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S 4 DJD 10 185 90 M5 JF530M
a % i 8 % i & IHK LR RN 1 i 1 it
Carbide Flut Form Diameter | Job Length | Chamfering Angle Shank Material D
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PIREI ¥t 7IkInternal R chamfering Milling Heads
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Material profile

JF520M -
o

EHRVRERTOKE, SHADH SHTANTAGE, EAERGH AN U, 2
=

FHEGMIWHEHRCIS-50M M. AHEM. Wae. BH%F. &

The base material is suitable for low to medium speed, high feed cutting, Si+TiALN composite coating, with good red toughness.

Very suitable for processing steel parts, stainless steel, copper alloy, castiron, etc. with hardness HRC35-50 C
_|
C

JF530M =
«Q

BUGRERTHKE, SHADH ACNRE, &&MI<HRCISMMWH, AHW. Kad. BEaEHH
The substrate material is suitable for low and medium speed, high feed cutting, ALCrN coating, suitable for machining < HRC35

steel, stainless steel, titanium alloy, high temperature alloy materials.

unug O

JF500
EEMmER AR mERE:, FEEHINBERTDEMERE, BENAWERDFEEA,
Carbide made of high quality microcrystalline grain material, very good toughness reduces the wear rate of the tool and the

microcrystalline grain structure makes the milling cutter very sharp.

=
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JFNO5

BUHHEN G, DLCXEMASREATHaSSTHEHHMMI, W, WERDH R,

High-performance materials, DLC diamond-like coating is used for machining of aluminum alloys and other non-ferrous

-

materials, toughness and wear-resistant materials.
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Solid Carbide Endmill Heads S4GP

Buirooln T>

B 5 m [N g
_|
>0
o APMX CASREAEENTHAEER. 1. Canbe used in combination with integral alloy toolholder.
= 2. EHTHRCSOL THIM. MMM, MM, 2. Suitable for HRC50 below steel, pre-hardened steel,
N L RERS SRARNAAINT, ARER O rcsseing, sspocilly sultable for HRCAS below
N A N 8 ’
¥ HR94O ULE N LR 2R R carbon steel, low carbon alloy steel and other soft materials
ff 9 8 Lo cutting processing.
C 3. M #% MD10%) D32, 3. Specifications from D10 to D32.
HEAR S ) Jii
= il 5
= DC MD APMX L (© W z JENO5 | JF500 |JF520M | JF530M
>
é' S4GP10055185M5 10 M5 5.5 18.5 5 8 4 ) o
S4GP12065195M6 12 M6 6.5 19.5 5.5 10 4 ) o
S4GP16085235M8 16 M8 8.5 23.5 7 14 4 ) [ )
D S4GP20110260M10 20 M10 11 26 8.5 18 4 ) o
o S4GP25135295M12 25 M12 13.5 29.5 11 23 4
= S4GP32170420M16 32 M16 17 42 15 30 4
@
o — () % & B 1 Running stock
1w 1 .
iJ 4% % il Order example: S4GP16085235M8 JF530M o i % % = Order production
i I Description: 1. %, ¥ B MR KPR A B W34 € #; The number of teeth, radius and the size in the table are
E different cankbe customized non-standard;
2ADNTHETRMR S EHE FHM I,
Apis smaller or equal to the dimensions in the table for better cost performance.
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Solid Garbide Endmill Heads S4GP with Various Corner Radius

Buinooin T>

RE c
-m“& “ B
o HES M < s AR -
>
o
O
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APMX 1. U5RkagIHARER. 1. Canbe used in combination with integral alloy toolholder. 8
2. BEHTHRCSOD T M. MM, WM. 2. Suitable for HRC50 below steel, pre-hardened steel,
L AEWEsHHREsRmI, tHER tempered steel, stainless steel and other materials for
VT A £ efficient processing, especially suitable for HRC40 below
THRC“‘OMT@% LN LR A carbon steel, low carbon alloy steel and other soft
R ) B0 Lo materials cutting processing. C
3. ## MD103I D32, 3. Specifications from D10 to D32.
_|
BB Model H KR Basicdimensions M i Material 5
) =
DC MD APMX L RE C W VA JENO5| JF500 [JF520M JF530M (g
S4GP10055185R050M5 10 M5 5.5 18.5 0.5 5 8 4 ([ J ([ J
S4GP12065195R050M6 12 M6 6.5 19.5 0.5 5.5 10 4 (] (]
S4GP16085235R050M8 16 M8 8.5 23.5 0.5 7 14 4 ([ J ([ J
S4GP20110260R050M10 20 M10 11 26 0.5 8.5 18 4 [ J ([ J D
S4GP25135295R050M12 25 M12 13.5 29.5 0.5 11 23 4 O O
S4GP32170420R050M16 32 M16 17 42 0.5 15 30 4 O O g
S4GP10055185R100M5 10 M5 5.5 18.5 1.0 5 8 4 o o §
S4GP12065195R100M6 12 M6 6.5 19.5 1.0 5.5 10 4 o o “
S4GP16085235R100M8 16 M8 8.5 23.5 1.0 7 14 4 ([ J ([ J
S4GP20110260R100M10 20 M10 11 26 1.0 8.5 18 4 o (]
S4GP25135295R100M12 25 M12 13.5 29.5 1.0 11 23 4 O O E
S4GP32170042R100M16 32 M16 17 42 1.0 15 30 4 O O
S4GP10055185R200M5 10 M5 5.5 18.5 2.0 5 8 4 ([ J ([ J =z
S4GP12065195R200M6 12 M6 6.5 19.5 2.0 5.5 10 4 (] (] §
S4GP16085235R200M8 16 M8 8.5 23.5 2.0 7 14 4 ([ J ([ J ©«
S4GP20110260R200M10 20 M10 11 26 2.0 8.5 18 4 ([ J ([ J
S4GP25135295R200M12 25 M12 13.5 29.5 2.0 11 23 4 O O
S4GP32170042R200M16 32 M16 17 42 2.0 15 30 4 O O
S4GP10055185R300M5 10 M5 5.5 18.5 3.0 5 8 4 ([ J ([ J F
S4GP12065195R300M6 12 M6 6.5 19.5 3.0 5.5 10 4 ([ J ([ J
S4GP16085235R300M8 16 M8 8.5 23.5 3.0 7 14 4 ([ J ([ g_)|
S4GP20110260R300M10 20 M10 11 26 3.0 8.5 18 4 o (] 8
S4GP25135295R300M12 25 M12 13.5 29.5 3.0 11 23 4 O O
S4GP32170042R300M16 32 M16 17 42 3.0 15 30 4 O O
S4GP12065195R500M6 12 M6 6.5 19.5 5.0 5.5 10 4 o o
S4GP16085235R500M8 16 M8 8.5 23.5 5.0 7 14 4 ([ J ([ J G
S4GP20110260R500M10 20 M10 11 26 5.0 8.5 18 4 ([ J ([ J wn
S4GP25135295R500M12 25 M12 13.5 29.5 5.0 11 23 4 O O g
o
S4GP32170042R500M16 32 M16 17 42 5.0 15 30 4 O O E_)'
e — ® # % & 7 Running stock —
1 |l O : ) ) o
iJ % 7 fil Order example: S4GP16085235R300M8 JF530M 5 i B % i Order production S
(2]

3t B Description: 1. i #1. ¥R MERB W R I AW W45 € #; The number of teeth, radius and the size in the table are
different can be customized non-standard;
2.Ap/J\ﬂE%H€*Rﬁ%ﬁﬁﬁ'ﬁﬁrmo

Apis smaller or equal to the dimensions in the table for better cost performance.
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Solid Carbide Ball Nose Milling Heads S4GP

Buinooin T>

> 9 A= =
>
%‘ 1. W5REG ST EH, 1. Canbe used in combination with integral alloy toolholder.
Q@ APMX 2. &R FHRCSOL T M. F WM. MMM, 2. Suitable for HRC50 below steel, pre-hardened steel,
AENEZMMAMBERNT, tHEH tempered steel, stainless steel and other materials for
| T A A efficient processing, especially suitable for HRC40 below
THRC“PU‘TW%M\ Bk & &2 9 5 410 carbon steel, low carbon alloy steel and other soft
C Rt 4 B Lo materials cutting processing.
3. # % MD103D32, 3. Specifications from D10 to D32.
= HE KRR Basic dimensions i Material
= B 5 Model
g. DC MD APMX L C W VA JFENO5 | JF500 |JF520M | JF530M
“ S4GP10055185BM5 10 M5 5.5 18.5 5 8 4 [ ] [ ]
S4GP12065195BM6 12 M6 6.5 19.5 5.5 10 4 o o
D S4GP16085235BM8 16 M8 8.5 23.5 7 14 4 o [
. S4GP20110260BM10 20 M10 11 26 8.5 18 4 ° [
% S4GP25135295BM12 25 M12 13.5 29.5 11 23 4 @) (@)
=
“ S4GP32170042BM16 32 M16 17 42 15 30 4 @) @)

® ¥ % B 7 Running stock
@) iJ B % 7 Order production
¥RMEKPRS A WA EH; Thenumber of teeth, radius and the size in the table are
on-standard;

GER R R

m

ensionsin thoe table for better cost performance.

% 7 Bl Order example: S4GP16085235BM8 JF530M

i B Description: 1. # £ .
different can be customized n
2Ap N THFFTRPRT A

Ap is smaller or equal to the/&i

=
=
§
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Solid Carbide Endmill Heads S5GP

Buinooin I>

L

= — ﬂ ,[[,f = =
[ Hi =
o
o
APMYX OsREEEIHAGKEA. 1. Canbe used in combination with integral alloy toolholder. =1
2. A FHRCSOL T . M BEM. WFMW. 2. suitable for HRC50 below steel, pre-hardened steel, &

i AENEZMERNMBERNT, tHER tempered steel, stainless steel and other materials for

VT N Kt efficient processing, especially suitable for HRC40 below
fHRC{OM DL NN e R carbon steel, low carbon alloy steel and other soft
B 08 m Lo materials cutting processing. C
3. ## N D10%) D32, 3. Specifications from D10 to D32.

_|
o £ AR Basicdimensions #F  Material =
B8  Model =
DC MD APMX L (% W VA JENO5 | JF500 |JF520M | JF530M =1
«Q

S5GP10055185M5 10 M5 5.5 18.5 5 8 5 [ J [ J

S5GP12065195M6 12 M6 6.5 19.5 5.5 10 5 [ ] [ ]
S5GP16085235M8 16 M8 8.5 23.5 7 14 5 o ([ D
S5GP20110260M10 20 M10 11 26 8.5 18 5 [ ] [ ] o
S5GP25135295M12 25 M12 13.5 29.5 11 23 5 O O %
«Q

S5GP32170042M16 32 M16 17 42 15 30 5 @) O

() # & B 77 Running stock
@) iJ 8 % 7= Order production
i W Description: 1. 4. ¥ B MERK B RS AW W3 E S ; The number of teeth, radius and the size in the table are
different can be customized non-standard;

2. ApNTHFTRMRS ARG HA I

Ap is smaller or equal to the dimensions in the table for better cost performance.

i % 7 fil Order example: S5GP16085235M8 JF530M
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Solid Carbide Endmill Heads S5GP with Various Corner Radius

Buirooin I>

L
B e W“WWWM)
o Il -~ TR L
: il =
o
g'- (R FJE%MQ%HH?H%ﬁ o ) 1. Canbe used in combination with integral alloy toolholder.
Q@ APMX 2. & THRCSOL. Ty M. M BEM. WM. 2. suitable for HRC50 below steel, pre-hardened steel,
TERNEZMAMBERMT, tHER tempered steel, stainless steel and other materials for
: THRGONTRE. IREEHFIH  IC e o st b ieciosns
B amILe materials cutting processing.
C 3. 4 ).D103 D32, 3. Specifications from D10 to D32.
= #£ AR Basicdimensions # B Material
= B 5  Model
= DC MD APMX L RE C W Z JFNO5|JF500|JF520M JF530M
@ S5GP10055185R050M5 10 M5 5.5 18.5 0.5 5 8 5 [ ] [ ]
S5GP12065195R050M6 12 M6 6.5 19.5 0.5 5.5 10 5 (] [ ]
S5GP16085235R050M8 16 M8 8.5 23.5 0.5 7 14 5 [ [
S5GP20110260R050M10 20 M10 11 26 0.5 8.5 18 5 [ ] [
D S5GP25135295R050M12 25 M12 13.5 29.5 0.5 11 23 5 @) @)
) S5GP32170042R050M16 32 M16 17 42 0.5 15 30 5 @) O
% S5GP10055185R100M5 10 M5 5.5 18.5 1.0 5 8 5 (] (]
3 S5GP12065195R100M6 12 M6 6.5 19.5 1.0 5.5 10 5 [ ] [
S5GP16085235R100M8 16 M8 8.5 23.5 1.0 7 14 5 [ ] [ ]
S5GP20110260R100M10 20 M10 11 26 1.0 8.5 18 5 (] [ ]
S5GP25135295R100M12 25 M12 13.5 29.5 1.0 11 23 5 @) @)
E S5GP32170042R100M16 32 M16 17 42 1.0 15 30 5 @) @)
S5GP10055185R200M5 10 M5 5.5 18.5 2.0 5 8 5 [ ] [ ]
E S5GP12065195R200M6 12 M6 6.5 19.5 2.0 5.5 10 5 (] [ ]
= S5GP16085235R200M8 16 M8 8.5 23.5 2.0 7 14 5 e o
S5GP20110260R200M10 20 M10 11 26 2.0 8.5 18 5 [ ] [ ]
S5GP25135295R200M12 25 M12 13.5 29.5 2.0 11 23 5 O @)
S5GP32170042R200M16 32 M16 17 42 2.0 15 30 5 @) @)
F S5GP10055185R300M5 10 M5 5.5 18.5 3.0 5 8 5 (] [ ]
S5GP12065195R300M6 12 M6 6.5 19.5 3.0 5.5 10 5 [ (]
= S5GP16085235R300M8 16 M8 8.5 23.5 3.0 7 14 5 (] (]
% S5GP20110260R300M10 20 M10 11 26 3.0 8.5 18 5 [ ] [ ]
’ S5GP25135295R300M12 25 M12 13.5 29.5 3.0 11 23 5 O @)
S5GP32170042R300M16 32 M16 17 42 3.0 15 30 5 @) @)
S5GP12065195R500M6 12 M6 6.5 19.5 5.0 5.5 10 5 ® (]
S5GP16085235R500M8 16 M8 8.5 23.5 5.0 7 14 5 [ ] [ ]
G S5GP20110260R500M10 20 M10 11 26 5.0 8.5 18 5 [ ] [ ]
g) S5GP25135295R500M12 25 M12 13.5 29.5 5.0 11 23 5 @) @)
8_ S5GP32170042R500M16 32 M16 17 42 5.0 15 30 5 @) @)
- iT # 7% il Ord le: S5GP16085235R300M8 JF530M ® | &P Running stock
S I 5% Y Order example: @) ] § % 7 Order production
%)

3t W) Description: 1. i #1. ¥R MERB W R I AW W45 € #; The number of teeth, radius and the size in the table are
different can be customized non-standard;

omize
2 ApNTHFFTRORSEGEERA I

Apis smaller or equal to the dimensions in the table for better cost performance.
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Solid Carbide Endmill Heads S6GP

Buinooin I>

RE c
P [am)

g
o
APMX 1 W5REGE A EH, 1. Can be used in combination with integral alloy toolholder. (g

2. EATHRCSOLL T M. MBEM. MEMW. 2. Suitable for HRC50 below steel, pre-hardened steel,

L AEMEsMpRmsamI, tHER tempered steel, stainless steel and other materials for
T A YRR efficient processing, especially suitable for HRC40 below
THR(‘MOM TBCRI a2 505 300 carbon steel, low carbon alloy steel and other soft materials
ff 40 B Lo cutting processing. C
3. 1% M D103 D32, 3. Specifications from D10 to D32.

_|
H KR Basic dimensions i Material =
B 5  Model =]
DC MD APMX L C W VA JENO5 | JF500 |JF520M | JF530M (g

S6GP10055185M5 10 M5 5.5 18.5 5 8 6 o o

S6GP12065195M6 12 M6 6.5 19.5 5.5 10 6 [ J [ ]
S6GP16085235M8 16 M8 8.5 23.5 7 14 6 [ ] [ ] D
S6GP20110260M10 20 M10 11 26 8.5 18 6 [ J [ J W)
S6GP25135295M12 25 M12 13.5 29.5 11 23 6 O O §
Q

S6GP32170042M16 32 M16 17 42 15 30 6 O O

° # % E % Running stock
8 il % % 7 Order production
3 W Description: 1. %, ¥ MERBHR S A W T4 F #l; The number of teeth, radius and the size in the table are
different can be customized non-standard;

2 AT HETRMRY ABEGMAIL,
m

Apis smaller or equal to the Eii ensions in the table for better cost performance.

iJ % 7 il Order example: S6GP16085235M8 JF530M

=
=
g
Q
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Solid Carbide Endmill Heads S6GP with Various Corner Radius

Buirooin I>

RE c

B 1

5 = ﬁ& M < o A

>

)

Q

o

(S APMX OEREEEIHAG KA. 1. Canbe used in combination with integral alloy toolholder.

2. M THRCSOL. Ty M. M BEM. WM. 2. Suitable for HRC50 below steel, pre-hardened steel,
L TERE MMM BERMT, THER tempered steel, stainless steel and other materials for
T A e efficient processing, especially suitable for HRC40 below
THR(‘MOM LLES N LR LR carbon steel, low carbon alloy steel and other soft materials
C ff 40 B Lo cutting processing.
3. H1# \D103) D32, 3. Specifications from D10 to D32.

_|

5 BB Model H KR Basicdimensions M i Material

= 5}

8 DC MD APMX L RE C W VA JFNO5|JF500 [JF520M JF530M
S6GP10055185R050M5 10 M5 5.5 18.5 0.5 5 8 6 o (]
S6GP12065195R050M6 12 M6 6.5 19.5 0.5 5.5 10 6 ([ J ([ J
S6GP16085235R050M8 16 M8 8.5 23.5 0.5 7 14 6 o o

D S6GP20110260R050M10 20 M10 11 26 0.5 8.5 18 6 o o
S6GP25135295R050M12 25 M12 13.5 29.5 0.5 11 23 6 (] (]

g S6GP32170042R050M16 32 M16 17 42 0.5 15 30 6 (] (]

§ S6GP10055185R100M5 10 M5 5.5 18.5 1.0 5 8 6 o o

“ S6GP12065195R100M6 12 M6 6.5 19.5 1.0 5.5 10 6 o (]
S6GP16085235R100M8 16 M8 8.5 23.5 1.0 7 14 6 (] (]
S6GP20110260R100M10 20 M10 11 26 1.0 8.5 18 6 (] (]

E S6GP25135295R100M12 25 M12 13.5 29.5 1.0 11 23 6 (] (]
S6GP32170042R100M16 32 M16 17 42 1.0 15 30 6 o o

Z S6GP10055185R200M5 10 M5 5.5 18.5 2.0 5 8 6 o (]

§ S6GP12065195R200M6 12 M6 6.5 19.5 2.0 5.5 10 6 (] (]

© S6GP16085235R200M8 16 M8 8.5 23.5 2.0 7 14 6 (] (]
S6GP20110260R200M10 20 M10 11 26 2.0 8.5 18 6 o o
S6GP25135295R200M12 25 M12 13.5 29.5 2.0 11 23 6 o o
S6GP32170042R200M16 32 M16 17 42 2.0 15 30 6 (] (]

F S6GP10055185R300M5 10 M5 5.5 18.5 3.0 5 8 6 (] (]
S6GP12065195R300M6 12 M6 6.5 19.5 3.0 5.5 10 6 o o

n_>| S6GP16085235R300M8 16 M8 8.5 23.5 3.0 7 14 6 (] (]

©

» S6GP20110260R300M10 20 M10 11 26 3.0 8.5 18 6 (] (]
S6GP25135295R300M12 25 M12 13.5 29.5 3.0 11 23 6 (] ([ J
S6GP32170042R300M16 32 M16 17 42 3.0 15 30 6 o o
S6GP12065195R500M6 12 M6 6.5 19.5 5.0 5.5 10 6 o (]

G S6GP16085235R500M8 16 M8 8.5 23.5 5.0 7 14 6 (] ([ J

wn S6GP20110260R500M10 20 M10 11 26 5.0 8.5 18 6 o ([ J

8 S6GP25135295R500M12 25 M12 13.5 29.5 5.0 11 23 6 o o

[9)

E_;' S6GP32170042R500M16 32 M16 17 42 5.0 15 30 6 (] (]

— oy — ° % & B T Running stock

@) 1 i . m

% iJ % = fil Order example: S6GP16085235R300M8 JF530M 5 i 8 % i Order production

Jit B Description: 1. i #1. ¥R MERBKE W R I AW W45 € #; The number of teeth, radius and the size in the table are
different can be customized non-standard;
2.Ap/J\TEE%H€*Rﬁ%ﬁﬁﬁ'ﬁﬁrmo

Apis smaller or equal to the dimensions in the table for better cost performance.
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Solid Carbide Heads for Chamfering 60°/90°/120°

Buiroois I>

L
. i/%v T = -
fam mr— = -
L1 3
O
=
1ASREEEDHAGHA. 1. Canbe used in combination with integral alloy toolholder. 8
APMX 2. EATHRCSOLL TMW. MBEM. MEMW. 2. Suitable for HRC50 below steel, pre-hardened steel,
TENEZMAMBERMT, tHER tempered steel, stainless steel and other materials for
| VT A efficient processing, especially suitable for HRC40 below
THRC{OMTﬁ%ﬂi}\ LLEE2I S carbon steel, low carbon alloy steel and other soft materials
Bt 30 8 Lo cutting processing. C
3. M MD10%) D20, 3. Specifications from D10 to D20.
_|
B8 Model H KRS Basicdimensions M i Material 5
ode =
DC MD | APMX L D1 C W x VA JENO5| JF500 [JF520M JF530M (g
S4DJD1018560M5 10 M5 7 18.5 2 5 8 60° 4 ([ J ([ J
S4DJD1219560M6 12 M6 8.7 19.5 2 55 10 60° 4 [ J ([ J
S4DJD1623560M8 16 M8 11.3 23.5 3 7 14 60° 4 ([ J o D
S4DJD2026060M10 20 M10 13 26 5 8.5 18 60° 4 ([ J ([ J 9
g
Q
HE KRS Basicdimensions M i Material
W 5  Model
DC MD | APMX L D1 C W x VA JENO5| JF500 [JF520M JF530M
S4DJD1018590M5 10 M5 4 18.5 2 5 8 90° 4 ([ J (] E
S4DJD1219590M6 12 M6 5 19.5 2 5.5 10 90° 4 ([ J (] =
S4DJD1623590M8 16 M8 6.5 23.5 3 7 14 90° 4 ([ J (] g
«Q
S4DJD2026090M10 20 M10 7.5 26 5 8.5 18 90° 4 ([ J (]
H KR~  Basicdimensions M/ Material F
W 5  Model
DC MD | APMX L D1 C W x VA JENO5| JF500 [JF520M JF530M i
S4DJD1018560M5 10 M5 5.5 18.5 2 5 8 120° 4 ([ J (] %
»
S4DJD1219560M6 12 M6 6.5 19.5 2 5.5 10 120° 4 ([ J ([ J
S4DJD1623560M8 16 M8 8.5 23.5 3 7 14 120° 4 ([ J (]
S4DJD2026060M10 20 M10 11 26 5 8.5 18 120° 4 ([ J ([ J G
® % % 7 Running stock 'g)
T = . i3} ¥ RuUNning stoc o
iJ % % il Order example: S4DJD1018590M5 JF520M O | i # 4% i Order production 2
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Solid Carbide Corner Rounding Heads
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g" APMX R EEﬁMﬁ%HH?ﬂéﬁﬁ% ) 1. Canbe used in combination with integral alloy toolholder.
Q 2. R THRCSOP M. MM, #MW. 2. Suitablefor HRC50 below steel, pre-hardened steel,
L TENEZMAM BRI, tHER tempered steel, gtainless st.eel anq other materials for
FHRCIOJLTR M. IR 8Tl el and oersoft matels
B 30 8 Lo cutting processing.
C 3. 4 ).D103 D20, 3. Specifications from D10 to D20.
g W8 Model H AR Basicdimensions M Material
g. DC MD | APMX L D1 C W R Z  |JFN05|JF500|JF520M JF530M
“ S4NR10185R050M5 10 M5 1 18.5 5 5 8 0.5 4 { {
S4NR10185R100M5 10 M5 1.5 18.5 5 5 8 1 4 { {
D S4NR10185R150M5 10 M5 2 18.5 5 5 8 1.5 4 (] (]
- S4NR10185R200M5 10 M5 2.5 18.5 5 5 8 2 4 [ (]
% S4NR12195R050M6 12 M6 1 19.5 5 5.5 10 0.5 4 [ (]
G S4NR12195R100M6 12 M6 1.5 19.5 5 5.5 10 1 4 [ (]
S4NR12195R150M6 12 M6 2 19.5 5 5.5 10 1.5 4 [ (]
E S4NR12195R200M6 12 M6 2.5 19.5 5 5.5 10 2 4 [ (]
S4NR16235R050M8 16 M8 1 23.5 6 7 14 0.5 4 [ (]
g S4NR16235R100M8 16 M8 1.5 | 235 6 7 14 1 4 [ (]
@ S4NR16235R150M8 16 M8 2 23.5 6 7 14 1.5 4 { (]
S4NR16235R200M8 16 M8 25 | 235 6 7 14 2 4 ® ®
S4NR16235R250M8 16 M8 3 23.5 6 7 14 2.5 4 ® ®
F S4NR16235R300M8 16 M8 3.5 | 235 6 7 14 3 4 ® ®
Q—)| S4NR20260R050M10 20 M10 1 26 8 8.5 18 0.5 4 ® ®
@ S4NR20260R100M10 20 M10 1.5 26 8 8.5 18 1 4 ® ®
S4NR20260R150M10 20 M10 2 26 8 8.5 18 1.5 4 ® o
S4NR20260R200M10 20 M10 2.5 26 8 8.5 18 2 4 ® ®
G S4NR20260R250M10 20 M10 3 26 8 8.5 18 2.5 4 ® L4
%) S4NR20260R300M10 20 M10 | 3.5 26 8 8.5 18 3 4 ® o
g.
g iJ 1% 7% B Order example: S4NR12195R200M6 JF520M ; ﬁiiggfd”e"rigfﬁjgzon
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Solid Carbide Heads with Threaded Connection for Internal IS Metric Thread
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APMX & #: USANBS H28
] NE%H: 6H

Hit | @ e e | O C

#%Kk | O M e | ®@ | O
_ Z . =
I ! o B 15 OHelical Angle 15° ® O | O 5
= <Work materials :<HRC40 Low- =

i . BB O (@) [ ]
= < OTTI' DHRE405N Ft A% i carbon steel. Castiron. Heatt= (g

il E1l AEM. WREE. BAE  resistant Material. ALUMINUM alloy e e O

O] O] O

L3 B 4 Thread = i 3 18 5 % ¥ R 3 Dimensions mm A | BRI AL ga § =
Pitch| M/#l | MF/4 F Ordering Code DC | MD |APMX| C W L Z mm | = % = D
1.50 M14x1.5 | KHTW1200DI1.501SO-M5 | 12 | M5 | 45 | 5 8 205 4 125 | IV @,
1.50 M16x1.5 | KHTW1400DI1.501SO-M6 | 14 | M6 | 45 | 55 | 10 |205| 4 | 145 | M | M §
«

1.50 M20x1.5 | KHTW1800FI1.501SO-M8 | 18 | M8 | 4.5 | 7 14 | 33 6 185 | [\

1.50 M24x1.5 | KHTW2000FI1.501SO-M8 | 20 | M8 | 45 | 7 14 | 33 6 | 225 | (]
2.00 | M14x2 KHTW1160DI2.001SO-M5 | 11.6 | M5 | 6 5 8 [205| 4 | 120 | E
2.00 | M16x2 KHTW1360D12.001SO-M6 | 13.6 | M6 | 6 | 55 | 10 |205| 4 14.0 | /] =
2.50 | M20x2.5 KHTW1710FI2.501SO-M8 | 17.1 | M8 | 7.5 | 7 14 | 33 6 175 | IV §
(o]

3.00 | M24x3.0 KHTW2000FI3.001SO-M8 | 20 | M8 | 9 7 14 | 33 6 | 21.0 | I

_ ® % % [ 17 Running stock

3T AL 1 o =

iJ 4% % il Order example: KHTW2000FI1.501SO-M8 JK10CA o iJ % % 7 Order production F
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Cylindrical ShanksCarrying InterchangeableMiling Heads
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Q@ Overall dimensions
B & Model
DCSFWS TDZ d2 OAL DCSFMS
XCH10-100-M5 10 M5 5.5 100 10
D XCH10-150-M5 10 M5 5.5 150 10
XCH10-200-M5 10 M5 5.5 200 10
S, XCH12-100-M6 12 M6 6.5 100 12
= XCH12-150-M6 12 M6 6.5 150 12
& XCH12-200-M6 12 M6 6.5 200 12
XCH16-100-M8 16 M8 8.5 100 16
XCH16-150-M8 16 M8 8.5 150 16
E XCH16-200-M8 16 M8 8.5 200 16
XCH16-250-M8 16 M8 8.5 250 16
= XCH20-100-M10 20 M10 10.5 100 20
= XCH20-150-M10 20 M10 10.5 150 20
a XCH20-200-M10 20 M10 10.5 200 20
XCH20-250-M10 20 M10 10.5 250 20
XCH25-100-M12 25 M12 12.5 100 25
XCH25-150-M12 25 M12 12.5 150 25
F XCH25-200-M12 25 M12 125 200 25
XCH25-250-M12 25 M12 12.5 250 25
5 XCH25-300-M12 25 M12 12.5 300 25
= XCH25-350-M12 25 M12 12.5 350 25
XCH32-100-M16 32 M16 16.5 100 32
XCH32-150-M16 32 M16 16.5 150 32
XCH32-200-M16 32 M16 16.5 200 32
G XCH32-250-M16 32 M16 16.5 250 32
. XCH32-300-M16 32 M16 16.5 300 32
K XCH32-350-M16 32 M16 16.5 350 32
(@]
Q Al .
o o ) ¥ % B f7 Running stock
5 % Pl le: XCH16-200-M . .
5* J% m §Order example: XCH16-200-M& O iJ ¥ % 7= Order production
(@]
w

—
)
(@]
=)
=
o
Q
=
—
o



Cutting Data

omI i H 1 Steels XL EF Bl A%
Materials Stainless Steel Titanium alloy Hightemperature alloys
mMIW S
NEER 1) Hl & g it 4 & 8 1) Hl & g it 4 & 8 1) Hl & g it & & 8 1) Hl & g it 4 & 8
Tool Diameter |Vc ( m/min ) | Feed(mm/z) [Vc ( m/min) | Feed(mm/z) | ( Vem/min ) | Feed(mm/z) |Vc ( m/min) | Feed(mm/z)
10 50-80 0.05-0.1 40-60 0.04-0.08 30-50 0.03-0.08 15-25 0.05-0.08
12 50-80 0.05-0.1 40-60 0.04-0.08 30-50 0.03-0.08 15-25 0.05-0.08
16 50-80 0.05-0.1 40-60 0.04-0.08 30-50 0.03-0.08 15-25 0.05-0.08
20 60-100 0.08-0.15 60-80 0.08-0.12 40-60 0.05-0.10 20-30 0.08-0.12
25 60-100 0.08-0.15 60-80 0.08-0.12 40-60 0.05-0.10 20-30 0.08-0.12
32 60-100 0.08-0.15 60-80 0.08-0.12 40-60 0.05-0.10 20-30 0.08-0.12
EHEIEEMN

MEXERFTDAE, FELETHFARGESEP " [REBHEFTHN )

(2) R B % 8ol 8 592 T o

(3) 4 % 6 F k& 90 # o

AFFEHENERM LS KE

GYBADAE, KBASH L, 6 HHEE NS HM30~60%%K X 1) #.

(6)f W R FEHL R A BT WMt REBE. LA 3R R WM& w5 TR
(MALRM & &R TSRS RH, 55 E W& ® ORISR
@)EMiEEB @Y T RME

Precautions for use

(1) Be sure to observe the recommended torque when clamping the lock bit (refer
to P*** [Precautions for Clamping]).

(2) Please use a special or torque control wrench as much as possible.

(3) Water-soluble cutting oil is recommended.

(4) Please strictly control the effective toolholder clamping length.

(5) When cutting at an angle, the iron chips are not easy to be discharged, so
please use 30~60% of the recommended machining parameters to cut.

(6) Please make sure to use itin an environment where machine accuracy, rigidity,
fixture accuracy, workpiece clamping accuracy and rigidity are nota problem.

(7) If the maximum speed of the machine is lower than the recommended
parameters, reduce the feed rate in the same proportion as the spindle speed.

(8) Do not exceed the recommended spindle speed.
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Precautions to be taken when clamping the milling cutter head

— NAEEXBRKMIN, BERTRAEREMIS R

When the tool is machined with large overhang length, please refer to the following table to reasonably reduce the machining parameters

1. 0l B #1 T Sidewall machining

T it # #Speed it % # J Feed ;
L/D (r/min) (mm/mim) % HRemarks
<4D 0% 0% —_—
5-6D T iRH25% T H30% I
\ \ NNEE#D20)I EA#NHH
7-8D T 140% T 50% Not recommended for tool diameters above D20

2. ¥ 1§l T Groove machining

T i # & Speed it % i JFeed ;

L/ (r/min ) (mm/mim) # {t Remarks

<4D 0% 0% 0.15DJ)| T

5-6D T 4t % Not recommended

7-8D A ¥ % Not recommended

Z . ® %W ¥ & %W Precautions for Clamping
7] B B #4DTool diameter D i F R 5 Wrench Size i ¥ 4 i Recommended torque

10 8 10-11N.m
12 10 10-11N.m
16 14 10-11N.m
20 18 10-16N.m
25 23 15-20N.m
32 30 20-25N.m

G H RS F Nowrenchis supplied with any cutter body

THERTEMBHEREAEOEm. HEMBELLH WE. Ko
QREWMERFERAEMOXTO, BURLITH, HHERBHFAE,
SERNAW, BN DHBsEZNAMNE, FARFAZER2 WA,
AMBEHEERTR, BERAEERERTET X
1. Use aclean cotton cloth to remove oil and dust from the interface
taper, end face and threads.

2. Ifyoutouch the cutting edge of the cutterhead directly with your
hand during clamping, you may be injured, so please use protective

equipment.

3. Ifthereis a gap between the cutterhead and the end face of the

cutterbar after loading the cutterhead, please use a wrench to
tighten it until it fits perfectly.
4. 1fthe operation requirements are strict, please use the recommended
torque to install the cutterhead.
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