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Beijing Zhongshui Brilliant Certification Co.,Ltd

CERTIFICATE OF CONFORMITY OF QUALITY
MANAGEMENT SYSTEM CERTIFICATION

NO: 08907Q0747R1IM

This is to certify that the quality management system of

QINGDAO NEW CENTURY TOOL CO.,LTD

NO.3 NEW YORK ROAD QINGDAO FREE TRADE ZONE CHINA

PC: 266555

is in conformity with

GB/T19001-2000 idt ISO9001:2000 Standard

This system is valid for the
PRODUCING OF THE DRILL. ENDMILL. CUTTER AND TAP

Date of issue:2007-12-26
Term of validity of this certificate:from 2007-12-26 to 2010-12-25 inclusive
The certificate owner should accept the surveillance audit
at 6", 16"and 26" month since the date of issue

‘Approval of the first Approval of the second: éApproval of the third:
surveillance audit surveillance audit surveillance audit
i Zhongshu i Brillianl.g Zhongshui Brilliant | Zhongshui Brilliant
Certification Co., Ltd. Certification Co.,Ltd. Certification Co.,Ltd.

MANAGEMENT SYSTEM
Representative of The Company CNAS C089-Q
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ALPHA-G

- General Purpose Carbide Endmills

- For Machining of Carbon Steel, Tool Steel, Alloy Steel and Stainless Steel
- Applicable in High Speed Maching, Wet and Dry Cutting Condition

- £ B S

- ATh0ThEsl, TEAH, SHF0 155l

- EETEEIT, BT A HE ST

ALPHA-PLUS

- High Grade Carbide Endmills

- For Machining of Hardened Mold, Die and Alloy Steels up to HRc65
- For High Speed Maching in Dry Cutting Condition

- BB S EE]

- AT hIThERE=AHRcBEAEEEL, IS 24

- EETTAHIE T HISEI T

ALPHA-SUS
- For Machining of Stainless Steel and Titanium
- Unique Design to Eliminates Vibration

- A0 EEeF0Es
- EER bR

ALPHA-ALU

- For Machining of Aluminium with Good Surface Finishes
- Unique Design to Improve Surface Finishes

- AThIE, FHesas| R iraImieE

- e mEtEErdRR

e

ALPHA-DIAMOND

- For Machining Graphite and Non-Ferrous Materials
- Ultra Fine Film of Diamond Coating

- ATh oS0 Ferrasd
- IRECFHERENITIREE
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ITEM MODEL DESCRIPTION
S "I it

Carbide 2Flute 35 Helix Short
EMB95 a EEa=, 27, 35" 13hEmR, o

Carbide 4Flute 35 Helix Short
EMB96 ‘»—m EEa=, 47, 35" 13hER, o8

Carbide 2Flute Ball Short
=D ol o) Hol, S

EMB97 =

Carbide 4&6Flute 45 Helix, Short
EMB98 W8 i sso) a5 i,

. Carbide 4&6FIlute 45 Helix, Long
AERHASGHY -1 2T e S lie i s Aty B

Carbide 2Flute Long Neck

EMCO1 T iEEes, 27), FEhrkR
Carbide 2Flute Long Neck Ball
— i =
EMCO02 & WS, 2], FREPiitBurRa s T]

S Carbide 2Flute Corner Radius
EMCO03 Em BEA4. 27, BRI

Carbide 4Flute Corner Radius
EMC04 —=oS=S" e, 47, BRI

5 Carbide 2Flute with Extended Neck
GFCO05 TBERSS, 27), FRERtiskT]

3 Carbide 4Flute with Extended Neck
GFCO06 TERe%, 47, SREpt{Rk]

'3 Carbide 2Flute Ball Short
GFC07 ° iEhas, 27, Bk, e8]

. Carbide 2Flute Ball Stub with Extended Neck
GFC08 = =D EEes, 27), Bl R, TR

_— Carbide 4Flute Short
EMC09 — 1NN BEESE, 47, SoREET]

S— Carbide 4Flute Long
EMC10 — (s TEREE, 47, NIRRT

a Carbide Multi Flute 45 Helix ROUGH
EMC11 TERas, ST, 45 1SN, 8L

ESC12 —————ga&=g Carbide 2Flute 45 Helix
E5C13 iEETEE, 2], 45" IRNER

E5C14 m Carbide 3Flute 45 Helix
E5C15 = B E=, 37), 45 Y3hER

. Carbide 3Flute 45 Helix Ex-Long
ESC16 S0 s 2 a7, 45° g, tRkaT]

Carbide 2Flute Ball Miniature

Al T EEaw, 27, Bk, HEEET]
- Carbide 2Flute Ball Short
LT EIC18 ——— @ e o o s somi)
-DIAMOND o — Carbide 2Flute Ball Long
TEEEE, 27, Bk, hotEskT]
EIC20 — Carbide 2Flute Ba!II Lorlg Reach
TS, 27, Bk, SnEpA{ekT)

6 Tel:+86-532-85197366 E-mail:qyg@qyg1.com http://www.qyg1.com
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MATERIALS

45
Micro Grain Carbide
BRI
Ultra Micro Grain Carbide
REBRIRAL

COATING

_zE /

1]

AITIN | AITIN 322

L]

TIAIN | TRIN &2

=

Dia | DIAMOND #%E

L3

S |S&E

BALL RADIUS TOLERANCE
EEETE

CUTTING CONDITION
HHIFET

DATA | Indicates the pages of cutting conditions
TR ST

CORNER RADIUS TOLERANCE
RIS EaNES

+0.010

+0.020

HELIX ANGLE
ENERE /

NUMBER OF FLUTES
_J1E

2 flutes
2457

3 flutes
3 3]

4 flutes
4 |an

4&6 flutes
486! 2500

MACHINING DIRECTOR
FILA0 T 7730

Side
M4k

Profile

M, FoBwE

Side, Profile, Slot
ek, FoBeek, fEHleE

SHANK TYPE
fEpE Rl /

™| PLAIN Shank
PLAIN F=Lia

™ 7| FLAT Shank
FLAT i
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ALPHA-

- General Purpose Carbide Endmills 'i ‘
- For Machining of Carbon Steel, Tool Steel, Alloy Steel a

- Applicable in High Speed Maching, Wet and Dry Cutting Con
- ZINREE b 5 ] ’l
- AT I0TEcH, TR, 2R 5
-BETEENL, ﬁﬁi‘i%ﬂ%ﬁﬂ’ﬂﬂ]ﬁﬂ%
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g NEW CENTURY
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CARBIDE, 2 FLUTE, SHORT LENGTH

Wi, 27, 28

» Designed for a general performance to carbon steel, tool steel, P E TIIIEE. TR a2, T8N
alloy steel, and stainless steel . > SHEEH
P Excellent wear resistance. P EESFEENT, SHlER T
» Application in high speed machining, coolant and drys Cutting
Condition.

ALPHA-G

—mea |

E} é _=—| E ™| pATA MILL DIA. SHANK DIA.
0
‘ VLIRS SHORT LENGTH
e -kl

- 0030 =

Unit : mm

EDP No. MILL DIAMETER SHANK DIAMETER LENGTH OF CUT OVERALL LENGTH STOCK

pillg=s JEREE 1AEEE R Tte =4 EEfF
EMB95010KN 1.0 4 3 50 °
EMB95015KN 15 4 4 50 °
EMB95020KN 2.0 4 6 50 °
EMB95025KN 2.5 4 8 50 °
EMB95030KN 3.0 4 8 50 °
EMB95035KN 3.5 4 10 50 Y
EMB95040KN 4.0 4 11 50 °
EMB95901KN 3.0 B 8 50 °
EMB95902KN 3.5 B 10 50 °
EMB95903KN 4.0 6 11 50 ®
EMB95045KN 4.5 B 11 50 °
EMB95050KN 5.0 B 13 50 °
EMB95055KN 5.5 6 13 50 °
EMB95060KN 8.0 B 16 50 °
EMB95065KN B.5 8 16 80 °
EMB95070KN 7.0 8 20 80 °
EMB95075KN 7.5 8 20 80 °
EMB95080KN 8.0 8 20 80 °
EMB95085KN 8.5 10 20 75 °
EMB95090KN 9.0 10 20 75 Y
EMB95095KN 9.5 10 22 75 °
EMB95100KN 10.0 10 25 75 °
EMB95110KN 11.0 12 30 75 °
EMB95120KN 12.0 12 32 75 Y
EMB95140KN 14.0 16 40 100 °
EMB95160KN 18.0 16 40 100 °
EMB95180KN 18.0 20 40 100 Y
EMB95200KN 20.0 20 45 100 Y
BRI |2 a2 0 =300 ®  ITHSEE

O - igaElkap

http://www.qyg1.com E-mail:qyg@aqyg1.com Tel:+86-532-85197366 13



CARBIDE, 4 FLUTE, SHORT LENGTH

Ehex, 47, 1728

» Designed for a general performance to carbon steel, tool steel,
alloy steel, and stainless steel .

» Excellent wear resistance.
» 4 flute allows for better work piece finishes.
» Application in high speed machining, coolant and drys Cutting

> HH TIIIRE TR, S48 TEHR
> STEH

> 4TS BT R E

> EESTEEML AHER TGS

Condition.
ALPHA-G
E} E HArA MILL DIA. SHANK DIA
_ i
ETEEE) SHORT LENGTH
= = —= =3 Unit : mm
EDP No. MILL DIAMETER SHANK DIAMETER LENGTH OF CUT OVERALL LENGTH STOCK
Al TIEFE{E ke Tt Ey:s EEFF
EMBS6010KN 1.0 4 3 50 ()
EMB96015KN 1.5 4 4 50 °
EMB9IE020KN 2.0 4 6 50 °
EMBS6025KN 2.5 4 8 50 ()
EMBS6030KN 3.0 4 8 50 ()
EMB9E035KN 3.5 4 10 50 °
EMBS6040KN 4.0 4 11 50 ()
EMBS6901KN 3.0 6 8 50 ()
EMB9E902KN 3.5 6 10 50 °
EMBS6903KN 4.0 6 11 50 ()
EMBS6045KN 4.5 6 11 50 ()
EMB9E050KN 5.0 6 13 50 °
EMBS6055KN 5.5 6 13 50 ([ )
EMBS6060KN 6.0 6 16 50 ()
EMBS6065KN 6.5 8 16 60 ()
EMBSE070KN 7.0 8 20 60 °
EMBS6075KN 7.5 8 20 60 ()
EMBS6080KN 8.0 8 20 60 ()
EMB9E085KN 8.5 10 20 75 °
EMBS6090KN 9.0 10 20 75 ()
EMBS6095KN 9.5 10 22 75 ()
EMB96100KN 10.0 10 25 75 °
EMBS6110KN 11.0 12 30 75 °
EMBS6120KN 12.0 12 32 75 ()
EMB96140KN 14.0 16 40 100 °
EMB96160KN 16.0 16 40 100 °
EMB96180KN 18.0 20 40 100 °
EMBS6200KN 20.0 20 45 100 ()

R i = e B Bl il e 2 |

14 Tel:+86-532-85197366

E-mail:qyg@qyg1.com
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2 FLUTE, FINISH, SLOTTING
217, 15k, JTHE

9 EMB95 series SLOTTING
MATERIAL cé%%%ls:TZEEEE_;s,S' s -?-IIALRODYEﬁE%EIS-'?’EELS STAINLESS STEELS CAST IRON ALUMINUM ALLOYS
HE B, oW, TEE  a%w, EER T : Hee
HARDNESS ~HRc 30 HRc 30 ~ HR¢ 50
DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
1 14300 105 8500 65 7150 50 18700 205 44000 330
1.5 9350 150 5550 85 5600 80 12100 205 27500 385
2 7850 160 5150 100 4300 80 9350 220 22000 460
3 6100 180 3800 120 3150 100 6050 220 15400 460
4 5150 255 3150 155 2650 130 4600 220 11000 460
5 4300 270 2550 160 2150 135 3650 220 9150 460
6 3800 300 2300 190 1950 155 2950 255 7600 485
8 2850 325 1700 170 1450 155 2200 275 5700 485
10 2200 280 1350 135 1150 135 1850 285 4600 485
12 1850 240 1150 110 950 110 1450 295 3750 485
14 1700 215 1050 100 850 100 1300 310 3300 485
16 1500 185 950 95 700 95 1100 320 2850 485
20 1150 145 550 70 900 340 2200 485
0.5D )
(Upto @3:0. 2D):I: Dj: .
%777777| 777%7'%
f————|
1. OD D
% The FEED, in long & extra long types, should be reduced by around 50% RPM = REVOLUTION PER MIN.
PEEE, LONG & EX-LONG MR Fid ASEL 0% B/ 4
FEED = mm/min.
D = DIAMETER

4 FLUTE, FINISH, SIDE CUTTING

47], #8 4"5. M
9 EMB96 series SIDE CUTTING
CARBON STEELS,
MATERIAL ALLOY STEELS, AL [ e STAINLESS STEELS CAST IRON ALUMINUM ALLOYS
A Wesh, S50, TEH EE5, TIEEH e
HARDNESS ~HRc 30 HRc 30 ~ HRc 50
DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
1 17600 150 10250 85 8650 75 18700 620 44000 1050
1.5 11800 215 7050 115 7050 120 12100 620 27500 1160
2 9850 240 6450 145 5350 120 9350 640 22000 1320
3 7600 270 4750 170 3950 145 6050 640 15400 1320
4 6450 485 3950 300 3300 240 4600 640 11000 1320
5 5350 510 3200 305 2700 255 3650 640 9150 1320
6 4750 560 2850 350 2400 280 2950 770 7600 1430
8 3550 605 2150 325 1800 300 2200 815 5700 1430
10 2750 520 1700 255 1450 255 1850 860 4600 1430
12 2350 440 1450 215 1150 205 1450 900 3750 1430
14 2100 395 1300 195 1050 190 1300 945 3300 1430
16 1850 350 ’I ’I 50 170 950 170 1100 970 2850 1430
20 1450 270 135 700 130 900 1035 2200 1430
:l: 15D
0.1D o 0.1D

% The FEED, in long & extra long types, should be reduced by around 50%

HIAE. LONG & EX-LONG BIH 2, I A2 5 0% RPM = REVOLUTION PER MIN. #%i&/4>%h

FEED = mm/min.
D = DIAMETER

http://www.qyg1.com E-mail:qyg@qyg1.com Tel:+86-532-85197366 15



CARBIDE, 2 FLUTE, BALL, SHORT LENGTH

WEpS=, 2/, Bk, 38

» Designed for a general performance to carbon steel, tool steel, >t Tl I, TEH. sS40, FFH
alloy steel, and stainless steel . > STHE

P Excellent wear resistance. > R FHIETE EophE SR e

» Designed for milling of radius bottom slots, fillets and special P ESTFEENT, BHERFE RISk

contours.

» Application in high speed machining, coolant and drys Cutting
Condition.

ALPHA-G

R 3
= T3

a é = 6 6 q( E DATA MILL DIA. SHANK DIA.
i TOLERANCE TOLERANCE
30° AITIN | EXT] EXOEN PLAIN |Beak:! LERANG (ﬂ;’)m) =

RO0.I~R3 R35~R10 .
- 0030 i
IE - SHORT LENGTH
- R Unit : mm
EDP No. RADIUS OF BALLNOSE | MILL DIAMETER | SHANKDIAMETER | LENGTHOFCUT | OVERALL LENGTH STOCK
pille=s Bz g TEEEE A = Tte b EEfF

EMB97002KN R 0.1 0.2 4 0.4 50 ()
EMB97003KN R0O.15 0.3 4 0.6 50 ()
EMB97004KN RO.2 0.4 4 0.8 50 (]
EMB97005KN R 0.25 0.5 4 1 50 ()
EMB97006KN R0O.3 0.6 4 1.2 50 ()
EMB97008KN RO.4 0.8 4 1.6 50 ()
EMB97010KN R0O.5 1.0 4 2 50 ()
EMB97015KN R0O.75 1.5 4 4 50 ()
EMB97020KN R1.0 2.0 4 5 50 ()
EMB97025KN R 1.25 2.5 4 6 50 ()
EMB97030KN R 1.5 3.0 4 6 50 ()
EMB97040KN R2.0 4.0 4 8 50 ()
EMB97901KN R 1.5 3.0 B 6 50 (]
EMB97902KN R2.0 4.0 6 8 50 ()
EMB97050KN R2.5 5.0 B6 10 50 ()
EMB97060KN R 3.0 6.0 6 12 50 o
EMB97070KN R 3.5 7.0 8 14 60 ()
EMB97080KN R 4.0 8.0 8 14 60 ()
EMB97090KN R 4.5 9.0 10 18 75 ()
EMBS97100KN R 5.0 10.0 10 20 75 ()
EMB97120KN R 6.0 12.0 12 24 75 ()
EMB97160KN R 8.0 16.0 16 32 100 ()
EMB97200KN R 10.0 20.0 20 40 100 (]
RN s Tl 1 =2yl s il |2 A sl 3 ® (LB

O - JEEEka

16 Tel:+86-532-85197366 E-mail:qyg@aqyg1.com http://www.qyg1.com



CARBIDE, 4(6) FLUTE 45° HELIX

WPtz M6 Nix]), 45° FENert)]

» High speed cutting and finish milling with high feed rate. St gl s itis SRS A
» Excellent surface finishes. > Sl THETHRE
» Application in high speed machining, coolant and drys > ESTEENL SRR RIS
Cutting condition.
ALPHA-G
N

MILL DIA. SHANK DIA.
wa| B2 )Y B e |
45 PLAIN |55 TR A ZE (mm) WEAE

0

A
"

h6

— 0.030
ISy SHORT LENGTH
- e Unit : mm

EDP No. MILL DIAMETER SHANK DIAMETER LENGTH OF CUT OVERALL LENGTH NO. OF FLUTE STOCK

= TEEE 1AEFEE PaE:S =t T ==
EMB98010KN 1.0 4 3 45 4 °
EMB98015KN 15 4 4 45 4 °
EMB98020KN 2.0 4 6 45 4 °
EMB98025KN 2.5 4 8 45 4 °
EMB98030KN 3.0 4 8 50 4 °
EMB98040KN 4.0 4 11 50 4 °
EMB98050KN 5.0 6 13 50 6 °
EMB98060KN B.0 6 18 50 6 °
EMB98080KN 8.0 8 19 60 6 °
EMB98100KN 10.0 10 22 75 6 °
EMB98120KN 12.0 12 26 75 6 °
EMB98140KN 14.0 14 30 90 6 °
EMB98160KN 18.0 16 32 100 6 °
EMB98180KN 18.0 18 38 100 6 °
EMB98200KN 20.0 20 a8 100 6 °

EMB99 Series %Egiv G LENGTH
Unit : mm

EDP No. MILL DIAMETER SHANK DIAMETER LENGTH OF CUT OVERALL LENGTH NO. OF FLUTE STOCK

= TEEE 1AEFEE PaE:S =t T BT
EMB99060KN B.0 6 25 80 6 °
EMB99080KN 8.0 8 35 90 B °
EMB99100KN 10.0 10 45 100 6 °
EMB99120KN 12.0 12 50 100 6 °
EMB99160KN 18.0 18 65 150 6 °
EMB99200KN 20.0 20 70 150 6 °
BRI a2 oy L e o [ Y ® : TESTEE
. @AmmiL TSR, SharL 0 EeEaf

http://www.qyg1.com E-mail:qyg@gqyg1.com Tel:+86-532-85197366 17



2 FLUTE, BALL NOSE

© EMB97 series

CARBON STEELS,
ALLOY STEELS,
TOOL STEELS

CARBON STEELS,
ALLOY STEELS,

MATERIAL : HARDENED STEELS
PRE-HARDENED STEELS

CAST IRON

ALUMINUM ALLOYS

ME | B, o2, TRE B, oo, MEE B e Bee
HARDNESS ~HRc 30 HRc 30 ~ HR¢ 50 HRc 50 ~
STRENGTH ~ 1000N/mm:? 1000 ~ 1500N/mm? 1500Nmm? ~
DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
2 12350 640 9150 415 4000 125 10500 220 30800 395
3 11400 575 8550 390 3800 125 7050 230 20500 395
4 8950 630 7150 450 3600 150 5150 285 15400 395
5 7800 700 6200 490 3100 150 4150 330 12100 470
6 7250 870 5900 705 2700 160 3400 360 10300 470
8 6100 1090 4900 785 2050 190 2500 460 7900 540
10 5450 1330 4350 870 1750 190 2050 460 6150 540
12 4990 1500 3950 950 1500 210 1750 460 5150 630
14 4530 1495 3600 925 1300 210 1400 460 4300 630
16 4085 1470 3200 905 1150 210 1300 460 3850 540
18 3800 1425 3000 890 1050 210 1100 460 3400 540
20 3550 1425 2800 885 950 210 1050 420 2950 540
Ae : D1-D6=0.2mm re | 0D |
D8~D20=0.3mm —
Ap: 0.2D // //
Ap — 07D Il+—

% The FEED, in long & extra long types, should be reduced by around 50%
HEEE, LONG & EX-LONG BIB{{% FOE A28 15 0%

RPM = REVOLUTION PER MIN.
R/ 54

FEED = mm/min.

D = DIAMETER

486 FLUTE, 45° HELIX

$ET], 45° tEHER

9 EMB98, EMB99 series

ALLO
0 \ ARD D

SILE
A E4H, TR T
HARDNESS ~HRc 30 HRc 30 ~ HRc 50 HRc 50 ~ HRc 60 HRc 60 ~ HRc 65
STRENGTH ~ 1000N/mm? 1000 ~ 1750N/mm? 1750 ~ 2080N/mm? 2080N/mm? ~
DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED
1 19000 693 12750 468 10250 284 8000 179
2 13000 825 8750 555 7250 344 5500 29
3 8650 825 5750 555 4750 344 3750 29
4 8600 858 4400 581 3600 357 2800 221
5 6250 990 4150 660 3200 383 2550 245
6 5175 924 3450 627 2650 369 2100 231
8 3900 891 2600 594 2000 344 1600 218
10 3075 831 2050 555 1600 317 1275 204
12 2625 831 1750 555 1825 317 1050 198
16 1950 726 1300 482 1000 278 800 179
20 1550 641 1025 429 800 251 650 165
1.5D:l: 1.5D:l: 1.5D:l: l.ODjl:
0.05D 0.03D 0.03D 0.02D

18 Tel:+86-532-85197366
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RPM = REVOLUTION PER MIN.
R/

FEED = mm/min.

D = DIAMETER
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2F LONG NECK END MILLS

27], FRsfn0Alsk )]

» Designed for a general performance to carbon steel, tool steel, P E TIIIEE. TR a2, T8N
alloy steel, and stainless steel . | e i iy
» Deep slotting is possible by reduced neck. > BN

» Excellent wear-resistance.

ALPHA-G

— N o p===xtat
| P \ M

L2

o

m = DATA MILL DIA. TOLERANCE(mm) SHANK DIA.
b : TNENZE (mm) TOLERANCE
=l AITIN N PLAIN |25 DIAMETER E/2 | TOLERANCE A% WEAE

~03 LT -0.015~0 he
@3 i~ -0.020~0
‘ EMCO01 Series
Unit : mm
EDP No. MILL DIAMETER | SHANK DIAMETER | LENGTH OF CUT | LENGTHBELOW SHANK | OVERALL LENGTH @ NECK DIAMETER & STOCK
BT JIEfE R tHEfE = I e I ki ==
d1 d2 L1 L2 Ls ds
EMCO01004010 0.4 4 0.6 1 45 0.37 (]
EMCO01004020 0.4 4 0.6 2 45 0.37 O
EMCO01004030 0.4 4 0.6 3 45 0.37 O
EMC01004040 0.4 4 0.6 4 45 0.37 (]
EMCO01004050 0.4 4 0.6 5 45 0.37 O
EMCO01005020 0.5 4 0.7 2 45 0.45 (]
EMCO01005030 0.5 4 0.7 3 45 0.45 O
EMCO01005040 0.5 4 0.7 4 45 0.45 [ ]
EMCO01005060 0.5 4 0.7 6 45 0.45 O
EMCO01005080 0.5 4 0.7 8 45 0.45 O
EMCO01006020 0.6 4 0.9 2 45 0.55 (]
EMCO01006030 0.6 4 0.9 3 45 0.55 O
EMCO01006040 0.6 4 0.9 4 45 0.55 O
EMCO01006060 0.6 4 0.9 6 45 0.55 O
EMCO01006080 0.6 4 0.9 8 45 0.55 (]
EMCO01006100 0.6 4 0.9 10 45 0.55 O
EMCO01007020 0.7 4 1.0 2 45 0.65 o
EMCO01007040 0.7 4 1.0 4 45 0.65 |
EMCO01007060 0.7 4 1.0 6 45 0.65 O
EMCO01007080 0.7 4 1.0 8 45 0.65 (]
EMCO01007100 0.7 4 1.0 10 45 0.65 O
RN Ttz e T i i o ] | ® : (TEmIEE

0 - EEE ke
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2F LONG NECK END MILLS

271, SREp k)]

» Designed for a general performance to carbon steel, tool steel, PR TR, TR, &2, T5H
alloy steel, and stainless steel . > T ERERR AR aE I TR,
» Deep slotting is possible by reduced neck. > ST

» Excellent wear-resistance.

ALPHA-G

. I [T e
| > M

L2

m E} = HArA MILL DIA. TOLERANCE(mm) |  SHANK DIA.
o ) TR ZE (mm) TOLERANCE
£ ATTIN | ] (VTN | 224 DAVETER ER [TOLERMNCEAE | WEAEZ

~@3 1T ~0.015~0 "
23 B~ ~0.020~0
‘ EMCO01 Series
Unit : mm
EDP No. MILL DIAMETER | SHANK DIAMETER | LENGTH OF CUT | LENGTHBELOWSHANK  OVERALL LENGTH | NECK DIAMETER | STOCK
pillg=3 TSR tA=FEE I+ Fitc 4 FfE BT
d1 d2 L1 L2 L3 ds
EMC01008020 0.8 4 1.2 2 45 0.75 [ )
EMCO01008040 0.8 4 1.2 4 45 0.75 0
EMCO01008060 0.8 4 1.2 6 45 0.75 i
EMC01008080 0.8 4 1.2 8 45 0.75 [ )
EMCO01008100 0.8 4 1.2 10 45 0.75 O
EMCO01008120 0.8 4 1.2 12 45 0.75 ]
EMCO01009060 0.9 4 1.4 6 45 0.85 ()
EMCO01009080 0.9 4 1.4 8 45 0.85 O
EMCO01009100 0.9 4 1.4 10 45 0.85 0
EMCO01009150 0.9 4 1.4 15 50 0.85 [}
EMCO01010040 1.0 4 1.5 4 45 0.95 [ )
EMCO01010050 1.0 4 1.5 5 45 0.95 i
EMCO01010060 1.0 4 1.5 6 45 0.95 ]
EMCO01010080 1.0 4 1.5 8 45 0.95 ]
EMCO01010100 1.0 4 1.5 10 45 0.95 0
EMCO01010120 1.0 4 1.5 12 45 0.95 [}
EMCO01010140 1.0 4 1.5 14 50 0.95 ()
EMCO01010160 1.0 4 1.8 16 50 0.95 ]
EMCO01010200 1.0 4 1.5 20 55 0.95 ()
BRI s Tt | oyl e sl 2 = =) [ o iTESEE

0 YEE b
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2F LONG NECK END MILLS

27], FRsfn0Alsk )]

» Designed for a general performance to carbon steel, tool steel, P E TIIIEE. TR a2, T8N
alloy steel, and stainless steel . | e i iy
» Deep slotting is possible by reduced neck. > BN

» Excellent wear-resistance.

ALPHA-G
o . dzzﬂ D:dsm im
‘ —— R

m E} = HArA MILL DIA. TOLERANCE(mm) |  SHANK DIA.
o ) TR ZE (mm) TOLERANCE
<Y ATTIN | ] (VTN | 224 DAVETER B [TOLERMNCEAE | MREAE

~03 LT -0.015~0 he
@3 #B~ -0.020~0
‘ EMCO01 Series
Unit : mm
EDP No. MILL DIAMETER | SHANK DIAMETER | LENGTH OF CUT | LENGTHBELOW SHANK ' OVERALL LENGTH @ NECK DIAMETER & STOCK
ET= JIEfE R tHEfE = I e I ki ==
d1 d2 L1 L2 Ls ds
EMCO01012040 1.2 4 1.8 4 45 1.15 [
EMCO01012060 1.2 4 1.8 6 45 1.15 O
EMCO01012080 1.2 4 1.8 8 45 1.15 O
EMC01012100 1.2 4 1.8 10 45 1.15 o
EMCO01012120 1.2 4 1.8 12 45 1.15 O
EMC01012160 1.2 4 1.8 16 50 1.15 (]
EMC01014060 1.4 4 2.1 6 45 1.35 o
EMCO01014080 1.4 4 2.1 8 45 185 |
EMCO01014100 1.4 4 2.1 10 45 1.35 O
EMC01014120 1.4 4 2.1 12 45 1.35 O
EMC01014140 1.4 4 2.1 14 50 1.35 o
EMCO01014160 1.4 4 2.1 16 50 1.35 O
EMC01014220 1.4 4 2.1 22 55 1.35 o
EMCO01015060 1.5 4 2.3 6 45 1.45 (]
EMCO01015080 1.5 4 2.3 8 45 1.45 O
EMCO01015100 1.5 4 2.3 10 45 1.45 O
EMC01015120 1.5 4 2.3 12 45 1.45 O
EMC01015140 1.5 4 2.3 14 50 1.45 [ )
EMCO01015160 1.5 4 2.3 16 50 1.45 O
EMC01015180 1.5 4 2.3 18 55 1.45 (]
EMC01015200 1.5 4 2.3 20 55 1.45 O
EMCO01016060 1.6 4 2.4 6 45 1.55 (]
EMCO01016080 1.6 4 2.4 8 45 1.55 O
EMCO01016100 1.6 4 2.4 10 45 1.55 O
EMCO01016120 1.6 4 2.4 12 45 1.55 O
EMCO01016140 1.6 4 2.4 14 50 1.55 (]
EMCO01016160 1.6 4 2.4 16 50 1.55 O
EMC01016180 1.6 4 2.4 18 55 1.55 o
EMCO01016200 1.6 4 2.4 20 55 1.55 O
EMCO01016260 1.6 4 2.4 26 60 1.55 (]
RN s Ttz e T i i o ] | ®  (TEmIEE

0 - yiaEER

http://www.qyg1.com E-mail:qyg@gqyg1.com Tel:+86-532-85197366 21



2F LONG NECK END MILLS

271, SREp k)]

» Designed for a general performance to carbon steel, tool steel,
alloy steel, and stainless steel .

>R TITHN, TER, 520, 73R
> BB FEREfFEMacas I TR,

» Deep slotting is possible by reduced neck. > ST
» Excellent wear-resistance.
ALPHA-G
__ ds
- e AIE5 “L| [t
% L1
‘l ‘ L2 L_’
L3
m E} = ™| paTA MILL DIA. TOLERANCE(mm) |  SHANK DIA.
b : TEAZE (mm) TOLERANCE
30 AITIN | [ o VY | P-24 DAVETER &% |TOLERCEAZ | MWEAE
~@3 T -0015~0 o
@3 B~ -0.020~0
‘ EMCO01 Series
Unit : mm
EDP No. MILL DIAMETER | SHANK DIAMETER | LENGTH OF CUT | LENGTHBELOW SHANK OVERALL LENGTH | NECK DIAMETER & STOCK
ey JEfEE tAREFEE Pikis IS i iz EF
d1 d2 L1 L2 L3 ds
EMCO01018060 1.8 4 2.7 B 45 1.75 )
EMC01018080 1.8 4 2.7 8 45 1.75 O
EMCO01018100 1.8 4 2.7 10 45 1.75 O
EMCO01018120 1.8 4 2.7 12 45 1.75 )
EMCO01018140 1.8 4 2.7 14 50 1.75 [
EMCO01018160 1.8 4 2.7 16 50 1.75 O
EMCO01018180 1.8 4 2.7 18 55 1.75 Y
EMCO01018200 1.8 4 2.7 20 55 1.75 O
EMCO01018260 1.8 4 2.7 26 65 1.75 [
EMCO01020060 2.0 4 3.0 B 45 1.95 [}
EMCO01020080 2.0 4 3.0 8 45 1.95 O
EMCO01020100 2.0 4 3.0 10 45 1.95 O
EMC01020120 2.0 4 3.0 12 45 1.95 O
EMCO01020140 2.0 4 3.0 14 50 1.95 Y
EMCO01020160 2.0 4 3.0 16 50 1.95 O
EMCO01020180 2.0 4 3.0 18 55 1.95 ()
EMC01020200 2.0 4 3.0 20 55 1.95 |
EMC01020220 2.0 4 3.0 22 60 1.95 o
EMCO01020260 2.0 4 3.0 26 60 1.95 O
EMCO01020300 2.0 4 3.0 30 70 1.95 ()
EMCO01025080 2.5 4 3.7 8 45 2.4 Y
EMCO01025100 2.5 4 3.7 10 45 2.4 O
EMC01025120 2.5 4 3.7 12 45 2.4 O
EMC01025140 2.5 4 3.7 14 50 2.4 ()
EMCO01025160 2.5 4 3.7 16 55 2.4 )
EMC01025180 2.5 4 3.7 18 55 2.4 O
EMC01025200 2.5 4 3.7 20 60 2.4 [
EMC01025260 2.5 4 3.7 26 70 2.4 )
EMCO01025300 2.5 4 3.7 30 80 2.4 [

R i = e B Bl s il = 2

22 Tel:+86-532-85197366
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2F LONG NECK END MILLS

27], FRsfn0Alsk )]

» Designed for a general performance to carbon steel, tool steel, P E TIIIEE. TR a2, T8N
alloy steel, and stainless steel . | e i iy
» Deep slotting is possible by reduced neck. > BN

» Excellent wear-resistance.

ALPHA-G
= : I ol | m—h
— ﬁ gl L ‘ . )

m E} = HArA MILL DIA. TOLERANCE(mm) |  SHANK DIA.
o ) TR ZE (mm) TOLERANCE
<Y ATTIN | ] (VTN | 224 DAVETER B [TOLERMNCEAE | MREAE

~@3 1T -0.015~0 "
@3 5~ -0.020~0
‘ EMCO1 Series
Unit : mm
EDP No. MILL DIAMETER @ SHANK DIAMETER | LENGTH OF CUT | LENGTHBELOW SHANK OVERALL LENGTH | NECK DIAMETER | STOCK
Fille=3 JEkEE IHEEEE I+ Fte i FiE EF
d1 d2 L1 L2 L3 d3
EMCO01030080 3.0 6 4.5 8 45 2.85 ®
EMCO01030100 3.0 6 4.5 10 45 2.85 O
EMCO01030120 3.0 6 4.5 12 50 2.85 Y
EMCO01030140 3.0 6 4.5 14 50 2.85 O
EMC01030160 3.0 6 45 16 55 2.85 °
EMCO01030180 3.0 6 4.5 18 55 2.85 O
EMCO01030200 3.0 6 4.5 20 60 2.85 Y
EMCO01030260 3.0 6 45 26 70 2.85 ®
EMC01030300 3.0 B 45 30 70 2.85 O
EMCO01030360 3.0 6 4.5 36 80 2.85 Y
EMCO01030400 3.0 6 4.5 40 90 2.85 Y
EMC01040100 4.0 6 6.0 10 50 3.85 ®
EMCO01040120 4.0 6 6.0 12 50 3.85 O
EMCO01040160 4.0 6 6.0 16 60 3.85 Y
EMCO01040200 4.0 6 6.0 20 60 3.85 O
EMCO01040260 4.0 6 6.0 26 70 3.85 Y
EMCO01040300 4.0 6 6.0 30 70 3.85 O
EMCO01040360 4.0 6 6.0 36 80 3.85 °
EMC01040400 4.0 6 6.0 40 90 3.85 ®
EMCO01040460 4.0 6 6.0 46 90 3.85 O
EMCO01040500 4.0 6 6.0 50 100 3.85 Y
EMC01050160 5.0 6 7.5 16 60 4.85 ®
EMCO01050200 5.0 6 7.5 20 60 4.85 O
EMCO01050260 5.0 6 7.5 26 70 4.85 Y
EMCO01050300 5.0 6 7.5 30 80 4.85 Y
EMCO01050360 5.0 6 7.5 36 80 4.85 O
EMCO01050400 5.0 6 7.5 40 80 4.85 O
EMCO01050500 5.0 6 7.5 50 110 4.85 Y
EMCO01060200 6.0 6 9.0 20 80 5.85 ®
EMCO01060300 6.0 6 9.0 30 90 5.85 Y
EMCO01060400 6.0 6 9.0 40 100 5.85 Y
EMCO01060500 6.0 6 9.0 50 110 5.85 ®
BRI e T o2 eyl e il 2 ol 9 ® : RS

O« iaEkap
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2F LONG NECK

27, sRaph0tcil

9 EMCO1 series

NON-ALLOYED STEELS
ALLOY STEELS
CAST IRON

ALLOY STEELS
HEAT RESISTANT STEELS

MATERIAL

HARDENED STEELS

%53} EEEH, 52, B SE4H, M tE{t.4H

HARDNESS ~HRc 30 HRc 30 ~ HRc 45 HRc 45 ~ HRc 55

STRENGTH ~ 1000N/mm? 1000N/mm? ~ 1500N/mm? 1500N/mm? ~ 2000N/mm?

DIAMETER RPM FEED Ae (mm) RPM FEED Ae (mm) RPM FEED Ae (mm)
0.4 | 29700~37800 | 200~440 | 0.007~0.018 | 21600~27000 90~340 | 0.007~0.018 | 13500~16200| 30~90 | 0.004~0.008
0.5 | 29700~37800 | 200~440 | 0.009~0.022 21600~27000 90~340 | 0.009~0.022 | 13500~16200| 30~90 | 0.004~0.009
0.6 29700~37800 | 250~570 | 0.011~0.026 | 21600~27000 | 110~440 | 0.011~0.026 | 13500~16200 | 40~110 | 0.005~0.011
0.7 | 29700~37800 | 250~570 | 0.012~0.031 ' 21600~27000 110~440 | 0.012~0.031 | 13500~16200 | 40~110 | 0.006~0.013
0.8 | 25650~33300 | 280~630 | 0.014~0.035 | 18450~23400  120~480 | 0.014~0.035 | 11700~13950 | 45~130 | 0.007~0.015
0.9 | 23400~29700 | 280~720 | 0.030~0.060 | 17100~21600  160~540 | 0.030~0.060 | 10350~12150 | 50~130 & 0.008~0.016

1 21600~27000 | 280~810 ' 0.045~0.090 | 14850~18900 | 190~590 ' 0.045~0.090 | 9450~12150 | 70~130 | 0.009~0.018
1.2 | 17550~21600  280~890 0.055~0.100 |12600~15300  190~590 0.055~0.100 @ 8100~9900 | 70~130 | 0.010~0.022
1.4 | 15300~18900  280~890 | 0.062~0.125 |10800~13500  190~590 0.062~0.125 @ 6750~8550 | 70~130 | 0.012~0.025
1.5 | 13950~18000 280~890  0.070~0.135 | 9900~13050 | 190~590 0.070~0.135 @ 6300~7650 | 70~130 | 0.014~0.028
1.6 | 13500~17100 280~890 | 0.075~0.145 | 9900~12150 | 190~590  0.075~0.145 @ 5850~7650 | 70~130 | 0.015~0.030
1.8 | 12600~16200  280~890 0.080~0.160 | 9000~10800 | 190~590 0.080~0.160 @ 5400~6750 | 70~130 | 0.016~0.032

2 11250~13950 | 280~890 | 0.090~0.180 | 8100~9900 |190~590 0.090~0.180 | 4950~6300 | 70~130 | 0.018~0.035
2.5 9000~11700 | 280~890 | 0.112~0.235 | 6300~8100 ' 190~590  0.112~0.235 A 4050~4950 | 70~130 | 0.022~0.045

3 7650~9450 |280~890 0.135~0.270 | 5400~6750 | 190~590 0.135~0.270 | 3150~4050 @ 70~130 | 0.028~0.055

4 5850~7200 | 280~890 0.180~0.360 | 4050~4950 | 190~590 0.180~0.360 | 2430~3150 & 70~130 | 0.036~0.072

B 4500~5850 | 280~890 | 0.225~0.450 & 3150~4050 | 190~590  0.225~0.450 @ 1980~2520 | 70~130 | 0.045~0.080

6 40500~4950 |280~890  0.270~0.540 | 2700~3600 | 190~590 0.270~0.540 | 1800~2700 | 70~130 | 0.054~0.108

(Depth of Cut per one pass) Ae %

RPM = REVOLUTION PER MIN.
iR/
FEED = mm/min.
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2F LONG NECK BALL END MILLS

271, FRapIrRIEE kT

» Designed for a general performance to carbon steel, tool steel,
alloy steel, and stainless steel .

» Deep slotting is possible by reduced neck.
» Excellent wear-resistance.

> Bt A TIITa, TAH, 5548, THN
> e TEREF ARGl L IRE,
> S,

ALPHA-G
R :
S — S| ————
{ ‘ ‘ L2 *LH*
‘ L3
& (e[ = oama T |
30° AN +0.010 N ZW[l| p-30 R NE (,(“l:)m) RENE
+0010 he
‘ EMCO2 Series
Unit : mm
EDP No. RADIUS OF BALLNOSE ' MILL DIAMETER SHANK DIAMETER LENGTH OF CUT LENGTHBELOW SHANK OVERALL LENGTH | NECK DIAMETER | STOCK
HE HaL iz JIafE = HEfEE I e Eaniy iz j==c2
R di d2 L1 L2 L3 ds
EMC02004005 RO.2 0.4 4 0.4 0.5 45 0.37 °
EMC02004010 RO.2 0.4 4 0.4 1 45 0.37 0
EMC02004015 RO.2 0.4 4 0.4 15 a5 0.37 0
EMC02004020 RO.2 0.4 a 0.4 2 45 0.37 °
EMC02004030 RO.2 0.4 4 0.4 3 a5 0.37 O
EMC02004040 RO.2 0.4 4 0.4 4 a5 0.37 0
EMC02004050 RO.2 0.4 4 0.4 5 a5 0.37 0
EMC02005010 RO.25 05 4 0.5 1 a5 0.45 °
EMC02005020 RO.25 0.5 4 0.5 2 45 0.45 O
EMC02005030 RO.25 0.5 4 0.5 3 a5 0.45 0
EMCO02005040 RO.25 0.5 a 0.5 4 a5 0.45 0
EMC02005050 RO.25 05 4 05 5 a5 0.45 °
EMC02005060 RO.25 0.5 4 0.5 6 45 0.45 0
EMC02005080 RO.25 05 a4 0.5 8 a5 0.45 0
EMC02006010 RO.3 0.6 4 0.6 1 a5 0.55 °
EMC02006020 RO.3 0.6 4 0.6 2 45 0.55 0
EMCO02006030 RO.3 0.6 a4 0.6 3 45 0.55 0
EMC02006040 RO.3 0.6 4 0.6 4 a5 0.55 °
EMCO02006050 RO.3 0.6 4 0.6 5 45 0.55 O
EMCO02006060 RO.3 0.6 4 0.6 6 45 0.55 0
EMCO02006080 RO.3 0.6 a4 0.6 8 a5 0.55 0
EMC02006100 RO.3 0.6 4 0.6 10 45 0.55 O
R T s e I [ =l | o iTRSEE
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2F LONG NECK BALL END MILLS

27, hafnirAn k]

» Designed for a general performance to carbon steel, tool steel, >t Tl I, TEH. sS40, FFH
alloy steel, and stainless steel . | ey i e |
» Deep slotting is possible by reduced neck. > SHEEE.

» Excellent wear-resistance.

ALPHA-G

0

e
B

—— =

‘Lz

i

I
|
L3

? é = E ™| pATA RADIUS SHANK DIA.
i TOLERANCE TOLERANCE
30° A +0.010] IS | PLAIN [ %@;(ﬁ;;"’ L

+0.010 h6
‘ EMCO02 Series
Unit : mm
EDP No. RADIUS OF BALLNOSE | MILL DIAMETER |SHANK DIAMETER LENGTH OF CUT LENGTH BELOW SHANK OVERALL LENGTH | NECK DIAMETER | STOCK
BT Ha$ g JIEfE R tHEfE = I e K anin E e ==
R d1 d2 L1 L2 L3 ds
EMCO02008020 RO.4 0.8 4 0.8 2 45 0.75 o
EMC02008040 RO.4 0.8 4 0.8 4 45 0.75 O
EMCO02008060 RO.4 0.8 4 0.8 6 45 0.75 O
EMCO02008080 RO.4 0.8 4 0.8 8 45 0.75 o
EMCO02008100 RO.4 0.8 4 0.8 10 45 0.75 O
EMCO02010030 RO.5 1 4 1.0 3 45 0.95 o
EMC02010040 RO.5 1 4 1.0 4 45 0.85 O
EMCO02010050 RO.5 1 4 1.0 5 45 0.95 O
EMCO02010060 RO.5 1 4 1.0 6 45 0.95 O
EMC02010070 RO.5 1 4 1.0 7 45 0.95 O
EMC02010080 RO.5 1 4 1.0 8 45 0.85 o
EMCO02010100 RO.5 1 4 1.0 10 45 0.95 O
EMC02010120 RO.5 1 4 1.0 12 45 0.95 O
EMC02010140 RO.5 1 4 1.0 14 50 0.95 O
EMCO02010160 RO.5 1 4 1.0 16 50 0.95 o
EMC02010200 RO.5 1 4 1.0 20 55 0.95 o
R i aer |2 3 e Gl il e a2 | ®  ITERTEE

D : fieelkap

26 Tel:+86-532-85197366 E-mail:qyg@aqyg1.com http://www.qyg1.com



2F LONG NECK BALL END MILLS

271, FRapIrRIEE kT

» Designed for a general performance to carbon steel, tool steel,
alloy steel, and stainless steel .

» Deep slotting is possible by reduced neck.
» Excellent wear-resistance.

> Bt A TIITa, TAH, 5548, THN
> e TEREF ARGl L IRE,
> S,

ALPHA-G
R n
L r—— Tl i
\ : ‘ ‘ L J'—i‘k
‘ L3
& (e[ = oama T |
30° AN +0.010 N ZW[l| p-30 R NE (r(“r:)m) RENE
+0010 he
‘ EMCO2 Series
Unit : mm
EDP No. RADIUS OF BALLNOSE ' MILL DIAMETER SHANK DIAMETER LENGTH OF CUT LENGTHBELOW SHANK OVERALL LENGTH | NECK DIAMETER | STOCK
HE B ig JefER  AEfEE I e Eaniy iz B
R di d2 L1 L2 L3 ds
EMC02012040 RO.6 1.2 a = 4 a5 1.15 °
EMC02012060 RO.6 1.2 4 1.2 6 45 1.15 0
EMC02012080 RO.6 1.2 4 1.2 8 45 1.15 0
EMC02012100 RO.6 1.2 a4 1.8 10 a5 1.15 °
EMC02012120 RO.6 1.2 4 1.2 12 a5 1.15 O
EMC02014080 RO.7 1.4 4 1.4 8 45 1.35 °
EMC02014120 RO.7 1.4 a4 1.4 12 a5 1.35 0
EMC02014160 RO.7 1.4 a 1.4 16 50 1.35 °
EMC02015040 RO.75 15 4 15 4 45 1.45 °
EMC02015060 RO.75 15 4 15 6 a5 1.45 0
EMC02015080 RO.75 1.5 a 1.5 8 a5 1.45 0
EMC02015100 RO.75 15 4 15 10 a5 1.45 O
EMC02015120 RO.75 15 4 15 12 a5 1.45 0
EMC02015140 RO.75 1.5 a4 15 14 50 1.45 °
EMC02015160 RO.75 1.5 a 15 16 50 1.45 O
EMC02015200 RO.75 15 4 15 20 55 1.45 °
EMC02016080 RO.8 1.6 4 1.6 8 a5 1.55 °
EMC02016120 RO.8 1.6 a 1.6 E a5 1.55 0
EMC02016160 RO.8 1.6 4 16 16 50 1.55 °
EMC02016200 RO.8 1.6 4 1.6 20 55 1.55 °
EMC02018080 RO.9 1.8 a 1.8 8 a5 1.75 °
EMC02018120 RO.9 1.8 a 1.8 = a5 1.75 O
EMC02018160 RO.9 1.8 4 1.8 16 50 1.75 °
EMC02018200 RO.9 1.8 4 1.8 20 55 1.75 °
EMC02020040 R1.0 2 a4 2.0 4 a5 1.95 °
EMC02020060 R1.0 2 4 2.0 6 a5 1.95 O
EMC02020080 R1.0 2 4 2.0 8 45 1.95 0
EMC02020100 R1.0 2 a4 2.0 10 a5 1.95 0
EMC02020120 R1.0 2 4 2.0 12 50 1.95 °
EMC02020140 R1.0 2 4 2.0 14 50 1.95 0
EMC02020160 R1.0 2 a4 2.0 16 50 1.95 0
EMC02020180 R1.0 2 a 2.0 18 55 1.95 °
EMC02020200 R1.0 2 4 2.0 20 55 1.95 O
EMC02020220 R1.0 2 4 2.0 22 60 1.95 °
EMC02020260 R1.0 2 a4 2.0 26 70 1.95 0
EMC02020300 R1.0 2 4 2.0 30 70 1.95 °

http://www.qyg1.com
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2F LONG NECK BALL END MILLS

27, hafnirAn k]

» Designed for a general performance to carbon steel, tool steel, >3RI, TEH, 28, TE#
alloy steel, and stainless steel . > T ERERR AR aE I TR,
» Deep slotting is possible by reduced neck. > SHEEE.

» Excellent wear-resistance.

ALPHA-G
( < ol | Dz:@’f
- —— "/ ‘ JuCs
L3

?« é = 6 E | paTA RADIUS SHANK DIA.
- TOLERANCE TOLERANCE
30° AW +0.010] IS [ PLAIN JREN LA o) WEAE

+ 0,010 h6
‘ EMCO02 Series
Unit : mm
EDP No. RADIUS OF BALLNOSE| MILL DIAMETER |SHANK DIAMETER| LENGTH OF CUT |LENGTH BELOW SHANK OVERALL LENGTH | NECK DIAMETER | STOCK
pilli= e S JErE tA=FEE I+ it =4 FWiE EF
R d1 d2 L1 L2 L3 d3

EMC02025080 R1.25 2.5 6 25 8 50 0.4 PS
EMC02025100 R1.25 2.5 B 2.5 10 50 2.4 0
EMC02025160 R1.25 2.5 6 2.5 16 55 2.4 °
EMC02025200 R1.25 2.5 6 25 20 60 2.4 °
EMC02030080 R1.5 3 6 3.0 8 50 2.85 °
EMC02030100 R1.5 3 B 3.0 10 50 2.85 °
EMC02030120 R1.5 3 6 3.0 12 50 2.85 0O
EMC02030140 R1.5 3 6 3.0 14 55 2.85 Y
EMCO02030160 R1.5 3 6 3.0 16 55 2.85 0
EMCO02030180 R1.5 3 B 3.0 18 80 2.85 °
EMC02030200 R1.5 3 6 3.0 20 80 2.85 0O
EMCO02030260 R1.5 3 B 3.0 26 70 2.85 o
EMCO02030300 R1.5 3 B 3.0 30 70 2.85 0
EMCO02030360 R1.5 3 6 3.0 36 80 2.85 °
EMC02040100 R2.0 4 6 4.0 10 60 3.85 °
EMC02040120 R2.0 4 6 4.0 12 B0 3.85 0
EMC02040160 R2.0 4 6 40 16 80 3.85 0O
EMC02040200 R2.0 4 6 4.0 20 65 3.85 Y
EMC02040260 R2.0 4 6 4.0 26 70 3.85 o
EMC02040300 R2.0 4 B 4.0 30 70 3.85 0O
EMCO02040360 R2.0 4 6 40 36 80 3.85 °
EMC02040400 R2.0 4 6 4.0 40 90 3.85 Y
EMCO02040460 R2.0 4 6 4.0 46 a0 3.85 0
EMC02040500 R2.0 4 B 40 50 100 3.85 °

e _HR PR AR E R I EDD . o  ITESEE

0 EEEL
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2F LONG NECK BALL END MILLS

271, FRapIrRIEE kT

» Designed for a general performance to carbon steel, tool steel, P E TIIIEE. TR a2, T8N
alloy steel, and stainless steel . > BT RREriymaE I TR,
» Deep slotting is possible by reduced neck. > SHE,

» Excellent wear-resistance.

ALPHA-G

R
- dzi:l = ﬁji_m

L3

a} é _=—| 6 E | paTA RADIUS SHANK DIA.
- TOLERANCE TOLERANCE
30° AW+ 0.010] IS [ PLAIN JREY LR o) WEAE

+0.010 h6
‘ EMCO02 Series
Unit : mm
EDP No. RADIUS OF BALLNOSE | MILL DIAMETER |SHANK DIAMETER LENGTH OF CUT LENGTH BELOW SHANK OVERALL LENGTH NECK DIAMETER | STOCK
HE HaL iz JIEfEE tHEfE = I e Eaniy FiE j==c2
R d1 d2 L1 L2 L3 ds
EMCO02050160 R2.5 5 6 5.0 16 60 4.85 o
EMC02050200 R2.5 5 6 5.0 20 60 4.85 O
EMC02050260 R2.5 5 6 5.0 26 70 4.85 ®
EMCO02050300 R2.5 3 6 5.0 30 80 4.85 o
EMC02050360 R2.5 5) 6 50 36 80 4.85 O
EMC02060200 R3.0 6 6 6.0 20 80 5.85 O
EMC02060300 R3.0 6 6 6.0 30 90 5.85 o
EMC02060400 R3.0 6 6 6.0 40 100 5.85 o
EMC02060500 R3.0 6 6 6.0 50 110 5.85 o
s B e AR R IR T ® inEmEE

O : ek
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2F LONG NECK BALL

23], FiEPhIREELe ]
9 EMCO2 series

MATERIAL NONA?&E??:{%%EELS T e e B HARDENED STEELS
1 EEsH, 5540, 55 S, TR R4

HARDNESS ~HRc 30 HRc 30 ~ HRc 45 HRc 45 ~ HRc 55

STRENGTH ~ 1000N/mm? 1000N/mm? ~ 1500N/mm: 1500N/mme ~ 2000N/mm?

DIAMETER RPM FEED Ae (mm) RPM FEED Ae (mm) RPM FEED Ae (mm)
R0O.2 | 29700~37800 | 180~490 0.018~0.036 | 21600~27000| 90~270 | 0.018~0.036 | 13500~17100 | 90~180 | 0.004~0.007
R0.25 29700~37800 | 180~490  0.023~0.045 | 21600~27000 | 90~270 | 0.023~0.045 | 13500~17100 90~180 | 0.005~0.009
R0O.3 29700~37800 | 225~630 | 0.027~0.054 | 21600~27000 | 110~350 | 0.027~0.054 | 13500~17100 | 110~225 | 0.005~0.011
R0.4 | 29700~37800 | 225~630 0.036~0.072 ' 21600~27000 | 110~350  0.036~0.072 | 13500~17100 | 110~225 @ 0.007~0.014
R0O.5 | 27000~34200 | 250~690 | 0.045~0.090 | 19800~24300 | 130~390 | 0.045~0.090 | 12150~15750  130~250 | 0.009~0.018
R0.6 | 22500~28800 250~770  0.055~0.100 | 16200~20700 | 130~390 | 0.055~0.100 | 10350~13050  130~250 | 0.010~0.022
RO.7 19800~24300  250~770  0.062~0.125 | 14400~17100 | 130~390 | 0.062~0.125 | 9000~11250 | 130~250 | 0.012~0.025
R0O.75 @ 1800~22500 | 250~770 0.070~0.135 | 13050~16650 | 130~390 | 0.070~0.135 | 8550~10350 | 130~250 | 0.014~0.028
R0.8 | 17100~22500 | 250~770 | 0.075~0.145 | 12600~15750 | 130~390 | 0.075~0.145 | 8100~9900 | 130~250 | 0.015~0.030
R0O.9 | 16200~20700 250~770  0.080~0.160 | 11250~14400 | 130~390 | 0.080~0.160 | 7200~9000 | 130~250 | 0.016~0.032
R1 14400~18000 | 250~770 | 0.090~0.180 | 10350~13050 | 130~390 | 0.090~0.180 | 6750~8100 | 130~250  0.018~0.035
R1.5 9900~12600 250~770| 0.135~0.270 | 6750~8550 |130~390 0.135~0.270 @ 4500~5400 | 130~250 | 0.028~0.055
R2 8100~10800 | 250~770| 0.180~0.360 | 5490~7380 |130~390 0.180~0.360 | 3600~4500 | 130~250 | 0.035~0.070
R2.5 6300~8100 |250~770 0.225~0.450 @ 4500~5850 |130~390 0.225~0.450 | 2930~3690 |130~250 0.044~0.088
R 3 5400~7200 |250~770| 0.270~0.540 | 3600~4950 |130~390 | 0.270~0.540 | 2250~3150 | 130~250 | 0.053~0.105

(Depth of Cut per one pass) Ae J;
I

30 Tel:+86-532-85197366
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RPM = REVOLUTION PER MIN.

R/ 54

FEED = mm/min.
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2F CORNER RADIUS END MILLS

27), Bl A

» Designed for a general performance to carbon steel, tool steel, P E TIIIEE. TR a2, T8N
alloy steel, and stainless steel . > SHEEH
» Excellent wear resistance. » A B T By L BT S B BE 7
» Corner radius against chipping in high speed machining. > ESFEEIT, SRR TR
béppltijq?ggn in high speed machining, coolant and drys Cutting
ondition.

ALPHA-G

E} t) = P—l E | paTA MILL DIA. SHANK DIA.
- TOLERANCE TOLERANCE
30° AITiN | |+ 0:020| [ 5S4 [EWATR | P-32 o o
0

| EMCO03 Series

- 0030 =

Unit : mm
EDP No. CORNERRADIUS = MILLDIAMETER | SHANKDIAMETER = LENGTHOFCUT | OVERALL LENGTH STOCK
pilleey IS JIEREE iREFE R T+ 2t ==
EMCO0303002 RO.2 3.0 6 10 70 O
EMCO0303003 RO.3 3.0 6 10 70 O
EMCO0303005 RO.5 3.0 6 10 70 o
EMCO0304002 RO.2 4.0 6 12 70 O
EMCO0304003 R0O.3 4.0 6 12 70 O
EMCO0304005 RO.5 4.0 6 12 70 o
EMCO304010 R1.0 4.0 6 12 70 ()
EMCO305002 RO.2 5.0 6 15 80 O
EMCO0305003 RO.3 5.0 6 15 80 O
EMCO305005 RO.5 5.0 6 15 80 ()
EMCO305010 R1.0 5.0 6 15 80 ()
EMCO0306002 RO.2 6.0 6 15 90 O
EMCO0306003 RO.3 6.0 6 15 90 O
EMCO306005 RO.5 6.0 6 15 90 ()
EMCO0306010 R1.0 6.0 6 15 90 o
EMCO0308003 RO.3 8.0 8 20 100 O
EMCO308005 RO.5 8.0 8 20 100 ()
EMCO308010 R1.0 8.0 8 20 100 ()
EMCO0308015 R1.5 8.0 8 20 100 o
EMCO0308020 R2.0 8.0 8 20 100 ()
EMCO0310003 RO.3 10.0 10 25 100 O
EMCO0310005 RO.5 10.0 10 25 100 o
EMCO0310010 R1.0 10.0 10 25 100 o
EMCO0310015 R1.5 10.0 10 25 100 ()
EMCO0310020 R2.0 10.0 10 25 100 o
EMCO0310025 R2.5 10.0 10 25 100 o
EMC0312003 RO.3 12.0 12 30 110 O
EMCO0312005 RO.5 12.0 12 30 110 ()
EMCO0312010 R1.0 12.0 12 30 110 o
EMCO0312015 R1.5 12.0 12 30 110 ()
EMC0312020 R2.0 12.0 12 30 110 ()
EMCO0312025 R2.5 12.0 12 30 110 o
EMCO0312030 R3.0 12.0 12 30 110 9
e R RS R R S IR T o iTESEE

O ek
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2F CORNER RADIUS

277, Bl FeeT]

9 EMCO3 series 0
0, A 0, D 0
A RIA 0 A A D D
AST IRO
4 EEEH, 520, B S, TR .
HARDNESS ~HRc 30 HRc 30 ~ HRc 45 HRc 45 ~ HRc 55
STRENGTH ~ 1000N/mm? 1000N/mm? ~ 1500N/mm? 1500N/mm? ~ 2000N/mm?
DIAMETER RPM FEED RPM FEED RPM FEED
3 6255 140 4050 70 2970 50
4 5040 180 3240 90 2430 50
5 4320 290 0745 100 2115 70
6 3735 260 2385 130 1845 80
8 2835 190 1800 130 1440 80
10 1935 225 1530 130 1125 80
12 1820 180 1350 120 945 70
16 1620 190 990 90 670 50
20 1170 140 770 60 560 40
1.0D
0.3D 7

RPM = REVOLUTION PER MIN.
iR/ 5

FEED = mm/min.
9 EMCO3 series )
0, A 0, D 0
ATERIA 0 AT D A ARD D
A RO
15 JEEE5, 525, 55 S5, MR Tt
HARDNESS ~HRc 30 HRc 30 ~ HRc 45 HRc 45 ~ HRc 55
STRENGTH ~ 1000N/mm? 1000N/mm? ~ 1500N/mm? 1500N/mm? ~ 2000N/mm?
DIAMETER RPM FEED RPM FEED RPM FEED
3 6255 180 4050 135 2970 90
4 5040 220 3240 150 2430 95
5 4320 225 2745 190 2115 110
6 3735 225 2385 190 1845 110
8 2835 240 1800 190 1440 110
10 1935 240 1530 190 1125 110
12 1620 190 1350 170 945 95
16 1620 170 9390 125 760 80
20 1170 120 770 95 560 60
7
2.0D E'ODI
171,0.05D 0.02D

32 Tel:+86-532-85197366

E-mail:qyg@qyg1.com

RPM = REVOLUTION PER MIN.
iR/
FEED = mm/min.
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4F CORNER RADIUS END MILLS

47), B

» Designed for a general performance to carbon steel, tool steel, P E TIIIEE. TR a2, T8N
alloy steel, and stainless steel . > SHEEH

» Excellent wear resistance. » AN OE B BT EE A

» 4 flute allows for better work piece finishes. > 2 T i L T S B R )

» Corner radius against chipping in high speed machining. > EESTFEENT, SR bRt

>égﬂllij<;,§(t)ign in high speed machining, coolant and drys Cutting

ALPHA-G

/R
=S =

E} a = P—l E E DATA MILL DIA. SHANK DIA.
i TOLERANCE TOLERANCE
30° AITIN | |+0.020| | P | p-34 DLERANCE(mm) e
0

‘ EMCO04 Series

- 0030 =

Unit : mm
EDP No. CORNER RADIUS MILL DIAMETER SHANK DIAMETER LENGTH OF CUT OVERALL LENGTH STOCK
pidloy BRI JIEfEE HEfEiE T iy =3
EMC0403002 RO.2 3.0 6 10 70 O
EMCO0403003 RO.3 3.0 6 10 70 |
EMCO0403005 RO.5 3.0 6 10 70 ()
EMC0404002 RO.2 4.0 6 12 70 O
EMCO0404003 RO.3 4.0 6 12 70 |
EMCO0404005 RO.5 4.0 6 12 70 ()
EMC0404010 R1.0 4.0 6 12 70 ()
EMC0405002 RO.2 5.0 6 15 80 O
EMCO0405003 RO.3 5.0 6 15 80 ]
EMCO0405005 RO.5 5.0 6 15 80 ()
EMC0405010 R1.0 5.0 6 15 80 ()
EMCO0406002 RO.2 6.0 6 15 90 |
EMCO0406003 RO.3 6.0 6 15 90 O
EMCO0406005 RO.5 6.0 6 15 90 ()
EMCO0406010 R1.0 6.0 6 15 90 o
EMCO0408003 RO.3 8.0 8 20 100 O
EMCO0408005 RO.5 8.0 8 20 100 ()
EMCO0408010 R1.0 8.0 8 20 100 ()
EMCO0408015 R1.5 8.0 8 20 100 o
EMCO0408020 R2.0 8.0 8 20 100 ()
EMC0410003 RO.3 10.0 10 25 100 O
EMCO0410005 RO.5 10.0 10 25 100 o
EMCO0410010 R1.0 10.0 10 25 100 o
EMC0410015 R1.5 10.0 10 25 100 ()
EMC0410020 R2.0 10.0 10 25 100 ()
EMCO0410025 R2.5 10.0 10 25 100 o
EMC0412005 RO.5 12.0 12 30 110 ()
EMC0412010 R1.0 12.0 12 30 110 ()
EMCO0412015 R1.5 12.0 12 30 110 o
EMC0412020 R2.0 12.0 12 30 110 o
EMC0412025 R2.5 12.0 12 30 110 ()
EMC0412030 R3.0 12.0 12 30 110 o
PSS TR R s T o IREREE

0 ¢ e
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4F CORNER RADIUS

4771, [F et
9 EMCO4 series

IFE=EH, SEW, &5

S, M

ARD D

1 BB
HARDNESS ~HRc 30 HRc 30 ~ HRc 45 HRc 45 ~ HRc 55
STRENGTH ~ 1000N/mm? 1000N/mm? ~ 1500N/mm? 1500N/mmz ~ 2000N/mm?
DIAMETER RPM FEED RPM FEED RPM FEED
3 6255 180 4050 135 2970 90
4 5040 220 3240 150 2430 95
5 4320 225 2745 190 2115 110
6 3735 225 2385 190 1845 110
8 2835 240 1800 190 1440 110
10 1935 240 1530 190 1125 110
12 1620 190 1350 170 945 95
16 1620 170 990 130 760 80
20 1170 120 770 95 560 60
Q.ODI 2.0D
0.05D - 0.02D

34 Tel:+86-532-85197366
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RPM = REVOLUTION PER MIN.
R/ 4
FEED = mm/min.
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ALPHA-PLUS INDEX

27], #EFEEHTET], SREPAEBHIELET]

‘ 2 FLUTE, EXTENDED NECK 37
23], FRERAE{EET]

E 4 FLUTE, EXTENDED NECK 39
437], FRERAE{EEET]

’ 2 FLUTE, SHORT LENGTH, BALL NOSE 41
27), 558, BT

— 2 FLUTE, STUB CUT LENGTH, BALL NOSE WITH EXTENDED NECK .,




2 FLUTE, EXTENDED NECK

237], SHEpIE(E

» Designed to machine high hardened materials. P T StEE et
» Suitable for dry cutting, high speed cutting thanks to P EFTFEANE], =iEME, e s SR,
newly developed raw-material and new coating. > i THERER G
» Excellent workpiece finishes. > BB TERERHMAEERE Il TIRE.
» Deep slotting is possible by reduced neck. > iR BT
» Superior wear-resistance.
ALPHA-PLUS
. B ds B
——a " S
‘ L2 Lﬁ'
L3

M = DATA MILL DIA. TOLERANCE(mm) SHANK DIA.
b TNENZE (mm) TOLERANCE
=l S N PLAIN |25 DIAMETER EL/2 | TOLERANCE A% WEAE

~26 1T ~0.015~0 "
76 it ~ ~0.020~0
‘ GFCO05 Series
Unit : mm
EDP No. MILL DIAMETER  SHANK DIAMETER  LENGTH OF CUT LENGTHBELOWSHANK OVERALL LENGTH NECK DIAMETER  STOCK
Fidl= JErE A=FEE I+ EI s =4 FiiE BT
d1 d2 L1 L2 L3 d3
GFC05004 0.4 4 0.8 - 40 - ()
GFC05005 0.5 4 1 - 40 - ()
GFC05006 0.6 4 1.2 - 40 - ()
GFC05007 0.7 4 1.4 - 40 - °
GFC05008 0.8 4 1.6 - 40 - ()
GFC05009 0.9 4 2 - 40 - ()
GFC05010 1.0 B 15 3 50 0.95 °
GFC05015 1.5 B 1.7 4 50 1.45 ()
GFC05020 2.0 6 2 5 50 1.95 ()
GFC05025 2.5 B 2.5 B 5i5 2.4 ()
GFC05030 3.0 6 3 8 55 2.85 °
GFC05035 3.8 B 3.5 9 55 &).3815 ()
GFC05040 4.0 6 4 10 55 3.85 ()
GFCO5050 5.0 B 5 1% 55 4.85 °
GFC05060 6.0 B B 15 55 5.6 ()
GFC05080 8.0 8 8 20 65 7.7 ()
GFC05100 10.0 10 10 25 75 9.7 °
GFC05120 12.0 12 12 28 85 11.7 °
GFC05160 186.0 16 16 32 90 15.7 ()
GFC05200 20.0 20 20 40 105 19.7 ()
BRI i a2 oo 00 I ®  ITRREE

0 - yEElap

http://www.qyg1.com E-mail:qyg@qyg1.com Tel:+86-532-85197366 37



2 FLUTE, EXTENDED NECK

27], FRAPAE(

© GFCO5 series 0
ATERIA ARD D ARD D
L5} BN, MR LRl
HARDNESS HRc 30 ~ HRc 40 HRc 40 ~ HRc 50 HRc 50 ~ HRc 55 HRc 55 ~ HRc 60 HRc 60 ~ HRc 65
DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
0.5 18750 130 16875 100 15000 80 12375 50 9375 30
0.6 18750 165 16875 130 15000 100 11250 55 9375 40
0.8 18750 210 16875 150 11250 100 9375 60 7125 40
1 18000 260 14250 200 9560 130 7690 80 6000 50
2 12490 300 9750 240 6560 150 5440 90 4125 55
3 8175 300 6490 240 4310 150 3560 30 2810 55
4 6260 310 4950 250 3300 160 2700 95 2100 60
5 5890 350 4690 280 3110 180 2400 100 1910 60
6 4910 330 3880 270 2590 170 1990 100 1575 80
8 3705 330 2925 250 1950 160 1500 90 1200 60
10 2925 300 2310 240 1540 150 1200 85 960 50
12 2490 300 1970 240 1310 150 990 85 790 50
o.osoj:
%777777'&
f———f
1.0D

RPM = REVOLUTION PER MIN.
R/ 5 4

FEED = mm/min.

D = DIAMETER

2 FLUTE, EXTENDED NECK

it

9 GFCO5 series )
T ARDENED ARDENED
)50 AR, MENER & {5
HARDNESS HRc 30 ~ HRc 40 HRc 40 ~ HRc 50 HRc 50 ~ HRc 55 HRc 55 ~ HRc 60 HRc 60 ~ HRc 65
DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
0.5 18750 90 16875 70 15000 55 12375 35 9375 20
0.6 18750 120 16875 90 15000 70 11250 40 9375 30
0.8 | 18750 150 16875 110 11250 70 9375 40 7125 30
1 18000 370 14250 290 9560 180 7680 110 6000 70
2 12490 420 9750 340 6560 210 5440 130 4125 80
3 8175 420 6490 340 4310 210 3560 130 2810 80
4 6260 440 4950 350 3300 200 2700 135 2100 85
5 5890 510 4690 405 3110 250 2400 140 1910 90
6 4910 475 3880 390 2590 240 1990 140 1575 90
8 3705 4865 2925 360 1950 220 1500 130 1200 80
10 2925 420 2310 340 1540 210 1200 120 960 80
12 2490 420 1970 340 1310 210 990 120 790 80
0.03D 0.02D

RPM = REVOLUTION PER MIN.
IR/ 54

FEED = mm/min.

D = DIAMETER

38 Tel:+86-532-85197366 E-mail:qyg@aqyg1.com http://www.qyg1.com



4 FLUTE, EXTENDED NECK

A7), SHERAELS

» Designed to machine high hardened materials. P Nl T EiEEF R
» Suitable for dry cutting, high speed cutting thanks to > EFFEAE], EiEE SHFE SRR E,
newly developed raw-material and new coating. > B TR
» Excellent workpiece finishes. > I FERER A TR
» Deep slotting is possible by reduced neck. S W%Eﬂ\mﬁﬁ-
» Superior wear-resistance.
ALPHA-PLUS
da .
4 dZL[I O i‘h
L1
L2
.
M = R MILL DIA. TOLERANCE(mm) |  SHANK DIA.
o TN{EAZE (mm) TOLERANCE
30 S IS [PLAIN | 2R DAVETER B2 |TOLERANGE AZ | WRAE
~06 LT -0.015~0 he
26 4B~ -0.020~0
‘ GFCO06 Series
Unit : mm
EDP No. MILL DIAMETER  SHANK DIAMETER = LENGTH OF CUT  LENGTH BELOW SHANK OVERALL LENGTH NECK DIAMETER STOCK
pithoy JIEFEE tREfE e e T iz =22
di d2 L1 L2 L3 ds
GFC06010 1.0 6 1.5 3 50 0.95 [ )
GFC06020 2.0 6 2 5 50 1.95 [ )
GFC06030 3.0 5] 3 8 55 2.85 [ )
GFC06040 4.0 6 4 10 55 3.85 ()
GFC06050 5.0 6 5 13 55 4.85 [ )
GFC06060 6.0 6 6 15 55 5.85 [ )
GFC06080 8.0 8 8 20 65 7.7 o
GFC06100 10.0 10 10 25 75 9.7 o
GFC06120 12.0 12 12 28 85 11.7 [ )
GFC06160 16.0 16 16 32 90 15.7 o
GFC06200 20.0 20 20 40 105 18.7 ()
Rl e et o G g e o FESEE

http://www.qyg1.com
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4 FLUTE, EXTENDED NECK

47), SREPAE

© GFCO06 series )
A BIA i A '-l Il ARD D
L)) BEfLAR, MR LRl
HARDNESS HRc 30 ~ HRc 40 HRc 40 ~ HRc 50 HRc 50 ~ HRc 55 HRc 55 ~ HRc 60 HRc 60 ~ HRc 65
DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
1 24000 814 19000 578 12750 391 10250 237 8000 149
2 16650 963 13000 688 8750 462 7250 286 5500 176
3 10900 963 8650 688 5750 462 4750 286 3750 176
4 8350 930 6600 715 4400 484 3600 297 2800 184
5 7850 1100 6250 825 4150 550 3200 319 2550 204
6 6550 1073 5175 770 3450 523 2650 308 2100 193
8 4940 1034 3900 743 2600 495 2000 286 1600 182
10 3900 963 3075 693 2050 462 1600 264 1275 171
12 3325 963 2625 693 1750 462 1325 264 1050 165
16 2450 825 1950 605 1300 402 1000 231 800 149
20 1950 715 1550 534 1025 358 800 209 650 138
1.0{ 1.0DI
0.03D 0.02D

RPM = REVOLUTION PER MIN.
R/ a4

FEED = mm/min.

D = DIAMETER
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2 FLUTE, SHORT LENGTH, BALL NOSE

27), 5T, Lk

» Designed to machine high hardened materials. P> T StEE et

» Suitable for dry cutting, high speed cutting thanks to » ETFTFEAE], =iEME, s fEmiFEE.
newly developed raw-material and new coating. > B TR

» Excellent workpiece finishes. > e kR RSN

» Designed for high precision milling operation. > i T

» Superior wear-resistance.

ALPHA-PLUS

R o
—e ol i 1
J ‘ I
m = NG BALL RADIUS TOLERANCE(mm) | SHANK DIA.
SIR- 92N
30° S0 |£0.005 | +0.010] IS | PLAIN [REEE e L i

R0.05~R3  R4~R6 R3 LT + 0.005 6
R3 BT~ + 0010
NS T SHORT LENGTH
= = Unit : mm
EDP No. RADIUS OF BALLNOSE MILL DIAMETER SHANK DIAMETER LENGTH OF CUT LENGTHBELOW SHANK OVERALL LENGTH NECK DIAMETER STOCK
pithoy HIRE | JEfEE | iREfEE I it i iz |==c2
R d d2 L1 L2 L3 d3
GFCO07002 RO.1 0.2 4 0.3 - 40 - ()
GFCO07003 RO.15 0.3 4 0.5 - 40 - ()
GFC07004 RO.2 0.4 4 0.6 - 40 - )
GFCO7005 RO.25 0.5 4 0.7 - 40 - (]
GFCO7006 RO.3 0.6 4 0.9 - 40 - ()
GFCO7007 RO.35 0.7 4 1.1 - 40 - ()
GFC07008 RO.4 0.8 4 1.2 - 40 - ()
GFCO07009 RO.45 0.9 4 1.4 - 40 - (]
GFC07010 RO.5 1.0 5] 1.5 3 50 0.85 ()
GFC07015 RO.75 1.5 5] 2 4 50 1.45 ()
GFC07020 R1.0 2.0 6 2.5 5 50 1.95 (]
GFC07025 R1.25 2.5 6 3 7 50 2.4 ()
GFC07030 R1.5 3.0 5] 4 10 60 2.85 )
GFC07040 R2.0 4.0 5] 5 10 60 3.85 ()
GFC07050 R2.5 5.0 6 6 12 60 4.85 o
GFC07060 R3.0 6.0 5] 7 15 60 5.85 ()
GFC07080 R4.0 8.0 8 9 15 60 7.7 ()
GFC0708080 R4.0 8.0 8 9 15 80 7.7 (]
GFC07100 R5.0 10.0 10 11 25 60 9.7 ()
GFCO710080 R5.0 10.0 10 11 25 80 9.7 ()
GFC07120 R6.0 12.0 12 14 25 80 11.7 ()
R = N IR i il ® : ITERERE

O R LE
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2 FLUTE, STUB CUT LENGTH, BALL NOSE WITH EXTENDED NECK

2], #B75, B, ZRaPAE{d

» Designed to machine high hardened materials. P hhl T EtE Ef kgt

» Suitable for dry cutting, high speed cutting thanks to > EFFEE], SETE, SHFEEMEFEE,
newly developed raw-material and new coating. > S T E AR

» Excellent workpiece finishes. > SRR

» Designed for high precision milling operation. > IR E BT EEE

» Superior wear-resistance.

ALPHA-PLUS

: W/R ol Bl
c o =

‘ L2

Ls

M = DATA BALL RADIUS TOLERANCE(mm) | SHANK DIA.
! Rk BAZ () TOLERANCE
30 S |- 0.005 |£0.010 [ IS'| PLAIN RS DAVETERE% |TOLERMNCEAZ | TREAE

R0.5~R3 R35~R125 R3 T + 0.005 o
R3 $Bit~ + 0010
{ o] Lol | RN Il STUB CUT LENGTH
=~ —— —~ "~ EEchIEESc Unit : mm
EDP No. RADIUS OF BALLNOSE MILL DIAMETER SHANK DIAMETER LENGTH OF CUT LENGTHBELOW SHANK OVERALL LENGTH NECK DIAMETER STOCK
il =y HaARE | TEfEE 0 REfEE I it s iz =22
R d d2 L1 L2 L3 d3
GFC08010 RO.5 1.0 4 1 2.2 50 0.95 (]
GFC08012 RO.6 1.2 4 1.2 2.6 50 1.15 ()
GFC08015 RO.75 1.5 4 1.5 3.0 50 1.45 )
GFC08020 R1.0 2.0 5] 2 4.0 50 1.95 ()
GFC08030 R1.5 3.0 5] 3 6.0 60 2.85 )
GFC08040 R2.0 4.0 5] 4 8.0 70 3.85 ()
GFC08050 R2.5 5.0 5] 5 10.0 80 4.85 ()
GFC08060 R3.0 6.0 6 6 12.0 90 5.85 ()
GFC08070 R3.5 7.0 8 7 14.0 90 6.85 ()
GFC08080 R4.0 8.0 8 8 18.0 100 7.7 ()
GFC08090 R4.5 9.0 10 9 18.0 100 8.7 ()
GFC08100 R5.0 10.0 10 10 20.0 100 9.7 ()
GFC08120 R6.0 12.0 12 12 24.0 110 11.7 )
GFC08140 R7.0 14.0 14 14 28.0 110 13.7 ()
GFC08160 R8.0 18.0 16 16 32.0 140 15.7 ()
GFC08180 R9.0 18.0 18 18 36.0 140 17.7 ()
GFC08200 R10.0 20.0 20 20 40.0 160 19.7 ()
i R TR BRI T P

O : L
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2 FLUTE, BALL NOSE

237, Bk T]
@ GFCO7, GFCO8 series

1B BEALAN, s B4R

HARDNESS HRc 30 ~ HRc 40 HRc 40 ~ HRc 50 HRc 50 ~ HRc 55 HRc 55 ~ HRc 60 HRc 60 ~ HRc 65
DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
RO.1 25000 660 25000 578 22500 528 20000 424 17500 371
R0.15 | 25000 825 25000 743 22500 660 20000 531 17500 462

RO.2 25000 1045 25000 935 22500 825 20000 660 17500 578
R0.25 | 25000 1320 25000 1155 22500 1045 20000 825 17500 715
RO.3 25000 1595 25000 1375 22500 1210 20000 990 17500 880
RO.4 25000 2145 25000 1815 22500 1650 20000 1320 17500 1155
RO.5 25000 2640 25000 2310 22500 2090 20000 1650 17500 1430
RO.6 25000 2805 24000 2365 21500 2118 18000 1650 17000 1485
R0O.75 | 25000 2970 24000 2475 21500 2200 18500 1705 16500 1485

R1 24850 3135 23900 2640 20000 2200 17500 1733 16000 1540
R1.5 16550 3300 15900 2915 13250 2200 11750 1733 10500 1540
R2 12450 3300 11950 2915 10000 2200 8750 1733 8000 1540
R2.5 9300 3190 8900 2685 7500 2063 6750 1678 5750 1403
R3 6950 2668 6700 2255 5500 1705 5000 1375 4400 1183
R4 5550 2310 5350 1925 4500 1485 4000 1183 3500 1018
R5 4650 2035 4450 1705 3750 1320 3300 1045 2900 908
R6 3475 1623 3340 1375 2800 1045 2500 853 2200 688
R8 2785 1458 2675 1210 2250 935 2000 743 1750 550
R10 2225 1293 2150 1073 1800 825 1600 660 1400 440

0.02D_|

7

0.05D

RPM = REVOLUTION PER MIN.
R/ S

FEED = mm/min.

D = DIAMETER

http://www.qyg1.com E-mail:qyg@aqyg1.com Tel:+86-532-85197366 43



EMB95 (p.13) EMCO1 (p.19-23)
EMB96 (p.14) EMCO02 (p.25-29)
EMB97 (p.16) EMCO3 (p.31)

EMB98, EMB99 (p.17) EMCO4 (p.33)

ALPHA-PLUS

GFCO5 (p.37)
GFC06 (p.39)
GFCO7 (p.41)
GFCO8 (p.42)

ALPHA-SUS

EMCO09 (p.47)
EMC10 (p.48)
EMC11 (p.50)

ALPHA-ALU

E5C12, E5C13 (p.55)
E5C14, E5C15 (p.57)
E5C16 (p.58-59)

“% ALP{-IA-DIAMOND

‘ EIC17 (p.63)
e i
EIC20 (p.66)

-
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- Unique Design to Eliminates Vibration
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4 FLUTE, SHORT LENGTH

A, el
» Low amplitude sign have design eliminates vibration > SIS REREEh.
» Designed to stainless steels, titanium alloys and low > ST, e fiE T HR o4 0B{RAE Bt 4.
hardness material under HRc 40 SiE, SEYEIFAEIE

» Higher speeds, deeper cuts and metal removal rates

ALPHA-SUS
“l.tj B
I | PLAIN |k
. Unit : mm

EDP No. MILL DIAMETER SHANK DIAMETER LENGTH OF CUT OVERALL LENGTH

EMCO0S060 6.0 6 10 54 ()
EMC0S080 8.0 8 12 58 ()
EMC09100 10.0 10 14 66 ()
EMC09120 12.0 12 16 73 ()
EMC09140 14.0 14 18 73 ()
EMC09160 16.0 16 22 82 ()
EMC09180 18.0 18 24 84 ()
EMC09200 20.0 20 26 92 [
s PP SRR AR EIL T W

0 - yaiaEER
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4 FLUTE, LONG LENGTH

47], Ntk

» Low amplitude sign have design eliminates vibration | Btk
» Designed to stainless steels, titanium alloys and low > ETF NI A4 e B BT HR c4 0B EIE R f 4
hardness material under HRc 40 =i, CREIFAEEIE

» Higher speeds, deeper cuts and metal removal rates

ALPHA-SUS
@ B! | [T o
17| PLAIN | R
IEL IRy LONG LENGTH
Unit : mm

EDP No. MILL DIAMETER SHANK DIAMETER LENGTH OF CUT OVERALL LENGTH

EMC10060 6.0 6 13 57 ()
EMC10080 8.0 8 18 63 ()
EMC10100 10.0 10 22 72 ()
EMC10120 12.0 12 26 83 ()
EMC10140 14.0 14 26 83 ()
EMC10160 16.0 16 32 92 ()
EMC10180 18.0 18 32 92 ()
EMC10200 20.0 20 38 104 ()
s PR TIRBRR IR EIT S

0 - Ep
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SPEED & FEED DATA

EAEE Iic

9 EMCO09, EMC10 series

ATERIF AST IRO AST IRO 00SER 400SER A

ME M, 858 S9H, 8% 74, 00SERIES g, A0SERIES o TN
HARDNESS ~HRc 30 HRc 30~HRc 45
STRENGTH ~1000N/mm? 1000N/mm?~1300N/mm?
DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED

6 6060 390 4240 350 4590 320 6420 320 4590 320 1220 90

8 4545 500 3180 350 3440 330 4810 420 2950 420 910 110
10 4010 620 2800 430 2750 530 3850 530 2750 530 730 140
12 3340 630 2340 440 2290 510 3210 510 2290 410 610 135
14 2860 560 2000 380 1960 470 2750 470 1860 470 520 130
16 2510 530 1755 370 1720 430 2400 430 1720 430 455 120
18 2230 530 1560 370 1530 430 2140 430 1530 430 405 110
20 2000 520 1400 365 1370 420 1930 420 1370 420 365 110
25 1600 405 1120 280 1090 340 1540 340 1090 340 290 100

ALLOY STEELS CAST IRON / STAINLESS STEELS 300, 400SERIES / TITANIUM INCONEL
AEMBE/300, 400FFIRFN/4k BEES
7
15D
D ;; V 0.5D ;2 V 1.0D
* 5 i 0.5D * 5 i 0.35D
1.2 x D Axial cutting depth should be applied for Short length series DIA over 8mm RPM = REVOLUTION PER MIN.
1.2 x DR R P T 55 2R 51 717248 13 8rmB 7= R/ 54
FEED = mm/min.
D = DIAMETER
TOLERANCE =
METRIC 2l INCH i
MILL DIA. 7IEBER SHANK DIA. &R EE MILL DIA. 7IEBEZ SHANK DIA. ##EBERE
0~-0.03 h6 0~-.0012 h6

http://www.qyg1.com E-mail:qyg@qyg1.com Tel:+86-532-85197366 49



MULTI FLUTE, ROUGHING END MILLS

LFpT], 12irekT]

» Suitable for Rough machining of SUS, Ti/Ni Inconel and etc. » BETSUS GRER)ET . TifNi, INCON EL G5Ea$ 18
» Fine pitch ware Profile for high speed machining | N N
> FRH A3y, B ENT

ALPHA-SUS

; MILL DIA. SHANK DIA.
? ¢-/ I:I E—. E DA,‘5T1A TOLERANCE(mm) TOLERANCE
45 1 | PLAIN |82 TVEAE (o) WRNE

h10 h6

’ EMC11 Series
Unit : mm

EDP No. MILL DIAMETER SHANK DIAMETER LENGTH OF CUT OVERALL LENGTH NO. OF FLUTE

EMC11060 6.0 6 13 80 4 °
EMC11080 8.0 8 19 B5 4 °
EMC11090 9.0 10 20 70 4 °
EMC11100 10.0 10 22 70 4 °
EMC11120 12.0 12 26 80 4 °
EMC11160 16.0 16 42 110 5 °
EMC11200 20.0 20 48 110 B °
BRI ot | 9yl e il 2 = =0 [ ®  ILEREE

O : S
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ALPHA-SUS, MULTI FLUTE, ROUGHING - SLOTTING
AEEH EF T, FeTHE

9 EMC11 series

MATERIAL

NON-ALLOYED STEELS
ALLOY STEELS
CAST IRON

ALLOY STEELS
HEAT RESISTANT STEELS

STAINLESS STEELS

SLOTTING

INCONEL

HARDNESS ~HRc 30 HRc 30 ~ HRc 45

STRENGTH ~ 1000N/mm? 1000 ~ 1500N/mm?
DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED
6 14740 2410 11720 870 7940 600 2700 260
8 10960 2410 8690 870 5950 600 2025 240
10 8690 2410 7180 870 4820 590 1460 260
12 7560 2490 5670 830 3970 590 1350 260
16 5670 2490 4540 790 3120 530 900 150
20 4540 2250 3400 585 2270 370 740 135

¥

¥t

Ae :(J4~@10=0.25XD
@12~@16=0.15xD
?18~@20=0.10 XD

¥

D

ALPHA-SUS MULTI FLUTE, ROUGHING - SIDE CUTTING

9 EMC11 series

MATERIAL

NON-ALLOYED STEELS
ALLOY STEELS
CAST IRON

ALLOY STEELS
HEAT RESISTANT STEELS

STAINLESS STEELS

RPM = REVOLUTION PER MIN.
YR/ 54

FEED = mm/min.

D = DIAMETER

SIDE CUTTING

INCONEL

HARDNESS ~HRc 30 HRc 30 ~ HRc 45

STRENGTH ~ 1000N/mm? 1000 ~ 1500N/mm?
DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED
6 14740 2410 11720 870 7940 600 2700 260
8 10960 2410 8690 870 5950 600 2025 240
10 8690 2410 7180 870 4820 590 1460 260
12 7560 2490 5670 830 3970 590 1350 260
16 5670 2490 4540 790 3120 530 900 150
20 4540 2250 3400 590 2270 370 740 135

1.5D:l:
0.3D

Ae :@4~@10=0.25XD
?12~@16=0.15xD
?18~@20=0.10XD

1.0D:l:

0.05D

http://www.qyg1.com

E-mail:qyg@qyg1.com

RPM = REVOLUTION PER MIN.
YR/ 54

FEED = mm/min.

D = DIAMETER
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EMB95 (p.13) EMCO1 (p.19-23)
EMB96 (p.14) EMCO02 (p.25-29)
EMB97 (p.16) EMCO3 (p.31)

EMB98, EMB99 (p.17) EMCO4 (p.33)

ALPHA-PLUS

GFCO5 (p.37)
GFC06 (p.39)
GFCO7 (p.41)
GFCO8 (p.42)

ALPHA-SUS

EMCO09 (p.47)
EMC10 (p.48)
EMC11 (p.50)

ALPHA-ALU

E5C12, E5C13 (p.55)
E5C14, E5C15 (p.57)
E5C16 (p.58-59)

“% ALP{-IA-DIAMOND

‘ EIC17 (p.63)
e i
EIC20 (p.66)

-
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»
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ALPHA-ALU INDEX

J EDP No |
2 FLUTE, END MILLS 55
27, #7]
3 FLUTE, END MILLS 57
37, #7]
. 3 FLUTE, EX-LONG END MILLS
’ 58-59

371, Bk




2 FLUTE, END MILLS

2771, #7]

» Applied for Aluminum and Aluminum alloy. > BRBERE GEH AT

» Designed to minimize vibration. > Hib it ERan g b

» Fine surface roughness caused by "Mirror Face" of cutting edge. » I TER “ Mirror Face”, HEE| BEBEHF
» Precision of cutting diameter tolerance. > TEE ELESRE T

ALPHA-ALU

=1

e | B | Bt

MILL DIA. TOLERANCE(mm)
TNE A ZE (mm)

- 0.020~0
IEEC P S1ORT LENGTH
= A n Unit : mm
DP No DIA DIA 0 0
= TIEFEE IRSFE TR PIE:S £t BT
E5C12010 1.0 B 3 40 °
E5C12015 15 5] 5 40 °
E5C12020 2.0 B B 40 °
E5C12025 2.5 B 8 40 °
E5C12030 3.0 B 11 50 °
E5C12040 4.0 B 13 50 °
E5C12050 5.0 B 17 55 °
E5C12060 6.0 B 17 55 °
E5C12070 7.0 8 P 65 °
E5C12080 8.0 8 P2 65 °
E5C12090 9.0 10 27 70 °
E5C12100 10.0 10 o7 70 °
E5C12120 12.0 12 32 80 °
E5C12140 14.0 14 37 85 °
E5C12160 16.0 16 42 100 °
E5C12180 18.0 18 48 110 °
E5C12200 20.0 20 48 110 °
‘ =] ok KRN MEDIUM LENGTH
= PERX Unit : mm
DP No DIA DIA 0 0,
pill= TIEFEE IASPE TR PA:S e in B
E5C13040 4.0 B 18 70 °
E5C13050 5.0 B pe) 70 °
E5C13060 6.0 B p) 70 °
E5C13080 8.0 8 28 80 °
E5C13100 10.0 10 32 30 °
E5C13120 12.0 12 as 95 °
E5C13160 16.0 18 52 110 °
E5C13200 20.0 20 55 110 °
BRI e T o2 eyl e il 2 ol 9 ® : RS

http://www.qyg1.com
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2 FLUTE, END MILLS

27], 7]

© E5C12, E5C13 series

A RO
L)) S, S5 BEE
HARDNESS ~HB 230
DIAMETER RPM FEED RPM FEED
1.0 15180 455 15180 760
1.5 11840 20 11835 710
2.0 10170 510 10170 710
2.5 9510 570 9510 760
3.0 9000 630 9000 810
4.0 9000 810 9000 930
5.0 9000 900 9000 1170
6.0 9000 1080 9000 1350
7.0 7965 1120 7965 1355
8.0 7200 1260 7200 1620
9.0 7200 1395 7200 1510
10.0 7200 1530 7200 1890
12.0 7200 1890 7200 2340
14.0 5400 1620 5400 1980
16.0 5400 1710 5400 2160
18.0 3600 1260 3600 1620
20.0 3600 1440 3600 1710
O'SDjx: Do 1‘°DI
e A: @3~@10=0.25xXD
D A @12~@20=0.5%D

56 Tel:+86-532-85197366

E-mail:qyg@qyg1.com

RPM = REVOLUTION PER MIN.

iR/ 54
FEED = mm/min.
D = DIAMETER
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3 FLUTE, END MILLS

377, #7]

» Applied for Aluminum and Aluminum alloy.

» Designed to minimize vibration.

» Fine surface roughness caused by "Mirror Face" of cutting edge.
» Precision of cutting diameter tolerance.

> BRBREGEH AT

> AR b

» HHLNER “Mirror Face”, HHH| RAERER R
> NHFEELESIETL

ALPHA-ALU

e | Ela) | Bt

MILL DIA. TOLERANCE(mm)
TNE A ZE (mm)

- 0.020~0
[ S1ORT LENGTH
= = Unit : mm
DP No DIA DIA 0 0
= TIEFEE IRSFE TR PIE:S £t BT
E5C14010 1.0 B 3 50 °
E5C14015 15 B 5 50 °
E5C14020 2.0 B B 50 °
E5C14025 2.5 B 8 50 °
E5C14030 3.0 B 11 50 °
E5C14040 4.0 B 13 50 °
E5C14050 5.0 B 17 55 °
E5C14060 6.0 B 17 55 °
E5C14070 7.0 8 P B5 °
E5C14080 8.0 8 P2 65 °
E5C14090 9.0 10 27 70 °
E5C14100 10.0 10 o7 70 °
E5C14120 12.0 12 32 80 °
E5C14140 14.0 14 37 85 °
E5C14160 16.0 18 42 100 °
E5C14180 18.0 18 48 110 °
E5C14200 20.0 20 48 110 °
‘ = ok LRI MEDIUM LENGTH
= PERX Unit : mm
DP No DIA DIA 0 0,
pill= TIEFEE IASPE TR PA:S e in B
E5C15040 4.0 B 18 70 °
E5C15050 5.0 B pe) 70 °
E5C15060 6.0 B p) 70 °
E5C15080 8.0 8 28 80 °
E5C15100 10.0 10 32 30 °
E5C15120 12.0 12 as 95 °
E5C15160 16.0 18 52 110 °
E5C15200 20.0 20 55 110 °
BRI e T o2 eyl e il 2 ol 9 ® : RS

O« iaEkap
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3 FLUTE, EX-LONG END MILLS

37], BBkT]

» Applied for Aluminum and Aluminum alloy. > EHERESEH BT

» Designed to minimize vibration. > HiEiHEREE L

» Fine surface roughness caused by "Mirror Face" of cutting edge. » HHLTER “Mirror Face”, S| RERER &
» Precision of cutting diameter tolerance. > TSP EFNESEEL

ALPHA-ALU

E | DATA MILL DIA. TOLERANCE(mm)
m E PLAIN |H22 TR/ ()
- 0020~0
ST X-LONG LENGTH
R _t-%

DP No DIA R A DIA R 0 O RA

Unit : mm

il JsfEE SRR T T £ ==
E5C16030015 3.0 6 15 65 )
E5C16030020 3.0 5] 20 70 ()
E5C16030025 3.0 6 25 75 ()
E5C16040020 4.0 6 20 70 ()
E5C16040025 4.0 5] 25 75 )
E5C16040030 4.0 6 30 80 ()
E5C16050025 5.0 6 25 70 ()
E5C16050030 5.0 6 30 75 ()
E5C16050035 5.0 6 35 80 ()
E5C16050040 5.0 6 40 85 ()
E5C16060025 6.0 6 25 70 ()
E5C16060030 6.0 5] 30 75 ()
E5C16060035 6.0 6 35 80 ()
E5C16060042 6.0 6 42 90 ()
E5C16080030 8.0 8 30 80 )
E5C16080035 8.0 8 35 85 ()
E5C16080040 8.0 8 40 90 ()
E5C16080045 8.0 8 45 95 ()
E5C16080050 8.0 8 50 100 )
E5C16080055 8.0 8 55 105 ()
E5C16100035 10.0 10 35 90 ()
E5C16100045 10.0 10 45 100 ()
E5C16100055 10.0 10 55 110 ()
E5C16100065 10.0 10 65 120 ()
E5C16120040 12.0 12 40 95 )
E5C16120045 12.0 12 45 100 ()
E5C16120055 12.0 12 55 110 ()
E5C16120060 12.0 12 60 110 ()
E5C16120065 12.0 12 65 120 )
E5C16120075 12.0 12 75 135 (]

R s s Gl B il s =R g S ® TEREE

0 YA
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3 FLUTE, EX-LONG END MILLS

377, EBtekS]

» Applied for Aluminum and Aluminum alloy. > EREER S AT

» Designed to minimize vibration. > HibiH RS b

» Fine surface roughness caused by "Mirror Face" of cutting edge. » EL &R “Mirror Face”, EiH| RERENF
» Precision of cutting diameter tolerance. > TIEEE 4 EEiEEL

ALPHA-ALU

E E DATA MILL DIA. TOLERANCE(mm)
MB PLAIN |25 TR/ (m)
- 0020~0
BT 5X-LONG LENGTH
R ‘tlf

DP No DIA R A DIA R 0 O RA

Unit : mm

piliss JIEFEE tAsFRLE T £ ==
E5C16160055 16.0 16 55 120 ()
E5C16160065 16.0 16 65 135 ()
E5SC16160075 16.0 16 75 150 ()
E5C16160085 16.0 16 85 160 ()
E5C16160095 16.0 16 95 180 )
ESC16160105 16.0 16 105 190 ()
ESC16160115 16.0 16 115 200 ()
E5C16200055 20.0 20 55 125 ()
E5C16200065 20.0 20 65 140 )
ESC16200075 20.0 20 75 150 ()
E5C16200085 20.0 20 85 160 )
E5C16200095 20.0 20 95 180 ()
ESC16200105 20.0 20 105 190 ()
E5SC16200115 20.0 20 115 200 ()
E5C16200125 20.0 20 125 220 )
R S Sl sl ®  iTERIEE

0 ¢ e
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3 FLUTE, EX-LONG END MILLS

37], BBkT]

o E5C16 series 0 =8 © E5C16 series )
ATERIA 0 RR 0 A ATERIA ONFERRO A
%530 me%, FEflERE %538 et |
DIAMETER RPM FEED DIAMETER RPM FEED
3 6300 315 3 6300 410
4q 6300 400 4q 6300 490
5 6300 450 5 6300 590
6 6300 545 6 6300 680
8 5040 630 8 5040 775
10 5040 680 10 5040 945
12 5040 945 12 5040 790
14 3780 810 14 3780 995
16 3780 850 16 3780 1090
18 2520 630 18 2520 820
20 2520 725 20 2520 860
0.2D #: Z? /PA 2'5D:l:
f——
1.0D 0.15D
RPM = REVOLUTION PER MIN. RPM = REVOLUTION PER MIN.
R/ 4 R/ S
FEED = mm/min. FEED = mm/min.
D = DIAMETER D = DIAMETER

3 FLUTE, END MILLS

@ E5C14, E5C15 series 0 ;e © E5C14, E5C15 series )
ATERIF 0 R 0 A ATERIA 0 RR 0 A
T Sax ERdlERE 14 e FElERE
DIAMETER RPM FEED DIAMETER RPM FEED
3 9000 450 3 9000 585
4q 9000 570 q 9000 700
5 9000 650 5 9000 840
6 9000 780 6 9000 970
8 7200 900 8 7200 1110
10 7200 1100 10 7200 1350
12 7200 1350 12 7200 1130
14 5400 11860 14 5400 1420
16 5400 1215 16 5400 1560
18 3600 900 18 3600 1170
20 3600 1035 20 3600 1230
o jx: Y 2-5DI
f———
1.0D 0.15D
RPM = REVOLUTION PER MIN. RPM = REVOLUTION PER MIN.
IR/ 58 IR/
FEED = mm/min. FEED = mm/min.
D = DIAMETER D = DIAMETER
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ALPHA-DIAMOND INDEX

277, Iotcdy, Bk

2 FLUTE, MINIATURE, BALL NOSE 63
2], =, Bk
= x 2 FLUTE, SHORT LENGTH, BALL NOSE 64
27], 558, Bl
2 FLUTE, LONG LENGTH, BALL NOSE 65
) 237, oA, Bk
2 FLUTE, LONG LENGTH, BALL NOSE




2 FLUTE, MINIATURE, BALL NOSE

D

T ==

21], Bk

» Higher hardness of film and excellent wear-resistance increase
the tool life surprisingly.

» Ultra fine film of diamond coated carbide end mills ensure the
smooth and excellent surface on work materials.

> EEiEERE ERNLENREIE, RAnRS T LA
> 1%%%9’]% AlG%EER L RRT THRETAE

> hDIE . i&E , o BB, AL, SREERE R
» High performance on graphite, wrought aluminum, bakelite, % E Eﬁ % 9—%3’] FENDT FF gkl %fﬂ%ﬁﬁlﬁﬁ
plastics, wood, brass etc. diamond coated carbide end mills may HEE @ﬂ% Ve
have good result for the machining of non-ferrous metals and
non-metallic materials.
ALPHA-DIAMOND
R G
| 3
= N Bii [T
G~ T
i L2
‘ Ls - ’
MILL DIA. SHANK DIA.
B2 0 &=
" TOLERANCE TOLERANCE
m. Dia . PLAIN | 2234 PR o WEAZE
0
~ 0,020 e
‘ EIC17 Series ",‘_@NIATURE
f Unit : mm
EDP No. RADIUS OF BALLNOSE MILL DIAMETER SHANK DIAMETER LENGTH OF CUT LENGTHBELOW SHANK OVERALL LENGTH NECK DIAMETER STOCK
pithey HaE | JEfERE | iREFER I RN = iz =3
R (£0.010) d1 d2 L1 L2 L3 ds
EIC17006030 RO.30 0.6 3 0.6 3.0 40 0.55 o
EIC17008040 R0.40 0.8 3 0.8 4.0 40 0.75 o
EIC17010050 RO.50 1.0 3 1.0 5.0 40 0.95 o
EIC17010085 RO.50 1.0 8 1.0 8.5 40 0.95 (]
EIC17012060 RO.60 1.2 3 1.2 6.0 50 1.15 o
EIC17015075 RO.75 1.5 3 1.5 7.5 50 1.40 o
EIC17015120 RO.75 1.5 8 1.5 12.0 50 1.40 o
EIC17020100 R1.00 2.0 3 2.2 10.0 60 1.90 o
EIC17020160 R1.00 2.0 3 2.2 16.0 60 1.90 o
W FR R TR IS L T o iTEBEE
O : imEElap
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2 FLUTE, SHORT LENGTH, BALL NOSE

27, F28, BsR]

» Higher hardness of film and excellent wear-resistance increase
the tool life surprisingly.

» Ultra fine film of diamond coated carbide end mills ensure the
smooth and excellent surface on work materials.

> et R ERILENNEY, RANRS T TESS.
> ﬁ%ﬁﬁﬁ%ﬂﬂﬁ%ﬁ—ﬁ%ﬁﬁ%ﬂ&%ﬁﬂ BatR T THRETE

PIITEE FESD Bt B, A2 EEFERSmEEE

» High perf hite, ht aluminum, bakelite, N B
plgstig,ewggg,agrc:scs)r:eg:r.agialrr?or\wlg%légteg ggr]ll)rl]é? eng ne1iIII§ may ﬁ@#gg%g%gﬁ* %‘%ﬂ 0T A RE = RA IR 1
have good result for the machining of non-ferrous metals and
non-metallic materials.

ALPHA-DIAMOND
| R
_ /R i - ds /-
| o : A
L '/ L)

‘ L2

L3

?} Iﬁ 6 | paTA MILL DIA. SHANK DIA.
é . qT TOLERANCE TOLERANCE
30° ZIE8 ] +0.010 PLAIN [B:R4 PEAE o WENE
0
- 0030 =
{ EIC18 Series SHORT LENGTH
Gl
R Unit : mm
EDP No. RADIUS OF BALLNOSE MILL DIAMETER SHANK DIAMETER LENGTH OF CUT LENGTHBELOWSHANK OVERALL LENGTH NECK DIAMETER STOCK
Fille=3 e JEFEE TRERE R TNt it i i =53
R (£0.010) d1 d2 L1 L2 L3 ds
EIC18020 R1.0 2.0 6 z 5 60 1.9 °
EIC18025 R1.25 2.5 B 4 B 60 2.4 [}
EIC18030 R1.5 3.0 B 4.5 6.5 60 2.8 [
EIC18035 R1.75 3.8 B 5 7 B65 3.2 ()
EIC18040 R2.0 4.0 B B 8 B65 3.7 ()
EIC18050 R2.5 50 B 7.5 10 B5 4.6 [
EIC18060 R3.0 6.0 6 g 12 75 5.6 °
EIC18080 R4.0 8.0 8 12 25 75 7.4 ()
EIC18100 R5.0 10.0 10 15 30 80 9.4 ()
EIC18120 R6.0 12.0 12 18 36 90 11.4 [}
BRI T a5 (el o sl A e g o iTESEE
O : ig)[a=:{lEp

64 Tel:+86-532-85197366

E-mail:qyg@qyg1.com

http://www.qyg1.com



2 FLUTE, LONG LENGTH, BALL NOSE

27], B2, Nk

» Higher hardness of film and excellent wear-resistance increase
the tool life surprisingly.

» Ultra fine film of diamond coated carbide end mills ensure the
smooth and excellent surface on work materials.

» High performance on graphite, wrought aluminum, bakelite,
plastic, wood, brass etc. diamond coated carbide end mills may
have good result for the machining of non-ferrous metals and
non-metallic materials.

> EEtE R E ERCENR B, RS T TAG.
> T%%%E"J%M'J OiFERRTERAHRRET THEETE

e
1T EEES =t 1 | |
i iR g e R

ALPHA-DIAMOND
. / R ¥ ds
_ — _ - el (‘53[13?1
| P
L3
?’ = E ™| pATA MILL DIA. SHANK DIA.
0
- 0.030 =
‘ EIC19 Series ﬁgﬁG LENGTH
Unit : mm

EDP No. RADIUS OF BALLNOSE MILL DIAMETER SHANK DIAMETER LENGTH OF CUT LENGTHBELOW SHANK OVERALL LENGTH NECK DIAMETER STOCK
e B g JIEfEE | REfE R JHE it i {2 BT
R (£0.010) d1 d2 L1 L2 L3 ds
EIC19020 R1.0 2.0 4 10 20 80 1.95 (]
EIC19030 R1.5 3.0 4 15 25 80 2.9 (]
EIC19040 R2.0 4.0 4 20 30 80 3.9 o
EIC19050 R2.5 5.0 6 30 50 100 4.9 (]
EIC19060 R3.0 6.0 6 30 50 100 55 (]
EIC19080 R4.0 8.0 8 40 60 110 7.5 o
EIC19100 R5.0 10.0 10 50 70 120 EL5 o
EIC19120 R6.0 12.0 12 55 75 130 11.5 (]
R m s e Gl e el s sl I ® iLESEE
O - yaEkap
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2 FLUTE, LONG LENGTH, BALL NOSE

271, Bk, Disk))

» Higher hardness of film and excellent wear-resistance increase
the tool life surprisingly.

p Ultra fine film of diamond coated carbide end mills ensure the
smooth and excellent surface on work materials.

» High performance on graphite, wrought aluminum, bakelite,
plastic, wood, brass etc. diamond coated carbide end mills may
have good result for the machining of non-ferrous metals and
non-metallic materials.

> et R ERILENNEY, RANRS T TESS.
> ﬁ%ﬁﬁﬁ%ﬂﬂﬁ%ﬁ—ﬁ%ﬁﬁ%ﬂ&%ﬁﬂ BatR T THRETE

1T ElEES = 01T | |
FHeasiEo s i RS

ALPHA-DIAMOND
R | ds
—_— — “/ dET mi dt
' t ‘ L1
' L2
L3
MILL DIA. SHANK DIA.
? é = 6 q ™| pATA
. TOLERANCE TOLERANCE
m . 2lcl| +0.010 . PLAIN [H:2218 NEAE o WEAE
0
- 0030 =
‘ EIC20 Series ﬁgﬁG LENGTH
Unit : mm
EDP No. RADIUS OF BALLNOSE MILL DIAMETER SHANK DIAMETER LENGTH OF CUT LENGTHBELOWSHANK OVERALL LENGTH NECK DIAMETER STOCK
pill= HaARE | JEFEE | WRERER T+ it s 3iE BT
R (£0.010) d1 d2 L1 L2 L3 ds
EIC20020 R1.0 2 4 10 20 100 1.95 ()
EIC20030 R1.5 3 4 15 25 100 2.9 ()
EIC20040 R2.0 4 4 20 30 100 3.9 [
EIC20050 R2.5 5 B6 30 50 120 4.9 o
EIC20060 R3.0 B B 30 50 150 55 ()
EIC20070 R3.5 7 B 30 - 120 - [}
EIC20080 R4.0 8 8 40 60 150 7.5 ()
EIC20090 R4.5 9 8 40 - 150 - ()
EIC20100 R5.0 10 10 50 70 180 9.5 ()
EIC20120 R6.0 12 12 55 75 200 11.5 ()
o _He e RE S R RS RN T ® : fREmTERE
O EE
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2 FLUTE, MINIATURE, BALL NOSE

27), $E, B3

9 EIC17 series

MATERIAL GRAPHITE

DIAMETER RPM FEED
0.6 40000 800
0.8 40000 960
1 40000 1200
1.2 40000 1440
1.5 40000 1600
2 40000 2000
020 |
— RPM = REVOLUTION PER MIN.
// R/ ih
FEED = mm/min.
0.2D D = DIAMETER

2 FLUTE, BALL NOSE

27, Bk

9 EIC18, EIC19, EIC20 series

MATERIAL GRAPHITE

DIAMETER RPM FEED
2 16000 800
2.5 16000 1120
3 16000 1450
3.5 16000 1750
4 16000 2100
5 15500 2550
6 15000 2950
8 13000 3000 (=)
10 11500 3050 4
12 10500 3150 (o]
s =
0.2D s
4 RPM‘= REVOLUTION PER MIN. n
/‘/// $R/ 4 :
FEED = mm/min. <
02D D = DIAMETER -
o
% The FEED, in long & extra long types, should be reduced by aruond 50% -l
PHEE LONGREX-LONGHIETE Mg A2/ P50% g
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TECHNICAL DATA

1. NAMES OF END MILL PARTS
£ Saba- 8B

Overall length

A
A4

Length of Cut
Nt ‘
“«————————————————p

m i

Mill Dia. _ Shank Dia.

743 it
Y A\

End Cutting Edge Concavity Angle
ENE%

Back Taper
O D

End Gash

A 7N .
/4

Radial Land B
n& —_—
Flute Helix Angle
i | Radial(Primary) 21
Relief Angle

Wa—RIRE

Radial(Secondar,
*X( ( )

Clearance Angle

Axial(Secondary) Clearance Angle

EN=RIRE

Radial Rake Angle MN=kNEE Axial Rake Angle  Axial(Primary) Relief Angle
8 A JE 7180 EN—xNEE

2. TYPE OF END MILL

[ ‘j\ R ‘7 R / ? ;/ R
4D ¢D ¢D ¢D
Square End Mill Ball Nose End Mill Radius End Mill Taper End Mill Tager Ball End Mill
FLHT) B8 5 AR 8T EH T #EHEL 5T
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3. SPEEDS FEED CALCULATION
ESEERIMHLE

REVOLUTION
Speed, feed and depth of cut are the most important factors to consider for FEEE
best results in milling. Improper feeds and speeds often cause low
production, poor work quality and damage to the cutter.

HE, HEENYAIRERAEN AUESEENEER. FENHLER

DEPTH OF CUT
RS H SN A EEE, TEREER T BNIT. R
INTERRELATIONSHIP OF THREE FACTORS
= EEAHEERR

CUse Lower Speed Ranges For ﬁm{%@%ﬁ@m%} (Use Higher Speed Ranges For ﬁﬁﬁ%—ﬁfgﬁ@ﬁﬁ%)

Hard materials ShEEA Softer materials LG ]

Tough materials AR Better finishes LATHIREEE

Abrasive materials REEETE A Smaller diameter cutters BuaIT1ESMZ

Heavy cuts = Light cuts EETA

Minimum tool wear =BT BT Frail work pieces or set-ups Rt T

Maximum cutter life ST BESs Hand feed operations FoiRE
Maximum production rates AT TR
Non-metallics JEzErAt

CUse Higher Feeds For {FHEHEEERT ) (Use Lower Feeds For {ERHELERT )

Heavy, roughing cuts =, $EI Light, and finishing cuts 0T, #&HE!
Rigid set-ups st Frail set-ups Bzt
Easy-to-machine work materials ST Hard to machine work materials 20 I i
Rugged cutters HinTE Frail and small cutters = TR

Slab milling cuts FrEtna| Deep slots SERfENI T

Low tensile strength materials {FdnreErEf At High tensile strength materials SinbraE i
Coarse tooth cutters FAEEET) Fine tooth cutters s T 712

SPEED AND FEED CALCULATIONS
FOR MILLING CUTTERS AND OTHER ROTATING TOOLS

Surface(or Periphery)
Speed in meter
Per Minute=S.F.M.

Revolutions

Per Minute=R.P.M.
Feed per Revolution

in milimeters=F.R.
Feed in milimeters

Per Minute=F.M.
Number of Cutting Teeth

per Minute=T.M.

Feed per tooth=F.T.

Feed per Tooth=F.T.

Diameter of Tool in milimeters
Revolutions per Minute

Surface Speed in meter per Minute
Diameter of Tool in milimeters
Feed in milimeters per Minute
Revolution per Minute

Feed per Revolution in milimeters
Revolution per Minute

Number of Teeth in Tool
Revolution per Minute

Number of Teeth in Tool

Feed per Revolution in milimeters
Number of Teeth in Tool

Feed in milimeters per Minute
Speed in Revolution per Minute

=R.P.M.

V=

.M

R.P.

F.R.

F.M.

F.T.

F.T.

D x3.1416 XR.P.M.
1000

V1,000
D x3.1416

F.M.
R.P.M.

M. =

=F.R.XR.P.M.

=TXR.P.M.

F.R.
T

F.M.
TXR.P.M.

http://www.qyg1.com
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Tolerancias 1SO

i

ds

d9

d11

e8

10

h6

h7

h8

h10

h11

h12

h13

h14

js11

js12

js14

k8

k9

k10

k11

k12

k14

- 20
- 34

- 20
- 45

- 20
- 80

-14
- 28
-6
- 46
0
-6
0
- 10

0
- 14

0
- 40

0
- 60

-30
- 48

- 30
- 60

-30
- 105

- 20
- 38

- 10
- 58

0
-8

0
-12

0
-18

0
- 48

0
-75

0
- 120
- 180

- 300

+ 375

+ 150

+ 18

+ 30

+ 48

+ 75

+ 120

+ 300

- 40
- 62

- 40
- 76

- 40
-130

- 25
- 47

-13
-71

0
=9

0
- 15

0
-22

0
- 58

0
- 90

+ 180

+ 22

+ 36

+ 58

+ 90

+ 150

+ 360

- 50
- 77

- 50
- 93

- 50
- 160

- 32
- 59

- 16
- 86

0
-11

0
- 18

0
- 27

0
-70

+ 215

+ 27

+ 43

+ 70

+ 110

+ 180

+ 430

- 65
- 98

- 65
- 117

- 65
- 195

- 40
-73

- 20
- 104

+ 260

+ 33

+ 52

+ 84

+ 130

+ 210

+ 520

- 80
- 119

- 80
- 142

- 80
- 240

- 50
- 89

-25
- 125

+ 310

+ 39

+ 62

+ 100

+ 160

+ 250

+ 620

- 100
- 146

- 100
-174

- 100
- 290

- 60
- 106

- 30
- 150

=+ 370

+ 46

+ 74

+ 120

+ 190

+ 300

+ 740

(4m = 1/1000 mm)

- 120
- 174

- 120
- 207

- 120
- 340

-72
- 126

- 36

- 176

-22

-35

- 54

- 140

- 220

- 350

- 540

- 870

+ 110

+ 175

+ 435
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TECHNICAL DATA

TROUBLE SHOOTING
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