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Patented in Japan, China, Korea, Taiwan,
Germany, Switzerland, Liechtenstein, and Thailand

MIHEAEIRR AOODIRICHESE) Material Applications (¥ Highly Recommended © Recommended O Suggested)

# Bl # Work Material
RFRE a2l | JUN-RVE BANSE ik FPIVZEE | J5T74 b Fil il ASANDEE | FHYVEE | BMMGE | BESE e
CARBON | ALLOY | PREHARDENED HARDENED STEELS CAST IRON | ALUMINUM | GRAPHITE | COPPER | PLASTICS | GLASS | TITANIUM | HEAT |CEMENTED| HARDBRITTLE
S;EEIéS SSKTEEIEESM S’\TlEE}L(S ALLOYS Fll_sl.EgS ALLOYS RESISgAé\IT CARBIDE (NON-METALEIC)
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350 SUS HPM 55HRC 60HRC 70HRC
© @) O O O O @) O O

%55  Features
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The new tip geometry is ideal for Z axis milling (drilling) on horizontal surfaces.

The chosen carbide grade offers excellent resistance to chipping.
The low friction characteristics of the coating offers excellent chip evacuation and long tool life.
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A5t 89 BYEE Total 89 models

RIE
Model

Number

CZS 4010-0150

CZS 4010-0250

CZS 4011-0250

CZS 4012-0250

CZS 4013-0300

CZS 4014-0300

CZS 4015-0225

CZS 4015-0400

CZS 4016-0400

CZS 4017-0400

CZS 4018-0400

CZS 4019-0400

CZS 4020-0300

CZS 4020-0600

CZS 4021-0600

CZS 4022-0600

CZS 4023-0600

CZS 4024-0600

*BINZYE  Additional model

S
0
L
PALES AR VeI OT—I\A
Outside Length Shank Taper
Diameter of Cut Angle
oD 2 Bta
1.5
1 16°
2.5
1.1 25 16°
1.2 245 16°
1.3 3 16°
1.4 3 16°
2.25
1.5 16°
4
1.6 4 16°
1.7 4 16°
1.8 4 16°
1.9 4 16°
3
2 16°
6
2.1 6 16°
2.2 6 16°
2.3 6 16°
24 6 16°

Yy OT—)\AIGERTY.

D—0 EDFHNDEIFISSEHTRA L TR L T EE0,
vV OBET—O DEMICTERL T,
The shank taper angle shown is not an exact value and to avoid

contact with the work piece, we recommend the user controls the
precise value of this angle. Shank taper angle should not make

contact with the work piece.

S
Overall
Length

L

50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50

50

v IOR
Shank
Diameter
od

4

4

N A B SN N

IN
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IN

837 Unit (mm)

TE{
Price

¥
6,900
6,900
8,630
8,630
8.630
8,630
6,900
6,900
8,630
8,630
8,630
8.630
6.300
6.300
7.870
7.870
7.870

7.870




UTCOAT 4% meeEsigzo SBMIARZI7IY RS/ 4 Flute Highly Efficient Square End Mills for both Drilling & Slotting

BIFE
Model
Number
CZS 4025-0375
CZS 4025-0800
CZS 4026-0800
CZS 4027-0800
CZS 4028-0800
CZS 4029-0800
CZS 4030-0450
CZS 4030-0800
CZS 4031-0800
CZS 4032-0800
CZS 4033-0800
CZS 4034-0800
CZS 4035-1000
CZS 4036-1000
CZS 4037-1000
CZS 4038-1000
CZS 4039-1000
CZS 4040-0600
CZS 4040-1100
CZS 4041-1100
CZS 4042-1100
CZS 4043-1100
CZS 4044-1100
CZS 4045-1100
CZS 4046-1100
CZS 4047-1100
CZS 4048-1100
CZS 4049-1100
CZS 4050-0750
CZS 4050-1300
CZS 4051-1300
CZS 4052-1300
CZS 4053-1300
CZS 4054-1300
CZS 4055-1300
CZS 4056-1300
CZS 4057-1300
CZS 4058-1300
CZS 4059-1300

¥IEfNELE  Additional model

sz
Outside
Diameter

oD

25

2.6
2.7
2.8

2.9

3.1
3.2
3.3
34
3.5
3.6
3.7
3.8

3.9

4.1
4.2
43
44
45
46
47
48

4.9

5.1
5.2
5.3
54
55
5.6
5.7
5.8

5.9

AR
Length
of Cut

e

3.75

8

v IT—I\A
Shank Taper
Angle
Bta

2R
Overall
Length
L

50
50
50
50
50
50
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60
60

60

VIO
Shank
Diameter
od

4

4
a
4

A
Price

6,300
6,300
7.870
7.870
7.870
7.870
7.500
7.500
9,400
9,400
9,400
9,400
8,700
9,400
9,400
9,400
9,400
7.800
7.800
9,750
9,750
9,750
9,750
9,300
9,750
9,750
9,750
9,750
8,400
8,400
10,500
10,500
10,500
10,500
9,600
10.500
10,500
10,500

10,500



UTCOAT 4% meeEsigzo SBMIARZI7IY RS/ 4 Flute Highly Efficient Square End Mills for both Drilling & Slotting

BIFE
Model
Number
CZS 4060-0900
CZS 4060-1300
CZS 4060-1800
CZS 4065-1600
CZS 4070-1050
CZS 4070-1600
CZS 4070-2100
CZS 4075-1600
CZS 4080-1200
CZS 4080-1900
CZS 4080-2400
CZS 4085-1900
CZS 4090-1350
CZS 4090-1900
CZS 4090-2700
CZS 4095-1900
CZS 4100-1500
CZS 4100-2200
CZS 4100-3000
CZS 4105-2200
CZS 4110-1650
CZS 4110-2200
CZS 4110-3300
CZS 4115-2200
CZS 4120-1800
CZS 4120-2600
CZS 4120-3600
CZS 4130-2600
CZS 4160-2400
CZS 4160-3200
CZS 4200-3000
CZS 4200-4000

sz
Outside
Diameter

oD

6.5

75

8.5

9.5

10

10.5

11

12

13

16

20

IR
Length
of Cut

22
30
22
16.5
22
33

22

26
36
26
24
32
30

40

CZS BREICOVWTDHHSE (ARSTIEHRSAI)

1) BHECREUCEREREBEZSH/NVELETOT, BHEEABHLEDELEEL,
2) FBfEZ CIEKFEDIR. thORBEEXFIL CZS LHAREED L. BERE~NHXD LZEL,

v IT—I\A
Shank Taper
Angle
Bta

=R

Overall
Length

L
60

60
60
70
70
70
70
70
70
70
70
80
80
80
80
80
80
80
80
100
100
100
100
100
100
100
100
110
110
110
125

125

IR

Shank

Diameter

od
6

6

20

20

BEIYRIIV

CZS YU—X

(#2544 S50C]
VRIS E

CZS Series
S50C
Milling Video

TEf
Price

8,700

8,700

9,600
12,600
11,300
11,300
12,500
12,600
11.300
11,300
12,500
14,600
13,200
13,200
16,700
14,600
13,200
13,200
14,600
21,000
19,300
19,300
23,000
21,000
19,300
19,300
21,300
26,500
54,200
57,000
79,800

84,000



CZS tDHEIZHZ Milling Conditions

1.5DARY 17 1.5D flute length type

1)
WORK MATERIAL
B PANES IR
Model Outside Length
Number Diameter of Cut
(mm) (mm)
4010-0150 1 1.5
4015-0225 1.5 2.25
4020-0300 2 3
4025-0375 2.5 3.75
4030-0450 3 4.5
4040-0600 4 6
4050-0750 5 75
4060-0900 6 9
4070-1050 7 10.5
4080-1200 8 12
4090-1350 9 13.5
4100-1500 10 15
4110-1650 11 16.5
4120-1800 12 18
4160-2400 16 24
4200-3000 20 30
ThAFHFRE
Milling Amount
(mm)
)
WORK MATERIAL
B 4z A
Model Outside Length
Number Diameter of Cut
(mm) (mm)
4010-0150 1 1.5
4015-0225 1.5 2.25
4020-0300 2 3
4025-0375 2.5 3.75
4030-0450 3 45
4040-0600 4 6
4050-0750 5 75
4060-0900 6 9
4070-1050 7 10.5
4080-1200 8 12
4090-1350 9 13.5
4100-1500 10 15
4110-1650 11 16.5
4120-1800 12 18
4160-2400 16 24
4200-3000 20 30
YhAGHRE
Milling Amount
(mm)

B3R
Spindle
Speed
(min™)
18,000
16,000
12,000
10,000

8,500
7,200
6,000
5,000
4,200
3,500
2,900
2,300
2,050
1,850

1,380

1,000

EEmRE
Spindle
Speed
(min™)
14,500
13,000
10,000

8,000
6,800
5,700
4,800
4,000
3,400
2,700
2,300
1,900
1,700
1,550

1,100

880

k= CARBON STEELS
S45C / S50CHEE#1 Annealed Materials

(~225HB)
ZYAd Vertical 7BtIH Slotting
EDEE ap XD IRE ap
Feed Axial Feed Axial
Rate Depth Rate Depth
(mm/min) (mm) (mm/min) (mm)
150 1 200 1
200 1.5 550 15
200 2 550 2
300 25 950 25
300 3 950 3
300 4 950 4
300 5 1,000 5
300 6 1,000 6
300 7 1,000 7
300 8 950 8
300 9 950 9
300 10 900 10
280 11 900 11
260 12 850 12
7;3"_37%_166
150% St’?;];:;%gunt: 1.6 830% 8
ax 10 depth
ij_"yj%Z
1505 g ACIE e, 8% 10
Max 10 depth
ey .
s %o Do 01D » gg;g%D

(10 mm& ) Max 10 mm

&% ALLOY STEELS
SK / SCM#Es%i#4 Annealed Materials
(225~325HB)

ZtiAd Vertical 7BtIH Slotting
EDIRE ap EDEE ap
Feed Axial Feed Axial
Rate Depth Rate Depth
(mm/min) (mm) (mm/min) (mm)
50 1 150 1
80 1.5 400 1.5
80 2 400 2
100 2.5 650 25
100 3 650 3
110 4 650 4
110 5 700 5
120 6 700 6
1101 6 700 7
11031 6 700 8
10031 6 700 9
1001 6 650 10
9031 6 650 11
801 6 600 12
Z?_:Jj;Em
ARE0FXT
150%2 St&p Xmount: 1.6 400% 8
ax 10 depth
Xi\f()?iiz
150%2 StepcAmount: 2 400 10
Max 10 depth
#=< Depth 1D
¥1 6 mm3 C Max 6 mm ap:1D
%2 R’E Depth 0.1D % ap:0.5D

(10 mm&E ) Max 10 mm

BIELHI Side Milling

XD RE ap ae
Feed Axial Radial
Rate Depth Depth

(mm/min) (mm) (mm)

1,200%% 1.5 0.1

1,800 2.25 0.15

1,800 3 0.2

2,400 BY75 0.25

2,400 45 0.3

1,350 6 0.8

1,500 75 1

1,600 9 1.2

1,500 10.5 1.4

1,400 12 1.6

1,300 13.5 1.8

1,200 15 2

1,150 16.5 2.2

1,100 18 2.4

550 24 3.2
500 30 4

ap:2HE Length of Cut
ae¢:0.2D
% @e:0.1D

RIELDH Side Milling

EDHE ap ae
Feed Axial Radial
Rate Depth Depth

(mm/min) (mm) (mm)
9003 1.5 0.1

1,200% 2.25 0.15

1,200 3 0.2

1,8003% BY5) 0.25

1,800% 45 0.3

1,000 6 0.8

1,100 75 1

1,200 9 1.2

1,150 10.5 1.4

1,050 12 1.6

1,000 13.5 1.8
900 15 2
850 16.5 2.2
800 18 2.4
440 24 3.2
440 30 4

ap: X Length of Cut
ae:0.2D
% a@:0.1D



CZS tDHEIZHZ Milling Conditions

1)
WORK MATERIAL
B PA S
Model Outside
Number Diameter
(mm)
4010-0150 1
4015-0225 1.5
4020-0300 2
4025-0375 2.5
4030-0450 3
4040-0600 4
4050-0750 5
4060-0900 6
4070-1050 7
4080-1200 8
4090-1350 9

4100-1500 10
4110-1650 11
4120-1800 12

4160-2400 16

4200-3000 20
VhAHFRE
Milling Amount
(mm)
HRHIE
WORK MATERIAL
B Sz
Model Outside
Number Diameter
(mm)
4010-0150 1
4015-0225 1.5
4020-0300 2
4025-0375 2.5
4030-0450 3
4040-0600 4
4050-0750 5
4060-0900 6
4070-1050 7
4080-1200 8
4090-1350 9

4100-1500 10
4110-1650 1
4120-1800 12

4160-2400 16

4200-3000 20

tHAFHRE
Milling Amount
(mm)

A&
Length
of Cut
(mm)

1.5
2.25
3
3.75
45
6
75
9
10.5
12
135
15
16.5
18

24

30

PSR
Length
of Cut
(mm)

1.5
2.25
3
3.75
4.5
6
75
9
10.5
12
13.5
15
16.5
18

24

30

—giEEREEMES STRUCTURAL STEELS
4

SS400
X UIHIMODERZ#E L £ T (ZUIARF#ZR) . Recommend cutting oils. (Use cutting oils for vertical milling.)

B3R
Spindle
Speed
(min™)
18,000
16,000
12,000
10,000

8,500
7,200
6,000
5,000
4,200
3,500
2,900
2,300
2,050
1,850

1,380

1,000

EEmRE
Spindle
Speed
(min™)
14,500
13,000
10,000

8,000
6,800
5,700
4,800
4,000
3,200
2,400
1,800
1,400
1,250
1,250

1,250

1,000

ZYAd Vertical 7BtIH Slotting BIELIHI Side Milling
EDEE ap EDEE ap XD RE ap ae
Feed Axial Feed Axial Feed Axial Radial
Rate Depth Rate Depth Rate Depth Depth
(mm/min) (mm) (mm/min) (mm) (mm/min) (mm) (mm)
10031 0.25 4001 0.25 1,2003% 1.5 0.1
10031 0.375 6001 0.375 1,800% 2.25 0.15
20031 05 6001 05 1,8003% 3 0.2
300 1.25 950 25 2,400 BY75 0.25
300 1.5 950 3 2,400 45 0.3
300 2 950 4 1,350 6 0.8
300 2.5 1,000 5 1,500 75 1
300 3 1,000 6 1,600 9 1.2
300 35 900 7 1,500 10.5 1.4
250 4 850 8 1,400 12 1.6
250 45 800 9 1,300 13.5 1.8
200 5 750 10 1,200 15 2
200 55 750 11 1,150 16.5 2.2
180 6 700 12 1,100 18 2.4
AT vIE16
15032 Stﬁ?ﬂ]gi?m 830%2 8 550 2 32
ax 10 depth
33‘"‘/7’%2
1502 GAIN0EC, s 10 500 30 4
Max 10 depth
i ray . . .
%4 %g ngm 8.320 » g;; ':5.[.)250 2: (%E Length of Cut
%2 R Depth 0.1D %2 @p:05D % @:01D

(10 mm&E ) Max 10 mm

A7V A$ STAINLESS STEELS

SUS304
& YIHEROERDETY . Use cutting oils.
ZtiAd Vertical 7B Slotting RIELIE] Side Milling
EDEE ap EDEE ap EDIRE ap ae
Feed Axial Feed Axial Feed Axial Radial
Rate Depth Rate Depth Rate Depth Depth
(mm/min) (mm) (mm/min) (mm) (mm/min) (mm) (mm)
150 0.25 250 1 1,0003% 1.5 0.05
150 0.375 270 15 1,500 2.25 0.075
100 05 270 2 1,5003% 3 0.1
100 0.625 300 25 2,0003% BY5) 0.125
80 0.75 300 3 2,000 45 0.15
90 1 350 4 1,150 6 0.4
100 1.25 400 5 1,300 75 0.5
100 1.5 400 6 1,300 9 0.6
100 1.75 350 7 1,300 10.5 0.7
903 2 300 8 1,200 12 0.8
90 2 250 9 1,100 13.5 0.9
80 2 200 10 1,000 15 1
803 2 200 11 900 16.5 1.1
703% 2 180 12 900 18 1.2
703% 2 450% 6.4 440 24 1.6
70% 2 450 8 440 30 2
) e Depth 0.25D ap:1D ap_ﬁ@ﬂﬁ Length of Cut
¥ RS Depth2mmZxzT % @p:0.4D @e:0.1D

Max 2 mm ¥ @e:0.06D



CZS tDHEIZHZ Milling Conditions

1) ZUJ\—k$ PREHARDENED STEELS
WORK MATERIAL HPM 7 NAK
(30~45HRC)
o~ oz TE R . ZYAd Vertical \ ,EUJEIJ Slotting . RIEIHI Side Milling
Model Outside Length Spindle EOEE ap EDRE ap XD RE ap 8e
Number Diameter of Cut Speed Feed Axial Feed Axial Feed Axial Radial
(mm) (mm) (min™) Rate Depth Rate Depth Rate Depth Depth
(mm/min) (mm) (mm/min) (mm) (mm/min) (mm) (mm)
4010-0150 1 1.5 14,500 100 05 120 1 6003 1.5 0.05
4015-0225 1.5 2.25 12,000 150 0.75 320 1.5 9003 2.25 0.075
4020-0300 2 3 9,000 150 1 320 2 9003 3 0.1
4025-0375 2.5 Y75 7,500 200 1.25 520 25 1,200% 3.75 0.125
4030-0450 3 45 6,800 200 1.5 520 3 1,2003% 45 0.15
4040-0600 4 6 5,100 220 2 520 4 700 6 0.4
4050-0750 5 7.5 4,050 240 25 520 5 850 7.5 05
4060-0900 6 9 3,300 240 3 520 6 1,000 9 0.6
4070-1050 7 10.5 2,900 2403 3 50031 6 1,000 10.5 0.7
4080-1200 8 12 2,300 2203 3 47031 6 900 12 0.8
4090-1350 9 13.5 1,900 2203 3 47031 6 900 13.5 09
4100-1500 10 15 1,500 200 3 45031 6 900 15 1
4110-1650 11 16.5 1,350 2003 3 45031 6 850 16.5 1.1
4120-1800 12 18 1,200 180 3 42031 6 800 18 1.2
4160-2400 16 24 1,110 150% 3 400%2 4~8 4403 24 0.8
4200-3000 20 30 880 150 3 400%%2 5~10 4403 30 1
N Nl ap:1D .
(mm) ® e Uep 50 8:0.25~05D % @:0.05D
) BEANE HARDENED STEELS
WORK MATERIAL SKD / SKT / STAVAX
(45~55HRC)
I s B %EEE %Dﬁgﬂﬁaf Vertlcz %ng’u Slottlng; %Dggﬁﬂﬁiﬂﬁu é?lde Milling .
ndodel | Outside | Length Do Feed Axl Feed Axil Feed Axl Radial
(mm) (mm) (min™ Rate Depth Rate Depth Rate Depth Depth
(mm/min) (mm) (mm/min) (mm) (mm/min) (mm) (mm)
4010-0150 1 1.5 12,900 80 0.25 50%1 0.25 3003 1.5 0.05
4015-0225 1.5 2.25 10,000 150 0.375 10031 0.375 650 2.25 0.075
4020-0300 2 3 8,200 150 05 150%1 05 6503% 3 0.1
4025-0375 2.5 3.75 7,000 250 0.625 300 25 1,000 3.75 0.125
4030-0450 3 45 6,120 250 0.75 300 3 1,000 45 0.15
4040-0600 4 6 5,000 220 1 320 4 600 6 0.4
4050-0750 5 75 4,300 180 1.25 340 5 800 75 0.5
4060-0900 6 9 3,600 160 1.5 360 6 1,000 9 0.6
4070-1050 7 105 2,800 160 1.5 320 7 1,000 10.5 0.7
4080-1200 8 12 2,100 1503 1.5 280 8 1,000 12 0.8
4090-1350 9 135 1,600 130 1.5 240 9 950 135 0.9
4100-1500 10 15 1,250 120% 1.5 200 10 750 15 1
4110-1650 11 16.5 1,150 1103 1.5 190 11 720 16.5 1.1
4120-1800 12 18 1,050 1103 1.5 180 12 700 18 1.2
4160-2400 16 24 800 503 1.5 3003%2 1.6 3203 24 0.8
4200-3000 20 30 630 50% 1.5 30022 2 3203 30 1
thAd RS Zmx . . aD ap: 2 H Length of Cut
e « TSnmeeibos ) S8R0 240



CZS tDHEIZHZ Milling Conditions

L¥aS5—ARYa 7 Standard flute length type

RIFE
Model
Number

4010-0250
4020-0600
4030-0800
4040-1100
4050-1300
4060-1300
4070-1600
4080-1900
4090-1900
4100-2200
4110-2200
4120-2600
4130-2600

4160-3200

4200-4000

BUF
Model
Number

4010-0250
4020-0600
4030-0800
4040-1100
4050-1300
4060-1300
4070-1600
4080-1900
4090-1900
4100-2200
4110-2200
4120-2600
4130-2600

4160-3200

4200-4000

HHIAA
WORK MATERIAL

Pares
Outside
Diameter

(mm)

—_ -
- O W o0 N U~ WN =

—
w N

ey
(=)

20

thAHRE
Milling Amount
(mm)

A
WORK MATERIAL

sz
Outside
Diameter

(mm)

—_ -
- O W 00 N U~ WN =

—
w N

ey
(=]

20

YHhAGHRE
Milling Amount
(mm)

A&
Length
of Cut
(mm)

25

11
13
13
16
19
19
22
22
26
26

32

40

A&
Length
of Cut
(mm)

25

11
13
13
16
19
19
22
22
26
26

32

40

[EIETRES S
Spindle
Speed
(min™)
18,000
12,000

8,500
7,200
6,000
5,000
4,200
3,500
2,900
2,300
2,050
1,850
1,400

1,380

1,000

[EJERIREE
Spindle
Speed
(min™)
14,500
10,000

6,800
5,700
4,800
4,000
3,400
2,700
2,300
1,900
1,700
1,550
1,100

1,100

880

k= CARBON STEELS
S45C | S50CHEEEH Annealed Materials

(~225HB)
ZYAd Vertical 7BtIH Slotting BIELHI Side Milling
EDIRE ap EDIRE ap EDEE ap Qe
Feed Axial Feed Axial Feed Axial Radial
Rate Depth Rate Depth Rate Depth Depth
(mm/min) (mm) (mm/min) (mm) (mm/min) (mm) (mm)
100 1 2003« 0.5 1,200% 1.5 0.1
150 2 4003 1 1,800 3 0.2
250 3 600 3 2,400 45 0.3
270 4 650 4 1,350 6 0.8
300 5 700 5 1,500 7.5 1
300 6 700 6 1,600 9 1.2
300 7 700 7 1,500 10.5 1.4
300 8 700 8 1,400 12 1.6
300 9 700 9 1,300 13.5 1.8
300 10 700 10 1,200 15 2
280 11 670 11 1,150 16.5 2.2
260 12 650 12 1,100 18 2.4
80 13 300 13 7003% 19.5 1.3
150%% St&p <A_mount: 16 8303 8 550 24 3.2
ax 10 depth
Ziwé%E
RE10FT
1503% Step?mount: P 830 10 500 30 4
Max 10 depth
ZR< Depth 1D . ap:1.5D
5 e Depth 0.1D o B a.:0.2D
(10 mm=7T) Max 10 mm AR % @:0.1D
Gzl ALLOY STEELS
SK / SCM#Esti#4 Annealed Materials
(225~325HB)
Z40523 Vertical 7BIH Slotting RIELIE Side Milling
XD IRE ap XDRE ap EDEE ap ae
Feed Axial Feed Axial Feed Axial Radial
Rate Depth Rate Depth Rate Depth Depth
(mm/min) (mm) (mm/min) (mm) (mm/min) (mm) (mm)
50 1 1503 0.5 9003« 1.5 0.1
80 2 3003 1 1,2003% 3 0.2
100 3 400 3 1,800 45 0.3
110 4 450 4 1,000 6 0.8
110 5 500 5 1,100 75 1
120 6 500 6 1,200 9 1.2
1103%1 6 500 7 1,150 10.5 14
11031 6 500 8 1,050 12 1.6
1001 6 500 9 1,000 13.5 1.8
1003%1 6 500 10 900 15 2
9031 6 450 11 850 16.5 2.2
801 6 450 12 800 18 2.4
25%1 6 180 13 5503% 19.5 1.3
Zg_;y7§1.6
ARE10FET
150%2 St,\P}]p AmoUntH6 3003 8 440 24 3.2
ax 10 depth
Zi‘1y07%52
1503%2 Step(Amount: P 3003 10 440 30 4
Max 10 depth
#=< Depth 1D .
%1 6 mma C Max 6 mm ap:1D gpjé'gB
%2 R Depth 0.1D ¥ ap:0.5D x ae:0'1D
(10 mm=ET) Max 10 mm wogel



CZS tDHEIZHZ Milling Conditions

1) —RRHEISFEREMM STRUCTURAL STEELS
WORK MATERIAL SS400
X UIHIMODERZ#E L £ T (ZUIARF#ZR) . Recommend cutting oils. (Use cutting oils for vertical milling.)
, . ZYAd Vertical 7BtIH Slotting BIELIHI Side Milling
B PANES IR B3R
Model Outside Length szi:ndle EDRE ap EDRE ap D EE ap e
Number Diameter of Cut Speed Feed Axial Feed Axial Feed Axial Radial
(mm) (mm) (min™) Rate Depth Rate Depth Rate Depth Depth
(mm/min) (mm) (mm/min) (mm) (mm/min) (mm) (mm)
4010-0250 1 25 18,000 1003%1 0.25 4001 0.25 1,200% 1.5 0.1
4020-0600 2 6 12,000 2001 05 6001 05 1,800 3 0.2
4030-0800 3 8 8,500 300 1.5 600 3 2,400 4.5 0.3
4040-1100 4 11 7,200 300 2 650 4 1,350 6 0.8
4050-1300 5 13 6,000 300 2.5 700 5 1,500 75 1
4060-1300 6 13 5,000 300 3 700 6 1,600 9 1.2
4070-1600 7 16 4,200 270 35 700 7 1,500 10.5 1.4
4080-1900 8 19 3,500 250 4 700 8 1,400 12 1.6
4090-1900 9 19 2,900 220 45 700 9 1,300 13.5 1.8
4100-2200 10 22 2,300 200 9 700 10 1,200 15 2
4110-2200 11 22 2,050 190 55 680 11 1,150 16.5 2.2
4120-2600 12 26 1,850 180 6 650 12 1,100 18 2.4
4130-2600 13 26 1,100 55 6.5 180 13 5503 19.5 1.3
4160-3200 16 32 1,380 150%%2 Ste/*(A_mount: 16 83032 8 550 24 3.2
ax 10 depth
7(7: wé%E
RE10FXT
4200-4000 20 40 1,000 150%2 Step?m ount: 2 830%2 10 500 30 4
Max 10 depth
SA Ty &< Depth 0.5D . .
TBABRE B Do a:1D a@:1.5D
Miling Amourt 5 2 Deptn 0250 51 ap-0.05D ae:0.2D
(mm) k2 g Depth 0. %2 @p:05D % @:01D
(10 mmZET) Max 10 mm
HHIAA A7 VLA STAINLESS STEELS
WORK MATERIAL SUS304
& YIHEROERDETY . Use cutting oils.
I ez B . ~*D§§Dﬂa} Verticz \*D;‘zz‘ﬁ'u Slotting; s*b’ﬁgﬁﬂﬁiﬂ‘ﬁ'u é?ide Milling .
i i EDRZ priy = EDIR e
gl | el ol Feed Axal Feed Ael Feed Axal Radal
(mm) (mm) (min™ Rate Depth Rate Depth Rate Depth Depth
(mm/min) (mm) (mm/min) (mm) (mm/min) (mm) (mm)
4010-0250 1 25 14,500 150 0.25 250 0.5 1,000 1.5 0.05
4020-0600 2 6 10,000 100 05 270 1 1,500 3 0.1
4030-0800 3 8 6,800 80 0.75 300 1.5 2,000 45 0.15
4040-1100 4 11 5,700 90 1 350 2 1,150 6 0.4
4050-1300 5 13 4,800 100 1.25 400 25 1,300 7.5 05
4060-1300 6 13 4,000 100 15 400 3 1,300 9 0.6
4070-1600 7 16 3,200 100 1.75 350 35 1,300 10.5 0.7
4080-1900 8 19 2,400 9031 2 300 4 1,200 12 0.8
4090-1900 9 19 1,800 901 2 250 45 1,100 13.5 0.9
4100-2200 10 22 1,400 8031 2 200 5 1,000 15 1
4110-2200 11 22 1,250 801 2 200 55 900 16.5 1.1
4120-2600 12 26 1,250 7031 2 180 6 900 18 1.2
4130-2600 13 26 1,050 20%2 15 120 6.5 9003 19.5 0.65
4160-3200 16 32 1,250 70%1 2 4503 1.6 440 24 1.6
4200-4000 20 40 1,000 701 2 4503% 2 440 30 2
< Depth 0.25D
VhAH RS w1 B2 mmEC av:05D ap:1.5D
Milling Amount Max 2 mm depth ” ap:0'1D @e:0.1D
(mm) %2 RE15mMmET ¢ p-y. % ae:0.05D

Max 1.5 mm depth



CZS tDHEIZHZ Milling Conditions

1) ZUJ\—k$ PREHARDENED STEELS
WORK MATERIAL HPM / NAK
(30~45HRC)
, . ZYAd Vertical 7BtIH Slotting BIELHI Side Milling
B PANES IR [EIETRES S
Model Outside Length szi:ndle D RE ap REDRE &p XD ap 8e
Number Diameter of Cut Speed Feed Axial Feed Axial Feed Axial Radial
(mm) (mm) (min™) Rate Depth Rate Depth Rate Depth Depth
(mm/min) (mm) (mm/min) (mm) (mm/min) (mm) (mm)
4010-0250 1 25 12,900 80 05 140 1 270 1.5 0.2
4020-0600 2 6 9,350 110 1 230 2 400 3 0.4
4030-0800 3 8 6,120 120 15 270 3 450 4.5 0.6
4040-1100 4 11 5,250 130 2 320 4 500 6 0.8
4050-1300 5 13 4,460 150 2.5 360 5 540 75 1
4060-1300 6 13 3,600 160 3 360 6 540 9 1.2
4070-1600 7 16 2,850 140% 2 340 7 540 10.5 1.4
4080-1900 8 19 2,320 90 2 320 8 480 12 1.6
4090-1900 9 19 1,700 80 2 250 9 410 13.5 1.8
4100-2200 10 22 1,250 603 2 180 10 340 15 2
4110-2200 11 22 1,100 55% 2 170 11 320 16.5 2.2
4120-2600 12 26 1,050 50% 2 160 12 320 18 2.4
Ay Ay
41302600 13 26 1000 it dianle  seting dsele | 100% 65 3003 195 13
4160-3200 16 32 960 40% 2 350 8 3803 24 1.6
4200-4000 20 40 770 40% 2 3503 10 3803 30 2
ThAF RS Z< Depth 0.5D 1D ap:1.5D
Miling Amount % e Depth 2 mmET % 8n0.5D @e:0.2D
(mm) Max 2 mm pev % @:0.1D
RE BEANSE HARDENED STEELS
WORK MATERIAL SKD / SKT / STAVAX
(45~55HRC)
, . ZYAd Vertical 7BtIH Slotting BIELIHI Side Milling
B PANES IR [EIETRE S
Model Outside Length szi:ndle D RE ap D RE ap XD ap 8e
Number Diameter of Cut Speed Feed Axial Feed Axial Feed Axial Radial
(mm) (mm) (min™ Rate Depth Rate Depth Rate Depth Depth
(mm/min) (mm) (mm/min) (mm) (mm/min) (mm) (mm)
4010-0250 1 25 12,900 80 0.25 50%1 0.25 3003 1.5 0.05
4020-0600 2 6 8,200 150 0.5 1501 0.5 650 3 0.1
4030-0800 3 8 6,120 250 0.75 300 1.5 1,000 4.5 0.15
4040-1100 4 11 5,000 220 1 320 2 500 6 0.4
4050-1300 5 13 4,300 180 1.25 340 2.5 520 7.5 0.5
4060-1300 6 13 3,600 160 1.5 360 3 540 9 0.6
4070-1600 7 16 2,800 1601 15 320 35 520 10.5 0.7
4080-1900 8 19 2,100 1501 1.5 280 4 500 12 0.8
4090-1900 9 19 1,600 1301 15 240 45 470 13.5 0.9
4100-2200 10 22 1,250 1203%1 1.5 200 5 450 15 1
4110-2200 11 22 1,150 11031 1.5 190 55 440 16.5 1.1
4120-2600 12 26 1,050 11031 15 180 6 420 18 1.2
Ay Ay Ay Al
4130-2600 13 26 900 setting disable|  setting disable | setting disable setting disable 370% 19.5 0.65
Za‘-_;y%’fLG
4160-3200 16 32 800 502 sto o t1e 30032 16 320% 24 08
ax 10 depth
Zi w%%E
RE0FT
4200-4000 20 40 630 50%2 StékaAm ount: 2 3002 2 3203 30 1
Max 10 depth
[ &< Depth 0.25D . :
FAHRE o e ap:0.5D a@p:1.5D
Miling Amount sep pommAC Maxlomm ap:0.25D ae:0.1D
(mm) " e Deptn V. %2 ap:0.1D % 2e:0.05D

(10 mm&E ) Max 10 mm



CZS tDHEIZHZ Milling Conditions

3DIRY AT 3D flute length type

)
WORK MATERIAL
R HiE IE
Model Outside Length
Number Diameter of Cut
(mm) (mm)
4060-1800 6 18
4070-2100 7 21
4080-2400 8 24
4090-2700 9 27
4100-3000 10 30
4110-3300 11 33
4120-3600 12 36
VhAH RS
Milling Amount
(mm)
A
WORK MATERIAL
BE Pases IR
Model Outside Length
Number Diameter of Cut
(mm) (mm)
4060-1800 6 18
4070-2100 7 21
4080-2400 8 24
4090-2700 9 27
4100-3000 10 30
4110-3300 11 33
4120-3600 12 36
VhAFHRE
Milling Amount
(mm)
HHI
WORK MATERIAL
R HE IR
Model Outside Length
Number Diameter of Cut
(mm) (mm)
4060-1800 6 18
4070-2100 7 21
4080-2400 8 24
4090-2700 9 27
4100-3000 10 30
4110-3300 11 33
4120-3600 12 36
VhAHFRE
Milling Amount

(mm)

k= CARBON STEELS
S45C | S50CHEEEH Annealed Materials

(~225HB)

e ZYAd Vertical 7BtIH Slotting BIELHI Side Milling
Spindle XD RE ap XD RE ap XD RE ap ae
Speed Feed Axial Feed Axial Feed Axial Radial
(min™) Rate Depth Rate Depth Rate Depth Depth

(mm/min) (mm) (mm/min) (mm) (mm/min) (mm) (mm)
5,000 200 6 500 6 1,600 18 0.6
4,100 200 7 450 7 1,450 21 0.7
3,200 150 8 400 8 1,300 24 0.8
2,400 140 9 350 9 1,150 27 0.9
1,850 120 10 320 10 1,000 30 1
1,650 100 11 300 11 900 33 1.1
1,500 90 12 300 12 800 36 1.2
&8 ALLOY STEELS
SK / SCM#Esti#4 Annealed Materials
(225~325HB)

. Zt5Ad Vertical 7&IHI Slotting RIELDHI Side Milling
Speed Feed Axial Feed Axial Feed Axial Radial
(min™ Rate Depth Rate Depth Rate Depth Depth

(mm/min) (mm) (mm/min) (mm) (mm/min) (mm) (mm)

4,000 60 6 350 6 1,200 18 0.6
3,400 60 6 330 7 1,150 21 0.7
2,700 50 6 300 8 1,050 24 0.8
2,050 50 6 270 9 1,000 27 0.9
1,500 40 6 240 10 900 30 1
1,350 40 6 220 11 850 33 1.1
1,200 30 6 200 12 750 36 1.2

REBEMMET a:1D ap:2H R Length of Cut

Max 6 mm depth P @e:0.1D

—RRiEE M STRUCTURAL STEELS
§S400
E UIHHDERZ#RELE T (ZULARF2ZE) . Recommend cutting oils. (Use cutting oils for vertical milling.)

o ZtiAd Vertical 7BUIHEI Slotting HBIEDEI Side Milling
Spindle EDRE ap EDRE ap EDRE ap ae
Speed Feed Axial Feed Axial Feed Axial Radial
(min™ Rate Depth Rate Depth Rate Depth Depth

(mm/min) (mm) (mm/min) (mm) (mm/min) (mm) (mm)
4,000 120 3 300 6 1,300 18 0.6
3,400 110 35 280 7 1,200 21 0.7
2,700 90 4 250 8 1,150 24 0.8
2,100 80 45 230 9 1,050 27 0.9
1,500 70 5 200 10 1,000 30 1
1,350 65 55 190 11 950 33 1.1
1,200 60 6 190 12 900 36 1.2
72 Depth 05D a:1D 2 £ Longth of Cut



CZS tDHEIZHZ Milling Conditions

)
WORK MATERIAL
R HiE
Model Outside
Number Diameter
(mm)
4060-1800 6
4070-2100 7
4080-2400 8
4090-2700 9

4100-3000 10
4110-3300 1
4120-3600 12

VhAHFRE
Milling Amount
(mm)
A
WORK MATERIAL
B Sz
Model OQutside
Number Diameter
(mm)
4060-1800 6
4070-2100 7
4080-2400 8
4090-2700 9

4100-3000 10
4110-3300 1
4120-3600 12

VhAH RS
Milling Amount
(mm)
HHIE
WORK MATERIAL
B Sz
Model Outside
Number Diameter
(mm)
4060-1800 6
4070-2100 7
4080-2400 8
4090-2700 9

4100-3000 10
4110-3300 11
4120-3600 12
YHAGHRE
Milling Amount
(mm)

A&
Length
of Cut
(mm)

18

21

24

27

30

33

36

IR
Length
of Cut
(mm)

18
21
24
27
30
33
36

IR
Length
of Cut
(mm)

18
21
24
27
30
33
36

[EIEREREE
Spindle
Speed
(min™)
2,800
2,450
2,100
1,700
1,400
1,250
1,150

[ElERRREE
Spindle
Speed
(min™)
3,000
2,500
2,150
1,850
1,500
1,350
1,200

EIERIRREE
Spindle
Speed
(min™)
3,600
2,900
2,300
1,700
1,250
1,100
1,000

AT VLA STAINLESS STEELS
S304

SU
A SIHGRDERDWETY . Use cutting oils.

282 \Vertical 7BUIHEI Slotting
EDEE ap XD RE ap
Feed Axial Feed Axial
Rate Depth Rate Depth
(mm/min) (mm) (mm/min) (mm)
40 15 200 3
40 1.5 190 3.5
40 15 180 4
30 1.5 170 45
30 15 150 5
30 1.5 140 55
25 15 130 6
ARE15mmET 25:05D

Max 1.5 mm depth

BIELHI Side Milling

EDRE ap ae
Feed Axial Radial
Rate Depth Depth

(mm/min) (mm) (mm)

900 18 0.3
950 21 0.35
950 24 0.4
1,000 27 0.45
1,000 30 0.5
1,000 33 0.55
950 36 0.6

ap A& Length of Cut
@e:0.05D

JYUJ\— R PREHARDENED STEELS

HPM 7 NAK
(30~45HRC)
ZtiAd Vertical 7&tIH Slotting
EDEE ap XD FE ap
Feed Axial Feed Axial
Rate Depth Rate Depth
(mm/min) (mm) (mm/min) (mm)
— — 160 6
— — 160 6
— — 150 6
— — 150 6
— — 140 6
— — 130 6
— — 120 6
A ap:6 MMET
setting disable Max 6 mm depth

#EANE HARDENED STEELS

SKD / SKT / STAVAX
(45~55HRC)
ZtiAd Vertical 7&BtIH Slotting
XD RE ap XD RE ap
Feed Axial Feed Axial
Rate Depth Rate Depth
(mm/min) (mm) (mm/min) (mm)
| )

setting disable setting disable

RIELDHI Side Milling

EDIRE ap Qe
Feed Axial Radial
Rate Depth Depth

(mm/min) (mm) (mm)
600 18 0.3
700 21 0.35
750 24 0.4
800 27 0.45
900 30 0.5
850 33 0.55
800 36 0.6

ap A& Length of Cut
a:0.05D

RIEEDH Side Milling

XKD RE ap Qe
Feed Axial Radial
Rate Depth Depth

(mm/min) (mm) (mm)
540 18 0.3
520 21 0.35
500 24 0.4
470 27 0.45
450 30 05
420 33 0.55
400 36 0.6

ap:2XE Length of Cut
ae:0.05D



CZS tDHEIZHZ Milling Conditions

‘ o
L = X

D } 8e |
#&tIEl Slotting HIELIE Side Milling
ap : EAEOYHAFRSE (mm) ap : BAEOEHAHRS (mm)
D :54E(mm) Qe | FEHEDYHAHZFE (Mm)
ap : Axial Depth ap - Axial Depth
D : Outside Diameter e - Radial Depth
#E :

- BROEERENE D BLEE Y. MIFEEY PTEDORANRET HBE(E. OEREEEDREZRUHETTFTIZE,
- REHURDREE DT vy FVIRE (BUIDEDDRNE. v Vo7 —/UHEDF v v+ ) ZBEULRHERTI,
- THEEZERSNDEGE. EDRE - PhAHFRSZFHS LTLEEL,

- BC ZPABREFICOVNTIIREY RIVAIMZER LTSRS LT EE L,

CRSHBICERE Z VhAd - BUEIZRDRTIES. 110 < TOESMENUPHEZEZR UL RYREZEIToOTILEL,

- ZAHEICEEMEDNRICEDIBEE. VIAFREZRBS LTS,

- SHE 16 BKRU 20 DINTSAME. BT50 DEHZBELIZHDTY . BT40 DIFEIFBAHRE ZHFFUTICL TS0,

- XEIDH HXDRERME. VHAHRSHWODXEIDOREELEFEOETHEALEEL,

- KEED U < [BHEEIEPRZ R UE T,

c AT VUAMET VEEEOMIICEKEEIEL (RIL—REY RIL) ZHEHULET,

- FYVER. BHASEOMIICIEHEIEIHZ#EERLE T,

Note:

- Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum spindle speed, or when burr and red-hot occur.
+ These milling parameters are calculated based on the shortest overhang length. Longer overhangs may require an adjustment to the milling parameters.
+ Reduce the milling amount and feed rate in accordance with required milling precision.

- Spindle rigidity should be considered when setting milling parameters, especially for Z-Axis drilling.

- When slotting, using Z-Axis drilling, the milling parameters should promote good chip evacuation.

- Reduce the milling amount when chips clog on the tool during Z-Axis drilling.

+ The milling parameter of outside diameter 16 and 20 is calculated based on BT50 spindle type. Decrease 50% milling amount for BT40 spindle type.

- Adjust the feed rate with indication ¢ following the conditions in milling amount columns.

- Recommend water soluble or oil coolant.

- Recommend water soluble coolant (through-spindle type) for Stainless Steels and Aluminum Alloys.

- Recommend oil coolant for Titanium Alloys and Heat Resistant Alloys.



EB@mIMIA UTCOAT RIIF7IVFEIV
4 Flute UTCOAT Square End Mills for Part Milling

RUYU2 I oCZS 47

CZS The 2 in 1 Advantage

RUIWEIYRIN2FERLB I NISHERED TN INI YRSV 1R THI!
Drilling and Milling in a Single Tool! "2 Cycle Time!

ERRAROREFEE
\ Patented special
tip profile design

=3/ I ~EIL
Tool2: Drills and Mills
Slotting End Mill - only with CZS

VAV

Tool1:
Pilot Hole Drill

!r:‘

RUUY I —EINTI%Z1ARDCZSTIT
Drilling and Milling in a Single Tool

b FDHNZERBUIEAIRIR
Special Tip Profile Design for Smooth Chip Evacuation

BEDAMHA Normal 4 Flutes

i—"i*i?ﬁ%EE:‘. Conventional End Profile

HHDOISHAITHID )DL F—~KELY

Chips made by the outer edge— Bigger

HADARITHISTID L FDREIFEHELIED,

Chips made by the inner edge —Trapped
BHO 4 A TIFYID FEREEDDFLL
= RUUYIHTEREL,

Normal 4 flute end mill easily clogs — Impossible to Drill

&8 CZS TIRRRUUVINHTEDDH?
Drilling Mechanism

FHATOYIDLTF

Big chips come from the sub flute

BE
Gap on
Main Flute

RUUZ TEFRA D
SHAIEZEBR D (S ER LY,

The outer edge of the main flutes

3
) - Sub Flute
are not used in the dn”mg CyC|e Small chips come from the main flute

#REEPIE\B'GOJIJ\E‘:LH:)JD(T
ARIDYIDL F&2X L—XICHFHTES o).
AMHATOEZERIV T HialEE
Good chip evacuation from the inner edge

Allowing for High Speed Drilling



Ry FINTE46 Pocket Milling Example
CzS ¢8 x MK Lengthof Cut 12 SCM420H

RUIL+ TVRE)L — 144 &
Drilling and Milling min jﬂ]IH%FEﬁb\

czs - 72 % Gzl

, 1/2 Cycle Time!
min

8647WNT# (32@AMI) After miling 864 holes (32 pieces)

Ry MIAZ 9 X 156 X FE 4 mm

Pocket Size Depth
EFRE; -
Spindle Speed 2,700 min-
ZEDRE )
ZDrilling Feed Rate | 220 mm/min
M wNEREDIRE )
XY MiIIit:g Foed Rate | 900 mm/min
MIE o
Number of holes 8647% holes
I—ZUk KB HELTHEIH
Coolant Water Soluble

ZYAd Z-drillingTmm X 48] times R 1)U Dwell O.1sec

INTRFRERE i H D864 ULk T HitHtil T rlge!

Less cycle time! More tool life left after milling 864 holes!

L HER R & DEEINT R Comparison with Conventional Model SA5C
CZS ¢6.5 X A& Length of Cut 16

CZS

Chattering
ISEpfﬁdﬁIZESpeed 2,200 min-!
%ﬁﬁeed Rate 100 mm/min
fﬁﬁﬁg%ﬁ Rate 400 mm/min
i@(ﬁ I'l'ﬂgg)p’ti?]ﬁaf;%é & | 3mm
gv%ﬁfgj LLén%th 25 mm
20 Z—ZERILIT— Air Blow (Through Spindle)
My, AUwINT Slitting 6.5 % 24.5X3 mm
Milled Size EERZDINT Spot Facing 6.5 X3 mm

AEDERATEEVICK W

Variable Pitch Prevents Chattering!



A 1=2vor@ETY RS VBRBEOEE

CAUTION

IR INETERAVEESEBICE, JHEGEOTEE Y TOEXFEPHB. TEOERE EICLURAPRR IMIVOESELEEEXE
EMEBLIEPHBIETDOT, +0TEBSESV, BEI FINEHHAEIYPTTLS, BIRICEEL TEH2TEECEEL,

OUHICEEMND EERETIEFHBYETOT, T— XD SHREMBBER+HHTERB LS,

@I FINEFELABE RBLATNETERETSZZEPFBNETOT. BIRICTERSC LS L,

OILEANDHENEFPTEBEICLVEHIERI/ 2L, TEPRETII VBV ETOT, REHIN—PRED P REDREL & IEA LSV,
OHIRMHRIBIFFOBLRERT OO TY, EEOMI TR HAMOMIE MIFR, BHAINE. Toc EOMTRRICEY)., MIFFORBIErLEELZIBZEIHY) ET,
QRN DN VRNV E ZERAC 280 METE (¢ 1UT) ICHVTRIRN BIME  sumU T B LE 7§,

@FNMEDZ VIRIADMER LB T T TV,
A=Yy I ABEI Y R IVEREROER

OBEELOMEERFBICASHEVLIDFREDNIREBAL TSV, HEEBEZRVAZLAVEIDFIXTEN T TILEL,

A Advisory for Safe Use of UNIMAX Tungsten Carbide End Mills

Correct application and operation is strongly advised to avoid clogging, abrasion, etc, that could cause serious accidents or injuries.
Ignition or sparks generated during milling could lead to fire or extreme damage to the work piece.
End Mills are made with very sharp cutting edges and must be handled with extra care.

@Never touch the cutting edge with your bare hands, as this could cause serious injury. Special caution is required when opening the package.

@Dropping the tool could cause breakage or flying debris, leading to serious injury.

@During milling, unexpected impact or shock on the tool could cause breakage or flying debris. Ensure to use protective items such as safety glasses and a face guard.
@For best results, fine parameter adjustment may be required, depending on the materials; milling shape and strategy; machine rigidity and spindle capability.

@Use a machine that has high rigidity and generates a low level of vibration.
@Do not use flammable cutting oils.

Advisory for regrinding UNIMAX Tungsten Carbide End Mills

@Never regrind the tool without wearing safety glasses and a face guard.

viion ) 3 =7 W—)L tkteit
UNION TOOL CO.

L ERED:
T140-0013 R/ | [XEAFH6-17-1
TEL. 03-5493-1030 (41 47JL1>) FAX.03-5493-1014

REIS:
T940-1104 #REREMEAERF451/112706-6
TEL.0258-22-2620(fk)  FAX.0258-22-0045

REEREA:
TEL.0258-22-0030(fX) ~ FAX.0258-22-0022

R TiE:
T954-0076 #1/RE R m#i =31
TEL.0258-66-0800(fX)  FAX.0258-66-0801

JLBARE RA:
T370-0046 BB E=IATHIIAE1425 242101
TEL.027-310-1195 FAX.027-310-1196

R ESEPR:
T446-0056 BHMBE T =FITHET2-1-1 IHTRBEILZ2F-A
TEL.0566-79-0147 FAX.0566-74-9990

BHEEREM:
T491-0912 BMBE—=mHE1-2-8 Zv 1 —EEISF
TEL.0586-43-2900(fX)  FAX.0586-43-2899

KRRE AR

T532-0033 ABRATFARRAE IX#=3-9-14 EHV=EEILIF
TEL.06-6392-3159(X)  FAX.06-6392-3169

IV R OEMNEBEVWGHOEETEET

9. 0120-60-2620

SZATEFRE : AM9:00~PM4:30 (LBERXUAH - #ttkBZR<)

http://www.uniontool.co.jp
FHE2ATROLRI, FEELIKEET R EHHBYETDOTTTERIREEL,

Price & Specifications are subject to change without notice.

U.S. UNIONTOOL, INC.

(U.S. HEADQUARTERS)

1260 N. Fee Ana Street, Anaheim, CA 92807-1817 U.S.A.

Tel: 1-714-521-6242 Fax: 1-714-521-8642

NORTHERN CALIFORNIA REGIONAL SERVICE CENTER
(Customer Service, Santa Clara, California)

1805 Little Orchard Street, Suite 120, San Jose, CA 95125 U.S.A.
Tel: 1-408-982-0205 Fax: 1-408-982-0320

UPPER MIDWEST REGIONAL SERVICE CENTER
(Customer Service, Minneapolis, Minnesota)

155 Bridgepoint Drive, Unit 3 South St. Paul, MN 55075 U.S.A.
Tel: 1-651-552-0440 Fax: 1-651-552-0435

TAIWAN UNION TOOL CORP.

No.180, Zhong-Zun Street., 14 Neighborhood, Bin-Hai Vil.,
Lu-Zhu Dist., Taoyuan City, 338 TAIWAN

Tel: 886-3-354-3111 Fax: 886-3-354-3110

UNION TOOL EUROPE S.A.

Avenue des Champs-Montants 14aCH-2074 Marin /
Neuchatel SWITZERLAND

Tel: 41-32-756-6633 Fax: 41-32-756-6634

UNION TOOL (SHANGHAI) Co., LTD.

No0.9-10, Lane 385, Gaoji Road, Sijing High New Technology
Development Zone, Songjiang District, Shanghai, 201601 CHINA
Tel: 86-21-5762-8577 Fax: 86-21-5762-8436

UNION TOOL HONG KONG LTD.

Rm 503, 5/F, Win Century Centre, 2A Mong Kok Rd, Mong Kok,
Kowloon, HONG KONG

Tel: 8562-2370-3012 Fax: 852-2370-2111

DONGGUAN UNION TOOL LTD.

YingHua TaiYing Industry Park, Hongmei Town,
Dongguan City, Guangdong, 523160 CHINA
Tel: 86-769-8884-8900 Tel: 86-769-8884-8901
Fax: 86-769-8884-8296

UNION TOOL SINGAPORE PTE LTD.

No.31 Harrison Road, #05-01, SINGAPORE 369649
Tel: 65-6846-9309 Fax: 65-6846-0197

UNION TOOL (THAILAND) CO., LTD.

No.55/73 Moo 15 Bangsaotong Sub-District, Bangsaotong District,
Samutprakarn 10570 THAILAND

Tel: 66-2-130-0908 Fax: 66-2-130-0909
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