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HUANA TOOLS
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MATERIALS

'u; Micro Grain Carbide
|!| Ii:l UltraMicro Grain Carbide

COATING

|:‘!I II Black Coating iII!" i| Fuchsia Coating
“,A Bronze Coating “!A!I Blue Coating

BALL RADIUS TOLERANCE
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R R R
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CORNER RADIUS TOLERANCE

Tl

HELIX ANGLE

a4

Perfect quality Trustworthy

NUMBER OF FIUTES

@ 2 flute % 3 flute
4 )/' 4 flute
P

MACHINING DIRECTOR

Side
Side,Profile

Side, Profile,Slot

SHANKTYPE

élr
'y

PLAIN Shank W FLAT Shank

Detail of the end mill
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® SIDE VIEW Edge

Diameter (D) i .............

Flute length(l)

Shank dameter(d)

-

Fulllength (L) !

@® OVERLOOK MAP

(Width of back cutter surface]
‘ y First Clearance on OD
(Back comer of OD )
=
™. Second Clearance on 0D

(Second back comer of OD )
———Eccentric Relief

%
7/

=

LA

Width of primary Clearance on OD (1) . BLADE TIP

Gash

Width of primary Clearance on OD(11) -
) \ QD flute

Fillister

T
1st Cir. ,end teeth I“ W

First Clearance of end teeth It -
Back comer of end teeth e

Second Clearance of end teeth

Second comer of end teeth -——A

® BLADE FORM

i

2 flute 2 edge with double teeth 3 fiute

N

£ ﬂ? ~ I )‘be
QJJ Q} 2

4 flute 4 edge with double teeth 6 flute

® BLADE FORM

3flute

Shape in end teeth of the end mill

. Tlp protechon During the protection

/‘ ‘ Sumvalsurfaceofwmer
_ k

/

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

® Tip During the tip kFEIT

‘ Clear up tipe Bifg

\__/ ™M

@ Use for clear up tipe

@ Sharp tip,easy to break

@ Can be use in carbone steel and steel specially using in Aluminum and
nonferrous material
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Failure analyzed and solvent

End mill working condition calculation method

Reason Solution
@ Cutting speed (line speed)
) 4 Fix the working material as well as posible
Calculation VC ) ‘ o o _ _ ‘ A Adjust the failed part of machine
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 Vibration 4 Reduce rotating speed
4 Downcut
4 Tools minimum lenght out of fixture
V=Cutting speed(m/min) The heterogeneity in hardness A Measuring the hardness of working material
i D *N w=3.14 Rough surface
= - D=Diameter L(mm) The tip was unsuitable 4 ol rake S Sox ceneo Rl
1000 N=Rotating speed(mm-) a3 010
Chip lump and fuse attach material A Remove Ehi[? lump and clearance angle
4 Improve cutting roughness
;“:S;:xg Passivation of cutfing edge 4 Determine the adequate time to regrinding
@® Rotation speed surface Cutting rate(speed)too fast A Reduce the cutting rate(speed)
Caleulation of Rotation spesd : } ) ) - - Misfit cutting fluids or deficient of cutting fluids 4 Change cutting fluids
The rotation number of the mechanical spindle of a vertical milling cutter in every minute can be obtained by the following formula . .
Unbalance friction of cutting edge A Regrinding ro reduce friction
Bucking cracking
, 9 heolmachined & Remove fuse attach material
N=Rotating speed(mm-") surface Fuse attach material on the cutting edge 4 Change cutting fluids
1000 x V V=Cutting speed(m/min)
= ﬁ w=3.14 Cutting edge deformation A To pay attention to use and safekeeping
x =
D=Diameter L(mm) Lesser cutting flute 4 Increase the number of flutes from 2 flues to 4 flutes and then 6 flutes
The tion of
el Bigger cutting depth and feed rate 4 To reduce the feed rate of machine
Alarge helix angle & Decrease the helix angle
Cutting depth and feed rate is too large A Reduce the depth of cutting and feed rate
® Feed rate Shape PerhErACENT Tool stretches out over longer A Use the end mill stretches out shaortest from chuck
) precision
Calculation of feed rate e e
The feed rate of the workiable in every minute can be obtained by the following formula FBmsndicularity of Bokec gt resch & frnoie $he perpendiculagiy oikioloEg
_ - A Improve to suitable hardness by heat treatment process
F=Fead rate(mm/min) Work material hardness oo high A Reduce the feed rate for high hardness work material or change
- N=Rotating speed(mm-) more hardness tool
= X 2% = Shorter life for
£ fZ: Fh;zrgl::l; oof gtl;]lsﬂute(mmﬁ . regrinding end mill Unsuitable feed rate & Adjust to suitable feed rate
Chip lumo and fuse attach material IFRETINTUE i U B e BB riatrial
A Use suitable cutting liquid
. : A Use suitable cutting liquid
e 4 Use enough cutting liquid
® Feed for testh R S e W Uchigiathis sveiage b insde fonofwark nistsial
Calculation of the Feed of teeth - - ; ~ Cledtiipunbalanice hurdnsss
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 Unsusabie edge angle e e B
Huge friction of o = :
cutting edge End mill cutting function go down A Surface treatment
f=Feed rate of the flute(mm/1blade)
= F=Feed rate(mm/min) End mill life Unsultabls cutting liquid A Adjust to suitable cutting liquid
f= N=Rotating speed(mm) 4 Adjust offer method of liquid
NxZ Z=Number of flute Unsuitable regrind schedule A Manage the regrind schedule
Vibration 4 Strengthen the install tool of work material
4 Achieve the average of working material structure
The fault of work material A Use suitable hardness,clear up unbalance hardness
3 5 Flute damage 4 Check the material may mix other hardness substance or gravel
® Working time =y 9
Calculation of the Working time ) i X Unsuitable feed rate & Reduce the feed rate
The time required to cut the material of a workpiece can be obtained by the following formula .
Cutter become dull & Regrind the tools
Cutting liquid go off 4 Change the cutting liquid
Te=Working time ( min ) & Indeed fix th k material
1% L=Total working length Work material unsuitable fixed a lrr;;rive‘?nst:[r el
Tec= (length of working material + D of vertical milling cutter blade)
F=Feed rate(mm/min) Break Cutter become dull A Regrind process
End mill with uncorrect operation 4 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
45 [ 2 TIELEET
WC=90 Co=10 HV30=1591 Bending=3750N/mm? Hardness 91.3 Particle=0.8 nm

dl @E %m

HN-45

1J585 Order Number 7042 d(mm) #8512 dimm) 7€ Kmm) 24€ L(mm) 7I% Flutes

| HN45-82-010 1 4 3 50 2
S e r HN45-52-015 1.5 4 4 50 2
I HN45-$2-020 2 4 5 50 2
HN45-32-025 25 4 6 50 2
HN45-52-030 3 3 i 50 2 -
; HN45-82-035 35 4 9 50 2 F
HN45-82-040 4 4 10 50 2
HN45-82-050 5 5 13 50 2 i
HN45-S2-051 5 6 13 50 2 :
HN45-S2-060 6 6 15 50 2
HN45-52-080 8 8 20 60 2
HN45-52-100 10 10 25 75 2
HN45-52-120 12 T 30 75 2
HN45-82-140 14 14 45 100 2
HN45-52-160 16 16 45 100 2
HN45-82-180 18 18 45 100 2
HN45-§2-200 20 20 45 100 2
HN45-S2-040L 4 4 12 75 2
HN45-S2-040XL 4 4 16 100 2
HN45-S2-050L 5 5 15 75 2
HN45-S2-050XL 5 5 20 100 B
HN45-S2-060L 6 3 20 75 2
HN45-S2-060XL 6 6 25 100 2
HN45-S2-060XXL 6 6 30 150 2
HN45-52-080L 8 8 25 75 7
HNA45-S2-080XL 8 8 35 100 2
HN45-S2-080XXL 8 8 40 150 2
HN45-S2-100L 10 10 40 100 2
HN45-S2-100XL 10 10 50 150 2
HN45-S2-120L 12 12 45 100 2
HN45-52-120XL 12 12 60 150 2
HN45-S2-140L 14 14 65 150 2
HN45-52-160L 16 16 70 150 2
HN45-52-180L 18 18 70 150 2
HN45-S2-200L 20 20 70 150 z

Workpiece Material

R mER |
H:rddnened Hardnened T

W, SN, ik BEMN

Carbon Steel Cast Iron Alloy Steel Steel Steel 3(;1-{:;35_
<35HRC Sl la a0l 46-55HRC | 55-60HRC
L [ ] o o]

| ® Most Suitable © Suitable
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HN-45 Carbide Square End Mill 4Flutes HN-45 Carbide Aluminum End Mill 2Flutes

45 E 4 DELBET]

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

7 A
8

T89S Order Number 2 d(mm) #R2dmm) 74 I(mm) £ L(mm) 708 Flutes

(7 N S N T N S
HNGSe-00 3 3 | 7 | s | 4
HNd5-S4-035 | 35 | 4 | 9 50 4
HN4SS4050 5 5 | 13 s 4 |
HN45S4-060 6 6 | 15 s 4 |
HNGSe100 10 0 | 25 | 75 | 4
[ 7 N S N N N
HNe-Se-180 18 18 | 45 | 100 | 4
Hns-Seos | 4 4 | 12 | 75 4 |
HNseos0. | 5 5 | d5 | 7 | 4 |
HN4SS40eL 6 6 | 0 | 75 4 |
HNgS-S4-060XC | 6 | 6 | 30 | 150 | 4
HNd-se-080X 8 s | 3 | 100 | 4
HNds-S4lo0L | 10 10 | 40 fo0 | 4 |
HuSSeTL 2 12 | 45 0 4
HNgS-S-ta0L | 14 14 | 65 | 150 | 4
HNd-Ste0L 18 8 | 70 | 160 | 4

Workpiece Material

4 flute

45 E 2 7R RAEET]

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

TS Order Number 7042 d(mm) #%E dimm) 704€ l(mm) 24 L(mm) 0% Flutes)

(N N O N S N S T A 2
HusA200 | 2 4 | 5 s | 2
HNs—A2—03 | 3 3 [ 7 | 5 | 2 |
HN45->-035 | 35 | 4 | 9 | s | 2
MNsA20%0 | 5 5 | 13 | s | o
HssA200 | 6 6 | 15 s | 2
HNis-p2-id0 | 14 14| a5 o0 | 2
Hss-a2iB | 18 8 | 45 o0 | 2
MuSA0SL | 5 5 | 15 7 | 2
HNASA206L | 6 6 | 20 75 | 2
HNes-A2-0BOX | 8 & | 3 100 | 2
HnsAz-iooL | 0 0 | @ 10 | 2
HussA2-taL | 14 14 | 65 | 150 | 2
Huss-a2teL | 18 8 | 70 50 | 2

Workpiece Material

@ Most Suitable © Suitable

| ® Most Suitable © Suitable
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HN-45 Carbide Aluminum End Mill 3Flutes

45 E 3 7R

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

1JE85 Order Number 7142 dimm) #8812 dimm) 7HE I(mm) £ Lmm) 70

HN45-A3-010
HN45-A3-020 | 2 | 4 | 5 | 50 3 |
HN45-A3-030 | 3 | 3 | 7 | 5 | 3 |

| HNA5-A3-035 | 35 | 4 | 9 | 50 | 3 |
| HN45-A3-050 | 65 | 5 | 13 | 50 | 3 |
HN45-A3-060 6 | 6 | 15 | 50 | 3 |

HN45-A3-05L | 5 5 | 15 | 75 | 3 |
a0l 6 6 | 20 75 3 |

HN45-A3-060XXL -_-_
CHN-A30BOXL 8 | 8 | 3 10 | 3 |
HNgs-A3-lo0L | 10 | 10 | 40 10 | 3 |
CHNs-A3t20L | 12t | 45 10 | 3 |
CHns-A3-t8L 18 | 18 | 0 150 | 3 |

Workpiece Material

HEN
Alloy

35-48HRC

LW TE LR 4
HUANATOOLS SLOTTING& MILLING EXPERT

HN-45 Carbide Ball Nose End Mill 2Flutes
45 2 TIEkL 7D

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

i
.1% 2 flute

iTE8S Order Number IR d(mm) R & d(mm) 74 I(mm) 24 Limm) 775 Flutes

N45-B2-010 | 1 | 05| 4 | 3 | 50 2 |
HNa5B2020 2 | 1] 4 | 5 | 5 | 2 |
HN45-B2-030 | 3 | 15| 3 | 7 | 5 | 2 |
N45-B2-035 | 35 [175] 4 | 9 | 50 | 2 |
FNa-B2-050 | 5 | 25| 5 | 13 | 5 | 2 |
N45-B2-060 | 6 | 3| 6 | 5 | 50 | 2 |
FNas-Bo-180 | 18 | o | 18 | 46 | 100 | 2 |
HNa5-B2-050L | 5 | 25| 5 | 5 | 75 | 2 |
N45B2-060L | 6 | 3| 6 | 20 | 75 | 2 | ;
HN45-B2-060XX | 6 | 3| 6 | 30 | 150 | 2 |
N45-B2-0BOXL | 8 | 4 | 8 | 35 | 100 2 |
WN4s-B2-100. | 10 | 5 | 0 | 4o | 0 | 2 |
452120l | 12 | 6| 12 | 45 | 100 | 2 |
\iNd5-Bo-140L | 14 | 7 | 14 | 65 | 150 | 2 |
HNes-B2-180L | 18 | 9 | 18 | 70 | 150 | 2 |

Workpiece Material

SHRC

® Most Suitable © Suitable

| ® Most Suitable © Suitable
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HN-45 Carbide Comer Radius End Mill 4Flutes
A5 E 4 TR 287

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

! i N | — 'K%E,J 4flute

1J#5 Order Number  7J%& d(mm)

HN45—C4-0102 0.2 4 3 50 E
| 2 0.2 z i 50 4
HN45 04 0205 z 0.5 4 5 50 4
5-C4-0302 | : 02 2 8 50 s
HN45 C4- 0305 3 0.5 8 50 4
NA5-C4=0310 | 3 i i) 8 50 T
HN45-C4-0302X 3 0.2 4 8 50 4
HNAS=C 05 4 i 50 ]
HN45-C4-0310X 1 8 50
" HN45-C4-0402 : 0.2 4 10 50 4
_-IN45—C4-0405 4 0.5 4 10 50 4
| HN45-C4~ [ 4 i 4 10 50 4
L 0.5 5 13 50 4
m — 1 3 13 50 -
Lt 6 0.5 6 15 50 4
o I 6 il 6 15 50 4
LI 8 0.5 20 60 4
I — T8 q 8 20 60 2
-|N45 C4 1005 0 0.5 1 25 75 4
= [0 q 10 25 75 4
~1N45 C4— 1205 12 0.5 12 30 75 4
IHN45-C4=12 % i A2 20 75 7
_-|N45 04 1405 14 0.5 14 45 100 4
i I 14 il 14 45 100 P
| HN45- C4 1&05 16 0.5 16 45 100 4
[HNZ5=C4=1610 | 16 T 6 45 100 -
,~|N45 Ca— 1&05 18 0.5 18 45 100 4
- 18 i 18 45 100 4
7-|N45 Crt 2005 20 0.5 20 45 100 4
THN 0 [ %0 i 20 5 100 T
Z 4 0.5 4 12 75 4
THN45=C4=0410L | ; i 4 12 75 T
| HN45-C4-0405XL 4 0.5 4 16 100 4
I 3 i : 16 100 4
HN45 04 0505!. 5 0.5 15 75 4
HN45-C4=0510L | 5 5] R 15 15 4
< & 0.5 5 20 100 4
C4 XL i 1 5 20 100 ZE
HN45 Ca- 0505:_ 6 0.5 6 20 75 4 ‘
il | e 6 20 75
H 45 C4 OSOSXL 6 0.5 6 25 100 4 ‘
—1 ) 25 100 2 ‘
FINAS—CA— OSOSL 8 0.5 25 75 4
AN45-04-08100 | £l 1 25 75 E
8 0.5 35 100 4
8 i : ] 00 2 |
10_ 0.5 10 40 100 4
I 10 1 10 40 100 4
HN45-C4-1005XL 10 0.5 10 50 150 4
: 10 H 10 50 150 ;
HN45-C4-1205L 12 0.5 12 45 100 4
[ 121 12 q 12 45 100
HIN45-C4~1205XL 12 0.5 12 60 150 4
145-C4 OXL | 128 il 12 60 150 4
Workpiece Material

=] =i

BN, SR, ik e Hardnened Hardnened TW

Carbon Steel Cast Iron Alloy Steel Steel Steel Stainless
Steel
<35HRC LR 46-55HRC  55-60HRC =
[ ] [ ] &) s]

@ Most Suitable © Suitable
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HN-55 Carbide Square End Mill 2Flutes
55 [ 2 71 ELtT]

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

17625 Order Number  7J42 d(mm) 1842 dmm) 774< Ic(mm) 21 Limm) 73X Flutes

(HNs5-s2-010 | 1| 4 | 3 | 60 | 2 |
(HNS5-S2-020 | 2 | 4 | 5 | 50 | 2 |
HNs5-S2-030 | 3 | 3 | 7 | 50 | 2
(MNs5-S2-035 | 35 | 4 | 9 | s | 2 |
HNS55-52-050 | 5 | 5 | 13 s | 2 |
[HNS5-S2-060 | 6 | 6 | 15 | 50 | 2 |
[HNS5-S2-100 | 10 | 10 | 25 | 75 | 2 |
Nss-S2-140 | 14 | 14 | 45 | 100 | 2 |
HN55-52-040L
Nss-S205L | 5 | 5 | 15 | 75 | 2 |
(HNs5-s2-060L | 6 | 6 | 20 | 75 | 2 |
HNs5-S2-0BOXXL | 6 | 6 | a0 | 150 | 2 |
[HNs6-S2-080XL | 8 | 8 | 35 | 00 | 2 |
HNS5-S2f00L | 10 | 10 | 40 | 10 | 2 |
(HNS5-S2-1200 | 12| 12 | 45 | 100 | 2 |
[HNS5-S2-140L | 14 | 14 | 65 | 150 | 2 |
HNss-S2-180L | 18 | 18 | 70 | 150 | 2 |

Workpiece Material

2 flute

EHTE JHER 8
HUANATOOLS SLOTTING& MILLING EXPERT

HN-55 Carbide Square End Mill 4Flutes
55 [ 4 T ELHtT]

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

4 flute

17595 Order Number  7J42 d(mm) #8%& d{mm) 7J4E I(mm) 24 L(mm) 7% Flutes

CHNS5-54-010 | 1 | 4 | 3 - s a4
CNs5-S4020 | 2 | 4 | 5 | 50 | 4
(MNs5-S4-030 | 3 | 3 | 7 | 50 | 4
‘WNs5-s4-035 | 85 | 4 | 9 | 5 | 4
[HNS5-84-050 | 5 | 5 | 13 | s | 4 |
NssS4060 | 6 | 6 | 15 | 50 | 4
[HNSS-s4-100 | 0 | 10 | 25 | 75 | 4
HNS5-S4—140 | 14 14| 45 100 | 4
‘MNs5-S4-050L | 5 | 5 | 15 | 75 | 4
CMNs5-S4-0OL | 6 | 6 | 20 | 75 | 4
'HNS5-S4-060XXL | 6 | 6 | 30 | 150 | 4
(HNs5-S4-0BOXL | 8 | 8 | 35 | 100 | 4
(HNS5-54-120L | 12 | 12 | 45 | 100 | 4
[HNss-Sa-1d0L | 14 | 14 | 65 | 50 | 4

Workpiece Material

| ® Most Suitable © Suitable

@ Most Suitable © Suitable
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HN-55 Carbide Aluminum End Mill 3Flutes HN-55 Carhide Ball Nose End Mill 2Flutes
55 E 3 7J{8 A& 7] 55 E 2 7JBkL k7]
WC=88 Co=12 HV30=1760 Bending=4000N/mm? Hardness 92.8 Particle=0.6 nm WC=88 Co=12 HV30=1760 Bending=4000N/mm? Hardness 92.8 Particle=0.6 nm

% 2 flute

iTHE Order Number 7042 d(mm) #8828 dimm) 7M€ I(mm) £ Limm) 71 Flutes iT55S Order Number  7J42 d(mm) R B2 dimm) 701 Ic(mm) 1€ Limm) 7% Flutes

[HNS5-A3-010 |1 | 4 | 3 | 60 | 3 | |HNssB2-010 | 1 | 05 | 4 | 2 | 5 | 2 |
(HNS5-A3-020 | 2 | 4 | 6 | 50 | 3 Pmssm-00 | 2 1 | 4 4 | s | 2
“‘--3_ |HNS5-B2-030 | 3 | 15 | 3 | 6 | 50 | 2 | m
|HN55-A3-035 | 35 | 4 | 11 | 50 | 3 | |HN55-B2-035 | 35 | 175 | 4 | 7 | 50 | 2 |

HN55-A3-050 5 5 | 15 | 50 | 3 | |HNS55-B2-050 | 5 | 25 | 5 | 10 | 50 | 2 | m %
] I
|HNS5-A3-060 | 6 | 6 | 18 50 | 3 | HN55-B2-060 | 6 | 3 | 6 | 12 | 5 | 2 |

Nss-B2100 | 1o | 5 | 10 20 | 75 | 2 |
Huss-g2-180 | 18 9 | 18 | 3% | 10 | 2
. w0l | 4 | 2 | 4 8 | 75 | 2
-_ / HN55-B2-050 | 5 | 25 | 5 | 10 | 75 | 2 |
ChNss-A3Gel | 6 | 6 | o0 | 75 | 3 | ‘ nssBoos | 6 | 8 | 6 12 | 75 | o |
CHNs5-A3-060XL | 6 | 6 | s | 150 | 3 | ' HNS5-B2-06XX | 6 | 3 | 6 | > | s | o |
CNssA3BXL 8 8 | % | 10 | 3 | nssBoosx. | 8 4 | 8 6 | 0 | 2 |
; HNss-B2-100L | 10 | 5 | 10 | 20 | 100 | 2
ssASTL |2 12 | 45 w0 3 | ) ssm2toL | 12 6 | 12 24 | im0 2 _
| HiNG5-B2-1401
CNss-A3-BL | 18 | 18 | 70 | 150 | 3 | Cnss-Bz-isL | 18 | o | 18 3 | 50 | 2

Workpiece Material Workpiece Material

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




Z

HHTHE DEIER
HUANATOOLS SLOTTING& MILLING EXPERT

HN-55 Carbide Comer Radius End Mill 4Flutes
55 E4 TJEE#%7]
WC=88 Co=12 HV30=1760 Bending=4000N/mm? Hardness 92.8 Particle=0.6 nm

D — 3 d
i A ¥ W
[ |

'dm Number 71 d(mm) R @ dmm) 7€ I(mm) 24 L(mm) 7 Flutes

1 7 I O T N S N S
--‘ﬁ-
[HNsSCa0305 | 3 | 05 | 3 | & 1 s 4 |
CHNs5-C4-0302X | 3 | 02 | 4 | 8 | 50 | 4 |
“HNeecapsiox |3t 4 5 | &% 4
CANss-Cai005 | 10 | 05 | 10 | 2 | 75 4
CHNSSCa—t205 | 12 | 05 | 12 | 30 | 75 | 4
[ HNS5-Ca-1605 | 16 | 05 | 16 | 45 | 100 | 4 |
(HN85-C4—1805 | 18 | 05 | 18 [ 45 | 100 | 4 |
[HNS-Ca=2005 |20 | 05 I 20 | a5 |00 4|
ns-————
| HM55-C4-0405XL | 4| 05 | 4 | 46 | 00 | 4 |
(HNSS-Ca-gsOSL |5 |05 | 5 | s | 75 4 |
[HNsSCa00SXL | 5 | 05 | 5 | 20 | 0 4 |
Muss-ca-oeosL | 6 | 05 | 6 | 20 | 75 | 4 |
5 - - | - B —
(HMB5-C4-0B0SL | & | 05 | 8 | o5 | 75 | 4 |
_-E-_—
[HNSS-Ca—100SXL |10 | 05 | 0 | s0 | 10 | 4
——-_-m-—
-E--ix_—-::ﬁ--m-—

Workpiece Material

| ® Most Suitable © Suitable

LW TE LR 2
HUANATOOLS SLOTTING& MILLING EXPERT

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

1T 585 Order Number 7142 d(mm) Ymm)  THE mm)  24€ Lmm) 7 Flutes

—————
-In-——
e T N T I R N R R N

HN55-RA3-200 20 20 45 | 100 3 |

HN55-RA3-080

HN-55 Carhide Roughing End Mill For Steel 4Flutes
55 & 4 7R FAMAE
WC=88 Co=12 HV30=1700 Bending=4000N/mm? Hardness 91.8 Particle=0.6 nm

1J 55 Order Number 7J& dimm) R D(mm) 71 I(mm) Ek Limm) ZJ¥ Flutes

nssRsa-oto |4 |4 | w2 | s | 4 |
-“-__
HNss-Rs4-20 | 2 | 2 | % | 5 | 4
__ﬂ_n

HNB5-RS84-200 20 20 45 100 4




23

TMTE IHIER
HUANATOOLS SLOTTING& MILLING EXPERT

HN-55 Carbide Spot Drills For Steel 2Flutes
55 B2 JNRAESE
WC=88 Co=12 HV30=1760 Bendingzﬂl()(]Ol\AJ’mm2 Hardness 92.8 Particle=0.6 nm

o ‘IJ ]
o ‘ .‘._.,J
\
| .
\ A 2flute
= s
it
L | )
iTH95 Order Number 7042 dmm) AR Dmm) THE (mm) R Lmm)  TIE Flutes
HN55-SDS-040 4 4 12 50 2
HN55-SDS-060 | 6 6 18 50 2
HN55-SDS-080 8 8 20 60 2
HN55-SDS-100 | 10 10 25 743 2
HN55-SDS-120 12 12 30 75 2
HN55-SDS-140 | 14 14 40 100 2
HN55-SDS-160 16 16 55 100 2
HN55-SDS-180 | 18 18 45 100 2
HN55-SDS-200 | 20 20 45 100 2

HN-55 Carbide Spot Drills For Aluminum 2Flutes

55 E 2 NiEAER
WC=88 Co=12 HV30=1760 Bending:‘&OOONA’mm? Hardness 92.8 Particle=0.6 nm

(=] w -
] ‘ "\ v f SN

L |

TS Order Number P42 dmm) R D(mm) TS I(mm) 2 Lmm) T Flutes
HN55-SDA-040 4 4 12 50 2
HN55-SDA-060 | (] 6 18 50 2
HN55-SDA-080 8 8 20 60 2
HN55-SDA-100 | 10 10 25 Fic) 2
HN55-SDA-120 12 12 30 75 2
HN55-SDA-140 | 14 14 40 100 2
HN55-SDA-160 16 16 55 100 2
HN55-SDA-180 | 18 18 45 100 2
HN55-SDA-200 20 20 45 100 2

CMTE, JEER 24
HUANATOOLS SLOTTING& MILLING EXPERT

HN-55 Carbide Mirco Square End Mill For Steel 2Flutes
55 BERAELNET]
WC=88 Co=12 HV30=1760 Bending=4000N/mm? Hardness 92.8 Particle=0.6 nm

! S| 1 2flute
r !

1T = Order Number DEdmm) AR Amm) S Lmm) D Flutes 1R Shank V .

HN55-MSS2-002 D02 0.4 50 2 4 A
HN55-MSS2-003 D03 08 0 | 2 |

HNB5-MSS2-004 D0.4 08 50 2 4

HN55-MSS2-005 D05 1 o | 2 | 4 F
HN55-MSS2-006 D06 12 50 2 4 >
HNB5-MSS2-007 Do.7 14 0 | 2 |

HNS5-MSS2-008 D08 16 50 2 4 W
HN55-MSS2-009 D0.9 18 50 | 2 |

HN-55 Carbide Mirco Ball Nose End Mill For Steel 2Flutes
55 ERERLNET
WC=88 Co=12 HV30=1760 Bending=4000N/mm? Hardness 92.8 Particle=0.6 nm

2 flute

TS Order Number 742 d(mm) R TJ4Z Le(mm) S Limm) 708 Flutes #6342 Shank

HNS5-MBS2-002 | D02 0.1 0.4 50 2 4 VA
HNS5-MBS2-003 | D03 | 0415 | 08 50 2 | a4

HNS5-MBS2-004 | DO.4 02 08 50 2 4

HN55-MBS2-005 | D05 | 025 | 1 50 2 [ 4 E
HNS5-MBS2-006 | D06 03 12 50 2 4 :

HNS5-MBS2-007 | D07 | 035 | 14 50 : | 4

HNS5-MBS2-008 | DO.8 0.4 16 50 2 4 W
HN55-MBS2-009 | D09 | 045 | 18 50 2 | 4 |




2 EHTE, DHER

wHTE MEER 6
HUANATOOLS SLOTTING& MILLING EXPERT

HUANATOOLS SLOTTING& MILLING EXPERT

HN-55 Carbide Mirco
Square End Mill For Aluminum 2Flutes
55 E{aAELNRT]

HN-55 Carbide Long Neck Square End Mill 2Flutes
55 E 2 7iFAEN
WC=88 Co=12 HV30=1760 Bending=4000N/mm? Hardness 92.8 Particle=0.6 nm

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

B Q&j

1T 58S Order Number 714& d{mm) 7142 1(mm) S Limm)  7J¥ Flutes %42 Shank

HNso-MSA2-02 | D02 | 04 | s | 2 | 4

HNsS-MSA2-004 | D04 | 08 | s | 2 4

HN-55 Carbide Mirco
Ball Nose End Mill For Aluminum 2Flutes

55 EfRAKLNETD

% 2 flute

L]

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

b Q&j
|

iTES Order Number 7J42 d(mm) R 7142 Le(mm) S Limm)

-m-—

Dnewscoos | 04 | 02 o8 w2 4

HNs5-MBA2-005 | D06 03 | 12 | s | 2 | 4 |
-“

% 2 flute

1JH5E Ord mber 742 d(mm 2 D(mm) 71 nm) T Flutes

7 S N S - N T
HNoh-NS2-00908 | 09 | 4 18 8 | s | 2
HNss-ins2-ot002 | 1 | 4 | 3 2 | s 2
bns-nso-otoos 1 | 4 | s 5 | s | 2
HNSs-NS2-01009 1 | 4 3 o | s | 2
HNSS-LNS-01502 | 15 | 4 | 4 | 2 | s 2 |
HNGB-LNS2-01506 | 15 | 4 4 6 | s | 2
HNs-UNS2-0t611 | 15 | 4 4 | 11| s | o |
HNss-LNS2-02003 | 2 | 4 | 5 | 3 | s 2
HN55-LNS2-02007 -“-EE-
HNS5-INS2-02015 2 | 4 | s | 15 | S0 | 2
HNSS-LNS2-02502 | 25 | 4 | 6 | 2 | 5 | 2 |
ss-INs2-02s06 | 25 | 4 | 6 | 6 | S | 2
so-Ns2-o2st4 | 25 | 4 | 6 | 4 | S | 2
Woo-nsecaoz | 3 | 4 s | 2 | w2 |
Nss-nszos007 | 3 | 4 | e 7 | s 2
HNss-ns20307 | 3 | 4 | s 17 | s 2 |
HNS5-LNS2-03506 | 35 | 4 | s | 6 | s 2
HNso-nso-03ste | 35 | 4 | o 16 | s o
HNSs-NS2-04005 | 4 | 4 | 1o 5 | s | 2 |

HN55-LNS2-04015




2 EHTE, DHER

@HTE PHER 8
HUANATOOLS SLOTTING& MILLING EXPERT

HUANATOOLS SLOTTING& MILLING EXPERT

HN-55 Carbide Long Neck Square End Mill 4Flutes

55 E 4 NFAEAFED

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

d ] = e~

#&12 D(mm)

T T N O O - N N
ss-INse-ooeos | 09 | 4 | s | 8 | s | 4
nss-iNseoto2 | 1 | & | 3 | 2 s | 4
bss-(Nsaotoos | 1| & | 5 | 5 | s | 4 |
Nss-(Nse-ofoe | 1 | 4 | s | o | & | 4
ss-INse-0ts02 | 15 | 4 | & | 2 | & | 4
bss-Nse-otsos | 15 | & | 4 | 6 | s | 4 |

(HNS5-LNS4-01511 | 15 | 4 | 4 | 11 5 | 4 |
IHNS5-INS4-02003 | 2 | 4 | s | 3 50 | 4 |

\HNS5-LNS4-02007 | 2 | 4 | 5 | 7 | 50 | 4 |
\HNS5-INS4-02015 | 2 | 4 | s | 15 60 | 4 |
HNSs-LNSi-02506 | 25 | 4 | 6 | 6 50 | 4 _
\HNS5-LNS4-02514 | 25 | 4 | 6 | 14 | 50 | 4 |
HNss-INsa0302 | 3 | 4 | s | 2 | s | 4
bnss-nsiox0r | 3 | 4 | s | 7 s | 4 |
\HNs5-LNS4—03017 | 38 | 4 | 8 | 47 | 50 | 4 |
\HNS5-LNS4-03506 | 35 | 4 | o | 6 50 | 4 |
\HNS5-LNS4-03516 | 35 | 4 | o | 16 | 50 | 4 |
HNss-LNS4-04005 | 4 | 4 | 10 | 5 | 50 | 4

HN55-LNS4-04015

4 flute

HN-55 Carbide Long Neck Ball Nose End Mill 2Flutes

55 E 2 7Rk

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

dl [ R H»)

umber  7J4&d(mm) R

iNS5-LNs2-00904) 09| 015 |

HNs5-LNB2-00008| 09 | 045 | 4 | 18 | 8 | s0 | 2
HN55-LNB2-01002 mnm
HNSs-LNB2-01005| 1 | 05 | 4 | 3 | 5 | 50 | 2
HNS5-LNB2-01009| 1 | 05| 4 | 3 | 9 | 5 [ 2 |
HNS5-LNB2-01502| 15 | 075 | 4 | 4 | 2 | 50 | 2
HN55-LNB2-01506| 15 | 075 | 4 | 4 | 6 | 50 | 2 |
HNS5-LNB2-01511| 15 | 075 | 4 | 4 | 11| 50 | 2
HNss-LNB2-02003] 2 | 1 | 4 | 5 | 3 | 50 | 2 _
HNSs-LNB2-02007| 2 | 1 | 4 | 5 | 7 | 5 | 2
HNss-neo-020ts| 2 | 1 | 4 | s | 5 | s0 | o
HNS5-LNB2-02502| 25 | 125 | 4 | e | 2 | 50 | 2
HNS5-LNB2-02506| 25 | 125 | 4 | 6 | 6 | 50 | 2
HNS5-LNB2-02514| 25 | 126 | 4 | 6 | 14 | 50 | 2 |
bNss-nep-0s002| 3 | 15 | 4 | s | 2 | s | 2
HNSs-LNB2-03007| 3 | 15 | 4 | s | 7 | s0 | 2
HNSS-LNB2-03017| 3 | 15 | 4 | s | 17 | 50 | 2
Hnss-LNB2-03506| 35 | 175| 4 | o | 6 | s | 2
HNs5-LNB2-03516| 35 | 175| 4 | o | 16 | s | 2 |
HNS5-LNB2-04005| 4 | 2 | 4 | 10 | 5 | 50 | 2

HN55-LNB2-04015

% 2 flute




EHTE, MEER 0
HUANATOOLS SLOTTING& MILLING EXPERT

HN-60 Carbide Square End Mill 4Flutes
60 & 4 DELEET

WC=88 Co=12 HV30=1780 Bending=4000N/mm? Hardness 92.3 Particle=0.4 ym

JW

Y b 4flute

1585 Order Number 7042 d(mm) #512 dimm) 704 Ic(mm) £4€ Limm) 7J% Flutes

7 N N O T~ T A S
Wweos400 | 3 3 | 7 50 | 4
bNeosi035 | 35 4 | o s | 4
HNGo-S400 | 5 | 5 | 13 | S0 | 4
HINGO-54-040L
HNeO-Sa06L | 6 | 6 | 20 75 | 4
oS40 | 8 8 | 3 100 | 4

Workpiece Material

BN, AR, e bl | i
Carbon Steel Cast Iron Alloy Steel o : Steel

<35HRC 55-60HRC

| ® Most Suitable © Suitable




3 *| HMTE MEER LW TE LR 2
HUANATOOLS SLOTTING& MILLING EXPERT HUANATOOLS SLOTTING& MILLING EXPERT

HN-60 Carbide Ball Nose End Mill 2Flutes HN-60 Carbide Corner Radius End Mill 4Flutes
60 & 2 Tkt T] 60 E 4 TES%T

WC=88 Co=12 HV30=1780 Bending=4000N/mm? Hardness 92.3 Particle=0.4 pm WC=88 Co=12 HV30=1780 Bending=4000N/mm? Hardness 92.3 Particle=0.4 pym
R

4 flute

1] 885 Order Number  7J4& d(mm) R % d(mm) 7€ lc(mm) 24 L(mm) 7% Flutes

iTH4S Order Number 7J%2 dimm) R #Bf2 d(mm) 74 Ie(mm) £14£ L(mm) 738 Flutes
HNG0O-B2-010 | 1 |05| 4 | 2 | 5 | 2 | [HNB0-Ca-0205 |2 |05 | 4 | 5 | 50 |4 |
) : HN60-C4-0305 | 3 | 05 | 3 | 8 | 50 | 4 |
HNGO-B2-020 | 2 [ 1 | 4 [ 4 | 5 | 2 | - :
HNG0O-B2-030 | 3 [156] 3 | 6 | 5 | 2 | ' HN60-C4-0310X | 3 [ 1 | 4 | 8§ | 50 | 4 |
\ - ¢ 1 ;
HNGO-B2-035 | 35 (175 4 | 7 | 5 | 2 | | HN60-Ca-0405 | 4 | 05 | 4 | 10 | 50 | 4 |

. HNBO-C40505 | 5 | 05 | & | 13 | 80 | 4 |

HNBDB220B0 L5 b 28 Lt 10 L 20l (FNG0-Ca0s05 | 6 | 05 | 6 5 | s | 4

HNGO-B2-060 | 6 | 3| 6 | 12 | 5 | 2 | HN60-C4-0805 | &8 | 05 | 8 | 20 | 60 | 4 |

- - CHNBO-C4—1005 | 10 | 05 | 10 | 25 | 75 | 4 |
HNB0-B2-100 10 10 20 75 | 2 | 00

T 0 - [HNGO-C4-1205 | 12 | 05 | 12 | 30 | 75 | 4 |

HNB0-B2-140 (HM60-C4-1405 | 14 | 05 | 14 | 45 | o0 | 4 |
: 60-C4=

T T T Y [HNBO-CA-1605 | 16 | 05 | 16 | 45 | 100 | 4 |

. (FNG0-Ca-1805 | 18 | 05 | 18 a5 | 100 4 |
HNBO-B2-O40L |4 | 2 | 4 | 8 | 75 2 | [HN60-C4-2006 | 20 | 05 | 20 | 45 | 100 | 4 |

HNBO-B2-050L | 5 |25| 5 | 10 | 75 | 2 | HNBO-CA-0405L | 4 | 05 | 4 | 12 | 75 | 4 |

: . HNG0-CA-0405XL | 4 | 05 | 4 | 16 100 y
HNGO-B2-060L | 6 | 3 | 6 | 12 | 75 | 2 o1 R
: HN60-C4-0505. | &5 | 05 | 5 | 45 [ 75 | 4 |

HNBO-B2-06OXXL 6 | 3 | 6 12 | 150 2 | HN60-Ca0S08XL | 5 | 05 | 5 | 20 | 100 | 4 |

HNoo-B2-080XL | B | 4 | 8 | 16 | 100 2 | [HNG0-C4-0605L | 6 | 05 | 6 20 | 75 | 4 |
T TP O T T I 0 " [HNpo-C4-0BOSL | & | 05 | 8 55 | 55 |4

HNB60-B2-120L ﬂ ‘_-m--_‘m-m-

HNB0-B2-140L ENBO-Ga=010L 1o & 10 ) 100
|HN60-C4-1005xL | 10 | 05 [ 10 [ S50 [ 150 | 4 |

HNSO-B2-180L 18 | 9 | 18 | 36 | 150 2 | CANG0-Cai2o | 12 | 05 | 12 | 4 | 100 | 4 |
' [HN60-C4—1205XL | 12 | 05 | 12 | 60 | 150 | 4 |

Workpiece Material

Workpiece Material

<35HRC

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




3 LMTE PEHER LW TE LR 4
HUANATOOLS SLOTTING& MILLING EXPERT HUANATOOLS SLOTTING& MILLING EXPERT

HN-60 Carbide End Mill For Stainless Steel 4Flutes HN-60 Carbide Ball Nose
60 B 4 NAHERHT] End Mill for Stainless Steel 2Flutes

60 E 2 IAEMERLEET]
WC=87 Co=13 Bending=4200N/mm? Hardness 92.4 ParticI%=0.5 nm

4 flute
D d

Frey=]

ﬂ'é% Order Number 742 d(mm) #&#2 d(imm) 77H€ le(mm) 21 Limm) D% Flutes L]'r—w:. Order Number ~ 7J42 d(mm) R A2 dimm) 77 I(mm) 215 Limm) 7I¥ Flutes

PHNGO-SS4-010 1 g _ N - S
FNe0-5S4030 | 8 | 3 | 7 | 50 | 4 | ' ———-_m_—
HN60-5S4-035 | 85 | 4 | © | 50 | 4 | m ‘HNe0-BS2-035 | 85 | 175 | 4 7 | s o
HNeo-SS40s0 5 5 | 13 | S0 | 4 | : -_-1_-5_
HN6O-SS4-00 6 | 6 | 15 | 50 | 4 | PNeoBS2 00 | 6 | 3 | 6 12 | s | 2
HNeo-Ss4-f00 | 10 | 10 | 25 | 75 | 4 | (HNe0-BS2-100 | 10 | 5 | 10 | 20 | 75 | 2
NGO-SS4-140 | 14 | 14 | 45 | 100 | 4 |
NGO-SS4=180 18 | 18 | 45 | 100 | 4 | ‘neo-Bso-s0 | 8 | o | 18 3 | o0 | 2 |
FiNeO-SSé-OOL | 4 4 | 12 75 | 4 | NeoBS2 0L | 4 o0 | 4 | o0 | 75 | o |
HN60-SS40sL | 5 | 5 | 15 | 75 | 4 | HN6O-BS2-050L | 5 0 | 5 | 0 | 75 | 2 |
HNeo-Ss4oeL | 6 | 6 | 20 | 75 | 4 | ‘Peo-Bszoe | 6 | o0 | 6 o | 75 | 2 |
HNGO-S54-060XXL | 6 | 6 | 30 | 150 | 4 | HNG0-BS2-060XL | 6 | o0 | 6 | 0 | 1% | 2
FNeO-SSi-080X_ 8 8 | 35 o0 | 4 | CHNGo-Bs2-0soXL | 8 | o | 8 0 | 10 | 2
FNeo-Ss4-fooL 10 | 10 | 40 | oo | 4 | HNeO-BS2-100L | 10 5 | 0 20 | 100 2
bNeoSséfo 2 12 | 45 100 | i | eoBStL | 12 6 | 12 24 | i 2 _
HNGO-SS4-tdoL | 4 | 14 | 65 | 150 | 4 |
NGO-SS4-t8OL | 18 | 18 | 70 | 150 | 4 | (HNeo-Bs2-180L | 18 | 9 | 18 | 3% | 1% | 2

-l
e 2 flute

Workpiece Material Workpiece Material

|, SEW, Bk
Steel Cast Iron

< 35HRC

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




3 CMTE, PEER
HUANATOOLS SLOTTING& MILLING EXPERT

HN-60 Carbide Comer Radius

End Mill For Stainless Steel 4Flutes

60 E 4 NFERNEBHT

WC=87 Co0=13 Bending=4200N/mm? Hardness 92.4 Particle=0.5 nm

[} T
s = )
D ,»/f/ A | d
] <= .,__._/// \_;{,/<_,
| | 4 flute
L

1J#S Order Number  7J%& d(mm) 1@tz d & Flutes
0 4 4

HNGO-CS4-0102 | % 3 50
£ V.. i3
nNGO—CS4—0205 | z 0.5 4 5 50 4
HNB0-CS4-0305 3 0.5 50 4
Lk 1 | 3 A 3 50 4
HNB0-CS4-0302X 3 0.2 4 50 4
HR -0305X_| 0.5 5
HN60-CS4-0310X 1 5
Hi CS4-0402 | 0.2 4 50 4
HN60-CS4-0405 4 0.5 4 10 50 4
CS4-041 | 4 1 4 10 50 4
HNG0-CS4-0505 5 0.5 5 13 50 4
=0510 | 5 1 5 13 B y.
HNGO-CS4-0605 6 0.5 6 15 50 4
Hi CS4-0610 | 6 1 15 50 4
HN60-CS4-0805 8 0.5 20 60 4
Hi 4-081 | 8 il 20 60 4
HN60-CS4-1005 1] 0.5 1 25 75 4
Hi -101 | 10 ] 10 25 75
HN60-CS4-1205 2 0.5 12 30 75 4
"HNB0=CS4=1210 | 2 1 12 30 75 4
HN60-CS4-1405 4 0.5 14 45 100 4
| HN60-CS4-1410 | £ 4 14 45 1 4
HN60-CS4-1605 6 0.5 16 45 100 4
[ =1610 | 16 i 16 45 100 E
HNG60-CS4-1805 18 0.5 18 45 100 4
| HN60-CS4-1810 | 18 1 18 45 100
HN60-CS4-2005 20 0.5 20 45 100 4
[HN60-CS4-2010 | 20 i 20 45 100 4
| HN60-CS4-0405L 4 0.5 4 12 75 4
[ HNB0-CS4- oL | 4 1 4 i 75 4
HNG0-CS4-0405XL 4 0.5 4 16 100 4
410XL | i 4
| HN60-CS4-0505L 5 0.5 15 75 4
| HN60-CS4-051 | 5 1 15 75 4
HN60—-CS4-0505XL 5 0.5 5 20 100 4
["HN60-CS4-0510XL | B 20
HN60-CS4-0605L 0.5 6 20 75 4
- HN60-CS4-06 I 1 6 20 75
HN60-CS4-0605 6 0.5 6 25 100 4
H -0610X 1 6 25 100 4
| HN60-CS4-080:! 0.5 25 75 4
HH 4-0810L 1 25 75 4
HNGO-CS4-0805X] 0.5 35 100 4
- 1—-081( 8 3 100 4
HNGO-CS4-100: 0 0.5 10 40 100 4
H CS4-101 10 q 10 40 100 4
HN60-CS4-100! 10 0.5 10 50 150 4
[H =101 10 1 50 150
HN60-CS4-120! 12 0.5 12 45 100 4
121 2 1 12 45
HN60-CS4~-120! 12 0.5 12 60 150 4
| HNBO-CS4-1211 12 1 12 60 1 4
Workpiece Material

= =
S =
Hardnened Hardnened 45N

Steel Steel Stainless
Steel

BN, SRR, aEW
Carbon Steel Cast Iron Alloy Steel

<35HRC Gl lilalse] 46-55HRC 55-60HRC
° ° ° o
| ® Most Suitable O Suitable




HUANATOOLS SLOTTING& MILLING EXPERT HHMTE PEER
HUANATOOLS SLOTTING& MILLING EXPERT

HN-65 Carbide Ball Nose End Mill 2Flutes

HEMTE JEIER
3 8

HN-65 Carbide Square End Mill 4Flutes
65 & 4 DELBTI

WC=88 Co=12 HV30=1800 Bending=4200N/mm? Hardness 92.6 Particle=0.4 nm

1THE Order Number 7142 d(mm) #%4F dmm) 74 lc(mm) 1€ Limm) 7J24 Flutes

NG5-S4-010 | 1 | 4 | 3
FiNe5-54-020 | 2 | 4 | 5 | 50 | 4 |
HN5-54-030 | 3 | 3 | 7 | 50 | 4 |
NG5-54-035 | 85 | 4 | 9 | 50 | 4 |
HNe5-S4-00 | 5 | 5 | 13 | 60 | 4 |
N5 S4060 | 6 | 6 | 15 s | 4 |
HNG5-S4-140 | 14 | 14 | 45 | 100 | 4 |
N65-S4-180 | 18 | 18 | 45 | 100 | 4 |
HNB5-S4-040L | 4 | 4 [ 12 | 75 | 4 |
lNe5-S4-050L | 5 | 6 | 15 | 75 | 4 |
lNes-s406L | 6 | 6 | 20 | 75 | 4 |
HN65-S4-060XX | 6 | 6 | 30 | 150 | 4 |
Nes-Sé-0BOXL | 8 | B | 5 | 100 | 4 |
HNes-S4-taoL | 14 | 14 | 65 | 150 | o |

Workpiece Material

<35HRC 35-48HRC §

4 flute

| ® Most Suitable © Suitable

65 K 2 7Bk

WC=88 Co=12 HV30=1800 Bending=4200N/mm? Hardness 92.6 Particle=0.4 nm

iT58S Order Number 732 dimm) R R d(mm) 734 I(mm) £1£ L(mm) 7J% Flutes

HNG5B2-010 | 1 [05 4 | 2 | 5 [ 2 |

|HNes-B2-020 | 2 | 1| 4 | 4 [ 5 | 2 |
HN65-B2-030 | 3 15| 3 | 6 | 5 | 2
|HNG5-B2-035 | 35 |175 4 | 7 | 50 | 2
HNe5-B2-080 | 5 |25 5 | 10 | 50 | 2 |

[HNe5-B2-100 | 10 5| 10 | 20 75 | 2 |
[MNes-B2-180 | 18 | © | 18 | 36 | 100 | 2
WNesB2-0sL | 4 2| 4 | 8 75 | 2 |
CiNes-B2-050L | 5 25 5 | 0 | 75 | 2
[HN65-B2-0BOL | 6 | 3 | 6 | 12 75 2 _
[HNe5-B2-0BOXXL | 6 | 3 | 6 | 12 | 150 | 2
‘HNes-B2-0BOXL | 8 | 4 | 8 | 16 | 100 | 2 |
HNes-B2-100L | 10 | 5 | 10 | 20 | 100 | 2
(HN65-B2-120L | 12| 6 12 | 24 | 100 | 2
CNes-B2-180L | 18 | o | 18 | 3 1% | 2 |

Workpiece Material

Carbon St

<35HRC 35-48HRC [

2 flute

| ® Most Suitable © Suitable




3 9 HMTE MEER
HUANATOOLS SLOTTING& MILLING EXPERT

HN-65 Carbide Corner Radius End Mill 4Flutes
65 E 4 TEES%T
WC=88 Co=12 HV30=1800 Bending=4200N/mm? Hardness 92.6 Particle=0.4 nm

\ 4 flute

1J#S Order Number 77 d(mm)

#E d(mm) 7€ I(mm) 24 L(mm) 7% Flutes
50

R
HNb5-C4-0102 02 | 4 3

HINE5-C4-0205 05 | 4 | 5 | 50 | 4 |

Nes-Ci05 3 05 | 5 & s | 3 | A

CHNGS-C-1a0s 14 | 05 | 14 | 45 100 | 4 |
LHNG5-Ca-1805 18 | 05 | 18 | 45 00 | 4 |

FiNG5-C4-0405XL B 100
HNG5-CA—0505L | 5 | 05 | 5|75
HMB5-CA-0605L | 6 | 05 | 8 | 20 | 75 | 4 |
HNG5-C4-0605XL | 6 | 05 | 6 | 25 100

HNB5-CA—1005XL | 10 | 0.5 10 150
HINB5-C 412050 05 12 100

I, A2, e asil
Carbon Steel Cast Iron Alloy Steel

<35HRC 55-60HRC

| ® Most Suitable © Suitable




HUANATOOLS SLOTTING& MILLING EXPERT HEMTE JHER
HUANATOOLS SLOTTING& MILLING EXPERT

HN-68 Carbide Ball Nose End Mill 2Flutes

4 H#HTE PEHER 1

HN-68 Carbide Square End Mill 4Flutes

68 E 4 JFLBET]

WC=90 Co=10 HV30=1780 Bending=4200N/mm? Hardness 93.8 Particle=0.3 nm

17585 Order Number 7012 d(mm) #5{E dmm) 7J4€ (mm) 24 L(mm) 7J% Flutes

NGB-S4-010 | 1 | 4 | 3
Ne3-S4-020 | 2 | 4 | 5 | s | 4 |
HNeB-S4-030 | 3 | 3 | 7 | s | 4
lMNeB-54-035 | 35 | 4 | 9 | 50 | 4 |
HNees4050 | 5 5 | 13 50 | 4
N63-54-060 | 6 | 6 | 15 | 50 | 4 |
iNeB-S4-140 | 14 | 14 | 45 | 100 | 4 |
N63-S4-180 | 18 | 18 | 45 | 100 | 4 |
NGa-S-0i0L | 4 | 4 | 12 | 75 | 4 |
lNeg-s4-0s0. | 5 | 5 | 15 | 75 | 4 |
lNes-S4-06L | 6 | 6 | 20 | 75 | 4 |
lN63-S4-060X0 | 6 | 6 | 30 | 150 | 4 |
NGs-s4-0BOXL | 8 | B | 5 | 100 | 4 |
HINGB-S4-100L
HNeB-S-140L |4 |4 | 65 | 180 | 9

Workpiece Material

<35HRC 35-48HRC §

4 flute

| ® Most Suitable © Suitable

68 2 7JEKLTD

WC=80 Co=18 Bdiiing78000BEmdig=4a0Mh¢ass?. dHaRimbiske98.8 nRarticle=0.3 nm
R

iT58S Order Number 732 dimm) R R d(mm) 734 I(mm) £1£ L(mm) 7J% Flutes

HNG8-B2-010 | 1 [05 4 | 2 | 5 [ 2 |

(HNe8-B2-020 | 2 | 1 4 | 4 5 | 2 |
HN68-B2-030 | 3 | 15| 3 | 6 | 50 | 2
(HN68-B2-035 | 35 175 4 | 7 | 50 | 2
HNe-B2050 | 5 25 5 | 10 | s 2
iNeeB2-0 | 6 | 3 | 6 | 12 50 | 2 |
[HNe8-B2-100 | 10 5| 10 | 20 75 | 2 |

CFnes-Ba-ts0 | 18 | 9 | 18 | 3% | 100 | 2
(HNes-B2-040L | 4 | 2 | 4 | 8 75 2
‘FNes-so-s0L | 5 25| 5 | 10 | 75 | 2
[HN6s-B2-080L | 6 | 3 | 6 | 12 75 2 _
[HN6s-B2-0BOXXL | 6 | 3 | 6 | 12 150 2
CNes-Eo-080XL | 8 | 4 8 | 16 | 100 2 |
HN68-B2-100L | 10 | & 10 | 20 | 100 2
Nes-B2120L | 12 6 12 | 24 | 10 | 2 _
CMNes-B2-18L | 18 9 18 | 3 | 10 | 2

Workpiece Material

Carbon St

<35HRC 35-48HRC [

2 flute

| ® Most Suitable © Suitable




4

HHTHE DEIER
HUANATOOLS SLOTTING& MILLING EXPERT

HN-68 Carbide Long Neck Square End Mill 4Flutes

68 E 4 7iRAFET]

WC=90 Co=10 HV30=1780 Bending=4200N/mm? Hardness 93.8 Particle=0.3 nm

d ] = e~

112 D(mm) 2% L1(mm) =

m———m—
Neo-INse-ooss | 09 | 4 | s | 8 | s | 4
ves-INseoor2 | 1 | & | 3 | 2 s | 4
bes-INsaooos | 1 | & | 5 | 5 | s | 4 |
Hues-INse-oto0 | 1 | 4 | s | o | & | 4
Nes-INs-ofs2 | 15 | 4 | & | 2 | & | 4
es-INsa-ots0s | 15 | & | 4 | 6 | s | 4

HN68-LNS4-01511 | 15 | 4 | 4 | 11 5 | 4 |
\HN68-INS4-02003 | 2 | 4 | s | 3 50 | 4

Hnes-Nsio2o07 | 2 | 4 | s | 7 s | 4 |
Hnea-insio0ts | o | 4 | s | 15 s | 4 |
bes-iNsiozs02 | 25 | 4 | o | 2 5 | 4
HNes-LNsi-02506 | 25 | 4 | o | 6 | 5 | 4 |
bNee-Ns4-02514 | 25 | 4 | 6 | 14 50 | 4
PNe-insiocz | 3 | 4 | s | 2 s | 4 |
bmee-insiok07 | 3 | 4 | s | 7 s | 4 |
Fnes-iNsa-os0t7 | 3 | 4 | & | 17 5 | 4
nes-LNsi-o306 | 35 | 4 | o | 6 5 | 4 |
nee-LNsi-03st6 | 35 | 4 | o | 6 5 | 4 |
Fnes-NS4-0d005 | 4 | 4 | w0 | 5 5 | 4

HNG8-LNS4-04015

4 flute

HHTE DHER
HUANATOOLS SLOTTING& MILLING EXPERT

HN-68 Carbide Long Neck Ball Nose End Mill 2Flutes

68 E 2 7R AT

WC=90 Co=10 HV30=1780 Bending=4200N/mm? Hardness 93.8 Particle=0.3 nm

dl [ R H»)

1S On umber  7J4&d(mm)

[HNGE-LNB2-00904| 0.9 | 0.45 |

HNGE-LNB2-00908| 09 | 045 | 4 | 18 | & | 50 | 2
HNe-iNe2-01002 1 | 05 | 4 | s | 2 | s | 2
HNee-LNB2-01005| 1 | 05 | 4 | 3 | 5 | 50 | 2
HNee-LNB2-01009| 1 | 05 | 4 | 3 | o | s | 2 |
HNeB-LNB2-01502] 15 | 0.75 | 4 | 4 | 2 | &0 | 2
HN6a-LNB2-01506| 15 | 075 | 4 | 4 | & | 50 | 2 |
HN6-LNB2-01511| 15 | 075 | 4 | 4 | 1| % | 2 _
HNeB-LNB2-02003] 2 | 1 | 4 | 5 | 3 | 50 | 2

ee-nmz-oo07| 2 | 1 | 4 | s | 7 | s | 2 |
nes-inme-20t5| 2 | 1 | 4 | 5 | 15 | 5 | 2
HNea-LNBo-02502| 25 | 125 | 4 | 6 | 2 | 50 | 2 |
HNea-LNB2-02506| 25 | 125 | 4 | o | 6 | b0 | 2 |
Noa-LNB2-0251a| 25 | 125| 4 | o | 14 | 50 | 2 |
HNea-iNm2-0002l 3 | 15 | 4 | s | 2 | s | 2

[HN6B-LNB2-03007| 3 | 15 | 4 | 8 | 7 | 50 | 2 |
Hnse-ne2-030t7| 3 | 15 | 4 | s | 1w | s | 2 |
Fca-Neo-cs06] 55 | 175 | 4 | o | & | s | 2 |
Hnee-LB2-035%6| 35 | 75| 4 | o | 6 | s0 | 2
[HN6B-LNB2-04005| 4 | 2 | 4 | 10 | 5 | 50 | 2 |

HNB8-LNB2-04015

% 2 flute




44 EMT R, MEER
HUANATOOLS SLOTTING& MILLING EXPERT EHTE JEIER 5
HUANATOOLS SLOTTING& MILLING EXPERT

HN-SG Single Sprial End Mill Material recommendation of cutting tool
i P 2 7] 4R B 856 7D HIEI DB EEE

e M = HN45--YG10X HN55——WF25

SAERE
(20*1000X )

%1 D(mm) 7€ I(mm) 24€ L(mm)
3.175 3 38

TS o (mm)
_l-
[AN-SG-01512 | 15 | a5 | 12 33
HN-SG-go006 | 2 | S, % 5
MN-SG-02000 | 2 | 35 0 33
[AN-SG-02015 | 2 | a5 15 | 3
N-sG02022 | 2 1 35 | 45
HN-SG-02506 | 25 | 345 | 6 3
-a-
-4--2—-_
HN-SG-03008 | 3475 | 3475 | 8 3
HN-SG-03012 | 3475 | 375 | qp 33 ”?ﬁ,ﬁi? 2900 4000
MN-SG-0a0i7 | aizs | airs |17 33
mmmm-‘-—a_
HN-SG-0303 | 3175 | at75 | 3@ | 55
MHE—“_
HN-SG-0d0t2 | 4 2 | 45
HN-SG-04017 | 4 | 4 | 17 a5
mmm-_—“__
TS S R S R R R e
HN-SG-04052 | 4 | 4 | s | 75 ARG
MNSG-osolz | 5 5 m g
HN-se-oe0t7 |6 | 6 | 17 ________50 ___
e S S - - R - —
HN-SG-06082 | 6 | 6 | 3 60 ‘ AR
e I S S — R — Co (Wt%)
MN-Sc-0s02s | 8 I s 5 5
HN-SG-osoaz | 8 8 1 ap g
HN-SG-osos | 8 | s | & | 10
HN-SG-10043 | 10 | 0 | a8
HN-SG-10062 | 10 | o | & | 110
WN-SG-t20d2 | | s s Pe—
HN-5G-12062 12 12 62 | 120 (MPa)

Co (Wi%) 10 12

4000 4200 4300




