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Bfi(unit):mm

MODE Stocket Tool Dia Flute Length | Overall Length Shank Dia. No. of Flute
STC-EPM4010-4 @ 1 3 50 4 4

STC-EPM4020- 4 & 2 6 50 4 4

STC-EPM4030-4 & 3 8 50 4 4

STC-EPM4020-6 & 2 6 50 6 4

STC-EPM4040-6 @ 4 11 50 6 4

STC-EPM4060 o 6 16 50 6 4

STC-EPM4100 & 10 30 75 10 4

STC-EPM4160
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—E*ﬁﬂ STC Precision Technology Co., Ltd.

STC EPOCH POWER MILL Long.Shank
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BAI(unit):mm
MODE Stocket Tool Dia Flute Length | Overall Length Shank Dia. No. of Flute

STC-EPM-154040-04075 [ ] 4 4 4

STC-EPM-LS4060-06075

STC-EPM-LS4080-08075

STC-EPM-LS4080-08150

STC-EPM-LS4100-10150

STC-EPM-LS4120-12150

STC-EPM-1.S4200-20150 O
@F]; FEELEEES, Stocked items CIEn: $mAERES - sTMEER

® {8 Excellent @ F] Good
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STC Precision Technology Co., Ltd.
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Bfu(unit):mm

MODE Stocket Tool Dia Corner Radius | Flute Length | Overall Length Shank Dia. No. of Flute
STC-EPM-RS-4010-02-4 o 1 0.2R 3 50 4 4
SIC-EPU-RS-4020-024 | @ | 2 | om | 6 [ s | 4 [ 4
SIC-EPU-RS-4020-054 | @ | 2 [ o= | 6 [ s | 4 [ 4
semmionns | o | 4+ | om | w | w | 4+ |
semmionos | o | 4+ | om | w | w | 4 |

scEuRs-40005 | @ | 10 | ow | s | 5 | w0 | 4
serurs00s | @ | w0 | s | s | 5 | w0 | 4

STC-EPM-RS-4120-05 o 12 0.5R 30 75 12 4
OF]: FIH{EESR . Stocked items OIEn: fRfEmEdh @ B4R

@ {EExcellent @ 7] Good
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—*)] STC Precision Technology Co., Ltd.

STC EPOCH POWER MILL Radius

STC-EPM-RS-4120-15

STC-EPM-RS-4120-30

STC-EPM-RS-4160-15

STC-EPM-RS-4160-30

STC-EPM-RS-4200-15

STC-EPM-RS-4200-30
OL]: EAETERE M. Stocked items CIED: RAERESh » ENSNAEESh
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STC Precision Technology Co., Ltd.

) - TR ERE AT
STC EPOCH POWER MILL Radius Short-Long Neck

MODE Stocket Tool Dia Corner Radius | Flute Length |Under Neck Length| Overall Length Shank Dia. No. of Flute

STC-EPM-RSLN-4030-02-4 [

3 0.2R 4.5 9 50

somuonot | o | 4+ | om | s | o | w | ¢ |
scmauanons | e | 3 | om | s | o | e | & |
somuonos | e |+ | om | s | n | e | o |
wmwnn | o | o | om | o | w | n | 5 |
oo | o | o | w | o | w | n | s |
maono | o | s | w | u | u | wm | o+ |
wmaano | o | u | w | uw | % | w | n |

STC-EPM-RSLN-4120-20 L2 12 2R 18 36 100 12 4
O : BAEER S . Stocked items
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-8B ESE STC Precision Technology Co., Ltd.

Efi(unit):mm

MODE Stocket Tool Dia Flute Length  (Under Neck Length| Overall Length Shank Dia. No. of Flute
STC-EPM-SLN-4010-030-4 1

STC-EPM-SLN-4050-150

STC-EPM-SLN-4080-240

STC-EPM-SLN-4120-360

STC-EPM-SLN-4200-600

@F]: B . Stocked items CIED: FEAE R - ST

® {EExcellent @ 7] Good
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STC Precision Technology Co., Ltd.

MODE No. of Flute

4

Stocket

O

STC-EPML4010-4

STC-EPML4030-4

STC-EPML4030-6

STC-EPML4050

STC-EPML4080

STC-EPML4120

STC-EPML4200
@L0: AR . Stocked items CIEN: fRAEmES - ST R4 EMR

® B excellent @ 7] Good
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| 31 87% 7] - /8 STC Precision Technology Co., Ltd.

ICARBIDE END MILLS - Square Type 2 Flute

AITiN Z |-~
COAT EIUl 35 B 2Flute
L1

== i e
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E{i(unit):mm

B3R R Ef& DI JIRL1 £RL PRd JIRT
MODE Stocket Tool Dia Flute Length | Overall Length Shank Dia. No. of Flute
JCS200204A o 0.2 0.4 50 4 2
JCS200304A o {15 0.6 50 4 2
JCS200404A ® 0.4 0.8 50 4 2
JCS200504A ® 0.5 1 50 4 2
JCS200604A o 0.6 1.2 50 4 2
JCS200704A e 0.7 1.4 50 4 2
JCS200804A o 0.8 1.6 50 4 2
JCS200904A @ 0.9 1.8 50 4 2
JCS201104A ® 1.1 3 50 4 2
JCS201204A o il 3 50 4 2
JCS201304A @ 1.3 3 50 4 2
JCS201404A ] 1.4 3 50 4 2
JCS201604A L] 1.6 4 50 4 2
JCS201704A e 1.7 4 50 4 2
JCS201804A L] 1.8 4 50 4 2
JCS201904A e 189 4 50 4 2
JCS202104A @ 2.1 6 50 4 2
JCS202204A e 222 6 50 4 2
JCS202304A o 2.3 6 50 4 2
JCS202404A o 2.4 6 50 4 2
JCS202604A e 2.6 8 50 4 2
JCS202704A e 2.7 8 50 4 2
JCS202804A o 2.8 8 50 4 2
JCS202904A e 2.9 8 50 4 2

OF]: EHEFER. Stocked items

® B excellent @ 7] Good
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CARBIDE END MILLS - Square Type 2 Flute
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STC Precision Technology Co., Ltd.
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E{i(unit):mm

£2&L
MODE Stocket Tool Dia Flute Length | Overall Length | Shank Dia. No. of Flute
JCS201003A O 1 3 50 3 2
JCS201503A i3 4 50 3 2
JCS202003A O 2 6 50 3 2
JCS202503A O 2 8 50 3 2
JCS203003A O 3 9 50 3 2
JCS201004A ® 1 5 50 4 2
JCS201504A @ 1.5 4 50 4 2
JCS202004A ® 2 6 50 4 2
JCS202504A ® 2.5 8 50 4 2
JCS203004A L 3 9 50 4 2
JCS203504A @ 35 10 50 4 2
JCS204004A @ 4 il 50 4 2
JCS201006A @ 1 3 50 6 2
JCS201506A @ 15 4 50 6 2
JCS202006A ® 2 6 50 6 2
JCS202506A o 25 8 50 6 2
JCS203006A ® 3 9 50 6 2
JCS203506A @ 88 10 50 6 2
JCS204006A ® 4 11 50 6 2
JCS204506A @ 4.5 13 50 6 2
JCS205006A @ 3 13 50 6 2
JCS205506A @ 5 13 50 6 %
JCS206006A o 6 16 50 6 2
JCS206508A ® 6.5 16 60 8 2
JCS207008A ® 7 16 60 8 2
JCS207508A @ 1 19 60 8 2
JCS208008A ® 8 20 60 8 2
JCS208510A [ 8.5 20 75 10 2

@E]: fE3ETEEE . Stocked items
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E{L e =

)
Hardened Steels High Hgédsened
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ICARBIDE END MILLS - Square Type 2 Flute

AITIN Z |~
COAT iU 35 N 2fiute
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STC Precision Technology Co., Ltd.

R —
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B (unit):mm
RS ped H&R DI JI&L1 2RL AR JIET
MODE Stocket Tool Dia Flute Length | Overall Length | Shank Dia, No. of Flute
JCS209010A o 9 20 75 10 2
JCS209510A ( 9.5 25 75 10 2
JCS210010A ® 10 25 75 10 2
JCS210512A ] 10.5 25 75 12 2
JCS211012A 2] 11 30 75 12 2
JCS211512A  J 11.5 30 75 12 2
JCS212012A L] 12 32 75 12 2
JCS213016A O 13 40 100 16 2
JCS214016A O 14 40 100 16 2
JCS215016A O 15 40 100 16 2
JCS216016A (2] 16 40 100 16 2
JCS217020A O 17 45 100 20 2
JCS218020A O 18 45 100 20 2
JCS219020A O 19 45 100 20 2
JCS220020A [ 20 45 100 20 2
JCS225025A @ 25 45 100 25 2

@] BEEEFEEE . Stocked items CIEn: fefEm i - STSEER

L8 = hEE R

Hardened Steels

i 8 & i i

Carbon Steels| Alloy Steels

ngh Hardened
Steels Copper Cast Iron Alummum Stainless
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EARBIDE END MILLS - Square Type 4 Flutes
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STC Precision Technology Co.,
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Efi(unit):mm
ickid e E&® D1 JIRLI £RL HRd JI%T
MODE Stocket Tool Dia | Flute Length | Overall Length | Shask Dia. | No. of Flute
JCS4010034 O 1 3 50 3 4
JCS4015034 O 1.5 4 50 3 4
JCS4020034 O 2 6 50 3 4
JCS402503A O 250 8 50 g 4
JCS403003A O 3 9 50 3 4
JCS401004A ® 1 3 50 4 4
JCS401504A @ 1.5 4 50 4 4
JCS402004A @ 2 6 50 4 4
JCS402504A ® 2.5 8 50 4 4
JCS403004A @ 3 9 50 4 4
JCS403504A ® 3.5 10 50 4 4
JCS404004A ® 4 11 50 4 4
JCS401006A ® 1 3 50 6 4
JCS401506A ® 1.5 4 50 6 4
JCS4020064 @ 2 6 50 6 4
JCS402506A ® 2,5 8 50 6 4
JCS403006A ® 3 9 50 6 4
JCS403506A ® 355 10 50 6 4
JCS4040064 ® 4 11 50 6 4
JCS4045004 ® 4.5 13 50 6 4
JCS4050064 @ 5 13 50 6 4
JCS405506A ® 5.5 13 50 6 4
TCS406006A ® 6 16 50 6 4
JCS4065084 @ 6.5 16 60 8 4
JCS4070084 ® 7 16 60 8 4
JCS407508A ® T 19 60 8 4
JCS4080084 ® 8.0 20 60 8 4

O] EAEEES, Stocked items
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STC Precision Technology Co., Ltd.

L1
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EfI(unit):mm
gk pid: HED] FIRL1 £RL i ST
MODE Stocket Tool Dia Flute Length | Overall Length Shank Dia, No. of Flute
JCS408510A ] 85 20 75 10 4
JCS409010A o 9 20 75 10 4
JCS409510A { ] 9.5 25 75 10 4
JCS410010A ® 10 30 75 10 4
JCS410512A o 10.5 30 75 12 4
JCS411012A L J 1 30 75 12 4
JCS411512A ] 11.5 30 75 12 4
JCS412012A @ 12 32 75 12 4
JCS413016A o 13 40 100 16 4
JCS414016A @D 14 40 100 16 4
JCS415016A o 15 40 100 16 4
JCS416016A @ 16 40 100 16 4
JCS417020A o 17 45 100 20 4
JCS418020A { ] 18 45 100 20 4
JCS419020A ] 19 45 100 20 4
JCS420020A o 20 45 100 20 4
JCS425025A @ 25 45 100 25 4

@LD: EEETEE f.Stocked items O

A 8 GE
Carbon Steels| Alloy Steels
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Hardened Steels
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ﬂﬂﬁﬂ s Emﬁ STC Precision Technolosy Co.. Ltd.

AITIN Z |-
COAT RV 35° W 2Flute

JIRL1
MODE Stocket Tool Dia Flute Length | Overall Length | ShankDia. | No. of Flute
JCSL203003075A ° 3 9 75 3 2
JCSL201004075A 0 1 3 75 4 2
JCSL201504075A 0 15 4 75 4 2
JCSL202004075A 0 2 6 75 4 2
JCSL203004075A 0 3 9 75 4 2
JCSL204004075A Y 4 11 75 4 2
JCSL204004100A @ 4 11 100 4 2
JCSL203006075A 0 3 9 75 6 2
JCSL204006075A 0 4 11 75 6 2
JCSL204006100A | 4 11 100 6 2)
JCSL205006075A PY 5 13 75 6 2
JCSL205006100A & 5 13 100 6 2
JCSL206006075A PY 6 16 75 6 2
JCSL206006100A & 6 16 100 6 2
JCSL208008075A Y 8 20 75 8 2
JCSL.208008100A ° 8 20 100 8 2
JCSL210010100A PY 10 25 100 10 2
JCSL210010150A ® 10 25 150 10 Z
JCSL212012100A ° 12 32 100 12 2
JCSL212012150A ° 12 32 150 12 2
JCSL216016150A Y 16 40 150 16 2
JCSL220020150A Y 20 45 150 20 2

@L]: FRAEAER . Stocked items CIED: #EfEmE » ETRAE R

® TE Excellent @ P] Good

oF ] =& @1L 75 i £ s
Carbon Steels| Alloy Steels Hardened Steels e phasiios Ne= ﬁﬂm
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~HB225 HB225~325 HRc~50 HRc~55 HRc~60 Inconel
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STC Precision Technology Co., Ltd.

L1

e
gl LA 1o
Efi(unit):mm
Bk T HE&EDI JIELL £RL PRd JIHT
MODE Stocket Tool Dia Flute Length | Overall Length | Shank Dia. No. of Flute

JCSLL201004A ® 1 7 50 4 2
JCSLL201504A ® 125 9 50 4 n
JCSLL202004A @ 2 12 50 4 2
JCSLL202504A 8] 25 12 50 4 2
JCSLL203006A ® 3 15 60 6 2
JCSLL203506A ® 35 15 60 6 2
JCSLL204006A ® 4 20 15 6 2
JCSLL204506A ® 45 20 75 6 2
JCSLL205006A ® 5 25 75 6 2
JCSLL205506A @ 55 25 75 6 2
JCSLL206006A ® 6 30 75 6 2
JCSLL207008A (9] i 30 100 8 2
JCSLL208008A ® 8 40 100 8 2
JCSLL209010A [#] 9 40 100 10 2
JCSLL210010A ® 10 40 100 10 2
JCSLL211012A @ 11 40 100 12 2
JCSLL212012A @® 12 50 100 12 2
JCSLL214016A O 14 50 150 16 2
JCSLL216016A O 16 60 150 16 2
JCSLL216016A-75 O 16 75 150 16 2
JCSLL220020A O 20 75 150 20 2
JCSLL220020A-90 O 20 90 200 20 2
@E]: BAELEEE 5 Stocked items CIER: e - ST
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Alloy Steels
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Copper
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STC Precision Technology Co., Ltd.

L1

i
af | LA 1>
Efi(unit):mm
RSk il Hf&D1 JIEL1 2RL R JIET
MODE Stocket Tool Dia Flute Length | Overall Length Shank Dia. No. of Flute
JCSL403003075A ® 3 9 75 3 4
JCSL401004075A O 1 3 75 4 4
JCSL401504075A O 15 4 75 4 4
JCSL402004075A =] 2 6 75 4 4
JCSL403004075A O 3 9 75 4 4
JCSLA04004075A ] 4 11 75 4 4
JCSL404004100A ® 4 11 100 4 4
JCSLA403006075A O 3 9 75 6 4
JCSLA404006075A O 4 11 75 6 4
JCSL404006100A O 4 11 100 6 4
JCSLA405006075A [ ] 5 13 75 6 4
JCSL405006100A @ 5 13 100 6 4
JCSL406006075A @ 6 16 75 6 4
JCSLA406006100A @ 6 16 100 6 4
JCSLA408008075A ® 8 20 75 8 4
JCSL408008100A 2] 8 20 100 8 4
JCSL410010100A ] 10 30 100 10 4
JCSLA410010150A @ 10 30 150 10 4
JCSL412012100A @ 12 32 100 12 4
JCSL412012150A ® 12 32 150 12 4
JCSL416016150A =] 16 40 150 16 4
JCSL420020150A @ 20 45 150 20 4

Carbon Steels

@E: AEAEAEE 5 Stocked items O

=
Alloy Steels

=

]
Hardened Steels

ngh Hardened
teels

R ATRAEER
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Copper | Cast Iron Stainless
Steels

® {E Excellent @ T] Good




U] - RIIRAE

ARBREABAR R

STC Precision Technology Co., Ltd.

L1

oI | LEZ4 1>
Efi(unit):mm
ik R Ef&DI JJHL1 £RL &d JIET
MODE Stocket Tool Dia Flute Length | Overall Length | Shank Dia, No. of Flute

JCSLL401004A o 1 7 50 4 4
JCSLLAO1504A 15 9 50 4

JCSLL402004A o 2 12 50 4 4
JCSLL402504A ® 25 12 50 4 4
JCSLLAO3006A o 3 15 60 6 4
JCSLL403506A o 3.5 15 60 6 4
JCSLL404006A @ 4 20 75 6 4
JCSLLAO4506A L 4.5 20 75 6 4
JCSLLAO5006A ® 5 25 75 6 4
JCSLL405506A ® 5.5 25 75 6 4
JCSLL406006A ® 6 30 75 6 4
JCSLL407008A o 7 30 100 8 4
JCSLLAOB008A o 8 40 100 8 4
JCSLL409010A o 9 40 100 10 4
JCSLL410010A ® 10 40 100 10 4
JCSLL411012A @ 11 40 100 12 4
JCSLLA12012A @ 12 50 100 12 4
JCSLL414016A O 14 50 150 16 4
JCSLL416016A O 16 60 150 16 4
JCSLL416016A-75 O 16 75 150 16 4
JCSLL420020A O 20 75 150 20 4
JCSLL420020A-90 [l 20 90 200 20 4

@] fFEXEE R Stocked items

P 28
Carbon Steels

&
Alloy Steels

T {E 28

Hardened Steels

ngh Hardened

Steels

CIER: SRAERE S, » BTNEER
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JiIgkT] - ETER STC Precision Technology Co., Ltd.

M
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Efi(unit):mm
bl 3 bid H& DI JIRLL HREM 2ERL AR JIBT
MODE Stocket ToolDia | Flute Length |Under neck Length| Overall Length | Shank Dia. | No. of Flute
JDS200502A ® 0.5 0.75 2 50 4 2
JDS200504A ° 0.5 0.75 4 50 4 2
TDS200506A ° 0.5 0.75 6 50 4 2
TDS200602A ° 0.6 0.9 2 50 4 2
TDS200604A & 0.6 0.9 4 50 4 2
TDS200606A ° 0.6 0.9 6 50 4 2
TDS200704A ° 0.7 11 4 50 4 2
JDS200706A ® 0.7 11 6 50 4 2
JDS200804A ° 0.8 12 4 50 4 1
TDS200806A @ 0.8 12 6 50 4 2
JDS200808A ° 0.8 12 8 50 4 2
TDS200906A ° 0.9 14 6 50 4 2
TDS200908A ° 0.9 14 8 50 4 2
JDS200910A ® 0.9 14 10 50 4 2
TDS201006A ) 1 L5 6 50 4 2
JDS201008A (] 1 L5 8 50 4 2
JDS201010A ® 1 L5 10 50 4 2
JDS201012A @ 1 15 12 50 4 2
JDS201014A ° 1 L5 14 50 4 2
JDS201016A ° 1 L5 16 50 4 2
TD$201206A ° {5 18 6 50 4 2
JDS201208A ° 1.2 18 8 50 4 2
JDS201210A ° 12 18 10 50 4 2
JDS201212A ) 1.2 18 12 50 4 2
JDS201406A ® 14 21 6 50 4 2
JDS201410A ° 1.4 21 10 50 4 2
TDS201416A ° 14 3 16 50 4 q
TDS201506A ° L5 23 6 50 4 2
JDS201508A ° L5 23 8 50 4 2
JDS201510A ° L5 23 10 50 4 2

@D BEHELE 5. Stocked items

® {EExcellent @ 7] Good
o RE{L4 :

T -
Carbon Steels| Alloy Steels Hardened Steels ngh Harde"ec‘ po's
Steels Copper Cast Imn Alummum Stall"ﬂESS Titanium =
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ﬂﬂﬂ - Eﬁﬁﬁ STC Precision Technology Co., Ltd.

AITiN Z |-~
COAT QEOIUS 35 N 2Fiute
‘ M

_— oT]| —afor

E{i(unit):mm

il TE H& DI JIRLL AREM £RL AR ST
MODE Stocket Tool Dia Flute Length |Under neck Length| Overall Length | Shank Dia. No. of Flute
JDS201512A L ] 1.5 2.3 12 50 4 2
JDS201514A @ L5 23 14 50 4 2
JDS201516A L ] 1.5 23 16 50 4 2
JDS201518A e L5 23 18 50 4 2
JDS201520A [ J 1.5 23 20 50 4 2
JDS201606A L] 1.6 24 6 50 4 2
JDS201608A L ] 1.6 24 8 50 4 2
JDS5201610A @ 1.6 24 10 50 4 2
JDS201612A L ] 1.6 2.4 12 50 4 2
JDS201614A @ 1.6 24 14 50 4 2
JDS201616A e 1.6 24 16 50 4 2
JDS201618A [ 1.6 24 18 50 4 2
JDS201620A e 1.6 24 20 50 4 2
JDS201808A [ J 1.8 2 8 50 4 2
JDS201814A @ 1.8 2.7 14 50 4 2
JDS201820A ® 1.8 2.7 20 50 4 2
JDS202006A o 2 3 6 50 4 2
JDS202008A e % g 8 50 4 2
JDS202010A e 2 3 10 50 4 2
JD5202012A @ 2 3 12 50 4 2
JD5202014A L ] 2 3 14 50 4 2
JDS202016A @ 2 3 16 50 4 2
JDS202018A o 2 3 18 50 4 2
JDS202020A e 2 3 20 50 4 2
JDS202508A e 25 4 8 50 4 2
JDS202510A @ 2.5 4 10 50 4 2
JDS202512A L ] 2.5 4 12 50 4 2
JDS202514A @ 2.5 4 14 50 4 2
JDS202516A @ 2.5 4 16 50 4 2
JDS202520A @ s 4 20 50 4 2

@D BELEH . Stocked items

® B excellent @ 7] Good

2 i RE1L

e h
Carbon Steels| Alloy Steels Hardened Steels Hig l'tlardened
stesks Copper Castlron Alummum Stamless

18




HasmEHiARAL

k) - EEE STC Precision Technology Co., Ltd.

IRBIDE END MILLS - Square Type 2 Flutes

AITIN Z |~
COAT QRSN 35 B 2Flute
L
M

_— o 3

E{i(unit):mm

B3R gid | HfE D1 L1 HREM £RL AfEd TIHT

MODE Stocket Tool Dia Flute Length |Under neck Length| Overall Length | Shank Dia. No. of Flute
JDS203008A ® 3 4.5 8 50 6 2
JDS203010A ® 3 4.5 10 50 6 2
JDS203012A [ 3 4.5 12 50 6 2
JDS203016A @ 3 4.5 16 60 6 2
JDS203020A ® 3 4.5 20 60 6 2
JDS203025A ® 3 6 25 75 6 2
JDS203512A ® 3.5 6 12 50 6 2
JDS203516A [ 3.5 6 16 60 6 2
JDS203520A @ 3.5 6 20 75 6 2
JDS203525A ® 35 6 25 75 6 2
JDS203530A e 3.5 6 30 75 6 2
JDS204012A @ 4 6 12 50 6 2
JDS204016A e 4 6 16 60 6 2
JDS204020A L ] 4 6 20 75 6 2
JDS204025A ® 4 6 25 75 6 2
JDS204030A o 4 6 30 75 6 2
JDS204035A [ 4 6 35 75 6 2

@E0: R FEM . Stocked items [IE: fRAEME R - STBIAERE S

5] 2 i i RE{L

Carbon Steels| Alloy Steels Hardened Steels ngh l'tlardened
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~HB225 w HRc~50 | HRc~55 HRc~60 Steels

19

® 8 excellent @ 7] Good




45°31 85 7]

HRBRERRLARL

STC Precision Technology Co., Ltd.

e
o | B2 T
Efi(unit):mm
il R HEDI JIRL1 £RL w&d JI%T
MODE Stocket Tool Dia Flute Length | Overall Length | Shank Dia. No. of Flute
JHS303003A o 3 8 50 3 3
THS301004A o 1 50 ) 3
THS301504A @ 1.5 4 50 ) 3
THS302004A o 2 6 50 4 3
JHS302504A o 2.5 8 50 4 3
THS303004A @ 3 8 50 4 g
JHS303504A o 3.5 10 50 4 3
THS304004A @ 4 11 50 4 3
JHS301006A @ 1 3 50 6 3
JHS301506A o 1] 4 50 6 8
THS302006A o 2 6 50 6 3
THS302506A @ 2% 8 50 6 )
JHS303006A o 3 8 50 6 3
THS303506A @ 8% 10 50 6 g
THS304006A [ ] 4 1 50 6 3
THS304506A [ ] 45 13 50 6 8
JHS305006A @ 5 13 50 6 3
JHS305506A o Bed 13 50 6 8
THS306006A o 6 16 50 6 3
THS306508A @ 6.5 16 60 8 3
JHS307008A o 7 16 60 8 3
JHS307508A @ s 19 60 8 3
THS308008A o 8 20 60 8 3
JHS308510A o 8.5 20 75 10 3
THS309010A @ 9 20 75 10 3

@[ FEAE L 5. Stocked items

7% x|
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STC Precision Technology Co., Ltd.

'GRAIN CARBIDE,END MILLS - Square Type 3

AITIN
COAT

HHRAG

L1

e
ol | [ 24 >
Efi(unit):mm
ik 4 P-4 Ef&DI1 JJEL1 ZEL RRd JI®T
MODE Stocket Tool Dia Flute Length | Overall Length Shank Dia. No. of Flute
THS309510A (] 9.5 25 75 10 3
JTHS310010A o 10 30 5 10 3
JHS310512A @ 10.5 30 15 12 3
JHS311012A o 11 30 TS 12 3
JHS311512A ] Hiks) 30 75 12 5
JHS312012A o 12 32 15 12 3
JHS314016A [ ] 14 40 100 16 2
JHS316016A o 16 40 100 16 3
JTHS318020A o 18 45 100 20 3
THS320020A @ 20 45 100 20 3
@E]: FEAELE R h.Stocked items
® 1B Excellent @ B Good
wim | aem REL 3 '

Carbon Steels| Alloy Steels

Hardened Steels

Hngh Hardened
Steels
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STC Precision Technology Co., Ltd.

L1

Pt
T LEZZ T
E{ii(unit):mm
RISk EE HR DI JI&L1 ZRL R JIgT
MODE Stocket Tool Dia Flute Length | Overall Length | Shank Dia, No. of Flute
THS403003A { ] 3 8 50 3 4
THS401004A { 1 8 50 4
JTHS401504A [ 1.5 4 50 4 4
THS402004A ( 2 6 50 4 4
JTHS402504A [ 2.5 8 50 4 4
THS403004A ] 53 8 50 4 4
THS403504A o 35 10 50 4 4
THS404004A ([ 4 11 50 4 4
JHS401006A o 1 3 50 6 4
THS401506A  J 113 4 50 6 4
THS402006A (] 2 6 50 6 4
THS402506A o 28 8 50 6 4
THS403006A @ 3 8 50 6 4
THS403506A ] a5 10 50 6 4
THS404006A o 4 11 50 6 4
THS404506A 45 13 50 6 4
THS405006A o 5 13 50 6 4
THS405506A [ 5 13 50 6 4
THS406006A o 6 16 50 6 4
THS406508A  J 6.5 16 60 8 4
THS407008A o 1 16 60 8 4
THS407508A { ) 19 60 8 4
THS408008A o 8 20 60 8 4
THS408510A  J 8.5 20 75 10 4
THS409010A o 9 20 75 10 4
THS409510A ] 95 25 75 10 4

@ fEXEAEE 5. Stocked items

i 5 SaM
Carbon Steels| Alloy Steels
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ngh Hardened
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STC Precision Technology Co., :

L1

<
ol | LB 22 T
Ef(unit):mm
itk 1 ER& DI JIRL1 2ERL Ra JI®T
MODE Stocket Tool Dia Flute Length | Overall Length | Shank Dia, No. of Flute
JHS410010A L J 10 30 19 10 4
JHS410512A o 10.5 30 5 12 4
JHS411012A [ ] 11 30 75 12 4
JTHS411512A (] 11.5 30 5 12 4
THS412012A @ 12 32 75 12 4
THS414016A ® 14 40 100 16 4
JHS416016A [ J 16 40 100 16 4
THS418020A o 18 45 100 20 4
JHS420020A L 20 45 100 20 4
@E|]: FEEAETE/E 5. Stocked items
® Eexcellent @ 8] Good
it £ il FE 1L & | 'ﬁﬂ

Carbon 5teels| Alloy Steels

Hardened Steels

ngh Hardened
Steels
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ﬂﬂﬁﬁﬂ = wlj\@ STC Precision Technology Co., Ltd.

L1

=3 oI Pto

B{i(unit):mm

2R i RHER E& D1 JIEL] 2RL Ad JIWT
MODE Stocket Ball Radius Tool Dia Flute Length | Overall Length [ Shank Dia. No. of Flute
JBS200304A o 0.15R 0.3 0.6 50 4 2
JBS200404A [ 0.2R 0.4 0.8 50 4 2
JBS200504A o 0.25R 0.5 1 50 4 2
JBS200604A o 0.3R 0.6 12 50 4 2
JBS2007C4A [ 0.35R 0.7 14 50 4 2
JBS200804A [ ] 0.4R 0.8 16 50 4 2
JBS200904A @ 0.45R 0.9 1.8 50 4 2
JBS201104A o 0.55R 151 22 50 4 2
JBS201204A ® 0.6R 1.2 2.4 50 4 2
JBS201304A ® 0.65R 58 26 50 4 2
JBS201404A e 0.7R 1.4 2.8 50 4 2
JBS201604A [ ] 0.8R 1.6 32 50 4 2
JBS201704A o 0.85R 1.7 34 50 4 2
JBS201804A [ 0.9R 1.8 36 30 4 2
JBS201904A @ 0.95R 1.9 38 50 4 2
JBS202104A e LOSR 2.1 42 50 4 2
JBS202204A @ 1LI1R 22 44 50 4 2
JBS202304A [ L15R 23 4.6 50 4 2
JBS202404A @ 1R 2.4 4.8 50 4 2
JBS202604A o 1.3R 2.6 5.2 30 4 2
JBS202704A o 1.35R 2.7 54 50 4 2
JBS202804A ® 1.4R 2.8 5.6 50 4 2
JBS202904A ® 1.45R 29 5.8 50 4 2
@F(: BLAEFE M . Stocked items
® ‘E§ Excellent @ F] Good
mw Bt [0
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MAGHE AR R

JIEKBEII 8% ] STC Preciaion Technology Co.;

ARBIDE END MILLS - Ball Nose Type 2 Fl

Superf A/TiN Zz |~
I MG N coar IF50°R 30 N :ree

‘ L1

—
ﬁ o I_l FV ﬁ:[t”
Bf(unit):mm
bk FEm IRER EfE DI JI&L1 &L PRd JI%T
MODE Stocket Ball Radius Tool Dia Flute Length | Overall Length | Shank Dia. No. of Flute
JBS201003A L] 0.5R 1 2 50 3 2
JBS201503A ® 0.75R 15 3 50 el 2
JBS202003A [ IR 2 4 50 3 2
JBS202503A o 1.25R 25 5 50 %) 2
JBS203003A [ 1.5R 3 6 50 3 2
JBS201004A ® 0.5R 1 2 50 4 2
JBS201504A & 0.75R 15 3 50 4 2
JBS202004A o IR 2 4 50 4 2
JBS202504A @ 1.25R 25 5 50 4 2
JBS203004A ® 1.5R 3 6 50 4 2
JBS203504A @ 1.75R 35 7 50 4 2
TBS204004A [ 2R 4 8 50 4 2
IB5201506A L 0.75R 15 3 50 6 2
JBS201006A ® 0.5R 1 2 50 6 2
JBS202006A @ 1R 2 4 50 6 2
JBS202506A o 1.25R 2.5 5 50 6 i
TBS203006A @ 1.5R 3 6 50 6 2
JBS203506A ® 1.75R i 7 50 6 2
JBS204006A [ 2R 4 8 50 6 2
JBS204506A o 2.25R 4.5 9 50 6 2
JBS205006A [ 2.5R 5 10 50 6 2
JBS205506A ® 2.75R 55 11 50 6 2
TBS206006A L] 3R 6 12 50 6 2
JBS207008A [ 3.5R 7 14 60 8 2
JBS208008A @ 4R 8 16 60 8 2
JBS209010A ® 4.5R 9 18 75 10 2
JBS210010A L ] 5R 10 20 75 10 2
JBS211012A @ 5.5R 11 22 75 12 2
JBS212012A @ 6R 12 24 75 12 2
TBS214016A ® TR 14 28 100 16 2
IBS216016A @ 8R 16 32 100 16 2
JBS218020A ® 9R 18 36 100 20 5
JTBS220020A [ 10R 20 40 100 20 2

@E]: FRAEFE RS Stocked items

@‘fﬁExcellent .E_"Good
L% a2 wE 1L = ezem |

Carbon Steels| Alloy Steels Hardened Steels High ';'gé‘l’sE"Ed = § £ e
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ﬂﬁﬂﬂﬁﬂ = Eﬁﬁ! STC Precision Technology Co., Ltd

EELHHEG
COAT g DU R 30 2Flute

: ) o ‘| WU/]_

BfI(unit):mm

bl 4 Eid RER EHEDI JIEL1 2RL id JI®T
MODE Stocket Ball Radius Tool Dia Flute Length | Overall Length | Shank Dia. No. of Flute
JBSL201004075A @ 0.5R 1 2 75 4 2
JBSL201006075A L] 0.5R 1 2 75 6 2
JBSL201006100A L 0.5R 1 2 100 6 2
JBSL201504075A L 0.75R 1L 2 75 4 2
JBSL201506075A L] 0.75R 15 3 75 6 2
JBSL201506100A L] 0.75R 1L 3 100 6 2
JBSL202006075A @ 1R 2 4 75 6 2
JBSL202006100A L IR 2 4 100 6 2
JBSL202506075A @ L25R 2.5 5 75 6 2
JBSL202506100A L] 1.25R 2z 5 100 6 2
JBSL203006075A [ 1.5R 3 6 75 6 2
JBSL203006100A @ 1.5R 3 6 100 6 2
JBSL203506075A L] L75R 35 7 100 6 2
JBSL204006075A L R B 8 75 6 2
JBSL204006100A L 2R 4 8 100 6 2
JBSL205006075A @ 2.5R 5 10 75 6 2
JBSL205006100A & 2.5R 5 10 100 6 2
JBSL206006075A L R 6 12 1 6 2
JBSL206006100A @ 3R 6 12 100 6 2
JBSL206006150A @ R 6 12 150 6 2
JBSL208008075A @ 4R 8 16 75 8 2
JBSL208008100A L 4R 8 16 100 8 2
JBSL208008150A [ 4R 8 16 150 8 2
JBSL210010100A L] 5R 10 20 100 10 2
JBSL210010150A L] 5R 10 20 150 10 2
JBSL210010200A =] 5R 10 20 200 10 2
JBSL212012100A L 6R 12 24 100 12 2
JBSL212012150A L] 6R 12 24 150 12 2
IBSL212012200A O 6R. 12 24 200 12 2
JBSL216016150A L] 8R 16 32 150 16 2
JBSL216016200A O 8R 16 32 200 16 2
JBSL220020150A L 10R 20 40 150 20 2
JBSL220020200A O 10R 20 40 200 20 2

@E: BREETERE . Stocked items CIER: fRAEmE S - AR S

® 1§' Excellent . A] Good
o e it '

) et A,-I
Carbon Steels| Alloy Steels Hardened Steels ngh rtfardened
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ARBIDE END MILLS - Ball Nose Type 4 Fl

SRR
CoAT IFSUR 30° W 4riute

HRBREARA R0

STC Precision Technology Co.,

Ltd.

_ N
ﬂ d I W //%Im
B (unit):mm
bidlyd padll EERR HEDI JI&L1 2L HERd JI®T
MODE Stocket Ball Radius Tool Dia Flute Length | Overall Length | Shank Dia. No. of Flute
TBS402004A O IR 2 4 50 4 4
TBS402504A O 1.25R 2.5 5 50 4 4
TBS403004A | L5R 3 6 50 4 4
TBS403504A O 1.75R 3.5 1 50 4 4
TBS404004A O 2R 4 8 50 4 4
JBS401006A ] 0.5R 1 2 50 6 4
JBS401506A O 0.75R 1.5 3 50 6 4
TBS402006A O IR 2 4 50 6 4
TBS402506A O 1.25R 25 5 50 6 4
TBS403006A O 1.5R 3 6 50 6 4
JBS403506A O 1.75R 315 7 50 6 4
JBS404006A O 2R 4 8 50 6 4
TBS404506A O 2.25R 4.5 9 50 6 4
JBS405006A O 2.5R 5 10 50 6 4
TBS405506A O 2.75R 535 11 50 6 4
TBS406006A O 3R 6 12 50 6 4
JBS407008A O 3.5R 7 14 60 8 4
JBS408008A O 4R 8 16 60 8 4
JBS409010A ] 4.5R 9 18 15 10 4
JBS410010A O SR 10 20 75 10 4
IBS411012A O 5.5R 11 22 75 12 4
JBS412012A O 6R 12 24 75 12 4
TBS414016A O TR 14 28 100 16 4
JBS416016A O 8R 16 32 100 16 4
TBS418020A U 9R 18 36 100 20 4
JBS420020A O 10R 20 40 100 20 4

CIED: fRAEmEsh - STRAERE M

g ]

Carbon Steels
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STC Precision Technology Co.,

ARBIDE END'ﬁILLS - Ball Nose Type 2 Flu

AITIN A B
CoAT g OUR 30 N 2Fiute

i

Ltd.

M
‘ L1

|<—>

R

D:@jm

B{I(unit):mm

Eich 4 R RAR EfED JIwLL &L BREM FAfd 1T
MODE Stocket Ball Radius Tool Dia Flute Length | Overall Length | Under neck Length|  Shank Dia. No. of Flute
JDB200502A @ 0.25R 0.5 0.75 50 2 4 2
JDB200504A [ ] 0.25R 0.5 0.75 50 & 4 2
JDB200506A L] 0.25R 0.5 0.75 50 6 4 2
JDB200602A [ ] 0.3R 0.6 0.9 50 2 4 2
JDB200604A @ 0.3R 0.6 0.9 50 4 4 2
JDB200606A [ ] 0.3R 0.6 0.9 50 6 4 2
JDB200804A ® 0.4R. 0.8 1.2 50 4 4 2
JDB200806A @ 0.4R 0.8 1.2 50 6 4 2
JDB200808A ® 0.4R 0.8 1.2 50 8 4 2
JDB201006A [ J 0.5R 1 15 50 6 4 2
JDB201008A @ 0.5R 1 1.5 50 8 4 2
JDB201010A [ ] 0.5R 1 15 50 10 4 2
JDB201012A @ 0.5R 1 1.5 50 12 4 2
JDB201206A [ J 0.6R 1.2 1.8 50 6 4 2
JDB201208A @ 0.6R 1.2 1.8 50 8 4 2
JDB201210A @ 0.6R 1.2 1.8 50 10 4 2
JDB201212A L ] 0.6R 1.2 1.8 50 12 4 2
JDB201406A @ 0.7R 1.4 21 50 6 4 2
JDB201410A @ 0.7R 1.4 21 50 10 4 2
JDB201416A [ ] 0.7R 1.4 2.1 50 16 4 2
JDB201506A @ 0.75R 1.5 23 50 6 4 2
JDB201508A [ J 0.75R 1.5 23 50 8 4 2
JDB201510A @ 0.75R 1.5 23 50 10 4 2
JDB201512A @ 0.75R L5 2.3 50 12 4 2
JDB201514A &) 0.75R 1.5 23 50 14 4 2
JDB201516A [ J 0.75R 15 23 50 16 4 2
JDB201518A @ 0.75R 1.5 23 50 18 4 2
JDB201520A @ 0.75R L5 2.3 50 20 4 2
JDB201606A @ 0.8R 1.6 24 50 6 4 2
JDB201608A [ ] 0.8R 1.6 24 50 8 4 2
JDB201610A @ 0.8R 1.6 24 50 10 4 2
JDB201612A [ 0.8R 1.6 24 50 12 4 2
JDB201614A @ 0.8R 1.6 24 50 14 4 2
JDB201616A @ 0.8R 1.6 24 50 16 4 2
@FH: FAEIER R Stocked items
® {E Excellent . a] Good
BE | ae® WAL :

Carbon Steels| Alloy Steels

mw HRcS2

Hardened Steels
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COAT RVl 30 W 2Fiute
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STC Precision Technology Co.,

Ltd.

[ e

o |

2o

B{i(unit):mm

Eitl R RAR HE DI JIEL1 28L BHEM Ad JI%T
MODE Stocket Ball Radius Tool Dia Flute Length | Overall Length | Under neck Length|  Shank Dia. No. of Flute
JDB201618A ® 0.8R 1.6 24 50 18 4 2
JDB201620A [ ] 0.8R 1.6 24 50 20 4 2
JDB201808A [ 0.9R 1.8 2.7 50 8 4 2
JDB201814A [ ] 0.9R 18 2.7 50 14 4 2
JDB201820A [ 0.9R 1.8 2.7 50 20 4 2
JDB202008A [ ] 1R 2 2 50 8 4 2
JDB202010A @ 1R 2 3 50 10 4 2
JDB202012A L ] 1R 2 3 50 12 4 2
JDB202014A @ 1R 2 3 50 14 4 2
JDB202016A @ 1R 2 3 50 16 4 2
JDB202018A @ 1R 2 3 50 18 4 2
JDB202020A [ ] 1R 2 3 50 20 4 2
JDB202508A @ L.25R 2.5 4 50 8 4 2
JDB2025124 L ] 1.25R 2.5 4 50 12 4 2
JDB202516A [ L.25R 2.5 4 50 16 4 2
JDB202520A @ 1.25R 25 4 50 20 4 2
JDB203010A [ L.5R 3 4.5 50 10 6 2
JDB203012A [ ] L.5R 3 4.5 50 12 6 2
JDB203016A ® 1.5R 3 45 60 16 6 2
JDB203020A L ] L5R & 4.5 60 20 6 2
JDB203025A ® L.5R 3 4.5 75 25 6 2
JDB204012A [ ] 2R 4 6 50 12 6 2
JDB204016A [ 2R 4 6 60 16 6 2
JDB204020A [ ] 2R 4 6 75 20 6 2
JDB204025A ® 2R 4 6 75 25 6 2
JDB204030A L ] 2R 4 6 75 30 6 2

@ FRATEM 5 Stocked items

R |
Carbon Steels| Alloy Steels
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ngh Hardened
Steels
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B 2187 STC Precision Technology Co., Ltd.

ARBIDE END ﬁILLS - Corner Radius Type

AITiN Z |~
COAT R UR 35 N 2Flute
L1 [

—
— oT | [EZ2 o

E{i(unit):mm

RA
MODE Stocket Tool Dia Corner Radius | Flute Length | Overall Length |  Shank Dia. No. of Flute
JCR20300302A @ 3 0.2R 8 50 3 2
JCR20300303A ® 0.3R 8 50 g 2
JCR20300305A [ 3 0.5R 8 50 3 2
JCR20300310A ® 3 1R 8 50 3 2
JCR20100402A L] 1 0.2R 3 50 4 2
JCR20100403A @ 1 0.3R 8 50 4 2
JCR20150402A e L5 0.2R 4 50 4 2
JCR20150403A [ ] 1'5 0.3R 4 50 4 2
JCR20200402A ® 2 0.2R 6 50 4 2
JCR20200403A [ ] 2 0.3R 6 50 4 2
JCR20200405A ® 2 0.5R 6 50 4 2
JCR20250402A ] 2.3 0.2R 8 50 4 2
JCR20250405A e 25 0.5R 8 50 4 2
JCR20300402A o 3 0.2R 8 50 4 2
JCR20300403A [ ] 0.3R 8 50 4 2
JCR20300405A 2 3 0.5R 8 50 4 2
JCR20300410A ® 3 IR 8 50 4 2
JCR20400402A ® 4 0.2R 10 50 4 2
JCR20400403A [ 4 0.3R 10 50 4 2
JCR20400405A ® 4 0.5R 10 50 4 2
JCR20400410A ® 4 1R 10 50 4 2
JCR20400415A 2] 4 1.5R 10 50 4 2
JCR20500602A [ 5 0.2R 13 50 6 2
JCR20500603A @ 5 0.3R 13 50 6 2
JCR20500605A [ ] 5 0.5R 13 50 6 2
JCR20500610A [ 3 IR 13 50 6 2

@] FEAEFEE 5. Stocked items

® B excellent @ 7] Good
&l L SH

e
Carbon Steels| Alloy Steels Hardened Steels ngh Hardened
ateaks Copper Castlron Alummum Stamless
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ARBIDE END/I\;IILLS - Corner Radius Type

AITiN Z |~
COAT U . 35 2Flute

HaGmEHIARAL

STC Precision Technology Co., Ltd.

—
ol | W
Efif(unit):mm
5k FEE EH& DI RA &L 2RL WRRd JIT
MODE Stocket Tool Dia | Corner Radius| Flute Length [Overall Length| Shank Dia. | No. of Flute
JCR20600602A ® 6 0.2R 15 50 6 2
JCR20600603A 6 0.3R 15 50 6 2
JCR20600605A @ 6 0.5R 15 50 6 2
JCR20600610A ® 6 1R 15 50 6 2
JCR20600615A @ 6 1.5R 15 50 6 2
JCR20600620A @ 6 2R 15 50 6 2
JCR20800803A o 8 0.3R 20 60 8 2
JCR20800805A @ 8 0.5R 20 60 8 2
JCR20800810A @ 8 IR 20 60 8 2
JCR20800815A @ 8 1.5R 20 60 8 2
JCR20800820A o 8 2R 20 60 8 2
JCR20800825A [ ] 8 2.5R 20 60 8 2
JCR20800830A o 8 3R 20 60 8 2
JCR21001003A ] 10 0.3R 25 75 10 2
JCR21001005A o 10 0.5R 25 75 10 2
JCR21001010A o 10 1R 25 1) 10 2
JCR21001015A ] 10 1.5R 25 75 10 2
JCR21001020A L 10 2R 25 1) 10 2
JCR21001025A o 10 2.5R 25 75 10 2
JCR21001030A @ 10 3R /%) 15 10 2
JCR21201203A ® 12 0.3R 30 75 12 2
ICR21201205A a8 12 0.5R 30 73] 12 2
JCR21201210A @ 12 1R 30 75 12 2
JCR21201215A ® 12 1.5R 30 75 12 2
JCR21201220A @ 12 2R 30 75 12 2
JCR21201225A ® 12 2.5R 30 i 12 2
JCR21201230A o 12 3R 30 75 12 2

T il
Carbon Steels

& & il
Alloy Steels

@D BT 5 Stocked items
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Hardened Steels

High Hardened
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STC Precision Technology Co., Ltd.

"CARBIDE END MILLS - Corner Radius Typ

AITiN Z I X
coar FOUSE 35" N sriute
‘ L1 R

.
ﬁ af | - AID‘

Efi(unit):mm

Eilk 74 bid HE DI RA JI&L1 2EL 1HEd T
MODE Stocket Tool Dia Corner Radius | Flute Length | Overall Length | Shank Dia. No. of Flute
JCR40300302A ® 3 0.2R 8 50 3 4
JCR40300303A L ] 3 0.3R 8 50 3 4
JCR40300305A @ 3 0.5R 8 50 3 4
JCR40300310A ® 2} IR 8 50 3 4
JCR40100402A [ ] 1 0.2R 3 50 4 4
JCR40100403A L ] 1 0.3R 3 50 4 4
JCR40150402A @ 1.5 0.2R 4 50 4 4
JCR40150403A ® 1.5 0.3R 4 50 4 4
JCRA40200402A 2] 2 0.2R 6 50 4 4
JCR40200403A @ 2 0.3R 6 50 4 4
JCR40200405A @ 2 0.5R 6 50 4 4
JCR40250402A ® 2.5 0.2R 8 50 4 4
JCR40250405A @ 2.5 0.5R 8 50 4 4
JCR40300402A ® 3 0.2R 8 50 4 4
JCR40300403A @ 3 0.3R 8 50 4 4
JCR40300405A ® 3 0.5R 8 50 4 4
JCR40300410A ® 3 1R 8 50 4 4
JCR40400402A ® 4 0.2R 10 50 4 4
JCR40400403A [ ] 4 0.3R 10 50 4 4
JCRA40400405A & 4 0.5R 10 50 4 4
JCR40400410A [ ] 4 1R 10 50 4 4
JCR40400415A @ 4 L.5R 10 50 4 4
JCR40500602A ® 5 0.2R 13 50 6 4
JCR40500603A ® 5 0.3R 13 50 6 4
JCR40500605A ® 5 0.5R 13 50 6 4
JCR40500610A & 8§ IR 13 50 6 4
@E]: BEEAEE Stocked items
@ ‘E Excellent @ 7] Good
Carboﬂ;lgeels Aﬁﬁtﬂls HardE:E geels H"-’lh 'jgg‘ie"“’ M Tﬂﬁi
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HrBREALA R

s ﬁﬂﬁﬂ STC Precision Technology Co., Ltd.

BEfi(unit):mm

MODE Stocket Tool Dia Corner Radius | Flute Length | Overall Length | Shank Dia. No. of Flute
JCR40600602A @ 6 0.2R 15 50 6 4
JCR40600603A @ 6 0.3R 15 50 6 4
JCR40600605A @ 6 0.5R 15 50 6 4
JCR40600610A o 6 IR 15 50 6 4
JCR40600615A o 6 L.5R 15 50 6 4
JCR40600620A ® 6 2R 15 50 6 4
JCR40800803A o 8 0.3R 20 60 8 4
JCR40800805A L 8 0.5R 20 60 8 Ll
JCR40800810A o 8 IR 20 60 8 4
JCR40800815A @ 8 1.5R 20 60 8 4
JCR40800820A o 8 2R 20 60 8 4
JCR40800825A o 8 2.5R 20 60 8 4
JCR40800830A o 8 3R 20 60 8 4
JCR41001003A D 10 0.3R 25 75 10 4
JCR41001005A o 10 0.5R 25 75 10 4
JCR41001010A o 10 IR 25 7 10 4
JCR41001015A L] 10 1.5R 25 75 10 4
JCR41001020A o 10 2R 25 75 10 4
JCR41001025A @ 10 25R 25 75 10 4
JCR41001030A o 10 3R 25 75 10 4
JCR41201203A ] 12 0.3R 30 75 12 4
JCR41201205A ® 12 0.5R 30 75 12 4
JCR41201210A L] 12 IR 30 75 12 4
JCR41201215A [ 12 L.5R 30 75 12 4
JCR41201220A L] 12 R 30 75 12 4
JCR41201225A ® 12 25R 30 75 12 4
JCR41201230A o 12 3R 30 75 12 4

@E]: EMEFEHE . Stocked items

® {EExcellent @ 7] Good

i A
Titanium b
Inconel

i i S REAL R h d d
Carbon Steels| Alloy Steels Hardened Steels alle] ';':; sene
Cast Iton Alummum Stainless
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ARBREALAR R

i 3] E-E*ﬁ %] STC Precision Technology Co., Ltd.

ARBIDE END MILLS - Corner Radius 1) 5

Super [l A TiN Z |-
M6 _§ conr BESOTR 35° [ 2eue

=== o7 ez

T

Efi(unit):mm

il TERE EfDI RA JIELL 2RL fAfRd JIHT
MODE Stocket Tool Dia Corner Radius | Flute Length | Overall Length | Shank Dia. No. of Flute

JCRL20300303A-75 o 3 0.3R 8 75 3 2
JCRL20300305A-75 3 0.5R 8 755 3

JCRL20300310A-75 @ 3 IR 8 75 3 2
JCRL20400403A-75 e 4 0.3R 10 s 4 2
JCRL20400405A-75 @ 4 0.5R 10 75 4 2
JCRL20400410A-75 @ 4 IR 10 75 4 2
JCRL20400415A-75 @ 4 1.5R 10 75 4 2
JCRL20400403A-100 O 4 03R 10 100 4 2
JCRL20400405A-100 (] 4 0.5R 10 100 4 2
JCRL20400410A-100 (] 4 IR 10 100 4 2
JCRL20400415A-100 (| 4 15R 10 100 4 2
JCRL20600603A-75 e 6 0.3R 15 75 6 2
JCRL20600605A-75 o 6 0.5R 15 5 6 2
JCRL20600610A-75 e 6 IR 15 75 & 2
JCRL20600615A-75 (] 6 15R 15 75 6 2
JCRL20600620A-75 e 6 2R 15 i 6 gl
JCRL20600603A-100 O 6 0.3R 15 100 6 2
JCRL20600605A-100 0 6 05R 15 100 6 2
JCRL20600610A-100 (] 6 IR 15 100 6 2
JCRL20600615A-100 O 6 15R 15 100 6 2
JCRL20600620A-100 O 6 2R 15 100 6 2
JCRL20800803A-75 e 8 0.3R 20 75 8 2
JCRL20800805A-75 @ 8 0.5R 20 75 8 2
JCRL20800810A-75 e 8 IR 20 75 8 2
JCRL20800815A-75 @ 8 15R 20 75 8 2
JCRL20800820A-75 @ 8 2R 20 S 8 2
JCRL20800825A-75 [ ] 8 25R 20 75 8 2
JCRL20800830A-75 ] 8 3R 20 75 8 2
JCRL20800803A-100 U 8 0.3R 20 100 8 2
JCRL20800805A-100 O 8 0.5R 20 100 8 2

@E]: FEFEME . Stocked tems CIER: fRAEmsh - ST Sh

@® Eexcellent @ 7] Good
Fik 8 S E{b#

Carbon Steels| Alloy Steels Hardened Steels ngh Hgédsened
Copper Cast Iron Aluminum Stamless
mwmm Steels
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I 5847 7

ARBIDE END MILLS Corner Radius Type 2

AITIN Z |-
COAT BESUSE 35 N 2Fiute

%‘IM%%*”‘HM‘F&/\%]

STC Precision Technoloxy Co., Ltd:

"
—— o] LEZZ I»
Efi(unit):mm
HISR bidli o HE DI RA JIELL £EL AR JI®T
MODE Stocket Tool Dia Corner Radius | Flute Length | Overall Length |  Shank Dia No. of Flute
JCRL20800810A-100 (] 8 IR 20 100 g 2
JCRL20800815A-100 O 8 L.5R 20 100 8 o
JCRL20800820A-100 O 8 2R 20 100 8 2
JCRL20800825A-100 ] 8 2.5R 20 100 8 g2
JCRL20800830A-100 O 8 3R 20 100 8 2
JCRL21001003A-100 L 10 0.3R 25 100 10 2
JCRL21001005A-100 @ 10 0.5R 25 100 10 2
JCRL21001010A-100 @ 10 IR 25 100 10 g
JCRL21001015A-100 @ 10 1.5R 25 100 10 2
JCRL21001020A-100 @ 10 2R 25 100 10 2
JCRL21001025A-100 @ 10 2.5R 25 100 10 2
JCRL21001030A-100 e 10 3R 25 100 10 2
JCRL21201203A-100 @ 12 0.3R 30 100 12 2
JCRL21201205A-100 e 12 0.5R 30 100 12 2
JCRL21201210A-100 @ 12 1R 30 100 12 2
JCRL21201215A-100 & 12 L5R 30 100 12 2
JCRL21201220A-100 o 12 2R 30 100 12 2
JCRL21201225A-100 L] 12 2.5R 30 100 12 2
JCRL21201230A-100 ] 12 IR 30 100 12 2

@[ B LE B Stocked items

[LJED: fRFERLS » STRA R

quh Hardened

A S&@ mE{Li
Carbon Steels| Alloy Steels Hardened Steels
I e e G N
® ® ®

EES
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® {E Excellent @ 7] Good

Copper | Castlron Aluminum Stainless
Steels

Titanlum

Inconel
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49.] E—E*ﬁﬂﬂ STC Precision Technology Co., Ltd.

CARBIDE END MILLS - Corner Radius Type 4 Flutes -

AITIN Z 0 Y ﬁ
GBBEL AN

'
of | Wz

EfI(unit):mm

MODE Stocket Tool Dia Corner Radius | Flute Length | Overall Length | Shank Dia. No. of Flute
JCRLA0300303A-75 ® 3 0.3R 8 75 3 4
JCRLA0300305A-75 L 3 0.5R 8 75 3
JCRLA0300310A-75 ® 3 IR 8 75 3 4
JCRLA0400403A-75 L ] 4 0.3R 10 75 - 4
JCRLAQ400405A-75 @ 4 0.5R 10 75 4 4
JCRLAO400410A-75 @ 4 IR 10 75 < 4
JCRLA0400415A-75 @ 4 15R 10 75 4 4
JCRLA0400403A-100 ] 4 0.3R 10 100 4 4
JCRLA(400405A-100 O 4 0.5R 10 100 4 4
JCRLA0400410A-100 (5] 4 1R 10 100 = 4
JCRLA0400415A-100 L] 4 L5R 10 100 4 4
JCRLA0600603A-75 @ 6 0.3R 15 75 6 4
JCRLAO600605A-75 @ 6 0.5R 15 75 6 4
JCRLA0600610A-75 o 6 IR 15 75 6 4
JCRLA0600615A-75 @ 6 L5R 15 75 6 4
JCRLA0600620A-75 L 6 R 15 75 6 4
JCRLA0600603A-100 O 6 0.3R 15 100 6 4
JCRLA0600605A-100 O 6 0.5R 15 100 6 4
JCRLA0600610A-100 0 6 IR 15 100 6 4
JCRLA0600615A-100 O 6 L5R 15 100 6 4
JCRLA0600620A-100 O 6 R 15 100 6 4
JCRLA0800803A-75 @ 8 0.3R 20 75 8 4
JCRLA0800805A-75 L ] 8 0.5R 20 75 8 4
JCRLA0800810A-75 ® 8 1R 20 75 8 4
JCRLA0800815A-75 o 8 L5R 20 75 8 4

@ FAETER S Stocked items CIED: fRFemd - ST RAEER

@ B Excellent @ 7] Good

(o = REE R FiEE | eroa
Carbon Steels| Alloy Steels Hardened Steels ngh l;|art|:|ened b o i : ﬁ;ﬂﬁﬁ
ees Copper | Castlron | Aluminum/. Stainless | Titanium =
Steels Inconel
[ @ @
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HRBREHLA R

E Eﬁﬁﬂﬂ STC Precision Technology Co., Ltd.

JCARBIDE END MILLS - Corner Radius Type 4 Flutes -

AITIN Z I X
COAT et M) 35 4Flute

‘ L1 R

e
— == oI LEZ2 T

BA{i(unit):mm

idld bl H& D1 RA JJ£EL1 8L HRd JI%T
MODE Stocket Tool Dia Corner Radius | Flute Length | Overall Length | Shank Dia. No. of Flute
JCRLAO800820A-75 ® 8 2R 20 a5 8 4
JCRLAO8B00825A-75 2 8 25R 20 75 8 4
JCRLA40800830A-75 o 8 3R 20 75 8 4
JCRLA40800803A-100 O 8 0.3R 20 100 8 4
JCRLA0800805A-100 [ 8 0.5R 20 100 8 4
JCRL40800810A-100 O 8 IR 20 100 8 4
JCRLAD800815A-100 O 8 1.5R 20 100 8 4
JCRLAO800320A-100 | 8 2R 20 100 8 4
JCRLAO800825A-100 O 8 25R 20 100 8 4
JCRLAO800330A-100 | 8 3R 20 100 8 4
JCRLA1001003A-100 ® 10 0.3R 25 100 10 4
JCRLA1001005A-100 ® 10 0.5R 25 100 10 4
JCRLA1001010A-100 ® 10 IR 25 100 10 4
JCRLA1001015A-100 @ 10 1.5R 25 100 10 4
JCRLA41001020A-100 L] 10 2R 25 100 10 4
JCRLA1001025A-100 ® 10 25R 25 100 10 4
JCRLA41001030A-100 @ 10 3R 25 100 10 4
JCRLA1201203A-100 @ 12 0.3R 30 100 12 4
JCRLA41201205A-100 ® 12 0.5R 30 100 12 4
JCRLA1201210A-100 ® 12 IR 30 100 12 4
JCRL41201215A-100 [ ] 12 1.5R 30 100 12 4
JCRL41201220A-100 o 12 2R 30 100 12 4
JCRLA1201225A-100 @ 12 25R 30 100 12 4
JCRL41201230A-100 ® 12 3R 30 100 12 4

@H): BEHELER 5 Stocked items CIE: $RfEm s, o ST B

@{E Excellent . A] Good
i
&

Inconel

%] =k rE{EE
Carbon Steels| Alloy Steels Hardened Steels ngh rtigédsen'ad
Copper Cast Iron Alumlnum
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FINE PICTCH ROUGHING END MILL

AITIN
COAT

.ﬁ

ARERE A AR

STC Precision Technology Co., Ltd.

B (unit):mm

ik H£E Ef&DI] JIH&L1 2L wRd JI®T
MODE Stocket Tool Dia Flute Length | Overall Length [ Shank Dia. No. of Flute
JGF304006A O 4 8 50 6 3
JGF305006A O 6 15 50 6 o
JGF306006A O 6 16 50 6 3
JGF307008A O 7 16 60 8 3
JGF308008A [ 8 19 60 8 3
JGF309010A O 9 25 75 10 3
JGF310010A O 10 25 5 10 3
JGF311012A O 11 30 7 12 3
JGF312012A O 12 30 75 12 3
JGF316016A O 16 B 100 16 3
JGF320020A O 20 45 100 20 3

CIE: fREmd - ST EER

HB225~325 HRe~50 HRc~55 HRc~60

s e hE{k
Carbon Steels| Alloy Steels Hardened Steels H|gh Tgédsened
~HB225
-

® EExcellent @ F] Good

| siee e
Titanium o
Inconel

Copper Cast Iron | Aluminum,..Stainless
Steels
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FINE PICTCH ROUGHING END MILL

AITIN
COAT | U

X [
4 Flute

HRERERAARLY

STC Precision Technology Co., Ltd.

Ef(unit):mm

ik EE Ef D1 JI&L1 2L Rd JI®T
MODE Stocket Tool Dia Flute Length | Overall Length | Shank Dia, No. of Flute
JGF405006A O 5 13 50 6 4
JGF406006A O 6 16 50 6 4
JGF407008A O 7 16 60 8 4
JGF408008A O 8 19 60 8 4
JGF409010A O 9 25 75 10 4
JGF410010A O 10 25 7 10 4
JGF411012A O 11 30 75 12 4
JGF412012A O 12 30 5 12 4
JGF416016A O 16 35 100 16 4
JGF420020A O 20 45 100 20 4

CIED: SRAERES - ST A ER

w HRe~50 | HRc~55 HRc~60

fi 35 &l hE {3 o h H d 4
Carbon Steels| Alloy Steels Hardened Steels g tg; se”e
~HB225
-
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@® EExcellent @ Tl Good

Stainless

Steels

Has %BAi% 55
Titanium =
Inconel



PROUGHING CUTTER

ET:
COAT

.ﬁ

A RBREAA R

STC Precision Technology Co., Ltd.

B{i(unit):mm

RISk EHE EfRDI1 JI&L1 2L R JI®T
MODE Stocket Tool Dia Flute Length | Overall Length | Shank Dia, No. of Flute
JGR304006A O 4 8 50 6 3
JGR305006A O 5 13 50 6 g
JGR306006A O 6 16 50 6 3
JGR307008A O 7 16 60 8 g
JGR308008A O 8 19 60 8 3
JGR309010A O 9 25 b 10 3
JGR310010A O 10 25 a5 10 3
JGR311012A O 11 30 75 12 g
JGR312012A O 12 30 75 12 3
JGR316016A O 16 35 100 16 g
JGR320020A O 20 45 100 20 3

CIE: e - eI A ER

TN

Copper Cast Iron Alumlnum Stainless.
Steels

@ EExcellent @ 7] Good

Tltanlum 5
Inconel

et L Eid Hi h H d d
Carbon Steels| Alloy Steels Hardened Steels g gé SE"E
~HB225
-
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"ROUGHING CUTTER

EE AR
COAT RO 4Flute

HaGmE AR

STC Precision Technology Co., Ltd.

Bfi(unit):mm

Bk Cid E®&DI JIRL1 2RL HRkd JI¥T

MODE Stocket Tool Dia Flute Length | Overall Length | Shank Dia. No, of Flute
JGR405006A O 5 13 50 6 4
JGR406006A [ 6 16 50 6 4
JGR407008A O 7 16 60 8 4
JGR408008A [ 8 19 60 8 4
JGR409010A O 9 25 15 10 4
JGR410010A [J 10 25 75 10 4
JGR411012A O 11 30 75 12 4
JGR412012A [ 12 30 i 12 4
JGR416016A O 16 35 100 16 4
JGR420020A [ 20 45 100 20 4

CIED: fieeE s » T A ER

i Tt i Hi h H d d
Carbon Steels Alioy Steels Hardened Steels 19 tgélse"e
~HB225
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® B Excellent @ 7] Good

gy sas %A#ﬁ
Stainless. .| Fitanium S
Steels Inconel



%%%%&ﬁﬁﬁﬁ”@

STC Precision Technology Co., L

‘-ﬂRBIDE END MILLS - Square Type 2 Flutes- for Alumi

EHED
45 2 Flute

mm—
of | LB o
Efi(unit):mm

ki ki g Ef& D1 JJELI 2EL fgd JIT

MODE Stocket Tool Dia Flute Length | Overall Length | Shank Dia No. of Flute
JAE203004 O 3 9 50 4 2
TAE204004 O 4 12 50 4 2
JTAE202006 O 2 6 50 6 2
TAE203006 @ 3 9 50 6 2
JTAE204006 & 4 12 50 6 2
JTAE205006 & 5 15 50 6 2
JAE206006 @ 6 18 50 6 2
JTAE208008 [ 8 20 60 8 2
JAE210010 & 10 30 75 10 2
JAE212012 ® 12 32 75 12 2
JAE216016 @ 16 45 100 16 2
JTAE220020 ® 20 45 100 20 2

@ED: FEAFERE 5 Stocked items

]

Carbon Steels| Alloy Steels

CIED: fR{EmS - BN S

RE{E R

Hardened Steels

quh Hardened
Steels

e e e

M

@fE Excellent . A] Good

Stainless,

Steels

Tltanlum

Inconel
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450‘%%5%& STC Precision Technology Co.,

CARBIDE END MILLS - Square Type 2 Flutes- for Al

A B
45 2Flute

‘ L1

—
of | LA 1o
Bfi(unit):mm

il HH ERDI JI&L1 2RL fd JI%T

MODE Stocket Tool Dia Flute Length | Overall Length | Shank Dia. No. of Flute
JAEL203006 [ 3 12 60 6 2
JAEL204006 [ ] 4 16 60 6 2
JAEL205006 [ ] 5 20 60 6 2
JAEL206006 & 6 25 75 6 2
JAEL208008 [ ] 8 32 75 8 2
JAEL210010 [ ] 10 45 100 10 2
JAEL212012 & 12 45 100 12 2
JAEL216016 @ 16 65 150 16 2
JAEL220020 [ ] 20 75 150 20 2

@5 EXA{EE . Stocked items CIEn: fEfEmE s 0 B s

T4 &4 E‘f o] h d .
Carbon Steels| Alloy Steels Hardened Steels Hig ';'2('; sene
Cast Iron

N e M N W

® BExcellent @ T Good

| R | pan | o
Inconel

Stainless.
Steels
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- T ] (39] 45 ) STC Precision Technology Co., Ltd.

CARBIDE END MILLS Square Type 3 Flutes- for A

z [/
Eﬁ

‘ L1

f——
oI LEZZ T
Efi(unit):mm
i il E&DI JJ&Ll 2RL HAfRd JIET
MODE Stocket Tool Dia Flute Length | Overall Length [ Shank Dia, No. of Flute
JAE303004 O 3 9 50 4 3
JAE304004 O 4 12 50 4 3
JAE302006 O 2 6 50 6 3
JAE303006 @ S 9 50 6 3
JAE304006 @ 4 12 50 6 3
JAE305006 @ 5 15 50 6 8
JAE306006 o 6 18 50 6 3
JAE308008 @ 8 20 60 8 3
JAE310010 @ 10 30 75 10 3
JAE312012 ® 12 32 75 12 8
JAE316016 @ 16 45 100 16 3
JAE320020 ® 20 45 100 20 3

OL]: FRAEFER . Stocked items CIe: e @ ST R4 ER

© B Excellent @ 7] Good
&l ﬁEﬂ:ﬁ = REE

Carbon Steels Alloy Steels Hardened Steels High l;larlt:lsened 4l .
Ee Copper | Castlron
~HB225 | HB225~325 | HRc~50 | HRc~55

Stainless

Titanium
Steels

Inconel
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#7137 45 ) -RiFRTIE

HR@nE A an kA

STIC Precision Technology Co., Ltd.

W CARBIDE END MILLS - Square Type 3 Flutes

A B
BHAG

JI&L1

MODE Flute Length | Overall Length No. of Flute
JAEL303006 12 60 3
JAEL304006 @ 16 60
JAEL305006 o 20 60 3
JAEL306006 @ 25 75 3
JAEL308008 ] 32 75 3
JAEL310010 @ 45 100 g
JAEL312012 L 45 100 3
JAEL316016 [} 65 150 g
JAEL320020 o 75 150 3

@b BEEEELEE . Stocked items

.

Carbon Steels Alloy Steels

Hardened Steels H 'gh Hardened

® B Excellent @ 7] Good

a4 |
Inconel




MRGREAHA R

2670(870) $5iM&% D STC Precision Technology Co., Ltd.

CARBIDE END M es(8Flutes)

‘ L1

BRCHEEDC
MU
e NG oT1 777

Hfi(unit):mm

A5 R E®Dl | JIELI 2RL | MR FIYT

MODE Stocket Tool Dia Flute Length | Overall Length Shank Dia. No. of Flute
AHD606006H  J 6 15 60 6 6
AHD608008H @ 8 20 60 8 6
AHD610010H o 10 25 5 10 6
AHD612012H o 12 30 o 12 6
AHD616016H ® 16 45 100 16 6
AHD620020H ] 20 45 100 20 6
AHD825025H o 25 45 100 25 8

@E[: EHELE R . Stocked items

@ {Eexcellent @ T] Good
FE1E# = Tl i

Carbon Steels| Alloy Steels Hardened Steels Higthar?ened

teels Stainless
~HB225 HB225~325 HRc~50 HRc~55 HRc~60 Steels
® (O] (O] ® ® - - -



MRGREEAHHARA

)(850) B 7)iRiEk D STC Precision Technology Co., Ltd.

u tes)- Long Shank

TixSIN

‘ L1

|-—.

% d1:| W/AID]

B{r(unit):mm

itk B Hf D1 JIRLL 2RL ARd Jwr

MODE Stocket Tool Dia Flute Length | Overall Length [ Shank Dia. No. of Flute
AHDLL606006H @ 6 25 75 6 6
AHDLL608008H ® 8 o 100 8 6
AHDLL610010H o 10 45 100 10 6
AHDLL612012H o 12 50 100 12 6
AHDLL616016H 16 65 150 16 6
AHDLL620020H o 20 75 150 20 6
AHDLL3825025H o 25 80 150 25 8

@E: FRAEFEE . Stocked items CIEN: #EFERE S

@® {EExcellent @ 7] Good

Tt £ S&i@ E{Ei = B 8 ~ e

High Hardened

Carbon Steels| Alloy Steels Hardened Steels Steels

Copper | Castlron | Aluminum| Stainless

Titanium

~HB225 HB225~325 HRc~50 HRec~55 HRc~60 Steels

® -
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27)sBiMEt ] STC Precision Technology Co., Ltd.

ixSiN
=T e |

‘ . n

b~ | T FZa

BEAL(unit):mm

ficl FEE Ef® D1 JI&L1 =EL R JIET
MODE Stocket Tool Dia Flute Length | Overall Length | Shank Dia. No. of Flute
ACS201004H L] 1 2.5 50 4 2
ACS201504H ] 1.5 3 50 4 2
ACS200204H ] 2 5 50 4 2
ACS202504H @ 25 6 50 4 2
ACS203004H [ 3 6 50 4 2
ACS203504H @ 35 8 50 4 2
ACS204004H o 4 9 50 4 2
ACS203006H { ] 3 6 50 6 2
ACS204006H L] 4 9 50 6 2
ACS205006H o 5 12 50 6 2
ACS206006H { ] 6 13 50 6 2
ACS206508H L ] 6.5 20 60 8 2
ACS207008H { ] 7 20 60 8 2
ACS207508H o 715) 20 60 8 2
ACS208008H o 8 20 60 8 2
ACS208510H @ 8.5 25 75 10 2
ACS209010H o 9 25 75 10 2
ACS209510H L ] 9.5 25 75 10 2
ACS210010H o 10 25 75 10 2
ACS210512H { ] 10.5 30 75 12 2
ACS211012H { ] 11 30 75 12 2
ACS211512H (=] 1155 30 75 12 2
ACS212012H o 12 30 75 12 2
ACS214016H ] 14 30 100 16 2
ACS215016H o 15 30 100 16 2
ACS216016H @ 16 40 100 16 2
ACS220020H o 20 45 100 20 2
ACS225025H ] 25 45 100 25 2

@E]: FLETEE S Stocked items

@ {2 Excellent . A] Good
RE{L 1 = fif = 4

=)
Carbon Steels| Alloy Steels Hardened Steels High Tg;dsEned 2 .
Copper Cast lron | Aluminum SESTHHIESS
eels

® (O] ® ® ®
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MR mEHEA R

7 ﬁﬂﬁzj STC Precision Technology Co., Ltd.

Em- AR
=2 B 35 N 4Fiute

i3 HEE EfD1 JIRLL 2=RL & JI®T
MODE Stocket Tool Dia Flute Length | Overall Length | Shank Dia. No. of Flute
ACS401004H o 1 2.5 50 B 4
ACS401504H ([ iL 5 3 50 4 4
ACS402004H o 2 5 50 4 4
ACS402504H ] ) 6 50 4 4
ACS403004H ( 3 6 50 4 4
ACS403504H o 2] 8 50 4 4
ACS404004H @ 4 9 50 4 4
ACS401506H () 155 3 50 6 4
ACS403006H L 3 6 50 6 4
ACS404006H o 4 9 50 6 4
ACS405006H ] 5 12 50 6 4
ACS406006H @ 6 13 50 6 4
ACS406508H o 6.5 20 60 8 4
ACS407008H ] 7 20 60 8 4
ACS407508H ® 1.5 20 60 8 4
ACS408008H o 8 20 60 8 4
ACS408510H o 8.5 25 5 10 4
ACS409010H [ 9 25 75 10 4
ACS409510H o 9.5 25 75 10 4
ACS410010H [ 10 25 5 10 4
ACS410512H ® 10.5 30 75 12 4
ACS411012H ] ilil 30 15 12 4
ACS411512H @ 1135 30 75 12 4
ACS412012H o 12 30 75 12 4
ACS414016H o 14 30 100 16 4
ACS415016H (] 15 30 100 16 4
ACS416016H @ 16 40 100 16 4
ACS420020H Q 20 45 100 20 4
ACS425025H o 25 45 100 25 4
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itk 1EmE HR D1 JIRL1 2RL HARRd JIET
MODE Stocket Tool Dia Flute Length | Overall Length | Shank Dia, No. of Flute
ACSL203003075H O 3 6 75 3 2
ACSL201004075H O 1 2.5 15 4 2
ACSL201504075H O L5 3 75 4 2
ACSL202004075H O 2 5 s, 4 2
ACSL203004075H L1 3 6 75 4 2
ACSL204004075H O 4 9 75 4 2
ACSL204004100H 1 4 9 100 4 2
ACSL203006075H O 2} 6 75 6 2
ACSL204006075H O 4 9 75 6 2
ACSL204006100H O 4 9 100 6 2
ACSL205006075H O 5 12 75 6 2
ACSL205006100H [ 5 12 100 6 7
ACSL206006075H O 6 13 75 6 2
ACSL206006100H O 6 13 100 6 2
ACSL208008075H [l 8 20 75 8 2
ACSL208008100H O 8 20 100 8 b
ACSL210010100H O 10 25 100 10 2
ACSL210010150H O 10 25 150 10 2
ACSL212012100H ] 12 30 100 12 2
ACSL212012150H O 12 30 150 12 2
ACSL216016150H O 16 40 150 16 2
ACSL220020150H O 20 45 150 20 2

CIEl: SEAEm s - SR B

® EEexcellent @ T Good
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CARBIC gShank & Long Cutting Length
HHEE

J | 35 2Flute
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% —_—= 1 Crza -

EfI(unit):mm

fisk bid EH&D JIRL Z&L HRLd JI®T
MODE Stocket Tool Dia Flute Length | Overall Length Shank Dia. No. of Flute
ACSLL201004H O 1 4 50 4 2
ACSLL201504H O 55 6 50 4 2
ACSLL202004H O 2 8 50 4 2
ACSLL203006H O 3 11 60 6 2
ACSLL204006H O 4 14 60 6 2
ACSLL204506H O 4.5 16 60 6 2
ACSLL205006H O 5 18 60 6 2
ACSLL205506H O 85 20 60 6 B
ACSLL206006H ] 6 25 75 6 2
ACSLL206508H O 6.5 25 75 8 7
ACSLL207008H O 7 25 75 8 2
ACSLL207508H | 7] 25 75 8 2)
ACSLL208008H O 8 35 100 8 2
ACSLL208510H O 8.5 35 100 10 2
ACSLL209010H O 9 35 100 10 2
ACSLL210010H O 10 40 100 10 2
ACSLL210512H O 10.5 40 100 12 2
ACSLL211012H O 11 40 100 12 2
ACSLL211512H O 11.5 45 100 12 2
ACSLL212012H O 12 45 100 12 2
ACSLL214016H O 14 45 100 16 2
ACSLL215016H O 15 45 100 16 2
ACSLL216016H O 16 45 100 16 2

CIED: SEAEmE - ST B

@® {EExcellent @ 7] Good
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Efi(unit):mm

RISk TEEE Ef D1 JJRL1 Z=RL & JI&T
MODE Stocket Tool Dia Flute Length | Overall Length | Shank Dia. No. of Flute
ACSL403003075H O 3 6 75 3 4
ACSLA401004075H | 1 2.5 75 4 4
ACSL401504075H O 15 3 75 4 4
ACSL402004075H O 2 5 75 4 4
ACSL403004075H O 3 6 75 4 4
ACSL404004075H ] 4 9 75 4 4
ACSL404004100H O 4 9 100 4 4
ACSL403006075H O 3 6 75 6 4
ACSLA404006075H O 4 9 75 6 4
ACSL404006100H O 4 9 100 6 4
ACSLA05006075H O 5 12 75 6 4
ACSL405006100H O 3l 12 100 6 4
ACSL406006075H O 6 13 75 6 4
ACSL406006100H O 6 13 100 6 4
ACSL408008075H O 8 20 75 8 4
ACSL408008100H [ 8 20 100 8 4
ACSL410010100H O 10 25 100 10 4
ACSL410010150H O 10 25 150 10 4
ACSL412012100H O 12 30 100 12 4
ACSL412012150H | 12 30 150 12 4
ACSL416016150H O 16 45 150 16 4
ACSL420020150H O 20 45 150 20 4

CIER: SRAEME - AT B

® B Excellent @ 7] Good
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STC Precision Technology Co., Ltd.
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&fiZ(unit):mm
SR FEE EHfE DI JIERL1 £RL A JJHT
MODE Stocket Tool Dia Flute Length | Overall Length [ Shank Dia. No. of Flute
ACSLLA401004H O 1 4 50 4 4
ACSLLA401504H Ol 15 6 50 4 1
ACSLL402004H | 2 8 50 4 4
ACSLL403006H O 3 12 60 6 4
ACSLL404006H | 4 16 60 6 4
ACSLLA05006H ] 5 20 75 6 4
ACSLLA406006H O 6 25 75 6 4
ACSLL407008H O 7 30 75 8 )
ACSLL408008H ] 8 30 75 8 4
ACSLL410010H O 10 40 100 10 4
ACSLLA12012H O 12 45 100 12 4
ACSLL414016H Ol 14 45 100 16 4
ACSLLA416016H O 16 65 150 16 4
ACSLLA420020H O 20 75 150 20 4
ACSLLA425025H | 25 80 150 25 4
(CIEN: A - ST B
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utes - Long Neck
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BE{i(unit):mm
btk R ER DI JI&LL FEREM £RL fd JIET
MODE Stocket Tool Dia Flate Length |Under neck Length | Overall Length Shank Dia. No. of Flute

ADS200502H O 0.5 0.75 2 50 4 2
ADS200504H 0.5 0.75 4 50 4 2
ADS200506H O 0.5 0.75 6 50 4 2
ADS200602H | 0.6 0.9 2 50 4 2
ADS200604H O 0.6 0.9 4 50 4 2
ADS200606H O 0.6 0.9 6 50 4 2
ADS200704H O 0.7 1.1 4 50 4 2
ADS200706H O 0.7 1.1 6 50 4 %
ADS200804H Il 0.8 1.2 50 4 2
ADS200806H O 0.8 1.2 6 50 4
ADS200808H [l 0.8 1.2 8 50 4 2
ADS200906H O 0.9 1.4 6 50 4 2
ADS200908H [ 0.9 1.4 8 30 4 2
ADS200910H = 0.9 1.4 10 50 4 2
ADS201006H O 1 1.5 6 50 4 2
ADS201008H Jii} 1 55 8 50 4 2
ADS201010H O 1 1.5 10 50 4 2
ADS201012H ] 1 5 12 50 4 2
ADS201016H | 1 1.5 16 50 4 2
ADS201506H = 155 23 6 50 4 2
ADS201508H ] 1.5 23 8 50 4 2
ADS201510H O 155 213 10 50 4 2
ADS201512H [i} 1.5 23 12 50 4 2
ADS201514H | 1.5 23 14 50 4 2
ADS201516H O 1.5 23 16 50 4 2
ADS201518H o 1S 2.3 18 50 4 2
ADS201520H E 1.5 23 20 50 4 2
ADS202006H (| 2 3 6 50 4 i
ADS202008H O 2 3 8 50 4
ADS202010H ] 2 3 10 50 4 2
ADS202012H O 2 3 12 50 4 2
ADS202014H ] & 3 14 50 4 2

Carbon Steels

=g

Alloy Steels
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STC Precision Technology Co., Ltd.

USTelypeElutes - Long Neck

ites - Long Neck

]
jh al | | —m
B{i(unit):mm
RSk R EfE D1 JIELL HREM 2HRL Ad TIHT

MODE Stocket ToolDia | Flute Length | U 2K | Overyl] Length | ShankDia. | No. of Flute
ADS202016H 0 2 3 16 50 4 2
ADS202018H O 3 3 18 50 4 2
ADS202020H O 2 3 20 50 4 2
ADS202508H O 25 4 8 50 4 2
ADS202510H O 25 4 10 50 4 2
ADS202512H O 25 4 12 50 4 2
ADS202514H 0 25 4 14 50 4 2
ADS202516H = 25 4 16 50 4 :
ADS202520H O 25 4 20 50 4 2
ADS203008H O 3 45 8 50 6 :
ADS203010H O 3 45 10 50 6 2
ADS203012H O 3 45 12 50 6 2
ADS203016H O 3 45 16 60 6 2
ADS203020H O 3 45 20 60 6 2
ADS203025H O 3 45 25 75 6 2
ADS204012H O 4 6 12 50 6 2
ADS204016H O 4 6 16 60 6 2
ADS204020H O 4 6 20 75 6 2
ADS204025H O 4 6 25 75 6 2
ADS204030H O 4 6 30 75 6 2
ADS204035H O 4 6 35 75 6 2
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EUSk TEEE EREAR ERD JIEL 2L R JI®T
MODE Stocket Ball Radius Tool Dia Flute Length | Overall Length | Shank Dia. No. of Flute
ABS200303H O 0.15R 0.3 0.6 38 3 2
ABS200403H () 0.2R 0.4 0.8 38 3 2
ABS200503H ) 0.25R 0.5 1 38 3 2
ABS200603H (] 0.3R 0.6 1:2 38 2 2
ABS200703H ) 0.35R 0.7 1.4 38 3 2
ABS200803H (| 0.4R 0.8 1.6 38 3 2
ABS201003H O 0.5R 1.0 2 38 3 2
ABS201203H () 0.6R 1.2 24 38 3 2
ABS201403H ) 0.7R 1.4 2.8 38 3 2
ABS201503H O 0.75R 1.5 25 38 & 2
ABS201603H (] 0.8R 1.6 3.2 38 3 2
ABS201803H O 0.9R 1.8 3.6 38 3 2
ABS202003H O 1.0R 2.0 3 38 3 2
ABS202203H (] L1IR 2.2 4.4 38 3 2
ABS202403H O 1.2R 2.4 4.8 38 3 2
ABS202503H O 1.25R 25 4 38 3 2
ABS203003H (] 1.5R 3.0 5 50 3 2
ABS200304H ® 0.15R 0.3 0.6 50 4 2
ABS200404H @ 0.2R 0.4 0.8 50 4 2
ABS200504H [ 0.25R 0.5 1 50 4 2
ABS200604H L ] 0.3R 0.6 1.2 50 4 2
ABS200704H o 0.35R 0.7 1.4 50 4 7
ABS200804H L ] 0.4R 0.8 1.6 50 4 2
ABS200904H ® 0.45R 0.9 1.8 50 4 2
ABS201204H [ ] 0.6R 1.2 24 50 4 2
ABS201404H D 0.7R 1.4 2.8 50 4 2
ABS201604H L ] 0.8R 1.6 3.2 50 4 2
ABS201804H [ 0.9R 1.8 3.6 50 4 2
ABS201904H [ ] 0.95R 1.9 3.8 50 4 2
ABS202104H L ] 1.05R il 4.2 50 4 2
ABS202204H @ 1L.1IR 22 4.4 50 4 2
ABS202304H ® 1.15R 243 4.6 50 4 2
ABS202404H ® 1.2R 2.4 4.8 50 4 2

@E]: FEAE{EE S Stocked items
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STC Precision Technology Co., Ltd.
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BA(unit):mm
% TR BRER EH® D1 JHLL Z8L R JI#T
MODE Stocket Ball Radius Tool Dia Flute Length | Overall Length | Shank Dia. No. of Flute
ABS201004H o 0.5R 1 15 50 4 2
ABS201504H [ 0.75R 1.5 25 50 4 2
ABS202004H ® 1R 2 3 50 4 2
ABS202504H ® 1.25R 75 4 50 4 2
ABS203004H [ 1L5R 3 5 50 < 2
ABS203504H [ 1.75R 3.5 7 50 4 2
ABS204004H ® 2R 4 6 50 4 2
ABS204006H [ ] 2R 4 6 50 6 2
ABS205006H o 2.5R h] 8 50 6 2
ABS205506H ® 2.75R 55 11 50 6 o
ABS206006H [ 3R 6 9 50 6 2
ABS207008H [ 3.5R 7 14 60 8 2
ABS208008H ® 4R 8 16 60 8 2
ABS209010H [ 4.5R 9 18 75 10 2
ABS210010H o 5R 10 20 75 10 2
ABS211012H o 5.5R 11 22 7 12 £
ABS212012H [ 6R 12 24 75 12 2
ABS214016H @ TR 14 28 100 16 2
ABS216016H L ] 8R 16 32 100 16 2
ABS218020H @ 9R 18 36 100 20 72
ABS220020H [ 10R 20 40 100 20 2
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STC Precision Technology Co., Ltd.

L1 /&
af | L2722 >
BA(unit):mm
UG TEE BREER H& D1 JI&L1 £8L R 1T
MODE Stocket Ball Radius Tool Dia Flute Length | Overall Length | Shank Dia. No. of Flute
ABSL201004075H O 0.5R 1 2 75 4 2
ABSL201006075H O 0.5R 1 2 75 6 2
ABSL201006100H O 0.5R 1 2 100 6 2
ABSL201504075H O 0.75R 15 3 75 4 2
ABSL201506075H O 0.75R 15 3 75 6 2
ABSL201506100H O 0.75R 145 3 100 6 2
ABSL202006075H O IR 2 4 75 6 2
ABSL202006100H O IR 2 4 100 6 2
ABSL202506075H O 1.25R 2.5 5 75 6 2
ABSL202506100H O 1.25R 2.5 5 100 6 2
ABSL203006075H O 1.5R 3 6 75 6 2
ABSL203006100H O L5R 3 6 100 6 2
ABSL203506075H O 1.75R 3.5 7 100 6 2
ABSL204006075H O 2R 4 6 75 6 2
ABSL204006100H =] R 4 6 100 6 2
ABSL205006075H o] 2.5R 5 8 75 6 2
ABSL205006100H [ 2.5R 5 8 100 6 2
ABSL206006075H @ 3R 6 9 75 6 2
ABSL206006100H [ ] 3R 6 9 100 6 2
ABSL206006150H [ ] 3R 6 9 150 6 2
ABSL208008075H [ ] 4R 8 16 75 8 2
ABSL208008100H [ ] 4R 8 16 100 8 2
ABSL208008150H [ ] 4R 8 16 150 8 2
ABSL210010100H ® 5R 10 20 100 10 2
ABSL210010150H [ ] SR 10 20 150 10 2
ABSL210010200H O SR 10 20 200 10 2
ABSL212012100H ® 6R 12 24 100 12 2
ABSL212012150H ® 6R 12 2% 150 12 2
ABSL212012200H O 6R 12 24 200 12 2
ABSL216016150H ® 8R 16 32 150 16 2
ABSL216016200H O 8R 16 32 200 16 2
ABSL220020150H @ 10R 20 40 150 20 2
ABSL220020200H O 10R 20 40 200 20 2

@E: FLEEEEE 5. Stocked items
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BA(unit):mm

Eivl 4 R ERHER HEDL JIEL1 BEEM 2L R JIHT
MODE Siocket | BallRadius | ToolDia | Fiutc Length | 29 2K | oyery)l Longth | Shank Dia | No.of Flute
ADB200502H @ 0.25R 0.5 0.75 2 50 4 2
ADB200S04H ° 0.25R 05 0.75 4 50 4 2
ADB200506H [ ] 0.25R 0.5 0.75 6 50 4 2
ADB200602H [ ] 0.3R 0.6 0.9 2 50 4 2
ADB200604H = 03R 056 09 4 50 4 2
ADB200606H ° 03R 056 09 6 50 4 2
ADB200804H [ ] 0.4R 0.8 1.2 4 50 4 2
ADB20080SH ° 04R 08 1.2 6 50 4 2
ADB200808H [ ] 0.4R 0.8 1.2 8 50 4 2
ADB201006H ° 05R 1 15 6 50 4 2
ADB201008H ° 05R 1 15 8 50 4 2
ADB201010H @ 0.5R 1 1.5 10 50 4 2
ADB201012H [ ] 0.5R 1 1.5 12 50 4 2
ADB201206H ° 0.6R 12 18 6 50 4 2
ADB201208H ® 0.6R 1.2 1.8 8 50 4 2
ADB201210H [ ] 0.6R il 1.8 10 50 4 2
ADB201212H ° 0.6R 12 1.8 12 50 4 2
ADB201406H ° 0.7R 14 21 6 50 4 2
ADB201410H [ ] 0.7TR 14 2.1 10 50 4 2
ADB201416H ° 0.7R 14 2.1 16 50 4 2
ADB201506H ° 0.75R L5 23 6 50 4 2
ADB201508H ° 0.75R L5 23 8 50 4 2
ADB201510H ° 0.75R 15 23 10 50 4 2
ADB201512H ® 0.75R 1% 2.3 12 50 4 2
ADB201514H [ ] 0.75R 1.5 2.3 14 50 4 2
ADB201516H ° 0.75R L5 23 16 50 4 2
ADB201518H [ ] 0.75R 1.5 2.3 18 50 4 2
ADB201520H [ ] 0.75R 125 23 20 50 4 2

@F]: B 5 Stocked items
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MODE Stocket Ball Radius Tool Dia Flute Length |Under neck Length | Overall Length | Shank Dia. No. of Flute
ADB202008H ® 1R 1 3 8 50 4 2
ADB202010H & 1R 2 3 10 50 L 2
ADB202012H @ 1R 2 3 12 50 L 2
ADB202014H o 1R 2 %] 14 50 4 2
ADB202016H [ 1R 2 3 16 50 4 2
ADB202018H @ 1R 2 <] 18 50 L 2
ADB202020H & 1R 2 3 20 50 B 2
ADB202508H [ 1.25R 25 4 8 50 4 2
ADB202512H ® 1.25R 25 4 12 50 4 2
ADB202516H L ] 1.25R 2.5 4 16 50 4 2
ADB202520H ® 1.25R 2.5 4 20 50 4 2
ADB203010H @ 1.5R 25 4.5 10 50 6 2
ADB203012H ® 1.5k 3 4.5 12 50 6 2
ADB203016H ® L.5R 3 4.5 16 60 6 2
ADB203020H [ L5R 3 4.5 20 60 6 2
ADB203025H @ 1L.5R 3 45 25 75 6 2
ADB204012H [ 2R 4 6 12 50 6 2
ADB204016H [ ] 2R 4 6 16 60 6 2
ADB204020H ® 2R 4 6 20 75 6 2
ADB204025H L 2R 4 6 25 75 6 2
ADB204030H [ ] 2R 4 6 30 75 6 2

@F]: B 5. Stocked items
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MODE Stocket Tool Dia Corner R Flute Length | Overall Length Shank Dia. No. of Flute

ACR20600602H [ 6 0.2R 16 50 6 2
ACR20600603H @ 6 0.3R 16 50 6

ACR20600605H @ 6 0.5R 16 50 6 2
ACR20600610H @ 6 1R 16 50 6 2
ACR20600615H ® 6 1.5R 16 50 6 2
ACR20600620H [ 6 2R 16 50 6 2
ACR20800803H [ 8 0.3R 20 60 8 2
ACR20800805H o 8 0.5R 20 60 8 2
ACR20800810H [ ] 8 1R 20 60 8 2
ACR20800815H @ 8 1.5R 20 60 8 2
ACR20800820H [} 8 2R 20 60 8 2
ACR20800825H [ ] 8 2.5R 20 60 8 2
ACR20800830H L ] 8 3R 20 60 8 2
ACR21001003H [ 10 0.3R 25 75 10 2
ACR21001005H [ 10 0.5R 25 75 10 2
ACR21001010H @ 10 1R 25 75 10 2
ACR21001015H @ 10 1.5R 25 75 10 2
ACR21001020H [ ] 10 2R 25 75 10 2
ACR21001025H [ ] 10 2.5R 25 75 10 2
ACR21001030H o 10 3R 25 75 10 2
ACR21201203H @ 12 0.3R 30 75 12 2
ACR21201205H [ ] 12 0.5R 30 T 12 2
ACR21201210H @ 12 1R 30 75 12 2
ACR21201215H @ 12 1.5R 30 75 12 2
ACR21201220H @ 12 2R 30 75 12 2
ACR21201225H [ ] 12 25R 30 75 12 2
ACR21201230H ® 12 3R 30 15 12 2

@E]: BIAEfEE h.Stocked items

@® {EExcellent @ 7] Good
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MODE Stocket Tool Dia Corner R Flute Length | Overall Length | Shank Dia. No. of Flute

ACR40600602H o 6 0.2R 16 50 6 4
ACR40600603H [ ] 6 0.3R 16 50 6

ACR40600605H o 6 0.5R 16 50 6 4
ACR40600610H [ ] 6 1R 16 50 6 4
ACR40600615H @ 6 1.5R 16 50 6 4
ACR40600620H o 6 2R 16 50 6 B
ACR40800803H L ] 8 0.3R 20 60 8 4
ACR40800805H @ 8 0.5R 20 60 8 <
ACR40800810H @ 8 1R 20 60 8 4
ACR40800815H ® 8 1.5R 20 60 8 4
ACR40800820H o 8 R 20 60 8 4
ACR40800825H @ 8 2.5R 20 60 8 4
ACR40800830H o 8 3R 20 60 8 4
ACR41001003H @ 10 0.3R 25 75 10 4
ACR41001005H [ ] 10 0.5R 25 75 10 4
ACR41001010H o 10 1R 25 75 10 L
ACR41001015H ® 10 15R 25 75 10 4
ACR41001020H [ 10 2R 25 75 10 4
ACR41001025H [ ] 10 2.5R 25 75 10 4
ACR41001030H [ ] 10 3R 25 75 10 <
ACR41201203H =] 12 0.3R 30 75 12 4
ACR41201205H @ 12 0.5R 30 75 12 4
ACR41201210H ® 12 1R 30 75 12 4
ACR41201215H [ ] 1 1.5R 30 75 12 4
ACR41201220H o 12 2R 30 75 12 4
ACR41201225H @ 12 2.5R 30 75 12 4
ACR41201230H o 12 3R 30 75 12 4

@E]: L[ Stocked items

® B Excellent @ 7] Good
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STC Precision Technology Co., Ltd.

ne 2 Flutes- Long Shan

Micro  Tixsin z -y ﬁ
—‘M_G. M 35ﬂ 2Flute

— e
— S ] [¥Z2 I
B{i(unit):mm
Eidl £ EfEDI RA JIRL1 2EL AR JIHT
MODE Stocket Tool Dia Corner R Flute Length | Overall Length | Shank Dia, No. of Flute
ACRL20300303H-75 | 3 0.3R 8 75 3 2
ACRL20300305H-75 & 3 0.5R 8 75 3 2
ACRL20300310H-75 [ii] 3 IR 8 75 3 2
ACRL20400403H-75 i 4 0.3R 10 15 4 il
ACRL20400405H-75 | 4 0.5R 10 75 4 2
ACRL20400410H-75 (] 4 IR 10 75 4 2
ACRL20400415H-75 ] 4 L.5R 10 75 4 2
ACRL20400403H-100 | 4 0.3R 10 100 4 2
ACRL20400405H-100 O 4 0.5R 10 100 4 2
ACRL20400410H-100 O] 4 IR 10 100 4 2
ACRL20400415H-100 O 4 L.5R 10 100 4 2
ACRL20600603H-75 5] 6 0.3R 16 75 6 2
ACRL20600605H-75 9] 6 0.5R 16 75 6 2
ACRL20600610H-75 = 6 IR 16 75 6 2
ACRL20600615H-75 O 6 L.5R 16 75 6 2
ACRL20600620H-75 ] 6 2R 16 75 6 2
ACRL20600603H-100 H| 6 0.3R 16 100 6 2
ACRL20600605H-100 [] 6 0.5R 16 100 6 2
ACRL20600610H-100 | 6 IR 16 100 6 2
ACRL20600615H-100 L 6 L.5R 16 100 6 2
ACRL20600620H-100 | 6 2R 16 100 6 2
ACRL20800803H-75 O 8 0.3R 20 75 8 2
ACRL20800805H-75 = 8 0.5R 20 75 8 2
ACRL20800810H-75 O 8 IR 20 75 8 2
ACRL20800815H-75 O 8 1.5R 20 7 8 2
ACRL20800820H-75 ] 8 2R 20 15 8 2

CIED: SRR, - ST E
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NEHEES]-ERR STC Precision Technology Co., Ltd.

TTe
~J R 35 2Flute

i L1 /&
of | 22 1o
BA(unit):mm
RIS EE E& DI RA JIEL1 ZRL fEd JIHT
MODE Stocket Tool Dia Corner R Flute Length | Overall Length [ Shank Dia. No. of Flute
ACRL20800825H-75 O 8 2.5R 20 75 8 2
ACRL20800830H-75 [l 8 3R 20 5 8 2
ACRL20800803H-100 O 8 0.3R 20 100 8§ 2
ACRL20800805H-100 O 8 0.5R 20 100 8 2
ACRL20800810H-100 O 8 1R 20 100 8 2
ACRL20800815H-100 O 8 1.5R 20 100 8 2
ACRL20800820H-100 O 8 2R 20 100 8 2
ACRL20800825H-100 O 8 2.5R 20 100 8 2
ACRL20800830H-100 O 8 3R 20 100 8 2
ACRL21001003H-100 O 10 0.3R 25 100 10 2
ACRL21001005H-100 O 10 0.5R 25 100 10 2
ACRL21001010H-100 O 10 IR 25 100 10 2
ACRL21001015H-100 O 10 1.5R 25 100 10 2
ACRL21001020H-100 O 10 2R 25 100 10 7
ACRL21001025H-100 U 10 25R 25 100 10 2
ACRL21001030H-100 O 10 3R 25 100 10 2
ACRL21201203H-100 | 12 0.3R 30 100 12 2
ACRL21201205H-100 O 12 0.5R 30 100 12 2
ACRL21201210H-100 O 12 IR 30 100 12 2
ACRL21201215H-100 O 12 1.5R 30 100 12 2
ACRL21201220H-100 O 12 2R 30 100 12 2
ACRL21201225H-100 O 12 2.5R 30 100 12 2
ACRL21201230H-100 | 12 3R 30 100 12 2

CIEn: fRAEME S - STREEE S

® {EExcellent @ 7] Good
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Carbon Steels| Alloy Steels Hardened Steels H|gh5|;lar<|:|ened 234 £8 A~ i 8
ee Cast Iron | Aluminum| Stainless | Titanium
~HB225 HB225~325 | HRc~50 m HRc~60 Steels
® (O] @ (O] - - -

64



{7 SRS £ ) AR R

) |
TixSiN é " X
I B 35 J sFiute

3

WREARE AR A

STC Precision Technology Co., Ltd.

4 Flutes - Long Shank

: —
— T CEZz T
Bfi(unit):mm
EISh £ EH&D1 RA JIRLL Z&L HAfRd JIT
MODE Stocket Tool Dia Corner R Flute Length | Overall Length | Shank Dia. No. of Flute

ACRL40300303H-75 O 3 0.3R 8 75 3 4
ACRLA40300305H-75 O 3 0.5R 8 75 3 4
ACRLA0300310H-75 ] 3 IR 8 75 3 4
ACRLA0400403H-75 [ 4 0.3R 10 75 4 4
ACRL40400405H-75 (| 4 0.5R 10 75 4 4
ACRLA0400410H-75 O 4 IR 10 75 4 4
ACRLA40400415H-100 (| 4 L5R 10 75 4 4
ACRLA0400403H-100 ] 4 0.3R 10 100 4 4
ACRLA40400405H-100 O 4 0.5R 10 100 4 4
ACRLA0400410H-100 O 4 IR 10 100 4 4
ACRLA0400415H-100 O 4 L5R 10 100 4 4
ACRLA0600603H-75 [ 6 0.3R 16 75 6 4
ACRLA0600605H-75 O 6 0.5R 16 75 6 4
ACRLA0600610H-75 O 6 IR 16 75 6 4
ACRLA0600615H-75 [ 6 L5R 16 75 6 4
ACRLA40600620H-75 O 6 2R 16 75 6 4
ACRLA0600603H-100 O 6 0.3R 16 100 6 4
ACRLA40600605H-100 O 6 0.5R 16 100 6 4
ACRLA0600610H-100 (| 6 IR 16 100 6 4
ACRLA0600615H-100 O 6 L5R 16 100 6 4
ACRLA0600620H-100 (| 6 2R 16 100 6 4
ACRLA40800803H-75 O 8 0.3R 20 75 8 4
ACRLA40800805H-75 O 8 0.5R 20 75 8 4
ACRLA40800810H-75 O 8 IR 20 75 8 4

CIED: fRAEEE i » BT RE Gh
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STC Precision Technology Co., Ltd.

2.4 Flutes - Long Shank
za ﬁ
JJ B 35 Q 4Fiute

—
— = oT| EZZ o
Efi(unit):mm
AR i H& DI RE IEL1 SEL Hd TIRT
MODE Stocket Tool Dia ComerR | Flute Length | Overall Length | Shank Dia. | No. of Flute
ACRLAQ800815H-75 O 8 L5R 2 75 8 4
ACRLAOS00820H-75 O 8 R 2 75 8 4
ACRLAO800825H-75 O 8 25R 2 75 8 4
ACRLAOS00830H-75 O 8 R 2 75 8 4
ACRLA40800803H-100 O 8 0.3R 20 100 8 4
ACRLAD800805H-100 O 8 05R 2 100 8 4
ACRLA0800810H-100 O 8 IR 2 100 8 4
ACRLA0800815H-100 O 8 15R 2 100 8 4
ACRLA40800820H-100 O 8 2R 20 100 8 4
ACRLA0800825H- 100 O 8 25R 2 100 8 4
ACRLAD800830H-100 O 8 R 2 100 8 4
ACRLAI001003H-100 O 10 03R 25 100 10 4
ACRLA1001005H-100 O 10 0.5R 2 100 10 4
ACRLAI001010H-100 O 10 1R 2 100 10 4
ACRLA1001015H-100 O 10 1.5R 25 100 10 4
ACRLA1001020H-100 O 10 R 25 100 10 4
ACRLA1001025H-100 O 10 25R 2 100 10 4
ACRLA1001030H-100 O 10 R 2 100 10 4
ACRLA1201203H-100 O 12 03R 30 100 12 4
ACRLA1201205H-100 O 12 05R 30 100 12 4
ACRLA41201210H-100 O 12 1R 30 100 12 4
ACRLA1201215H-100 O 12 1L5R 30 100 12 4
ACRLA41201220H-100 O 12 2R 30 100 12 4
ACRLA1201225H-100 O 12 25R 30 100 12 4
ACRL41201230H-100 Il 12 3R 30 100 12 4

Carbon Steels

e e e L
® ® O] @

[JE: SRFERLS @ ST ER
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STC-EPM 1#Z22Y)E Regular STC Precision Technology Co., Ltd.

2R R R

Recommended cutting conditions

ap

<{fald@ 7 H] >  side miling 4|/

WHH () ENT ) i CLE 2 s+ D ¢ Tool Dia. (mm)
Work material 2 Depth of cut : a8 T T
(Hardness) Condiion Range| ~ mm ~ |CuttingCondiions| ¢ 3 | @4 | @5 | @6 | @8 @10 (912 | @ 16 | ¢ 20
e Hi# s |a=l.5Dc |z min® 12,700 | 9,550 | 7,640 | 6,370 | 4,770 | 3,820 | 3,180 | 2,390 | 1,910
Castiron Highspeed |a.=0, 1Dc | @& mm/min | 1,020 | 1,150 1,220 | 1,270 | 1,340 1,220 | 1,140 960 920
(150 ~ 200HB) SR &4 |a=l.5Dc | E&d min? 10,600 | 7,960 6,370 | 5,310 | 3,080 3,180 | 2,650 | 1,990 | 1,590
FC250 General |ae=0, 1Dc | ### A mn/min 850 960 1,020 | 1,060 | 1,110 @ 1,020 950 800 760
Lim Hi# &4 |ap=l.5Dc | min® 12,700 | 9,550 | 7,640 | 6,370 | 4,770 | 3,820 | 3,180 | 2,390 | 1,910
Carbon Stasls Highspeed |g.=0 1Dc | ###A m/min | 1,020 | 1,150 | 1,220 | 1,270 | 1,340 @ 1,220 | 1,140 960 920
(180 ~ 220HB) A &8 |a-l.5Dc | =i pint 10,600 | 7,960 | 6,370 | 5310 3,980 3,180 | 2,650 | 1,980 | 1,590
55400 ~ S50C General | g.=0, 1Dc | Mk A mn/min 850 960 1,020 | 1,060 | 1,110 @ 1,020 950 800 760
- SH@ e |a=lL5Dc | EiEd nin? 10,600 | 7,060 6,370 | 5,310 3.980 3,180 | 20650 | 1,990 | 1,590
Alloy Steeis Highspeed |ac=0, 1Dc  #®#&& & mm/min 850 960 1,020 | 1,060 | 1,110 1,020 950 800 760
(200 ~ 250HB) HA &4 |a=L5Dc |E&#nin 8,49 | 6,370 | 5090 | 4,240 | 3,180 2,550 | 2,120 | 1,590 | 1,270
SCH440 ~ SKCH General |g.=(, 1Dc | ### A& m/nin 680 760 810 850 890 820 760 640 610
. LI H# %4 |a-lL5Dc |mi nin® 8,490 | 6,370 | 5,000 | 4,240 3,180 | 2,550 | 2,120 | 1,590 | 1,270
Stainless Steels, Tool Steels | High speed | g.=(, 1Dc | @& & mm/min 510 640 710 680 640 610 590 540 a1l
(25 ~ 35HRC) AW &4 |a=l.5Dc | E&# min 6,370 | 4,770 | 3,820 | 180 | 2,390 | 1,010 | 1,590 | 1,190 950
SUS304 ~ SKD General |ae=0,1Dc | ##& A mn/min 380 480 530 510 480 460 450 400 380
. H# &4 |ap=l.5Dc | Ei# min® 8,490 | 6,370 | 5,090 | 4,240 | 3,180 2,550 | 2120 | 1,590 | 1,270
Pre-hardened Stesls Highspeed |ge=0, 1Dc  #&# A mm/min 510 640 710 680 540 610 590 540 510
(35 ~ 45HRC) R &# |a-l.5Dc | miek pint 6,370 | 4,770 | 3,820 | 3,180 | 2,390 | 1,910 | 1,590 | 1,190 950
HPM1 ~ NAKS5 General | ae=). 1Dc | @&k m/min 380 480 530 510 480 460 450 400 380
A Hd&e |a=L5Dc | Eid min? 6,370 | 4,770 | 3,820 | 4180 | 2,390 @ 1,010 | 1,590 | 1,190 950
Hardened Stacls Highspsed |a.=0, 05Dc | @& % mm /min 250 380 160 450 430 420 380 330 300
(45 ~ 60HRC) FA &4 |@-lL5Dc |E&nin? 4,240 | 3,180 | 2,550 | 2,120 | 1,590 | 1,270 | 1,060 800 640
SKD61 ~ SKT4 General | a.=0 05D c | #&#AE m/min 170 250 310 300 290 280 250 220 200
H# &4 |a=L5Dc | nin® 6,370 | 4,770 | 3,820 | 3,180 | 2,390 @ 1,910 | 1,590 | 1,190 950
s High speed | .=0, 05D ¢ | & & W /min 250 380 460 450 430 420 380 330 300
e JUR &4 |a-l.oDc | @ nin" 4,240 | 3,180 | 2,550 | 2120 1,580 | 1,270 [ 1,060 800 | 640
General | ac=0.05Dc | ##i & m/min 170 250 310 300 290 280 950 220 200
P H# s |ap=l.5Dc | mszd min® 2,650 | 1,990 | 1,590 | 1,330 990 800 660 500 400
SuperHestresistantAlloy | HigN speed | a.=0 05D c | #%i& & om /min 110 160 190 190 180 180 160 140 130
Inconel AU &7 |a-L5Dc | =ik pin 2,120 | 1,500 | 1,270 | 1,060 800 640 530 400 320
Hasteloy General | ae=0. 05D ¢ | @4 A mm /uin 85 130 150 150 140 140 130 110 100

[£%]

1 ~ #1E M ma4e(Down Cut) Bl F @& -

— RS M AMER Bk ] 6 > HHEEM 447 Z Air Blow & O0il-Mist -

R4+ > Bat b 24mH 0 FHER RAKELEES -

WA SR AT B SAE I E T R -

SRR R R AERE 0 X B e Rk Fo 1 A0 B T LAMLIE) EL ] 69 B T % o

FRE AT REAIR T B ORBFERRREFRARE » ME SO R foit 038 B 69H ¥ -

[Note]

(1) Down-cutting is recommended.

(2) Use generally dry (air-blow) or oil-mist coolant, especially at the high-speed machining.

(3 Oil base coolant is recommended for machining stainless steels and heat-resistant alloy.

@ Use a machine tool with rigidity and rigid set-up, to machine stably

(5) When the revolution speed is not enough, reduce the revolution speed and table speed at the same ratio.

(6 Adjust the revolution speed and table speed, according to cutting conditions such as machining shape, rigidity of machine tool,
over-hang and so on.
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STC Precision Technology Co., Ltd.

STC-EPM 27K Regular
%5';‘. —‘E 17 ;-',j!j lﬁ%/ﬁ'—;ﬁ | itting conditions

e

ap
—] ¥
<#H K] > Slotting
#HH (RX) E Y LR R #44% D ¢ Tool Dia. (mm)
Work material i Depth of cut : o
(Hardness) CondtionRenge| 'y |Cutting Conditions| @ 3 | 94 | ¢©5 | o6 ¢8 | @10 | ¢12 @16 | ¢ 20
ek Sk s |ap=0.Dec | Bk min " 5,310 | 3,980 | 3,180 | 2,650 | 1,990 | 1,590 | 1,330 990 800
Castiran | Highspeed |ac = 1Dc | ##i# R mm/min | 420 480 510 530 | 560 510 480 | 400 380
(150 ~ 200HB) R &# |ap=1Dc | EEH min 3,180 | 2,300 | 1,910 | 1,590 1,190 950 800 600 480
FC250 General |go=1Dc | @& m/min| 250 290 310 320 330 300 290 | 240 230
% Swse |ap=0 e |k nin" 8,490 | 6,370 | 5000 | 4,240 @ 3,180 | 2,550 | 2,120 1,590 | 1,270
Carson Steels Highspeed | ae = |Dc | B&EE i /min 680 760 810 850 890 820 760 640 610
(180 ~ 220HB) MR &% |ap=1Dc |®d¥H nin® 7,430 | 5,570 | 4,460 | 3,710 | 2,790 | 2,230 | 1,860 | 1,390 | 1,110
S5400 ~ S50C General |g.=1Dc |#%%E nn/min 590 670 710 740 780 710 670 560 530
e Sikse |ap=0.Dc | @& nin " 7,430 | 5,570 | 4,460 | 3,710 | 2,790 | 2,230 | 1,860 | 1,390 | 1,110
Alloy Stesls | Highspeed | g = [Dc | &% R mm/min 590 670 710 740 | 780 710 670 | 560 530
(200 ~ 250HB) #A&# |ap<1Dc | EEHmin 5,310 | 3,980 | 3,180 | 2,650 1,000 | 1,500 | 1,330 | 990 800
SCM440 ~ SNCH General |a.=|Dc | @&k m/min| 420 480 510 530 560 510 480 | 400 380
Fém TRE swas ap=0.Dc | @k nin? 5,310 | 3,980 | 3,180 | 2,650 @ 1,990 | 1,590 | 1,330 990 800
Stainless Stesls, Tool Steels | Highspeed | . = |D¢ | #&# & o /min 320 400 450 420 400 380 370 340 320
(25 ~ 35HRC) A Se |ap=0.5Dc | med min " 4,240 | 3,180 | 2,550 | 2,120 | 1,500 | 1,270 | 1,060 | 800 640
SUS304 ~ SKD General |g.=|pc | B%®Emn/min| 250 320 360 340 320 300 300 270 260
e Hwse |ap=0.Dc | @i 5,310 | 3,980 | 3,180 | 2,650 @ 1,990 | 1,500 | 1,330 990 800
Pre-hardaned Steels | Highspeed | go = |Dc | ®%& & ma/min | 320 400 450 420 | 400 380 370 | 340 320
(35 ~ 45HRC) M &4 |ap < 0.9c | EEH nin 4,240 | 3,180 | 2,550 | 2,120 © 1,590 | 1,270 | 1,060 | 800 640
HPAL ~ NAKS5 General |g. = |Dc |®%®& gn/min| 250 320 360 340 320 300 300 | 270 260
k3 5 HikEe |ars B # 3 min !
Hardened Steels High speed | g.= H##3% F nm /min
(45 ~ BOHRC) A S |80 =0.Dc | =& min 2,120 | 1,500 | 1,270 | 1,060 800 640 530 400 320
SKD61 - SKT4 General | g, = |Dc | #%# A m/min 85 130 150 150 | 140 140 130 | 110 100
B%se |as B 4 3 min
ﬁaﬁfmm High speed | g.= % R /min
Ti-8ALA4Y AR &4 |ap=0.Dc | e min 3,180 | 2,300 | 1,910 | 1,590 1,190 950 800 600 480
General |a.=|Dc | %A mn/min 130 190 230 290) 210 210 190 170 150
AR A A Bk ke |ap= B &3 min
Super Heat-resistant Alloy High speed | 5.= # 4% A on/min
Inconel Ag & |ap=0.Dc | = nin 1,590 | 1,190 950 800 600 480 400 300 241
Basteloy General | ae = |Dc | #%4A& m/min 65 %5 | 110 10 | 110 110 95 | 85 7
[x%]

1~ 34 M g4k (Down Cut)#nHl &) o

s — A A AR Bk ] 6F o HHEERA AR E Air Blow & 0il-Mist -

~ REESEA o BatRA MM HER R KB EE

SRR SRR AT B S e T R .

~ B IR R R A98HE 0 E B R AR foiB 058 B T LAMKE] EL A B9l R T E o

S HERIE A TR - MRRIME T B R FRBREFEARE  ME shE) ik foil 43k a9 A -

[Note]

(1) Down-cutting is recommended.

(2) Use generally dry (air-blow) or oil-mist coolant, especially at the high-speed machining.

(3) Oil base coolant is recommended for machining stainless steels and heat-resistant alloy.

(4) Use a machine tool with rigidity and rigid set-up, to machine stably

(E) When the revolution speed is not enough, reduce the revolution speed and table speed at the same ratio.

(&) Adjust the revolution speed and table speed, according to cutting conditions such as machining shape, rigidity of machine tool,
over-hang and so on.
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STC-EPML RYJ#R#% Long Flute
7’%‘. ;}% -l:/U ﬁ IJ {],%.' /H:' f‘i nn 2d cutting conditions

de

ap
<A@ @ 7 F >  Side milling
HEIH (%) & Pk 3 13 2 b ) & #+4% D ¢ Tool Dia. (mm)
Work material i Depth of cut . .
(Hardness) Condition Range mm Cutting Conditions| ¢ g © 8 ¢ 10 @ 12 © 16 @ 20
o Bk & | ap= &) 4 % min -
Cast Iron High speed | g.= ##% E mm/min
(150 ~ 200HB) JUR % |ap=3Dc © 4= 3 min * 2,650 | 1,890 | 1,590 1,330 990 800
FC250 General |ga.=0.02Dc | £%%A& pp/nin| 530 560 510 480 400 380
= Ham g & | ap= & 4 & min
Carbon Steels High speed | g.= #E#&R A mm/min
(180 ~ 220HB) JUR ## |ap=3Dc © 4= 3 min ° 2,650 | 1,990 | 1,590 1,330 990 800
55400 ~ S50C General | gae=0.02Dc | @& mo/min| 530 560 510 480 400 380
& 488 Hik &4 |ar &) #% % min !
Alloy Steels High speed | g.= # 4 A mm/min
(200 ~ 250HB) JUR & |ap=3Dc 45 2 min - 2,120 | 1,590 | 1,270 | 1,060 800 640
SCM440 ~ SNCM General | gae=0.02Dc | @#% A& mo/min | 420 450 410 380 320 310
5, T B4 Bk & |2 & # 3 min -
Stainless Steels, Tool Steels | High speed | 5 .= #E#i A mm/min
(25 ~ 35HRC) JUR &4 |ap=3Dc © 4 3 min ° 1,590 | 1,190 950 800 600 480
S5US304 ~ SKD General | g.=0.02D c | #%i& A& pn/min 250 240 230 220 200 190
4 5 g & | ap= & 4 & min -
Pre-hardened Steels High speed | .= HEdshik B mm/min
(35 ~ 45HRC) SUR &4 |ar=3Dc B 42 3 min * 1,590 | 1,190 950 800 600 480
HPM1 ~ NAKS5 General | ga.=0.02Dc |#%%& mn/min| 250 240 930 220 200 190
PR 0 4 Bk g4 |ars © 45 2% min !
Hardened Steels High speed | .= #4% A mm/min
(45 ~ 60HRC) JUR & |ap=3Dc 7 4% 2 min - 1, 060 800 640 530 400 320
SKD61 ~ SKT4 General | ac=0.01Dc | ##&& mn/nin| 150 140 140 130 110 100
ik | 8= E] 4 3¢ min
e High speed | .= Wk A 0n/nin
Titanium Nloy 2
Ti-6A1-4V JUR & ¢ | ap=3Dc © 422k min ° 1, 060 800 640 530 400 320
General | a.=0.01Dc | %A nm/min 150 140 140 130 110 100
T YN Bk E 4 | a0 & 4 3 min
Super Heat-resistant Alloy High speed | g.= #4% B mm/min
Inconel JUR %4 |ar=3Dc © 45 2% min 7 530 400 320 270 200 160
e General | ac=0.01D ¢ | %% m/nin 75 70 70 65 55 50
;%]
1 ~ 34 A E4L(Down Cut)#nHlH @& -
2~ — SRR AE R SR H 8 s ERA AR E Alr Blow & Oil-Mist -
3~ REFaaH > RBET S SMM 0 FHER RAKEE A -
4~ 3FEA SRR E T BB AR A Ao T R R -
5~ MARE iR R R BYBFE 0 E et ik fo il 53R B VT DUBE) Lh 4] B9/ BT % o
6 FREMW K - AR A AFREREEEARE > MERDER o SR 6R%¥ -

[ Note]

(1) Down-cutting is recommended.

(2) Use generally dry (air-blow) or oil-mist coolant, especially at the high-speed machining.

(3) Oil base coolant is recommended for machining stainless steels and heat-resistant alloy.

(1) Use a machine tool with rigidity and rigid set-up, to machine stably

(5) When the revolution speed is not enough, reduce the revolution speed and table speed at the same ratio.

(&) Adjust the revolution speed and table speed, according to cutting conditions such as machining shape, rigidity of machine tool,

over-hang and so on.
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\ MR BRE A R
STC'EPM'RS t%l%@;ﬂiﬂ_g Radius STC Precision Technology Co., Ltd.

*grj% -’E -%— 7] ‘b)] }5'] ’fl,% #‘I:‘ % mended cutting conditions

Lae,
|
/ dp
< Aald@m 1 H] > Side millin
MM () FY " ] i e 5+4% D ¢ Tool Dia. (mm)
Work material on Ra Depth of cut i :

(Hardness) CondfionRange| ., |Cutting Condions) ¢ 3 | @ 4 | @5 | @6 | 8 | ¢ 10 | ¢ 12 | ¢ 16 | ¢ 20
Ha s@sn |ap=l.6Dc | @ nin® 12,700 | 9,550 | 7.640 | 6,370 | 4,770 3,820 | 3,180 | 2,390 | 1,910
Dot e Highspeed |ae=0.1Dc | #%#% mm/nin| 1,020 | 1,150 | 1,220 | 1,270 | 1,340 | 1,220 | 1,140 960 920
(150 ~ 200HB) UE %4 | ap=l.5Dc | @& nin® 10,600 | 7,960 | 6,370 | 5,310 3,980 | 3,180 | 2,650 | 1,990 | 1,590
FC250 General |a.-0.1Dc |#®&#% m/nin| 850 960 | 1,020 | 1,060 1,110] 1,020 | 950 800 760
&+ S ss |ap-l.oDc | @k nin- 12,700 | 9,550 | 7,640 | 6,370 | 4,770 | 3,820 | 3,180 | 2,390 | 1,910
Carbon Steels Highspeed [g4.=0 IDc | #%#% mm/min| 1,020 | 1,150 | 1,220 | 1,270 | 1.340| 1,220 | 1,140 960 920
(180 ~ 220HB) A %4 |av-1.5Dc | Erdad min- 10,600 | 7,960 | 6,370 | 5,310 | 3,980 | 8,180 | 2,650 | 1,990 | 1,500
55400 ~ S50C General | g4.=0.1Dc |/ m/min| 850 960 | 1,020 | 1,060 1,110 1,020 | 950 800 760
P S@s&# |ap-l.5Dc | @i min’ 10,600 | 7,960 | 6,370 | 5,310 | 3,980 | 8,180 | 2,650 | 1,990 | 1,500
Alloy Stesls Highspeed | ae=0. 1Dc | # %% m/min| 850 960 | 1,020 | 1,060 | 1,110 | 1,020 | 950 800 760
(200 ~ 250HB) FUA &4 |av-1.5Dc | @M% nin- 8,49 | 6,370 | 5000 | 4,240| 3180 | 2550 | 2120 | 1,50 1,270
SCH440 - SKCH General |g.=0.IDc |t/ mn/min| 680 760 810 850 890 820 760 640 610
—_—— sz |ap-l.5Dc | @ nin 8,490 | 6,370 5000 | 4,240 3,180 | 2,550 | 2120 | 1,590 | 1,270
Stanless Steels, Tool Steels | Highspeed | ge=0. IDc | ##&i#k% m/min| 510 640 710 680 640 610 590 540 510
(25 ~ 35HRC) B &4 |ap=l.5Dc | @ nin 6,370 | 4770 | 3,820 | 3,180| 2,300 | 1,910 | 1,500 | 1,190 950
SUS304 - SKD General |ge=0.1Dc |k m/min| 380 430 530 510 480 460 | 450 400 380
— Siwss |ap-l.5Dc | @& nin” 8,490 | 6,370 5090 | 4,240 3,180 | 2,550 | 2,120 | 1,500 | 1,270
Pae Tiasiaroe ol Highspeed | ao=0.1Dc | %% m/min| 510 640 710 680 540 610 590 540 510
(35 ~ 45HRC) B %4 |ap=l.5Dc | E&% nin™ 6,370 | 4,770 | 3,820 | 3,180 | 2,390 | 1,910 | 1,590 | 1,190 950
HPM1 ~ NAKSS General |a.-0 IDc | @& m/nin| 380 430 530 510 480 460 450 400 330
e Sa s |a-l.6Dc | @i nin 6,370 | 4,770 | 3,820 | 3,180| 2,390 | 1,910 | 1,500 | 1,190 950
o cicas High speed [g¢-0.05Dc | #®%#&% am/nin| 250 380 460 450 430 420 | 380 330 300
(45 ~ GOHRC) AR &4 |a-l.5Dc | @i mind 4,240 | 3,180 | 2550 | 2,120 1,590 | 1,270 | 1,060 800 640
SKD6I ~ SKT4 General | ge=0.05Dc |#®#E m/nin| 170 250 310 300 290 280 | 250 220 200

S@ 44 |av-l.oDc | s nin- 6,370 | 4,770 | 3,820 | 3,180 2,390 | 1,910 | 1,500 | 1,190 930
f:’%‘ﬁ‘ml High speed | ae=0, 05D c |#%# % m/min| 250 380 460 450 430 20| 380 330 300
anium Alloy
e B &4 |ap=l.5Dc | @ nin- 4,240 | 3,180 | 2550 | 2,120 1,590 | 1,270 | 1,060 800 640
General | gc=0.05Dc |##&ik/E m/nin| 170 250 310 300 290 280 | 250 220 200
PR Swis |ap-l.oDc | @ik nin 2,650 | 1,990 | 1,500 | 1,330 990 800 660 500 400
Super Heatresistant Aoy | Highspeed [ ae=0_ 05D c | %@ & mn/min| 110 160 190 190 180 180 160 140 130
Inconel AA &4 |a-l.oDc | @ik min 2,120 | 1,590 | 1,270 | 1,060 800 640 530 400 320
Hasteloy General | g.=0.05Dc |#&@ & um/min 85 130 150 150 140 140 130 110 100
[;£%]
1 ~ 34 A a4t (Down Cut)n il & o
2~ —fRAAM AE R Bk e HEE KA AS5ER Air Blow & 0il-Mist -
3~ REFH - AR 2 o FHER RAREE M o
4-~FEM BRI ATRT BRM4  AEDH T R E -
5~ AR EI iR R R YBHE 0 E b TT iR fo i 3R T T LABLE) L 5] 69 A T B o
6~ FHRBE LK - BERAB T EAORFREREERALE » ME e kot 2038 695 -
[Note]

)

(1) Down-cutting is recommended.

(2) Use generally dry (air-blow) or oil-mist coolant, especially at the high-speed machining.

(3) Qil base coolant is recommended for machining stainless steels and heat-resistant alloy.

(@) Use a machine tool with rigidity and rigid set-up, to machine stably

(5) When the revolution speed is not enough, reduce the revolution speed and table speed at the same ratio.

(&) Adjust the revolution speed and table speed, according to cutting conditions such as machining shape, rigidity of machine tool,
over-hang and so on.
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STC-EPM-RS
12 E BT E e &

- 3

TR

B & 7)#34& Radius

Recommended cutting conditions

de

M 580 2 A A RG]

STC Precision Technology Co., Ltd.

WA (H X)) EY ik V& s 4 D ¢ Tool Dia. (mm)
Work material 18 Depth of cut - i
{Hardness) Condion Range| —~ | Cutting Conditions) ¢ 3 04 | 95 | 96 | 98 | @10 | 12| ¢16 | ¢ 20
it Sss |ap=0.9c |k nin” 5310 | 3,980 | 3,180 | 2,650 | 1,990 | 1,590 | 1,330 990 800
Cast Iron Highspeed | g = |Dc | #&®E m/min| 420 480 510 530 560 510 480 400 380
(150 ~ 200HB) AE %4 ap=1Dc | @& nin? 3,180 | 2,390 | 1,910 | 1,590 | 1,190 950 800 600 480
FC250 General |ae =1Dc |#%#& m/nin| 250 290 310 320 330 300 290 | 240 230
%348 Smsns | ap =0 c|ek nin” 8,490 | 6,370 | 5090 | 4,240 | 3,180 | 2,550 | 2,120 | 1,580 | 1,270
Carbon Steeis High speed | ge = |pc | #&EE mm/min 680 760 810 850 890 820 760 640 610
(180 ~ 220HB) A &s ap=1Dc |@#%& nin? 7,430 | 5,570 | 4,460 | 3,710 | 2,790 | 2,230 | 1,860 | 1,390 | 1,110
55400 ~ 550C General |g. —1pc |#&®E m/min| 590 670 710 740 780 710 670 560 530
o Sizm |ap=0.Dc | @ nin? 7,430 | 5,570 | 4,460 | 3,710 | 2,790 | 2,230 | 1,860 | 1,390 | 1,110
Alloy Steels High speed | e = |Dc | #&EE o /min 590 670 710 740 780 710 670 560 530
(200 ~ 250HB ) AE %4 ap=1Dc | @& nin? 5,310 | 3,080 | 3,180 | 2,650 | 1,890 | 1,590 | 1,330 990 800
SCHi440 ~ SNCN General |ge=IDc |Z&®E m/min| 420 480 510 530 560 510 480 400 380
FE. A Sigss ap=0.Dc| ek nin’ 5310 | 3,980 | 3,180 | 2,650 | 1,990 | 1,590 | 1,330 990 800
Stainless Steels, Tool Steels | Highspeed | 3. = |De | #& & A om/min 320 400 450 420 400 380 370 340 320
(25 ~ 35HRC) SR &4 |ap = 0.0 ¢ | @ min” 4,240 | 3,180 | 2,550 | 2,120 | 1,590 | 1,270 | 1,060 800 640
SUS304 ~ SKD General | . —|Dc |#&®E m/min] 250 320 360 340 320 300 300 270 260
—_ Simsn ap=0.Mc|@ ki nin” 5,310 | 3,980 | 3,180 | 2,650 | 1,090 | 1,590 | 1,330 990 800
Pre-hardened Steels Highspeed | e = |Dc | #&%K m/min| 320 400 450 420 400 380 370 340 320
(35 ~ 45HRC) A &4 | ap=0.0c | @& nin? 4,240 | 3,180 | 2,550 | 2,120 | 1,590 | 1,270 | 1,060 800 640
HPA1 - NAKS5 General |ge=1Dc |%%#E m/min| 250 320 360 340 320 300 300 | 210 260
% 774 Hikss |aps © $ 4 min™
Hardened Steels High speed | 4= B g mm/min
(45 ~ GOHRC) SE & |ap=0.Dc | @k nin 2,120 | 1,590 | 1,270 | 1,060 800 640 530 400 320
SKD61 ~ SKT4 General |a. = 1Dc |#&@kE mn/min 85 130 150 150 140 140 130 110 100
Hid4&s |ars E] 4 min™
S High speed | ;- #GRE m /i
Titanium Alloy
Ti-6A1-4V A & | ap=0.Dc | =k nin? 3,180 | 2,390 | 1,910 | 1,590 | 1,190 950 800 600 480
General |p.—Dc |###E m/nin| 130 190 230 220 210 210 190 170 150
A A Hik g |ap= & &4 min™!
Super Heat Alloy High speed | 5= #EgE m/min
Inconel A & | ap=0.De | @k nin? 1,590 | 1,190 950 800 500 480 400 300 240
fatalor General |ae=1Dc |#&#HE m/nin 65 95 110 110 110 110 95 85 75
[ix%]
1~ 23445 A na4k(Down Cut)n#) 7 g o
2~ —Ax4mH e R Bk e 0 HEEHRA AR E Air Blow & Oil-Mist -
3~ Rékdmat » RBAAA M FHER RAKEE A
4~ 4B A BRI M EL T B A BB e T % o
5~ MARE i R R BRI 0 X b ab ek o i 43R ST DAL R EL 5] 09 BT [ o
6~ FHRB ALK ~ MAAET B RBFEREREFRAURE » ME e foik 2058 6935 -

[Note]

(1) Down-cutting is recommended.

(2) Use generally dry (air-blow) or oil-mist coolant, especially at the high-speed machining.

(3) Qil base coolant is recommended for machining stainless steels and heat-resistant alloy.

@) Use a machine tool with rigidity and rigid set-up, to machine stably

(5) When the revolution speed is not enough, reduce the revolution speed and table speed at the same ratio.

(&) Adjust the revolution speed and table speed, according to cutting conditions such as machining shape, rigidity of machine tool,
over-hang and so on.
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M & BRE A R

JCS2 / ACS?2 ﬁ%ﬁ;]\iﬁ:ﬂ$7] STC Precision Technology Co., Ltd.
= E B R

AT - TSR - REE & - WEH A& TESE HRIPH
I+ &8 - THH BEE - MEEHE T - BEW Hardened Steels
Work 18 E§M, 5541,545C, FC SCr, SCM, SNC, SNCM FRIEH, SCr, SCM,
Material FCD, SCr, SCM, SNCM, SKD, NAK101 SNC, SNCM, SKD, NAK
SK, SKD, PDS, YK30 PDS5, P20 P20S, FDAC, SUS
T {4tEEHardness ~HRC30 HRC30-35 HRC35-40 HRC40-45
IR (B Eia 3 3 s 833 e i8R iR
Mmill Dia. P Rotation Feed_ Rotation Feed_ Rotation Feed Rotation Feed
i R.P.M mm/min R.P.M mm/min R.P.M mm/min R.P.M mm/min

D0.3 | 0.020 20000-50000 200-1500 15000-30000 150-1000 10000-20000 100-500 5000-15000 ‘ 50-250
D04  0.025 20000-50000 200-1500 15000-30000 150-1000 10000-20000 100-500 5000-15000
D0.5 ' 0.030 20000-50000 200-1500 15000-30000 150-1000 10000-20000 100-500 5000-15000 ‘ 50-250
D0.6 | 0.035 20000-50000 200-1500 15000-30000 150-1000 10000-20000 100-500 5000-15000
DO0.7 | 0.040 20000-50000 200-1500 15000-30000 150-1000 10000-20000 100-500 5000-15000 @ 50-250
D0.8 | 0.045  20000-50000 200-1500 15000-30000 150-1000 10000-20000 100-500 5000-15000 | 50-250
D0.9 = 0.045 20000-50000 200-1500 15000-30000 150-1000 10000-20000 100-500 5000-15000

W ;&% slot Milling :
a

1 HIERGEA—RNT2E  ANTREEAR - #ERR  #HRETREIHBHEDAR  AFRERMNIEREEL -
2 EHFMREA R RSNEER  FARINEE  ELRERIHESERKRERL -
3. SAE AR M S S I AR ST -

1. The milling conditions shown above is just for general guide. When the machine is different, the rigidity and spindle torque is different as well.
The millingconditions are always adjusted base on real machining status.

2. Adjust milling condition when unusual vibration and sound occur by cutting.

3. Use highly rigid and precise machine and holder.
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JCSZ / ACSZ :7]3'27] STC Precision Technology Co., Ltd.

% 24 Bl &

S - WA - SR
&8 - TAH

W EI#
Work

15 EL#8, 5541, 545C, FC

Material [] FCD, SCr, SCM, SNCM,

d

H SK, SKD, PDS, YK30

CES RRTES T
REMW - PRITN
SCr, SCM, SNC, SNCM
SKD, NAK101

PDS5,P20

G&dl - THHE
T - 1A
FABRIEEH, SCr, SCM,
SNC, SNCM, SKD, NAK
P20S, FDAC, SUS

BERTRI

1N

Hardened Steels
Titanium Alloys

HRTE
BEEGE

Hardened Steels
Nickel Alloys

Hardness | ~HRC30 | HRC30-35 | HRC35-40 | HRC40-45 | HRC50-55
7 T T T T T T T T

s
Mill [;a. Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
R.P.M mm/min R.P.M mm/min R.P.M mm/min R.P.M mm/min  R.PM | mm/min
D1.0 16000 64 9500 40 8600 38 7600 36 3200 13
D2.0 9500 88 5700 56 5100 50 4500 44 1900 19
D3.0 7400 120 4500 76 4000 68 3600 60 1500 25
D4.0 6400 160 3800 96 3400 86 3000 80 1270 32
D5.0 5700 200 3400 120 3100 110 2700 96 1150 40
D6.0 5300 256 3200 152 2900 136 2500 120 1060 50
D8.0 4000 256 2400 152 2200 136 1900 120 800 50
D10.0 3200 256 1900 152 1700 136 1500 120 640 50
D12.0 2600 250 1600 152 1450 136 1300 120 530 50
D16.0 2000 192 1200 116 1100 104 950 92 400 38
D18.0 1800 176 1100 104 1000 94 850 80 350 33
D20.0 1600 152 950 92 860 83 760 72 320 30
v

D=3.0mmLL T §§,ap=0.15DLLF

D=3.0mmb, T, ap=0.05DLLTF

D=3.0mmbkl_LF¥, ap=0.25DLLF

D=3.0mmbl %, ap=0.10DLLF
D=3.0mm under, ap=0.15D under ? D

D=3.0mm under, ap=0.05D under
D=3.0mm above, ap=0.10D under

W &%k slotMilling ptt] r
a
.o,

D=3.0mm above, ap=0.25D under

LB b L=t ERE R Eh

7 WE R T
Mill Dia. ~Rotation  Feed | Rotation | Feed  Rotation Feed | Rotation | Feed  Rotation  Feed
RP.M  mm/min .PM | mm/min  RPM | mm/min RPM | mm/min R.PM | mm/min
D1.0 16000 80 9500 50 8600 48 7600 40 3200 16
D2.0 9500 110 5700 70 5100 62 4500 55 1900 23
D3.0 7400 150 4500 95 4000 85 3600 75 1500 31
D4.0 6400 200 3800 120 3400 107 3000 100 1270 40
D5.0 5700 250 3400 150 3100 137 2700 120 1150 51
D6.0 5300 320 3200 190 2900 170 2500 150 1060 64
D8.0 4000 320 2400 190 2200 170 1900 150 800 64
D10.0 3200 320 1900 190 1700 170 1500 150 640 64
D12.0 2600 310 1600 190 1450 170 1300 150 530 64
D16.0 2000 240 1200 145 1100 130 950 115 400 48
D18.0 1800 220 1100 130 1000 120 850 100 350 42
D20.0 1600 @ 190 950 115 860 105 760 90 = 320 38

B I#k sideMilling

aP|  ap=15DLLF,ae=0.05DLLF

ae

ap=1.5D under, ae=0.05D under

AP ap=1.5DLLF,ae=0.025DLLF
ap=1.5D under, ae=0.025D under

ae

1. G ER— RN TEE - BT BEARR - #EARRE - BRAMERIEHRNETAR  SIFRERNTEREES -

2. BYHIPHREARBCRONBER @ FREIREE BERRERHESFRIERL

3. PR FAERM AR B EREL )L -

1. The milling conditions shown above is just for general guide. When the machine is different, the rigidity and spindle torque is different as well.
The millingconditions are always adjusted base on real machining status.

2. Adjust milling condition when unusual vibration and sound occur by cutting.

3. Use highly rigid and precise machine and holder.
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M A 8800 A B R )

JCS4 . HS4 / ACS4 IE?J:FJJ STC Precision Technology Co., Ltd.
* DR R

M - R - iR | A2 - RN &%l - THR RPN HRIEM

BUEM | 58E - TEE BES - wEER | THS - BEE s HEAS

Work | #EL#H,S541,545C,FC| scr,scm, SNC, SNCm | BRBRZES, SCr, SCM, Hardened Steels Hardened Steels
Material | FCD, 5Cr, SCM, SNCM, | sxp, NAK101 SNC,SNCM, SKD, NAK |  Titanium Alloys Nickel Alloys

SK, SKD, PDS, YK30 PDS5, P20 P20S, FDAC, SUS
ﬁmmlﬂﬁﬂlIﬁﬁﬁlﬂﬂﬁﬂﬂﬂlﬂﬂﬂllmﬂmll

7] & LEBEY

Mill Dia. = Rotation Feed Rotatlon Feed Rntanon Feed Rotaﬂon Feed Rotation Feed
RPM  mm/min| RPM  mm/min RPM mm/min | RPM | mm/min  RPM | mm/min
D3.0 | 7400 | 220 4500 140 4000 130 3600 110 1500 45
D4.0 6400 370 3800 180 3400 160 3000 150 1270 60
D5.0 5700 370 3400 220 3000 200 2700 180 1150 76
D6.0 5300 480 3200 290 2900 260 2500 220 1060 96
D8.0 4000 480 2400 290 2200 260 1900 220 800 96
D10.0 3200 480 1900 290 1650 260 1500 220 640 96
D12.0 2600 460 1600 290 1450 260 1300 220 530 926
Di16.0 = 2000 | 360 1200 220 1080 200 950 170 400 72
D18.0 1800 330 1050 195 950 180 850 150 350 63
D20.0 1600 290 950 170 850 150 760 135 320 57
W I #k side Milling E{ ap=1.5DLLF,ae=0.1DLLF :4,;[ ap=1DLLF,ae=0.05DLLF
ap=1.5D under,ae=0.1D under ap-1D under, ae=0.05D under
ze ze 1

e ~HRC30 an3a 35 HRC35- 40 HRC40 45 anso 55

7] & LRt iE e #5%
Mill Dia. Rotation  Feed Rotat:on Feed‘ Rotation Feed‘ Rotauon Feed L Rotatron Feed.
RPM  mm/min RPM | mm/min RPM  mm/min RPM  mm/min| RPM | mm/min
D3.0 7400 176 4500 110 4000 104 3600 90 1500 37
D4.0 6400 300 3800 145 3400 130 3000 120 1270 48
D5.0 5700 300 3400 180 3000 160 2700 145 1150 60
Dé6.0 5300 380 3200 230 2900 210 2500 180 1060 75
D8.0 4000 380 2400 230 2200 210 1900 180 800 75
D10o.0 3200 380 1900 230 1650 210 1500 180 640 75
D12.0 = 2600 370 1600 230 1450 210 1300 180 530 75
D16.0 | 2000 290 1200 180 1080 160 950 140 400 L74
D18.0 1800 260 1050 160 950 145 850 120 350 50
D20.0 1600 230 950 140 850 120 760 110 320 45

W &S SlotMilling apﬁ_r apj]_,,
ap=0.25DLLF ap=0.10DLLF
f D | D |

ap=0.25D under ap=0.10D under

T RGEER—RNTISE - ANIH#CHERR - BEAR - #BEIMETHADETAR  ZFEEENTERARS -
2. AT MREA RS RDHBER - FHRIHEE ERABNEZBEREERL -
3. FEAEEMEF I MEEERTIE -

1. The milling conditions shown above is just for general guide. When the machine is different, the rigidity and spindle torque is different as well.
The millingconditions are always adjusted base on real machining status.

2. Adjust milling condition when unusual vibration and sound occur by cutting.

3. Use highly rigid and precise machine and holder.
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M BB T A R E

JCSL2 / ACSL2 :EE*@EFB STC Precision Technology Co., Ltd.
R E AR R

A - WRRE - Bl | AR - RN aai - TEH BEIEi SRR
WEIHIM | &8 - TAE HEAH - MIRIPH | THMW - KRN MEE BEAS
Work | #88,5541,545C,FC| scr,scM,SNC, SNCM | BREZZEH, SCr, SCM, Hardened Steels Hardened Steels
Material | FCD, SCr, SCM, SNCM, SKD, NAK101 SNC, SNCM, SKD, NAK Titanium Alloys Nickel Alloys
SK, SKD, PDS, YK30 PDSS5, P20 P20S, FDAC, SUS
ﬂﬁﬂlﬂ@ﬂlIHMEIHH@HIHIWEEIIHEEII
B
Miﬂ Dia. Rotatmn Feed Hotatron Feed Rotation Feed Rotatmn Feed Rotnt:on Feed
R.PM mm/min | R.PM | mm/min R.P.M mm/min R.P.M mm/min R.PM | mm/min
D2.0 9500 88 5700 56 5100 50 4500 44 1900 19
D3.0 7400 120 4500 76 4000 68 3600 60 1500 25
D4.0 6400 160 3800 96 = 3400 86 3000 80 1270 32
D5.0 5700 200 3400 120 3100 @ 110 2700 96 1150 40
D6.0 5300 256 3200 152 2900 136 2500 120 1060 50
D8.0 4000 256 2400 152 2200 @ 136 1900 120 800 50
D10.0 3200 256 1900 152 1700 @ 136 1500 120 640 50
D12.0 2600 250 1600 152 1450 136 1300 120 530 50
D16.0 2000 192 1200 116 1100 104 950 92 400 38
D18.0 1800 176 1100 104 1000 94 850 80 350 33
D20.0 1600 152 950 92 860 83 760 72 320 30
B &k slot Milling D=3.0mmbL FA,ap=0.15DLLF D=3.0mmkL F8¥,ap=0.05DLLF
ad;l_r D=3.0mmLl EFF,ap=0.25DLLF a"i]_r D=3.0mmkl E8F,ap=0.10DLLF
LE.I D=3.0mm under, ap=0.15D under D D=3.0mm under, ap=0.05D under
D=3.0mm above ,ap=0.25D under D=3.0mm above ,ap=0.10D under

HRE L] ~HRC30 | HRC30-35 | HRC35-40 HRC40-45 HRC50-55
7] 5 R i 48 L &6 LR 18 8= 18 L Ee
Mill Dia. Rotation — Feed | Rotation  Feed  Rotation Feed  Rotation Feed | Rotation Feed
' RPM | mm/min| RPM | mm/min RPM mm/min RPM  mm/min| RPM | mm/min

D2.0 9500 110 5700 70 5100 62 4500 55 1900 23
D3.0 7400 150 4500 ) 4000 85 3600 75 1500 31
D4.0 6400 200 3800 120 3400 107 3000 100 1270 40
D5.0 5700 250 3400 150 3100 137 2700 120 1150 51

D6.0 5300 320 3200 190 2900 170 2500 150 1060 64
D8.0 4000 320 2400 190 2200 170 1900 150 800 64
D10.0 3200 320 1900 190 1700 170 1500 150 640 64
D12.0 2600 310 1600 190 1450 170 1300 150 530 64
D16.0 = 2000 240 1200 145 1100 130 950 115 400 48
D18.0 1800 220 1100 130 1000 120 850 100 350 42
D20.0 1600 190 950 115 860 105 760 90 320 38
i ﬁ Side Milling BE{ ap=1.5DLLF,ae=0.05DLLF ETEI ap=1.5DLLF,ae=0.025DLF
ae ap=1.5D under,ae=0.05D under ae ap=1.5D under,ae=0.025D under

1 ETDEREES—RINISE  ANIHEMAR > #ERR - MEEMETSHBHETAR KB REFNIERAE -
2 ETHTMREAREZEDNBEN - BARTHER  ERRERINESERKERL -
3. AR (E AR M SR B M 2 R B TDIE -

1. The milling conditions shown above is just for general guide. When the machine is different, the rigidity and spindle torque is different as well.
The millingconditions are always adjusted base on real machining status.

2. Adjust milling condition when unusual vibration and sound occur by cutting.

3. Use highly rigid and precise machine and holder.
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MR BT ARG

JCSL4 / ACSL4 IEEE*E:FB STC Precision Technology Co., Ltd.
PR R

A - R - Bl | AW - RN &4 TR BRIEE RIEM
weIM | 548 - TAS HAR  MEEE | THE - KAR $has EEAS
Work |#& 8, 5541,545C,FC| scr,scm, SNC,SNCM | BRIREEE, SCr, SCM, Hardened Steels Hardened Steels
Material | FCD, SCr, SCM, SNCM, SKD, NAK101 SNC, SNCM, SKD, NAK Titanium Alloys Nickel Alloys
SK, SKD, PDS, YK30 PDS5, P20 P20S, FDAC, SUS
Hardness
3% S
Mr 1 D Ia. Rotatlon Feed Rotation Feed Roration Feed Rotation Feed Rotation Feed
R.PM mm/min R.PM  mm/min R.P.M mm/min  RPM | mm/min RPM  mm/min
D3.0 7400 220 4500 140 4000 130 3600 110 1500 45
D4.0 6400 370 3800 180 3400 160 3000 150 1270 60
D5.0 5700 370 3400 220 3000 200 2700 180 1150 76
D6.0 5300 480 3200 290 2900 260 2500 220 1060 96
D8.0 4000 480 2400 290 2200 260 1900 220 800 96
D10.0 3200 480 1900 290 1650 260 1500 220 640 96
D12.0 2600 460 1600 290 = 1450 260 1300 220 530 96
D16.0 2000 360 1200 220 1080 200 950 170 400 72
D18.0 1800 330 1050 195 = 950 180 850 150 350 63
D20.0 1600 290 950 170 850 150 760 MLE15S 320 57
W g% side Milling aEI ap=1.5DLLF,ae=0.1DLLF ?j[ ap=1DLL F,ae=0.05DLL T
ap=1.5D under,ae=0.1D under ap-1D under, ae=0.05D under
ae :Ik ae %

LIENT JIREE
i

Mn'l D it Rotntfon Feed Rotarion Feed Rotation Feed Rotaﬂon Feed Rotaﬂon Feed
R.PM mm/min RPM  mm/min RPM  mm/min RPM | mm/min RPM  mm/min
D3.0 7400 176 4500 110 4000 104 3600 90 1500 37
D4.0 6400 300 3800 145 3400 130 3000 120 1270 48
D5.0 5700 300 3400 180 3000 160 2700 145 1150 60
D6.0 5300 380 3200 230 2900 210 2500 180 1060 75
D8.0 4000 380 2400 230 2200 210 1900 180 800 75
D10.0 3200 380 1900 230 1650 2 1500 180 640 75]
D12.0 2600 370 1600 | 230 | 1450 210 1300 180 530 75
D16.0 2000 290 1200 | 180 | 1080 160 950 140 400 57
D18.0 1800 260 1050 @ 160 = 950 145 850 120 350 50
D20.0 1600 230 950 140 850 120 760 110 320 45

W ;&8 slot Milling
% 3 ap=0.25DLLF L ap=0.10DLLF
D | D |

ap=0.25D under ap=0.10D under

IR ER RN T 2% - AN TRBEANR - #EAR - MEmtRERBHETAR  ARABRNTELARL -
2 YT MRELRFCROABER  FARTUEE EREERYEZTTRRERL -
3. WA Em M S Em A 2 R -

1. The milling conditions shown above is just for general guide. When the machine is different, the rigidity and spindle torque is different as well.
The millingconditions are always adjusted base on real machining status.

2. Adjust milling condition when unusual vibration and sound occur by cutting.

3. Use highly rigid and precise machine and holder.
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M %580 E A R

STC Precision Technology Co., Ltd.

JCSLL2 / ACSLL2 —YJEYJE# |
ZE & &

M - SR - 58 | S0 - SRl aai - TH R ZhGRI2H
wEHIM | a2l - TS AW - RIEsy | TS - BAW #KE® HESSE
Work | #E#,5541,545C,FC| scr,scM, SNC, SNCM | ZRERFEH, SCr, SCM, Hardened Steels Hardened Steels

Material | FCD,5Cr, SCM, SNCM, SKD, NAK101 SNC, SNCM, SKD, NAK Titanium Alloys Nickel Ailoys
5K, SKD,PDS, YK30 ' | ppe: pao P20, FDAC, SUS

g | BE  ff BE  ER | BE R 0 BE  ER

L2 $Y3 b3 ]
Mill Dia. Rotation  Feed  Rotation | Feed | Rotation ~ Feed  Rotation | Feed  Rotation Feed
R.P.M mm/min R.P.M mm/min R.P.M mm/min R.P.M mm/min R.PM  mm/min
D2.0 4800 44 2850 28 2250 22 1650 16 950 10
D3.0 3700 60 2250 40 2000 34 1800 30 /50 13
D4.0 3200 80 1900 50 1700 43 1500 40 620 16
D5.0 2850 100 1700 70 1550 575 1350 48 570 20
D6.0 2650 128 1600 76 1450 68 1250 60 530 25
D8.0 2000 128 1200 76 1100 68 950 60 400 25
D10.0 1600 128 950 /6 850 68 /50 60 320 25
D12.0 1300 124 800 76 720 68 650 60 260 25
D16.0 1000 96 600 58 550 52 470 46 200 19
D18.0 900 88 550 52 500 48 430 40 170 16
D20.0 800 76 475 46 430 42 380 36 160 15
W ISk side Milling ﬂ ap=2.5DLL F,2e=0.025DLL T (F:A0.5mm) ﬁ ap=2DLL T, 2e=0.015D LU F(A0.3mm)
Ee_..:|‘7 ap=2.5D under,ae=0.05D under(max.0.5mm) E:e_..:|47 ap=2D under,ae=0.015D under{max.0.3mm)

fardness | ___~HRC30 | HRC30-35 | HRC35-40 | HRC40-45 | HRC50-55 |
7] 1 L2 Bt i LBt e LL Bt &6 LBt e L BES i

Mill Dia. Rotation Feed  Rotation Feed | Rotation Feed  Rotation Feed  Rotation Feed

R.P.M mm/min R.P.M mm/min R.P.M mm/min R.PM mm/min R.PM  mm/min
D2.0 4800 35 2850 22 2250 18 1650 13 950 8
D3.0 3700 48 2250 32 2000 27 1800 24 750 10
D4.0 3200 64 1900 40 1700 35 1500 32 620 13
D5.0 2850 80 1700 Zis] 1550 44 1350 39 570 16
D6.0 2650 102 1600 61 1450 55 1250 48 530 20
D8.0 2000 102 1200 61 1100 535 950 48 400 20
D10.0 1600 102 950 61 850 55 750 48 320 20
Di12.0 1300 100 800 61 720 55 650 48 260 20
D16.0 1000 77 600 46 550 42 470 37 200 15
D18.0 900 70 550 42 500 39 430 e 170 13
D20.0 800 60 475 37 430 34 380 29 160 12

B ;&% Slot Milling - 4'1]
ap ap=0.15DLL F (B A3.0mm) ap ’7 Dap=0.025DLL T (FA3.0mm)
T D ap=0.15D under(max.0.3mm) le ap=0.025D under(max.0.3mm)

1SRRG ES—RINT2%E AR BEAR - BEAR - BEIMEETIEBHETAR  MERERNTIERARE -
2 EYHPNRELERFCEIRBER  SARTHE  BHRERIY EEERBERIL -
3. SR AR M B R B PSR LT -

1. The milling conditions shown above is just for general guide. When the machine is different, the rigidity and spindle torque is different as well.
The millingconditions are always adjusted base on real machining status.

2. Adjust milling condition when unusual vibration and sound occur by cutting.

3. Use highly rigid and precise machine and holder.

]



MREHEFRA RN

STC Precision Technology Co., Ltd.

JCSLL4 / ACSLL4 IEY)EERET]
2By Bl R

#rt - mEEN - 8
S48 TS

= EL$, 5541, 545C, FC
FCD, SCr, SCM, SNCM,

a8 - mER
BEW - HIBINH
SCr, SCM, SNC, SNCM
SKD, NAK101

PDS5, P20

&% TAH
T - REE
EERIEH, SCr, SCM,
SNC, SNCM, SKD, NAK
P20S, FDAC, SUS

LERIEH
e
Hardened Steels
Titanium Alloys

FLERIE
#HESSE
Hardened Steels
Nickel Alloys

DRI A
Work
Material

SK, SKD, PDS, YK30

T
~HRC30 HRC30-35 HRC35-40 HRC40-45 HRC50-55
® | gl ®WE R i

N | BE | ER
Mill Dia. Rotation Feed  Rotation Feed  Rotation Feed | Rotation Feed  Rotation Feed
R.P.M mm/min R.P.M mm/min R.P.M mm/min R.P.M mm/min RPM  mm/min
D3.0 3700 88 2250 56 2000 52 1800 45 750 18
D4.0 3200 150 1900 70 1700 64 1500 60 620 24
D5.0 2850 150 1700 88 1550 80 1350 72 560 30
D6.0 2650 190 1600 120 1450 104 1250 88 530 38
D8.0 2000 190 1200 120 1100 104 950 88 400 38
D10.0 1600 190 950 120 850 104 750 88 320 38
D12.0 1300 180 800 120 720 104 650 88 270 38
D16.0 1000 140 600 88 550 80 470 68 200 29
D18.0 200 130 550 80 500 72 430 60 170 25
D20.0 800 120 475 70 430 60 380 <15) 160 23
W Rk side Milling EEPI ap=2.5DLLF,ae=0.05DL T (& A0.5mm) aj{ ap=2D1L F,ae=0.020 5L F (& A0.3mm)
ae :|.7 ap=2.5D under,ae=0.05D under(max.0.5mm) ae ap=2D under,ae=0.02D under(max.0.3mm)

=

7] £ 8% 5% HE 4G
Mill Dia. | Rotation Feed  Rotation Feed  Rotation Feed | Rotation Feed  Rotation Feed
R.P.M mm/min R.P.M mm/min R.P. mm/min R.P.M mm/min R.P.M mm/min
D3.0 3700 70 2250 45 2000 42 1800 36 750 15
D4.0 3200 120 1900 56 1700 51 1500 48 630 19
D5.0 2850 120 1700 70 1550 64 1350 58 560 24
D6.0 2650 150 1600 96 1450 83 1250 70 530 30
D8.0 2000 150 1200 96 1100 83 950 70 400 30
D10.0 1600 150 950 96 850 83 750 70 320 30
D12.0 1300 145 800 96 720 83 650 70 270 30
D16.0 1000 110 600 70 550 64 470 Sih 200 23
D18.0 900 104 550 64 500 58 430 48 170 20
D20.0 800 100 475 56 430 48 380 44 160 19
W Z % slot Milling
ap=0.10DLLF ap=0.05DLLF (& AX0.5mm)

ap=0.10D under ap=0.05D under(max.0.5mm)

LT T

1. SR ER M TEE - AN BEARR - WERR - WENCREHALETAR  AFRERNLERARS -
2 BYHIFNREARTCRDNE TR » wARTHEE  EREEAIHERRRASRIE -
3. R MM ER AN AR LT -

1. The milling conditions shown above is just for general guide. When the machine is different, the rigidity and spindle torque is different as well.
The millingconditions are always adjusted base on real machining status.

2. Adjust milling condition when unusual vibration and sound occur by cutting.

3. Use highly rigid and precise machine and holder.
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MR B E AR R

JDS?2 / ADS?2 _EE“‘ :Fjj _ STC Precision Technology Co., Ltd.
2B R R

$En - BRI - 38 | S - RN aail - TRH HERIDN

DI A4 &% TAS AW - SRR | THM - AW Hardened Steels

Work 1B, 5541,545C, FC | scr,5CM,SNC, SNCM | B4BREES, SCr, SCM,

Material FCD, SCr, SCM, SNCM, SKD,NAK101 SNC, SNCM, SKD, NAK

SK, SKD, PDS, YK30 PDS5. P20 P20S, FDAC, SUS
I E Hardness ~HRC30 HRC30 35 HRC35 40 HRC40 45
7] £% BHE
Mill Dia.  Length ap Rotatlon Feed Rotarnon Feed Rotatlon Feed Rotatmn Feed
under shank R.P.M mm/min R.PM mm/min R.P.M mm/min R.P.M mm/min

D1.0 M6.0 0.03-0.06 16000 320-420 12800 | 260-340 10200 210-270 8200 | 170-220
D1.0 M10.0 |0.02-0.03 12800 260-340 10200 | 200-260 8200 160-210 6600 130-170
D1.5 M8.0 |0.06-0.12 10600 320-420 8500 | 260-340 6800 210-270 5400 (170-220
D1.5 M16.0 |0.02-0.03 8500 @ 260-340 6800 | 200-260 5500 160-210 4400 130-170
D2.0 . M8.0 0.07-0.14 8000 . 320-420 6400 |260-340 | 5200 210-270 4200 170-220
D2.0 M16.0 |0.04-0.08 6400 @ 260-340 5200 | 200-260 4200 160-210 3400 130-170
D2.0 M20.0 |0.02-0.04 4800  210-280 3800 |150-200 3100 120-160 2500 | 100-130
D2.5 M12.0 0.10-0.20 6400 320-420 5200 | 260-340 4200 210-270 3400 170-220
D2.5 M20.0 |0.07-0.14 5200 @ 260-340 4200 |200-260 3400 160-210 2700 | 130-170
D3.0 . M12.0 |0.12-0.24 5300 ‘ 320-420 4200 |260-340 3400 210-270 2700 170-220
D3.0 M20.0 |0.07-0.12 4200 @ 260-340 3400 |200-260 2700 160-210 2200 | 130-170
D4.0 M20.0 |0.16-0.32 4000 @ 320-420 3200 |260-340 2600 210-270 2100 170-220
D4.0 M30.0 |0.710-0.20 3200 @ 260-340 2600 |200-260 2100 160-210 1700 | 130-170

M &8k Slot Milling : v
a

oI
"l

1SR ES—RINT2E - AN TEZBEAR - BEARR  #E(MEIERDETAR - EHERERNTERERS -
2. EBIPMREARBZCREBNBER - AEETIMEE - ENEN M ESERRERL -
3. FHEE AR ER A AR T

1. The milling conditions shown above is just for general guide. When the machine is different, the rigidity and spindle torque is different as well.
The millingconditions are always adjusted base on real machining status.

2. Adjust milling condition when unusual vibration and sound occur by cutting.

3. Use highly rigid and precise machine and holder.
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JHS3 45f5 E;J:F 7] _ STC Precision Technology Co., Ltd.
AR DI RIMRAF R

St SR - B | SSW - Rl a&H - TAH RN o T
wWEEHIM | S8 - TES AW - sRiEE | THEN - EHRMW Sian HESD
Work | # B, $S41,545C,FC| scr,scm, SNC, SNCm | BBREEE, SCr, SCMm, Hardened Steels Hardened Steels
Material | FCD,5Cr, SCM, SNCM, SKD, NAK101 SNC, SNCM, SKD, NAK Titanium Alloys Nickel Alloys
SK, SKD, PDS, YK30 PDS5, P20 P20S, FDAC, SUS
~HRC30 HRC30 35 an35 40 HRC4O 45 HRcsa 55
Hardness
ME :)E;a Rotatlon Feed Rottmon Feed Rotaﬂon Feed Rotatron Feed Rotartlon Feed
R.P.M mm/min R.PM mm/min R.P.M mm/min R.P.M mm/min R.P.M mm/min
D3.0 7400 180 4500 115 4000 100 3600 90 1500 38
D4.0 | 6400 240 3800 145 | 3400 130 3000 | 120 1270 48
D5.0 5700 300 3400 180 3100 165 2700 145 1150 60
D6.0 5300 380 3200 230 2900 200 2500 180 1060 75
D8.0 4000 380 2400 230 2200 200 1900 180 800 7D
D10.0 | 3200 380 1900 230 _ 1700 200 1500 | 180 640 7
D12.0 _ 2600 380 1600 230 _ 1450 200 1300 _ 180 530 75
D16.0 2000 290 1200 170 1100 55 950 140 400 57
W sk side Milling ﬂ ap=1.5DLF,ae=02DLL F BEI ap=1DLLF,ae=0.05DL F
ae :|‘7 ap=1.5D under,ae=0.2D under ae :|‘7 ap=1D under,ae=0.05D under

~HRC30 anso 35 HRC35 40 HRC4O 45 HRcso 55

M:Fl% ﬁa‘ Rotatlon Feed. Rotartlon Feed' Rotaﬂon Feed- Rotatlon Feed_ Rotarnon Feed-
R.PM mm/min R.P.M mm/min R.P.M mm/min R.P.M mm/min R.P.M mm/min
D3.0 = 7400 180 4500 115 4000 100 3600 90 1500 38
D4.0 = 6400 240 3800 145 3400 130 3000 120 1270 48
D5.0 5700 @ 300 3400 180 3100 165 2700 145 1150 60
D6.0 5300 380 3200 230 2900 200 2500 180 1060 75
D8.0 4000 380 2400 230 2200 200 1900 180 800 75
D10.0 3200 380 1900 230 1700 200 1500 180 640 75
D12.0 2600 380 1600 230 1450 200 1300 180 530 75
D16.0 = 2000 290 1200 170 1100 155 950 140 400 B

W &8k slot milling
ap ap=025DLLF ap ap= 0100 LL'F
‘ D ap=0.25D under ‘ D ap= 010D under

1SRG ER—RINT2E R THe 8RR - BAARR - #EEMEIEEDETAR - AEAERNIEARS -
2. EUIHIPMREARFE RSB TN - FRAEIMERE  ERREEINEEEANERIL -
3. o i 2R B M AR SR TDAE

1. The milling conditions shown above is just for general guide. When the machine is different, the rigidity and spindle torque is different as well.
The millingconditions are always adjusted base on real machining status.

2. Adjust milling condition when unusual vibration and sound occur by cutting.

3. Use highly rigid and precise machine and holder.

80



M 880 A8 A IR o)

JBS2 / ABS2 —JER/]
12 2 HlAR A &

A - R - 54 o ] hGRIEH
#EDEIM] a2 - THH EEH - HEEH Hardened Steels
Work FE B4, 5541, 545C, FC SCr,SCM, SNC, SNCM
SK, SKD, PDS, YK30 PDS5,P20

~HRC30 HRC30-45 HRC45-50

AR EEH 7 4] Al i R & 8 [ 1) Hl
Slot Milling 3D Milling Slot Milling 3D Milling Slot Milling 3D Milling

I £ X #ES BE ER LESY S $ HE W ER LESY S ¥ ] BE  EfR
Mill Dia. Rotation Feed Rotation Feed |Rotation Feed |Rotation Feed Rotation Feed |Rotation Feed
‘" RPM mm/min RPM mm/min| RPM mm/min| RPM mm/min RPM mm/min R.PM mm/min

R0O.5 45000 880 31000 620 | 35700 570 |25000| 400 19000 210 13300 150
R1.0 22000 880 15500 620 @ 17800 570 |12500| 400 9500 | 210 6600 150
R1.5 15000 900 10600 630 | 12100 570 | 8500 | 400 @ 6400 210 4500 150
R2.0 11400 900 8000 630 9100 640 | 6400 | 450 4800 270 3400 190
R2.5 9100 900 | 6400 630 7100 640 | 5000 | 450 @ 3800 290 2700 | 200
R3.0 7600 960 5300 670 | 6000 670 | 4200 @ 470 3200 300 2200 210
R4.0 5700 1140 4000 800 | 4600 790 | 3200 | 550 @ 2300 | 320 1600 | 220
R5.0 4600 1070 3200 750 | 3600 740 | 2500 @ 520 1900 @ 330 1300 230
R6.0 3900 1000 2700 700 | 3000 700 | 2100 | 490 1600 | 310 11700 @ 220
R8.0 2900 930 2000 650 | 2300 670 1600 | 470 11700 270 770 190
R10.0 2300 810 1600 570 1900 640 1300 | 450 950 250 660 180

a p_L\MMJ ap_L\MAN
ae ae

ae=0.06RLLF, ap=0.2RLLF ae=0.03RLLF, ap=0.05RLLF

ae=0.06R under, ap=0.2R under ae=0.03R under, ap=0.05R under

1 EEEGER—RINTSE - KN THMEAR - SRR - WREEEEIBHADETAR  AHKERNTHERERES -
2. EYIHRMREERECRBNBER - FAER I WA  ERRERINBEERKERL -
3. 5 G0 2R HE O S R 2 AR IR DT -

1. The milling conditions shown above is just for general guide. When the machine is different, the rigidity and spindle torque is different as well.
The millingconditions are always adjusted base on real machining status.

2. Adjust milling condition when unusual vibration and sound occur by cutting.

3. Use highly rigid and precise machine and holder.
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M 8208 F AR IR d]

JBS4 IE?J}D | STC Precision Technology Co., Ltd.
% 40 Bl AR

Sb - TR - SR SEM - mEH R
#WUEIM| &8 TEH EEH - SARIEN Hardened Steels
Work & B8, 5541, 545C, FC SCr, SCM, SNC, SNCM

Material|  FCD, SCr, SCM, SNCM, SKD, NAK101
SK, SKD, PDS, YK30 PDS5,P20

~HRC30 HRC30-45 HRC45-50

Hardness At fif 18 £ Kl Ak fi 1 ) Kl A FEH 1] ) H
Slot Milling 3D Milling Slot Milling 3D Milling Slot Milling 3D Milling

P | BE O WX ER | WX ER | WX B
Mill Dia. Rotation Feed Rotation| Feed Rotation Feed Rotation Feed ; Feed
‘" RPM mm/min RPM mm/min RPM mm/min R.P.M mm/min mm/min mm/min

R3.0 | 7600 960 | 5300 | 670 6000 670 4200 470 | 3200 300 2200 210
R4.0 @ 5700 1140 4000 800 4600 790 3200 550 | 2300 320 1600 220
R5.0 4600 1070 3200 750 3600 740 @ 2500 520 1900 330 1330 230
R6.0 | 3900 @ 1000 @ 2700 700 3000 700 2100 490 1600 310 11700 220
R8.0 2900 930 | 2000 | 650 2300 670 1600 @ 470 11700 @ 270 770 190

IHEE

a pL\]AT ap j—\JiJT ap L\T
ae ae ae
ap=0.1RLLF ap=03RLLF ap=0.05RLLF
ae=0.3RLLF ae=0.1RLLF ae=0.15RLLF
ap=0.1R under ap=0.3R under ap=0.05R under
ae=0.3R under ae=0.1R under ae=0.15R under

1 EHERAEER—RNTSE  RINTHEZEEAR » #UAR - BR[EEFHADETFR  KSREENTERAEESZ
2. B PNMREL RF2EWNEBEN > HEEIHEIRE ErREEIHEEERRERL -
3. FE AR RF B2 MR ERATL -

1. The milling conditions shown abaove is just for general guide. When the machine is different, the rigidity and spindle torque is different as well.
The millingconditions are always adjusted base on real machining status.

2. Adjust milling condition when unusual vibration and sound occur by cutting.

3. Use highly rigid and precise machine and holder.
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MR E T A A R

STC Precision Technology Co., Ltd.

fikrt - R - S &£ - WER SRIEH
A& TAS EEH - HEEH Hardened Steels
18 B8, 5541,545C, FC SCr, SCM, SNC, SNCM

FCD, 5Cr, SCM, SNCM, SKD, NAK101

SK, SKD, PDS, YK30 PDS5, P20

~HRC30 HRC30-45 HRC45-50

ITHEE
Hardness A i i H LIl & A 18 £ Hl 5 B H tD Hl
Slot Milling 3D Milling Slot Milling 3D Milling Slot Milling 3D Milling

7] & wE | ER | S HE  ER HWE EfR HE E#H wE EfR
Mill Dia. Rotation Feed |Rotation| Feed |Rotation Feed Rotation Feed Rotation Feed Rotation Feed
‘' R.PM |mm/min| R.PM mm/min R.PM mm/min RPM mm/min R.PM mm/min R.PM mm/min

RO.5 | 45000 | 880 |31000| 620 | 35700 570 | 25000 400 19000 210 13300 150
R1.0 | 22000 | 880 | 15500| 620 | 17800 570 |12500 400 9500 @210 6600 150
R1.5 | 15000 | 900 | 10600 630 | 12100 570 @ 8500 400 6400 210 4500 150
R2.0 | 11400 | 900 | 8000 630 9100 640 6400 450 4800 270 3400 190
R2.5 | 9100 900 | 6400 630 7100 640 @ 5000 450 3800 290 2700 200
R3.0 | 7600 960 | 5300 670 6000 670 4200 470 3200 300 2200 210
R4.0 | 5700 | 1140 | 4000 800 4600 790 3200 550 | 2300 320 1600 220
R5.0 | 4600 | 1070 @ 3200 750 3600 740 @ 2500 520 1900 @ 330 1300 230
R6.0 | 3900 | 1000 | 2700 700 3000 700 2100 490 1600 @ 310 11700 220
R8.0 | 2900 930 | 2000 650 2300 670 1600 470 11700 270 770 190
R710.0 | 2300 810 1600 570 1900 @ 640 1300 450 950 250 660 180

ap j—v\wv ap L\JVV\N
ae ae
ae=0.06RLLF, ¥ &7 tTHIBS, ap=0.2RLLF ae=0.03RLLF, ap=0.05RLLTF
ae=0.06R under, ap=0.2R under ae=0.03R under, ap=0.05R under

1S ERGER—RINTEE  FHNTHEZBEAR - SRR - #EMEEERADETAR  AREERENTERERZ -
2. BETHIFNREARE CRYUBER  BREIHER EREESIHNEEERRERL
3. EER S RSN 2 AR -

1. The milling conditions shown above is just for general guide. When the machine is different, the rigidity and spindle torque is different as well.
The millingconditions are always adjusted base on real machining status.

2. Adjust milling condition when unusual vibration and sound occur by cutting.

3. Use highly rigid and precise machine and holder.
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M E A R

JDSZ / ADSZ fmilj\ & *7] Ef<{<;l:lj_ STC Precision Technology Co., Ltd.
RN I

S - TR - 5 A - e =p =t
WHADEI &4 - TRH# BES - #EEH TRM - EAM
Work 18R 8, 5541,545C, FC SCr, SCM, SNC, SNCM HLERIBM, SCr, SCM,
Material FCD, 5Cr, SCM, SNCM, SKD, NAK101 SNC, SNCM, SKD, NAK
SK, SKD, PDS, YK30 PDS5. P20 P20S, FDAC, SUS
T # @ E Hardness m HRC30-35 HRC35-40
BHER Lt
M," Dm Length ap Rotatwn Feed Rotation Feed Rotatron Feed
under shank R.PM mm/min R.P.M mm/min R.P.M mm/min
R0.25 0.015 0.025 32000 640 32000 570 32000 510
R0.30 0.018 0.030 32000 690 32000 690 32000 610
R0O.35 0.021 0.035 32000 800 32000 800 32000 710
R0.40 0.024 0.040 32000 920 32000 920 32000 | 810
R0O.45 0.027 0.045 32000 1040 32000 1040 32000 | 200
TH#HWE Hardness HRC30-38 HRC38-45
@ BHEE 2B H# G i8R A5 [LEES A
Mill Dia. Length ap Rotation Feed Rotation Feed Rotation Feed
* | under shank R.P.M mm/min RPM mm/min R.P.M mm/min

RO.5 = M6.0  0.03-0.06 19000-25000 225-450 17500-22500 170-320 15500-20000 120-240
RO.5 MI10.0 0.02-0.03 19000-25000 225-450 17500-22500 170-320  15500-20000 120-240
RO.75 MB8.0 = 0.04-0.09 12500-16500 225-450 | 12500-16000 170-320 10500-13000 120-240
RO.75 MI16.0 0.02-0.04 12500-16500 225-450 | 12500-16000 170-320 10500-13000 120-240
RO M80O  006-0.12 9500-12500  225-450 8900-11000 ~ 170-320  8000-10000 = 120-240
R1.O | MI160 004-0.08 9500-12500 225-450 8900-11000  170-320  8000-10000 = 120-240
R1.0  M20.0 0.02-0.06 9500-12500 225-450 @ 8900-11000  170-320  8000-10000 = 120-240
R1.25 M12.0 0.08-0.15 8000-10500 225-450 = 7500-8300  170-320  6600-8400  120-240
R1.25 M20.0 0.04-008 8000-10500  225-450 | 7500-8300  170-320  6000-8400  120-240
R1.5  MI12.0 009-0.18 6400-8500 @ 225-450 6000-7600  170-320  5300-6600  120-240
R1.5 | M20.0 0.08-0.15 6400-8500 = 225-450  6000-7600  170-320  5300-6600 | 120-240
R20  M20.0 0.12-0.24 4800-6400  225-450 = 4400-5700  170-320  4000-5000  120-240
R2.0 | M30.0 0.10-0.20  4800-6400 | 225-450 = 4400-5700 = 170-320 = 4000-5000 | 120-240

apw
T

1L

ae

1. Jl:l:ﬂ]ﬁﬁf%f*{i% ﬁﬁbﬂl&% EHHI&ZWHWFH’ %ﬂﬂﬁj' %ﬁﬁlﬂ&ﬁiﬂﬂ%ﬁﬁ)ﬁﬁlﬂ : ﬁtm?ﬁﬁﬁ‘)‘]ulﬁﬂﬁﬁz
2. EUHIPMRELZR CRBNBEER  FARIHER  EREERIHEEERRERL -
3. R EFMER M SR B M AR R -

1. The milling conditions shown above is just for general guide. When the machine is different, the rigidity and spindle torque is different as well.
The millingconditions are always adjusted base on real machining status.

2. Adjust milling condition when unusual vibration and sound occur by cutting.

3. Use highly rigid and precise machine and holder.

84



Mg ERE AR R E

JCRZ ACRZ :9];!_7] STC Precision Technology Co., Ltd.
R EDRMRAF R

T ES R A ok AR TS ) &l - TR HRIRH RIRIEH
#EHIM | E2MW - TAS AN - WEIPW | TS - RAN shad #/ESR
Work | B #l, 5541,545C,FC| scr,scM,SNC,SNCM | BLBEI2H, SCr, SCM, Hardened Steels H;rclened Steels
Material | FCD,SCr,SCM,SNCM, | skp, NAK101 SNC, SNCM, SKD, NAK | Titanium Alloys Nickel Alloys
SK, SKD, PDS, YK30 PDS5, P20 P20S, FDAC, SUS

LBt

¥R i e B8R =
M," Dm Rotaﬁon Feed Rotation Feed Rotat:‘on Feed Rotation  Feed  Rotation b e/ed ;
RPM  mm/min RPM  mm/min RPM | mm/min RPM mm/min RPM MmM/min

D1.0 16000 64 9500 40 8600 38 7600 36 3200 3
D2.0 9500 88 5700 56 5100 50 4500 44 1900 i
D3.0 7400 120 4500 76 4000 68 3600 60 1500 2
D4.0 6400 160 3800 96 3400 86 3000 80 1270 oe
D5.0 5700 200 3400 120 3100 116 2700 926 1150 e

Dé6.0 5300 256 3200 152 2900 136 2500 120 2000
D8.0 4000 256 2400 152 2200 136 1900 120 1500
D10.0 3200 256 1900 152 1700 136 1500 120 1200
D12.0 2600 250 1600 130 1450 120 1300 104 1050

W &8 slot Milling
ap ap=0.25DLLF
l D ap=0.25D under

~HRC3O HRC30- 35 HRC35-40 HRC40-45 HRC50-55
53R

— — —
o o O
o oo

[04]
Ln

M ," D: ) Rotat:on Feed Rotation Feed Rotat:on Feed Rotahon Feed Rotatwn Feed
R.PM mm/min R.P.M mm/min R.P.M mm/min R.PM mm/min RPM  mm/min
D1.0 16000 80 9500 50 8600 48 7600 40 3200 16
D2.0 9500 110 5700 70 5100 62 4500 55 1900 23
D3.0 7400 150 4500 95 4000 85 3600 75 1500 31
D4.0 6400 200 3800 120 3400 107 3000 100 1270 40
D5.0 5700 250 | 3400 @ 150 3100 137 2700 120 1150 51
D6.0 5300 320 | 3200 @ 190 2900 170 2500 150 2000 @ 120
D8.0 4000 326 2400 190 2200 170 1900 150 1500 120
D10.0 3200 320 1900 190 1700 170 1500 150 1200 120
D12.0 2600 310 1600 160 1450 145 1300 130 1050 105
W ISk Side Milling ﬂ ap=1.5DLL F,2e=0.05DLL T
ae ap=1.5D under,ae=0.05D under

ISR ER—RNTEE - RN TRCBEARAR - BERR  BBEWMREIHALETAR  AFLERNIEZAZS -
2. EYHIFMREEREZRENBER @ FHEIHMER ERREMHEERARZRI -
3. EEfE RN RS 2 SRR -

1. The milling conditions shown above is just for general guide. When the machine is different, the rigidity and spindle torque is different as well.
The millingconditions are always adjusted base on real machining status.

2. Adjust milling condition when unusual vibration and sound occur by cutting.

3. Use highly rigid and precise machine and holder.
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STC Precision Technology Co., Ltd.

JCR4 / ACRA TOyJES /)
12 By BE R R

fiiM - iR - B | S2W - RS &4 TEHR b 52 T 3 HARIEN
WEHIM | &8 - TH# SR - BRIEM | THH - HEW 7N =i HEAR
Work |#REH, 5541,545C,FC| scr scM,SNC, SNCM | BLBRIESE, SCr, SCM, Hardened Steels Hardened Steels

Material | FCD, SCr, SCM, SNCM, SKD, NAK101 SNC, SNCM, SKD, NAK Titanium A”OYS Nickel Afloys
SK, SKD, PDS, YK30 PDS5. P20 P20S, FDAC, SUS

itk ~HRC30 HRC30-35 HRC35-40 HRC40-45 HRC50-55
T T T AT T TR T T
Mill Dia. Rotation  Feed | Rotation  Feed  Rotation  Feed  Rotation Feed  Rotation Feed
" RPM | mm/min | RPM | mm/min RPM  mm/min RPM  mm/min RPM  mm/min

D6.0 6400 570 6400 460 4100 370 3200 290 1600 145
D8.0 4800 570 4800 460 3100 370 2400 290 1200 145
D710.0 3800 570 3800 460 2400 370 2000 290 1000 145
Di12.0 3200 480 3200 380 2100 310 1600 240 800 120

W ;EZ# slot Milling
ap ap=0.25DLLF ap ap=0.1DLLF
D ap=0.25D under | D | ap=0.1D under

Rl ~HRC30 HRC30-35 HRC35-40 HRC40-45 | HRC50-55
Fak:d g 3R Ea (LBt i [ Pt i o E b (LBt H i
Mill Dia Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed
5 R.PM mm/min R.PM mm/min R.PM mm/min R.P.M mm/min R.P.M mm/min

Dé6.0 8000 950 6400 760 5100 600 4000 490 2000 240

D8.0 6000 950 4800 760 3850 600 3000 490 1500 240
D10.0 4800 950 3800 760 3000 600 2400 490 1200 240
Di12.0 4000 800 3200 640 2600 500 2000 410 1000 200
B Il #% Side Milling :j[ ap=1.5DLL T ,ae=0.1DLF
ae %, ap=1.5D under ,ae=0.1D under

1 EDHEEGHER—RINTIZE  ANMIHRCBEARR - #ARR - BEOMRIHHNETAR  AFRERNIERARLS -
2 BEYHITMRELRECRYNBER - FRBEIHEE ENEERIHEEERRERL -
3. FEREREE R BRI -

1. The milling conditions shown above is just for general guide. When the machine is different, the rigidity and spindle torque is different as well.
The millingconditions are always adjusted base on real machining status.

2. Adjust milling condition when unusual vibration and sound occur by cutting.

3. Use highly rigid and precise machine and holder.
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JCRL4 / ACRL4_IEE$@§!FH STC Precision Technology Co., Ltd.

12 R HAR A R

$iEM - BSRER - REE | &2 - BES & - TASR R HREE
wEDHIM | SRl - TR AN - MRIEH | TEE - KBRS a& #HEsd
Work |#8B %, 5541,545C,FC| scr,scM, SNC, SNCM | EBRIEER, SCr, SCM, Hardened Steels Hardened Steels

Material | FCD, SCr, SCM, SNCM, SKD, NAK101 SNC, SNCM, SKD, NAK Titanium Alloys Nickel Alloys
SK, SKD, PDS, YK30 PDS5. P20 P20S, FDAC, SUS

3] 48 R E 44 FI RV 5 5% b 5% b 3R P

Mill Dia. | Rotation  Feed | Rotation  Feed | Rotation Feed | Rotation  Feed | Rotation Feed
‘| RPM  mm/min| RPM | mm/min| RPM  mm/min RPM  mm/min| RPM | mm/min
Dé6.0 6400 570 6400 460 4100 370 3200 290 1600 145

D8.0 4800 570 4800 460 3100 370 2400 290 1200 145
D10.0 3800 570 3800 460 2400 370 2000 290 1000 145
D12.0 3200 480 3200 380 2100 310 1600 240 800 120

M ;& 2% slot Milling
ap ap=0.25DLLF ap ap=0.1DLLF
| D | ap=0.25D under | D ap=0.1D under

PrE TR TR T T T T
Mill Dia. Rotation Feed Rotation Feed Rotation Feed Rotation Feed Rotation Feed

> R.P.M mm/min R.P.M mm/min R.P.M mm/min R.P.M mm/min RPM  mm/min
D6.0 8000 _ 950 6400 _ 760 57100 | 600 4000 _ 490 2000 _ 240
D8.0 6000 _ 950 4800 | 760 3850 _ 600 3000 _ 490 1500 _ 240

D10.0 4750 950 3800 760 3000 600 2400 490 1200 240
D12.0 4000 800 3200 640 2600 500 2000 410 1000 200
W ik side Milling aE[ ap=1.0DLL F.ae=0.05DLL T
ae :|.7 ap=1.0D under ,ae=0.05D under

ISR ER— RN T 2% AN THEZBEAR - SEAE - SRETHEIHEDIESAR  HFRERNTERRES

2 EYHIPIREARE CESRBEN - FPHRIHNE ERRFRINNERERKERIE -

3. e ZERR P SRR 1 i B R D 4 -

1. The milling conditions shown above is just for general guide. When the machine is different, the rigidity and spindle torque is different as well.
The millingconditions are always adjusted base on real machining status.

2. Adjust milling condition when unusual vibration and sound occur by cutting.
3. Use highly rigid and precise machine and holder.
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(m/m/JT/3%)

IR | BE | 2R | R | BHE R | BE | 28 | R | EE
D l i d NT D { L d NT
1.0 6 26 3 200 3.6 20 60 4 340
1.1 7 28 3 200 37 20 60 4 340
12 8 30 3 200 3.8 22 60 4 340
1.3 8 30 3 200 39 22 60 4 340
1.4 9 32 3 200 4.0 22 60 4 300
1.5 9 32 3 200 4.1 22 60 5 430
1.6 10 34 3 200 4.2 22 60 5 430
1.7 10 34 3 200 43 24 60 5 430
1.8 11 36 3 200 4.4 24 60 5 430
1.9 11 36 3 200 45 24 60 5 430
2.0 12 38 3 240 4.6 24 60 5 460
2.1 12 38 3 240 4.7 24 60 5 460
7.9) 13 50 3 240 4.8 26 60 5 460
2.3 13 50 3 240 49 26 60 5 460
2.4 14 50 3 240 50 26 60 5 410
2.5 14 50 3 240 51 26 65 6 600
2.6 14 50 3 240 59 26 65 6 600
2.7 16 50 3 250 5.3 26 65 6 600
2.8 16 50 3 250 5.4 28 65 6 600
2.9 16 50 3 250 55 28 65 6 600
3.0 16 50 3 220 56 28 65 6 630
3.1 18 50 4 300 57 28 65 6 630
3.2 18 50 4 300 5.8 28 65 6 680
33 18 50 4 300 59 28 65 6 680
3.4 20 50 4 300 6.0 28 65 6 600
3.5 20 50 4 300 | *FEERES > BITHREGTHS)



MEaRERLE R

E E ﬁ STC Precision Technology Co., Ltd.

SEMMEMIEIMEEE DIN (AT [ 0

R e ———————
T | ~
N N (m/m/JT/%)

ER | 2 | #BE | BEHE ER | 28 | BE | BHE ER | 2K | #BE | EE
D E { NT D I { D L L NT
1.0 26 6 160 5.1 62 26 9.1 84 40

1l 28 7 52 62 26 9.2 84 40

2 30 8 53 62 26 530 9.3 84 40 1500
13 30 8 54 66 28 9.4 84 40

1.4 32 9 55 66 28 9.5 84 40

1.5 32 9 180 56 66 28 9.6 89 43

1.6 34 10 57 66 28 9.7 89 43

17 34 10 5.8 66 28 600 9.8 89 43 1600
1.8 36 11 59 66 28 9.9 89 43

1.9 36 11 6.0 66 28 10.0 89 43

2.0 38 12 6.1 70 31 10.1 89 43

2.1 38 2 6.2 70 31 10.2 89 43

23 40 13 6.3 70 31 700 10.3 89 43 1700
2.3 40 13 200 6.4 70 31 10.4 89 43

24 43 14 6.5 70 31 10.5 89 43

25 43 14 6.6 70 31 10.6 89 43

2.6 43 14 6.7 70 31 10.7 95 47

2] 46 16 6.8 74 34 780 10.8 95 47 1800
2.8 46 16 550 6.9 74 34 10.9 95 47

2.9 46 16 7.0 74 34 11.0 95 47

3.0 46 16 7.1 74 34 11.1 95 47

gl 49 18 Tl 74 34 11.2 95 47

3.2 49 18 7.3 74 34 860 11.3 95 47 1900
3.3 49 18 270 74 74 34 11.4 95 47

34 52 20 75 74 34 11.5 95 47

3.5 52 20 7.6 79 37 11.6 95 47

3.6 52 20 (5 79 37 11.7 95 47

3.7 52 20 7.8 79 37 1000 11.8 95 47 2100
3.8 55 22 300 79 79 37 11.9 102 51

3.9 55 29 8.0 79 37 12.0 102 51

40 55 22 8.1 79 37 12.1 102 51

4.1 55 22 8.2 79 37 123 102 51

4.2 55 22 8.3 79 37 1200 12.3 102 51 2300
4.3 58 24 380 8.4 79 37 12.4 102 51

4.4 58 24 8.5 79 37 125 102 51

4.5 58 24 8.6 84 40 12.6 102 51

4.6 58 24 8.7 84 40 127 102 51

4.7 58 24 8.8 84 40 1400 12.8 102 51 2400
4.8 62 26 410 8.9 84 40 12.9 102 51

4.9 62 26 9.0 84 40 13.0 102 51

5.0 62 26 * RIS » BITHEGTER)
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STC Precision Technology Co., Ltd.

IS EWIEE REHE (AWE)

D e

L @ ]

C L . (m/m/TE/)
ER | & | B | BHE ER | =& | BFE | HE HRR | & | B | HE
D i L NT D L, L D 5 L NT
1.0 34 1 5.1 86 52 9.1 125 75

1 36 12 52 86 52 9.2 125 75

i 38 16 290 5.3 93 52 840 9.3 125 75 2300
1.3 38 16 54 93 57 9.4 125 75

1.4 40 18 5.5 93 57 9.5 125 75

1.5 40 18 5.6 93 57 9.6 133 80

1.6 43 20 57 93 57 9.7 133 80

1.7 43 20 58 93 57 900 9.8 133 80 2500
13 46 22 240 5.9 93 57 9.9 133 80

1.9 46 22 6.0 93 il 10.0 133 80

2.0 49 24 6.1 101 63 10.1 133 80

Bl 49 24 6.2 101 63 10.2 133 80

) 53 27 6.3 101 63 1100 10.3 133 80 2900
93 53 27 300 6.4 101 63 10.4 133 80

2.4 57 30 6.5 101 63 10.5 133 80

5 57 30 6.6 101 63 10.6 133 80

2.6 57 30 6.7 101 63 10.7 142 80

2.7 61 33 6.8 101 69 1300 10.8 142 80 3100
2.8 61 33 260 6.9 109 69 10.9 142 80

2.9 61 33 7.0 109 69 11.0 142 80

3.0 61 33 %l 109 69 15 142 80

3.1 65 36 73 109 69 11.2 142 80

3.2 65 36 7.3 109 69 1400 11.3 142 80 3300
3.3 65 36 440 74 109 69 114 142 80

3.4 70 39 5 109 69 11.5 142 80

3.5 70 39 7.6 117 75 11.6 142 80

3.6 70 39 7.7 117 75 11.7 142 80

3.7 70 39 78 117 75 1600 11.8 142 80 3500
3.8 75 43 500 79 117 75 11.9 151 80

3.9 75 43 8.0 117 75 12.0 151 80

4.0 75 43 8.1 117 75 12.1 151 80

4.1 75 43 87 117 75 12.2 151 80

4.2 75 43 8.3 117 75 1800 12.3 151 80

4.3 80 47 600 8.4 117 75 12.4 151 80

4.4 80 47 8.5 117 75 12.5 151 80 4000
4.5 80 47 8.6 125 75 12.6 151 80

4.6 80 47 8.7 125 75 12.7 151 80

4.7 80 47 8.8 125 75 2000 12.8 151 80

4.8 86 52 660 8.9 125 75 12.9 151 80

4.9 86 52 9.0 125 75 13.0 151 80

5.0 86 52 * RS - SITHREGTR M)
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-, g e
]

(m/m/JT/3)
B B E2hs HE
D l L NT
2 5 40 140
3 8 50 160
4 10 50 180
5 12 50 220
6 12 50 240
8 18 60 480
10 20 75 840
12 22 75 1040
SRR, « S THIAG)
B B 2 HE
D { L NT
Ay 8 50 180
4 10 50 200
5 12 50 240
6 12 50 260
8 18 60 520
10 20 75 900
12 22 75 1100
* IR SSITHREGTHM)
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STC Precision Technology Co.,

ﬁ%ﬁﬁamﬁkmm} (PR Bl 455 o000

E D
Z | 4
L
(m/m/7T/37)
BRIk | 2E | 58E] % | BE | 5x | & | 2E | ERE] 0% | = |
D {1 1 &2 it NT D £ L £2 T NT
20 | 11 | 49 | 24 4 | 400 62 | 28 | 101 | 63 6
21 | 11 | 49 | 2 4 63 | 28 | 101 | 63 6
22 | 12 | 53 | 2 4 64 | 28 | 101 | 63 6
23 | 12 | 53 | 2 4 65 | 28 | 101 | 63 6
24 | 14 | 571 | 28 s | W 66 | 28 | 101 | 63 & 1|,
25 | 14 | 57 | 28 4 67 | 28 | 101 | 63 6
26 | 14 | 57 | 28 4 68 | 31 | 109 | 69 6
27 1 15 | 61 | 32 4 69 | 31 | 109 | 69 6
28 | 15 | 61 | 3 T 70 | 31 | 109 | 69 6| 1200
29 | 15 | 61 | 3 4 70 | 31 | 109 | 69 6
30 | 15 | 61 | 3 4 72 | 31 | 109 | 69 6
31 | 16 | 65 | 35 4 73 | 31 | 109 | 69 6
32 | 16 | 65 | 35 4 74 | 31 | 109 | 9 6
33 | 16 | 65 | 35 4 75 | 31 | 109 | 69 61| w5
34 | 18 | 70 | 40 4 76 | 33 | 17 | 75 6
35 | 18 | 70 | 40 4| s 77 1 3 | 17 | 75 6
36 | 18 | 70 | 40 4 78 | 33 | 17 | 75 6
37 | 18 | 70 | 40 4 79 | 33 | 17 | 75 6
38 | 19 | 75 | 43 4 80 | 33 | 17 | 75 6
30 | 19 | 75 | 43 4 81 | 33 | 117 | 75 6
40 | 19 | 75 | 43 4 82 | 33 | 117 | 75 6
41 | 19 | 75 | 43 4 83 | 33 | 117 | 75 6
42 | 19 | 75 | 3 4 84 | 33 | 117 | 75 6
43 | 2l 80 | 47 4 85 | 33 | 117 | 75 6 | 1700
44 | 21 80 | 47 4 86 | 36 | 125 | 80 6
45 | 21 80 | 47 TR [ 87 | 36 | 125 | 80 6
46 | 2l 80 | 47 4 88 | 36 | 125 | 80 6
47 | 21 80 | 52 4 89 | 36 | 125 | 80 6
48 | 23 | 86 | s2 4 00 | 36 | 125 | =80 6
49 | 23 | 86 | 52 4 901 | 36 | 125 | 80 6
50 | 23 | 86 | 52 4 92 | 36 | 125 | 80 6
51 | 23 | 8 | 52 4 03 | 36 | 125 | 80 6
52 | 23 | 86 | 52 4 04 | 36 | 125 | 80 6
53 | 23 | 8 | 52 4 905 | 36 | 125 | 80 61l s
s4a | 26 | 93 | 57 4 96 | 38 | 133 | 9% 6
55 | 26 | 93 | 57 | o0 |27 38 [ 138 [ 0 6
56 | 26 | 93 | 57 4 98 | 38 | 133 | 90 6
57 | 26 | 93 | 57 4 90 | 38 | 133 | 90 6
58 | 26 | 93 | 57 4 100 | 38 | 133 | 9 6
50 | 26 | 93 | 57 4 110 |4 | 142 | 9 6| 2200
60 | 26 | 03 | & 6 120 | 44 | 151 | 105 | 6 | 2600
61 | 28 | 101 | 63 6 | 1100 || 120 | 44 | 151 | 105 | 6 | 2800

* JEFREE - ATTHREGETHEMD)
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STC Precision Technology Co., Ltd.

Z IS E MR T (RRER)BIMRE |8 ot o
' === 1D
VA N
L =5
(m/m/TT/3L)
(5w | ok | 2k [Awe] ow | BE
i T 100 _ 4 1000
4 19 120 43 4 1200
; 23 132 = 3 =
: 20 150 57 6 1700
- 31 150 69 6 2000
8 33 150 75 6 2400
2 36 180 20 2 it
10 38 180 90 6 3400
- 44 151 105 i 3600
15 44 151 105 8 4400
L 44 151 105 9 T
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STC Precision Technology Co., Ltd.
FHALTHLE FHRB 3525
No.352,Tailin Road Sec2,New Taipei City,Taiwan.
TEL:02-22978888 4.4 :54847341
FAX:02-22978877
E-mail:stc.to0l888@msa.hinet.net
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