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HAFFMAN

High Precision Tools

BAPEHASEIHIIR

BAP Right angle shoulder face mill
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Roughing Plane finishing Pocketmiling ~ Slootplunge miing  Shoulder miling Copy milling

®11° FRIIK

® EEEFMETIA, FEME WEEH

® IRAHE, RETEX, HEWF

® IHIER, BEAN

* q1° positive angle blade

* Adaptive multi—material blade, applicable to aluminum steel milling

X Screw locking, allow a large space debris, a good chip disposal
* Cutting light, the resistance of small

pile= R~F Size
Cat. No D d H w T a
BAP300R—40—16—5T 40 16 40 8.4 5.6 9
BAP300R—50—22—6T 50 22 50 10.4 6.3 9
BAP400R—50—22—4T 50 22 50 10.4 6.3 14
BAP400R—63—22—4T 63 22 50 10.4 6.3 14
BAP400R—80—27—6T 80 27 50 12.4 7 14
BAP400R—100—32—6T 100 32 50 14.4 8 14
BAP400R—125—40—7T 125 40 63 16.4 9 14
BAP400R—160—40—8T 160 40 63 16.4 9 14
BAP400R—200—60—9T 200 60 63 25.7 14 14
BAP400R—250—60—14T 250 60 63 25.7 14 14
BAP400R—63—25.4—4T 63 25.4 50 10 6 14
BAP400R—80—25.4—6T 80 25.4 50 10 6 14
BAP400R—100—31.75—6T 100 31.75 50 13 8 14
BAP400R—125—-38.1—-8T 125 38.1 63 16.2 10 14
BAP400R—160—50,8—9T 160 50.8 63 19.3 1 14
BL{4 Mating
#IES Cat. No J1K  Insert $E£T  Clamp screw $F wrench
BAP300R APMT 1135 PDER M2.5%6 T8
BAP400R APMT 1604 PDER M4 x 10 T15

EHTIH Insert

ne 2lg 52|88 8| | 7nAmg ST (mm S
Cat. No E © o g X |x|5|E § % Insert shape L1 | L2 | S1 |F1| Re
APMT1604PDER—H1 | @ ° o 16.5/9.525|4.76|1.7/0.4 _E
1604PDER—H2 | @ | @ (@ | @ |0 |0 |0 | 0o :'.’:‘: e 16.5/9.5254.76(1.7/0.8 )lﬂ'd[ g
APMT1604PDER—M2 | @ | @ | @ = 1 T, 16.5/9.525(4.76(1.7/0.8| — 2
APMT1604DDR wilw | 4= 16.5/9.525|4.76/1.7/0.8 =
APKT160402PDSR 16.4/9.525(4.76| — [0.2| &




#Hizgk N7/ R
03 Face Mill

EMRESm#tT1E

EMR Round dowel face mill

EHN° ERIIE L mme wme | e | LT . 'MFWHM,

[

® NR&F. ER4S T e

¢ FEZEK, HBEHF

° g, WitE .

% Using the 11° positive angle blade *

% Blade economy, the applicability of high

% Capacity chip a large space, good chip disposal A, J

% Cone design, steel high o i 3 |

s "0 B
iR R~ Size
Cat, No D d H W T a
EMR—5R—50—22—4T 50 22 50 10.4 6.3 5
EMR—5R—63—22—4T 63 22 50 10.4 6.3 5
EMR—5R—80—27—6T 80 27 50 12.4 7 5
EMR—5R—100—32—6T 100 32 50 14.4 7 5
EMR—5R—125—40-7T 125 40 63 16.4 9 5
EMR—5R—160—40—8T 160 40 63 16.4 9 5
EMR—5R—63—25.4—4T 63 25.4 50 10 6 5
EMR—5R—80—25,4—6T 80 25.4 50 10 6 5
EMR—5R—100—31.75—-6T 100 31.75 50 13 8 5
BLf§ Mating
RIE Cat. No JIH  Insert JE#R Clamp piece | 524T Clamp screw 3RFE  wrench
EMR—5R 2:::_?110?_23'\/[’\22 Y—5R M4 x10,/M3.5% 10 T15

EATIH Insert

ne Z|5|B|g|E|8|8|8| | ommw ST (o) Sw
Cat. No & >Z< 5 Rlg|Z|Z|C § Insert shape D1| S1 |HijS#E
RPMW1003MO oo o 10| 3.18 I MITSUBISHI
RPMT10T3MOE L ) # :_ 10| 3.97 B (=%F)
-Q‘ H HITACHI
RPMW 1003MOEN e | 0 (]} e --;-. 10| 3.18 I (B3
D1 | | s1
RPMW1003MO o | 0 10| 3.18 bin ROSS
= BJAVIETEES (== Circular blade cutting edge strength is high.
RIEREMNEE Series of products rich variety.
RIEAEEMRMT The most suitable mold materials processing.



HAFFMAN

High Precision Tools

EMRWEE@m#t) &2

EMRW Round dowel face mill

_ . i
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Tane finshing

Roughing P Pockelmiling  SlooLplunge miling  Shoulder milling Copy miling

® ERN° ERTA
® NIREF, ERAMS = A
® FE=EK, HBELH
¢ HERIRIT, WMES

% Using the 11° positive angle blade

% Blade economy, the applicability of high

% Capacity chip a large space, good chip disposal
Y Cone design, steel high

RE R~ Size
Cat. No D d H w T a
EMRW—-6R—50—22—4T 50 22 50 10.4 6.3 6
EMRW—-6R—63—22—4T 63 22 50 10.4 6.3 6
EMRW—-6R—80—27—6T 80 27 50 12.4 7 6
EMRW—-6R—100—32—6T 100 32 50 14.4 8 6
EMRW—-6R—125—40—7T 125 40 63 16.4 9 6
EMRW—-6R—160—40—8T 160 40 63 16.4 9 6
EMRW—-6R—200—60—9T 200 60 63 25.7 14 6
EMRW—-6R—63—25.4—4T 63 25.4 50 10 6 6
EMRW—-6R—80—25.4—6T 80 25.4 50 10 6 6
EMRW—-6R—100—31.75—6T 100 31.75 50 13 8 6
Bi{4 Mating
fIE Cat. No J1K  Insert JE#R Clamp piece | #24T Clamp screw g+ wrench
EMRW-6R RPMW \T 1204 MO Y—6R M4x10 T15
EATIH Insert
P ;
ms |gl./E 2§82 g8l npRak L m) Sie
Pl — — | —
Cat. No E § S x5z g g E 5 g Insert shape D1 | S1 |HE/EHE
MITSUBISHI
RPMT1204MOE—-JS | @ (@ | ® 12 | 4.76 F=) (=)
KYECERA
RPMT1204MO o o 0|0 12|14.76| FH ..
(&)
RPMT1204MO ) 12 | 4,76 B ROSS
RPMV1204MOE o |0 ) 12 14.76 | J& | MITSUBISHI
1204MOT ) 12 |4.76 | I (=%&)




BB NARSI
Face Mill

R200E &S mHt/1 &2

R200 Round dowel face mill

B | & [ [
| | o
| & | ¥
HIT. HNT T L AT I IS%EWﬁWMHIE

Roughing Plane finshing Pocketmiling  Sootplunge miling  Shoulder milling Copy millng

© EEILASA SREEE T A e

® HES., ETHEMIT
® HERIZIT, WS .]
% Adapter grinding blade Sandvik Jt—ti;
% High prevision, suitable for finishing ;
% Cone design, steel high

e R~f Size
Cat. No D d H w T a
R200—5R—50—22—4T 50 22 50 10.4 6.3 5
R200—5R—63—22—4T 63 22 50 10.4 6.3 5
R200—5R—80—27—6T 80 27 50 12.4 7 5
R200—5R—100—32—6T 100 32 50 14.4 8 5
R200—6R—50—22—4T 50 22 50 10.4 6.3 6
R200—6R—63—22—4T 63 22 50 10.4 6.3 6
R200—6R—80—27—6T 80 27 50 12.4 7 6
R200—6R—100—32—6T 100 32 50 14.4 8 6
R200—8R—63—22—4T 63 22 50 10.4 6.3 8
R200—8R—80—27-5T 80 27 50 12.4 7 8
R200—8R—100—32—6T 100 32 50 14 .4 8 8
R200—8R—125—40—6T 125 40 63 16.4 9 8
R200—8R—160—40—8T 160 40 63 16.4 9 8
R200—8R—200—60—9T 200 60 63 25,7 14 8
R200—10R—100—32—5T 100 32 63 14 .4 8 10
R200—10R—125—40—6T 125 40 63 16.4 9 10
BL{4 Mating
fIE  Cat. No J1K  Insert JEfR Clamp piece BEET  Clamp screw #RF wrench
R200—5R RC[]T 10T3 MO Y—5R M3.5%x8.5/M3.5% 10 T15
R200—6R RC[IT 1204 MO Y—6R M4 10 T15
R200—8R RC[]T 1606 MO Y—8R M5 % 12 T20
R200—10R RC[JT 2006 MO Y—8R M5 X 12/M6 X 18 T20,/T30
EATIE Insert
=] 4 s (mm) Size
BE slglglglgls TR AR R~ (mm)
Cat, No 218121212 |8 Insert shape D1 di S

10 4.0 3.97

RCKT10T3MO e | o | o o o o 10 4.0 3 97
"M'*!.-:I 12 40 | 4,76 ROSS
RCKT1204MO o | o | o | o o | o T_é#_:_ e T :_'{ 12 4.0 476
s 16 | 5.5 | 6.35 | SANDVIK
RCKT1606MO o o 0o |0 0 o0 -1 Pt 7
. ) 2 il 16 | 5.5 | 6.35 | (W454m)

20 5.5 6.35

RCKT2006MO o | o | o | 0o o 20 55 6.35




HAFFMAN

High Precision Tools

TRSES@HtII=

TRS Round dowel face mill

o —j 4 =
® (FFf15° ERTIA | e simT s i im‘ b]])\hn]:i g %¥ﬁrﬁmn1§

Roughing Plane finshing Pocketmiling  Slootplunge miling  Shoulder milling Copy miling
® JIREE, ERMS

® IBZEK, HEH
® fERIZIT, WS

% Using the 15° positive angle blade
% Blade economy, the applicability of high
X Capacity chip a large space, good chip disposal
X Cone design, steel high
s R~ Size
Cat. No D d H W T a
TRS—5R—50—22—4T 50 22 50 10.4 6.3 5
TRS—5R—63—22—4T 63 22 50 10.4 6.3 5
TRS—5R—80—27—6T 80 27 50 12.4 7 5
TRS—5R—100—32—6T 100 32 50 14 .4 8 5
TRS—6R—50—22—4T 50 22 50 10.4 6.3 6
TRS—6R—63—22—4T 63 22 50 10.4 6.3 6
TRS—6R—80—27—6T 80 27 50 12.4 7 6
TRS—6R—100—32—6T 100 32 50 14 .4 8 6
TRS—8R—63—22—4T 63 22 50 10.4 6.3 8
TRS—8R—80—27—-5T 80 27 50 12.4 7 8
TRS—8R—100—32—6T 100 32 50 14 .4 8 8
BL{§ Mating
RIS Cat, No T1K  Insert JE#R Clamp piece HZ£T  Clamp screw 1RF wrench
TRS—5R RD[][] 10T3 MO Y—5R M4X9,/M3.5X10 T15
TRS—6R RD[][] 1204 MO Y—6R M4X10 T15
TRS—8R RD[][] 1604 MO Y—8R M5X11.5 T20
EATIH Insert
= T 0 o|w|lo YR s (mm) Size
5 |Blojg|2i8|o /8|55 uem ST
N0 B5|6lo|o|o)s BB E| ] et shae D1 St OHEHR
RDMT10T3MOTN o o|0o(o 0|0 0 0 103.97| B
10T3MOEN ° ‘ 103.97| B HITACHI
1204MOTN o|o o 0|0 |00 12|4.76| &H (H3L)
1204MOEN ‘ 12 1476 | B
RDMT 1604MOTN oo 0o 0o 0o 0|0 |00 16 |4.76 | B ROSS
1604MOEN | ® ¢ 16|4.76| &




BB NARSI
01 Face Mill

KM-45° mit7]&

KMM-45° face mill

-
| |
AT BT EETAT 0 i

Roughing Plane finisning Shoulder miling Copy miling

® EENK. #HH. |UESHMERIR, EYEES
* IB=EK, HBH
® WERFESEHIME T

3

® XA, PIHIGTE N x
% Fir steel, castings, aluminum pieces of various materials blade the !
relevance of a wide range of
% Capacity chip a large space, good chip disposal L g iz
% Planar milling finishing applicable
% Large rake angle, cutting a small load
Bs R~ Size
Cat. No D D1 d H W T
KM12—-50—22—4T 50 64 22 50 10.4 6.3
KM12—63—-22—-4T 63 77 22 50 10.4 6.3
KM12—80—27-5T 80 94 27 50 12.4 7
KM12—100—32-5T 100 114 32 50 14.4 8
KM12—125—40—-6T 125 139 40 63 16.4 9
KM12—160—40—6T 160 174 40 63 16.4 9
KM12—200—60—8T 200 210 60 63 25,7 14
KM12—-250—60—10T 250 260 60 63 25,7 14
KM12—63—25.4—4T 63 77 25.4 50 10 6
KM12—80—25.4—-5T 80 94 25.4 50 10 6
KM12—100—-31.75-5T 100 114 31.75 50 13 8
AL Mating
B2 Cat. No J1K  Insert BEET  Clamp screw #RF wrench
KM12 SEHT 1204 M5X11 T20
ERATIE Insert
ToYiTs) 010 10 ™ < Si
B 1P o S O N o e
at. No o = nsert shape D1 S1
SEHEHEEEEEENNE P ki
SEHT1204AFN o oo ° ° 3 = 12.7|4.76 | &
I:/ L = WALTER
1204AFN—K88 o @xﬁ il 12,7476 | B | o
§ ) 11 SL7)N
SEHW1204AFN e|lo o oo 0|00 "\ "ff 'j,.l--";-: 12.7|4.76 | T
e ad] e
| - =N 1.
SEHT1204AFFN oo |0 12.7/4.76 | B ROSS




HAFFMAN

High Precision Tools

AJXRALSTHPETI R

AJX High feedrate face mill

e . :
° \ |
e {ff15° [ERTIA T | e | [ ommr | commnlcl [ovamentt

. XX i % L% *}11&‘] NIJ 'Eﬁ Pocket milling Sloot.plunge milling  Shoulder milling Copy miling
® RiEAKHELLTIHI —

o BFMRMELEITL ey
® JIH HHHI KR AR Zh :
% The use of 15° positive angle blade II r:II-’ 2| o
% Double clamping body rigidity :

% The most suitable for large—feed cutting .'l ; | | %

% With standard cooling holes

* 3 for special shaped blade edge angle -
FillE=3 R~ Size
Cat. No D D1 D2 d H w T a
AJX12-50—22—-3T 50 47 38.3 22 50 10.4 6.3 1.5
AJX12-50—-22—-4T 50 47 38.3 22 50 10.4 6.3 1.5
AJX12—-63—-22—-4T 63 60 51.3 22 50 10.4 6.3 1.5
AJX14—63—-22—-3T 63 60 51.1 22 50 10.4 6.3 2
AJX14—63—-22—-4T 63 60 51.1 22 50 10.4 6.3 2
AJX14—80—-27—-4T 80 76 68.1 27 50 12.4 7 2
AJX14—100—32—-5T 100 96 88.1 22 50 14.4 8 2
BL{§ Mating
#IE Cat. No J1K  Insert JE#R Clamp piece | #24] Clamp screw $RFE wrench
AJX12 JDMW120420ZDSR—FT AJX—12 M4X10 T15
AJX14 JDMW140520ZDSR—FT AJX—14 M5X12 T20
EHTIH Insert
ilE=s FH | VP | VP TIE Ak R=f (mm) Size
Cat. No 7020 15TF | 30RT Insert shape B3° | D1 | S1 | F1 | Re | Hf/E#&
JDMW 120420ZDSR—FT ° ° ° 15112 14,76 5 | 2 I z
140520ZDSR—FT ° ° ° ,./K.:“‘t 5| 15 | 14 |5.56| 5 | 2 I g
JDMT 120420ZDSR—ST ° ° ° JO"L .E:: 15 1 12 |4.76| 5 | 2 B g
120420ZDSR—JM ° ° ° ‘!I-“a..,__,,"*' L :..J:." 15 | 12 |4.76| 5 | 2 B M
140520ZDSR—ST | ® | o | o 17 L 15|14 (55| 5 | 2 | & i
140520ZDSR—JM ° ° ° 15 | 14 |5.56| 5 | 2 B
= REE, Sifs =" Low—speed, high feed
PHMNERELBREEESE T EZR3E Cutting efficiency of an ordinary cutter round nose and face plate 3 times
HRigIT, S Cone design, steel high



BB NARSI
Face Mill

TXPRi#SEEATIR

TXP High feedrate face mill

o ER1° ERATIA

® WE R XA LT

® RiEAKHELLYIH

o SHMNERAITL

® J1 R AFF AR HI3 T R EY

Roughing Pocket millng

% The use of 11° positive angle blade

% Double clamping body rigidity

% The most suitable for large—feed cutting
% With standard cooling holes

% 3 for special shaped blade edge angle

f:; i .-r_,;- - @
; !Im! ” o
N T RN T £ W i ATAL ERRLLZ)

Sloot plunge millng  Shotider millng

Copy milling

e R~ Size
Cat, No D D1 D2 d H W T a
TXP06—50—22—3T 50 47 41 .4 22 50 10.4 6.3 1.5
TXP08—50—22—4T 50 47 38.6 22 50 10.4 6.3 1.5
TXP08—63—22—4T 63 59 51.6 22 50 10.4 6.3 1.5
TXP08—80—27—4T 80 70 68.6 27 50 12.4 7 1.5
TXP08—100—32—6T 100 90 88.6 32 50 14 .4 8 1.5
BEf4 Mating
AIE Cat. No J1K  Insert JE#R Clamp piece | #24T Clamp screw #FF wrench
TXPO6 WPMWO06X415ZPR TXP—-06 M4X10 T15
TXP0O8 WPMTO080615ZSR TXP—-08 M5X11 T20
EARJIE Insert
| = 2 Ik < (mm) Size
us AH120 | AH140 |T3030({T1015 TR AR R ( )

Cat. No Insert shape A B T R
WPMWO06X415ZPR ® ) ) . 6 |9.525| 4.2 | 1.5 4
WPMTO6X415ZPR—ML o | o | o £ o 6 |9.525| 4.2 | 1.5 | 5

06X415ZPR—MH ° ° ° @ M 6 |9.525| 4.2 | 1.5 §
WPMTO080615ZPR ) ) ° ° " _-__ o 8 |12.87/6.35| 1.5 NN

080615ZPR—ML ) ) ._J 8 |12.87/6.35| 1.5 f\“j

080615ZPR—MH ) ) 8 |12.87/6.35| 1.5

= REE, BiHE
VIR R R il B E Bt T 2R3
#RIgIT, WS

(=~ Low—speed, high feed

Cutting efficiency of an ordinary cutter round nose and face

Cone design, steel high

plate 3 times



HAFFMAN

High Precision Tools

SKSRiH#SHHtII=

SKS High feedrate face mill
{ER15° IERTIE A l;%ﬂnnl: p—

Pocket miling Sloot.plunge miling  Shoulder milling Copy milling
WE S E AN LT

wiE & KELEYIH]
BEHRAEREIFL

TR AFERF KRB 37 R BY

The use of 15° positive angle blade
Double clamping body rigidity

The most suitable for large—feed cutting

With standard cooling holes
3 for special shaped blade edge angle

* %

=) R~I Size
Cat. No D D1 d H W T
SKS08—50—22—4T 50 47 22 50 10.4 6.3
SKS08—63—22—4T 63 60 22 50 10.4 6.3
SKS08—66—27—4T 63 60 27 50 12.4 7
SKS08—80—27—4T 80 70 27 55 12.4 7
SKS08—100—32—6T 100 90 32 55 14.4 8
BLf$ Mating
#IS  Cat. No J1K  Insert JE#R Clamp piece | #24T Clamp screw #RF wrench
SKS08 WDMWO080520ZTR SKS—-08 M4.5X10.5 /M5x11 T20

EATIH Insert

= 2 -k 7 (mm) Size
BS JC5015|JC5040| JC600 |JC730U|JC8O15 TV AR R (mm)
Cat, No Insert shape A B T R
WDMWO06T320ZTR (] ° ° 10 | 1.2 |3.97| 2
080520ZTR ° ° ° 13| 1.5 | 5.5 | 2
10X620ZTR . 16| 20 | 6 | 2 2
m
WDMT080520ZER 13| 1.5 | 5.5 ] 2 ,::
10X620ZER 16 | 2.0 6 2 gigi
WDHWO06T320ZTR (] (] 10 | 1.2 |3.97| 2
080520ZTR ° ° 13| 1.5 | 5.5 ] 2
= REEE, 538 (=~ Low—speed, high feed
YHMZEEL BRI EEmEE TIEZR3E Cutting efficiency of an ordinary cutter round nose and face plate 3 times
R, WES Cone design, steel high



#BEHNABRSI
Face Mill

11

RAP-75° @#tJ1&

RAP-45° Face mill

® {ERAPMTI604EFF T, WM

% Abandoned the use of APMT1604 blade, cost savings

L— B

ﬁ-i-J

FiR=) R~F Size
Cat. No D d H W T a

RAP400R—63—22—4T 63 22 50 10.4 6.3 8
RAP400R—80—27—5T 80 27 50 12.4 7 8
RAP400R—100—32—6T 100 32 50 14.4 8 8
RAP400R—125—40—7T 125 40 63 16.4 9 8
RAP400R—160—40—8T 160 40 63 16.4 9 8
RAP400R—200—60—9T 200 60 63 25.7 14 8
RAP400R—250—60—10T 250 60 63 25.7 14 8

Bi{§ Mating

AIE Cat. No T1K  Insert HEET  Clamp screw $HFE wrench

RAP400R APMT 1604 PDER M4X10 T15
EHTIE Insert
LO a

Cat. No EE%%%ESE%E&EEE% Insert shape L1 L2 | S1 |F1|Re
APMT1604PDER—H1 || |® o 16.5/9.525(4.76(1.7(0.4

1604PDER—H2 |@ o 0|0 |0 |e|e|e 16.5(9.525|4.76(1.7(0.8| £

1604PDER—H4 | ® o 16.5/9.525(4.76(1.7[1.6| &

1604PDER—H6 | o “ﬂ'l':ﬁ_%;_'_ﬁ‘ - 16.5(9.5254.76(1.7/2.4| @

1604PDER—H8 | ® o L] 1 T |16.5[9.525|4.76/1.7]3.2
APMT1604PDER—M2 | @ | | ® o wobw I <=L 116.5(9.525/4.76(1.7|0.8) i
APGT1604PFDR—G2 . 16.5(9.525|4.76(1.7/0.8
APKT1604PDSR elojole|e 16.4/9.525/4.76/ — [0.8/73

1604PDFR—MA oo 16.4/9.525|4.76| — |0.8[%<




HAFFMAN

High Precision Tools

R390 EASIEHitII&E

R390 Right angle shoulder face mill

Roughing

o ERILFEREET K
o HES, ETHMI
o HEIRIT, WiSE

% Adapter grinding blade Sandvik
% High precision, suitable for finishing
% Cone design, steel high

I
d L_mmr | | #ne

Plane finishing

! e .| L~ I ¥
/] = L
BT . opont) | asranicl] fermummtl

Pocke!

tmiing ~ Slootplunge miing  Shoulder miling Copy miling

pitiR=s R=f Size
Cat. No D d H W T
R390—11—-50—22—4T 50 22 50 10.4 6.3
R390—11—63—22—4T 63 22 50 10.4 6.3
R390—17—63—22—4T 63 22 50 10.4 6.3
R390—17—80—27—6T 80 27 50 12.4 7
R390—17—100—32—6T 100 32 50 14 .4 8
R390—17—125—40—6T 125 40 63 16.4 9
R390—17—160—40—-8T 160 40 63 16.4 9
BL{§ Mating
RIE Cat. No J1K  Insert BB£T  Clamp screw 3RF wrench
R390—11 R390—11T380 M2.5X6 T8
R390-17 R390—170408 M3.5X10 T15
EATIH Insert
o s S.
e R TIE AR R~F (mm) Size
Cat. No Q1|8 § § Insert shape L1 L2 S1 Re
o | o | o
R390—11T308M—PM
R390—11T308M—KM ™ " |68)35) 08
— - e iy
° ° ° B 2 i : SANDVIK
0 s (Y (Ll 52)
R390—170408M—PM ° ° ) ) 3
17 9.6 [4.76| 0.8
R390—170408M—KM ) ) ) ®




13 Bz N AR
Face Mill

TP BEfSEERIIR

TP Right angle shoulder Face mill

| [ | ﬁ e |
(=] |
mmt | | ewmr | [wowamr | amamicd e

Roughing Pocketmiling  Slootplunge miling  Shouider milling Copy miling

® B&EHEIIR, VIR

% Equipped with a traditional blade, cutting low—cost

B2 R~ Size
Cat. No D d H w T a
TP11—40—16—4T 40 16 45 8.4 5.6 9
TP11—50—22—4T 50 22 50 10.4 6.3 9
TP11—50—22—4T 50 22 50 10.4 6.3 14
TP11—63—22—3T 63 22 50 10.4 6.3 18
TP11—80—27—4T 80 27 50 12.4 7 18
TP11—100—32—5T 100 32 50 14.4 8 18
TP11—125—40—6T 125 40 60 16.4 9 18
TP11—160—40—7T 160 40 63 16.4 9 18
TP11—200—60—8T 200 60 63 25.7 14 18
TP11—63—25.4—3T 63 25.4 50 10 6 18
TP11—80—25,4—4T 80 25.4 50 10 6 18
TP11—100—31, 75—5T 100 31.75 50 13 8 18
TP11—125—38.1—6T 125 38.1 60 16.2 10 18
TP11—160—38.1—7T 160 38.1 63 16.2 10 18
TP11—200—47.625—8T 200 47.625 63 25.4 14.3 18
BL{F Mating

RIS Cat. No Tl Insert JE#Clamp piece BE£T  Clamp screw $FF wrench

TP11 TP [J N1103 TP—11 3/164:7 L3

TP16 TP [J N1603 TP—16 1/44% L4

TP22 TP [J N2204 TP—22 5/164:7 L5
EATIH Insert

ne o |82 _ 71 Ak Rt (mm) ﬂst'gﬁ

Cat, No g % Q § Insert shape d St Chip bre:ker

TPKN1603PDR o | o | o 9.525 | 3.18 | ¢ (without) z
TPMN1603PDR o | o | o | o "" — 9.525 | 3.18 | F¢ (without) I’T@
TPKN2204PDR o | o | o 8 Bl 12.7 | 4.76 | F(withour) | W E
TPMN220408 ° (5% 12.7 | 4.76 | It (without) s
TPUN110308 ° LA P 6.35 | 3.18 | F¢ (without) =z
TPMN110308 ° ° 6.35 | 3.18 | I¢ (without) A




HAFFMAN

High Precision Tools

SD45° mHtIE

SD45° Face mill cutter

P
Fﬂ.ﬂd _( |
R L amEme )| |arEEmns

Roughing Plane finshing Shoulder millng Copy miling

® (HM15° ERTIA 2%
o RABANERA RS U A 'I

% Using the blade angle is 15°

- E\::\-‘i:h.. "'\.
% High—rigidity alloy knife pad. -

~

1 . K
| & | T"-\._.
2s SMED | FLED | BEH | ZIEHT TR Insert
Cat. No 1= = == b
SD—445—03—25 .4 80 25.4 55 5
SD—445—04—31.75 100 31.75 55 5
SD—445—05—38 . 1 125 38.1 60 6 -r ,],
SD—445—-06—50.8 160 50.8 60 8 s SDKN1203
SD—445—08—47 .625 200 47.625 65 10 ’
SD—445—10—47.625 250 47.625 65 12
SD—445—12—47 625 300 47.625 65 14
SD—545—03—25 . 4 80 25.4 55 5
SD—545—04—31_75 100 31.75 55 5
SD—545—05—-38. 1 125 38.1 60 6 & \i":p-' SDKN1504
SD—545—06—50. 8 160 50.8 60 8 e D et
SD—545—08—47 .625 200 47.625 65 10 —7 Biw;
SD—545—10—47 .625 250 47 625 65 12 AT o
SD—545—12—47 .625 300 47.625 65 14
(o] y ] |
S E45 Eﬁn ﬁ é BT mnT I e:mmr:r; Lﬁmmj
SE45° Face mill cutter e E/M20° ERATIR T S G

o KATAIIFE
o XHEMNEEREENE

-
|
% Using the blade angle is 20° f’ .
-" |

% Large front—edge—shaped
% High—rigidity alloy knife pad.

1| =2 . .
S SMED | PR | EEH | JAHT TI R Insert

SE—545—03—25.4 80 25.4 50 5
SE—545—04—31.75 100 31.75 50 6
SE—545—05—38. 1 125 38.1 50 7 (&) D
SE—545—06—50.8 160 50.8 55 8 et il o SEKN1504
SE—545—08—47.625 200 47.625 55 10 ey ed
SE—545—10—47.625 250 47.625 55 12 s.78
SE—545—12—47.625 300 47.625 55 14
SE—445—63—22 63 22 50 4
SE—445-63-25.4 63 25.4 50 4
SE—445—03—25.4 80 25.4 50 5 i
SE—445—04—31.75 100 31.75 50 6 ay D ¥ SEKN1203
SE—445—05—38. 1 125 38.1 50 7 ] g g,
SE—445—-06-50.8 160 50.8 55 8 wr Ty
SE—445—08—47.625 200 47.625 55 10
SE—445—10—17.625 250 47.625 55 2
SE—445—12—47.625 300 47.625 55 14




#Hizgk N/ R
Face Mill

10

SP65°

EHpEII R

Face mill cutter

SP65°

-
|
T B (EEET

Plane finsning Shoulder miling Copy miling

e

Roughing

o ERN° ERATA 2.
o RABWNKEERAEIR p— |

% Using the blade angle is 11° i T 8 _
% High—rigidity alloy knife pad. A

1| =2

Ci‘_’zo SMED | FLEd | BEH | JIBmT IR AT Insert
SP—435—03—25.4 80 25.4 55 5
SP—435—04—31.75 100 31.75 55 5
SP—435—05—38. 1 125 38.1 60 6 -
SP—435—06—50.8 160 50.8 60 8 '_ _j‘*v D"' SPKN1204
SP—435—08—47.625 200 47.625 65 10 =fes [T
SP—435—10—17.625 250 47.625 65 12 L Tam
SP—435—12—47.625 300 47.625 65 14
SP—535—03—25 .4 80 25.4 55 5
SP—535—04—31.75 100 31.75 55 5 _—
SP—535—05—38 . 1 125 38.1 60 6 M_jxf Dl SPKN1504
SP—535—06—50.8 160 50.8 60 8 = P
SP—535—08—47.625 200 47.625 65 10 15 a8
SP—535—10—47.625 250 47.625 65 12
SP—535—12—47.625 300 47.625 65 14

FP75°

FP75°

TPt

Face mill cutter

-
| |
T v )| |t

Shoulder millng Copy millng

Plane finshing

o EM° ERTIA
o XASMMHEEREETIE

% Using the blade angle is 11°
% High—rigidity alloy knife pad

1| =2

S SMED | TR | EEH | TRMT TIR B Inser
FP—03—25_ 4 80 25.4 55 5
FP—04—31.75 100 31.75 55 6 oy
FP—05—38. 1 125 38.1 60 8 Y
FP—06—50.8 160 50.8 60 10 * e SPKN1203
FP—08—47.625 200 47.625 65 12 ANO)
FP—10—47.625 250 47.625 65 16 e
FP—12—47.625 300 47.625 65 20
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End Mill

BAP BEfiS/EitJ]

BAP Right angle shoulder end mill

- A A # [ L e

- . i

|
0 0> 21 v ; ]
T J . AL L . PIA & i i, R I}
N | - L * Roughing

Pocket milling Slootplunge miling ~ Shoulder milling Copy milling

L

® EEBAVIHI, ERERHETER—MBETIRSME | L2 .
® EELTIREF, HMILS ™

% Suitable for heavy cutting, rotary and feed volume is 3 times the normal cutter.

% Adapter blade economy, cost—effective. L !
BS T R~F Size

Cat. No No.of flues D d L L1 L2 a
BAP300R—10X130 1 10 10 130 30 = 9
BAP300R—11X130—C10 1 11 10 130 30 - 9
BAP300R—12X130 1 12 11 130 30 - 9
BAP300R—13X130—C12 1 13 12 130 30 - 9
BAP300R—16X130 2 16 16 130 40 - 9
BAP300R—16X160 2 16 16 160 40 - 9
BAP300R—16X200 2 16 16 200 40 100 9
BAP300R—16X160—C15 2 16 16 130 40 - 9
BAP300R—17X160—C16 2 17 15 160 40 = 9
BAP300R—17X200—C16 2 17 16 160 40 - 9
BAP300R—20X130 2 20 16 200 40 - 9
BAP300R—20X160 2 20 20 200 50 - 9
BAP300R—20X160—C19 2 20 20 160 50 100 9
BAP300R—20X200 2 20 19 200 50 - 9
BAP300R—20X200—C19 2 20 20 120 50 = 9
BAP300R—21X160—C20 2 21 19 160 50 - 9
BAP300R—21X200—C20 2 21 20 200 50 = 9
BAP300R—25X120 3 25 20 160 50 - 9
BAP300R—25X160 3 25 25 160 50 - 9
BAP300R—25X200 3 25 25 200 50 - 9
BAP400R—25X160 2 25 25 200 50 - 14
BAP400R—25X160—C24 2 25 25 250 40 - 14
BAP400R—25X200 2 25 24 160 75 = 14
BAP400R—25X200—C24 2 25 25 200 50 - 14
BAP400R—25X250 2 25 24 250 50 115 14
BAP400R—26X160—C25 2 26 25 160 40 - 14
BAP400R—26X200—C25 2 26 25 200 50 - 14
BAP400R—26X250—C25 2 26 25 220 50 - 14
BAP400R—32X160 2 32 25 160 50 - 14
BAP400R—32X200 2 32 32 200 80 - 14
BAP400R—32X250 2 32 32 250 60 115 14
BAP400R—32X300 2 32 32 300 60 115 14
BAP400R—35X160—C32 & 35 32 160 60 = 14
BAP400R—35X200—C32 3 35 32 200 60 - 14
BAP400R—35X250—C32 3 35 32 250 60 - 14
BAP400R—35X300—C32 3 35 32 300 60 - 14
BAP400R—35X350—C32 3 35 32 350 60 - 14
BAP400R—35X400—C32 3 35 32 400 60 - 14
BAP400R—40X200—C32 3 40 32 200 60 - 14
BAP400R—40X250—C32 3 40 32 250 60 - 14
BAP400R—40X300—C32 & 40 32 300 60 = 14
BAP400R—40X350—C32 3 40 32 350 60 - 14
BAP400R—40X400—C32 3 40 32 400 60 - 14




HAFFMAN

High Precision Tools

BAP BEfiS/EitJ]

BAP Right angle shoulder end mill

¢ Looed 7 R | ﬁ
", ™
Qu> 25 e (o] Ereord
¥ 3 P Roughing

% Pocketmiling  Slootplunge miling  Shoulder miling Copy miling

=r
=

T=
= — H — — — — I
* EABAVIY, DRERANEE—MATINNE %\ 1
o EMIIAEF, HALE L |

% Suitable for heavy cutting, rotary and feed volume is 3 times the normal cutter,
% Adapter blade economy, cost—effective.

BEf4 Mating

IS Cat. No J1K  Insert BEET  Clamp screw R wrench
BAP300R APMT 1135 PDER M2 . 5X6 T8
BAP400R APMT 1604 PDER M4X9 T15

EHTIHE Insert

LO o
Cat. No EE%%E%SE%EEEEEE Insert shape L1 L2 S1 | F1!| Re
APMT1135PDER—H1 (e |e|e|e|e|0|0|e 11 | 6.35| 3.5 |1.5/0.4
1135PDER—H2 (e (@ |® @ |0 (0|0 |0 11 | 6.35| 3.5 |1.2/0.8
1135PDER—H3 (e |o| |@ ° 11 | 6.35| 3.5 (0.81.2
1135PDER—H4 |o (@ ° ° 11 |6.35| 3.5 |0.4/1.6
APMT1135DDR o 11 |6.35| 3.5 0.4/0.8] =
APMT1135PDER—MO | @ 11 | 6.35| 3.5 |1.8/0.2 @
1135PDER-M1 | ® = 11 16.35 3.5 1.5/0.4| =
1135PDER—M2 (@ (@ | @ ° ;Efj I'H 11 | 6.35| 3.5 |1.2/0.8 ’%
APMT1604DDR ° :'_--L P | ‘_._—”=_'-" 11 |6.35| 3.5 [1.2/0.8| |l
APMT1604PDER—H1 | e ° 16.5|/ 9.52 | 4.76 |1.7/0.4 )ﬁj
1604PDER—H2 (e |eo @ |0 |0 (0|0 |0 16.5/9.525| 4,76 {1.7/0.8
1604PDER—H4 | e ° 16.5/9.525| 4,76 [1.7|1.6
1604PDER—H6 | @ ° 16.5/9.525| 4.76 [1.7|2.4
1604PDER—H8 | e ° 16.5/9.525| 4,76 [1,7|3.2
APMT1604PDER—M2 | | ®| ® ° 16.5/9.525| 4.76 (1.7/0.8
APGT1604PFDR—G2 |e ° 16.5|9.525| 4.76 {1.7/0.8
APKT160402PDSR o o000 ° 16.419.525| 4,76 | — | 0.2 |ROSS




Bz N 25
19 End Mill

AHU BEfSEit7]

AHU Right angle shoulder end mill

ey = = - f
O g O || : I
Ll e e Y [ wmr | L oo | esanll |avmmmm
B L Copy miling
! "k

Roughing Pocketmiling  Slootplunge miling  Shoulder milling

O SEABAYVIN, ERERETIEE ML TIN3IE D‘J:ﬂl e T |

® TIOF. BE I . 1
% Suitable for heavy cutting, rotary and feed volume is 3 times the normal cutter. Nt
% Blade sharp, strong. L . L -
= R~ Size

Cat. No D d L L1 T a
AHU10—-16X160 16 16 160 40 — 9
AHU10—16X200 16 16 200 40 100 9
AHU10—-17X160—-C16 17 16 160 40 — 9
AHU10—17X200—C16 17 16 200 40 —_ 9
AHU10—-20X160 20 20 160 50 = 9
AHU10—-20X200 20 20 200 50 100 9
AHU10—-21X160—-C20 21 20 160 40 — 9
AHU10—-21X200—C20 21 20 200 50 —_ 9
AHU15—25X160 25 25 160 50 — 14
AHU15—-25X200 25 25 200 75 —_ 14
AHU15—-26X160 26 25 160 50 = 14
AHU15—-26X160 26 25 200 75 —_ 14

BLf$ Mating
RIS Cat. No T1K  Insert 1847  Clamp screw $RFE wrench
AHU10 JDMT 1003JIR M2.5X6 T8
AHU15 JDMT 1505[][1R M4X9 T15
EATIH Insert
o | n|w o < i
gﬂﬁl g §§ g % gg § § |ﬂﬁﬁﬁk R~F (mm) Size
at. No AR I LR nsert shape A B T R
JDMT100308R ° ) ) 11 6.1 3.5 0.8
JDMT100304R ° ) ) [ ) 11 6.1 3.5 0.4 T
JDMT100308R ° ) ) () [ ) ': B 11 6.1 3.5 0.8 =
JDMT100320R | o | ® o @. s 1 | 6.1[35|20]| B
JDMT150504R . oo o f g =L 16 |9.12| 5 | 04| =
JDMT 150508R e | o e | o | o e 16 [9.12] 5 0.8 | m
JDMT 150520R e | o 16 [9.12] 5 2.0 | kF
JDMT150530R ° ° e | o 16 [9.12] 5 3.3 |
== AT T

AT — AR REVTHIRA, &iE&TmIiRsemn A
== Tilt can be processed.

Machinable generally difficult to cut steel products, most suitable for machining turbine blades.



HAFFMAN

High Precision Tools

R390 EfiSE#tJ]

R390 Right angle shoulder end mill

i L8
I.V,w.u = | .
AT HifnT F i T H. AT ﬁmﬁm AT

Roughing Plane finishing Pockelmiling ~ Slootplunge miling  Shouider milling Copy miling

o BRI TR T A 5 %H_ B _{
® EES, EFHEMI o ) |
% Adapter grinding blade Sandvik |: Lt— . 4

* High precision, suitable for finishing

pil =1 R~ Size
Cat. No D d L L1 a
R390—11—16X160—C16—2T 16 16 160 40 11
R390—11-16X200—C16—-2T 16 16 200 50 11
R390—11—-20X160—C20—-2T 20 20 160 40 11
R390—11-20X200—C20-2T 20 20 200 50 11
R390—11—-25X160—C25—-2T 25 25 160 40 11
R390—11-25X200—C25—-2T 25 25 200 50 11
R390—17—25X160—C25—-2T 25 25 160 40 17
R390—17—-25X200—C25—-2T 25 25 200 50 17
R390—17—32X200—C25—-2T 32 25 200 50 17
Bi{4 Mating
A=  Cat. No T1K  Insert HEET  Clamp screw 3RFE wrench
R390—-11 R390—11T308 M2.5X6 T8
R390-17 R390—170408 M3.5X8 T15

EATIH Insert

RS ol ol TR R (mm) Size
Cat. No Q3 § § Insert shape L1 L2 S1 Re
R390—11T308M—PM °
11 6.8 | 3.5 | 0.8
R390—11T308M—KM °

@5 SANDVIK
47 Rl 7 (LLi%F4E)

17 | 9.6 |4.76 | 0.8

R390—170408M—PM
R390—170408M—KM oo |0 o




21 izt N ZRS
End Mill

EMR B£1§t7]

EMR Round dowel end mill

—
iy i m @ @
! " AT 2R T . A 35 ifi | R AU L)

" ! | LN | \ |

Roughing Pocketmiling  Slootplunge miling  Shoulder miing Copy miling

s

o EEMEMEFHIIL, HHLE Ha, ]
% Fit variety of economic—type blade, cost—effective e i 5 - L..a_ |
B=s T Rt Size

Cat. No No. of flues D d L L1 L2 a
EMR—4R X 12 X 130 1 12 12 130 40 - 4
EMR—4R X 13X 130—C12 1 13 12 130 40 — 4
EMR—4R X 16 X 130 2 16 16 130 40 = 4
EMR—4R X 16 X 160 2 16 16 160 40 - 4
EMR—4R X 16 X 160—C15 2 16 15 160 40 = 4
EMR—4R X 16 X 200 2 16 16 200 40 100 4
EMR—4R X 16 X 200—C15 2 16 15 200 50 - 4
EMR—4R X 17 X 160—C16 2 17 16 160 40 — 4
EMR—4R X 17 X 200—C16 2 17 16 200 50 = 4
EMR—4R X 20 X 160 2 20 20 160 50 - 4
EMR—4R % 20 X 160—C19 2 20 19 160 50 = 4
EMR—4R % 20 X 200 2 20 20 200 50 100 4
EMR—4R % 20 X 200—C19 2 20 19 200 50 - 4
EMR—4R X 21 X 160—C20 2 21 20 160 50 - 4
EMR—4R % 21 X 200—C20 2 21 20 200 50 = 4
EMR—5R X 20 X 160 2 20 20 160 50 - 5
EMR—5R X 20 X 200 2 20 20 200 50 100 5
EMR—5R X 21 X 160—C20 2 21 20 160 50 — 5
EMR—5R X 21 X 200—C20 2 21 20 200 50 - 5)
EMR—5R X 25 X 160—C25 2 25 25 160 50 - 5
EMR—5R X 25 X 160—C20 2 25 20 160 50 - 5
EMR—5R X 25 X 160—C24 2 25 24 160 50 - 5
EMR—5R X 25 X 200—C25 2 25 25 200 75 = )
EMR—5R X 25 X 250—C25 2 25 25 250 60 115 5
EMR—5R X 25 X 200—C20 2 25 20 200 50 - 5)
EMR—5R X 25 X 200—C24 2 25 24 200 50 — 5
EMR—5R X 25 X 250—C24 2 25 24 250 50 - 5
EMR—5R X 26 X 160—C25 2 26 25 160 50 - 5
EMR—5R X 26 X 200—C25 2 26 25 200 50 = )
EMR—5R X 26 X 250—C25 2 26 25 250 50 - 5
EMR—5R % 30 X 110—C20 2 30 20 110 40 - 5)
EMR—5R X 30 X 110—C3 /4 2 30 19.05 110 40 - 5
EMR—5R % 30 X 160—C25 2 30 25 160 50 - 5
EMR—5R % 30 X 200—C25 2 30 25 200 50 - 5
EMR—5R X 30 X 250—C25 2 30 25 250 60 = )
EMR—5R % 30 X 300—C25 2 30 25 300 60 - 5
EMR—5R % 30 X 300—C32 2 30 32 300 60 - 5)
EMR—5R X 35 X 160—C32 2/3 35 32 160 50 - 5
EMR—5R X 35 X 200—C32 2/3 35 32 200 50 = 5
EMR—5R X 35 X 250—C32 2/3 35 32 250 60 - 5
EMR—5R X 35 X 300—C32 3 35 32 300 60 - 3
EMR—5R X 35 X 350—C32 3 35 32 350 60 - 5
EMR—5R X 35 X 400—C32 3 85 32 400 60 = 5
EMR—5R % 40 X 160—C32 4 40 32 160 50 - 5
EMR—5R X 40 x 200—C32 4 40 32 200 50 = 5
EMR—5R X 40 X 250—C32 4 40 32 250 60 — 5
EMR—5R X 40 X 300—C32 4 40 32 300 60 - 5
EMR—5R X 40 X 350—C32 4 40 32 350 60 - 5




HAFFMAN

High Precision Tools

EMR B£1LI#t7]

EMR Round dowel end mill

g# i 'a-."-
it [razi]

Roughing Pocketmilng  Slootplunge miling  Shoulder milling Copy millng

=
-.I
{=
) S RS P SR
H:TE.L!__!:!.J
o EREMAFEUNF. NS L -,
% Fit variety of economic—type blade, cost—effective
BEf4 Mating
#lE Cat. No 1K Insert JEtR Clamp piece H2£T  Clamp screw #RF wrench
EMR—4R RPMT 08T2 MO Y—4R M3X7 T8
EMR—5R RPMT 10T3 MOE Y—5R M3.5X10,/M4X9 T15
EHTIH Insert
1= O | |— L O A RTJ- (mm)
1 2 g
Cag':-qNo %%@@Eﬁ%,_._mﬁg Ir?s]eﬁizgite Stze
' 525885822348 DI | S |#/EH
RPMT08T2MO o0 ° . 8 [2.78| J& |MITSUBISHI
RPMW1003MO . £ A j{.}i 10(3.18] & | (==
RPMT10T3MOE oo E__,_‘.“, 10 |3.97| I HITACHI
RPMW 1003MO ° | o e K 10 |3.18| X (H3z)
RPMW0802MO oo 00|00 8 (2.38| I ROSS
RPMW1003MO A A AR A 10 |3.18| I




=B NN 25
23 | £nd wii

EMRW EE£1i5t7]

EMRW Round dowel end mill

Lo - :
T sl farmmmmT
Roughing

Pocketmiling  Slootplunge miling  Shoulder milling Copy miling

= =
® I R&iT. ERES i *
o N ®
e XETEK, HIEH = | 1
1 I
% Blade economy, the high applicability. - I L
% Capacity chip a large space, good chip removal. i
L L =
e IET R+ Size
Cat, No No. of flues D d L L1 L2 a
EMRW—6R X 32 X 160—C25 2 32 25 160 50 = 6
EMRW—6R x 32 X 160 2 2 32 160 50 — 6
EMRW—6R x 32 X 200—C25 2 2 25 200 50 - 6
EMRW—G6R X 32 X 200 2 32 32 200 80 — 6
EMRW—G6R X 32 X 250—C25 2 2 25 250 60 - 6
EMRW—6R x 32 X 250 2 2 32 250 100 - 6
EMRW—6R X 35 X 160—C32 3 35 32 160 50 = 6
EMRW—6R x 35 X 200—C32 3 35 32 200 50 — 6
EMRW—6R x 35 x 250—C32 3 35 7] 250 60 - 6
EMRW—6R X 35 X 300—C32 3 35 32 300 60 - 6
EMRW—6R x 35 X 350—C32 3 3% 32 350 60 - 6
EMRW—6R X 35 X 400—C32 3 35 32 400 60 - 6
EMRW—6R % 40 X 160—C32 3 40 32 160 50 - 6
EMRW—6R X 40 X 200—C32 3 40 32 200 50 - 6
EMRW—6R X 40 X 250—C32 8 40 32 250 60 - 6
EMRW—6R X 40 X 300—C32 3 40 32 300 60 - 6
EMRW—6R X 40 X 350—C32 3 40 32 350 60 — 6
EMRW—6R % 50 X 200—C32 4 50 32 200 60 - 6
EMRW—6R X 50 X 250—C32 4 50 32 250 60 - 6
BL{§ Mating
BEIE2 Cat. No J1K  Insert JEtR Clamp piece BE£T  Clamp screw 1RF wrench
EMRW—6R RPMWA\T 1204 MO Y—6R M4X10 T15
ERHTIF Insert
o wlwol=]= Slib R~ (mm) Size
s §8S388§§§6 TIRRAK
Cat. No ol X EZ= Insert shape
TS 258 EEER P D1 | St HEHE
®
RPMT1204MOE—JS |e| |e 12 | 4.76 | &5 |MITSUBISHI
T (=%)
RPMT1204MO eolo|o + ||I_ A, 12 | 4,76 | FH KYOCERA
1204MO—H olojole o 12 476 | 5 | =B
4=
RPMW 1204MOE oo oo ° 12 | 4,76 | &
-—T- {-f—:l]- ROSS
RPMT1204MO . | 5e 12 1476 | &
E b 1 1
- =3l




HAFFMAN

High Precision Tools

R200 BEirit7I&

R200 Round dowel end mill

i i 1 -
' o
AL L AL . AL é‘ﬂﬂﬁ’m P L

Roughing Plane finishing Pocketmiling ~ Slootplunge miling  Shouider milling Copy miling

%,
(]
o
-
o ERSHFEET S, BEES, MIRRELE, & aadll T
% Adapter grinding blade Sandvik, higher accuracy, processing a batter effect. o L -
ks N R~ Size
Cat. No No.of flues D d L L1 a
R200—5R X 25 X 160—C20 2 25 20 160 - 5)
R200—5R % 25 X 160—C24 2 25 24 160 - 5
R200—5R X 25 X 200 2 25 25 200 75 3
R200—5R % 25 X 200—C24 2 25 24 200 - 5
R200—6R X 32 X 160—C25 2 32 25 160 - 6
R200—6R X 32 X 200—C25 2 32 25 200 - 6
R200—6R X 32 X 250—C25 2 32 25 250 — 6
R200—6R % 33 X 160—C32 2 33 32 160 - 6
R200—6R X 33 X 200—C32 2 33 32 200 - 6
R200—6R % 33 X 2560—C32 2 33 32 250 - 6
BL {4 Mating
BIES Cat, No T1K  Insert BE£T  Clamp screw 1RF wrench
R200—-5R RCT 10T3 MO M3.5X8.5 T15
R200—6R RC[IT 1204 MO M3.5X10 T15
ERTIF Insert
R~F (mm)
FilE=2 ° TIRRAK Size
Cat. No ol8522/88/8/8/58 Insert shape
e mo|Nololo|lo|o=== P D1 1d1 | s1
O~ (o |®®OFFFT||D
RCKT10T3MO—PM (A 10 |4.0| 3.97
10T3MO—KM oo 10 [4.0| 3.97 | SANDVIK
) ) ;
10T3MO—WM . 10 |4.0| 3.97 | (W)
10T3MO ° 10 |4.0| 3.97
RCKT1204MO—PM olo|e 12 14.0| 4.76
1204MO—KM oo 12 |4.0/ 4.76 ROSS
1204MO—-WM ° ) ) 12 14.0| 4.76
1204MO ° 12 /4.0 4.76
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29 End Mill

TRS BE1it7]

TRS Round dowel end mill

; :
H b
L 4 L . A 3 B ik SOFE M

Roughing Pocket milling Slootplunge milling  Shoulder milling Copy milling

'E‘.
|
i |
o THEF. BAMLE I R —
° FEZEKA, HEF Lla ' '
TS ¥, |
% Blade economy, the high applicability. | 2 _l-. =
% Capacity chip a large space, good chip removal. = =
pith= TIH R~} Size
Cat. No No. of flues D d L L1 L2 a
TRS—2.5R X 8 X 80 1 8 8 80 30 = 2.5
TRS—2.5RX 10X 120 2 10 10 120 40 - 2.5
TRS—2.5RX 12X 120 2 12 12 120 40 — 2.5
TRS—3.5RX 10X 120 1 10 10 120 40 - 3.5
TRS—3.5RX 12X 120 1 12 12 120 40 - 8.5
TRS—3.5R X 16 X 120 2 16 16 120 40 — 3.5
TRS—3.5R X 16 X 160 2 16 16 160 40 = 8,9
TRS—4R X 12X 130 1 12 12 120 40 - 4
TRS—4R X 13X 130—C12 1 13 12 120 40 — 4
TRS—4R X 16 X 160 2 16 16 160 40 - 4
TRS—4R X 16 X 160—C15 2 16 15 160 40 — 4
TRS—4R X 16 X 200 2 16 16 200 40 100 4
TRS—4R X 16 X 200—C15 2 16 15 200 50 - 4
TRS—4R X 17 X 160—C16 2 17 16 160 40 — 4
TRS—4R X 17 X 200—C16 2 17 16 200 50 — 4
TRS—4R X 20 X 160 2 20 20 160 50 - 4
TRS—4R %X 20 X 160—C19 2 20 19 160 50 - 4
TRS—4R % 20 X 200 2 20 20 200 50 100 4
TRS—4R % 20 X 200—C19 2 21 19 200 50 - 4
TRS—4R X 21 X 160—C20 2 21 20 160 50 — 4
TRS—4R X 21 X 200—C20 2 20 20 200 50 - 4
TRS—5R X 20 X 160 2 20 20 160 50 — 5
TRS—5R X 20 X 200 2 25 20 200 50 100 b)
TRS—5R X 25 X 160 2 25 25 160 50 — 5
TRS—5R X 25 X 160—C20 2 25 20 160 50 — B
TRS—5R % 25 X 160—C24 2 25 24 160 50 - 5
TRS—5R X 25 X 200 2 25 25 200 60 — 5)
TRS—5R X 25 X 250 2 25 25 250 60 115 5
TRS—5R X 26 X 160—C25 2 26 25 160 50 - 5
TRS—5R X 26 X 200—C25 2 26 25 200 60 — 5
TRS—5R X 30 X 160—C25 2 30 25 160 50 — B
TRS—5R % 30 X 200—C25 2 30 25 200 50 - 5
TRS—5R X 30 X 250—C25 2 30 25 250 60 - b)
TRS—5R % 35 X 160—C32 3 35 32 160 50 - 5
TRS—5R X 35 X 200—C32 3 35 32 200 50 — 5)
TRS—5R X 35 X 250—C32 3 35 32 250 60 — 5
TRS—6R X 32 X 160—C25 2 32 25 160 50 - 6
TRS—6R X 32 X 200—C25 2 32 25 200 50 - 6
TRS—6R X 32 X 250—C25 2 32 25 250 60 - 6
TRS—6R X 40 X 160—C32 3 40 32 160 50 — 6
TRS—6R X 40 X 200—C32 3 40 32 200 50 - 6
TRS—6R X 40 X 250—C32 3 40 32 250 60 - 6
TRS—6R X 40 X 300—C32 8 40 32 300 60 — 6




HAFFMAN

High Precision Tools

TRS BE1it7]

TRS Round dowel end mill

Loaad CF

Roughing Pocket miling

il

e

Slootplunge millng  Shoulder milling

Copy milling

3
® IHEH, ERME ol ggi — 1+ —+——1
° REBZEK. HELF i
Li
% Blade economy, the high applicability. L= L
% Capacity chip a large space, good chip removal.
BL{§ Mating
#IE Cat. No J1K  Insert JE#R Clamp piece | #284] Clamp screw #RF wrench
TRS—2.5R RDMW0501MO - M1.8x 4 T6
TRS—3.5R RDMW0702MO — M2.5x6 T8
TRS—4R RDMT 0820 MO Y—4R M3 x 7 T8
TRS—5R RDMT 10T3 MO Y—5R M3.5x10 M4x9 T15
TRS—6R RDMT 1204 MO Y—6R M4 x 10 T15
EHTIH Insert
. s Rt (mm)
it 8mm880“8’§§§8 TI R Size
Cat, No Nt R R =) Insert shape
Sttt E =S D1 | ST B
RDMW0501MOEN ° oo 5 |1.59| Xk
RDMWO0702MOEN ° oo 7 12.38| Xk
RDHWO0802MOTN ) o0 8 12.38| I
10T3MOTN elo|o ° 10 |13.97| I
1204MOTN I ° 12 |4.76| JFc |HITACHI
1604MOTN olo|e o 16 [4.76| F* | (B
RDMT0802MOTN oo o 0|0 0 0|0 8 [2.38| H ROSS
0802MOEN ° ° 8 |2.38| B
10T3MOTN oo o 0|0 0 0|0 10 [3.97| &
10T3MOEN ° ° 10 |13.97| B
1204MOTN ojo o 0 000 ! | 12 |[4.76| H
1204MOEN ° 12 |4.76| B




=B N R 5
End Mill

21

TPEASKEHIIN

TP Shoulder end mill

| |~
| | esT
5T F2 3 L B PIA L & R

Pockel millng

Plane finishing Slootplunge miling  Shoulder miling Copy miling

o |
o BEEHETIN. PIHIBAIR = = —
% Equipped with a traditional blade, cutting low—cost
s R~ Size
Cat. No D d L L1 a
TP11—16 X 100—C16 16 16 100 45 14
TP11—20 % 100—C20 20 20 100 45 14
TP16—30 X 100—C20 30 20 100 45 14
TP16—35 X% 100—C20 35 20 100 45 14
TP16—35 X 110—C32 35 32 110 45 14
TP16—40x 110—C20 40 20 110 45 14
TP16—40 X 110—C25 40 25 110 45 14
TP16—40%x 115—C32 40 32 115 45 14
TP16—50 % 110—C20 50 20 110 45 14
TP22—-50% 110—C20 50 20 110 42 20
TP22—50 % 115—C32 50 32 115 42 20
BEf4 Mating
#IE Cat. No T1K  Insert JE#R Clamp piece BE£ET  Clamp screw R wrench
TP11 TP[IN1103 TP—11 3/164x#1 L3
TP16 TP[IN1603 TP—16 1/44:5 L4
TP22 TP[CIN2204 TP-22 5/164xHY L5
ERATIE Insert
0e 2|85 TR R (mm) ;F';ﬁ
Cat. No % x| S § Insert shape d S1 chip breaker
TPKN1603PDR ) ) ) . 9.525 | 3.18 |F (without)
TPMN1603PDR o | o | o ‘-:F s 9.525 | 3.18 | F (without) M'(E“;)S""
TPKN2204PDR o | o | o A 12.7 | 4.76 |Fc(without)|
TPMN220408 12.7 | 4.76 | Fc(without)
TPUN110308 o = 6.35 | 3.18 | Jc(without) | 1OSS
TPMN110308 ° 6.35 | 3.18 | Fc(without)




HAFFMAN

High Precision Tools

TPEASKEHIIN

TP Shoulder end mill

MS.NO ~
= .
2 —
©N -
L
= Jl= 1] = ALk
Cagtl:]_-ql\lo DA 010 :?1 mLm Iﬁfﬁ Ca%zj.?No b1 mDm mLm |ﬁls§§[

TP—MS30750 3/4 TP—MS3190M 19
TP—MS30875 7/8 TP—MS3200M 20
TP—MS31000 1 TP—MS3200M 22
TP—MS31125 1-1,/8 2 TP—MS3250M 25 2
TP—MS31250 1-1/4 TP—MS3270M 27
TP—MS31375 1-3/8 TP—MS3300M M3 30 122.7
TP—MS31500 MS3 1-1/2 122.7 TP—MS3320M 32
TP—MS31625 1-5/8 TP—MS3400M 40
TP—MS31750 1-3/4 3 TP—MS3500M 50 3
TP—MS32000 2 TP—MS3600M 60
TP—MS32500 2-1/2 4 TP—MS3630M 63 4
TP—MS33000 3 5 TP—MS4190M 19
TP—MS40750 3/4 TP—MS4200M 20
TP—MS40875 7/8 TP—MS4220M 22
TP—MS41000 1 TP—MS4250M 25 2
TP—MS41125 1-1/8 2 TP—MS4270M MS4 27 157.7
TP—MS41250 1-1/4 TP—MS4300M 30
TP—MS41375 1-3/8 TP—MS4320M 32
TP—MS41500 Ms4 1-1/2 145.7 TP—MS4400M 40 3
TP—MS41625 1-5/8 ; TP—MS4500M 50 3
TP—MS41750 1-3/4 TP—MS4600M 60 4
TP—MS42000 2 TP—MS4630M 63 4
TP—MS42500 2-1/2 4 TP—MS4750M 75 5
TP—MS43000 3 5




Bz N 25
29 End Mill

TJU #58t7])

TJU Borer mill

i1 s o ammmlc ) | armtmm

Roughing Pocket milling Sloot plunge milling ~ Shouider milling Copy milling

> E —
® shiA, EREE 2
® YIBIRR N/, fafEEE =] e ——
% Drilling and milling shared wide scope of application. I X
% Cutting resistance, the load light. L
S DI R _Size
Cat. No No.of flues D d L L1 L2 a
TJU—-8 X 100 1 8 8 100 30 = 6
TJU-10X 130 1 10 10 130 30 — 6
TJU—12X 130 1 12 12 130 30 - 6
TJU—-16 X 130 2 16 16 130 30 — 6
TJU—-16 X 160 2 16 16 160 40 - 6
TJU—16 X 200 2 16 16 200 40 100 6
TJU-17 X 160—C16 2 17 16 160 40 100 6
TJU—17 X 200—C16 2 17 16 200 40 100 6
TJU—20 X 160 2 20 20 160 40 - 6
TJU—20 X 200 2 20 20 200 50 100 6
TJU—-21 X 160—C20 2 21 20 160 40 100 6
TJU—-25 X 160 2 25 25 160 50 — 6
TJU—25 X 200 2 25 25 200 60 - 6
TJU—25 X 250 2 25 25 250 60 115 6
TJU—26 X 160—C25 2 26 25 160 60 - 6
TJU—26 X 160—C25 2 26 25 200 60 115 6
TJU—32 X 160 2 32 32 160 60 — 12
TJU—-32 X 200 2 32 32 200 60 - 12
TJU—32 X 250 2 32 32 250 60 — 12
TJU—-32 X 300 2 32 32 300 60 165 12
TJU—32 X 350 2 32 32 350 60 215 12
Bi{4 Mating
#IES Cat. No T  Insert BEET  Clamp screw #FE wrench
TJU-D08-D12 CCMT 060204 / CPMT 080204Z M2.5x6 T8
TJU-D16—D21 CCMT 060204 CPMT 0902047 M2.5x6 M3.5x8 T8 T15
TJU-D25-D26 CCMT 090308 CPMT 120308z M4 x 9 T15
TJU-D32—-D33 CCMT 120408 CPMT 1604087 M5x 12 T20
EAHTIA Insert
i JEIRIEE TR A G S
No 23T ||
Cat. No 6 % é <|z|z Insert shape D S1 ® R
1]
CCMT060204 o|e oo W ol 6.35 |2.38| 7 | 0.4
CPMT09308 oo oo o j - | 9.525 | 3.18 | 11 | 0.8 | =
120408 oo e o ] , 12,7 (476 11 | 08| B
[ _-=.“'. E
CPMT080204Z L L) i 7.94 |2.38| 11 0.4 -
0902047 oo o|e I 9.525 |2.38| 11 | 0.4 | K
1203082 . b 12.7 [3.18] 11 | 0.8
160408 oo oo =t 15.875 | 4.76 | 11 0.8




HAFFMAN

High Precision Tools

SWB EkAs1I$t7)

SWB Copy end mill

® RARERIAAURISHEEMNIRE

R
Plane finishing

-
.

|

ERATILLANE

Copy miling

1

° NEREOEE, FUNTIERHTRE e |
RITHIRE IR & R -
% Use of available high—precision machining precision blade surface. P - 5
% Blade surface of convex design, and reduces not only the sharp - % =
cutting edge Vibration noise. LI A 1
Se— |
=) T R~ Size
Cat. No No.of flues D d L L1 a
SWB—10R X 160—C25 /C20 4 20 25,20 160 80 30
SWB—10R X 200—C25 /C20 4 20 25/20 200 100 30
SWB—10R X 250—C25 /C20 4 20 25,20 250 100 30
SWB—12.5R X 160—C25 /C32 4 25 25/32 160 80 35
SWB—12.5R X 200—C25 /C32 4 25 25/32 200 100 35
SWB—12,5R X 250—C25,/C32 4 25 25/32 250 110 35
SWB—12.5R X 300—C25/C32 4 25 25/32 300 120 35
SWB—15R X 200—C32 4 30 32 200 120 41
SWB—15R X 250—C32 4 30 32 250 150 41
SWB—15R X 300—C32 4 30 32 300 200 41
SWB—20R X 200—C42,/C50.8 4 40 42/50.8 200 120 50
SWB—20R X 250—C42,/C50.,8 4 40 42/50.8 250 150 50
SWB—20R X 300—C42,/C50.8 4 40 42,/50.8 300 200 50
SWB—20R X 350—C42,/C50.8 4 40 42/50.8 350 200 50
SWB—25R x 160—C50, 8 4 50 50.8 160 80 60
SWB—25R x 200—C50, 8 4 50 50.8 200 120 60
SWB—25R x 250—C50. 8 4 50 50.8 250 170 60
SWB—25R x 300—C50. 8 4 50 50.8 300 220 60
SWB—25R x 350—C50. 8 4 50 50.8 350 270 60
BEf4 Mating
J1F  Insert
#IE Cat. No BEET  Clamp screw g =F wrench
F7(17) FO7) | SETI(27])
SWB—10R SWB200M SWB200S ZCMT100308 M3x7  M2x6 TI0 T8
SWB-12.5R SWB250M SWB200S ZCMT100308 M4 x9 M2 x 6 T15 T8
SWB—15R SWB300M SWB200S SPMT090308 M5x10 M4x9 T20 T15
SWB—20R SWB400M SWB200S SPMT090308 M6x15 M4x9 T25 T15
SWB—25R SWB500M SWB200S SPMT 120408 M6x15 M5x10 T30 T20




31 ik N ZRS
End Mill

BCF/BCFL ¥E1Lt7]

BCF/BCFL Copy end mill

® RARERINARISHEMIRE
® JIRREOEIEIT, RUTITIEFFAIE

IRIEHREI AR o % ]

L4

% Use of available high—precision machining precision blade surface. | . .l 2
% Blade surface of convex design, and reduces not only the sharp A =
cutting edge Vibration noise, BCFLE
BLFL type
Bs DIk R~} Size
Cat. No No.of flues D d L L1 a
10R X 150—C20 2/4 20 20 150 70 30
10R X 150—C25 2/4 20 25 150 70 30
10R X 200—C25 2/4 20 25 200 80 30
10R X 250—C25 2/4 20 25 250 100 30
10R X 300—C32 2/4 20 32 300 150 30
12.5R X 150—C25 2/4 25 25 150 70 39
12.5R X 200—C25 2/4 25 25 200 100 39
12.5R X 200—C32 2/4 25 32 200 100 39
12.5R X 250—C32 2/4 25 32 250 150 8Y
12.5R X 300—C32 2/4 25 32 300 150 39
15R X 160—C32 2/4 30 32 160 70 43
15R X 200—C32 2/4 30 32 200 100 43
15R X 2560—C32 2/4 30 32 250 150 43
15R X 300—C32 2/4 30 32 300 150 43
15R X 350—C32 2/4 30 32 350 200 43
16R X 160—C32 2/4 32 32 160 70 43
16R X 200—C32 2/4 32 32 200 100 43
16R X 250—C32 2/4 32 32 250 150 43
16R X 300—C32 2/4 32 32 300 150 43
16R x 350—C32 2/4 32 42 350 200 43
20R X 200—C42 2/4 40 42 200 100 50
20R X 250—C42 2/4 40 42 250 150 50
20R % 300—C42 2/4 40 42 300 150 50
20R % 350—C42 2/4 40 M 350 200 50
20R X 200—MT5 2/4 40 MT5 200 100 50
20R X 250—MT5 2/4 40 MT5 250 150 50
25R X 200—C50.8 2/4 50 50.8 200 100 50
25R X 250—C50. 8 2/4 50 50.8 250 150 50
25R X 300—C50.8 2/4 50 50.8 300 150 50
25R X 350—C50.8 2/4 50 50.8 350 200 50
25R X 400—C50.8 2/4 50 50.8 400 200 50
25R X 200—MT5 2/4 50 MT5 200 100 50
25R X 250—MT5 2/4 50 MT5 250 150 50
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High Precision Tools

BCF/BCFL ¥E1LtT]

BCF/BCFL Copy end mill

* RARERINAWEIEHEENIRE
o JIAFREOEIRT, AMUTITIERF AT

H
g
RUIEIIRBN A= | s o= =
s 1 1
% Use of available high—precision machining precision blade surface. L. i
% Blade surface of convex design, and reduces not only the sharp v

cutting edge Vibration noise. — 5 -

BCFLE
BLFL 1y
Bi{4 Mating
#IE Cat. No Iy Nt BE£T  Clamp screw #g=F wrench
F7(17]) FAO7) | ShAT(27))
BCF /BCFL10R ZCEW\T100CE | ZCEW\T100SE | CPMT080204 | M3x9.5 M2.5x6 Ti0 T8
BCF /BCFL12.5R ZCEW\T125CE | ZCEW\T125SE | CPMT090308 M4 x 9 T15
BCF /BCFL15R ZCEW\T150CE |ZCEW\T150CSE| CPMT090308 M5x12 M4x9 T20 7115
BCF /BCFL16R ZCET 160CE | ZCET 160SE | CPMT030308 M5x12 M4x9 T20 T15
BCF /BCFL20R ZCEW 200CE | ZCEW 200SE | CPMT090308 M6x18 M4x9 T30  T15
BCF /BCFL25R ZCEW 250CE | ZCEW 250SE | CPMT090308 MEX18 M4x9 T30 120
EHTIE Insert
o . s (mm) Siz
B2 88302  THER RN
at. No C 6 % ﬁ ; ; nsert shape R A B T |HEE
ZCET100CE ° 10 [18.3]10.0 [4.74] &
125CE o 12,5/ 23.1 | 12.3|6.1| &
150CE o 15 | 28.3|14.9|7.59| &
160CE ° > T 16 | 28.8|15.4 |7.45| &
ZCEW100CE o o | o ° b1 [f9~ | 10 [18.3]10.0 |4.74] X
125CE o oo ° = 7 % 12.5|23.1 | 12.3 6.1 | %
150CE ° oo ° = ! 15 | 28.3]14.9/7.59) & | _
200CE o oo ° 20 [35.4 (20180 & | 5
ZCET100SE o 10 [16.7 ] 8.1 [4.24] &/ | &
125SE o 12.5/20.8 | 9.3 |5.40| & | =
150SE o 15 [25.7 [11.8(7.09] &5 | m
160SE ° 16 | 26.3|12.4 (6.9 B | K
ZCEW100SE o oo ° 10 | 16.7 | 8.1 [4.24] %
125SE o oo ° 12.5| 20.8 | 9.3 |5.40| %
150SE o oo ° 15 | 25.7 | 11.8 |7.09| F
200SE o oo ° 20 131.9(15.7|7.0| %
° o | o ° ; 0.4 7.94 2.38| H
gimgggggg o o|o|o|e rf—f_. £. 0.8| 9.525 [3.18] &
I-'LT. k ?..__flu
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83 | End wi

T2139 Bks1I 8t

T2139 Copy end fine mill

= @

Plane finishing Shoulder milling Copy milling

= 01 Emm

P b =
RABMESEEMNT i
o TIAYIMITIER, FTMTFRAIHR ——
* SHRERIEESHLE, SEIHITFRE
L
% High—performance alloy structural steel.
% Blade cutting edge sharp, can process different materials.
% Precision to ensure its high—performance, high—speed cutting is also stable.
pilR= R~ Size
Cat. No D d L L1 a
T2139—4R X 110—C8 8 8 110 25 5
T2139—4R X 110—C10 8 10 110 25 5
T2139—4R X 140—C12 8 12 140 55 b)
T2139-5R X 130—C10 10 10 130 30 7
T2139-5R X 160—C12 10 12 160 30 7
T2139—6R X 130—C12 12 12 130 32 8
T2139—6R X 160—C16 12 16 160 58.5 8
T2139—-8R X 160—C16 16 16 160 65 10
T2139—8R X 200—C20 16 20 200 65 10
T2139—-10R X 160—C20 20 20 160 45 12,5
T2139—10R X 200—C20 20 20 200 76 12.5
T2139—10R X 250—C25 20 25 250 120 12,5
T2139—-12,5R X 160—C25 25 25 160 45 15
T2139—12,5R X 200—C25 25 25 200 76 15
T2139—12,5R X 200—C32 25 32 200 98 15
T2139—-12,5R X 250—C32 25 32 250 120 15
T2139—15R X 200—C32 30 32 200 80 18
T2139—15R X 250—C40 30 40 250 121 18
T2139—16R X 200—C32 32 32 200 80 19
T2139—16R X 250—C40 32 40 250 121 19
BL{4 Mating
= Cat. No T1K  Insert 4247 Clamp screw #RF wrench
T2139—4R P 320[]-D 08 T2139—4R T8
T2139-5R P 320[]-D 10 T2139-5R T15
T2139—6R P 320[]-D 12 T2139—6R T20
T2139—-8R P 320[]-D 16 T2139—-8R T20
T2139—10R P 320]-D 20 T2139—10R T20
T2139—12.5R P 320[J]-D 25 T2139—12.5R T30
T2139—-15R P 320[]-D 30 T2139—15R T30
T2139—16R P 320[]-D 32 T2139—15R T30

& VIRIBENRAREIE, HiRlF, SEUIAIRE. AREMKAER.
TR A FEE AR I T RSB R RIHIE.

(=~ Cutting ability and precision are good, the row of cut is good, high—speed cutting stability, and has a wide range of applications.

Can be applied to abrasive materials used in finishing and the manufacture of gas turbine blades.
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High Precision Tools

TP30° /45° |60° fIfa7]

TP30° /45° /60°

Chamfer end mill

® T{[30° | 45°  60° JJHl, IRAEEIR —
o EAMIAOE—ARsEKRE |D|- ¥
1
% Can be 30° ,45° 60° cutting, can be chamfered. [}
% Milling machine for machining centers and general use. L. B o
pilR= DAL | R~ Size
Cat. No No.of flues o ° D di d L L2
TP16R—30° —10X 35—C20 2 30 35 10 20 120 90
TP16R—45° —5x21—-C16 1 45 21 5 16 120 90
TP16R—45° —10X 31—C20 2 45 31 10 20 120 90
TP22R—45° —20X50—-C25 3 45 50 20 25 130 90
TP22R—45° —20 X 50—C32 3 45 50 20 32 160 90
TP22R—45° —35X 63—C32 3 45 63 35 32 160 90
TP16R—60° —10 X 24—C20 1 60 24 10 20 120 90
TP22R—60° —20 X 35—C20 1 60 35 20 20 120 90
BLf§ Mating
RIE Cat. No J1K  Insert JE#R Clamp piece HEET  Clamp screw $RFE wrench
TP11 TPUN110308 TP—11 3/164H! L3
TP16 TPMN160308 TP—16 1/44:%1 L4
TP22 TPUN220408 TP—-22 5/164>%1 L5
EHJTIE Insert
N | w ) S i
S S| 8|8 TR RF (mm) ;F'gg
— (Te) o
Cat., No Bl X| Q| g Insert shape d S1 Lo Dester
TPKN1603PDR ° ° ° 9.525 | 3.18 | Fc(without)
TPMN1603PDR e | o | o o 9.525 | 3.18 |7 (without) | MITSUBISHI
TPKN2204PDR o | o | o X g 12.7 | 4.76 | It (without) (=%)
TPMN220408 : 12.7 | 4.76 | I (without)
TPUN110308 ° ~.-‘J"' 6.35 | 3.18 | Fc(without) ROSS
TPMN110308 ) 6.35 | 3.18 |Fc(without)
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XCZIIEeREES

XC-function drill

s R~ Size

Cat. No D d L L3
XC—08R—3D—80—C12 8 12 24 80
XC—08L—3D—80—C12 8 12 24 80
XC—10R—3D—85—C12 10 12 30 85
XC—10L—3D—85—C12 10 12 30 85
XC—12R—3D—95—-C16 12 16 36 95
XC—12L—3D—95—C16 12 16 36 95
XC—14R—3D—100—C16 14 16 42 100
XC—14L—3D—100—C16 14 16 42 100
XC—16R—3D—110—C20 16 20 48 110
XC—16L—3D—110—C20 16 20 48 110
XC—20R—3D—130—C25 20 25 60 130
XC—20L—3D—130—C25 20 25 60 130
XC—25R—3D—150—C32 25 32 75 150
XC—08R—4D—95—-C12 8 12 32 95
XC—08L—4D—95—C12 8 12 32 95
XC—10R—4D—-100—C12 10 12 40 100
XC—10L—4D—100—C12 10 12 40 100
XC—12R—4D—-110—C16 12 16 48 110
XC—12L—4D—110—C16 12 16 48 110
XC—14R—4D—120—C16 14 16 56 120
XC—14L—4D—120—C16 14 16 56 120
XC—16R—4D—130—C20 16 20 64 130
XC—16L—4D—130—C20 16 20 64 130
XC—20R—4D—150—C25 20 25 80 150
XC—20L—4D—150—C25 20 25 80 150
XC—21R—4D—150—C25 21 25 84 150
XC—22R—4D—160—C25 22 25 88 160
XC—24R—4D—175—C25 24 32 96 175
XC—25R—4D—175—C25 25 32 100 175

BLf$ Mating
flE  Cat. No EHET]F  Insert $E£T  Clamp screw #FE wrench

XC—08R—3D—80—-C12 XCMTO0401 M1.8x4 T6
XC—10R—3D—85—C12 XCMT0502 M2.0x5 T6
XC—12R—3D—-95—-C16 XCMT0602 M2.2x5 T7
XC—14R—3D—100—C16 XCMTO0703 M2.5x6 T8
XC—16R—3D—110—C20 XCMTO0803 M3.0x7 T10
XC—20R—3D—130—C25 XCMT10T3 M3.5x%8 T15
XC—25R—3D—150—C32 XCMT1705 M4 5% 10 T20
XC—08R—4D—95—C12 XCMTO0401 M1.8x%4 T6
XC—10R—4D—100—C12 XCMT0502 M2.0x5 T6
XC—12R—4D—110—C16 XCMT0602 M2.2x%x5 T7
XC—14R—4D—120—C16 XCMTO0703 M2.5x6 T8
XC—16R—4D—130—C20 XCMTO0803 M3.0x7 T10
XC—20R—4D—150—C25 XCMT10T3 M3.5%x8 T15
XC—24R—4D—175—-C32 XCMT1705 M4.5x% 10 T20




HAFFMAN

High Precision Tools

SP#EFIUREH k

SP Disposable rapid drilling tools

BS Rt Size
Cat. No D D1 D2 L3 L2 L1 L
SP12.5—C20—4D—05 12.5 50 70 52 120
SP13—-C20—4D—-05 13.0 50 70 52 120
SP13.5—C20—4D—05 13.5 20 25 50 74 56 124
SP14—C20—4D—-05 14.0 50 74 56 124
SP14,5—C20—4D—05 14.5 50 79 60 129
SP15—-C20—4D—-05 15.0 50 79 60 129
SP15.5—C25—4D—06 15.5 56 84 64 140
SP16—C25—4D—06 16.0 56 84 64 140
SP16.5—C25—4D—06 16.5 56 88 68 144
SP17—-C25—4D—-06 17.0 56 88 68 144
SP17.5—C25—4D—06 17.5 56 93 72 149
SP18—-C25—4D—-06 18.0 56 93 72 149
SP18.5—C25—4D—06 18.5 25 32 56 97 76 153
SP19—-C25—4D—-06 18.0 56 97 76 153
SP19.5—C25—4D—06 19.5 56 103 80 159
SP20—C25—4D—-06 20.0 56 103 80 159
SP20,5—C25—4D—06 20.5 56 107 84 163
SP21—-C25—4D—-06 21.0 56 107 84 163
SP21.5—C25—4D—06 21.5 56 11 88 167
SP22—-C25—4D—-07 22.0 25 32 56 1M 88 168
SP22.5—C25—4D—07 22 5 25 56 117 92 173
SP22.5—C32—-4D—-07 ’ 32 60 117 92 177
SP23—-C25—4D—-07 23.0 25 56 117 92 173
SP23—-C32—4D—-07 ' 32 60 117 92 177
SP23.5—C25—4D—07 23 5 25 56 122 96 178
SP23.5—C32—-4D—-07 ) 32 60 122 96 182
SP24—C25—4D—-07 24 0 25 56 122 96 178
SP24—C32—4D—-07 ' 32 60 122 96 182
SP24 .5—C25—4D—07 24 5 25 56 127 100 183
SP24 ,5—C32—-4D—07 ) 32 60 127 100 187
SP25—-C25—4D—07 25 0 25 45 56 127 100 183
SP25—-C32—4D—-07 ' 32 60 127 100 187
SP25 ., 5—C25—4D—07 25 5 25 56 131 104 187
SP25,5—C32—-4D—-07 ) 32 60 131 104 191
SP26—C25—4D—07 26.0 25 56 131 104 187
SP26—C32—4D—-07 ’ 32 60 131 104 191
SP26.5—C25—4D—07 265 25 56 135 108 191
SP26,5—C32—4D—07 ) 32 60 135 108 195
SP27—-C25—4D—07 27.0 25 56 135 108 191
SP27—-C32—4D—-07 ’ 32 60 135 108 195
SP27.5—C25—4D—07 27 5 25 56 140 112 196
SP27.5—C32—4D—-07 ’ 32 60 140 112 200




SPiEFIUHRE Sk

SP Disposable rapid drilling tools

]

=B RS
End Mill

it R~f Size
Cat, No D D1 D2 L3 L2 L1 L
SP28—-C25—4D—-09 28.0 25 56 140 112 196
SP28—-C32—4D—-09 ’ 32 60 140 112 200
SP28.5—-C25—4D—09 28 5 25 45 56 144 116 200
SP28,5-C32—-4D—-09 ' 32 60 144 116 204
SP29—-C25—4D—-09 290 25 56 144 116 200
SP29-C32—4D—-09 ’ 32 60 144 116 204
SP29.5—-C25—4D—09 29 5 32 60 151 120 211
SP29,5-C32—-4D—-09 ' 40 70 151 120 221
SP30—C32—4D—-09 30.0 32 60 151 120 211
SP30—C40—4D—-09 ’ 40 70 151 120 221
SP31-C32—4D—-09 31.0 32 55 60 156 124 216
SP31—-C40—4D-09 ’ 40 70 156 124 226
SP32—-C32—4D—-09 2.0 32 60 160 128 220
SP32—-C40—-4D—-09 ’ 40 70 160 128 230
SP33—-C32—4D—-09 330 32 60 165 132 225
SP33—-C40—-4D—-09 ’ 40 70 165 132 235
SP34—C32—4D—11 340 32 60 169 136 229
SP34—C40—4D—11 ’ 40 70 169 136 239
SP35—C32—4D—11 350 32 60 174 140 234
SP35—C40—4D—11 ’ 40 70 174 140 244
SP36—C32—4D—11 36.0 32 55 60 179 144 239
SP36—C40—4D—11 ’ 40 70 179 144 249
SP37—C32—4D—11 37.0 32 60 184 148 244
SP37—C40—4D—11 ’ 40 70 184 148 254
SP38—C32—4D—11 380 32 60 189 152 249
SP38—C40—4D—11 ’ 40 70 189 152 259
SP39—-C32—4D—11 390 32 60 193 156 253
SP39—-C40—4D—11 ’ 40 70 193 156 263
SP40—C32—4D—11 400 32 60 60 198 160 258
SP40—C40—4D—11 ’ 40 70 198 160 268
SP41—-C40—4D—11 41.0 40 70 203 164 273
SP42—-C40—-4D—-14 42.0 70 207 168 277
SP43—C40—4D—14 43.0 70 212 172 282
SP44—C40—-4D—-14 44 .0 70 216 176 286
SP45—-C40—-4D—-14 45.0 70 222 180 292
SP46—C40—4D—14 46.0 40 60 70 227 184 297
SP47—C40—4D—14 47.0 70 231 188 301
SP48—C40—4D—-14 48.0 70 236 192 306
SP49—-C40—-4D—14 49.0 70 240 196 310
SP50—C40—4D—14 50.0 70 245 200 315
Bt 4 Mating
#IE Cat. No EELTIE  Insert BEET  Clamp screw $RF wrench

SP12.5—SP15 SPMG050204 DG M2.0x 4 T6

SP15.5—SP21.5 SPMG060204 DG M2.2x5 T7

SP22—-SP27.5 SPMGO06T308 DG M2.5x6 T8

SP28—SP33 SPMG0390408 DG M3.5x%8 T15

SP34—SP41 SPMG110408 DG M4 x9 T15

SP32—SP50 SPMG140512 DG Mb5x 10 T20




HAFFMAN

High Precision Tools

WCHFIURiES

WC Disposable rapid drilling tools

(3f&F<)
pil =3 R~ Size

Cat. No D L L1 L2 L3 d
WC14—42—-C25—-3D 14 139 79 59 42
WC15—45—-C25—-3D 15 143 83 62 45
WC16—48—C25—3D 16 146 90 69 48 25
WC17-51-C25—-3D 17 150 94 73 51
WC18-54—C25—3D 18 155 99 77 54
WC19-57—-C25—-3D 19 159 103 81 57
WC20-60—-C32—-3D 20 165 108 86 60
WC21-63—C32—-3D 21 169 113 89 63
WC22—66—C32—3D 22 173 117 93 66
WC23—-69—-C32—-3D 23 178 122 97 69
WC24—-72—C32—-3D 24 183 127 102 72
WC25—-75—-C32—-3D 25 188 132 106 75
WC26—78—C32—3D 26 196 136 109 78
WC27-81—-C32-3D 27 200 140 113 81
WC28—84—C32—-3D 28 205 145 117 84
WC29—-87—-C32—-3D 29 209 149 121 87 32
WC30—-90—-C32—-3D 30 215 155 126 90
WC31-93—-C32—-3D 31 220 160 130 93
WC32—-96—C32—-3D 32 224 164 134 96
WC33—-99—-C32—-3D 33 229 169 138 99
WC34—-102—-C32—-3D 34 233 173 142 102
WC35—-105—C32—-3D 35 238 178 146 105
WC36—108—C32—3D 36 241 181 149 108
WC37—-111-C32—-3D 37 244 184 152 11
WC38—-114—C32—-3D 38 247 187 155 114
WC39—-117—-C32—-3D 39 256 196 162 117
WC40—120—C40—-3D 40 260 200 166 120
WC41-123—-C40-3D 41 265 205 170 123
WC42—-126—C40—-3D 42 269 209 174 126 40
WC43—-129—-C40-3D 43 274 214 178 129
WC44—132—C40—-3D 44 289 219 182 132

= ERN, RESEROHK, MEMIRSFGRIEEL.
fERFECNCE KR, TR O ESHMERTS OREFIT.

(=~ Use, high—pressure center as far as possible the water, increase blade life and BTA sex.
When used in CNC lathe, the tool center point to be parallel with the machine spindle center.



ety MR
39 End Mill

WCHFIURiE Sk

WC Disposable rapid drilling tools

(3fFI<)
il R~ Size
Cat. No D L L1 L2 L3 d
WC45—135—C40—-3D 45 294 223 186 135
WC46—138—C40—3D 46 299 227 190 138
WC47—-141—C40—-3D 47 303 231 194 141
WC48—144—C40-3D 48 307 235 198 144
WC49—147—-C40—-3D 49 313 239 202 147
WC50—150—-C40—-3D 50 315 243 206 150
WC51—-153—C40—-3D 51 319 247 210 153
WC52—-156—C40—-3D 52 323 251 214 156
WC53—159—C40—-3D 59 327 255 218 159 40
WC54—162—C40—-3D 54 331 259 222 162
WC55—165—C40—3D 55 335 263 226 165
WC56—168—C40—3D 56 339 267 230 168
WC57—-171—-C40-3D 57 343 271 234 171
WC58—174—C40—-3D 58 347 275 238 174
WC59—177—C40—-3D 59 351 279 242 177
WC60—180—C40—-3D 60 355 283 246 180
BLf4 Mating
flE  Cat. No ERET]F  Insert $E£T  Clamp screw #FE wrench

WC14—WC20 WCMX030208 M2.5%6.5 T8
WC21-WC25 WCMX040208 M2.5%6.5 T8
WC26—WC30 WCMX050308 M3.0x7 T8
WC31-WC41 WCMX06T308 M3.5%8 T15
WC42—-WC60 WCMX080408 M4 .,0x11.5 T15




HAFFMAN

High Precision Tools

WCHFIURiES

WC Disposable rapid drilling tools

(4fE1K)
pidlE= R~ Size

Cat. No D L L1 L2 L3 d
WC14—-56—C25—4D 14 139 79 59 56
WC15—-60—-C25—4D 15 143 83 62 60
WC16—64—C25—4D 16 146 90 69 64 25
WC17—68—C25—4D 17 150 94 73 68
WC18—72—C25—4D 18 155 99 77 72
WC19-76—C25—4D 19 159 103 81 76
WC20—-80—C32—4D 20 165 108 86 80
WC21-84—C32—4D 21 169 113 89 84
WC22—88—C32—4D 22 173 17 93 88
WC23—92—C32—4D 23 178 122 97 92
WC24—-96—C32—4D 24 183 127 102 96
WC25—-10—-C32—-4D 25 188 132 106 100
WC26—104—C32—4D 26 196 136 109 104
WC27—108—C32—4D 27 200 140 113 108
WC28—-112—C32—4D 28 205 145 117 112
WC29—-116—C32—4D 29 209 149 121 116 32
WC30—-120—-C32—4D 30 215 155 126 120
WC31—124—C32—4D 31 220 160 130 124
WC32—128—C32—4D 32 224 164 134 128
WC33—-132—-C32—4D 33 229 169 138 132
WC34—-136—C32—4D 34 233 173 142 136
WC35—-140—-C32—-4D 35 238 178 146 140
WC36—144—C32—4D 36 241 181 149 144
WC37—148—C32—4D 37 244 184 152 148
WC38—-152—C32—4D 38 247 187 155 152
WC39—-156—C32—4D 39 256 196 162 156
WC40—-160—C40—4D 40 260 200 166 160
WC41—164—C40—4D 41 265 205 170 164
WC42—-168—C40—4D 42 269 209 174 168 40
WC43—-172—C40—-4D 43 274 214 178 172
WC44—176—C40—4D 44 289 219 182 176

= ERE, RESEROHK, MEMIRSFGRIES.
fERFCNCERE, TIRPOISHMERTPOREFIT.

(=~ Use, high—pressure center as far as possible the water, increase blade life and BTA sex.

When used in CNC lathe, the tool center point to be parallel with the machine spindle center,



WCHEFIURIE 3k

WC Disposable rapid drilling tools

Bz N 25
a1 End Mill

s RSF Size

Cat. No D L L1 L2 L3 d
WC45—180—C40—4D 45 294 223 186 180
WC46—184—C40—4D 46 299 227 190 184
WC47—188—C40—4D 47 303 231 194 188
WC48—192—C40—4D 48 307 235 198 192
WC49—196—C40—4D 49 313 239 202 196
WC50—-200—C40—4D 50 315 243 206 200
WC51—-204—C40—4D 51 319 247 210 204
WC52—-208—C40—4D 52 323 251 214 208
WC53—-212—C40—4D 53 327 255 218 212 40
WC54—-216—C40—4D 54 331 259 222 216
WC55—220—C40—4D 55 335 263 226 220
WC56—224—C40—4D 56 339 267 230 224
WC57—-228—C40—4D 57 343 271 234 228
WC58—-232—C40—4D 58 347 275 238 232
WC59—-236—C40—4D 59 351 279 242 236
WC60—240—C40—4D 60 355 283 246 240

Dx4 &5 #7304 POINT SPECIFICATION
s R~F Size

Cat. No D L L1 L2 L3 d
WC16.5—64—C25—4D 16.5 146 90 69 64 25
WC17.5—68—C25—4D 17.5 150 94 73 68
WC18.5—72—C25—-4D 18.5 155 99 77 72 25
WC19.5-76—C25—-4D 19.5 159 103 81 76
WC20.5—80—-C32—4D 20.5 165 108 85 80
WC21.5—-84—-C32—-4D 21.5 169 113 89 84
WC22.5—-88—C32—4D 22.5 173 117 93 88
WC23.5—-92—-C32—-4D 23.5 178 122 97 92 32
WC24 ,5—96—C32—4D 245 183 127 102 96
WC25,5—-100—-C32—4D 25.5 188 131 106 100
WC26.5—104—C32—4D 26.5 193 136 110 104

BL{F Mating
#IE Cat. No EELTIE  Insert BE£T  Clamp screw $FFE wrench

WC14—-WC20 WCMX030208 M2.5%6.5 T8
WC21-WC25 WCMX040208 M2.5%6.5 T8
WC26—WC30 WCMX050308 M3.0x7 T8
WC31-WC41 WCMX06T308 M3.5%8 T15
WC42—-WC60 WCMX080408 M4.0x11.5 T15




