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® O o002 ® . Endmills for various work materials, hardened steel,

oLt S oS L, ‘ pre-hardened steel, tool steel and cast iron.

Nofutes - L « J-Max coating provides wear resistance improvement as well as

avoid edge stress in various applications.
» Minimize edge chipping by applying straight 4flutes design.
- Various shapes and length provides optimum efficiency.
. i D Size D Tolerance
E E . oo ¢1.5 ; 5 +O~ _O-OQmm
1 Coating Helix Angle @6 ~12 -0.01 ~ =0.03mm
#15~05 @6~g12 @1.5~85 @6~12 e

4TDA 015 600 030 1.5 60° 0.43 3 0.75 45 4

4TDA 015 900 030 1.5 90° 0.75 3 0.75 45 4

4TDA 020 600 050 2 60° 0.57 5 1 50 4

4TDA 020 900 050 2 Q0° 1 5 1 50 4

4TDA 025 600 060 25 60° 0.75 6 1.2 50 4

4TDA 025 900 060 2.5 o0’ 1.3 6 1.2 50 4

4TDA 030 600 075 3 60° 0.86 7.5 1.5 50 4

4TDA 030 900 075 3 Q0° 15 7.5 1.5 50 4

4TDA 040 600 100 4 60° 1.15 10 2 50 4

4TDA 040 900 100 4 90° 2 10 2 50 4

4TDA 050 600 125 5 60° 1.44 12.5 2.5 60 6

4TDA 050 900 125 5 Q0° 2.4 12.5 2.5 60 6

4TDA 060 600 150 6 60° 1.73 15 3 60 6

4TDA 060 900 150 6 90° 2.8 15 3 60 6

6TDA 080 600 200 8 60° 2.3 20 4 70 8

6TDA 080 900 200 8 Q0° 3.8 20 4 70 8

6TDA 100 600 250 10 60° 2.8 25 5 75 10

6TDA 100 900 250 10 90° 4.8 25 5 75 10

6TDA 120 600 300 12 60° 3.4 30 6 80 12

6TDA 120 900 300 12 Q0° 5.8 30 6 80 12
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