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Explanation Name Icon Explanation
- .
3D Shank 35°
3.175D 31> % a°
3.175D Shank *ymg
AD S Helix Angle ase
4D Shank
T3wh (S S T
Flat 26°-30° Special
) AT R ]1' AlEmMT
| 2 blade Endmill Side processing
IV ¥
A [swmmey SRR ag | mmT
P& S 3 blade Endmill 9 Grooving
Blade method
number -~k AWHATRIY 3 IZ4AMLT
i~ 4 blade Endmill Milling
28A R BT
ﬁ 2 blade Drill @ Through holl
120 o FILAE E-3
-— 120 Drill methad @ Multilayer hole
ﬁuﬁ (130"‘ N ° ’i jﬁ‘f i F?k-]l'
Point angle -— 130 Blind hole
1407 140° AF=N
[— Steel
A AR
SME6ME | Applicable M AFILA
6 dgr“n‘;sm'p machined Stainless
materials
SeEL06E IFHER
BINTRE m 10 times in m Non ferrous
Effective diameter metals
machining SRS BRI A
depth @ 15 times in m Uttrafine grained
diameter TEHE hard alloys
sE2082 | Tool material PCD
20D 20 times in Ygy| | (oveysine
diameter Diamond)
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Endmill series for non ferrous metal processing

WEE / IVRINMISU-X
High precision, high strength, high efficiency / Endmill process series

H-X =t PEHE R
series Name Diameter range Page
AG-2T P U At ®0.03~®4.00 55
AG-3T 3 Bio900 P Endrmi ®1.00~4.00 56
AM-2T 2 B ki ®0.50~®4.00 57
AM-3T 10 e il ®1.00~®4.00 58
AB-2T Y e ©0.06~04.00 59
AR-2T 2 0T RAdas Bnemil ©0.10~®4.00 60 @
SSFRIVRE T
AR-4T 4 B15des Radius Endiill ®1.00~4.00 61 13
ne
H &
&
m e
‘=
N E
HE
AF=IMIATIYRENLVI—-X w
Endmill series for steel processing
2-X B TEEHE ]
series Name Diameter range Page
MG-2T 2 Hloaae Fint Endemil ®0.50~04.00 62
MG-4T o lodee Pt Endemin ®1.00~®4.00 63
MB-2T z%ﬁﬂéé&d’gﬁ#{m ©0.06~®4.00 64
MR-2T 2 B RAdas el ®0.10~04.00 65
MR-4T 4 Blbties Radius Endmil ®1.00~04.00 66
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FZEEMTA2BAISY IV RSN
2 Blades Flat Endmill for non ferrous metal processing

#iFLE A General specification
MW LY. FEEN. BHENEoN LICALTUE.

Suitable for machining of general steel, non-ferrous metals and resin materials I
FHELE Drill diameter talerance EL ‘ \

DS0.1: 0~-0.007mm =
0.155Ds0.9 ; 0~-0.010mm i

1.05D54.0 : 0~-0.015mm

SPOREAR Shank diameter tolerance : +0~-0.006mm

D= B2 =0 |

O E1E Best OiE&Good

REE | A8 | WEE | %8k | 732500 [POULBIR| RFULR [Prisonss| WA E‘;g{f HEASM Hardened Steel
Carbon steel| Alloy stesl [TTR0800| cact1ron |masuccement| Agareko [sianie siess| O™ | SRS | Tisni Aoy | ggc|-ssre| eonre -ssie
o o o o o
(mim) (mm) ) (mim) N ade "
AG-2T-D0.03 0.03 0.06 4 45 2
AG-2T-D0.04 0.04 0.08 4 45 2
AG-2T-D0.05 0.05 0.10 4 45 2
AG-2T-D0.06 0.06 0.12 4 45 2
AG-2T-D0.07 0.07 0.14 4 45 2
AG-2T-D0.08 0.08 0.16 4 45 2
AG-2T-D0.09 0.09 0.18 4 45 2
AG-2T-D0.10 0.10 0.30 4 50 2
AG-2T-D0.15 0.15 0.30 4 50 2
AG-2T-D0.20 0.20 0.40 4 50 2
AG-2T-D0.25 0.25 0.50 4 50 2
AG-2T-D0.30 0.30 0.90 4 50 2
AG-2T-D0.50 0.50 1.50 4 50 2
AG-2T-D0.80 0.80 2.40 4 50 2
AG-2T-D1.00 1.00 3.00 4 50 2
AG-2T-D1.20 1.20 3.60 4 50 2
AG-2T-01.50 1.50 4.50 4 50 2
AG-2T-D2.00 2.00 6.00 4 50 2
AG-2T-D3.00 3.00 9.00 4 50 2
AG-2T-D4.00 4.00 12.00 4 50 2
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FHERIMTAZMAISYIIYRIN
3 Blades Flat Endmill for non ferrous metal processing
# LA General specification

SN, FSREN, SEMEONTCELTV.

Suitable for machining of general steel, non-ferrous metals and resin materials
FHELE Drill diameter tolerance

D=0.1:0~-0.007mm

0.155D=0.9 : 0~-0.010mm

1.05D=4.0: 0~-0.015mm

v U% 0% Shank diameter tolerance : +0~-0.006mm

oIS < B0

O F{F Best OiE&Good

REM | AEW | WEE | % | 75370 [POUMEE| XFULR [missei| @A ;ﬁgﬁ HEAH Hardaned Steel
Carbon Steel| Alloy Steal P"";l’e”e‘l”"j Castiron |PlasticCement| Aggreka |Stainlee Stesis A";'I"':;i:’" g“’l"n"vi' Ti/Ni Alloy | -4gHRc|-s5 SEHAC
o 5] O (s} o
3
BE #H&Standard E
Model number HED Hi SvyE 25 T w
0.0 FL Shank.D 0.L Number of &
(mm) {mm} {mm) (mm) blade &
AG-3T-D1.0 1.00 3.00 4 50 3 2
AG-3T-D1.2 1.20 3.60 4 50 &
AG-3T-D1.5 1.50 4.50 4 50 3
AG-3T-D2.0 2.00 6.00 4 50 3
AG-3T-D2.5 2.50 7.50 4 50 3
AG-3T-D3.0 3.00 9.00 4 50 3
AG-3T-D4.0 4.00 12.00 4 50 3
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FBSEELEFNIAZBAISY IR
2 Blades Flat Endmill for non ferrous metal finishing processing
$FUEE Genaral specification

SR REY . RN, BIEHEONTICELTVS.

Suitable for machining of general steel, non-ferrous metals and resin materials.
F)#42#% Drill diameter tolerance : '—‘[
Ds0.1:0~-0.007mm

0.15sDs0.9 : 0~-0.010mm

1.05D=4.0 : 0~-0.015mm

v BL0% Shank diameter tolerance : +0~-0.006mm

I3 = 1Y o

]

O 5fE Best Oi&AGood

REE | o2W | WES | B8 | 753790 [FOULEE| A7 LR [maoses| @ae %f;gg BEAS Hardened Steel
Carhon steel| Alloy Steel P3SN0\ ooy pron otastic cement| Aggreke | Staivee Steels “'T';v:"’ f\"‘fﬂ“’;' TifNi Allay |-t -s570] -60-re) 65
o o (e} o] [s]
A #R4&Standard
T e SHED AL PAA 3 = A
0.0 Pl Shank.D [ Number of
(mm) (mm) ) (mm) blade
AM-2T-D0.5 0.50 1.50 4 50 2
AM-2T-D0.8 0.80 2.40 4 50 2
AM-2T-D1.0 1.00 3.00 4 50 2
AM-2T-D1.2 1.20 3.60 4 50 2
AM-2T-D1.5 1.50 4.50 4 50 2
AM-2T-D2.0 2.00 6.00 4 50 2
AM-2T-D3.0 3.00 9.00 4 50 2
AM-2T-D3.5 3.50 10.50 4 50 2
AM-2T-D4.0 4.00 12.00 4 50 2
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High precision, high strength, high efficiency / Endmill process series

SR L FINTAIKAISTYRIYRIN
3 Blades Flat Endmill for non ferrous metal finishing processing

AR General spacification

AR, AR, SEHEONTOEL TS,

Suitable for machining of general steel, non-ferrous metals and resin materials,

FE4E Drill diameter tolerance :
Ds0.1:0~-0.007mm
0.15sD0=0.9 : 0~-0.010mm
1.0=D=4.0: 0~-0.015mm

¢ PER% Shank diameter tolerance @ +0~-0.006mm

JEY= DY =0

8D

O EmEBest OE5Good
REE | SR | WES | B85 | I52500 |[FOULER| ZFULR (miosss| e ’;ﬁgg BEAH Hardened Steel
Carbon steel| Allay Steel 2% cast1ran (plastic cement|  Aggreka | staiies teels A";’I’;'ﬂ’:,';"“ iﬂm‘;’ TifNi Allay | -agnne|-ssume|-sonmc|-ssnc)
[+] o] ] o o]
g #iEStandard
Model number 442D s SN OTE 3. 1 0
§ FL Shank.D o0 Number of
(mm) (mm) (mm) (mm) blade
AM-3T-D1.0 1.00 3.00 4 50 3
AM-3T-D1.2 1.20 3.60 4 50 3
AM-3T-D1.5 1.50. 4.50 4 50 3
AM-3T-D2.0 2.00 6.00 4 50 3
AM-3T-D2.5 2.50 7.50 4 50 3
AM-3T-D3.0 3.00 9.00 4 50 3
AM-3T-D4.0 4.00 12.00 4 50 3
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AF-NMITA2ZEAIZYRIZRIN

2 blades Flat Endmill for steel processing
#ifAB1-F4241{14 General purpose coating specification
SATFULA FI Ty L EERRECHEMON TISELTUS.

Suitable for machining difficult materials such as stainless steel,
titanium and nickel alloys.

F#44% Drill diameter talerance

Ds0.1: 0~-0.007mm

0.155D=0.9 : 0~-0.010mm

1.02D=24.0 : 0~-0.015mm

S PE4%E Shank diameter tolerance @ +0~-0.006mm

Ll VK|

I~ EI0Y =0

O Rt Best OIE&Good

HEM | SRM | WER | WK | 752590 [Ponem) 27R reoiee| WAk | TSS | MAT Hordened stee
Carbon steei| Alloy Steel | "2 Costron [pasticcoment] Agareko | stamloe steeis| TN | GOPPRT | i Alloy |-gapac|-sakac|-soHRe|-65HRe
o o o o o o o o o o |olo

nE #HigStandard r|< g

{mm) {mm) {mm) (mm) blade H B

MG-2T-D0.03 0.03 0.06 4 45 2 % §

MG-2T-D0.04 0.04 0.08 4 45 2 i':’ ;

MG-2T-00.05 0.05 0.10 4 45 2 C"E

MG-2T-D0.06 0.06 0.12 4 45 2 =
MG-2T-0D0.07 0.07 0.14 4 45 2
MG-2T-D0.08 0.08 0.16 4 45 2
MG-2T-D0.09 0.09 0.18 4 45 2
MG-2T-D0.10 0.10 0.30 4 50 2
MG-2T-D0.15 0.15 0.30 4 50 2
MG-2T-D0.20 0.20 0.40 4 50 2
MG-2T-00.25 0.25 0.50 4 50 2
MG-2T-D0.30 0.30 0.90 4 50 2
MG-2T-D0.50 0.50 1.50 4 50 ?
MG-2T-D0.80 0.80 2.40 4 50 2
MG-2T-D1.00 1.00 3.00 4 50 2
MG-2T-D1.20 1.20 3.60 4 50 72
MG-2T-01.50 1.50 4.50 4 50 2
MG-2T-D2.00 2.00 6.00 4 50 2
MG-2T-D3.00 3.00 9.00 4 50 ?
MG-2T-D4.00 4.00 12.00 4 50 2
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4 blades Flat Endmill for steel processing
AR - 742 (L General purpose coating specification

®AFILAFIY, Zyr L EEREG MO TICELTWE.

Suitable for machining difficult materials such as stainless steel, .
titanium and nicke! alloys =]
FELE Drill diameter tolerance

Ds0.1: 0~-0.007mm -
0.153050.9 : 0~-0.010mm

1.05D54.0 : 0~-0.015mm

Ly »OEAE Shank diameter tolerance © +0~-0,006mm

g
] K|

=l < Y o

O &®{E Best OiEHGood

EEE | e8W | WEE | BH | 752500 |[PIUNHE| AL [eones| WEs %ﬁé@ﬁ@ 1A Hardened Steel
Carbon Steel| Alloy Steel (PTEN9eNd) ot jran |plastic Coment]  Agoreko |staines stests| 4TS | SRS ripni atloy | -carinc| 53 vc| -s0iRc]-ssi1Rc
[=} =] o o o] o] o O o] o Lo ]
A #R4EStandard
Model number SHED HE SpuhE 2R T
0.0 FL Shank.D o.L Number of
(mm) (mm) (mm) {mmj blade
MG-4T-D1.0 1.0 3.0 4 50 4
MG-4T-D1.2 1.2 36 4 50 4
MG-4T-DL5 15 4.5 4 50 4
MG-4T-D2.0 20 6.0 4 50 4
MG-4T-D2.5 2.5 7.5 4 50 4
MG-4T-D3.0 3.0 9.0 4 50 4
MG-4T-D3.5 35 10.5 4 50 4
MG-4T-D4.0 4.0 12.0 4 50 4
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Recommended cutting parameters for 2 Blades Flat Endmill for non ferrous metal processing

BT HH FLSZOLAASR RES
Processed material Aluminum alloy Copperalloy
Fii:ﬁdsmd FEJJI&Hd
ER Bl eed speel s eed spee
Diameter Revaolution speed il Revolution speed Wittty
(mm) (rpm) BRI B TAR (rpm) A ESU¥Y BT TR
Side milling Slot milling Side milling Slat milling
0.03 50,000 15 5 50,000 15 5
0.04 50,000 20 5 50,000 20 5
0.05 50,000 25 5 50,000 25 5
0.08 50,000 30 5 50,000 0 [
0.07 50,000 35 10 50,000 35 10
0.08 50,000 40 15 50,000 o] 15
0.08 50,000 45 20 50,000 45 20
0.10 50,000 60 25 50,000 ] 25
0.15 50,000 7 30 50,000 75 30
0.20 50,000 90 & 50,000 0 35
0.25 50,000 120 45 50,000 120 45
0.30 50,000 150 60 50,000 150 80
0.50 50,000 250 100 45,000 200 Q
0.80 50,000 500 180 28,000 250 95
1.00 32,000 650 250 26,000 300 10
1.50 32,000 800 300 24,000 450 160
2.00 25,000 800 300 22,000 600 220
2.50 25,000 800 300 20,000 700 280
3.00 20,000 800 350 18,000 800 320
3.50 18,000 800 350 16,000 850 350
4.00 15,000 1000 400 13,000 800 400
ae=1D
7
RAUHIE
Maximum
cutting amount _
<
T
z

1AM OBV IR UL S0 ERL TS,

Please use the machine and tool shank with higher rigidity.

2GEETEREERAL TRz,

Please use water-soluble cutting fluid,

IEERTHIE PRI ELLBEE. MR, EDRE, DHFEEEERBELTIEN,

When abnormal cutting sounds and vibrations occur, please adjust the speed, feed rate, and cutting depth appropriately.
4 EREHRHF THERROEREESIIBVESE. BESE TARBROEBERMICREL, HEYHE(SA-FCH-T
HOMETEITEELRVISLL TN,

When the recommended number of revolutions is higher than the maximum speed of the machine tool, please set the
number of revolutions to the maximum speed of the machine tool and keep the feed per revelution unchanged according
to the recommended cutting parameters.

www.maidatec.com
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FHEBMIAMO T T v I F S AHERINEATA -2 —

Recommended cutting parameters for 3 Blades Flat Endmill for non ferrous metal processing

WANTHE FILIZOLEE HEE
Processed material Aluminum alloy Copperalloy
Fii;Jids!Hd F:zduimd
B Al eed speel B eed speel
Diameter Revolution speed i Revolution speed Uttty
(mm) (rpm) eV P BIIAA (rpm) YA FS U BT IAR
Side milling Slot milling Side milling Slot milling
1.0 32,000 550 250 32,000 200 100
1.5 32,000 700 300 32,000 350 150
2.0 25,000 750 300 25,000 500 200
2.5 25,000 700 300 25,000 600 250
3.0 20,000 800 350 20,000 700 300
35 18,000 800 350 18,000 750 300
4.0 15,000 900 400 15,000 800 350
| ae=0. 1D ae=1D
= r——'i
1O
A =
-
FAUHE I s
Maximum o, ;'1
cutting amount Ty ©

1EIMEOEV TR RIS v 0 ERL TR V.

Please use the machine and tool shank with higher rigidity.

2B IER R AL T,

Please use water-soluble cutting fluid.

3 RELUH S PERINFRELGEER. B, EDEE, HRSEEEHZEL TN,

When abnermal cutting sounds and vibrations occur, please adjust the speed, feed rate, and cutting depth appropriately.
4 HEREHESNTFRMOREEERLOEMESE, Dimde TR0 RS EEmBICREL, ERIAA-FICET

EDRE CECEBLRVNLSICL TR,

When the recommended number of revolutions is higher than the maximum speed of the machine tool, please set the
number of revolutions to the maximum speed of the machine tool and keep the feed per revolution unchanged according
to the recommended cutting parameters.
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AF—LMIAZEATIZY LY RSN HERIHINSA-5—
Recommended cutting parameters for 2 Blades Flat Endmill for steel processing

0 T4 &&# (SCM/SKD/SUS) BEE
Processed material Alloy steel (SCM/SKD/SUS) Tempered steel
i Y EE iE YEE

& B Feed ;pged (Bl Feed speed

Diameter Revolution speed (mm/min) Revolution speed (mm/min)
(mm) (rpm) YL LYy EIIAR (rpm) YL EEY 0y B 742

Side milling Slot milling Side milling Slot milling
0.03 50,000 - 5 50,000 - 2
0.04 50,000 - 5 50,000 - 5
0.06 50,000 - 5 50,000 - 5
0.06 50,000 - 5 50,000 = 5
0.07 50,000 - 5 50,000 - 5
0.08 50,000 - b 50,000 - 10
0.08 50,000 - 10 50,000 - 15
0.10 50,000 = 15 50,000 = 0
0.15 50,000 20 50,000 25
0.20 50,000 - 25 50,000 - ]
0.25 50,000 70 30 50,000 70 35
0.30 50,000 20 35 50,000 80 40
0.50 50,000 130 50 32,000 110 55
0.80 50,000 150 55 28,000 136 65
1.00 32,000 180 60 26,000 150 75
1.50 32,000 270 90 24,000 200 100
2.00 25,000 360 20 22,000 250 125
2.50 25,000 450 150 20,000 300 150
3.00 20,000 650 180 18,000 350 175
3.50 18,000 750 220 16,000 400 200
4.00 15,000 800 250 13,000 450 225
de=0.2D
RAUHE = i
Maximum 5 %
cutting amount

LAMEOR W TR RIS P % EAL TR,
Please use the machine and tool shank with higher rigidity.
2 KB E R ERL TRV,

Please use water-soluble cutting fluid

3REQYEPEBIRELLGSE, B, X0RE. YFEHEEREC TR,

When abnormal cutting sounds and vibrations occur, please adjust the speed, feed rate, and cutting depth appropriately.

A #ZOEEHA TFEROBRBEGHLIENESE. Bz TFERORBEfRERICREL . RH (G- T
EDREIECEELBVESCL TR,

When the recommended number of revelutions is higher than the maximum speed of the machine tool, please set the
number of revelutions to the maximum speed of the machine tool and keep the feed per revolution unchanged according

to the recommended cutting parameters.
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AF—LINIR4ERAITIFY Iy FINHERDEIIGA-5—
Recommended cutting parameters for 4 Blades Flat Endmill for steel processing

HIT A &M (SCM/SKD/5US) B
Processed material Alloy steel (SCM/SKD/SUS) Tempered steel
YR EYEE
Hia B Feed speled B Feed speled
Diameter Revalution speed (mm/min) Revolution speed (mm/min)
(mm) (rpm) HLESULT BIIM4R (rpm) Y4 RSy w7242
Side milling Slat milling Side milling Slot milling
1.00 10,000 130 55 8,000 110 45
1.50 8,500 130 55 5,500 110 45
2.00 5,000 150 80 4,000 120 50
2.50 4,000 150 60 3,200 120 50
3.00 3,200 160 70 2,800 140 60
3150 2,800 160 70 2,400 140 60
4.00 2,400 160 70 2,000 140 60

ae=02D r—-——‘

sAUHE
Maximum
cutting amount

ap=0.3D

ap=1.5D

1.AEOS W ERmE RIS P % ERL TR,

Please use the machine and tool shank with higher rigidity.

2GR RIARZ EBL TR,

Please use water-soluble cutting fluid.

3RELDHE PRINMELELLESE, EEEY, A0EE, N DEENEL TN,

When abnormal cutting sounds and vibrations occur, please adjust the speed, feed rate, and cutting depth appropriately.
4 HREERHF TERRORBEERLIEVES T, BESE TIEEROREEERIEEL, ERESA -1 T
BOREZECEELRNLSCLTREN.

When the recommended number of revelutions is higher than the maximum speed of the machine tool, please set the
number of revelutions te the maximum speed of the machine tool and keep the feed per revolution unchanged according
to the recommended cutting parameters.
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