UNION TOOL.

Tungsten Garbide End Mills

UNIMAKX Series
HBEIVRIS)) A=IVvIRAIY—=X

HARDMAX 28A >—/\XvIiRk—)LIVRZ)L
HARDMAX 2 Flutes Taper Neck Ball End Mills

s 48

add A3
£ 245 BIF
Total 245 Models

HARDMAX 38HA F—/I\ZvIiR—ILIVR=IL
HARDMAX 3 Flutes Taper Neck Ball End Mills

em?2

pdd 2
275 8%
Total 75 Models

A\

UNoN ) UNION TOOL CO.




HARDMAX 2#83A F—/\®xvIiR—ILIV FZJL 2 Flute Taper Neck Ball End Mills
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MITHEIRR AOODIRICHESE) Material Applications (¥ Highly Recommended © Recommended O Suggested)
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Taper Neck design offers high rigidity. W
Stable milling and excellent surface even on deep milling. g
HARDMAX coat offers heat resistance, toughness and lubricity at a high level. —
Suitable for hard materials up to 65HRC. T LR
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The shank taper angle shown is not an exact value and to avoid contact with the workpiece,
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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Model Radius of NeckTaper| Neck | Effective| Length = Neck SnankTaper) Overall  Shank | Shape = Price Interference|  Effective Length by Inclined Angles
Number BallNose| Angle | Length | Length | of Cut |Diameter| Ange | Length | Diameter Angle — “Interference
R ™ 2, 2, 2 ®d, Bta L @d ¥ . . oG o .
30 1 1°30 2 3
HTNB 2002-015-1 1.5 50 4 11,520 13.36° — 150 155 160 1.72
HTNB 2002-020-1 300 2 50 4 12,120 12.63° — 201 208 215 231
HTNB 2002-030-1 3 50 4 14400 11.37° — 305 3.15 326 350
HTNB 2002-015-2 1.5 50 4 11,520 1341° — — 151 156 1.68
HTNB 2002-020-2 RO.1 1° 2 — 0.16 — 16° 50 4 A 12,120 1269° — — 203 210 225
HTNB 2002-030-2 3 50 4 14400 11.46° — — 306 3.17 340
HTNB 2002-015-3 1.5 50 4 11520 1346° — — — 153 164
HTNB 2002-020-3 1°30° 2 50 4 12,120 12.76° — — — 204 219
HTNB 2002-030-3 3 50 4 14400 1156° — — — 3.08 331
HTNB 2003-020-1 2 50 4 11,520 1262° — 201 208 215 230
30
HTNB 2003-030-1 3 50 4 12,120 11.34° — 3.05 315 325 349
HTNB 2003-020-2 2 50 4 11,520 12.68° — — 203 210 225
RO.15 1° — 0.24 — 16 A
HTNB 2003-030-2 3 50 4 12,120 11.43° — — 306 3.17 340
HTNB 2003-020-3 2 50 4 11,520 12.75° — — — 205 219
1° 30
HTNB 2003-030-3 3 50 4 12,120 11.52° — — — 3.08 3.31



HARDMAX 2#3H F—/\RwIK—ILI>VKRZ)L 2 Flute Taper Neck Ball End Mills

D—UREAICHT REIR

nE ToIAE EBT-/R BTR EOR DR OBE vwiHE 2R VwoR MR B THA FsED
e e S g e S Ot | e | 2 s et oty i s
R N 2, 2, 2 od Bta L od ¥ .
30° 1 17800 2 3
HTNB 2004-030-1 3 50 4 8.880 11.30° — 304 314 325 348
HTNB 2004-040-1 30 4 50 4 8,880 10.23° — 408 421 435 467
HTNB 2004-060-1 6 50 4 9,600 8.60° — 6.14 6.34 656 7.04
HTNB 2004-030-2 3 50 4 8,880 11.38° — = 306 3.17 339
HTNB 2004-040-2 RO.2 1° 4 — 0.32 — 16° 50 4 A 8,880 10.33° — — 410 423 454
HTNB 2004-060-2 6 50 4 9600 8.72° — — 6.16 6.37 6.84
HTNB 2004-030-3 3 50 4 8,880 11.48° — — — 3.08 3.30
HTNB 2004-040-3 1° 30 4 50 4 8,880 10.44° — — — 412 442
HTNB 2004-060-3 6 50 4 9,600 8.84° — — — 6.19 6.64
HTNB 2005-040-1 4 50 4 8400 10.17° — 408 421 435 466
HTNB 2005-060-1 ) 6 50 4 8,880 852° — 6.14 6.34 655 7.03
HTNB 2005-080-1 o 8 50 4 8880 7.33° — 821 848 876 941
HTNB 2005-100-1 10 50 4 9600 643 — 1027 1061 1097 11.78
HTNB 2005-040-2 4 50 4 8400 10.27° — — 410 423 454
HTNB 2005-060-2 6 50 4 8,880 8.64° — — 6.16 6.37 6.84
RO.25 1° — 04 — 16 A
HTNB 2005-080-2 8 50 4 8880 7.45° — — 823 851 913
HTNB 2005-100-2 10 50 4 9,600 6.55° — — 10.30 10.65 11.43
HTNB 2005-040-3 4 50 4 8,640 10.38° — — — 412 441
HTNB 2005-060-3 . 6 50 4 8,880 876 — — — 6.19 6.64
HTNB 2005-080-3 oo 8 50 4 8880 7570 — = = 8.26 8.86
HTNB 2005-100-3 10 50 4 9600 6.67° — — — 10.33 11.09
HTNB 2006-040-1 4 50 4 8,280 10.10° — 408 421 434 465
HTNB 2006-060-1 6 50 4 8620 8.44° — 6.14 6.34 655 7.03
HTNB 2006-080-1 8 50 4 8520 7.24° — 821 847 876 940
HTNB 2006-100-1 ) 10 50 4 8,640 6.33° — 1027 10.61 1097 11.77
HTNB 2006-120-1 o 12 50 4 9,360 5.63° — 1234 1274 13.18 14.14
% |HTNB 2006-140-1 14 50 4 9,360 5.07° — 1439 1487 1537 1651
HTNB 2006-160-1 16 50 4 9,360 4.61° — 1846 17.01 1759 18.89
HTNB 2006-200-1 20 50 4 12,500 3.90° — 2060 21.28 22.01 23.64
HTNB 2006-040-2 4 50 4 8280 10.21° — = 4.10 423 453
HTNB 2006-060-2 6 50 4 85620 85b5° — — 6.17 6.37 6.83
HTNB 2006-080-2 8 50 4 8520 7.36° — — 823 851 913
HTNB 2006-100-2 10 50 4 8640 6.45° — — 10.30 10.65 1143
RO.3 1° 09 048 056 16° B
HTNB 2006-120-2 12 50 4 9,360 5.74° — — 12.37 1279 13.72
HTNB 2006-140-2 14 50 4 9,360 b5.18° — — 14.43 1493 16.03
HTNB 2006-160-2 16 50 4 9,360 4.71° — — 16.50 17.07 18.32
HTNB 2006-200-2 20 50 4 12,500 3.99° — — 2064 21.34 2292
HTNB 2006-040-3 4 50 4 8280 10.31° — = = 412 441
HTNB 2006-060-3 6 50 4 8520 867° — — — 6.19 6.64
HTNB 2006-080-3 8 50 4 8520 7.48° — — — 8.26 8.86
HTNB 2006-100-3 . 10 50 4 8640 6.57° — — — 10.34 11.09
HTNB 2006-120-3 "o 12 50 4 9,360 5.86° — — — 1240 1331
% |HTNB 2006-140-3 14 50 4 9,360 5.29° — — — 14.46 1552
HTNB 2006-160-3 16 50 4 9,360 4.82° — — — 16.54 17.76
% |HTNB 2006-200-3 20 50 4 12,5600 4.09° — — — 2067 22.19
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HARDMAX 2#3H F—/\RwIK—ILI>VKRZ)L 2 Flute Taper Neck Ball End Mills
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nE ToIAE EBT-/R BTR EOR DR OBE vwiHE 2R VwoR MR B THA —ETHEbD
e ] e e v, G| | S| Pt et by e e
R N 2, 2, 2 od Bta L od ¥ .
30 1 17800 2 3
HTNB 2006-080-4 8 50 4 8520 760°  — — — — | 859
HTNB 2006-120-4 e 12 50 4 9360 598 — — — — 1289
HTNB 2006-200-4 20 50 4 12500 4198 —  — —  — 2149
HTNB 2006-080-6 8 50 4 8520 786" — — - - —
RO.3 09 048 0568 16 B
HTNB 2006-120-6 3 12 50 4 9360 623  — — - - =
HTNB 2006-200-6 20 50 4 12500 441° —  — = @ - =
HTNB 2006-120-10 ) 12 50 4 9360 682  — — -  — =
HTNB 2006-200-10 ° 20 50 4 12500 4920 — —  — = @ —
HTNB 2008-060-1 6 50 4 8880 826° — 614 634 654 70I
HTNB 2008-080-1 8 50 4 8880 704" — 821 847 875 938
HTNB 2008-120-1 e 60 4 9.360 544" — 1233 1274 1317 1413
HTNB 2008-160-1 16 60 4 11,500 443 — 1647 1701 1759 1888
HTNB 2008-060-2 6 50 4 8880 8377 — — 617 637 682
HTNB 2008-080-2 8 50 4 8880 7.16° — — 823 851 912
RO4 1° 12 064 076 16 B
HTNB 2008-120-2 12 60 4 9.360 555" —  — 1237 1279 1372
HTNB 2008-160-2 16 60 4 11,500 453 —  — 1650 17.06 1831
HTNB 2008-060-3 6 50 4 8880 849 — — — | 620 664
HTNB 2008-080-3 8 50 4 8880 728 — — — 826 886
HTNB 2008-120-3 oo 12 60 4 9,360 5.67° — — — 1240 13.30
HTNB 2008-160-3 16 60 4 11500 463 — — — 1654 17.75
HTNB 2010-060-1 6 50 4 7560 806" — 614 633 654 7.00
HTNB 2010-080-1 8 50 4 7560 684 — 821 847 875 937
HTNB 2010-100-1 10 50 4 7560 593  — 1027 1060 1096 11.74
HTNB 2010-120-1 12 50 4 7560 524° — 1233 1273 13.16 14.11
< |HTNB 2010-140-1 14 50 4 7560 469° — 1439 1485 1535 1647
HTNB 2010-160-1 16 50 4 7560 425° — 1646 17.00 17.58 18.86
% | HTNB 2010-180-1 30" 18 50 4 7560 388 — 1851 19121977 2121
HTNB 2010-200-1 20 60 4 9600 357° — 2060 21.27 22.00
HTNB 2010-220-1 22 60 4 9600 331°  — 2266 2341 24.20
HTNB 2010-260-1 26 65 4 10080 288 — 2679 2767 2862 17
< |HTNB 2010-300-1 30 70 4 10560 255° — 3090 31.93 3302 7
HTNB 2010-320-1 32 70 4 10560 241° — 3298 3407 3524 1
HTNB 2010-360-1 36 80 4 11,040 218 — 37.11 3834 3966 ,[7FY
RO.5 15 08 095 16 B ‘
HTNB 2010-060-2 6 50 4 7560 817° — — 618 638
HTNB 2010-080-2 8 50 4 7560 695° —  — 824 851 912
HTNB 2010-100-2 10 50 4 7560 604" —  — 1031 1066 11.42
HTNB 2010-120-2 12 50 4 7560 535" —  — 1238 1279 1372
HTNB 2010-140-2 14 50 4 7560 479° — | — 1445 1493 16.02
HTNB 2010-160-2 16 50 4 7560 434 —  — 1651 1707 1831
HTNB 2010-180-2 1 18 50 4 7560 397° —  — 1858 19.21 2061
HTNB 2010-200-2 20 60 4 9600 365 —  — 2064 21.35 2291
HTNB 2010-220-2 22 60 4 9600 339" — — 2271 2348 2521
HTNB 2010-260-2 26 65 4 10080 295 —  — 2685 2776 [PBY
% |HTNB 2010-300-2 30 70 4 10560 2620 —  — 3097 3203 ,#8Y
HTNB 2010-320-2 32 70 4 10560 248 — = — 3305 3418 [ZFY
HTNB 2010-360-2 36 80 4 11,040 224 —  — 3718 3846 75V
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HARDMAX 2#3H F—/\RwIK—ILI>VKRZ)L 2 Flute Taper Neck Ball End Mills
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nE oI EET-e TR EMRE WR  OBE e 2R Vv MR Bl THA FsED
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30° 1 17800 2 3
HTNB 2010-060-3 6 50 4 7560 828 — — — 621 665
HTNB 2010-080-3 8 50 4 7560 706" — — — 828 887
HTNB 2010-100-3 10 50 4 7560 6160 — — — 1035 11.10
HTNB 2010-120-3 12 50 4 7560 545 —  —  — 1242 1332
< |HTNB 2010-140-3 14 50 4 7560 4900 —  —  — 1447 15682
HTNB 2010-160-3 16 50 4 7560 444 — —  — 1656 17.77
% | HTNB 2010-180-3 130" 18 50 4 7560 406" — —  — 1861 1997
HTNB 2010-200-3 20 60 4 9600 374 — —  — 2070 2221
HTNB 2010-220-3 22 60 4 9.600 347" —  —  — 2277 2444
HTNB 2010-260-3 26 . 65 4 10080 303 — — | — 2691 2888
< |HTNB 2010-300-3 30 ° 70 4 ° 10560 269° — —  — 3103 778Y
HTNB 2010-320-3 RO.5 32 15 08 095 70 4 10560 255 — — — 3311 7
HTNB 2010-360-3 36 80 4 11040 2300 — — | — 372587
HTNB 2010-120-4 12 50 4 7560 5577 — @— = =
HTNB 2010-160-4 ) 16 50 4 7560 455 — @ — — — 17.8
HTNB 2010-200-4 § 20 60 4 9600 384 — — — — 2148
HTNB 2010-300-4 30 70 4 0860 2772 @ —  — — @ — BEEL
HTNB 2010-120-6 12 50 4 7560 582 — — = — =
HTNB 2010-160-6 ) 16 50 4 7560 4777 —  — = = =
HTNB 2010-200-6 ° 20 60 4 9600 408 — @— - = —
HTNB 2010-298-6 29.8 — 70 4 cC 10860 — - - - = =
HTNB 2010-120-10 ) 12 B0 4 7560 638  — @— - = —
HTNB 2010-200-10 ° 20 ° 70 6 9600 635 — @—  — = =
HTNB 2015-100-1 10 60 4 7920 536" — 1027 1059 1093 11.70
HTNB 2015-120-1 12 60 4 7.920 469 — 1233 1272 13.14 14.08
HTNB 2015-160-1 16 60 4 8640 375 — 1646 1699 17.56 1882
HTNB 2015-200-1 = 60 4 8640 312 — 2059 2126 21.98 2357
HTNB 2015-220-1 % 22 60 4 8640 288 — 2266 2339 24.18 [ZBY
HTNB 2015-260-1 26 70 4 9360 250"  — 2679 27.66 2860 2BV
HTNB 2015-300-1 30 70 4 9.360 220" — 3092 3193
HTNB 2015-360-1 36 80 4 11040 187 — 37113833 7
HTNB 2015-100-2 10 60 4 7920 546" —  — 1031
HTNB 2015-120-2 12 60 4 7920 479° —  — 1238 1278 1368
HTNB 2015-160-2 16 60 4 8640 383 —  — 1651 17.06 1829
RO.75 225 12 142 F B
HTNB 2015-200-2 1 20 60 4 8640 320° —  — 2065 21.34 2289
HTNB 2015-260-2 26 70 4 9360 256° —  — 2685 2776 [°BY
HTNB 2015-300-2 30 70 4 9360 226° — = — 3098 3203 [ZFY
HTNB 2015-360-2 36 80 4 11,040 1920 —  — 3718 [ZBL FAEL
HTNB 2015-100-3 10 60 4 7820 5577 — — — 1036 11.09
HTNB 2015-120-3 12 60 4 7820 489 — —  — 1243 1331
HTNB 2015-160-3 16 60 4 8640 392 — — — 1657 17.76
HTNB 2015-200-3 130" 20 60 4 8640 328° — — — 2071 2221
HTNB 2015-260-3 26 70 4 9360 263 — — — 2691 FPBY
HTNB 2015-300-3 30 70 4 9360 232 — — — 3105 7FFY
HTNB 2015-360-3 36 80 4 11,040 198 — — | — [FEELEEEL
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HARDMAX 2#3H F—/\RwIK—ILI>VKRZ)L 2 Flute Taper Neck Ball End Mills

D—UREAICHT REIR

nE ToIAE EBT-/R BTR EOR DR OBE vwiHE 2R VwoR MR B THA —ETHEbD
Number | BaNes| | Longn | Logh | of cut [t g | Lo | | || ETocieLangi by ncined s
R N 2, 2, 2 ¢d, Bta L od ¥  Interference
30° 1 17800 2 3
HTNB 2015-120-4 12 60 4 7820 498 — — —  — 1290
HTNB 2015-160-4 ) 16 60 4 8640 402 — — — — 1720
HTNB 2015-200-4 § 20 60 4 8640 336 — — — — 2180
HTNB 2015-300-4 30 70 6 11040 384  — | — | — — |3225
RO.75 225 12 142 E
HTNB 2015-120-6 12 60 4 7920 521" —  — = = @ —=
HTNB 2015-160-6 ) 16 60 4 8640 4220 —  — - - =
HTNB 2015-200-6 ° 20 60 4 8640 355  — —  — = @ —
HTNB 2015-300-6 30 70 6 11,040 404 — —  — - —
HTNB 2020-120-1 12 60 4 8100 405 — 1234 1272 13.14 1405
HTNB 2020-160-1 16 60 4 8100 319" — 1647 1699 1755 1880
HTNB 2020-200-1 20 60 4 8640 263 — 2060 2126 2197 T2\
HTNB 2020-220-1 e 60 4 8640 242" — 2266 23.39 24.17 [
HTNB 2020-240-1 24 60 4 9600 223 — 2473 2553 2638 1
HTNB 2020-260-1 . 26 60 4 9600 208 — 2679 2766 2859 1
HTNB 2020-280-1 5 2 70 4 10560 194 — 2886 29.80
HTNB 2020-300-1 30 70 4 10560 183 — 3092 31.93 [7E-
HTNB 2020-320-1 32 70 4 10560 172°  — 3299 3407 P8V
HTNB 2020-340-1 34 70 4 11,040 163 — 3505 3620 78V
HTNB 2020-360-1 36 80 4 11,040 154 — 3712 3833 [Z8L FAEL
HTNB 2020-400-1 40 80 4 12480 1400 — 4125 TAEL FEELEEEL
HTNB 2020-100-2 10 60 4 8100 477 —  — 1034 1066 1140
HTNB 2020-120-2 12 60 4 8100 413 —  — 1240 1280 1369
HTNB 2020-160-2 16 60 4 8100 326 —  — 1653 17.08 1829
HTNB 2020-200-2 20 60 4 8640 269° —  — 2067 21.35
HTNB 2020-220-2 22 60 4 8640 248 — = — 2273 2349 TPEU
HTNB 2020-240-2 24 60 4 9600 229° — = — 2480 2563 78V
HTNB 2020-260-2 1 26 60 4 9600 213  — — 2687 2777 [ZBY
R1 3 16 191 1F B
HTNB 2020-280-2 28 70 4 10560 2000 —  — 2894 2991 [FEY
HTNB 2020-300-2 30 70 4 10560 188 —  — 3100 [l FEEL
HTNB 2020-320-2 32 70 4 10860 1772 — | — |3307 [fZBL F2
HTNB 2020-340-2 34 70 4 11040 167 — — 3514]
HTNB 2020-360-2 36 80 4 11040 1590 — — 37207
HTNB 2020-400-2 40 80 4 13100 144 — — [FFEU sy
 |HTNB 2020-100-3 10 60 4 8100 483  — — — 1038 11.09
HTNB 2020-120-3 12 60 4 8100 422 — —  — 1246 1333
HTNB 2020-160-3 16 60 4 8100 334 — — — 1660 1778
HTNB 2020-200-3 20 60 4 8640 276" — —  — 2074 1F8Y
HTNB 2020-220-3 22 60 4 8640 254 — —  — 2281 78U
HTNB 2020-240-3 24 60 4 9600 235 — —  — |2488 [”BU
HTNB 2020-260-3 1°30° 26 60 4 9600 219 — — — 2695 17
HTNB 2020-280-3 28 70 4 10560 205 — — | — 2902
HTNB 2020-300-3 30 70 4 10560 193 — — @ — |[PEL
HTNB 2020-320-3 32 70 4 0560 182 @ — @ —  — L
HTNB 2020-340-3 34 70 4 11,040| 172 | — | — | — |fZEL | EHEL
HTNB 2020-360-3 36 80 4 11,040 163 — — | — [EEL EEEL
HTNB 2020-400-3 40 80 4 13100 148 — @ — @ — | EELITHEL
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HARDMAX 2#3H F—/\RwIK—ILI>VKRZ)L 2 Flute Taper Neck Ball End Mills

D—UREAICHT REIR

BE T-IAE B8 BTR AME NE  BE 0B 2R VwR MR EE TR —laFHaEb
Nomser BN hgh | Longh | Lngh | o Gt Dl | Longh Derner| | | e | ErectheLengt by incined Anges
R N 2, g e  ¢d Ba L od ¥ B R -
HTNB 2020-120-4 12 60 4 8100 429° — — —  — 1297
HTNB 2020-160-4 16 60 4 8100 341° —  — — — 1726
HTNB 2020-200-4 2 20 60 4 8640 283 — @— - - [P
HTNB 2020-300-4 30 70 6 11440 3522 — — | — — 323
HTNB 2020-400-4 40 80 6 13980 2788 — — — — FFsU
R1 3 16 191 1F B S
HTNB 2020-120-6 12 60 4 8100 448 — — - - —
HTNB 2020-160-6 16 60 4 8100 388  — — - = =
HTNB 2020-200-6 3 20 60 4 8640 298 —  @— - - =
HTNB 2020-300-6 30 70 6 11440 371° —  —  — - | =
HTNB 2020-400-6 40 80 6 13980 294  —  — - - | =
HTNB 2030-200-1 20 60 6 9.740 371" — 2059 21.23 21.92 2346
HTNB 2030-220-1 22 60 6 9.740 343 = — 2265 23.36 24.13 25.83
HTNB 2030-260-1 26 70 6 10400 297° — 2678 27.63 2854 2%\
HTNB 2030-300-1 30 70 6 11,880 262 — 3091 31.90 3296 1
HTNB 2030-320-1 30 32 70 6 12480 248 — 3298 3404 3517 [PEY
HTNB 2030-360-1 36 80 6 13000 223 — 37.11 3830 3958 [2%Y
HTNB 2030-400-1 40 80 6 13200 203  — 4123 4257 44.00
HTNB 2030-420-1 42 90 6 13680 194 — 4330 4470
HTNB 2030-520-1 52 100 6 15360 1.60° — 5362 5538 2V TAEL
HTNB 2030-200-2 20 60 6 9740 379° —  — 2066 21.33
HTNB 2030-260-2 26 70 6 10400 304 —  — 2687 27.75 29.72
HTNB 2030-300-2 30 70 6 11880 269° —  — 3100 3203 [75Y
HTNB 2030-320-2 32 70 6 12480 254 | — = — 3307
HTNB 20303602 R1.5 36 45 24 289 16 80 6 B 13000 229° — — 3720
HTNB 2030-400-2 ] 40 80 6 13200 208 | —  — 4133
HTNB 2030-420-2 42 %0 6 13680 199° — | — 4340 [7EY
HTNB 2030-480-2 48 100 6 15360 1777 — | — 4960 [ZBL FFEL
HTNB 2030-520-2 52 100 6 16360 164 —  — 5374 T7¥L FAEL
HTNB 2030-620-2 62 100 6 18230 139  — = — [TEEL TEEL THEL
HTNB 2030-200-3 20 60 6 9740 388 — — — 2075 2220
HTNB 2030-260-3 26 70 6 10400 3128 — — | — 2696 2887
HTNB 2030-300-3 30 70 6 11880 2760 — —  — 3109 [FEY
HTNB 2030-320-3 - 70 6 12480 261° — — | — 33167
HTNB 2030-360-3 " g 80 6 13000 235 | — | — | — 37307
HTNB 2030-400-3 40 80 6 13200 214 — | — | — 4144
HTNB 2030-420-3 42 90 6 13680 205 — — | — 435]
HTNB 2030-580-3 58 100 6 16360 158  — = — = —  TEEL TEEL
HTNB 2040-300-1 30 80 6 11590 188 — 3091 3188 [ZBL FAEL
HTNB 2040-400-1 30" | 40 80 6 15000 143 — 4123 T#BL FFELESEL
HTNB 2040-620-1 62 120 6 19200| 094° | — |[[fZEL|EAEL | EBEL | EbEL
HTNB 2040-200-2 20 80 6 11590 281° —  — 2067 2132 [#EY
HTNB 2040-300-2 30 80 8 11590 193 —  — 3100 [ZE“
HTNB 2040-360-2 R2  1° % 6 32 as7 80 6 ® lsaz0 13 - — @72
HTNB 2040-400-2 40 80 6 15000 1470 — | —
HTNB 2040-600-2 60 120 6 19200 1000 — @ — el N I
HTNB 2040-410-3 4 80 6 15000| 148 | — | — | — |fZEL | THEL
< |HTNB 2040-600-3 130" 60 120 8 28000 1920 — @ — | — | [FEEL EEEL
HTNB 2040-800-3 80 — | 130 | 8 C 30360 — = | = | = YL

BfNEYE Additional model



HTNB tDHIZE4Z Milling Conditions

kI 0/ s JUN— K/ AN
WORK MATERIAL COPPER / CARBON STEELS PREHARDENED STEELS / HARDENED STEELS
Cu / $45C / S50C NAK / SKD
(30~45HRC)
q Qe aAe
wE ETE OEEE  E0EE & Rl s il mEEE  E0EE e

& EBT)A ‘ : ‘ :
Model Radius of | Neck Taper Neck | Spindle Feed Axial Depth | sgn | ¢4 b | Spindle Feed Axial Depth  sn 44 i

Number BallNose|  Angle Length Sp?id Ratel Roughing | Finishing Sp?id Ratel Roughing | Finishing
(mm) (mm) (min™) (mm/min) (mm) ) i) (min™) (mm/min) (mm) ) i)
15 42,000 640 0.008 0.02 0.015 29,000 430 0.006 0.02 0.015
2002 Rot TSOHF 2 a3000 370 0006 002 0011 23500 260 0005 002 0011
3 27,000 270 0.002 0.02 0.01 19,000 165 0.001 0.02 0.009
13 ME 2 36,000 650 0.009 0.03 0.018 25,200 400 0.007 0.03 0.016
2003 R0.5 ' SN
3 33,000 500 0.004 0.03 0.015 23,000 330 0.003 0.03 0.014
3 42,000 1,300 0.018 0.04 0.031 29,000 800 0.014 0.04 0.028
2004 Ro2 T3P 4 33000 800 0008 004 0024 23000 520 0.006 004 0023
6 27,000 550 0.005 0.04 0.02 19,000 330 0.004 0.04 0.017
4 36,000 1,330 0.02 0.05 0.037 28,000 870 0.016 0.05 0.031
130F 6 29,000 900 0.012 0.05 0.031 23,000 650 0.009 0.05 0.028
2005 R0.25 ' SN
8 23,500 600 0.007 0.05 0.026 19,000 450 0.006 0.05 0.024
10 20,000 480 0.004 0.05 0.024 18,000 380 0.003 0.05 0.021
4 44,000 2,340 0.032 0.06 0.053 32,500 1,500 0.025 0.06 0.046
36,000 1,500 0018 0.06 0.042 29,000 1,100 0.014 0.06 0.038
8 28,500 1,150 0.018 0.06 0.04 24,000 770 0.014 0.06 0.032
r3oE 10 28,500 950 0.014 0.06 0.033 24,000 720 0.011 0.06 0.03
or below | 4 28,500 950 0.009 0.06 0.033 24,000 720 0.007 0.06 0.03
2006 R0.3 14 26,500 800 0.007 0.06 0.03 23,000 660 0.005 0.06 0.029
16 25,000 700 0.005 0.06 0.028 22,000 600 0.004 0.06 0.027
20 20,000 400 0.003 0.06 0.02 17,000 330 0.002 0.06 0.019
8 28,500 1,380 0.022 0.09 0.048 24,000 920 0.017 0.09 0.038
ZRLE 12 28500 1140 001 009 004 24,000 860 0008 009 0036
20 20,000 480 0.004 0.09 0.024 17,000 400 0.002 0.09 0.024
36,000 2,000 0.023 0.08 0.056 24,000 1,300 0.019 0.08 0.054
130 MFE 8 28,500 1,500 0.023 0.08 0.053 20,000 950 0.019 0.08 0.048
2008 Ro4 ' SN T
12 28,500 1,200 0.018 0.08 0.042 16,500 600 0.014 0.08 0.036
16 25,000 900 0.01 0.08 0.036 15,000 500 0.008 0.08 0.033
6 35,000 2,900 0.05 0.1 0.083 23,000 1,850 0.04 0.1 0.08
28,000 2,200 0.05 0.1 0.079 19,000 1,500 0.04 0.1 0.079
10 24,000 1,800 0.035 0.1 0.075 17,000 1,300 0.03 0.1 0.076
12 19,000 1,360 0.027 0.1 0.072 14,000 1,000 0.022 0.1 0.071
14 18,000 1,200 0.025 0.1 0.067 13,000 900 0.02 0.1 0.069
16 18,000 1,150 0.025 0.1 0.064 13,000 850 0.02 0.1 0.065
130 E 18 17,500 1,120 0018 0.1 0.064 12,500 800 0.013 0.1 0.064
orbelow | 9 17,000 1,080 0.016 0.1 0.064 12,000 780 0.013 0.1 0.064
22 17,000 1,080 0.016 0.1 0.064 12,000 780 0.013 0.1 0.064
2010 = RO5 2 16,000 1,000 0.015 0.1 0.063 11,000 700 0.012 0.1 0.064
298 13,400 840 0.012 0.1 0.063 10,000 620 0.01 0.1 0.062
30 13,400 840 0.012 0.1 0.063 10,000 620 0.01 0.1 0.062
32 12,000 750 0.011 0.1 0.063 9,000 550 0.009 0.1 0.061
36 10,000 620 0.009 0.1 0.062 7,000 420 0.007 0.1 0.06
12 19,000 1,632 0.032 0.15 0.086 14,000 1,200 0.026 0.15 0.086
16 18,000 1,380 0.03 0.15 0.077 13,000 1,020 0.024 0.15 0.078
2°0Lr“aibove 20 17,000 1,300 0.019 0.15 0.076 12,000 920 0.016 0.15 0.077
298 13,400 1,000 0.014 0.15 0.075 10,000 740 0.012 0.15 0.074
30 13,400 1,000 0.014 0.15 0.075 10,000 740 0.012 0.15 0.074
s =T EEBT—/ (A Neck Taper Angle 1°30° AR or below a,=0.1D. B85 —/ A Neck Taper Angle 1°30" AR or below a,=0.1D.
R?(ﬁ%fﬁh Roughing #4885 —/ (A Neck Taper Angle 2° Ut or above 2,=0.15D B85 —) V& Neck Taper Angle 2° Ut or above a,=0.15D
(mm) HEFNT a,=Vi/n

Finishing



HTNB tDHIZE4Z Milling Conditions

£ AN BEANE
WORK MATERIAL HARDENED STEELS HARDENED STEELS
SKD / SKT SKD / SKS
(45~55HRC) (55~65HRC)
-, ‘ae ‘ae
T _ _ BTE DEEE EpbEE & L] EEEEE  XOEE @ e
Model | T [EEBT—R) 0 Spind Feed | Axial Depth Spindl Feed | Axial Depth
e Radius of Neck Taper £ Aels ok xial Dept bi1)/ I £ EFmT Alels &5 xial Dept bi17)/ I Tt EFIT
Number Length |  Speed Rate . i Speed Rate . i
BallNose|  Angle 4 ) Roughing | Finishing 4 ) Roughing | Finishing
(mm) (mm) (min™) (mm/min) (mm) ) i) (min™) (mm/min) (mm) ) i)
15 | 28,000 330 0.006 0.016 0.012 28,000 260 0.005 0.012 0.009
2002 Rot  TOHP o 22,000 210 0004 0.016 0.01 22,000 190 0.004 0.012 0.009
3 17,500 150 0.001 0.016 0.009 17,500 130 0.001 0.012 0.007
13 ME 2 23,500 350 0.006 0.024 0.015 23,500 300 0.005 0.018 0.013
2003 R0.5 ' SN
3 21,500 250 0.003 0.024 0.012 21,500 200 0.002 0.018 0.009
3 27,000 670 0.012 0.032 0.025 27,000 500 0.01 0.024 0.019
2004 RO.2 13%;@ 4 22,000 430 0.006 0.032 0.02 22,000 380 0.005 0.024 0.017
6 18,000 300 0.004 0.032 0.017 18,000 260 0.003 0.024 0.014
4 27,500 650 0.014 0.04 0.024 27,500 625 0.011 0.03 0.023
r30F 6 22,000 530 0.008 0.04 0.024 22,000 500 0.007 0.03 0.023
2005 R0.25 ' SN
8 17,000 380 0.005 0.04 0.022 17,000 350 0.004 0.03 0.021
10 16,000 330 0.002 0.04 0.021 16,000 300 0.002 0.03 0.019
4 25,500 850 0.022 0.048 0.033 25,500 713 0.018 0.036 0.028
21,000 700 0.012 0.048 0.033 21,000 550 0.01 0.036 0.026
8 17,000 510 0.012 0.048 0.03 17,000 425 0.01 0.036 0.025
r3oE 10 17,000 470 0.009 0.048 0.028 16,000 390 0.008 0.036 0.024
orbelow | 4o 16,000 400 0.006 0.048 0.025 15,000 350 0.005 0.036 0.023
2006 R0.3 14 15,500 370 0.004 0.048 0.024 14,500 320 0.004 0.036 0.022
16 15,000 350 0.003 0.048 0.023 14,500 300 0.003 0.036 0.021
20 12,000 200 0.001 0.048 0.017 11,000 180 0.001 0.036 0.016
8 17,000 610 0.014 0.06 0.036 17,000 510 0.012 0.048 0.03
2 oﬁ“aﬁove 12 16,000 480 0.007 0.06 0.03 15,000 420 0.006 0.048 0.028
20 12,000 240 0.001 0.06 0.02 11,000 210 0.001 0.048 0.019
21,000 900 0.016 0.064 0.043 21,000 800 0.013 0.048 0.038
oy It 8 17,000 680 0.016 0.064 0.04 17,000 600 0.013 0.048 0.035
1730 AT
2008 = R0.4 o below
12 14,000 480 0.012 0.064 0.034 14,000 420 0.01 0.048 0.03
16 13,000 420 0.006 0.064 0.032 12,500 350 0.006 0.048 0.028
6 23,000 1,500 0.034 0.08 0.065 22,000 1,200 0.028 0.06 0.055
19,000 1,130 0.034 0.08 0.059 18,000 920 0.028 0.06 0.051
10 16,000 950 0.027 0.08 0.059 15,500 770 0.022 0.06 0.05
12 12,600 760 0.019 0.08 0.06 12,600 615 0.015 0.06 0.049
14 12,000 700 0.017 0.08 0.058 12,000 540 0.014 0.06 0.045
16 12,000 700 0.017 0.08 0.058 12,000 540 0.014 0.06 0.045
13 F 18 11,000 640 0.011 0.08 0.058 11,000 490 0.01 0.06 0.045
orbelow | og 11,000 640 0.011 0.08 0.058 11,000 490 0.009 0.06 0.045
22 11,000 640 0.011 0.08 0.058 11,000 490 0.009 0.06 0.045
2010 R0.5 26 10,000 570 0.01 0.08 0.057 10,000 460 0.009 0.06 0.046
298 9,500 530 0.009 0.08 0.055 9,500 410 0.008 0.06 0.043
30 9,500 530 0.009 0.08 0.055 9,500 410 0.008 0.06 0.043
32 9,000 490 0.008 0.08 0.054 9,000 380 0.007 0.06 0.042
36 7,000 380 0.006 0.08 0.054 7,000 280 0.005 0.06 0.04
12 12,600 910 0.023 0.1 0.072 12,600 740 0.018 0.08 0.059
16 12,000 840 0.02 0.1 0.07 12,000 650 0.017 0.08 0.054
Zoﬁjaibove 20 11,000 770 0.013 0.1 0.07 11,000 590 0.011 0.08 0.054
29.8 9,500 640 0.011 0.1 0.067 9,500 490 0.01 0.08 0.052
30 9,500 640 0.011 0.1 0.067 9,500 490 0.01 0.08 0.052
— wmmLT  BEabT —/\A Neck Taper Angle 1°30" AR or below a,=0.08D. &85 —/ /& Neck Taper Angle 1°30" IAF or below a.=0.06D.
Rwd&?}l)ﬁ?h Roughing &8k —J X Neck Taper Angle 2° BLE or above 2,<0.1D B85 —) V& Neck Taper Angle 2" Ut or above a,=0.08D
adial e
(mmf) fEHFINT a.=Vf/n

Finishing



HTNB tDHIZE4Z Milling Conditions

I 0/ 5o JUN— KV / AN
WORK MATERIAL COPPER / CARBON STEELS PREHARDENED STEELS / HARDENED STEELS
Cu/ $45C / S50C NAK / SKD
(30~45HRC)
g Qe ae
wg W 5TE EEEE  E0EE & AR EEEE  XOEE @ Radial Depth

& EHT/A

Model Radius of| Neck Taper Neck | Spindle Feed Axial Depth BT ALFMT Spindle Feed Axial Depth BT ALFNT
e Ball Nose  Angle L(en?rg:)h (Srgien?g (mqune;:r?in) (mm) Roughing | Finishing (Smpiengg (mqune;:r?in) (mm) Roughing | - Finishing
(mm) (mm) (mm) (mm) (mm)
10 20,000 2,300 0.065 0.15 0.115 13,000 1,600 0.05 0.15 0.123
12 18,000 2,000 0.055 0.15 0.111 13,000 1,500 0.045 0.15 0.115
16 16,000 1,600 0.05 0.15 0.1 12,000 1,200 0.03 0.15 0.1
1°30° U 20 14,000 1,400 0.035 0.15 0.1 10,000 950 0.025 0.15 0.095
orbelow | 22 14,000 1,400 0.035 0.15 0.1 10,000 950 0.025 0.15 0.095
2015 | ROTS 26 12,000 1,200 0.025 0.15 0.1 10,000 900 0.02 0.15 0.09
30 10,000 950 0.02 0.15 0.095 8,000 700 0.015 0.15 0.088
36 10,000 950 0.02 0.15 0.095 7,000 600 0.015 0.15 0.086
12 18,000 2,400 0.066 0.225 0.133 13,000 1,800 0.054 0.225 0.138
PV 16 16,000 1,920 0.06 0.225 0.12 12,000 1,440 0.036 0.225 0.12
orabove | 20 14,000 1,680 0.042 0.225 0.12 10,000 1,140 0.03 0.225 0.114
30 10,000 1,140 0.024 0.225 0.114 8,000 840 0.018 0.225 0.105
10 19,000 3,300 0.11 0.2 0.174 12,000 2,100 0.1 0.2 0.175
12 17,000 2,900 0.09 0.2 0.171 12,000 2,000 0.095 0.2 0.167
16 15,000 2,350 0.081 0.2 0.157 11,000 1,700 0.065 0.2 0.155
20 11,000 1,600 0.068 0.2 0.145 8,400 1,100 0.055 0.2 0.131
22 11,000 1,600 0.063 0.2 0.145 8,400 1,050 0.05 0.2 0.125
24 11,000 1,500 0.063 0.2 0.136 8,400 1,050 0.05 0.2 0.125
1ofgeJI—jVT 26 10,000 1,350 0.063 0.2 0.135 7,350 900 0.05 0.2 0.122
28 10,000 1,350 0.05 0.2 0.135 7,350 870 0.038 0.2 0.118
30 10,000 1,350 0.05 0.2 0.135 7,350 870 0.038 0.2 0.118
2020 | R 32 10,000 1,350 0.041 0.2 0.135 7,350 850 0.032 0.2 0.116
34 10,000 1,350 0.041 0.2 0.135 7,000 800 0.032 0.2 0.114
36 10,000 1,350 0.041 0.2 0.135 7,000 800 0.032 0.2 0.114
40 10,000 1,350 0.041 0.2 0.135 7,000 800 0.032 0.3 0.114
12 17,000 3,480 0.108 0.3 0.205 12,000 2,400 0.114 0.3 0.2
16 15,000 2,820 0.097 0.3 0.188 11,000 2,040 0.078 0.3 0.185
OfaaL;{;e 20 11,000 1,920 0.082 0.3 0.175 8,400 1,320 0.066 0.3 0.157
30 10,000 1,620 0.06 0.3 0.162 7,350 1,040 0.046 0.3 0.141
40 10,000 1,620 0.049 0.3 0.135 7,000 960 0.038 0.3 0.135
20 11,000 2,350 0.095 0.3 0.214 8,400 1,500 0.075 0.3 0.179
22 11,000 2,350 0.09 0.3 0.214 8,400 1,500 0.071 0.3 0.179
26 10,000 2,050 0.085 0.3 0.205 7,600 1,300 0.068 0.3 0.171
30 10,000 2,000 0.081 0.3 0.2 7,500 1,250 0.065 0.3 0.167
32 10,000 1,900 0.081 0.3 0.19 7,500 1,200 0.065 0.3 0.16
2030 Ri15 10;38;;{; 36 9,000 1,700 0.073 0.3 0.189 6,000 950 0.058 0.3 0.158
40 8,500 1,600 0.065 0.3 0.188 6,000 950 0.053 0.3 0.158
42 8,500 1,600 0.063 0.3 0.188 6,000 950 0.05 0.3 0.158
48 8,500 1,570 0.052 0.3 0.185 6,000 920 0.042 0.3 0.153
52 8,500 1,550 0.045 0.3 0.182 6,000 900 0.036 0.3 0.15
62 5,600 930 0.035 0.3 0.166 5,000 700 0.025 0.3 0.14
s w#MT  BEERT—/ VA Neck Taper Angle 1°30° LA or below a,=0.1D. B85 —/ A Neck Taper Angle 1°30" AR or below a,=0.1D.
R?(ﬁ%fst—h Roughing  &8B5—J XA Neck Taper Angle 2° Ik or above 8,=0.15D 887 —/ (& Neck Taper Angle 2° Uk or above a,=0.15D
(mm) frEIMT a=Vi/n

Finishing



HTNB tDHIZE4Z Milling Conditions

WHIA AN AN
WORK MATERIAL HARDENED STEELS HARDENED STEELS
SKD /7 SKT SKD / SKS
(45~55HRC) (55~65HRC)
Qe Qe
wg TV 5TE oEEE  2oEE & il R E0EE B allbout]
Model Ll Neck | Spindle Feed Axial Depth : Spindle Feed Axial Depth :
Radius of| Neck Taper ML AEECNT WMMI A ECNT

Number BallNose|  Angle I_(ength Sp,e'id Ratel Roughing | Finishing Sp,e'id Ratel Roughing | Finishing
(mm) mm) (min™) (mm/min) (mm) ) i) (min™) (mm/min) (mm) ) i)

10 13,000 1,200 0.04 0.12 0.092 13,000 950 0.035 0.09 0.073

12 11,000 950 0.035 0.12 0.086 11,000 750 0.03 0.09 0.068

16 11,000 900 0.03 0.12 0.082 11,000 750 0.025 0.09 0.068

1°30' U 20 10,000 800 0.02 0.12 0.08 10,000 650 0.018 0.09 0.065

orbelow | 22 10,000 800 0.02 0.12 0.08 10,000 650 0.018 0.09 0.065

o015 | RoTS 26 9,000 700 0.017 0.12 0.078 9,000 600 0.015 0.09 0.067
30 8,000 600 0.013 0.12 0.075 8,000 500 0.013 0.09 0.063

36 7,000 500 0.013 0.12 0.071 7,000 400 0.013 0.09 0.057

12 11,000 1,140 0.042 0.15 0.104 11,000 900 0.036 0.12 0.082

rE 16 11,000 1,080 0.036 0.15 0.098 11,000 900 0.03 0.12 0.082

orabove | 29 10,000 960 0.024 0.15 0.096 10,000 780 0.022 0.12 0.078

30 8,000 720 0.016 0.15 0.09 8,000 600 0.016 0.12 0.075

10 12,000 1,800 0.074 0.16 0.15 12,000 1,350 0.064 0.12 0.113

12 10,500 1,430 0.065 0.16 0.136 10,500 1,070 0.055 0.12 0.102

16 10,500 1,360 0.056 0.16 0.13 10,500 1,070 0.046 0.12 0.102

20 9,450 1,150 0.048 0.16 0.122 9,450 920 0.038 0.12 0.097

22 9,450 1,150 0.043 0.16 0.122 9,450 920 0.036 0.12 0.097

24 8,400 1,020 0.043 0.16 0.121 8,400 800 0.036 0.12 0.095

10;’3361";{; 26 8,400 1,020 0.043 0.16 0.121 8,400 800 0.036 0.12 0.095

28 7,350 850 0.033 0.16 0.116 7,350 690 0.028 0.12 0.094

30 7,350 850 0.033 0.16 0.116 7,350 690 0.028 0.12 0.094

20 | B 32 7,350 850 0.028 0.16 0.116 7,350 690 0.023 0.12 0.094
34 6,500 745 0.028 0.16 0.115 6,500 610 0.023 0.12 0.094

36 6,500 745 0.028 0.16 0.115 6,500 610 0.023 0.12 0.094

40 6,500 745 0.028 0.16 0.115 6,500 610 0.023 0.12 0.094

12 10,500 1,720 0.078 0.2 0.164 10,500 1,280 0.066 0.16 0.122

16 10,500 1,630 0.067 0.2 0.155 10,500 1,280 0.055 0.16 0.122

Ofﬁal's;;e 20 9,450 1,380 0.058 0.2 0.146 9,450 1,100 0.046 0.16 0.117

30 7,350 1,020 0.04 0.2 0.139 7,350 830 0.034 0.16 0.113

40 6,500 890 0.034 0.2 0.135 6,500 730 0.028 0.16 0.113

20 8,000 1,400 0.065 0.24 0.175 8,000 1,200 0.053 0.18 0.15

22 8,000 1,400 0.062 0.24 0.175 8,000 1,200 0.05 0.18 0.15

26 7,500 1,200 0.06 0.24 0.16 7,500 1,050 0.048 0.18 0.14

30 7,000 1,100 0.057 0.24 0.157 7,000 980 0.047 0.18 0.14

32 7,000 1,100 0.056 0.24 0.157 7,000 950 0.046 0.18 0.136

2030 R15 1038;2; 36 6,000 950 0.05 0.24 0.158 6,000 800 0.042 0.18 0.133
40 5,500 850 0.045 0.24 0.155 5,500 750 0.038 0.18 0.136

42 5,500 850 0.043 0.24 0.155 5,500 750 0.036 0.18 0.136

48 5,500 820 0.035 0.24 0.149 5,500 720 0.03 0.18 0.131

52 5,500 800 0.031 0.24 0.145 5,500 700 0.026 0.18 0.127

62 4,700 600 0.023 0.24 0.128 4,700 530 0.021 0.18 0.113
s wmMLT  BEAbT —/\A Neck Taper Angle 1°30" AR or below a,=0.08D. &85 —/ /& Neck Taper Angle 1°30" IAF or below a.=0.06D.
R?(ﬁ?bfﬁh Roughing &8k — /X Neck Taper Angle 2° BLE or above 2,<0.1D B85 —) V& Neck Taper Angle 2" Ut or above a,=0.08D

(mm) T a.=Vi/n

Finishing



HTNB tDHIZE4Z Milling Conditions

HRHEIA iR / SR TUN— RV / FEAN
WORK MATERIAL COPPER 7/ CARBON STEELS PREHARDENED STEELS / HARDENED STEELS
Cu 7 S45C / S50C NAK 7 SKD
(30~45HRC)
=l a e
wE NV ATE DEEE x0EE & L EEEE  ZbEE Radial Depth
Model e gi%BT_’\@Nk Spindl Feed Axial Depth Spindl Feed Axial Depth
Lk Radius of| Neck Taper ok Jel(S S xial Dept FIT T EFINT Jel(s & xial Dept bi3)/10 £ EFmT
Number BallNose|  Angle Length Spgg:j Ratel Roughing | Finishing Spgt?:j Ratel Roughing | Finishing
mm (mm) (min™) (mm/min) (mm) ) ) (min™) (mm/min) (mm) ) )
20 8,400 1,900 0.125 0.4 0.226 5,400 1,030 0.096 0.4 0.191
30 7,600 1,600 0.1 0.4 0.211 4,800 850 0.083 0.4 0177
36 6,900 1,400 0.094 0.4 0.203 3,900 650 0.074 0.4 0.167
2010 | R2 1°30' U 40 6,500 1,300 0.086 0.4 0.2 3,900 650 0.068 0.4 0.167
orbelow | 44 6,500 1,300 0.086 0.4 0.2 3,900 650 0.068 0.4 0.167
60 4,300 780 0.063 0.4 0.181 3,300 500 0.05 0.4 0.152
62 4,300 750 0.063 0.4 0.174 3,300 480 0.05 0.4 0.145
80 4,300 750 0.063 0.4 0.174 3,300 480 0.05 0.4 0.145
YBAFEES R?ﬁjéuh%g B8 —/ VA Neck Taper Angle 1°30" AR or below a,=0.1D B8 —/ A Neck Taper Angle 1°30" AR or below a,=0.1D
Radial Depth T
(mm) Finishing a=Vf/n

SEEHRANMINTISER Viling example of High Hardened Steel

HTNB R1 X & Neck Length 16 X 7 —/\#/ Neck Taper Angle 1° 30' SKD81 (50HRC)

fEATE HTNB
Tool HTNB 2020-160-3
EERERE -
Spindle Speed 10,000 min TE
EDRE . EEFE
Feed Rate 800 mm/min Tool =
BTEIDYVIAHRE a, Wear Siot
Axial Depth 003 mm B
EEFBOVIAIRS a, .
Radial Depth 2.3mm
I8xREHUR
25 mm
T LT _ Po— A ©EwF -+ Pich + Slot Widin
Coolant (RI=ZEZ Rl Through Spindle) Surface P :EwF (EMI) Pich (Actual Milling)
MIBAZ B Slot Lengih Po : 7O%SLE v F Program Pitch
Milled Size 105 mm X 23& Slots 6 : fHINE Deflection Amount
BARS Slot Depth 1.0 mm
BUZ Model HTNB HLB
TEMIR
Tool Shape 16 BUNIZAMU—F54TT
TofcbDEERDE T—IN—
RYITREARV—RFALTICH L.
#1/2 DEINE,
Defle@ﬂ% % o A ) Taper Neck deflection is half of
By~ Pot /2 Reference Value straight type.
BRI ARE SEE(E
= (B =1 Measured Diameter) R - 1.85
Slot Width Error Reference Value

RVEIEC KD ENDNEVWSHEEEINTIZXRIR !
High rigidity tool offers precise milling with less deflection.



HTNB tDHIZE4Z Milling Conditions

il BEANAE BEANE
WORK MATERIAL HARDENED STEELS HARDENED STEELS
SKD / SKT SKD / SKS
(45~55HRC) (55~65HRC)
Al Qe Qe
wE /‘\”) . ETE OEEE XbEE a Radial Depth BEEE  EDEE a Radial Depth
Model e il Neck | Spindl Feed Axial Depth Spindl Feed Axial Depth
OC" | Radius of | Neck Taper| or | SPnce ° MADEPN T ko OPNOC o AT mMT eI
Number BallNose|  Angle Length 599‘?? Ratel Roughing | Finishing Sp.eid Ratev Roughing | Finishing
(mm) (mm)  (min™) (mm/min) (mm) () G (min™) (mm/min) (mm) o) )
20 5,200 980 0.085 0.32 0.188 5,200 840 0.066 0.24 0.162
30 4,500 770 0.074 0.32 0.171 4,500 690 0.059 0.24 0.153
36 3,900 670 0.065 0.32 0172 3,900 560 0.052 0.24 0.144
2010 | R2 1°30' I 40 3,600 600 0.059 0.32 0.167 3,600 530 0.048 0.24 0.147
orbelow | 44 3,600 600 0.059 0.32 0.167 3,600 530 0.048 0.24 0.147
60 3,100 450 0.043 0.32 0.145 3,100 400 0.036 0.24 0.129
62 3,100 420 0.043 0.32 0.135 3,100 380 0.036 0.24 0.123
80 2,900 340 0.035 0.32 0.117 2,500 200 0.02 0.24 0.08
YBAFEES R?ﬁjéuh%g B8 —/ A Neck Taper Angle 1°30" AF or below a,=0.08D B85 —/ A Neck Taper Angle 1°30" AR or below a,=0.06D
Radial Depth T
(mm) Finishing a=Vf/n

Ay BSEDYBAFRS Axial Depth (mm)
Qe ! FEAMEDYNHAHRES Radial Depth (mm)

= D :%4% Outside Diameter (mm)
ol n : EESRE Spindle Speed (min™)
Y — Vf 1 3XD&EE Feed Rate (mm/min)

2]

#E

- BOEEEEDE D FVEE(F. EENEREEXDREZB UHETTIFTIZEL,

- EDEES LTAHREE BB TRET—/VAICK > TEVST . PIEIRRICHRU THAB LT ZE0,
s I7 70—, HULKEFAILZR MEHERUET,

+ AF VLA EBHAESOMTICIEHEIE M EHER UE T,

- SADMIICIFERDI -5 M EHRBULET.

Note:

- Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum spindle speed.
- The neck length and taper angle may affect the milling parameters. In operation, fine adjustments may be required.

+ Recommend air blow or oil mist.

- Recommend oil coolant for Stainless Steels and Heat Resistant Alloys.

- Recommend water soluble or oil base coolant for Copper.



HARDMAX 3#3A F—/\xvIKR—ILIT K=)L 3Flute Taper Neck Ball End Mills

B4 X Size R0.5~R2

i

n—r—*

Z far] [Ea e EMRE
al la G
) D & : 0-0.005 A Eomery A Pitch Additional 2 Models
R0.5~R1.5 R2
MITHEIRR AOODIRICHESE) Material Applications (¥ Highly Recommended © Recommended O Suggested)
# Hl # Work Material

WA | ag@ | JU\-KUE AN #ik | 7LSER (557740 @ s | #A5ANDHE] FHUAS | BERESE | BEAR | WM
CARBON | ALLOY | PREHARDENED HARDENED STEELS CAST IRON | ALUMINUM | GRAPHITE | COPPER | PLASTICS | GLASS | TITANIUM | HEAT _|CEMENTED| HARDBAILE
S;EE(L:S SSKTEEI(_)SM SES ALLOYS FILED_ | ALLOYS |RESISTANT | CARBIDE (NONMELL)

45 / ~ ~ ~ PLASTI ALLOY: NATERIAL
S e ey 55HRC | ~60HRC | ~ 70HRC

O O (@) O @ O O O O

~ 65HRC

1% Features

SEEMINIA3BAT—I\Ry IR—ILITY RZ),

FTLVAZRXHT « TICEBUIHBEDOIMARIC KD .. MEFEMOE EZRR,
Ny OF—IVEICKD. YIHBERZEER. FINTIH S EFINTE THILATEE,
SMEIE 1 0/-0.015

3 Flute Taper Neck Ball End Mills for Hard Materials.

The negative rake angle design improves wear resistance.

Back taper design reduces cutting resistance.

Suitable for both roughing and finishing. Diameter Tolerance : 0/-0.015.

Yy OT—)\BIFERTY,

I— EQTFHDNDEIFBEEUFRA L THERL TS,
vV IBET—D DEMICTEREE .
The shank taper angle shown is not an exact value and to avoid

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

contact with the work piece.

Interference Angle

FZARA  Shape A RZRB  Shape B
R ™ R ™
2\ \ o o
I e —— Fsl T  — )=
IS 2 P )
£2 £2
L L

B FFHEIEEt Variable Pitch design
EE U iREIOHIHIRIR
Minimizing vibration and
chattering

EEMR

Actual Effective Length

T—UHEE

Inclined Angle

B EXDEET—/VA A wide choice of Taper Neck Angles

ELPTWN04 09 1419 29 Z51VF v,
T—=I\RYIS5IF7 ALY RZJLHTNRS £EDHATEERE
Useful sizes available: 0.4° - 0.9° - 1.4°-1.9" - 2.9°

Using with HTNRS, Taper Neck Radius End Mill, offers hig

FINTHEIRHE !

her efficient milling.

AEDE Variable Pitch
aQFB+y




HARDMAX 3#HA F—/\RyIiR—JLTV =)L 3Flute Taper Neck Ball End Mills

Bt 75 B4 Total 75 models

*BINZYE Additional model

B A—L$E B87-IB8 BTR
Model Radius of | Neck Taper | Neck
Number Ball Nose |  Angle Length

R TN 2,

HFTNB 3010-080-08 8
HFTNB 3010-100-08 10
HFTNB 3010-120-08 12
HFTNB 3010-160-08 0.4 16
HFTNB 3010-200-08 20
HFTNB 3010-260-08 26
HFTNB 3010-300-08 30
HFTNB 3010-060-18 6
HFTNB 3010-080-18 8
HFTNB 3010-100-18 10
HFTNB 3010-120-18 ROS 09 12
HFTNB 3010-160-18 ' 16
HFTNB 3010-200-18 20
HFTNB 3010-260-18 26
HFTNB 3010-300-18 30
HFTNB 3010-100-28 10
HFTNB 3010-120-28 12
HFTNB 3010-160-28 1.4° 16
HFTNB 3010-200-28 20
HFTNB 3010-260-28 26
HFTNB 3015-100-08 10
HFTNB 3015-160-08 0.4 16
HFTNB 3015-200-08 20
HFTNB 3015-300-08 30
HFTNB 3015-100-18 10
HFTNB 3015-160-18 . 16
HFTNB 301520018 0 O 20
HFTNB 3015-300-18 30
HFTNB 3015-100-28 10
HFTNB 3015-160-28 1 4 16
HFTNB 3015-200-28 20
HFTNB 3015-300-28 30
HFTNB 3020-120-08 12
HFTNB 3020-160-08 16
HFTNB 3020-200-08 20
HFTNB 3020-220-08 22
HFTNB 3020-260-08 0.4 26
HFTNB 3020-300-08 30
HFTNB 3020-320-08 32
¢ ' HFTNB 3020-360-08 36
HFTNB 3020-400-08 40
HFTNB 3020-120-18 12
HFTNB 3020-160-18 16
HFTNB 3020-200-18 R 20
HFTNB 3020-260-18 09 26
HFTNB 3020-300-18 30
HFTNB 3020-360-18 36
HFTNB 3020-400-18 40
HFTNB 3020-500-18 50
HFTNB 3020-160-28 16
HFTNB 3020-200-28 20
HFTNB 3020-260-28 1.4° 26
HFTNB 3020-300-28 30
HFTNB 3020-400-28 40
HFTNB 3020-620-38 1.9° 62
HFTNB 3020-410-58 2.9° 41

AR I1I7-I8
Length | Shank Taper
of Cut Angle

2 Bta

0.8 16°

1.2 16°

16°

1.6

2R
Overall
Length

L

60
60
60
60
60
70
70
60
60
60
60
60
60
70
70
60
60
60
60
70
60
60
60
70
60
60
60
70
60
60
60
80
60
60
60
70
70
70
80
80
80
60
60
60
70
70
80
80
100
60
60
70
70
80
100
80

IeIOR
Shank
Diameter

od

[oRNoORNORNORNORNORNORIORNORIORNORNORNORBORNORORORORORIORIORORORORoORORONORORoRORORORMOBORORBORORoONORORORoOMORBORORORORORORORNONNORNORNOREe)]

81 Unit (mm)

. J— o ARAICHT 2RENE
TEf Fi5E

; —[&FEHED
Price | Interference Effective Length by Inclined Angles
v Angle — : Interference

30 1 1°30° 2 3
8,690 8.82° 805 830 857 885 948
8,690 7.89° 10.07 10.38 10.71 11.07 11.87
8,690 7.13° 12.08 1246 12.86 1329 14.26
8,690 598° 16.10 16.61 17.16 17.74 19.03
11,040 5.15° 20.13 20.77 21.45 22.18 2381
11,590 426° 26.17 27.00 27.89 28.85 30.97
12,140 3.82° 30.19 31.16 32.19 33.29 3b5.75

8690 10.11° — 6.06 6.25 645 6.90
8,690 8.94° — 807 833 860 921
8,690 8.01° — 10.08 1041 10.75 11.53
8,690 7.25° — 12,10 1249 1291 13.84
8,690 6.10° — 16.12 16.65 17.21 1847
11.040 5.26° — 20.15 20.81 21.62 23.09
11,590 4.36° — 26.19 27.05 27.98 30.03
12,140 391° — 3021 31.21 32.28 34.66
8,690 8.13° — — 10.10 1043 11.18
8,690 7.38° — — 1211 12562 1342
8,690 6.22° — — 16.14 16.68 17.90
11,040 537° — — 20.17 20.85 22.38
11,590 4.46° — — (2621 |27.10|29.09
9,110 755 10.11 1041 10.74 11.09 11.87

9,940 564° 16.14 1665 17.18 17.75 19.03
9,940 482" 20.17 20.80 21.48 22.20 23.81
10,760 354" 3023 31.19 3221 33.31 35.75

9,110 7.66° — 10.13 1045 10.79 11.54
9,940 5.75° — 186.17 16.69 17.24 1848
9,940 4.93° — 20.19 20.85 2165 23.11
10,760 3.63° — 3026 31.25 3231 34.67
9,110 7.79° — — 10.156 1048 11.21
9,940 587° — — 16.19 16.73 17.93
9,940 5.03° — — 2022 20.90 2241
10,760 3.72° — — 3028 31.31 33.60

9,100 B640° 12.12 1249 12.87 13.29 14.22
9320 527° 16.15 1664 17.17 17.73 1899
9940 4.47° 20.17 20.80 21.46 22.18 23.77
9940 4.16° 22.18 22.87 2361 24.40 26.16
11.040 365" 2621 27.03 27.90 28.84 30.93
12,140 325° 30.23 31.18 32.20 3329 35.71
12,140 3.08° 3225 33.26 34.35 3551 38.09
12,140 279° 36.26 37.40 3863 39.94 [FEL
14350 255° 40.30 4157 4294 44.40 [25Y

9,100 652° — 12.15 1252 12.93 13.83
9320 538 — 16.17 1668 17.23 1846
9940 4577 — 2020 20.85 21.54 23.08
11,040 374"  — | 26.24 27.09 28.00 30.02
12,140 333 — 30.26 31.25 32.30 34.65
12140 286° — 36.30 3749 3876 FEL
14350 262° — 40.33 41.65 4306 ,*E.
16,000 216° — | 50.39 5205 53.83 5L
9320 5490 — — 1620 16.73 17.92
9940 468 @ — — | 20.23 20.90 22.40
11.040 383  — — 2627 27.15 29.11
12,140  341°  — — 1 30.30 31.32 3359
15070 269" — — 4036 41.73 [FFU
18,000 _ _ _ _ ¥ifﬁ§£b ¥§;5fdib
17000 — — - - — | FwBL



HARDMAX 3#3A F—/\xvIKR—ILIT K=)L 3Flute Taper Neck Ball End Mills

B
Model
Number

HFTNB 3030-200-08
HFTNB 3030-260-08
HFTNB 3030-300-08
HFTNB 3030-320-08

% HFTNB 3030-360-08

HFTNB 3030-400-08
HFTNB 3030-200-18
HFTNB 3030-300-18
HFTNB 3030-400-18
HFTNB 3030-500-18
HFTNB 3030-600-18
HFTNB 3030-400-28
HFTNB 3030-500-28
HFTNB 3030-650-28
HFTNB 3040-300-18
HFTNB 3040-400-18
HFTNB 3040-500-18
HFTNB 3040-600-18
HFTNB 3040-480-28

m—IL$E E887-1A

Radius of | Neck Taper

BallNose |  Angle
R N

0.4°

0.9°

0.9°
R2

x;BfN24E Additional model

BFR
Neck
Length
£,

20
26
30
32
36
40
20
30
40
50
60
40
50
65
30
40
50
60
48

AR Y1978
Length | Shank Taper

of Cut Angle
2 Bta
16°
24
16°
6

2R
Overall
Length
L

60
70
70
80
80
80
60
70
80
100
100
80
100
100
80
80
100
100
80

IvIIR
Shank
Diameter
od

[oRNORNORNORNORNORORIORNORNORNORNORNORNORNORNORNOREOREO)]

N
Shape

E S
Price

¥

11,200
11,960
13.660
14,350
14,950
15,180
11,200
13.660
15,180
17.500
19,000
15,180
17.000
19,000
13.330
17.250
19,000
20,200
17,250

Fi5E
Interference
Angle

3.67°
2.94°
2.60°
2.46°
2.21°
2.01°
3.76°
2.67°
2.07°
1.69°
1.43°
2.12°
1.74°

1.90°
1.45°
1.18°
0.99°

J—UREAICHT 2REIR
—FF5HED
Effective Length by Inclined Angles

30
20.23
26.27
30.29
32.31
36.31
40.36

1
20.84
27.07
31.23
33.31

37.45
41.62
20.27
30.34
40.40
50.46
60.52

30.51

4058
50.64 |

F5uL

No Interference | N

Interference

1°30° 2 3
2149 22.19/23.75
27.93 2886 T
32.23 33.30
34.38| 3552 f2EY
38.65 39.95 78U
4297 44.41
20.90 2158
31.31 32.34
41.71

52.11
TR

No

5L

40.45

41.80

FBEL

FiEL

FirEL
nce | No

nce 0
FBBL | FHEL



HFTNB tIHISR$Z= Milling Conditions

HRHEI TUN— RV / BEANSE BRANGE AN
WORK MATERIAL PREHARDENED STEELS/HARDENED STEELS HARDENED STEELS HARDENED STEELS
NAK 7 SKD SKD / SKT SKD 7 SKH
(30~45HRC) (45~55HRC) (55~65HRC)
BIE R—IL¥® BFR OEEE | XDEE Ap Qe OEEE | XDEE ap Qe OEEE | XDEE ap e

Model Radius of Neck Spindle Feed Axial Radial Spindle Feed Axial Radial Spindle Feed Axial Radial
Number Ball Nose Length Speed Rate Depth Depth Speed Rate Depth Depth Speed Rate Depth Depth
(mm) (mm) (min™) (mm/min) (mm) (mm) (min™) (mm/min) (mm) (mm) (min™) (mm/min) (mm) (mm)

6 14,500 1,300 0.1 0.2 14,500 1,250 0.06 0.12 14,500 1,200 0.04 0.08

8 14,000 1,200 0.09 0.18 13,750 1,160 0.06 0.1 13,500 1,120 0.04 0.06

10 13,300 1,000 0.08 0.16 12,650 1,000 0.05 0.09 12,000 1,000 0.04 0.05
12 13,000 870 0.07 0.14 12,000 850 0.04 0.08 11,000 880 0.03 0.05

3010 R0.5
16 12,500 680 0.05 0.1 10,250 600 0.04 0.06 8,000 550 0.03 0.04
20 12,000 600 0.04 0.08 9,500 500 0.03 0.06 7,000 400 0.02 0.04
26 11,700 520 0.03 0.06 8,600 370 0.02 0.04 5,500 220 0.02 0.03
30 11,500 500 0.02 0.05 8,250 350 0.02 0.04 5,000 200 0.02 0.03
10 12,000 1,230 0.13 0.3 11,500 1,100 0.09 0.2 11,000 1,100 0.06 0.14
3015 RO.75 16 11,200 930 0.1 0.25 10,600 910 0.07 0.16 10,000 900 0.05 0.11
20 10,800 750 0.08 0.22 9,500 700 0.06 0.14 8,200 680 0.04 0.09
30 10,000 550 0.06 0.16 8,300 450 0.04 0.1 6,600 380 0.03 0.08
12 10,300 1,200 0.16 0.38 10,150 1,130 0.12 0.25 10,000 1,100 0.1 0.18
16 10,000 1,100 0.15 0.35 9,900 1,100 0.1 0.23 9,800 1,050 0.09 0.16
20 9,500 950 0.15 0.32 9,300 940 0.1 0.21 9,000 930 0.08 0.15
22 9,400 900 0.14 0.3 9,100 850 0.09 0.2 8,600 840 0.08 0.14
26 9,300 750 0.12 0.28 8,700 730 0.08 0.2 8,000 700 0.07 0.13
3020 R1 30 9,200 630 0.1 0.25 8,400 590 0.08 0.17 7,500 550 0.05 0.1
32 8,800 580 0.1 0.24 8,200 550 0.07 0.16 7,300 480 0.04 0.1
36 8,700 570 0.09 0.22 7,900 510 0.07 0.16 7,000 450 0.04 0.1
40 8,300 500 0.08 0.2 7,500 450 0.06 0.15 6,600 400 0.04 0.1
41 8,300 500 0.08 0.2 7,500 450 0.06 0.15 6,600 400 0.04 0.1
50 8,000 430 0.06 0.15 6,700 340 0.04 0.12 5,300 250 0.03 0.1
62 7,500 350 0.04 0.1 6,000 350 0.04 0.13 5,000 300 0.02 0.05
20 9,000 1,150 0.25 0.48 8,900 1,100 0.18 0.36 8,800 1,100 0.12 0.25
26 8,600 1,000 0.22 0.42 8,300 1,000 0.16 0.32 8,200 980 0.11 0.22
30 8,400 950 0.21 0.4 8,100 930 0.15 0.3 7,800 920 0.1 0.21
32 8,300 900 0.2 0.37 7,800 860 0.14 0.28 7,400 840 0.09 02
3030 R1.5 36 8,100 800 0.18 0.35 7,400 720 0.13 0.26 6,800 680 0.08 0.2
40 8,000 720 0.17 0.33 7,000 630 0.12 0.24 6,000 550 0.08 0.19
50 7,600 570 0.14 0.28 6,400 450 0.09 0.2 5,200 400 0.06 0.17
60 7,200 480 0.12 0.24 6,000 400 0.07 0.18 4,700 320 0.05 0.16
65 7,200 480 0.12 0.24 6,000 400 0.07 0.18 4,700 320 0.05 0.16
30 8,000 1,100 0.35 0.55 7,800 1,050 0.24 0.4 7,600 1,000 0.16 0.33
40 7,500 930 0.3 0.48 7,300 900 0.2 0.35 7,000 900 0.15 0.3
3040 R2 48 7,200 750 0.26 0.42 6,500 650 0.16 0.3 5,800 600 0.13 0.27
50 7,200 750 0.26 0.42 6,500 650 0.16 0.3 5,800 600 0.13 0.27
60 7,000 600 0.22 0.36 6,000 520 0.13 0.26 5,000 440 0.1 0.25
#E -
- EHOBEEERENE D FVEE(F. EEEE XD REZFR UHETTFTI LS,
NI EABBHTIE, %0RERE 50%LFICTFT EEL, QJ;W
- AGBM HMTIELE. VIR S I7 IO-OVFNCBVWTHREUINIHHEETT . (8]
A
Note: ‘ Qe
- Decrease both spindle speed and feed rate proportionally when the milling parameters exceed I

the machine's maximum spindle speed. . R .
- Decrease the feed rate more than 50% from the milling parameters when slot milling 3p - WATIDYRAGRE  Axial Depth (mm)
- Every coolant offers stable milling. Qe | FERABODENAHRE  Radial Depth (mm)



MBI TSR Roughness Comparison

HFTNB R1 X BTE Neck Length 20 X BET—/\#/ Neck Taper Angle 0.4°

SKD61 (48HRC)
B ERR KEHEERa (um) Surface Roughness
Measurement bt AEM S
Spot HFTNE Competitor
@ 0.353 0.451
® 0.480 0.865
® 0.200 0.270
. @ 0.168 0.248
T—TH A4 X :30x50x40 mm
WorkSize fEttEEmICEER, £ ETEHES R !
Better surface roughness compared to competitor's!
= EERERE | o p s .
Process 00 (rﬁ?n?‘) (mm/min) mm (mm) y
i3 HSLB 2060-200 .
Roughing (R3 x B Effective Length 20) 13,000 3,500 06 06 0.05 0:25:33
it EF HSLB 2030-200 Ir7Jo— .40
Semi-finishing | (R1.5 x A% Effective Length 20) 14,500 1,360 018 01 002 Air Blow | 014948
HFTNB 3020-200-08 /
Tkl ftb¥tAE8=igm Competitor .
Finishing (R1 x &R Neck Length 20 x 4650 90 | 005 | 005 0 22929
B8 > —/ (A Neck Taper Angle 0.4°)
&t
Total

3:44:50



F—I\iRS Y MINTEE|
Taper Pocket Milling Examples SKD61(50HRC)
HFTNB R1 X & & Neck Length 30 X &85 —/\3A Neck Taper Angle 0.9°

INIRZAR Milling Shape @ T—J\iRkT w b Taper Pocket 25 x 5 x ZR<E Depth 4 mm
M BEEERIA Vertical Wall Inclined Angle 1°

INT#®TEEE Tools after milling

HFTNB -

Reliet 11 120 S DI TH
40 73 EREEE |
M _ ;

Q A | Ay FuEvy
EFEREEBELEL !
Normal wear
condition after 120

After 40 min

120 ﬁ min milling.
Af?”%gé, e | No chipping or any
e damages.
A *:.t 40 FIMIET
Competitor A 3T RTHT R
40 73 Chipping on the cutting
T edges of all 3 flutes
After 40 min after 40 min.
B #t 40 HMTHT 1 AT K
Competitor B o 2 FeFvEVIE
40 9 Large chipping on the
T v cutting edge after 40 min.
f , .~.. : : Chipping also on the other
After 40 min 2250 g an] 2 flutes.
REEDITTHEATEFRMAEZRIR !
High durability throughout the long cycle time.
E R EDEE . N -
Eﬁ%ﬁﬁ Sp'r}ﬂﬁnﬁﬁeed (me)a (mrpn) (mm) aCooIaJnth Cjiluclleﬂijiﬁe
HFTNB 3020-300-18 8,400 590 0.08 017 7o it AN




A 1=2vor2@ETY RS VRBEOEE

CAUTION

IR INEERAVEESEBICE, JHEGEOTEE U TOEXMFEPHB.TEOERL EICLURHAPRR IMIVOESEEEEXE
EMEBLIEPHBIETOT, +9TEBSESV, BEI FINEHAEIYPTTLS, BIRICEEL TEHATEECLEWL,

O HIEEMNAZ EERETIEFHBYETOT, T— XD SHREMBBER+HHTERE LS,

@I FINEFELIBE RBLATNETERETZZENFBNETOT. BIRICTERSC LS L,

OILEANDHENEFPTEBEICLVEHERI/ 2L, TEIPRETIIENVBUETOT, REHIN—PRED P REDREL & JEA LSV,
OHIRMHRIBIFFOBLRERT OO TY, EEOMI TEHHMOMIE MIFR, BHAINE. Toc EOMTRRICEY). MIFFORBIEFLEELZBZEIHY) ET,
QRN D/NEVRIEDE VI E ZERAC S0 METE (¢ 1UT) ICHVTRIRN BIME  5um T EHERLE§,

@FNMEDT VIHIADMER LB T TV,
A=Yy I RABEI Y RS IVEREROER

OBEELOMEERFBICASEVLIDTFREDNIREBAL 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.

Woor A=A V=L ixAEt
UNION TOOL CO.

A ERE:
T140-0013 RFE /I XEEAFH6-17-1
TEL.03-5493-1030 (41 ¥JL1>) FAX.03-5493-1014

REIS:
T940-1104 #REREMIEEEEF451/112706-6
TEL.0258-22-2620(f) FAX.0258-22-0045

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

RETS:
T954-0076 #1RIE R i H ] 3-1
TEL.0258-66-0800(ff) ~FAX.0258-66-0801

JLBASRE RA:
T370-0046 BB EZITHIIAR1425 242101
TEL.027-310-1195 FAX.027-310-1196

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

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

KRRE SRR

T532-0033 ABRAFARRATE IR#E3-9-14 EHV=EEILIF
TEL.06-6392-3159(ff) FAX.06-6392-3169

IV R OEMNEBEVWGHOEETEET

9 0120-60-2620

B 9:30~12:00, 13:00~16:30 (L FE, HEE, £ H. EtABZRR)

https://www.uniontool.co.jp
FHE2ATROLRI, FEELIKEETEIEHHBYETDOTTTERIREEL,

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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