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Perfect quality Trustworthy

MATERIALS NUMBER OF FIUTES

@ 2 flute % 3 flute
L 4 fiute
T

G HARDNESS

Micro Grain Carbide

|!I ”:I UltraMicro Grain Carbide
COATING

|:'!I II Black Coating ill!'l i| Fuchsia Coating
“,A Bronze Coating "IA!I Blue Coating
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MACHINING DIRECTOR
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CORNER RADIUS TOLERANCE
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HELIX ANGLE
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SHANKTYPE

%_‘y PLAIN Shank E‘ﬁ FLAT Shank
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Detail of the end mill

End of flute
@ SIDE VIEW Edge Neck  Shank

Diameter (D) im\ ~-—1t- | Shank dameter(d)
B S Lf ]

Fiute length(l) ‘
Fulllength (L) ‘

@ OVERLOOK MAP Withof primery Glearance on 0D () @ B ADE TIP

Gash
Width of primary Clearance on OD(t1) ’vl"
(Width of back cutter surface) oD flute
y First Clearance on OD \ — e
=8 & (Backcomerof OD ) Fillister ; :\ \
L Second Clearance on OD 1st Clr.end teeth |
(Second back comer of OD ) ]

) i
\\/a i i Angle
jAr y—————Eccentric Relief | 2
First Clearance of end teeth It T -
Back comer of end teeth -
[ Second Clearance of end teeth
Second comer of end teeth - —)\

e

® BLADE FORM

@ BLADE FORM N By
| v :
I NS
VB L o

3 flute 4 flute

Shape in end teeth of the end mill

. Tlp protectwon During the protection

/‘ ‘ Surwvalsurfaceofoomer
_

@ Batter nigidity of the tip,protecting the edge
@ Tip sharp drop

/

® Tip During the tip defeins
f ‘ Clear up tipe Eif§ ® Use for clear up tipe
( / @ Sharp tip,easy to break
@ Can be use in carbone steel and steel,specially using in Aluminum and
\ k ‘ nonferrous material

2
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End mill working condition calculation method

® Cutting speed (line speed)
Calculation VC
The distance of 1 points on the circumferential surface of a vertical miling cutter moving in every minute can be obtained by the following formula

V=Cutting speed(m/min)

TxDxN w=3.14
W= = D=Diameter L(mm)
1000 N=Rotating speed(mm-1)

@® Rotation speed

Calculation of Rotation speed
The rotation number of the mechanical spindle of a vertical milling cutter in every minute can be abtained by the following formula

N=Rotating speed(mm™")

1000 %V V=Cutting speed(m/min)
S w=3.14
Lk D=Diameter L(mm)

® Feed rate

Calculation of feed rate
The feed rate of the workiable in every minute can be obiained by the following formula

F=Feed rate(mm/min)

N=Rotating speed(mm-")
Z=Number of flute

f=Feed rate of the flute(mm/1blade)

F= NxZxF

Failure analyzed and solvent

Reason

Vibration

HHTE TR

HUANATOOLS SLOTTING& MILLING EXPERT

Solution

A Fix the working material as well as posible
A Adjust the failed part of machine

A Reduce rotating speed

A Downcut

A Tools minimum lenght out of fixture

4

The heterogeneity in hardness

A Measuring the hardness of working material

@ Feed for teeth

Calculation of the Feed of teeth
The distance of 1 points on the circumferential surface of a vertical miling cutter moving in every minute can be obtained by the following formula

f=Feed rate of the flute(mm/1blade)

= F=Feed rate(mm/min)
B ———— N=Rotating speed(mm-')
NxZ Z=Number of flute

@ Working time

Calculation of the Waorking time
The time required to cut the material of a workpiece can be obtained by the following formula

Te=Working time ( min )
L=Total working length
lic= (length of working material + D of vertical milling cutter blade)
a F=Feed rate(mmimin)

Rough surface — - A Tool rake angle and clearance angle
< 1 Whs Usiklanss A Improve cutling roughness
Chip lump and fuse atiach material A Remove chip lump and clearance angle
4 Improve cutling roughness
z;?ﬂ;":; Passivation of cutting edge A Determine the adequate time to regrinding
surface Cutting rate(speed)too fast A Reduce the cutting rate(speed)
Misfit cutting fluids or deficient of cutting fluids 4 Change cutting fluids
Unbalance friction of cutfing edge A Regrinding ro reduce friction
Bucking cracking
of the of machined & .
surface Fuse attach material on the cutting edge Remove fuse attach material
4 Change cutting fluids
Cutting edge deformation A To pay attention to use and safekeeping
Lesser cutting fute 4 Increase the number of flutes from 2 flues to 4 flutes and then 6 flutes
The corrugation of
Bl pils Bigger cufting depth and feed rate 4 To reduce the fe=d rate of machine
Alarge helix angle 4 Decrease the helix angle
Cutting depth and feed rate is too large A Reduce the depth of cutting and feed rate
Shape: 4 Use the end mill stretches out shaortest from chuck
i Perpendicularitr Tool stretches out over longer se the end mill s es out shaortest from chucl
Perpendicularity of holder not resch A Improve the perpendicularity of holder
B ~ A Tmprove to suitable hardness by heat treatment process
Work material hardness too high 4 Reduce the feed rate for high hardness work material or change
more hardness tool
Shorter life for -
regrinding end mill Unsuitable feed rate A Adjust to suitable feed rate
Chip lumo and fuse attach material 4 Remove chip lump and fuse attach material
A Use suitable cutting liquid
Unsuitable cutting liquid A e iible et g g
4 Use enough cutting liquid
The fault of work matorial A Uchieve the average of inside form of work material
A Clear up unbalance hardness
Unsuitable edge angle 4 Regrind to suitable angle
Huge friction of » o -
cutting edge End mill cutting function go down A Surface treatment
End mill life A Adjust to suitable cutting liquid

Unsuitable cutting liquid

4 Adjust offer method of liquid

Unsuitable regrind schedule

[

Manage the regrind schedule

Flute damage

Vibration

A Strengthen the install tool of work material

A Achieve the average of working material structure

The fault of work material A Use suitable hardness,clear up unbalance hardness

4 Check the material may mix other hardness substance or gravel
Unsuitable feed rate A Reduce the feed rate
Cutter become dull A Regrind the tools

Cutting liquid go off

A Change the cutting liquid

Break

‘Work matenial unsuitable fixed

4 Indeed fix the work material
4 Improve install tool

Cutter become dull

End mill with uncorrect operation

4 Regrind process

A Be careful of keep and operate

Chip jam

A Use cutting liquid in large,during dry milling use air blow to remove chips
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HN-45 Carbide Square End Mill 2Flutes
A5 2 NEXBTI
WC=90 Co=10 HV30=1591 Bending=3750N/mm? Hardness 91.3 Particle=0.8 nm

k—.

1

Cullin? Shank Length Overall
Diamefer Diameter of Cut Length
118 1/8 0.25 15 $1.65
3/16 316 0375 | 2 $3.00
1/4 114 05 2 $4.46
5116 5/16 05 | 2 $6.16 VI
Stub 318 3/8 0,625 2 $8.09
12 12 0625 | 25 $14.50
5/8 5/8 0.75 3 $23.92
% % | oms | a3 | s | Vﬂ %
1/8 1/8 0.5 15 $1.65
3116 316 0625 | 2 $3.00
1/4 1/4 0.75 25 $4.93
Standard 5116 516 0813 | 25 $6.89
3/8 3/8 0.875 25 $9.13
112 112 1 [ 3 $16.35
5/8 5/8 1.25 35 $26.82
304 3/4 15 | 4 $41.23
1/8 1/8 0.75 2 $1.77
316 3/16 075 | 2 $3.00
114 1/4 1.125 3 $5.39
N 5/16 5/16 1125 | 3 $7.61
ong 3/8 3/8 1,125 3 $10.18
12 112 z [ 4 $20.06
5/8 5/8 2.25 5 $35.52
304 3/4 225 | 5 $49.58
118 1/8 1.125 3 $2.00
316 3/16 1125 | B $352
1/4 1/ 15 | 4 $6.32
5116 516 1.625 4 $9.06
EL’;';Z 38 3i8 1.75 4 $12.26
12 12 3 | 6 $27.49
5/8 5/8 3 6 $41.32
314 34 3 [ 6 $57.94

Workpiece Material

CURT U T | EEm | EEE
2 £ Hardnened = Hardnened *W
Carbon Steel Cast Iron Alloy Steel Steel Steel s(g-{::fs_
<35HRC Kioprs pla®ll 46—55HRC | 55-60HRC
[ ] [ J [e] =]

\ ® Most Suitable © Suitable
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HN-45 Carbide Square End Mill 4Flutes
45 E 4 DEL%T]
WC=90 Co=10 HV30=1591 Bending=3750N/mm? Hardness 91.3 Particle=0.8 nm

WE
<

4 flute

Cuttin Shank Length Overall b
Diamerqer Diameter of Cut Length Price

8 | w8 | 025 | 15 | $1.65 |
Blub 0625 [ 2 | $800

$23.92 _
$1.65

.38 | 38 | 0875 $9.13
$26.82

Standard

T T S 172

e
long g ap tis | 3 siois |
T S T
e 8 | tis | 3 | 200 |
se 58 3 | o | sam

Extra
Long

Workpiece Material

® Most Suitable © Suitable

HTHR, PHESR
HUANATOOLS SLOTTING& MILLING EXPERT

HN-55 Carbide Square End Mill 2Flutes
55 [ 2 71 k4t T]

WC=88 Co=12 HV30=1760 Bending=4000N/mm? Hardness 92.8 Particle=0.6 nm

; SO e

Gutting Shar Length QOverall
Diamefer Diameter of Cut Length

————-—
Stub ——-—
—-3_——
38 | m8  osm | 25 | sioes |

Standard

_mﬁ-__$32 30

___
__
Long _‘!E-
$43.22
14 14 :

Hardnened
Steel

ﬁs—é'aﬂ

| ® Most Suitable © Suitable
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HN-55 Carhide Square End Mill 4Flutes HN-60 Carbide Square End Mill 4Flutes

55 E 4 71870 60 E 4 DFLEET
WC=88 Co=12 HV30=1760 Bending=4000N/mm? Hardness 92.8 Particle=0.6 nm WC=88 Co=12 HV30=1780 Bending=4000N/mm? Hardness 92.3 Particle=0.4 ym
d
b d e % 4flute
I i : L

Cutting Shank Length Overall 7
D\ampfil Diameter b'f 5 I elﬁrﬁh Price

025 | 15 $3.03
a1 1405 | 2 | | $822 |

Cutting Shank Length Overall g
Diameter Diameter of El%ut Length Price

$1.80
| M4 | 4 05 | 2 | 8505

sub g8 |38 o6 | 2> | $a33 | 5 Stub 0625 2 sta.91
| &8 | 58 | o075 | 3 |
05 |15

___
____
____

3/8 38 0. 375 2.5
————

Standard Standard

_—__ $1 94

4 | 4 | 125 |3 | $62
Long ———
Long

Extra
Long

Workpiece Material Workpiece Material

BH, =W
Carbon Steel C

<35HRC

| ® Most Suitable © Suitable \ @® Most Suitable © Suitable
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HN-65 Carbide Square End Mill 4Flutes
65 E 4 NEXET]
WC=88 Co=12 HV30=1800 Bending=4200N/mm? Hardness 92.6 Particle=0.4 nm

PN lo r
* IENNY | g e

2
Samis, i e e Price
1/8 1/8 0.25 1.5 $3.53
[ 316 3/16 0.375 2 $6.51 -
1/4 1/4 0.5 2 $9.76 .
5/16 5/16 0.5 2 $13.55 ’
Stub 3/8 3/8 0.625 2 $17.88
I 1/2 2 0.625 25 $32.47
5/8 5/8 0.75 3 $54.07 -
| 3/4 3/4 0.875 3 $74.60 \Ca
1/8 1/8 0.5 1.5 $3.53 - ,
316 3/16 0.625 2 $6.51
1/4 1/4 0.75 25 $10.84
Standard | 5/16 5/16 0813 25 $15.23
3/8 3/8 0.875 2.5 $20.30
| 112 102 1 3 $36.78
5/8 5/ 1.25 3.5 $60.82
| 3/4 3/4 15 4 $94.02
1/8 1/8 0.75 2 $3.80
316 3/16 0.75 B $6.51
1/4 1/4 1.125 3 $11.92
i 5/16 5/16_ 1.125 3 $16.92
9 3/8 3/8 1.125 3 $22.73
[ 172 112 2 4 $45.42
5/8 5/8 2.25 5 $81.05
| al4 304 225 5 $113.44
1/8 1/8 1.125 3 $4.34
316 3/16 1125 3 $7.72
1/4 1/4 15 4 $14.08
Extra 516 5/16 1.625 4 $20.29
Long 3/8 3/8 1.75 4 $27.59
| 12 2 3 6 .68
5/8 5/8 3 B $94.54
I 3/4 34 3 6 $132.87
Workpiece Material
_ _
W, S AW, ek aam okt ama =
Carbon Steel Cast Iron Alloy Steel HarScltr;‘eErlned Hagr;ee?ed S;%l?;?s
eel
<35HRC Ktz 46-55HRC | 55-60HRC
(o] [ ] o

| ® Most Suitable © Suitable
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HN-45 Carbide Aluminum End Mill 2Flutes
45 B 2 78 B 7]
WC=90 Co=10 HWV30=1591 Bending=3750N/mm? Hardness 91.3 Particle=0.8 nm

Cuttin Shank Length Overall b
Diamerqer Diameter of Cut Length Price

e s | 02 | 15 | sie |

4 |05 | 2 | sas6 |
Sw 3 38 | o6 | 2 | $a00 |
s 3w | oss | 25 | sofs _
T T S 172
e
lng | 9g 35 | 115 | 3 | siote _
58 | s 25 | 5 smo |
8 | ws | 5 | 3 | sp00
se 58 5 | 6 | saim

Standard

Extra
Long

Workpiece Material

BN, S &M, % BEN

Carbon Steel Cast Iron Alloy Steel

<35HRC Rtcinlaoll 46-55HRC | !

| ® Most Suitable © Suitable

HEMTH JEIER

6

HUANATOOLS SLOTTING& MILLING EXPERT

HN-45 Carhide Aluminum End Mill 3Flutes
45 E 3 78T

WC=90 Co=10 HV30=1591 Bending=3750N/mm? Hardness 91.3 Particle=0.8 nm

Cuttin Shank Length Overall =
D]ame\ger DIdFT\F“TF'( of HUE Length Price

.r 14 05 $4.46

———-.-
———m
—_—
&8 | 58 | 3 | 6 | $i1zm |

Workpiece Material

BN, A, Bk BN B SN
Carbon Steel Cast Iron Alloy Steel Hsms nened Hardnened

<35HRC 35-48HRC 46—551-|Rc"’; 55—+§9HR’€2

3 flute

® Most Suitable @ Suitable
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HN-55 Carbide Aluminum End Mill 3Flutes
55 E 3 748 AT
WC=88 Co=12 HV30=1760 Bending=4000N/mm? Hardness 92.8 Particle=0.6 nm

{ SEINES =
D d o
1 _— 5 ] ( 7 3flute

= L it
Dot D Lanath el Price
1/8 1/8 0.25 1.5 $1.80
I 0375 | = $3.35
14 1/4 0.5 2 $5.06
516 | 516 i $7.04
Stub 38 318 0.625 2 $9.33
EI7 I T 0625 | 25 $17.10
5/8 5/8 0.75 3 $28.65
EZ 34 0875 | Zl $30.63
1/8 1/8 0.5 15 $1.80
e T w6 | o065 | 2 $335 |
1/4 1/4 0.75 2.5 $5.63
Standard 8 5116 [ 5/16 0813 | 25 $7.95
3/8 3/8 0.875 2.5 $10.64
12 | R 1 | 3 $19.43 Vg’
5/8 5/8 1.25 3.5 $32.30 [
34 [ 34 5 | 4 12 ;\
1/8_ 1/8_ 0.75 2 $1.94 [
[ 36 [ 316 075 | 2 $335 |
1/4 1/4 1.125 3 $6.22 ,m
Long 516 | 516 Lz 8, Y
3/8 3/8 1.125 3 $11.95 LA
ET- 7 2 4 $24.09
5/8 5/8 2.25 5; $43.22
34 | 34 | 225 | 5 $60.61
1/8 1/8 1.125 3 $2.23
316 | 316 1425 | & $4.01
1/4 1/4_ 15 4 $7.38
Era L 516|516 1625 | 4 $10.69
Long 318 3/8 1.75 4 $14.57
2| 12 2L | 6 $33.41
5/8 5/8 3 6 $50.51
34 | a3m4 5 [ 6 $71.10

Workpiece Material

=] AN
Hardnened | Hardnened
Steel Steel

<35HRC LRI 46-55HRC | 55-60HRC

W, S, Hk E

Carbon Steel Cast Iron Alloy Steel

| ® Most Suitable © Suitable
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HN-45 Carbide Ball Nose End Mill 2Flutes
45 = 2 DLk TD

WC=90 Co=10 HV30=1591 Bending=3750N/mm? Hardness 91.3 Particle=0.8 nm

"

Cutt] m%; Shank L eﬂ gth Overall
Dldme er Diameter ut Length

e 0.625 $10.51
58 | 58 | 075 | 3 | 83110

Standard

___
_-EE-__
w8 | 48 | o075 | 2 | $230 |
“
Long __“

B, BE, o aam g
Carbon Steel Cast Iron Alloy Steel te i Steal
<35HRC 35— —55HRC | 55-60HRC
o]

% 2 flute

| ® Most Suitable @ Suitable

EHTH JHER O
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HN-55 Carbide Ball Nose End Mill 2Flutes

55 E 2 7JEkLBETD

WC=88 Co=12 HV30=1760 Bending=4000N/mm? Hardness 92.8 Particle=0.6 nm
R

D
Cuttin Shank L Pﬂ__ﬁh Overall
Dlde er Diameter of Cut Length
Stub
—_‘!--l-
w4 wa__ o | 25 | 4733
Standard i

: __

58 &8 | 125 | 35 84199 |
____
___-_

Long 38 | 1125 | 3 | $1553 |
_-.?E-__
_—_-_

e, S =9, HFEk aEN

Carbon Steel Cast Iron Alloy Steel

<35HRC

® Most Suitable © Suitable
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HN-60 Carbide Ball Nose End Mill 2Flutes
60 E 2 DBkL 8t
WC=88 Co=12 HV30=1780 Bending=4000N/mm? Hardness 92.3 Particle=0.4 pm

Y

2 flute

Cuttin, Len ‘J,th Overall
Diameter of Cut Length

_

Stub
8 |18 | 05 | 15 | $304 |
$11.80
Standard ) ] ).81: 2 6.5
0.875 $21.91
$64.58

8 8 | o075 | 2 | 842 |
——-—
Long ———
———-—
————

Workpiece Material

B, S, HEk &N

Carbon Steel Cast Iron Alloy Steel

< 35HRC 35-48HRC

| ® Most Suitable @ Suitable

EHTH JHER 2
HUANATOOLS SLOTTING& MILLING EXPERT

HN-65 Carbide Ball Nose End Mill 2Flutes
65 E 2 7IEkL gt
WC=88 Co=12 HWV30=1800 Bending=4200N/mm? Hardness 92.6 Particle=0.4 nm

D
Cuttin Shank | en_fth
Diameter Diameter Cut gth
18 | 18 | 025 | 15 | $459
———— $12.69
sib | 0.625 $23.24
e8| 075 | 3 | $70.29
1/8 -l- 4.59
——— 514.00
Standard

__ae | o0& | 25 | s
e8| 12 | 35 | 006 |
——_—-mz-
4 e s |3 | gisao |

Levg
58 58 | 225 | 5 | s10535
s etz 3 sser |

£ ____ $35.86

Long

Workpiece Material

P, S &,

Carbon Steel Cast Iron

< 35HRC

| ® Most Suitable & Suitable
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HN-45 Carbide Ball Nose End Mill 4Flutes
45 [ 4 DERL%T

=

R

—,
B ==

s %
: [ B
all Nose En |
, - ;
R i fe pef Price
1/8 1/8 0.25 3 $3.30
| 316 3/16 0.375 $6.00

1.5
2
1/4 1/4 05 2 $8.93
[ 516 5/16 0.5 2 $12.32
Stub 3/8 3/8 0.625 2 $16.18
| 12 112 0.625 25 $28.99
5/8 5/8 0.75 3 $47.
[ 34 3/4 0875 3 $65.76 AP, V
1/8 1/8 0.5 15 $3.30 1!
[ a6 3/16 0.625 2 $6.00
1/4 1/4 0.75 2.5 $9.86
Standard 516 5/16 0.813 2.5 513.77
3/8 3/8 0.875 25 $18.26
| 12 12 1 3 $32.70
5/8 5/8 1.25 35 $53.64
| 3/4 3/4 15 4 $82.46
1/8 1/8 0.75 2 $3.54
3/16 3/16 0.75 2 $6.00
1/4 1/4 1.125 3 $10.78
[ 516 5/16 1.125 3 $15.02
Long 3/8 3/8 1.125 3 $20.35
| 112 12 2 4 $40.13
5/3 5/8 2.25 5 $71.04
| 3/4 3/4 225 5 $99.17
1/8 1/8 1.125 3 $4.00
3/16 3/16 1.125 3 $7.04
1/4 1/4 15 4 $12.64
Extra  |MNSHE 516 1.625 4 $18.12
s 38 38 1.75 4 $24.53
| 112 112 3 6 $54.98
5/8 5/8 3 6 $82,
| 3/4 3/4 3 6 $115.87
Workpiece Material

o] TEHEN

Hardnened Hardnened

iR, SEW, ik a&i

Carbon Steel Cast Iron Alloy Steel Steel Steel
< 35HRC Rimilnlai®l 46-55HRC | 55-60HRC
L L =]

® Most Suitable @ Suitable
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HN-55 Carhide Ball Nose End Mill 4Flutes

55 E 4 DEkLi%T]

Standard

Long

Extra
Long

Guttin Shank Length
Dlamefge-r Diameter (“

of Cut

_— 1126 | 3 | $23.90
___

4 $14.77
38 1.75 4 $29.14
.58 | 58 | 3 | 6 | $101.01

Workpiece Material

BN, A2 W, ik

Carbon Steel Cast Iron Alloy Steel

<35HRC

| ® Most Suitable © Suitable

EHTH JHER 6
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HN-60 Carbide Ball Nose End Mill 4Flutes
60 B 4 7IBksLEETD

1

Cutting Shank L encqth Qverall
of

Diamefer Diameter ut Length Price

T | e 05 2 | s1643 |
S |33 | 38 o062 |2 | s083 |
55 | 58 o5 3 | sese |
————-m_
| s | o5 25 | siste _
33 | s | oss 25 | smy1
 ss | w8 125 35 | so93s |
s | s o 2 | sow |
long | g | s 416 | 3 | sse0 |
55 | 5 a2 5 | w13z
———-—
e | ws 15 4 | sxa4
“ e | as . trs 4 | sisas |
~ s | s 3 6 | $15330 |

Standard

Extra
Long

Workpiece Material

Carbon Steel Cast Iron Alloy Steel

<35HRC 35-48HRC

| @ Most Suitable © Suitable




Z

HEHTHE PHER
HUANATOOLS SLOTTING& MILLING EXPERT

HN-65 Carbide Ball Nose End Mill 4Flutes
65 E 4 DERL%T

Cuttin Shank Length verall

Diamefer Diameter of Cut ength
118 118 0.25 1.5
3016 36| 0375 2 ]
1/4 1/4 05 2
516 | 516 05 2 [
Stub 3/8 3i8 0.625 2
102 12 0.625 25 ]
5/8 5/8 075 3
34 34 0.875 3 [
1/8 1/8 0.5 1.5
316 316 0.625 2 |
1/4 1/4 0.75 25
Standard 5/16. 516 0.813 25 [
38 38 0.875 25
2 12 [ = 3 [
5/8 58 1.25 35
34 34 16 4 [
1/8 1/8 0.75 2
3116 316 0.75 7 |
7 7 S
5116 | 5 et B
Long 38 38 1.125 3
02 112 5 4]
5/8 58 | 225 5
1/8 1/8 1.125 3
316 316 1.125 B [
e
5116 5116 1.6 4
E,_f;; a8 a8 175 4
102 12 3 6 [
5/8 5/8 3 6
34 3/4 2l 6 =

Workpiece Material

= SN

B, BEW, SES i
Carbon ;eel Cast Iron Alrlzcy Steel Harg{‘; zTed Hag’;‘:?e‘j Sm Iss
Steel
<35HRC Rimsiala®) 46-55HRC | 55-60HRC
=] LJ ]

@ Most Suitable © Suitable
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HN-45 Carbide Corer Radius End Mill 4Flutes HN-55 Carbide Corner Radius End Mill 4Flutes

A5 B 4 TEE8T7] 55 E4 TNES%7]
WC=90 Co=10 HV30=1591 Bending=3750N/mm? Hardness 91.3 Particle=0.8 nm WC=88 Co=12 HV30=1760 Bending=4000N/mm? HardnessR 92.8 Particle=0.6 nm
R /
I
: Z wi | ° ="

4 flute I I 4 flute

,5";‘,‘7‘1',! or n?;ﬂgl{,d, l 5 ut ‘Pgﬁ',f,‘,‘l Radius Size Price
I 7 T S S 770
——-m--m-
——-m_-m_
——_

| w4 | 1u4 075 | 25 | 006 | $r.e8

Gutting Shank ength Overall " .
Dmmef;]_\r Diameter I E-ngth Radius Size Price

-m- 0.01 $2.88
158 [ 18 | 05 | 15 | 0.03 | 32388
316 3/16 0.625 — 0.02 $5.36

316 316 0. 625 — 0.06 $5.36 Wi Vd
—— 0.02 ) 02 '

L

——
— 3 | 3 | oar5 25 | 003 | 81700

st 516 0813 | 25 001 | $11.00
b6 |56 | _08ts | 25 003 | 1105 _
56 516 0813 | 25 009 | $ii02 |
% 38 085 | 55 003 | $iae |

2 12 | 1 | 3 | 001 | 8616 |
-—nx@-
——-—
——‘_
——-m_
B8 58 125 | 35 | 042 | 842.01 |
-—-m:-

a8 |38 o875 25 | 009 | $17.02 |
v
|58 | 58 125 35 | 002 | Ssi6r |
58 | g8 | 125 35 | 006 | $5167 |
|58 | &8 | 125 35 | 042 | 85167 |

Workpiece Material Workpiece Material

BRE, S &4
Cart

@ Most Suitable © Suitable | ® Most Suitable © Suitable




3 T, JHER EHMTE PEER 2
HUANATOOLS SLOTTING& MILLING EXPERT HUANATOOLS SLOTTING& MILLING EXPERT

HN-60 Carhide Corner Radius End Mill 4Flutes HN-65 Carhide Corner Radius End Mill 4Flutes

60 E 4 TIEE%T 65 E 4 TNE&S#%7

WC=88 Co=12 HV30=1780 Bending=4000N/mm? Hardness 92.3 Particle=0.4 um WCSEE GoNI2 EMADSIEDN  Bending=e200nimin® Hemness 928 Palicle-0. o
R

4 flute

S S E PR Radeses oo
B S S B S S O 7
——-;x--m-
4 | ua4 | 075 | 25 006 | $a1.24 |
| 516 516 0813 | 25 001 | $2071 |
b6 |56 | _08ts | 25 003 | 2071 _
56 | 56 0813 | 25 009 | $071 |
38 38 o0& | o5 | 003 | $3944 |
2 12 | 1 | 3 | 001 | 8077 |
— 2 i 1 | 3 003 | $7077 |
e e 1 3 | ois | s
58 |58 12 | 35 000 | $iteos |
——-n_
58 58 125 | 35 | 0125 | 811624 |
s sa 5 |4 003 | $iaer |
—_—-m-

Gutting Shank Length Overall . 3
Diameter Diameter t;‘ ut I egg‘?h Radius Size Price

s s 05 15 1 o003 sz |
—
——
a1 wa o075 |25 | 002 | 653 |
[ wa | s 075 25 | 006 | $263 |
516 | 516 | 0813 | 25 | 001 | $3565 |
——nm-

516 | 516 0813 25 | 009 | $3565
i | a8 0875 25 003 | $4751
38 |38 085 25 | 009 | $4751
——-——

2 i 1 3 003 | $8607 _

2 | 2 | 1 | 3 | 009 | $8607 |

2 2 1 3 | ots7 | $8607
; ; " $22001

Workpiece Material Workpiece Material

BN, B &4

| ® Most Suitable © Suitable | ® Most Suitable © Suitable




EHTH EER
HUANATOOLS SLOTTING& MILLING EXPERT

HN-55 Carbide Roughing End Mill For Aluminum 3Flutes
55 [ 3 7)$B AR
WC=88 Co=12 HV30=1760 Bending=4000N/mm? Hardness 92.8 Particle=0.6 nm

CEe [

Dameter  Dameter ‘oo Tngth
18 118 05 15 $3.51
316 316 0625 | 2 | s$es4
14 114 0.75 25 $10.99
St 516 516 0813 | 25 | $1551
318 38 0.875 25 $20.74
112 112 1 | 3 | sss
518 5/8 125 35 $62.98
34 34 15 | 4 | swvas

HN-55 Carhide Roughing End Mill For Steel 4Flutes
55 £ 4 NAHERE
WC=88 Co=12 HV30=1700 Bending=4000N/mm? Hardness 91.8 Particle=0.6 nm

s
I A,

Damer  Damdier SO Longih
118 118 05 15 $4.21
3116 16 0625 | 2 | s784
114 1/4 0.75 2.5 $13.19
Standard 516 516 | 0813 | 25 | $1861
3/8 3/8 0.875 2.5 $24.89
112 112 1 | 3 | w546
5/8 5/8 125 35 $75.57
34 34 15 | 4 | s117.8




T PEER 6
HUANATOOLS SLOTTING& MILLING EXPERT

HN-55 Carbide Spot Drills For Steel 2Flutes
55 & 2 TIRAE S
WC=88 Co=12 HV30=1760 Bendir:g=4000|§l/mm2 Hardness 92.8 Particle=0.6 nm

[} T )
D { dl

\\/ 'é&; 2 flute
‘.

L |

Diamater  Diameter Pedith  Price

18 118 15 $3.08

316 316 0625 | 2 | $575

1/4 1/4 0.75 2.5 $9.67

N 516 5/16 0813 | 25 | 1365
3/18 3/8 0.875 25 $18.25

12 12 1 | 3 | s3334

5/8 5/8 1.25 3.5 $56.42

34 34 15 | 4 | 8600

HN-55 Carbide Spot Drills For Aluminum 2Flutes

56 2 NEHERH
WC=88 Co=12 HV30=1760 Bending=4000N/mm Hardness 92.8 Particle=0.6 nm

i /\

D. \:\@ d

' L \\/ | F (0 2flute
.

_ L [
Ilg%grtrqgger D%:?r%g%(er ?éﬁgﬁﬂ

1/8 1/8 i 15 $2.80

36 3116 2 | sz

114 114 25 $8.79

— 516 516 25 | $1241
318 3/8 2.5 $16.59

112 112 t | 3 | 303

5/8 5/8 1.25 3.5 $50.38

- a4 5 [ 4 [ sms




