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END MILLS

DIRECTORY

Carbide End Mill for General Steels, Cast Irons

TOTIME48 SERIES

Variable Lead Carbide End Mill for General Steels, Cast Irons

TOTIME3538 SERIES

Variable Lead Carbide End Mill for Stainless Steels

TOTIME3638 SERIES

Variable Lead Carbide End Mill for Stainless Steels, Titanium Alloys

TOTIME3538-MS SERIES

Variable Lead U-shaped Groove Carbide End Mill for General Steels, Cast Irons

TU45 SERIES

Variable Lead Double-core Carbide End Mill for General Steels, Cast Irons 
TD3941 SERIES

Efficient and Powerful Variable Lead Carbide End Mill for General Steels 
TOTIME48S/L-HA/HB SERIES

Efficient and Powerful Variable Lead Carbide End Mill for General Steels 
TOTIME48-E SERIES [Inch]
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Part 1



END MILLS

DIRECTORY

Cermet End Mill for General Steels

TCM45 SERIES

High Speed Carbide End Mill for Die Steels, Hardened Steels

TOTIME65 SERIES

Carbide End Mill for Non-ferrous Metal

TOTIME48-AL SERIES

Variable Lead Roughing Carbide End Mill for General Steels, Cast Irons

TOTIME3839 SERIES

Diamond Coating Carbide End Mill for Graphite

TDIA SERIES

Carbide End Mill for General Purpose

Micro Diameter SERIES

Taper Neck Back Draft Carbide End Mill for General Steels, Die Steels 
ZSTNB/ZSTNR SERIES

CBN End Mill for High Hardness Materials (HRC50 to 70)

CBN SERIES

B32

B38

B42

B43

B47

B56

B63

B29

Part 1
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Tool Specification

Tool  Materials

Tungsten Carbide Cubic Boron Nitride

Surface Treatment

GS Coating AlCrSiN Coating

ALDUA  Coating TiAlN Coating

 TAC Coating  Diamond Coating

Helix Angle

Helix Angle  0° Helix Angle  30°

Helix Angle  35° Helix Angle  35°/ 38°

Helix Angle  40° Helix Angle  30°

Shape

Square
Square

Corner Radius

Ball Nose

Type of Milling

Side Milling

Slotting

Profiling Milling

Number of Flutes Tolerance of Ball-End Radius

X6H

X3H

 AP

X6H Coating

 AP  Coating

X3H Coating



TOTIME48 SERIES P K

resistance and wear resistance.
High-performance AlCrSiN coating, high temperature 

TOTIME3538 SERIES P K

Excellent machining performance for general steel 
and cast iron.

High-performance variable lead, variable helix angle 
design, with excellent shock resistance. 

TOTIME3638  SERIES M

The special cutting edge design effectively solves the

the tool life.

High-performance variable lead, variable helix angle 
design, with excellent shock resistance. 

TOTIME3538-MS SERIES M S

The machining performance is superior for titanium 
alloys, high-temperature alloys, and stainless steel.

The high-performance variable lead and variable helix
 

P K

General Type[B1~B10]

Variable Lead Type[B11] 

Variable Lead Type[B12]

problem of chip sticking on the cutting edge and improves

Variable Lead Type[B13~B21]

angle design can suppress vibration more effectively

Introduction of End Mill Series 

 
superalloys.
and achieve higher surface processing quality forSuitable for large depth and width of cutting.

Suitable for stainless steel cutting.

Excellent machining performance for general steel
(≤HRC48)and cast iron.

A great variety of goods, high cost performance.

The cutting edge is designed with high strength to
achieve stable cutting.

36°38°/

35°38°/

35°38°/



TU45 SERIES P K

The high-performance variable lead design can effectively suppress vibration 
and achieve higher surface processing quality for steel and cast iron.

TD3941 SERIES P K

P K

Precise U-shaped groove design ensures smooth chip evacuation 
in high-speed cutting.

α1≠α2    β1≠β2
The high-performance variable lead and variable helix angle design can 
 
quality for steel and cast iron.
effectively suppress vibration and achieve higher surface processing

The double-core designed ensures smooth chip removal and high rigidity
and high stability of the product during roughing and heavy cutting.

temperature machining conditions.
Nanocomposite coating ensures stable machining life even under high 

Variable Lead U-shaped Groove Type[B22]

Variable Lead Double-core Type[B23]

α1=45°    β1 β2≠

Introduction of End Mill Series 

39°41°/

45°



Cermet Type[B29~B31]

P K

In particular, the affinity and friction coefficient between the material and the workpiece material are extremely
low, and it is not easy to stick the tools and have built-upedge, making the machined surface more smooth.

Cermet has low density, high wear resistance, excellent chemical stability, good high temperature performance
and toughness, suitable for high-speed finishing and semi-finishing cutting.

P K

Efficient and Powerful Variable Lead Type[B24]

P KP KTOTIME48S/L-HA/HB SERIES

TCM45 SERIES

Efficient and Powerful Variable Lead Type[B25~B28]

P KP KTOTIME48-E SERIES[Inch]

Introduction of End Mill Series 

High-Feed.

Increased process reliability due to stable cutting edges.

Well-finished surface on the workpiece.

Safe chip removal for all cutting edges.
Low vibration.

Multifunctional – roughing and finishing with the same tool.

35°38°/ 35°38°/



Non-ferrous Metal Type[B38~B41]

PNTOTIME48-AL SERIES

End mill for aluminum alloy, copper alloy.

Unique geometry design and unique treatment of rake
face enhanced chip evacuation.

The special edge design prevent the problem of sticking

At the same time,TAC coating greatly improves the
tool life.

chips on the edge of the tool effectively,to achieve
excellent surface processing quality.

TOTIME3839 SERIES

 
and low machine load.

Suitable for rough machining of ordinary steel and cast iron materials (≤48HRC) with large
cutting depth and large cutting width, with high metal removal rate.

High Speed and High Hardness Type[B32~B37]

TOTIME65 SERIES KH

The special cutter design achieves finishing and semi
-finishing cutting of HRC48-65 high hardness materials.

ectively improve tool life.

High-strength, high-toughness ultra-fine-grained base
material and ALDUA self-developed coating can eff-

The design of dense teeth and wave teeth with unequal helix angle produces ultra-fine short
chips during processing, acheives excellent chip removal performance, low cutting resistance

Special edge treatment, effectively improve chipping resistance and wear resistance in the
roughing process.

P KP K

Variable Lead Roughing Type[B42]

Introduction of End Mill Series 

38°39°/



Diamond Coating for Graphite Type[B43~B46]

P

Micro Diameter SERIES M

TMAL series - micro diameter for high-precision insert molds, mold electrodes, and precision parts.end mill

TMU series - high precision universal micro diameter end mill.

NTDIA SERIES

P K N H

Introduction of End Mill Series 

TMH series - micro diameter end mill for processing high hardness and high precision molds.

TMU SERIES TMAL SERIES TMH SERIES

[B47~B55]

Adopt diamond coating, strengthen bonding between coating and substrate, with high adhesion and high tool toughness.

High- purity diamond coating film has good wear resistance and ensures long processing life.

Suitable for semi-finishing and finishing of graphite workpieces such as graphite electrodes and graphite products.

MP K N H



Taper Neck Back Draft Type[B56~B62]

Suitable for deep groove finishing processing of carbon steel, alloy steel and hardened steel material (hardness ≤HRC65)
in precision mold industry.
High precision in cutting diameter, ball nose profile, R-arc profile and shank.
Using high-performance TiAlN nano-coating, with high temperature resistance and wear resistance.
Special angle and long avoidance design.

P HZSTNB/ZSTNR SERIES

Introduction of End Mill Series 

Maching high hardness materials HRC50 to HRC70 into finish process for long times.

HCBN SERIES

Good cutting ability due to negative rake angle.

High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended.

Maching high hardness materials HRC50 to HRC70[B63~B80]



TOTIME48-200S-150-2F

    2 Flutes

 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
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Recommended Cutting Conditions B81
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TOTIME48-080S-100-4F

TOTIME48-060S-75-4F

TOTIME48-060S-50-1-4F

TOTIME48-050S-75-4F

TOTIME48-040S-75-4F

TOTIME48-030S-75-4F

100         
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12 75

15
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1.0

2.0

2.0

3.0

3.0

3.0

3.0

3.0

4.0

4.0

4.0

5.0

5.0

5.0

5.0

6.0

6.0

6.0

7.0

8.0

8.0

8.0

Recommended Cutting Conditions B82
                                    

TOTIME48-060S-75-2-4F 6.0 30 75
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TOTIME48-095S-75-4F

TOTIME48-130S-100-4F
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Recommended Cutting Conditions B81
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 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
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 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
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 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
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Recommended Cutting Conditions B82
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Recommended Cutting Conditions B83
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TOTIME48-140B-75-4F

 Tolerance:R≤1.5 . ~0    1.5＜R 3  0 015 0    -0 01 ＜ - . ~ R≥3  -0.02~0
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Order No. D（mm） d（mm） Lc（mm） L(mm） Flutes Stock

TOTIME3538-020S-50-4F 2.0 4 6 50 4

TOTIME3538-030S-50-4F 3.0 4 9 50 4

TOTIME3538-040S-50-4F 4.0 4 11 50 4

TOTIME3538-040S-06-50-4F 4.0 6 11 50 4

TOTIME3538-040S-75-4F 4.0 6 15 75 4

TOTIME3538-050S-50-4F 5.0 6 13 50 4

TOTIME3538-050S-75-4F 5.0 6 20 75 4

TOTIME3538-055S-50-4F 5.5 6 16 50 4

TOTIME3538-060S-50-4F 6.0 6 16 50 4

TOTIME3538-060S-75-4F 6.0 6 20 75 4

TOTIME3538-070S-60-4F 7.0 8 20 60 4

TOTIME3538-080S-60-4F 8.0 8 16 60 4

TOTIME3538-080S-60-1-4F 8.0 8 20 60 4

TOTIME3538-080S-60-2-4F 8.0 8 25 60 4

TOTIME3538-080S-75-4F 8.0 8 25 75 4

TOTIME3538-080S-100-4F 8.0 8 25 100 4

TOTIME3538-100S-75-4F 10.0 10 25 75 4

TOTIME3538-100S-75-1-4F 10.0 10 20 75 4

TOTIME3538-100S-75-2-4F 10.0 10 30 75 4

TOTIME3538-100S-100-4F 10.0 10 30 100 4

TOTIME3538-120S-75-4F 12.0 12 30 75 4

TOTIME3538-120S-75-1-4F 12.0 12 24 75 4

TOTIME3538-120S-100-4F 12.0 12 35 100 4

TOTIME3538-140S-75-4F 14.0 14 32 75 4

TOTIME3538-140S-100-4F 14.0 14 40 100 4

TOTIME3538-160S-100-4F 16.0 16 36 100 4

TOTIME3538-160S-150-4F 16.0 16 50 150 4

TOTIME3538-180S-100-4F 18.0 18 45 100 4

TOTIME3538-180S-150-4F 18.0 18 50 150 4

TOTIME3538-200S-100-4F 20.0 20 45 100 4

TOTIME3538-200S-150-4F 20.0 20 50 150 4

 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
Recommended Cutting Conditions B84
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 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
Recommended Cutting Conditions B96
                                   

Order No. D（mm） d（mm） Lc（mm） L(mm） Flutes Stock

TOTIME3638-020S-50-4F 2.0 4 6 50 4

TOTIME3638-030S-50-4F 3.0 4 9 50 4

TOTIME3638-040S-50-4F 4.0 4 12 50 4

TOTIME3638-040S-06-50-4F 4.0 6 12 50 4

TOTIME3638-040S-75-4F 4.0 6 12 75 4

TOTIME3638-050S-50-4F 5.0 6 13 50 4

TOTIME3638-050S-75-4F 5.0 6 20 75 4

TOTIME3638-055S-50-4F 5.5 6 16 50 4

TOTIME3638-060S-50-4F 6.0 6 18 50 4

TOTIME3638-060S-75-4F 6.0 6 18 75 4

TOTIME3638-070S-60-4F 7.0 8 20 60 4

TOTIME3638-080S-60-4F 8.0 8 16 60 4

TOTIME3638-080S-60-1-4F 8.0 8 20 60 4

TOTIME3638-080S-60-2-4F 8.0 8 24 60 4

TOTIME3638-080S-75-4F 8.0 8 24 75 4

TOTIME3638-080S-100-4F 8.0 8 32 100 4

TOTIME3638-100S-75-4F 10.0 10 25 75 4

TOTIME3638-100S-75-1-4F 10.0 10 20 75 4

TOTIME3638-100S-75-2-4F 10.0 10 30 75 4

TOTIME3638-100S-100-4F 10.0 10 40 100 4

TOTIME3638-120S-75-4F 12.0 12 36 75 4

TOTIME3638-120S-75-1-4F 12.0 12 24 75 4

TOTIME3638-120S-100-4F 12.0 12 40 100 4

TOTIME3638-140S-75-4F 14.0 14 32 75 4

TOTIME3638-140S-100-4F 14.0 14 40 100 4

TOTIME3638-160S-100-4F 16.0 16 36 100 4

TOTIME3638-160S-150-4F 16.0 16 50 150 4

TOTIME3638-180S-100-4F 18.0 18 45 100 4

TOTIME3638-180S-150-4F 18.0 18 50 150 4

TOTIME3638-200S-100-4F 20.0 20 45 100 4

TOTIME3638-200S-150-4F 20.0 20 50 150 4

For Stainless Steels

MG
HM /36°38°

Non-StockStock

TiSiAlN

TiSiAlN
Coating

M

C
a

rb
id

e
 E

n
d

 M
ills

P
a

rt   0
1

M
in

ia
tu

re
 T

o
o

l

T
O

T
IM

E
4

8
T

O
T

IM
E

3
5

3
8

T
U

4
5

 T
D

3
9

4
1

T
O

T
IM

E
3

5
3

8
T

O
T

IM
E

3
6

3
8

fo
r G

e
n

e
ra

l S
te

e
ls

C
a

s
t Iro

n
s

fo
r G

e
n

e
ra

l S
te

e
ls

C
a

s
t Iro

n
s

fo
r S

ta
in

le
s

s
 S

te
e

ls
fo

r S
ta

in
le

s
s

 S
te

e
ls

T
ita

n
iu

m
 A

llo
y

s
fo

r G
e

n
e

ra
l S

te
e

ls
C

a
s

t Iro
n

s
fo

r G
e

n
e

ra
l S

te
e

ls
C

a
s

t Iro
n

s
fo

r G
e

n
e

ra
l S

te
e

ls

T
O

T
IM

E
4

8
S

/L
fo

r G
e

n
e

ra
l S

te
e

ls

T
O

T
IM

E
4

8
-E

B12



Order No. D(mm) d(mm) Lc(mm) L(mm) Flutes

TOTIME3538-MS010S-50-2F-1.5D 1.0 4 1.5 50 2

TOTIME3538-MS015S-50-2F-1.5D 1.5 4 2.3 50 2

TOTIME3538-MS020S-50-2F-1.5D 2.0 4 3.0 50 2

TOTIME3538-MS030S-50-2F-1.5D 3.0 4 4.5 50 2

TOTIME3538-MS040S-50-2F-1.5D 4.0 4 6.0 50 2

TOTIME3538-MS040S-75-2F-1.5D 4.0 4 6.0 75 2

TOTIME3538-MS050S-50-2F-1.5D 5.0 6 7.5 50 2

TOTIME3538-MS060S-50-2F-1.5D 6.0 6 9.0 50 2

TOTIME3538-MS060S-75-2F-1.5D 6.0 6 9.0 75 2

TOTIME3538-MS060S-100-2F-1.5D 6.0 6 9.0 100 2

TOTIME3538-MS080S-60-2F-1.5D 8.0 8 12.0 60 2

TOTIME3538-MS080S-75-2F-1.5D 8.0 8 12.0 75 2

TOTIME3538-MS080S-100-2F-1.5D 8.0 8 12.0 100 2

TOTIME3538-MS100S-75-2F-1.5D 10.0 10 15.0 75 2

TOTIME3538-MS100S-100-2F-1.5D 10.0 10 15.0 100 2

TOTIME3538-MS120S-75-2F-1.5D 12.0 12 18.0 75 2

TOTIME3538-MS120S-100-2F-1.5D 12.0 12 18.0 100 2

TOTIME3538-MS160S-100-2F-1.5D 16.0 16 24.0 100 2

TOTIME3538-MS160S-150-2F-1.5D 16.0 16 24.0 150 2

TOTIME3538-MS200S-100-2F-1.5D 20.0 20 30.0 100 2

TOTIME3538-MS200S-150-2F-1.5D 20.0 20 30.0 150 2

GSMG
HM 35°38°

2 FLUTES SQUARE [1.5D]

/

    2 Flutes
    GS
Coating

 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -

Stock

         Recommended Cutting Conditions B85~B86
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Order No. D(mm) d(mm) Lc(mm) L(mm) Flutes

TOTIME3538-MS010S-50-2F-3D 1.0 4 3.0 50 2

TOTIME3538-MS015S-50-2F-3D 1.5 4 4.5 50 2

TOTIME3538-MS020S-50-2F-3D 2.0 4 6.0 50 2

TOTIME3538-MS030S-50-2F-3D 3.0 4 9.0 50 2

TOTIME3538-MS040S-50-2F-3D 4.0 4 12.0 50 2

TOTIME3538-MS040S-75-2F-3D 4.0 4 12.0 75 2

TOTIME3538-MS050S-50-2F-3D 5.0 6 15.0 50 2

TOTIME3538-MS060S-50-2F-3D 6.0 6 18.0 50 2

TOTIME3538-MS060S-75-2F-3D 6.0 6 18.0 75 2

TOTIME3538-MS060S-100-2F-3D 6.0 6 18.0 100 2

TOTIME3538-MS080S-60-2F-3D 8.0 8 24.0 60 2

TOTIME3538-MS080S-75-2F-3D 8.0 8 24.0 75 2

TOTIME3538-MS080S-100-2F-3D 8.0 8 24.0 100 2

TOTIME3538-MS100S-75-2F-3D 10.0 10 30.0 75 2

TOTIME3538-MS100S-100-2F-3D 10.0 10 30.0 100 2

TOTIME3538-MS120S-75-2F-3D 12.0 12 36.0 75 2

TOTIME3538-MS120S-100-2F-3D 12.0 12 36.0 100 2

TOTIME3538-MS160S-100-2F-3D 16.0 16 48.0 100 2

TOTIME3538-MS160S-150-2F-3D 16.0 16 48.0 150 2

TOTIME3538-MS200S-100-2F-3D 20.0 20 60.0 100 2

TOTIME3538-MS200S-150-2F-3D 20.0 20 60.0 150 2

GSMG
HM 35°38°/

[3D]2

    2 Flutes
    GS
Coating

 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
          Recommended Cutting Conditions B85~B86
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Order No. D(mm) d(mm) Lc(mm) L(mm) Stock

TOTIME3538-MS060S-75-4F-2.5D 6.0 6 15.0 75 4

TOTIME3538-MS060S-100-4F-2.5D 6.0 6 15.0 100 4

TOTIME3538-MS080S-60-4F-2.5D 8.0 8 20.0 60 4

TOTIME3538-MS080S-75-4F-2.5D 8.0 8 20.0 75 4

TOTIME3538-MS080S-100-4F-2.5D 8.0 8 20.0 100 4

TOTIME3538-MS100S-75-4F-2.5D 10.0 10 25.0 75 4

TOTIME3538-MS100S-100-4F-2.5D 10.0 10 25.0 100 4

TOTIME3538-MS120S-75-4F-2.5D 12.0 12 30.0 75 4

TOTIME3538-MS120S-100-4F-2.5D 12.0 12 30.0 100 4

TOTIME3538-MS160S-100-4F-2.5D 16.0 16 40.0 100 4

TOTIME3538-MS160S-150-4F-2.5D 16.0 16 40.0 150 4

TOTIME3538-MS200S-100-4F-2.5D 20.0 20 50.0 100 4

TOTIME3538-MS200S-150-4F-2.5D 20.0 20 50.0 150 4

GSMG
HM 35°38°/

TOTIME3538-MS010S-50-4F-2.5D 1.0 4 2.5 50 4

TOTIME3538-MS015S-50-4F-2.5D 1.5 4 3.8 50 4

TOTIME3538-MS020S-50-4F-2.5D 2.0 4 5.0 50 4

TOTIME3538-MS030S-50-4F-2.5D 3.0 4 8.0 50 4

TOTIME3538-MS040S-50-4F-2.5D 4.0 4 10.0 50 4

TOTIME3538-MS040S-75-4F-2.5D 4.0 4 10.0 75 4

TOTIME3538-MS050S-50-4F-2.5D 5.0 6 12.0 50 4

TOTIME3538-MS060S-50-4F-2.5D 6.0 6 15.0 50 4

[2.5D]

    GS
Coating

 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
Recommended Cutting Conditions B85
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Variable Lead Square End Mill  
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Order No. D(mm) d(mm) Lc(mm) L(mm) Flutes

TOTIME3538-MS010S-50-4F-3D 1.0 4 3.0 50 4

TOTIME3538-MS015S-50-4F-3D 1.5 4 4.5 50 4

TOTIME3538-MS020S-50-4F-3D 2.0 4 6.0 50 4

TOTIME3538-MS030S-50-4F-3D 3.0 4 9.0 50 4

TOTIME3538-MS040S-50-4F-3D 4.0 4 12.0 50 4

TOTIME3538-MS040S-75-4F-3D 4.0 4 12.0 75 4

TOTIME3538-MS050S-50-4F-3D 5.0 6 15.0 50 4

TOTIME3538-MS060S-50-4F-3D 6.0 6 18.0 50 4

TOTIME3538-MS060S-75-4F-3D 6.0 6 18.0 75 4

TOTIME3538-MS060S-100-4F-3D 6.0 6 18.0 100 4

TOTIME3538-MS080S-60-4F-3D 8.0 8 24.0 60 4

TOTIME3538-MS080S-75-4F-3D 8.0 8 24.0 75 4

TOTIME3538-MS080S-100-4F-3D 8.0 8 24.0 100 4

TOTIME3538-MS100S-75-4F-3D 10.0 10 30.0 75 4

TOTIME3538-MS100S-100-4F-3D 10.0 10 30.0 100 4

TOTIME3538-MS120S-75-4F-3D 12.0 12 36.0 75 4

TOTIME3538-MS120S-100-4F-3D 12.0 12 36.0 100 4

TOTIME3538-MS160S-100-4F-3D 16.0 16 48.0 100 4

TOTIME3538-MS160S-150-4F-3D 16.0 16 48.0 150 4

TOTIME3538-MS200S-100-4F-3D 20.0 20 60.0 100 4

TOTIME3538-MS200S-150-4F-3D 20.0 20 60.0 150 4

GSMG
HM 35°38°/

[3D]

    GS
Coating

 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
Recommended Cutting Conditions B85
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GSMG
HM /35°38°

Order No. D(mm) r(mm) d(mm) Lc(mm) L(mm) Flutes

TOTIME3538-MS010CR001-50-4F-2.5D 1.0 0.1 4 2.5 50 4

TOTIME3538-MS010CR002-50-4F-2.5D 1.0 0.2 4 2.5 50 4

TOTIME3538-MS015CR001-50-4F-2.5D 1.5 0.1 4 3.8 50 4

TOTIME3538-MS015CR002-50-4F-2.5D 1.5 0.2 4 3.8 50 4

TOTIME3538-MS020CR001-50-4F-2.5D 2.0 0.1 4 5.0 50 4

TOTIME3538-MS020CR002-50-4F-2.5D 2.0 0.2 4 5.0 50 4

TOTIME3538-MS020CR005-50-4F-2.5D 2.0 0.5 4 5.0 50 4

TOTIME3538-MS030CR001-50-4F-2.5D 3.0 0.1 4 8.0 50 4

TOTIME3538-MS030CR002-50-4F-2.5D 3.0 0.2 4 8.0 50 4

TOTIME3538-MS030CR003-50-4F-2.5D 3.0 0.3 4 8.0 50 4

TOTIME3538-MS030CR005-50-4F-2.5D 3.0 0.5 4 8.0 50 4

TOTIME3538-MS040CR002-50-4F-2.5D 4.0 0.2 4 10.0 50 4

TOTIME3538-MS040CR003-50-4F-2.5D 4.0 0.3 4 10.0 50 4

TOTIME3538-MS040CR005-50-4F-2.5D 4.0 0.5 4 10.0 50 4

TOTIME3538-MS040CR010-50-4F-2.5D 4.0 1.0 4 10.0 50 4

TOTIME3538-MS050CR002-50-4F-2.5D 5.0 0.2 6 12.0 50 4

TOTIME3538-MS050CR003-50-4F-2.5D 5.0 0.3 6 12.0 50 4

TOTIME3538-MS050CR005-50-4F-2.5D 5.0 0.5 6 12.0 50 4

TOTIME3538-MS050CR010-50-4F-2.5D 5.0 1.0 6 12.0 50 4

TOTIME3538-MS060CR002-50-4F-2.5D 6.0 0.2 6 15.0 50 4

TOTIME3538-MS060CR003-50-4F-2.5D 6.0 0.3 6 15.0 50 4

TOTIME3538-MS060CR005-50-4F-2.5D 6.0 0.5 6 15.0 50 4

TOTIME3538-MS060CR010-50-4F-2.5D 6.0 1.0 6 15.0 50 4

TOTIME3538-MS060CR015-50-4F-2.5D 6.0 1.5 6 15.0 50 4

TOTIME3538-MS060CR002-75-4F-2.5D 6.0 0.2 6 15.0 75 4

TOTIME3538-MS060CR003-75-4F-2.5D 6.0 0.3 6 15.0 75 4

TOTIME3538-MS060CR005-75-4F-2.5D 6.0 0.5 6 15.0 75 4

TOTIME3538-MS060CR010-75-4F-2.5D 6.0 1.0 6 15.0 75 4

TOTIME3538-MS060CR015-75-4F-2.5D 6.0 1.5 6 15.0 75 4

[2.5D]4

Variable Lead Corner Radius End Mill(HRC48)

    GS
Coating

 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
Recommended Cutting Conditions B85
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Order No. D(mm) r(mm) d(mm) Lc(mm) L(mm) Flutes

TOTIME3538-MS080CR003-60-4F-2.5D 8 0.3 8 20 60 4

TOTIME3538-MS080CR005-60-4F-2.5D 8 0.5 8 20 60 4

TOTIME3538-MS080CR010-60-4F-2.5D 8 1.0 8 20 60 4

TOTIME3538-MS080CR015-60-4F-2.5D 8 1.5 8 20 60 4

TOTIME3538-MS080CR020-60-4F-2.5D 8 2.0 8 20 60 4

TOTIME3538-MS080CR003-75-4F-2.5D 8 0.3 8 20 75 4

TOTIME3538-MS080CR005-75-4F-2.5D 8 0.5 8 20 75 4

TOTIME3538-MS080CR010-75-4F-2.5D 8 1.0 8 20 75 4

TOTIME3538-MS080CR015-75-4F-2.5D 8 1.5 8 20 75 4

TOTIME3538-MS080CR020-75-4F-2.5D 8 2.0 8 20 75 4

TOTIME3538-MS100CR002-75-4F-2.5D 10 0.2 10 25 75 4

TOTIME3538-MS100CR003-75-4F-2.5D 10 0.3 10 25 75 4

TOTIME3538-MS100CR005-75-4F-2.5D 10 0.5 10 25 75 4

TOTIME3538-MS100CR010-75-4F-2.5D 10 1.0 10 25 75 4

TOTIME3538-MS100CR015-75-4F-2.5D 10 1.5 10 25 75 4

TOTIME3538-MS100CR020-75-4F-2.5D 10 2.0 10 25 75 4

TOTIME3538-MS100CR025-75-4F-2.5D 10 2.5 10 25 75 4

TOTIME3538-MS100CR030-75-4F-2.5D 10 3.0 10 25 75 4

TOTIME3538-MS100CR002-100-4F-2.5D 10 0.2 10 25 100 4

TOTIME3538-MS100CR003-100-4F-2.5D 10 0.3 10 25 100 4

TOTIME3538-MS100CR005-100-4F-2.5D 10 0.5 10 25 100 4

TOTIME3538-MS100CR010-100-4F-2.5D 10 1.0 10 25 100 4

TOTIME3538-MS100CR015-100-4F-2.5D 10 1.5 10 25 100 4

TOTIME3538-MS100CR020-100-4F-2.5D 10 2.0 10 25 100 4

TOTIME3538-MS100CR025-100-4F-2.5D 10 2.5 10 25 100 4

TOTIME3538-MS100CR030-100-4F-2.5D 10 3.0 10 25 100 4

TOTIME3538-MS120CR005-75-4F-2.5D 12 0.5 12 30 75 4

TOTIME3538-MS120CR010-75-4F-2.5D 12 1.0 12 30 75 4

TOTIME3538-MS120CR015-75-4F-2.5D 12 1.5 12 30 75 4

TOTIME3538-MS120CR020-75-4F-2.5D 12 2.0 12 30 75 4

TOTIME3538-MS120CR025-75-4F-2.5D 12 2.5 12 30 75 4

GSMG
HM /35°38°

[2.5D]4

Variable Lead Corner Radius End Mill(HRC48)

    GS
Coating

 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
Recommended Cutting Conditions B85
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Order No. D(mm) r(mm) d(mm) Lc(mm) L(mm) Flutes

TOTIME3538-MS120CR030-75-4F-2.5D 12 3.0 12 30 75 4

TOTIME3538-MS120CR005-100-4F-2.5D 12 0.5 12 30 100 4

TOTIME3538-MS120CR010-100-4F-2.5D 12 1.0 12 30 100 4

TOTIME3538-MS120CR015-100-4F-2.5D 12 1.5 12 30 100 4

TOTIME3538-MS120CR020-100-4F-2.5D 12 2.0 12 30 100 4

TOTIME3538-MS120CR025-100-4F-2.5D 12 2.5 12 30 100 4

TOTIME3538-MS120CR030-100-4F-2.5D 12 3.0 12 30 100 4

TOTIME3538-MS160CR005-100-4F-2.5D 16 0.5 16 40 100 4

TOTIME3538-MS160CR010-100-4F-2.5D 16 1.0 16 40 100 4

TOTIME3538-MS160CR015-100-4F-2.5D 16 1.5 16 40 100 4

TOTIME3538-MS160CR020-100-4F-2.5D 16 2.0 16 40 100 4

TOTIME3538-MS160CR025-100-4F-2.5D 16 2.5 16 40 100 4

TOTIME3538-MS160CR030-100-4F-2.5D 16 3.0 16 40 100 4

TOTIME3538-MS160CR005-150-4F-2.5D 16 0.5 16 40 150 4

TOTIME3538-MS160CR010-150-4F-2.5D 16 1.0 16 40 150 4

TOTIME3538-MS160CR015-150-4F-2.5D 16 1.5 16 40 150 4

TOTIME3538-MS160CR020-150-4F-2.5D 16 2.0 16 40 150 4

TOTIME3538-MS160CR025-150-4F-2.5D 16 2.5 16 40 150 4

TOTIME3538-MS160CR030-150-4F-2.5D 16 3.0 16 40 150 4

GSMG
HM /35°38°

[2.5D]4

Variable Lead Corner Radius End Mill(HRC48)

    GS
Coating

 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
Recommended Cutting Conditions B85
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Order No. D(mm) R(mm) d(mm) Lc(mm) L(mm) Flutes

TOTIME3538-MS020B-50-2F-2D 2 1.0 4 4 50 2

TOTIME3538-MS020B-75-2F-2D 2 1.0 4 4 75 2

TOTIME3538-MS030B-50-2F-2D 3 1.5 4 6 50 2

TOTIME3538-MS030B-75-2F-2D 3 1.5 4 6 75 2

TOTIME3538-MS040B-50-2F-2D 4 2.0 4 8 50 2

TOTIME3538-MS040B-75-2F-2D 4 2.0 4 8 75 2

TOTIME3538-MS050B-50-2F-2D 5 2.5 6 10 50 2

TOTIME3538-MS050B-75-2F-2D 5 2.5 6 10 75 2

TOTIME3538-MS050B-100-2F-2D 5 2.5 6 10 100 2

TOTIME3538-MS060B-50-2F-2D 6 3.0 6 12 50 2

TOTIME3538-MS060B-75-2F-2D 6 3.0 6 12 75 2

TOTIME3538-MS060B-100-2F-2D 6 3.0 6 12 100 2

TOTIME3538-MS080B-60-2F-2D 8 4.0 8 16 60 2

TOTIME3538-MS080B-75-2F-2D 8 4.0 8 16 75 2

TOTIME3538-MS080B-100-2F-2D 8 4.0 8 16 100 2

TOTIME3538-MS100B-75-2F-2D 10 5.0 10 20 75 2

TOTIME3538-MS100B-100-2F-2D 10 5.0 10 20 100 2

TOTIME3538-MS120B-75-2F-2D 12 6.0 12 24 75 2

TOTIME3538-MS120B-100-2F-2D 12 6.0 12 24 100 2

TOTIME3538-MS160B-100-2F-2D 16 8.0 16 32 100 2

TOTIME3538-MS160B-150-2F-2D 16 8.0 16 32 150 2

TOTIME3538-MS200B-100-2F-2D 20 10.0 20 40 100 2

TOTIME3538-MS200B-150-2F-2D 20 10.0 20 40 150 2

[2D]

    GS
Coating

 Tolerance:R≤1.5 . ~0    1.5＜R 3  0 015 0    -0 01 ＜ - . ~ R≥3  -0.02~0
Recommended Cutting Conditions B86
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Variable Lead Ball Nose End Mill(HRC48) GSMG
HM 30°
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    GS
Coating

GSMG
HM 30°

Order No. D(mm) R(mm) d(mm) Lc(mm) L(mm) Flutes

TOTIME3538-MS040B-50-4F-1.5D 4 2.0 4 6.0 50 4

TOTIME3538-MS040B-75-4F-1.5D 4 2.0 4 6.0 75 4

TOTIME3538-MS050B-50-4F-1.5D 50 4

TOTIME3538-MS050B-75-4F-1.5D 5 2.5 6 7.5 75 4

TOTIME3538-MS050B-100-4F-1.5D 5 2.5 6 7.5 100 4

TOTIME3538-MS060B-50-4F-1.5D 6 3.0 6 9.0 50 4

TOTIME3538-MS060B-75-4F-1.5D 6 3.0 6 9.0 75 4

TOTIME3538-MS060B-100-4F-1.5D 6 3.0 6 9.0 100 4

TOTIME3538-MS080B-60-4F-1.5D 8 4.0 8 12.0 60 4

TOTIME3538-MS080B-75-4F-1.5D 8 4.0 8 12.0 75 4

TOTIME3538-MS080B-100-4F-1.5D 8 4.0 8 12.0 100 4

TOTIME3538-MS100B-75-4F-1.5D 10 5.0 10 15.0 75 4

TOTIME3538-MS100B-100-4F-1.5D 10 5.0 10 15.0 100 4

TOTIME3538-MS120B-75-4F-1.5D 12 6.0 12 18.0 75 4

TOTIME3538-MS120B-100-4F-1.5D 12 6.0 12 18.0 100 4

TOTIME3538-MS160B-100-4F-1.5D 16 8.0 16 24.0 100 4

TOTIME3538-MS160B-150-4F-1.5D 16 8.0 16 24.0 150 4

TOTIME3538-MS200B-100-4F-1.5D 20 10.0 20 30.0 100 4

TOTIME3538-MS200B-150-4F-1.5D 20 10.0 20 30.0 150 4

[1.5D]4

Variable Lead Ball Nose End Mill(HRC48)

 Tolerance:R≤1.5 . ~0    1.5＜R 3  0 015 0    -0 01 ＜ - . ~ R≥3  -0.02~0

5 2.5 6 7.5

Stock

Recommended Cutting Conditions B87
                                   

Non-StockStock
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Order No. D（mm） d（mm） Lc（mm） L(mm） Flutes Stock

TU45-010S-50-4F 1.0 4 3.0 50 4

TU45-015S-50-4F 1.5 4 4.5 50 4

TU45-020S-50-4F 2.0 4 6.0 50 4

TU45-025S-50-4F 2.5 4 7.5 50 4

TU45-030S-03-50-4F 3.0 3 9.0 50 4

TU45-030S-04-50-4F 3.0 4 9.0 50 4

TU45-030S-06-50-4F 3.0 6 9.0 50 4

TU45-035S-50-4F 3.5 4 10.5 50 4

TU45-040S-04-50-4F 4.0 4 12.0 50 4

TU45-040S-06-50-4F 4.0 6 12.0 50 4

TU45-040S-75-4F 4.0 4 12.0 75 4

TU45-040S-100-4F 4.0 4 12.0 100 4

TU45-050S-50-4F 5.0 6 15.0 50 4

TU45-060S-50-4F 6.0 6 18.0 50 4

TU45-060S-75-4F 6.0 6 18.0 75 4

TU45-060S-100-4F 6.0 6 18.0 100 4

TU45-080S-60-4F 8.0 8 24.0 60 4

TU45-080S-75-4F 8.0 8 24.0 75 4

TU45-080S-100-4F 8.0 8 24.0 100 4

TU45-080S-150-4F 8.0 8 24.0 150 4

TU45-100S-75-4F 10.0 10 30.0 75 4

TU45-100S-100-4F 10.0 10 30.0 100 4

TU45-100S-150-4F 10.0 10 30.0 150 4

TU45-120S-75-4F 12.0 12 30.0 75 4

TU45-120S-100-4F 12.0 12 30.0 100 4

TU45-120S-150-4F 12.0 12 30.0 150 4

TU45-160S-100-4F 16.0 16 48.0 100 4

TiSiN
MG
HMVariable Lead U-shaped Groove Square End Mill(HRC48)

  TiSiN
Coating

Cast Iron

For Carbon Steel,Alloy Steel,Cast Iron

45° Square

4 FLUTES   SQUARE

 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
Recommended Cutting Conditions B96
                                   

Non-StockStock
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AlTiN
MG
HM 39°41°/Variable Lead Double-core  End Mill(HRC48)

  AlTiN
Coating

Order No. D（mm） r（mm） d（mm） Lc（mm） L(mm） Flutes Stock

TD3941-040CR002-50-4F 4 0.2 4 10 50 4

TD3941-060CR002-50-4F 6 0.2 6 15 50 4

TD3941-080CR002-60-4F 8 0.2 8 20 60 4

TD3941-100CR002-75-4F 10 0.2 10 25 75 4

TD3941-120CR002-75-4F 12 0.2 12 30 75 4

Cast Iron

For Carbon Steel,Alloy Steel, Cast Iron

 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
Recommended Cutting Conditions B99
                                   

Non-StockStock

4 FLUTES CORNER RADIUS

Square
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Type E

  
Lc

1L

L

C

  

Lc

L

C

Variable Lead Square End Mill(HRC48)

  AlCrN
Coating

Order No. DIN6535

HA/HB
 D(mm) d(mm) Dn(mm) Lc(mm) L1(mm)       L(mm)         CX45°

Flutes Type

TOTIME48S-010SC-40-4F-HA HA 1 4 - 1.5 40 0.025 4 F 

TOTIME48L-010SC-40-4F-HA HA 1 4 - 2.5 40 0.025 4 F 

TOTIME48S-020SC-04-40-4F-HA HA 2 4 - 3 40 0.050 4 F 

TOTIME48L-020SC-04-40-4F-HA HA 2 4 - 4 40 0.050 4 F 

TOTIME48L-020SC-06-50-4F-HA HA 2 6 - 4 50 0.050 4 F 

TOTIME48S-030SC-04-40-4F-HA HA 3 4 2.8 4 6 40 0.075 4 E 

TOTIME48L-030SC-04-40-4F-HA HA 3 4 2.8 6 9 40 0.075 4 E 

TOTIME48L-030SC-06-50-4F-HA HA 3 6 2.8 6 9 50 0.075 4 E 

TOTIME48S-040SC-50-4F-HA/HB HA/HB 4 6 3.8 5 8 50 0.100 4 E 

TOTIME48L-040SC-50-4F-HA/HB HA/HB 4 6 8 50 0.100 4

TOTIME48L-040SC-54-4F-HA/HB HA/HB 4 6 3.8 8 12 54 0.100 4 E 

TOTIME48S-050SC-50-4F-HA/HB HA/HB 5 6 4.8 6 10 50 0.150 4 E 

TOTIME48L-050SC-54-4F-HA/HB HA/HB 5 6 4.8 10 15 54 0.150 4 E 

TOTIME48S-060SC-54-4F-HA/HB HA/HB 6 6 5.7 7 16 54 0.200 4 E 

TOTIME48L-060SC-54-4F-HA/HB HA/HB 6 6 5.7 13 19 54 0.200 4 E 

TOTIME48S-080SC-58-4F-HA/HB HA/HB 8 8 7.7 9 20 58 0.200 4 E 

TOTIME48L-080SC-63-4F-HA/HB HA/HB 8 8 7.7 19 27 63 0.200 4 E 

TOTIME48S-100SC-65-4F-HA/HB HA/HB 10 10 9.7 11 24 65 0.200 4 E 

TOTIME48L-100SC-72-4F-HA/HB HA/HB 10 10 9.7 22 32 72 0.200 4 E 

TOTIME48S-120SC-73-4F-HA/HB HA/HB 12 12 11.7 12 26 73 0.200 4 E 

TOTIME48L-120SC-82-4F-HA/HB HA/HB 12 12 11.7 26 38 82 0.200 4 E 

TOTIME48S-140SC-75-4F-HA/HB HA/HB 14 14 13.7 14 28 75 0.300 4 E 

TOTIME48L-140SC-82-4F-HA/HB HA/HB 14 14 13.7 26 38 82 0.300 4 E 

TOTIME48S-160SC-82-4F-HA/HB HA/HB 16 16 15.7 16 32 82 0.300 4 E 

TOTIME48L-160SC-92-4F-HA/HB HA/HB 16 16 15.7 32 44 92 0.300 4 E 

TOTIME48S-180SC-82-4F-HA/HB HA/HB 18 18 17.7 18 32 82 0.300 4 E 

TOTIME48L-180SC-92-4F-HA/HB HA/HB 18 18 17.7 32 44 92 0.300 4 E 

TOTIME48S-200SC-92-4F-HA/HB HA/HB 20 20 19.7 20 40 92 0.300 4 E 

TOTIME48L-200SC-104-4F-HA/HB HA/HB 20 20 19.7 38 50 104 0.300 4 E 

(mm) 

- 

- 

- 

- 

- - 

- F

Efficient and Powerful Variable Lead End Mill
For Steel,Alloy Steel,Cast lron

AlCrN
MG
HM 35°38°/ Square Form HB Form HA

Cast Iron

Type F Form HB Form HA

 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -

Recommended Cutting Conditions B97
                                   

Customized Non-standard End Mill Size is Available.
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Efficient and Powerful Variable Lead End Mill
For Steel,Alloy Steel,Cast lron

Order No. d(in) Lc(in) L(in) Flutes Stock

TOTIME48-E0125S-015-4F 1/8 0.125 0.125 0.313 1.500 4

TOTIME48-E0187S-020-4F 3/16 0.187 0.187 0.469 2.000 4

TOTIME48-E0250S-025-4F 1/4 0.250 0.250 0.531 2.500 4

TOTIME48-E0375S-030-4F 3/8 0.375 0.375 0.844 3.000 4

TOTIME48-E0500S-035-4F 1/2 0.500 0.500 1.094 3.500 4

TOTIME48-E0625S-040-4F 5/8 0.625 0.625 1.313 4.000 4

TOTIME48-E0750S-040-4F 3/4 0.750 0.750 1.563 4.000 4

TOTIME48-E1000S-050-4F 1 1.000 1.000 2.094 5.000 4

D(in)

Variable Lead Square End Mill(HRC48)

  AlCrN
Coating

AlCrN
MG
HM 35°38°/ Square

Cast Iron

[Inch]

 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
Recommended Cutting Conditions B97
                                   

Non-StockStock

Customized Non-standard End Mill Size is Available.
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Variable Lead Corner Radius End Mill(HRC48)

Efficient and Powerful Variable Lead End Mill

AlCrN
MG
HM 35°38°/

Order No.       r(in)      d(in)       Lc(in)      L(in)    Flutes   Stock

TOTIME48-E0125CR015-015-4F 1/8 0.125 0 .015 0.125 0.313 1.500 4

TOTIME48-E0187CR015-020-4F 3/16 0.187 0 .015 0.187 0.438 2.000 4

TOTIME48-E0250CR015-025-4F 1/4 0.250 0 .015 0.250 0.625 2.500 4

TOTIME48-E0250CR030-025-4F 1/4 0.250 0.030 0.250 0.625 2 .500 4

TOTIME48-E0375CR015-025-4F 3/8 0.375 0 .015 0.375 0.875 2 .500 4

TOTIME48-E0375CR030-025-4F 3/8 0.375 0 .030 0.375 0.875 2 .500 4

TOTIME48-E0500CR015 -030-4F 1/2 0.500 0 .015 0.500 1.125 3 .000 4

TOTIME48-E0500CR030-030-4F 1/2 0.500 0 .030 0.500 1.125 3 .000 4

TOTIME48-E0500CR060-030-4F 1/2 0.500 0 .060 0.500 1.125 3 .000 4

TOTIME48-E0625CR030-035-4F 5/8 0.625 0 .030 0.625 1.313 3 .500 4

TOTIME48-E0625CR060-035-4F 5 /8 0.625 0 .060 0.625 1.313 3 .500 4

TOTIME48-E0750CR030-040-4F 3/4 0.750 0 .030 0.750 1.625 4.000 4

TOTIME48-E0750CR060-040-4F 3 /4 0.750 0 .060 0.750 1.625 4 .000 4

D(in)

Square

[Inch]

For Steel,Alloy Steel,Cast lron

  AlCrN
Coating

Cast Iron

4 FLUTES CORNER RADIUS

 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
Recommended Cutting Conditions B97
                                   

Non-StockStock

Customized Non-standard End Mill Size is Available.
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Ball Nose End Mill(HRC48)

Efficient and Powerful End Mill

Order No. r(in) d(in) Lc(in) L(in) Flutes Stock

TOTIME48-E0063B-020-2F 1 /16 0 .063 0.031 0 .250 0 .125 2 .000 2

TOTIME48-E0094B-020-2F 3 /32 0 .094 0.047 0 .250 0 .188 2 .000 2

TOTIME48-E0125B-020-2F 1/8 0.125 0.063 0 .250 0.250 2 .000 2

TOTIME48-E0187B-020-2F 3/16 0.187 0.094 0 .250 0.375 2.000 2

TOTIME48-E0250B-020-2F 1/4 0.250 0.125 0 .250 0 .500 2 .000 2

TOTIME48-E0375B-025-2F 3/8 0.375 0.187 0.375 0 .750 2 .500 2

TOTIME48-E0500B-030-2F 1/2 0.500 0.250 0.500 1 .000 3 .000 2

TOTIME48-E0625B-035-2F 5/8 0.625 0.313 0.625 1 .250 3 .500 2

TOTIME48-E0750B-040-2F 3/4 0.750 0.375 0.750 1 .500 4.000 2

D(in)

AlCrN

  AlCrN
Coating

Cast Iron

For Steel,Alloy Steel,Cast lron

    2 Flutes

MG
HM 30°

2 FLUTES BALL NOSE

 Tolerance:R≤1.5 . ~0    1.5＜R 3  0 015 0    -0 01 ＜ - . ~ R≥3  -0.02~0
Recommended Cutting Conditions B94

Non-StockStock

[Inch]

Customized Non-standard End Mill Size is Available.
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Ball Nose End Mill(HRC48)

Efficient and Powerful End Mill

Order No. r(in) d(in) Lc(in) L(in) Flutes Stock

TOTIME48-E0063B-020-4F 1 /16 0 .063 0.031 0 .250 0 .125 2 .000 4

TOTIME48-E0094B-020-4F 3 /32 0 .094 0.047 0 .250 0 .188 2 .000 4

TOTIME48-E0125B-020-4F 1/8 0.125 0.063 0 .250 0.250 2 .000 4

TOTIME48-E0187B-020-4F 3/16 0.187 0.094 0 .250 0.375 2.000 4

TOTIME48-E0250B-020-4F 1/4 0.250 0.125 0 .250 0 .500 2 .000 4

TOTIME48-E0375B-025-4F 3/8 0.375 0.187 0.375 0 .750 2 .500 4

TOTIME48-E0500B-030-4F 1/2 0.500 0.250 0.500 1 .000 3 .000 4

TOTIME48-E0625B-035-4F 5/8 0.625 0.313 0.625 1 .250 3 .500 4

TOTIME48-E0750B-040-4F 3/4 0.750 0.375 0.750 1 .500 4.000 4

D(in)

AlCrN

  AlCrN
Coating

Cast Iron

For Steel,Alloy Steel,Cast lron

MG
HM 30°

4 FLUTES BALL NOSE

 Tolerance:R≤1.5 . ~0    1.5＜R 3  0 015 0    -0 01 ＜ - . ~ R≥3  -0.02~0
Recommended Cutting Conditions B100

Non-StockStock

[Inch]

Customized Non-standard End Mill Size is Available.
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Cermet Square End Mill(HRC48)

    No
Coating

Cermet End Mill

Order No.     D(mm) d(mm) Lc(mm) L(mm) Flutes Stock

TCM45-040S-50-4F 4 4 10 50 4

TCM45-040S-75-4F 4 4 12 75 4

TCM45-050S-50-4F 5 5 12.5 50 4

TCM45-060S-50-4F 6 6 15 50 4

TCM45-060S-75-4F 6 6 18 75 4

TCM45-080S-60-4F 8 8 20 60 4

TCM45-080S-75-4F 8 8 24 75 4

TCM45-080S-100-4F 8 8 24 100 4

TCM45-100S-75-4F 10 10 25 75 4

TCM45-100S-100-4F 10 10 30 100 4

TCM45-120S-75-4F 12 12 30 75 4

TCM45-120S-100-4F 12 12 30 100 4

TCM45-160S-100-4F 16 16 50 100 4

Cast Iron

For Steel,Alloy Steel,Cast lron

Cermet
45°

 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
Recommended Cutting Conditions B98

Non-StockStock

Cermet
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Order No. D(mm) r(mm) d(mm) Lc(mm) L(mm) Flutes Stock

TCM45-040CR002-50-4F 4 0.2 4 10 50 4

TCM45-040CR005-50-4F 4 0.5 4 10 50 4

TCM45-040CR010-50-4F 4 1.0 4 10 50 4

TCM45-050CR002-50-4F 5 0.2 5 12.5 50 4

TCM45-050CR005-50-4F 5 0.5 5 12.5 50 4

TCM45-060CR002-50-4F 6 0.2 6 15 50 4

TCM45-060CR005-50-4F 6 0.5 6 15 50 4

TCM45-060CR010-50-4F 6 1.0 6 15 50 4

TCM45-060CR002-75-4F 6 0.2 6 18 75 4

TCM45-060CR005-75-4F 6 0.5 6 18 75 4

TCM45-060CR010-75-4F 6 1.0 6 18 75 4

TCM45-080CR002-60-4F 8 0.2 8 20 60 4

TCM45-080CR005-60-4F 8 0.5 8 20 60 4

TCM45-080CR010-60-4F 8 1.0 8 20 60 4

TCM45-080CR002-75-4F 8 0.2 8 24 75 4

TCM45-080CR005-75-4F 8 0.5 8 24 75 4

TCM45-080CR010-75-4F 8 1.0 8 24 75 4

TCM45-080CR002-100-4F 8 0.2 8 24 100 4

TCM45-080CR005-100-4F 8 0.5 8 24 100 4

TCM45-080CR010-100-4F 8 1.0 8 24 100 4

TCM45-100CR002-75-4F 10 0.2 10 25 75 4

TCM45-100CR005-75-4F 10 0.5 10 25 75 4

TCM45-100CR010-75-4F 10 1.0 10 25 75 4

TCM45-100CR005-100-4F 10 0.5 10 30 100 4

TCM45-100CR010-100-4F 10 1.0 10 30 100 4

TCM45-120CR005-75-4F 12 0.5 12 30 75 4

TCM45-120CR010-75-4F 12 1.0 12 30 75 4

TCM45-120CR005-100-4F 12 0.5 12 30 100 4

TCM45-120CR010-100-4F 12 1.0 12 30 100 4

Cermet Corner Radius End Mill(HRC48)

Cermet End Mill
For Steel,Alloy Steel,Cast lron

     No
Coating

Cast Iron

Cermet
45°

4 FLUTES CORNER RADIUS

 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
Recommended Cutting Conditions B98
                                   

Non-StockStock
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Order No. D(mm) d(mm) Lc(mm) L(mm) Flutes Stock

TCM45-040B-50-2F 4 4 8 50 2

TCM45-050B-50-2F 5 5 10 50 2

TCM45-060B-50-2F 6 6 12 50 2

TCM45-060B-75-2F 6 6 12 75 2

TCM45-080B-60-2F 8 8 16 60 2

TCM45-080B-75-2F 8 8 16 75 2

TCM45-100B-75-2F 10 10 20 75 2

TCM45-100B-100-2F 10 10 20 100 2

TCM45-120B-75-2F 12 12 24 75 2

TCM45-120B-100-2F 12 12 24 100 2

Cermet Ball Nose End Mill(HRC48)

Cermet End Mill
For Steel,Alloy Steel,Cast lron

    No
Coating

Cast Iron

30°
Cermet

2 FLUTES BALL NOSE

    2 Flutes

 Tolerance:R≤1.5 . ~0    1.5＜R 3  0 015 0    -0 01 ＜ - . ~ R≥3  -0.02~0
Recommended Cutting Conditions B99

Non-StockStock

Cermet
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Order No. D(mm) d(mm) Lc(mm) L(mm) Flutes

TOTIME65-H010S-50-4F-2.5D 1.0 4 2.5 50 4

TOTIME65-H015S-50-4F-2.5D 1.5 4 3.8 50 4

TOTIME65-H020S-50-4F-2.5D 2.0 4 5.0 50 4

TOTIME65-H030S-50-4F-2.5D 3.0 4 8.0 50 4

TOTIME65-H040S-50-4F-2.5D 4.0 4 10.0 50 4

TOTIME65-H040S-75-4F-2.5D 4.0 4 10.0 75 4

TOTIME65-H050S-50-4F-2.5D 5.0 6 12.0 50 4

TOTIME65-H060S-50-4F-2.5D 6.0 6 15.0 50 4

TOTIME65-H060S-75-4F-2.5D 6.0 6 15.0 75 4

TOTIME65-H060S-100-4F-2.5D 6.0 6 15.0 100 4

TOTIME65-H080S-60-4F-2.5D 8.0 8 20.0 60 4

TOTIME65-H080S-75-4F-2.5D 8.0 8 20.0 75 4

TOTIME65-H080S-100-4F-2.5D 8.0 8 20.0 100 4

TOTIME65-H100S-75-4F-2.5D 10.0 10 25.0 75 4

TOTIME65-H100S-100-4F-2.5D 10.0 10 25.0 100 4

TOTIME65-H120S-75-4F-2.5D 12.0 12 30.0 75 4

TOTIME65-H120S-100-4F-2.5D 12.0 12 30.0 100 4

TOTIME65-H160S-100-4F-2.5D 16.0 16 40.0 100 4

TOTIME65-H160S-150-4F-2.5D 16.0 16 40.0 150 4

TOTIME65-H200S-100-4F-2.5D 20.0 20 50.0 100 4

TOTIME65-H200S-150-4F-2.5D 20.0 20 50.0 150 4

[2.5D]

ALDUA
35°High Speed and High Hardness Square End Mill(HRC65)

HRC
  65

HRC32-48 HRC55-65

Die Steel

 ALDUA
Coating

Stock

MG
HM

 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
Recommended Cutting Conditions B90
                                   

Non-StockStock

For Die Steel, Hardened Steel
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Order No. D(mm) d(mm) Lc(mm) L(mm) Flutes

TOTIME65-H010S-50-4F-3D 1.0 4 3.0 50 4

TOTIME65-H015S-50-4F-3D 1.5 4 4.5 50 4

TOTIME65-H020S-50-4F-3D 2.0 4 6.0 50 4

TOTIME65-H030S-50-4F-3D 3.0 4 9.0 50 4

TOTIME65-H040S-50-4F-3D 4.0 4 12.0 50 4

TOTIME65-H040S-75-4F-3D 4.0 4 12.0 75 4

TOTIME65-H050S-50-4F-3D 5.0 6 15.0 50 4

TOTIME65-H060S-50-4F-3D 6.0 6 18.0 50 4

TOTIME65-H060S-75-4F-3D 6.0 6 18.0 75 4

TOTIME65-H060S-100-4F-3D 6.0 6 18.0 100 4

TOTIME65-H080S-60-4F-3D 8.0 8 24.0 60 4

TOTIME65-H080S-75-4F-3D 8.0 8 24.0 75 4

TOTIME65-H080S-100-4F-3D 8.0 8 24.0 100 4

TOTIME65-H100S-75-4F-3D 10.0 10 30.0 75 4

TOTIME65-H100S-100-4F-3D 10.0 10 30.0 100 4

TOTIME65-H120S-75-4F-3D 12.0 12 36.0 75 4

TOTIME65-H120S-100-4F-3D 12.0 12 36.0 100 4

TOTIME65-H160S-100-4F-3D 16.0 16 48.0 100 4

TOTIME65-H160S-150-4F-3D 16.0 16 48.0 150 4

TOTIME65-H200S-100-4F-3D 20.0 20 60.0 100 4

TOTIME65-H200S-150-4F-3D 20.0 20 60.0 150 4

[3D]

45°
ALDUAHigh Speed and High Hardness Square End Mill(HRC65)

HRC
  65

HRC32-48 HRC55-65

Die Steel

 ALDUA
Coating

Stock

MG
HM

 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
Recommended Cutting Conditions B90
                                   

Non-StockStock

For Die Steel, Hardened Steel KH
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Order No. D(mm) r(mm) d(mm) Lc(mm) L(mm) Flutes

TOTIME65-H010CR001-50-4F-2D 1.0 0.1 4 2 50 4

TOTIME65-H010CR002-50-4F-2D 1.0 0.2 4 2 50 4

TOTIME65-H015CR001-50-4F-2D 1.5 0.1 4 3 50 4

TOTIME65-H015CR002-50-4F-2D 1.5 0.2 4 3 50 4

TOTIME65-H020CR001-50-4F-2D 2.0 0.1 4 4 50 4

TOTIME65-H020CR002-50-4F-2D 2.0 0.2 4 4 50 4

TOTIME65-H020CR005-50-4F-2D 2.0 0.5 4 4 50 4

TOTIME65-H030CR001-50-4F-2D 3.0 0.1 4 6 50 4

TOTIME65-H030CR002-50-4F-2D 3.0 0.2 4 6 50 4

TOTIME65-H030CR003-50-4F-2D 3.0 0.3 4 6 50 4

TOTIME65-H030CR005-50-4F-2D 3.0 0.5 4 6 50 4

TOTIME65-H040CR002-50-4F-2D 4.0 0.2 4 8 50 4

TOTIME65-H040CR003-50-4F-2D 4.0 0.3 4 8 50 4

TOTIME65-H040CR005-50-4F-2D 4.0 0.5 4 8 50 4

TOTIME65-H040CR010-50-4F-2D 4.0 1.0 4 8 50 4

TOTIME65-H050CR002-50-4F-2D 5.0 0.2 6 10 50 4

TOTIME65-H050CR003-50-4F-2D 5.0 0.3 6 10 50 4

TOTIME65-H050CR005-50-4F-2D 5.0 0.5 6 10 50 4

TOTIME65-H050CR010-50-4F-2D 5.0 1.0 6 10 50 4

TOTIME65-H060CR002-50-4F-2D 6.0 0.2 6 12 50 4

TOTIME65-H060CR003-50-4F-2D 6.0 0.3 6 12 50 4

TOTIME65-H060CR005-50-4F-2D 6.0 0.5 6 12 50 4

TOTIME65-H060CR010-50-4F-2D 6.0 1.0 6 12 50 4

TOTIME65-H060CR015-50-4F-2D 6.0 1.5 6 12 50 4

TOTIME65-H060CR002-75-4F-2D 6.0 0.2 6 12 75 4

TOTIME65-H060CR003-75-4F-2D 6.0 0.3 6 12 75 4

TOTIME65-H060CR005-75-4F-2D 6.0 0.5 6 12 75 4

TOTIME65-H060CR010-75-4F-2D 6.0 1.0 6 12 75 4

TOTIME65-H060CR015-75-4F-2D 6.0 1.5 6 12 75 4

TOTIME65-H080CR003-60-4F-2D 8.0 0.3 8 16 60 4

MG
HM 45°

[2D]4

ALDUAHigh Speed and High Hardness Corner Radius End Mill(HRC65)

HRC
  65

HRC32-48 HRC55-65

Die Steel

 ALDUA
Coating

Stock

 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
Recommended Cutting Conditions B90
                                   

Non-StockStock

For Die Steel, Hardened Steel KH
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Order No. D(mm) r(mm) d(mm) Lc(mm) L(mm) Flutes

TOTIME65-H080CR005-60-4F-2D 8 0.5 8 16 60 4

TOTIME65-H080CR010-60-4F-2D 8 1.0 8 16 60 4

TOTIME65-H080CR015-60-4F-2D 8 1.5 8 16 60 4

TOTIME65-H080CR020-60-4F-2D 8 2.0 8 16 60 4

TOTIME65-H080CR003-75-4F-2D 8 0.3 8 16 75 4

TOTIME65-H080CR005-75-4F-2D 8 0.5 8 16 75 4

TOTIME65-H080CR010-75-4F-2D 8 1.0 8 16 75 4

TOTIME65-H080CR015-75-4F-2D 8 1.5 8 16 75 4

TOTIME65-H080CR020-75-4F-2D 8 2.0 8 16 75 4

TOTIME65-H100CR002-75-4F-2D 10 0.2 10 20 75 4

TOTIME65-H100CR003-75-4F-2D 10 0.3 10 20 75 4

TOTIME65-H100CR005-75-4F-2D 10 0.5 10 20 75 4

TOTIME65-H100CR010-75-4F-2D 10 1.0 10 20 75 4

TOTIME65-H100CR015-75-4F-2D 10 1.5 10 20 75 4

TOTIME65-H100CR020-75-4F-2D 10 2.0 10 20 75 4

TOTIME65-H100CR025-75-4F-2D 10 2.5 10 20 75 4

TOTIME65-H100CR030-75-4F-2D 10 3.0 10 20 75 4

TOTIME65-H100CR002-100-4F-2D 10 0.2 10 20 100 4

TOTIME65-H100CR003-100-4F-2D 10 0.3 10 20 100 4

TOTIME65-H100CR005-100-4F-2D 10 0.5 10 20 100 4

TOTIME65-H100CR010-100-4F-2D 10 1.0 10 20 100 4

TOTIME65-H100CR015-100-4F-2D 10 1.5 10 20 100 4

TOTIME65-H100CR020-100-4F-2D 10 2.0 10 20 100 4

TOTIME65-H100CR025-100-4F-2D 10 2.5 10 20 100 4

TOTIME65-H100CR030-100-4F-2D 10 3.0 10 20 100 4

TOTIME65-H120CR005-75-4F-2D 12 0.5 12 24 75 4

TOTIME65-H120CR010-75-4F-2D 12 1.0 12 24 75 4

TOTIME65-H120CR015-75-4F-2D 12 1.5 12 24 75 4

TOTIME65-H120CR020-75-4F-2D 12 2.0 12 24 75 4

TOTIME65-H120CR025-75-4F-2D 12 2.5 12 24 75 4

TOTIME65-H120CR030-75-4F-2D 12 3.0 12 24 75 4

MG
HM 45°

[2D]4

ALDUAHigh Speed and High Hardness Corner Radius End Mill(HRC65)

HRC
  65

HRC32-48 HRC55-65

Die Steel

 ALDUA
Coating

Stock

 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
Recommended Cutting Conditions B90
                                   

Non-StockStock

For Die Steel, Hardened Steel KH
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TOTIME65-H120CR005-100-4F-2D 12 0.5 12 24 100 4

TOTIME65-H120CR010-100-4F-2D 12 1.0 12 24 100 4

TOTIME65-H120CR015-100-4F-2D 12 1.5 12 24 100 4

TOTIME65-H120CR020-100-4F-2D 12 2.0 12 24 100 4

TOTIME65-H120CR025-100-4F-2D 12 2.5 12 24 100 4

TOTIME65-H120CR030-100-4F-2D 12 3.0 12 24 100 4

TOTIME65-H160CR005-100-4F-2D 16 0.5 16 32 100 4

TOTIME65-H160CR010-100-4F-2D 16 1.0 16 32 100 4

TOTIME65-H160CR015-100-4F-2D 16 1.5 16 32 100 4

TOTIME65-H160CR020-100-4F-2D 16 2.0 16 32 100 4

TOTIME65-H160CR025-100-4F-2D 16 2.5 16 32 100 4

TOTIME65-H160CR030-100-4F-2D 16 3.0 16 32 100 4

TOTIME65-H160CR005-150-4F-2D 16 0.5 16 32 150 4

TOTIME65-H160CR010-150-4F-2D 16 1.0 16 32 150 4

TOTIME65-H160CR015-150-4F-2D 16 1.5 16 32 150 4

TOTIME65-H160CR020-150-4F-2D 16 2.0 16 32 150 4

TOTIME65-H160CR025-150-4F-2D 16 2.5 16 32 150 4

TOTIME65-H160CR030-150-4F-2D 16 3.0 16 32 150 4

MG
HM 45°

[2D]4

Order No. D(mm) r(mm) d(mm) Lc(mm) L(mm) Flutes

ALDUAHigh Speed and High Hardness Corner Radius End Mill(HRC65)

HRC
  65

HRC32-48 HRC55-65

Die Steel

 ALDUA
Coating

Stock

 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
Recommended Cutting Conditions B90
                                   

Non-StockStock

For Die Steel, Hardened Steel KH
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Order No. D(mm) R(mm) d(mm) Lc(mm) L(mm) Flutes

TOTIME65-H020B-50-2F-1.5D 2 1.0 4 3.0 50 2

TOTIME65-H020B-75-2F-1.5D 2 1.0 4 3.0 75 2

TOTIME65-H030B-50-2F-1.5D 3 1.5 4 4.5 50 2

TOTIME65-H030B-75-2F-1.5D 3 1.5 4 4.5 75 2

TOTIME65-H040B-50-2F-1.5D 4 2.0 4 6.0 50 2

TOTIME65-H040B-75-2F-1.5D 4 2.0 4 6.0 75 2

TOTIME65-H050B-50-2F-1.5D 5 2.5 6 7.5 50 2

TOTIME65-H050B-75-2F-1.5D 5 2.5 6 7.5 75 2

TOTIME65-H050B-100-2F-1.5D 5 2.5 6 7.5 100 2

TOTIME65-H060B-50-2F-1.5D 6 3.0 6 9.0 50 2

TOTIME65-H060B-75-2F-1.5D 6 3.0 6 9.0 75 2

TOTIME65-H060B-100-2F-1.5D 6 3.0 6 9.0 100 2

TOTIME65-H080B-60-2F-1.5D 8 4.0 8 12.0 60 2

TOTIME65-H080B-75-2F-1.5D 8 4.0 8 12.0 75 2

TOTIME65-H080B-100-2F-1.5D 8 4.0 8 12.0 100 2

TOTIME65-H100B-75-2F-1.5D 10 5.0 10 15.0 75 2

TOTIME65-H100B-100-2F-1.5D 10 5.0 10 15.0 100 2

TOTIME65-H120B-75-2F-1.5D 12 6.0 12 18.0 75 2

TOTIME65-H120B-100-2F-1.5D 12 6.0 12 18.0 100 2

TOTIME65-H160B-100-2F-1.5D 16 8.0 16 24.0 100 2

TOTIME65-H160B-150-2F-1.5D 16 8.0 16 24.0 150 2

TOTIME65-H200B-100-2F-1.5D 20 10.0 20 30.0 100 2

TOTIME65-H200B-150-2F-1.5D 20 10.0 20 30.0 150 2

[1.5D]

30°High Speed and High Hardness Ball Nose End Mill(HRC65)

HRC
  65

HRC32-48 HRC55-65

Die Steel

 ALDUA
Coating    2Flutes

Stock

MG
HM ALDUA

 Tolerance:R≤1.5 . ~0    1.5＜R 3  0 015 0    -0 01 ＜ - . ~ R≥3  -0.02~0
Recommended Cutting Conditions B90

Non-StockStock

For Die Steel, Hardened Steel KH
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 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
Recommended Cutting Conditions B88
                                   

Non-StockStock

PN
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Order No. D(mm) d(mm) Lc(mm) L(mm) Flutes

TOTIME48-020AL-50-3F 4 6 50 3

4 9 50 3

4 11 50 3

13 50 3

6 16 50 3

8 20 60 3

10 25 75 3

12 30 75 3

Stock

2

3

4

5

6

8

10

12

TOTIME48-030AL-50-3F

TOTIME48-040AL-50-3F

TOTIME48-050AL-50-3F

TOTIME48-060AL-50-3F

TOTIME48-080AL-60-3F

TOTIME48-100AL-75-3F

TOTIME48-120AL-75-3F

B38
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Order No. D(mm) d(mm) Lc(mm) L(mm) Flutes

TOTIME48-C010AL-50-3F-3D 1.0 4 3.0 50 3

TOTIME48-C015AL-50-3F-3D 1.5 4 4.5 50 3

TOTIME48-C020AL-50-3F-3D 2.0 4 6.0 50 3

TOTIME48-C030AL-50-3F-3D 3.0 4 9.0 50 3

TOTIME48-C040AL-50-3F-3D 4.0 4 12.0 50 3

TOTIME48-C040AL-75-3F-3D 4.0 4 12.0 75 3

TOTIME48-C050AL-50-3F-3D 5.0 6 15.0 50 3

TOTIME48-C060AL-50-3F-3D 6.0 6 18.0 50 3

TOTIME48-C060AL-75-3F-3D 6.0 6 18.0 75 3

TOTIME48-C060AL-100-3F-3D 6.0 6 18.0 100 3

TOTIME48-C080AL-60-3F-3D 8.0 8 24.0 60 3

TOTIME48-C080AL-75-3F-3D 8.0 8 24.0 75 3

TOTIME48-C080AL-100-3F-3D 8.0 8 24.0 100 3

TOTIME48-C100AL-75-3F-3D 10.0 10 30.0 75 3

TOTIME48-C100AL-100-3F-3D 10.0 10 30.0 100 3

TOTIME48-C120AL-75-3F-3D 12.0 12 36.0 75 3

TOTIME48-C120AL-100-3F-3D 12.0 12 36.0 100 3

TOTIME48-C160AL-100-3F-3D 16.0 16 48.0 100 3

TOTIME48-C160AL-150-3F-3D 16.0 16 48.0 150 3

TOTIME48-C200AL-100-3F-3D 20.0 20 60.0 100 3

TOTIME48-C200AL-150-3F-3D 20.0 20 60.0 150 3

TAC
40°

HRC
  48

      <HRC48 HRC55-60

   TAC
Coating

3 FLUTES TAC COATING SQUARE  [3D]

Stock

MG
HM

 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
Recommended Cutting Conditions B89
                                   

Non-StockStock
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[1.5D]

Ball Nose End Mill(HRC48) 30°

Order No. D(mm) R(mm) d(mm) Lc(mm) L(mm) Flutes

TOTIME48-010ALB-50-2F-1.5D 1.0 0.50 4 1.5 50 2

TOTIME48-015ALB-50-2F-1.5D 1.5 0.75 4 2.3 50 2

TOTIME48-020ALB-50-2F-1.5D 2.0 1.00 4 3.0 50 2

TOTIME48-030ALB-50-2F-1.5D 3.0 1.50 4 4.5 50 2

TOTIME48-040ALB-50-2F-1.5D 4.0 2.00 4 6.0 50 2

TOTIME48-060ALB-50-2F-1.5D 6.0 3.00 6 9.0 50 2

TOTIME48-060ALB-75-2F-1.5D 6.0 3.00 6 9.0 75 2

TOTIME48-080ALB-60-2F-1.5D 8.0 4.00 8 12.0 60 2

TOTIME48-080ALB-75-2F-1.5D 8.0 4.00 8 12.0 75 2

TOTIME48-080ALB-100-2F-1.5D 8.0 4.00 8 12.0 100 2

TOTIME48-100ALB-75-2F-1.5D 10.0 5.00 10 15.0 75 2

TOTIME48-100ALB-100-2F-1.5D 10.0 5.00 10 15.0 100 2

TOTIME48-120ALB-75-2F-1.5D 12.0 6.00 12 18.0 75 2

TOTIME48-120ALB-100-2F-1.5D 12.0 6.00 12 18.0 100 2

HRC
  48

      <HRC48 HRC55-60

    No
Coating

 Tolerance:R≤3 ±0.015      R＞3 ±0.02

Stock

MG
HM

Recommended Cutting Conditions B88
                                   

Non-StockStock
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[2D]

Ball Nose End Mill(HRC48) 30°

Order No. D(mm) R(mm) d(mm) Lc(mm) L(mm) Flutes

TOTIME48-010ALB-50-2F-2D 1.0 0.50 4 2 50 2

TOTIME48-015ALB-50-2F-2D 1.5 0.75 4 3 50 2

TOTIME48-020ALB-50-2F-2D 2.0 1.00 4 4 50 2

TOTIME48-030ALB-50-2F-2D 3.0 1.50 4 6 50 2

TOTIME48-040ALB-50-2F-2D 4.0 2.00 4 8 50 2

TOTIME48-060ALB-50-2F-2D 6.0 3.00 6 12 50 2

TOTIME48-060ALB-75-2F-2D 6.0 3.00 6 12 75 2

TOTIME48-080ALB-60-2F-2D 8.0 4.00 8 16 60 2

TOTIME48-080ALB-75-2F-2D 8.0 4.00 8 16 75 2

TOTIME48-080ALB-100-2F-2D 8.0 4.00 8 16 100 2

TOTIME48-100ALB-75-2F-2D 10.0 5.00 10 20 75 2

TOTIME48-100ALB-100-2F-2D 10.0 5.00 10 20 100 2

TOTIME48-120ALB-75-2F-2D 12.0 6.00 12 24 75 2

TOTIME48-120ALB-100-2F-2D 12.0 6.00 12 24 100 2

HRC
  48

      <HRC48 HRC55-60

    No
Coating

 Tolerance:R≤3 ±0.015      R＞3 ±0.02

Stock

MG
HM

Recommended Cutting Conditions B88
                                   

Non-StockStock
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TiAlN
38°/39°

Order No. D(mm) d(mm) Lc(mm) L(mm) Flutes

TOTIME3839-060R-S-4F 6 6 15 50 4

TOTIME3839-080R-S-4F 8 8 20 60 4

TOTIME3839-100R-S-4F 10 10 30 75 4

TOTIME3839-120R-S-4F 12 12 32 75 4

TOTIME3839-160R-S-4F 16 16 45 100 4

TOTIME3839-200R-S-4F 20 20 50 100 4

Variable Lead Roughing(HRC55)

Carbide Materials

HRC55-65HRC48-55

 TiAIN
 Coating

 Tolerance:D≤8  .      D＞8  0 .  0~0 01 ~0 02

Stock

Recommended Cutting Conditions B91
                                   

Non-StockStock
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HRC55-65HRC32-48

Die Steel

Diamond

Order No. D(mm) d(mm) Lc(mm) L(mm) Flutes

TDIA-010S-50-4F 1 4 3 50 4

TDIA-020S-50-4F 2 4 6 50 4

TDIA-030S-50-4F 3 4 9 50 4

TDIA-040S-50-4F 4 4 12 50 4

TDIA-040S-60-4F 4 4 12 60 4

TDIA-040S-75-4F 4 4 12 75 4

TDIA-040S-100-4F 4 4 20 100 4

TDIA-060S-50-4F 6 6 20 50 4

TDIA-060S-60-4F 6 6 20 60 4

TDIA-060S-75-4F 6 6 25 75 4

TDIA-060S-100-4F 6 6 30 100 4

TDIA-060S-150-4F 6 6 40 150 4

TDIA-080S-50-4F 8 8 20 50 4

TDIA-080S-60-4F 8 8 20 60 4

TDIA-080S-75-4F 8 8 30 75 4

TDIA-080S-100-4F 8 8 30 100 4

TDIA-080S-150-4F 8 8 40 150 4

TDIA-100S-60-4F 10 10 25 60 4

TDIA-100S-75-4F 10 10 30 75 4

TDIA-100S-100-4F 10 10 30 100 4

TDIA-100S-150-4F 10 10 40 150 4

TDIA-120S-100-4F 12 12 40 100 4

TDIA-120S-150-4F 12 12 50 150 4

TDIA-120S-180-4F 12 12 50 180 4

30°Diamond Coating Square End Mill

Graphite Aluminum
HRC48-55

HRC
  48

Diamond
 Coating

 Tolerance:D＜6  -0.02     6≤D 12  -0.03~0 ≤ ~0

For Graphite

Stock

MG
HM

Recommended Cutting Conditions B110
                                   

Non-StockStock
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4

Order No. D(mm) r(mm) d(mm) Lc(mm) L(mm) Flutes

TDIA-030CR002-60-4F 3 0.2 3 10 60 4

TDIA-030CR002-75-4F 3 0.2 3 10 75 4

TDIA-030CR002-100-4F 3 0.2 3 10 100 4

TDIA-030CR003-60-4F 3 0.3 3 10 60 4

TDIA-030CR005-60-4F 3 0.5 3 10 60 4

TDIA-030CR005-75-4F 3 0.5 3 10 75 4

TDIA-030CR005-100-4F 3 0.5 3 10 100 4

TDIA-040CR001-40-4F 4 0.1 4 6 40 4

TDIA-040CR002-50-4F 4 0.2 4 6 50 4

TDIA-040CR002-60-4F 4 0.2 4 12 60 4

TDIA-040CR002-75-4F 4 0.2 4 20 75 4

TDIA-040CR002-100-4F 4 0.2 4 20 100 4

TDIA-040CR005-50-4F 4 0.5 4 6 50 4

TDIA-040CR005-60-4F 4 0.5 4 12 60 4

TDIA-040CR005-75-4F 4 0.5 4 12 75 4

TDIA-040CR005-100-4F 4 0.5 4 20 100 4

TDIA-060CR003-75-4F 6 0.3 6 20 75 4

TDIA-060CR003-100-4F 6 0.3 6 30 100 4

TDIA-060CR005-60-4F 6 0.5 6 20 60 4

TDIA-060CR005-75-4F 6 0.5 6 20 75 4

TDIA-060CR005-100-4F 6 0.5 6 25 100 4

TDIA-080CR003-75-4F 8 0.3 8 25 75 4

TDIA-080CR003-100-4F 8 0.3 8 30 100 4

Diamond
30°Diamond Coating Corner Radius End Mill

HRC55-65HRC32-48

Die Steel

Graphite Aluminum
HRC48-55

HRC
  48

Diamond
 Coating

 Tolerance:D＜6  -0.02     6≤D 12  -0.03~0 ≤ ~0

For Graphite

Stock

MG
HM

Recommended Cutting Conditions B110
Non-StockStock
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TDIA-080CR005-75-4F 8 0.5 8 30 75 4

TDIA-080CR005-100-4F 8 0.5 8 30 100 4

TDIA-080CR005-150-4F 8 0.5 8 40 150 4

TDIA-100CR005-75-4F 10 0.5 10 25 75 4

TDIA-100CR005-100-4F 10 0.5 10 30 100 4

TDIA-100CR005-150-4F 10 0.5 10 40 150 4

TDIA-120CR005-100-4F 12 0.5 12 30 100 4

TDIA-120CR005-150-4F 12 0.5 12 40 150 4

Order No. D(mm) r(mm) d(mm) Lc(mm) L(mm) Flutes

4

Diamond
30°Diamond Coating Corner Radius End Mill

HRC55-65HRC32-48

Die Steel

Graphite Aluminum
HRC48-55

HRC
  48

Diamond
 Coating

 Tolerance:D＜6  -0.02     6≤D 12  -0.03~0 ≤ ~0

For Graphite

Stock

MG
HM

Recommended Cutting Conditions B110
                                   

Non-StockStock
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Order No. D(mm) R(mm) d(mm) Lc(mm) L(mm) Flutes

TDIA-030B-50-2F 3 1.5 3 6 50 2

TDIA-030B-60-2F 3 1.5 3 6 60 2

TDIA-030B-75-2F 3 1.5 3 6 75 2

TDIA-030B-100-2F 3 1.5 3 6 100 2

TDIA-040B-50-2F 4 2.0 4 8 50 2

TDIA-040B-60-2F 4 2.0 4 8 60 2

TDIA-040B-75-2F 4 2.0 4 8 75 2

TDIA-040B-100-2F 4 2.0 4 10 100 2

TDIA-060B-60-2F 6 3.0 6 12 60 2

TDIA-060B-75-2F 6 3.0 6 12 75 2

TDIA-060B-100-2F 6 3.0 6 16 100 2

TDIA-060B-150-2F 6 3.0 6 20 150 2

TDIA-080B-75-2F 8 4.0 8 16 75 2

TDIA-080B-100-2F 8 4.0 8 16 100 2

TDIA-080B-150-2F 8 4.0 30 150 2

TDIA-100B-100-2F 10 5.0 10 20 100 2

TDIA-100B-150-2F 10 5.0 10 30 150 2

TDIA-120B-100-2F 12 6.0 12 30 100 2

TDIA-120B-150-2F 12 6.0 12 30 150 2

Diamond
30°Diamond Coating Ball Nose End Mill

HRC55-65HRC32-48

Die Steel

Graphite Aluminum
HRC48-55

HRC
  48

Diamond
 Coating

 Tolerance:R＜3  -0.02     3≤R 6  -0.03~0 ≤  ~0

For Graphite

8

Stock

MG
HM

Recommended Cutting Conditions B110
                                   

Non-StockStock
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X3H

Order No. D(mm) d(mm) Lc(mm) L(mm) Flutes

TMALS010-2F 0.10 4 0.2 50 2

TMALS015-2F 0.15 4 0.3 50 2

TMALS020-2F 0.20 4 0.4 50 2

TMALS025-2F 0.25 4 0.5 50 2

TMALS030-2F 0.30 4 0.6 50 2

TMALS035-2F 0.35 4 0.7 50 2

TMALS040-2F 0.40 4 0.8 50 2

TMALS045-2F 0.45 4 0.9 50 2

TMALS050-2F 0.50 4 1.0 50 2

TMALS060-2F 0.60 4 1.2 50 2

TMALS070-2F 0.70 4 1.4 50 2

TMALS080-2F 0.80 4 1.6 50 2

TMALS090-2F 0.90 4 1.8 50 2

2

Micro Square End Mill

Lc

30°

HRC
  48

      <HRC48 HRC55-60

    X3H
Coating

Stock

MG
HM

 Tolerance:D≤12 0.02~0    D＞12 -0.03~0  -
Recommended Cutting Conditions B93
                                   

Non-StockStock
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X3HMG
HM

2

Micro Corner Radius End Mill

r

Lc

Order No. D(mm) r(mm) d(mm) Lc(mm) L(mm) Flutes

TMALCR0202-2F 0.2 0.02 4 0.4 50 2

TMALCR0205-2F 0.2 0.05 4 0.4 50 2

TMALCR0305-2F 0.3 0.05 4 0.6 50 2

TMALCR0310-2F 0.3 0.10 4 0.6 50 2

TMALCR0405-2F 0.4 0.05 4 0.8 50 2

TMALCR0410-2F 0.4 0.10 4 0.8 50 2

TMALCR0505-2F 0.5 0.05 4 1.0 50 2

TMALCR0510-2F 0.5 0.10 4 1.0 50 2

TMALCR0605-2F 0.6 0.05 4 1.2 50 2

TMALCR0610-2F 0.6 0.10 4 1.2 50 2

TMALCR0705-2F 0.7 0.05 4 1.4 50 2

TMALCR0710-2F 0.7 0.10 4 1.4 50 2

TMALCR0805-2F 0.8 0.05 4 1.6 50 2

TMALCR0810-2F 0.8 0.10 4 1.6 50 2

30°

HRC
  48

      <HRC48 HRC55-60

   X3H
Coating

Stock

Recommended Cutting Conditions B93
                                   

Non-StockStock
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X3HMicro Ball Nose End Mill

Lc

Order No. D(mm) R(mm) d(mm) Lc(mm) L(mm) Flutes

TMALB020-2F 0.2 0.10 4 0.4 50 2

TMALB030-2F 0.3 0.15 4 0.6 50 2

TMALB040-2F 0.4 0.20 4 0.8 50 2

TMALB050-2F 0.5 0.25 4 1.0 50 2

TMALB060-2F 0.6 0.30 4 1.2 50 2

TMALB070-2F 0.7 0.35 4 1.4 50 2

TMALB080-2F 0.8 0.40 4 1.6 50 2

30°

HRC
  48

      <HRC48 HRC55-60

   X3H
Coating

Stock

MG
HM

Recommended Cutting Conditions B93
Non-StockStock
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 AP

2

Micro Square End Mill

Lc

30°

Order No. D(mm ) d(mm) Lc(mm) L(mm) Flutes

TMUS010-2F 0.10 4 0.2 50 2

TMUS015-2F 0.15 4 0.3 50 2

TMUS020-2F 0.20 4 0.4 50 2

TMUS025-2F 0.25 4 0.5 50 2

TMUS030-2F 0.30 4 0.6 50 2

TMUS035-2F 0.35 4 0.7 50 2

TMUS040-2F 0.40 4 0.8 50 2

TMUS045-2F 0.45 4 0.9 50 2

TMUS050-2F 0.50 4 1.0 50 2

TMUS060-2F 0.60 4 1.2 50 2

TMUS070-2F 0.70 4 1.4 50 2

TMUS080-2F 0.80 4 1.6 50 2

TMUS090-2F 0.90 4 1.8 50 2

HRC45-55

HRC
  48

      HRC35-45 HRC55-60

    AP
Coating

Stock

MG
HM

Recommended Cutting Conditions B94
                                   

Non-StockStock
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 AP
MG
HM

2

Micro Corner Radius End Mill

r

Lc

45°

Order No. D(mm) r(mm) d(mm) Lc(mm) L(mm) Flutes

TMUCR0202-2F 0.2 0.02 4 0.4 50 2

TMUCR0205-2F 0.2 0.05 4 0.4 50 2

TMUCR0305-2F 0.3 0.05 4 0.6 50 2

TMUCR0310-2F 0.3 0.10 4 0.6 50 2

TMUCR0405-2F 0.4 0.05 4 0.8 50 2

TMUCR0410-2F 0.4 0.10 4 0.8 50 2

TMUCR0505-2F 0.5 0.05 4 1.0 50 2

TMUCR0510-2F 0.5 0.10 4 1.0 50 2

TMUCR0605-2F 0.6 0.05 4 1.2 50 2

TMUCR0610-2F 0.6 0.10 4 1.2 50 2

TMUCR0705-2F 0.7 0.05 4 1.4 50 2

TMUCR0710-2F 0.7 0.10 4 1.4 50 2

TMUCR0805-2F 0.8 0.05 4 1.6 50 2

TMUCR0810-2F 0.8 0.10 4 1.6 50 2

HRC45-55

HRC
  48

      HRC35-45 HRC55-60

    AP
Coating

Stock

Recommended Cutting Conditions B94
                                   

Non-StockStock
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APMicro Ball Nose End Mill

Lc

30°

Order No. D(mm ) R(mm) d(mm) Lc(mm) L(mm) Flutes

TMUB020-2F 0.2 0.10 4 0.4 50 2

TMUB030-2F 0.3 0.15 4 0.6 50 2

TMUB040-2F 0.4 0.20 4 0.8 50 2

TMUB050-2F 0.5 0.25 4 1.0 50 2

TMUB060-2F 0.6 0.30 4 1.2 50 2

TMUB070-2F 0.7 0.35 4 1.4 50 2

TMUB080-2F 0.8 0.40 4 1.6 50 2

HRC45-55

HRC
  48

      HRC35-45 HRC55-60
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Coating

Stock

MG
HM

Recommended Cutting Conditions B94
                                   

Non-StockStock
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X6H

2

Micro Square End Mill

Lc

45°

Order No. D(mm ) d(mm) Lc(mm) L(mm) Flutes

TMHS010-2F 0.10 4 0.2 50 2

TMHS015-2F 0.15 4 0.3 50 2

TMHS020-2F 0.20 4 0.4 50 2

TMHS025-2F 0.25 4 0.5 50 2

TMHS030-2F 0.30 4 0.6 50 2

TMHS035-2F 0.35 4 0.7 50 2

TMHS040-2F 0.40 4 0.8 50 2

TMHS045-2F 0.45 4 0.9 50 2

TMHS050-2F 0.50 4 1.0 50 2

TMHS060-2F 0.60 4 1.2 50 2

TMHS070-2F 0.70 4 1.4 50 2

TMHS080-2F 0.80 4 1.6 50 2

TMHS090-2F 0.90 4 1.8 50 2

HRC48-55

HRC
  48

      HRC35-45 HRC55-60

   X6H
Coating

Stock

MG
HM

Recommended Cutting Conditions B95
                                   

Non-StockStock
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X6HMG
HM

2

Micro Corner Radius End Mill

r

Lc

45°

Order No. D(mm) r(mm) d(mm) Lc(mm) L(mm) Flutes

TMHCR0202-2F 0.2 0.02 4 0.4 50 2

TMHCR0205-2F 0.2 0.05 4 0.4 50 2

TMHCR0305-2F 0.3 0.05 4 0.6 50 2

TMHCR0310-2F 0.3 0.10 4 0.6 50 2

TMHCR0405-2F 0.4 0.05 4 0.8 50 2

TMHCR0410-2F 0.4 0.10 4 0.8 50 2

TMHCR0505-2F 0.5 0.05 4 1.0 50 2

TMHCR0510-2F 0.5 0.10 4 1.0 50 2

TMHCR0605-2F 0.6 0.05 4 1.2 50 2

TMHCR0610-2F 0.6 0.10 4 1.2 50 2

TMHCR0705-2F 0.7 0.05 4 1.4 50 2

TMHCR0710-2F 0.7 0.10 4 1.4 50 2

TMHCR0805-2F 0.8 0.05 4 1.6 50 2

TMHCR0810-2F 0.8 0.10 4 1.6 50 2
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Coating
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Recommended Cutting Conditions B95
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X6HMicro Ball Nose End Mill

Lc

45°

Order No. D(mm) R(mm) d(mm) Lc(mm) L(mm) Flutes

TMHB020-2F 0.2 0.10 4 0.4 50 2

TMHB030-2F 0.3 0.15 4 0.6 50 2

TMHB040-2F 0.4 0.20 4 0.8 50 2

TMHB050-2F 0.5 0.25 4 1.0 50 2

TMHB060-2F 0.6 0.30 4 1.2 50 2

TMHB070-2F 0.7 0.35 4 1.4 50 2

TMHB080-2F 0.8 0.40 4 1.6 50 2

HRC48-55

HRC
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      HRC35-45 HRC55-60

   X6H
Coating

Stock

MG
HM

Recommended Cutting Conditions B95
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MG
HM

ZSTNB20..-..-. SERIES

The effective neck length shown is not an exact value and to avoid contact with the  workpiece, we recommend the user control the 

precise value of this length.

※R2 or higher is not applied to Back draft type.

L2

App.L

Back Taper 
on edge 3~5˚

L3

L2

d1

d2Ø d3

R

D

L1

θ2

θ

Order No.
Dimension(mm) Effective Neck Length

Stock
R D L2 θ L1 d1 d2 L3 d3 App. L θ2 0.5° 1° 1.5° 2° 3°

ZSTNB2002-1-04

0.10 0.20

1.0 0.4

0.15 0.17

0.18

50 4

1.35 10.9 1.5 1.7 1.8 2.0 2.3

ZSTNB2002-1.5-04 1.5 0.4 0.19 1.77 10.4 2.0 2.2 2.4 2.6 2.9

ZSTNB2002-2-09 2.0 0.9 0.23 1.10 10.1 x 2.8 3.1 3.4 3.9

ZSTNB2002-2.5-09 2.5 0.9 0.24 1.10 9.6 x 3.3 3.7 4.0 4.5

ZSTNB2003-2-04

0.15 0.30

2.0 0.4

0.25 0.28

0.29

50 4

2.19 10.0 2.5 2.8 3.0 3.2 3.5

ZSTNB2003-3-09 3.0 0.9 0.36 1.20 9.3 x 3.8 4.2 4.5 5.1

ZSTNB2003-4-09 4.0 0.9 0.39 1.20 8.6 x 4.8 5.3 5.7 6.3

ZSTNB2004-2-04

0.20 0.40

2.0 0.4

0.30 0.37

0.39

50 4

2.20 10.0 2.5 2.8 3.0 3.2 3.5

ZSTNB2004-3-04 3.0 0.4 0.41 2.44 9.1 3.6 3.9 4.1 4.4 4.8

ZSTNB2004-4-04 4.0 0.4 0.42 2.44 8.4 4.7 5.2 5.6 5.9 6.5

ZSTNB2004-4-09 4.0 0.9 0.49 1.25 8.5 x 4.8 5.3 5.7 6.3

ZSTNB2004-5-04 5.0 0.4 0.44 2.44 7.8 5.7 6.3 6.7 7.1 7.7

ZSTNB2004-5-09 5.0 0.9 0.52 1.25 7.9 x 5.9 6.4 6.8 7.5

ZSTNB2005-4-04

0.25 0.50

4.0 0.4

0.35 0.47

0.52

50 4

2.49 8.4 4.6 5.0 5.3 5.5 5.9

ZSTNB2005-8-09 8.0 0.9 0.71 1.30 6.5 x 8.9 9.6 10.1 10.9

ZSTNB2005-12-09 12.0 0.9 0.84 1.30 5.3 x 13.0 13.9 14.5 15.4

ZSTNB20054-2-04

0.27 0.54

2.0

0.4 0.37 0.52

0.54

50 4

1.80 10.0 2.3 2.5 2.7 2.8 3.0

ZSTNB20054-4-04 4.0 0.57 1.80 8.4 4.5 4.9 5.2 5.5 5.9

ZSTNB20054-5-04 5.0 0.59 1.80 7.8 5.5 6.0 6.3 6.6 7.1

ZSTNB20054-6-04 6.0 0.60 1.80 7.2 6.7 7.3 7.8 8.2 8.8

ZSTNB20054-6.5-04 6.5 0.61 1.80 7.0 7.2 7.9 8.3 8.7 9.4

ZSTNB20054-7-04 7.0 0.61 1.80 6.8 7.7 8.4 8.9 9.3 10.0

ZSTNB2006-2-04

0.30 0.60

2.0

0.4

0.40 0.57

0.59

50 4

2.17 10.0 2.4 2.5 2.7 2.8 3.0

ZSTNB2006-4-04 4.0 0.62 2.54 8.4 4.6 5.0 5.2 5.5 5.9

ZSTNB2006-6-04 6.0 0.65 2.54 7.2 6.8 7.4 7.8 8.2 8.8

ZSTNB2006-6-09 6.0
0.9

0.75 1.35 7.3 x 6.9 7.5 7.9 8.6

ZSTNB2006-8-09 8.0 0.81 1.35 6.4 x 8.9 9.6 10.1 10.9

ZSTNB2006-10-04 10.0 0.4 0.70 2.54 5.6 10.8 11.7 12.2 12.7 13.5

ZSTNB2006-10-09 10.0
0.9

0.87 1.35 5.7 x 11.0 11.8 12.3 13.2

ZSTNB2006-12-09 12.0 0.93

55

1.35 5.2 x 13.0 13.9 14.5 15.4

ZSTNB2006-15-04 15.0 0.4 0.77 2.54 4.4 15.9 17.0 17.6 18.2 19.2

ZSTNB2006-15-09 15.0 0.9 1.03 1.35 4.5 x 16.1 17.1 17.7 18.8

X No application
- No interference

2 FLUTE, TAPER NECK BACK DRAFT TYPE

°30

R

± 0.010

D>6

R

± 0.005

D≤6

TiAlN

※ These tools are manufactured based on order received. Recommended Cutting Conditions B101~B104
                                   

Non-StockStock

P H

B56



►

► Please refer to the effective neck length for the various draft angles

► In addition, the angle at which the tool will interfere with the workpiece is shown as the

“interference angle θ2”, and should also be referred to

 If the workpiece has draft angle, the interference length will be longer than the L2.

Order No.
Dimension(mm) Effective Neck Length

Stock
R D L2 θ L1 d1 d2 L3 d3 App. L θ2 0.5° 1° 1.5° 2° 3°

ZSTNB2008-4-04

0.40 0.8

4
0.4

0.50 0.77

0.82

50

4

2.64 8.3 4.6 4.9 5.2 5.5 5.9

ZSTNB2008-6-04 6 0.85 2.64 7.1 6.6 7.1 7.5 7.7 8.3

ZSTNB2008-8-09 8

0.9

1.01 1.45 6.3 x 8.9 9.6 10.1 10.9

ZSTNB2008-12-09 12 1.13 55 1.45 5.0 x 13.0 13.9 14.5 15.4

ZSTNB2008-16-09 16 1.26 1.45 4.2 x 17.1 18.1 18.8 19.9

ZSTNB2009-4-04

0.45 0.9

4

0.4 0.60 0.86

0.91 50

4

3.46 8.2 4.5 4.7 4.9 5.1 5.4

ZSTNB2009-8-04 8 0.96
55

3.46 6.1 8.7 9.3 9.7 10.0 10.6

ZSTNB2009-12-04 12 1.02 3.46 4.8 12.9 13.8 14.4 14.9 15.7

ZSTNB2009-16-04 16 1.08 60 3.46 4.0 17.0 18.0 18.7 19.3 20.5

ZSTNB2009-18-04 18 1.10

65

3.46 3.7 19.1 20.1 20.9 21.5 23.1

ZSTNB2009-20-04 20 1.13 3.46 3.4 21.1 22.2 23.0 23.6 25.6

ZSTNB2009-22-04 22 1.16 3.46 3.2 23.1 24.3 25.1 25.8 28.2

ZSTNB2009-24-04 24 1.19 70 3.46 3.0 25.2 26.4 27.2 27.9 -

ZSTNB2010-6-04

0.50 1

6

0.4

0.80 0.94

1.01 50

6

5.09 8.3 6.8 7.2 7.5 7.8 8.3

ZSTNB2010-8-04 8 1.04

55

5.09 7.5 8.8 9.3 9.7 10.0 10.6

ZSTNB2010-10-04 10 1.07 5.09 6.8 11.0 11.7 12.3 12.7 13.5

ZSTNB2010-10-09 10
0.9

1.23 2.70 6.9 x 11.2 11.9 12.4 13.2

ZSTNB2010-15-09 15 1.39 60 2.70 5.7 x 16.2 17.1 17.8 18.8

ZSTNB2010-20-04 20 0.4 1.21
65

5.09 4.7 21.2 22.3 23.0 23.6 25.7

ZSTNB2010-20-09 20
0.9

1.54 2.70 4.8 x 21.3 22.4 23.1 24.6

ZSTNB2010-25-09 25 1.70 70 2.70 4.2 x 26.4 27.6 28.4 30.8

ZSTNB2010-30-04 30 0.4 1.35
75

5.09 3.6 31.3 32.7 33.6 34.8 38.5

ZSTNB2010-30-09 30

0.9

1.86 2.70 3.7 x 31.4 32.8 33.7 36.9

ZSTNB2010-35-09 35 2.02 80 2.70 3.3 x 36.5 38.0 39.0 43.1

ZSTNB2010-40-09 40 2.17 85 2.70 3.0 x 41.6 43.2 44.4 -

ZSTNB2010-50-09 50 2.49 95 2.70 2.5 x 51.7 53.5 55.5 -

ZSTNB2010-60-09 60 2.80 105 2.70 2.2 x 61.8 63.8 66.6 -

ZSTNB2010-70-09 70 3.11 115 2.70 1.9 x 71.9 74.0 - -

ZSTNB2015-8-04
0.75 1.5

8
0.4 1.35 1.42

1.51
55 6

7.07 7.3 8.9 9.4 9.7 10.0 10.6

ZSTNB2015-10-04 10 1.54 7.07 6.6 10.9 11.5 11.9 12.2 12.9

X No application
- No interference

Interference
angle(θ)

Draft angle

The effective
neck length

L2

※  The effective neck length shown is not an exact value and to

     avoid contact with the workpiece, we recommend

     the user control the precise value of this length.

MG
HM

ZSTNB20..-..-. SERIES

2 FLUTE, TAPER NECK BACK DRAFT TYPE

°30

R

± 0.010

D>6

R

± 0.005

D≤6

TiAlN

Non-StockStock
※ These tools are manufactured based on order received. Recommended Cutting Conditions B101~B104

                                   

P H
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►

► Please refer to the effective neck length for the various draft angles

► In addition, the angle at which the tool will interfere with the workpiece is shown as the

“interference angle θ2”, and should also be referred to

 If the workpiece has draft angle, the interference length will be longer than the L2.

Order No.
Dimension(mm) Effective Neck Length

Stock
R D L2 θ L1 d1 d2 L3 d3 App. L θ2 0.5° 1° 1.5° 2° 3°

ZSTNB2015-12-04

0.75 1.5

12 0.4

1.35 1.42

1.57 55

6

7.07 6.0 13.0 13.6 14.0 14.4 15.4

ZSTNB2015-15-09 15

0.9

1.85 60 3.89 5.4 x 16.4 17.2 17.8 18.8

ZSTNB2015-20-09 20 2.01 65 3.89 4.5 x 21.4 22.4 23.2 24.7

ZSTNB2015-30-09 30 2.32 75 3.89 3.4 x 31.5 32.9 33.7 37.0

ZSTNB2018-4-04

0.9 1.8

4

0.4 1.6 1.73

1.76
50

6

4.38 9.2 4.6 4.8 4.9 5.1 5.4

ZSTNB2018-8-04 8 1.82 6.61 7.1 8.6 9.0 9.2 9.4 10.2

ZSTNB2018-12-04 12 1.88 55 6.61 5.8 12.9 13.5 14.0 14.4 15.4

ZSTNB2018-16-04 16 1.93 60 6.61 4.9 17.0 17.7 18.3 18.7 20.5

ZSTNB2018-20-04 20 1.99
65

6.61 4.3 21.2 22.3 23.0 23.6 25.6

ZSTNB2018-24-04 24 2.04 6.61 3.8 25.3 26.5 27.3 27.9 30.8

ZSTNB2018-28-04 28 2.10
70

6.61 3.4 29.4 30.6 31.5 32.4 35.9

ZSTNB2018-32-04 32 2.15 6.61 3.0 33.4 34.8 35.7 37.1 -

ZSTNB2018-36-04 36 2.21 75 6.61 2.8 37.5 38.9 39.9 41.7 -

ZSTNB2018-38-04 38 2.24
80

6.61 2.7 39.5 41.0 42.0 44.0 -

ZSTNB2018-40-04 40 2.27 6.61 2.6 41.5 43.1 44.2 46.3 -

ZSTNB2020-8-04

1.0 2.0

8

0.4

1.7 1.92

2.01 50

6

7.42 7.0 8.7 9.0 9.2 9.5 10.2

ZSTNB2020-12-04 12 2.06 55 7.42 5.7 13.0 13.6 14.0 14.4 15.4

ZSTNB2020-16-04 16 2.12 60 7.42 4.8 17.0 17.7 18.3 18.7 20.5

ZSTNB2020-20-04 20 2.18

65

7.42 4.1 21.3 22.3 23.0 23.6 25.6

ZSTNB2020-20-09 20
0.9

2.50 4.24 4.2 x 21.4 22.4 23.2 24.6

ZSTNB2020-25-09 25 2.65 4.24 3.6 x 26.5 27.7 28.5 30.8

ZSTNB2020-30-04 30 0.4 2.32
70

7.42 3.1 31.4 32.7 33.6 34.8 38.5

ZSTNB2020-30-09 30
0.9

2.81 4.24 3.2 x 31.6 32.9 33.7 36.9

ZSTNB2020-35-09 35 2.97 75 4.24 2.8 x 36.6 38.0 39.0 -

ZSTNB2020-40-04 40 0.4 2.46
80

7.42 2.5 41.5 43.1 44.2 46.3 -

ZSTNB2020-40-09 40

0.9

3.12 4.24 2.6 x 41.7 43.2 44.5 -

ZSTNB2020-50-09 50 3.44 90 4.24 2.1 x 51.8 53.5 55.5 -

ZSTNB2020-60-09 60 3.75 100 4.24 1.8 x 61.9 63.8 - -

ZSTNB2020-70-09 70 4.07 110 4.24 1.6 x 72.0 74.1 - -

ZSTNB2030-8-04
1.5 3.0

8
0.4 2.5 2.86

2.94 50
6

8.50 6.3 8.8 9.1 9.3 9.5 10.3

ZSTNB2030-16-04 16 3.05 55 12.52 4.1 17.2 17.8 18.3 18.7 20.6

X No application
- No interference

Interference
angle(θ)

Draft angle

The effective
neck length

L2

※  The effective neck length shown is not an exact value and to

     avoid contact with the workpiece, we recommend

     the user control the precise value of this length.

MG
HM

ZSTNB20..-..-. SERIES

2 FLUTE, TAPER NECK BACK DRAFT TYPE

°30

R

± 0.010

D>6

R

± 0.005

D≤6

TiAlN

Non-StockStock
※ These tools are manufactured based on order received. Recommended Cutting Conditions B101~B104

                                   

P H

B58



►

► Please refer to the effective neck length for the various draft angles

► In addition, the angle at which the tool will interfere with the workpiece is shown as the

“interference angle θ2”, and should also be referred to

 If the workpiece has draft angle, the interference length will be longer than the L2.

Order No.
Dimension(mm) Effective Neck Length

Stock
R D L2 θ L1 d1 d2 L3 d3 App. L θ2 0.5° 1° 1.5° 2° 3°

ZSTNB2030-20-04

1.5 3

20
0.4

2.5 2.86

3.10 60

6

12.52 3.4 21.2 22.0 22.6 23.3 25.7

ZSTNB2030-30-04 30 3.24
70

12.52 2.5 31.6 32.8 33.7 34.9 -

ZSTNB2030-30-09 30 0.9 3.72 6.95 2.6 x 31.8 33.0 33.8 -

ZSTNB2030-40-04 40 0.4 3.38
80

12.52 2.0 41.7 43.2 44.3 - -

ZSTNB2030-40-09 40

0.9

4.04 6.95 2.0 x 41.9 43.3 - -

ZSTNB2030-50-09 50 4.35 90 6.95 1.7 x 52.0 53.6 - -

ZSTNB2030-60-09 60 4.67 100 6.95 1.4 x 62.1 - - -

ZSTNB2030-70-09 70 4.98 110 6.95 1.2 x 72.1 - - -

ZSTNB2040-20-10

2.0 4

20

1.0 8.0 3.86

4.28 70

8

12.01 5.0 20.5 21.6 22.3 22.8 23.5

ZSTNB2040-30-10 30 4.63 80 12.01 3.51 22.0 31.6 32.5 33.2 34.16

ZSTNB2040-40-10 40 4.98 90 12.01 2.7 22.0 42.0 43.4 44.3 -

ZSTNB2040-50-10 50 5.33 100 12.01 2.2 22.0 52.0 53.6 54.7 -

ZSTNB2040-60-10 60 5.68 110 12.01 1.9 22.0 62.0 63.8 - -

ZSTNB2050-30-10

2.5 5

30

1.0 10.0 4.86

5.56 80

8

14.01 2.8 25.5 31.7 32.6 33.2 -

ZSTNB2050-40-10 40 5.91 90 14.01 2.1 25.5 41.7 42.8 43.5 -

ZSTNB2050-60-10 60 6.61 110 14.01 1.5 25.5 62.1 - - -

ZSTNB2060-30-10

3.0 6

30

1.0 12.0 5.86

6.49 80

8

16.01 1.9 29.0 31.8 32.6 - -

ZSTNB2060-40-10 40 6.84 90 16.01 1.5 29.0 41.8 - - -

ZSTNB2060-50-10 50 7.19 100 16.01 1.2 29.0 51.8 - - -

ZSTNB2060-60-10 60 7.54 110

10

16.01 1.9 29.0 62.2 63.9 - -

ZSTNB2060-70-10 70 7.89 120 16.01 1.7 29.0 72.2 74.1 - -

ZSTNB2060-80-10 80 8.23 130 16.01 1.5 29.0 82.2 - - -

ZSTNB2080-50-10

4.0 8

50

1.0 14.0 7.86

9.12 110

10

18.01 1.2 32.0 51.9 - - -

ZSTNB2080-60-10 60 9.47 120 18.01 1.0 32.0 - - - -

ZSTNB2080-70-10 70 9.82 130 18.01 0.9 32.0 - - - -

ZSTNB2080-80-10 80 10.16 140 12 18.01 1.5 32.0 82.3 - - -

ZSTNB2100-60-10
5.0 10

60
1.0 18.0 9.86

11.33 130
12

22.01 1.1 39.0 62.1 - - -

ZSTNB2100-75-10 75 11.85 140 22.01 0.9 39.0 - - - -

X No application
- No interference

Interference
angle(θ)

Draft angle

The effective
neck length

L2

※  The effective neck length shown is not an exact value and to

     avoid contact with the workpiece, we recommend

     the user control the precise value of this length.

■ Applicable Working Material

Carbon Steels
(S45C, S55C...)

~ HB225

Alloy Steels
(SCM, SK...)
HB225~325

Prehardened
Steels(NAK...)

HRc30~50

Hardened Steels
Copper Graphite

Cast Iron
FCD400. 500~

Aluminum
Stainless
Sheets

~Hrc55 SKD61 ~Hrc55 SKD11

○ ○ ◎ ◎ ○

■ Tolerance

Diameter Radius Shank Dia.

up to 6 ±0.005
h6

over 6 ±0.01

※Items can be changed for quality improvement without notice.○:General Application ◎:The most suitable Application

MG
HM

ZSTNB20..-..-. SERIES

2 FLUTE, TAPER NECK BACK DRAFT TYPE

°30

R

± 0.010

D>6

R

± 0.005

D≤6

TiAlN

Non-StockStock
※ These tools are manufactured based on order received. Recommended Cutting Conditions B101~B104
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B59



The effective neck length shown is not an exact value and to avoid contact with the  workpiece, we recommend the user control the 

precise value of this length.

※R2 or higher is not applied to Back draft type.

L2

App.L

Back Taper 
on edge 3~5˚

L3

L2

d1

d2Ø d3

R

D

L1

θ2

θ

Order No.
Dimension(mm) Effective Neck Length

Stock
R D L2 θ L1 d1 d2 L3 d3 App. L θ2 0.5° 1° 1.5° 2° 3°

ZSTNB3020-8-04

1.0 2

8

0.4

1.7 1.92

2.01 50

6

7.42 7.0 8.7 9.0 9.2 9.5 10.2

ZSTNB3020-12-04 12 2.06 55 7.42 5.7 13.0 13.6 14.0 14.4 15.4

ZSTNB3020-16-04 16 2.12 60 7.42 4.8 17.0 17.7 18.3 18.7 20.5

ZSTNB3020-20-04 20 2.18

65

7.42 4.1 21.3 22.3 23.0 23.6 25.6

ZSTNB3020-20-09 20
0.9

2.50 4.24 4.2 x 21.4 22.4 23.2 24.6

ZSTNB3020-25-09 25 2.65 4.24 3.6 x 26.5 27.7 28.5 30.8

ZSTNB3020-30-04 30 0.4 2.32
70

7.42 3.1 31.4 32.7 33.6 34.8 38.5

ZSTNB3020-30-09 30
0.9

2.81 4.24 3.2 x 31.6 32.9 33.7 36.9

ZSTNB3020-35-09 35 2.97 75 4.24 2.8 x 36.6 38.0 39.0 -

ZSTNB3020-40-04 40 0.4 2.46 80 7.42 2.5 41.5 43.1 44.2 46.3 -

ZSTNB3020-40-09 40

0.9

3.12 80 4.24 2.6 x 41.7 43.2 44.5 -

ZSTNB3020-50-09 50 3.44 90 4.24 2.1 x 51.8 53.5 55.5 -

ZSTNB3020-60-09 60 3.75 100 4.24 1.8 x 61.9 63.8 - -

ZSTNB3020-70-09 70 4.07 110 4.24 1.6 x 72.0 74.1 - -

ZSTNB3030-8-04

1.5 3

8

0.4

2.5 2.86

2.94 50

6

8.50 6.3 8.8 9.1 9.3 9.5 10.3

ZSTNB3030-16-04 16 3.05 55 12.52 4.1 17.2 17.8 18.3 18.7 20.6

ZSTNB3030-20-04 20 3.10 60 12.52 3.4 21.2 22.0 22.6 23.3 25.7

ZSTNB3030-30-04 30 3.24
70

12.52 2.5 31.6 32.8 33.7 34.9 -

ZSTNB3030-30-09 30 0.9 3.72 6.95 2.6 x 31.8 33.0 33.8 -

ZSTNB3030-40-04 40 0.4 3.38
80

12.52 2.0 41.7 43.2 44.3 - -

ZSTNB3030-40-09 40

0.9

4.04 6.95 2.0 x 41.9 43.3 - -

ZSTNB3030-50-09 50 4.35 90 6.95 1.7 x 52.0 53.6 - -

ZSTNB3030-60-09 60 4.67 100 6.95 1.4 x 62.1 - - -

ZSTNB3030-70-09 70 4.98 110 6.95 1.2 x 72.1 - - -

ZSTNB3040-20-10

2.0 4

20

1.0 8.0 3.86

4.28 70

8

12.01 5.0 20.5 21.6 22.3 22.8 23.5

ZSTNB3040-30-10 30 4.63 80 12.01 3.6 22.0 31.6 32.5 33.2 34.1

ZSTNB3040-40-10 40 4.98 90 12.01 2.7 22.0 42.0 43.4 44.3 -

ZSTNB3040-50-10 50 5.33 100 12.01 2.2 22.0 52.0 53.6 54.7 -

ZSTNB3040-60-10 60 5.68 110 12.01 1.9 22.0 62.0 63.8 - -

ZSTNB3050-30-10

2.5 5

30

1.0 10.0 4.86

5.56 80

8

14.01 2.8 25.5 31.7 32.6 33.2 -

ZSTNB3050-40-10 40 5.91 90 14.01 2.1 25.5 41.7 42.8 43.5 -

ZSTNB3050-60-10 60 6.61 110 12.52 1.5 25.5 62.1 - - -

X No application
- No interference

MG
HM

ZSTNB30..-..-. SERIES

3 FLUTE, TAPER NECK BACK DRAFT TYPE

°30

R

± 0.010

D>6

R

± 0.005

D≤6

TiAlN

Non-StockStock
※ These tools are manufactured based on order received. Recommended Cutting Conditions B101~B104
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The effective neck length shown is not an exact value and to avoid contact with the  workpiece, we recommend the user control the 

precise value of this length.

※R2 or higher is not applied to Back draft type.

Order No.
Dimension(mm) Effective Neck Length

Stock
D R L2 θ L1 d1 d2 L3 d3 App. L θ2 0.5° 1° 1.5° 2° 3°

ZSTNR2002-2-09005 0.2 0.05 2 0.9 0.15 0.17 0.23 50 4 1.10 10.0 x 2.8 3.1 3.4 3.9

ZSTNR2004-4-09005

0.4

0.05
4 0.9

0.30 0.37

0.49

50 4

1.25 8.4 x 4.9 5.3 5.7 6.3

ZSTNR2004-5-09005 5 0.9 0.52 1.25 7.8 x 5.9 6.4 6.8 7.5

ZSTNR2004-4-0901
0.10

4 0.9 0.49 1.25 8.5 x 4.9 5.3 5.7 6.3

ZSTNR2004-5-0901 5 0.9 0.52 1.25 7.9 x 5.9 6.4 6.8 7.5

ZSTNR2005-5-0901

0.5 0.10

5 0.9

0.35 0.47

0.62
50

4

1.30 7.8 x 5.9 6.4 6.8 7.5

ZSTNR2005-8-0901 8 0.9 0.71 1.30 6.4 x 9.0 9.7 10.2 11.0

ZSTNR2005-10-0901 10 0.9 0.77 55 1.30 5.8 x 11.0 11.8 12.4 13.2

ZSTNR2006-12-0901
0.6 0.10

12 0.9
0.40 0.57

0.93
55 4

1.35 5.1 x 13.0 13.9 14.5 15.5

ZSTNR2006-15-0901 15 0.9 1.03 1.35 4.5 x 16.1 17.1 17.8 18.8

ZSTNR2008-6-0402
0.8 0.20

6 0.4
0.50 0.77

0.85 50
4

2.64 7.0 6.6 7.1 7.5 7.8 8.3

ZSTNR2008-12-0902 12 0.9 1.13 55 1.45 5.0 x 13.0 13.9 14.5 15.5

ZSTNR2010-8-0402

1.0

0.20

8 0.4

0.80 0.94

1.04
55

6

5.09 7.4 8.8 9.3 9.7 10.1 10.6

ZSTNR2010-10-0902 10 0.9 1.23 5.09 6.8 x 11.2 11.9 12.4 13.3

ZSTNR2010-15-0902 15 0.9 1.39 60 2.70 5.6 x 16.3 17.2 17.8 18.8

ZSTNR2010-20-0902 20 0.9 1.54 65 2.70 4.8 x 21.3 22.4 23.2 24.7

ZSTNR2010-25-0902 25 0.9 1.70 70 2.70 4.1 x 26.4 27.6 28.5 30.9

ZSTNR2010-30-0902 30 0.9 1.86 75 2.70 3.7 x 31.5 32.8 33.7 37.0

ZSTNR2010-35-0902 35 0.9 2.02 80 2.70 3.3 x 36.5 38.0 39.0 43.2

ZSTNR2010-8-0403

0.30

8 0.4 1.04 55 2.70 7.4 8.8 9.3 9.7 10.0 10.6

ZSTNR2010-15-0903 15 0.9 1.39 60 2.70 5.6 x 16.3 17.2 17.8 18.8

ZSTNR2010-25-0903 25 0.9 1.70 70 2.70 4.2 x 26.4 27.6 28.5 30.8

ZSTNR2010-30-0903 30 0.9 1.86 75 2.70 3.7 x 31.5 32.8 33.7 37.0

ZSTNR2015-10-0402

1.5
0.20

10 0.4

1.35 1.42

1.54 55

6

7.07 6.4 11.0 11.5 11.9 12.3 13.0

ZSTNR2015-15-0902 15 0.9 1.85 60 7.07 5.3 x 16.4 17.3 17.9 18.9

ZSTNR2015-20-0902 20 0.9 2.01 65 3.89 4.5 x 21.5 22.5 23.2 24.9

ZSTNR2015-25-0902 25 0.9 2.16 70 3.89 3.9 x 26.6 27.7 28.5 31.0

ZSTNR2015-30-0902 30 0.9 2.32 75 3.89 3.4 x 31.6 32.9 33.8 37.1

ZSTNR2015-10-0403 0.30 10 0.4 1.54 55 3.89 6.4 11.0 11.5 11.9 12.3 13.0

X No application
- No interference

L3

R

L2

L1

Ø DØ d3

d1θ
θ2

d2

Back Taper 
on edge 1.5~6˚

L2

App.L

ZSTNR..-..-. SERIES MG
HM

2 FLUTE, TAPER NECK BACK DRAFT TYPE

°30

R

± 0.010

D>6

R

± 0.005

D≤6

TiAlN

Non-StockStock
※ These tools are manufactured based on order received. Recommended Cutting Conditions B105~B106
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►

► Please refer to the effective neck length for the various draft angles

► In addition, the angle at which the tool will interfere with the workpiece is shown as the

“interference angle θ2”, and should also be referred to

 If the workpiece has draft angle, the interference length will be longer than the L2.

Order No.
Dimension(mm) Effective Neck Length

Stock
D R L2 θ L1 d1 d2 L3 d3 App. L θ2 0.5° 1° 1.5° 2° 3°

ZSTNR2015-20-0903

1.5 0.3

20

0.9 1.35 1.42

2.01 65

6 3.89

4.5 x 21.5 22.5 23.2 24.8

ZSTNR2015-25-0903 25 2.16 70 3.9 x 26.5 27.7 28.5 31.0

ZSTNR2015-30-0903 30 2.32 75 3.4 x 31.6 32.9 33.8 37.1

ZSTNR2020-30-0902

2.0

0.2

30

0.9

1.70 1.92

2.81 70

6

7.42

3.1 x 31.6 32.9 33.8 37.2

ZSTNR2020-40-0902 40 3.12 80 2.5 x 41.8 43.3 44.6 -

ZSTNR2020-50-0902 50 3.44 90 2.1 x 51.9 53.6 55.7 -

ZSTNR2020-12-0403

0.3

12 0.4 2.06 55 5.5 13.0 13.6 14.1 14.5 15.6

ZSTNR2020-20-0903 20

0.9

2.50 65

4.24

4.1 x 21.5 22.5 23.2 24.9

ZSTNR2020-30-0903 30 2.81 70 3.1 x 31.6 32.9 33.8 37.1

ZSTNR2020-40-0903 40 3.12 80 2.5 x 41.7 43.3 44.6 -

ZSTNR2020-50-0903 50 3.44 90 2.1 x 51.8 53.6 55.7 -

ZSTNR2020-8-0405

0.5

8

0.4

2.01 50 6.8 8.7 9.0 9.3 9.5 10.4

ZSTNR2020-12-0405 12 2.06 55 5.6 13.0 13.6 14.1 14.4 15.5

ZSTNR2020-16-0405 16 2.12 60 4.7 17.0 17.8 18.3 18.7 20.7

ZSTNR2020-20-0905 20

0.9

2.50 65 4.2 x 21.5 22.5 23.2 24.8

ZSTNR2020-25-0905 25 2.65 65 3.6 x 26.6 27.7 28.5 30.9

ZSTNR2020-30-0905 30 2.81 70 3.1 x 31.6 32.9 33.8 37.1

ZSTNR2020-40-0905 40 3.12 80 2.5 x 41.7 43.2 44.6 -

ZSTNR2020-50-0905 50 3.44 90 2.1 x 51.8 53.6 55.6 -

ZSTNR2030-40-0902

3.0

0.2

40

0.9 2.50
2.86

4.04 80

6 6.95

2.0 x 42.0 43.4 - -

ZSTNR2030-50-0902 50 4.35 90 1.6 x 52.1 53.7 - -

ZSTNR2030-60-0902 60 4.67 100 1.4 x 62.2 - - -

ZSTNR2030-40-0903

0.3

40 4.04 80 2.0 x 42.0 43.4 - -

ZSTNR2030-50-0903 50 4.35 90 1.7 x 52.1 53.7 - -

ZSTNR2030-60-0903 60 4.67 100 1.4 x 62.2 - - -

ZSTNR2030-40-0905

0.5

40 4.04 80 2.0 x 42.0 43.4 - -

ZSTNR2030-50-0905 50 4.35 90 1.7 x 52.1 53.7 - -

ZSTNR2030-60-0905 60 4.67 100 1.4 x 62.1 - - -

X No application
- No interference

Interference
angle(θ)

Draft angle

The effective
neck length

L2

※  The effective neck length shown is not an exact value and to

     avoid contact with the workpiece, we recommend

     the user control the precise value of this length.

■ Applicable Working Material

Carbon Steels
(S45C, S55C...)

~ HB225

Alloy Steels
(SCM, SK...)
HB225~325

Prehardened
Steels(NAK...)

HRc30~50

Hardened Steels
Copper Graphite

Cast Iron
FCD400. 500~

Aluminum
Stainless
Sheets

~Hrc55 SKD61 ~Hrc55 SKD11

○ ○ ◎ ◎ ○

■ Tolerance

Mill Dia. (mm) Shank Dia.

0 ~ -0.015 h6

※Items can be changed for quality improvement without notice.○:General Application ◎:The most suitable Application

ZSTNR..-..-. SERIES MG
HM

2 FLUTE, TAPER NECK BACK DRAFT TYPE

°30

R

± 0.010

D>6

R

± 0.005

D≤6

TiAlN

Non-StockStock
※ These tools are manufactured based on order received. Recommended Cutting Conditions B105~B106
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Mill Dia. Tolerance(mm) Shank Dia. Tolerance

0~-0.010 h6 (mm)unit:mm

R

± 0.005°30
CBNCN2BESERIES

► Machining high hardness materials HRC50 to HRC70 into finish process for long time.

► High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended

► Good cutting ability due to negative rake angle.

CBN 2 FLUTE BALL NOSE

Carbon Steels Alloy Steels Prehardened Steels Hardened steels
Cast Iron Aluminum Copper Alloy Stainless Steels Titanium Graphite CFRP

~HB225 HB225~325 HRC30~40 HRC40~45 HRC45~55 HRC55~70

Recommend Suit

Order No.
Radius of Ball Nose Mill  Diameter Shank Diameter Length of Cut Length Below Shank Overall Length

Stock
R D1 D2 L1 L2 L

CN2BE002000 KKK R0.10 0.2 4 0.2 - 40

CN2BE002005 KKK R0.10 0.2 4 0.2 0.5 40

CN2BE002010 KKK R0.10 0.2 4 0.2 1.0 40

CNSBE003000 KKK R0.15 0.3 4 0.3 - 40

CN2BE003010 KKK R0.15 0.3 4 0.3 1.0 40

CN2BE003015 KKK R0.15 0.3 4 0.3 1.5 40

CN2BE003020 KKK R0.15 0.3 4 0.3 2.0 40

CN2BE004000 KKK R0.20 0.4 4 0.4 - 40

CN2BE004010 KKK R0.20 0.4 4 0.4 1.0 40

CN2BE004015 KKK R0.20 0.4 4 0.4 1.5 40

CN2BE004020 KKK R0.20 0.4 4 0.4 2.0 40

CN2BE004030 KKK R0.20 0.4 4 0.4 3.0 40

CN2BE005000 KKK R0.25 0.5 4 0.5 - 45

CN2BE005010 KKK R0.25 0.5 4 0.5 1.0 45

CN2BE005020 KKK R0.25 0.5 4 0.5 2.0 45

CN2BE005030 KKK R0.25 0.5 4 0.5 3.0 45

CN2BE005040 KKK R0.25 0.5 4 0.5 4.0 45

CN2BE006000 KKK R0.30 0.6 4 0.6 - 45

CN2BE006020 KKK R0.30 0.6 4 0.6 2.0 45

CN2BE006030 KKK R0.30 0.6 4 0.6 3.0 45

CN2BE006040 KKK R0.30 0.6 4 0.6 4.0 45

CN2BE006060 KKK R0.30 0.6 4 0.6 6.0 45

CN2BE008000 KKK R0.40 0.8 4 0.8 - 45

CN2BE008020 KKK R0.40 0.8 4 0.8 2.0 45

CN2BE008040 KKK R0.40 0.8 4 0.8 4.0 45

CN2BE008060 KKK R0.40 0.8 4 0.8 6.0 45

CN2BE008080 KKK R0.40 0.8 4 0.8 8.0 45

Non-StockStock
Recommended Cutting Conditions B107~B108
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Mill Dia. Tolerance(mm) Shank Dia. Tolerance

0~-0.010 h6 (mm)unit:mm

R

± 0.005°30
CBNCN2BESERIES

► Machining high hardness materials HRC50 to HRC70 into finish process for long time.

► High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended

► Good cutting ability due to negative rake angle.

CBN 2 FLUTE BALL NOSE

Carbon Steels Alloy Steels Prehardened Steels Hardened steels
Cast Iron Aluminum Copper Alloy Stainless Steels Titanium Graphite CFRP

~HB225 HB225~325 HRC30~40 HRC40~45 HRC45~55 HRC55~70

Recommend Suit

Order No.
Radius of Ball Nose Mill  Diameter Shank Diameter Length of Cut Length Below Shank

Stock
R D1 D2 L1 L2 L

CN2BE010000 KKK R0.50 1.0 4 1.0 - 50

CN2BE010025 KKK R0.50 1.0 4 1.0 2.5 50

CN2BE010040 KKK R0.50 1.0 4 1.0 4.0 50

CN2BE010060 KKK R0.50 1.0 4 1.0 6.0 50

CN2BE010080 KKK R0.50 1.0 4 1.0 8.0 50

CN2BE012000 KKK R0.60 1.2 4 1.2 - 50

CN2BE012030 KKK R0.60 1.2 4 1.2 3.0 50

CN2BE012040 KKK R0.60 1.2 4 1.2 4.0 50

CN2BE012060 KKK R0.60 1.2 4 1.2 6.0 50

CN2BE012080 KKK R0.60 1.2 4 1.2 8.0 50

CN2BE015000 KKK R0.75 1.5 4 1.5 - 50

CN2BE015040 KKK R0.75 1.5 4 1.5 4.0 50

CN2BE015060 KKK R0.75 1.5 4 1.5 6.0 50

CN2BE015080 KKK R0.75 1.5 4 1.5 8.0 50

CN2BE015100 KKK R0.75 1.5 4 1.5 10.0 50

CN2BE020000 KKK R1.00 2.0 4 2.0 - 50

CN2BE020060 KKK R1.00 2.0 4 2.0 6.0 50

CN2BE020080 KKK R1.00 2.0 4 2.0 8.0 50

CN2BE020100 KKK R1.00 2.0 4 2.0 10.0 50

CN2BE030000 KKK R1.50 3.0 4 2.5 - 50

CN2BE030080 KKK R1.50 3.0 4 2.5 8.0 50

CN2BE030100 KKK R1.50 3.0 4 2.5 10.0 50

CN2BE030120 KKK R1.50 3.0 4 2.5 12.0 50

CN2BE030160 KKK R1.50 3.0 4 2.5 16.0 60

CN2BE030200 KKK R1.50 3.0 4 2.5 20.0 60

Overall Length

Non-StockStock
Recommended Cutting Conditions B107~B108
                                   

H
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Mill Dia. Tolerance(mm) Shank Dia. Tolerance

0~-0.010 h6 (mm)unit:mm

R

± 0.005°30
CBNCP2BE SERIES

► Machining high hardness materials HRC50 to HRC70 into finish process for long time.

► High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended

► Good cutting ability due to negative rake angle.

CBN 2 FLUTE BALL NOSE

Carbon Steels Alloy Steels Prehardened Steels Hardened steels
Cast Iron Aluminum Copper Alloy Stainless Steels Titanium Graphite CFRP

~HB225 HB225~325 HRC30~40 HRC40~45 HRC45~55 HRC55~70

Recommend Suit

Order No.
Radius of Ball Nose Mill  Diameter Shank Diameter Length of Cut Length Below Shank

Stock
R D1 D2 L1 L2 L

CP2BE002000 KKK R0.10 0.2 4 0.2 - 40

CP2BE002005 KKK R0.10 0.2 4 0.2 0.5 40

CP2BE002010 KKK R0.01 0.2 4 0.2 1.0 40

CP2BE003000 KKK R0.15 0.3 4 0.3 - 40

CP2BE003010 KKK R0.15 0.3 4 0.3 1.0 40

CP2BE003015 KKK R0.15 0.3 4 0.3 1.5 40

CP2BE003020 KKK R0.15 0.3 4 0.3 2.0 40

CP2BE004000 KKK R0.20 0.4 4 0.4 - 40

CP2BE004010 KKK R0.20 0.4 4 0.4 1.0 40

CP2BE004015 KKK R0.20 0.4 4 0.4 1.5 40

CP2BE004020 KKK R0.20 0.4 4 0.4 2.0 40

CP2BE004030 KKK R0.20 0.4 4 0.4 3.0 40

CP2BE005000 KKK R0.25 0.5 4 0.5 - 45

CP2BE005010 KKK R0.25 0.5 4 0.5 1.0 45

CP2BE005020 KKK R0.25 0.5 4 0.5 2.0 45

CP2BE005030 KKK R0.25 0.5 4 0.5 3.0 45

CP2BE005040 KKK R0.25 0.5 4 0.5 4.0 45

CP2BE006000 KKK R0.30 0.6 4 0.6 - 45

CP2BE006020 KKK R0.30 0.6 4 0.6 2.0 45

CP2BE006030 KKK R0.30 0.6 4 0.6 3.0 45

CP2BE006040 KKK R0.30 0.6 4 0.6 4.0 45

CP2BE006060 KKK R0.30 0.6 4 0.6 6.0 45

CP2BE008000 KKK R0.40 0.8 4 0.8 - 45

CP2BE008020 KKK R0.40 0.8 4 0.8 2.0 45

CP2BE008040 KKK R0.40 0.8 4 0.8 4.0 45

CP2BE008060 KKK R0.40 0.8 4 0.8 6.0 45

CP2BE008080 KKK R0.40 0.8 4 0.8 8.0 45

Overall Length

Non-StockStock
Recommended Cutting Conditions B107~B108
                                   

H
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Mill Dia. Tolerance(mm) Shank Dia. Tolerance

0~-0.010 h6 (mm)unit:mm

R

± 0.005°30
CBNCP2BE SERIES

► Machining high hardness materials HRC50 to HRC70 into finish process for long time.

► High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended

► Good cutting ability due to negative rake angle.

CBN 2 FLUTE BALL NOSE

Carbon Steels Alloy Steels Prehardened Steels Hardened steels
Cast Iron Aluminum Copper Alloy Stainless Steels Titanium Graphite CFRP

~HB225 HB225~325 HRC30~40 HRC40~45 HRC45~55 HRC55~70

Recommend Suit

Order No.
Radius of Ball Nose Mill  Diameter Shank Diameter Length of Cut Length Below Shank

Stock
R D1 D2 L1 L2 L

CP2BE010000 KKK R0.50 1.0 4 1.2 - 50

CP2BE010025 KKK R0.50 1.0 4 1.2 2.5 50

CP2BE010040 KKK R0.50 1.0 4 1.2 4.0 50

CP2BE010060 KKK R0.50 1.0 4 1.2 6.0 50

CP2BE010080 KKK R0.05 1.0 4 1.2 8.0 50

CP2BE012000 KKK R0.60 1.2 4 1.2 - 50

CP2BE012030 KKK R0.60 1.2 4 1.2 3.0 50

CP2BE012040 KKK R0.60 1.2 4 1.2 4.0 50

CP2BE012060 KKK R0.60 1.2 4 1.2 6.0 50

CP2BE012080 KKK R0.60 1.2 4 1.2 8.0 50

CP2BE015000 KKK R0.75 1.5 4 1.5 - 50

CP2BE015040 KKK R0.75 1.5 4 1.5 4.0 50

CP2BE015060 KKK R0.75 1.5 4 1.5 6.0 50

CP2BE015080 KKK R0.75 1.5 4 1.5 8.0 50

CP2BE015100 KKK R0.75 1.5 4 1.5 10.0 50

CP2BE020000 KKK R1.00 2.0 4 2.0 - 50

CP2BE020060 KKK R1.00 2.0 4 2.0 6.0 50

CP2BE020080 KKK R1.00 2.0 4 2.0 8.0 50

CP2BE020100 KKK R1.00 2.0 4 2.0 10.0 50

CP2BE030000 KKK R1.50 3.0 4 2.5 - 50

CP2BE030080 KKK R1.50 3.0 4 2.5 8.0 50

CP2BE030100 KKK R1.50 3.0 4 2.5 10.0 50

CP2BE030120 KKK R1.50 3.0 4 2.5 12.0 50

CP2BE030160 KKK R1.50 3.0 4 2.5 16.0 60

CP2BE030200 KKK R1.50 3.0 4 2.5 20.0 60

Overall Length

Non-StockStock

Recommended Cutting Conditions B107~B108
                                   

H
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Mill Dia. Tolerance(mm) Shank Dia. Tolerance

0~-0.010 h6 (mm)unit:mm

CBNCN2CRSERIES

► Machining high hardness materials HRC50 to HRC70 into finish process for long time.

► High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended

► Good cutting ability due to negative rake angle.

CBN, 2 FLUTE CORNER RADIUS

Carbon Steels Alloy Steels Prehardened Steels Hardened steels
Cast Iron Aluminum Copper Alloy Stainless Steels Titanium Graphite CFRP

~HB225 HB225~325 HRC30~40 HRC40~45 HRC45~55 HRC55~70

Recommend Suit

Order No.
Radius of Ball Nose Mill  Diameter Shank Diameter Length of Cut Length Below Shank

Stock
R D1 D2 L1 L2 L

CN2CR0020002 KKK R0.02 0.2 4 0.2 - 40

CN2CR0020052 KKK R0.02 0.2 4 0.2 0.5 40

CN2CR0020102 KKK R0.02 0.2 4 0.2 1.0 40

CN2CR0020005 KKK R0.05 0.2 4 0.2 - 40

CN2CR0020055 KKK R0.05 0.2 4 0.2 0.5 40

CN2CR0020105 KKK R0.05 0.2 4 0.2 1.0 40

CN2CR0030002 KKK R0.02 0.3 4 0.3 - 40

CN2CR0030102 KKK R0.02 0.3 4 0.3 1.0 40

CN2CR0030152 KKK R0.02 0.3 4 0.3 1.5 40

CN2CR0030202 KKK R0.02 0.3 4 0.3 2.0 40

CN2CR0030005 KKK R0.05 0.3 4 0.3 - 40

CN2CR0030105 KKK R0.05 0.3 4 0.3 1.0 40

CN2CR0030155 KKK R0.05 0.3 4 0.3 1.5 40

CN2CR0030205 KKK R0.05 0.3 4 0.3 2.0 40

CN2CR0040002 KKK R0.02 0.4 4 0.4 - 40

CN2CR0040102 KKK R0.02 0.4 4 0.4 1.0 40

CN2CR0040152 KKK R0.02 0.4 4 0.4 1.5 40

CN2CR0040202 KKK R0.02 0.4 4 0.4 2.0 40

CN2CR0040302 KKK R0.02 0.4 4 0.4 3.0 40

CN2CR0040005 KKK R0.05 0.4 4 0.4 - 40

CN2CR0040105 KKK R0.05 0.4 4 0.4 1.0 40

CN2CR0040155 KKK R0.05 0.4 4 0.4 1.5 40

CN2CR0040205 KKK R0.05 0.4 4 0.4 2.0 40

CN2CR0040305 KKK R0.05 0.4 4 0.4 3.0 40

CN2CR0040001 KKK R0.10 0.4 4 0.4 - 40

CN2CR0040101 KKK R0.10 0.4 4 0.4 1.0 40

CN2CR0040151 KKK R0.10 0.4 4 0.4 1.5 40

± 0.005
R

°0

Overall Length

Non-StockStock
Recommended Cutting Conditions B109
                                   

H

B67



Mill Dia. Tolerance(mm) Shank Dia. Tolerance

0~-0.010 h6 (mm)unit:mm

CBNCN2CRSERIES

► Machining high hardness materials HRC50 to HRC70 into finish process for long time.

► High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended

► Good cutting ability due to negative rake angle.

CBN, 2 FLUTE CORNER RADIUS

Carbon Steels Alloy Steels Prehardened Steels Hardened steels
Cast Iron Aluminum Copper Alloy Stainless Steels Titanium Graphite CFRP

~HB225 HB225~325 HRC30~40 HRC40~45 HRC45~55 HRC55~70

Recommend Suit

Order No.
Radius of Ball Nose Mill  Diameter Shank Diameter Length of Cut Length Below Shank

Stock
R D1 D2 L1 L2 L

CN2CR0040201 KKK R0.10 0.4 4 0.4 2 40

CN2CR0040301 KKK R0.10 0.4 4 0.4 3 40

CN2CR0050002 KKK R0.02 0.5 4 0.5 - 40

CN2CR0050102 KKK R0.02 0.5 4 0.5 1 40

CN2CR0050202 KKK R0.02 0.5 4 0.5 2 40

CN2CR0050302 KKK R0.02 0.5 4 0.5 3 40

CN2CR0050402 KKK R0.02 0.5 4 0.5 4 40

CN2CR0050005 KKK R0.05 0.5 4 0.5 - 40

CN2CR0050105 KKK R0.05 0.5 4 0.5 1 40

CN2CR0050205 KKK R0.05 0.5 4 0.5 2 40

CN2CR0050305 KKK R0.05 0.5 4 0.5 3 40

CN2CR0050405 KKK R0.05 0.5 4 0.5 4 40

CN2CR0050001 KKK R0.10 0.5 4 0.5 - 40

CN2CR0050101 KKK R0.10 0.5 4 0.5 1 40

CN2CR0050201 KKK R0.10 0.5 4 0.5 2 40

CN2CR0050301 KKK R0.10 0.5 4 0.5 3 40

CN2CR0050401 KKK R0.10 0.5 4 0.5 4 40

CN2CR0060002 KKK R0.02 0.6 4 0.6 - 45

CN2CR0060202 KKK R0.02 0.6 4 0.6 2 45

CN2CR0060302 KKK R0.02 0.6 4 0.6 3 45

CN2CR0060402 KKK R0.02 0.6 4 0.6 4 45

CN2CR0060005 KKK R0.05 0.6 4 0.6 - 45

CN2CR0060205 KKK R0.05 0.6 4 0.6 2 45

CN2CR0060305 KKK R0.05 0.6 4 0.6 3 45

CN2CR0060405 KKK R0.05 0.6 4 0.6 4 45

CN2CR0060001 KKK R0.10 0.6 4 0.6 - 45

CN2CR0060201 KKK R0.10 0.6 4 0.6 2 45

± 0.005
R

°0

Overall Length

Recommended Cutting Conditions B109
                                   

Non-StockStock

H
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Mill Dia. Tolerance(mm) Shank Dia. Tolerance

0~-0.010 h6 (mm)unit:mm

CBNCN2CRSERIES

► Machining high hardness materials HRC50 to HRC70 into finish process for long time.

► High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended

► Good cutting ability due to negative rake angle.

CBN, 2 FLUTE CORNER RADIUS

Carbon Steels Alloy Steels Prehardened Steels Hardened steels
Cast Iron Aluminum Copper Alloy Stainless Steels Titanium Graphite CFRP

~HB225 HB225~325 HRC30~40 HRC40~45 HRC45~55 HRC55~70

Recommend Suit

Order No.
Radius of Ball Nose Mill  Diameter Shank Diameter Length of Cut Length Below Shank

Stock
R D1 D2 L1 L2 L

CN2CR0060301 KKK R0.10 0.6 4 0.6 3.0 45

CN2CR0060401 KKK R0.10 0.6 4 0.6 4.0 45

CN2CR0060020 KKK R0.20 0.6 4 0.6 - 45

CN2CR0060220 KKK R0.20 0.6 4 0.6 2.0 45

CN2CR0060320 KKK R0.20 0.6 4 0.6 3.0 45

CN2CR0060420 KKK R0.20 0.6 4 0.6 4.0 45

CN2CR0080002 KKK R0.02 0.8 4 0.8 - 45

CN2CR0080202 KKK R0.02 0.8 4 0.8 2.0 45

CN2CR0080402 KKK R0.02 0.8 4 0.8 4.0 45

CN2CR0080602 KKK R0.02 0.8 4 0.8 6.0 45

CN2CR0080005 KKK R0.05 0.8 4 0.8 - 45

CN2CR0080205 KKK R0.05 0.8 4 0.8 2.0 45

CN2CR0080405 KKK R0.05 0.8 4 0.8 4.0 45

CN2CR0080605 KKK R0.05 0.8 4 0.8 6.0 45

CN2CR0080001 KKK R0.10 0.8 4 0.8 - 45

CN2CR0080201 KKK R0.10 0.8 4 0.8 2.0 45

CN2CR0080401 KKK R0.10 0.8 4 0.8 4.0 45

CN2CR0080601 KKK R0.10 0.8 4 0.8 6.0 45

CN2CR008000 KKK R0.20 0.8 4 0.8 - 45

CN2CR008020 KKK R0.20 0.8 4 0.8 2.0 45

CN2CR008040 KKK R0.20 0.8 4 0.8 4.0 45

CN2CR008060 KKK R0.20 0.8 4 0.8 6.0 45

CN2CR0100002 KKK R0.02 1.0 4 1 - 50

CN2CR0100252 KKK R0.02 1.0 4 1 2.5 50

CN2CR0100402 KKK R0.02 1.0 4 1 4.0 50

CN2CR0100602 KKK R0.02 1.0 4 1 6.0 50

CN2CR0100005 KKK R0.05 1.0 4 1 - 50

± 0.005
R

°0

Overall Length

Recommended Cutting Conditions B109
                                   

Non-StockStock

H
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Mill Dia. Tolerance(mm) Shank Dia. Tolerance

0~-0.010 h6 (mm)unit:mm

CBNCN2CRSERIES

► Machining high hardness materials HRC50 to HRC70 into finish process for long time.

► High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended

► Good cutting ability due to negative rake angle.

CBN, 2 FLUTE CORNER RADIUS

Carbon Steels Alloy Steels Prehardened Steels Hardened steels
Cast Iron Aluminum Copper Alloy Stainless Steels Titanium Graphite CFRP

~HB225 HB225~325 HRC30~40 HRC40~45 HRC45~55 HRC55~70

Recommend Suit

Order No.
Radius of Ball Nose Mill  Diameter Shank Diameter Length of Cut Length Below Shank

Stock
R D1 D2 L1 L2 L

CN2CR0100255 KKK R0.05 1.0 4 1.0 2.5 50

CN2CR0100405 KKK R0.05 1.0 4 1.0 4.0 50

CN2CR0100605 KKK R0.05 1.0 4 1.0 6.0 50

CN2CR0100001 KKK R0.10 1.0 4 1.0 - 50

CM2CR0100251 KKK R0.10 1.0 4 1.0 2.5 50

CN2CR0100401 KKK R0.10 1.0 4 1.0 4.0 50

CN2CR0100601 KKK R0.10 1.0 4 1.0 6.0 50

CN2CR01000020 KKK R0.20 1.0 4 1.0 - 50

CN2CR01002520 KKK R0.20 1.0 4 1.0 2.5 50

CN2CR01004020 KKK R0.20 1.0 4 1.0 4.0 50

CN2CR01006020 KKK R0.20 1.0 4 1.0 6.0 50

CN2CR010000 KKK R0.30 1.0 4 1.0 - 50

CN2CR010025 KKK R0.30 1.0 4 1.0 2.5 50

CN2CR010040 KKK R0.30 1.0 4 1.0 4.0 50

CN2CR010060 KKK R0.30 1.0 4 1.0 6.0 50

CN2CR0150002 KKK R0.02 1.5 4 1.5 - 50

CN2CR0150402 KKK R0.02 1.5 4 1.5 4.0 50 

CN2CR0150602 KKK R0.02 1.5 4 1.5 6.0 50

CN2CR0150802 KKK R0.02 1.5 4 1.5 8.0 50

CN2CR0151002 KKK R0.02 1.5 4 1.5 10.0 50

CN2CR0150005 KKK R0.05 1.5 4 1.5 - 50

CN2CR0150405 KKK R0.05 1.5 4 1.5 4.0 50

CN2CR0150605 KKK R0.05 1.5 4 1.5 6.0 50

CN2CR0150805 KKK R0.05 1.5 4 1.5 8.0 50

CN2CR0151005 KKK R0.05 1.5 4 1.5 10.0 50

CN2CR0150001 KKK R0.10 1.5 4 1.5 - 50

CN2CR0150401 KKK R0.10 1.5 4 1.5 4.0 50

± 0.005
R

°0

Overall Length

Recommended Cutting Conditions B109
                                   

Non-StockStock

H
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Mill Dia. Tolerance(mm) Shank Dia. Tolerance

0~-0.010 h6 (mm)unit:mm

CBNCN2CRSERIES

► Machining high hardness materials HRC50 to HRC70 into finish process for long time.

► High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended

► Good cutting ability due to negative rake angle.

CBN, 2 FLUTE CORNER RADIUS

Carbon Steels Alloy Steels Prehardened Steels Hardened steels
Cast Iron Aluminum Copper Alloy Stainless Steels Titanium Graphite CFRP

~HB225 HB225~325 HRC30~40 HRC40~45 HRC45~55 HRC55~70

Recommend Suit

Order No.
Radius of Ball Nose Mill  Diameter Shank Diameter Length of Cut Length Below Shank

Stock
R D1 D2 L1 L2 L

CN2CR0150601 KKK R0.10 1.5 4 1.5 6 50

CN2CR0150801 KKK R0.10 1.5 4 1.5 8 50

CN2CR0151001 KKK R0.10 1.5 4 1.5 10 50

CN2CR01500020 KKK R0.20 1.5 4 1.5 - 50

CN2CR01504020 KKK R0.20 1.5 4 1.5 4 50

CN2CR01506020 KKK R0.20 1.5 4 1.5 6 50

CN2CR01508020 KKK R0.20 1.5 4 1.5 8 50

CN2CR01510020 KKK R0.20 1.5 4 1.5 10 50

CN2CR0150003 KKK R0.30 1.5 4 1.5 - 50

CN2CR0150403 KKK R0.30 1.5 4 1.5 4 50

CN2CR0150603 KKK R0.30 1.5 4 1.5 6 50

CN2CR0150803 KKK R0.30 1.5 4 1.5 8 50

CN2CR0151003 KKK R0.30 1.5 4 1.5 10 50

CN2CR015000 KKK R0.50 1.5 4 1.5 - 50

CN2CR015040 KKK R0.50 1.5 4 1.5 4 50

CN2CR015060 KKK R0.50 1.5 4 1.5 6 50

CN2CR015080 KKK R0.50 1.5 4 1.5 8 50

CN2CR015100 KKK R0.50 1.5 4 1.5 10 50

CN2CR0200005 KKK R0.05 2.0 4 2.0 - 50

CN2CR0200605 KKK R0.05 2.0 4 2.0 6 50

CN2CR0200805 KKK R0.05 2.0 4 2.0 8 50

CN2CR0201005 KKK R0.05 2.0 4 2.0 10 50

CN2CR0200001 KKK R0.10 2.0 4 2.0 - 50

CN2CR0200601 KKK R0.10 2.0 4 2.0 6 50

CN2CR0200801 KKK R0.10 2.0 4 2.0 8 50

CN2CA0201001 KKK R0.10 2.0 4 2.0 10 50

CN2CR0200002 KKK R0.20 2.0 4 2.0 - 50

± 0.005
R

°0

Overall Length

Recommended Cutting Conditions B109
                                   

Non-StockStock

H
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Mill Dia. Tolerance(mm) Shank Dia. Tolerance

0~-0.010 h6 (mm)unit:mm

CBNCN2CRSERIES

► Machining high hardness materials HRC50 to HRC70 into finish process for long time.

► High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended

► Good cutting ability due to negative rake angle.

CBN, 2 FLUTE CORNER RADIUS

Carbon Steels Alloy Steels Prehardened Steels Hardened steels
Cast Iron Aluminum Copper Alloy Stainless Steels Titanium Graphite CFRP

~HB225 HB225~325 HRC30~40 HRC40~45 HRC45~55 HRC55~70

Recommend Suit

Order No.
Radius of Ball Nose Mill  Diameter Shank Diameter Length of Cut Length Below Shank

Stock
R D1 D2 L1 L2 L

CN2CR0200602 KKK R0.20 2.0 4 2.0 6 50

CN2CR0200802 KKK R0.20 2.0 4 2.0 8 50

CN2CR0201002 KKK R0.20 2.0 4 2.0 10 50

CN2CR0200003 KKK R0.30 2.0 4 2.0 - 50

CN2CR0200603 KKK R0.30 2.0 4 2.0 6 50

CN2CR0200803 KKK R0.30 2.0 4 2.0 8 50

CN2CR0201003 KKK R0.30 2.0 4 2.0 10 50

CN2CR020000 KKK R0.50 2.0 4 2.0 - 50

CN2CR020060 KKK R0.50 2.0 4 2.0 6 50

CN2CR020080 KKK R0.50 2.0 4 2.0 8 50

CN2CR020100 KKK R0.50 2.0 4 2.0 10 50

CN2CR0300005 KKK R0.05 3.0 4 2.5 - 50

CN2CR0300805 KKK R0.05 3.0 4 2.5 8 50

CN2CR0301005 KKK R0.05 3.0 4 2.5 10 50

CN2CR0301205 KKK R0.05 3.0 4 2.5 12 50

CN2CR0301605 KKK R0.05 3.0 4 2.5 16 60

CN2CR0302005 KKK R0.05 3.0 4 2.5 20 60

CN2CR0300001 KKK R0.10 3.0 4 2.5 - 50

CN2CR0300801 KKK R0.10 3.0 4 2.5 8 50

CN2CR0301001 KKK R0.10 3.0 4 2.5 10 50

CN2CR0301201 KKK R0.10 3.0 4 2.5 12 50

CN2CR0301601 KKK R0.10 3.0 4 2.5 16 60

CN2CR0302001 KKK R0.10 3.0 4 2.5 20 60

CN2CR0300002 KKK R0.20 3.0 4 2.5 - 50

CN2CR0300802 KKK R0.20 3.0 4 2.5 8 50

CN2CR0301002 KKK R0.20 3.0 4 2.5 10 50

CN2CR0301202 KKK R0.20 3.0 4 2.5 12 50

± 0.005
R

°0

Overall Length

Recommended Cutting Conditions B109
                                   

Non-StockStock

H

B72



Mill Dia. Tolerance(mm) Shank Dia. Tolerance

0~-0.010 h6 (mm)unit:mm

CBNCN2CRSERIES

► Machining high hardness materials HRC50 to HRC70 into finish process for long time.

► High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended

► Good cutting ability due to negative rake angle.

CBN, 2 FLUTE CORNER RADIUS

Carbon Steels Alloy Steels Prehardened Steels Hardened steels
Cast Iron Aluminum Copper Alloy Stainless Steels Titanium Graphite CFRP

~HB225 HB225~325 HRC30~40 HRC40~45 HRC45~55 HRC55~70

Recommend Suit

Order No.
Radius of Ball Nose Mill  Diameter Shank Diameter Length of Cut Length Below Shank

Stock
R D1 D2 L1 L2 L

CN2CR0301602 KKK R0.2 3.0 4 2.5 16 60

CN2CR0302002 KKK R0.2 3.0 4 2.5 20 60

CN2CR0300003 KKK R0.3 3.0 4 2.5 - 50

CN2CR0300803 KKK R0.3 3.0 4 2.5 8 50

CN2CR0301003 KKK R0.3 3.0 4 2.5 10 50

CN2CR0301203 KKK R0.3 3.0 4 2.5 12 50

CN2CR0301603 KKK R0.3 3.0 4 2.5 16 60

CN2CR0302003 KKK R0.3 3.0 4 2.5 20 60

CN2CR030000 KKK R0.5 3.0 4 2.5 - 50

CN2CR030080 KKK R0.5 3.0 4 2.5 8 50

CN2CR030100 KKK R0.5 3.0 4 2.5 10 50

CN2CR030120 KKK R0.5 3.0 4 2.5 12 50

CN2CR030160 KKK R0.5 3.0 4 2.5 16 60

CN2CR030200 KKK R0.5 3.0 4 2.5 20 60

± 0.005
R

°0

Overall Length

Recommended Cutting Conditions B109
                                   

Non-StockStock

H
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Mill Dia. Tolerance(mm) Shank Dia. Tolerance

0~-0.010 h6 (mm)unit:mm

CBNCP2CRSERIES

► Machining high hardness materials HRC50 to HRC70 into finish process for long time.

► High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended

► Good cutting ability due to negative rake angle.

CBN, 2 FLUTE CORNER RADIUS

Carbon Steels Alloy Steels Prehardened Steels Hardened steels
Cast Iron Aluminum Copper Alloy Stainless Steels Titanium Graphite CFRP

~HB225 HB225~325 HRC30~40 HRC40~45 HRC45~55 HRC55~70

Recommend Suit

± 0.005
R

Order No.
Radius of Ball Nose Mill  Diameter Shank Diameter Length of Cut Length Below Shank

Stock
R D1 D2 L1 L2 L

CP2CR0020002 KKK R0.02 0.2 4 0.2 - 40

CP2CR0020052 KKK R0.02 0.2 4 0.2 0.5 40

CP2CR0020102 KKK R0.02 0.2 4 0.2 1.0 40

CP2CR0020005 KKK R0.05 0.2 4 0.2 - 40

CP2CR0020055 KKK R0.05 0.2 4 0.2 0.5 40

CP2CR0020105 KKK R0.05 0.2 4 0.2 1.0 40

CP2CR0030002 KKK R0.02 0.3 4 0.3 - 40

CP2CR0030102 KKK R0.02 0.3 4 0.3 1.0 40

CP2CR0030152 KKK R0.02 0.3 4 0.3 1.5 40

CP2CR0030202 KKK R0.02 0.3 4 0.3 2.0 40

CP2CR0030005 KKK R0.05 0.3 4 0.3 - 40

CP2CR0030105 KKK R0.05 0.3 4 0.3 1.0 40

CP2CR0030155 KKK R0.05 0.3 4 0.3 1.5 40

CP2CR0030205 KKK R0.05 0.3 4 0.3 2.0 40

CP2CR0040002 KKK R0.02 0.4 4 0.4 - 40

CP2CR0040102 KKK R0.02 0.4 4 0.4 1.0 40

CP2CR0040152 KKK R0.02 0.4 4 0.4 1.5 40

CP2CR0040202 KKK R0.02 0.4 4 0.4 2.0 40

CP2CR0040302 KKK R0.02 0.4 4 0.4 3.0 40

CP2CR0040005 KKK R0.05 0.4 4 0.4 - 40

CP2CR0040105 KKK R0.05 0.4 4 0.4 1.0 40

CP2CR0040155 KKK R0.05 0.4 4 0.4 1.5 40

CP2CR0040205 KKK R0.05 0.4 4 0.4 2.0 40

CP2CR0040305 KKK R0.05 0.4 4 0.4 3.0 40

CP2CR0040001 KKK R0.10 0.4 4 0.4 - 40

CP2CR0040101 KKK R0.10 0.4 4 0.4 1.0 40

CP2CR0040151 KKK R0.1 0.4 4 0.4 1.5 40

°0
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Mill Dia. Tolerance(mm) Shank Dia. Tolerance

0~-0.010 h6 (mm)unit:mm

CBNCP2CRSERIES

► Machining high hardness materials HRC50 to HRC70 into finish process for long time.

► High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended

► Good cutting ability due to negative rake angle.

CBN, 2 FLUTE CORNER RADIUS

Carbon Steels Alloy Steels Prehardened Steels Hardened steels
Cast Iron Aluminum Copper Alloy Stainless Steels Titanium Graphite CFRP

~HB225 HB225~325 HRC30~40 HRC40~45 HRC45~55 HRC55~70

Recommend Suit

± 0.005
R

Order No.
Radius of Ball Nose Mill  Diameter Shank Diameter Length of Cut Length Below Shank

Stock
R D1 D2 L1 L2 L

CP2CR0040201 KKK R0.10 0.4 4 0.4 2 40

CP2CR0040301 KKK R0.10 0.4 4 0.4 3 40

CP2CR0050002 KKK R0.02 0.5 4 0.5 - 40

CP2CR0050102 KKK R0.02 0.5 4 0.5 1 40

CP2CR0050202 KKK R0.02 0.5 4 0.5 2 40

CP2CR0050302 KKK R0.02 0.5 4 0.5 3 40

CP2CR0050402 KKK R0.02 0.5 4 0.5 4 40

CP2CR0050005 KKK R0.05 0.5 4 0.5 - 40

CP2CR0050105 KKK R0.05 0.5 4 0.5 1 40

CP2CR0050205 KKK R0.05 0.5 4 0.5 2 40

CP2CR0050305 KKK R0.05 0.5 4 0.5 3 40

CP2CR0050405 KKK R0.05 0.5 4 0.5 4 40

CP2CR0050001 KKK R0.10 0.5 4 0.5 - 40

CP2CR0050101 KKK R0.10 0.5 4 0.5 1 40

CP2CR0050201 KKK R0.10 0.5 4 0.5 2 40

CP2CR0050301 KKK R0.10 0.5 4 0.5 3 40

CP2CR0050401 KKK R0.10 0.5 4 0.5 4 40

CP2CR0060002 KKK R0.02 0.6 4 0.6 - 45

CP2CR0060202 KKK R0.02 0.6 4 0.6 2 45

CP2CR0060302 KKK R0.02 0.6 4 0.6 3 45

CP2CR0060402 KKK R0.02 0.6 4 0.6 4 45

CP2CR0060005 KKK R0.05 0.6 4 0.6 - 45

CP2CR0060205 KKK R0.05 0.6 4 0.6 2 45

CP2CR0060305 KKK R0.05 0.6 4 0.6 3 45

CP2CR0060405 KKK R0.05 0.6 4 0.6 4 45

CP2CR0060001 KKK R0.10 0.6 4 0.6 - 45

CP2CR0060201 KKK R0.10 0.6 4 0.6 2 45

°0
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Mill Dia. Tolerance(mm) Shank Dia. Tolerance

0~-0.010 h6 (mm)unit:mm

CBNCP2CRSERIES

► Machining high hardness materials HRC50 to HRC70 into finish process for long time.

► High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended

► Good cutting ability due to negative rake angle.

CBN, 2 FLUTE CORNER RADIUS

Carbon Steels Alloy Steels Prehardened Steels Hardened steels
Cast Iron Aluminum Copper Alloy Stainless Steels Titanium Graphite CFRP

~HB225 HB225~325 HRC30~40 HRC40~45 HRC45~55 HRC55~70

Recommend Suit

± 0.005
R

Order No.
Radius of Ball Nose Mill  Diameter Shank Diameter Length of Cut Length Below Shank

Stock
R D1 D2 L1 L2 L

CP2CR0060301 KKK R0.10 0.6 4 0.6 3.0 45

CP2CR0060401 KKK R0.10 0.6 4 0.6 4.0 45

CP2CR0060020 KKK R0.20 0.6 4 0.6 - 45

CP2CR0060220 KKK R0.20 0.6 4 0.6 2.0 45

CP2CR0060320 KKK R0.20 0.6 4 0.6 3.0 45

CP2CR0060420 KKK R0.20 0.6 4 0.6 4.0 45

CP2CR0080002 KKK R0.02 0.8 4 0.8 - 45

CP2CR0080202 KKK R0.02 0.8 4 0.8 2.0 45

CP2CR0C80402 KKK R0.02 0.8 4 0.8 4.0 45

CP2CR0080602 KKK R0.02 0.8 4 0.8 6.0 45

CP2CR0080005 KKK R0.05 0.8 4 0.8 - 45

CP2CR0080205 KKK R0.05 0.8 4 0.8 2.0 45

CP2CR0080405 KKK R0.05 0.8 4 0.8 4.0 45

CP2CR0080605 KKK R0.05 0.8 4 0.8 6.0 45

CP2CR0080001 KKK R0.10 0.8 4 0.8 - 45

CP2CR0080201 KKK R0.10 0.8 4 0.8 2.0 45

CP2CR0080401 KKK R0.10 0.8 4 0.8 4.0 45

CP2CR0080601 KKK R0.10 0.8 4 0.8 6.0 45

CP2CR008000 KKK R0.20 0.8 4 0.8 - 45

CP2CR008020 KKK R0.20 0.8 4 0.8 2.0 45

CP2CR008040 KKK R0.20 0.8 4 0.8 4.0 45

CP2CR008060 KKK R0.20 0.8 4 0.8 6.0 45

CP2CR0100002 KKK R0.02 1.0 4 1.0 - 50

CP2CR0100252 KKK R0.02 1.0 4 1.0 2.5 50

CP2CR0100402 KKK R0.02 1.0 4 1.0 4.0 50

CP2CR0100602 KKK R0.02 1.0 4 1.0 6.0 50

CP2CR0100005 KKK R0.05 1.0 4 1.0 - 50

°0
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Mill Dia. Tolerance(mm) Shank Dia. Tolerance

0~-0.010 h6 (mm)unit:mm

CBNCP2CRSERIES

► Machining high hardness materials HRC50 to HRC70 into finish process for long time.

► High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended

► Good cutting ability due to negative rake angle.

CBN, 2 FLUTE CORNER RADIUS

Carbon Steels Alloy Steels Prehardened Steels Hardened steels
Cast Iron Aluminum Copper Alloy Stainless Steels Titanium Graphite CFRP

~HB225 HB225~325 HRC30~40 HRC40~45 HRC45~55 HRC55~70

Recommend Suit

± 0.005
R

Order No.
Radius of Ball Nose Mill  Diameter Shank Diameter Length of Cut Length Below Shank

Stock
R D1 D2 L1 L2 L

CP2CR0100255 KKK R0.05 1.0 4 1.0 2.5 50

CP2CR0100405 KKK R0.05 1.0 4 1.0 4.0 50

CP2CR0100605 KKK R0.05 1.0 4 1.0 6.0 50

CP2CR0100001 KKK R0.10 1.0 4 1.0 - 50

CP2CR0100251 KKK R0.10 1.0 4 1.0 2.5 50

CP2CR0100401 KKK R0.10 1.0 4 1.0 4.0 50

CP2CR0100601 KKK R0.10 1.0 4 1.0 6.0 50

CP2CR01000020 KKK R0.20 1.0 4 1.0 - 50

CP2CR01002520 KKK R0.20 1.0 4 1.0 2.5 50

CP2CR01004020 KKK R0.20 1.0 4 1.0 4.0 50

CP2CR01006020 KKK R0.20 1.0 4 1.0 6.0 50

CP2CR010000 KKK R0.30 1.0 4 1.0 - 50

CP2CR010025 KKK R0.30 1.0 4 1.0 2.5 50

CP2CR010040 KKK R0.30 1.0 4 1.0 4.0 50

CP2CR010060 KKK R0.30 1.0 4 1.0 6.0 50

CP2CR0150002 KKK R0.02 1.5 4 1.5 - 50

CP2CR0150402 KKK R0.02 1.5 4 1.5 4.0 50

CP2CR0150602 KKK R0.02 1.5 4 1.5 6.0 50

CP2CR0150802 KKK R0.02 1.5 4 1.5 8.0 50

CP2CR0151002 KKK R0.02 1.5 4 1.5 10.0 50

CP2CR0150005 KKK R0.05 1.5 4 1.5 - 50

CP2CR0150405 KKK R0.05 1.5 4 1.5 4.0 50

CP2CR0150605 KKK R0.05 1.5 4 1.5 6.0 50

CP2CR0150805 KKK R0.05 1.5 4 1.5 8.0 50

CP2CR0151005 KKK R0.05 1.5 4 1.5 10.0 50

CP2CR0150001 KKK R0.10 1.5 4 1.5 - 50

CP2CR0150401 KKK R0.10 1.5 4 1.5 4.0 50

°0
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Mill Dia. Tolerance(mm) Shank Dia. Tolerance

0~-0.010 h6 (mm)unit:mm

CBNCP2CRSERIES

► Machining high hardness materials HRC50 to HRC70 into finish process for long time.

► High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended

► Good cutting ability due to negative rake angle.

CBN, 2 FLUTE CORNER RADIUS

Carbon Steels Alloy Steels Prehardened Steels Hardened steels
Cast Iron Aluminum Copper Alloy Stainless Steels Titanium Graphite CFRP

~HB225 HB225~325 HRC30~40 HRC40~45 HRC45~55 HRC55~70

Recommend Suit

± 0.005
R

Order No.
Radius of Ball Nose Mill  Diameter Shank Diameter Length of Cut Length Below Shank

Stock
R D1 D2 L1 L2 L

CP2CR0150601 KKK R0.10 1.5 4 1.5 6 50

CP2CR0150801 KKK R0.10 1.5 4 1.5 8 50

CP2CR0151001 KKK R0.10 1.5 4 1.5 10 50

CP2CR01500020 KKK R0.20 1.5 4 1.5 - 50

CP2CR01504020 KKK R0.20 1.5 4 1.5 4 50

CP2CR01506020 KKK R0.20 1.5 4 1.5 6 50

CP2CR01508020 KKK R0.20 1.5 4 1.5 8 50

CP2CR01510020 KKK R0.20 1.5 4 1.5 10 50

CP2CR0150003 KKK R0.30 1.5 4 1.5 - 50

CP2CR0150403 KKK R0.30 1.5 4 1.5 4 50

CP2CR0150603 KKK R0.30 1.5 4 1.5 6 50

CP2CR0150803 KKK R0.30 1.5 4 1.5 8 50

CP2CR0151003 KKK R0.30 1.5 4 1.5 10 50

CP2CR015000 KKK R0.50 1.5 4 1.5 - 50

CP2CR015040 KKK R0.50 1.5 4 1.5 4 50

CP2CR015060 KKK R0.50 1.5 4 1.5 6 50

CP2CR015080 KKK R0.50 1.5 4 1.5 8 50

CP2CR015100 KKK R0.50 1.5 4 1.5 10 50

CP2CR0200005 KKK R0.05 2.0 4 2.0 - 50

CP2CR0200605 KKK R0.05 2.0 4 2.0 6 50

CP2CR0200805 KKK R0.05 2.0 4 2.0 8 50

CP2CR0201005 KKK R0.05 2.0 4 2.0 10 50

CP2CR0200001 KKK R0.10 2.0 4 2.0 - 50

CP2CR0200601 KKK R0.10 2.0 4 2.0 6 50

CP2CR0200801 KKK R0.10 2.0 4 2.0 8 50

CP2CR0201001 KKK R0.10 2.0 4 2.0 10 50

CP2CR0200002 KKK R0.20 2.0 4 2.0 - 50

°0

Overall Length

Recommended Cutting Conditions B109
                                   

Non-StockStock

H

B78



Mill Dia. Tolerance(mm) Shank Dia. Tolerance

0~-0.010 h6 (mm)unit:mm

CBNCP2CRSERIES

► Machining high hardness materials HRC50 to HRC70 into finish process for long time.

► High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended

► Good cutting ability due to negative rake angle.

CBN, 2 FLUTE CORNER RADIUS

Carbon Steels Alloy Steels Prehardened Steels Hardened steels
Cast Iron Aluminum Copper Alloy Stainless Steels Titanium Graphite CFRP

~HB225 HB225~325 HRC30~40 HRC40~45 HRC45~55 HRC55~70

Recommend Suit

± 0.005
R

Order No.
Radius of Ball Nose Mill  Diameter Shank Diameter Length of Cut Length Below Shank

Stock
R D1 D2 L1 L2 L

CP2CR0200602 KKK R0.20 2.0 4 2.0 6 50

CP2CR0200802 KKK R0.20 2.0 4 2.0 8 50

CP2CR0201002 KKK R0.20 2.0 4 2.0 10 50

CP2CR0200003 KKK R0.30 2.0 4 2.0 - 50

CP2CR0200603 KKK R0.30 2.0 4 2.0 6 50

CP2CR0200803 KKK R0.30 2.0 4 2.0 8 50

CP2CR0201003 KKK R0.30 2.0 4 2.0 10 50

CP2CR020000 KKK R0.50 2.0 4 2.0 - 50

CP2CR020060 KKK R0.50 2.0 4 2.0 6 50

CP2CR020080 KKK R0.50 2.0 4 2.0 8 50

CP2CR020100 KKK R0.50 2.0 4 2.0 10 50

CP2CR0300005 KKK R0.05 3.0 4 2.5 - 50

CP2CR0300805 KKK R0.05 3.0 4 2.5 8 50

CP2CR0301005 KKK R0.05 3.0 4 2.5 10 50

CP2CR0301205 KKK R0.05 3.0 4 2.5 12 50

CP2CR0301605 KKK R0.05 3.0 4 2.5 16 60

CP2CR0302005 KKK R0.05 3.0 4 2.5 20 60

CP2CR0300001 KKK R0.10 3.0 4 2.5 - 50

CP2CR0300801 KKK R0.10 3.0 4 2.5 8 50

CP2CR0301001 KKK R0.10 3.0 4 2.5 10 50

CP2CR0301201 KKK R0.10 3.0 4 2.5 12 50

CP2CR0301601 KKK R0.10 3.0 4 2.5 16 60

CP2CR0302001 KKK R0.10 3.0 4 2.5 20 60

CP2CR0300002 KKK R0.20 3.0 4 2.5 - 50

CP2CR0300802 KKK R0.20 3.0 4 2.5 8 50

CP2CR0301002 KKK R0.20 3.0 4 2.5 10 50

CP2CR0301202 KKK R0.20 3.0 4 2.5 12 50

°0
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Mill Dia. Tolerance(mm) Shank Dia. Tolerance

0~-0.010 h6 (mm)unit:mm

CBNCP2CRSERIES

► Machining high hardness materials HRC50 to HRC70 into finish process for long time.

► High speed cutting with 20,000rpm and over 20,000rpm of tool and supplying air mist recommended

► Good cutting ability due to negative rake angle.

CBN, 2 FLUTE CORNER RADIUS

Carbon Steels Alloy Steels Prehardened Steels Hardened steels
Cast Iron Aluminum Copper Alloy Stainless Steels Titanium Graphite CFRP

~HB225 HB225~325 HRC30~40 HRC40~45 HRC45~55 HRC55~70

Recommend Suit

± 0.005
R

Order No.
Radius of Ball Nose Mill  Diameter Shank Diameter Length of Cut Length Below Shank

Stock
R D1 D2 L1 L2 L

CP2CR0301602 KKK R0.2 3.0 4 2.5 16 60

CP2CR0302002 KKK R0.2 3.0 4 2.5 20 60

CP2CR0300003 KKK R0.3 3.0 4 2.5 - 50

CP2CR0300803 KKK R0.3 3.0 4 2.5 8 50

CP2CR0301003 KKK R0.3 3.0 4 2.5 10 50

CP2CR0301203 KKK R0.3 3.0 4 2.5 12 50

CP2CR0301603 KKK R0.3 3.0 4 2.5 16 60

CP2CR0302003 KKK R0.3 3.0 4 2.5 20 60

CP2CR030000 KKK R0.5 3.0 4 2.5 - 50

CP2CR030080 KKK R0.5 3.0 4 2.5 8 50

CP2CR030100 KKK R0.5 3.0 4 2.5 10 50

CP2CR030120 KKK R0.5 3.0 4 2.5 12 50

CP2CR030160 KKK R0.5 3.0 4 2.5 16 60

CP2CR030200 KKK R0.5 3.0 4 2.5 20 60

°0

Overall Length

Recommended Cutting Conditions B109
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CN2BE
CP2BE SERIES

CBN 2 FLUTE BALL NOSE

Workpiece Material Hardened Steels

STRENGTH HRC50~HRC60 HRC60~HRC70

Radius of Ball Nose DIA. LBS RPM FEED
ap

(mm)
ae

(mm)
RPM FEED

ap
(mm)

ae
(mm)

R0.10 0.2 - 50000 500 0.003 0.003 50000 500 0.003 0.003

R0.10 0.2 0.5 50000 500 0.003 0.003 50000 500 0.003 0.003

R0.10 0.2 1.0 50000 300 0.003 0.003 50000 300 0.003 0.003

R0.15 0.3 - 50000 1000 0.005 0.005 50000 1000 0.005 0.005

R0.15 0.3 1.0 50000 600 0.005 0.005 50000 600 0.005 0.005

R0.15 0.3 1.5 50000 600 0.005 0.005 50000 600 0.005 0.005

R0.15 0.3 2.0 37500 300 0.005 0.003 37500 300 0.005 0.003

R0.20 0.4 - 50000 1200 0.005 0.005 50000 1200 0.005 0.005

R0.20 0.4 1.0 50000 1200 0.005 0.005 50000 1200 0.005 0.005

R0.20 0.4 1.5 50000 720 0.005 0.005 50000 720 0.005 0.005

R0.20 0.4 2.0 50000 720 0.005 0.005 50000 720 0.005 0.005

R0.20 0.4 3.0 37500 360 0.005 0.003 37500 360 0.005 0.003

R0.25 0.5 - 50000 1500 0.005 0.005 50000 1500 0.005 0.005

R0.25 0.5 1.0 50000 1500 0.005 0.005 50000 1500 0.005 0.005

R0.25 0.5 2.0 50000 900 0.005 0.005 50000 900 0.005 0.005

R0.25 0.5 3.0 37500 450 0.005 0.003 37500 450 0.005 0.003

R0.25 0.5 4.0 37500 450 0.005 0.003 37500 450 0.005 0.003

R0.30 0.6 - 50000 2000 0.005 0.005 50000 2000 0.005 0.005

R0.30 0.6 2.0 50000 1200 0.005 0.005 50000 1200 0.005 0.005

R0.30 0.6 3.0 50000 1200 0.005 0.005 50000 1200 0.005 0.005

R0.30 0.6 4.0 37500 600 0.005 0.003 37500 600 0.005 0.003

R0.30 0.6 6.0 37500 450 0.005 0.003 37500 450 0.005 0.003

R0.40 0.8 - 50000 2000 0.005 0.005 50000 2000 0.005 0.005

R0.40 0.8 2.0 50000 2000 0.005 0.005 50000 2000 0.005 0.005

R0.40 0.8 4.0 50000 1200 0.005 0.005 50000 1200 0.005 0.005

R0.40 0.8 6.0 37500 600 0.005 0.003 37500 600 0.005 0.003

R0.40 0.8 8.0 37500 450 0.005 0.003 37500 450 0.005 0.003

R0.50 1.0 - 50000 3000 0.010 0.01 50000 3000 0.01 0.01

R0.50 1.0 2.5 50000 3000 0.010 0.01 50000 3000 0.01 0.01

R0.50 1.0 4.0 40000 2400 0.006 0.01 40000 2400 0.006 0.01

R0.50 1.0 6.0 30000 1800 0.004 0.006 30000 1800 0.004 0.006

R0.50 1.0 8.0 20000 1200 0.004 0.006 20000 1200 0.004 0.006

R0.60 1.2 - 50000 3000 0.010 0.01 50000 3000 0.01 0.01

R0.60 1.2 3.0 50000 3000 0.010 0.01 50000 3000 0.01 0.01

R0.60 1.2 4.0 40000 2400 0.006 0.01 40000 2400 0.006 0.01

R0.60 1.2 6.0 40000 2400 0.006 0.01 40000 2400 0.006 0.01

R0.60 1.2 8.0 20000 1200 0.004 0.006 20000 1200 0.004 0.006

R0.75 1.5 - 50000 3000 0.010 0.01 50000 3000 0.01 0.01

R0.75 1.5 4.0 50000 3000 0.010 0.01 50000 3000 0.01 0.01

R0.75 1.5 6.0 40000 2400 0.006 0.01 40000 2400 0.006 0.01

RPM = rev./min.
FEED = mm/min.
Vc = m/min.
fz = mm/t

ap

ae
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CN2BE
CP2BE SERIES

CBN 2 FLUTE BALL NOSE

Workpiece Material Hardened Steels

STRENGTH HRC50~HRC60 HRC60~HRC70

Radius of Ball Nose DIA. LBS RPM FEED
ap

(mm)
ae

(mm)
RPM FEED

ap
(mm)

ae
(mm)

R0.75 1.5 8 30000 1800 0.004 0.006 30000 1800 0.004 0.006

R0.75 1.5 10 20000 1200 0.004 0.006 20000 1200 0.004 0.006

R1.00 2.0 - 40000 3200 0.010 0.010 32000 2500 0.010 0.010

R1.00 2.0 6 40000 3200 0.010 0.010 32000 2500 0.010 0.010

R1.00 2.0 8 32000 2560 0.006 0.010 25600 2000 0.006 0.010

R1.00 2.0 10 32000 2560 0.006 0.010 25600 2000 0.006 0.010

R1.50 3.0 - 26500 2100 0.010 0.010 21500 1700 0.010 0.010

R1.50 3.0 8 26500 2100 0.010 0.010 21500 1700 0.010 0.010

R1.50 3.0 10 21200 1680 0.006 0.010 17200 1360 0.006 0.010

R1.50 3.0 12 21200 1680 0.006 0.010 17200 1360 0.006 0.010

R1.50 3.0 16 15900 1260 0.004 0.006 12900 1020 0.004 0.006

R1.50 3.0 20 10600 840 0.004 0.006 8600 680 0.004 0.006

RPM = rev./min.
FEED = mm/min.
Vc = m/min.
fz = 

ap

ae
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CN2CR
CP2CR SERIES

CBN 2 FLUTE BALL NOSE

Workpiece Material Hardened Steels

STRENGTH HRC50~HRC60 HRC60~HRC70

Radius of Ball Nose DIA. RPM FEED
ap

(mm)
ae

(mm)
RPM FEED

ap
(mm)

ae
(mm)

0.2 - 50000 220 0.020 0.003 50000 200 0.010 0.002

0.2 0.5 50000 220 0.020 0.003 50000 200 0.010 0.002

0.2 1.0 50000 130 0.020 0.003 50000 120 0.010 0.002

0.3 - 50000 500 0.030 0.003 50000 400 0.020 0.002

0.3 1.0 50000 300 0.030 0.003 50000 240 0.020 0.002

0.3 1.5 50000 300 0.030 0.003 50000 240 0.020 0.002

0.3 2.0 37500 150 0.015 0.003 37500 120 0.010 0.002

0.4 50000 600 0.050 0.005 50000 480 0.030 0.003

0.4 1.0 50000 600 0.050 0.005 50000 480 0.030 0.003

0.4 1.5 50000 360 0.050 0.005 50000 290 0.030 0.003

0.4 2.0 50000 360 0.050 0.005 50000 290 0.030 0.003

0.4 3.0 37500 180 0.025 0.005 37500 145 0.015 0.003

0.5 - 50000 700 0.100 0.010 50000 550 0.060 0.005

0.5 1.0 50000 700 0.100 0.010 50000 550 0.060 0.005

0.5 2.0 50000 420 0.100 0.010 50000 330 0.060 0.005

0.5 3.0 37500 210 0.050 0.010 37500 165 0.030 0.005

0.5 4.0 37500 210 0.050 0.010 37500 165 0.030 0.005

0.6 - 50000 800 0.100 0.010 50000 600 0.060 0.005

0.6 2.0 50000 480 0.100 0.010 50000 360 0.060 0.005

0.6 3.0 50000 480 0.100 0.010 50000 360 0.060 0.005

0.6 4.0 37500 240 0.050 0.010 37500 180 0.030 0.005

0.8 - 50000 800 0.100 0.010 39000 600 0.060 0.005

0.8 2.0 50000 800 0.100 0.010 39000 600 0.060 0.005

0.8 4.0 50000 480 0.100 0.010 39000 360 0.060 0.005

0.8 6.0 37500 240 0.050 0.010 29250 180 0.030 0.005

1.0 - 43000 1000 0.200 0.010 30000 700 0.100 0.010

1.0 2.5 43000 1000 0.200 0.010 30000 700 0.100 0.010

1.0 4.0 34400 800 0.200 0.006 24000 560 0.100 0.006

1.0 6.0 25800 600 0.120 0.004 18000 420 0.060 0.004

1.5 - 30000 1000 0.400 0.020 19000 700 0.200 0.020

1.5 4.0 30000 1000 0.400 0.020 19000 700 0.200 0.020

1.5 6.0 24000 800 0.400 0.012 15200 560 0.200 0.012

1.5 8.0 18000 600 0.240 0.008 11400 420 0.120 0.008

1.5 10.0 12000 400 0.240 0.008 7600 280 0.120 0.008

2.0 - 22000 900 0.600 0.030 14000 800 0.300 0.030

2.0 6.0 22000 900 0.600 0.030 T4000 800 0.300 0.030

2.0 8.0 17600 720 0.600 0.018 11200 640 0.300 0.018

2.0 10.0 17600 720 0.600 0.018 11200 640 0.300 0.018

3.0 - 15000 700 0.800 0.030 10000 550 0.400 0.030

3.0 8.0 15000 700 0.800 0.030 10000 550 0.400 0.030

3.0 10.0 12000 560 0.800 0.018 8000 440 0.400 0.018

3.0 12.0 12000 560 0.800 0.018 8000 440 0.400 0.018

3.0 16.0 9000 420 0.480 0.012 6000 330 0.240 0.012

3.0 20.0 6000 280 0.480 0.012 4000 220 0.240 0.012

RPM = rev./min.
FEED = mm/min.
Vc = m/min.
fz = mm/t

ap

ae
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TDIA2BSERIES

DIAMAND, 2 FLUTE BALL NOSE

Workpiece Material Graphite

DIA. RPM FEED

3.0 16000 1450

4.0 16000 2100

6.0 15000 2950

8.0 13000 3000

10.0 11500 3050

12.0 10500 3150

TDIA4S SERIES

DIAMAND, 4 FLUTE SQUARE, CORNER RADIUS

RPM = rev./min.
FEED = mm/min.

Workpiece Material Graphite

DIA. RPM FEED

1.0 24000 960

2.0 22000 1320

3.0 20000 1600

4.0 18000 1900

6.0 11000 2400

8.0 8000 2800

10.0 6500 2400

12.0 5500 2400

0.1D

1.5D

RPM = rev./min.
FEED = mm/min.

0.2D

0.2D
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Indexable Milling Cutter

DIRECTORY

Face Milling

High-Feed Milling

Shoulder Milling

Profile Milling

Slot Milling

Multi-Functional Milling

B123

B128

B149

B158

B162

B114

Part 2























































































































Thread Tools

DIRECTORY

Solid Carbide Thread End Mill

Thread Milling Cutter B177

B169

Part 3



Solid Carbide Thread End Mills
(ISO Metric Profile)T

M MF D Le L D2

D2.3X6XD4X50-FT M3X0.5 - 2.3 6 50 4 2.50 4

D4.2X10XD6X50-FT - M5X0.5 4.2 10 50 6 4.50 4

D3.1X8XD4X50-FT 0.70 M4X0.7 3.1 8 50 4 3.30 4

D5X12XD6X50-FT - M6X0.75 5.0 12 50 6 5.25 4

D6.5X16XD8X60-FT - M8X0.75 6.5 16 60 8 7.25 6

D3.9X10XD6X50-FT 0.80 M5X0.8 - 3.9 10 50 6 4.20 4

D4.6X12XD6X50-FT M6X1.0 - 4.6 12 50 6 5.00 4

D6.5X16XD8X60-FT - M8X1.0 6.5 16 60 8 7.00 6

D8.5X20XD10X75-FT - M10X1.0 8.5 20 75 10 9.00 6

D10X24XD10X75-FT - M12X1.0 10.0 24 75 10 11.00 6

D6.5X16XD8X60-FT M8X1.25 - 6.5 16 60 8 6.75 6

D8.2X20XD10X75-FT - M10X1.25 8.2 20 75 10 10.75 6

D10X24XD10X75-FT - M12X1.25 10.0 24 75 10 10.75 6

D8.2X20XD10X75-FT M10X1.5 8.2 20 75 10 8.50 6

D10X24XD10X75-FT - M12X1.5 10.0 24 75 10 10.50 6

D12X28XD12X50-FT - M14X1.5 12.0 28 75 12 12.50 6

D14X32XD14X80-FT - M16X1.5 14.0 32 80 14 14.50 6

D9.9X24XD10X75-FT 1.75 M12X1.75 - 9.9 24 75 10 10.20 6

D11.6X28XD12X75-FT 2.00 M14X2.0 - 11.6 28 75 12 12.00 6

D13.6X32XD14X80-FT 2.00 M16X2.0 - 13.6 32 80 14 14.00 6

D16X40XD16X100-FT 2.50 M20X2.5 - 16.0 40 100 16 17.50 6

Order No.

0.50

Thread Size

 

Drill Hole
Diameter

0.75

1.00

1.25

1.50

FlutesPitch 

Threading Tools

Apmax≤2xDo (Do=Nominal Diameter)
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Ordering Example:D2.3x6xD4x50-FT
M3x0.5-ISO



3 Pitch Typed Solid Carbide Thread End Mills
(ISO Metric Profile)T

M MF D Le L1 L D2

D0.7X2.2XD4X50-3T M1.0X0.25 - 0.70 0.75 2.2 50 4 0.75 3

D0.9X2.6XD4X50-3T M1.2X0.25 - 0.90 0.75 2.6 50 4 0.95 3

D1.05X3.0XD4X50-3T 0.3 M1.4X0.3 - 1.05 0.90 3.0 50 4 1.10 3

D1.15X3.4XD4X50-3T 0.35 M1.6X0.35 - 1.15 1.05 3.4 50 4 1.25 3

D1.45X4.5XD4X50-3T 0.4 M2X0.4 - 1.45 1.20 4.5 50 4 1.60 4

D1.9X5.5XD4X50-3T 0.45 M2.5X0.45 - 1.90 1.35 5.5 50 4 2.05 4

D2.35X6.5XD4X50-3T 0.5 M3X0.5 - 2.35 1.50 6.5 50 4 2.50 4

D3.15X8.5XD4X50-3T 0.7 M4X0.7 - 3.15 2.10 8.5 50 4 3.30 4

D4.0X10.5XD6X50-3T 0.8 M5X0.8 - 4.00 2.40 10.5 50 6 4.20 4

D4.8X12.5XD6X50-3T 1 M6X1.0 - 4.80 3.00 12.5 50 6 5.00 4

D6.5X16.5XD8X60-3T 1.25 M8X1.25 - 6.50 3.75 16.5 60 8 6.75 6

D8.2X21XD10X75-3T 1.5 M10X1.5 - 8.20 4.50 21.0 75 10 8.50 6

D9.9X25XD10X75-3T 1.75 M12X1.75 - 9.90 5.25 25.0 75 10 10.20 6

D11.6X29XD12X75-3T M14X2.0 - 11.60 6.00 29.0 75 12 12.00 6

D13.6X33XD14X80-3T M16X2.0 - 13.60 6.00 33.0 80 14 14.00 6

D14X37XD14X80-3T M18X2.5 - 14.00 7.50 37.0 80 14 15.50 6

D16X41XD16X100-3T M20X2.5 - 16.00 7.50 41.0 100 16 17.50 6

Order No. Pitch 

0.25

2

2.5

Thread Size Drill Hole
Diameter

Flutes

Threading Tools

Apmax≤2xDo (Do=Nominal Diameter)
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Ordering Example:D2.35x6.5xD4x50-3T
M3x0.5-ISO-2D



T

M MF D Le L1 L D2

D0.7X3.0XD4X50-3T M1.0X0.25 - 0.70 0.75 3.0 50 4 0.75 3

D0.9X3.6XD4X50-3T M1.2X0.25 - 0.90 0.75 3.6 50 4 0.95 3

D1.05X4.2XD4X50-3T 0.3 M1.4X0.3 - 1.05 0.90 4.2 50 4 1.10 3

D1.15X4.8XD4X50-3T 0.35 M1.6X0.35 - 1.15 1.05 4.8 50 4 1.25 3

D1.45X6XD4X50-3T 0.4 M2X0.4 - 1.45 1.20 6.0 50 4 1.60 4

D1.9X7.5XD4X50-3T 0.45 M2.5X0.45 - 1.90 1.35 7.5 50 4 2.05 4

D2.35X9XD4X50-3T 0.5 M3X0.5 - 2.35 1.50 9.0 50 4 2.50 4

D3.15X12XD4X50-3T 0.7 M4X0.7 - 3.15 2.10 12.0 50 4 3.30 4

D4.0X15XD6X50-3T 0.8 M5X0.8 - 4.00 2.40 15.0 50 6 4.20 4

D4.8X18XD6X50-3T 1 M6X1.0 - 4.80 3.00 18.0 50 6 5.00 4

D6.5X24XD8X60-3T 1.25 M8X1.25 - 6.50 3.75 24.0 60 8 6.75 6

D8.2X30XD10X75-3T 1.5 M10X1.5 - 8.20 4.50 30.0 75 10 8.50 6

D9.9X36XD10X75-3T 1.75 M12X1.75 - 9.90 5.25 36.0 75 10 10.20 6

D11.6X36XD12X75-3T M14X2.0 - 11.60 6.00 36.0 75 12 12.00 6

D13.6X40XD14X80-3T M16X2.0 - 13.60 6.00 40.0 80 14 14.00 6

D14X54XD14X100-3T M18X2.5 - 14.00 7.50 54.0 100 14 15.50 6

D16X60XD16X100-3T M20X2.5 - 16.00 7.50 60.0 100 16 17.50 6

Order No. Pitch 
Thread Size Drill Hole

Diameter

0.25

Flutes

2

2.5

Threading Tools

3 Pitch Typed Solid Carbide Thread End Mills
(ISO Metric Profile)

Apmax≤3xDo (Do=Nominal Diameter)
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Ordering Example:D2.35x9xD4x50-3T
M3x0.5-ISO-3D



Single Pitch Typed Solid Carbide Thread End Mills
(ISO Metric Profile)T

M MF D L1 L D2

D0.7X2.2XD4X50-1T M1.0X0.25 - 0.70 2.2 50 4 0.75 3

D0.9X2.6XD4X50-1T M1.2X0.25 - 0.90 2.6 50 4 0.95 3

D1.05X3.0XD4X50-1T 0.3 M1.4X0.3 - 1.05 3.0 50 4 1.10 3

D1.15X3.4XD4X50-1T 0.35 M1.6X0.35 - 1.15 3.4 50 4 1.25 3

D1.45X4.5XD4X50-1T 0.4 M2X0.4 - 1.45 4.5 50 4 1.60 4

D1.9X5.5XD4X50-1T 0.45 M2.5X0.45 - 1.90 5.5 50 4 2.05 4

D2.35X6.5XD4X50-1T 0.5 M3X0.5 - 2.35 6.5 50 4 2.50 4

D3.15X8.5XD4X50-1T 0.7 M4X0.7 - 3.15 8.5 50 4 3.30 4

D4.0X10.5XD6X50-1T 0.8 M5X0.8 - 4.00 10.5 50 6 4.20 4

D4.8X12.5XD6X50-1T 1 M6X1.0 - 4.80 12.5 50 6 5.00 4

D6.5X16.5XD8X60-1T 1.25 M8X 1.25 - 6.50 16.5 60 8 6.75 6

D8.2X21XD10X75-1T 1.5 M10X1.5 - 8.20 21.0 75 10 8.50 6

D9.9X25XD10X75-1T 1.75 M12X1.75 - 9.90 25.0 75 10 10.20 6

D11.6X29XD12X75-1T M14X2.0 - 11.60 29.0 75 12 12.00 6

D13.6X33XD14X80-1T M16X2.0 - 13.60 33.0 80 14 14.00 6

D14X37XD14X80-1T M18X2.5 - 14.00 37.0 80 14 15.50 6

D16X41XD16X100-1T M20X2.5 - 16.00 41.0 100 16 17.50 6

2

2.5

0.25

Order No. Pitch Thread Size Dimension（mm） Drill Hole

Diameter
Flutes

Threading Tools

Apmax≤2xDo (Do=Nominal Diameter)
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Ordering Example:D2.35x6.5xD4x50-1T
M3x0.5-ISO-2D



T

M MF D L1 L D2

D0.7X3.0XD4X50-1T M1.0X0.25 - 0.70 3.0 50 4 0.75 3

D0.85X3.6XD4X50-1T M1.2X0.25 - 0.85 3.6 50 4 0.95 3

D1.05X4.2XD4X50-1T 0.3 M1.4X0.3 - 1.05 4.2 50 4 1.10 3

D1.15X4.8XD4X50-1T 0.35 M1.6X0.35 - 1.15 4.8 50 4 1.25 3

D1.45X6XD4X50-1T 0.4 M2X0.4 - 1.45 6.0 50 4 1.60 4

D1.9X7.5XD4X50-1T 0.45 M2.5X0.45 - 1.90 7.5 50 4 2.05 4

D2.35X9XD4X50-1T 0.5 M3X0.5 - 2.35 9.0 50 4 2.50 4

D3.15X12XD4X50-1T 0.7 M4X0.7 - 3.15 12.0 50 4 3.30 4

D4.0X15XD6X50-1T 0.8 M5X0.8 - 4.00 15.0 50 6 4.20 4

D4.8X18XD6X50-1T 1 M6X1.0 - 4.80 18.0 50 6 5.00 4

D6.5X24XD8X60-1T 1.25 M8X1.25 - 6.50 24.0 60 8 6.75 6

D8.2X30XD10X75-1T 1.5 M10X1.5 - 8.20 30.0 75 10 8.50 6

D9.9X36XD10X75-1T 1.75 M12X1.75 - 9.90 36.0 75 10 10.20 6

D11.6X36XD12X75-1T M14X2.0 - 11.60 36.0 75 12 12.00 6

D13.6X40XD14X80-1T M16X2.0 - 13.60 40.0 80 14 14.00 6

D14X54XD14X100-1T M18X2.5 - 14.00 54.0 100 14 15.50 6

D16X60XD16X100-1T M20X2.5 - 16.00 60.0 100 16 17.50 6

2

2.5

Order No. Pitch 

Thread Size Dimension（mm） 
DrillHole
Diameter

Flutes

0.25

Threading Tools

Single Pitch Typed Solid Carbide Thread End Mills
(ISO Metric Profile)

Apmax≤3xDo (Do=Nominal Diameter)
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Ordering Example:D2.35x9xD4x50-1T
M3x0.5-ISO-3D



Solid Carbide Thread End Mills
(UN Profile)T

UNC UNF D Le L D2

D3.2X8.5XD4X50-FT 36 - No.8-36 3.2 8.5 50 4 3.5 4

D3.8X11.1XD4X50-FT 32 - No.10-32 3.8 11.1 50 4 4.0 4

D4.2X11.8XD4X50-FT - No.12-28 4.2 11.8 50 6 4.6 4

D5.2X12.7XD6X50-FT - 1/4″ -28 5.2 12.7 50 6 5.5 4

D3.5X10.6XD4X50-FT No.10-24 - 3.5 10.6 50 4 3.8 4

D4.2X11.6XD6X50-FT No.12-24 - 4.2 11.6 50 6 4.5 4

D6.5X15.9XD8X60-FT - 5/16″-24 6.5 15.9 60 8 6.8 6

D8.2X19.1XD10X75-FT - 3/8″-24 8.2 19.1 75 10 8.5 6

D4.8X12.7XD6X50-FT 1/4″-20 - 4.8 12.7 50 6 5.2 4

D9.5X22.9XD10X75-FT - 7/16″-20 9.5 22.9 75 10 9.8 6

D10X25.4XD10X75-FT - 1/2″-20 10.0 25.4 75 10 11.5 6

D6.2X16.9XD8X60-FT 5/16″ -18 - 6.2 16.9 60 8 6.5 6

D12X29.6XD12X75-FT - 9/16″-18 12.0 29.6 75 12 12.8 6

D14X32.5XD14X80-FT - 5/8″-18 14.0 32.5 80 14 14.5 6

D7.7X19.1XD8X60-FT 16 3/8″-16 - 7.7 19.1 60 8 8.0 6

D9X23.6XD10X75-FT 14 7/16″-14 - 9.0 23.6 75 10 9.3 6

D10X25.4XD10X75-FT 13 1/2″-13 - 10.0 25.4 75 10 10.8 6

D12X29.6XD12X75-FT 12 9/16″ -12 - 12.0 29.6 75 12 12.3 6

D12X32.3XD12X75-FT 11 5/8″-11 - 12.0 32.3 75 12 13.5 6

18

Thread Size Dimension（mm） 
Order No.

28

24

Tip 

20

Drill Hole

Diameter
Flutes

Threading Tools

Apmax≤2xDo (Do=Nominal Diameter)
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Ordering Example:D6.5x15.9xD8x60-FT
5/16'’-24-UNF



Solid Carbide Thread End Mills 
(NPT Profile)T

Thread Size

NPT D Le L D2

D5.3X9.4XD6X50-FT 1/16″ -27 5.3 9.4 50 6 6.3 4

D7.3X9.4XD8X60-FT 1/8″ -27 7.3 9.4 60 8 8.5 4

D9X14.1XD10X75-FT 1/4″ -18 9.0 14.1 75 10 11.1 6

D11X14.1XD12X75-FT 3/8″ -18 11.0 14.1 75 12 14.5 6

1/2″ -14 14.3 25.4 100 16 17.7 6

3/4″ -14 14.3 25.4 100 16 23.0 6

D13.9X33.1XD16X100-FT 11.5 1″ -11.5 13.9 33.1 100 16 29.0 6

Thread Size

G D2 Le L D

D6X16XD6X50-FT 1/16″ -28 6.0 16 50 6 6.7 3～ 4

D8X20XD8X60-FT 1/8″ -28 8.0 20 60 8 8.7 3～ 4

D10X26.7XD10X75-FT 1/4″ -19 10.0 26.7 75 10 11.8 4～ 6

D14X33.4XD14X80-FT 3/8″ -19 14.0 33.4 80 14 15.2 4～ 6

1/2″ -14 16.0 43.5 100 16 19.0 4～ 6

3/4″ -14 16.0 43.5 100 16 19.0 4～ 6

28

19

D16X43.5XD16X100-FT 14

D14.3X25.4XD16X100-FT 

27

18

14

Order.No Tip 

Flutes

Dimension（mm） 
DrillHole

Diameter

Dimension（mm） Drill Hole

Diameter
Flutes

Order No. Tip 

Solid Carbide Thread End Mills
(G Profile)T

Threading Tools
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Ordering Example:D5.3x9.4xD6x50-FT
1/16'’-27-NPT

Ordering Example:D6x16xD6x50-FT
G1/16'’-28



Solid Carbide Thread End Mills
(Rc Profile)T

Thread Size

Rc D Le L D2

D4.9X16.3XD6X50-FT 1/16″ -28 4.9 16.3 50 6 6.7 3～4

D6.7X20XD8X60-FT 1/8″ -28 6.7 20 60 8 8.7 3～4

D8.3X26.7XD10X75-FT 1/4″ -19 8.3 26.7 75 10 11.8 4～6

D11.9X33.4XD14X80-FT 3/8″ -19 11.9 33.4 80 14 15.2 4～6

1/2″ -14 13.2 43.5 100 16 19.0 4～6

3/4″ -14 13.2 43.5 100 16 19.0 4～6

Dimension（mm） 
Drill Hole

Diameter
Flutes

28

19

D13.2X43.5XD16X100-FT 14

Order No. Tip 

Threading Tools
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Ordering Example:D4.9x16.3xD6x50-FT
RC1/16-28-BSPT



T

Grade Grade

TG4215 TG4215

12N0.5ISO ● 0.50

12N0.75ISO ● 0.75

12N1.0ISO ● 1.00

12N1.25ISO ● 1.25

12N1.5ISO ● 1.50

14N0.5ISO ● 14E0.5ISO ● 0.50

14N0.75ISO ● 14E0.75ISO ● 0.75

14N1.0ISO ● 14E1.0ISO ● 1.00

14N1.25ISO ● 14E1.25ISO ● 1.25

14N1.5ISO ● 14E1.5ISO ● 1.50

14N2.0ISO ● 14E2.0ISO ● 2.00

14N2.5ISO ● 14E2.5ISO ● 2.50

21N1.0ISO ● 21E1.0ISO ● 1.00

21N1.5ISO ● 21E1.5ISO ○ 1.50

21N1.75ISO ● 21E1.75ISO ● 1.75

21N2.0ISO ● 21E2.0ISO ● 2.00

21N2.5ISO ● 21E2.5ISO ● 2.50

21N3.0ISO ● 21E3.0ISO ● 3.00

21N3.5ISO ● 3.50

30N1.5ISO ● 30E1.5ISO ● 1.50

30N2.0ISO ● 30E2.0ISO ● 2.00

30N2.5ISO ● 30E2.5ISO ● 2.50

30N3.0ISO ● 30E3.0ISO ● 3.00

30N3.5ISO ● 30E3.5ISO ○ 3.50

30N4.0ISO ● 30E4.0ISO ○ 4.00

30N4.5ISO ● 4.50

30N5.0ISO ● 5.00

40N1.5ISO ● 40E1.5ISO ○ 1.50

40N2.0ISO ● 40E2.0ISO ○ 2.00

40N3.0ISO ● 3.00

40N3.5ISO ● 3.50

40N4.0ISO ● 4.00

40N4.5ISO ● 4.50

40N5.0ISO ● 5.00

40N5.5ISO ● 5.50

40N6.0ISO ● 6.00

SR0018H21

SR0021H21

SR0025K21

SR0030J21-2
SR0030L21-2
SR0063C21-5

SR0029J30

SR0031M30

SR0038M30

SR0040L30-2
SR0040P30-2
SR0063C30-4
SR0080D30-4
SR0100D30-4

SR0048M40

SR0038Q40

SR0048R40

SR0050M40-2
SR0080D40-4
SR0100E40-4

SR0010H12

Internal  Insert External  Insert

Insert 
Designation Designation

 Pitch Insert Toolholdre

SR0012F14

SR0014H14

SR0017H14

SR0020G14-2
SR0020J14-2

M aterial

M odel A  (mm) H  (mm) T  (mm)

1 2N**

1 4**
2 1**
3 0**

4 0**

1 2

1 4
2 1
3 0

4 0

6 

7 .5
1 2
1 6

2 0

2 .38

3 .1
4 .7
5 .5
6 .3

R ecommended

G rade
S teel

S tainless
C ast Iron

●
●
●

T G4215
P 
M 

K 

H

A T

Thread  Milling  Inserts

Threading Tools

3
T

h
re

a
d

in
g

 T
o

o
ls

T
h

re
a

d
 E

n
d

 M
il

ls
fo

r 
S

o
li

d
 C

a
rb

id
e

T
h

re
ad

 M
il

li
n

g 
cu

tt
er

s

B177



T

Grade Grade

TG4215 TG4215

14N32UN ○ 32.0
14N28UN ○ 28.0
14N27UN ○ 27.0
14N24UN ● 14E24UN ○ 24.0
14N20UN ● 14E20UN ○ 20.0
14N18UN ● 14E18UN ○ 18.0
14N16UN ● 14E16UN ○ 16.0
14N14UN ● 14E14UN ○ 14.0
14N12UN ● 14E12UN ○ 12.0
14N11UN ○ 11.0
14N10UN ○ 10.0
21N24UN ● 21E24UN ○ 24.0
21N20UN ● 21E20UN ○ 20.0
21N18UN ● 21E18UN ○ 18.0
21N16UN ● 21E16UN ○ 16.0
21N14UN ● 21E14UN ○ 14.0
21N12UN ● 21E12UN ○ 12.0
21N10UN ● 21E10UN ○ 10.0
21N8UN ● 8.0
21N7UN ● 7.0
30N20UN ○ 30E20UN ○ 20.0
30N18UN ○ 30E18UN ○ 18.0
30N16UN ○ 30E16UN ○ 16.0
30N14UN ○ 30E14UN ○ 14.0
30N12UN ○ 30E12UN ○ 12.0
30N10UN ○ 30E10UN ○ 10.0
30N8UN ● 30E8UN ○ 8.0
30N6UN ○ 30E6UN ○ 6.0
30N5UN ○ 30E5UN ○ 5.0
40N16UN ○ 40E16UN ○ 16.0
40N14UN ○ 40E14UN ○ 14.0
40N12UN ○ 40E12UN ○ 12.0
40N10UN ○ 40E10UN ○ 10.0
40N8UN ● 40E8UN ○ 8.0
40N6UN ○ 40E6UN ○ 6.0
40N4.5UN ○ 4.5
40N4UN ○ 4.0

SR0048M40

SR0038Q40

SR0048R40

SR0050M40-2
SR0080D40-4
SR0100E40-4

SR0029J30

SR0031M30

SR0038M30

SR0040L30-2
SR0040P30-2
SR0063C30-4
SR0080D30-4
SR0100D30-4

SR0018H21

SR0021H21

SR0025K21

SR0030J21-2
SR0030L21-2
SR0063C21-5

SR0012F14

SR0014H14

SR0017H14

SR0020G14-2
SR0020J14-2

Tip Insert Toolholdre
Designation Designation

Insert 

External  InsertInternal  Insert

M odel A  (mm) H  (mm) T  (mm)

1 2N**

1 4**
2 1**
3 0**

4 0**

1 2

1 4
2 1
3 0

4 0

6 

7 .5
1 2
1 6

2 0

2 .38

3 .1
4 .7
5 .5
6 .3

M aterial

R ecommended

G rade
S teel

S tainless
C ast Iron

●
●
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T G4215
P 
M 

K 

H

A T

Thread  Milling  Inserts

Threading Tools
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Thread  Milling  InsertsT

Grade Grade

TG4215 TG4215

14-24W ● 14-24W ● 24

14-20W ● 14-20W ● 20

14-19W ● 14-19W ● 19

14-16W ● 14-16W ● 16

14-14W ● 14-14W ● 14

14-11W ● 14-11W ● 11

21-20W ○ 21-20W ○ 20

21-19W ● 21-19W ● 19

21-16W ● 21-16W ● 16

21-14W ● 21-14W ● 14

21-11W ● 21-11W ● 11

30-16W ○ 30-16W ○ 16

30-14W ○ 30-14W ○ 14

30-11W ● 30-11W ● 11

Designation Designation

SR00**14

SR0020*14-2

SR00**21

SR0030*21-2
SR0063C21-5

SR00*30

SR0040*30-2
SR0***30-4

Insert 

Internal  Insert External  Insert

Tip Insert Toolholdre

M odel A  (mm) H  (mm) T  (mm)

1 2N**

1 4**
2 1**
3 0**

4 0**

1 2

1 4
2 1
3 0

4 0

6 

7 .5
1 2
1 6

2 0

2 .38

3 .1
4 .7
5 .5
6 .3

M aterial

R ecommended

G rade
S teel

S tainless
C ast Iron

●
●
●

T G4215
P 
M 

K 

H

A T

Threading Tools
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D
0

D
1

D

A

L1

L

Threading  Holders (Single Insert)T

D0 L1 D D1 L A 

SR0010H12 12N.. 9.5 20 16 7.6 85 12 L60M2.5X6 T- 8
SR0012F14 12.0 23 20 8.9 80 14 L60M3X6.5 T- 8
SR0014H14 14.5 26 20 11.2 85 14 L60M3X8 T-10

SR0017H14 17.0 35 20 13.4 85 14 L60M3X8 T-10

SR0018H21 18.0 35 20 13.8 85 21 L60M3.5X8 T-15

SR0021H21 21.0 44 20 15.5 94 21 L60M3.5X10 T-15

SR0025K21 25.0 - 20 - 125 21 L60M3.5X10 T-15

SR0029J30 29.0 52 25 22.0 110 30 L60M4X0.5X11.5D T-15

SR0031M30 31.0 - 25 - 150 30 L60M4X0.5X11.5D T-15

SR0038M30 38.0 - 32 - 150 30 L60M4X0.5X11.5D T-15

SR0048M40 48.0 83 40 35.0 153 40 L60M5X0.8X14D T-20

SR0038Q40 38.0 - 32 - 180 40 L60M5X0.8X14D T-20

SR0048R40 48.0 - 40 - 210 40 L60M5X0.8X14D T-20

 Dimensions (mm) 
T oolholder Type I nsert Type Insert Screw TorX Key

14N/E..

21N/E..

30N/E.. 

40N/E.. 

Fig.1

Fig.2

Fig.2

Fig.2

Fig.2

Fig.2

Fig.1

Fig.1

Fig.1

Fig.1

Fig.1

Fig.1

Fig.1

Fig.1

Threading Tools
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T

D0 L1 D D1 L A 

SR0020G14-2 20 37 20 16 93 14 L60M3X7 T-10

SR0020J14-2 20 57 20 16 113 14 L60M3X7 T-10

SR0030J21-2 30 52 25 24 113 21 L60M3.5X10 T-15

SR0030L21-2 30 80 25 24 140 21 L60M3.5X10 T-15

SR0040L30-2 40 70 32 30 135 30 L60M4X0.5X11.5D T-15

SR0040P30-2 40 103 32 30 170 30 L60M4X0.5X11.5D T-15

SR0050M40-2 40N/E.. 50 80 40 38 153 40 L60M5X0.8X14D T-20

D0 D D1 L A Z

SR0063C21-5 21N/E.. 63 22 48 50 21 5 L60M3.5X10 T-15

SR0063C30-4 63 22 48 50 30 4 L60M4X0.5X10D T-15

SR0080D30-4 80 27 60 55 30 4 L60M4X0.5X10D T-15

SR0100D30-4 100 32 60 60 30 4 L60M4X0.5X10D T-15

SR0080D40-4 80 27 78 65 40 4 L60M5X0.8X14D T-20

SR0100E40-4 100 32 78 70 40 4 L60M5X0.8X14D T-20

T oolholder Type I nsert Type
 Dimensions (mm) 

Insert Screw TorX Key

T oolholder Type I nsert Type

30N/E..

40N/E..

Insert Screw TorX Key

14N/E..

21N/E..

30N/E..

 Dimensions (mm) 

Threading  Milling  CutterT

Threading  Holders (Double Inserts)

Threading Tools
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Carbide Rotary Burrs

DIRECTORY

Universal Carbide Rotary Burr

For Steel and Cast Steel Processing

Rotary Burr

For Stainless Steel, Titanium Alloy, High Temperature Alloy Processing

Rotary Burr

For Aluminum and Non-ferrous Metal Processing

Rotary Burr

For Cast Iron Processing

Rotary Burr

B184

B185

B186

B187

B182

Part 4
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