed (min-1) 25000 15900 7960 5300 3980 3180 2650 1990 1590
Acero inoxidable ae<0.1D (80~120) feed velocity (mm/ min 350 320 350 340 365 330 300 245 230
(mm) s Tool Diameter (mm) Didmetro de la herramienta
Workpiece | |Depthof| ye | noaresSpeed 11 4 | 5 | 4 | 6 | 8 | 10 | 12| 16 | 20
1So Material cut [ m/min VFIng glflo?tx
Material de trabajo p,;,;luggi?:d Ve;zlczﬁzlidaad deergv:rcmgan !Z.
M stainless steel ap<0.1D 45 rotate speed (min-1) 14330 7165 3580 2390 1790 1430 1195 895 715
Acero inoxidable ae<1D (35~55) feed velocity (mm/ min 200 140 120 155 155 155 155 135 120

Solutions
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Stainless Steel, Titanium Alloy

Acero inoxidable, aleacion de titanio.
2 Flutes, Square, Long Flute Length (SM-SL2) / 2 flautas, cuadradas, longitud de flauta larga (SM-SL2)

— e e mm
SM XT he6 @ @b s Unidad

SHANK [/

% )
/ 0 0
pa B L s M e 4w

-0 Figl

[ ]
—

[ ]
o
I
|
|
|
|
|
@
Q

'cl St -O| Fig2
e |
L
D Lc d L 4 Figure No. Ordering Code
mm mm mm mm N° de figura Cédigo de orden
4,00 15,0 4,00 75 2 2 SM-SL2-04150475
4,00 20,0 4,00 100 2 2 SM-SL2-042004100
5,00 20,0 5,00 75 2 2 SM-SL2-05200575
5,00 25,0 5,00 100 2 2 SM-SL2-052505100
6.00 20,0 6.00 75 2 2 SM-SL2-06200675
6.00 25,0 6,00 100 2 2 SM-SL2-062506100
8,00 25,0 8,00 75 2 2 SM-SL2-08250875
8,00 30,0 8,00 100 2 2 SM-SL2-083008100
10,0 35,0 10,0 100 2 2 SM-SL2-103510100
10,0 45,0 10,0 150 2 2 SM-SL2-104510150
12,0 40,0 12,0 100 2 2 SM-SL2-124012100
12,0 50,0 12,0 150 2 2 SM-SL2-125012150
14,0 40,0 14,0 100 2 2 SM-SL2-144014100
14,0 50,0 14,0 150 2 2 SM-SL2-145014150
16.0 55,0 16,0 150 2 2 SM-SL2-165516150
18,0 55,0 18,0 150 2 2 SM-SL2-185518150
20.0 55,0 20,0 150 2 2 SM-SL2-205520150
(mm) Tool Diameter (mm) Diametro de la herramienta
Workpiece Depthof | ye | RotateSpeed 1] 2| 4| 6| 8| 10]12]16]20
ISO Material cut [ m/min V;S(:eicga\ty deel g)?af%n ]
Material de trabajo Pr(;’;‘gs:?:d Velocidad de avance EJ
M stainl_ess _steel ap<1D 100 rotate Sp(l-:-ed (min-‘l? 25000 15900 7960 5300 3980 3180 2650 1990 1590
Acero inoxidable ae<0.1D (80~120) feed velocity (mm/ min 350 320 350 340 365 330 300 245 230
(mm) Tool Diameter (mm) Diametro de la herramienta
Workpiece | |Depthof | ye | roratespeed || 4 1 5 | 4 | 6 | 8 | 10 | 12| 16 | 20
IS0 Material cut | m/min vggffayﬂﬁf;%n n
Material de trabajo P";’;’:gi?:d Velocidad de avance !g
M stainlless .steel ap<0.1D 45 rotate sp‘eed (min—1? 14330 7165 3580 2390 1790 1430 1195 895 715
Acero inoxidable aes1D (35~55) feed velocity (mm/ min 200 140 120 155 155 155 155 135 120
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Stainless Steel, Titanium Alloy
Acero inoxidable, aleacidn de titanio.

28° Unit
C@ % ;@ S Unidad
D D =12 D>12

-0.02

1

N
% I!l
g
1
oo
o
-
o
o

SHANK]
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Stainless Steel, Titanium Alloy
Acero inoxidable, aleacion de titanio.

SM XT he ] @ s Unidad
SHANK

yaasa

0 0
R o ) Ml e
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Stainless Steel, Titanium Alloy

Acero inoxidable, aleacion de titanio.
4 Flutes, Square, Standard Length (SM-S4) / 4 flautas, cuadradas, longitud estédndar (SM-S4)

h6
SHANK

XT raravd {4} % /A e s Unidad

)/ P
0 0
i i L A M e i

P °
M °
o o — ﬂ Fig1
Lc
S e L
H
e =s=a
Lc
= L,
D Lc d L z Figure No. Ordering Code
mm mm mm mm N° de figura Cédigo de orden
1,00 3,00 4,00 50 4 1 SM-S4-01030450
1,50 4,00 4,00 50 4 1 SM-S4-015040450
2,00 6,00 4,00 50 4 1 SM-S4-02060450
2,50 8,00 4,00 50 4 1 SM-S4-025080450
3,00 8,00 4,00 50 4 1 SM-S4-03080450
4,00 11,0 4,00 50 4 2 SM-S4-04110450
5,00 13.0 5,00 50 4 2 SM-S4-05130550
5,00 13,0 6,00 50 4 1 SM-S4-05130650
6,00 16,0 6.00 50 4 2 SM-S4-06160650
8,00 20,0 8,00 60 4 2 SM-S4-08200860
10,0 25,0 10,0 75 4 2 SM-S4-10251075
12,0 30,0 12,0 75 4 2 SM-S4-12301275
14.0 30.0 14.0 75 4 2 SM-S4-14301475
16,0 45,0 16,0 100 4 2 SM-S4-164516100
18,0 45,0 18,0 100 4 2 SM-54-184518100
20,0 45,0 20,0 100 4 2 SM-S4-204520100
(mm) R S d Tool Diameter (mm) Diametro de la herramienta
Workpiece Depthof | ve | rocavares 1] 2| 4| 6| 8| 10]12]16]20
1SO Material cut | m/min VFIeggl 3’: O?It'y ]
vatraiceabso | | protundcad Velocidad de rotacion ZJ
M stainless steel ap<1D 100 rotate speed (min-1) 25000 15900 7960 5300 3980 3180 2650 1990 1590
Acero inoxidable ae<0.1D (80~120) feed velocity (mm/ min 700 635 700 680 730 660 600 490 460
(mm) s Tool Diameter (mm) Didmetro de la herramienta
Workpiece | |Depthof| ye | horarespeed 11 4 | 5 | 4 | 6 | 8 | 10 | 12| 16 | 20
IS0 Material cut  m/min VFIeegI glflo‘t"tx
Material de trabajo P?;F:gi?:d Veel(gizlidaad deerzv:ﬁ?: .Z.
M stainless steel ap<0.1D 45 rotate speed (min-1) 14330 7165 3580 2390 1790 1430 1195 895 715
Aceroinoxidable ae<1D (35~55) feed velocity (mm/ min 400 280 240 310 310 310 310 270 240
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Stainless Steel, Titanium Alloy
Acero inoxidable, aleacion de titanio.

4 Flutes, Square, Long Flute Length (SM-SL4) / 4 flautas, cuadradas, longitud de flauta larga (SM-SL4)

- B Y ..
SM XT he @ % % s Unidad
SHANK| | "#==1 = D D=12 D>12
) )} /
0 0
in i L i W Ses m
P °
M °
° by (e S Q[ Fig1
S o L ,
H
e ——= N L
Lc |
L 1 i
D Lc d L z Figure No. Ordering Code
mm mm mm mm N° de figura Cddigo de orden
4,00 15,0 4,00 75 4 2 SM-SL4-04150475
4,00 20,0 4,00 100 4 2 SM-SL4-042004100
5,00 20,0 5,00 75 4 2 SM-SL4-05200575
5,00 25,0 5,00 100 4 2 SM-SL4-052505100
6,00 20,0 6,00 75 4 2 SM-SL4-06200675
6,00 25,0 6,00 100 4 2 SM-SL4-062506100
8,00 25,0 8,00 75 4 2 SM-SL4-08250875
8,00 30,0 8,00 100 4 2 SM-SL4-083008100
10,0 35,0 10,0 100 4 2 SM-SL4-103510100
10,0 45,0 10,0 150 4 2 SM-SL4-104510150
12,0 40,0 12,0 100 4 2 SM-SL4-124012100
12,0 50,0 12,0 150 4 2 SM-SL4-125012150
14,0 40,0 14,0 100 4 2 SM-SL4-144014100
14,0 50,0 14,0 150 4 2 SM-SL4-145014150
16,0 55.0 16.0 150 4 2 SM-SL4-165516150
18,0 55,0 18,0 150 4 2 SM-SL4-185518150
20,0 55,0 20,0 150 4 2 SM-SL4-205520150
(mm) R Tool Diameter (mm) Diametro de la herramienta
Workpiece Depthof | ve | porareopeed 1] 2| 4| 6| 8|10 ]12]16]20
1SO Material cut | m/min VFIee'c? cy p octzuty ]
Material de trabajo Prfunccs Velocidad de rotacion %]
el corte
o CelhiEaseter] ap<1D 100 et emees () 25000 15900 7960 5300 3980 3180 2650 1990 1590
Acero inoxidable ae<0.1D (80~120) feed velocity (mm/ min 700 635 700 680 730 660 600 490 460
(mm) Tool Diameter (mm) Diametro de la herramienta
Workpiece | |Depthof | ye | roratespeed || 4 1 5 | 4 | 6 | 8 | 10 | 12| 16 | 20
IS0 Material cut | m/min vﬁoe?ga(}l deelgfalz%n
Material de trabajo P";’;’:gi?:d Ve;zloclidad de avanlce HZ‘
M stainless steel ap=<0.1D 45 rotate speed (min-1) 14330 7165 3580 2390 1790 1430 1195 895 715
Acero inoxidable ae<1D (35~55) feed velocity (mm/ min 400 280 240 310 310 310 310 270 240
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Stainless Steel, Titanium Alloy
Acero inoxidable, aleacion de titanio.

2 Flutes, Ballnose, Standard Length (SM-B2) / 2 flautas, punta esférica, longitud estandar (SM-B2)

T ago Unit
SM XT % i @ % X LB) o
SHANK / D Rs1.5 1.5<R <3 R=3
7 | 0 0 0
% % M % Tl 001 -0.015 -0.02
. °
L4 R
I * 13] e - Q| Fiot
il
S L L |
H R
- e —B = '
Lc
L
D Lc d L R z Figure No. quering Code
mm mm mm mm mm N° de figura Caédigo de orden
1,00 2,00 3,00 50 0.5 2 1 SM-B2-01020350-R0.5
2,00 4,00 3,00 50 1.0 2 1 SM-B2-02040350-R1.0
3,00 6,00 3,00 50 1.5 2 2 SM-B2-03060350-R1.5
1,00 2,00 4,00 50 0.5 2 1 SM-B2-01020450-R0.5
1,50 3,00 4,00 50 0.75 2 1 SM-B2-015030450-R0.75
2,00 4,00 4,00 50 1.0 2 1 SM-B2-02040450-R1.0
2,50 5,00 4,00 50 1.25 2 1 SM-B2-025050450-R1.25
3,00 6,00 4,00 50 1.5 2 1 SM-B2-03060450-R1.5
3,50 7,00 4,00 50 1.75 2 1 SM-B2-035070450-R1.75
4,00 8,00 4,00 50 2.0 2 2 SM-B2-04080450-R2.0
5,00 10,0 5,00 50 2.5 2 2 SM-B2-05100550-R2.5
6,00 12,0 6,00 50 3.0 2 2 SM-B2-06120650-R3.0
8,00 16,0 8,00 60 4.0 2 2 SM-B2-08160860-R4.0
10,0 20,0 10,0 75 5.0 2 2 SM-B2-10201075-R5.0
12,0 24,0 12,0 75 6.0 2 2 SM-B2-12241275-R6.0
14,0 28,0 14,0 75 7.0 2 2 SM-B2-14281475-R7.0
16.0 32,0 16,0 100 8.0 2 2 SM-B2-163216100-R8.0
18,0 36,0 18,0 100 9.0 2 2 SM-B2-183618100-R9.0
20,0 40,0 20,0 100 10.0 2 2 SM-B2-204020100-R10.0
(mm) Tool Diameter (mm) Dizmetro de la herramienta
Workpiece | |Depthof | ye | norateseeed || 4 1 5 | 4 | 6 | 8 | 10 | 12| 16 | 20
el Material cut m/min vzggiyilgg%n T
Material de trabajo P':;’gg:?:d Velocidad de avance %J
M sremar] ap<0.2D 100 e EREEe) () 25000 15900 7960 5300 3980 3180 2650 1990 1590
Acero inoxidable ae<0.2D (80~120) feed velocity (mm/ min 280 480 510 550 560 540 560 520 510
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Stainless Steel, Titanium Alloy

Acero inoxidable, aleacion de titanio.
2 Flutes, Ballnose, Long Shank Length (SM-BH2) / 2 flautas, punta esférica, longitud de vastago largo (SM-BH2)

SM XT h6 v @ % @ Unidad

SHANK D R=1.5 1.5<R<3 R23

) 0 0 0
% % M % ™ -0.01 ~0.015 -0.02
B e

M R
I o D] 4———-—— — 0] Figt
il
S
H

AN

° L
R 1
e —<= -al  Fig2
Lc
L |
D Lc d L R 4 Figure No. Olrd_ering Code
mm mm mm mm mm N° de figura Caodigo de orden
4,00 8,00 4,00 75 2.0 2 2 SM-BH2-04080475-R2.0
4,00 8,00 4,00 100 2.0 2 2 SM-BH2-040804100-R2.0
5.00 10,0 5,00 75 25 2 2 SM-BH2-05100575-R2.5
5,00 10,0 5,00 100 2.5 2 2 SM-BH2-051005100-R2.5
5.00 10,0 5,00 150 2.5 2 2 SM-BH2-051005150-R2.5
6.00 12,0 6,00 75 3.0 2 2 SM-BH2-06120675-R3.0
6.00 12,0 6,00 100 3.0 2 2 SM-BH2-061206100-R3.0
6,00 12,0 6,00 150 3.0 2 2 SM-BH2-061206150-R3.0
8.00 16,0 8,00 75 4.0 2 2 SM-BH2-08160875-R4.0
8,00 16.0 8,00 100 4.0 2 2 SM-BH2-081608100-R4.0
8,00 16.0 8.00 150 4.0 2 2 SM-BH2-081608150-R4.0
10,0 20,0 10,0 100 5.0 2 2 SM-BH2-102010100-R5.0
10,0 20,0 10,0 150 5.0 2 2 SM-BH2-102010150-R5.0
12,0 24,0 12,0 100 6.0 2 2 SM-BH2-122412100-R6.0
12,0 24,0 12,0 150 6.0 2 2 SM-BH2-122412150-R6.0
14,0 28,0 14,0 100 7.0 2 2 SM-BH2-142814100-R7.0
14,0 28,0 14,0 150 7.0 2 2 SM-BH2-142814150-R7.0
16,0 32,0 16,0 150 8.0 2 2 SM-BH2-163216150-R8.0
18,0 36,0 18,0 150 9.0 2 2 SM-BH2-183618150-R9.0
20,0 40,0 20,0 150 10,0 2 2 SM-BH2-204020150-R10.0
(mm) Tool Diameter (mm) Diametro de la herramienta
Workpiece | |pepthof| ye | powatespeed |1 4 | 5 | 4 | 6 | 8 | 10 | 12| 16 | 20
ISO Material cut m/min vZfﬁinyg)ﬂg%n ]
Material de trabajo Profundidad Velocidad de avance %J
del corte
M sceliEesee] ap<0.2D 100 ot s (=) 25000 15900 7960 5300 3980 3180 2650 1990 1590
Acero inoxidable ae<0.2D (80~120) feed velocity (mm/min 280 480 510 550 560 540 560 520 510
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Stainless Steel, Titanium Alloy
Acero inoxidable, aleacion de titanio.

4 Flutes, Ballnose, Standard Length (SM-B4) / 4 flautas, punta esférica, longitud estandar (SM-B4)

“he e wm
SM XT hé raravd @ B Unidad
SHANK A D Rs1.5 1.5<R <3 R=3
A ‘ 0 0 ()}
Tol
% % M % ° -0.01 -0.015 -0.02
H -
R
M °
) =] J—_——_:JE—— C]I Fig1
S ° L
H R
- A—————g—— O  Fig2
Le
L
D Lc d L R z Figure No. Ordering Code
mm mm mm mm mm N° de figura Cédigo de orden
1,00 2,00 3,00 50 0.5 4 1 SM-B4-01020350-R0.5
2,00 4,00 3,00 50 1.0 4 1 SM-B4-02040350-R1.0
3,00 6,00 3,00 50 1.5 4 2 SM-B4-03060350-R1.5
1,00 2,00 4,00 50 0.5 4 1 SM-B4-01020450-R0.5
1,50 3,00 4,00 50 0.75 4 1 SM-B4-015030450-R0.75
2,00 4,00 4,00 50 1.0 4 1 SM-B4-02040450-R1.0
2,50 5,00 4,00 50 1.25 4 1 SM-B4-025050450-R1.25
3,00 6,00 4,00 50 1.5 4 1 SM-B4-03060450-R1.5
3,50 7,00 4,00 50 1.75 4 1 SM-B4-035070450-R1.75
4,00 8,00 4,00 50 2.0 4 2 SM-B4-04080450-R2.0
5,00 10,0 5,00 50 25 4 2 SM-B4-05100550-R2.5
6,00 12,0 6,00 50 3.0 4 2 SM-B4-06120650-R3.0
8,00 16,0 8,00 60 4.0 4 2 SM-B4-08160860-R4.0
10,0 20,0 10,0 75 5.0 4 2 SM-B4-10201075-R5.0
12,0 24,0 12,0 75 6.0 4 2 SM-B4-12241275-R6.0
14,0 28,0 14,0 75 7.0 4 2 SM-B4-14281475-R7.0
16.0 32,0 16,0 100 8.0 4 2 SM-B4-163216100-R8.0
180 36,0 180 100 9.0 4 2 SM-B4-183618100-R9.0
20,0 40,0 20,0 100 10.0 4 2 SM-B4-204020100-R10.0
(mm) Tool Diameter (mm) Dizmetro de la herramienta
Workpiece Depthof | yc | RotateSpeed 1| 2| 4] e | 8 | 10]|12]16]20
ISo Material cut [ m/min vFleg;i (}I:Ioglty ]
Material de trabajo plggrggi?:d \Z:?J%idaad deer:v:ﬁ?; EJ
M ehiEEs s ap<0.2D 100 i e (i) 25000 15900 7960 5300 3980 3180 2650 1990 1590
Acero inoxidable ae<0.2D (80~120) feed velocity (mm/ min 560 955 1020 1100 1110 1080 1115 1030 1020
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Stainless Steel, Titanium Alloy

Acero inoxidable, aleacion de titanio.
4 Flutes, Ballnose, Long Shank Length (SM-BH4) / 4 flautas, punta esférica, longitud de vastago largo (SM-BH4)

SM XT h6 ey @ % % LB) Unidad

SHANK D R<1.5 1.5<R<3  R23

) VA
A 0 0 0
% % M % o ~0.015 ~0.02

P °
M [ ]
I ° o — Fig1
S °
H
- Fig2 |
L i
D Lc d L R y4 Figure No. Olrd.ering Code
mm mm mm mm mm N° de figura Caédigo de orden
4.00 8,00 4,00 75 2.0 4 2 SM-BH4-04080475-R2.0
4,00 8,00 4,00 100 2.0 4 2 SM-BH4-040804100-R2.0
5,00 10,0 5,00 75 25 4 2 SM-BH4-05100575-R2.5
5,00 10,0 5,00 100 25 4 2 SM-BH4-051005100-R2.5
5.00 10,0 5,00 150 25 4 2 SM-BH4-051005150-R2.5
6,00 12,0 6.00 75 3.0 4 2 SM-BH4-06120675-R3.0
6.00 12.0 6,00 100 3.0 4 2 SM-BH4-061206100-R3.0
6,00 12,0 6,00 150 3.0 4 2 SM-BH4-061206150-R3.0
8,00 16,0 8,00 75 4.0 4 2 SM-BH4-08160875-R4.0
8.00 16,0 8,00 100 4.0 4 2 SM-BH4-081608100-R4.0
8.00 16.0 8,00 150 4.0 4 2 SM-BH4-081608150-R4.0
10.0 20,0 10,0 100 5.0 4 2 SM-BH4-102010100-R5.0
10,0 20,0 10.0 150 5.0 4 2 SM-BH4-102010150-R5.0
12,0 24,0 12,0 100 6.0 4 2 SM-BH4-122412100-R6.0
12,0 24,0 12,0 150 6.0 4 2 SM-BH4-122412150-R6.0
14,0 28,0 14,0 100 7.0 4 2 SM-BH4-142814100-R7.0
14,0 28,0 14,0 150 7.0 4 2 SM-BH4-142814150-R7.0
16,0 32,0 16,0 150 8.0 4 2 SM-BH4-163216150-R8.0
18,0 36,0 18,0 150 9.0 4 2 SM-BH4-183618150-R9.0
20,0 40,0 20,0 150 10.0 4 2 SM-BH4-204020150-R10.0
(mm) Tool Diameter (mm) Digmetro de la herramienta
Workpiece Depthof| yc | RotateSpeed 1] 2] 4] 6| 8 | 10]12]16]20
ISO Material cut m/min the:lgceicgacy r?el S)(t:a::%n 3
Material de trabajo P?;‘gg:‘::d Velocidad de avance %J
M efirnaa ap<0.2D 100 rorateepeealmint) 25000 15900 7960 5300 3980 3180 2650 1990 1590
Aceroinoxidable ae<0.2D (80~120) feed velocity (mm/ min 560 955 1020 1100 1110 1080 1115 1030 1020

150 @M" www.tophighsolutions.com

Solutions



Stainless Steel, Titanium Alloy

Acero inoxidable, aleacion de titanio.
2 Flutes, Corner Radius, Standard Length (SM-R2) / 2 flautas, radio de esquina, longitud estandar (SM-R2)

e 7 rides
SM X7 he rrd @ / R Unidad

SHANK D Ds12 D>12

pa e

M e R
° Q== == _C!I Fig1
B e
S o L
H R
| — =
Lc
L |
! 1
D Lc d L R V4 Figure No. OIrd.ering Code
mm mm mm mm mm N° de figura Cédigo de orden
1.00 3,00 4,00 50 0.2 2 1 SM-R2-01030450-R0.2
1,50 4,00 4,00 50 0.2 2 1 SM-R2-015040450-R0.2
2.00 6.00 4.00 50 0.2 2 1 SM-R2-02060450-R0.2
2,00 6.00 4.00 50 0.5 2 1 SM-R2-02060450-R0.5
2,50 8,00 4,00 50 0.2 2 1 SM-R2-025080450-R0.2
2,50 8.00 4,00 50 0.5 2 1 SM-R2-025080450-R0.5
3.00 8.00 4,00 50 0.2 2 1 SM-R2-03080450-R0.2
3.00 8.00 4,00 50 0.5 2 1 SM-R2-03080450-R0.5
4.00 11,0 4,00 50 0.5 2 2 SM-R2-04110450-R0O.5
4,00 11,0 4,00 50 1.0 2 2 SM-R2-04110450-R1.0
5,00 13.0 5.00 50 0.5 2 2 SM-R2-05130550-R0.5
5,00 13,0 5,00 50 1.0 2 2 SM-R2-05130550-R1.0
5,00 13,0 6,00 50 0.5 2 2 SM-R2-05130650-R0.5
5,00 13,0 6,00 50 1.0 2 2 SM-R2-05130650-R1.0
6.00 16.0 6.00 50 0.5 2 2 SM-R2-06160650-R0.5
6.00 16,0 6.00 50 1.0 2 2 SM-R2-06160650-R1.0
8,00 20,0 8,00 60 0.5 2 2 SM-R2-08200860-R0.5
8,00 20,0 8.00 60 1.0 2 2 SM-R2-08200860-R1.0
10.0 25,0 10,0 75 0.5 2 2 SM-R2-10251075-R0.5
10,0 25.0 10,0 75 1.0 2 2 SM-R2-10251075-R1.0
12,0 30,0 12,0 75 0.5 2 2 SM-R2-12301275-R0.5
12,0 30,0 12,0 75 1.0 2 2 SM-R2-12301275-R1.0
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Stainless Steel, Titanium Alloy

Acero inoxidable, aleacion de titanio.
2 Flutes, Corner Radius, Standard Length (SM-R2) / 2 flautas, radio de esquina, longitud estdndar (SM-R2)

SM X7 he res @ % R Unidad

SHANK D D=12 D>12
/] 7
0 0
/ Tol
p
| ° -
uo B
o ‘c] ‘{ ********* = _Dl Fig1
_Lc
S ° L
H é
| — SN
Le
L
D Lc d L R z Figure No. Ordering Code
mm mm mm mm mm Ne de figura Cadigo de orden
14.0 30,0 14.0 75 0.5 2 2 SM-R2-14301475-R0.5
14.0 30.0 14.0 75 1.0 2 2 SM-R2-14301475-R1.0
14.0 30.0 14.0 75 2.0 2 2 SM-R2-14301475-R2.0
16,0 45,0 16,0 100 0.5 2 2 SM-R2-164516100-R0.5
16.0 45.0 16.0 100 1.0 2 2 SM-R2-164516100-R1.0
16.0 45,0 16,0 100 2.0 2 2 SM-R2-164516100-R2.0
16.0 45.0 16.0 100 3.0 2 2 SM-R2-164516100-R3.0
18.0 45.0 18.0 100 0.5 2 2 SM-R2-184518100-R0.5
18,0 45,0 18,0 100 1.0 2 2 SM-R2-184518100-R1.0
18.0 45.0 18.0 100 2.0 2 2 SM-R2-184518100-R2.0
18,0 45.0 18.0 100 3.0 2 2 SM-R2-184518100-R3.0
20.0 45.0 20.0 100 0.5 2 2 SM-R2-204520100-R0.5
20.0 45.0 20.0 100 1.0 2 2 SM-R2-204520100-R1.0
20.0 45.0 20.0 100 2.0 2 2 SM-R2-204520100-R2.0
20.0 45,0 20.0 100 3.0 2 2 SM-R2-204520100-R3.0
(mm) R s d Tool Diameter (mm) Diametro de la herramienta
Workpiece Depthof | ve | pocqvaren 1| 2| 4] 6| 8| 10]12]16]20
IS0 Material cut m/min Velgceidad de rotac%n ]
Material de trabajo Pr;)flundiiiad Velocidad de avance %]
el corte
stainless steel ap<1D 100 et EmeEE) ] 25000 15900 7960 5300 3980 3180 2650 1990 1590
M Acero inoxidable ae<0.1D (80~120) feed velocity (mm/ min 350 320 350 340 365 330 300 245 230
(mm) s Tool Diameter (mm) Dismetro de la herramienta
Workpiece | |Depthof| ve | pocavareeo [| 1 | 2 | 4 | 6 | 8 | 10 | 12| 16 | 20
ISO " tl\/laltdertia; . cut m/min Velggdad L?e:)‘t:e:c%n .z.
aterial de trabajo P?;rgg.f:d Velocidad de avance 2
M stainless steel ap<0.1D 45 rotate speed (min-1) 14330 7165 3580 2390 1790 1430 1195 895 715
Acero inoxidable ae<1D (35~55) feed velocity (mm/ min 200 140 120 155 155 155 155 135 120
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Stainless Steel, Titanium Alloy
Acero inoxidable, aleacidn de titanio.

1

| @ % R Unidad

La

5.00 20,0 5,00 78 0.5 2 2 SM-RL2-05200575-R0.5
5.00 20,0 5,00 75 1.0 2 2 SM-RL2-05200575-R1.0
5.00 25.0 5,00 100 0.5 2 2 SM-BL2-052505100-B0.5
5,00 25,0 5,00 100 1.0 2 2 SM-RL2-052505100-R1.0

8,00 25,0 8,00 75 0.5 2 2 SM-RL2-08250875-R0.5
8.00 25.0 8,00 75 1.0 2 2 SM-RL2-08250875-R1.0
8.00 30.0 8,00 100 0.5 2 2 SM-RL2-083008100-R0.5

2 2 SM-RL2-083008100-R1.0

12,0 40,0 12,0 100 0.5 2 2 SM-RL2-124012100-R0.5
12.0 40.0 12,0 100 1.0 2 2 SM-RL2-124012100-R1.0
12,0 50.0 12,0 150 0.5 2 2 SM-RL2-125012150-R0.5
12,0 50.0 12,0 150 1.0 2 2 SM-RL2-125012150-R1.0
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Stainless Steel, Titanium Alloy

Acero inoxidable, aleacion de titanio.
2 Flutes, Corner Radius, Long Flute Length (SM-RL2) / 2 flautas, radio de esquina, longitud de flauta larga (SM-RL2)

SM XT h6 @ '/ R Unidad

SHANK D D <12 D>12
mpalpya)=;usn o o 0
o “ A -0.015 -0.02
P °
M e B
° ‘D] ‘{ ********* = = _Cll Fig1
Lo
S ° L
H R
| — SES§8
Le
L
D Lc d L R z Figure No. Ordering Code
mm mm mm mm mm Ne de figura Cddigo de orden
14,0 40.0 14,0 100 0.5 2 2 SM-RL2-144014100-R0.5
14,0 40,0 14,0 100 1.0 2 2 SM-RL2-144014100-R1.0
14,0 40,0 14,0 100 2.0 2 2 SM-RL2-144014100-R2.0
14,0 50.0 14,0 150 0.5 2 2 SM-RL2-145014150-RO.5
14,0 50,0 14,0 150 1.0 2 2 SM-RL2-145014150-R1.0
14,0 50.0 14.0 150 2.0 2 2 SM-RL2-145014150-R2.0
16,0 55.0 16.0 150 0.5 2 2 SM-RL2-165516150-R0.5
16,0 55,0 16,0 150 1.0 2 2 SM-RL2-165516150-R1.0
16,0 55,0 16,0 150 2.0 2 2 SM-RL2-165516150-R2.0
16,0 55,0 16,0 150 3.0 2 2 SM-RL2-165516150-R3.0
18,0 55,0 18,0 150 0.5 2 2 SM-RL2-185518150-R0.5
18,0 55,0 18,0 150 1.0 2 2 SM-RL2-185518150-R1.0
18,0 55,0 18,0 150 2.0 2 2 SM-RL2-185518150-R2.0
18,0 55.0 18,0 150 3.0 2 2 SM-RL2-185518150-R3.0
20,0 55,0 20,0 150 0.5 2 2 SM-RL2-205520150-R0.5
20,0 55,0 20,0 150 1.0 2 2 SM-RL2-205520150-R1.0
20,0 55,0 20,0 150 2.0 2 2 SM-RL2-205520150-R2.0
20,0 55,0 20,0 150 3.0 2 2 SM-RL2-205520150-R3.0
(mm) R d Tool Diameter (mm) Diametro de la herramienta
Workpiece Depthof | yc F“Zt\"; slpe_e 1] 2] 4| 6| 8] 10]12] 1] 20
Iso Material cut m/min Velgceidad fe g)?a%%n ]
Material de trabajo P";;‘Qgi?:d Velocidad de avance ZJ
stainless steel ap<1D 100 et EmeEE) ] 25000 15900 7960 5300 3980 3180 2650 1990 1590
M Acero inoxidable ae<0.1D (80~120) feed velocity (mm/ min 350 320 350 340 365 330 300 245 230
(mm) s Tool Diameter (mm) Didmetro de la herramienta
Workpiece | |Depthof| ve | pocavareeo [| 1 | 2 | 4 | 6 | 8 | 10 | 12| 16 | 20
ISO Material cut [ m/min vgfffad dee?)‘t:e:«‘s:%n
Material de trabajo Pré)frng:tti:d Veloc!idad deravanlce HZ.
el c
M stainless steel ap<0.1D 45 rotate speed (min-1) 14330 7165 3580 2390 1790 1430 1195 895 715
Acero inoxidable ae<1D (35~55)  feed velocity (mm/ min 200 140 120 155 155 155 155 135 120
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Stainless Steel, Titanium Alloy
Acero inoxidable, aleacion de titanio.

2 Flutes, Corner Radius, Long Flute Length (SM-RL2) / 2 flautas, radio de esquina, longitud de flauta larga (SM-RL2)

SM

XT

)
h6
SHANK

[/ /|

)t

48°

)

M
S
H

1,00
1,50
2,00
2,00
2,50
2,50
3.00
3.00
4,00
4,00
5.00
5.00
5,00
5,00
6.00
6.00
8,00
8.00
10.0
10.0
12,0
12.0
12,0
12,0

Lc
mm
3,00
4,00
6.00
6,00
8.00
8,00
8.00
8.00
11,0
11,0
13,0
13,0
13,0
13,0
16,0
16,0
20,0
20,0
25,0
25,0
30,0
30.0
50.0
50.0

s

4.00
4,00
4.00
4,00
4.00
4,00
4.00
4.00
4,00
4,00
5.00
5.00
6,00
6,00
6,00
6,00
8,00
8,00
10,0
10.0
12,0
12,0
12,0
12,0

50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
60
60
78
75
75
75
150
150

Unidad

D D=12 D>12
Tol 0 0

-0.015 -0.02
Fig1

R
IL
--------- =S
Lc
L
|
R z Figure No. Ordering Code
mm N° de figura Cddigo de orden
0.2 3 1 SM-RL2-04150475-R0.5
0.2 3 1 SM-RL2-04150475-R1.0
0.2 3 1 SM-RL2-042004100-R0.5
0.5 3 1 SM-RL2-042004100-R1.0
0.2 3 1 SM-RL2-05200575-R0.5
0.5 3 2 SM-RL2-05200575-R1.0
0.2 3 1 SM-BL2-052505100-B0.5
0.5 3 1 SM-RL2-052505100-R1.0
0.5 3 2 SM-RL2-06200675-R0.5
1.0 3 2 SM-RL2-06200675-R1.0
0.5 3 2 SM-RL2-062506100-R0.5
1.0 3 2 SM-RL2-062506100-R1.0
0.5 3 2 SM-RL2-08250875-R0.5
1.0 3 2 SM-RL2-08250875-R1.0
0.5 3 2 SM-RL2-083008100-R0.5
1.0 5 2 SM-RL2-083008100-R1.0
0.5 3 2 SM-RL2-103510100-R0.5
1.0 3 2 SM-RL2-103510100-R1.0
0.5 3 2 SM-BL2-104510150-R0.5
1.0 3 2 SM-RL2-104510150-R1.0
0.5 3 2 SM-RL2-124012100-R0.5
1.0 3 2 SM-RL2-124012100-R1.0
05 2 2 SM-RL2-125012150-R0.5
1.0 2 2 SM-RL2-125012150-R1.0
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Stainless Steel, Titanium Alloy
Acero inoxidable, aleacion de titanio.

o | | e - ed  mmo
SM XT h6 rarav R Unidad

SHANK

Tol 0 0
2 -0.015 -0.02

16,0 45,0 16,0 100 0.5 3 2 SM-R3-164516100-R0.5
16,0 45,0 16,0 100 1.0 3 2 SM-R3-164516100-R1.0
16,0 45,0 16,0 100 2.0 3 2 SM-R3-164516100-R2.0
16,0 45,0 16,0 100 3.0 3 2 SM-R3-164516100-R3.0

20,0 45,0 20,0 100 0.5 3 2 SM-R3-204520100-R0.5
20,0 45,0 20,0 100 1.0 3 2 SM-R3-204520100-R1.0
20,0 45,0 20,0 100 20 3 2 SM-R3-204520100-R2.0
20,0 45,0 20,0 100 3.0 3 2 SM-R3-204520100-R3.0
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Stainless Steel, Titanium Alloy
Acero inoxidable, aleacidn de titanio.

= [ 3 Lo wm
SM XT h6 ] L@ % 4@ R Unidad

SHANK| | "=

Fig1

Fig2

5.00 20.0 5,00 75 0.5 3 2 SM-RL3-05200575-R0.5
5.00 20,0 5,00 75 1.0 3 2 SM-RL3-05200575-R1.0
5.00 25.0 5.00 100 0.5 3 2 SM-RL3-052505100-R0.5
5,00 25.0 5.00 100 1.0 3 2 SM-RL3-052505100-R1.0

8.00 25.0 8.00 75 0.5 3 2 SM-RL3-08250875-R0.5
8.00 25.0 8.00 75 1.0 3 2 SM-RL3-08250875-R1.0
8.00 30.0 8.00 100 0.5 3 2 SM-RL3-083008100-R0.5
8.00 30,0 8.00 100 1.0 S 2 SM-RL3-083008100-R1.0

12,0 40,0 12,0 100 0.5 3 2 SM-RL3-124012100-R0.5
12.0 40.0 12,0 100 1.0 3 2 SM-RL3-124012100-R1.0
12,0 50,0 12,0 150 0.5 S 2 SM-RL3-125012150-R0.5
12.0 50.0 12,0 150 1.0 3 2 SM-RL3-125012150-R1.0
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Stainless Steel, Titanium Alloy
Acero inoxidable, aleacion de titanio.

| | - bty mm
SM XT | @ % ﬁ R Unidad

h6
SHANK] | = D D =12 D>12

% % % % Tol -3.015 -8.02

16,0 55,0 16,0 150 0.5 3 2 SM-RL3-165516150-R0.5
16,0 5510 16,0 150 1.0 3 2 SM-RL3-165516150-R1.0
16,0 55,0 16,0 150 2.0 8 2 SM-RL3-165516150-R2.0

3 2 SM-RL3-165516150-R3.0

20,0 55,0 20,0 150 0.5 3 2 SM-RL3-205520150-R0.5
20,0 55,0 20,0 150 1.0 & 2 SM-RL3-205520150-R1.0
20,0 55,0 20,0 150 20 3 2 SM-RL3-205520150-R2.0
20,0 55,0 20,0 150 3.0 3 2 SM-RL3-205520150-R3.0
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Stainless Steel, Titanium Alloy
Acero inoxidable, aleacidn de titanio.

= [ = o,
M | | xT et @ % @T R Unidad

h6
SHANK - D D<12 D>12

Tol 0 0
= -0.015 -0.02

5.00 13.0 5,00 50 0.5 4 2 SM-R4-05130550-R0.5
5.00 13.0 5.00 50 1.0 4 2 SM-R4-05130550-R1.0

8,00 20,0 8,00 60 0.5 4 2 SM-R4-08200860-R0.5
8.00 20.0 8,00 60 1.0 4 2 SM-R4-08200860-R1.0
12,0 30,0 12,0 75 0.5 4 2 SM-R4-12301275-R0.5
12,0 30,0 12,0 75 1.0 4 2 SM-R4-12301275-R1.0
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Stainless Steel, Titanium Alloy
Acero inoxidable, aleacion de titanio.

4 Flutes, Corner Radius, Standard Length (SM-R4) / 4 flautas, radio de esquina, longitud estdndar (SM-R4)

o % 1 s mmo
SM XT h6 raravs {{I} % ‘2 @ Unidad
SHANK ° D D<12 D>12
Bl B RO
= -0.015 -0.02
P °
M °
I ° Fig1
S '
H
-c;] J} ——————— Fig2
D Lc d L R z Figure No. O’rd'ering Code
mm mm mm mm mm N° de figura Cadigo de orden
14,0 30,0 14,0 75 0.5 4 2 SM-R4-14301475-R0.5
14,0 30,0 14,0 75 1.0 4 2 SM-R4-14301475-R1.0
14,0 30,0 14,0 75 2.0 4 2 SM-R4-14301475-R2.0
16,0 45,0 16,0 100 0.5 4 2 SM-R4-164516100-R0.5
16,0 45,0 16,0 100 1.0 4 2 SM-R4-164516100-R1.0
16,0 45,0 16,0 100 2.0 4 2 SM-R4-164516100-R2.0
16,0 45,0 16,0 100 3.0 4 2 SM-R4-164516100-R3.0
18,0 45,0 18,0 100 0.5 4 2 SM-R4-184518100-R0.5
18,0 45,0 18,0 100 1.0 4 2 SM-R4-184518100-R1.0
18,0 45,0 18,0 100 2.0 4 2 SM-R4-184518100-R2.0
18,0 45,0 18,0 100 3.0 4 2 SM-R4-184518100-R3.0
20,0 45,0 20,0 100 0.5 4 2 SM-R4-204520100-R0.5
20.0 45,0 20,0 100 1.0 4 2 SM-R4-204520100-R1.0
20,0 45,0 20.0 100 2.0 4 2 SM-R4-204520100-R2.0
20,0 45,0 20,0 100 3.0 4 2 SM-R4-204520100-R3.0
) (mm) Rotate Speed Tool Diameter (mm) Diametro de la herramienta
Workpiece Depthof | Ve | Foed Vorncit 1] 2| 4| 6| 8 | 10]12] 16| 20
IS0 M Materlal . CUt_ m/min | Velocidad de rotac%n [ ]
aterial de trabajo Profundidad Velocidad de avance %J
del corte
M stainless steel ap<1D 100 et e (] 25000 15900 7960 5300 3980 3180 2650 1990 1590
Acero inoxidable ae<0.1D (80~120) feed velocity (mm/min 700 635 700 680 730 660 600 490 460
(mm) Tool Diameter (mm) Diametro de la herramienta
Workpiece | |Depthof| ve | poravobe®d || 1 | 2 | 4 | 6 | 8 | 10| 12] 16 | 20
IS0 V M.aterlal ) cut m/min | Velocidad de rotac%n .
aterial de trabajo Profundidad Velocidad de avance Hiz
del corte =
M stainless steel ap<0.1D 45 rotate speed (min-1) 14330 7165 3580 2390 1790 1430 1195 895 715
Acero inoxidable ae<1D (35~55) feed velocity (mm/ min 400 280 240 310 310 310 310 270 240
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Stainless Steel, Titanium Alloy

Acero inoxidable, aleacion de titanio.
4 Flutes, Corner Radius, Long Flute Length (SM-RL4) / 4 flautas, radio de esquina, longitud de flauta larga (SM-RL4)

e » e m
M XT 6 @ A+l lr Unidad

SHr}\NK . 02

] ' %
Tol 0 0
* -0.015 -0.02

M [ ]
I ° Fig1
[ °
H
| ==y = S Fig2
D Lc d L R V4 Figure No. OIrd.ering Code

mm mm mm mm mm N° de figura Cédigo de orden
4.00 15,0 4.00 75 0.5 4 2 SM-RL4-04150475-R0.5
4,00 15,0 4,00 75 1.0 4 2 SM-RL4-04150475-R1.0
4.00 20.0 4.00 100 0.5 4 2 SM-RL4-042004100-R0.5
4.00 20,0 4,00 100 1.0 4 2 SM-RL4-042004100-B1.0
5,00 20,0 5,00 75 0.5 4 2 SM-RL4-05200575-R0.5
5,00 20,0 5,00 75 1.0 4 2 SM-RL4-05200575-R1.0
5.00 25.0 5.00 100 0.5 4 2 SM-RL4-052505100-R0.5
5.00 25.0 5.00 100 1.0 4 2 SM-RL4-052505100-R1.0
6.00 20,0 6,00 75 0.5 4 2 SM-RL4-06200675-R0.5
6.00 20.0 6.00 75 1.0 4 2 SM-RL4-06200675-R1.0
6.00 25.0 6.00 100 05 4 2 SM-RL4.062506100-B05
6.00 25.0 6.00 100 10 4 2 SM-RL4.062506100-B10
8.00 25,0 8.00 75 0.5 4 2 SM-RL4-08250875-R0.5
8.00 25.0 8,00 75 1.0 4 2 SM-RL4-08250875-R1.0
8.00 30.0 8.00 100 0.5 4 2 SM-RL4.083008100-B05
8.00 30.0 8.00 100 1.0 4 2 SM-RL4-083008100-B10
10,0 35,0 10,0 100 0.5 4 2 SM-RL4-103510100-R0.5
10,0 35,0 10,0 100 1.0 4 2 SM-RL4-103510100-R1.0
100 450 100 150 0.5 4 2 SM-RL4-104510150-B0 5
10.0 450 10.0 150 1.0 4 2 SM-RL4-104510150-R1.0
12.0 40.0 12.0 100 0.5 4 2 SM-RL4-124012100-R0.5
12.0 40.0 12.0 100 1.0 4 2 SM-RL4-124012100-R1.0
120 50.0 120 150 0.5 4 2 SM-RL4-125012150-B0 5
12.0 50.0 12.0 150 10 2 2 SM-RL4-125012150-B1.0
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Stainless Steel, Titanium Alloy

Acero inoxidable, aleacion de titanio.
4 Flutes, Corner Radius, Long Flute Length (SM-RL4) / 4 flautas, radio de esquina, longitud de flauta larga (SM-RL4)

e i s mmo
sM | | XT | [he rs @ el R Unidad

- 02

SHANK D D =12 D>12
2 (Ve ] - o 0
VA A1 -0.015 -0.02
P ° 3
M °
I ° Fig1
S o
H
Fig2
D Lc d L R z Figure No. O’rd'ering Code
mm mm mm mm mm N° de figura Cadigo de orden
14,0 40,0 14,0 100 0.5 4 2 SM-RL4-144014100-R0.5
14,0 40,0 14,0 100 1.0 4 2 SM-RL4-144014100-R1.0
14,0 40.0 14.0 100 2.0 4 2 SM-RL4-144014100-R2.0
14,0 50,0 14,0 150 0.5 4 2 SM-RL4-145014150-R0.5
14,0 50,0 14,0 150 1.0 4 2 SM-RL4-145014150-R1.0
14,0 50.0 14,0 150 2.0 4 2 SM-RL4-145014150-R2.0
16,0 55,0 16,0 150 0.5 4 2 SM-RL4-165516150-R0O.5
16,0 55,0 16,0 150 1.0 4 2 SM-RL4-165516150-R1.0
16,0 55,0 16,0 150 2.0 4 2 SM-RL4-165516150-R2.0
16,0 55,0 16,0 150 3.0 4 2 SM-RL4-165516150-R3.0
18,0 55,0 18,0 150 0.5 4 2 SM-RL4-185518150-R0O.5
18,0 55,0 18.0 150 1.0 4 2 SM-RL4-185518150-R1.0
18,0 55,0 18,0 150 2.0 4 2 SM-RL4-185518150-R2.0
18,0 55.0 18,0 150 3.0 4 2 SM-RL4-185518150-R3.0
20,0 55,0 20,0 150 0.5 4 2 SM-RL4-205520150-R0.5
20,0 55,0 20,0 150 1.0 2 2 SM-RL4-205520150-R1.0
20,0 55,0 20,0 150 2.0 2 2 SM-RL4-205520150-R2.0
20,0 55,0 20.0 150 3.0 2 2 SM-RL4-205520150-R3.0
) (mm) Rotate Speed Tool Diameter (mm) Diametro de la herramienta
so | Vierkpiece Depthof | v | Feeq velocity 1] 2| 4| 6| 8 | 10| 12] 1] 20
, ) cut m/min | Velocidad de rotacion T
Material de trabajo Profundidad Velocidad de avance ZJ
del corte
- stainless steel ap<1D 100 et e (] 25000 15900 7960 5300 3980 3180 2650 1990 1590
Aceroinoxidable ae<0.1D (80~120) feed velocity (mm/ min 700 635 700 680 730 660 600 490 460
(mm) Tool Diameter (mm) Diametro de la herramienta
Workpiece Depthof | yc ?°t3t\°; slpe.‘id 1| 2] 4| 6| 8] 10]12] 1] 20
1SO M.aterial ) cut m/min Velgceidad dee g;t:z:c%n
Material de trabajo Profundidad Velocidad de avance .2.
del corte L
M stainless steel ap<0.1D 45 rotate speed (min-1) 14330 7165 3580 2390 1790 1430 1195 895 715
Acero inoxidable ae<1D (35~55) feed velocity (mm/ min 400 280 240 310 310 310 310 270 240

162 @M" www.tophighsolutions.com

Solutions



AL

Aluminum alloy material efficient ultra-bright processing
Material de aleacion de aluminio procesamiento ultrabrillante eficiente

Inhibition of burr
Large front Angle and small edge achieve
excellent cutting effect.

Inhibicion de rebabas
El gran dngulo frontal y el borde pequefio logran
un excelente efecto de corte.

Large Chip flute
The cutting and chip removal are more smooth
and stable in the high feed processing.

Flauta de chip grande

El corte y la eliminacidn de virutas son mas
suaves y estables en el procesamiento de alto
avance.

Sharp cutting edge

Sharp cutting edge and large spiral angle design
effectively prevent the generation of built-up
edge.

Filo afilado

El filo afilado y el disefio de gran dngulo en
espiral previenen eficazmente la generacion de
filo acumulado.

Special edge design
Effectively solve the sticking

HIGHLIGHT

Disefio de borde especial
Resuelve eficazmente el pegado.

DESTACAR

(1) Large chip removal space, not easy to accumulate chips

Gran espacio de extraccion de virutas, no es facil acumular virutas
@ Anti-seismic technology, sharp crescent edge

Tecnologia antisismica, borde creciente afilado

Full-edge anti-vibration design can suppress
vibration during processing and improve the
quality of the processed surface

El disefio antivibracion de borde completo puede suprimir la
vibracién durante el procesamiento y mejorar la calidad de la

superficie procesada.

Special chip flute shape, can show excellent
performance even in groove and cavity machining.
La forma especial de la flauta de viruta puede mostrar un
rendimiento excelente incluso en el mecanizado de ranuras
y cavidades.
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Aluminum Alloy, Super Bright High Efficient

Aleacion de Aluminio, Suﬁer Brillante de Alta Eficiencia
: - 45° Unit
A SHhAGNK _"" @ @ Z |i Unidad
] % %
i -

Le

B f——— A al Fig2

5,00 15.0 5,00 50 2 2 AL-S2-05150550

AL-52-08200860

12,0 AL-S2-12321275

16,0 16,0 2 2 AL-S2-164516100
20,0 45,0 20,0 100 2 2 AL-S2-204520100
(mm) Rotate S d Tool Diameter (mm) Digmetro de la herramienta
otate Spee
so | Workpiece Material | |DePthof | v | peeqveiocity || 1 | 2 | 4 | & | 8 [ 10 ]12]16]20
Material de trabajo cut m/min | Velocidad de rotacion [ ]
P?::‘gg;?:d Velocidad de avance

(mm) Tool Diameter (mm) Dismetro de la herramienta
ial | | Depth of Rotate Speed 1| 2] 4] 6 | 8 |10]|12]16]20
ISO Workpiece Material p Ve Feed Velocity
Material de trabajo CUt‘ m/min | Velocidad de rotacion )
Profundidad Velocidad de avance
del corte
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Aluminum Alloy, Super Bright High Efficient

Aleacion de Aluminio, Sl]ﬁer Brillante de Alta Eficiencia
) . 450 Un.it
vl = PP s ride
L B o i

Lc

B \ ; 0o Fig2

Lc

5,00 25,0 5,00 75 2 AL-SL2-05250575
5,00 30,0 5,00 100 AL-SL2-053005100

8,00 30,0 8,00 AL-SL2-08300875
8,00 35,0 8,00 100 AL-SL2-083508100
12,0 45,0 12,0 100 AL-SL2-124512100
12,0 60,0 12,0 150 AL-SL2-126012150

AL-SL2-166016150

20,0 60,0 20,0 150 AL-SL2-206020150

(mm) Tool Diameter (mm) Diametro de la herramienta

Depthof| vy | notateSpeed || 4 | 5 | 4 | 6 | 8 | 10| 12| 16 | 20

ISO Workpiece Material Feed Velocity

Material de trabajo cut m/min | Velocidad de rotacién
Profundidad Velocidad de avance )
del corte )

(mm) Tool Diameter (mm) Diametro de la herramienta

Rotate Speed
S0 | Workpiece Material | |DePthof | ve | peeqveiocity || 1 | 2 | 4 | 6 | 8 [ 10]12] 16|20
Material de trabajo cut m/min | Velocidad de rotacion v.
Prgé:"gg:‘tj:d Velocidad de avance
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Aluminum Alloy, Super Bright High Efficient

Aleacién de Aluminio, Suﬁer Brillante de Alta Eficiencia

= = o, G
AL ot C@ % ;@ s Unidad

Fig2

AL-S3-05150550

AL-53-08200860

AL-S3-12321275

AL-S3-164516100

AL-S3-204520100

(mm) Tool Diameter (mm) Diametro de la herramienta

Depthof| ye | RotateSpeed 1| 2| 4] 6 | 8 |10]|12]16]20
-

i1so | Workpiece Material Feed Velocity

Material de trabajo cut m/min | Velocidad de rotacién
Profundidad Velocidad de avance
del corte

(mm) Tool Diameter (mm) Diametro de la herramienta

Depthof | v, | RotateSeeed 1| 2] 4] 6 | 8 |10]|12]16]20

i1so | Workpiece Material Feed Velocity

Material de trabajo cut m/min | Velocidad de rotacion
Profundidad Velocidad de avance
del corte
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Aluminum Alloy, Super Bright High Efficient

Aleacion de Aluminio, Sl]ﬁer Brillante de Alta Eficiencia
) ] 45° Un.it
AL SHTNK "": @ % % |i Url;ldad

N

5,00 25,0 5,00 75 3 AL-SL3-05250575
5,00 30,0 5,00 100 AL-SL3-053005100

8,00 30,0 8,00 AL-SL3-08300875
8,00 35,0 8,00 100 AL-SL3-083508100
12,0 45,0 12,0 100 AL-SL3-124512100
12,0 60,0 12,0 150 AL-SL3-126012150

AL-SL3-166016150

20,0 60,0 20,0 150 AL-SL3-206020150
(mm) Rotate S ’ Tool Diameter (mm) Diametro de la herramienta
otate Spee
S0 | Workpiece Material | |DePthof| ve | peeqveiocity [| 1 | 2 | 4 | 6 | 8 [10]12] 16| 20
Material de trabajo CUt_ m/min | Velocidad de rotacion 1]
Profundidad Velocidad de avance

del corte

(mm) Tool Diameter (mm) Diametro de la herramienta

Rotate Speed
50 | Workpiece Material | |PePthof | ve | Feeqvetocity || 1 | 2 | 4 | 6 | 8 | 10] 12 ] 16 [ 20
Material de trabajo cut [ m/min | velocidad de rotacion mza
Profundidad Velocidad de avance g

del corte
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Aluminum Alloy, Super Bright High Efficient
Aleacion de Aluminio, Super Brillante de Alta Eficiencia

2 Flutes, Ballnose, Standard Length (AL-B2) / 2 flautas, punta esférica, longitud estandar (AL-B2)

AL he e @ % ﬁ LB) Unidad
SHANK D R<1.5 15<R<3  R23
v | (] 0 (]
% % M % Tl 501 -0.015 -0.02
o : § §
o f—————— Q| Ft ‘ | L! \
Lc i 4
I . L
S R
H Bl dl——————— —s ol  Fie
Lc
L
D Lc d L R z Figure No. Ordering Code
mm mm mm mm mm Ne de figura Caddigo de orden
1,00 2,00 3,00 50 0.5 2 1 AL-B2-01020350-R0.5
2,00 4,00 3.00 50 1.0 2 1 AL-B2-02040350-R1.0
3,00 6,00 3,00 50 1.5 2 2 AL-B2-03060350-R1.5
1,00 2,00 4,00 50 0.5 2 1 AL-B2-01020450-R0.5
1,50 3,00 4,00 50 0.75 2 1 AL-B2-015030450-R0.75
2,00 4,00 4,00 50 1.0 2 1 AL-B2-02040450-R1.0
2,50 5,00 4,00 50 1.25 2 1 AL-B2-025050450-R1.25
3,00 6,00 4,00 50 1.5 2 1 AL-B2-03060450-R1.5
3,50 7.00 4,00 50 1.75 2 1 AL-B2-035070450-R1.75
4,00 8,00 4,00 50 2.0 2 2 AL-B2-04080450-R2.0
5,00 10,0 5,00 50 2.5 2 2 AL-B2-05100550-R2.5
6,00 12,0 6,00 50 3.0 2 2 AL-B2-06120650-R3.0
8,00 16,0 8.00 60 4.0 2 2 AL-B2-08160860-R4.0
10,0 20,0 10,0 75 5.0 2 2 AL-B2-10201075-R5.0
12,0 24,0 12,0 75 6.0 2 2 AL-B2-12241275-R6.0
14,0 28,0 14,0 75 7.0 2 2 AL-B2-14281475-R7.0
16,0 32,0 16,0 100 8.0 2 2 AL-B2-163216100-R8.0
18,0 36.0 18,0 100 9.0 2 2 AL-B2-183618100-R9.0
20.0 40.0 20.0 100 10.0 2 2 AL-B2-204020100-R10.0
(mm) Rotate Speed Tool Diameter (mm) Digmetro de la herramienta

Iso | Workpiece Material Depthof| vc Feed Velocity 1 | 2 | 4 |

6 | 8 | 10| 12| 16

Material de trabajo cut m/min | Velocidad de rotacién
Profundidad Velocidad de avance |
del corte
(S=12%) Forging and

creg A Al ap<0.3D 150 e geaEs =) 19000 15900 11900 10600 8000 7950 7950 7000

Aleacién de aluminio para ae<0.3D (60~350) feed velocity (mm/ min
sy et 950 1600 1900 2500 2550 3800 3800 4450
(<200HB) ap=0.3D 150 rotate speed (min-1) 19000 15900 11900 10600 8000 7950 7950 7000

Copper alloy

P . S ae<0.3D (60~350) feed velocity (mm/ min

1. Please use high-precision machine tools and tool holder.

2. Pls use oil cooled cutting liquid.

3. When the rigidity of the machine tool and the workpiece is poorly installed, vibration and abnormal sound will occur.
At this time, the rotation speed and feed rate of the above table should be reduced.

4. Keep the tool overhang as short as possible without interference.

1. Utilice maquinas herramienta y portaherramientas de alta precision.

2. Utilice liquido de corte enfriado por aceite.

3. Cuando la rigidez de la maquina herramienta y la pieza de trabajo estdn mal instaladas, se produciran vibraciones y sonidos anormales.
En este momento, se deben reducir la velocidad de rotacién y el avance de la tabla anterior.

4. Mantenga el saliente de la herramienta lo mas corto posible sin interferencias.
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Aluminum Alloy, Super Bright High Efficient

Aleacion de Aluminio, Super Brillante de Alta Eficiencia
2 Flutes, Ballnose, Long Shank Length (AL-BH2) / 2 flautas, punta esférica, longitud de vastago largo (AL-BH2)

|

/1 300
rarava B
SHANK

Unidad

D R<15 1.5<R<3  R23
0 0 0
Tol -0.01 -0.015 -0.02

¥ §
R " | ‘! |

P
M
'c] ~| ——————————— — -0 Fig1 : |
— A
I 5 Lc
L
S R
: =
B Sf=—sms—m—s——=——=——= - + DI Fig2
Lc
L
D Lc d L R y4 Figure No. quering Code
mm mm mm mm — N° de figura Cadigo de orden
4,00 8,00 4,00 75 2.0 2 2 AL-BH2-04080475-R2.0
4,00 8,00 4,00 100 2.0 2 2 AL-BH2-040804100-R2.0
5,00 10,0 5,00 75 2.5 2 2 AL-BH2-05100575-R2.5
5,00 10,0 5,00 100 2.5 2 2 AL-BH2-051005100-R2.5
5,00 10,0 5,00 150 2.5 2 2 AL-BH2-051005150-R2.5
6,00 12,0 6,00 75 3.0 2 2 AL-BH2-06120675-R3.0
6,00 12.0 6,00 100 3.0 2 2 AL-BH2-061206100-R3.0
6.00 12,0 6,00 150 3.0 2 2 AL-BH2-061206150-R3.0
8,00 16,0 8,00 75 4.0 2 2 AL-BH2-08160875-R4.0
8,00 16,0 8,00 100 4.0 2 2 AL-BH2-081608100-R4.0
8,00 16,0 8,00 150 4.0 2 2 AL-BH2-081608150-R4.0
10,0 20.0 10,0 100 5.0 2 2 AL-BH2-102010100-R5.0
10,0 20,0 10,0 150 5.0 2 2 AL-BH2-102010150-R5.0
12,0 24,0 12,0 100 6.0 2 2 AL-BH2-122412100-R6.0
12,0 24,0 12,0 150 6.0 2 2 AL-BH2-122412150-R6.0
14,0 28,0 14,0 100 7.0 2 2 AL-BH2-142814100-R7.0
14,0 28.0 14.0 150 7.0 2 2 AL-BH2-142814150-R7.0
16,0 32,0 16,0 150 8.0 2 2 AL-BH2-163216150-R8.0
18,0 36,0 18,0 150 9.0 2 2 AL-BH2-183618150-R9.0
20,0 40,0 20,0 150 10.0 2 2 AL-BH2-204020150-R10.0
(mm) Tool Diameter (mm) Didmetro de la herramienta
Rotate Speed
Workpiece Material Depthof | vc Feed Velocit 1 | 2 | 4 | 6 | 8 | 10 | 12 | 16
ISO . ; t . , Y
Material de trabajo cut m/min | Velocidad de rotacién
Profundidad Velocidad de avance
del corte
(S=12%) Forging and
casting aluminum alloy / . 150 SO — 19000 15900 11900 10600 8000 7950 7950 7000
Aleacion de aluminio para ae<0.3D  (60~350) feed velocity (mm/min
Fatiadoy tindicion 950 1600 1900 2500 2550 3800 3800 4450
(<200HB) ) 19000 15900 11900 10600 8000 7950 7950 7000
Copper alloy 203D (60-350) feed velocity mm/ min
Aleacién de cobre ae=0. Bl ! 860 1430 1720 2300 2300 2850 3450 4010

1. Please use high-precision machine tools and tool holder.

2. PIs use oil cooled cutting liquid.

3. When the rigidity of the machine tool and the workpiece is poorly installed, vibration and abnormal sound will occur.
At this time, the rotation speed and feed rate of the above table should be reduced.
4. Keep the tool overhang as short as possible without interference.

1. Utilice maquinas herramienta y portaherramientas de alta precision.

2. Utilice liquido de corte enfriado por aceite.

3. Cuando la rigidez de la maquina herramienta y la pieza de trabajo estan mal instaladas, se produciran vibraciones y sonidos anormales.
En este momento, se deben reducir la velocidad de rotacién y el avance de la tabla anterior.

4. Mantenga el saliente de la herramienta lo mas corto posible sin interferencias.
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Aluminum Alloy, Super Bright High Efficient

Aleacion de Aluminio, Super Brillante de Alta Eficiencia
4 Flutes, Ballnose, Standard Length (AL-B4) / 4 flautas, punta esférica, longitud estandar (AL-B4)

— - ., I
AL h6 rarava @ // B Unidad

SHANK

D R=1.5 1.5<R <3 R23
— -
0 0 0
Tol
% % M % ° -0.01 -0.015 -0.02
M 5 :
13] <| fffffffffff = - DI Fig1
I o Le
L
S R
H )
= EE——— — o] Fig2
Lc
L
D Le d L R z Figure No. Ordering Code
mm mm mm mm mm N° de figura Cadigo de orden
1,00 2,00 3,00 50 0.5 4 1 AL-B4-01020350-R0.5
2,00 4,00 3,00 50 1.0 4 1 AL-B4-02040350-R1.0
3,00 6,00 3,00 50 1.5 4 2 AL-B4-03060350-R1.5
1,00 2,00 4,00 50 0.5 4 1 AL-B4-01020450-R0.5
1,50 3,00 4,00 50 0.75 4 1 AL-B4-015030450-R0.75
2,00 4,00 4,00 50 1.0 4 1 AL-B4-02040450-R1.0
2,50 5,00 4,00 50 1.25 4 1 AL-B4-025050450-R1.25
3,00 6,00 4,00 50 1.5 4 1 AL-B4-03060450-R1.5
3,50 7,00 4,00 50 1.75 4 1 AL-B4-035070450-R1.75
4,00 8,00 4,00 50 2.0 4 2 AL-B4-04080450-R2.0
5,00 10,0 5,00 50 25 4 2 AL-B4-05100550-R2.5
6,00 12,0 6.00 50 3.0 4 2 AL-B4-06120650-R3.0
8,00 16,0 8.00 60 4.0 4 2 AL-B4-08160860-R4.0
10,0 20,0 10,0 75 5.0 4 2 AL-B4-10201075-R5.0
12,0 24,0 12,0 75 6.0 4 2 AL-B4-12241275-R6.0
14,0 28,0 14,0 75 7.0 4 2 AL-B4-14281475-R7.0
16,0 32,0 16,0 100 8.0 4 2 AL-B4-163216100-R8.0
18,0 36.0 18,0 100 9.0 4 2 AL-B4-183618100-R9.0
20.0 40.0 20.0 100 10.0 4 2 AL-B4-204020100-R10.0
(mm) Tool Diameter (mm) Diametro de la herramienta
Rotate Speed
Workpiece Material | |PePthof| ve | cooqvelocit 1| 2| 4] 6 | 8| 10] 12] 16
ISO . ; t . : A
Material de trabajo cut m/min | Velocidad de rotacién
Profundidad Velocidad de avance
del corte
(S=12%) Forging and
casting aluminum alloy / ap<0.3D 150 e geas =) 19000 15900 11900 10600 8000 7950 7950 7000
Aleacién de aluminio para ae<0.3D (60~350) feed velocity (mm/ min
T ot o 950 1600 1900 2500 2550 3800 3800 4450
(<200HB) 2p<0.3D 150 fete seEEs (=) 19000 15900 11900 10600 8000 7950 7950 7000
Copper alloy p=". [PEEE il

ae<0.3D (60~350) feed velocity (mm/ min

Aleacién de cobre 860 1430 1720 2300 2300 2850 3450 4010

1. Please use high-precision machine tools and tool holder.

2. Pls use oil cooled cutting liquid.

3. When the rigidity of the machine tool and the workpiece is poorly installed, vibration and abnormal sound will occur.
At this time, the rotation speed and feed rate of the above table should be reduced.

4. Keep the tool overhang as short as possible without interference.

1. Utilice maquinas herramienta y portaherramientas de alta precision.

2. Utilice liquido de corte enfriado por aceite.

3. Cuando la rigidez de la maquina herramienta y la pieza de trabajo estdn mal instaladas, se produciran vibraciones y sonidos anormales.
En este momento, se deben reducir la velocidad de rotacién y el avance de la tabla anterior.

4. Mantenga el saliente de la herramienta lo mas corto posible sin interferencias.
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Aluminum Alloy, Super Bright High Efficient

Aleacion de Aluminio, Super Brillante de Alta Eficiencia
4 Flutes, Ballnose, Long Shank Length (AL-BH4) / 4 flautas, punta esférica, vastago largo (AL-BH4)

AL hé rarasa {é} % é LB) Unidad
SHANK A D 1.5<R <3 R=3
0
BH o Lid K
P
M
'DI *| ——————————— = E_I Fig1
I o Lc
s L
H R
o e —< ol Fie
Lc
L
D Lc d L R y4 Figure No. quering Code
mm mm mm mm pm— N° de figura Cadigo de orden
4,00 8,00 4,00 75 2.0 4 2 AL-BH4-04080475-R2.0
4,00 8,00 4,00 100 2.0 4 2 AL-BH4-040804100-R2.0
5,00 10,0 5,00 75 25 4 2 AL-BH4-05100575-R2.5
5,00 10,0 5,00 100 2.5 4 2 AL-BH4-051005100-R2.5
5.00 10,0 5,00 150 2.5 4 2 AL-BH4-051005150-R2.5
6.00 12,0 6.00 75 3.0 4 2 AL-BH4-06120675-R3.0
6.00 12,0 6.00 100 3.0 4 2 AL-BH4-061206100-R3.0
6,00 12,0 6.00 150 3.0 4 2 AL-BH4-061206150-R3.0
8.00 16,0 8,00 75 4.0 4 2 AL-BH4-08160875-R4.0
8.00 16,0 8,00 100 4.0 4 2 AL-BH4-081608100-R4.0
8.00 16,0 8,00 150 4.0 4 2 AL-BH4-081608150-R4.0
10.0 20,0 10,0 100 5.0 4 2 AL-BH4-102010100-R5.0
10,0 20,0 10,0 150 5.0 4 2 AL-BH4-102010150-R5.0
12,0 24,0 12,0 100 6.0 4 2 AL-BH4-122412100-R6.0
12,0 24,0 12,0 150 6.0 4 2 AL-BH4-122412150-R6.0
14,0 28,0 14,0 100 7.0 4 2 AL-BH4-142814100-R7.0
14,0 28,0 14,0 150 7.0 4 2 AL-BH4-142814150-R7.0
16,0 32,0 16,0 150 8.0 4 2 AL-BH4-163216150-R8.0
18,0 36,0 18.0 150 9.0 4 2 AL-BH4-183618150-R9.0
20,0 40,0 20,0 150 10.0 4 2 AL-BH4-204020150-R10.0
(mm) Tool Diameter (mm) Diametro de la herramienta
IO WOI"\Akpi_ece Material Depth of Ve ?:;Zt?,;ziﬁ; 1 | 2 | 4 | 6 | 8 | 10 | 12 | 16
aterial de trabajo cut m/min | Velocidad de rotacion
Profundidad Velocidad de avance
del corte
ca‘:ﬁ;g?,’ﬁ;,?:,‘,?;:‘:y / ap<0.3D . rotate speed (min-1) 19000 15900 11900 10600 8000 7950 7950 7000
Aleacion de aluminio para ae<0.3D  (60~350) feed velocity (mm/min
forjado y fundicion 950 1600 1900 2500 2550 3800 3800 4450
(<200HB) . 19000 15900 11900 10600 8000 7950 7950 7000
Copper alloy ap<0.3D 150 rotate spged (mln-1?
Aleacién de cobre EEOED) (0t ey (Tl 860 1430 1720 2300 2300 2850 3450 4010

1. Please use high-precision machine tools and tool holder.

2. PIs use oil cooled cutting liquid.

3. When the rigidity of the machine tool and the workpiece is poorly installed, vibration and abnormal sound will occur.
At this time, the rotation speed and feed rate of the above table should be reduced.
4. Keep the tool overhang as short as possible without interference.

1. Utilice maquinas herramienta y portaherramientas de alta precision.
2. Utilice liquido de corte enfriado por aceite.
3. Cuando la rigidez de la maquina herramienta y la pieza de trabajo estan mal instaladas, se produciran vibraciones y sonidos anormales.

En este momento, se deben reducir la velocidad de rotacién y el avance de la tabla anterior.
4. Mantenga el saliente de la herramienta lo mas corto posible sin interferencias.
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Aluminum Alloy, Super Bright High Efficient

Aleacion de Aluminio, Suﬁer Brillante de Alta Eficiencia
- 45° Unit
AL h6 v @ % R Unidad
SHANK| |7

D
Ea B ks "
R
B=== = = [=) Fig1
Le
L
R
ol f————- g : E{ Fig2
Le
L

3.00 9.00 4.00 50 0.2 2 1 AL-R2-03090450-R0.2
3.00 9,00 4,00 50 0.5 2 1 AL-R2-03090450-R0.5
4,00 12,0 4,00 50 0.5 2 2 AL-R2-04120450-R0.5
4,00 12,0 4,00 50 1.0 2 2 AL-R2-04120450-R1.0

6.00 18.0 6.00 50 0.5 2 2 AL-R2-06180650-R0.5
6.00 18.0 6,00 50 1.0 2 2 AL-R2-06180650-R1.0
8,00 20,0 8,00 60 0.5 2 2 AL-R2-08200860-R0.5
8.00 20,0 8,00 60 1.0 2 2 AL-R2-08200860-R1.0

10.0 30,0 10.0 75 1.0 2 2 AL-R2-10301075-R1.0
12,0 32.0 12,0 75 0.5 2 2 AL-R2-12321275-R0.5
12.0 32.0 12,0 75 1.0 2 2 AL-R2-12321275-R1.0

172 (7 TOP-HIGH | www.tophighsolutions.com

Solutions



Aluminum Alloy, Super Bright High Efficient

Aleacion de Aluminio, Super Brillante de Alta Eficiencia
2 Flutes, Corner Radius, Standard Length (AL-R2) 2 Flautas, Radio de Esquina, Longitud Estandar

E— e e mmo
AL he o <%> g R Unidad
SHANK A D D=12 D>12
/w @ %, Vs O 0
/ Tol
i e i i S e w
P A7 b2
M ‘c] ~‘ ————————— = @ Fig1 |
I L]
* L
S R
H 1
L
| e}
L
D Lc d L R z Figure No. Olrd.ering Code
mm mm mm mm mm N° de figura Caédigo de orden
14.0 32.0 14,0 75 0.5 2 2 AL-R2-14321475-R0.5
14.0 32.0 14.0 75 1.0 2 2 AL-R2-14321475-R1.0
14.0 32,0 14,0 75 2.0 2 2 AL-R2-14321475-R2.0
16.0 45.0 16.0 100 0.5 2 2 AL-R2-164516100-R0.5
16.0 45.0 16.0 100 1.0 2 2 AL-R2-164516100-R1.0
16,0 45,0 16.0 100 2.0 2 2 AL-R2-164516100-R2.0
16.0 45.0 16.0 100 3.0 2 2 AL-R2-164516100-R3.0
18,0 45.0 18,0 100 0.5 2 2 AL-R2-184518100-R0.5
18.0 45.0 18.0 100 1.0 2 2 AL-R2-184518100-R1.0
18,0 45,0 18.0 100 2.0 2 2 AL-R2-184518100-R2.0
18,0 45.0 18.0 100 3.0 2 2 AL-R2-184518100-R3.0
20,0 45.0 20,0 100 0.5 2 2 AL-R2-204520100-R0.5
20,0 45.0 20,0 100 1.0 2 2 AL-R2-204520100-R1.0
20.0 45.0 20.0 100 2.0 2 2 AL-R2-204520100-R2.0
20,0 45,0 20,0 100 3.0 2 2 AL-R2-204520100-R3.0
(mm) Tool Diameter (mm) Diémetro de la herramienta
Depth of Rotate Speed | 2| 4| 6 | 8 |10]|12]16] 20
Iso | Workpiece Material epthol|  ve Feed Velocity 1
Material de trabajo cut m/min | Velocidad de rotacién [ ]
Profundidad Velocidad de avance %J
del corte
(PR R et , 16000 12700 12000 10600 10000 9500 9280 7000 5600
casting alumlnu!n'alloyl ap<1.5D 150 rotate spged (mm-1!
A"*?g;;’;‘c‘,eyi';‘,ﬂ'{;}‘gﬁ o 2e<02D  (60~350) feedvelocitymm/min o, 735 1200 1280 1390 1720 2400 2500 2450
(<200HB) o<1 5D 150 R —— 16000 12700 12000 10600 10000 9500 9280 7000 5600
Eoppeallo 2002D  (60~350) feedveloolty (mm/min
Aleacién de cobre O 520 650 1070 1150 1250 1550 2170 2250 2200
(mm) Tool Diameter (mm) Diametro de la herramienta
Depth of Rotate Speed | 2| 4 | 6| 8 |10]|12]16] 20
Iso | Workpiece Material epthor| vc Feed Velocity 1
Material de trabajo cut [ m/min | velocidad de rotacion ]
Profundidad Velocidad de avance HZ‘
del corte <
(S=1280 ko an ; 16000 10000 9000 8000 7800 8000 6800 5000 4000
casting aluminum alloy / ap<0.5D 150 rotate speed (min-1)
Ale?c?;?arligiaftlr:?ig‘igg o aes1D  (60~350) feedvelocity(mm/min 00 555 g9 920 1100 1280 1300 1310 1200
(<200HB) 05D 150 ot S 16000 10000 9000 8000 7800 8000 6800 5000 4000
Conpeyaliny %ReciD  (60~350) feedvelogity (mm/ min
Aleacién de cobre aes Y 380 450 800 830 1000 1150 1130 1000 1080
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Aluminum Alloy, Super Bright High Efficient

Aleacién de Aluminio, Suﬁer Brillante de Alta Eficiencia

I

AL hé
SHANK

T
|
Yo

P

=

R

ha L

L

o f— Yo
N e
Lc

a

| D=

Unit
Unidad

Tol

Fig1

Fig2

5,00
5,00

8,00
8,00
8,00

12,0
12,0
12,0
12,0

174 (7 TOP-HIGH

30.0
30.0

30.0
30,0
35.0

45,0
45.0
60,0
60.0

Solutions

5,00
5,00

8,00
8,00
8,00

12,0
12,0
12,0
12,0

100
100

75
75
100

100
100
150
150

www.tophighsolutions.com

0.5
1.0

0.5
10
0.5

0.5
10
0:5
1.0

N NNDN

2
2
2
2

A BANON

N NDNDN N NDNDN

N NDNDN

AL-RL2-053005100-R0.5
AL-RL2-053005100-R1.0
AL-RL2-06250675-R0.5
AL-RL2-06250675-R1.0

AL-RL2-083508100-R0.5
AL-RL2-083508100-R1.0
AL-RL2-104510100-R0.5
AL-RL2-104510100-R1.0

AL-RL2-106010150-R1.0
AL-RL2-124512100-R0.5
AL-RL2-124512100-R1.0
AL-RL2-126012150-R0.5
AL-RL2-126012150-R1.0



Aluminum Alloy, Super Bright High Efficient

Aleacion de Aluminio, Super Brillante de Alta Eficiencia
2 Flutes, Corner Radius, Long Flute Length (AL-RL2) 2 Flautas, Radio de Esquina, Longitud Estandar

E— e mmo
AL h6 rarava @ / R Unidad
SHANK D Ds12 D>12
7
T (Ve ]| P 0
A A -0.015 -0.02
M o *{ fffffffff — @ Fig1 !
° L
S R
£
. A sS=N -
B o= = ] Fig2
e
L
D Lc d L R z Figure No. Olrd.ering Code
mm mm mm mm mm N° de figura Cadigo de orden
14,0 45,0 14,0 100 0.5 2 2 AL-RL2-144514100-R0.5
14,0 45,0 14,0 100 1.0 2 2 AL-RL2-144514100-R1.0
14,0 45,0 14,0 100 2.0 2 2 AL-RL2-144514100-R2.0
14,0 55,0 14,0 150 0.5 2 2 AL-RL2-145514150-R0.5
14,0 55,0 14,0 150 1.0 2 2 AL-RL2-145514150-R1.0
14,0 55.0 14,0 150 2.0 2 2 AL-RL2-145514150-R2.0
16,0 60,0 16,0 150 0.5 2 2 AL-RL2-166016150-R0.5
16,0 60,0 16,0 150 1.0 2 2 AL-RL2-166016150-R1.0
16,0 60,0 16,0 150 2.0 2 2 AL-RL2-166016150-R2.0
16,0 60,0 16,0 150 3.0 2 2 AL-RL2-166016150-R3.0
18,0 60,0 18,0 150 0.5 2 2 AL-RL2-186018150-R0.5
18,0 60,0 18,0 150 1.0 2 2 AL-RL2-186018150-R1.0
18,0 60,0 18,0 150 2.0 2 2 AL-RL2-186018150-R2.0
18,0 60,0 18,0 150 3.0 2 2 AL-RL2-186018150-R3.0
20,0 60,0 20,0 150 0.5 2 2 AL-RL2-206020150-R0.5
20,0 60,0 20,0 150 1.0 2 2 AL-RL2-206020150-R1.0
20,0 60,0 20,0 150 2.0 2 2 AL-RL2-206020150-R2.0
20,0 60,0 20,0 150 3.0 2 2 AL-RL2-206020150-R3.0
(mm) Tool Diameter (mm) Diémetro de la herramienta
Depth of Rotate Speed | 2 | 4| 6| 8 |10]12] 16| 20
Iso | Workpiece Material epthof|  ve Feed Velocity 1 4 6 8
Material de trabajo cut m/min | Velocidad de rotacién
Profundidad Velocidad de avance
del corte
(PR R et , 16000 12700 12000 10600 10000 9500 9280 7000 5600
casting alumlnu!n'alloyl ap<1.5D 150 rotate spged (mm-1?
A'e?(f:fa'ljieyi'u”,ﬂ'{;'f;ﬁ o el (e G A 580 710 1200 1280 1390 1720 2400 2500 2450
(<200HB) o<1 5D 150 R — 16000 12700 12000 10600 10000 9500 9280 7000 5600
Eoppealloy 2002D  (60~350) feedveloolty (mm/min
Aleacion de cobre - Y 520 650 1070 1150 1250 1550 2170 2250 2200
(mm) Tool Diameter (mm) Diametro de la herramienta
Depth of Rotate Speed 2 | | 6 | 8 |10]12] 16| 20
iso | Workpiece Material epthor| vc Feed Velocity 1 | 4 6 8
Material de trabajo cut [ m/min | velocidad de rotacion 1]
Profundidad Velocidad de avance )
del corte =
(S=1280 ko an ; 16000 10000 9000 8000 7800 8000 6800 5000 4000
casting aluminum alloy / ap<0.5D 150 rotate speed (min-1)
Ale?;::jéarligi/aftlrzzligli%g o ae<1D  (60~350) feedvelocity(mm/min 00 550 gi9 920 1100 1280 1300 1310 1200
(<200HB) : 16000 10000 9000 8000 7800 8000 6800 5000 4000
Conpeyaliny s (601???50) féiéaiiuiiie‘ir‘n";mn
Aleacién de cobre aes Y 380 450 800 830 1000 1150 1130 1000 1080
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Aluminum Alloy, Super Bright High Efficient

Aleacién de Aluminio, Suﬁer Brillante de Alta Eficiencia

=) = o,
AL vomr] @ % A@ R Unidad

h6
SHANK] |~ ]

0 0
Fig1 J
|

Fig2

5,00 15,0 5.00 50 0.5 3 2 AL-R3-05150550-R0.5
5.00 15.0 5.00 50 1.0 3 2 AL-R3-05150550-R1.0

8,00 20,0 8,00 60 0.5 3 2 AL-R3-08200860-R0.5
8.00 20,0 8,00 60 1.0 3 2 AL-R3-08200860-R1.0
12,0 32,0 12,0 75 0.5 3 2 AL-R3-12321275-R0.5
12.0 32.0 12.0 75 1.0 3 2 AL-R3-12321275-R1.0
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Aluminum Alloy, Super Bright High Efficient

Aleacion de Aluminio, Super Brillante de Alta Eficiencia
3 Flutes, Corner Radius, Standard Length (AL-R3) / 3 Flautas, Radio De Esquina, Longitud Estandar (AL-R3)

AL he - @ @ Unidad
SHANK ! D D=12 D>12
-
- (T ] o 0 0
VA 2 21l 4 -0.015 -0.02
0. F 4
. R ”
M < Q[ , #
U[ __H _________ ‘, - £ Fig1
Lc /) '
S
R
H
e S
Lc
L l
D Lc d L R z Figure No. Olrd.ering Code
mm mm mm mm mm N° de figura Cédigo de orden
14,0 32,0 14.0 75 0.5 3 2 AL-R3-14321475-R0.5
14.0 32.0 14.0 75 1.0 3 2 AL-R3-14321475-R1.0
14,0 32,0 14.0 75 2.0 3 2 AL-R3-14321475-R2.0
16.0 45.0 16.0 100 0.5 3 2 AL-R3-164516100-R0.5
16.0 45,0 16.0 100 1.0 3 2 AL-R3-164516100-R1.0
16.0 45.0 16.0 100 2.0 3 2 AL-R3-164516100-R2.0
16.0 45.0 16.0 100 3.0 & 2 AL-R3-164516100-R3.0
18,0 45,0 18.0 100 0.5 8 2 AL-R3-184518100-R0.5
18.0 45.0 18.0 100 1.0 3 2 AL-R3-184518100-R1.0
18.0 45.0 180 100 2.0 3 2 AL-R3-184518100-R2.0
180 450 180 100 3.0 8 2 AL-R3-184518100-R3.0
20.0 45.0 20.0 100 0.5 3 2 AL-R3-204520100-R0.5
20.0 45.0 200 100 1.0 3 2 AL-R3-204520100-R1.0
20.0 45.0 200 100 2.0 3 2 AL-R3-204520100-R2.0
20.0 45,0 20,0 100 3.0 3 2 AL-R3-204520100-R3.0
(mm) Tool Diameter (mm) Diametro de la herramienta
Depth of Rotate Speed
iso | Workpiece Material eptho Ve Feed Velocity 1 | 2 | 4 | 6 | 8 | 10 | 12 | 16 | 20
Material de trabajo cut m/min | Velocidad de rotacién -%
Profundidad Velocidad de avance /
del corte
(S=12%) Forging and
castiqg aluminufn'alloyl ap<1.5D 150 rotate sP?ed (min-u 16000 13000 12000 10600 10000 9500 9280 7000 5600
A'eigl})aréﬂeyaft',ﬂ'ﬂ'igﬁ o sl RS s 650 850 1430 1530 1670 2050 2800 3000 3150
(<200HB) G . rotate speed (min-1) 16000 13000 12000 10600 10000 9500 9280 7000 5600
Geperlesy 265020 (60~350) feed velocity (mm/ min
Aleacién de cobre =2 720 900 1200 1200 1500 1800 2225 2500 3000
Tool Diameter (mm) Dizmetro de la herramienta
D(m::) £ Rotate Speed | | 2 | 16 | 20
1so | Workpiece Material epthot| vc Feed Velocity 1| 2] 4|6 |8 [10]n
Material de trabajo cut m/min | Velocidad de rotacion | -
Profundidad Velocidad de avance )
del corte =
(S=12%) Forging and
casting aluminum alloy / ap<0.5D — fotate speed (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
A'e?cflfa"dffyafmiﬂ'%ﬁ o S RS G 2 450 570 960 1050 1300 1500 1620 1680 1800
(<200HB) 5D . rotate speed (min-1) 16000 10000 9000 8000 7800 8000 6800 5000 4000
Cererelly so<1D  (60~350) foed veloeity (mm/min
Aleacién de cobre = v 450 520 860 830 960 1240 1500 1550 1510
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Aluminum Alloy, Super Bright High Efficient
Aleacioén de Aluminio, Super Brillante de Alta Eficiencia

| | ] " Y ..
AL | @ % %45 R Unidad

h6
D D =12 D>12

SHANK| | ===
0 0

Fig1

[p=

VR B o

5,00 25,0 5,00 75 0.5 3 2 AL-RL3-05250575-R0.5

5,00 25,0 5,00 75 1.0 3 2 AL-RL3-05250575-R1.0

5,00 30,0 5,00 100 0:5 3 2 AL-RL3-053005100-R0.5
3 2 AL-RL3-053005100-B1.0

8,00 30,0 8,00 75 0.5 3 2 AL-RL3-08300875-R0.5
8,00 30,0 8,00 75 1.0 3 2 AL-RL3-08300875-R1.0
8,00 35,0 8,00 100 0.5 3 2 AL-RL3-083508100-R0.5
8,00 35,0 8,00 100 1.0 3 2 AL-RL3-083508100-R1.0

12,0 45,0 12,0 100 0.5 3 2 AL-RL3-124512100-R0.5
12,0 45,0 12,0 100 1.0 3 2 AL-RL3-124512100-R1.0
12,0 60,0 12,0 150 0.5 4 2 AL-RL3-126012150-R0.5
12,0 60,0 12,0 150 1.0 4 2 AL-RL3-126012150-R1.0
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Aluminum Alloy, Super Bright High Efficient

Aleacion de Aluminio, Super Brillante de Alta Eficiencia
3 Flutes, Corner Radius, Long Flute Length (AL-RL3) / 3 Flautas, Radio De Esquina, Longitud De Flauta Larga (AL-RL3)

=

&
R

~g o

Unidad

D D=12 D>12
0 0
Tol -0.015 -0.02

>
3

o ]

Lc
L
D Lc d L R y4 Figure No. O,rd.ering Code
mm mm mm mm ST N° de figura Codigo de orden
14,0 45,0 14,0 100 0.5 3 2 AL-RL3-144514100-R0.5
14,0 45,0 14,0 100 1.0 3 2 AL-RL3-144514100-R1.0
14,0 45,0 14,0 100 2.0 3 2 AL-RL3-144514100-R2.0
14,0 55,0 14,0 150 0.5 & 2 AL-RL3-145514150-R0.5
14,0 55,0 14,0 150 1.0 3 2 AL-RL3-145514150-R1.0
14,0 55,0 14,0 150 2.0 3 2 AL-RL3-145514150-R2.0
16,0 60,0 16,0 150 0.5 3 2 AL-RL3-166016150-R0.5
16,0 60,0 16,0 150 1.0 3 2 AL-RL3-166016150-R1.0
16,0 60,0 16,0 150 2.0 3 2 AL-RL3-166016150-R2.0
16,0 60,0 16,0 150 3.0 3 2 AL-RL3-166016150-R3.0
18,0 60,0 18,0 150 0.5 3 2 AL-RL3-186018150-R0.5
18,0 60,0 18,0 150 1.0 3 2 AL-RL3-186018150-R1.0
18,0 60,0 18,0 150 2.0 3 2 AL-RL3-186018150-R2.0
18,0 60,0 18,0 150 3.0 3 2 AL-RL3-186018150-R3.0
20,0 60,0 20,0 150 0.5 8 2 AL-RL3-206020150-R0.5
20,0 60,0 20,0 150 1.0 3 2 AL-RL3-206020150-R1.0
20,0 60,0 20,0 150 2.0 3 2 AL-RL3-206020150-R2.0
20,0 60,0 20,0 150 3.0 3 2 AL-RL3-206020150-R3.0
Tool Diameter (mm) Dizmetro de la herramienta
D(mtr:) £ Rotate Speed amere e | 2 | | 20
iso | Workpiece Material epthot| vc Feed Velocity 1 | 2 | 4 | 6 | 8 | 10 | 1 16
Material de trabajo cut m/min | Velocidad de rotacion -%
Profundidad Velocidad de avance /
del corte
(S=12%) Forging and
casting aluminumalloy / I 150 S 16000 13000 12000 10600 10000 9500 9280 7000 5600
Ale?g;miﬁﬁgi?i%s o 202D (60~350) feed velocity (mm/ min 650 850 1430 1530 1670 2050 2800 3000 3150
(<200HB) <150 150 ot S 16000 13000 12000 10600 10000 9500 9280 7000 5600
Coppenalloy 205020 (60~350) feed velooity (mm min
Aleacién de cobre ae=y. Y 720 900 1200 1200 1500 1800 2225 2500 3000
Tool Diameter (mm) Dizmetro de la herramienta
D(mtrlr:) £ Rotate Speed | Iamr | 12 | 16 | 20
Workpiece Material epthot| vc Feed Velocity 1] 2] 4] e 8 | 10
ISO ; ; t . . y
Material de trabajo cut m/min | Velocidad de rotacion .
Profundidad Velocidad de avance )
del corte 2
(S=12%) Forging and
casting aluminumalloy g 150 E— 16000 10000 9000 8000 7800 8000 6800 5000 4000
A"*?ﬁ;}’;;ﬁ’,eyaf';’,:?;i”c'i‘(’.,;’ are aes1D - (60~350) feedvelocity(mm/min . 5 960 1050 1300 1500 1620 1680 1800
(<200HB) 05D 150 ot pr— 16000 10000 9000 8000 7800 8000 6800 5000 4000
Copperalloy PRe<iD  (60~350) feed velocity (mm min
Aleacion de cobre aes Y 450 520 860 830 960 1240 1500 1550 1510
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MM

Suitable for High-precision micro diameter pocket machining
Adecuado para mecanizado de cavidades de microdiametro de

alta precision

ighsolutions.com

Knife edge optimization, fine

grinding, precise size.
Optimizacion del filo del cuchillo, pulido fino, tamafio
preciso.

Long neck design aviod collisions
with workpiece, Suitable for deep

pocket milling of mold rib areas.

El disefio de cuello largo evita colisiones con la pieza
de trabajo. Adecuado para fresado de cavidades
profundas en dreas de nervaduras del molde.

TIN+TISiIN
High-performance TiSiN coating
for high temperature and wear

resistance.
Recubrimiento TiSiN de alto rendimiento para alta
temperatura y resistencia al desgaste.

Ultrafine grain carbide with excellent

wear resistance and toughness.
Carburo de grano ultrafino con excelente resistencia
al desgaste y tenacidad.



Steel, Castiron
Acero, acero fundido

=) [ = P
MM TiSiN hé rarava @ s Unidad

SHANK| |7 D D

0

© {-—— = = ~N— O Figt

MM $2-0040080450

MM-S2-0060120450

MM-S2-0080160450

MM-S2-01020450

MM-S2-0120250450

1.40 3.00 4.00 50 2 1 MM-S2-014030450
1,60 3,50 4.00 50 2 1 MM-52-0160350450
(mm) Rotate Speed Tool Diameter (mm) Diametro de la herramienta
otate Spee
1so| Workpiece Material Depthof | Ve | reodvelocity || 08 | 09 | 10| 12 [ 14 | 16 | 18 | 20
Material de trabajo cut m/min | Velocidad de rotacién C 1]
P?;:"gg;f:d Velocidad de avance

rotate speed (min-1) 23890 21230 19110 15920 13650 11940 10620 9550

M stainless steel ap<0.5D
feedvelocitymm/min) 769 760 760 730 740 720 740 760

Acero inoxidable ae<0.03D 50
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Steel, Castiron
Acero, acero fundido

o) | s mmo
MM TiSIN he rarava @ S Unidad

SHANK| |~ D D

pa B g

o] 4 - = ~ BN 0| Figt

Le

MM $2-018040450

2,00 4,00 4.00 50 2 1 MM-52-02040450

MM-S2-0220450450

MM-S2-024050450

MM-S2_096050450

2,8 5,5 MM-S2-0280550450

3,00 6.00 4.00 50 2 1 MM-S2-03060450
(mm) Rotate Speed Tool Diameter (mm) Diametro de la herramienta
otate Spee
iso| Workpiece Material Depthof | Ve | peodvelocity || 08 | 09 | 10| 12 [ 14 | 16 | 18| 20
Material de trabajo cUt_ m/min | Velocidad de rotacién ]
Profundidad Velocidad de avance
del corte

stainless steel rotate speed (min-1) 13930 12380 11150 9290 7960 6970 6190 5570

Acero inoxidable el feed velocity (mm/ min) 250 250 250 240 250 260 270 270

182 M www.tophighsolutions.com

Solutions



Steel, Castiron
Acero, acero fundido

=) [ = P
MM TiSiN hé rarava @ s Unidad

SHANK| |7 D D

0

0.80 1.20 4.00 0.75 4.00 2 1 MM-SN2-0080120450 (L1 =4)
0.80 1.20 6.00 0.75 4.00 50 2 1 MM-SN2-0080120450 (L1=6)
0.80 1.20 8.00 0.75 4.00 50 2 1 MM-SN2-0080120450 (L1=8)
080 1.20 10.0 0.75 4.00 50 2 1 MM-SN2-0080120450 (L1=10)

(mm) Tool Diameter (mm) Diametro de la herramienta
Depth of Rotate Speed
Workpiece Material epth o Ve Feed Velocity 08 | 0.9 | 1.0 | 1.2 l 14 l 16 l 1.8 l 2.0
ISO ) ; cut
Material de trabajo - m/min | Velocidad de rotacion L V]
Prg’;rgg;f:d Velocidad de avance 4

M stainless steel ap<0.5D rotate speed (min-1) 23890 21230 19110 15920 13650 11940 10620 9550

Acero inoxidable ae<0.03D feed velocity (mm/ min)
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Steel, Castiron
Acero, acero fundido

I
SHANK] D

e B

e | | Unicas e
MM TiSiN hé rarar4 S Unidad
D
0

o| —- = = = SN 0| Figt
~ Le j

1,20 1,80 12,0 1,15 4.00 2 1 MM-SN2-0120180450 (L1=12)
1,50 2,30 6,00 1,45 4.00 50 2 1 MM-SN2-0150230450 (L1=6)
1,50 2,30 8,00 1,45 4.00 50 2 1 MM-SN2-0150230450 (L1=8)
1,50 2,30 10,0 1,45 4.00 2 1 MM-SN2-0150230450 (L1=10)

2,00 3,00 14,0 1,95 4.00 MM-SN2-02030450 (L1=14)
2,00 3,00 16,0 1,95 18,0 1 00 2 2 MM-SN2-02030450 (L1=16)
(mm) Rotate Speed Tool Diameter (mm) Diametro de la herramienta
otate Spee
iso | Workpiece Material Depthof | ve Feed Velocity 08 | 0.9 | 1.0 | 1.2 | 14 | 1.6 | 18 | 2.0
Material de trabajo cut m/min | Velocidad de rotacién

Profundidad Velocidad de avance
del corte

- SEfiesseed] rotate speed (min-1) 13930 12380 11150 9290 7960 6970 6190 5570
foge <0.2D
G ® e elloeiisy e i) 250 250 250 240 250 260 270 270
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Steel, Castiron
Acero, acero fundido

o | | ey mm
TiSiN hé v @ S Unidad
D

I
SHANK D

0

L

'c“ = = e : - 0| Figl
l Lc

di1

L1

3,00 4.50 6.00 2,85 400 50 2 1 MM-SN2.030450650 (L1=6)
3.00 450 8.00 2.85 4.00 50 2 1 MM_SN2.030450650 /11=8)
3.00 4.50 10.0 2,85 400 50 2 1 MM-SN2-030450650 (L1=10)
3.00 4.50 12.0 2.85 4.00 50 2 1 MM-SN2-030450650 (L1 =12)
(mm) Rotate Speed Tool Diameter (mm) Diametro de la herramienta
otate Spee
1so| Workpiece Material Depthof | Ve | feodvelocity || 08 | 09 | 10| 12 [ 14 | 16 | 18 | 20
Material de trabajo cut m/min | Velocidad de rotacién 1]
P?;:"gg;f:d Velocidad de avance 4

M stainless steel ap<0.5D 50 rotate speed (min-1) 23890 21230 19110 15920 13650 11940 10620 9550

Acero inoxidable ae<0.03D feed velocity (mm/ min) 760 760 760 730 740 720 740 760
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Steel, Castiron
Acero, acero fundido

e | | Unicas e
MM TiSiN hé rarar4 S Unidad

I
SHANK] D

) ot

4.00 6.00 12,0 3.85 6.00 2 1 MM-SN2-04060650 (L1=12)
4.00 6.00 16.0 3.85 6.00 60 2 1 MM-SN2-04060660 (L1=16)
4.00 6.00 20.0 3.85 6.00 60 2 1 MM-SN2-04060660 (L1=20)
4.00 6.00 25,0 3,85 6.00 2 1 MM-SN2-04060660 (L1=25)

(mm) Tool Diameter (mm) Didmetro de la herramienta
; Depth of RotateSpeed 11 08 | 09 | 1.0 | 1.2 | 1.4 | 1.6 | 1.8 | 20
Workpiece Material ep Ve Feed Velocity - - 1. 1. - . . .
ISO ; : cut
Material de trabajo - m/min | Velocidad de rotacion EN
Prg’;ll’gg:‘tj:d Velocidad de avance .

13930 12380 11150 9290 7960 6970 6190 5570

tainless steel rotate speed (min-1)
M At Lk ap<0.2D 40 ‘ L
Acero inoxidable feed velocity (mm/ min) 250 250 250 240 250 260 270 270
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Steel, Castiron
Acero, acero fundido

- 30° Unit
TiSIN h6 ravava @ B Unidad
SHANK| |~

Tol +0.015

’|

E- -

e
o, Figl

Lc

d
|
|
I
1
|
-
|
L
o)
——

MM-B2-0040060450-R0.2

MM-B2-0060090450-R0.3

MM-B2-0080120450-R0.4

MM-B2-010150450-R0.5

MM-B2-014020450-R0O.7

MM-B2-0160250450-R0O.8

MM-B2-02030450-R1.0

MM-B2-030450450-R1.5

(mm) Tool Diameter (mm) Diametro de la herramienta
i . Debth of Rotate Speed | | | | |
Iso Workpiece Material P Vc Feed Velocity 0.6 0.8 1.0 1.2 1.6 2.0
Material de trabajo cut m/min | Velocidad de rotacién ;F
Prg;:"gg;f:d Velocidad de avance 'l

e ) 19110 15920 13650 17250 12940 10350

M stainless steel ap<0.2D
feed velocity (mm/ min) 760 730 740 1210 1160 1140

Acero inoxidable ae<0.02D w
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Steel, Castiron
Acero, acero fundido

|| e mm
MM TiSiN he raraa @ B Unidad

SHANK] R R

o ) L ER

d1
L

0.60 0.90 8.00 0,55 4.00 0,30 2 1 MM-BN2-0060090450-R0.3 (L1=8)
0.80 1.20 4.00 0,75 4.00 50 0,40 2 1 MM-BN2-0080120450-R0.4 (L1=4)
0.80 1.20 6.00 0.75 4.00 50 0,40 2 1 MM-BN2-0080120450-R0.4 (L1=6)
0.80 1,20 8.00 0.75 4.00 50 0.40 2 1 MM-BN2-0080120450-R0.4 (L1=8)

1,00 1,50 12.0 0.95 4.00 50 0.50 2 1 MM-BN2-010150450-R0.5 (L1=12)
(mm) Rotate Speed Tool Diameter (mm) Diametro de la herramienta
otate Spee
iso| Workpiece Material Depthof | Ve | Feed Velocity 06 | o8 | 10 | 1.2 | 16 | 20
Material de trabajo cut m/min | Velocidad de rotacion ,F
P?;rgg::d Velocidad de avance 4

stainless steel ap=<0.2D rotate speed (min-1) 34500 25880 20700 17250 12940 10350
Acero inoxidable ae<0.02D feed velocity (mm/ min) 1170 1190 1160 1210 1160 1140
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Steel, Castiron
Acero, acero fundido

[ = Lo em
MM | | TiSiN h6 v @ B Unidad

SHANK| |© R R

Tol +0.015

d1
L

1.50 2.30 8.00 1,45 4.00 0.75 2 MM-BN2-0150230450-R0.75 (L1=8)
1.50 2.30 12.0 1.45 4.00 50 0.75 2 1 MM-BN2-0150230450-R0.75 (L1=12)
1,50 230 160 1.45 4.00 50 0.75 2 1 MM-BN2_0150230450-B0 75(L1=16)

(mm) Tool Diameter (mm) Diametro de la herramienta
, ; Depth of RotateSpeed 11 06 | 08 | 10 | 12 | 16 | 20
ISO Workpiece Material p Vc Feed Velocity . . . . . .
Material de trabajo CUt_ m/min | Velocidad de rotacién !
Profundidad Velocidad de avance U

del corte

M stainless steel ap<0.2D rotate speed (min-1) 34500 25880 20700 17250 12940 10350
Acero inoxidable ae<0.02D feed velocity (mm/ min) 1170 1190 1160 1210 1160 1140
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Steel, Castiron

Acero, acero fundido
2 Flutes, Ballnose, Miniature Sizes With Long Neck (MM-BN2) / 2 Flautas, Punta Esférica, Tamafios Miniatura Con Cuello Largo (MM-BN2)

] o Unit
— " e e
MM TiSiN hé6 ‘ raan @ % ? LB) Unidad

SHANK J R R

e i o e
.
i

R
o 44— - = } = = D} Fig1
s Lc
o L1
L
D Lc L1 d1 d L R 4 Figure No. Olrd'ering Code
mm mm mm mm mm mm mm N° de figura Cadigo de orden
2,50 3.70 8.00 2,40 4.00 50 1,25 2 1 MM-BN2-0250370450-R1.25 (L1=8)

2,50 3.70 12.0 2,40 4.00 50 1,25 2 1 MM-BN2-0250370450-R1.25 (L1=12)
2.50 3.70 16.0 2.40 4.00 60 1,25 2 1 MM-BN2-0250370460-R1.25 (L1=16)
2.50 3.70 20,0 2,40 4.00 60 1,25 2 1 MM-BN2-0250370460-R1.25 (L1=20)

3.00 4.50 8.00 2.85 6.00 50 1,50 2 1 MM-BN2-030450650-R1.5 (L1=8)

3,00 4.50 10.0 2.85 6.00 50 1,50 2 1 MM-BN2-030450650-R1.5 (L1=10)

3.00 4.50 12.0 2.85 6.00 50 1.50 2 1 MM-BN2-030450650-R1.5 (L1=12)

3,00 4.50 16,0 2.85 6,00 60 1,50 2 1 MM-BN2-030450660-R1.5 (L1=16)

3.00 4.50 20,0 2.85 6,00 60 1,50 2 1 MM-BN2-030450660-R1.5 (L1=20)

4.00 6.00 10.0 3.85 6.00 60 2.00 2 1 MM-BN2-04060660-R2.0 (L1=10)

4.00 6.00 16.0 3.85 6.00 60 2.00 2 1 MM-BN2-04060660-R2.0 (L1=16)

4.00 6.00 20.0 3.85 6.00 60 2.00 2 1 MM-BN2-04060660-R2.0 (L1=20)

4.00 6,00 25,0 3,85 6.00 60 2.00 2 1 MM-BN2-04060660-R2.0 (L1=25)

5,00 7,50 16,0 4.85 6,00 60 2.50 2 1 MM-BN2-050750660-R2,5 (L1=16)

5.00 7,50 25,0 4.85 6.00 70 2.50 2 2 MM-BN2-050750670-R2.5 (L1=25)

Tool Diameter (mm) Dizmetro de la herramienta

: . Depth of RotateSpeed || 06 | o8 | 1( 0 )| 12 | 16 | 20

ISO Workpiece Material Ve Feed Velocity . . . : : :

Material de trabajo cut m/min | Velocidad de rotacion
Profundidad Velocidad de avance 4
del corte

(<45HRC) ap<0.02D rotate speed (min-1) 42460 31850 25480 21230 15920 12740
Acero de carbonay aieaciones ae<0.02D %0 fecdvelocitymm/min) 4449 1460 1430 1490 1430 1400
(SOLRCI Aoy Al ap<0.01D o rotate speed (min-1) 37150 27870 22290 18580 13930 11150
aleaciones 2e=0.01D feed velocity (mm/ min) 1190 1170 1160 1190 1170 1160
M stainl_ess _steel ap=<0.2D 70 rotate sp_eed (min—1_) 34500 25880 20700 17250 12940 10350
Acero inoxidable ae<0.02D feed velocity (mm/ min) 1170 1190 1160 1210 1160 1140
é:::::zg)lgray c:stfiro:_, q9dul_ar ap=0.2D - rotate spged (min—1_) 42460 31850 25480 21230 15920 12740
e feed velocity (mm/ min) 1440 1460 1430 1490 1430 1400
(35-45HRC) High alloy castiron ap<0.2D o rotate speed (min-1) 37150 27870 22290 18580 13930 11150
Fundicién de alta aleacién ae<0.02D feed velocity (mm/ min) 1190 1170 1160 1190 1170 1160
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TMR/EMR

Rough processing for steel and cast iron material
Procesamiento desbaste de material de acero y hierro fundido.

-y
-,

‘5..A High-toughness ultra-fine cemented carbide substrate can be

easily achieved even with heavy-duty rough machining.
Se puede lograr facilmente un sustrato de carburo cementado ultrafino de alta tenacidad
incluso con mecanizado en desbaste de alta resistencia.

Waveform design for P-type materials, properly
control the size of chips, improve the life and
stability of roughing tools.

Disefio de forma de onda para materiales tipo P, controla
adecuadamente el tamafio de las virutas, mejora la vida util y la
estabilidad de las herramientas de desbaste.

P’K'M “H

Special R-angle waveform cutting edge, stress
concentration, suppression of collapse, stable

processing.
Filo especial con forma de onda en dngulo R, concentracion de
tension, supresion del colapso, procesamiento estable.

TMP EMR
Low-Carbon Steel Hard Steel
Acero bajo en carbono Acero duro
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Steel, Castiron
Acero, acero fundido

SHANK| |~

| | e . s mm
EMR | | TiSN | | he - @ s Unidad

0 0
% % % % e -0.015 -0.02

TMR-S4-08200860

TMR-S4-12301275

TMR-54-164516100

TMR-54-204520100

Tool Diameter (mm) Dizmetro de la herramienta

(mm) Rotate Speed
1Iso| Workpiece Material Depthofcut | Ve Feed Velocity 6 | 8 [ 10| 12 | 16 | 20
Material de trabajo Profundidad del | m/min | Velocidad de rotacion
corte Velocidad de avance

stainless steel ap=1D rotate speed (min-1) 6900 5180 4140 3450 2590 2070
Acero inoxidable ae<0.2D feed velocity (mm/ min)
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Steel, Castiron
Acero, acero fundido

o | | e e mmo
EMR | | TiSN | [ e s @ %% s Unidad

SHANK| |~

D D =12 D>12
0 0
i e T B Fig1
Le

L

o —-—= A ol Fig2

LG

L

EMR-S4 08200860

EMR- S4 12301275

16,0 45.0 16.0 100 4 2 EMB-S4-164516100

20,0 45,0 20,0 100 4 2 EMR-S4-204520100

Tool Diameter (mm) Diametro de la herramienta

(mm) Rotate Speed
1Iso| Workpiece Material Depthofcut | VC Feed Velocity 6 | 8 [ 10| 12 | 16 | 20
Material de trabajo Profundidad del | m/min | Velocidad de rotacion
corte Velocidad de avance

2920 2190 1750 1460 1100 880

stainless steel 20<0.5D rotate speed (min-1)
Acero inoxidable P feed velocity (mm/ min)
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