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The Art of Cutting

SOLID CARBIDE

End Mills | Drills | Reamers



COMPANY PROFILE 2=&n

/-Leaders Corp. specializes in production and marketing of
tungsten carbide cutting tools such as End mills, Drills,

Reamers, and etc.

Established in 1920 by Mr. Jack Lee, the company manufactures high quality products and provides

best services along with the trade mark “ " all over the world. 7Leaders manufactures

solid carbide cutting tools for Mold& Die, Machine Tools, Automotive, Aerospace, 3C, Watches,

Optical and Medical solutions.

We keep integrating marketing inall kinds of cutting tools and providing the best quality products

to our customers. We aim to become a leading brand name in the cutting tools industry.
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PRODUCTION PROCESS 7E®(F7iiz

24 Hours a Day. 365 Days
a Year Automated

Production Capabilities

LINIFEKXR ~ 365 KEFEENL » =ITEFEERE
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7-Leaders cooperates with a Swiss tungsten
carbide rod manufacturer, producing high
guality tungsten carbide rods in ETM brand.

TR B Im Tk {CiRil G4 L MRS - LEEETM
o R CESH EE - ISR KIZERIM L -

¥ \ K
iR . . s ! i e "
e y - Sy ¥ =YY B — ~
iy ] " " 5 i < - T
Pk FHE = A R &, LT T =
L ol . . ; 1 -
¥ ¥ ! J Sl = i . .
- il ¢ e e} ,
1] [ = _ b | ‘
i :"":ﬂ .h... Wl " kel ! ’ '.I' I \HH \.‘ x ! S
g -
1
7= = T !
i . )
1 W S T - | ¢
W & : £l .I _ L —-—

§

’

JJERE

7-Leaders has Walter and Rollomatic CNC
grinding machines and manufactures end

mills, drills and reamers.
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ONE-STOP SOLUTION SERVICES

f& A3 % filg

/-Leaders manufactures cutting tools through
strict cutting test and fulfill customers’
requirements on application,

Z & iR #5

Our Nano thin film coating center uses cathodic
arc evaporation splitting coating machines from “
"Swiss-PVD"” in Switzerland.

7-Leaders is the first company applying “splitting

arc” technology in Taiwan. We provide variable

coating service.
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5 Flutes End Mills
For SUS, SUH

E234S

Page ]27/129 HEKEE

Geometry angles reach ideal balance

with flute design.

Five uneven flute distributions which are

effective in reducing vibration allow

deeper cutting and high speed cutting
It can be widely applied to rough, high
speed and finish process on varied metal

working material, stainless steel
and heat-resistant steel.
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/ Flutes End Mills
For Titanium, Nickel

E236TX

Page 131 HEKEE

Multi flutes design and U-shaped
groove are capable of performing
well on finish process.

Seven uneven flute distributions are
able to decrease vibration.

It Is suitable for Titanium and Nickel
work material.
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POPULAR PRODUCT

AR

End Mills for Aluminium

E143

Page 14] ) Em )

Suitable for roughing and finishing
process on aluminium.

Better cleanliness on the side and
bottom surface of working material.
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Multipurpose End Mills

E140HX
El14IHX

page 93/95/97 ZHFEIIEL]]

Uneven flutes distribution and
variable helix design.

Suitable for roughing and finishing
process.

A complete range of specifications
for flute length:

e|.5D 2.0D 2.5D
e3.0D ¢4.0D 5.0D
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Guide Lines / BT 3%

High heat resistance, high oxidation resistance, nanocom-
posite coating with lubrication property. Suitable for any
material and steels < 48HRC.
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Micro Grain
rEafis gAY

Ultra Micro Grain
MR AR

Very high heat resistance and oxidation resistance.
Suitable for steels < 60HRC.
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Super Micro Grain
4 IR R R

HisiiBE < 60HRC °

=H>
=

Multilayer, higher hardness, high oxidation resistance.
Suitable for steels < 52 HRC.
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HiiEE < 52HRC
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Multilayer, higher nanohardness, extremely high heat
resistance, very good thermal insulation. Suitable for high
performance machining condition and also for midhard-
ness alloy steels to 70HRC.
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The cutting tools that are coater with multilayer nano
rainbow film have some advantages as follow: AlTiIZrN with
extremely high heat and oxidation resistance, as well as
good toughness and a smooth surface qualify. These
benefits substantially enhance the tool life.
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Coating features: High surface finish with strong wear
resistance, anti-oxidation, low friction, anti-adhesion.
Application: Suitable for machining difficult material like
aluminum, copper, stainless steels, titanium. -
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The cutting tools that are coated with multilayer nanorain-
bow film have some advantages as follow: Abrasion
resistance, low-coefficient of friction, Anti-adhesion. These
benefits substantially enhance the tool life.
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Extremely high hardness, good chemical stability. Suitable
for machining graphite.
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Slant
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Relief

Eccentric Relief
BIMMER

Big Eccentric Relief
KiRIMER]

Sharp

Ball Nose
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Corner Edge 45°
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Corner Radius
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Stub Length / 55&5%

Number of Flute

Corner of Edges

LIRE#
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Relief

RS,
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Standard Length / &K%

P d I s

Long Length / TN&AR5!

Coating Type
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Extra Long Length / 15 &E%&%
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Series Code No. Appearance Product Name
E122X 69 Universal End Mills 3
2
E}%3§ %92 Universal End Mills 5
& E]%g:ll:))é %% Universal End Mills /
= 4
£
2 E124X %1}7 Finishing End Mills 9
=
= F126X % L .
g £128X % 7 Finishing End Mills 11
© E164TX % o |
g F165TX % 7 Finishing End Mills 13
2 | |
S F158TX
=Ly %%4 High Performance End Mills 15
E168TX - . |
e . %% High Performance End Mills 17
E166TX - o |
E167TX %%6 Finishing End Mills 19
B222X @@ Ball Nose End Mills 23
B232X | |
B242X @ Ball Nose End Mills 25
B246X 2
B262TX
B263TX $ Ball Nose End Mills 27
B264TX 2
B272TX : @@ Ball Nose End Mills 29
B273TX - @ Ball Nose End Mills 29
B25ITX @ Ball Nose End Mills 31
B241TX @ Ball Nose End Mills 33
B253TX @ Ball Nose End Mills - 3 Flutes 35
3
B254TX % Ball Nose End Mills - 4 Flutes 35
4
B250TX @ Ball Nose End Mills 37
B255X 692 End Mills With Corner Radius 41
B257X 692 End Mills With Corner Radius 43
o
B256X %% End Mills With Corner Radius 45
4
R
B258X %% End Mills With Corner Radius 47
4




Index

Series Code No.

Appearance

Product Name

Flute
B275TX % High Performance End Mills With Corner Radius 49
4
B277TX %% High Performance End Mills With Corner Radius 51
4
B259TX %% Finishing End Mills With Corner Radius H3
6
B269TX % Finishing End Mills With Corner Radius 53
6
B271TX % High Performance End Mills With Corner Radius bb
4
F676TX %% High Feed End Mills 57
4
E105X 69 Taper End Mills 59
2
E106X . 69 End Mills For Chamfering 60° 61
2
E107X 69 End Mills For Chamfering 90° 61
| 2
E108X % End Mills For Chamfering 60° 63
4
E109X %% End Mills For Chamfering 90° 63
4
EE]];%E& % End Mills For Back and Front Chamfering / 90° | 65
F692TX 69 End Mills For Rib Processing 69
2
FOQ4LTX % End Mills For Rib Processing 71
4
007X 69 Toric End Mills For Rib Processing With Corer | 7
, | Radius
gy 6@ Toric End Mills For Rib Processing With Comer | 7
, | Radius
Sp— _ %ﬂ% Toric End Mills For Rib Processing With Corner | 7
2 | Radlus
F695TX - —— @ Ball Nose End Mills For Rib Processing 79
- 2
F6Q1TX et — 69 End Mills For Rib Processing 81
- 2
E113X % Short End Mills For Lathe 85
3
7
E114X % Short End Mills For Lathe 85
4
| 5= |
ENNSHX wssy Short End Mills For Lathe 87
| 3
7
E116S — % Short End Mills For Lathe 87
| 4
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Index

Product Name

U
o=
D

Series Code No. Appearance

u
— i
EISOHX S @ Multipurpose End Mills 91
- 3
— |
E140HX % Multipurpose End Mills 93
4
E141-1.5HX 55
E141-2,0HX %% Multipurpose End Mills 95
E141-3.0HX 4
R
E141-4.0HX . .
F141-5 OHX % Multipurpose End Mills 97
- |
E144X % Multipurpose End Mills 99
4
R
E146X %% Multipurpose End Mills 99
4
El44-4.0X BTN
» E144-5.0X %% Multipurpose End Mills 101
= E144-6.0X 4
= >
p= F612HX . .
,_:'_; c617HX %j%{ Multipurpose End Mills 103
~ |
8 — % Multipurpose End Mills - Slim Shank - Shart -
pa E149HX % Multipurpose End Mills - Slim Shank - Long Type | 107
4
— |
B270TX % Multipurpose End Mills With Corner Radius 109
4
B252-2.5HX o % Multipurpose End Mills With Corner Radius 111
e 505 4
— |
B274HX % Multipurpose End Mills With Corner Radius 113
4
R
F636TX % Multipurpose End Mills 115
4
F6O08HX T - % i .
| Roughing End Mills 117
F609HX 7 | ORI
R
dcyp At — % Roughing End Mills 119
E129SX %ﬂ% End Mills for Stainless 123
4
- B |
E233SX — % End Mills for Stainless 125
PO— :
R
E2345X — End Mills for Stainless 127
' 5
— |
E235-2.084 End Mills With Corner Radius for Stainless 129
‘ 5
- =
E235-5.05X | End Mills With Corner Radius for Stainless 129
5
E236TX % End Mills With Corner Radius for Titanium 131
: 7
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Index

Series Code No.

E132

Appearance

Product Name

£134 End Mills For Aluminium 135
E142 69 End Mills For Aluminium 137
2
— 5
E143DX End Mills For Aluminium 139
| 3
==
E143 End Mills For Aluminium 141
3
F143-3.0 I
E143-4.0 End Mills For Aluminium 143
E143-5,0 3
==
El45 — End Mills For Aluminium 145
3
F194 % Utmost Finishing End Mills For Aluminium 147
7
EI95R @ End Mills For Aluminium 149
1
EI95L @ End Mills For Aluminium 149
1
E170 R For C te Material 153
101 outers For Composite Materials
E1Q7 % Routers For Composite Materials 155
% EI98 @ Routers For Composite Materials 1656
m E19C @ Routers For Composite Materials 1865
E298 @ Routers For Composite Materials 157
E29Q d} Routers For Composite Materials 157
E29] @ Routers For Composite Materials 159
1
E294 ' %ﬂ% Routers For Composite Materials 159
4
EI89R . .
2 @1 End Mills For Plastics 161
G696DC ' @ Ball Nose End Mills For Graphite 165
2
G234DC _ . .
GoOLLDC @% Ball Nose End Mills For Graphite 167
G697DC @ End Mills For Graphite 169
2
G298DC %ﬂ% End Mills For Graphite 171
4
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Index

Series

Code No.

Appearance

Product Name

D?21X
D922X NC Spot Drills 175
D?32X
D?23X .
Dggzx NC Spot Drills 177
D420HX Micro Precision Drills 179
D421TX High Performance Drills 183
D422TX High Performance Drills 185
D423 TX-3 Oil-Feed High Performance Drills 187
D423TX-5 Oil-Feed High Performance Drills 189
D423 TX-8 Oil-Feed High Performance Drills 191
ARy Oil-Feed High Performance Drills 193
D423TX-20
D423TX-25 Oil-Feed High Performance Drills 195
D423TX-30
EI72 Universal End Mills 199
E182
EI85 Universal End Mills 201
E187
EI74 Finishing End Mills 203
E184
E186 Finishing End Mills 205
E188
B212 Ball Nose End Mills 207
B280 i
8089 Ball Nose End Mills 209
B214 Ball Nose End Mills 211
o Ball Nose End Mills 213
E133 End Mills For Aluminum 215
F135
E136 End Mills For Aluminum 217
E137
E192 Roughing End Mills For Aluminium 219
F193 % Finishing End Mills For Aluminium 219




Index

Series

Code No.

Appearance

Product Name

E102HX 9 Universal End Mills 223
2
F500HX 9 | |
Universal End Mills 225
F602TX 69 Universal End Mills 227
2
F503HX ' % - -
Universal End Mills 229
F504HX - ;
F603TX @ Universal End Mills 231
3
E104HX S— %% Finishing End Mills 233
4
F506HX %ﬁﬁ% e -
Finishing End Mills 235
F507HX y J
F604TX " — -
Finishing End Mills 237
F606TX _ ] I
OOy % Finishing End Mills 239
B202HX —_— @ Ball Nose End Mills 241
' 2
F520HX - .
Ball Nose End Mills 243
F521HX @
F623HX .
Ball Nose End Mills 245
F624HX @
F625TX .
Ball Nose End Mills 247
L ss
R
F513SX Multipurpose End Mills 251
3
- N |
F514SX Multipurpose End Mills £5.3
4
- = |
HF514SX : -~ %% Multipurpose End Mills With Coolant Hole 255
s 4
R
FOT4TX %% Multipurpose End Mills 257
4
F608HX LI | . .
F609HX L - % Roughing End Mills 299
R |
F638TX % - -
Roughing End Mills 261
F6LITX . ghing
| = |
F651SX - %% Multipurpose End Mills 263
4
- | R
F652SX % Multipurpose End Mills With Corner Radius 265
4
= |
F653SX Multipurpose End Mills With Corner Radius 267
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Index

Series Code No. Appearance Product Name
F615TX % Toric End Mills 269
4
F619TX %&% Toric End Mills 269
4
FOI3TX %% Toric End Mills 271
5
FOE14TX % Toric End Mills 271
5
F631ZX End Mills For Aluminium 275
NE
F607ZX Toric End Mills For Aluminium 277
3
F642ZX @ Roughing End Mills For Aluminium 279
3
F618ZX @ Ball Nose End Mills For Aluminium 281
2
F620ZX $ Ball Nose End Mills For Aluminium 281
- 2
D703 | -
D904 _ @2 NC Spot Drills / 90° 285
D913 .
N914 @2 NC Spot Drills /120° 285
D908 > @ Combined Drill and Countersink / 60° 287
| 2
D400 s @ Micro Precision Drills 289
2
D412 @ Twist Drills 291
2
D413 @ Twist Drills 293
2
D415 High performance 3-Flute Drills 295
3
I | s .
D430FN "i High Performance Drills 297
2
oYW |
D433FN "i High Performance Drills 299
2
~ T .. .
D431FT — "i High Performance Drills 301
2
D432FT High Performance Drills 303
D435FT Oil-Feed High Performance Drills 305
D436FT Oil-Feed High Performance Drills 307

A15



Index

Series Code No. Appearance Product Name
D437FT Oil-Feed High Performance Drills 309
D44IFT
D422FT Oil-Feed High Performance Dirills 311
D433FT

D4IQFT %‘% Combined Drill and Chamfer Tool 313
2

R300 Q Machine Reamers 317
Z

R301 = Q Machine Reamers 319
. z

R302 i O Machine Reamers Long Length 321
- 2

R303 Q Machine Reamers Carbide Tipped 323
Z

R308 Q Machine Reamers In Steps of 0.Imm 325
| Z

R309 “ Q NC Machine Reamers 327
‘ Z

NC Machine Reamers Right Hand Helix (End
aZY Q Cutting] 329
— |

EMH/SM %% Multipurpose End Mills 332

4
%

EMH/SA End Mills For Aluminum 332
3

EMH/BE @ Ball Nose End Mills 332
2

EMH/BH % Ball Nose End Mills - 4 Flutes 332
4
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Apperance

Code No

Carbide

Coating

Helix Angle

No.of Flutes

E122X

MG
Carbide

AITIN
X-NaNo

g0

NN

ic)== I =11 | NIVE 5 Y8
aiversal Finishing End mills

E125X
E127X

Carbide

AITIN
X-NaNo

)

30

NN

E162TX
E163TX

MG
Carbide

AITiSIN
X

AN

35

E124X

MG
Carbide

AITIN
X-NaNo

NN

A

11

E126X
E128X

MG
Carbide

AITIN
X-NaNo

N\

13

E164TX
E165TX

UMG
Carbide

AITiSIN
TX

AN

%%




15

E158TX
E159TX

SMG
Carbide

AITiSIN
TX

NN
N

%&

17

E168TX
E169TX

SMG
Carbide

AITiSIN
X

19

e —

/)

E166TX
E167TX

SMG
Carbide

AITiSIN
X
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E122X 8= @A it /)

Steel < 48HRC
A A P H M K N S

Code No. E122X-Dc
Llc L d AITiN

lc L d AITIN Dc

Dc Lc L d AITiIN Dc

_8.02 mm mm hé El122X _8.02 mm mm hé El122X _8.02 mm mm hé EI122X Ol le!lo

01 0350 4 e 69 2060 8 e 139 26 80 12 e o

02 0550 4 e 7 2060 8 e 14 32 9016 e

03 0850 4 e 71 2060 8 e 141 32 9016 e

04 150 4 e 72 2060 8 e 142 32 9016 e v |
05 12 50 4 e 73 2060 8 e 143 32 90 16 e M sl
06 1550 4 e 74 2060 8 e 144 32 9016 e Carbide X-NaNo
07 18 50 4 e 75 2060 8 e 145 32 9016 e .

08 250 4 e 76 2060 8 e 146 32 9016 e o

09 2550 4 e 77 2060 8 e 147 32 90 16 e %/

1 350 4 e 78 2060 8 e 148 32 90 16 e % 350 5
1.1 350 4 e 79 2060 8 e 149 32 9016 e

12 450 4 e 8 2060 8 e 15 32 9016 e

13 450 4 e 81 2072 10 e 151 38100 16 e N

14 450 4 e 82 2072 10 e 152 38100 16 e | o 90°
15 550 4 e 83 2072 10 e 153 38100 16 e

16 550 4 e 84 2072 10 e 154 38100 16 e

1.7 5 50 4 & 8.5 20 72 10 & 155 38 100 16 ® Type Of Operation
18 550 4 e 86 2272 10 e 156 38100 16 e

19 550 4 e 87 2272 10 e 157 38100 16 e

2 6 50 4 e 88 2272 10 e 158 38100 16 e 1 | %
2.1 6 50 4 e 89 2272 10 e 159 38100 16 e

22 650 4 e 9 2272 10 e 16 38100 16 e

23 650 4 e 91 2272 10 e 16.1 3810020 e

24 850 4 e 92 2272 10 e 16.2 3810020 e %?
25 850 4 e 93 2272 10 e 16.3 3810020 e \’
26 850 4 e 94 2272 10 e 164 3810020 e

27 850 4 e 95 2272 10 e 165 3810020 e .

28 850 4 e 96 22 72 10 e 166 38100 20 e Work Material
29 850 4 e 97 2272 10 e 167 3810020 e i

3A 850 4 e 98 2272 10 e 16.8 3810020 e GR "wrbon Stesl @
4A 1150 4 o 99 2272 10 e 169 3810020 e el

3 850 6 e 10 227210 e 17 3810020 e p|opy |BaEAE2LHRC | o
31 10 50 6 ® 101 22 75 12 & 17.1 38 100 20 » Low-alloyed Stee

3.2 10 50 6 o 10,2 22 75 12 & 17.2 38 100 20 & ?AﬁﬁﬁﬁQOHRC
33 1050 6 e 103 22 75 12 o 173 3810020 o 5RS i aloyed Steel | @
34 1050 6 e 104 22 75 12 o 174 3810020 e —

35 1050 6 e 105 22 75 12 e 175 38 100 20 o opg [FHLH30-38HRC | o
36 10 50 6 e 106 26 75 12 e 176 3810020 e ardened stee

3.7 10 50 6 o 107 26 75 12 e 177 3810020 e 0R: /(i 38~48HRC ®
38 11 50 6 » 10.8 26 75 12 © 17.8 38 100 20 ® Hardened Stegl

39 1150 6 e 109 26 75 12 e 179 3810020 e H 3 8-56HRC

4 11 50 6 e 11 2675 12 e 18 3810020 e GRS -Iard”eﬁedStee\

41 1150 6 e 111 26 75 12 e 181 3810020 e .

42 1150 6 e 112 26 75 12 e 182 3810020 e oy /(5 56~68HRC

43 11 50 6 & 113 26 75 12 o 183 3810020 e Harcened Stee

44 1150 6 e 1.4 26 75 12 e 184 3810020 e - e -
45 1150 6 e 115 26 75 12 e 185 3810020 e it e R

46 1150 6 e 116 26 75 12 e 186 3810020 e s

47 1150 6 e 117 26 75 12 e 187 3810020 e (|gRo [ @
48 1350 6 e 118 26 75 12 e 188 38 100 20 | |Gastlron

49 1350 6 e 119 26 75 12 o 189 3810020 e 0 4

5 13 50 6 & 12 26 75 12 ® 19 38 100 20 ® Aluminium

51 13 50 6 e 121 26 80 12 e 191 3810020 e 5

52 13 50 6 @ 122 26 80 12 & 19.2 38 100 20 ® GRII Conper O
53 1350 6 e 123 26 80 12 e 19.3 3810020 e ﬁwf

54 1350 6 e 124 268 12 e 194 3810020 e N lori (26

55 13 50 6 & 125 26 80 12 e 195 3810020 e - |Plastics

56 16 50 6 e 126 26 80 12 o 196 3810020 e - 55 H4 FRP CFRP
58 16 50 6 e 128 26 80 12 e 198 3810020 e -

50 16 50 6 e 129 26 80 12 e 199 3810020 e ORI /Eﬂ .

6 16 50 6 2 13 26 80 12 e 20 3810020 e brapnite

61 16 60 8 » 131 26 80 12 o 1/8 3175 8 50 6 o ORI5 fj(/\/\

8.2 16 60 8 ® 13.2 26 80 12 ® 3/16 476012 50 6 ® Titanium

63 16 60 8 e 133 26 80 12 e 1/4 635018 60 8 e 2

64 16 60 8 @ 134 26 80 12 ® 516 794020 60 8 & S [GRI6 ickel

65 16 60 8 e 135 26 80 12 e 3/8 952522 7210 e 5.&1

66 2060 8 e 136 26 80 12 e 121270026 7512 e opyy [T

67 2060 8 e 137 26 80 12 o 5/81588038 100 16 e eat-resistant otee
68 2060 8 e 138 26 80 12 e 3/41905038 100 20 e




E122X YR FSZR

Slotting &ETJAEl

e GR.1 % GR2 EEx%ild | GR3ES5%M | GRAIE LI | GROMFE LI | GR.8 NiEih A e -
WUijJa?t;nal Carbon Steel | Low-alloyed Steel |Hi-alloyed Steel{Hardened Steel|Hardened Steel| Stainless Steel %2; ii?;% 25'” Zﬂr
(~24HRC) (~30HRC) | (30~38HRC) | (38~48HRC) | s«tJMlmEm | ~°° PP
)M R @0.1~0.7 20~50 | @0.1~0.7 20~50 | @0.1~0.7 20~50 | @0.1~0.7 20~40 | @0.1~0.7 20~35 | ©@0.1~0.7 20~40 @01~07 20~50 B01~07 30~95

@20.8~3.0 55~65 | ©0.8~3.0 55~65 | @0.8~3.0 55~65 | ©0.8~3.0 40~50 | 20.8~3.0 35~45 | (0.8~3.0 40~50 | 0.8~3.0 55~65
@3.1~20 65~80 | @3.1~20 65~80 | ©3.1~20 65~80 | @3.1~20 55~60 | @3.1~20 45~50 | @3.1~20 55~60 | ©@3.1~20 80~100

7l 9 T RPM Feed RPM Feed RPM Feed RPM Feed RPM Feed RPM Fleie s RPM Feed RPM Feed

DERE | EhRE | DERE | £HhRE | DERE | #nRE | DEBRE | £hRE | DERE | #RE | DBRE | HhRE UERE | EhiE | DERE | EHaRE

Code No. | Dc (min-1) {(mm/min)| (min-1) [(mm/min}| (min-]] |(mm/min)| (min-1) |(mm/min)| (min-1) |{(mm/min)| (min-1) |{(mm/min)| (min=1) {(mm/min){ (min-1) |(mm/min]

E122X-0.1 | 0.1 {35,000 60 |35000f 60 |35000, 60 (35000| 50 (35000 20 |35000f 50 |[35000| 60 |[50,000f 100
E122X-0.2 | 0.2 [32,000 | 86 |[32,000| 85 | 32,000 380 |32,000 | /5 32,000 30 (32,000 75 32,000 85 |50,000| 140
E122X-0.3 | 0.3 ({32,000 100 |32,000f 100 |32,000, 90 (32,000 80 |[32,000f 55 |32000f 80 |[32,000|, 100 (50,000 170
E122X-04 | 04 (32,000 110 |32,000f 110 |32,000| 100 (32,000 90 |27,500f 60 [32,000f 90 |[32,000f 110 ([50,000| 190
E122X-0.5| 0.5 (31,000 115 |31,000| 115 |31,000| 150 (25,000, 90 [(22,000f 60 |25000( 90 (31,000 115 (50,000 200
E122X-0.6 | 0.6 |27,000| 118 |(27,000| 118 |27,000| 105 (19,500 90 |17,000| 60 (19,500 90 |27,000f 118 |[50,000| 230
E122X-0.8 | 0.8 ({21,500 120 |21,500| 120 |21,500| 108 ([15,500| 90 (13,500 60 |15500( 90 [21,500| 120 (50,000 290
E122X-1 1 17,500 120 |17,500| 120 |[(17,500| 108 |[12,500f 90 |11,000f 60 (12,500 90 (17,500 120 | 47,500 300
E122X-1.2 | 1.2 {15,000 118 [15000| 118 |15000| 106 ([10,500| 90 9,300 60 10,500 90 15,000 118 [40,500| 300
E122X-1.5 | 1.5 {12,500 122 12,500 122 |[12,500| 110 | 8,900 90 7,900 60 3,900 90 |12,500| 122 (32,000 300
E122X-1.8 | 1.8 10,500. 125 [10,500| 125 [10,500| 115 | 7,500 | 90 6,800 60 7,500 90 10,500 125 |28,000| 300
E122X-2 2 9700 | 130 | 9700 130 | 9,700 | 117 | 7,000 90 6,300 70 7,000 90 | 9,700 [ 130 |24,000| 300
E122X-2.5| 2.5 | 8200 | 155 | 8200 | 155 | 8,200 | 140 | 6,100 90 9,000 70 6,100 90 3,200 | 155 |20,000| 350
E122X-3 3 6,900 | 1/0 [ 6900 | 170 | 6,900 | 153 | 5,300 [ 100 | 4,400 70 5,300 | 100 | 8,495 | 200 |16,000| 400
E122X-3.5| 3.5 | 6,000 | 190 | 6,000 | 190 | 6,000 | 190 | 4,700 | 100 | 3,860 70 4700 | 100 | 7,280 | 210 |13,650| 415
E122X-4 4 9,400 | 210 | 5400 | 210 | 5,400 | 190 | 4,200 | 120 | 3,500 90 4200 | 120 | 6,370 | 215 |12,000| 430
E122X-4.5| 45 | 43850 | 240 | 4850 | 240 | 4850 | 240 | 3,800 | 120 | 3,200 90 3,800 | 120 | 5,660 | 220 |10,600| 465
E122X-5 5 | 4500 | 265 | 4,500 | 265 | 4500 | 240 | 3,500 | 130 | 3,000 95 3,000 | 130 [ 95,096 [ 225 | 9,500 | 500
E122X-5.5| 5.5 | 4200 | 268 | 4200 | 268 | 4200 | 268 | 3,200 | 130 | 2,720 9o 3,200 | 130 | 4630 | 225 | 8,700 | 510

Ve m/min @0.8~20 125~150

_II

E122X-6 6 | 4000 270 | 4000 | 270 | 4000 | 243 | 2900 | 130 | 2,600 [ 100 | 2,900 | 130 . 4247 | 230 | 7,900 | 520
E122X-7 7 3,900 | 265 | 3,600 | 265 | 3,500 | 265 | 2,550 | 120 | 2200 | 100 | 2,550 | 120 | 3,640 | 235 | 6,900 | 520
E122X-8 3 3,000 | 265 | 3,000 | 265 | 3,000 | 265 | 2,200| 120 (1900 | 100 | 2,200 | 120 | 3,185 | 235 | 5,900 | 520
E122X-9 9

2,/00 | 260 | 2,700 | 260 | 2,700 | 260 | 1,950 | 120 | 1,650 95 1,950 | 120 | 2,830 | 215 | 5,300 | 500
E122X-10 | 10 | 2400 | 255 | 2400 | 255 | 2400 | 255 | 1,700 | 120 | 1,400 95 1,700 | 120 | 2,548 | 215 . 4700 | 500
E122X-11 11 | 2,200 | 250 | 2,200 | 250 | 2,200 [ 250 | 1,550 | 120 | 1,300 Yo 1,950 | 120 | 2,310 | 215 | 4,350 | 500
E122X-12 | 12 | 2000 | 246 | 2,000 | 246 | 2000 | 246 | 1,400 | 120 | 1,200 95 1,400 | 120 | 2,123 | 215 | 4,000 | 500
E122X-13 | 13 | 1,850 | 240 | 1,850 | 240 | 1,850 | 240 | 1,300 90 1,100 30 1,300 90 1,960 | 210 | 3,750 | 400
E122X-14 | 14 | 1,700 | 240 | 1,700 | 240 | 1,700 | 240 | 1,200 90 1,000 80 1,200 90 1,820 | 210 | 3,500 | 400
E122X-15 | 15 | 1,600 | 220 | 1,600 | 220 | 1,600 | 220 | 1,050 90 900 30 1,050 90 1,700 | 210 | 3,250 | 400
E122X-16 | 16 | 1,500 | 200 | 1,500 | 200 | 1,500 | 200 | 1,100 90 800 80 1,100 90 1,993 | 210 | 3,000 | 400
E122X-17 | 17 | 1,400 | 190 | 1,400 | 190 | 1,400 | 190 | 1,000 90 20 70 1,000 90 1,500 | 205 | 2,850 | 350
E122X-18 | 18 | 1,300 | 180 | 1,300 | 180 | 1,300 | 180 900 90 700 70 900 90 1416 | 205 | 2,700 | 350
E122X-19 | 19 | 1,100 | 165 | 1,100 | 165 | 1,100 | 165 850 90 650 60 850 90 1,340 | 205 | 2,550 | 300
E122X-20 | 20 | 1,200 | 1585 | 1,200 | 155 | 1,200 | 155 800 90 600 60 800 90 | 1,274 | 205 | 2,400 | 300

N RE

<3 0.3D <3 0.3D <3 0.3D <3 0.3D <3 0.02D <3 0.3D <3 0.3D <3 0.3D
(mm) _

H ap:<1 0.1D ap:<1 0.1D ap:.<1 0.1D ap.<1 0.1D ap.<1 0.01D ap:<1 0.1D ap:<1 0.1D ap:.<1 0.1D
21;2 23 0.5D 23 0.5D 23 0.5D 23 0.5D 23 0.05D 23 0.5D

23 0.5D

1. Please work with good rigidity / high precision facilities and collet chuck.
2. Please choose proper cutting fluid.
3. The cutting data is reference value only. Please adjust it according to your real working conditions.

4. If RPM is lower the reference value, the Feed rate (fz) and RPM should be reduced by the same proportion.

5. If vibration occurs during cutting, please reduce cutting parameter.
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EI25X / EI27X ﬁ_v“ﬂl* %‘Iﬂi@ RAIEL /)

Steel < 48HRC

7 Ls
'
P

O @|O

Code No. E125X-Dc

AITiN

3
4
D
6
{
&

O

100
100
100
100

11
12
14
16

110
110
120
140

20

160

100
100

Code No. E127X-Dc

work Material

GRI

il
Carbon Stegl

_ A

§ A4 i<24HRC
LoW- alloyed Stee

GR3

B A4 <Q0HRC

Hi-alloyed Stee

130
160
180
210

210

GR4

T4 30~38HRC

Hardened Steel

GRS

il
| Hardened Steel

/2 38-48HRC

fil 30 48-56HRC

_ '-Ia dewed 8 eel

H-a -r'd-.en o ?Ste:e\

GRG

ikl

Stainless Stee

i Hea t-resistant Steel




F125X / E127X tJEIIFEEZETR

Slotting &ETJAEl

Wo iﬁwja ?{; il 0 aGrErJ]rf}gt“:ael LO%E; It\/:dug?é el H(? 2%;;; éfell H 2 .E rj nh;jd1 gj?tla el H S rlz r—:-5 n?-jd1 g?r]ael Czs %E%
(~24HRC) (~30HRC) (30~38HRC) (38~48HRC)
\ZJ ﬂrgq%mgm 60 60 50 40 30 80
U 255 )7 _RPM ’ Feed _RPM 5 Feed H_RPM 5 Feed H_RPM 5 Feed H_RPM 5 Feed
Cade e e EiIERE | ERRE | DIERE | ERRE | DIERE | ERRE | DERE | EhRE | DiERE | EhiRE
(min-1) |[(mm/min)| (min-1] |(mm/min)| (min-1] |(mm/min])| [(min-1] [(mm/min])|{ [(min-1] [{mm/min]

E125X/E127X-3 3 6,050 140 6,050 140 5,200 120 4 200 80 3,000 65

E125X/E127X-4 < 4 860 149 4,860 | 149 3,800 120 3,200 90 2,160 65

E125X/E127X-5 5 4 050 162 4.050 162 3,050 120 2,600 90 1,800 75

E125X/E127X-6 6 3,250 162 3,250 162 2,600 120 2,100 90 1,440 75

E125X-7 7 2,850 | 162 | 2,850 | 162 2,275 130 1,850 100 1,260 75

E125X/E127X-8 8 2,450 | 162 | 2,450 | 162 1,950 140 1,600 100 1,080 75

E125X-9 9 2,200 162 2,200 162 1,750 140 1,450 110 970 75

E125X/E127X-10 10 1,950 162 1,950 162 1,550 140 1,300 110 870 75

E125X-11 | 11 | 1,780 | 162 | 1,780 | 162 1,420 140 1,200 110 790 75

E125X/E127X-12 | 12 | 1,620 | 162 1,620 1 162 1,300 140 1,080 110 720 75

E125X-14 14 1,650 180 1,650 180 1,200 150 1,000 118 720 80

E125X/E127X-16 16 1,400 198 1,400 198 1,900 160 900 125 630 90

E125X/E127X-20 | 20 | 1,080 | 198 | 1,080 J 198 870 160 720 125 480 90
ﬁgﬁf)g / ® ap:0.3D ap:0.3D ap:0.3D ap:0.2D ap:0.2D

/

% Notice: EI27X is Long Length series End Mills. Please adjust the parameter according

1. Please work with good rigidity / high precision facilities and collet chuck.

2. Please choose proper cutting fluid.

3. The cutting data is reference value only. Please adjust it according to your real working conditions.

4. If RPM is lower the reference value, the Feed rate (fz) and RPM should be reduced by the same proportion.
5. If vibration occurs during cutting, please reduce cutting parameter.
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E162TX / E163TX RS F5Hi 25 /= 8 FH 1L 5L /)

Code No. E162TX-Dc

Steel < 56HRC

Dc Lc | ] AITiSiN " P H MIKIN|S
_8_02 mm mm hé E162TX .,
0.1 0.3 50 4 o -
0.2 0.5 50 4 # v
0.3 0.8 50 4 #
0.4 1 50 4 ® UMG AITiSiN
05 1 2 50 A pe - Carbide TX
0.6 1.5 50 4 @
0.8 2 50 4 @ Ty
1 3 50 4 ® 7.
1.5 5 50 4 : v 55 692
2 o 50 4 £ " d i
2.5 8 50 4 2 N
3A 8 50 4 ® _ )\ 90"
4 A 11 50 4 o A
3 8 50 6 & |
3.5 10 50 6 ° Type of Operation
4 11 50 6 ®
4.5 11 50 5 . qfﬁ] %
5 13 50 6 ®
5.5 13 50 6 ®
6 16 50 6 @
7 20 60 3 o %
8 20 60 8 @
9 22 72 10 #
10 22 72 10 ¢ Work Material
11 26 75 12 & i
12 gg ;g 1: . GRI" | carbon Steel ®
. f
a2 atiE<24HRC
1: 2: 188 ;g : PGR2 Low-alloyed Steel .
R A% <30HRC
20 38 100 20 ® GR3 -aloved Stee ®
11K 30~38HRC
GR4 Hardened Stegl ®
T4 38-48HRC
' GRI Hardened Stegl @
i/t 3 48-56HRC
6RO Hardened Steel ®
Code No. E163TX-Dc i1 56~68HRC
p— GRY Hardened Stegl
d f T
Hﬁn
L E163TX MGRS Stainless Stee
5 b e - ﬁ@[
3 - 8o : . 6RO uminium
o ‘
8 25 100 8 # . GRII %ﬁépper
9 30 100 10 ® [ ﬁﬂﬂ?
10 30 100 10 ® N |GRI2 ﬁagtics
11 35 110 18 ® T :
12 40 110 12 o oR13 E}EA"‘W FR& CFRP‘
" | Composite Materia
14 40 120 16 ®
16 50 140 16 - GRI4 giht
20 60 160 20 . _ | O
: GRi5 1512
— tanium
i
S |BRIE ek
i
GRI/ Heat-resistant Steel




F162TX / E163TX t)EIIEESEE

Slotting &ETJAEl
255 o GR. TsE GR.2 (RSl GR.3 & & Eil GR.4 18163 GR.5 BB i GR.6 BB
WDI‘;( Material Carbongteel Low-alloyed Steel | Hi-alloyed Steel Hardened Steel Hardened Steel Hardened Steel
(~24HRC) (~30HRC) (30~38HRC) (38~48HRC) (48~56HRC)
e 30.1~0.7 28~57 | @0.1~0.7 28~57 20.1~0.7 20~50 @30.1~0.7 28~45 30.1~0.7 26~34
Ve -ml/_an 70.6~3.0 60~100 | @0.86~3.0 60~100 70.8~3.0 55~65 20.8~3.0 48~80 70.8~3.0 35~59 230.1~20 21~45
@33.1~20 109~120 | ©@3.1~20 109~120 B33.1~20 65~80 23.1~20 88~110 33.1~20 65~70
Gl T | RPM | Feed | RPM | Feed | RPM | Feed | RPM | Feed | RPM | Feed | RPM | Feed
Code NO D LIERE | ERRE | @FRE | ERRE | DiERE | EinRE | OERE | ERRE | QERE | ERRE | EERE | ERRE
- (min-1] |{(mm/min)| (min-1) [(mm/min)| (min-1) |(mm/min]| (min-1] [(mm/min)| (min-1] [(mm/min]| [min-1] [{mm/min]
E162TX-0.1 0.1 25
E162TX-0.2 0.2 29
E162TX-0.3 0.3 25
E162TX-0.4 0.4 30,000 120 30,000 120 30,000 120 30,000 120 27,000 60 17,000 25
E162TX-0.5 0.5 29
E162TX-0.6 0.6 29
E162TX-0.8 0.8 30
E162TX-1 1 110
E162TX-1.5 1.5 115
E162TX-2 2 120
E162TX-2.5 2:5 130
E162TX/E163TX-3 3 140
E162TX-3.5 3.9 135
E162TX/E163TX-4 4 135
E162TX-4.5 4.5 130
E162TX/E163TX-5 5 125
E162TX-5.5 3.9 120
E162TX/E163TX-6 6 120
E162TX/E163TX-7 P4 135
E162TX/E163TX-8 3 130
E162TX/E163TX-9 9 140
E162TX/E163TX-10 10 150
E162TX/E163TX-11 11 150
E162TX/E163TX-12 12 155
E162TX/E163TX-14 14 135
E162TX/E163TX-16 16 120
E162TX-18 18 110
E162TX/E163TX-20| 20 1,900 460 1,900 460 1,900 460 1,750 300 1,100 200 120 110
CINEE & ap:<3 0.1D ap:<3 0.1D ap:<3 0.1D ap:<3 0.1D ap:<3 0.05D ap:<3 0.05D
(mm) / >3 0.2D >3 0.2D >3 0.2D >3 0.2D >3 0.1D >3 0.1D
Z
% Notice: E163TX is Long Length series End Mills. Please adjust the parameter according
1. Please work with good rigidity / high precision facilities and collet chuck.
2. Please choose proper cutting fluid.
3. The cutting data is reference value only. Please adjust it according to your real working conditions.
4. If RPM is lower the reference value, the Feed rate (fz) and RPM should be reduced by the same proportion.
5. If vibration occurs during cutting, please reduce cutting parameter.
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E124X FBHKI

iy P g ) | IRV 5 98

Code No. E124X-Dc

Steel < 48HRC

Dc Lc L d AITIN
_8_02 mm mm hé E124X
1 o 50 4 &
1.2 4 50 4 i
1.4 4 50 4 &
1.5 5 50 4 2
1.6 5 50 4 ®
1.8 5 50 4 *
2 6 50 4 "
2.2 6 50 4 ®
2.4 8 50 4 5
2.5 3 50 4 i
2.6 8 50 4 ®
2.8 3 50 4 ®
3A 3 50 4 ®
4A 11 50 4 &
3 8 50 6 &
3.5 10 50 6 ®
4 11 50 6 &
4.5 11 50 6 s
5 13 50 6 @
0o 13 50 6 2
6 16 50 6 ®
6.5 16 60 3 @
/ 20 60 8 #
1.5 20 60 3 ®
8 20 60 8 ®
8.5 20 {2 10 ®
9 22 {2 10 @
9.5 22 {2 10 4
10 22 {2 10 ®
10.5 22 15 12 @
11 26 i5 12 ®
12 26 5 12 ®
13 20 80 12 »
14 3 90 16 @
15 32 90 16 @
16 38 100 16 &
17 38 100 20 @
18 38 100 20 &
19 38 100 20 @
20 38 100 20 o

N
» 9\ 90

P H M N S
O @O

MG AITIN

Carbide X-NaNo

AN §
oy ¢
I

Type of Operation

7 [Z

work Material

p|ens REEMHQLHRC | o

I
G Carbon Steel ¢

Low-alloyed Steel

F & EI<QOHRC
GR¢ HI-alloyed Steel -

LA 30~38HRC
GR4 Hardened Stesl ¢

TV 38~48HRC
GRO Hardened Stee @

GRO

i3 48-56HRC
Hardened Stegl

GRT

TV 56~68HRC
Hardened Stegl

M| GRS

ikl

Stainless Stee

.#

{|GRY .Cast [ron
R0
Code No. E124X-Dc Aluminium
Dc Lc L d AITiN GRI] %ﬂ r ®
0.0 mm mm hé E124X ﬁ;gﬂpe
1/8 3.175 3 50 B o N |GRI? P\Estlcs
3/16  4.760 12 50 B o =
1/4 6.350 18 60 3 o GR13 ﬁ%ﬂ% FeRﬁaCeFrFf;
516  7.940 20 50 8 o :
3/8 9.525 22 72 10 & GRI4 g i
1/2  12.700 26 75 12 o i‘\p A'e
5/8  15.880 38 100 16 2 oRi5 A
3/4  19.050 38 100 20 o ;El&tm U
S |BRIE ek
T4
GRI/ Heat-resistant Steel




E124X PJEIIR S S IR

Side Milling {BlEt]El
o R2 {E&Exil | GR.3 &% R.4 1210 i R.5 f&81 [ it P e s = e -
WUr*:(ﬁl\;li?r;rial Cfrgt.:} r?zi“éel I(_aow-all{oy:d Stze_ Si-ailalolyialaI élfg—ehl H(;:rr:lenyﬂ-eil1 g’cfeél H(;':rr:lt;':)n{_]tj;'l1 gtfeél S(taaITnIBe;[;Lé f;el %I:; ﬁ? gg;:}imr
(~24HRC) (~30HRC) (30~38HRC) | (38~48HRC)
$§fﬂﬁifi e & & 60 50 60 85 150
g | 7 | RPM | Feed | RPM | Feed | RPM | Feed | RPM | Feed | RPM | Feed | RPM | Feed | RPM |
coa | 70T |mmEE | wkae | mEEE | haE | DeEE | sies | BREE | wiEE | DERE | LRRE | DEEE | s | BEEE |
(min-1) | [mm/min) [ (min-1) [ [mm/min] | (min-1) | [mm/min} | (min-1) | [mm/min) [ (min-1) | [mm/min) [ (min-1) | [mm/min) | (min-1)
E124X-1 1 |20,000| 240 [20,000{ 240 [15,000| 210 [11,000{ 85 |7,100 | 40 [11,000( 85 [20,000( 240 |47,600
E124X-1.5 | 1.5 |13,500| 250 |13,500| 250 [12,500| 215 |8,000| 90 |6900| 80 |8000| 90 [13,500
E124X-2 | 2 [13,000| 300 [13,000] 300 [11,000| 280 |7.000| 110 | 6350 100 | 7,000 | 110 [13.000] 300 24,000
£124X-2.5 | 2.5 [11,000| 370 [11,000] 370 | 9,500 | 245 | 6300 | 110 |5500| 105 | 6,300 | 110 [11,000] 370 [19.200| 960
E124X-3 | 3 |9,000 | 480 | 9,000 | 480 | 7,400 | 350 |5,300 | 120 5300 | 120 | 9,000 | 480
E124X-35 | 35 [ 7,800 | 490 |7,800 | 490 |6,500 [ 350
E124X-4 | 4 |6650| 500 | 6650 | 500 | 5500 350 500 900
E124X-4.5 | 45 | 6,000 | 550 |6,000 | 550 | 5,000 | 385 970
E124X-5 | 5 |5300| 600 |5300 | 600 | 4,500 | 420 600 1,040
E124X-55 | 5.5 | 4,900 | 600 | 4,900 | 600 | 4,100 | 420 8,600 | 1,040
E124X-6 | 6 | 4,500 | 600 |4,500 | 600 | 3,700 | 425 H 7,800 | 1,040
£124X-7 | 7 |3,900 | 575 |3,900| 575 |2950 | 410 2,250 | 125 - |6,800 (1,025
E124X-8 | 8 |3,300 | 550 |3,300 | 550 | 2,600 | 410 550
£124X-9 | 9 |2950| 535 [2950 | 535 | 2350 | 405
E124X-10 | 10 | 2,600 | 520 |2,600 | 520 | 2,100 | 400 520
£124X-11 | 11 | 2400 | 520 |2400 | 520 | 1950 | 405
E124X-12 | 12 | 2,200 | 520 | 2,200 | 520 | 1,800 | 405 520
£124X-13 | 13 | 2,050 | 535 | 2,050 | 535 | 1,700 | 410 - | 37001000
E124X-14 | 14 | 1,900 | 550 | 1,900 | 550 | 1,600 | 410 | 1,200 | 140 [ 1,100 | 120 | 1,200 | 140 | 1,900 | 550 | 3,400 | 990
E124X-15 | 15 | 1,800 | 540 | 1,800 | 540 | 1,500 | 410 - | 3200 975
£124X-16 | 16 | 1,700 | 530 | 1,700 | 530 | 1,400 | 410 530 960
E124X-17 | 17 [ 1,600 | 525 | 1,600 | 525 | 1,300 | 405 950
E124X-18 | 18 | 1,500 | 520 | 1,500 | 520 | 1,200 | 405 520 940
£124X-19 | 19 [ 1,400 | 510 | 1400 | 510 | 1,150 | 385 [ 2500 | 910
E124X-20 | 20 | 1,300 | 500 | 1,300 [ 500 | 1,100 | 370 890
ap:1.5D ap:1.5D ap:1.5D ap:1.5D ap:1.5D ap:1.5D ap:1.5D
FIACEE & -
(mm) % ae.<3 0.05D ae.<3 0.05D ae.<3 0.05D ae.<3 0.05D ae:<3 0.01D ae.<3 0.05D ae<3 005 ae:<3 0.05D
“Jae|  230.1D >3 0.1D >3 0.1D >3 0.1D >3 0.02D >3 0.1D 230.1D >3 0.1D

1. Please work with good rigidity / high precision facilities and collet chuck.

2. Please choose proper cutting fluid,

3.
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The cutting data is reference value only. Please adjust it according to your real working conditions.
. If RPM is lower the reference value, the Feed rate (fz) and RPM should be reduced by the same proportion.
. If vibration occurs during cutting, please reduce cutting parameter.

185 ~ ¥eESE
HIR L

.

T2 -

10



E126X / E128X Bt iEiEE SN LI irik/]

Code No. E126X-Dc

Steel < 48HRC

11

d AITIN i i P H M | N S
-0.02 mm mm hé E126X . O|®|O
3 12 /0 o @ =
4 15 /0 o @
5 20 80 6 ® '
6 20 80 6 ® _ MG _ __AITiN.
v oL 100 3 - Carbide X-NaNo
S 25 100 S @
9 30 100 10 @ 1 Ty
10 30 100 10 - 7 %%
11 35 110 12 o %/ 39 4
12 40 110 12 @
14 40 120 16 ® N
16 50 140 16 © r@\ 90
20 o0 160 20 @
1 v Type of Operation
B i -
work Material
i
G Caroon Stegl ®
AL AN AN
v 777 R Code No. E128X-Dc Dc 02 P |GRZ %ng‘%omﬁtaﬁgs‘o ©
Dc Lc L d AITIN 44 A AT A0HRC
0.02 mm mm hé E128X ) 03 gl oyed Stee ¢
3 12 30 4 5 - sng (LA 30-38HRC | o
4 15 80 4 ® Hardened Steel
% 20 100 o & v 0R: ﬁ%%m 28~48HRC ®
6 20 100 6 ® ' Hardened Steel
3 29 130 S ¢ AR ilvH 48~H6HRC
10 30 160 10 & Hardened Stee
12 40 180 12 @ A
1V 3 56~68HRC
;g 28 318 ;g @ GRY Hardened Steel
b \
Tghol
;M:GRB =J_St{;}in\ess Steel

ok, -I-: -'f '. ;;':__- )
ra =t s o e e e ] M
> L F ol :. T e‘ '-' .:
il — —

GRIO

Aluminium

GRI

Copper

N|GRI2

il

GRI3

Plastics
i AHIELFRP CFRP

Somposite Materia

GRI4

e
Graphite

GRIS

G

Titaniu

S |GRI6

7
Nickel

GRI7

il

4eét-resistant Steel




F126X / E128X tIHI{F{FEE SR

Side Milling BET]Hl
GR.2 K5l |GR.3 5%l | GR.4 F{Lil | GR.5 fE{Cil

E1 GR.1 Bt Low- allayed Steel | Hi-alloyed Steel | Hardened Steel | Hardened Steel GR.8 AN il GR.9 iF3E GR.1 £l

Work Material Carbon Steel (~24HRC) (~30HRC) (30~38HRC) (38~48HRC) Stainless Steel Cast Iron Copper
e _
ARIRIE 65 65 55 40 38 40 65 115
Vc m/min
FUSE )7 RPM Feed RPM Feed RPM Feed RPM Feed RPM | Feed
Code No o |DERE | EHERE | DERE EHERE | TERE ERRE | DRRE ERRE | DERE | ERR
| C | (min-) [[mm/min)| (min-1) [ [mm/min) | (min-1) | mm/min)| (min=1) | (mm/min) [ (min-1) | [mm/mi

E126X/E128X-3 6,/50 | 360 |6,750| 360 |5550 | 265 [3,975 90 |3600| 85

E126X/E128X-4 5,000 | 375 | 5000 | 375 4,125 | 265 | 3,200 100 | 2,775 | &5
E126X/E128X-5
E126X/E128X-6
E126X-7

E126X/E128X-8

E126X-9

E126X/E128X-10
E126X-11
E126X/E128X-12

E126X-14

E126X/E128X-16
E126X/E128X-20

i
d

PR
(mm) /

QL ap:2.5D ap:2.5D ap:2.5D ap:.2.5D ap:2.5D

- ae:0.1D ae:0.1D ae:0.1D ae:0.1D ae:0.1D ae:0.1D

*¢ Notice: EI28X is Long Length series End Mills. Please adjust the parameter according

1. Please work with good rigidity / high precision facilities and collet chuck.

2. Please choose proper cutting fluid.

3. The cutting data is reference value only. Please adjust it according to your real working conditions.

4. If RPM is lower the reference value, the Feed rate (fz) and RPM should be reduced by the same proportion.
5. If vibration occurs during cutting, please reduce cutting parameter.
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13

E164TX / E165TX tiEBmf 5= =il L 1Lt /)

Code No. E164TX-Dc

Dc Lc L d AITiSiN - P H
). mm mm hé F164TX )
1 3 50 4 ® -
1.5 5 50 4 B
2 6 50 4 » !
2.5 S 50 4 @ UMG AITiSiN
3A S 50 4 ) — Carbide X
4 A 11 50 4 ®
3 S 50 o o T*/
3.5 10 50 6 . N %j%
4 11 50 6 . . | s 4
4.5 11 50 6 i -
5 13 50 5 ¢ — N
5.5 13 50 5 . - 90°
5 16 50 6 ° ”@\
{ 20 o0 8 ® _
3 20 60 8 ® Type of Operation
4 22 {2 10 ®
10 22 72 10 o % %
11 20 {5 12 &
12 20 {9 12 @
14 32 90 16 @
16 38 100 16 &
18 38 100 20 @
20 38 100 20 3
work Material
il
GR Carbon Steel ®
P aRY 54 siEI<24HRC ®
Code No. E165TX-Dc Dc 2., fﬁ“’\'fa\”?VEd oteel
o~ _ GR3 EEE%MEEQOHRC &
d AITISIN ' Hi-alloyed Stesl
hé E165TX e
iv5H 30~38HRC
6 ® GR4 Hardened Stee ¢
@ . i1k 28 38-48HRC
6 ® ' GRI Hardened Stee "
6 i T :
/21 48~56HRC
8 ® 6RO Hardened Stegl -
3 ® ’ \
113 56~68HRC
18 ¢ ORT Hadened Steel |
Y ;
Tghol
13 ¢ M|GRe Stainless Steel
15 . - fg st ron
. - BRI uminiur
Ld GRI Capper
NIGRIZ  lagtcs
opig| A= HF:FRP CFRP
“ Y |Composite Materal
o |BE
GRI4 Graohite
Gk
GRIS Titanium
i
S GRI6 |\t
kS
GRI7 Heat-resistant Stegl




F164TX / E165TX tEIHE S EE

Side Milling {BiEt]El

o 11 GR R GR2{EExEM | GR3IEAEEM | GR.4 B GR.5 t&{L i GR.6 &1L GR.7 t&1 L i

Work Material Carbon Steel Low-alloyed Steel | Hi-alloyed Steel | Hardened Steel | Hardened Steel | Hardened Steel | Hardened Steel
(~24HRC) (~30HRC) (30~38HRC) (38~48HRC) (48~56HRC) (56~68HRC)

IMSE loozs wonlenods Sn0Ns S o10208E 0102065 lotomz0 soms[atonzn sona
U BE J) | _RPM Feed | RPM Feed [ RPM | Fggd _RPM Feed | RPM Feed | RPM | Feed | RPM | Feed

Code No. Do ﬂﬁ%ﬁg ENRE ﬂ@%ﬁg ERE ﬂ@%ﬁg ﬁfﬁnﬁg EEE‘E ENRE EEEE ENRE ﬂ@%ﬁg ﬁnﬁﬁg ﬂ@%ﬁg ﬁnﬁﬁg

min-1) [ [mm/min)| [min-1] [[mm/min)| [min-1) | [mm/min)| [min-1) [[mm/min)| [min-1] | [mm/min)| [min-] [[mm/min]| (min-1] | [mm/min]
E164TX-1 1 120,000 | 240 40
E164TX-1.5 | 1.5 | 15,000. 245 50
E164TX-2 | 2 | 11,000 | 480 95
E164TX-2.5 2.5 | 8,800 600 8,800 600 8,800 600 8,500 350 8,500 350 5,600 170 | 4,500 100
E164TX/E165TX-3 3 | 11,500 | 500 150
E164TX-3.5 3.5 [ 10,000 | 510 185
E164TX/E165TX-4 = 8,600 | 515 220
E164TX-4.5 45 | 7,700 515 220
E164TX/E165TX-5 5 6,800 515 220
E164TX-5.5 55 | 6,300 515 220
E164TX/E165TX-6 6 | 5,800 | 520 220
E164TX-7 7 5,050 520 210
E164TX/E165TX-8 8 4. 300 520 210
E164TX-9 9 3,850 530 195
E164TX/E165TX-10. 10 | 3,400 | 540 180
E164TX-11 11 | 3,150 545 165
E164TX/E165TX-12. 12 | 2,900 545 150
E164TX-14 14 | 2,650 575 125
E164TX/E165TX-16. 16 | 2,400 | 610 120
E164TX-18 18 | 2,250 620 2,250 620 | 2,250 620 1,250 450 1,250 450 810 220 720 105
E164TX/E165TX-20| 20 | 1,950 630 1,950 | 630 1,950 630 1,100 420 1,100 420 720 210 640 90

ap:1.5D ap:1.5D ap:1.5D ap:1.5D ap:1.5D ap:1.5D ap:1.5D
DA <3 0.02D ae:<3 0.02D ae: <3 0.02D ae:<3 0.02D ae:<3 0.02D
Ty : 23008 230.05D 230.05D 230.05D 230.05D ae.0.02D ae.0.02b

¢ Notice: E165TX is Long Length series End Mills. Please adjust the parameter according

1. Please work with good rigidity / high precision facilities and collet chuck.

2. Please choose proper cutting fluid.

3. The cutting data is reference value only. Please adjust it according to your real working conditions.

4. If RPM is lower the reference value, the Feed rate (fz) and RPM should be reduced by the same proportion.
5. If vibration occurs during cutting, please reduce cutting parameter.
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)

' 3 AL 50 2 A 1T 8)

Code No. E158TX-Dc

AITiSIN
hé E158TX

Steel < 62HRC

3 L
e ;
Lo A

N
@

o) OO0 OO &b bbb b b

16 38 100 16
20 38 100 T

Type of Operation

work Material

R Carbon Steel | @

NN
Code No. EI59TX-Dc DC 352 b oy | EAEHQHRC

. L ow- aHoyed Stee
0 c .. Lc L d AlTlSlN 4 0 IEAA%%,EQOHRC

_H' allayedS ee\

i H-i:a r:d;g*re:d Steel

ops | TILl 38-48HRC
. Hardened Steel

.o, |3 48~56HRC
) GRO Harde‘wedSteel

i , H-i:a r:d;eznteed Steel

Tkl
GRe otainless Stee

o

o

N
=
=
=
=
505
o1
—
x

LC

: 25 100 5
14 30 100 10
12 40 110 15
16 50 140 o

20 60 160 20

15



F158TX / E159TX UIHIE{ESER

Side Milling {BlEt]El
o " GR.2 {KEEEiM |GR3ISETH | GR.4B{t# | GRS E{L#l | GRS B{L# | GR.S 180 . e
WDI‘?(ﬁM{’iZI[-EFIm Ca[argtl::rfﬁﬁeel Low-alloyed Steel| Hi-alloyed Steel | Hardened Steel | Hardened Steel | Hardened Steel | Hardened Steel S?gﬁ?ejzisﬁtiﬁel %Esiilfoiik
(~24HRC) (~30HRC) (30~38HRC) | (38~48HRC) | (48~56HRC) | (56~68HRC) -
JIElEES |
/) "JEE 100 100 80 65 62 60 30 62 100
Ve m/min
ol S J)qe | RPM | reed | RPM | Feed | RPM | Feed | RPM | Feed | RPM | Feed | RPM | Feed | RPM | Feed | RPM | Feed
Coje No D UERE | EREE [ UERE | okl | UBEE | EnFE | DEXE | E0RE | DERE | ERRE | UERE [ EREE | DBEE | B | UEFE | £iX
C L (min-0) (mm/min)| (min-1) |(mm/min){ [min-1) {(mm/min)| (min-]) | {mm/min}| (min-]) | mm/min)| (min-] [ {mm/min]| (min-) - {{mm/min] | {min-1) |
E158TX-1 1 131,850 509 [31,850| 509 |25,480( 407 (20,700| 331 |19,747| 315 [19,110| 305 |9,555| 152
E158TX-1.5 1.5 21,233 594 |21,233| 594 |16,986( 475 [13,800| 386 |13,164| 368 (12,740| 305 |6,370| 152
E158TX-2 2 115,925 637 (15,925 637 |12,740| 560 (10,351 455 |9,873| 395 [ 9,995 344 (4,777 152
E158TX-2.5 2.5 12,740 764 (12,740 764 |10,192| 611 [ 8,281 | 496 | 7,898 | 473 | 7,644 | 458 |3,822| 152
E158TX-3 3 (10,600( 950 |10,600| 950 |8,300( 750 |7,000| 560 |6,600| 510 (6,400| 480 |3,200( 180
E158TX-4
E158TX-5
E158TX/E159TX-6
E158TX/E159TX-8
E158TX/E159TX-10
E158TX/E159TX-12 ,
E158TX/E159TX-16 | 16 (2,000 950 |2,000| 950 (1,600 730 |1,300| 500 [1,250| 430 |1,200| 400 | 600 | 160 |1, 430 |2,000
E158TX/E159TX-20| 20 (1,600| 760 |1,600| 760 (1,300 580 |1,100| 450 | 980 | 380 | 950 | 350 | 480 | 160
ap:1.5D ap:1.5D ap:1.5D ap:1.5D ap:1.5D ap:1.0D ap:1.0D
A o o P P |2 2 P > -~
(mm) "/
s ae:0.2D ae:0.2D ae:0.2D ae:0.1D ae:0.1D ae:0.05D ae:0.05D
¢ Notice: E159TX I1s Long Length series End Mills. Please adjust the parameter according
Xx';§\E159TX%DHE*H+9J ED ? ﬁE.j:g F%HEIJ{--L\éanﬂ}J,aEU% g
Side Milling (High-speed machining] 1E\J =1El (m“' J0T)
- ..z |GR2{ESEH |GR355EHM | GR.4P{a | GR.S el | GR.5 BE{tsl | GR.5 f{t sl o TR
WUriﬁMiEanal CSrlzgnﬁbngel Low-alloyed Steel| Hi-alloyed Steel | Hardened Steel | Hardened Steel | Hardened Steel | Hardened Steel S?gﬁ?ej;iiiﬁél %:siilfgf
(~24HRC) (~30HRC) (30~38HRC) | (38~48HRC) | (48~56HRC) | (56~68HRC) -
JI=lBES
/) ‘JEE 200 200 200 200 150 100 80 150
Ve m/min
U 25 T | RPM | Feed | RPM | Feed | RPM | Feed | RPM | Feed | RPM | Feed | RPM | Feed | RPM | Feed [ RPM | Feec
i o |mmEE|eens | omRE | sen | DERY | enT | DEXY | EERE | DEXY | CORE | DERT | HoT DEXY | ECRT | 08sE | tery 8
| C o [min-)) {{(mm/min]| (min-) {{mm/min}{ [min-1) {(mm/min)| (min-) {{mm/min]| [min-) {(mm/min)| (min-]) {{mm/min)| {min-1) |(mm/min)| (min-1) | (mm/min] _
E158TX-3 3 121,233(1,27421,233|1,274(21,233(1,274|21,233|1,274 (15,925 955 [10,616| 637 | 8493 | 509 (15,925| 955 21,233 1,274
E158TX-4 4 (15,925|1,274(15,925(1,274 |115,925|1,274 (15,925| 1,274 | 11,943 955 | 7,962 | 637 | 6370 | 509 |11,943| 955 |[15,925|1,274
E158TX-5 o [12,740(1,528 12,740 1,528 |12,740( 1,528 |12,740| 1,528 | 9,585 (1,146 6,370 | 764 | 5096 [ 509 | 9,655 | 1146 |12,740( 1,528
E158TX-6 10,500( 2,800 (10,500 10,500] 2,800
E158TX-8 8,000|2,400] 8,000 1,350|8,000|2,400
E158TX-10 6,300|2,350|6,300 1,30016,300 | 2,350
E158TX-12 5,30012,3505,300 1,30015,300|2,350
E158TX-16 4.000(1,800|4,000 |1, 1,200 4,000 | 1,800
E158TX-20 3,20011,500] 3,200 1,100(3,200|1,500
ap:1.5D
PARE 8 °
(mm) '/ .
aa | 28.0.050 ae:0.02D ae:0.05D ae:0.05D ae:0.05D ae:0.02D ae:0.02D ae:0.05D ae:0.05D
1. Please work with good rigidity / high precision facilities and collet chuck.
2. Please choose proper cutting fluid,
3. The cutting data is reference value only. Please adjust it according to your real working conditions.
4. If RPM is lower the reference value, the Feed rate (fz) and RPM should be reduced by the same proportion.
5. If vibration occurs during cutting, please reduce cutting parameter.
1. saEABITE ~ BE SR ENRA -
2. smEEE AR I HMEBVUENE -
3. LEEEIRAFRABUERUERAFEIEEE » BRI @ saSEINLEZMR ~ Bl ~ FREEeSFER - EURIRFETAE -
4. YIRBERERERTPTIIRE - BLEFRIREEEEISRZ[E —LOHIRFE -
5. UJBIDN T RFUNER 38 £ HREH - saf=HELIRIRA -
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E168TX / EI69TX fHBHIN]

Lc

11
13
16

50
50
50
50

By i) 2

S SN EELLEE /)

Code No. E168TX-Dc

hé E168TX

20
22
26
38

60
{2
/5

100

Harden

ed Steel 40-70HRC

P

ol e

T s

5 = e

i Frls

o "
"

S i

00
© ©6 060 0 0 0 o

38

100

7 777 A 77

Dc

Q0

10
12

LC

20
25
30
40

80
100
100
110

| I .

Type of Operation

Work Material

o |
GRI Carhon_8t99|

Code No. E169TX-Dc

d AITiSiN
hé E169TX

o
L

1y B B N .3 : ...\... i
o - A = . ; ! J .
"
ﬂ

Py e 8 e g g -
i Rps I G i = e " . :
3 - . 2 :
j : 3 - s - e N .
3 o [ - : 2
) 4 R i o o o, -1 b
- = LH o ry - - e Gl e e 1 e
. i 2] = e
. ) . m | ..
al L = ol et il 7 e
ek = ¥ : o i iry o e e
e o L A R R b e

16
20

50
60

140
160

i,
N

M| GRS

Stainless Stee




F168TX / E169TX tIEIFEFLESR

Side Milling {BiEt]El

g 1o GR.5 1E/L il GR.6 181 GR.7 f81t 5t
WUr;< Material Hardened Steel Hardened Steel Hardened Steel
(38~48HRC) (48~56HRC) (56~68HRC )
=B
v? anl/ifn 150 100 50
HUEE )% RPM _ Feed RPM ~ Feed RPM _ Feed
Code No 5 SR E ERRRE EEESEYSs ERRE EEESEY S SESIRE
| : (min-1] (mm/min) (min-1] (mm/min) (Mmin-1] (mm/min)
E168TX-3 3 15,800 1,200 10,500 820 3,800 120
E168TX-4 4 12,000 1,300 3,000 800 2 650 135
E168TX-5 H 9500 1,300 6,300 850 2 250 140
E168TX/E169TX-6 6 8,000 1,200 5,300 820 2,200 175
E168TX/E169TX-8 8 6,000 1,100 4 000 750 1,650 185
E168TX/E169TX-10 10 4 800 1,100 3,200 745 1,300 165
E168TX/E169TX-12 12 4 000 1,065 2 700 740 1,100 145
E168TX/E169TX-16 16 3,000 1,000 2.000 730 840 170
E168TX/E169TX-20 20 2 400 955 1,600 700 670 170
T SR o ap:1.5D ap:1.5D ap:1.5D
IS I
(mm) '/
e ae:0.05D ae:0.03D ae:0.02D
High SpeedSide Milling =& EIELIE|
g £ GR.5 1L i GR.6 1E1{L it GR.7 f81t it
WUr;< Material Hardened Steel Hardened Steel Hardened Steel
(38~48HRC) (48~56HRC) (56~68HRC)
=B
RIERE 200 150 100
Ve m/min
ﬂ?‘@ )J,[{{{ RPM Feed RPM Feed RPM Feed
Cod e“’N ] " L EERE ERTIRE R EFTIRE EEESES] SEFRIRE
| z (min-1] (Mmm/min) (min-1] (mm/min) (Mmin-1] (mm/min)
E168TX-3 3 21,233 1,620 15,925 1,130 10,617 424
E168TX-4 4 15,925 1.725 11,944 1,200 7,963 477
E168TX-5 5 12,740 1,750 9 555 1,200 6,370 510
E168TX-6 6 10,617 1,200 7,963 700 5,308 530
E168TX-8 8 7,963 1,200 5,972 700 3,981 530
E168TX-10 10 6,370 850 4 778 630 3,185 420
E168TX-12 12 5,308 850 3,981 630 2 654 420
E168TX-16 16 3,981 900 2 986 650 1,991 420
E168TX-20 20 3.185 900 2 389 650 1,593 420
A SR o ap:1.5D ap:1.5D ap:1.5D
I\ I
(mm) '/
-~ ae:0.01D ae:0.01D ae:0.01D

¢ Notice: E169TX is Long Length series End Mills. Please adjust the parameter according

1. Please work with good rigidity / high precision facilities and collet chuck.

2. Please choose proper cutting fluid.

3. The cutting data is reference value only. Please adjust it according to your real working conditions.

4. If RPM is lower the reference value, the Feed rate (fz) and RPM should be reduced by the same proportion.
5. If vibration occurs during cutting, please reduce cutting parameter.
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67TX ﬂiﬁ_ﬁiﬂ* i e g =) | IRV 5 0

' F166TX

/ =

Hardened Steel 40-70HRC

B n KN s
O

Code No. E166TX-Dc

L d NO.of  AITiSiN
Flute E166TX

(s |

N
@

100 16
100 20

8

o0
GO O O OO O B
O &6 ¢ 6 ¢ & o o

Type of Operation

work Material

o [
G Carhon Stegl

fﬂﬁ&l}HRC

—'ﬁ

Code No. E167TX-Dc

Dc Le L NO.of  AITiSiN
-0.02 mm M 6 Flute E167TX
6 26 80 6 6 g
: 36 100 :
10 46 100 10
12 56 110 12

16 66 140 16
20 /6 160 20

P GR2 '_ﬂ"ow -alloyed Stee

A A AA
oq | B84 <30HRC
_ GRY [Hi- alloved Steel
.o, |T/L3 30-38HRC
GR4 Hardened Steel

o |H/E5H 38-48HRC
GRY (Hardened Steg! -

g | /LA 48-56HRC
i _ Ha dewed -ee_il ¢

o H‘a 'r'da’*en Ed Stee\ ®

Akl
M|GRe otainless Stee

LC

o OO0 O O
O 6 &6 o o

19



F166TX / E167TX UIHI{E{ES2ER

F166TX Side Milling {BlEt]El

g 11 GR.5 B&1 Ll GR.6 BE1 Ll GR.7 181 L3
WOrlj< Material Hardened Steel Hardened Steel Hardened Steel
(38~48HRC) (48~56HRC) (56~68HRC)
\J.fl ~cH
WRlRR 150 100 90
Ve m/min
RS T L s
E166TX-3 3 15,000 1 ,800
E166TX-4 4 1,00C
E166TX-5 5 8,800 1,750
E166TX-6 6 6,600 2,300 5,300 1,800 4,000 1,000 7,400
E166TX-8 8 4,900 2,350 4,000 1,850 3,000 1,000 5,500 2,600
E166TX-10 10 4,000 2,400 3,200 1,900 2,400 1,000
E166TX-12 12 1,000 3,700 2,600
E166TX-16 16 900
E166TX-20 20 830 2,300 2,100

‘ ap:1.5D ap:1.5D ap:1.5D
PAEE _
(mm) / _
T ae:0.1D ae:0.05D ae:0.03D

E167TX Side Milling {HIEt]El

o ¥

o o1 GR.5 1L i GR.6 1L GR.7 1#{ L
Work Material Hardened Steel Hardened Steel Hardened Steel
(38~48HRC) (48~56HRC) (56~68HRC)
EBI5R
ARLRE 45 35 30
Ve m/min
R DE | mmr e Asi
Code No. Dc [min-'] nin-1) nm/min)
E167TX-6 6 2,100 930 300 1,350 230 3,200 350
E167TX-8 3 1,800 990 310 1,100 250 1,000
E167TX-10 10 1,600 9950 340 1,000 260
E167TX-12 12 1,300 920 230 300 230 _
E167TX-16 16 985 450 230 600 200 1,400 300
E167 TX-20 20 300 380 210 480 160 1,100
‘ ap:3.0D ap:3.0D ap:3.0D
PAFEE =
(mm) X _
4% ae:0.1D ae:0.05D ae:0.05D

1. Please work with good rigidity / high precision facilities and collet chuck.
2. Please choose proper cutting fluid.
3. The cutting data is reference value only. Please adjust it according to your real working conditions.

4. If RPM is lower the reference value, the Feed rate (fz) and RPM should be reduced by the same proportion.

5. If vibration occurs during cutting, please reduce cutting parameter.
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