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HARDMAX 48HA S—I\%xv OS5I 7ALTVKFZIL 4 Flute Taper Neck Radius End Mills
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4 Flute Taper Neck Radius End Mills for milling hard materials. ;
Corner radius design from the edge to the periphery ensures less U P,
cutting resistance, and the variable pitch design minimizes chattering Inclined Angle
and vibration.
Can achieve stable milling and excellent surface finish on deep milling. S e

HARDMAX coating offers longer tool life when milling hard materials. T—5 EOFBHORESAIE U TR TREBL T RS,
Recommended to use with any type of coolant. VLR = I ez, (S

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.
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Feature ® Feature @ Feature ®
Seamless Corner Radius Variable Pitch design A wide choice of Taper Neck Angles available

High rigidity! Less cutting resistance! Minimizing vibration and chattering! More efficient with 1.4+ 1.9°- 2.9" !

MAEDE Variable Pitch : a# B j




HARDMAX 48A F—I\xvIS5IFP7ALTVRFZIL 4Flute Taper Neck Radius End Mills

A&t 111 242 Total 111 models &4 Unit (mm)
D—YRRAICHT 2RENR

il NE I-F¥REST-E BTR AR IR BR W 2R YryR BRSO EE  THA —&FsAED

Model Qutside Corr_ler NeckTaper | Neck | Effective | Length  Neck | ShankTaper Owerall  Shank = Shape Price Interference . Effective Length by Inclined Angles

Number Diameter | Radius | Angle  Length Length = of Cut Diameter Ange | Length Diameter Angle —  Interference

oD CR TN &, & &  @d Ba L od ¥ :
30 1 17300 2 3
HTNRS 4010-020608 6 50 4 10,000 7.37° 656 692 720 745 8.00
HTNRS 4010-021008 10 50 4 10,000 5.54° 10.61 11.12 11.50 11.89 12.77
0.4°

HTNRS 4010-022008 20 60 4 10,000 3.42° 20.73 21.52 22.24 23.00 24.71
HTNRS 4010-023008 30 70 4 12,000 2.47° 30.83 31.91 3297 34.11 [28L
HTNRS 4010-020618 6 50 4 10,000 749° — | 661 696 723 7.76
HTNRS 4010-021018 10 50 4 10,000 565° — 1066 11.15 11.53 12.38
HTNRS 4010-021518 15 — — 50 4 A 10,000 4.33° — 16.72/16.35 16.92 18.17
HTNRS 4010-022018 20 60 4 10,000 3.60° — 20.77/21.56 22.30 23.95
HTNRS 4010-022518 | 1 RO2 09 25 1 16" 60 4 10,000 294° — 2582 26.76 27.68 [PBY
HTNRS 4010-023018 30 70 4 12,000 254° — 30.87 31.96 33.06 [#¥Y

Nolr

HTNRS 4010023518 35 80 4 14000 223 — 3592 37.16
HTNRS 4010024018 40 80 4 14000 1.99° — 4096 42.36 78 FFBL
HTNRS 4010-025018 50 %0 | 4 15000 1.64° — 51.025274 [#8L THEL
| HTNRS 4010-020628 6 50 4 10000 761° — — 666 7.00 7.53
| HTNRS 4010-021028 10 50 4 10000 5777 — — 1071 11.18 12.00
1.4° 1.8 0.94 B
| HTNRS 4010-022028 20 60 4 10000 359° — — 2081 2159 23.20
| HTNRS 4010-023028 30 70 4 12000 261° —  — 3091 3201
HTNRS 40125-020618 6 50 4 10000 7.14° — 663 697 724 7.77
HTNRS 40125-021018 10 50 4 10000 5.34° — 10.68/11.16 11.55 12.40
HTNRS 40125-021518 15 50 4 10000 405 — 1574 16.37 16.93 18.18
HTNRS 40125-022018 1.25 RO2 08 20 — 125 — 168 60 4 A 10000 3270 — 20.7921.57 22.31 23.96
HTNRS 40125-023018 30 70 4 12000 2.36° — 30.89 3197 3307 [PEV
HTNRS 40125-024018 40 80 4 14,000 1.84° — 4097 42.37 T2EL TEL
HTNRS 40125-025018 50 90 4 15000(1.51°| — |51.08|52.75| 280 | P56y
HTNRS 4015-030608 6 50 4 10,000 669" 662 6.96 7.23 747 80I
HTNRS 4015-031008 10 50 4 10,000 4.92° 1066 11.15 11.52 11.91 12.79
HTNRS 4015-032008 . 20 60 | 4 10,000 2.96° 20.7821.55 22.26 23.03 [#8¥Y
HTNRS 4015-033008 30 70 | 4 12,000 2.12° 30.87 31.94 33.00 34.13 [#HY
HTNRS 4015-030618 6 50 4 10000 6.80° — @ 669 701 727 7.79
HTNRS 4015-031018 10 50 4 10000 5038 — 10.7311.19 1157 12.42
15 RO3 - 15 - F A
HTNRS 4015-031518 15 50 4 10000 379° — 1579 16.39 16.95 18.20
HTNRS 4015-032018 20 80 4 10000 304" — 20.84 21.60 22.34 23.99
HTNRS 4015-032518 o 25 80 4 10000 254° — 2588 126.80 27.72 [

HTNRS 4015-033018 30 70 4 12,000 2.18° — 30.9332.00 33.10 [##Y
HTNRS 4015-034018 40 80 4 14000 1.70° — 41.01 4240 [#BL TFEL
HTNRS 4015-035018 50 %0 4 15000 1.39° — 5107 [#4L L

No Interference | Nolnterference | No Interference

XOBINEE  Additional model



HARDMAX 48A F—I\xvIS5IFP7ALTVRFZIL 4Flute Taper Neck Radius End Mills

D—UHEAICHT 2REMR

BIE SR I-THRENT-IR BTR AR IR BR w-E 2R YvUIR MR EE  FTHA —ETFHED
Model Qutside Corper NeckTaper Neck | Effective | Length  Neck | ShankTaper Overall  Shank = Shape Price Inteference  Effective Length by Inclined Angles
Number Diameter | Radius ~ Angle  Length Length | of Cut Diameter Ange  Length Diameter Angle —  Interference
oD CR N 2, 2 2 ¢d; Bta L ¢d ¥ )
30 1 17300 2 3
HTNRS 4015-030628 6 50 4 10,000 6.92° — — 6.76 7.06 7.58
HTNRS 4015-031028 10 50 4 10,000 5.13° | — — 1080 11.23 12.05
1.5 RO.3 | 1.4° 27 15 143 16° B
% | HTNRS 4015-032028 20 60 4 10,000 3.12° — — 20.89 21.65 23.25
HTNRS 4015-033028 30 70 4 12,000 224° — = — 30983207 [FHY
HTNRS 40175-030618 6 50 4 10,000 6.37° — 6.75 706 7.31 784
HTNRS 40175-031018 10 50 4 10,000 466° — 10791123 11.61 1246
HTNRS 40175-031518 15 60 4 10,000 3.49° — 1584/16.43 16.99 1824
HTNRS 40175-032018 1.75 RO.3 09 20 — 175 — 16 60 @4 A 10000 2.78° — 2089 2163 22.38 [#8L

No Interference

FEEL
e | No Interference

HTNRS 40175-033018 30 70 4 12000 199° — 3098 3204 77

HTNRS 40175-034018 40 80 4 14,000|1.54° | — [41.06|42.44|, :

FHEL

e | No lnterference

HTNRS 40175-035018 50 90 4 15000 1.26° — 51.11 FA6L

N Interference | N

HTNRS 4020-052008 20 60 4 11.000 248 20.86 21.60 22.30 23.06 [ #B

No Interference

HTNRS 4020-052608 26 60 4 11,000 1.98° 26.92 27.83 2875, :

FHIEL

HTNRS 4020-053008 04" 30 70 4 11,000 1.75° 30.95 31.98 33.04 [##L FAEL
HTNRS 4020-053608 36 80 4 14,000 1.49° 37.00 38.22 [ZBL TABL Tl
HTNRS 4020-054008 40 80 4 14.000)| 1.357 |41.08(42:37| [2e0 | TAEU | ESa0
HTNRS 4020-051018 10 60 4 11,000 433 — 1084 11.25 11.63 12.46
HTNRS 4020-051518 15 60 4 11,000 321° — 1588 1645 17.01 18.25
HTNRS 4020-052018 20 - 60 4 g 11,000 254° — 20.93/21.66 22.39 [#¥Y
HTNRS 4020-052518 25 60 4 11,000 211° — 2597 26.86 27.77 [2B¥Y
HTNRS 4020-053018 09" 30 & 70 4 11,000 1.80° — 31.01 3206 [Z5Y
2 RO5 2

HTNRS 4020-053518 35 80 4 14000 1.57°| — |36.05/37.26|128\ THEL
HTNRS 4020-054018 40 80 4 14000 1.39° — 41.09 [#8L TAGL T
HTNRS 4020-054518 45 %0 4 15,0001.25° | — [46.10|FZ80 |
HTNRS 4020-055018 50 9 4 15000 1.14° — 51.14

¢ HTNRS 4020-053028 30 70 4 11000 1.85° — — ol i

< | HTNRS 4020-054028 - 40 80 4 14000 143 — = — | [EEL TEEL TEEL

< | HTNRS 4020-053038 30 70 6 | B 12000 339 — — — 31.12334]

1.9 36 1.9

< | HTNRS 4020-054038 40 80 6 15000 269° — — — 4119 ]

< | HTNRS 4020-053058 30 70 6 12000 358 — — @— @ —

< | HTNRS 4020-054258 = 42 — 90 6 C 18500 274 — —  — — AU
HTNRS 4030-082008 20 60 6 12,000 3.48° 20.88 21.60 22.30 23.05 24.72
HTNRS 4030-082608 26 60 6 12,000 2.82° 26.94 27.84 28.74 29.72 T
HTNRS 4030-083008 = 3 RO8 04 30 — 3 — 1 70 6 A 12000 251° 30.87 31.99 33.04 34.16 [FHY
HTNRS 4030-083608 36 80 6 14,000 2.14° 37.02 38.22 39.48
HTNRS 4030-084008 40 80 6 14,000 1.96° 41.05 42.38 43.78 T25L THEL

nce | No Interference

XOBINEE  Additional model



HARDMAX 48A F—I\xvIS5IFP7ALTVRFZIL 4Flute Taper Neck Radius End Mills

D—UHEEAICHT 2REMR

BE SR I-TEEEST-NE BTR AR AR EE wrE 2R vvUsg MR Bl F5e —AFHED
Model Qutside Corper NeckTaper  Neck  Effective  Length VNeck Shank Taper | Overall Shank Shape Price Inteference  Etfective Length by Inclined Angles
Number Diameter | Radius = Angle  Length Length = of Cut Diameter| Awge | Length Diameter Angle —  Interference
D CR TN 2, & & ¢d Ba L od ¥
% 1 18y 2 &
HTNRS 4030-082018 20 60 6 12,000 356° — 20.98 21.69 22.41 24.03
HTNRS 4030-082518 25 80 6 12000 2.99° — 26.02 26.89 27.79 [ZBL
HTNRS 4030-083018 30 70 6 12000 257° — 31.063209 33.18 [75V
HTNRS 4030-083518 09 3 — — 80 6 A 14000 225° — 36.1037.29 3856 [FHY
HTNRS 4030-084018 40 80 6 14,000 201°  — 41.13 42.49 4394 [2BL
HTNRS 4030-085018 50 1 90 6 15000 1.65° — 51.18/52.87 TZEL T#EL
3 ROS8 3
HTNRS 4030-086018 60 100 6 16,000 1.40° — 61.25 [#8L TABL T
< | HTNRS 4030-083028 30 70 6 12,000 264" — — 31.143219 ]
< | HTNRS 4030084028 ]'4 40 80 6 14000 206° —  — 41.21 4261
% | HTNRS 4030-083038 30 45 2.89 70 6 ’ 12,000(271°| — | — | — |31.21| %6
i | HTNRS 4030-084038 e 40 80 6 14000 2120 — | — | — 4128 [FEY
| HTNRS 4030-083358 29° 33 — 8 6 C 16500264 — — @— | — [TEEL
HTNRS 4040-102508 25 60 6 12,000 2.12° 25.49 26.2827.13 28.04 [/
HTNRS 4040-103008 30 70 6 12,000 1.80° 3052 31.48 32.50 T2XL FAEL
HTNRS 4040-103508 35 80 6 14,000 157° 3555 36.67 37.87 |
HTNRS 4040-104008 > 40 80 6 14,000 1.39° 40.58 41.87 [#BL TABL THEL
HTNRS 4040-104508 45 90 6 15,000 1.24° 45.61 47.06 [ZBL T#BL THEL
HTNRS 4040-105008 50 %0 6 15,000| 1.13° |50.63|52.24| [#3L | F&EL | FHEL
HTNRS 4040-102018 20 | — — 1 60 6 A 12000 264 — 2057 21.2321.93
HTNRS 4040-102518 25 80 6 12,000 2.18° — 25602643 27.32 [PHY
HTNRS 4040-103018 30 70 6 12000 1.85° — 3064 31.63 28 TEL
4 Rl 4
HTNRS 4040-103518 09" 35 80 6 14,000 161°| — |35.67|36.83| 28y FoEL
HTNRS 4040-104018 40 80 6 14000 1.42° — 4070 J#8L FTAEL T
HTNRS 4040-105018 50 90 6 15,000 1.167 | — [50.75|F2#E0 |
HTNRS 4040-106018 60 100 6 16,000 0.98° — |TABL TEBL TEEL TEEL
% | HTNRS 4040-104928 49 — 90 6 C [15000[1.21° | — | — |FZEUEl el
< | HTNRS 4040-106028 - 60 100 8 17000 1.88° —  — 6094 TFEL TEEL
¢ | HTNRS 4040-103038 30 6 38 ° 70 8 ’ 16000 346° — — — 30.8933.13
< | HTNRS 4040-106738 e 67 120 8 23000 175 — | — | —
< | HTNRS 4040-104558 29 45 - 90 8 ’ 18000(262° | — | — | — | — |fZEY
HTNRS 4060-152018 20 60 8 17.000 269° — 20.6321.28
HTNRS 4060-153018 30 70 8 17.000 1.88° — |30.70/31.68 [#BL THEL
HTNRS 4060-154018 6 R15 09° 40 — 6 — 168 80 8 A 17000 144 — 4076 T#8C | I
HTNRS 4060-155018 50 %0 8 17.000|1.17° | — |50.83| %80 | F#alL
HTNRS 4060-156018 60 100 8 18,000 098 —

XOBINEE  Additional model



HARDMAX 48HA S—I\%xv OS5I 7ALTVKFZIL 4 Flute Taper Neck Radius End Mills

J—OHEEAICHT DREHR
—I&FHED
Effective Length by Inclined Angles
— * Interference

I-HHRENT-IB B TR AR IR BR w-E 2R YvUoR
Outside ' Corner NeckTaper  Neck | Effective Length — Neck
Length Length = of Cut ' Diameter

ShankTaper | Overall - Shank = Shape

%

HTNRS 4060-155128 THEL | T

*

HTNRS 4060-153938

X

HTNRS 4060-156938

%

HTNRS 4060-154758

EIIEYE  Additional model

2 3

FHBL

No Interference | No Interference

FEEL FHEL

No Interference | No Interference

FHEL | FEHEL
No Interference | No Interference

. THEL
No Interference



HTNRS tDHEIZ{4Z& Milling Conditions

TYN— R/ BANH BEANGE BEANE
RHEIM PREHARDENED STEELS / HARDENED STEELS HARDENED STEELS HARDENED STEELS
WORK MATERIAL NAK 7 SKD SKD / SKT SKD 7 SKH
(30~45HRC) (45~55HRC) (55~65HRC)
BE SR I-F¥R T8 BTR OEREE XDEE de EEREE EXDEE  Qp de  EOEREE XDEE dp e
Model Outside | Corner = Neck Neck = Spindle = Feed Axial = Radial = Spindle = Feed Axial | Radial = Spindle = Feed Axial | Radial
[ o] R M R A i1 v i e R s M A ORI
4010-020608 6 20,000 2,600 0.06 044 11,600 980 @ 0029 023 8900 530 | 0.012 0.9
4010-021008 ) 10 19,000 2,450 0.03 042 11,000 920 0015 021 8500 480  0.008 0.07
4010-022008 o 20 17,000 2,150 0.008 0.37 9,700 800  0.005 0.18 7,600 400  0.004 0.05
4010-023008 30 12,000 1,500 0.003 0.26 7200 570 0002 012 6000 310  0.002 0.04
4010-020618 6 | 20,000 2,600 0.06 045 11,600 980 0029 024 8900 530 | 0.012 0.1
4010-021018 10 19,000 2,450 0.03 043 11,000 920 0015 022 8500 480 0.008 0.075
4010-021518 15 | 18,500 2,400 0.02 041 10,700 880  0.01 021 8200 450 @ 0.006 & 0.065
4010-022018 20 18,000 2300 0.01 0.4 10,400 850  0.006 0.2 8,000 430  0.005 0.05
4010-022518 1 RO.2 09 25 17,000 2,150 0.008 0.38 9900 800  0.005 019 7,700 @ 410  0.004 0.05
4010-023018 30 16,000 2,000 0.007 0.35 9,400 750 0.004 018 7400 390  0.004 0.05
4010-023518 3 15000 1,850 0.006 0.32 8800 700  0.004 016 7,000 370 0.003 0.05
4010-024018 40 14,000 1,750 0.005 0.3 8300 660 0.003 015 6700 350 0.003 0.05
4010-025018 50 12,000 1,500 0.003 0.8 7200 570 0.002 014 6000 310  0.002 0.05
4010-020628 6 20,000 2,600 0.06 046 11,600 980 0029 025 8900 530 0.012 0.1
4010-021028 ) 10 | 20,000 2,600 0.04 045 11,400 960  0.02 024 8750 510 @ 0.01 0.08
4010-022028 H 20 19,000 2,400 0.02 0.4 10,900 900  0.01 0.2 8400 470  0.005 0.06
4010-023028 30 18,000 2300 0.01 0.4 10,400 850  0.006 @ 0.2 8,000 430 | 0.005 0.05
40125-020618 6 16,000 2,600 0.075 0.56 9200 990 0.036 03 7,100 540 0015 0.12
40125-021018 10 | 16,000 2,600 0.057 0.55 9200 990 0027 029 7,00 540 0.012 01
40125-021518 15 15500 2,500 0.04 0.53 8900 950 0019 027 690 500 0.0 0.08
40125-022018 125 R02 09 20 15,000 2,400 0.022 @ 0.51 8700 900 0.011 026 6700 470  0.007 0.07
40125-023018 30 14,400 2300 0.011 047 8300 860 0.006 023 6400 440 0.005 0.06
40125-024018 40 12,800 2,000 0.008 042 7500 750 @ 0.004 021 5900 390  0.004 0.06
40125-025018 50 11,000 1,700 0.006  0.37 6500 650 0.003 019 5300 350 0.003 0.06
4015-030608 6 | 13,500 2,600 0.09 0.67 7,800 990 0043 036 6000 540  0.018 0.15
4015-031008 . 10 13,500 2,600 0.083 0.66 7,700 980  0.04 035 6000 540 0017 0.13
4015-032008 o 20 12500 2,400 0.028 @ 0.61 7,000 880 0015 031 5500 460  0.009 0.09
4015-033008 30 12,000 2300 0.012 055 6900 860 0.007 027 5350 440 0.006 0.07
4015-030618 6 | 13,500 2,600 0.09 0.67 7,800 990 0043 036 6000 540 @ 0.018 0.15
4015-031018 10 13,500 2,600 0.083 0.67 7,800 990  0.04 036 6000 540 0017 0.14
4015-031518 " o3 15 13,000 2,500 0.055  0.65 7500 950 @ 0.029 034 5800 500 0013 0.12
4015-032018 ) 20 12500 2,400 0.035 0.63 7200 900 0018 032 5600 470 0.0 0.1
4015-032518 °e 25 12500 2,400 0.025 0.6 7,000 880 @ 0.013 031 5500 460 @ 0.009 0.08
4015-033018 30 12,000 2300 0.015 06 6,900 860 0.008 03 5350 440  0.007 0.07
4015-034018 40 12,000 24300 0.012 055 6,900 860 0.007 027 5350 440 0.006 0.07

4015-035018 50 10,500 2,000 0.009 05 6,100 740  0.005 025 4850 380  0.005 0.07



HTNRS tDHEIZ{4Z& Milling Conditions

TYUIN— RV / BANH BEANG BEAN
RHEIM PREHARDENED STEELS / HARDENED STEELS HARDENED STEELS HARDENED STEELS
WORK MATERIAL NAK 7 SKD SKD / SKT SKD 7 SKH
(30~45HRC) (45~55HRC) (55~65HRC)
BE SME I-F¥R EFT-NE BTR OEREE XDEE de EEREE EXOEE  Qp de  OEREE XDEE  dp e
Model Outside = Corner = Neck Neck | Spindle = Feed Axial Radial = Spindle = Feed Axial Radial = Spindle = Feed Axial Radial
O [ o] R R A i1 v e R s MR A ORI
4015-030628 6 | 13500 2,600 0.09 067 7,800 990 0043 036 6000 540 0.018 0.15
4015-031028 . 10 13500 2,600 0.085 067 7800 990  0.04 036 6000 540 0017 0.15
4015-032028 " el 20 13,000 2,500 0.05 063 7,300 920 @ 0.02 033 5600 480 @ 0011 | 0.1
4015-033028 30 12500 2,400 0.025 061 7000 80 0013 031 5500 460 0.009 0.08
40175-030618 6 | 11,500 2,600 0105 078 6600 990 @ 0.05 042 5100 540 0021 0.17
40175-031018 10 11,500 2,600 0.105 0.78 6,600 990  0.05 042 5100 540 0021 0.17
40175-031518 15 | 11,500 2,600 0.07 076 6500 950 @ 0.037 @04 5000 510 0017 0.14
40175-032018 175 R03 09 20 11,000 2450 0.047 074 6400 920 0024 038 4900 480 0013 0.12
40175-033018 30 11,000 2450 0027 071 6400 920  0.014 036 4900 480 0.1 0.1
40175-034018 40 10,000 2200 0.016 067 5800 80 0009 033 4450 420 0.008 0.08
40175-035018 50 10,000 2200 0.013 062 @ 5800 80 0008 031 4450 420  0.007 0.08
4020-052008 20 9,500 2,450 0.06 085 5500 920 0025 043 4250 480 0.015 0.13
4020-052608 26 9,500 2,450 0.04 083 5500 920 @ 0021 @ 042 4250 480 0.013 0.12
4020-053008 04 30 9,000 23300 0.03 079 5400 80 0016 041 4100 450 0.012 0.1
4020-053608 36 9,000 2300 0.02 075 5200 80 0011 039 4000 430 0.01 0.1
4020-054008 40 9,000 2300 0.02 0.7 5200 80  0.01 038 4,000 430 0009 0.1
4020-051018 10 | 10,000 2,600 0.12 0.9 5800 = 990  0.057 049 4450 540 @ 0.024 @02
4020-051518 15 10,000 2,600 0.09 088 5600 950  0.044 047 4350 510 0.02 0.17
4020-052018 20 9,500 2,450 0.06 086 5500 920 @ 0.03 045 4250 480  0.016 0.15
4020-052518 25 9,500 2,450 0.05 085 5500 920 0025 043 4250 480 0.015 0.13
4020-053018 0.9° 30 9,500 2,450 0.04 083 5500 920 @ 0.021 @ 042 4250 480  0.013 0.12
4020-053518 2 s 35 9,000 2300 0.03 081 5300 80 0016 041 4100 450 0.012 0.1
4020-054018 40 9,000 2300 0.02 0.8 5200 80 0012 04 4,000 430 @ 0.01 0.1
4020-054518 45 9,000 2300 0.02 075 5200 80 0011 039 4000 430 0.01 0.1
4020-055018 50 9,000 2300 0.017 075 | 5200 80 0.1 038 4,000 430 @ 0.009 0.1
4020-053028 ) 30 9,500 2,450 0.05 085 5500 920 0025 043 4250 480 0.015 0.13
4020-054028 H 40 9,500 2,450 0.04 083 5500 920 @ 0.02 042 4250 480 0013 0.12
4020-053038 ) 30 9,500 2,450 0.06 085 5500 920  0.03 043 4250 480  0.017 0.14
4020-054038 " 40 9,500 2,450 0.05 085 5500 920 @ 0025 043 4250 480 0.015 0.13
4020-053058 ) 30 9,500 2,450 0.07 085 5500 920 0035 045 4250 480 0.017 0.16
4020-054258 22 42 9,500 2,450 0.06 085 5500 920 @ 0.03 045 4250 480 0016 0.15
4030-082008 20 6,500 2500 0.12 1.06 3900 960  0.05 058 3200 550  0.029 0.25
4030-082608 26 6,300 2,400 0.08 1.04 3800 940 0038 056 | 3,100 520 0.025 022
4030-083008 3 Ro.8 = 04 30 6,300 2400 0.064 1.01 3800 920 0.034 055 3,100 510 = 0.022 0.21
4030-083608 36 6,300 2,400 0.05 1 3800 920 0.028 052 3100 510 @ 0.02 0.19

4030-084008 40 6,300 2,400 0.04 098 3800 920 0023 051 3100 510 0.018 0.17



HTNRS tDHEIZ{4Z& Milling Conditions

TYN— R/ BANH BEANGE BEAN
RHEIM PREHARDENED STEELS / HARDENED STEELS HARDENED STEELS HARDENED STEELS
WORK MATERIAL NAK 7 SKD SKD / SKT SKD 7 SKH
(30~45HRC) (45~55HRC) (55~65HRC)
BE SR I-F¥R T8 BTR OEREE XDEE de EEREE EXDEE  Qp de  OEREE XDEE  dp e
Model Outside = Corner = Neck Neck | Spindle = Feed Axial Radial = Spindle = Feed Axial Radial = Spindle = Feed Axial Radial
P | | | D | o | | | |
4030-082018 20 6,700 = 2,600 0.13 1.07 4000 1,000 0065 06 3,300 590  0.034 028
4030-082518 25 6,500 2500 0.1 1.056 3,900 960 = 0.05 058 3200 550  0.029 0.25
4030-083018 30 6,300 2400 0072 103 3,800 920 0.038 056 @ 3,100 510 0024 022
4030-083518 0.9° 35 6,300 2400 0.064 101 3,800 920 0.034 055 3100 510 0022 0.21
4030-084018 40 6,300 2400 0.056 1 3,800 920 | 0.03 054 3100 510 0021 | 0.2
4030-085018 50 6,300 2400 0.04 0.98 3,800 920 0.023 051 3100 510 0.018 0.17
3 R0.8
4030-086018 60 6,000 2300 0024 09 @ 3,600 870 0.015 049 2900 470 0.015 0.5
4030-083028 30 6,500 2500 0.09 1.03 3,900 960 0.045 057 3200 550 @ 0.03 0.24
1.4
4030-084028 40 6,300 | 2,400 0.06 1.01 3,800 920 0.03 055 3100 510 0.2 0.21
4030-083038 30 6,500 2500 0.1 1.05 3,900 960 = 0.05 058 3200 550  0.03 0.25
19°
4030-084038 ’ 40 6,300 | 2,400 0.07 1.03 3,800 920 | 0.04 056 3,100 510 0025 0.22
4030-083358 2.9 33 6,700 2500 0.12 1.07 3,900 1,000 0.06 0.6 3200 590 @ 0.03 0.28
4040-102508 25 5000 2,600 0.17 142 3000 1,000 008 @ 08 2450 = 600  0.045 0.38
4040-103008 30 5000 2600 0.13 1.39 2,900 960 0.065 077 2400 540 0.038 034
4040-103508 35 4800 = 2450 0.09 1.37 2,900 920  0.048 075 2350 480 0032 03
04
4040-104008 40 4,800 2450 0.08 135 2,900 920 0043 074 2350 480  0.03 0.28
4040-104508 45 4800 = 2450 0.07 133 2,900 920 0.038 072 2350 480 0028 026
4040-105008 50 4800 2450 0.06 132 2,900 920 0.034 07 2350 480 0.026 0.25
4040-102018 20 5000 2,600 0.19 144 3000 1,000 0095 082 2450 600 0048 04
4040-102518 25 5000 2600 0.17 142 3000 1,000 008 08 2450 600 0.045 0.38
4040-103018 30 5000 @ 2,600 0.15 141 3000 1,000 0076 079 @ 2450 600 0.042 0.36
4040-103518 ! ) 0.9 35 4800 2450 0.12 139 2,900 960 0.062 077 2400 540 0.037 033
4040-104018 40 4800 @ 2450 0.09 1.37 2,900 920  0.048 075 2350 480 0032 03
4040-105018 50 4,800 2450 0.08 135 2,900 920 0.043 072 2350 480 @ 0029 027
4040-106018 60 4800 @ 2450 0.06 132 2,900 920 0034 07 2,350 = 480 @ 0.026 025
4040-104928 49 4800 2500 0.1 137 2,900 960 = 0.05 074 2350 540 0035 0.28
1.4
4040-106028 60 4,800 = 2500 0.08 135 2,900 960 | 0.04 072 2350 540 @ 0.03 0.27
4040-103038 30 5000 2600 0.15 142 3,000 1,000 0.08 0.8 2450 600 0.045 0.38
1.9°
4040-106738 i 67 4800 @ 2500 0.12 1.4 2,900 960 | 0.05 078 2350 540  0.03 0.35

4040-104558 29 45 5,000 2600 0.15 141 3,000 1,000 0.08 079 2450 600 0.045 0.36



HTNRS tD&EIZ{4Z& Milling Conditions

TUN\— RUER / BEANGE BEANSA BEANGE
RHEIM PREHARDENED STEELS / HARDENED STEELS HARDENED STEELS HARDENED STEELS
WORK MATERIAL NAK 7 SKD SKD / SKT SKD / SKH
(30~45HRC) (45~55HRC) (55~65HRC)
B AE IR EPT-IR BTR EEREE XOEE de [EEREE EOEE A Qe [EEEE EOEE A Qe
Model Outside = Corner = Neck Neck | Spindle = Feed Axial Radial = Spindle = Feed Axial Radial = Spindle = Feed Axial Radial
Number Diameter Radius | Taper = Length = Speed Rate Depth =~ Depth | Speed Rate Depth | Depth | Speed Rate Depth | Depth
(mm)  (mm)  Angle  (mm) (min") (mmmin)  (mm)  (mm) (min")  @mmn) mm)  mm)  min"D | mmminD (mm) | (mm)
4060-152018 20 3,350 2,600 0.28 216 2,000 1,000 0.14 1.24 1,650 600 @ 0072 0.6
4060-153018 30 3,350 2,600 0.28 216 2,000 1,000 0.14 1.24 1,650 600 0072 0.6
4060-154018 0.9 40 3,350 2,600 0.26 214 2,000 1,000 0.131 1.21 1,650 600  0.068 057
4060-155018 50 3350 2600 0.2 2.1 2,000 1,000 0.103 117 1,650 600  0.058 051
4060-156018 6 R1.5 60 3,150 2,400 0.14 206 | 1,900 920 0.075 112 1,550 510  0.048 045
4060-155128 1.4° 51 3350 2600 0.2 2.1 2,000 1,000 0.1 117 1,650 600  0.058 051
4060-153938 39 3,350 2,600 0.26 214 2,000 1,000 0.13 1.21 1,650 600  0.068 057
1.9°
4060-156938 69 3,150 2400 0.14 206 1,900 920 0.075 112 1,550 510  0.048 045
4060-154758 29 47 3,350 2,600 0.26 214 2,000 1,000 0.13 1.21 1,650 600  0.068 057
BIEIHY
ap : BAEIDYHAFRE (mm) a
e $EHAOTAHRE (mm)  ©
Side Milling N
ap : Axial Depth (mm) Qe

Ae : Radial Depth (mm)

= :
- BHODEREEDE D BVMEE(E. DEEESXDEREZR ULETTFTIZE L,
< KA - HETIEER. AL X b I7 TO-0OVFNICBVTHEREUVINIHTHETY .

Note:
- Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum spindle speed.
- Every coolant offers stable milling.



F—IVEMIEAE  Milling example of taper slotting
HTNRS @2 X CRO.5 X BT Neck Length 20 - 30 - 40

EBIRE 20 mm
Slot Depth

EARS 30 mm
Slot Depth

- I—0894 X Work Size :
- JBDECA Inclined Angle

- &1 Slot Length

- j&1E Slot Width
- @R Slot Depth
- J—52 b Coolant

© ARU—bRYITEEOMTIEERLE RS 20 mm LFEINT

Performance compared with straight neck type---20 mm Depth L shape slotting

1

SKD61 (45HRC)

50 X 50 X 60 mm

127 mm (L& L Shape Slot)
21 mm (BE#%E Straight Slot)

:2.6mm (E&B Bottom)

: 20, 30, 40 mm

KB HELTEIER Water Soluble

TEZ ERTE 32N TIEH1X EIERREE | 3% 0RE ap DI
Process Tool R[N Tool Size Spindle | Feed Axial Cycle Time
Neck Shape Speed Rate Depth
Helix Angle (mm) (min™) | (mm/min)| (mm)
F—Nxvo (09°) 2045 18 7
b3 45°R_un 02 X CR0.5 X BET& 20 0
Roughing | HTNRS 4020-052018 TaperNeck 09" | ®2 X CRO5 X Neck Length 20| %500 | 2450 | 0064 | oy i 10 coc
45° Helix Angle
ARb—bxRyo
can s 02 x CR0.5 X A3k 20 \ \
iid 30 atn 1 B 3093 9
i HLRS 4020-05-200 - ®2 x CRO.5 X 7,000 800 | 0.025 .
Roughing S%Erﬂgeﬂ;’j\ﬁ;‘l‘e Effective Length 20 1h 30 min 9 sec

HRE20mm OMIER F—bxy ST (HLRS) O 7 Sl EDRERTIISET !

Taper neck 7 times more efficient in 20 mm depth slotting !

@ ZRE40mm LFEIMI 40 mm Depth L shape slotting

T8 ERTE 32N TIEH,X EIERREE | 3% 0RE ap
Process Tool [tng Tool Size Spindle Feed Axial DNTESRS
Neck Shape Speed Rate Depth Cycle Time
Helix Angle (mm) (min™) | (mm/min)| (mm)
b ®2 x CR0.5 X B & 20 21738%
Roughing HTNRS 4020-052018 ©®2 X CR0.5 X Neck Length 20 8,500 2450 | 0.064 27 min 8 sec
7 FIFY (097 | g2 x CROS X HTE30 1549327
Roughing HTNRS 4020-053018 45°Rin 2 x CRO5 X Neck Length 30 | 9900 | 2450 | 0.047 15 min 32 sec
= Taper Neck 0.9° 404 26 ¥
Roughing 45" Helix Angle 9000 | 2300 | 0.02 40 min 26 sec
| HTNRS 4020-054018 Soirs ool 0.000f
. 02 CROS > Neokbeng 4014500 | 500 | (hxogn| 4RM28R 508
Finishing ’ Cuso Heigh 4 h 28 min 50 sec
RE 40 MMETOINIA A=
Slotting image of 40 mm depth < Depth 20 mm
Ra : 0.287 um
] &< Depth 30 mm
Ra : 0.241 um
l IZO m 30 mm R Depth 40
b 40 mm < Dep mm
= = Ra : 0.274 um

===
==

RS 40 mm T RINTEFA 1 85 23 D CTINTRT ! HES B RIF !

40 mm slot depth roughing process completed in 1h 23 min ! Excellent surface finishing !




A 1=2vor@ETY KSVRBEOEE

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.

UONN 3 = b, Wl Bt et
UNION TOOL CO.

AHERER -
T140-0013 RR | XEAH 6-17-1
TEL.03-5493-1030(4 1 v )L ) FAX.03-5493-1014

REITI :
T940-1104 BB RMMEBEEF4I] 2706-6
TEL.0258-22-2620(f8) FAX.0258-22-0045

FIZhhEe -

TEL.0120-60-2620 FAX.0258-22-0246
RFEEERR :

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

T954-0076 #1/RE RMIr#=E 3-1
TEL.0258-66-0800 (f£)  FAX.0258-66-0801

JLBIRERFR
T370-0046 BEBESUATIIAR 1425 24 > 101
TEL.027-310-1195 FAX.027-310-1196

REERM -
T446-0056 EHMELRIHH=ALIHE] 2-1-1 I HTRFEI X 2F-A
TEL.0566-79-0147 FAX.0566-74-9990

LEEEER

T491-0912 BME—Z#E 128 Zv 1 —EE L 8F
TEL.0586-43-2900 (f£) FAX.0586-43-2899

KRERE SRR -

T532-0033 ABRFFABRATEIX#HS 3-9-14 EHV=EEIL 3F
TEL.06-6392-3159(f£) FAX.06-6392-3169

TV R OEGMEHRVGHOEETERET

g 0120-60-2620

SZATESR © 9:30~12:00, 13:00~16:30 (AR VA - EHABZRR<)

http://www.uniontool.co.jp

AHZOTROLRE. FEGLILERETHIEDBYETDOTTTRILEL,

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.

No.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 5083, 5/F, Win Century Centre, 2A Mong Kok Rd, Mong Kok,
Kowloon, HONG KONG

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

DONGGUAN UNION TOOL CORP.

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

UNIONTOOL (THAILAND) CO., LTD.

No0.55/73 Moo 15 Bangsaotong Sub-District, Bangsaotong District,
Samutprakarn 10570 THAILAND

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