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PRODUCT VALUE

FLHEES

Full industry chain coverage

L8 L WAL ¥ Ra® BERAE Fn7 HENA

Tungsten oxide Tungsten powder Tungsten carbide powder Ready to press powder Cemented carbide alloy Deep processing products Precision cutting tools
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REAEMNHIEKR

A stable and reliable manufacturing system

EFR&

Production equipment

#EE B F T Hii 1 e
WALTER ANCA ROLLOMATIC ZOLLER
NERERF 5% T AEK VARY VR ERVEINANERE

German WALTER tool grinder Australia ANCAS5 Axis Tool Grinder  Swiss ROLLOMATIC tool grinding machine German ZOLLER metal cutting
tool measuring equipment

EEMNREREER

A comprehensive quality assurance system

B IMERML

Laser outer diameter detector

FEIf34EEE 58 SR Zol ler JJEAMY

FEI scanning electron microscopy microscope Zoller tool detector
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BEAMIRS
Universal processing series
R NCG-4F AO1 Ad4 © ©
S e NCG-4EL AQ2 A44 © ©
S A — N CG-2E A03 A45 ®) ©
SR NCG-4R AO4 Adéb © ®
%Cylci' ﬁ.:_% NCG-4RL AO5 A46 © ©
S S — NCG-2B A6 A47 ® ®
RS NCG-2BL AQ7 A47 ® ®
&S N((G-4B A08 A48 © @)
§S=—————= NGG-4BL AQ9 A48 © @©
= M RE & A hn T & 51
High performance universal processing series
NCP-4E A10 A49 © O
NCP-4EL A11 A49 © ®
NCP-2E A12 A50 © ®
NCP-4R A13 A51 ® ®
"\%%ﬁ NCP-4RL A14 A51 ®) ®
NCP-2B A15 A52 ® O
NCP-2BL A6 A52 ® ©
NCP-4B A17 A53 ® ©
NCP-4BL A18 A53 © ©
BN, EMIMEETRAMIES
Special series for processing stainless steel and difficult- to -machine materials
Nood S E———— NcPX-4E A20 A55
Ryl SSE——————  NCPX-4EL A21 A55




z‘zl?t 5'] E % Series Catalog

amm SR | Few |us nEan Bes | Bas | 4as | mRas

e e T oomme e e | o | comntn | s | i, | st

®) O O ®)

© O O ®)

©) O O ©)

®) O O ©

@) O O @)

®) O O ®)

©) O O ©)

© O O ©

®) O O ®)

®) ® © O ®) O O

O O @ O © O O

O O ® O © O O

®) ® ®) O ®) O O

© © © O © O O

© © ®© O ©) O O

® O ® O © O O

©) © © O © O O

©) © ©) O ©) O O
®) ®) ®




nz\ 5‘] E ;:RL Series Catalog

L =F TIRZHRRIE AR | be® | BE® | AW
AEW. EMIHAREZTAMIZRS
Special series for processing stainless steel and difficult- to -machine materials
OO Gt NCPX-4R A21 A55
&5l i NCPX—4RL A22 A55
v B6R EE 6 hn T & 5l
Series for high hardness steel processing
NCH-4E A23 A56
NCH-4EL A24 A56
NCH-2E A25 A57
NCH-4R A26 A58
NCH NCH-4RL A27 A58
51
NCH-2B A28 A59
NCH-2BL A29 A59
NCH-4B A30 A60
NCH-4BL A31 A60
PNEEREMIRS
Series for small diameter and high—precision machining
——  NCJ-2ES A32 AG1 o ©
NCJ r——m  NCJ-2EP A33-34] A62-63 © ©
25 ———————————  (J-2BS A35 | A6 © ©
e— NC .- 2BP A36-37  A65-66 o o
. MEETAMIERT
Special series for copper and aluminum alloys
N —  AU-2F A38 A67
AU X ST —— AU-3E A39 A68
&5 ASS————  AU-3EL A40 A68
g — -8 A41 A69
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Heat-resisting Alloy
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BAMIIEN

Universal machining vertical milling cutter

*HRCA5LL N #4 BB S SR Y1l L.
*HAMVIH ISR RESEEA, UHD

* LA 4ED1. 0-D20. 0L B,

* High efficiency cutting of materials below HRC45.

NCG =

diRERR, JRAFHEK.
*EEMNSERERBENENTIISHE, SRARIENHEMNL.

% The sharp cutting edge and tool strength are reasonably matched,

resulting in a lighter and faster cutting process and longer tool life.

% Can achieve rough machining with high metal removal to high-preci-

sion, high surface quality precision machining.

* The product specifications are complete, covering all D1.0-D20. 0.

NCG-4E-D6.0%t#l42CrMo(HRC35)R A 15 5

Application of NCG-4E-D6. 0 Milling 42CrMo (HRC35)

71 BB S . NCG-4E-D6.0
EERS: 6. 0mm
#WhnIT#E: 42CrMo (HRC35)
PIHIEE . 200M/Min
HBLHEE. 0.24mm/r
WmY)iRE: ap=6mm
EmMPE: 0. 6mm

B & 2 sX . Bk AN T O )
AHFR: Ak

fn T #HLE&K : MIKRON UCP 1000

Tool model: NCG-4E-D6.0
Diameter size: Medium 6. Omm

Machined material: 42CrMo (HRC35)
Cutting line speed: 200M/Min

Feed speed: 0.24mm/r

Axial cutting depth: ap=6mm

Radial cutting width: 0. 6mm

Milling method: side milling (forward milling)
Cooling method: emulsion

Processing machine tool: MIKRONUCP1000

i 550 Ot o I S

onyeA IeoM 9PBIY

NCG series

o O O o o o
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NCG—4E—DQL0
ﬂﬁ%#?

n]r]’%lﬁé:’

Similar products of Co

1 1 1
180 240 300
ﬂHIHTIEﬂ (Min)

FXRP, RANAMBRATEZFHNFRARENA,

In this experiment, our company’ s tool performance is superior to competitors in the same type.
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NCP =

NCP series

Multi-tooth high—-performance universal machining end milling cutter

*HRC55° LATRHMEIM@ASEML.

* ALY T RIE, EBESNNEYIBRHNS

, BURBEIEIEIS .

CH BTG, SR, SRENNTOLE,
NARABEANGELES, ABRSTMINELREBAKS

e A0 R B 0 R B — MR R R, 79 7] L3

ZE
15

D8 AT JE5 AP A0 70 sk B AT SR AT B ) T LA

% Universal and efficient processing of materials below HRC55

reduce cutting force.

* Special tool structure design, high rigidity and high stability blade processing,

°C.
% Strict control of groove shape can better improve chip flow and bending, as well as

The tool can carry a larger feed per tooth, greatly improving machining efficiency and

metal removal.

% The new ultra—fine particle matrix material, combined with a new generation of coating

technology, enables the tool to achieve excellent wear resistance and anti chipping

performance, thereby obtaining a longer tool service life.

®

NCP-4E-D6.0%EHINAKS8O(HRC40)f B ig 5

Application of NCP-4E-D6. 0 Milling NAK80 (HRC40)
J7NE &S ;. NCP-4E-D6.0
E#Z&RSF: ©6.0mm
#WnTHE . NAKSO (HRC40)
PIHIZERE: 120 m/min
HAERE: 0.2 mm/r
HMmYliRE: ap=6mm
ZEMmM¥ E: ae=0. bmm
BEE AR M T OmEt)
AR BA

I #L K : B St DM80O

Tool model: NCP-4E-D6.0
Diameter size: Medium 6. Omm

Machined material: NAK80 (HRC40)

Cutting line speed: 120 m/min

Feed rate: 0.2 mm/r

Axial cutting depth: ap=6mm

Radial cutting width: ae=0. 6mm

Milling method: side milling (forward milling)
Cooling method: oil cooling

Processing machine tool: Lichi DM800
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——— NCG-4E-D6. 0
—— MBI R &
Similar products of Company A
—— BRERIX &
Similar products of Company B
C2 B [&] 2 7 &

Similar products of Company C
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Processing time

FEXRP, KANAMELTEZRFHFRARENA,

In this experiment, our company’ s tool performance is superior to competitors in the same type.
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NCP X sz

NCPX series
AEHW. EMIMEERMIZEET

Special machining end mills for stainless steel and difficult to machine materials

* NENRMEMIHRNEZEAML.

* AFRET MBI, TRMARFENER, MIERE, RAREEF.
*FBREVTI OKCTE, BRART TI B R ES) 8
*FMTFENERRAFEERANEE, TAMREE, JEFHEN.

# Special processing for stainless steel and difficult to machine materials.

% Multi-tooth and variable blade inclination design, stronger tool anti chipping
ability, more stable processing, and better surface quality.

# Special knife edge treatment effectively solves the problem of tool sticking.

% The new stainless steel specialized substrate paired with a new coating

provides better specialized effects and longer tool life.

NCPX-4E-D6.0%t&I1Cr18Ni9Ti(HB176)R A 1§ 51 NCPX-4E-D6. 0
Application of NCPX—-4E-D6.0 Milling 1Cr18Ni9Ti (HB176) SA’le FJdH ?ér‘ a8
B Bl R 2577 &
71 E R8BS . NCPX-4E-D6.0 Sinlar proucts of Conpans B
A E) [l 2 &

E E R T.I- H ¢6 Omm Similar products of Company C
WMI#H: 1Cr18NI9Ti (HB176) 1Cr18Ni9Ti HB176 v120 ap6 ae0.6 f20.05

VIHIS&®EE: 120 m/min 0.14
HALEE. 0. 2om/r A= 0.12

MmY)iRE: ap=bmm }7%.].% 0.10 / /
EZRPE: ae=0. 6mm 715 0.08 ~
GE B R et T OR g B3 0.06 S
SEB R wb SHE 0,04 [

T #HLEK : FOst DMBOO 5 ¢ o2 Aé;;//'

D nerer it b o 0 ! ! ! !

Machined material: 1Cr18N19Ti (HB176) WN:N) 2/ it 4/t U] N
Cutting line speed: 120 m/min HDIHTJ‘I‘Q—J

Feed rate: 0. 2mm/r

Axial cutting depth: ap=6mm

Radial cutting width: ae=0. 6mm

Milling method: side milling (forward milling)
Cooling method: oil cooling

Processing machine tool: %1&8&:)&¢I , ﬁﬁ ]-] Eﬁﬁg{ﬁ*%%;q% rﬁ] %illn EG

In this experiment, our company’ s tool performance is superior to competitors in the same type.
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AU =

AU series

. mEETAMIRS

Special series for processing copper and aluminum alloys
BMMNBRAEEN, NANEMMUHVRESITXES.
AR ABERTT, SMNABREMHEMENT XS —, KRERSTIHRENS.
KuTfARit, MRIEFR, AREXRBENT%.
FRAEMAR TR ERmLE, FHEEMTEREREL.

The ultrafine particle hard alloy matrix perfectly combines tool wear

resistance and cutting edge strength.

The special groove design achieves a perfect unity of tool strength and chip
removal performance, greatly improving cutting stability. r‘
Large front corner design, sharp cutting, effectively avoiding the generation

of chip buildup.

The optimized design and special surface treatment of the rear cutting

surface ensure excellent surface quality of the processed parts.

SRBpEMIES MIFKEEEMEE

Complex cavity machining cases Comparison of processed surface quality
NNEBS . AU-3E-D6.0 NNERBS . AU-3E-D8.0Q

EB®RS: ©6.0mm EZR: ©8 0mm

WmIME: Lc4 wWmIME: 254 (HB110)
PIEIEEE . 13000 m/min (250m/min) PIHIEEE:. 13000 m/min I‘ -

AL EE . 1950mm/min (0. 15mm/r) L EE . 900mm/min AU-3E-D8.0 hnT3RMH
smmtjjiﬁﬁi apzq. Omm immtjjiﬁi: ap:8. Omm AU-3E-D8. 0 machined surface

EMmMY)E: ae=1.0mm EMmMYE: ae=0.5mm _
BEAFNX: gAML rdl A Mgt

SHHFR: 54 AEAAF R LA AN TP

T HL B : MIKRON UCP 1000 I HLE: I Company As products
Tool model: AU-3E-D6.0 Tool model: AU-3E-D8.0

Diameter size:medium 6. Omm Diameter size: medium 8. Omm

Processed material: LC4 Processed material: LC4

Cutting line speed: 13000 m/min (250m/min) Machined material: aluminum alloy (HB110)

Feed speed: 1950mm/min (0. 15mm/r) Cutting line speed: 13000 m/min

Axial cutting depth: ap=9. Omm Feed speed: 900mm/min

Radial cutting width: ae=1.0mm Axial cutting depth: ap=8. Omm
Milling method: complex cavity processing Radial cutting width: ae=0.5mm
Cooling method: air cooling Milling method: side milling processing
Machine tool: MIKRON UCP 1000 Cooling method: emulsion

MEEERAdEeMERANMNT, taRnEm

Even the machining of complex thin-walled cavity parts can be easily completed
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N CH &5

NCH series

AR T8t 7

High hardness material processing end milling cutter
*EWMABEEMLRAOFSESLMRE, EEASEEMBIRSEN TS,
«LRHHEELEREAR, XEREGTAHAESEFNESD

* IR RSN SEAOMIRIT, At A P HI 1L RE
*FFRAREALIRALIE, AHMEMERN, HEEINS, MIREREEN.

& High coating hardness and excellent high-temperature oxidation resistance make it more suitable for high hardness
materials and high-speed machining fields

% Excellent coating treatment technology significantly improves the adhesion between the coating and the substrate.

% Unique tool structure and reasonable groove design achieve excellent cutting performance.

* Special surface treatment can effectively reduce friction, smooth chip removal, and improve the quality of the

processed surface.

NEFEMEK MIBEEML

Longer tool life Better processing quality
7]“ I J] a . NCH_4E_D8 O Processing tool: NCH-4E-DS8.0 hu I 7] E . NCH_2B_R3 O Processing tool: NCH-2B-R3.0
I {q: 1'.;]" *’gl_ . SKD11 (62HRC)W0rkpiece material: SKD11 (62HRC) I 14: h" ﬁ . SKD11(HR062)\V0rkpiece material: SKD11 (HRC62)
f]] ﬁ]l ﬁ & . qom/m in Cutting speed: 90m/min f]] ﬁ“ ﬁ ﬁ . 200"]/"] in Cutting speed: 200m/min
ﬁ $§ i& g% : 0 2mm/r Feed per revolution: 0. 2mm/r ﬁ. $§ i& ga : 0 1 8mm/r Feed per revolution: 0. 18mm/r
sm r:i] t}] fﬁ ' ap:1 2mm Axial cutting depth: ap=12mm sm ra'] t}J fﬁ : 0. 2mm Axial cutting depth: 0. 2mm
EMmMPIFE: ae=0. 2mm Radial cutting depth: ae=0. 2mm EmYiE: 0. 3mm Radial cutting depth: 0. 3mm
;% iﬂ 7‘1- Et H 'E\,;/v‘\ Cooling method: air cooling ;@ *I] ﬁ E.\: H ’_:\,;/'%\ Cooling method: aircooling
NCH-4E-D8. 0 NCH-2B-R3. 0
AL BI[E 3K 7= & AL B[R 27
B &[5 26 7= M B! [B] 25 7= fa
0 25 Sinilar products of Company s Similar products of Company
Z
0.02 25 /
/ =

/ :
Jﬂ§015 2 I3

anea 1eay
o

Es) / / 5

4a = ey

7o . FULI
g o

20 40 60 80 100 120 5 0 15 20 25 30 35
MEHE (m) MEHE (m)
Cutting length Cutting length

AERP, KANEMELTEZFHFRARENA,

In this experiment, our company’ s tool performance is superior to competitors in the same type.
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Naming rules

NCG : 38 F i T

NCP : AN &5 v ey M Re @ F T
NCPX: ANEEW . X T A B H T A
NCH : & i #4 %} i 12
NCJ:/N& & 4 FE n

AU M. BBEE&THNL RS

AUR : %5 & 4 Bt )

NCG: General machining
NCP: Multi-Teeth High Performance Universal Machining

NCPX: Special cutting tools for stainless steel and difficult to
machine materials
NCH: High hardness material processing

NCJ: Small diameter high-precision machining

AU: Special processing series for copper and aluminum alloys

AUR: Aluminum alloy ultra high speed milling cutter

N8

tool

N

Blade count

L: K/ K 7]
xR 7)Y
F:4mJ]R

SRR RS S BE T
SR TP Sk Bt )
SRSk Bt )

- [ SEE T
Wk Tl R B T)

E: Sharp angle protective flat end

E
F
B
R

milling cutter
F: Sharp angle flat end milling

cutter
B: Ball end milling cutter

R: Circular arc milling cutter

W: Wave edge milling cutter

WIE-T i)

Tool Type

KERI

Length series

L: Long handle/long blade type
x: Extra long blade shape

F: Short blade type

ﬁg{ fé\ . 1‘5\‘ ‘{E ‘[;/Q E /% EIJ Default: Standard length series

A7 WAESIP R i

S: bz

P EL 3

C: ki

R b v Y
S: Micropath

P: Straight neck

MIENGEIE S
Bl BR S (5] 9K

Knife tipradius or spherical
solid arc
C: Cone neck

Default: Standard

ERRE

structure type

HE
other
G: 30 7% W g £ Y 7)1 Sk 85 T7)
M: 3K
S: JJ B A& 4mm

G: 30 degree spiral angle four edge flat end

NEEHE

Tool Diameter

milling cutter
M: Neck length

St Tool shank diameter 4 mm

Name of each part of the end milling cutter

I EB Shank

FEEME chip pocket 40 80 neck
“)' ‘
= i
1
Blade
diameter

7145

Blade length

9‘ K Total length

/ *,ﬁ R’ Helix angle

o
Shank diameter

fj & ,’,A'Eff!ResiduaLdeflection angle

Knife tip

s aym L

Axis forward angle

WM~
First back corner of the end blade ?1 N ER

B 7] circumferential cutting blade

second back corner of the end blade

The first rear corner of
circumferential cutting

|- \VE7IE— B Roviade

| J& 718 " J5 MiThe second rear corner
! of circumferential
cutting blade

718 % Blade width
- T -
BIRAN
-
Rear blade width

>

\ v
T [E 71 04 8
front angle of circumfer—
ential cutting blade

GASH

P |
— -

Core thickness



?& Vfﬁ J)Ei ﬁ% E%ﬁ"ﬂ Solid carbide end mill

NCG-4E
ATVERT 5T

Four blade straight shank flat end milling cutter W

Sharp corner protection

i—-—-—-—--'.l.l.'

¢ EMLEM:Z

Widely used
|;E 4

e ZEEMMmEH, XEMI.

Most suitable for side milling and shallow groove processing

o BTIAIN el il

." y
>

WawI anmy MM
Side processing Step processing Right angle groove processing
L] |
© ] C QS g o @
10°% ‘
0 A

d_
/)
1w
D_
S
|

. L g
A 3
T8RS H A R ~F (mm) Basic dimensions Sl
W= . 5
terinl oo z ek B 77
aterial code D d H L Number of teeth Shape inventory
NCG-4E-D1 0S8 1.0 4 3 50 4 El— L]
NCG-4E-D2 08 2.0 4 6 50 4 & — ®
NCG-4E-D3. 0S8 3.0 4 8 50 4 E— 9
NCG-4E-D1.0 1.0 6 3 50 4 E— [
NCG-4E-D2. 0 2.0 6 6 50 4 [%]— [ ]
NCG-4E-D3. 0 3.0 ) 8 50 4 [£]— ®
NCG-4E-D4 0 4.0 ) 1 50 4 [E]— [ ]
NCG-4E-D5 0 5.0 6 13 50 4 El— ®
5.5
NCG-4E-D¢. 0 6.0 6 14 50 4 [# = (]
7.0
NCG-4E-D8. 0 8.0 8 20 <) 4 [ e
2.0
NGG-4E-D10. 0 10.0 0 25 75 4 [ 9
11. 0 26
NCG-4E-D12 Q@ 12.0 12 30 75 4 £ [ ]
14.0 32
NCG-4E-D16. 0 16.0 16 45 100 4 E= e
8.0 45
NCG-4E-D20 0O 20.0 20 45 100 4 E= e

WMIMEERE O%BES QEd
Applicebility for Materials — Perfect for suit

® HEis

Standard stock

O ®iTg%E™

Production according to order

T‘i 1—@ %’5] . f‘,‘ ','ﬂj ?‘i] Pre-hardened steel,

hardened steel

~45HRC ~50HRC ~55HRC ~68HRC

PREW

carbon steel

SEN

alloy steel

REEW

Stainless steel

eIk RH | Wee | B Keg | WHRE

Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy

Py Py ) (\ )
) L\ L J (,/‘

)
[(®)]
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Vel
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;t ]j Solid carbide end mill

NCG-4EL
ATVEFWK D F I8N 8 (-' B

anmy MM

Side processing Step processing Right angle groove processing
Four blade straight shank long blade flat end milling cutter apall
Sharp corner protection ‘U: H = — ,,‘, m D: &]
— S\ e
E

@ NCG-4E8YK T1 R 51

NCG-4E Long Blade Series

o | m# B
. BTMAIN R S Lo

R L X

1T 2 %IRTT {mm) Basic dimensions ﬁ;ﬂ o

1 4.7'\"5 i : 7 X B 77
Materlal COde D d H L Number of teeth Shape inventory
NCG-4FEL-D3 0O 3.0 b 12 75 4 % — e
NCG-4EL-D5. 0 5.0 ) 20 75 4 [#— i
NCG-4EL-D8. 0 8.0 8 25 100 4 E= C
NCG-4FEL-D12 0 120 12 35 100 4 [z = (
NCG-4EL-D16.0 16.0 6 50 150 4 £33 [

@ EE5EHF O ®RITg%E”~

Standard stock Production according to order

WmIMeLERE OFEES OQEs

Applicability for Materials Perfect for suit
v T A o T Pre-hardened steel, . L
EEE | A4eW A PR porgoned siel TES | kBN | Hos | Bas | 4as | WRE

carbon steel alloy steel ~45HRC ~5Q0HRC ~55HRC ~68HRC Stainless steel

Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
A

~ A A A
(l;'/‘ \;g,» (\';‘/‘ O O \\(g,»

02)



?‘% P§f§ J)E'\ -/—l\ﬁ l_L%;*- p Solid carbide end mill

NCG-2E 2
27) B4R T 3% 5 85 7) L U

WM anmx Amia
. N . . Side processing Step processing Right angle groove processing
Two blade straight shank flat end milling cutter
ammwens (| [ ] | ]
! ) o (] =
Sharp corner protection 1 § o |
¥ L -
———ee L s
- L _
T PN 2 =+ .
e HIEERESH. e EMBESr =z
Most suitable for shallow groove milling Widely used

. BTiam TREinecsE o ]

ITH =2 :ELZKETT(mmW Basic dimensions "i:’;'&
== ! = 3
Vaterial cod Z = R
aterial code D d H L Number of teeth Shape inventory
NCG-2E-D1 0S 1.0 4 3 50 2 E]— [ ]
NCG-2E-D2 08 2.0 4 b 50 2 & — @
NCG-2E-D3. 0S 3.0 4 8 50 2 El— [ ]
NCG-2E-D1. 0 1.0 6 3 50 2 E— [ ]
NCG-2E-D2. 0 2.0 6 6 50 2 ] — e
NCG-2E-D3. 0 3.0 ) 8 50 2 [Z]— e
NCG-2E-D4 O 4.0 b 1 50 2 & — L}
NCG-2E-D5 0O 50 6 3 50 2 El— ®
55
NCG-2E-D6. O 6.0 6 16 50 2 [E = [ ]
7.0
NCG-2E-D8. 0 8.0 8 20 60 2 = @
9.0
NCG-2E-D10.Q 10.0 0 25 75 2 [ [ J
11.0 26
NGG-2FE-D12. Q@ 12.0 12 30 75 2 £ - [ ]
14.0 32
NCG-2E-D16.0Q 16.0 o} 45 100 2 = e
18.0 45
NCG-2E-D20 0 20.0 20 45 100 2 3 P e
@ E&ERF O RilgE”~
Standard stock Production according to order
HMIMRERE OFBES OES
Applicability for Materials Perfect for suit
TE T & 3% 7@ &5 Pre—hardened steel, _ - X .
BER | 249 PR . PR haroenca sest THY | kB | Hae | Bos | as | WaA
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy|
©) © © O O ©

|_03



NCG-4R
47) E R EIY 328t

Four blade straight shank arc end milling cutter

= FeaR

-

¢ EMGEEMZ, USHEMESHMI.

Wide application range, capable of achieving various forms of processing

5™

TIALN

'Q ) 1= £1. 030 %‘}

Solid

carbide end mill

R-type machining

R

mEmI

Profiling processing

L

Wikl

R-groove processing

1T % = H & R <F (mm) Basic dimensions g
HWwm=s ! 3
Mat ri-all d Z ﬁéit E\:Fﬁ
¢ code D R d H L Number of teeth Shape inventory
NCG-4R-D3 ORO 2§ 3.0 0.2 4 8 50 4 % — e
NCG-4R-D4 ORD 58 4.0 0.5 4 0 50 4 E= [ ]
NCG-4R-D5. OR7. 0 5.0 1.0 6 3 50 4 B— L]
NCG-4R-D6. OR'. 0 6.0 1.0 [ 6 50 4 C3 [ ]
NCG-4R-D8 OR" 0 8.0 1.0 8 20 60 4 EZ )
NCG-4R-D10.0R1.Q 10.0Q 1.0 0 25 75 4 3 [ ]
NCG-4R-D10.0R3. 0 10.0 3.0 0 25 75 4 E= [ ]
0.5 E—
NCG-4R-D12.0R1.Q 12.0 1.0 2 30 75 4 [E3 [ ]
2.0 30 E_—
NCG-4R-D12_0R3 0O 12 0 ] 2 30 75 4 == e
@ ES&FEE ORRiTgpt™

EmIMeLERE OFEES QES

Applicability for Materials

Perfect for

suit

Standard stock

Production according to order

TREAR, SEREER o fardencd steel oy Leggpm mA aA s | bpA o
% =W & W o e landened sieal TEN | spskikBRiEY | ieg BEee sHhae il #% &
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
A ) A =
L\ \.(;,“ ) Cl O \.(;,“

04



?‘& Pﬁﬁ J£ /..'}% §v2 %3!-]] Solid carbide end mill

NCG-4RL
47) B4 4 4 B30 32 5% 70 L‘ ‘-’ (J

R-type machining Profiling processing R-groove processing

Four blade straight shank long shank arc end milling cutter

—_— RSN -

- -

@ NCG-4REI KW R T

NCG-4R long shank series fo )

s BTIAN TR &

1T 52 H 7K R <F (mm) Basic dimensions 5

Mgﬁ?d 7 TN EF

aterial code D R d H L Number of teeth Shape inventory
NCG-4RL-D6 0RO 5 6.0 0.5 6 16 75 4 El— O
NCG-4RL-D8 (RO 5 8.0 0.5 8 20 100 4 & — (
NCG-4RL-D10.0R0. & 10.0 0.5 10 25 100 4 [E— C
NCG-4RL-D10.0RZ. Q 10.0 2.0 10 25 100 4 [E]— (@)
NCG-4RL-D12. OR1.0 12.0 1.0 12 30 100 4 [%]—
NCG-4RL-D16. 0R1.0Q 16.0 i.0 16 45 150 4 [E]— C

® EEFAEF OiTes”~

Standard stock Production according to order
Z N ® o/hiE A E A
EMIMEEREL OFBES OE4
Applicability for Materials Perfect for suit
e A Rl 4 i Pre-hardened steel, - . - X
BRA | 248 PR B argencd sos FHW | s Bhg | Wes | 82 tae | WHAE
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
© @ © O O @




'.f—'ﬂ‘fé J'}{{J\ﬁl‘—j_%ﬁﬂ Solid carbide end mill

NCG-2B o/

[ ], ¥ e
—_
2 y] E m ﬁ g: —L‘ %i J] Profiling processing

Two edge straight shank ball end milling cutter

£ 0

rmm=

Cavity processing

| = o

HESEL

Spherical groove machining

!
107X H
: L J
e . I R
e ERTHAMBAEL A{ESsiEnL e EAMESZ. , ,
Suitable for profile milling and can be used for high-speed machining. Wide used ol ﬂ - — @ (=) &=
! i ! L—
as”™ R A 5 | O 12 o~od0 T (¢ — H
s, QTIANN TEnisim B e (B L
ST 4 2 £ 7K R ~F (mm) Basic dimensions ¥ R
Vaterinl cod Z = BT
ateria code D R d H L Number of teeth Shape inventory
NCG-2B-R0O. 58 1.0 0.5 4 2 50 2 % — ]
NCG-2B-R71. 08 2.0 1.0 4 < 50 y) E— o
NCG-2B-R7. 58 3.0 1.5 4 o 50 2 E— [
NCG-2B-RO. 5 1.0 0.5 6 2 50 2 E— [ ]
NCG-2B-R*1. 0 2.0 1.0 6 4 50 2 E— @
NCG-2B-R?. 5 3.0 1.5 ) 6 50 2 & — ®
NCG-2B-R2. 0 4.0 2.0 6 8 50 2 E— [ ]
NCG-2B-R2. 75 5.5 2 75 6 12 50 2 [E— [ J
NCG-2B-R3. 5 7.0 3.5 8 14 60 2 [ — [
NCG-2B-R4.5 9.0 4.5 10 18 75 2 E— [ ]
NCG-2B-R¢6. 0 12 6.0 12 24 75 2 g = ®
NCG 2B R8.0 16 8.0 16 32 100 2 [E= [ ]

wmIMEREK OFFES OEs

® suf

Standard stock

C iTesE™

Production according to order

Applicability for Materials Perfect for suit
) R E<<ii] ﬁﬂ B4 ﬁiﬁ ?ﬂ Pre-hardened steel, _ . - L ‘
HEN a4 PAPE PRy A X PR hardened steel AR | kB | HEE | B4de | Hhase | RS
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel | Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
AN Y A ~ Y
O @ @) D) O @

04



ik
<k

12t{§)ﬁ'%? ,l_;“: JJ Solid carbide end mill

NCG-2BL o E LB

[ 2 b rmam= HESEL

2 7 E m .& m ﬁ S '\" ﬁ Profiling processing  Cavity processing  Spherical groove machining

Two edge straight shank ball end milling cutter

————— ’ 10¢

2 L
@ NCG-2BH 1R AT, .
NCP-2B long shank series 'U. [] -
e A Eieum Dee P L
oy %LZKR\-J' {mm) Basic dimensions J&IJ:;&
RS 7 mR | ER
Materlal COde D R d H L Number of teeth Shape inventory
NCG-2BL-R1. 0 2.0 1.0 b 4 75 2 & — O
NCG-2BL-R1. 5 3.0 1.5 6 6 75 2 [&]—
NCG-2BL-R2.0 4.0 2.0 6 8 75 2 3 —
NCG-2BL-R2. 75 5.5 2.75 ) 12 75 2 & — C
NCG-2BL-R3. & 7.0 3.5 8 14 75 2 [#— C
NCG-2BL-R4. 5 9.0 4.5 0 18 100 2 [#— (
NCG-2BL-R6. 0 12.0 6.0 12 24 100 2 3 ot '
NCG-2BL-R8. 0 16.0 8.0 6 32 150 2 2 C

® FEFEF O kilgs”~

Standard stock Production according to order
s ; N A FYPINN \ AL
HEMIMKEREK OFFEES OEA
Applicability for Materials Perfect for suit
. § R Fa L % 7l Pre-hardened steel, _ - . -
BEW | 449 PR, FHH pardoned see TER | poRBe% | HAe | Bos | 4o | WRAS
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel | Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy

P ) A A
© © © O O ©
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%Tf 1$ :{E ﬁ/E'\- '% ? S‘Z ,l_ﬁ' J} Solid carbide end mill

NCG-4B o El LB

(] % b YRz yESEL
- — Profiling processing Cavity processing Spherical groove machining
AT)EMRIKIILEET) R
Four blade straight shank ball end milling cutter i
o 1— B
—_— ‘
L e et e e £ e e & R
& MUJEkS V) A LR S MIERIEE, MBS YEII T4, _
Can achieve higher feed speed and achieve higher cutting efficiency i T E -
o 04 =
>, 1 '
o i !
Ae [ L 17 S-nwo . 3
e ’ " :L‘.L.'?c ED’ =00 :-3- L) Ream t‘f(-' I -H _L:
= b 5
ST 4B 3 %szﬁﬁ(mm) Basic dimensions JLfJ\__T’)!!-‘Z o
i oo 7 R | EE
iierial codle D R d H L Number of teeth Shape inventory
NCG-4B-R1 5 3.0 1.5 6 b 50 4 El— [
NCG-4B-R2. & 5.0 2.5 6 10 50 4 E]— o
NCG-4B-R4. 0 8.0 4.0 8 ) &0 4 [ [ 4
NCG-4B-R6. C 12.0 6.0 12 24 75 4 5 [ 4
NCG-4B R8. 0 16.0 8.0 16 32 100 4 [E= o
@ =&EFEF OgilgE”~
Standard stock Production according to order
EMIMeLERE OFBEES OQES
Applicability for Materials Perfect for suit
7 T A B Pre-hardened steel, .
BRA | 24F B, M ordoned see THEA | sunBRk | Gos | Bee | 4o | BAAE
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel | Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
© @ © O @ @

0g)



s

17,t {E Fﬁ % ? E_L ,l_% J} Solid carbide end mill

NCG-4BL ' E3
4.3 IR =
47) B A R ER Sk % & g  Ems e
m ~ 1 7] Profiling processing Cavity processing Spherical groove machining

Four blade straight shank long shank ball end milling cutter

R
t i
~ ; © ; | i A o
M _ T

@ NCG-4BAYH AR AR 5 i @ i »
NCP-4B long shank series - - () =1 —
L ; =
" . H
M L Ded 0-4 30 . > - -1
. BTIANN TEnrnm Peow §8 0 :

ST 4 =2 JEUFR\‘J'(mmJ Basic dimensions ﬁ;‘ﬂ

e 2 Z BR | EfR

kiierial codle D R d H L Number of teeth Shape inventory
NCG-4BL-R1 5 3.0 1.5 ) 6 75 4 %] —
NCG-4BL-R2 & 50 2.5 o) 1C k) 4 [z — )
NCG-4BL-R4. 0 8.0 4.0 8 16 100 4 E= @
NCG-4BL-R6. 0 12.0 6.0 12 24 100 4 E= C
NCG-4BL-R8. 0 16.0 8.0 16 32 150 4 (3 - ‘
NCG-4BL-R10. 0 20.0 10.0 20 40 150 4 = s

® E5ESF O Rilgt”~

Standard stock Production according to order
Z A ¥ F ® gh S A E A
HMIMKEREK OFFEES OE4
Applicability for Materials Perfect for suit
. § WAH4 % 7l £ Pre-hardened steel, . . -
BEW | 489 PR, HHD pardoned see TER | poRBe% | H4e | Bos | 4o | WRAASE
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy|
@ © © @ ©




s

1$1T§ }Fﬁé %L_L/iﬁ JJ Solid carbide end mil

NCP-4E > |
A7) B T 3k 32 5% 7) C L U

Side processing Step processing Right angle groove processing
Four blade straight shank flat end milling cutter

Sharp corner protection 'O‘ ﬂ Ry, 7
: 107 ¢
- ) L |
e REEMEUtE, XEMI. e EREEZ.
Most suitable for side milling and shallow groove processing Widely used i i
o I] o B
e g E D% 12 0~0.020 H
gy 1D 0~010 3 7
L L .
M T 4 2 gtﬁﬂ'{mm]Basic dimensions JL}:_T;& .
; 1 F'I = s W T
mierial eode D d H L Number of teeth Shape inventory
NCP-4E-D1 (S 1.0 4 3 50 4 [#— e
NCP-4E-D2 (S 2.0 4 6 50 4 [E]— L ]
NCP-4E-D3. 0S 3.0 4 8 50 4 z|— LJ
NCP-4E-D1.0 1.0 6 3 50 4 E— °
NCP-4E-D2. 0 2.0 6 6 50 4 [El— ®
NCP-4E-D3. 0 3.0 ) 8 50 4 %] — ®
NCP-4E-D4 0O 4.0 ) 11 50 4 [E]— ®
NCP-4E-D5 0 5.0 ) 13 50 4 [#]l— @
585
NCP-4E-D6. 0 6.0 6 14 50 4 E= ®
/.0
NCP-4E-D8. 0 §.0 8 20 60 4 E = ®
9.0
NCP-4E-D10. 0 00 10 25 75 4 E = [ J
0 26
NCP-4E-D12. 0 120 12 30 75 4 |5 - ®
14 32
NCP-4E-D16. 0 16 14 45 100 4 3 ®
18 45
NCP-4E-D20. 0 20 0 20 45 100 4 = e
@ F5FEGF O RiTgE”~
Standard stock Production according to order
HEMIMBERL OFFES OES
Applicability for Materials Perfect for suit
vE TH q B < Pre-hardened steel, - . - X
EER | 4449 FR L BB barooncd el FHEE | SRRk | 9% | B2e | H2e | WA
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
© © © @ | © O © O O
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-
yer

: 17-1':{% )ﬁ é ? l‘_/_ i?l: )J Solid carbide end mill

NCP-4EL
A7) B ) K587

Four blade straight shank long blade flat end milling cutter

Sharp corner protection

mawI
Side processing

anmy

Step processing

L

Right angle groove processing

107§
—_ ‘ - :
@ NCP-4EfYKTIZR T i A
NCP-4E Long Blade Series U; ﬂ Q. E; =
- H -
~ ' TN | B 12 o-Gpen . L ;
= '@ |o l 20 0-0NE0 %
-
3T 4 = F 78 R <F (mm) Basic dimensions g s
" tl "_'1‘ ?d 7 X &
Bl e D d H L Number of teeth Shape inventory
NCP-4FEL-D3 0 30 12 75 4 El— O
NCP-4EL-D5. 0 5.0 b 20 75 4 E— i
NCP-4EL-D8. 0 8.0 8 25 100 4 E= -
NCP-4EL-D12 0 12.0 12 35 100 4 ] f
NCP-4EL-D16. 0 16.0 16 50 150 4 [E= C
@ =&EFEF OgilgE”~
Standard stock Production according to order
EmMIMehERE OFREES OEd
Applicability for Materials Perfect for suit
o o e 3% 435 4y Pre-hardened steel, ~ . ) .
BERA | %8 R R arsenco st THE | kRGeS | Boe | Keg | WAAS
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel | Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
© © © © © O ® O O




¥
yor

174‘&{%};}%%? y i»ﬁ 7] Solid carbide end mill

i
<}

In

NCP-2E -
27 ELARF 3k 3 85 70 L U

Side processing Step processing Right angle groove processing
Two blade straight shank flat end milling cutter

7 =
LAEEE 123 f % !

Sharp corner protection ]

e ——— 10° % —H
—_—— e - . |

e &M TAEetHl. ® RETmEVHE, FRIHE.

Suitable for groove milling Most commonly used for high-speed cutting and dry cutting P
‘o j—
N - |} Eﬂ_
g i D« 12 0-0030 .'
g M g IDI 12<0 0-n5 Yib L
= L K R <7 (mm) Basic dimensions W
IE= T / &) % N

’ 1 ~/I15d 7 ﬁéi—tt Eﬁ

kiierial eodke D d H L Number of teeth Shape inventory

NCP-2E-D1 0S 1.0 4 3 3 50 2 E— ]

NCP-2E-D2 0S8 2.0 4 b b 50 2 [Z— L ]

NCP-2E-D3. 0S 3.0 4 8 8 50 2 3 — L

NCP-2E-D1.0 1.0 ] 3 3 50 2 E— [ ]

NCP-2E-D2. 0 2.0 6 6 6 50 2 [#— ®

NCP-2E-D3. 0 3.0 6 8 8 50 2 % — [

NCP-2E-D4. 0 4.0 6 11 11 50 2 E— ®

NCP-2E-D5. 0 5.0 6 3 3 50 2 E— e
55

NCP-2E-D6 0 6.0 6 14 o] 50 2 E= @
/7.0

NCP-2E-D8 0 8.0 8 20 20 G0 2z £ ®
9.0

NCP-2E-D10.0 10.0 10 25 25 75 2 E_ [ ]
11.0 26 26

NCP-2E-D12.0Q 12.0 12 30 30 75 2 [E3 ®
14.0 32 37

NCP-2E-D16_0Q 16.0 14 45 45 100 2 H_ e
18.0 45 45

NCP-2E-D20 0O 20.0 20 45 45 100 2 E= e

® EgE7F ORkilet”~

Standard stock Production according to order
Z Q| s E k ® BT LA M)FE A
HMIMRERE OFFES OES
Applicability for Materials Perfect for suit
. 4 Pre-hardened steel, - . )
% =W & & W hardened stecl TEHER | 5By | BEg | 848 | Has | WRE
carbon steel alloy steel ~55HRC ~68HRC Stainless steel | Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
© @ © O @ O O
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i3

T8 JR

<F

e

;l.ﬁ' J} Solid carbide end mill

NCP

47) E# BN S8 7)

-4R

Four blade straight shank arc end milling cutter

wﬁ - -

e EMGEEMz, ISR EMESHMI.

Wide application range, capable of achieving various forms of processing

30", Q

B £~-0.020 %

-
1] & = H A R ~f (mm) Basic di i ¥
1] 535 / C dlmensions Al = .
terion oo 7 X B
wierial eode D R d H L Number of teeth Shape inventory
NCP-4R-D3 OR0O 2 3.0 0.2 6 8 50 4 % — e
NCP-4R-D4 0RO 5 4.0 0.5 6 10 50 4 & - @
NCP-4R-D5. ORT 0 50 1.0 O 13 50 4 E—- [ J
NCP-4R-D6. ORT. 0 6.0 1.0 6 16 50 4 |3t [
NGP-4R-D8. OR1. 0 8.0 1.0 8 20 60 4 E= ®
NCP-4R-D10.0R1.0Q 10.0 1.0 10 25 75 4 5= ®
NCP-4R-D10.0R3.Q 10.0 3.0 10 25 75 4 E= @
0.5
NGCP-4R-D12.0R1.0 12.0 1.0 12 30 75 4 E_Z [J
2.0 30

NCP-4R-D12.0R3. 0 12.0 3.0 12 30 75 4 E= [

. . - AT o .

® ExiEF O RRilaLt”

Standard stock Production according to order
HEMIMBEREX OFFES Q&S
Applicability for Materials Perfect for suit
Em T T Pre-hardened steel, _ - ) - X
BEE | 069 PR S8 naraence stee TER | senBu | Hos | 808 | 4o | WAAE
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy

© @ © © © O © O O
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NCP-4RL
A7) EWKWESNLEE 7]

Four blade straight shank long shank arc end milling cutter

ﬂi 7 "

s

HIERE®

<F

}i?l: ]] Solid carbide end mill

R

R-type machining

ad

mERI

Profiling processing

Wimi

R-groove processing

}
b
@ NCP-4RATK TI R 7
NCP-4R Long Blade Series
- L .
307, 'ﬁ D l 0~0,020 %
1T % = H R R < (mm) Basic dimensions ¥
1] 55 / S .
Vaterinl = ; 7 i E#F
kiierial eodle D R d H L Number of teeth Shape inventory
NCP-4RL-Dé. ORD 5 6.0 05 b 16 75 4 & — @
NCP-4RL-D8. OR0 5 &.0 05 8 20 100 4 & —
NCP-4RL-D10. ORO. & 10.0Q 0.5 10 25 100 4 [#— C
NCP-4RL-D10.0RZ. 0 10.0Q 2.0 10 25 100 4 [%]— ¢
NCP-4RL-D12.0R1.0 12.0 1.0 12 30 100 4 [#]— (
NCP-4RL-D16.0R1.0 16.0 1.0 16 45 150 4 [E]— C
@ E&kEF ORiTaE™
Standard stock Production according to order
EMIMELEREK OFEES OQES
Applicability for Materials Perfect for suit
e ao e 3% 45 4rg Pre-hardened steel, . ey . S
HER | 2e9 R A hordoned stce T | kRGeS | Boe | Ko | WA
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
© © © ©) ® O © O O
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i3
/l,

1* i R 'ﬁ?

op

A
t% )] Solid carbide end mill

NCP-2B

27) EWEK LS8 T)

Two edge straight shank ball end milling cutter

B

e EMTHAEskE, alfEmikmI.

Suitable for profile milling and can be used for high-speed machining.

AT

L

Lo 2 d- 0
0 a0

o)

e EMEEriz.

Wide used

R*) p-omt m

‘—"
[ ] ¥ b

Profiling processing

£

wma=

Cavity processing

L

HESEL

Spherical groove machining

ST 4 =2 £ A R ~F (mm) Basic di i g N
NCP-2B-R0O. 58 1.0 0.5 4 2 50 2 @
NCP-2B-R1. 08 2.0 1.0 4 4 50 2 ®
NCP-2B-R7. 58 3.0 1.5 4 o 50 2 9
NCP-2B-RO. 5 1.0 0.5 b 2 50 2 [
NGP-2B-R1.0 2.0 1.0 b 4 50 2 [
NCP-2B-R1.5 3.0 1.5 o] 6 50 2 [ ]
NCP-2B-R2. 0 1.0 2.0 b 8 50 2 @
NCP-2B-R2.75 5.5 2 75 6 12 50 2 ®
NCP-2B-R3. 5 7.0 3.5 g 14 60 2 [
NCP-2B-R4.5 9.0 4.5 0 18 75 2 @
NCP-2B-R¢. 0 12.0 6.0 2 24 75 2 e
NCP-2B-R8.0 6.0 8.0 6 32 100 2 [

wWmIMrhEREk OFBES QES

Applicability for Materials

Perfect for

suit

® EEES

Standard stock

O il %=

Production according to order

Pre-hardened steel,

us e A - Fifd 4 e il = & 4 o8 u ? - :
ERE | £88 RS AR bargenca s THE | R Bhi | WAk | 84s | 4as | WAASE
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
— S =y =y =y S ~
(';/‘ \{,\ L\ ) & Cl \i\ O (_)
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i3
<k

i

=

@)ﬁé% /t_% J] Solid carbide end mill

zy] m m . 2 J] ”t‘r\n.','..x, v ‘ v'l'lf.'ﬁul‘ o yESEL
E '& i* 9; \/ ﬁ Profiling processing Cavity processing Spherical groove machining

Two blade straight shank long shank ball end milling cutter R

) o N
4 10°% H \
@ NCP-2BATK AR AR T | B

NCP-2B long shank series i ——1 -
1] LR

0y il To | D5 12 0-00M 5% Pl w S

U ﬁ IO S e Ay T Reba tf) L

Matzriii,f-,‘ide - %ZK}:TT (mm)dBasic dim:nsions - L!A%Z;& w5t E‘:Fﬁ

Number of teeth Shape inventory
NCP-2BL-R1 0 2.0 1.0 6 4 75 2 & — O
NCP-2BL-R1.5 3.0 1.5 6 b 75 2 [Z— C
NCP-2BL-R2 ( 4.0 2.0 6 8 75 2 E—- C
NCP-2BL-R2. 756 5.5 2.75 6 12 75 2 - (
NCP-2BL-R3. & 7.0 3.5 8 14 75 2 E— C
NCP-2BL-R4. 5 2.0 4.5 11 18 100 2 [ —
NCP-2BL-R6. 0 12.0 6.0 12 24 100 2 E= (
NCP-2BL-R8. 0 16.0 §.0 16 32 150 2 E— C

® EEEsF ORkirgx”~

Standard stock Production according to order
: s P FIVEN S
wWMIMKEREZ OFFEES OES
Applicability for Materials Perfect for suit
i s 4 ¥ AR, HTBE e e e | iR mes | He aas | 44 N
% =W aEeW o e ladened sical AN | spskik Rty | HESE BEe shae it % A
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
© © © © © O @ O O
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ik
<k

1$ I% ,ﬁé ﬁ?‘ liﬁ ]J Solid carbide end mill

NCP-4B
47) BBk L8 T)

Four blade straight shank ball end milling cutter

—_—

® [0 7] Bk Sk 9 7] R SR IR AR = A 4R

Can achieve higher feed speed and achieve higher cutting efficiency

SLILB S R Y0 Ay .

Profiling processing

| -y

L] e e rmMnz

10° 3

Cavity processing

HESEL

Spherical groove machining

3]

1 1 T H [
. ety 00920 _:) ’ - -
U ﬁ :E) WD Cogn s :/,_:v L
T =2 JE-UKR\‘J'(mm) Basic dimensions 4k # .
sy “aE mR | ER
kiierial codle D R d H L Number of teeth Shape inventory
NCP-4B-R1 5 3.0 1.5 ) 6 50 4 % — [
NCP-4B-R2 & 5.0 2.5 b 10 50 4 E— [ 2
NCP-4B-R4. 0 8.0 4.0 8 16 &0 4 £ [ 4
NCP-4B-R6. 0 12.0 6.0 12 24 5 4 E= L
NGCP-4B-R8. 0 6.0 8.0 14 32 100 4 3 o
NCP-4B-R10.0 200 10.0 20 40 100 4 5= ®
o A\ 4T g .
® FEE7F ORkilet”~
Standard stock Production according to order
RMIMKERE ORRES OFS
wMIMEERZR OF
Applicability for Materials Perfect for suit
_ e op e K fE 4 Pre—hardened steel, i o
HER | 28N AR AR b donea stee THEA | RkBHY | #4% | Bt | dat | WRes
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy|
o e |o| o] o O © o o
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NCP-4BL

i3
<F

11({% ’J%\- '% % li?f ]} Solid carbide end mill

' K1 ILB

o [} e YmMm= yESEL
4 m E m ﬁ m ﬁ 9; —‘L ﬁ 7] Profiling processing Cavity processing Spherical groove machining
Four blade straight shank long shank ball end milling cutter R
' i [ -
o : (=] &
1 [} L
10° % ;-,H, o
—_— I8 L J
R
@ NCP-4BRI KR T f " W=
NCP-4B long shank series © 1 =
AR 4
. [EOR CRRTE T . " ai _H ._;
W ﬁ { :“! e ) E-he »% L
T4 2 K R ~F (mm) Basic dimensions 5 .
TS A ow | EE
kiierial eodle D R d H L Number of teeth Shape inventory
NCP-4BL-R1 5 3.0 15 ) 6 75 4 % — @
NCP-4BL-R2 & 50 2.5 6 1C /5 4 [#— C
NCP-4BL-R4. 0 8.0 4.0 8 16 100 4 A= (@)
NCP-4BL-R6. 0 12.0 6.0 12 24 100 4 = [
NCP-4BL-R8. 0 6.0 8.0 16 32 150 4 3 e
NCP-4BL-R10.0 20.0 10.0 20 40 150 4 E= O
@ E&FEGF O RiTeE~
Standard stock Production according to order
EMIMELEREK OFEES QES
Applicability for Materials Perfect for suit
T T & 3% 7l Pre-hardened steel, - . X
EER | 249 AR, B purdoned seo TER | BoRReH | BAE | B4 | 4428 | WAS
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
@ © © © @ O © O @
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s

<t

ERERER

i?l: ]J Solid carbide end mill

NCPX-4E
ANEHF %S

¥t 7

Four blade straight shank flat end milling cutter

waI

Side processing

.
‘,)

anmy

Step processing

Amia

Right angle groove processing

p— ¥ o |
| il TS0 =
10°%
= ¢ ) -
& FEFIEMARIT, KEIESTIAMRKLELE, RERFHRARE. 2 2
= AL T 3 3h A A L BT g L) P =
® BEAAHW, MASENASEFHEYIE 8 L. = .“\‘\‘f“_\\ﬁo =
Unequal helix angle design greatly improves the vibration performance of the cutting tool and achieves good surface quality ! — !
Most suitable for machining difficult to cut materials such as stainless steel, heat-resistant alloys, and titanium alloys |
L H g
: L ¥
» D42 --0.020 y
b, B TRaros 40
T = %ZSRTJ'(mmJ Basic dimensions ‘Lwt’!'yfl .
W z K FEfr
Material code D H L _ )
Number of teeth Shape inventory
NCPX-4E-D4 QS 4.0 4 11 50 4 EZ= o
NCPX 4E D6. 0 6.0 6 16 50 4 FE= [ 2
NCPX-4E-D10.0Q 10.0 0 25 75 4 EZ= o
NCPX-4E-D16. 0 16.0 16 45 100 4 E= o
@ E&FEHF O’iTeE™
Standard stock Production according to order
wmIMELERE OFEES OQEd
Applicability for Materials Perfect for suit
> T Pre-hardened steel, .
HES | 489 BRI P b doned s FEA | kB | Woe | Boe | Koe | WAL
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron

copper alloy

aluminium alloy|

titaniumalloy |Heat-resistant alloy

(@)

v

© ©
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NCPX-4EL

i

1$ {§ ’ﬁ‘ 'éf ? :_L ,l_% JJ Solid carbide end mill

. |
S - .
ATNEWK N F %8 LMmer o BWe o amems
Side processing Step processing Right angle groove processing
Four blade straight shank long blade flat end milling cutter
i R -
i 9 | ITSSSS ol
ﬂ 10\ il
: L - il
@ NCPX-4ERy ¥ T1 R I : < &=
NCPX-4E Long Blade Series D; h’i E‘éﬁ.\\:&\ D' §E—
oo H j
$ s 12 Ui . -
' .— . /.?.\arr. M n ACALS IR VR AL | : l» - L -
-‘L ﬁ,{-% =lZ‘-LZ’KJE‘__]"<ﬂ1m]Basic dimensions J\AJZIZ’)!& ﬁ?it Eﬁ
Material code D H L _ ) )
Number of teeth Shape inventory
NCPX-4FL-D4.0S 4.0 4 15 75 4 E—= e
NCPX-4EL D6. 0 6.0 6 20 100 4 FE= (
NCPX-4EL-D10.Q 0 Q 0 30 120 4 & @
NCPX 4EL D16.0 16.0 16 50 150 4 E= [
® E&55F7F O Rkilgt>
Standard stock Production according to order
EmMIMrEREK OFEES Q&S
Applicability for Materials Perfect for suit
- T Pre-hardened steel, .
HER | aee AR 5T arooned e FHRE | R Bhi | Woe | 8oe | &oe | WAA
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
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f}i 1$ Eiii l'}i |/_a\ ﬂ% I—l_ Jf:;*l' ﬂ Solid carbide end mill

NCPX-4R
47) BB I L8t 7]

Four blade straight shank arc end milling cutter

K1

R-type machining

mERI

Profiling processing

Wikl

R-groove processing

! ~ ' —_
P— At ﬁ o — ]ﬁ\\\ o o
T 10%% H
S FE =48 S ) AE s AR M A5 2K 48 B pb o oo e - L i
e FHFBIEMHRIT, KBRSV REMIRIERE RERFHTORE.
® BEATHN, WAAENKSEFHEYIHIHM NI, i =
Unequal helix angle design greatly improves the vibration performance of the cutting tool and achieves good surface quality U' ﬂ
Most suitable for machining difficult to cut materials such as stainless steel, heat-resistant alloys, and titanium alloys |
: T I D12 (=0.020 &= L -
RAITIN )nesse 4B
T 1 =2 %ZKRTT(IT\M) Basic dimensions Jl/_J\:j;ﬂ s
. 1 .711 = ; 7 AN E &
aterial code D R d H L Number of teeth Shape inventory
NCPX-4R-D4. OR0 58 4.0 0.5 4 50 4 3 e o
NCPX-4R-D6. 0RO & 6.0 1.0 6 16 50 4 E= o
NCPX-4R-D8. OR0. 5 8.0 0.5 8 20 60 4 E= L
NCPX-4R-D8.0R2. 0 8.0 2.0 8 20 60 4 E= o
NCPX-4R-D10.0R1.0 10.0 1.0 10 25 75 4 E= [ 4
NCPX-4R-D10.0R2. 0O 100 2.0 10 25 75 4 EZ= *
12.0
NCPX-4R-D12.0R1.0 12.0 1.0 12 30 75 4 E= L4
12.0 BH=
NCPX-4R-D12.0R2. 0 12.0 2.0 12 30 75 4 2= o
12.0 30 BE=

@ EEFET

Standard stock

EmIMeLERE OFBES QEd

O iTe%k /-

Production according to order

Applicability for Materials Perfect for suit
A e § -]"‘j ﬁw %_5] . o ﬁm Pre—hardened steel, fen e " . A A N
RER a8w T lnerilemed! sicel W $ESRIk Reh ek HEE #£a Hed it &
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel | Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
© © ©
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ff‘ 1$ EE Jb}i ﬁ fﬁ' A7 /f_ﬁ J] Solid carbide end mill

NCPX-4RL le 2/ I

m el H3lwa mERI Wikm .l
4 ) ‘t , l R-type machining Profiling processing R-groove processing

Four blade straight shank long shank arc end milling cutter i R
o] RSN T
—OSN NN 107 H

@ NCPX-4REY 45 A 7 i R

NCPX-4R long shank series

. e : Vo) Dtz tet) ndn
e BNITINE DlEuocum & o Lw |
TS H X R ~f (mm) Basic di i &
'L A la=] \ / asS1C imensions &) % \
Material cod ; B | E%
kilerial eodle D R d H L Number of teeth Shape inventory
NCPX-4RL-D4 ORO 5S 4.0 05 4 T 75 4 7=
NCPX-4RL-D6 ORO 5 6.0 10 6 16 100 4 = ¢
NCPX-4RL-D8. ORO. 5 8.0 0.5 8 20 100 4 (5] —
NGPX-4RL-D8. OR2. 0 8.0 2 0 8 20 100 4 m— o
NCPX-4RL-D10. OR1. 0 100 1.0 10 25 120 4 ==
NCPX-4RL-D0 OR2 0 10 0 2.0 10 25 120 4 [E =
12.0
NCPX-4RL-D712. OR1. O 12.0 10 12 30 120 4 (1=
120 7=
NCPX 4RL-D12. OR2. 0 12.0 0 12 30 120 4 = -
12.0 3.0 30 E=

® E5E7EF ORlkirgt>

Standard stock Production according to order
3 ; o] > ~ FYVIN ~~
HMIMAERE OFEBES OES
Applicability for Materials Perfect for suit
- ) A WAL ;A'A- & Pre-hardened steel, - " _
BEE | 249 R, AW urooned siel TEE | pRRBRY | HAE | Boe | Hos | WHA
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel | Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
A A
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%_5&1${§ ,FET'S ?_\_‘_Z/i* J.} Solid carbide end mill

NCH-4E
A7) BT

Four blade straight shank flat end milling cutter “fyiFrs LL

e EMTMEME, XEMI.

Sharp corner protection

e RETHEME, FRUA.

' ..}

Wl
Side processing

anmy

Step processing

Amia
Right angle groove processing

5[

10° %
L

—IRSSYE =

Most suitable for side milling and shallow groove processing Most commonly used for high-speed cutting and dry cutting 'D: II c_\_}\ D. r’ﬂ —
H_ |
Mok D917 0~G00 LSP) G L :
e : w18 R L ] 12D -0 g7
ARESES :?;LZKR\—_T'(mmW Basic dimensions "/{:*‘ﬂ
1) 53 Z ==
terin] = . 7 I ERF
aterial code D d H L Number of teeth Shape inventory
NCH-4E-D1 0S 1.0 4 3 50 4 g — @
NCH-4E-D2 08 2.0 4 b 50 4 g — [ ]
NCH-4E-D3. 0S 3.0 4 8 50 4 E— L ]
NCH-4E-D1.0 1.0 6 3 50 4 5 — [
NCH-4E-D2. 0 2.0 ) b 50 4 [Z — @
NCH-4E-D3. 0 3.0 ) 8 50 4 & — ®
NCH-4E-D4 0 4.0 ) 11 50 4 E— L]
NCH-4E-D5 0 5.0 ) 13 50 4 & — ®
§.5 B—
NCH-4E-D6. 0 6.0 6 16 50 4 [# = @
7.0 E—
NCH-4E-DB. 0 8.0 8 20 G0 4 3 o L J
9.0 E
NCH-4E-D10.Q 10 0 Q 25 75 4 2= 9
11.0 26 B—
NCH-4FE-D12.Q 12. 0 12 30 75 4 (- @
14.0 32 E=
NCH-4E-D16. 0 6.0 14 45 100 4 E_ ®
18.0 45 E=
NCH-4E-D20. 0 20 Q 20 45 100 4 EH= d
WmMIMeEREL OFFES OES
Applicability for Materials Perfect for suit
e % T Pre-hardened steel, .
BER | 048 RS AR haraenca stee FHEE | ook BHY | H6E | Bod | 4ae | WRA
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
O © © O
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i

1¢ i@ })ﬁ\- é % 7 Iiﬁ: ].] Solid carbide end mill

— P
NCH-4EL e A
vd 7 & = WEmwI anmy Amia:
4 w w $ '~ \t ; l Side processing Step processing Right angle groove processing

Four blade straight shank long blade flat end milling cutter D' u e D; i —
e L '_.“.’— 10 'u H
Sharp corner protection -y -]
P protect A L )|
i ' A=
o NCH-4E4T K 71 R 7 = o m=
NCH-4E Long Blade Series ¥ H l
——p— L
15~ Mo 10 b 12 0-Ghen . = v
- —— wA‘HVM 2D Q00 >
ST 4 O :&Z‘KRTT(mm) Basic dimensions "lf;%"ﬁ
’ L e = . 7 i E&
mierial eode D d H L Number of teeth Shape inventory
NCH-4FL-D3 0 3.0 ) 12 75 4 [El— O
NCH-4EL-D5 0O 5.0 6 20 75 4 [#]— &
NCH-4EL-D8 0 8.0 8 25 100 4 E= C
NCH 4EL D12.0 12.0 12 35 100 4 E= (@
NCH-4EL-D16.0Q 16.0 16 50 150 4 £ C
@ F&F7AF O irilgk~
Standard stock Production according to order
EmMIMKEREZ OFFEES Q&S
Applicability for Materials Perfect for suit
T 0 T Pre-hardened steel, .
ERE | 489 PR P urdoned see FHEE | phnBh | Aoe | 844 | 4oe | WAASE
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
O © © O
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‘,

%
>
@
o
ub

~
2 N t% 71 solid carbide end mill

— & '
7] WS = 7] ME0 I BMmI L
2 ) q: '~ ‘l Side processing Step processing Right angle groove processing

Two blade straight shank flat end milling cutter L MEE {
Sharp corner protection ‘Di TS F g '9_ E—

| —r |
: 100 \ | H i
ﬂ L |

L

e EMTAESEH. e RETHEIE, FXUHE. f
Suitable for groove milling Most commonly used for high-speed cutting and dry cutting O E{_‘:
| .
a5~ g Bl e R e fp| Dot o-aoz0 1A [~ L -
5 TEA LA ¥ ) veen o-ooae ':\‘]:L
T 2 JE.LZKR\_J'kmm) Basic dimensions ﬁ;ﬁ .
1 ../\ = 7 ﬂ:g Z_Ct fﬁ ﬁ
Material code D d H , ) v
Number of teeth Shape inventory
NCH-2E-D1 0S 1.0 4 3 50 2 [ — [ ]
NCH-2E-D2?2 08§ 2.0 4 6 50 2 Z]— [ ]
NCH-2E-D3. 0S 3.0 4 8 50 2 E— [ )
NCH-2E-D1.0 1.0 ) 3 50 2 E— [ J
NCH-2E-D2. 0 2.0 6 6 50 2 [#]— @
NCH-2E-D3. 0 3.0 ) 8 50 2 [#]— [ ]
NCH-2E-D4. 0 4.0 b 11 50 2 [E]— @
NCH-2E-D5 0 5.0 ) 13 50 2 &l — L]
H. 5
NCH-2E-D6. 0 6.0 ) 14 50 2 E= ®
7.0
NCH-2E-DB. 0 8.0 8 20 60 2 E= [ ]
9.0
NCH-2E-D10.Q 10.0 0 25 75 2 E= [
11.0 26
NCH-2E-D12.Q 12.0 2 30 75 2 |5 - [ ]
14.0 32
NCH-2E-D16.Q 16.0 14 45 100 2 (63 [ ]
18.0 45
NCH-2E-D20_0 20.0 20 45 100 2 E= e
@ E&5EFEF OgilgsE~
Standard stock Production according to order
HEMIMeERE OFFES QES
Applicability for Materials Perfect for suit
v T A 3 T Pre-hardened steel,
BER | 449 MR, AR hardenca stee THEA | B | Heg | 226 | w2s | WRA
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy

(\ ) A (\
_J @) L\ _/
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s
g

11({%":3%'%? ji?l-' ]] Solid carbide end mill

NCH-4R Y e 4

mEwI anmx amix
e Side processing Step processing Right angle groove processing
47) Mt

Four blade straight shank arc end milling cutter

| I
- == 'O‘ ] ‘ A
ﬂ TR%

e EMe@EZ, SEHSMESHMI, .

v] i
Wide application range, capable of achieving various forms of processing 'D. .#J -
4eb Smble D) o-o0ma
- n--0 (20 -
St L w08 RA .
(= Ll A

ST 4 =2 £‘=$R7f(mm) Basic dimensions ﬁ%"fl .

" k¢ _"‘I?d 7 i E#F

aterial code D R d H L Number of teeth Shape inventory
NCH-4R-D3 OR0O 2S 3.0 02 4 8 50 4 % — ]
NCH-4R-D4 0RO 58 4.0 05 4 10 50 4 E= &
NCH-4R-D5 0OR* (O 5.0 1.0 6 13 50 4 E—- L ]
NCH-4R-D6. OR7. 0 6.0 1.0 6 16 50 4 3 LJ
NCH-4R-D8. OR71. 0 8.0 T.a 8 20 60 4 E= @
NCH-4R-D10.0R1.0Q 10.0 a 10 25 75 4 E= L]
NCH-4R-D10.0R3. 0 10.0 3.0 10 25 75 4 L J

&
NCH-4R-D12.0R1.Q 12.0 1.0 2 30 /5 4 ®
30

NCH-4R-D12_0R3.0 12.0 30 12 30 75 4 L ]

@ EEFEF O Rilgs”~

Standard stock Production according to order
Z NN ® BT A (MY TFE A
HEMIMEEREL OFBES OES
Applicability for Materials Perfect for suit
e T‘ﬁﬁ@%ﬂ Rrd 7 %ﬂ Pre-hardened steel, _ g ) 2 - X .
ik & W A EW - ot lewdiened s TEN | By | Heg | 8ee | hée | WHRA
carbon steel alloy steel ~45HRC ~50OHRC ~55HRC ~68HRC Stainless steel | Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
O © © O
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i& 1$ EE l']i i/—-)\ ?L‘—L}'ﬁl—ﬂ Solid carbide end mill

NCH-4RL

47) B E I L8 7)

Four blade straight shank long shank arc end milling cutter

L

K1

R-type machining

mERI

Profiling processing

L

Wikl

R-groove processing

¥ = — i o
© | = &% o H
— ‘ 10°% d H |
A_ga L L )
R
@ NCH-4RAVKFR AR 7 ; — ~.§ M 5L
NCH-4R long shank series U. [ CQ\ \_‘ O. # —
- Ho
35 ?‘!!E:'F Dliuwnm; — : L ]
—— VIRV
S 4l O J;LZ(R\_J'(mm) Basic dimensions ‘b_‘\:;’tﬂ .
siErigl eoee D R d H L Number of teeth Shape inventory
NCH-4RL-D3 QRO 2S 3.0 0.2 4 8 50 4 El— O
NCH-4RL-D4 0RO 58 4.0 0.5 4 10 50 4 E= (
NCH-4RL-D5. OR1. 0 5.0 1.0 6 13 50 4 E— (
NCH-4RL-D6. OR1. Q 6.0 1.0 b 16 50 4 E= [
NCH-4RL-D8 (0R1.0 8.0 1.0 8 20 60 4 (5 C
NCH-4RL-D10. OR1. 0 10.0 1.0 10 25 75 4 F= (
NCH-4RL-D10. OR3. 0 10.0 3.0 10 25 75 4 F= C
0.5 E—
NCH-4RL-D12 OR1.0 12.0 1.0 12 30 75 4 5 O
2.0 30 E=
NCH-4RL-D12 OR3 0 12.0 3.0 12 30 5 4 E=
® EEESF O R®ilgk”~
Standard stock Production according to order
EMIMKRERR OFEES OES
Applicability for Materials Perfect for suit
v T T Pre-hardened steel,
BRE | 488 PR 2B s doned e FEA | Bk BGi | HAS | B2e | Hoe | WRAAS
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
oloe | o O
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NCH-2B

L], Y e

.
[Ty
—
2+

o

i

’I'

=
o>
>

£
fﬁ-j] Solid carbide end mill

£

L' of (et

L

yEamL

271 IR 8ET)

Two edge straight shank ball end milling cutter

—

Profiling processing Cavity processing Spherical groove machining

R
e EMTIAREH. e RETEHZEVE, FRUA. [ e
Suitable for profile milling Most commonly used for high-speed cutting and dry cutting U. ﬂ O. E -
1S . el
s 5 Mo (105 V. -0, (0 7 ) ey SR [ - L -
W Bmigem PIRIEER RD e (F
T = %LKRTJ'(mm)Basic dimensions ﬁ’;{ﬂ .
” 1 ~/I = ; 7 ﬁé Z_Et TE‘_ ﬁ
hierial coele D R d H L Number of teeth Shape inventory
NCH-2B-R0O. 58 1.0 0.5 4 2 50 2 % — @
NCH-2B-R1. 08 2.0 1.0 4 4 50 2 & — o
NCH-2B-R7. 58 3.0 1.5 4 [ 50 2 5 — 9@
NCH-2B-RO. 5 1.0 0.5 6 2 50 2 [5— [ ]
NGH-2B-R1.0 2.0 1.0 4 4 50 2 [Z — @
NCH-2B-R1.5 3.0 1.5 6 b 50 2 [Z— @
NCH-2B-R2. 0 4.0 2.0 6 8 50 2 [E— [
NCH-2B-R2. 75 5.5 2.75 6 12 50 2 E— [ ]
NCH-2B-R3. 5 7.0 3.5 8 14 60 2 E— ®
NCH-2B-R4.5 9.0 4.5 10 18 75 2 B — [
NCH-2B-R6. 0 12. 0 6.0 12 24 75 2 3 e
NCH-2B-R8. 0 16.0 8.0 16 32 100 2 E= [ ]
@ E5ESF O RiIgE”~
Standard stock Production according to order
WmMmIMeEREL OFFES OES
Applicability for Materials Perfect for suit
i e T Pre-hardened steel,
BEW | 489 PR, ST nargence stee THEA | R Bu | Aod | 8Le | 4oe | WAS
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy

D)

(\l N 7
— = N

O
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ff‘ 171-k E@ }"xi 1/_1\ '%__‘__L/f_ﬁﬂ Solid carbide end mill

NCH-2BL
27 HfRICHRER LS EE 7

Two blade straight shank long shank ball end milling cutter

@ NCH-2BAYKFR A 7

NCH-2B long shank series

[ ] 3 b rmMm= HESEL

Profiling processing Spherical groove machining

Cavity processing

g 2 Mmhia 1 P 13 Orn OO - A0 -.L,
=/ VIR O Weu ot ) Bbdh b e L .
T4l O H A& R < (mm) Basic dimensions ﬁ;ﬂ .
ﬂ—_ el 7 i FETF
Materlal COde D R d H L Number of teeth Shape inventory
NCH-2BL-R1 @ 2.0 1.0 4 75 2 % — [
NCH-2BL-R1 & 3.0 1.5 6 [¢) 75 ? - [
NCH-2BL-R2. 0 4.0 2.0 6 8 75 2 5 — C
NCH-2BL-R2. 75 5.5 2.75 b 12 75 2 E— C
NCH-2BL-R3. 5 7.0 3.5 8 14 75 2 E— C
NCH-2BL-R4 5 90 4.5 0 18 100 2 E—- (
NCH-2BL-R6. 0 12.0 6.0 2 24 100 2 E= ‘
NCH-2BL -R5.0 16.0 8.0 6 32 150 2 E= C
@ E&FESF O RiTgE”~
Standard stock Production according to order
wmIMrhERE OFREES QES
Applicability for Materials Perfect for suit
v WAL 3 TH Pre—hardened steel, _ - . X
BER | agd BB 2B nargenca stel THER | s Bkg | 4% | B2e | %o | WRAAS
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
O © @ O
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i
T
S
o>
=N
- !,
=Hr

;*l-‘ j] Solid carbide end mill

NCH-4B o E3 @B

(i ] % b rmMm= yESEL
I Profiling processing Cavity processing Spherical groove machining
ATVEMIKILILEET]
R

Four blade straight shank ball end milling cutter

i - )
' ' BN
a® L

R
- - - Fite e . \ . 2ok e, b b ¥ i =
o PTIER KBTI SIS M A AR, SMEAMEIMIRE. o =B "
Can achieve higher feed speed and achieve higher cutting efficiency r 1 |
- H -
bol < b Tey (/10 40 - Cote i L i
X WO 8 v 0 a0y - ) Bt
1T 2 F &R R T (mm) Basic dimensions RN .
. : R | EE
ieridl eode D R d H L Number of teeth Shape inventory
NCH-4B-R1 5 3.0 1.5 6 50 4 El— [ ]
NCH-4B-R2 & 5.0 2.5 6 10 50 4 & — [
NCH-4B-R4. 0 8.0 4.0 8 16 G0 4 [ A4
NCH-4B-R6. 0 12.0 6.0 12 24 75 4 E= o
NCH-4B-R8. 0 16.0 8.0 16 32 100 4 (3 Pt [ 4
NCH-4B-R10.0 200 10.0 20 40 100 4 E= ®

@ E5EHF O ®RITg%E”~

Standard stock Production according to order
: RO 2 oAb T A SE A
EMIMBERK OFBES OE4A
Applicability for Materials Perfect for suit
. HFAL 3% 7l Pre-hardened steel, - ) -
HER | 289 PR . WA hardened see TEA | kB | G0 | BAe | 428 | BAA
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
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baiil]
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oHr

jt TJ Solid carbide end mill

NCH-4BL o B3

MmN rmMm= yESEL
N —— Profiling processing Cavity processing Spherical groove machining
A7) BRI HBK LS EET)
Four blade straight shank long shank ball end milling cutter R

{ | |
a 10° 1 L Hi ]
— -

= L 2
R
® NCH-4BRI KRR AT =) ﬁol ;2
NCH-4B long shank series i R
i MM frs t2 a=diai R- " ! :3, ~-H_
R o _RIEES RO hoe BR L L )
7 'ﬁ,_‘i--z'q %tﬁ#(mm)Basic dimensions Jflz’%"( ﬁ?:_ct EtFﬁ
Material code D R d H L Number of teeth Shape inventory
NCH-4BL-R1 5 .0 1.5 ) 6 50 4 &l — @
NCH-4BL-R2. 0 4.0 2.0 6 8 50 4 Z|— (.
NCH-4BL-R2 & 5.0 2.5 4] 10 50 4 ] — O
NCH-4BL-R3. 0 6.0 3.0 s} 12 50 4 == [
NCH-4BL-R4. 0 8.0 4.0 8 16 (e] 4 E= @
NCH-4BL-R5 0 10.0 5.0 0 20 75 4 %] — C
NCH-4BL-Ré. 0 0 6.0 2 24 75 4 [E3 (@
NCH-4BL-R7. 0 4.4 7.0 4 28 75 4 [# = C
NCH-4BL-R8. 0 4] 8.0 e} 32 100 4 (63 o]
NCH-4BL-R?. 0 [ 9.0 8 36 100 4 E= C
NCH-4BL-R10 C 20 0 10.0 20 40 100 4 F= &

® FEEsF O Rlkirgx”~

Standard stock Production according to order
s IR = YV \ S A
EMIMBERK OFBES OE4
Applicability for Materials Perfect for suit
e PN TARBEY . S RBEN [T ardened stech 4 Le b el g TP IAL | AL H A
ﬁ&%%ﬂ e hardened steel Z:‘}h %‘ﬂ $5 7% Ixan %kbt iH (=) & = = sas ﬁ'ﬁ?,m (=] ﬁ
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy

E1



'lt& ’ZSEE J)E‘\ /—\l‘%l_d'.}ﬁ*- J] Solid carbide end mill

NCJ-2ES - g
27) BRI NE LSBT 5 ‘-’ u

Side processing Step processing Right angle groove processing

Two blade straight shank micro small diameter flat end milling cutter
qﬁo—- ; '

% 4 & o 35 T A o . Z L ! ' T—
e HNFHIIA RS LEMI PSR, SBEMRE, B | — )
ATFeRFEHEFERTZTRHAMI, ., SRR

Micro diameter milling cutters can fully utilize the high-speed and high progress performance of machining

centers, and are commonly used for the processing of precision parts such as electronic parts

D<1owm Inm«D

s BTAIN R)ees D P

ST D K R~F (mm) ok
1£ &3 / A .
WS uzy R EF

D d H L
NCJ-2ES-D0. 3 0.3 4 0.6 50 2 % — [ ]
NCJ-2ES-D0O. & 0.5 4 1.0 50 2 [ — ®
NCJ-2ES-DO. 7 0.7 4 1.4 50 2 [Z— °
NCJ-2ES-DC. 9 0.9 4 8 50 2 = — [ ]
NCJ-2ES-D1. 1 1.1 4 2.0 50 2 E— ®
NCJ-2ES-D1.23 3 4 2.5 50 2 [E— 9
NCJ-2ES-D1. 5 1.5 4 3.0 50 2 [l — ®
NCJ-ZES-D1.7 1.7 4 3.5 50 2 E—- ®
NCJ-2ES-D1.9 1.9 4 4.0 50 2 3 — ®
NCJ-2ES-D2. 1 2.1 4 4.0 50 2 [E— 9
2.2
NCJ-2ES-D2.3 2.3 4 4.5 50 2 [E— e
2.4
NCJ-Z2ES-D2.5 2.5 4 5.0 50 2 [# — @
2.6 50
NCJ-2ES-D2. 7 2.7 4 5.5 50 2 #— ®
2.8 50
NCJ 2ES D2.9 2.9 4 6.0 50 2 [Z— ®
3 50
p N\ 4 3T B o
‘ ‘ ) @ FEEF Oilgkr”
JfE j][] T 4\4 %SI» ;j'_:_: Fﬂ f\% /:) 3E :%" i /H\ L:‘ fl;:::_ é Standard stock Production according to order
Applicability for Materials Perfect for suit
i . FRR . B [ e oo G | eermee | e aa kA o N
ik & 4 e e s lnerilened sicel AR $ESk Ik R SRk HEE 2 ® HEae i #Ha &
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel | Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
© © © O O © O O
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RS ® B T] soid carbide

/l

end mill

NCJ-2EP
27 HWMKHFE ) F 38T

Two blade straight shank long neck short blade flat end milling cutter

-

Flat deep groove processing

*ﬂ !
© T
| ]
(1R
e EMTFWEMIKS~EFHENBMBIAIMI, L
Suitable for machining fine grooves or small parts that may cause interference g —pia
D<tmim imm=D
s BriAm 5)ees D P
HART (m) Basic dinensi .
T 4p O A ) Basic dimensions TSN .
Mdterldl COde D R d H L Number of teeth Shape inventory
NCJ-2EP-DQ. 5-M04 05 4 Q.7 4 0 45 50 2 [ ]
NCJ-2EP-DO. 5-M08 05 4 0.7 8 0 45 50 ? [ ]
NCJ-2EP-DQ. B-M0& 0.8 4 1.2 6 Q.75 50 2 [
NCJ-Z2EP-DC. B-M10 0.8 4 1.2 10 0.75 50 2 [ ]
NCJ-2EP-D1. 0-MC6 1.0 4 1.5 6 0.95 50 2 L
NCJ-2EP-D1.0-M10C 1.0 4 1.5 10 0 95 50 2 [
NCJ-2EP-D1.0 -M14 10 4 1.5 14 0 95 50 2 [ ]
NCJ-2EP-D1. 2-M08 1.2 4 1.8 8 15 o0 2 [ ]
NCJ-2EP-D1.2-M12 2 4 1.8 12 15 50 2 L
NCJ-ZEP-D1.5-M08 5 4 2.3 8 45 50 2 [
NCJ-2EP-D1.5-M12 Sl 4 2.3 12 45 50 2 [
NCJ-ZEP-DZ. 0-MCE 2.0 4 3.0 6 95 50 2 [ ]
8 50
NCJ 2EP-D2. 0-W1C 2.0 4 3.0 19 95 50 2 [ ]
12 59
@ HEkf O BITH4ES
Standard stock Production according to order
WMIMrEREL OFFES OES
Applicability for Materials Perfect for suit
7;r Pre-hardened steel,
BER | 489 AR . PR porganed siel TER | BenBee | Hee | Bas | 44s | MRS
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
€ © © O O @©) O O




NCJ-2EP
20 ERKHIET) F KI8T

Two blade straight shank long neck short blade flat end milling cutter

.

o>

=N

/l

f;*l_. 71 solid carbide end mill

-

Flat deep groove processing

*ﬂ i ‘ =1
> 'O‘ T T (=]
2. — 1 H 3
. . . " 10° = <1 £
e EMTMEMNIEES~EFHREMEBSIEMI, \ \ B M
Suitable for machining fine grooves or small parts that may cause interference 3 =
Detmm =D - =SSR =
i~ : RWAR tslo = 1 A
o Bt e D P
\T 4 3 :ELZ(RTJ'(mm]BaSic dimensions Jﬁ;ﬂ .
ﬂ-_"_'l*? 7 i EF
Materla COde D R d H L Number of teeth Shape inventory
NCJ-2EP-D2. 0-M14 2.0 4 3.0 14 1.95 50 2 [ ]
NCJ-2EP-DZ7. 5-M08 2.5 4 3.7 8 2.4 50 ? [ ]
NCJ-2EP-DZ. 5-M12 2.5 4 3.7 12 2.4 50 2 L ]
NCJ-2EP-D2. 5-M1¢6 2.5 4 3.7 16 2.4 60 2 L]
NCJ-2EP-DZ. 5-M20 2.5 4 3.7 20 2.4 60 2 L]
NCJ-2EP-D3. 0-MO8 3.0 6 4.5 8 7.85 50 2 [ ]
NCJ-2EP-D3. 0-W12 3.0 b 4.5 12 2.85 50 2 [
NCJ-2EP-D3. 0-M1¢6 3.0 5] 4.5 16 2.85 60 2 [ ]
NCJ-2EP-D3. 0-M2C 3.0 6 4.5 20 2.85 60 2 L]
NCJ-2EP-D4. 0-M1é 4.0 & 6 0 16 3.85 60 2 [
3.85
NCJ-2EP-D4. 0-M25 4.0 6 6 0 25 3.85 60 2 [
NCJ-2EP-D5_0-M28 5 0 6 ) 25 4. 85 70 2 [
e AN e 3T B =
@ F55FAF O kilgEt”~
Standard stock Production according to order
WMIMBEREL OFFES OES
Applicability for Materials Perfect for suit
v 7] q L Pre-hardened steel, s g :
BES | 489 AR BB urgoned siee THEA | hokBUY | Aee | 8o | #os | WRES
carbon steel alloy steel ~45HRC ~50OHRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
@ @ © @ O © C O
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NCJ-

2BS

27 BN ERLLEET)

Two blade straight shank micro small diameter flat end milling cutter

MPBEREIARDRE ML D &R,

BTEFEHERETHAMI.

Micro diameter milling cutters can fully utilize the high-speed and high progress performance of machining

—

= A5 L,

B

centers, and are commonly used for the processing of precision parts such as electronic parts

L], Y e

Profiling processing

ma =

Cavity processing

L

10°

yESEL

Spherical groove machining

o~ = oA
i BTIANN TToleos WmDOIUCER P
3 %iﬁﬂ'(mm) Basic dimensions o E

TS @’Z’ﬂ &

Materlal COde D R d H L Number of teeth inventory
NCJ-2BS-RO 15 0.3 0 15 4 0.5 50 2 ®
NCJ-2BS-D0. 256 Q.5 0 25 4 0.8 50 y) ®
NCJ-2BS-DO. 35 Q.7 0.38 4 1.0 50 2 L
NCJ-2BS-DO. 45 0.9 0.45 4 1.3 50 2 ®
NCJ-2BS-D0. 60 1.2 0. 60 4 1.8 50 2 ®
NCJ-2BS-DO 75 1.5 0 75 4 2.3 50 2 L 4
NCJ-2BS-DO. 90 8 0. 90 4 2.7 50 2 o
NCJ-2BS-D1. 25 2.5 25 4 3.7 50 2 ®

30
@ EEERF O RiTgEr”
Standard stock Production according to order
wWMIMKEREZ OFEES OES
Applicability for Materials Perfect for suit
w7 . R = Pre-hardened steel,
EER | 248 R PR hordened el THR | kB | BAS | 8o | 4as | WAA
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel | Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy

© © © O O © O O




NCJ-2BP

2 EMKIENIKL LT

Two blade straight shank long neck short blade ball end milling cutter

'%1& Pxfﬁ J)EJ /—}ﬁ a7 %3*- ]] Solid carbide end mill

fe N

g

Ball head deep groove processing

o R
- - ’ ' L
' °| '. LSNP o
1 o ’L,,.v--""'v H ’
" — \
o EMTHEMIARAOEMEMI M
Suitable for fine groove machining and free form surface machining 22 g
g = L X
. WTIAIN To)ewes BOERCHE P
5 H T (mm) Basic dimensions 1 3
TEe AR EEN B
Material code D R H di M d L Number of teeth inventory
NCJ-2BP-R0O. 25-MC4 0.5 0.25 0.7 0 45 4 4 50 2 @
NCJ-2BP-R0O. 3-M04 0.6 0 3 0.9 0 55 4 4 50 ? [ ]
NCJ-2BP-RO. 3-MO8 0.6 0.3 0.9 0.5% 8 4 50 2 9
NCJ-2BP-RO. 4-M0é 0.8 0.4 1.2 0.75 6 4 50 2 [
NCJ-2BP-RO. 4-M10 0.8 0.4 1.2 0 75 10 4 50 2 L)
NCJ-2BP-RO. 5-M06 0 D5 1.5 0.95 [¢] 4 50 2 @
NCJ-2BP-RO. 5-M10 0 0.5 1.5 0.95 10 4 50 2 @
NCJ-2BP-R0O. 6-M0& .2 0.6 1.8 1.15 s 4 50 2 [ ]
NCJ-2BP-R0O. 6-M12 .2 0.6 1.8 15 12 4 50 2 o
NCJ-2BP-R0O. 75-M08 5 0.75 2.3 45 8 4 50 2 [
NCJ-2BP-RO. 75-M16 1.8 Q.75 2.3 45 16 4 50 2 ®
NCJ 2BP_R1.0 MO8 2.0 1.0 3.0 95 8 4 50 2 [
50
A A\ 43T g o
® FEEFE7TF Okilgks~
Standard stock Production according to order
HMIMEERE OFEES OES
Applicability for Materials Perfect for suit
o A HAEL M T Pre—hardened steel, PP . )
BEE | 048 PR . AP bardened steet THEE | peorBRY | A6 | 2oe | 44 | WA
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel | Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
© | 6 |e]|o O o o] ©
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RS BT soiid carbide end mil

NCJ-2BP s
2 y] E*ﬁ & éﬁ %E w ﬁ g: —‘-.Z ﬁ 7] Ball head :c;lj ‘groo\.'v ;n”occssing

Two blade straight shank long neck short blade ball end milling cutter —

Sl R

—_— - o| , — g&é 21
=TT ] |

e EMFEMMI KRS he@EmmI, LM

Suitable for fine groove machining and free form surface machining

= L o
% BiAY [Resus BPasmean A

Tee H A R~} (mm) Basic dimensions -‘flzggz s

Material code D R H d; M d L Number of teeth | inventory
NCJ-2BP-R1.0-M12 2.0 1.0 3.0 1.95 2 4 50 2 [ ]
NCJ-2BP-R1.0-M20 2.0 1.0 3.0 1.95 20 4 50 2 ®
NCJ-2BP-R1. 25-M12 2.5 1.258 3.7 2.4 12 4 50 2 [ J
NCJ-2BP-R1.25-M20 2.5 1.25 3.7 2.4 20 4 60 2 [ ]
NCJ-2BP-R1.5-M10 3.0 1.5 4.5 2.85 10 6 50 2 @
NCJ-2BP-R1.5-M16 3.0 1.5 4.5 2.85 4 6 60 2 [ J
NCJ-2BP-R2_0-M10 4.0 2.0 6.0 3.85 10 6 60 2 @
NCJ-2BP-RZ. 0-M20 4.0 2.0 6.0 J. 85 20 6 60 2 @
NCJ 2BP-R2.5 -M1¢ 5.0 2.5 7.5 4.85 6 6 60 2 [ ]

@ E&5FEHF O ®RITg%E”~

Standard stock Production according to order
Z NN ® = a3 N E A
HMIMKEREK OFFEES OEFd
Applicability for Materials Perfect for suit
e ) A B . W g Pre-hardened steel, R " _
BER | 689 R P BB hordened s RER | BURBBH | BEE | Bos | 422 | WRAA
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel | Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy

© © © O O © O O

|_37




fx% 17-?&%% hﬁﬁ?ﬁ%ﬁﬂ Solid carbide end mil

— .
A7]U 2E e (J‘ u
7 & = 7] WawI anmmy Amia
2 )/ 'S ‘l Side processing Step processing Right angle groove processing

Two blade straight shank flat end milling cutter

| .
] o i
77777777 - o — L

]
o HEEMAE R, AI#ITEAEMI. b H =
Good chip removal performance for efficient processing
L L 4
> i ) D2 0-0 430 A
5§ — o 170 ("’l—%).(ﬂﬂ égj
. H A& R <F (mm) Basic dimensions S .
Materlal COde D d H L Number of teeth Shape inventory
AU-2E-D1 0S 1.0 4 3 50 2 % — [
AU-2E-D2 08 2.0 4 6 50 2 & — [
AU-2E-D3. 0S 3.0 4 9 50 2 - [
AU-2E-D3 0O 3.0 b 9 50 2 [5 — [ 4
AU-2E-D5. 0 5.0 6 15 50 2 [E — (4
AU-2E-DB. 0 8.0 8 20 &0 2 g = *
AU-2E-D12.Q 12.0 12 32 75 2 E= o
AU-2E-D20 G 20 0 20 45 100 2 E = [ 4

@ EEFEHF Okilgs~

Standard stock Production according to order
Z Vi ST ® =T A SE A
wWmMmIMKEMREX OFFES OEFEd
Applicability for Materials  Perfect for suit
e AT 1 WE Pre-hardened steel, e )
BEE | 486 R T ogoned iee THRE | Bk | Hoe | 8L8 | o e | WAASE
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
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ii MSEE l'ﬁﬁ?.‘j%ﬁﬂ Solid carbide end mil

— .
7] 7 & = mmwI anmy Emie
3 ) '~ \‘ J l Side processing Step processing Right angle groove processing

Three blade straight shank flat end milling cutter v‘ ﬂw ol E—
| > | =
- H ‘

r T
SRS L =i ——
P i i

| o m=
o JIHIMEERS, THIR ATSSM&EEAMNI. : ﬂ—w :

Excellent cutting performance, no chatter, enabling high-precision machining L

o D=E42 0~0.020
ol e S

TEe # K R~ (mm) Basic dimensions 4@2#( T B
Material code D d H L Number of teeth Shape inventory
AU-3E-D1.0S 1.0 4 3 50 3 % — o
AU-3E-D2. 0S8 2.0 4 6 50 3 g — [ 4
AU-3E-D3.0S 3.0 4 9 50 3 5 — [ 4
AU-3E-D3 0O 3.0 b 9 50 3 & — o
AU-3E-D5. 0 5.0 ) 15 50 3 & — o
AU-3E-DB. 0 8.0 8 20 &0 3 [E= ®
AU-3E-D12. 0 12.0 12 32 75 3 E = L4
AU-3E-D20 € 20.0 20 45 100 3 E= o

@ EEFHF Oilgg~

Standard stock Production according to order
Z NI ® = OE A TE A
EMIMBEREL OFEES OEA
Applicability for Materials Perfect for suit
) ?"' 17]1‘— %’ﬂ Bvd Em iﬂ Pre-hardened steel, _ . - . .
% =4 &4&W SRR AEEFT hardened steel AN | skik Bk | hee | €2 sheae | WHRE
carbon steel alloy steel ~45HRC ~5Q0HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
@ @
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AU-3EL 7 e LA
7] 7 & =~ 7] waI anmy ami=
3 m L/ ¢ I~ \‘ Side processing Step processing Right angle groove processing

Three blade straight shank long blade flat end milling cutter

'U' s g__—
S —
- \ T % | V
o AU-ERIKTIRT = m—
AU-E Long Blade Series L]
I, ] D<12 0--0.020
P e ID 12<D 0--0.030 %
# &R R ~F (mm) Basic dimensions 5
ST 42 O3 & / Al B ‘
Materlal COde D d H L Number of teeth Shape inventory

AU-3E-D2 0S 2.0 4 10 50 3 % — [ 4

AU-3E-D4 0 S 4.0 4 18 50 3 &= [ 4

AU-3E-D4. 0 4.0 b 18 60 3 [ — [ 4

AU-3E-D6. O 6.0 6 25 75 3 E= [ 4

AU-3E-D10.0 10.0 10 45 100 3 E= L

AU-3E-D16.0 16.0 16 65 150 3 E= ®
P N AT B s
® FEE7F ORkilgt”~

Standard stock Production according to order
EMIMKEREL OFEES O&4
Applicability for Materials Perfect for suit
T T A B E Pre-hardened steel,

BER | a&s s T FER | BN | Nae | Boe | od | WRA

carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy
© ©
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£
f‘ﬁﬂ Solid carbide end mill

AU-2B
27) EREK L SL8ET)

Two edge straight shank ball end milling cutter

Waw

I aMmL
Side processing

Step processing

amix

Right angle groove processing

B R
- o {—- = = to] B
i - — - 105 R
4 L |
R
n £ V
. . e o, oS o =
o EMFEE &R B P m=
Suitable for profile milling of aluminum alloys L = =1
350 'o l 0 D00 R7) re0n $
o H A& R < (mm) Basic dimensions ¥ .
W= 7 i B
Materlal COde D H L Number of teeth Shape inventory
AU-2B-R1 (S 2.0 4 50 2 % — o
AU-2B-R2 (S 4.0 4 8 50 2 [E= o
AL-2B-R2.5 5.0 6 10 50 2 g - [ 4
AL-2B-R4 0 8.0 & 4 60 2 EZ L
AL-2B-R6.0 12.0 6 24 75 2 E= o
i P N o AT B ot
® EEEF ORRilgE”~
Standard stock Production according to order
wWMIMEEREL OFEES OEs
Applicability for Materials Perfect for suit
X T R A i1 Pre-hardened steel, _ - . .
ERR | 28N AR B | orooned e TEA | Bk | Hoe | BAe | 448 | BAA
carbon steel alloy steel ~45HRC ~50HRC ~55HRC ~68HRC Stainless steel| Castiron, nodular castiron| copper alloy |aluminiumalloy| titaniumalloy |Heat-resistant alloy]|
) )
© ©
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BIRE

%j—/_ gﬁ- n Solid carbide end mill

Customization of specialized tools

BER&IR:

Customer Name:

RE:
Fax:

B

Phone:

RE:

Fax:

E-MAIL:

HB 46 -

Postal Code:

R %8 -

Email:

HEFAEMEEARETERENARTEBEENTRME, RIMNEHERENEL, ENEHY
FEMRIIMN A

When the diameter or length specifications on the catalogue cannot meet your needs, we provide more professional and precise customiza—
tion. You only need to easily choose the series you need.

IR 2E H,

‘ffj\' O

NN

di

Tol:

%\

BRMNEERE

Bz

Diameter Range

®0.3~20.0mm

Number of cutting blades

TR

3kt 1)

flat end milling cutter

Selection of shape

JIRLE i k4%

/AR78N/

| RS 7]

BE: 333

ball end milling cutter

=

li= Helix angle

Arc end milling cutter

&k

Remarks:

> =1
1T = 3z
Order quantity Piece Expected delivery date: Y) o) D)

HR 28 27 45 [ 1A

RN

Price

=N

Confirmed by the purchaser:

HHA:

Date:

(Y)

)




FARRERE I T] sonid o

de end mill

fﬁﬁ)lEEIIEﬁEE J

Customization of specialized tools

BERER:

Customer Name:

RE:

Fax:
1 RE
Phone:

E-MAIL:

B 46 -

Postal Code:

R 78 -

Email:

LHEAEMNER
IEFREHF,

tion. You only need to easily choose the series you need.

ITHHER

Processed Material information

Ok F W O ZRiEE

b

Carbon steel Lv]L‘\ 'fé.\lst r‘u,n .
424 O sk Eisek
%‘[“}&,‘%
Alloy steel
[=}
C 1 48 W

Jrc h\rdén:nﬂcd steel : %gé%
X3 njr yaal Loy
- -3
O fita'e

%

Hnd#\cd Steel

COAREH

MR T

Stainless steelt

WM TE s,

Material number

wEEE= |N/mm?
Tensile stre
ﬁgrﬁ:D #40: (HRC, HBEE)

hardness

JIRER

Tool Information

RATTELRT] mrz:; B 7]

CuttingBlade flat  Chamfer flat end

o -

Pror)ﬁ.i tng,mei&hod

Slot milling Side milling

Ball end

Se}i&‘f‘ﬁfft“r?ﬁ%%

/,»\\

i

\7;7

YA | 1/

:lJ,(:I

| WRIE K 7]

Arc milling cutter

/AR

endlmll utter cutter —m milling cutter
= u&‘eﬁ /wﬂ%< =gl ogtier .
~\
L o W SR & .
Tol: 1 f;:\h\— e = ~ /e
I

Helix angle

a7
1
1 i

Profilemilling

AW ERENRTEBEEATRME, RIONREENETL, EnEHLY
BRFEZEMNERETENRIIMNA.

When the diameter or length specifications on the catalogue cannot meet your needs, we provide more professional and precise customiza—

’Z e
HFBE
Diameter Range

®0.2-2.5mm

Number of cutting blades

R71# ®0.2-2.5mm

s EE | 838
End edge passing Yes No
through the center

Shank type
fi sz X

Form HA

T ]

Form HB

s_.____ j
§ it

. Straight shank
PR

DING535

Special Shapes

&k

Remarks:

BECE 53

Order quantity Piece

HR 28 37 4% [ KA

Expected delivery date:

)

()] D)

RN

Price

AN

Confirmed by the purchaser:

H HA:

Date:

(Y)

(L] (D)
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t{‘ WT@ }/\ LAJ ﬁ‘?ﬁ %ﬁ]—.‘ Solid carbide end mill

NCGERI I ANAESH

Parameters of NCG series cutting tools

NCG-4E/NCG-4EL

: % WEN, AW | BEY, A48 | HES, ARH ; NS, BERM
HEMIHH “Eﬁ%" S e o e ilie il ot TR RN Pre-hrdaned stsal.,
Proceseed material ﬁ%% s e ‘ hardoned steel Stainless steel hardenad stgel
Ducile iri ~750N/mm’ ~30HRC ~40HRC ~50HRC
HE HE  HRE M | SR mm EOmE  BSEE  %E A m/ sx  E e
: in’) (mm/min) (min’) (mm/min) (min') (mm/min) (mir in)  (min min')  (mm/min
(mm) {min) (rpﬁg;l@_ (min") ,,(-M'qu") (m) (mggn) (m) (mr m‘,) (min”) {min) | (ounimin)
1 20000 225 | 20000 = 225 | 20000 = 180 | 20000 = 180 | 20000 20000 = 135
2 15000 360 | 15000 = 360 | 15000 = 325 15000 & 315 11150 = 90 | 13000 200
3 14000 610 | 14000 = 610 | 13000 = 570 | 10600 & 470 7500 & 110 | 8500 = 370
4 10800 630 | 10800 | 630 | 10000 575 | 8000 ~ 480 5500 115 | 6500 380
5 8200 = 660 | 8200 = 660 | 7600 & 600 | 6400 = 505 | 4500 = 115 | 5000 & 400
6 7000 675 | 7000 = 675 | 6400 = 620 | 5300 & 515 3700 120 | 4200 = 406
8 5200 = 665 | 5200 | 665 | 4800 @ 610 | 4000 =~ 510 = 2800 = 120 | 3200 | 415
10 | 4200 660 | 4200 660 | 3800 600 3200 \ 505 = 2200 120 | 2500 390
12 3500 | 660 | 3500 | 660 | 3200 = 600 | 2650 | 505 & 1850 | 120 | 2100 390
14 3000 610 3000 | 610 2700 & 570 2300 470 | 1600 15 | 1800 370
16 2600 610 | 2600 610 | 2400 | 570 | 2000 | 470 | 1400 110 | 1600 370
| ‘ \
18 2300 600 | 2300 600 | 2100 & 560 | 1800 | 460 | 1250 95 1400 = 365
20 2050 =~ 600 | 2050 | 600 | 1900 & 560 | 1600 | 460 | 1100 @ 95 1250 = 365
Wocia | | ‘
a0=0.1D a3e=0.05D
]
i 7 1
20=1.5D 7 a0=1.5D
' A '
,//
§ f,’/ .
1] —
R
B
C::?;ZLS:::;, !-aa=1D“ Tool Diameter —  cuttingdepth
- — NAEE | HRe 2:=1D
s &7 |o P1<D<@3 | 0.15D ‘ 1 o
T @<D | 03D [Ro=0 180

—

.The above table is the standard value for side milling processing. When cutting grooves with a tool, the rotational speed should be 50% —70% of the above table,
and the feed speed should be 40% —-60% of the above table.

. Please use high-precision machine and tool handles.

Please use air cooling or cooling liquid that is not prone to producing smoke.

.Forward milling processing is recommended for Side milling.
. When the rigidity of the machine or workpiece installation is poor, vibration and abnormal sound may occur. At this time, the speed and feed speed in the above

table should be reduced accordingly.

G w

o

. Try to minimize the overhang length of the tools without affecting the using.



%:ASZ 17'1: {§ ,E‘: 'éf ? ﬁiﬁ ]] Solid carbide end mill

NCGR I 7 BEHISH

Parameters of NCG series cutting tools

NCG-2E

wmIMH
Doessed mterial

BR & £ RER 4 ! 5 ; 3
) i | o) [ omin ) () (i) [ mng) (oun | (amnin) | iGnin ) (moyesng| e I n)
1 20000 165 20000 165 20000 135 20000 135 20000 50 20000 ‘ 100

2 15000 265 15000 265 15000 240 ‘ 15000 235 11150 70 13000 150
3 14000 455 14000 455 420 | 10600 350 7500 100 8500 275
4 10800 465 10800 465 10000 430 ‘ 8000 355 5500 110 6500 280
5
6
8

—
w
o
o
o

8200 485 8200 465 7600 450 6400 370 4500 115 5000 295
7000 500 7000 500 6400 460 ‘ 5300 385 3700 115 4200 300

5200 495 5200 495 4800 455 4000 380 2800 115 3200 | 305
10 4200 485 4200 485 3800 450 | 3200 370 2200 115 2500 290
12 3500 485 3500 485 3200 450 2650 370 1850 115 2100 290
14 3000 455 3000 455 2700 420 ‘ 2300 350 1600 110 1800 ‘ 275
16 2600 455 2600 455 2400 420 2000 350 ‘ 1400 100 1600 275
18 2300 445 2300 445 2100 410 1 1800 345 1250 100 1400 270
20 2050 445 ‘ 2050 445 1900 410 1600 345 1100 100 1250 | 270

a¢=0.05D

||

ap=1D

i g
E
Maximum =
cutting depth ‘aa 1D \ Tool Diameter cutting depth
/ 7/ : JNEER tiRas 2:=1D

= fie S| 1 ‘a=005D
/ 23<D 0.3D0 > 54 ]
RER S ENAN A TIR.

JRERESRRAET S~ BT TEIR.

0 B % ) HE 7 IR R 0 T
HMEASIHRENERENELT, SFERINFERS, HTAE ERNVEEFS AL ERER LFEFR.
HEAFINRATRARKETIAEZRKESS

The above table is the standard value for side milling processing. When cutting grooves with a tool, the rotational speed should be 50% —70% of the above table,
and the feed speed should be 40% -60% of the above table.

. Please use high-precision machine and tool handles.

Please use air cooling or cooling liquid that is not prone to producing smoke.

.Forward milling processing is recommended for Side milling.
. When the rigidity of the machine or workpiece installation is poor, vibration and abnormal sound may occur. At this time, the speed and feed speed in the above

table should be reduced accordingly.
6. Try to minimize the overhang length of the tools without affecting the using.

|:15
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HOKTE R A © 3B T solid carbide end mil

NCGERI TN AHIS

Parameters of NCG series cutting tools

NCG-4R/NCG-4RL

3 14000 | 820 | 14000 820 | 13000 | 755 10600 | 630 | 7500 | 145 | 8500 | 490
4 10800 | B0 | w0800 | B4 | 0000 | 770 | 8000 | a0 | 5500 | 15 | 6500 | 500
5 B200 | 880 | 8200 B8O | 7600 | 810 6400 | 670 | 4500 | 145 5000 | 530
6 7000 | @00 | 7000 = 900 | 400 | 830 | s300 | e0 | w00 | 60 | 420 | 540
8 5200 890 5200 890 4800 815 4000 680 2800 160 3200 550
10 a0 | 880 | 4200 | 80 | 3800 | 810 i s200 | e | 2200 | 160 | 2500 | 520
12 3500 880 3500 880 3200 810 2650 670 1850 160 2100 520
16 2600 | 680 | 2600 | 680 | 2400 | 630 | 2000 | 525 | 1400 | 120 | 1600 | 490
8e=0.1D 86=0.050
i"" 1
f
ap=150 2=1.50
7 ; |
L “ 7
s B i Tool Diameter_cutting depth
7 NRAEE H)iRay a=1D
:'/?,‘.”,A % 7 Ian B1<0-03 0150
7 @3<D 0.30
s

CEERENGEM T RAEE, JJRVIER, #HREBU EXRE50%770%, HAREE40% 60%IrEE.
JREBESEENYLERMIIR.

EFERERARAKA B TEREZTHTEIR.

A T BE ) HESF I EE AN T

MMEAEIHRENMUEBRENELAT, SEERINEEES, KMRFEELRNERSHAEERLLIFE.
6 ERTFTHMEFEHETRAAKEIIEZKELE.

. The above table is the standard value for side milling processing. When cutting grooves with a tool, the rotational speed should be 50% ~70% of the above table,
and the feed speed should be 40% -60% of the above table.

Please use high—precision machine and tool handles.

Please use air cooling or cooling liquid that is not prone to producing smoke.

Forward milling processing isrecommended for Side milling.
. When the rigidity of the machine or workpiece installation is poor, vibration and abnormal sound may occur. At this time, the speed and feed speed in the above

table should be reduced accordingly.
Try to minimize the overhang length of the tools without affecting the using.
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HOKTE R A © 3 B T solid carbide end mil

NCGHRJITIBENAIEH

Parameters of NCG series cutting tools

NCG-2B/NCG-2BL

25000 278

R0.5 40000

80O | 40000 800 | 38000 | 700 | 32000 320 200
RLO | 20000 | 500 | 24000 | 900 | 19000 | 760 | 16000 = 400 | 11150 | 200 | 13000 | 275
R1.5 15500 950 15500 950 12750 760 10600 450 7400 250 8500 280
R2.0 171500 | 950 | 11500 | 950 | 9ss0 | 760 | e0oo | 550 | sss0 | b | sse | 370
R2.5 9500 1050 9500 1050 7650 800 6400 550 4450 370 5000 375
R3.0 8000 | 1050 | 8000 | 1050 | 6400 | 800 | 5300 | 580 | 8700 | 30 | 4200 | 3%0
R4.0 6000 1300 6000 1300 4800 950 4000 700 2750 455 3200 440
RSO | so0 | 120 | 4a00 | 1200 | 300 | w0 | 3o | 850 | 2200 | 430 | 200 | ddo
R6.0 4000 1100 4000 1100 3200 840 2650 610 1850 430 2100 420
R8.0 m]wso’m]wusolm 800 | 2000 @ 800 | 130 | 380 | 1600 | 375
R10.0 2400 950 | 2400 950 1900 | 680 | 1600 560 | 1100 = 470 | 1250 330

% [\/\/\/\/—,H a0 R s e

E 1

[ -l
ar=0.2R 2=01R

Maximum
cutting depth

TR S EAHLE A TIR.

2IFERESRARA G T ERERITEIR.

BHASIHZENMERENERT, £5EkafEEAS, KT EROBRSH R EER K.
4 EFRTFIENRETRTEREIIAZKRSE.

1. Please use high-precision machine and tool handles.

2. Please use air cooling or cooling liquid that is not prone to producing smoke.

3. When the rigidity of the machine or workpiece installation is poor, vibration and abnormal sound may occur. At this time, the speed and feed speed in the
above table should be reduced accordingly.

4. Try to minimize the overhang length of the tools without affecting the using.

I:W



HOKFE R A © 3 B T solid carbide end mil

NCGERI TN ANAHISH

Parameters of NCG series cutting tools

NCG-4B/NCG-4BL

R1.5 15500 1710 15500 1710 12750 1340 3 10600 810 7400 520 8500 500
R2.0 11500 | 1710 | 11800 | 1710 | ess0 | 1340 | sooo | seo | ses0 | ee0 | eso0 | kS
R25 4500 1890 9500 1890 7650 1440 6400 950 4450 660 5000 675
R3.0 6000 | 1890 | 000 | 1890 | e400 | Mo | s.0 | a0 | @700 | 700 | w200 | 700
R4.0 6000 2340 6000 2340 4800 1710 4000 1260 2750 820 3200 750
R5.0 4s00 | 2160 | 4sc0 | 2160 | as00 | ve20 | s00 | 70 | 2200 | 70 | 2500 | 790
R6.0 4000 1980 4000 1980 3200 1510 2650 1100 1850 770 2100 755
RB.0 3000 | 1890 | 3000 | 1890 | 2400 | Y40 2000 | 1080 | 1350 jm]1m 675
R10.0 2400 1710 2400 1710 1900 1220 1800 1000 1100 660 1250 535

§ r/\/\/\_z::: a=0.1R A faost

‘ | D |
| an=0,1R
Maximum as=0
cutting depth 'ZR

1R & 4 B LR AN JD 4

2 FERESAARA BT ERENTNER.

BHASIHLZERMMRENTERT, fFERaIMEESE, G ERNIFRS it 455 E R LK.
4 ERTFENRGTRAEETNEZBKRE.

1. Please use high-precision machine and tool handles.
2. Please use air cooling or cooling liquid that is not prone to producing smoke.
3. When the rigidity of the machine or workpiece installation is poor, vibration and abnormal sound may occur. At this time, the speed and feed speed in the

above table should be reduced accordingly.

4. Try to minimize the overhang length of the tools without affecting the using.

2



KB A © 3B T solid carbide end mil

NCP& 3 7Bl S &

Parameters of NCP series cutting tools

NCP-4E/NCP-4EL

1 20000 300 20000 108 20000 240 20000 180 20000 135
2 15000 | 480 | 11150 120 15000 420 13000 270 "o | 195
3 14000 815 7500 145 10600 630 8500 495 7430 360
4 10800 | 84D | 5500 150 8000 | 45 | 6500 505 s | 3w
5 8200 875 4500 150 6400 675 5000 530 4460 390
6 7000 | 800 | 3700 165 5300 69 4200 540 are | 3%
8 5200 890 2800 185 4000 680 3200 555 2785 405
10 4200 | 875 2200 165 3200 675 2500 525 2200 | a8
12 3500 875 1850 165 | 2650 675 2100 525 1855 ars
14 a00 | 85 | 1600 10 | 2300 630 w00 | 495 150 | 360
16 2600 815 1400 145 2000 630 1600 495 1390 360
18 2300 | 805 1250 125 1800 620 1400 485 1240 | 380
20 2080 | 805 | 1100 126 | 1600 | 620 120 | 485 | s 30
a._-ggo — 820,050 =

au=1.50 / /f #=1.5D 8:=1.50
7 A [
1 |

Maximum
cutting depth a:=10 Tool Diameter  cutting depth rodlbiaiter.custingdesth
7 S 7’“& Wlsy 7REE @ %
[ v _ Dl<buin i @1<0<03 0.10
77 /,/ st 8% @3<D | 020
KL L D6< D020 05D

CEERBMSEM T AAOEE, JJREYIER, BREL FXA50%70%, HAREZEU40% 609N IREE.
RS EE R R TTHR .

EFERESANLA B TERZTHNTER-

A T HEAF N EE AN T

S5 MASIHREANMBRENEAT, aE4IRAMNEEES, ARG ERNERSHAERERLEIEE.
6 EXRTFHMEATRALFENEEKTRE.

1. The above table is the standard value for side milling processing. When cutting grooves with a tool, the rotational speed should be 50% ~70% of the above table,
and the feed speed shouldbe 40% -60% of the above table.

. Please use high—precision machine and tool handles.

. Please use air cooling or cooling liquid that is not prone to producing smoke.

AW NN -

2

3

4.Forward milling processing isrecommended for Side milling.

5. When the rigidity of the machine or workpiece installation is poor, vibration and abnormal sound may occur. At this time, the speed and feed speed in the above

table should be reduced accordingly.
6. Try to minimize the overhang length of the tools without affecting the using.

l:l‘?



NCPZ %I 71 AHIS

Parameters of NCP series cutting tools

NCP-2E

% MS{@ jﬁ % ﬁ :\.LL;?(_Z J_.‘ Solid carbide end mill

Hik, REM, AE20 TR, ¥R TRAE N, RN B
1& hﬂl*ﬂ'ﬂ cast iron, Carbon steel, alnloysteel ;Fﬁm Pre-hardened steel, Pre-hardened sﬂ:eel, herdoned sicel
. . hardened steel hardened steel
Processed material ~30HRC Stainless steel o ~50HRC ~55HRG
i € Wi e s Lo 04 priEcc 1 Lo ST 703 i ] o
e GE Y. | il ey [ ok | et |Comnn)” | Ry, el | o)) Xenin)
1 20000 200 20000 60 20000 165 20000 120 20000 90
2 15000 320 mso | 85 15000 285 13000 180 ' 11140 130
3 14000 545 7500 120 10600 420 8500 330 7430 240
El 10800 560 5500 [ 135 8000 425 6500 335 ’ 5570 245
5 8200 585 4500 135 6400 445 5000 355 4460 260
6 7000 600 3700 ] 140 5300 465 4200 360 ' 3710 260
8 5200 595 2800 140 4000 455 3200 365 2785 270
10 4200 585 2200 | 140 3200 ass 2500 0 | 223 250
12 3500 585 1850 140 2650 445 2100 350 1855 250
14 3000 545 1800 ' 135 2300 420 1800 330 ’ 1580 240
16 2600 545 1400 120 2000 420 1600 330 1390 240
18 2300 535 1250 | 120 1800 415 1400 a5 | 1240 238
20 2050 535 1100 120 1600 415 1250 325 B Eh 1 235
2:=0.10 a.=0.050 2+=0.03D
et - - [
i AN ‘ B J
i [ i
a-=150 | 3p=1.5D a=1.5D
5 i j__' \ L]
Maximum a=1D Tool Diameter cutting depth ) X
cutting depth fo—— i Tool Diameter cutting depth
7 B s e _TREE | iRs
e 5 — i 21<0<033 010
- —03‘0(-—@6 - OA—SD @3<D 020
65<0<Q20 0.5D0 Ny e e
|

O A W KN -

WA 577 £ WERITELR.

6 LR TFHHFHTRAWHKRETIARKERR,

—

and the feed speed should be 40% -60% of the above table.

O e

table should be reduced accordingly.
6. Try to minimize the overhang length of the tools without affecting the using.

Please use high-precision machine and tool handles.

Please use air cooling or cooling liquid that is not prone to producing smoke.
.Forward milling processing is recommended for Side milling.

. When the rigidity of the machine or workpiece installation is poor, vibration and abnormal sound may occur. At this time, the speed and feed speed in the above

RGN T iR EE, JJEVIER, BiREBLL ERBIS50%770%, FHAREELI40%60% R EE.
RERESEEANE TR
IBEERER4
A T BE I HEAF I EE AN L.
MMEAEIHRENMEBRENELAT, SEERINEEES, KFMRELERNERSHAEERLEIEE.

.The above table is the standard value for side milling processing. When cutting grooves with a tool, the rotational speed should be 50% —-70% of the above table,

59



HOKFE A © 3B T solid carbide end mil

NCP& 3 7Bl S &

Parameters of NCP series cutting tools

NCP-4R/NCP-4RL

3 14000 985 7500 175 10600 755 8500 590 7430 435
4 10800 | 1010 | 5500 175 aoc0 770 8500 600 5670 445
5 8200 1055 4500 175 8400 805 5000 840 4460 470
6 7000 | 1080 | 3700 195 5300 | 830 4200 650 3710 470
8 5200 1070 2800 195 4000 815 3200 660 2785 485
10 4200 | 1085 | 2200 195 2200 | 805 2500 625 2230 450
12 3500 1055 1850 195 2650 805 2100 625 1855 450
16 %0 | s | 400 175 2000 | 755 1600 500 139 435
a=0.1D — a==0.05D —l
2=1.5D 8:=1.5D
§ -
cultfi);; ls:p“tlh a=1D Tool Diameter cutting depth |
”'u l Tool Diameter cutting depth

7 A ey | S _DREZ | ¥

/77 7 ea‘moo ! 1;30 21003 01D

I, P "

/////,//{ ] 06<D<B20 = 050 oo £

1 ERBWSM T REE, JJRVER, ZRELEEMNS0%770%, HAIREELI40% 60% N FREE.
2B S ERHL KA JIIR.

AR ERAARA D FERENTE .

4. T b H HEEF IR Sk T

SHAEINHRENMBENERAT, aFERANESES, WFREF LERNZES HHLEE R HMER.
6 HEAFHEMEATRALFENEREKRE.

1. The above table is the standard value for side milling processing. When cutting grooves with a tool, the rotational speed should be 50% ~70% of the above table,
and the feed speed shouldbe 40% -60% of the above table.

2. Please use high—precision machine and tool handles.

3. Please use air cooling or cooling liquid that is not prone to producing smoke.

4.Forward milling processing isrecommended for Side milling.

5. When the rigidity of the machine or workpiece installation is poor, vibration and abnormal sound may occur. At this time, the speed and feed speed in the above
table should be reduced accordingly.

6. Try to minimize the overhang length of the tools without affecting the using.
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HAKIE RA © 3% T] solid carbide end mil

NCP& 37 BENAISH

Parameters of NCP series cutting tools

NCP-2B/NCP-2BL

RO.5 40000 960 22300 240 32000 385 25000 330 22280 & 295
R1.0 24000 ' 1080 150 275 | 16000 | 480 13000 | 330 M40 | 205
R1.5 15500 1150 7400 350 10600 545 8500 335 7430 205
R2.0 ns00 | 1150 5550 s wm| 665 8500 | 450 5570 385
R2.5 9500 1270 4450 445 6400 665 5000 455 4455 405
R3.0 B0 | 1270 | a0 | 40 | 30 | 70 | 4200 | 40 | aris | a0
R4.0 6000 1575 2750 550 4000 850 3200 535 2785 465
RS5.0 4800 | s | 200 | sa0 | 3200 | 785 | 2500 | 35 | 2280 | 485
R6.0 4000 1330 1850 520 2650 740 2100 505 1855 450
R8.0 mm' 1270 1350 ass | mw‘ 725 1600 | 455 1395 395
R10.0 2400 | 1150 1100 45 1600 675 1250 400 | 115 380
g 3=0.1R
g L]
Maximum mR
cutting depth

1R S E ALK A1 TIAR.

2. FEMBRARAET 5 = WE BT EG.

SHRSIHZARMELENERLT, 2FERIMEEFT, IR LR IRS 34 & B B K.
4 EATFINRETRTREREIIAZR KRR,

1. Please use high-precision machine and tool handles.

2. Please use air cooling or cooling liquid that is not prone to producing smoke.

3. When the rigidity of the machine or workpiece installation is poor, vibration and abnormal sound may occur. At this time, the speed and feed speed in the
above table should be reduced accordingly.

4. Try to minimize the overhang length of the tools without affecting the using.

2]



%Wﬁﬁ Iﬁ‘%ﬁﬁiﬁﬂ Solid carbide end mill

NCP& 37 BAI S H

Parameters of NCP series cutting tools

NCP-4B/NCP-4BL

R1.5 15500 2055 7400 = 625 10600 975 8500 600 7430 525
R20 1150 2055 5550 795 000 1190 6s00 | 800 5570 685
R25 | 9500 2270 4450 795 6400 1190 5000 810 4455 720
R3O | moo | 270 | o | e | sw0 | s | ax0 | om0 | a¢s | s
R4.0 6000 2810 2750 985 4000 1515 3200 a50 2785 825
RSO | 4800 2595 2200 925 3200 | 1405 2500 | 850 2230 825
R6.0 4000 2375 1850 925 2650 1320 2100 905 1855 800
R8O | a0 | 2n0 | im0 | es | 200 | 95 | te0 | w0 | 1ss | 708
R10.0 | imﬁ - 7295571 1100 i 795 160(7)4_ 12!) 1250 | J15 | 115 | ?io

Y Ao
P =

Maximum
cutting depth '

a«=0.2R

1 RGE M S K BV AL R AN D4R

2FEERESARAKA G T ERENTEIR.

SHMASIHRERIMRENIERT, FEIRDMEESS, ITLE ERMTRS BRI EF LK.
4 EFTFINRHTRAEETIERKRE.

1. Please use high-precision machine and tool handles.

2. Please use air cooling or cooling liquid that is not prone to producing smoke.

3. When the rigidity of the machine or workpiece installation is poor, vibration and abnormal sound may occur. At this time, the speed and feed speed in the
above table should be reduced accordingly.

4. Try to minimize the overhang length of the tools without affecting the using.

E3



o
ha

W EE Jﬁ ﬁ ﬁ' I‘—L %ﬁ J—.l Solid carbide end mill

NCPXZRZ IANHISHE

Parameters of NCPX series cutting tools

NCPX-4E/NCPX-4EL

AT R Wi, 22N T4 mhEs, Kes
P;Z:Zi::il carbon steel, alloy steel Stainless steel heat-resisting alloy, titanium alloy
BE % ety S i | A ik P
(mm) i) {meiip) T S w0y jimos)
4 6400 690 3700 160 3055 90
5 5800 | 710 : 3000 ‘ 190 ] 2470 90
6 5300 750 2700 200 2470 120
8 3900 ’ 700 2000 ‘ 210 ‘ 1820 130
10 3100 640 1600 210 1430 130
12 2600 | 600 : 1300 170 \ 1235 10
16 1900 520 1000 150 935 90
20 1500 l 445 800 ’ 140 J 740 90
3»=O.4D EE-=O.OSD
i |
| 8p=1.50 ap=1.5D
\
Maximum ae=10 ae=10D
cutting depth =" A TRV .
s :aa=0-50 :a‘»:o.zo
1. ERZMEMTRIREME, VIR, 2REL ELAB0%T100%, HAREEL6ON 80%KIREE.
2. UIHI BN e M HNE £ r, #HFEBIEKAEDEIR.
IR AESRIM. SIEE ALK T,
A REYIRENIEKR M B BRI H LB FEE .
5. HEF A% N T
6 EFATIEMEHTRAEREINABRKRE.
7. ERBETFL/O<SARMEZEME, SHL/D>48], ERFIR M A IR E [ L EIK70%.

1.The above table is the standard value for side milling processing. When cutting grooves, the speed should be 80% -100% of the above table, and the feed

speed should be 60% -80% of the above table.

Please use high rigidity and high precision machine tools and tool handles.

Adjust the speed and feed rate based on the cutting depth and machine rigidity.
Forward milling processing is Recommended.

. Try to minimize the overhang length of the tools without affecting the using.

= o o W

When cutting stainless steel, ferroalloys, and heat-resistant alloys, itisrecommended to use non— water-soluble cooling liquid .

. The above table isbased on the recommended values for L/D < 4. When L/D>4, please reduce the speed and feed rate by 70%.



.u":z 17'1-( EE F)% é % _l‘_L ,f.;t ]] Solid carbide end mill

NCPX%3%I 71 A HI S

Parameters of NCPX series cutting tools

NCPX-4R/NCPX-4RL

¥ hn T4 %) Wi, 2N TEN mHe&s, Kes
P;::::ZT carbon steel, alloy steel Stainless steel heat-resisting alloy, titanium alloy
B o wE | AEm i e
fmm) (oY |0 el ] o) | ) (min®) |  (mm/min)
6 5300 200 2700 ‘ 240 2470 145
8 3900 | 840 2000 | 255 \ 1820 155
10 3100 770 1600 ‘ 255 1430 155
12 2600 720 1300 l 205 ’ 1235 135
16 1900 625 1000 180 935 110
~ a:=0.4D .af0.0SD

3

- 4
a«=1D a.=1D
Maximum
cutting depth ‘ 4 i
| ap=0.5D | ap=0.2D
Lok ! / s ||

1R S E AR AN TR,

2 FERESRAKS 5 ERFRITEIR.
SHASIHRENMRENERT, SFEIRINEESASE, WA ERiiEk 545 B E KR,
4 EAFHHIRETRAGERITIAZKERE.

1. Please use high-precision machine and tool handles.

2. Please use air cooling or cooling liquid that is not prone to producing smoke.
3. When the rigidity of the machine or workpiece installation is poor, vibration and abnormal sound may occur. At this time, the speed and feed speed in the
above table should be reduced accordingly.

4. Try to minimize the overhang length of the tools without affecting the using.

L§5



AR JRA § I EET] soid carbide end mil

NCH% 31 71 Bl S

Parameters of NCH series cutting tools

NCH-4E/NCH-4EL

1 40000 320 40000 320 32000 260
2 40000 800 24000 480 16000 320
3 32000 1020 16000 510 11000 350
4 24000 1250 12000 620 8000 420
5 19000 1360 9500 680 6400 460
6 16000 1540 8000 770 5300 510
8 12000 1540 6000 770 4000 510
10 9600 1540 4800 770 3200 510
12 8000 1600 4000 800 2700 540
14 6800 1340 3400 680 ‘2300 460
16 6000 1200 3000 600 2000 400
18 5300 1060 2700 530 1800 360
20 4800 960 2400 480 1600 320
7774 | 77, 77
' 7 7 7
% 7 ap=1.5D 7/ a=1D % ap=1D
: s 7 7,
Ma);imum ? ;/;//’/ I;/ /’4 ;//,///
cutting depth PAPS s /// 72/ A

TLEERSHEE. SRItmRRERA.

2HMASTHRERMRENEALAT, S=ERFMFIEE S, W EE EROIEERS B E L FEMEE.
SRR ESRRAEIMIL (FNEHRFRLAD

4. 0 b Y HE T IR SR 0 T

5 AFAFHHMRGTRAEETNERKRSE.

1. Please use high-precision and highly rigid equipment and fixtures.
2. When the rigidity of the machine or workpiece installation is poor, vibration and abnormal sound may occur. At this time, the speed and feed speed in the
above table should be reduced accordingly.

3. Please use air cooling or MQL (minimum-oilmist cooling liquid).
4.Forward milling processing isrecommended for side milling
5. Try to minimize the overhang length of the tools without affecting the using.

ey



i*il‘:'Z Wéﬁ ,ﬁ ’3 % ﬁ i?l- ]] Solid carbide end mill

NCHE 5| 7] B HI &%

Parameters of NCH series cutting tools

NCH-2E

] TRAE N, 408N TRAE I, %085 TRAE I, %18
. Pre-hardened steel, hardened steel Pre-hardened steel, hardened steel Pre-hardened steel, hardened steel
Processed material
40~50HRC 50~60HRC 60~68HRC
B & AR ﬁﬁ HEAIRE %ils' PR
fmm) {min’) | feiming o) {menienia) {min) (ronyend)

1 40000 ‘ 160 40000 160 32000 130

2 40000 ‘ 400 24000 240 16000 160

3 32000 510 16000 255 11000 175

4 24000 ‘ 625 12000 310 8000 210

5 19000 685 9500 340 5400 230

6 16000 770 8000 385 5300 255

8 12000 770 6000 385 4000 255
10 9600 ‘ 770 4800 385 3200 255
12 8000 800 4000 400 2700 270
14 ‘ 6800 680 3400 340 2300 230
16 6000 600 3000 300 2000 200
18 5300 530 2700 270 1800 180
20 4800 480 2400 240 1600 160

20=0.05D 20=0.03D a,=0.02D
| |
ap=1.5D 7 | @=1D / a=1D
i = i
! p
Maximum
cutting depth
B Kas=1.0mm BXae=0.5mm & Kae=0.3mm
maximum maximum maximum

LIEERESEE. SREMNEERER.

2HNAETHRZREZNMERZNBLT, SAERIMEEFS, WFAE ERPOERSHERERLLEFER.
SRR ERRAGMIL (FNEBFERAD .

4. T B HIHE T e 0 T

5 £FAFSHNRMATRAEREIIAEZRKELSE.

1. Please use high-precision and highly rigid equipment and fixtures.

2. When the rigidity of the machine or workpiece installation is poor, vibration and abnormal sound may occur. At this time, the speed and feed speed in the
above table should be reduced accordingly.

3. Please use air cooling or MQL (minimum-oilmist cooling liquid).

4.Forward milling processing isrecommended for side milling

5. Try to minimize the overhang length of the tools without affecting the using.

E7



AR JR A X T solid carbide end mil

NCH% %I 71 Bl HI S

Parameters of NCH series cutting tools

NCH-4R/NCH-4RL

wmn! 300m/min 150m/min 100m/min
3 32000 1225 16000 810 420
4 24000 1500 12000 745 ) 500
5 19000 1630 9500 815 s
8 12000 1850 6000 925 810
12 8000 1920 4000 960 2700 648
i e A0 3000 720 2000 480
2=0.05D 2.=0.030 20=0.02D
[~
, 7 ] | ]
i / ap=1.50 79 a=1D
- / s // /{/;/ |
o3 /// ,/////' A 1
¢ ’/ / /7 /‘
r/// //
Maximum s // V' ;
cutting depth 2Ll / "/ /I/l/
& kaw=1.0mm #:X84=0.5mm A

1EERSIEE. SREmERExA.

2HASTIHRENMEEENRBAT, SF4ERIMEEES, URNE ERNEREHELFERLLEE.
RS 2AENIL (T NERT LA,

4. {0 B Al HE 7 6 Bk L.

5 £EATHNFHTRAEENERKRE.

1. Please use high-precision and highly rigid equipment and fixtures.
2. When the rigidity of the machine or workpiece installation is poor, vibration and abnormal sound may occur. At this time, the speed and feed speed in the

above table should be reduced accordingly.
3. Please use air cooling or MQL (minimum-oilmist cooling liquid).
4.Forward milling processing isrecommended for side milling
5. Try to minimize the overhang length of the tools without affecting the using.

8y



FARIE JR A 3BT solid carbide end mil

NCHZ 5 71 B HI S

Parameters of NCH series cutting tools

NCH-2B/NCH-2BL

RO.5 | 40000 | 1900 = 0O0% | 005 | 36000 | 1500 | 001 | 005 | 32000 | 1400 001 | 005
R1.0 33000 | 3100 | 002 | 0075 | 26000 | 2100 | 002 | 0075 | 26000 | 2000 | 002 | 0075
R1.5 20000 | 4100 @ 003 | 01 | 23000 | 2000 | 003 | 01 | 21000 | 2600 003 | 01
R2.0 22000 | 3800 ’ 004 | 015 | 17000 | 2500 | 004 | 015 | 15500 | 2100 | 004 015
R2.5 17500 | 3500 = 005 | 015 | 13500 | 2200 | 005 | 015 | 13000 | 2000 = 005 | 0.5
R3.0 15000 | 3100 | 008 | 02 | 1150 | 1700 | o006 | 02 | 10500 | 150 | 005 | 02
R4.0 19000 | 2500 = 008 | 025 | 8600 | 1600 | 008 | 025 | 8000 | 1400 & 008 | 025
R5.0 o000 | 2000 | of | 03 | 7000 | 1400 | o1 | 03 | eooo | 1200 | 01 | 03
R6.0 7500 1800 0.1 0.35 5700 1300 01 035 5300 1200 01 0.356
R8.0 5500 | 1800 | 01 | 04 | 4300 | 1300 | o1 | 04 | 4000 | 1200 | 01 | o4
R10.0 4500 | 1800 01 05 | 300 | 1300 | 01 05 | 3200 | 1200 01 05

Maximum
cutting depth

TLEERSEE. SRENRERER.

2. LREFSEMIFHEHEURNMEE IIRSIHRXRERENFELT, cFERINFTE
AE, ENEFERMNFESHGEER LRI

SRR AAAENL (RNEHTLED .

AR MR alBId15° R, B LRMEER, ALERE TIHES0%"80%

5 AR FUMRHETRAREREITEZKRE.

1. Please use high—precision and highly rigid equipment and fixtures.
. The above table is the standard for contour machining with small changes in load. When the installation rigidity of the machine tool and workpiece is poor,

vibration and abnormal sound may occur. At this time, the speed and feed speed in the above table should be reduced accordingly.

o

. Please use air cooling or MQL (minimum-oilmist cooling liquid).

'S

. When the tilt angle ismore than 15 °, please lower the speed and feed rate to 50% -80% of the table.
. Try to minimize the overhang length of the tools without affecting the using.

o

E‘?



FAKFE R A € BT solid carbide end mil

NCHZ 51 71 A HI S

Parameters of NCH series cutting tools

NCH-4B/NCH-4BL

wmg; ‘ 300m/min 150m/min 100m/min

32000 1225 16000 610 11000 420

3
4 24000 1500 12000 745 8000 500
5 19000 1630 9500 815 6400 550
6 16000 1850 8000 925 5300 610
8 12000 1850 6000 925 4000 610
10 9600 1850 4800 926 3200 610
12 8000 1620 4000 960 2700 648
16 6000 1440 3000 720 2000 480
a:=0.05D 3.=0.03D 2.=0.02D
7 7hR
; ,.;’/” ap=1.50 //”‘,"; ‘a=1D
7 /A
§ 7 At
7 ///
7 7
Maximum d/// ///’/
cutting depth & Xas=1.0mm #ag.=0.5mm

1IEERSEE. SNENRERRA,

ERBFSEMTIFANEUENHAIE IARSTHRENERENBAT, SFERDINEE
BE, WA ERNERS #BEF R IFE.

AEERAERLAENL (BN EMEILAD .

M BEaBid15° B, B LERERE, HLER TIFHZES0%80%
HEATFEHERGTRAEETRERKESE.

1. Please use high—precision and highly rigid equipment and fixtures.
2. The above table is the standard for contour machining with small changes in load. When the installation rigidity of the machine tool and workpiece is poor,

L8]

o A W

vibration and abnormal sound may occur. At this time, the speed and feed speed in the above table should be reduced accordingly.
3. Please use air cooling or MQL (minimum-oilmist cooling liquid).
. When the tilt angle ismore than 15 °,please lower the speed and feed rate to 50% -80% of the table.
. Try to minimize the overhang length of the tools without affecting the using.

o1
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?151Z WE% }ﬁ é iz .L‘_Liij] Solid carbide end mill

NCJR 5 71 A HI S

Parameters of NCJ series cutting tools

NCJ-2ES

T AR <ol Fn BRE A2W | KER 42W | WEA AR TR
H i Carbon steel, alloy gteel Carbon steel, alloy steel Carbon steel, alloy steel X
Processed material ﬁc%ﬁjc% ~750N/mm ~30HRC ~40HRC Stainless steel
" iE | HARE | R | SR R \ SR HERRE %iz | HaEE
(e (min®) | (mm/min)| (min®) |(mavimio)| (min) | (mmfmin)) (min®) | (mmimin) | (o) | (mmimio)
0.3 32000 115 32000 115 32000 115 32000 80 32000 40
0.4 ‘ 32000 125 ‘ 32000 | 125 32000 125 ‘ 32000 90 27500 50
0.5 32000 125 32000 125 28500 125 25000 90 22000 50
0.6 | 32000 125 l 32000 125 24500 126 l 21000 90 18500 50
0.7 32000 125 32000 125 24500 125 21000 90 18500 50
0.8 | 24500 125 | 20500 | 125 18500 125 | 15500 % | 13500 50
0.9 24500 125 24500 125 18500 125 15500 90 13500 50
1.0 - 21000 140 l 25000 | 165 16800 130 | 14500 90 10000 50
15 13000 140 15000 165 11800 130 10000 90 7000 50
2.0 | 13000 160 | 15000 | 185 11800 45 | 10000 100 | 7000 60
25 8700 200 | 10000 240 8200 185 6600 100 4700 60
3.0 . 8700 235 | 10000 | 270 8200 220 | 6600 100 | 4700 75
-a\’=1D- Tool Dlameter cuttmg depth
— TRmE | WRe
7 o I&- oer | ooso
§ A 777 @1<D=<@3 I 015D
Maximum ‘
cutting depth

1. 0A 8 B & K B AL IR AN T4

2 EERESARAKT BT ERFRITEIR.

BHASEIHLZENMRENERT, *FEIRIMEESS, I EE FRIERS IR EE R EEE.
4 EAFHHURTTRAEETIEEKRE.

1. Please use high-precision machine and tool handles.

2. Please use air cooling or cooling liquid that is not prone to producing smoke.

3. When the rigidity of the machine or workpiece installation is poor, vibration and abnormal sound may occur. At this time, the speed and feed speed in the
above table should be reduced accordingly.

4. Try to minimize the overhang length of the tools without affecting the using.

|_61



FARFE JR A € BT solid carbide end mil

NCJZE 3 7] B Hl &4

Parameters of NCJ series cutting tools

NCJ-2EP

cutting depth spee: e cutm_‘}_tg speet v nm ;ee. ce. ;ae cumm
4 | 28000 | 500 = 0023 28000 400 | 0021 | 28000 | 256 0018 25000 200 | 0014
05| & | 22000 m[ow'zzooo]aao 006 | 22000 | 150 | 0005 20000 | 150 | 0.004
8 | 18000 | 300 0005 16000 300 | 0005 | 18000 | 150 | 0004 20000 150 | 0.003
4 | 3200 | %0 | 0057 | 3000 600 | 0083 | 32000 | 600 | 0044 28000 | 400 | 0.035
op | © | 2000 | 700  00% | 2000 450 | 003 | 26000 | 400 | 008 21000 | W0 | 0022
o |20 | =0 | ooz | 22000 30 | ooes | 22000 | 30 | o0z | oo | 0 | oo
10 | 22000 | 500 001 | 22000 350 | 001 | 22000 | 300 | 0008 18000 @ 200 | 0.006
4 | 200 | 130 | oos | 2000 1000 | o8 | 26000 | 00 | o7 20000 | 600 | 005
29000 | 1300 | 007 27000 1000 | 007 | 26000 | 900 | 006 20000 & 800 | 0.04
ol & | 20w | e | o0s | 2000 a0 | om | 22000 | 700 | o0« | s | 400 | 003
’ 10 | 20000 | 700 003 | 18000 800 | 003 | 18000 | 500 | 003 15000 & 300 0.02
12 | 20000 | 700 | 002 | 19000 600 | 002 | 18000 | 500 | 002 15000 | 300 | 001
14 18000 500 0.015 15000 400 om 15000 360 om 12000 200 0.008
26000 | 1100 | 009 | 23000 1000 | 008 | 22000 | 900 | 007 | 7000 | 600 | 008
12 8 21000 900 007 | 20000 700 0.4a7 18000 700 0.05 14000 A00 Q.04
w | 21000 | 900 | 006 | 2000 700 | 005 | 19000 | 700 | D04 | MO0 | 400 | 003
12 | 18000 | 700 | 004 | 17000 600 | 004 | 16000 | 500 | 003 1000 | 00 | 002
6 | 20000 | 1200 | o015 | 18000 w000 | 014 | 18000 | %00 | 0N | o0 | 600 | 009
8 | 19000 | 900 O | 16000 800 | 01 | 15000 | 700 | 008 12000 | 400 | 007
15| 1o | o000 | 00 | o009 | fe000 B0 | 008 | 15000 | 700 | 006 12000 | 400 | 008
12 19000 900 007 16000 800 006 15000 700 0.05 12000 400 0.04
w | o | 700 | oos | w000 es0 | 005 | 100 | 630 | oo4 200 | 3w | o003
L] 16000 1500 0.34 15000 1100 oan 14000 1000 0.26 11000 700 021
& | fe000 | 130 | 029 | 15000 W00 | 036 | wooo | w000 | 022 | mowo | 70 | 018
2.0 10 14000 900 0.26 1300 800 024 12000 700 0.20 9000 500 0.16
T 4z | a0 | s0 | ose | 13000 800 | 013 | 12000 | 700 | o5 | 000 | 500 | 009
14 14000 900 0.10 13000 800 on 12000 700 0.08 5000 | 500 007
16 | ja00 | 00 | o008 1 13000 80 | 008 | 1200 | 700 | 007 | go00 L 500 | 006
4 ’ P './_ 3
L
P i e mE RS T U
" ,/. s _-".. One cutting depth
Maximum v_ 3 ’ / ;
cutting depth . / L




AR JR A X T solid carbide end mil

NCJRFI 7N BENAIEH

Parameters of NCJ series cutting tools

NCJ-2EP

mm) | (mm) ; )| (mm) (mmvmin)  (mm) V') 1 (r ( 0
anatar ength Feed rate . | cuttingdepth Feed rate cutting depth | . Feed rate cutting depth Feed rate | cuttingdepth
8 13000 1300 042 12000 1100 0.39 11000 1000 033 9000 700 0.26
| 10 | 13000 | 1300 | 036 | 12000 = 1100 03 | 11000 | 1000 | 028 | 000 | 700 ‘ 022
12 13000 1300 024 12000 1100 ‘ 0.23 11000 1000 0.19 9000 700 0.15
2.5' 14 | 12000 | %0 | 0 | 10000 | 800 | 047 | 9000 | 70 | 014 | o0 | s | om
16 12000 | 900 013 | 10000 800 042 | 000 700 009 | 7000 500 = 0.08
48 | w00 | 80 | o | 10000 | 720 | 0o | %00 | 6% | 007 | 700 | 450 | o007
20 | 12000 | B00 | 009 | 10000 720 | 008 | 9000 630 | 005 | 7000 | 450 | 005
‘ 6 1000 | 1300 | 042 | 10000 | 100 | 033 | 10000 [ woo | 03z | 8o | 700 | 027
8 11000 | 1300 | 033 | 10000 1100 | 036 | 10000 | 1000 | 030 | 8000 | 700 = 024
' 10 | 1000 | 1300 | 031 | 10000 ] 100 | 029 | 10000 | 1000 | 024 | 8000 | 700 | 018
o | 1 | 100 | 100 | 02 | 10000 1000 | 027 | 10000 | %0 | 022 | 800 | &% | 016
T 14 | mooo | oo | o2z | 0000 | 1000 | 025 | 10000 | 00 | 020 | 8000 | 650 | 015
16 | 10000 | 850 | 022 | 10000 750 | 020 | 9000 & €50 | 017 | 6000 | 450 & 043
‘ 18 | 10000 | @50 | o6 | 10000 | 750 | o014 | w000 | 650 | 012 | 6000 | 450 ‘ 040
20 | 10000 | 850 | ©12 | 10000 750 | 010 | 9000 | 650 | OO4 | 6000 | 450 | 007
] 12 8000 | 1300 & 042 | 7000 ] Moo | 038 | 7000 1000 | 032 | 6000 | 700 | 0.26
w o 8000 | 100 | ©039 | 7000 1000 | 035 | 7000 | 900 | 030 | 6000 | 650 & 024
| 7000 | %0 | 03¢ | oo | 800 | 030 | 6000 i 700 | 027 | so00 | 500 ] 0.20
25 7000 | 900 | 030 | 7000 800 | 027 | 600 | 700 | 024 | 5000 | 500 | 015
so | 1 | @ | 120 | s | 6o | 1000 | 045 | 500 | 1000 | 038 | 5000 | 600 | 030
g 25 5000 | B00 | 045 | 5000 720 | 042 | 5000 700 | 035 | 5000 | 600 | 025
A -
T A T A~ ambiaiRe |
","4 £ y /, o One cutting depth
Maximum ".,— 7
cutting depth

10866 B & k8 B A LR A0 7] 4R
2FERAESARARA G L BEOTIHE.
SEATFHIMEMHTRATREETNAEKRRE:
4. FEFEE A B, 4RIk B R iZ 6] bE REAR.

1. Please use high-precision machine and tool handles.

2. Please use air cooling or cooling liquid that is not prone to producing smoke.
3. Try to minimize the overhang length of the tools without affecting the using.
4. When the speed is low , feed rate should be reduced accordingly.

L63



NCJR 5 7IEHISH

Parameters of NCJ series cutting tools

NCJ-2BS

FAREE JR A X T] soid carbide end mil

o | imeph || ) | | s | o | i || i | g
R0.15 32000 300 32000 300 32000 70 32000 | 250 32000 150
RO.2 32000 | 380 | 32000 | 380 | 32000 | 320 | 32000 = 300 | 32000 | 175
R0.25 32000 460 32000 480 32000 410 32000 | 330 32000 205
RO.3 32000 | 535 | 3000 | 5% | 32000 | 500 | 32000 | 420 | 3000 | 265
R0.35 32000 550 32000 550 32000 520 32000 | 440 32000 270
RO.4 32000 610 | 32000 610 32000 560 | 32000 { 460 27500 285
R0.45 32000 700 32000 700 32000 600 25000 400 27500 285
RO.5 32000 765 | 32000 765 32000 540 | 25000 400 22000 285
R1.0 24000 900 24000 900 19000 760 16000 | 400 11150 230
R1.5 15500 | 950 14500 950 | 12750 70 | 10600 450 7400 200
Tool Diameter cuttingdepth Cut width
- DENE| P | WRe
[\Al/\ D@1 | 0OSR 0R
L % @1<D=03| DR 02R
Maximum T
cutting depth

10866 B Sk B HLER AN ) 4R

2 AEAESAARAN G EWETIHE.
SEATIMNENHNTRATREETNAZKRAE:
4. FEFEER A B, i 4RIk B R G bE B AR

1. Please use high—precision machine and tool handles.
2. Please use air cooling or cooling liquid that is not prone to producing smoke.

3. Try to minimize the overhang length of the tools without affecting the using.

4. When the speed is low , feed rate should be reduced accordingly.



HRTE JRA E 3L J] solid carbide end mil

NCJR 5 71 ANHI S

Parameters of NCJ series cutting tools

NCJ-2BP
| pEE BREEE x| - ﬂ Imu!
()] froweriey {mmymin) | {wmj | (om) (@) (mmimn) (@) |
oz 4 2000 400 | D02 0025 27000 380 002 0.025/27000 300 002 0.025/27000] 200 | 0.02 |0025
6 21000, 200 | 001 (001521000, 180 001 o.ma;zstuooj 160 ol ‘oms 21000| 150 | 001 |ODI5
4 27000 400 0,03 | 0,12 | 27000 380 003 (012 125000 250 [0.03 012 24000, 200 003 | 012
Ro3| & 26000 00 | 003 |072|28000| 280 @03 |012'20000) 150 003 01220000 O | 003 | 042
8 26000 240 | D03 |012 25000 225 003 | 012 20000 120 | 003 01220000 190 | 003 | 042
4 270000 600 | D04 [ 016 |F7000| 550 004 Q16 ;zaboot 450 004 ’o.w 21000/ 300 | 004 018
— 6 24000 400 0.04 | 0,12 | 24000 3& 004 | 012 21005J 250 ! 004 012 1m 200 0.04 0.’2
8 22000, 30 | 0bs |042|Z2000| 270 004 012 19000 150 004 04219000 140 | 004 | 0.12
10 220000 270 | 0.03 |009|22000 250 | 003 (009 (19000 135 | 003 009 19000/ 120 | 003 | 0.08
4 000| 0 | 005 |020|28000) 550 005 02025000/ 500 005 020 Z1000| 300 | 005 | 020
21000| 400 | 005 | 02021000, 360 io.na D20 15000 300 | 005 020 16000, 200 | 005 | 02
R05| B (2100) 30 | 005 |015[21000| 39 005 015 19000, 7O 005 |05 16000 180 | 005 |08
10 18000 300 | 0.03 |00 18000 270 | 003 | 010 (17000 200 | 003 040 14000 150 | 003 | 010
12 18000| 270 | 003 |00 |18000| 260 003 010 17000, 180 003 |00 14000 135 | 003 | 0.10
120000 600 Q.06 | 0.24 | 20000 540 006 | D24 17000 300 !O.N 0.24 14000 200 006 | 024
o« 0000 40 | 006 | 024|000 S0 006 (024 7000 20 006 024|100 170 | 006 | 024
12 16000 300 0.06 018 | 16000 27 !0.06 018 14000 200 | Q06 (.18 11000 150 006 | 018
46 16000/ 270 | 003 | 042 16000 230 | 003 |02 140000 178 L }mz Mool 135 | ooy | 012
| ] 17000 600 008 | 030 | 17000 540 ! 008 | 030 15000 300 i 008 030 120000 250 o008 | 0.30
R7s| 12 [17000| 40 | DOG 024 |17000| 600 00 D24 15000, 75 000 024 12000 225 | 006 | 024
16 13000| 300 004 | 016 | 13000 275 1004 016 112000 200 ’0.04 016 | 9500 150 oM | 016
eeoa| 800 | 010 | 040 | 18s0| 7:0 @0 | 04D wsoo' 60 010 040 1a%00| 450 | 00 | 040
8 16500 800 0.10 | 0.32 | 16500 750 10.10 0.32 116500 560 }010 0.32 112500 450 010 | 0.32
agg IR 14000 B30 | DOB | 03014000 600 008 | 030 mm' 450 008 ]o.:o 10000, 270 | 008 | 0.30
12 14000| 630 0.06 | 0.30 | 14000 600 006 | 030 13000 450 | 006 0.30 10000 270 006 | 030
16 14000| 550 | 005 | 028 |74000| 530 006 wam’ 400 006 |02 |10000| 270 | 008 | 024
20 11000 360 0.06 | 016 | 11000 330 006 | 016 10000 225 006 016 8000 175 006 I0.16
A=t
1
Maximum ‘&.“
cutting depth

|_65



HRTE RA $ B J] solid carbide end mil

NCJ&R I 7 BHIS

Parameters of NCJ series cutting tools

NCJ-2BP

WiE AR s A | o | B W& BAEN a0 | @
LA e} 24 kit Rt indl) """’l‘"!ﬁl!"’ bt _ {mmismind} Yoom), | feveny
8 14000 800 010 032 14000/ 750 | 0.40 |0.32 14000, 660 | 010 |0.32 (12500 450 010 | 0.32
wigs| 12 |13000| 830 | 006 |030|13000) 600 | 0.06 |0:30 12000 450 ‘m[m 10000, 270 mos]'w
16 13000 | 550 008 024 13000, 530 006 | 0.24 12000/ 400 = 006 | 0.24 10000, 270 006 0.24
20 |tooo| 0 | 005 6|0 sw | 006 016 s0o| 25 | oos ot |70 s | oos o
10 12000 800 015 040 12000/ 720 | 015 |040 9500 60O 015 0407500 400 015 040
i [WE 'wooo 720 foas 0.40'12000 850 | 015 040 9500| 540 | 015 (040 | 7500| 0 045 | 040
16 10000 600 0.15 040 10000  S40 0.15 | 0.40 8500 300 0.15 040 | 8500 250 015 040
20 [1’0000 600 l 0.40. ’o.'az (10000, 540 | 040 |0.32 8500 | 300 ‘ 010 | 032 6500 250 040 ’_n_:aa
10 9000 800 020 08D 9000 | 720 | 020 | 080 7500 | 600 | 020 080 |6000 400 020 080
wae| T [S000| s 020 (080 | w000 | 720 | ‘020|080 7500 | 600 | 020 080|600 | 400 | 020 | 00
20 7000 600 020 040 7000 540 | 020 |040 6000 | 400 020 040 |5000 250 020 040
2 7000 | 800 | 045 |"tm‘7nno‘ s40 | 045 | 040 6000 | 400 ' 045 |040|5000 | 250 0.5 ‘nw
6 7000 | 600 025 100 7000 540 | 025 010 6500 | 500 | 025 10 5000 400 025 100
=) s 6000 | 500 025 [unjanoo[ 450 | 026 w’o[m- 500 la_szioa 4000 250 “251199
r/\‘/\.r/\ffiav
i .
Maximum -‘a:‘
cutting depth

10866 B & 48 B9 LR AN ) 4R

2 FERESRART S EBETHEIE.
SEATIMNENHTRARERTIAZKRIE.
4. FEFEE A B, i 4RI B R iZ E b R AR

1. Please use high-precision machine and tool handles.

2. Please use air cooling or cooling liquid that is not prone to producing smoke.
3. Try to minimize the overhang length of the tools without affecting the using.
4. When the speed is low , feed rate should be reduced accordingly.



%:5} 1$ {§ ’ﬁ é stz ﬁ ,{* ]—J Solid carbide end mill

AURSIZIBEYIHISH

Parameters of AU series cutting tools

AU-2E

4 T AT Bas BIEASSi<I0N
Processed material aluminum alloy Siliconaluminum alloy
"2 i HEIEE o0 BHARRE
(o | (emin”) (mmymin) (rmin") (mm/min)
40000 650 40000 } 500
2 40000 950 | 32000 | 750
3 26500 1500 21000 1100
4 \ 20000 1600 \ 16000 1250
5 16000 1500 13000 1100
6 | 13000 1250 “ 10600 1000
8 10000 1400 8000 1100
10 | 8000 1600 | 6500 1250
12 6600 1650 5300 1300
14 | 5700 1700 | 4600 1350
16 5000 1700 4000 1350
18 | 4400 1700 [ 3500 ‘ 1350
20 4000 1700 3200 ‘ 1350
| 3.=0.1D
|
| A 11 2=1D
\ . SR
% ‘ y I ap=1.5D 77 (1
3 7/ vl /s ap=0.5D
¥ | /
g '
Maximum
cutting depth |

1 EREBRTFNEGEH OB EE. BT £ H U ERIAAREN70HEAE.
ORERRERSESEHIKRMIIR, HNAMIHERENERERN, SFERINFEEF D, AR
ERHEF IR L5 R ELFF K-

PIEURERNE, BERMEGEELIELLES.

VR R KR M H i

A 5% ¥4 3 R 5 o T

HEATFHAHUFUHTRAEETNEZEKEE.

.The above table isbased on the standard values for side milling. The groove milling shall reduce the feed speed to 70% of the table above.
. Please use a machine tool and tool handle with high rigidity and precision. When the rigidity is poor, vibration or abnormal sound may occur. In this case, the

.}

o O AN W

o —

recommended speed and feed rate in the above table should be reduced accordingly.
When the cutting depth is small, the speed and feed rate can be increased .
Please use water-soluble cooling liquid.

Forward milling processing isrecommended for side milling

o oo w

Try to minimize the overhang length of the tools without affecting the using.
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AURSIZIBAYIAIS &

Parameters of AU series cutting tools

AU-3E/AU-3EL

s TR Bad BIEASS <10
Processed material aluminum alloy Siliconaluminum alloy
B iE PHRHE $iE BHEEE
e finie) . {mrimie) (rmin) | {rmimin)
1 40000 800 40000 600
2 | 40000 1200 | 32000 900
3 | 26500 1800 21000 1300
4 ’ 20000 2000 | 16000 1500
5 16000 1750 13000 1300
6 | 13000 1500 | 10600 1200
8 10000 1650 8000 1300
fa )| 8000 | 1900 | 6500 1500
12 6600 1950 5300 1550
14 | 5700 2000 | 4600 ‘ 1600
16 5000 2000 4000 1600
18 | 4400 2000 | 3500 1600
20 4000 2000 3200 1600
X ‘t=0.10
‘ 7 I _ao=1D-
% ‘ 7 £ 2p=1.50 77 77 |
? | %% | 7 / ‘.{" |35=0.5D
Maximum \
cutting depth
l

1 EREZEFUESEMEEE. BEEUIE 4 ERHAIREMN70%H EE.
AAERRMERESHNAMIIE, SNAMIAREARMEREN, SAERDINFEEF D, RRE
ERHEF IR A 45 [B] L FF AR

PIBIRERE, BEMAGEETURLLIES.

SR ER AR EYIHR.

0 5% 4 7 9 A T

FEATFHINRAETRAREEIIAEZRKRE.

The above table isbased on the standard values for side milling. The groove milling shall reduce the feed speed to 70% of the table above.
Please use a machine tool and tool handle with high rigidity and precision. When the rigidity is poor, vibration or abnormal sound may occur. In this case, the

.}

> O A W

o —

recommended speed and feed rate in the above table should be reduced accordingly.
. When the cutting depth is small, the speed and feed rate can be increased .

Please use water-soluble cooling liquid.

Forward milling processing isrecommended for side milling

o oo W

Try to minimize the overhang length of the tools without affecting the using.
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AURSIZIAIAIS &

Parameters of AU series cutting tools

AU-2B

R i SRR Lo 3 SIS
{mm) (min”) (mm/min) (min”") (mm/min)
R1.0 40000 2000 32000 1600
R1.5 26500 1950 /21000 1550
R2.0 20000 1950 16000 1550
R2.5 16000 1950 13000 1550
R3.0 13000 2000 10600 1600
R4.0 10000 2450 8000 2000
R5.0 8000 2200 6500 1750
R6.0 6600 2050 5300 1650

Y W W oy :i ap=0.1R

b P a0

TEERRMMEESHIAMIRE, STEANTHRENEIREN, RA%ERITNFEET, LR
ExREFREMNFLFLEER.

2. PIHIR B8N, SRR G ERE A LR S,

3R R KB T HLR.

4 HEA TR TRIUEETNERKRE.

1. Please use high—precision machine and tool handles. When the rigidity of the machine or workpiece installation is poor, vibration and abnormal sound may
occur. At this time, the speed and feed speed in the above table should be reduced accordingly

2. When the cutting depth is small, the speed and feed rate can be increased .

3. Please use water-soluble cooling liquid.

4. Try to minimize the overhang length of the tools without affecting the using.
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Technical Information

DEISHHE

Calculation of cutting parameters

e §i=pe PA:Y
symbol description formula
eS| ; s
n 154> $b 3§ % n[min"Jr/min g 00
Rate Per Minute dw
- dzn
; Ve[m/min =t B8
4 e A ko] Y= T000
> V
1. ﬁﬁiﬁ‘&.f,&mmllooth] =l
Feed rate per toot on
f Fﬁ?ﬂt%lf[{nm/rev.] I=f-z
eed rate per circle
I 453 EV [mm/min) V.=f-zn=fn
Feed rate

Q

dy

a,
a

»

d

/i

1§18 %Qlcm®/min)

Cutting rate

Bt IME R ME,[mm]

Effective diameter of ball end millinggutter

FENHFRNEIEEV fm/min)

Effective cutting speed of milling cutter

ZEYEa,[mm]

Radial cutting width

$@ e ¥)i%a [mm)

Axial cutting depth

Bt TV E & (mm]

Milling cutter diameter

EH

Number of teeth

T8

Blade inclination angle

= > ) d-2a,
d,,,;—d-.\‘m[/)’:hn'('co.v(_lL)]
¢
L dymn
1000



HongKong Office

* Add: FLAT C, 9/F WINNING HOUSE NO.72 AND74 WING
LOK STREET HONG KONG

 Contact: John

* Tel:00852-3611 9359

* Fax:00852-8340 8598

Shenzhen Office

» Add: R1118, Galaxy building A,Caitian Rd, Futian,
Shenzhen,CN

» Contact : Maria

* Tel: 0086-0755-2795 5216

* Fax:0086-0755-2795 5216-818

« Email: Info@carbide-factory.com

Jiangxi Factory

* Add: Economic and Technological Development Zone,
Nanchang, Jiangxi Province, China

» Contact : Amanda

» Tel: 0086-189-2679 8587

« Email: Amanda@carbide-factory.com

VIP+
HOTLINE

mzme | 80-0755-27955216

@ carbide-factory.com

Q Whatsapp: 0086-189-2679-8587 = info@carbide-factory.com



