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High-performance End mills for HRC 52~70
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-pro series is an End mill series to cut hardness of HR
By strong coating(Tyson), improved cutting edge and using premlum material, the performance of R-Pro is optimized
to cut high hardness steel.

R-pro series is developed through numerous tests against competitors and it will enhance your competitiveness.
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Since established in 1999, Hansong M&T have done endless
efforts to do technological development to
make the best quality tools.
With strong assurance in quality, we recommend
our End mills.
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TYSON @ Designed for high speed cutting of hardened steels(HRc52~70). \

@ Maximize the wear-resistance due to Tyson coating. :{_ — — [ 3
= @ Excellent workipiece finish.
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Model.No Flutes Radius of Effective Length Shank Overall
Ball Nose Length of Cut Diameter Length
m F R I, h d L
2RRB 001 002 445 2 R0.05 0.2 0.1 4 45
I 2RRB 001 003 445 2 R0.05 0.3 0.1 4 45
1 2RRB 001 005 445 2 R0.05 0.5 0.1 4 45
2RRB 002 006 445 2 RO.1 0.6 0.2 4 45
m 2RRB 002 010 445 2 RO.1 1 0.2 4 45
2RRB 002 015 445 2 RO.1 1.5 0.2 4 45
2RRB 003 010 445 2 RO.15 1 0.3 4 45
2RRB 003 015 445 2 R0O.15 1.5 0.3 4 45
2RRB 003 020 445 2 R0.15 2 0.3 4 45
2RRB 003 025 445 2 RO.15 2.5 0.3 4 45
2RRB 003 030 445 2 R0O.15 3 0.3 4 45
2RRB 004 010 445 2 R0O.2 1 0.4 4 45
2RRB 004 015 445 2 R0O.2 1.5 0.4 4 45
2RRB 004 020 445 2 R0O.2 2 0.4 4 45
2RRB 004 025 445 2 R0.2 2.5 0.4 4 45
2RRB 004 030 445 2 R0O.2 3 0.4 4 45
2RRB 004 040 445 2 R0O.2 4 0.4 4 45
2RRB 004 050 445 2 R0.2 5 0.4 4 45
2RRB 005 010 445 2 R0.25 1 0.5 4 45
2RRB 005 015 445 2 R0.25 1.5 0.5 4 45
2RRB 005 020 445 2 R0.25 2 0.5 4 45
2RRB 005 025 445 2 R0O.25 2.5 0.5 4 45
2RRB 005 030 445 2 R0.25 3 0.5 4 45
2RRB 005 040 445 2 R0.25 4 0.5 4 45
o 2RRB 005 050 445 2 R0O.25 5 0.5 4 45
§<I 2RRB 005 060 445 2 R0.25 6 0.5 4 45
% ;; 2RRB 005 080 445 2 R0.25 8 0.5 4 45
g -|(Zn 2RRB 006 020 445 2 R0O.3 2 0.6 4 45
g g 2RRB 006 030 445 2 R0O.3 3 0.6 4 45
o) 2RRB 006 040 445 2 R0O.3 4 0.6 4 45

o
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Model.No Flutes Radius of Effective Length Shank Overall
Ball Nose Length of Cut Diameter Length ;

F R I I d L TYPN
2RRB 006 050 445 2 R0.3 9 0.6 4 45 '
2RRB 006 060 445 2 RO.3 6 0.6 4 45 Q 10.5){05
2RRB 006 080 445 2 RO.3 8 0.6 4 45 AN\ ™
2RRB 006 100 445 2 R0O.3 10 0.6 4 45 30° %
2RRB 008 020 445 2 RO.4 2 0.8 4 45 "
2RRB 008 030 445 2 RO.4 3 0.8 4 45
2RRB 008 040 445 2 RO.4 4 0.8 4 45
2RRB 008 050 445 2 RO.4 5 0.8 4 45
2RRB 008 060 445 2 RO.4 6 0.8 4 45 m
2RRB 008 080 445 2 RO.4 8 0.8 4 45
2RRB 008 100 445 2 RO.4 10 0.8 4 45 I
2RRB 008 120 445 2 RO.4 12 0.8 4 45 v
2RRB 010 030 445 2 R0O.5 3 1 4 45
2RRB 010 040 445 2 R0O.5 4 1 4 45 m
2RRB 010 050 445 2 R0O.5 9 1 4 45
2RRB 010 060 445 2 RO.5 6 1 4 45 O
2RRB 010 070 445 2 R0O.5 7 1 4 45
2RRB 010 080 445 2 R0O.5 8 1 4 45
2RRB 010 090 445 2 R0O.5 9 1 4 45
2RRB 010 100 445 2 R0O.5 10 1 4 45
2RRB 010 120 445 2 R0O.5 12 1 4 45
2RRB 010 140 450 2 R0O.5 14 1 4 50
2RRB 010 160 450 2 R0O.5 16 1 4 50
2RRB 010 180 450 2 R0O.5 18 1 4 50
2RRB 010 200 450 2 R0O.5 20 1 4 50
2RRB 012 040 445 2 RO.6 4 1.2 4 45
2RRB 012 060 445 2 R0O.6 6 1.2 4 45
2RRB 012 080 445 2 R0.6 8 1.2 4 45
2RRB 012 100 445 2 R0O.6 10 1.2 4 45
2RRB 012 120 445 2 R0O.6 12 1.2 4 45
2RRB 015 040 445 2 R0.75 4 1.5 4 45
2RRB 015 060 445 2 R0.75 6 1.5 4 45
2RRB 015 080 445 2 R0.75 8 1.5 4 45 _
2RRB 015 100 445 2 R0.75 10 1.5 4 45 ‘i
2RRB 015 120 445 2 R0.75 12 1.5 4 45 % rP.E
2RRB 015 140 450 2 R0.75 14 1.5 4 50 g OI‘)
2RRB 015 160 450 2 R0O.75 16 1.5 4 50 g ng
2RRB 015 180 450 2 R0.75 18 1.5 4 50 —

o
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Model.No Flutes Radius of Effective Length Shank Overall
; Ball Nose Length of Cut Diameter Length
TYSPN F R I2 l4 d L
2RRB 015 200 450 2 R0O.75 20 1.8 4 50
Q ¢0§o5 2RRB 020 060 445 2 R1.0 6 2 4 45
AN m 2RRB 020 080 445 2 R1.0 8 2 4 45
30° ! C 2RRB 020 100 445 2 R1.0 10 2 4 45
p— 2RRB 020 120 445 2 R1.0 12 2 4 45
h5 2RRB 020 140 450 2 R1.0 14 2 4 50
2RRB 020 160 450 2 R1.0 16 2 4 50
2RRB 020 180 450 2 R1.0 18 2 4 50
2RRB 020 200 450 2 R1.0 20 2 4 50
2RRB 020 250 460 2 R1.0 25 2 4 60
I 2RRB 020 300 470 2 R1.0 30 2 4 70
2RRB 025 080 445 2 R1.25 8 2.5 4 45
v 2RRB 025 100 445 2 R1.25 10 2.5 4 45
2RRB 025 120 445 2 R1.25 12 2.5 4 45
m 2RRB 025 160 450 2 R1.25 16 2.5 4 50
2RRB 025 200 450 2 R1.25 20 2.5 4 50
O 2RRB 030 080 650 2 R1.5 8 3 6 50
2RRB 030 100 650 2 R1.5 10 3 6 50
2RRB 030 120 650 2 R1.5 12 3 6 50
2RRB 030 140 660 2 R1.5 14 3 6 60
2RRB 030 160 660 2 R1.5 16 8 6 60
2RRB 030 180 660 2 R1.5 18 3 6 60
2RRB 030 200 660 2 R1.5 20 3 6 60
2RRB 030 250 665 2 R1.5 25 3 6 65
2RRB 030 300 670 2 R1.5 30 3 6 70
2RRB 030 350 680 2 R1.5 35 3 6 80
2RRB 040 100 650 2 R2.0 10 4 6 50
2RRB 040 120 650 2 R2.0 12 4 6 50
2RRB 040 160 660 2 R2.0 16 4 6 60
2RRB 040 200 660 2 R2.0 20 4 6 60
2RRB 040 250 665 2 R2.0 25 4 6 65
2RRB 040 300 670 2 R2.0 30 4 6 70
2RRB 040 350 680 2 R2.0 85 4 6 80
2RRB 040 400 680 2 R2.0 40 4 6 80
§<I 2RRB 050 120 650 2 R2.5 12 5 6 50
§ ZT 2RRB 050 300 670 2 R2.5 30 5 6 70
5 ﬁ; 2RRB 060 150 660 2 R3.0 1% 7 6 60
g ‘00 2RRB 060 200 660 2 R3.0 20 6 6 60
3 2 2RRB 060 300 670 2 R3.0 30 6 6 70
© 2RRB 080 150 865 2 R4.0 15 8 8 65
06
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Model.No Flutes Radius of Effective Length Shank Overall
Ball Nose Length of Cut Diameter Length
F R I l4 d L
2RRB 080 200 860 2 R4.0 20 8 8 60
2RRB 080 300 880 2 R4.0 30 8 8 80
2RRB 100 200 A60 2 R5.0 20 10 10 60
2RRB 100 250 A70 2 R5.0 25 10 10 70
2RRB 100 350 AAO 2 R5.0 85 10 10 100
2RRB 120 300 C80 2 R6.0 30 12 12 80
2RRB 120 400 CBO 2 R6.0 40 12 12 110
1
Ato|= QUMEIAZ XK mm) E¢tE(mm) RSAHmm) Hoa
D Size D Tolerance R Size R Tolerance g r_o'l_l
0.1~0.5 0~ -0.005 R0.05~R2.5 +0.005 % g
0.6~5 0~-0.010 R3~Ré6 +0.010 3 &I"
6~12 0~-0.015

o
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TYSON @ Designed for high speed cutting of hardened steels(HRc52~70). \
¥ @ Maximize the wear—re§i§tance due to Tyson coating. —] = = = [ 2
3 @ Excellent workipiece finish.
Bl “
B 0005 -
30° & L
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Model.No Flutes Radius of Length Shank Overall
Ball Nose of Cut Diameter Length
m F R h d L
2RPB 001 002 445 2 R0.05 0.2 4 45
I 2RPB 002 004 445 2 R0O.1 0.4 4 45
1 2RPB 003 006 445 2 R0.15 0.6 4 45
2RPB 004 008 445 2 R0.2 0.8 4 45
m 2RPB 005 010 445 2 R0.25 1 4 45
2RPB 006 012 445 2 R0.3 1.2 4 45
O 2RPB 007 015 445 2 R0.35 1.8 4 45
2RPB 008 015 445 2 RO.4 1.5 4 45
2RPB 010 020 450 2 R0O.5 2 4 50
2RPB 010 020 650 2 R0O.5 2 6 50
2RPB 012 025 450 2 R0.6 2.5 4 50
2RPB 015 040 450 2 R0.75 4 4 50
2RPB 015 040 650 2 R0.75 4 6 50
2RPB 020 050 450 2 R1.0 5 4 50
2RPB 020 050 660 2 R1.0 5 6 60
2RPB 025 060 660 2 R1.25 6 6 60
2RPB 030 080 360 2 R1.5 8 3 60
2RPB 030 080 460 2 R1.5 8 4 60
2RPB 030 080 680 2 R1.5 8 6 80
2RPB 035 080 660 2 R1.75 8 6 60
2RPB 040 080 480 2 R2.0 8 4 80
2RPB 040 080 670 2 R2.0 8 6 70
. 2RPB 045 100 670 2 R2.25 10 6 70
§ X 2RPB 050 100 680 2 R2.5 10 6 80
3 2RPB 055 120 680 2 R2.75 12 6 80
g _|¢z,, 2RPB 060 120 690 2 R3.0 12 6 90
g g 2RPB 070 140 8A0 2 R3.5 14 8 100
o 2RPB 080 140 8A0 2 R4.0 14 8 100

o
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Model.No Flutes Radius of Length Shank Overall
Ball Nose of Cut Diameter Length
F R h d L m
2RPB 090 180 AAO 2 R4.5 18 10 100 I
2RPB 100 180 AAO 2 R5.0 18 10 100
2RPB 120 220 CBO 2 R6.0 22 12 110 1
Afo|= A BSAHmm) ZE(mm) RZXHmm) EX
D Size D Tolerance R Size R Tolerance g r_o'l_l
z O
0.1~0.5 0~ -0.005 R0.05~R2.5 +0.005 3, =
0.6~5 0~ -0.010 R3~Ré6 +0.010 3 &I"
6~12 0~ -0.015

o
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@ Designed for high speed cutting of hardened steels(HRc52~70).
@ Maximize the wear-resistance due to Tyson coating. = = —__ 3

= @ Excellent workpieco finish.
Q R
+0.005
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Model.No Flutes Radius of Length Shank Overall
Ball Nose of Cut Diameter Length
m F R h d L
2RSB 001 001 440 2 R0.05 0.1 4 40
I 2RSB 002 002 440 2 R0O.1 0.2 4 40
1 2RSB 003 003 440 2 R0.15 0.3 4 40
2RSB 004 004 440 2 R0.2 0.4 4 40
m 2RSB 005 005 440 2 R0.25 0.5 4 40
2RSB 006 006 440 2 R0.3 0.6 4 40
O 2RSB 007 007 440 2 R0.35 0.7 4 40
2RSB 008 008 440 2 RO.4 0.8 4 40
2RSB 009 009 440 2 R0O.45 0.9 4 40
2RSB 010 015 640 2 R0O.5 1.5 6 40
2RSB 015023 640 2 R0.75 2.3 6 40
2RSB 020 030 645 2 R1.0 3 6 45
2RSB 030 045 645 2 R1.5 4.5 6 45
2RSB 040 060 645 2 R2.0 6 6 45
2RSB 050 075 650 2 R2.5 7.5 6 50
2RSB 060 080 660 2 R3.0 8 6 60
2RSB 080 110 860 2 R4.0 " 8 60
2RSB 100 130 A60 2 R5.0 13 10 60
2RSB 120 150 C60 2 R6.0 15 12 60
Z <I AfO|= AHEBEKHmm) =23 (mm) REXHmm)
§ <I D Size D Tolerance R Size R Tolerance
8>
% -|§ 0.1~0.5 0~ -0.005 R0.05~R2.5 +0.005
3 5 0.6~5 0~ -0.010 R3~Ré6 +0.010
6~12 0~ -0.015
0
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@ Designed for high speed cutting of hardened steels(HRc52~70).
@ Maximize the wear-resistance due to Tyson coating. = = = 'g'
@ Excellent workipiece finish. %
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Model.No Flutes Radius of Length Shank Overall
Ball Nose of Cut Diameter Length
F R I d L m
3RSB 010 020 640 3 R0O.5 1.5 6 40
3RSB 020 050 645 3 R1.0 3 6 45 I
3RSB 030 080 645 3 R1.5 4.5 6 45 1
3RSB 040 080 645 3 R2.0 6 6 45
3RSB 050 100 650 3 R2.5 7.5 6 50 m
3RSB 060 120 660 3 R3.0 8 6 60
3RSB 080 140 860 3 R4.0 11 8 60 O
3RSB 100 180 A60 3 R5.0 13 10 60
3RSB 120 220 C60 3 R6.0 15 12 60
£ X
NIIES AMTABA (M)  E%HH(mm) RZ&Hmm) = ron
D Size D Tolerance R Size R Tolerance g ol‘)
1~5 0~ -0.010 R0.05~R2.5 +0.005 % §
6~12 0~ -0.015 R3~Ré6 +0.010

—
—
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SMG TYSON @ Designed for high speed cutting of hardened steels(HRc52~70). ad— - N >
@ Maximize the wear-resistance due to Tyson coating. e I/ S
= * Geqmetry design to protect the breakage of cutting edge and improve the T
Q % cutting performance.
0~ — 2
o — ) L
Model.No Flutes Outside Effective Length Shank Overall
Diameter Length of Cut Diameter Length
m F D 1, I d L
2RRE 001 003 445 2 0.1 0.3 0.15 4 45
I 2RRE 001 005 445 2 0.1 0.5 0.15 4 45
1 2RRE 002 005 445 2 0.2 0.5 0.3 4 45
2RRE 002 010 445 2 0.2 1 0.3 4 45
m 2RRE 003 005 445 2 0.3 0.5 0.45 4 45
2RRE 003 010 445 2 0.3 1 0.45 4 45
O 2RRE 003 015 445 2 0.3 18 0.45 4 45
2RRE 003 020 445 2 0.3 2 0.45 4 45
2RRE 003 025 445 2 0.3 2.5 0.45 4 45
2RRE 003 030 445 2 0.3 3 0.45 4 45
2RRE 004 010 445 2 0.4 1 0.6 4 45
2RRE 004 015 445 2 0.4 1.5 0.6 4 45
2RRE 004 020 445 2 0.4 2 0.6 4 45
2RRE 004 025 445 2 0.4 2.5 0.6 4 45
2RRE 004 030 445 2 0.4 3 0.6 4 45
2RRE 004 035 445 2 0.4 3.5 0.6 4 45
2RRE 004 040 445 2 0.4 4 0.6 4 45
2RRE 005 010 445 2 0.5 1 0.7 4 45
2RRE 005 020 445 2 0.5 2 0.7 4 45
2RRE 005 030 445 2 0.5 3 0.7 4 45
2RRE 005 040 445 2 0.5 4 0.7 4 45
2RRE 005 050 445 2 0.5 5 0.7 4 45
. 2RRE 005 060 445 2 0.5 6 0.7 4 45
§ X 2RRE 005 080 445 2 0.5 8 0.7 4 45
3 2RRE 006 020 445 2 0.6 2 0.9 4 45
g _|¢z,, 2RRE 006 030 445 2 0.6 3 0.9 4 45
% g 2RRE 006 040 445 2 0.6 4 0.9 4 45
o 2RRE 006 050 445 2 0.6 5 0.9 4 45
12
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Model.No Flutes Outside Effective Length Shank Overall
Diameter Length of Cut Diameter Length
F D I, I d L SMG | TYSON
2RRE 006 060 445 2 0.6 6 0.9 4 45 p
2RRE 006 080 445 2 0.6 8 0.9 4 45 Q 0%
2RRE 006 100 445 2 0.6 10 0.9 4 45 A\ ™
2RRE 007 020 445 2 0.7 2 1 4 45 30° 52 c
2RRE 007 040 445 2 0.7 4 1 4 45 ]
2RRE 007 060 445 2 0.7 6 1 4 45 h5
2RRE 007 080 445 2 0.7 8 1 4 45
2RRE 007 100 445 2 0.7 10 1 4 45
2RRE 007 120 445 2 0.7 12 1 4 45 m
2RRE 008 020 445 2 0.8 2 1.2 4 45 I
2RRE 008 030 445 2 0.8 3 1.2 4 45
2RRE 008 040 445 2 0.8 4 1.2 4 45 1
2RRE 008 050 445 2 0.8 9 1.2 4 45
2RRE 008 060 445 2 0.8 6 1.2 4 45 m
2RRE 008 080 445 2 0.8 8 1.2 4 45
2RRE 008 100 445 2 0.8 10 1.2 4 45 O
2RRE 008 120 445 2 0.8 12 1.2 4 45
2RRE 009 060 445 2 0.9 6 1.3 4 45
2RRE 009 080 445 2 0.9 8 1.3 4 45
2RRE 009 100 445 2 0.9 10 1.3 4 45
£ X
WITES QIMZ| A B (mm) < ron
D Size D Tolerance g ol‘)
-
0.1~0.5 0~ -0.005 3 g|°
0.6~0.9 0~ -0.010
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@ Designed for high speed cutting of hardened steels(HRc52~70).
@ Maximize the wear-resistance due to Tyson coating.

@ Geometry design to protect the breakage of cutting edge and improve

the cutting performance.
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Model.No Flutes Outside
Diameter

-n
[w)

4RRE 010 030 445
4RRE 010 040 445
4RRE 010060 445
4RRE 010 080 445
4RRE 010 100 445
4RRE 015 040 445
4RRE 015 060 445
4RRE 015 080 445
4RRE 015 100 445
4RRE 015 120 445
4RRE 015 160 450
4RRE 020 060 445
4RRE 020 080 445
4RRE 020 100 445
4RRE 020 120 445
4RRE 020 160 450
4RRE 020 200 450
4RRE 030080 650
4RRE 030 100 650
4RRE 030 120 650
4RRE 030 160 660
4RRE 030 200 660
4RRE 040 100 650
4RRE 040 120 650
4RRE 040 160 660
4RRE 040 200 660
4RRE 040 250 665
4RRE 050 160 660
4RRE 050300 670
4RRE 060 150 660
4RRE 060 200 660
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Length
of Cut

l4

1.5
1.5
1.5
1.5
1.5
2.3
2.3
2.3
2.3
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Overall
Length

L

45
45
45
45
45
45
45
45
45
45
50
45
45
45
45
50
50
50
50
50
60
60
50
50
60
60
65
60
70
60
60
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Model.No Flutes Outside Effective Length Shank Overall
Diameter Length of Cut Diameter Length
F D I I d L SMG TYSON
4RRE 060 300 670 4 6 30 9 6 70 R\
4RRE 080 200 865 4 8 20 12 8 65 30°
4RRE 080 300 880 4 8 30 12 8 80
4RRE 080 400 8A0 4 8 40 12 8 100
4RRE 100 250 A70 4 10 29 18 10 70
4RRE 100 350 AAQ 4 10 35 15 10 100
4RRE 100 450 AAQ 4 10 45 15 10 100
4RRE 120 300 C80 4 12 30 18 12 80
4RRE 120 400 CBO 4 12 40 18 12 110
4RRE 120 500 CBO 4 12 50 18 12 110
1

X

AOIE  oLHEABAmm) < por

D Size D Tolerance g ol‘)

: =

1~5 0~-0.010 3 g|°

6~12 0~ -0.015

_
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SMG TYSON @ Designed for high speed cutting of hardened steels(HRc52~70).
@ Maximize the wear-resistance due to Tyson coating. g]:—&?— _— B
= m @ Geometry design to protect the breakage of cutting edge and improve the B
Q 30° cutting performance. I1

e

X

1

Model.No Flutes Outside Length Shank Overall
Diameter of Cut Diameter Length
m F D h d L
4RPE 010 025 445 4 1 2.5 4 45
I 4RPE 012 040 445 4 1.2 4 4 45
1 4RPE 015 040 445 4 1.8 4 4 45
4RPE 020 060 445 4 2 6 4 45
m 4RPE 025 080 445 4 2.5 8 4 45
4RPE 030 100 450 4 3 10 4 50
4RPE 035 100 650 4 ol 10 6 50
4RPE 040 120 650 4 4 12 6 50
4RPE 050 150 650 4 5 19 6 50
4RPE 060 150 650 4 6 15 6 50
4RPE 070 200 865 4 7 20 8 65
4RPE 080 200 865 4 8 20 8 65
4RPE 100 250 A70 4 10 25 10 70
4RPE 120 300 C80 4 12 30 12 80

Ho e
g 2T ALO|= QI ASXHmm)
Z P>
g go|z D Size D Tolerance
EN)]
s O
3 5 1~5 0~ -0.010
6~12 0~ -0.020
16
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@ Designed for high speed cutting of hardened steels(HRc52~70).
@ Maximize the wear-resistance due to Tyson coating.

@ Geometry design to protect the breakage of cutting edge and improve the

cutting performance.
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Model.No Flutes Outside
Diameter

D

m

4RCR 010 R01 025 445
4RCR 010 R02 025 445
4RCR 010 R03 025 445
4RCR 015 R01 040 445
4RCR 015 R02 040 445
4RCR 015 R03 040 445
4RCR 015 R05 040 445
4RCR 020 R01 060 445
4RCR 020 R02 060 445
4RCR 020 R03 060 445
4RCR 020 R05 060 445
4RCR 025 R01 060 450
4RCR 025 R02 060 450
4RCR 025 R03 060 450
4RCR 025 R05 060 450
4RCR 030 R01 080 660
4RCR 030 R02 080 660
4RCR 030 R03 080 660
4RCR 030 R05 080 660
4RCR 040 R01 100 670
4RCR 040 R02 100 670
4RCR 040 R03 100 670
4RCR 040 R05 100 670
4RCR 040 R10 100 670
4RCR 050 R01 130 675
4RCR 050 R02 130 675
4RCR 050 R03 130 675
4RCR 050 R05 130 675

E N N N N N Y N N N N N N N N N N N N N N N NN
N
ol
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Coner
Radius

CR

RO.1
R0.2
R0.3
RO.1
R0.2
R0.3
R0.5
RO.1
R0.2
R0.3
R0.5
RO.1
R0.2
RO.3
R0.5
RO.1
R0.2
R0.3
R0.5
RO.1
R0.2
R0.3
R0.5
R1

RO.1
R0.2
R0.3
R0.5

Length
of Cut
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Shank
Diameter

d

o~ O~ 8 - 6 6 6 60 o o o - o A A A MAMAMAEMEEEEEMEEM®EEE®EE®M®PMS

Overall
Length

L

45
45
45
45
45
45
45
45
45
45
45
50
50
50
50
60
60
60
60
70
70
70
70
70
75
75
75
75
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Model.No Outside Coner Length
Diameter Radius of Cut
F D CR l4
4RCR 050 R10 130 675 4 D R1 13
4RCR 060 R0O1 130 690 4 6 RO.1 13
4RCR 060 R02 130 690 4 6 R0O.2 13
4RCR 060 R03 130 690 4 6 R0.3 13
4RCR 060 R05 130 690 4 6 R0O.5 13
4RCR 060 R10 130 690 4 6 R1 13
4RCR 080 R0O1 190 8A0 4 8 RO.1 19
4RCR 080 R02 190 8A0 4 8 R0O.2 19
4RCR 080 R03 190 8AQ 4 8 R0O.3 19
4RCR 080 R05 190 8A0 4 8 RO.5 19
4RCR 080 R10 190 8A0 4 8 R1 19
4RCR 080 R20 190 8A0 4 8 R2 19
4RCR 100 R02 220 AAO 4 10 R0O.2 22
4RCR 100 R03 220 AAO 4 10 R0O.3 22
4RCR 100 R05 220 AAO 4 10 R0O.5 22
4RCR 100 R10 220 AAQ 4 10 R1 22
4RCR 100 R20 220 AAQ 4 10 R2 22
4RCR 120 R02 260 CBO 4 12 R0.2 26
4RCR 120 R03 260 CBO 4 12 R0O.3 26
4RCR 120 R05 260 CBO 4 12 R0O.5 26
4RCR 120 R10 260 CBO 4 12 R1 26
4RCR 120 R20 260 CBO 4 12 R2 26
NIYES PSS! AL R(mm) RSAHmm)
D Size D Tolerance R Size R Tolerance

1~5 0~-0.010 R0.02~R0.5 +0.005

6~12 0~-0.015 R1~R1.5 +0.010

R2~R3 +0.015

Shank
Diameter

d

O 0O 0O 0O 0O O~ O~ O~ O~ O~ O~

4 FLUTES CORNER RADIUS END MILLS

Overall
Length

L

75

90

90

90

90

90

100
100
100
100
100
100
100
100
100
100
100
110
110
110
110
110
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@ Designed for high speed cutting of hardened steels(HRc52~70).

L 4 Maxigrmze the vvgear—?esistance Sue to Tyson coatingF ) g_l__@} T T T _gl S

@ Geometry design to protect the breakage of cutting edge and improve the
cutting performance.
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Model.No Flutes Outside Coner Length Shank Overall
Diameter Radius of Cut Diameter Length
F D CR I d L m
6RCR 030 R05 080 650 6 3 R0O.5 8 6 50
6RCR 040 R05 100 650 6 4 R0O.5 10 6 50 I
6RCR 060 R05 130 650 6 6 R0O.5 13 6 50 1
6RCR 080 R05 190 865 6 8 R0O.5 19 8 65
6RCR 100 R05 220 A70 6 10 R0O.5 22 10 70 m
6RCR 120 R05 260 C80 6 12 R0O.5 26 12 80 O
&9
ARO|= QU HEZEXHmm) 2 R(mm) REXHmm) § rok
D Size D Tolerance R Size R Tolerance g ol‘)
=
3~4 0~ -0.01 R0.5 | +0.005 -8

6~12 0~-0.020
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—— /\ Safe use of End mills —————

« Please use safety during operation.

« Please don’ t touch cutting edges with bare hands.

* Please don’ t touch cutting chips with bare hands.

« Please stop cutting when the End mills becomes dull.

- Please stop cutting operation immediately if you hear
strange cutting sounds.

« Please don’ t modify End mills.

« Please use correct End mills for the operation.

Check dimensions to ensure proper selections.
o J
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