Solid Carbide
End Mills Series
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Solid Carbide End Mills Series

O Efficient
O Competitively
O Innovative

O Outstanding
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Solid Carbide End Mills Series

2 FLUTES 4 FLUTES *ﬂﬂﬁ'ﬂ %ﬁ*ﬁﬁ%iﬁ E—Lﬁjj jE ARy

FLT “Lj Micro Grain Carbide

3 Square End Mills - Standard Length

BRAME
S R Sl BEH - TEH - FUREHN

APPLICATION MATERIAL
Cast Iron, Carbon Steels, Alloy Steels, Hardened Steels,
Prehardened Steels, Tool Steels.
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SPECIFICATION unit : mm
JIED IR L1 PAL| W d ERL2
3.0 8 2/4 4 50
35 9 2/4 4 50
4.0 10 2/4 4 50
4.5 11 2/4 6 50
5.0 13 2/4 6 50
5.5 14 2/4 6 50
6.0 15 2/4 6 50
6.5 16 2/4 8 60
7.0 17 2/4 8 60
8.0 20 2/4 8 60
8.5 21 2/4 10 75
2.0 22 2/4 10 75
9.5 24 2/4 10 75
10.0 25 2/4 10 75
11.0 28 2/4 12 75
12.0 30 2/4 12 75
14.0 35 2/4 16 100
16.0 40 2/4 16 100
20.0 45 2/4 20 100
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D D . . .
“—" Micro Grain Carbide
. B A Square End Mills — Long Flute
L1 L1
BERAME
54 EN - A2l AEH - TEM - 2RIEH
L APPLICATION MATERIAL

Cast Iron, Carbon Steels, Alloy Steels, Hardened Steels,
Prehardened Steels, Tool Steels.
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SPECIFICATION unit © mm
JIED R L1 JE g d 2R12
3.0 12 2/4 6 60
35 14 2/4 6 60
4.0 16 2/4 6 60
45 16 2 6 60
45 18 4 6 60
5.0 20 2 6 60
5.0 25 4 6 75
55 20 2 6 60
6.0 25 2/4 6 75
7.0 26 2 8 75
7.0 30 4 8 75
8.0 26 2 8 75
8.0 36 2 8 100
8.0 35 4 8 100
10.0 40 2/4 10 100
12.0 46 2 12 100
12.0 45 4 12 100
12.0 60 4 12 150
14.0 46 2 16 100
14.0 45 4 14 100
15.0 46 2 16 100
16.0 46 2 16 100
16.0 65 4 16 150
20.0 75 4 20 150



o'
0
=5
B
0
Q
9
o
o+
o

Ep VARl

Solid Carbide End Mills Series

YDEIi%4 : 2Y)31§%7) Cutting Conditions of Two Flutes, End Mills

R Ao B - B
B A5H BAE | TAS  REH BB - MAES
WAIHIA Tam TAH - HRI2H HRER HRIDH - ShAS HEAS
Work c —~ Alloy Steels, Mold Alloy Steels, Mold Hardened Steels, Hardened Steels,
) arbon Steels, Alloy ) .
Material | cieals Mold Steels Steels, Tool Steels, Steels, Tool Steels, Ti-Alloy Steels Nickel Alloy, Inconel
' ' Hardened Steels Stainless Steels, Alloy
Cast Iron, Tool Steels
Hardened Steels
B HRC 30 BAF HRC 30-35 HRC 35-40 HRC 40-45 HRC 45-65
Hardness
3 (A 3 (A 3 (A 3 (A 3 (A
. EEEvE LS EEE LS EEE LS EEE LS EEE LS
JJ1% Dia Feed Feed Feed Feed Feed
R.PM : R.PM ) R.PM ‘ R.PM ‘ R.PM )
(mm / min) (mm / min) (mm / min) (mm / min) (mm / min)
3 7,400 120 4,500 76 3,600 60 2,600 44 1,500 25
4 6,400 160 3,800 96 3,000 80 2,200 56 1,270 32
5 5,700 200 3,400 120 2,700 96 2,000 72 1,150 40
6 5,300 256 3,200 152 2,500 120 1,900 92 1,060 50
8 4,000 256 2,400 152 1,900 120 1,400 90 800 50
10 3,200 256 1,900 152 1,500 120 1,100 88 640 50
12 2,600 250 1,600 152 1,300 120 950 88 530 50
16 2,000 192 1,200 116 950 92 710 68 400 38
20 1,600 152 950 92 760 72 570 56 320 30
P2
Cutting | H=025DLLF H=025D AR H=025D AR H=005D AR H=005D AR
Amount

tIEIEE : 4 T)3L8kT)

Cutting Conditions of Four Flutes , End Mills

B A A% KA
| R e | A5 MAM | THAM- SR - HHES
WYIHIE "I" B4 TEH - ZRIRH HhpRIR i BRI kA BEAS
Work Carb S/t\wl Al Alloy Steels, Mold Alloy Steels, Mold Hardened Steels, Hardened Steels,
Material Si (‘mM el(ej ; ?y Steels, Tool Steels, Steels, Tool Steels, Ti-Alloy Steels Nickel Alloy, Inconel
eels, Mo cels, Hardened Steels Stainless Steels, Alloy
Cast Iron, Tool Steels
Hardened Steels
B HRC 30 IR HRC 30-35 HRC 35-40 HRC 40-45 HRC 45-65
Hardness
R Y A R Y A R S R TR N R
| EEE LR @R AR ElEE Ein EEe R ELe g
JJ1% Dia Feed Feed Feed Feed Feed
R.PM ) R.PM ) RPM RPM ) RPM )
(mm / min) (mm / min) (mm / min) (mm / min) (mm / min)
3 7,400 220 4,500 140 4,000 130 3,600 110 1,500 46
4 6,400 370 3,800 180 3,400 160 3,000 150 1,270 60
5 5,700 370 3,400 220 3,000 200 2,700 180 1,150 76
6 5,300 480 3,200 290 2,900 260 2,500 220 1,060 96
8 4,000 480 2,400 290 2,200 260 1,900 220 800 96
10 3,200 480 1,900 290 1,650 260 1,500 220 640 96
12 2,600 460 1,600 290 1,450 260 1,300 220 530 96
16 2,000 360 1,200 220 1,080 200 950 170 400 72
20 1,600 290 950 175 850 150 760 135 320 57
gpg | H=0ISDLLR W | H=015D AT * W | H=015D BT » W
utti =005D LT » W= | =005D AT » W= | =005D AT » W= H=1D B H=1D B}
UtING 16,0250 LIRS + Feed|0.025D LUTRES + Feed [0025D U8 + Feed| W=002D AT | W=002D LIF
Amount | gpofEEiEsT AILLfEEREDT AILLRERELT
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Two Flutes Corner Radius End Mill -
Standard Length

(&)
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BRAME
L2 AR IR © TREEH AN  MIES S

APPLICATION MATERIAL

Cast Iron, Mild Steels, Carbon Steels, Alloy Steels, Tool
Steels, Hardened Steels, Prehardened Steels, Stainless
Steels, Nickel Alloy.
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SPECIFICATION unit : mm
JED IRL JE RA WEd ERL2
Diameter Flute Length Flutes Corner Shank O.A.L
3 8 2 0.2 4 50
3 8 2 0.3 4 50
3 8 2 0.5 4 50
4 10 2 0.2 4 50
4 10 2 0.3 4 50
4 10 2 0.5 4 50
4 10 2 1 4 50
5 13 2 0.3 6 50
5 13 2 0.5 6 50
5 13 2 1 6 50
6 15 2 0.2 6 75
6 15 2 0.3 6 75
6 15 2 0.5 6 75
6 15 2 1 6 75
6 15 2 2 6 75
8 20 2 0.3 8 75
8 20 2 0.5 8 75
8 20 2 1 8 75
8 20 2 2 8 75
10 25 2 0.5 10 75
10 25 2 1 10 75
10 25 2 15 10 75
10 25 2 2 10 75
10 25 2 3 10 75
12 30 2 0.5 12 75
12 30 2 1 12 75
12 30 2 1.5 12 75
12 30 2 2 12 75
12 30 2 3 12 75
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Solid Carbide End Mills Series
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Four Flutes Corner Radius End Mill -
7 g Standard Length
i EAME
548~ AEEMNE - R - 52 AEWR - TAM -
12 BAERIBEN « TEREN © NEHH - RS

APPLICATION MATERIAL

Cast Iron, Mild Steels, Carbon Steels, Alloy Steels, Tool
Steels, Hardened Steels, Prehardened Steels, Stainless
Steels, Nickel Alloy.
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SPECIFICATION unit - mm
JED I L PAL | RA W€ d 2RL2
Diameter Flute Length Flutes Corner Shank O.A.L
6 15 4 0.2 6 75
6 15 4 0.3 6 75
6 15 4 0.5 6 75
6 15 4 1 6 75
6 15 4 2 6 75
8 20 4 0.3 8 75
8 20 4 0.5 8 75
8 20 4 1 8 75
8 20 4 2 8 75
10 25 4 0.5 10 75
10 25 4 1 10 75
10 25 4 1.5 10 75
10 25 4 2 10 75
10 25 4 3 10 75
12 30 4 0.5 12 75
12 30 4 1 12 75
12 30 4 1.5 12 75
12 30 4 2 12 75
12 30 4 3 12 75



tDEi%4 : 2 JJEI&T) Cutting Conditions of Corner -Radius, Two Flutes , End Mills

TR B

Awll - RAH

EE - Aal - EAR TES - AR B RIRH - MBAES
WOIHIS Tam T A - BuRiPe 2 PRIRIR HERIB - ShAS HEAS
Work Carbon Sge\éls Allo Alloy Steels, Mold Alloy Steels, Mold Hardened Steels, Hardened Steels,
Material | cieels Mold S{ee\sy Steels, Tool Steels, Steels, Tool Steels, Ti-Alloy Steels Nickel Alloy, Inconel
C ! ! Hardened Steels Stainless Steels, Alloy
ast Iron, Tool Steels
Hardened Steels
Haﬁz’i o | HRC30ELIT |HRC30-35 BELUT | HRC 35-40 BELITS | HRC 40-45 BELITS | HRC45-50 EELIT
N 3 (A N 3 A N 3 AN N 3 A . p e AN
Do, | BE | 28 Eeme | B g | B maps | R mepx | 28
- RPM €€d 1 RPM €ed 1 RPM €ed 1 RPM eed | ‘gpy | Feed
(mm / min) (mm / min) (mm / min) (mm / min) (mm / min)
3 7,400 120 4,500 76 4,000 68 3,600 60 1,500 25
4 6,400 160 3,800 96 3,400 86 3,000 80 1,270 32
5 5,700 200 3,400 120 3,100 116 2,700 96 1,150 40
6 5,300 256 3,200 152 2,900 136 2,500 120 2,000 100
8 4,000 256 2,400 152 2,200 136 1,900 120 1,500 100
10 3,200 256 1,900 152 1,700 136 1,500 120 1,200 100
12 2,600 250 1,600 130 1,450 120 1,300 104 1,050 85
JIHIE
Cutting | H=025D LI H=025D IR H=025D IR H=0.25D IR H=025D AR
Amount

tEEE: 4 TEET)

Cutting Conditions of Corner -Radius, Four Flutes , End Mills

o anm | AW BAS | THM- T SR  HHAS
elllr) ”i Eﬂ{ TEH - 2RI HhpRIR i BRI ha® BEAS
Work Carbon S/t\\ s Al Alloy Steels, Mold Alloy Steels, Mold Hardened Steels, Hardened Steels,
Material Sét] lo M e‘z SSlt ‘oy Steels, Tool Steels, Steels, Tool Steels, Ti-Alloy Steels Nickel Alloy, Inconel
eels, Vo €els, Hardened Steels Stainless Steels, Alloy
Cast Iron, Tool Steels q
ardened Steels
Haﬁii o | HRC30ELIT HRC 30-35 £ HRC 35-45 & HRC 45-50 & HRC 50-65 &
N LS N AL N sELS N AL N sELA
PN == R [dEE R B2 R [EliEE EH BT pie
J)1% Dia Feed Feed Feed Feed Feed
RPM ) RPM ) RPM _ R.PM v R.PM
(mm / min) (mm / min) (mm / min) (mm / min) (mm / min)
6 6,400 570 5,100 460 4,100 370 3,200 290 1,600 145
8 4,800 570 3,800 460 3,100 370 2,400 290 1,200 145
10 3,800 570 3,000 460 2,400 370 2,000 290 1,000 145
12 3,200 480 2,600 380 2,100 310 1,600 240 800 120
PIHIE [H=025D LI » H= |H=025D LI * H= |H=025D L} + H=
Cutting | 0.10D BUTRES » Feed | 0.10D LUTREF » Feed | 010D BUTREF » Feed | H=0.10D AT | H=0.10D T

Amount
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Solid Carbide End Mills Series

R
A
.\
L—»‘

‘ )RR ES RN AL T) men

Two Flutes Ball End Mill -
Standard Length

ERME

L2 il ~ EEE - TRHE - 52 #AEH  RAH
HRI I
APPLICATION MATERIAL

Carbon Steels, Low Alloy Steels, Tool Steels, Alloy Steels,
Prehardened Steels, Mold Steels, Hardened Steels.
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SPECIFICATION unit * mm
Diameter Flute Length Flutes Shank O.A.L
RO.5 2 2 4 50
R0.75 3 2 4 50
R1 4 2 4 50
R1.25 5 2 4 50
R15 6 2 4 50
R1.75 7 2 4 50
R2 8 2 4 50
R2.25 9 2 6 50
R25 10 2 6 50
R2.75 11 2 6 50
R3 12 2 6 50
R35 14 2 8 60
R4 16 2 8 60
R 4.5 18 2 10 75
R5 20 2 10 75
R5.5 22 2 12 75
R6 24 2 12 75
R7 28 2 16 100
R8 32 2 16 100
R9 36 2 20 100
R10 40 2 20 100
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Four Flutes Ball End Mill -
Standard Length

L1

ERAME
il EESH  TAW S5 AEH  RAH -

APPLICATION MATERIAL
Carbon Steels, Low Alloy Steels, Tool Steels, Alloy Steels,
Prehardened Steels, Mold Steels, Hardened Steels.
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SPECIFICATION unit *
mm
Diameter Flute Length Flutes Shank O.A.L
R3 12 4 6 50
R3.5 14 4 8 60
R4 16 4 8 60
R4.5 18 4 10 75
R5 20 4 10 75
R5.5 22 4 12 75
R6 24 4 12 75
R7 28 4 16 100
R8 32 4 16 100
R9 36 4 20 100
R10 40 4 20 100
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Solid Carbide End Mills Series

]

» ‘
»

=)t ESHRAEEET) men

L1 Three Flutes Roughing End Mill -
Standard Length

BERAME
B R Al - TEH - RN - KA

APPLICATION MATERIAL
Cast Iron, Carbon Steels, Alloy Steels, Tool Steels, Mold
Steels, Stainless Steels.
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SPECIFICATION unit : mm
JED JE L JIE g d 2R 12
7 16 3 8 60
8 19 3 8 60
9 25 3 10 75
10 25 3 10 75
11 30 3 12 75
12 30 3 12 75
16 35 3 16 100
20 45 3 20 100
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Three Flutes End Mills For Aluminium
Alloy Processing - Standard Length
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S 3 B8

L1
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L2

APPLICATION MATERIAL
Al Alloys, Al Alloys ( Cu-Mg) , Al Alloys (Mg)
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SPECIFICATION unit : mm
JE&ED IR L JE g d 2R 12
3 9 3 6 50
4 12 3 6 50
5 15 3 6 50
6 18 3 6 50
8 20 3 8 60
10 30 3 10 75
12 32 3 12 75
16 45 3 16 100
20 45 3 20 100
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Solid Carbide End Mills Series

tIEIEE : 4 JJEREYT)  Cutting Co

ditions of Four Flutes , Ball End Mills (—#&m/czm)

R ~ A2~ HAR aai -~ HEH - TAEH
WIIHIM =8 TEM T~ ZAERTRER ZRERIRM
Work Material Carbon Steels, Alloy Steels, Alloy Steels, Mold Steels, Tool Steels, Hardened Steels
Mold Steels, Cast Iron, Tool Steels Stainless Steels, Hardened Steels
Eﬁrg N\
e HRC30 I HRC 30 -45 HRC 45-50
P ; HE4E Feed N 4R Feed ; XA Feed
R (G183 RPM (’r;m” amy | EEBERRM (ﬁm” oy | EEBERRM g;m” fives
3 7,600 960 6,000 670 3,200 300
4 5,700 1,140 4,600 790 2,300 320
5 4,600 1,070 3,600 740 1,900 330
6 3,400 950 2,650 680 1,350 290
8 2,900 930 2,300 670 1,100 270
10 2,300 810 1,900 640 950 250
?ﬂtﬁt‘{i H=0.1R LI~ H=0.1R LT H=005R I~
P P=03R LT P=03RLIF P=0.15R LI~

%4 : 350 $EEET]  Cutting Condition of Three Flutes Roughing End Mill -Standard Length

W SEE - S0M BEH | TAM A BRI A S B
e TRa T - B e BRI - $haS REAS
Work Carbon S;e\gls Allo Alloy Steels, Mold Alloy Steels, Mold Hardened Steels, Hardened Steels,
or. Steels Mold S£ | Y Steels, Tool Steels, Steels, Tool Steels, Ti-Alloy Steels Nickel Alloy, Inconel
Material ee’s, Mold Steets, Hardened Steels Stainless Steels, Alloy
Cast Iron, Tool Steels 0
ardened Steels
B HRC 30 I HRC 30-35 HRC 35-40 HRC 40-45 o
Hardness
N sELS N AL N JELE N AL N .
faoe | EEE | BB mm | BE | par | B e | BR | e | s reed
= RPM ee RPM €€d | RPM €€d | RPM €€0 | RPM | (mm/min)
(mm / min) (mm / min) (mm / min) (mm / min)
8 4,000 480 2,400 290 2,200 270 1,900 230 800 100
10 3,200 480 1,900 290 1,700 270 1,500 230 640 100
12 2,600 470 1,800 290 1,450 270 1,300 230 530 100
16 2,000 480 1,200 290 1,100 270 950 230 400 100
20 1,600 480 1,000 290 900 270 760 230 320 100
JHI=
THE | yisoLIF | H=1SOBUE | H=1SDMT | H=1sDIUE | H=1SDBF
o9 | w=03DLIF | w=03DLIT | w=03dLIF | w=01DIF W=01D I
EI€4 : 370 $88F7]  Cutting Conditions of A
(5% oo SREDRERT IEESWHRT RASERT EESEWRY | RESHERT wmirae
B4 our ;\\u\minum Aluminum Alloy | Aluminum Alloy Si | Aluminum Alloy Mg | Aluminum Alloy Mg-| Aluminum Alloy Zn-| Casting Aluminum
Material € Cu-Mg Series Series Series Si Series Mg Series Alloy Series
P N 7 A R 7 A R 7 7N . 7 (A . Y (A N 7 4 N y = AN
nE |mmx | R mape | B0 \mms| £ pamg| B0 max | BR mape | 2R o | B
Dia | RPM | €9 | ppm | "€€C | gpm | €A | ppM | TEEC G ogppm | TEEC | oppp | TEED G ogppy | TEEC
(mm / min) (mm / min) (mm / min) (mm / min) (mm / min) (mm / min) (mm / min)
3.0 32000 | 1900 | 27000 | 1600 2700 150 13000 800 21600 880 27000 1080 16000 1000
4.0 24000 1900 | 20000 1600 2000 200 10000 800 61000 880 20000 1080 | 12000 | 1000
5.0 19000 1900 16000 1600 1600 200 8000 800 12800 880 16000 | 1080 9600 1000
6.0 16000 1900 13500 1600 1350 200 6500 800 10800 880 13500 1080 8000 1000
8.0 12000 1900 | 10000 | 1600 1000 300 5000 800 8000 880 10000 1080 6000 1000
10.0 9600 1900 8000 1600 800 300 4000 800 6400 880 8000 1080 4800 1000
12.0 8000 1900 6600 1600 660 250 3300 800 5300 880 6600 1080 4000 1000
16.0 6000 1900 5000 1600 500 150 2700 800 4000 880 5000 1080 3000 1000
20.0 4800 1900 4000 1600 400 150 2000 800 3200 880 4000 1080 2400 1000
=
?J%jt{r:i H=1.5D H=1.5D H=1.5D H=1.5D H=1.5D H=1.5D H=1.5D
Amour?t W=0.1D W=0.1D W=0.1D W=0.1D W=0.1D W=0.1D W=0.1D




EXPATA is a professional company in the business of industrial products.

We offer a wide range of products for the metal cutting industry with a

focus on cutting tools and tooling accessories.

Some of the major industries EXPATA provides for are :

Automotive

Aerospace

Die and Mold

Jobbing shops machining small and big parts

We have been established a reputation in this field due to the support
of our customers in domestic and overseas. The reputation is resulted
from the outstanding quality and cutting performance of EXPATA cutting
tools. Our cutting tools are manufactured from top quality micro-grain
tungsten carbide material. In the future, we will keep sticking on our
quality and innovation, working on developing and creating state-of-the-
art technology for our comprehensive range of products in order to serve

our customers and meet our customers’ needs.

Commitment

Our commitment to our customers is to :

Cost-effective quality products to meet the wide range of needs of the
marketplace.

A partnership in business with our customers by providing high quality
products and excellent after-sale services.

Help customers maintain quality and improve productivity in order to
reach their goals.

Constantly advance the level of service to earn the trust of our customers.
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IJ AUI mIBEHRASE
EXPATA BUSINESS COMPANY

Expata Business Company BRI ERTEREE 615 B 12 5%
No. 12, Ln. 615, Demei Rd., Hemei Township, Changhua County 508, Taiwan.

Tel : 886-4-7555999 Fax :886-4-7557599
ijaui.e555999@msa.hinet.net www.ijaui.com.tw

DESIGNED BY& 886-4-2235-3959



