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Carbide I558H'EH

HBRKIESH 0.8u m/m Co10%
Micro Grain 0.8u m/m Co10%

BHHIERIE 0.6u m/m Co9%
Micro Grain 0.6u m/m Co9%

BHRESHE 0.6u m/m Co10%
Micro Grain 0.6u m/m Co10%

fRAHBHIZREE 0.3u m/m Co12%
Super Micro Grain 0.3u m/m Co12%

A RN ESHE 0.3u m/m Co8%
Super Micro Grain 0.3u m/m Co8%
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Coating @&
BRAR—MRINLT - #EtIEI% » 82 ~ ZM

Good at for difficult material. For dry & wet cutting

BRAR—ARIIT ~ ZEINLDH!

Good at for wet cutting

BRAR—MRIIT ~ ZEINLDH|

Good at for wet cutting

BRAR—AKIIT -~ #UDHIM - 82 ~ EmM A

Good at for difficult material. For dry & wet cutting

BRRHUIHIMSRIT » 5 ~ ZMA

Good at difficult material. For dry & wet cutting

BRRHUIHIMSRIT - 5 ~ ZMA

Good at difficult material. For dry & wet cutting

BRERSESEE > 221Vt
Good at high speed cutting & high hard cutting. For dry cutting

BRRSRSEER - B2V
Good at high speed cutting & high hard cutting. For dry cutting

fffffffffffffffffffffffffffffffffff
B EGE ®® @

IRMEFE 20° 35" 40° 45° 50° 55 5° 20° 30° 35° 45°
Helix Angle is 20° 35° 40° 45° 50° 55° 5° 20" 30" 35° 45°

Shank WBF E

= (@)
101016

fffffffffffffffff
(2) (g (e ey (e (9

WEDEI T{4H8EZE HRC35,HRC45,HRC52,HRC55,HRC62,HRC65
Work Material Hardnes is up to HRC35,HRC45,HRC52,HRC55,HRC62,HRC65

>»> EmEHMIAT] Milling cutters for product parts processing

@ ﬁ @: % J% '/?é‘ §U THE COLOER SERIES

{EFRBHKI 0.8u m/m Co10% RIHEAY - BEIHBIAOBESR
FRUDZDERET - WRIBRAREREE  REeEURNEEZEN
8] e

Made of Micro Grain 0.8u m/m Co10%.
Suitable: non-ferrous metal, aluminum magnesium alloy and copper alloy of
end mill.
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{EF#BHKL 0.6u m/m Co9% IRIMRA - BRITENROEER
FAYDJIERET - FRIERR G - TAM - A#Eilf - 5% -
AL BESTERM -

Made of Micro Grain 0.6u m/m Co 9%.

Suitable: non-ferrous metal, stainless steel, titanium alloy, heat-resisting
alloy steel, and nickel alloy of end mill.

>»>> B HT] Milling cutter for mold

@ j\( B% %ﬁ j: % 5” THE SUN SERIES

{EF3BHIKI 0.6u m/m Co10% SRIHEAN » FEECTXM SEBME
B EARENINT - K& - 5% ~HRCS52 2§ ~ N
CINEEEIZER °

Made of Micro Grain 0.6u m/m Co10%. Coating TXM.
Suitable: wet cutting, stainless steel, titanium alloy, Carbon steel, alloy steel,
HRC52.

@ = 5 8 8 32 Yl THE GoLD SERIES

{EEREARBHRAL 0.3u m/m Co12% RN - ERSMARS
BB TXIRER > BRIEAKRZENSRUH - E%H - REH
~HRC55 2§t -

Made of Super Micro Grain 0.3u m/m Co12%. Coating TX.
Suitable: stainless steel, titanium alloy, steel for molding~HRC55.

% 3& Fﬁ 'T_‘Ha 7?12{‘ §U THE BLUE SKY SERIES

EFIEMABR 0.3u m/m Co8% SSHMMA » KRB « S
ENBEE - HRIEANASH « 51 HRC45~HRCES 2 &%
BEEZAMT -

Made of Super Micro Grain 0.3u m/m Co8%. Coating NB.
Suitable: titanium alloy, steel for molding HRC45~HRC68. .
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EAVD at | BB 8 S| siace | o o7 | EEEAS RSN
ighly-Efficiency Anti-Vibration Operation Type ggg Long Shank Ball Nose End Mill for Aluminum Alloy
EALD | 4T E’iﬂﬁﬂcmﬁncngnlf?/z%o%n;ﬁpilﬁﬂg Flute Length 9 %(’;&:’, AR m| 3T igilﬁl%ﬁﬁi%ﬁm R%ﬁﬂ
53 Corner Radius, For Aluminum Alloy
— — DN FHc= Jump - -
ERVD SRR IBIIS ) 10 FE | siAR m| o7 | RIS ARETSHR BT
ighly-Efficiency & Anti-Vibration Operation Type Jju Z Long Shank Corner Radius,For Aluminum Alloy
EweeE SIS BISBIMITE
” ERLD PIEP?I?ZEffmency Anlfﬁllbratl;%nl‘oﬁperauzzf Long Flute Length 12 2M PE # 4T %?C?t?ii%gﬁrﬁﬁyg 41
= =W EER ARt/ P pEp——
— (‘}; MLERVD Ehly Efficiency Anti-Vibration Operation Long Shank 1 3 2MHD u| 4T %?C?Hiz%gﬂriﬁyzg 41
=g =W EEF R RGN Z)EK 7] T o punpr—s
;fa '% ERVB Ehly Efficiency & Anti-Vibration Operation, Ball Nose 14 ﬁ % 2SLE4 | 4T E:z\jﬂﬁiﬂiﬁgh 42
z AR5 R BII8E] g pope——
ﬁg 8- ERVR }—Thly Efficiency & Anti-Vibration Operation Type Corner Radius 1 5 ﬁﬁ néj 2|_ET4 | 4T I_Eagtl"%?mtl‘f%ﬂ 44
S S SRR A D7D ) = ———
Bﬁ § SEW \ = -‘ ] 47 Highly-Efficiency & IAnti{Vibration Operation, Wave Edge 16 *j- g 2SE2 m| 2T ‘%ﬂ%ﬂﬂﬁﬁﬂ 45
Kol PN —_ Regular Length
=S i E A, s © —
= > |2pEs ¢| 37 | ERHALL 17 -2 P ==| o7 | BABUBEIIET] 46
% § MHR m| 4-|- ﬁ,%iﬁ*ﬂﬁjj 1 8 m g (flat End Mill),2 Flutes-Micro Decimal Diameter
g, Roughing End Mills ‘2 2MSB2 'g| 2T i,%ﬂﬂﬂ-\)jj 49
o WO 2 © all Nose
53 un | 47 | BIMERREESET] 18 s =
;’- Tungsten Carbide End Mills for Roughing with Chip Breaker OCJ ZSLBZ m T E*mrﬁ%&:mfzkﬂ 50
© T =77z I O Ball Nose, Long Shank
© SR GEILEET)
T |CED 4T 20 " "
Highly Efficient Operation . ﬁ%‘ﬂﬂ R %ﬁﬂ
ERERE 2RTA o | EEEE 52
lih-lj/ E‘fﬂflent Ope;atlon, Ball Nose 2SLR4 =| 4T E*ﬁj‘ﬁ%‘f’m R %I"ﬁﬂ 54
CER “| AT Eﬂ% R %ﬁﬂ 22 Corner Radius, Long Shank
Highly Efficient Operation, Corner Radius E@J ﬁ”'ﬁ%\ﬂﬂﬁﬁﬂ
For Highly Efficient Operation Milling Cutter E_@J ﬁ”i%\ﬂﬁﬁrﬁﬂ
CH D M| 4T %iﬁé%_wgg%ﬁ%{ﬁﬂ 24 5M H D m| 4T Heavy Cutting Operation Tpye 57
For Highly Efficient Operation (Decimal Diameter) Milling Cutter N
AED m| 3T B In S S ERRMIIET ) 27 *ﬁ SMSE2 =€| 2T (Flat End MiII), 2 Flutes Decimal Diameter 58
For Aluminum Alloy A
- a—s TP RARERHI YL E%/)
iﬂ § AEW m| 3T ;&;Eﬁgﬁjj 27 - g) 58LE4 | 4T Long Shank, Regular Length 60
E £ ; Aluminum End Mills-Wave Helix Blades Tpye = . EE”%%H%D
= = b 2 IR 5LET4 | AT | e 62
(=) i For Aluminum Alloy 8 N =
" EF = Bl o || o | E) o
% Long Flute Length,For Aluminum Alloy g g (
e 4o A A — A N : sV
=S| ae LRRp— | SRS EEREL) 30 5MSB ===| ot | IMEGHIRT
m o8 For Aluminum Alloy m (Ball Nose),2 Flutes-Decimal Diameter
Slsiae | - 57 | EEBRAEASSARMGMEIHD | 5 5SLB2 | (o — | AR EEHR ]
% E Long Shank, For Aluminum Alloy Ball Nose, Long Shank
Long Flute Length,For Aluminum Alloy Corner Radius
BB RBIR BRR A
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JLICELRTETINOE Car Milling composite Machine is Dedicated

Heat Treatment Dry Cutting Processing
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5LNT e — 2T A 72
For Deep Processing, Long Neck

5LNB g#| ot | FBINLRAERHEKT] 73
Ball Nose For Deep Processing, Long Neck

5LNR %| 4T FaI T REHRES) 74
Corner Radius For Deep Processing, Long Neck

638MSE4 nc| 47 | PR - RIEESANHIIEE/) 76
Regular Length, For High Hardness Material

638SE4 | 4T | SR - SREERBHEIST 76
Regular Length, For High Hardness Material

638MSE2 =-=€| o7 | B - BIEESRVERMIIE] | £,
(Flat End Mill, For High Hardness Material),2 Flutes-Micro Decimal Diameter

638MSE2 _ﬂ| o | B - SEEERRMIIEET) 78
Regular Length, For High Hardness Material

638SE2 ==| o7 | PR - BEESMEBHEINTD | /g
Regular Length, For High Hardness Material

638MSP6 | 6T | B3R - SIEEEABMIINT] 79
High Hardness Material

638MLP6 =% - SRESRKRMEIIIEHR | 79
(High Hardness Material), Long Flute Length

638SB2 =R - SEEEARHIKT) 80
Ball Nose

638MSB2 '€| o7 | B - SEESRIVEREIKI | g
(Ball Nose, For High Hardness Material), 2 Flutes-Micro Diameter

638SLB2 =| oT | B - %ﬁ%fﬁ;ﬁ,ﬁﬁ RIRESHIKT) | g9
Ball Nose, Long Sha

638RTA =| 47 | BE - SEESRBRARAHT | g
Conner Radiu

c36SLR | NSEET——— yr | 5F  SEESERBARDHD| o
Corner Radius, Long Shank

TMAE m| 3T | EHEA SRR 88
Compound Lathe End Mill for Aluminum Alloy

TMTAE =| 57 | EEEHES SR iREEFEET) 88
Compound Lathe End Mill for Aluminum Alloy-Small handle

TMSB =| o1 | BIHESHERIRMIKE ] 89
Compound Lathe Ball Nose End Mill

TMTSB =| o7 | EEBEE IR /) WRER S ] 89
Compound Lathe Ball Nose End Mill-Small handle

TMPE g| 3T | ESESEER=TI8tT) 90
For Compound Lathe End Mill

TMTPE h| 3T | PEES RS WL/ 90
For Compound Lathe End Mill-Small handle mill

VUA ._.=| 3T | SESBIRNESEF TD-1SOMRAR (Z18) | o
(Thread Milling Tools-Helical Flutes-ISO Metric)-Three teeth

VUB Mr% SESMIBNERESF 1)-ISOIRNE (RE5) | o

Thread Milling Tools-Helical Flutes-ISO Metric)-Full teeth

R3 | EmiwcR tE T B TE JDERZB HE
2| VUA —mm—| .. | G155 7] - UN /54T (1) | g
mgi c Tungsten Carbide Tread Milling Tools-American-UN (Internal/External)
= N 2 =
4 5 VB SN V| 18282197 UN P93 /513 (28 | o
1 g T VUB Full Carbide Thread Milling Cutter - UN (Internal/External Thread)
MElvoc | oo, 0D WU (SEA) o
8 T Tungsten Carbide Thread Milling Tools-NPT/NPTF (Internal/External)
Ll ﬂ| a7 | SSERIRIE R B #E S ) 95
Taper Thread Milling Cutter
R — e o
AT Tungsten Carbide Chamfering End Mill
S = — Ol B
Tungsten Carbide Back and Front Chamfering Cutter
V225D = — Bl
Tungsten Carbide V-Pointed End Mill (Drilling and Milling)
SDNCWC &S =| NE o
Tungsten Carbide Spot Drills
5TTA inEMREZIEE) 99
Tungsten Carbide Engraving End Mill
RC s R Bt/ | 100
Tungsten Carbide Outer Radius End Mill
5MTB IS EFEEKJ]-280° 100
280° Lollipop Tungsten Carbide Ball Nose milling cutter
638XXE xR R EsH St /] - XXT) 101
For Composite Materials, Carbon Fiber tungsten Carbide milling cutter
638YYE i S ARt ) - YY) 101
YYE For Composite Materials Tungsten Carbide Milling Cutter
2TE TS T 2UEE ) 102
Tungsten Carbide, T-Shape End Mill
CBTE 12708580 T BUiES ) (BE7D) 104
Brazed Carbide T-Slot Cutter (Straight Flute)
2RJ SRENSRE/] - 45°/ 607 105
Carbide Dove-Tail End Mills
5TTA i E#t ) 106
Tungsten Carbide Taper End Mills
=M LESD iH A IS JJ5E 108
é) Three Energy-Efficient Science Endmill head
Rl HSB BFEIMINE 108
Three Energy-Efficient Science Endmill heads
© e PN =
$ il HESR HHA IR R A5 108
) Three Energy-Efficient Science Endmill heads
o
yakl HAE HAREEY /58 109
8 Three Energy-Efficient Science Endmill heads
] Il HACB HF IR e EIK/I5E 109
. g) Three Energy-Efficient Science Endmill heads
el HAR AR5 E RA/JEE 109

Three Energy-Efficient Science Endmill heads




ing Cutter (60° Thread Pro

7 o i 5% Ll El T & T8 JERB BH
| — TR 110
- Tungsten Carbide Anti-Vibration Tools Holder

e —————
Tungsten Carbide Tools Holder-HDC/HUC Collect Chuck

HDG/HUC e | muER 113
Collet Chuck

GLCK F_—- IR ETEJR 114

- Tungsten Carbide Anti-Vibration Boring System Tool Holder

MPR — | HER]] 116
Micro Turning Cutter

MGR e —— e MELERT] (L)) 116
Micro Turning Cutter (Recessed)

MIR — 1?‘:&’*”%73 (60° @?%‘UJI]I ) 117

e
%
53
=%

3

}
12

S

R FE /A4 8B 16 F1 /(0| 45 1 HS #E 3.4
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EEINEREERAT/MEREET TEL:886-4-7559458 FAX:886-4-7564341
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. Specialized cutting tool factory

(2) EAVD i3 REB 2 858 37 3% ) 56

EAVD (H1gh1y-Eff1c1ency Anti-Vibration Operation Type),4 Flutes

DI ol et

B2 . B1 A1 A2
T~ | @- AN
'L

B1 > ——"B2

REDEIB1 #B2 NEFIZhE A1 # A2
ﬁ

ES{i1 : mm (Unit : mm)

EmiRER 731‘“ EE Bt Bt
D
Model No. Dlameter Flute Length Shank Dlameter Overall Length Price

2 EAVD 0204TX

2 EAVD 0254TX 2.5 8 4 50
2 EAVD 0304TX 3 8 4 50
2 EAVD 0304TXD6 3 8 6 50
2 EAVD 0404TX 4 11 4 50
2 EAVD 0404TXD6 4 11 6 50
2 EAVD 0504TX 5 13 6 50
2 EAVD 0604TX 6 18 6 50
2 EAVD 0704TX 7 21 8 60
2 EAVD 0804TX 8 20 8 60
2 EAVD 0804TXS24 8 24 8 60
2 EAVD 0904TX 9 25 10 75
2 EAVD 1004TX 10 30 10 75
2 EAVD 1104TX 11 30 12 75
2 EAVD 1204TX 12 30 12 75
2 EAVD 1204TXS36 12 36 12 75
2 EAVD 1604TX 16 50 16 100
2 EAVD 2004TX 20 50 20 100

g5t - ELfth#E4& - 555K ER58 o For other specifications, please call to inquire

ER*E Work Material : # B8S Excellent @ &8 Better A £ Good
FRIEHEHT SEEH .
xRl | & Pre-hardened steels Higﬂh-hardened Aizdl | NE%| RESE WS BESE
Carbon | Alloy Stainless [Titanium [ Nickel Based| Copper [Aluminum|
steels | steels ~HRC45 ~HRC50 |~HRC55 |~HRC60 |[~HRC65| steels | alloys alloys alloys | alloys

* * L A o ] A

HEJHRE K

Specialized cutting tool factory

(2) EALD BELEER VIBi 8587 8k 7 RG],

EALD (Highly-Efficiency Anti-Vibration Operation, Long Flute Length),4 Flutes

NEDEIB1#B2 NEFIZhE A1 # A2
DI b S SO S S S dI B2 - B1 Al A2
— Lo NRT

B1 >——"B2

EEfil : mm (Unit : mm)

FEE ffim S '731“‘ W“‘ EE =b
frst
Model No. D|ameter Flute Length Shank D|ameter Overall Length Price

2 EALD 0304TXD6

2 EALD 0404TXD6 4 20 6 75
2 EALD 0504TX 5 25 6 75
2 EALD 0604TX 6 30 6 75
2 EALD 0704TX 7 35 8 100
2 EALD 0804TX 8 40 8 100
2 EALD 0904TX 9 45 10 100
2 EALD 1004TX 10 50 10 100
2 EALD 1204TX 12 50 12 100
2 EALD 1604TX 16 80 16 150
2 EALD 2004TX 20 80 20 150

st - EfiR4% - 555KE)5588 © For other specifications, please call to inquire

SEFR*E Work Material : 52585 Excellent @ &5 Better A &£ Good
FRIE SEEH
xRl | &8 Pre-hardened steels Hi;ﬂh-hardened Aizd | AE% | BESE WS hoE
Carbon | Alloy Stainless [Titanium | Nickel Based| Copper (Aluminum
steels | steels ~HRC45 ~HRC50 |~HRC55 |[~HRC60 |[~HRC65| steels | alloys alloys alloys | alloys
* * o A o ® A
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HD... HWE DER  wranwa
Specialized cutting tool factory Specialized cutting tool factory

@) & ERVD 7S HEDiF855M 37 3% ) 85

Hwe Der & Ho Dung

=) =
W ERVD (Highly-Efficiency & Anti-Vibration Operation Type),4 Flutes o
:: Be
lya] TEDEIB1#B2 TEIZIE AL # A2 3]
= dI B2 4+ Bl Al A2 =
/A : /A
) — | 51\%& EQ& i
Ef"’ mm (Unit : mm) ESfiI : mm (Unit : mm)
1’ttﬂI D | C T d L 1EDI
Model No. Dlameter Flute Length Chamfer Chamfer Shank Dlameter Overall Length | Price Model No. Diameter | Flute Length [ Chamfer [ Chamfer | Shank Diameter | Overall Length Price
2D ERVD 0104GR 2D ERVD 0904GR 9 4 1
2D ERVD 0104GRD6 1 2.5 4 6 50 2D ERVD 0904GRC 9 25 0.2 4 10 75
2D ERVD 0104GRCD6 1 2.5 0.1 4 6 50 2D ERVD 1004GR 10 30 4 10 75
2D ERVD 0154GR 1.5 4 4 4 50 2D ERVD 1004GRC 10 30 0.2 4 10 75
2D ERVD 0154GRD6 1.5 4 4 6 50 2D ERVD 1104GR 11 30 4 12 75
2D ERVD 0154GRCD6 1.5 4 0.1 4 6 50 2D ERVD 1104GRC 11 30 0.2 4 12 75
2D ERVD 0204GR 2 6 4 4 50 2D ERVD 1204GR 12 30 4 12 75
2D ERVD 0204GRD6 2 6 4 6 50 2D ERVD 1204GRC 12 30 0.2 4 12 75
2D ERVD 0204GRCD6 2 6 0.1 4 6 50 2D ERVD 1204GRS36 12 36 4 12 75
2D ERVD 0254GR 25 7 4 4 50 2D ERVD 1204GRCS36 | 12 36 0.2 4 12 75
2D ERVD 0254GRD6 25 7 4 6 50 2D ERVD 1404GR 14 35 4 16 100
2D ERVD 0254GRCD6 | 2.5 7 0.1 4 6 50 2D ERVD 1404GRC 14 35 0.2 4 16 100
2D ERVD 0304GR 3 8 4 4 50 2D ERVD 1604GRS45 16 45 4 16 100
2D ERVD 0304GRD6 3 8 4 6 50 2D ERVD 1604GRCS45 | 16 45 0.2 4 16 100
2D ERVD 0304GRCD6 3 8 0.1 4 6 50 2D ERVD 1604GR 16 50 4 16 100
2D ERVD 0404GR 4 1" 4 4 50 2D ERVD 1604GRC 16 50 0.2 4 16 100
2D ERVD 0404GRD6 4 1" 4 6 50 2D ERVD 2004GR 20 50 4 20 100
2D ERVD 0404GRCD6 4 1" 0.1 4 6 50 2D ERVD 2004GRC 20 50 0.2 4 20 100
2D ERVD 0504GR 5 13 4 6 50 et - Bt - 555KREIG58  For other specifications, please call to inquire
2D ERVD 0504GRC 5 13 0.1 4 6 50
2D ERVD 0604GR 6 15 4 6 50 B E Work Material : W B85 Excellent @ &S Better A &£ Good
2D ERVD 0604GRC 6 15 | 02 | 4 6 50 BT | BB et el b mercned oA |as| aEas |Was| mas
Carbon | Alloy Stainless [Titanium [ Nickel Based| Copper |Aluminum
2D ERVD 0604GRS18 6 18 4 6 50 steels | steels ~HRC45 ~HRC50 [~HRC55 [~HRC60 [~HRC65| steels | alloys alloys alloys alloys
2D ERVD 0604GRCS18| 6 18 0.2 4 6 50 * * {J A * * ] { A
2D ERVD 0704GR 7 18 4 8 60
2D ERVD 0704GRC 7 18 0.2 4 8 60
2D ERVD 0804GR 8 20 4 8 60
2D ERVD 0804GRC 8 20 0.2 4 8 60
2D ERVD 0804GRS24 8 24 4 8 60
2D ERVD 0804GRCS24 | 8 24 0.2 4 8 60
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HD..: HWE DER  wmaams
‘ Specialized cutting tool factory Specialized cutting tool factory

(20) A ERLD w30 AE £ T 5 3550 7 8% ) B 20) A MLERVD iR HE Wil 5 8580 37 3% ) 56

Hwe Der & Ho Dung

=] =]
W ERLD (Highly-Efficiency Anti-Vibration Operation,Long Flute Length),4 Flutes MLERVD (Highly-Efficiency Anti-Vibration Operation Long Shank),4 Flutes o
& Bt
B)‘j ) g— REDEIB1#B2 TEIZHE A1 # A2 2|81 £B2 RENBHE A1 £ A2 B)‘j
e st
% T @ m @ NS %
3| ! 3|
* mm (Unit : mm) Ef“ mm (Unit : mm)
Model No. D|ameter Flute Length Chamfer Shank Dlameter Overall Length Price Model No. Diameter Flute Length Chamfer Shank D|ameter Overall Length Price

2D ERLD 0104GR 2D SLERVD 0304GRD6 3

2D ERLD 0104GRD6 1 5 6 50 2D MLERVD 0304GRD6 3 8 6 100

2D ERLD 0154GR 1.5 8 4 50 2D SLERVD 0404GRD6 4 1 6 75

2D ERLD 0154GRD6 1.5 8 6 50 2D MLERVD 0404GRD6 4 11 6 100

2D ERLD 0204GRD6 2 10 6 50 2D SLERVD 0504GR 5 13 6 75

2D ERLD 0254GRD6 2.5 13 6 50 2D MLERVD 0504GR 5 13 6 100

2D ERLD 0304GRD6 3 15 6 50 2D SLERVD 0604GR 6 15 0.2 6 75

2D ERLD 0404GRD6 4 20 6 75 2D MLERVD 0604GR 6 15 0.2 6 100

2D ERLD 0504GR 5 25 6 75 2D MLERVD 0704GR 7 18 0.2 8 100

2D ERLD 0604GR 6 30 0.2 6 75 2D SLERVD 0804GR 8 20 0.2 8 75

2D ERLD 0704GR 7 35 0.2 8 100 2D MLERVD 0804GR 8 20 0.2 8 100

2D ERLD 0804GR 8 40 0.2 8 100 2D MLERVD 0904GR 9 23 0.2 10 100

2D ERLD 0904GR 9 45 0.2 10 100 2D MLERVD 1004GR 10 30 0.2 10 100

2D ERLD 1004GR 10 50 0.2 10 100 2D MLERVD 1204GR 12 30 0.2 12 100

2D ERLD 1204GR 12 50 0.2 12 100 @5t ELhiR4E - 55585850 o For other specifications, please call to inquire

2D ERLD 1604GR 16 80 0.2 16 150

2D ERLD 2004GR 20 80 | 0.2 20 150 EFHE Work Material : * BEHE Excellent © SHA Petter A £ Good
st - Efth#R& - 555REJG58  For other specifications, please call to inquire k%= | S5 Pre-PTaErg%ﬂjfteels fex| Bas

Carbon | Alloy Copper |Aluminum|
BFAME Work Material * ESEE Excellent @ &S Better A ££ Good steels | steels ~HRC45 ~HRC50 |~HRC55 |[~HRC60 |~HRC65 alloys | alloys
~ FEIEIRI ’N N

fixsRa | &% Pre-hardeﬂd steels &EE ﬁEFﬁ x * ° A ° A
Carbon | Alloy Copper |Aluminum|

steels | steels ~HRC45 ~HRC50 |~HRC55 |~HRC60 | ~HRC65 alloys | alloys

* * L A [ A
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. Specialized cutting tool factory Specialized cutting tool factory

(20) ERVB i HEB/3 5 8550 P YT BR 7] Bl&) @0) ;& ERVR =X HERG R SR M 3L 2k )] 26

Hwe Der & Ho Dung

= =
2] ERVB (Highly-Efficiency & Anti-Vibration Operation, Ball Nose),4 Flutes ERVR (Highly-Efficiency & Anti-Vibration Operation Type Corner Radius),4 Flutes Pyl
i B
\Ya] P — REHEIB1 # B2 REHEIBI # B2 REZIZHE AL #A2 Ya]
= DI T B2 B1 B2 -+ Bl Al A2 =
oA ) : . oA
= o Jan @ NG =
2 R L | & 2
ELL mm (Unit : mm) EEfi] : mm (Unit : mm)
E,‘ u)b },E ~\ /l((( ((( ((( E I:l =' n“‘ 7 /éTé R (« E x
Model No. Radius D|ameter Flute Length Shank D|ameter OveraII Length Price Model No. Diameter 376t Flute Length Shank D|ameter OveraII Length Price
2D ERVB 0104GR 0.5R 2D ERVR 020024GR 2 x 0.2R
2Dl E 7RI ] s O R 2 0 7 ERVR 025024R | 2.5 % 0.0R 3 2 23
2D ERVB 0154GR__ | 0.75R | 1.5 3 4 50 2D ERVR 025054GR | 2.5 x 0.5R | 7 6 50
2D ERVB 0154GRD6| 0.75R 1.5 3 6 50 2D ERVR 030014GR 3 x 0.1R 8 6 50
2D ERVB 0204GR 1R 2 4 4 50 2D ERVR 030024GR 3 x 0.2R 8 6 50
2D ERVB 0204GRD6 1R 2 4 6 50 2D ERVR 030054GR 3 x 0.5R 8 6 50
T o cemotuoe |3 xR [ s [ o | =
Y ER S BB ElR i £ E = ol 2D ERVR 040054GR | 4 x 0.5R | 11 6 50
2D ERVB 0304GRD6| 1.5R 3 6 6 50 2D ERVR 040104GR 4 x 1R 11 6 50
2D ERVB 0404GR 2R 4 8 4 50 2D ERVR 050024GR 5 x 0.2R 13 6 50
2D ERVB 0404GRD6 2R 4 8 6 50 2D ERVR 050054GR 5 x 0.5R 13 6 50
2D ERVB 0504GR | 2.5R 5 10 6 50 I ) 6 50
2D ERVB 0604GR 3R 6 12 6 0 2D ERVR 060024GR 6 x 0.2R 15 6 50
> 2D ERVR 060054GR | 6 x 0.5R | 15 6 50
2D ERVB 0804GR 4R 8 16 8 60 2D ERVR 060104GR | 6 x 1R 15 6 50
2D ERVB 1004GR 5R 10 20 10 75 2D ERVR 080054GR 8 x 0.5R 20 8 60
2D ERVB 1204GR 6R 12 24 12 75 2D ERVR 080104GR | 8 x 1R 20 8 60
figst « EfthR4E - 555RE85  For other specifications, please call to inquire 2D ERVR 100054GR 10 = 0.5R 30 10 75
2D ERVR 100104GR | 10 x 1R 30 10 75
. oo N s . 2D ERVR 100154GR | 10 x 1.5R 30 10 75
HFBHE Work Material _ * BEE Excellent © A Betier A Good 2D ERVR 100204GR | 10 x 2R | 30 10 75
B | &2 e pmdened el Tt T nes| mEes @Es Eaw 2D ERVR 100304GR | 10 x 3R | 30 10 75
arbon oy tainless |Titanium | Nickel Base opper [Aluminum| 2D ERVR 120054GR 12 x 0.5R 30 12 75
| | ~HRC45 ~ ~ ~ ~ Il I Il I
steels steels HRC50 |~HRC55 |[~HRC60 |~HRC65/| steels alloys alloys alloys alloys 2D ERVR 120104GR 12 x 1R 30 12 75
* * ® A * * L o A 2D ERVR 120204GR | 12 x 2R 30 12 75
2D ERVR 160054GR | 16 x 0.5R 50 16 100
2D ERVR 160104GR | 16 x 1R 50 16 100
2D ERVR 160204GR | 16 x 2R 50 16 100
2D ERVR 160304GR | 16 x 3R 50 16 100
2D ERVR 200104GR | 20 x 1R 50 20 100
2D ERVR 200204GR | 20 x 2R 50 20 100
2D ERVR 200304GR | 20 x 3R 50 20 100
fimst - ELfth#E4& - 555K ER58 o For other specifications, please call to inquire
SEFRME Work Material : W BEE Excellent @ && Better A {£ Good
B | S5 |pro-nror i Steels L FeE | mas| mEes e Eaw
G| ek ~HRC45 HRC50 |~HRC55 | ~HRC60 | ~HRC65 | steeis | atloys" | alloys | aloys | anoys |

* |« | e | a * | x| o [e| a]| @®




A

- H Y =X
HD... HWE DER  wramwaw
Specialized cutting tool factory Specialized cutting tool factory

A SEW s HE B 52 IR T1 VI3 T D6 (2) PE3 = Y35 188 )] OB

Hwe Der & Ho Dung

= =
Pyl SEW (Highly-Efficiency & Anti-Vibration Operation, Wave Edge),4 Flutes PE3 (Flat End Mill),3 Flutes EV
L, BE
5 @ i
— o D
& o] S — NN ) T —i| DI= | E
7. | 7.
R I | —— | L | 7N
3l 1L | ! L 5|
BEfi7 : mm (Unit : mm) BEiI : mm (Unit : mm)
7]1“‘ T EE B EEmiRER 731‘“ W“ EE =1
d DI ﬁﬂ:nI
Model No. Dlameter Flute Length Shank Diameter Overall Length Price Model No. Dlameter Flute Length Shank Dlameter Overall Length Price
2D SEW 0204GR 4 2 PE 0103SF
2D SEW 0254GR 2.5 7 4 50 2 MPE 0153SF 1.5 4 4 50
2D SEW 0304GR 3 8 4 50 2 PE 0153SF 1.5 4 6 50
2D SEW 0404GR 4 10 4 50 2 PE 0203SF 2 6 6 50
2D SEW 0504GR 5 13 6 50 2 PE 0253SF 2.5 7 6 50
2D SEW 0604GR 6 15 6 50 2 MPE 0303SF 3 9 4 50
2D SEW 0704GR 7 18 8 60 2 PE 0303SF 3 9 6 50
2D SEW 0804GR 8 20 8 60 2 PE 0353SF 3.5 10 6 50
2D SEW 0904GR 9 25 10 75 2 PE 0403SF 4 12 6 50
2D SEW 1004GR | 10 25 10 75 2 PE 0453SF 4.5 L E S0
2D SEW 1104GR | 11 30 12 75 2 PE 0503SF S 13 6 50
2D SEW 1204GR | 12 30 12 75 2 PR Dl - Lo : 2
2D SEW 1604GR | 16 50 16 100 2 :E g:gg::z 3 :: 2 gg
2D SEW 2004GR 20 50 20 100
- - - — 2 PE 0753SF 7.5 20 8 60
st « EfthiR4E - 555RE85 © For other specifications, please call to inquire
2 PE 0803SF 8 20 8 60
SEATE Work Material : Y 5283 Excellent @ &8 Better A £ Good 2 PE 0903SF 9 25 10 75
- TEtEmi | con 2 PE 1003SF 10 25 10 75
R | EL2 8 lore hardened stels o e 2 PE 1103SF 11 30 12 75
steels | steels ~HRC45 ~HRC50 |~HRC55 |~HRC60 |~HRC65 alloys | alloys 2 PE 1203SF 12 30 12 75
* * [ () () 2 PE 1403SF 14 40 16 100
2 PE 1603SF 16 45 16 100
5T - Efth#E4& - 585K &5 o For other specifications, please call to inquire
SEFAME Work Material : # B85 Excellent @ &S Better A {£ Good
BT | B2 |pre oo s #as| Eas
Carbon | Alloy Copper |Aluminum

steels | steels ~HRC45 ~HRC50 |[~HRC55 |~HRC60 |~HRC65 alloys | alloys

* * L L o




HD... HWE DER )
Hwe Der & Ho Dung Specialized cutting tool factory o
llEEE

(2) MHR 551 8% 7] B

MHR (Roughing End Mills),4 Flutes
E
EE{i] : mm (Unit : mm)

EE S 731‘“ ’fﬂif“ EE =l
=R
Model No. D|ameter Flute Length Shank D|ameter Overall Length Price

& & & Ot

[
{
O

s¥i

e
.

L |

\ai\

2 MHR 0604TXM

2 MHR 0804TXM 8 20 8 60
2 MHR 1004TXM 10 25 10 75
2 MHR 1204TXM 12 30 12 75
2 MHR 1404TXM 14 40 16 100
2 MHR 1604TXM 16 50 16 100
2 MHR 2004TXM 20 50 20 100

st - Efh#RE - 555KEJG58  For other specifications, please call to inquire

(2) MHH S5 RISt 7) 26

MHH (Tungsten Carbide End Mills for Roughing with Chip Breaker),4 Flutes

ﬁ
EEfi] : mm (Unit : mm)

EEmimSE D8 & g EE =1

D [ d fi|st
Model No. Diameter Flute Length Shank Diameter Overall Length Price

6 15 6

DI e Pomdp e

| | |

A R &7 BH
NZH-50 | B/#Ei | RY63x50mm

2 MHH 0604TXM NZM-50 | %8/t | R 48x50mm
2 MHH 0804TXM 8 20 8 60 NZD-100 i3 R$57x50x100mm
2 MHH 1004TXM 10 25 10 75
2 MHH 1204TXM 12 30 12 75
2 MHH 1404TXM 14 40 16 100
2 MHH 1604TXM 16 50 16 100
2 MHH 2004TXM 20 50 20 100

st - Efth#RtE - 555K EG58  For other specifications, please call to inquire

i

@AM E Work Material : # B85 Excellent @ i&& Better A {£ Good
FRIEH1 =hEE =

TR | S Pre-hardened steels High-hardened iz | IAex| BESE (SE| BFes

Carbon | Alloy Stainless [Titanium | Nickel Based| Copper [Aluminum

steels | steels ~HRCA45 ~HRC50|~HRC55 [~HRCB60 |~HRC65| steels alloys alloys alloys alloys

@ [~ ~] o ° o | o o | o




: H & 2
HD... HWE DER  wxamwaw
Specialized cutting tool factory Specialized cutting tool factory

(c) CED &t 2R B ik )] B (c) CEB =i % Bk T] A&,

Hwe Der & Ho Dung

I =]
Pl CED (Highly Efficient Operation),4 Flutes CEB (Highly Efficient Operation, Ball Nose),2 Flutes P
& Bt
55 REDEIB1# B2 REBHE A1 # A2 ) 5a]
= LB BRY - =
5| B1 B2 5|

EEfiI : mm (Unit : mm) ELL mm (Unit : mm)

731‘“ mr« EE Bg EEmRifimsR EIDE:l=1<“ 731‘“ W“‘ B&
frst frst
Model No. D|ameter Flute Length SIEN]S D|ameter Overall Length Price Model No. Rad|us Dlameter Flute Length Shank Dlameter Overall Length Price

CED 0104GR CEB 0102GR 0.5R

CED 0154GR 1.5 4.5 4 50 CEB 0102GRD6 0.5R 1 2 6 50

CED 0204GR 2 6 4 50 CEB 0152GR 0.75R 1.5 3 4 50

CED 0254GR 2.5 8 4 50 CEB 0152GRD6 0.75R 1.5 3 6 50

CED 0304GR 3 9 4 50 CEB 0202GR 1R 2 4 4 50

CED 0304GRD6 3 9 6 50 CEB 0202GRD6 1R 2 4 6 50

CED 0354GRD6 3.5 1" 6 50 CEB 0302GRD3 1.5R 3 6 3 50

CED 0404GR 4 12 4 50 CEB 0302GR 1.5R 3 6 4 50

CED 0404GRD6 4 12 6 50 CEB 0302GRD6 1.5R 3 6 6 50

CED 0454GR 4.5 13 6 50 CEB 0402GR 2R 4 8 4 50

CED 0504GR 5 15 6 50 CEB 0402GRD6 2R 4 8 6 50

CED 0554GR 5.5 16 6 50 CEB 0502GR 2.5R 5 10 6 50

CED 0604GR 6 18 6 50 CEB 0602GR 3R 6 12 6 50

CED 0804GR 8 24 8 60 CEB 0802GR 4R 8 16 8 60

CED 1004GR 10 30 10 75 CEB 1002GR 5R 10 20 10 75

CED 1204GR 12 36 12 75 CEB 1202GR 6R 12 24 12 75

CED 1604GR 16 50 16 100 figst - ELfth#R4& - 555REA58  For other specifications, please call to inquire

CED 2004GR 20 50 20 100
fEt | ELfh#8#8 . EESREBE o For other specifications, please call to inquire BRME Work Material : * BEE Excellent @ EH Better A £ Good

- FREEH SRR PR . PN PR
SEBRME Work Material : # B8 E Excellent @ &3 Better A {£ Good ﬁfa%f? :;\ﬁ?ﬂ Pre-hardened steels High-hardened S;tﬁaﬁ Tﬁitxal:iltﬁ N%I(%Bca:% Elcﬁtj);;f ATuEn?n?m
== steels | steels ~HRC45 ~HRC50 |~HRC55 [~HRC60 |~HRC65| steels | alloys alloys alloys | alloys
B | S e ol g e T8 | e #Eas Mo mas - . x| o P
Carbon | Alloy Stainless [Titanium | Nickel Based| Copper [Aluminum|
steels | steels ~HRC45 ~HRC50|~HRC55 |~HRC60 |[~HRC65| steels | alloys alloys alloys | alloys
* * [ * o o o




A

: H &l 2
HD... HWE DER  wranwa
Specialized cutting tool factory Specialized cutting tool factory

() CER Ei#iZRAIZET) & (c) CHD & ¥& e she [Bl i Bk ) 26

Hwe Der & Ho Dung

5 5
o CER (Highly Efficient Operation, Corner Radius),4 Flutes CHD For Highly Efficient Operation Milling Cutter,4 Flutes Pyl
e B
B}']- o 2 . REDEIB1#B2 TFIRIE A1 #A2 BB
* o m %
51 R L l 51
BSfi] : mm (Unit : mm) ES{T] : mm (Unit : mm)
EEmRfmas & _ RHE ’fﬁ#“ EE B s EEGRimER 731‘“ *fm“‘ EE B8
D 3 R ﬂ":ﬁ ﬂtui
Model No. Diameter  S37er Flute Length Shank D|ameter OveraIILength Price Model No. D|ameter Flute Length Shank D|ameter Overall Length Price
CER 010024GR x 0.2R CHD 0104ST
CER 015024GR 1.5 x 0.2R 4.5 4 50 g:g g;g:g: 12-)5 g : :g
CER 015054GR 1.5 x 0.5R 4.5 4 50 CHD 0204STD6 2 5 6 50
CER 020024GR 2 x 0.2R 6 4 50 CHD 0254ST 25 7 4 50
CER 020054GR 2 x 0.5R 6 4 50 CHD 0254STD6 2.5 7 6 50
CER 025024GR 2.5 x 0.2R 7.5 4 50 CHD 0304ST 3 8 4 50
CER 025054GR 2.5 x 0.5R 7.5 4 50 CHD 0304STD6 3 8 6 50
CER 030024GRD3 | 3 x 0.2R 9 3 50 g:g gig:g:m 3‘-15 12 2 gg
ER 24GR x 0.2R 4
c 030024G 3 0 9 50 CHD 0404STD6 4 11 6 50
CER 030054GRD3 3 x 0.5R 9 3 50 CHD 0454ST 4.5 13 6 50
CER 030054GR 3 x 0.5R 9 4 50 CHD 0504ST 5 13 6 50
CER 030104GR 3 x 1R 9 4 50 CHD 0554ST 5.5 15 6 50
CER 040024GR 4 x 0.2R 12 4 50 CHD 0604ST 6 16 6 50
CER 040054GR 4 x 0.5R 12 4 50 g:g gsg:g: 6_-,5 :g g gg
CER 040104GR 4 x 1R 12 4 50
CHD 0754ST 7.5 20 8 60
CER 060054GR 6 x 0.5R 18 6 50 CHD 0804ST 8 20 8 60
CER 060104GR 6 x 1R 18 6 50 CHD 0854ST 8.5 23 10 75
CER 080054GR 8 x 0.5R 24 8 60 CHD 0904ST 9 23 10 75
CER 080104GR 8 x 1R 24 8 60 CHD 0954ST 9.5 25 10 75
CER 100054GR 10 x 0.5R 30 10 75 g:g 132221 11)05 gg :g ;g
CER 100104GR 10 x 1R 30 10 75 ;
CHD 1104ST 11 28 12 75
CER 120054GR 12 x 0.5R 36 12 75 CHD 1154ST 1.5 30 12 75
CER 120104GR 12 x 1R 36 12 75 CHD 1204ST 12 30 12 75
CER 120204GR 12 x 2R 36 12 75 CHD 1304ST 13 40 16 100
st : Efthi84& - 553K B850 o For other specifications, please call to inquire CHD 1404ST 14 40 16 100
BT E Work Material : # S#E Excellent @ i@ Better A £ Good g:g 128:2: :g :g :g 183
R | S D oo T s iR |as| @Eas |@as| moe CHD 2004ST 20 50 20 100
Carbon | Alloy Stainless [Titanium | Nickel Based| Copper [Aluminum . — - . ] ]
steels | steels ~HRC45 ~HRC50|~HRC55 [~HRC60 |[~HRC65| steels | alloys alloys alloys alloys @5t : EfhiR1E - 555 &858  For other specifications, please call to inquire
* * ° * o o ) B E Work Material : W BREE Excellent @ J&& Better A {£ Good
TR | SR e D, els ndiled w8 | e | mEss |Was| mas
Carbon | Alloy Stainless | Titanium | Nickel Based| Copper [Aluminum|
steels steels ~HRC45 ~HRC50 [~HRC55 |~HRC60 |~HRC65| steels alloys alloys alloys alloys

* * o * o o o




HD

Hwe Der & Ho Dung

o MIT

S S & = ait

e

7

—

A

(c) CHD &3 5

RLHE MY

HWE DER

Specialized cutting tool factory

DAL (€79

CHD For Highly Efficient Operation (Decimal Diameter) Milling Cutter,4 Flutes

e ————4

EE 5

Model No.

DE DR AR
D I d
Diameter Flute Length Shank Diameter

EE 1“’&1
frsE
Overall Length Price

EEmiReR 1‘“
Model No. D|ameter Flute Length

Shank Diameter

HEJHHEM

Specialized cutting tool factory

Ef" mm (Unit : mm)

EE
fmst
Overall Length Price

:mm (Unit : mm)

CHD 0214STD6

2.2

CHD 0684ST 8

CHD 0694ST 6.9 18 8 60
CHD 0714ST 71 19 8 60
CHD 0724ST 7.2 19 8 60
CHD 0734ST 7.3 19 8 60
CHD 0744ST 7.4 19 8 60
CHD 0764ST 7.6 20 8 60
CHD 0774ST 7.7 20 8 60
CHD 0784ST 7.8 20 8 60
CHD 0794ST 7.9 20 8 60
CHD 0814ST 8.1 21 75
CHD 0824ST 8.2 21 75
CHD 0834ST 8.3 21 75
CHD 0844ST 8.4 21 75
CHD 0864ST 8.6 23 75
CHD 0874ST 8.7 23 75
CHD 0884ST 8.8 23 75
CHD 0894ST 8.9 23 75
CHD 0914ST 9.1 25 75
CHD 0924ST 9.2 25 75
CHD 0934ST 9.3 25 75
CHD 0944ST 9.4 25 75
CHD 0964ST 9.6 25 75
CHD 0974ST 9.7 25 75
CHD 0984ST 9.8 25 75
CHD 0994ST 9.9 25 75
CHD 1014ST 10.1 28 75
CHD 1024ST 10.2 28 75
CHD 1034ST 10.3 28 75
CHD 1044ST 10.4 28 75
CHD 1064ST 10.6 28 75
CHD 1074ST 10.7 28 75
CHD 1084ST 10.8 28 75
CHD 1094ST 10.9 28 75
CHD 1114ST 1.1 30 75
CHD 1124ST 11.2 30 75
CHD 1134ST 11.3 30 75
CHD 1144ST 11.4 30 75
CHD 1164ST 11.6 30 75
CHD 1174ST 11.7 30 75
CHD 1184ST 11.8 30 75
CHD 1194ST 11.9 30 75

6 6
CHD 0224STD6 6 6 50
CHD 0234STD6 2.3 6 6 50
CHD 0244STD6 2.4 6 6 50
CHD 0264STD6 2.6 8 6 50
CHD 0274STD6 2.7 8 6 50
CHD 0284STD6 2.8 8 6 50
CHD 0294STD6 29 8 6 50
CHD 0314STD6 3.1 9 6 50
CHD 0324STD6 3.2 9 6 50
CHD 0334STD6 3.3 9 6 50
CHD 0344STD6 3.4 9 6 50
CHD 0364STD6 3.6 10 6 50
CHD 0374STD6 3.7 10 6 50
CHD 0384STD6 3.8 10 6 50
CHD 0394STD6 3.9 10 6 50
CHD 0414ST 4.1 11 6 50
CHD 0424ST 4.2 1 6 50
CHD 0434ST 4.3 11 6 50
CHD 0444ST 44 11 6 50
CHD 0464ST 4.6 13 6 50
CHD 0474ST 4.7 13 6 50
CHD 0484ST 4.8 13 6 50
CHD 0494ST 4.9 13 6 50
CHD 0514ST 5.1 14 6 50
CHD 0524ST 5.2 14 6 50
CHD 0534ST 5.3 14 6 50
CHD 0544ST 5.4 14 6 50
CHD 0564ST 5.6 15 6 50
CHD 0574ST 5.7 15 6 50
CHD 0584ST 5.8 15 6 50
CHD 0594ST 5.9 15 6 50
CHD 0614ST 6.1 17 8 60
CHD 0624ST 6.2 17 8 60
CHD 0634ST 6.3 17 8 60
CHD 0644ST 6.4 17 8 60
CHD 0664ST 6.6 18 8 60
CHD 0674ST 6.7 18 8 60

fist © BLAhR1E

SE g EE s s
! EE%EE/EID

° For other specifications, please call to inquire

S R S o

N
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AE % 58T Vi 8t ] ——

EE'§ % Specialized cutting tool factory
o
AE End Mills for Aluminum 5
T (2) AED k[P0 8h & <5 SR i 32 3 ) BlElE
*ﬂ ?E » AED (For Aluminum Alloy),3 Flutes
Extreme verticality on machini = TEDF B1#B2#B3 TERIE A1 #A2

=

Excellent chip removal performance

234 30 48 K T 53 8

#5 high feed M [RZE{E Good Anti-Vibration S\ : (Unit : mm)

PEE AR5 7]1“‘ Wﬁf‘“ a’f%
frat
Model No. Dlameter Flute Length Shank Dlameter Overall Length Price

Better

High speed for deep feed

=
= | 2AEDO303 | 3 | 10 | 6 | s0 | | |

Achieve high speed and fine performance

BRI EA:IEEE - WExE  WmSE

| 2AEDO33 | 35 | 1 | 6 | so | | |
| 2AEDO0403 | 4 | 12 | 6 | s0 | |
| 2AEDO453 | 45 | 13 | 6 | so | | |
| 2AEDOs03 | 5 [ 15 | 6 | s0 | |
| 2AEDOS53 | 55 | 17 | 6 | s0 | | |
| 2AEDo603 | 6 | 18 | 6 | s0 | |
: T3 *  2AEDO803 | 8 | 24 | 8 | e | | |
i 1% EEE | TER | M X | 2AED1003 | 10 [ 30 | 0 | 75 | |
EmimE: AE | 2AED1603 | 16 | 50 | 16 | 100 | |
SO N

Good

N\
yAS

£

(2) AEW PiRERH )

ok . AEW ( Aluminum End Mills - Wave Helix Blades Type ),3 Flutes
Emms%: AEC ( yp

dj B =45 high feed
m K& H low load

ESfi] : (Unit = mm)

EE i 731‘“ ﬁﬁf“ EE s’f%
fst
Model No. Dlameter Flute Length Shank Dlameter Overall Length Price

“zaewoes | 6 | % | 6 | s [ | |
771 T T

E=wz: AED

F‘rﬂ.-'. o i g
A Y -

E=wE: AEW

st - EfiR1% - 555K =558 © For other specifications, please call to inquire

SEFATE Work Material : # B85 Excellent @ 834 Better A £ Good

FRIEHA E’EE’M
SR | &= Pre-hardened steels hhardened izl | AEx | BESS (H5E| Bas
Carbon | Alloy Stalnless itanium | Nickel Based | Copper [Aluminum
steels steels ~HRC45 ~HR050 ~HR055 ~HRCGO ~HRC65 steels alloys alloys alloys alloys

[H]@ =R/JEhEBRAT /XA EHT
0

TEL:886-4-7559458.886-4-7567158 FAX:886-4-7564341




Hwe Der & Ho Dung

A

HD.. HWE DER

. Specialized cutting tool factory

(2) AEC S & <5 BT 3550 378k ) B&EE

AEC (For Aluminum Alloy),3 Flutes
WHmEEmIEE -

IR sE= s sa RS -
| | L |

Ensrmmmmesn -

E5{i1 : mm (Unit : mm)

EE mifR5R 8 UL g EE Bt

D | d 1’ttuI
Model No. Diameter Flute Length Shank Diameter Overall Length Price

1

HEJTHKEM

Specialized cutting tool factory

(2) AELC #a & R YR 18t )] 2

AELC (Long Flute Length,For Aluminum Alloy),3 Flutes

ES{i1 : mm (Unit : mm)

EE mmifim s 1“‘ 1“‘ (=1
frst
Model No. D|ameter Flute Length Shank Dlameter Overall Length Price

2 AEC 0103 3 4

2 AEC 0153 1.5 5 4 50

2 AEC 0203 2 6 4 50

2 AEC 0203D6 2 6 6 50

2 AEC 0253 2.5 8 4 50

2 AEC 0253D6 2.5 8 6 50

2 AEC 0303 3 9 4 50

2 AEC 0303D6 3 9 6 50

2 AEC 0403 4 12 4 50

2 AEC 0403D6 4 12 6 50

2 AEC 0503 5 15 6 50

2 AEC 0603 6 18 6 50

2 AEC 0703 7 21 8 60

2 AEC 0803 8 24 8 60

2 AEC 0903 9 27 10 75

2 AEC 1003 10 30 10 75

2 AEC 1103 11 33 12 75

2 AEC 1203 12 36 12 75

2 AEC 1403 14 45 14 100

2 AEC 1603 16 50 16 100

2 AEC 2003 20 50 20 100
fiBst « Efth#RAE - 553RE850  For other specifications, please call to inquire
SBFAME Work Material : # B85 Excellent @ &3 Better A {£ Good
TSRl | S Pre-PTaErg%ﬂjzsrteels g 333@
Carbon | Alloy Copper [Aluminum

steels | steels ~HRC45 ~HRC50 |~HRC55 [~HRC60 |~HRC65 alloys | alloys

2 AELC 0103

2 AELC 0153 1.5 8 6 50
2 AELC 0203 2 10 6 50
2 AELC 0203512 2 12 6 50
2 AELC 0303 3 15 6 50
2 AELC 0403 4 20 6 75
2 AELC 0403525 4 25 6 75
2 AELC 0503 5 25 6 75
2 AELC 0603 6 30 6 75
2 AELC 0603540 6 40 6 100
2 AELC 0603S50 6 50 6 100
2 AELC 0703 7 35 8 100
2 AELC 0803 8 40 8 100
2 AELC 0803S50 8 50 8 100
2 AELC 0903 9 45 10 100
2 AELC 1003 10 50 10 100
2 AELC 1003S60 10 60 10 100
2 AELC 1103 11 50 12 100
2 AELC 1203S50 12 50 12 100
2 AELC 1203S60 12 60 12 100
2 AELC 1603S65 16 65 16 120
2 AELC 1603S80 16 80 16 150
2 AELC 2003S65 20 65 20 120
2 AELC 2003S80 20 80 20 150

* *

st : Efth#84& - 555K E/5858 © For other specifications, please call to inquire

@AM E Work Material : # B85 Excellent @ &S Better A £ Good
FRIEHIS

xR | & Pre-hardened steels WS REE

Carbon | Alloy Copper |Aluminum|

steels | steels ~HRC45 ~HRC50 |~HRC55 |~HRC60 |~HRC65 alloys | alloys

* *




A

HD HWE DER "R
o MIT - .
. Specialized cutting tool factory Specialized cutting tool factory

(2) AE FEIE SR & S S = V)R~ 8k ) Bk (2) SLAE / MLAE Fi¥8JESH & &5 H = VI RS 3% )]

Hwe Der & Ho Dung

AE (For Aluminum Alloy),3 Flutes SLAE / MLAE (Long Shank,For Aluminum Alloy),3 Flutes .@.
[ TYPEA ] =
é d[ o] SR — o DI o dI

. —1 4, | — . |
m Kyz Ses nUIEFm E{_L mm (Unit : mm) : mm (Unit : mm)
[Modellich D'ameter Aue Length Shank D'ametef Overall Length Price Model No. Dlameter Flute Length Shank Dlameter Overall Length Price
2 AE 0103 2 SLAE 0403
2 AE 0153 1.5 4.5 4 50 2 SLAE 0503 5 15 6 75
2 AE 0203 2 6 4 50 2 SLAE 0603 6 18 6 75
2 AE 0203D6 2 6 6 50 2 MLAE 0603 6 18 6 100
2 AE 0253 25 8 4 50 2 SLAE 0803 8 24 8 75
2 AE 0253D6 25 8 6 50 2 MLAE 0803 8 24 8 100
2 AE 0303D3 3 10 3 50 2 MLAE 1003 10 30 10 100
2 AE 0303 3 10 4 50 2 MLAE 1203 12 36 12 100
2 AE 0303D6 3 10 6 50 figst « Efth#R4E - 553RE85  For other specifications, please call to inquire
2 AE 0353 3.5 1" 4 50
2 AE 0353D6 35 1 6 50 SEAME Work Material : # Bi8& Excellent @ J&& Better A {£ Good
2 AE 0403 4 12 4 50 B | S o W mas
2 AE 0403D6 4 12 6 50 cs?::;?sn sAt!:?; ~HRC45  |~HRC50 |~HRC55 [~HRC60 [~HRC65 5371’3:’5? All;rlg;: i
2 AE 0453 4.5 13 6 50 * *
2 AE 0503 5 15 6 50
2 AE 0603 6 18 6 50
2 AE 0703 7 21 8 60
2 AE 0803 8 24 8 60
2 AE 0903 9 27 10 75
2 AE 1003 10 30 10 75
2 AE 1103 11 33 12 75
2 AE 1203 12 36 12 75
2 AE 1403 14 45 14 100
2 AE 1403D16 14 45 16 100
2 AE 1603 16 50 16 100
2 AE 2003 20 50 20 100
figst : HftiR4g - 5BREGH o For other specifications, please call to inquire
ERAME : # 58S Excellent @ i85 Better A £ Good

TREE

Pre-hardened steels

fix3Re | S5

Carbon | Alloy
steels | steels ~HRC45 ~HRC50 |~HRC55 |~HRC60 |~HRC65

B&| BE®
Copper |Aluminum|
alloys | alloys

* *




A

HD HWE DER WOR ) H W R
o MIT - .
‘ Specialized cutting tool factory Specialized cutting tool factory

(2) AEL HE#EJE3A & B N = IR VB3] B

AEL (Long Flute Length,For Aluminum Alloy),3 Flutes

Hwe Der & Ho Dung

: mm (Unit : mm) ELL mm (Unit : mm)
Model No. Dlameter Flute Length Shank Dlameter Overall Length Price Model No. Diameter Flute Length | Shank Diameter Overall Length Price
2 AEL 0103D6 2 AEL 1003S40 10 40 10 100
2 AEL 0153D6 1.5 8 6 50 2 AEL 1003 10 50 10 100
2 AEL 0153S10D6 1.5 10 6 50 2 AEL 1003S60 10 60 10 100
2 AEL 0203D6 2 10 6 50 2 AEL 1103 1" 50 12 100
2 AEL 0203S12D6 2 12 6 50 2 AEL 1203S50 12 50 12 100
2 AEL 0253D6S13 25 13 6 50 2 AEL 1203S55 12 55 12 100
2 AEL 0303D6 3 15 6 50 2 AEL 1203S60 12 60 12 100
2 AEL 0303D6L75 3 15 6 75 2 AEL 1403 14 65 14 120
2 AEL 0403D6S16 4 16 6 50 2 AEL 1603S55 16 55 16 100
2 AEL 0403 4 20 4 75 2 AEL 1603S60 16 60 16 120
2 AEL 0403D6 4 20 6 75 2 AEL 1603S65 16 65 16 120
2 AEL 0403D6S25 4 25 6 75 2 AEL 1603S80 16 80 16 150
2 AEL 0503S20 5 20 6 75 2 AEL 1603S100 16 100 16 150
2 AEL 0503 5 25 6 75 2 AEL 2003S60 20 60 20 120
2 AEL 0503S30 5 30 6 75 2 AEL 2003S65 20 65 20 120
2 AEL 0503S40 5 40 6 100 2 AEL 2003S80 20 80 20 150
2 AEL 0603S25L75 6 25 6 75 2 AEL 2003S100 20 100 20 150
2 AEL 0603 6 30 6 75 et - Efh#RE - 555KEG58  For other specifications, please call to inquire
2 AEL 06031100 6 30 6 100 ERAME Work Material : # BEE Excellent @ S&H Better A {£ Good
2 AEL 0603S35L100 6 35 6 100 T
2 AEL 0603S40L100| 6 40 6 100 X3R5 | S5 |pre-hardened steels eS| Bas
Carbon | Alloy Copper |Aluminum
2 AEL 0603S45L100 6 45 6 100 steels | steels ~HRC45 ~HRC50 |~HRC55 |~HRC60 |~HRC65 alloys | alloys
2 AEL 0603S50L100 6 50 6 100 * *
2 AEL 0703L100 7 35 8 100
2 AEL 0803S32 8 32 8 75
2 AEL 0803L100 8 40 8 100
2 AEL 0803S50L100 8 50 8 100
2 AEL 0903 9 45 10 100




S 38 4 D DD 28 B

HEJHEHRGK
HD.. HWE DER  wanawa
‘ Specialized cutting tool factory Specialized cutting tool factory

Hwe Der & Ho Dung

(2) ACB s 3l S — Y] SR8 ER J) B)EE (2)SLACB / MLACB / LLACB #rdi gt F K Wishsid ek 7] (2)fes) -
ACB (Ball Nose,Aluminum Alloy),2 Flutes SLACB/MLACB/LLACB (Long Shank Ball Nose End Mill for Aluminum Alloy),2 Flutes gﬂ.
[ TYPEA J [ TYPEB ] %
a@éj .31%1 QI —— X s
R R/‘—4 L | EA
' |

fmm (Unlt mm) BS{iI : mm (Unit : mm) 2

n||||

FEE ffim e IREEHE '731“‘ W“‘ EE “Pz o EE s iLEzlz{“‘ 731‘“ *fm“‘ £§ =L B
R ] 36!
Model No. Radius D|ameter Flute Length Shank D|ameter Overall Length Price Model No. Radlus Dlameter Flute Length Shank D|ameter Overall Length Price

2 ACB 0042 0.2R 2 SLACB 0102D6 | 0.5R
2 ACB 0052 0.25R 0.5 1.5 4 50 2 MLACB 0102 0.5R 1 3 6 100
2 ACB 0062 0.3R 0.6 1.8 4 50 2 SLACB 0152D6 | 0.75R 1.5 5 6 75
2 ACB 0082 0.4R 0.8 24 4 50 2 MLACB 0152 0.75R 1.5 5 6 100
2 ACB 0102 0.5R 1 3 4 50 2 SLACB 0202D6 1R 2 6 6 75
2 ACB 0152 0.75R 1.5 5 4 50 2 MLACB 0202 1R 2 6 6 100
2 ACB 0202 1R 2 6 4 50 2 SLACB 0302D6 | 1.5R 3 10 6 75
2 ACB 0252 1.25R 2.5 8 4 50 2 MLACB 0302 1.5R 3 10 6 100
2 ACB 0302D3 1.5R 3 10 3 50 2 SLACB 0402 2R 4 12 4 75
2 ACB 0302 1.5R 3 10 4 50 2 SLACB 0402D6 2R 4 12 6 75
2 ACB 0302D6 1.5R 3 10 6 50 2 MLACB 0402 2R 4 12 6 100
2 ACB 0402 2R 4 12 4 50 2 SLACB 0502 2.5R 5 15 6 75
2 ACB 0402D6 2R 4 12 6 50 2 MLACB 0502 2.5R 5 15 6 100
2 ACB 0502 2.5R 5 15 6 50 2 SLACB 0602 3R 6 18 6 75
2 ACB 0602 3R 6 18 6 50 2 MLACB 0602 3R 6 18 6 100
2 ACB 0802 4R 8 24 8 60 2 SLACB 0802 4R 8 24 8 75
2 ACB 1002 5R 10 30 10 75 2 MLACB 0802 4R 8 24 8 100
2 ACB 1202 6R 12 30 12 75 2 LLACB 0802 4R 8 24 8 150
frEE : ELfthARA% - BE3REIGH o For other specifications, please call to inquire 2 MLACB 1002 5R 10 30 10 100
2 LLACB 1002 5R 10 30 10 150
BFAME Work Material * Bi#A Excellent @ 5&H Better A £ Good 2 MLACB 1202 6R 12 30 12 100
BkREE | & 50 Pre-f?aﬁrgfﬂjzsrteels Hiﬁﬁ%ed AiEfl | IlEE| RESE WSE| 858 2 LLACB 1202 6R 12 30 12 150
Carbon | Alloy Stainless [Titanium | Nickel Based| Copper |Aluminum) - - —
steels | steels ~HRC45 ~HRC50 [~HRC55 [~HRC60 |~HRC65| steels | alloys alloys | alloys | alloys f/EE  ELfth#R4& - 5B7REIG5 o For other specifications, please call to inquire
* * SBFAME Work Material : W BREE Excellent @ & Better A ££ Good
B S8 e dcene sl ik hrdened TR | es| @Eas Hos| wew
Carbon | Alloy Stainless [Titanium | Nickel Based | Copper [Aluminum|
steels | steels ~HRC45 ~HRC50 [~HRC55 |~HRC60 |~HRC65| steels | alloys alloys alloys alloys

* *




A

HEJHRGK
HD..: HWE DER  wanawa
‘ Specialized cutting tool factory Specialized cutting tool factory

Hwe Der & Ho Dung

55 (2) AR Za# S = JJ3HR A 8t J) Bk =
i AR (Corner Radius,For Aluminum Alloy),3 Flutes - Efi1 : mm (Unit - mm) @
= EE ARG 8 RA W\h“‘ EE =0 o =
& . i Dlalr:n)eter ES?”SS - g
f:’ 2, h) 2 AR 080053 | 8 x 0.5R B
= / 2 AR 080103 8 x 1R 24 8 60 2
3| 2 AR 080203 8 x 2R 24 8 60 3|
(Unit © mm) 2 AR 080303 8 x 3R 24 8 60
Model No. Flute Length Shank Dlameter Overall Length Price 2 AR 100103 10 x 1R 30 10 75
2 AR 010023 1 x 0.2R 4 2 AR 100153 10 x 1.5R 30 10 75
2 AR 015023 1.5 x 0.2R 5 4 50 2 AR 100203 10 x 2R 30 10 75
2 AR 015053 1.5 x 0.5R 5 4 50 2 AR 100253 10 x 2.5R 30 10 75
2 AR 020023 2 x 0.2R 6 4 50 2 AR 100303 10 x 3R 30 10 75
2 AR 020053 2 x 0.5R 6 4 50 2 AR 100403 10 x 4R 30 10 75
2 AR 025023 25 x 0.2R 8 4 50 2 AR 120103 12 x 1R 36 12 75
2 AR 025053 2.5 x 0.5R 8 4 50 2 AR 120153 12 x 1.5R 36 12 75
2 AR 030023D3 3 x 0.2R 10 3 50 2 AR 120203 12 x 2R 36 12 75
2 AR 030023 3 x 0.2R 10 4 50 2 AR 120253 12 x 2.5R 36 12 75
2 AR 030053D3 3 x 0.5R 10 3 50 2 AR 120303 12 x 3R 36 12 75
2 AR 030053 3 x 0.5R 10 4 50 2 AR 120403 12 x 4R 36 12 75
2 AR 030053D6 3 x 0.5R 10 6 50 2 AR 140103 14 x 1R 45 14 100
2 AR 030103D3 3 x 1R 10 3 50 2 AR 140203 14 x 2R 45 14 100
2 AR 030103 3 x 1R 10 4 50 2 AR 140303 14 x 3R 45 14 100
2 AR 030103D6 3 x 1R 10 6 50 2 AR 160103 16 x 1R 50 16 100
2 AR 040023 4 x 0.2R 12 4 50 2 AR 160203 16 x 2R 50 16 100
2 AR 040053 4 x 0.5R 12 4 50 2 AR 160303 16 x 3R 50 16 100
2 AR 040053D6 4 x 0.5R 12 6 50 2 AR 160403 16 x 4R 50 16 100
2 AR 040103 4 x 1R 12 4 50 2 AR 160503 16 x 5R 50 16 100
2 AR 040103D6 4 x 1R 12 6 50 2 AR 200103 20 x 1R 50 20 100
2 AR 050053 5 x 0.5R 15 6 50 2 AR 200203 20 x 2R 50 20 100
2 AR 050103 5 x 1R 15 6 50 2 AR 200303 20 x 3R 50 20 100
2 AR 050153 5 x 1.5R 15 6 50 2 AR 200403 20 x 4R 50 20 100
2 AR 060023 6 x 0.2R 18 6 50 2 AR 200503 20 x 5R 50 20 100
2 AR 060053 6 x 0.5R 18 6 50 et - ELfth#R& - 555REJG58  For other specifications, please call to inquire
2 2§ g:g:: g; 2 X 11 ?R ::: : :g BFME Work Material : # EEE Excellent @ i&& Better A £ Good
x 1. ==
2AR 060203 | 6 x 2R | 18 | 6 50 i 0 O R ] ok e o i
2 AR 060253 6 x 2.5R 18 6 50 steels | steels ~HRC45 ~HRC50 [~HRC55 |[~HRC60 [~HRC65| steels | alloys alloys alloys | alloys

* *




A

HWE DER

Specialized cutting tool factory

Hwe Der & Ho Dung ‘

2) SLAR / MLAR R85 H EWMEHR AL )] BB

SLAR/MLAR (Long Shank Corner Radius,For Aluminum Alloy),3 Flutes

;50

N 38 5 1D

g )
i o B5&/Speed 65,000 rpm

BE{i] : mm (Unit : mm) R Y /Dimension(mm) | Max ¢ 22x140L

i =R | mE | Air-6302 E8/Weight 989
Flute Length Shank D|ameter Overall Length Price - E3&/Collet Chuck $3.0mm-> $1/8" ~ §2.34" mm

i
—

EERmER
Model No.

2 SLAR 030023 3 x 0.2R 4 FREEN R/ HAER /A # i £ &

2 SLAR 040023 4 x 0.2R 12 4 75

2 SLAR 040053 4 x 0.5R 12 4 75

2 SLAR 040103 4 x 1R 12 4 75

2 SLAR 060023 6 x 0.2R 18 6 75

2 SLAR 060103 6 x 1R 18 6 75

2 MLAR 060103 6 x 1R 18 6 100 E %/S r 23,500

2 SLAR 060203 6 x 2R 18 6 75 2
2 SLAR 080153 8 x 1.5R 24 8 75

2 SLAR 080203 8 x 2R 24 8 75

2 SLAR 080253 8 x 2.5R 24 8 75

2 SLAR 080303 8 x 3R 24 8 75 - —
2MLAR100403 | 10x 4R | 30 | 10 Lo B 50 77/pressure Recommended [90psi
2 MLAR 120203 12 x 2R 36 12 100

2 MLAR 120303 12 x 3R 36 12 100

2 MLAR 120403 12 x 4R 36 12 100

Carbon | Alloy Stainless |Titanium | Nickel Based| Copper [Aluminum| it ShT

steels | steels ~HRC45 ~HRC50 |~HRC55 |[~HRC60 [~HRC65| steels | alloys alloys alloys | alloys

TL-A70
BEm

i@ B /)/Pressure Recommended m
RY/Dimension(mm) Max. $ 28x205L
E8/Weight 2209 ™

38



>>> 1:; 1 7]

Milling cutter for mold

7

i

{FEAEBHRM 0.6u m/m Co10% IKHMBIAY » BECTXAM SEEIEE
B BARENIL » iRl - 8Fif~HRC52 Zifit1 ~ i
“INEEREIZER -

1.FTEERSERHESmERIRIM L
High Quality Tungten Steels Materials for Production.

2. 5870 BEEET - TIEINBFEZE™

The heavy groove type design will increase the chip removal.

B-Ei "WEL" R "R VERE - SRRPSERERENIL
Coatlng-Wlth "High wear resistance" and "High thermal crack resistance",
which will suited for wet cutting with high hardness steels.

4 BRI TR - KETES - SHREBEERE BIIEER » BB ES
Wide used in Machinery processing factory, Plumbing Hardware Industry,
Automobile and motorcycle industry, Bicycles industry, Fastener industry.

[H] ERIVJEREBERLET

O  Hwe Der Machinery and Hardware Pty Ltd.

HEXJHRE M

Specialized cutting tool factory

(2) MHD Y Y] & V) B 355 7 3% ) DB

MHD (Heavy Cutting Operation Type),4 Flutes
L TYPEB J

o] AR

W L |

E5fi1 : mm (Unit : mm)

EmiRIR 1‘“ R EE =0
d
Model No. D|ameter Flute Length Shank Diameter Overall Length Price

2 MPE 0104TXM 4

2 PE 0104TXM 1 3 6 50

2 MPE 0154TXM 1.5 4 4 50

2 PE 0154TXM 1.5 4 6 50

2 MPE 0204TXM 2 6 4 50

2 PE 0204TXM 2 6 6 50

2 MPE 0254TXM 2.5 8 4 50

2 PE 0254TXM 2.5 8 6 50

2 MHD 0304TXMD3 3 8 3 50

2 MHD 0304TXM 3 8 4 50

2 MHD 0304TXMD6 3 8 6 50

2 MHD 0354TXM 3.5 10 4 50

2 MHD 0354TXMD6 3.5 10 6 50

2 MHD 0404TXM 4 11 4 50

2 MHD 0404TXMD6 4 11 6 50

2 MHD 0454TXM 4.5 13 6 50

2 MHD 0504TXM 5 13 6 50

2 MHD 0554TXM 5.5 15 6 50

2 MHD 0604TXM 6 16 6 50

2 MHD 0654TXM 6.5 18 8 60

2 MHD 0704TXM 7 18 8 60

2 MHD 0754TXM 7.5 20 8 60

2 MHD 0804TXM 8 20 8 60

2 MHD 0854TXM 8.5 24 10 75

2 MHD 0904TXM 9 23 10 75

2 MHD 1004TXM 10 30 10 75

2 MHD 1104TXM 11 28 12 75

2 MHD 1204TXM 12 30 12 75

2 MHD 1304TXM 13 40 16 100

2 MHD 1404TXM 14 40 16 100

2 MHD 1504TXM 15 40 16 100

2 MHD 1604TXM 16 50 16 100

2 MHD 1804TXM 18 50 20 100

2 MHD 2004TXM 20 50 20 100
f@sT - Efth#E4& - 587K EA58 o For other specifications, please call to inquire
SEFAME Work Material : # B84 Excellent @ &4 Better A £ Good
BT | BB et H reels ses| mas
Carbon | Alloy Copper [Aluminum)|
steels | steels ~HRC45 ~HRC50 [~HRC55 |~HRC60 |[~HRC65 alloys alloys

* * o A o

HREIER |

Jill

|_|




HEHAMI&ES |

HD...

Hwe Der & Ho Dung

A

(2) SLE4 /| MLE4 / LLE4 PUY] R WSS BE T] () (B) 6D )

HWE DER

Specialized cutting tool factory

SLE4/MLE4/LLE4 (Long Shank,Regular Length),4 Flutes

TYPE A

EEmifma 1‘“
Model No. Dlameter Flute Length

-éz oSS

R

Shank Diameter

Overall Length Price

2 SLE 0104TXMD6

HEJHRE

Specialized cutting tool factory

Ji

Ef" mm (Unit : mm)

L4
4
L
y
y
4
.
y,

Model No. Dlameter Flute Length Shank Diameter Overall Length Price

2 MLE 0704TXM

2 SLE 0804TXM 8 20 8 75
2 MLE 0804TXM 8 20 8 100
2 LLE 0804TXM 8 20 8 150
2 MLE 0904TXM 9 23 10 100
2 MLE 1004TXM 10 30 10 100
2 LLE 1004TXM 10 30 10 150
2 MLE 1204TXM 12 30 12 100
2 LLE 1204TXM 12 30 12 150
2 MLE 1604TXM 16 50 16 150
2 MLE 2004TXM 20 50 20 150

fmst - RIS - BBREIEF

o For other specifications, please call to inquire

EFRME Work Material : # &G Excellent @ @& Better A £ Good
FRIEHEHT SEEH .
TSR | S8 Pre-hardened steels Hi;ﬂh-hardened Aizdl | NE%| BESE WS EE
Carbon | Alloy Stainless [Titanium | Nickel Based| Copper [Aluminum|
steels | steels ~HRC45 ~HRC50 |~HRC55 |~HRC60 |[~HRC65| steels | alloys alloys alloys | alloys
* * o A [ o

6
2 MLE 0104TXMD6 1 3 6 100
2 SLE 0154TXMD6 1.5 4 6 75
2 MLE 0154TXMD6 1.5 4 6 100
2 SLE 0204TXMD6 2 6 6 75
2 MLE 0204TXMD6 2 6 6 100
2 SLE 0254TXMD6 2.5 7 6 75
2 MLE 0254TXMD6 2.5 7 6 100
2 SLE 0304TXMD3 3 8 3 75
2 SLE 0304TXM 3 8 4 75
2 SLE 0304TXMD6 3 8 6 75
2 MLE 0304TXMD3 3 8 3 100
2 MLE 0304TXM 3 8 4 100
2 MLE 0304TXMD6 3 8 6 100
2 SLE 0404TXM 4 11 4 75
2 SLE 0404TXMD6 4 11 6 75
2 MLE 0404TXM 4 11 4 100
2 MLE 0404TXMD6 4 11 6 100
2 SLE 0504TXM 5 13 6 75
2 MLE 0504TXM 5 13 6 100
2 SLE 0604TXM 6 16 6 75
2 MLE 0604TXM 6 16 6 100

HERNIESS |




A &R |

HE H

HD HWE DER Ty
o MIT o .
. Specialized cutting tool factory Specialized cutting tool factory

(2) LET4 Y] E T35 8k ) BEE (2) SE2 V)35~ 8k )] 566

Hwe Der & Ho Dung

LET4 (Long Flute Length End Mill),4 Flutes SE2 (Regular Length),2 Flutes g}é
. M

15 _—<15"° . 3

o1 1 o —— o] D — ’
M B [ , I — , 2%
L | L | — | — o

1

! I

BEfiI : mm (Unit : mm)

EmimoR 731‘“ tﬂﬁ1‘“ EE =1
{5t
Model No. D|ameter Flute Length Shank Dlameter Overall Length Price

EEfil : mm (Unit : mm)

EEmiRIR 1‘“ R EE =
d DE
Model No. D|ameter Flute Length Shank Diameter Overall Length Price

2 LET 0104TXM 2 SE 0102TXM 6
2 LET 0154TXM 1.5 8 4 50 2 SE 0152TXM 1_5 4 6 50
2 LET 0204TXM 2 10 4 50 2 SE 0202TXM 2 6 6 50
2 LET 0254TXM 2.5 13 4 50 2 SE 0252TXM 2.5 7 6 50
2 LET 0304TXM 3 15 6 50 2 SE 0302TXM 3 8 6 50
2 LET 0404TXM 4 20 6 75 2 SE 0352TXM 3.5 10 6 50
2 LET 0504TXM 5 25 6 75 2 SE 0402TXM 4 1 6 50
2 LET 0604TXM 6 30 6 75 g 25 gggg;m g 12 2 gg
2 LET 0704TXM 7 35 8 100
2 LET 0804TXM 8 40 8 100 2 SE 0702TXM ! 18 8 60
2 SE 0802TXM 8 20 8 60
2 LET 0904TXM 9 45 10 100 2 SE 0902TXM 9 23 10 75
2 LET 1004TXM 10 50 10 100 2 SE 1002TXM 10 30 10 75
2 LET 1204TXM 12 50 12 100 2 SE 1102TXM 11 30 12 75
2 LET 1604TXM 16 80 16 150 2 SE 1202TXM 12 30 12 75
2 LET 2004TXM 20 80 20 150 st - Efth#34& - 585KRER5E o For other specifications, please call to inquire
et - Bt - 555REG58  For other specifications, please call to inquire
SEFAME Work Material : # B8S Excellent @ &8 Better A {£ Good
ﬁﬁ*ﬁg Work Material : * Egiiﬁe Excellent ’ ;Eg Better A 1% Good ﬁﬁm Sﬁiﬁ Pre-EEﬂj?teds Hi;ﬁ;ﬁﬁﬂed *ﬁ ﬂﬁﬁ &;Eeﬁ ﬁa& ﬁﬂﬁ'ﬁ
i‘EﬁEﬁﬁ‘M‘Z EEE@H Carbon | Alloy Stainless [Titanium | Nickel Based| Copper [Aluminum)|
%l | 5 B e G High-hardened TeEifl (A s | BEESS |Ies| 2582 steels | steels ~HRC45 ~HRC50 |~HRC55 [~HRC60 |~HRC65| steels | alloys alloys alloys | alloys
Carbon | Alloy Stainless [Titanium | Nickel Based | Copper (Aluminum
steels | steels ~HRC45 ~HRC50 |~HRC55 |[~HRC60 |~HRC65| steels | alloys alloys alloys | alloys * * o A o [ )
* * o A o o
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Hwe Der & Ho Dung

15°
D 1=

—

A

A

(2) MSE2 / SE2 —

HWE DER

L

[

Specialized cutting tool factory

DALY (€AY W)

MSE2/SE2 (Flat End Mill),2 Flutes-Micro Decimal Diameter

TYPE B

@====I

EEERfm R 1‘“ LIRS
d
Model No. D|ameter Flute Length Shank Diameter

(Unit : mm)
EEE 1;1‘5
frst
Overall Length Price

2 MSE 00120L 4

2 MSE 00220L 0.2 0.4 4 50
2 MSE 00320L 0.3 0.6 4 50
2 MSE 00420L 0.4 0.8 4 50
2 MSE 00520L 0.5 1 4 50
2 MSE 00620L 0.6 1.2 4 50
2 MSE 00720L 0.7 1.4 4 50
2 MSE 00820L 0.8 1.6 4 50
2 MSE 00920L 0.9 1.8 4 50
2 MSE 0112TXM 1.1 3 4 50
2 MSE 0122TXM 1.2 3 4 50
2 MSE 0132TXM 1.3 3 4 50
2 MSE 0142TXM 1.4 3 4 50
2 MSE 0162TXM 1.6 4 4 50
2 MSE 0172TXM 1.7 4 4 50
2 MSE 0182TXM 1.8 4 4 50
2 MSE 0192TXM 1.9 4 4 50
2 MSE 0212TXM A 6 4 50
2 MSE 0222TXM 2.2 6 4 50
2 MSE 0232TXM 2.3 6 4 50
2 MSE 0242TXM 2.4 6 4 50
2 MSE 0262TXM 2.6 8 4 50
2 MSE 0272TXM 2.7 8 4 50
2 MSE 0282TXM 2.8 8 4 50
2 MSE 0292TXM 2.9 8 4 50
2 MSE 0312TXM 3.1 9 4 50
2 MSE 0322TXM 3.2 9 4 50
2 MSE 0332TXM 3.3 9 4 50
2 MSE 0342TXM 3.4 9 4 50
2 MSE 0362TXM 3.6 10 4 50
2 MSE 0372TXM 3.7 10 4 50
2 MSE 0382TXM 3.8 10 4 50
2 MSE 0392TXM 3.9 10 4 50
2 SE 0412TXM 4.1 1" 6 50
2 SE 0422TXM 4.2 1 6 50
2 SE 0432TXM 4.3 1" 6 50
2 SE 0442TXM 4.4 11 6 50
2 SE 0452TXM 4.5 13 6 50
2 SE 0462TXM 4.6 13 6 50
2 SE 0472TXM 4.7 13 6 50
2 SE 0482TXM 4.8 13 6 50
2 SE 0492TXM 4.9 13 6 50

BB

HEJHRE MK

Specialized cutting tool factory

EmiRTR 1“‘
Model No. D|ameter Flute Length

R

Shank Diameter

EEfil : mm (Unit : mm)

EE B&
Overall Length Price

2 SE 0512TXM 6

2 SE 0522TXM 5.2 14 6 50
2 SE 0532TXM 5.3 14 6 50
2 SE 0542TXM 5.4 14 6 50
2 SE 0552TXM 5.5 15 6 50
2 SE 0562TXM 5.6 15 6 50
2 SE 0572TXM 5.7 15 6 50
2 SE 0582TXM 5.8 15 6 50
2 SE 0592TXM 5.9 15 6 50
2 SE 0612TXM 6.1 17 8 60
2 SE 0622TXM 6.2 17 8 60
2 SE 0632TXM 6.3 17 8 60
2 SE 0642TXM 6.4 17 8 60
2 SE 0652TXM 6.5 18 8 60
2 SE 0662TXM 6.6 18 8 60
2 SE 0672TXM 6.7 18 8 60
2 SE 0682TXM 6.8 18 8 60
2 SE 0692TXM 6.9 18 8 60
2 SE 0712TXM 7.1 19 8 60
2 SE 0722TXM 7.2 19 8 60
2 SE 0732TXM 7.3 19 8 60
2 SE 0742TXM 7.4 19 8 60
2 SE 0752TXM 7.5 20 8 60
2 SE 0762TXM 7.6 20 8 60
2 SE 0772TXM 7.7 20 8 60
2 SE 0782TXM 7.8 20 8 60
2 SE 0792TXM 7.9 20 8 60
2 SE 0812TXM 8.1 21 10 75
2 SE 0822TXM 8.2 21 10 75
2 SE 0832TXM 8.3 21 10 75
2 SE 0842TXM 8.4 21 10 75
2 SE 0852TXM 8.5 23 10 75
2 SE 0862TXM 8.6 23 10 75
2 SE 0872TXM 8.7 23 10 75
2 SE 0882TXM 8.8 23 10 75
2 SE 0892TXM 8.9 23 10 75
2 SE 0912TXM 9.1 25 10 75
2 SE 0922TXM 9.2 25 10 75
2 SE 0932TXM 9.3 25 10 75
2 SE 0942TXM 9.4 25 10 75
2 SE 0952TXM 9.5 25 10 75
2 SE 0962TXM 9.6 25 10 75
2 SE 0972TXM 9.7 25 10 75
2 SE 0982TXM 9.8 25 10 75
2 SE 0992TXM 9.9 25 10 75

st
i
]
2
A
il
I




\ Hwe Der Machinery and Hardware Pty Ltd. 8% ) H OB G g
Specialized cutting tool factory
O WIT 4 /el  TEL:886-4-7559458.886-4-7567158 FAX:886-4-7564341 -

EETJERESEREAT HID O Email:hdtools168@gmail.com  www.hdtools.com.tw

(2) MSB2 - V] §55ER J] RBIE

MSB2 (Ball Nose),2 Flutes

TYPE A TYPE B

hﬂ DI*_«E
ELL mm (Unit : mm)

E MR 7]1‘“ W“‘ BE
=EE
Model No. Dlameter Flute Length Shank D|ameter Overall Length Price

“zwssotozom | o5k | 1 | 2 | 4 [ s | |
Czssowenw e |12 e s |
“2mssotszn | orsR | s | 3 | 4 | s | |
“2ssotszoam | orsR | ts | 3 | 6 | so | |
“zmssozoznm | R | 2 | 4 | 4 | s | |
2seozznam | R | 2 | 4 | & | s | |
“2mssozsznwm | 12k | 25 | 5 | 4 | s | |
“2ssozszoam | 12k | 25 | 5 | & | s | |
“assBosoznxm | sk | 8 | o | s | s | |
“2mssosoznm | sk | s | e | 4 | s | |
“ssoseznm | sk | s | e | 6 | s | |
“pwssosszom | sk | a5 | 7 | 4 | s | |
owssosnxm | 2R | 4 | s | 4 | s | |
ssosnm | 2R | 4 | s | 6 | s | |
“2ssosszrxm | 2% | a5 | o | 6 | s | |
“2ssosznxm | 25k | 5 | 10 | 6 | s | |
“2ssosznm | sR | 6 | 12 | 6 | s | |
“ossoroznm | ask | 7 | s | s | e | |
gssosznm | 4R | s | 16 | s | e | |
“sBosozrxm | 4sk | s | 8 | 0 | 75 | |
2seioznm | sk | 10 | 20 | 10 | 75 | |
2seroznm | ssR | 1 | 22 | a2 | s | |
“2ssizznam | R | 1z | 26 | 12 | 15 | |
“2seisznm | 7R | 14 | 28 | 6 | 100 | |
“2seteoznxm | sR | 6 | 32 | 6 | 100 | |
“2seaoozixm | R | 20 | 40 | 2 | 10 | |

st : Efth3818 - 883 E5A5 o For other specifications, please call to inquire

BREEHAT
R
Radius




A

HD HWE DER ¥R )R WG
o MIT - .
. Specialized cutting tool factory Specialized cutting tool factory

(2)SLB2 / MLB2 / LLB2 Y] R WishER ] (@B

Hwe Der & Ho Dung

g% SLB2/MLB2/LLB2 (Ball Nose,Long Shank),2 Flutes %
7 [ TYPEB M
= e 1 DT=I e
m R |— L | m
T ' . T
Ef" mm (Unit : mm) EE{i] : mm (Unit : mm)
Model No. Radius Diameter | Flute Length Shank Dlameter Overall Length Price Model No. Radius D|ameter Flute Length Shank D|ameter Overall Length Price

2 SLB 0102TXM 0.5R 1 2 SLB 0502TXM 2.5R

2 SLB 0102TXMD6 0.5R 1 2 6 75 2 MLB 0502TXM 2.5R 5 10 6 100

2 MLB 0102TXM 0.5R 1 2 4 100 2 SLB 0602TXM 3R 6 12 6 75

2 MLB 0102TXMD6 0.5R 1 2 6 100 2 MLB 0602TXM 3R 6 12 6 100

2 SLB 0152TXM 0.75R 1.5 3 4 75 2 SLB 0802TXM 4R 8 16 8 75

2 SLB 0152TXMD6 | 0.75R 1.5 3 6 75 2 MLB 0802TXM 4R 8 16 8 100

2 MLB 0152TXM 0.75R 1.5 3 4 100 2 LLB 0802TXM 4R 8 16 8 150

2 MLB 0152TXMD6 | 0.75R 1.5 3 6 100 2 MLB 1002TXM 5R 10 20 10 100

2 SLB 0202TXM 1R 2 4 4 75 2 LLB 1002TXM 5R 10 20 10 150

2 SLB 0202TXMD6 1R 2 4 6 75 2 MLB 1202TXM 6R 12 24 12 100

2 MLB 0202TXM 1R 2 4 4 100 2 LLB 1202TXM 6R 12 24 12 150

2 MLB 0202TXMD6 1R 2 4 6 100 2 MLB 1602TXM 8R 16 32 16 150

2 SLB 0252TXM 1.25R 2.5 5 4 75 2 MLB 2002TXM 10R 20 40 20 150

2 SLB 0252TXMD6 1.25R 2.5 5 6 75 st - ELfiR4% - 555K &858  For other specifications, please call to inquire

2 MLB 0252TXM 1.25R 2.5 5 4 100

2 MLB 0252TXMD6 | 1.25R 2.5 5 6 100 EFIME Work Material : * B#E Excellent @ j&& Better A £ Good

2 SLB 0302TXMD3 | 1.5R | 3 6 3 75 BT SR8 |pre i Heels e 7@ | ges| aEss @Was|Eas

2 SLB 0302TXM 1.5R 3 6 4 75 CsiZ'Z‘u’s" :'\cgglys ~HRC45 ~HRC50 [~HRC55 [~HRC60 |~HRC65 Stsiiene:fsss Ti;allnoi;sm Nicﬁll;assed ca(imir AIZIIYI‘;;: Y

2 SLB 0302TXMD6 1.5R 3 6 6 75

* * o A [ {

2 MLB 0302TXMD3 1.5R 3 6 3 100

2 MLB 0302TXM 1.5R 3 6 4 100

2 MLB 0302TXMD6 1.5R 3 6 6 100

2 SLB 0402TXM 2R 4 8 4 75

2 SLB 0402TXMD6 2R 4 8 6 75

2 MLB 0402TXM 2R 4 8 4 100

2 MLB 0402TXMD6 2R 4 8 6 100




A

: H &l 2
HD.. HWE DER  wxnmmaw
Specialized cutting tool factory Specialized cutting tool factory

(2) RTAWYJSE8R A 3k ] DEE

Hwe Der & Ho Dung

fi% fi%
ﬁm RTA (Corner Radius),4 Flutes ﬁ]ﬂ
M M
i S i
s ;
Jijl I

T </ L DID

B8 : mm (Unit : mm) (Unit : mm)

==B1=E 7T Q =k T I
e N -- . o " % 0 ki _:EE st
@ D R I d Fia
Model No. Flute Length | Shank Diameter { Overall Length Rrice Model No. Diameter ggg}fg Flute Length | Shank Diameter | Overall Length Price

2 RTA 010024TXM 1 x 0.2R 2 RTA 080024TXM | 8 x 0.2R

2 RTA 015024TXM | 1.5 x 0.2R 3 4 50 2 RTA 080054TXM | 8 x 05R | 16 3 60

2 RTA 020024TXM 2 x 02R | 4 4 50 2 RTA 080204TXM | 8 x 2R 16 3 60

2 RTA 020054TXM 2 x05R| 4 4 50 2 RTA 100054TXM | 10 x 0.5R | 20 10 75

2 RTA 025024TXM | 2.5 x 0.2R 5 4 50 2 RTA 100104TXM | 10 x 1R 20 10 75

2 RTA 025054TXM 2.5 x 0.5R 5 4 50 2 RTA 100204TXM 10 x 2R 20 10 75

2 RTA 030024TXMD3 | 3 x 02R | 6 . 2L 2 RTA 120054TXM | 12 x 0.5R | 24 12 75

2 RTA 030024TXM 3 x02R | 6 4 50 2 RTA 120104TXM | 12 x 1R 24 12 75

2 RTA 030024TXMD6 | 3 x 0.2R | 6 6 50 2 RTA 120204TXM | 12 % 2R 24 e 75

2 RTA 030054TXMD3 3 x 0.5R 6 3 50 2 RTA 120304TXM 12 x 3R 24 12 75

2 RTA 030054TXM 3 x 0.5R 6 4 50 st « R4S - 5558 &E585  For other specifications, please call to inquire

2 RTA 030054TXMD6 | 3 x 0.5R | 6 6 50

2 RTA 030104TXMD3 3 x 1R 6 3 50 ERHE Work Material : * i8S Excellent @ 5@ Better A f£ Good
2RTA030104TXM__| 3 x 1R |6 4 50 BT SR e mrdencd s i ordénta TR | e | mEAS |Baw| R
2 DB 1P R0 8 g b 2l Gecs | stedk | <HRC45  |-HRGS0|-HRCSS |~HRCEO [<HRCES| sl | aloys | alloys | alows | aioys |
2 RTA 040024TXM 4 x 02R | 8 4 50

2 RTA 040024TXMD6 | 4 x 0.2R | 8 6 50 il ° 4 ° °

2 RTA 040054TXM 4 x 05R | 8 4 50

2 RTA 040054TXMD6 | 4 x 0.5R | 8 6 50

2 RTA 040104TXM 4 x 1R 8 4 50

2 RTA 040104TXMD6 | 4 x 1R 8 6 50

2 RTA 050054TXM 5 x 0.5R | 10 6 50

2 RTA 050104TXM 5 x 1R 10 6 50

2 RTA 060024TXM 6 x 0.2R | 12 6 50

2 RTA 060054TXM 6 x 0.5R | 12 6 50

2 RTA 060104TXM 6 x 1R 12 6 50

2 RTA 060154TXM 6 x 1.5R | 12 6 50




A

> E U S
HD... HWE DER  wrnRmak
‘ Specialized cutting tool factory Specialized cutting tool factory

Hwe Der & Ho Dung

£ (2) SLR4 / MLR4 U Y] E g sdR # 3% 7] DEE -
o SLR4/MLR4 (Corner Radius,Long Shank),4 Flutes 5
) M
j 2
i . S — PHETTUIPRR

R/(_|4 L | T

BEfil : mm (Unit : mm)

T EE R AR E  RA )= LS =R & -
! D R | d L s
Model No. Diameter ~ gomer Flute Length Shank Diameter | Overall Length Price
8 75

- i = e = = 2 SLR 040024TXM 4 x 0.2R 4

Model No. Diameter g‘a’é”if; Flute Length Shank Diameter Overall Length Price 2 MLR 040024TXM 4 x 0.2R 8 4 100
2 SLR 010024TXM 1 x 0.2R 2 4 75 2 MLR 040024TXMD6| 4 x 0.2R 8 6 100
2 SLR 010024TXMD6 1 x 0.2R 2 6 75 2 SLR 040054TXM 4 x 0.5R 8 4 75
2 MLR 010024TXM 1 %x 0.2R 2 4 100 2 SLR 040054TXMD6 4 x 0.5R 8 6 75
2 MLR 010024TXMD6| 1 x 0.2R 2 6 100 2 MLR 040054TXM 4 x 0.5R 8 4 100
2 SLR 015024TXM 1.5 % 0.2R 3 4 75 2 MLR 040054TXMD6| 4 x 0.5R 8 6 100
2 SLR 015024TXMD6 | 1.5 x 0.2R 3 6 75 2 SLR 040104TXM 4 x 1R 8 4 75
2 MLR 015024TXM 1.5 x 0.2R 3 4 100 2 SLR 040104TXMD6 4 x 1R 8 6 75
2 MLR 015024TXMD6| 1.5 x 0.2R 3 6 100 2 MLR 040104TXM 4 x 1R 8 4 100
2 SLR 015054TXM 1.5 x 0.5R 3 4 75 2 MLR 040104TXMD6| 4 x 1R 8 6 100
2 SLR 015054TXMD6 | 1.5 x 0.5R 3 6 75 2 SLR 060024TXM 6 x 0.2R 12 6 75
2 MLR 015054TXM 1.5 x 0.5R 3 4 100 2 MLR 060024TXM 6 x 0.2R 12 6 100
2 MLR 015054TXMD6| 1.5 x 0.5R 3 6 100 2 SLR 060054TXM 6 x 0.5R 12 6 75
2 SLR 020024TXM 2 x 0.2R 4 4 75 2 MLR 060054TXM 6 x 0.5R 12 6 100
2 SLR 020024TXMD6 2 x 0.2R 4 6 75 2 SLR 060104TXM 6 x 1R 12 6 75
2 MLR 020024TXM 2 x 0.2R 4 4 100 2 MLR 060104TXM 6 x 1R 12 6 100
2 MLR 020024TXMD6| 2 x 0.2R 4 6 100 2 SLR 080024TXM 8 x 0.2R 16 8 75
2 SLR 020054TXM 2 x 0.5R 4 4 75 2 MLR 080024TXM 8§ x 0.2R 16 8 100
2 SLR 020054TXMD6 2 x 0.5R 4 6 75 2 SLR 080054TXM 8 x 0.5R 16 8 75
2 MLR 020054TXM 2 x 0.5R 4 4 100 2 MLR 080054TXM 8 x 0.5R 16 8 100
2 MLR 020054TXMD6| 2 x 0.5R 4 6 100 2 SLR 080104TXM 8 x 1R 16 8 75
2 SLR 030024TXMD3| 3 x 0.2R 6 3 75 2 MLR 080104TXM 8 x 1R 16 8 100
2 SLR 030024TXM 3 x 0.2R 6 4 75 2 SLR 080204TXM 8 x 2R 16 8 75
2 SLR 030024TXMD6 3 x 0.2R 6 6 75 2 MLR 080204TXM 8 x 2R 16 8 100
2 MLR 030024TXMD3| 3 x 0.2R 6 3 100 2 MLR 100054TXM 10 x 0.5R 20 10 100
2 MLR 030024TXM 3 x 0.2R 6 4 100 2 MLR 100104TXM 10 x 1R 20 10 100
2 MLR 030024TXMD6| 3 x 0.2R 6 6 100 2 MLR 100204TXM 10 x 2R 20 10 100
2 SLR 030054TXMD3| 3 x 0.5R 6 3 75 2 MLR 120054TXM 12 x 0.5R 24 12 100
2 SLR 030054TXM 3 x 0.5R 6 4 75 2 MLR 120104TXM 12 x 1R 24 12 100
2 SLR 030054TXMD6 3 x 0.5R 6 6 75 2 MLR 120204TXM 12 x 2R 24 12 100
2 MLR 030054TXMD3| 3 x 0.5R 6 3 100 2 MLR 120304TXM 12 x 3R 24 12 100
2 MLR 030054TXM 3 x 0.5R 6 4 100 st - Efth#R& - 555K EG58  For other specifications, please call to inquire
2 MLR 030054TXMD6| 3 x 0.5R 6 6 100
2 SLR 030104TXMD3 3 x 1R 6 3 75 BRI E Work Material : # B8 E Excellent @ &3 Better A {£ Good
2 SLR 030104TXM 3 x 1R 6 4 75 ~ FEBE SR 2 A PON SN
2 SLR 030104TXMD6 3 x 1R 6 6 75 ﬁg%f@ ﬂ%?ﬂ Pre-hardened steels High-hardened S;Eﬁfﬂ Tﬁitxaﬁillf\ N%%Il}:a;?d Eﬂ;% A?ugnlﬁn?m
2 MLR 030104TXMD3 3 x 1R 6 3 100 steels | steels ~HRC45 ~HRC50 |~HRC55 |~HRC60 |~HRC65| steels | alloys alloys alloys | alloys
2 MLR 030104TXM 3 x 1R 6 4 100
2 MLR 030104TXMD6] 3 x 1R 6 6 100 i ° A ° °




>>> KRB AT

Milling cutter for mold

B EcHBR

{FHMmAAZEMN 0.3u m/m Co12% RN - B SMEANS
EBRMEZTXIRERE » HRrlEARZENSERIE « 5%l - BEH
~HRC55 Z 4t -

s 8l| THE GoLD SERIES

1.FTENERESRAS MBS
High Quality Tungten Steels Materials for Production.

2. 5870 BEEET - TIBINBEZER

The heavy groove type design will increase the chip removal.

FRE-Eh "MEWE" R "SEE" WERE - ERREIRSRUH
Coating-With “High heat resistant” and ° ngh lubrication” coating, which will
suited for wet cutting and high speed processing.

4.FEZIERARMMII IR - XRERSESR - BRERSER - MASEHINIER
KAEESR - AMEBESRX  BNEER REfFER

Wide used in Machinery processing factory, Domestic Appliances Industry, Mold
and Die Manufacturing Industry, Aerospace parts Industry, Plumbing Hardware

Industry, Automobile and motorcycle industry, Bicycles industry, Fastener industry.

[H]@ ZEBTNVELEEBMRAE
O Hwe Der Machinery and Hardware Pty Ltd.

HEJHRE MK

Specialized cutting tool factory

(5) MHD WU Y J = Y)HI358 7 3t T]

MHD (Heavy Cutting Operation Type),4 Flutes

TYPE B

BB

DIEI

s mm ( Unlt mm)

Model No. Diameter Flute Length Shank D|ameter Overall Length Price

5 MSE 0104TX 1

5 SE 0104TX 1 3 6 50
5 MSE 0154TX 1.5 4 4 50
5 SE 0154TX 1.5 4 6 50
5 MSE 0204TX 2 6 4 50
5 SE 0204TX 2 6 6 50
5 MSE 0254TX 2.5 8 4 50
5 SE 0254TX 2.5 8 6 50
5 MHD 0304TXD3 3 8 3 50
5 MHD 0304TX 3 8 4 50
5 MHD 0304TXD6 3 8 6 50
5 MHD 0354TX 3.5 10 4 50
5 MHD 0354TXD6 3.5 10 6 50
5 MHD 0404TX 4 1" 4 50
5 MHD 0404TXD6 4 11 6 50
5 MHD 0504TX 5 13 6 50
5 MHD 0604TX 6 16 6 50
5 MHD 0704TX 7 18 8 60
5 MHD 0804TX 8 20 8 60
5 MHD 0904TX 9 25 10 75
5 MHD 1004TX 10 30 10 75
5 MHD 1104TX 1 28 12 75
5 MHD 1204TX 12 30 12 75
5 MHD 1304TX 13 40 16 100
5 MHD 1404TX 14 40 16 100
5 MHD 1504TX 15 45 16 100
5 MHD 1604TX 16 50 16 100
5 MHD 1804TX 18 50 20 100
5 MHD 2004TX 20 50 20 100

st - ELfARAE - SR2REIES

° For other specifications, please call to inquire

W 52585 Excellent @ &5 Better A &£ Good

B E Work Material :
FEIEH
xR | &%= Pre-hardened steels
Carbon | Alloy
steels | steels ~HRC45 ~HRC50 [~HRC55 [~HRC60 [~HRC65
o * * * o

bi=f3
Copper
alloys

bisy=F:3
Aluminum
alloys




HWE DER

Specialized cutting tool factory

HD

Hwe Der & Ho Dung

(5) MSE2 /)M 855 V1 5t J)

MSE2 (Flat End Mill),2 Flutes Decimal Diameter

B

_—515°

ST

3
L

BEfil : mm (Unit :

EE i 7Jf‘“ *ﬂi{‘“ EEE B
Fﬁni
Model No. Dlameter Flute Length SHENT Dlameter OveraII Length Price

“swsEooioL | o4 | oz | 4 [ s | |
swsEoozzoL | o0z | o4 | 4 | S0 | |
“smsEoos2oL | 03 | 06 | 4 | S0 | |
swsEooazoL | o4 | 08 | 4 | S0 | |
“smseoos2oL | 05 | to | 4 | so | |
swsEooe2oL | 06 | 12 | 4 | S0 | |
“swseoorzoL | o7 | 14 | 4 | so | |
swsEoos2oL | 08 | 16 | 4 | so | |
~swseoszoL | 09 | te | 4 | so | |

st - ELft#R& - 555REG58  For other specifications, please call to inquire

SEFAE Work Material : # B8 Excellent @ BE Better A {£ Good

tiSREl | &5 Pre-| hardened steels High- hardened Tzl | IS | RESE |WoE| BeS
Carbon | Alloy Stainless [Titanium [ Nickel Based | Copper [Aluminum
steels | steels ~HRC45 ~HR050 ~HRC55 ~HRC60 ~HRCG65| steels | alloys alloys alloys alloys

T-8

T-15
— o= )

SREWRISEES

I}ﬂ@@ & LIPS

SRENNEE S FR %E‘r

AR A8

ARES

T-6

6.35

T-7

6.35

6.35

T-9

6.35

. o= T-10

6.35

6.35

s T-20

6.35

5 %2 AU ) H SO M AR -

J SETIE - E75E

HSS Torx Screwdriver for Indexable Insert Cutting Tools

©@@ HAEAER » SRR

A ju A zﬂ. J"& 25
— i i g
LR ) 8| 8.} 8 8

T-6 T-7 T-9 T-10 .T-15> T-20

2R JEAER/RAT
M | K =T & 137

TEL:886-4-7559458.7567158
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‘ Specialized cutting tool factory Specialized cutting tool factory

(s) SLE4 / MLE4 / LLE4 WY EWSSHI3ET] @B

SLE4/MLE4/LLE4 (Long Shank,Regular Length),4 Flutes

Hwe Der & Ho Dung

15° { TYPEB J
I —— DII
‘_I.| L | |
|

EEfiI : mm (Unit : mm)

FE M5 1‘“ g EE B
d =R
Model No. Dlameter Flute Length Shank Diameter Overall Length Price

BEfiI : mm (Unit : mm)

EE MR R 1‘“ g EE =
d [=EE
Model No. D|ameter Flute Length Shank Diameter Overall Length Price

5 SLE 0104TXD6 6 5 MLE 0704TX

5 MLE 0104TXD6 1 2.5 6 100 5 SLE 0804TX 8 20 8 75

5 SLE 0154TXD6 1.5 4 6 75 5 MLE 0804TX 8 20 8 100

5 MLE 0154TXD6 1.5 4 6 100 5 LLE 0804TX 8 20 8 150

5 SLE 0204TXD6 2 6 6 75 5 MLE 0904TX 9 23 10 100

5 MLE 0204TXD6 2 6 6 100 5 MLE 1004TX 10 30 10 100

5 SLE 0254TXD6 2.5 7 6 75 5 LLE 1004TX 10 30 10 150

5 MLE 0254TXD6 2.5 7 6 100 5 MLE 1204TX 12 30 12 100

5 SLE 0304TXD3 3 8 3 75 5 LLE 1204TX 12 30 12 150

5 SLE 0304TX 3 8 4 75 5 MLE 1604TX 16 50 16 150

5 SLE 0304TXD6 3 8 6 75 5 MLE 2004TX 20 50 20 150

5 MLE 0304TXD3 3 8 3 100 5T - Efth#E4& - 587REG58 o For other specifications, please call to inquire

5 MLE 0304TX 3 8 4 100

5 MLE 0304TXD6 3 8 6 100 EARME Work Material : # B85 Excellent @ &5 Better A f£ Good
5 SLE 0404TX 4 11 4 75 W | S e |, Rt e Bae
5 SLE 0404TXD6 E 1 6 75 csatret;?sn sI:!:Iys ~HRC45 ~HRC50 |~HRC55 |~HRC60 [~HRC65 ca(i'l:’zir All;?':;;:m
5 MLE 0404TX 4 11 4 100

5 MLE 0404TXD6 4 1 6 100 el * * ol °

5 SLE 0504TX 5 13 6 75

5 MLE 0504TX 5 13 6 100

5 SLE 0604TX 6 16 6 75

5 MLE 0604TX 6 16 6 100




Hwe Der & Ho Dung .
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A

HWE DER

Specialized cutting tool factory

5) LET4 WUV VIS5 188 ]

LET4 (Long Flute Length End Mill),4 Flutes

.
Dmnég ] S—

| 1L J

(Unit : mm)

EfiI -
Emifme 731‘“ *ﬂi{“‘ EE 1a$§
frsE
Model No. Dlameter Flute Length Shank Dlameter Overall Length Price

5 LET 0104TX

5 LET 0154TX 1.5 8 4 50

5 LET 0204TX 2 10 4 50

5 LET 0254TX 2.5 13 4 50

5 LET 0304TX 3 15 6 75

5 LET 0404TX 4 20 6 75

5 LET 0504TX 5 25 6 75

5 LET 0604TX 6 30 6 75

5 LET 0704TX 7 35 8 100

5 LET 0804TX 8 40 8 100

5 LET 0904TX 9 45 10 100

5 LET 1004TX 10 50 10 100

5 LET 1204TX 12 50 12 100

5 LET 1604TX 16 80 16 150

5 LET 2004TX 20 80 20 150
EFME Work Material : &S Excellent @ j&& Better A {£ Good
B | 25 e manca el i et i || @EAs mes mas
Carbon | Alloy Stainless [Titanium | Nickel Based | Copper [Aluminum
steels | steels ~HRC45 ~HRC50 |~HRC55 |~HRC60 [~HRC65| steels | alloys alloys alloys | alloys

B ¥ 5 <5 o e B ON

Carbide Coating Drills

SEkEl  REW - AElSEIT -
=B MTHERRIE & BB ST U)E o i i
BB ER RS SEEL &S -

Q) ETARREEBILNIRRESSHEEILE -
BGBNIE -

© O

M) WOD S|00}PY MMM

* KILAZIHHER

Coolant Hole High Performance
Tungsten Carbide Drill

3D /5D /8D

2 B0 THh /< 555 5 S 5R

High Performance
Tungsten Carbide Drill

3D /5D /7D

-I"\.'

ﬂ t"l‘al'l
E' LIHEIr
l;

==/ JERAhEBRAT

Hwe Der Machinery and Hardware Pty Ltd. 63
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HD... HWE DER  wranwan
Specialized cutting tool factory Specialized cutting tool factory

(5) MSB2 / SB2 VISR 7] REEE (5) MSB /MBS HRAER J]

MSB2 (Ball Nose),2 Flutes MSB (Ball Nose),2 Flutes-Decimal Diameter

Hwe Der & Ho Dung

LHEEE

o
15° 15
o] g 03 1
| R™ |1
R }— L ! H L !
BEfil : mm (Unit : mm) EEfi[ : mm (Unit : mm)

FE FRimER ERERE '731‘“ #f'ki{‘“ EE =4
R [FE
Model No. Radius D|ameter Flute Length Shank D|ameter Overall Length Price

EE ik PREEE | 2 EE =1
R D) n$
Model No. Radius Diameter Flute Length SHENT Dlameter Overall Length Price

5 MSB 0102TX 0.5R 1 5 MSB 00220L 0.1R

5 SB 0102TX 0.5R 1 2 6 50 5 MSB 00320L | 0.15R 0.3 0.6 4 50

5 MSB 0152TX | 0.75R 1.5 3 4 50 5 MSB 00420L 0.2R 0.4 0.8 4 50

5 SB 0152TX 0.75R 1.5 3 6 50 5 MSB 00520L | 0.25R 0.5 1 4 50

5 MSB 0202TX 1R 2 4 4 50 5 MSB 00620L 0.3R 0.6 1.2 4 50

5 SB 0202TX 1R 2 4 6 50 5 MSB 00720L | 0.35R 0.7 1.4 4 50

5 MSB 0252TX 1.25R 2.5 5 4 50 5 MSB 00820L 0.4R 0.8 1.6 4 50

5 SB 0252TX 1.25R 2.5 5 6 50 5 MSB 00920L | 0.45R 0.9 1.8 4 50

5 SSB 0302TX 1.5R 3 6 3 50 5 MSB 0112TX | 0.55R 11 2.2 4 50

5 MSB 0302TX 1.5R 3 6 4 50 5 MSB 0122TX 0.6R 1.2 2.4 4 50

5 SB 0302TX 1.5R 3 6 6 50 5 MSB 0132TX | 0.65R 1.3 2.6 4 50

5 MSB 0352TX 1.75R 3.5 7 4 50 5 MSB 0142TX 0.7R 1.4 2.8 4 50

5 MSB 0402TX 2R 4 8 4 50 5 MSB 0162TX 0.8R 1.6 3.2 4 50

5 SB 0402TX 2R 4 8 6 50 5 MSB 0172TX | 0.85R 1.7 3.4 4 50

5 SB 0452TX 2.25R 4.5 9 6 50 5 MSB 0182TX 0.9R 1.8 3.6 4 50

5 SB 0502TX 2.5R 5 10 6 50 5 MSB 0192TX | 0.95R 1.9 3.8 4 50

5 SB 0602TX 3R 6 12 6 50 5 MSB 0212TX | 1.05R 2.1 4.2 4 50

5 SB 0702TX 3.5R 7 14 8 60 5 MSB 0222TX 1.1R 2.2 4.4 4 50

5 SB 0802TX 4R 8 16 8 60 5 MSB 0232TX | 1.15R 2.3 4.6 4 50

5 SB 0902TX 4.5R 9 18 10 75 5 MSB 0242TX 1.2R 2.4 4.8 4 50

5 SB 1002TX 5R 10 20 10 75 5 MSB 0262TX 1.3R 2.6 5.2 4 50

5 SB 1102TX 5.5R 1" 22 12 75 5 MSB 0272TX | 1.35R 2.7 5.4 4 50

5 SB 1202TX 6R 12 24 12 75 5 MSB 0282TX 1.4R 2.8 5.5 4 50

5 SB 1602TX 8R 16 32 16 100 5 MSB 0292TX | 1.45R 2.9 5.8 4 50

5SB 2002TX 10R 20 40 20 100 et - Ef#RE - 555KE 558  For other specifications, please call to inquire
5T - ELfth#E4& - 555KE558 o For other specifications, please call to inquire

EAME Work Material : # ERiEE Excellent @ 5&& Better A {£ Good
BFIHE Work Material : ____ * BREE Excellent @ {#H Better A f£ Good - Eﬁ%ﬂﬂteeu Hiﬁﬁi%eﬂﬁed ~ |as| mEes|@os| mas
R =M Pre-l?aErEﬂjfteels Hi;ﬁh-ﬁiged A5l | AeE| RESE S| B C;:;?: 322% ~HRC45  |~HRC50 |~HRC55 [~HRC60 |[~HRC65 Sts;;?ellesss lelgmsm NICI::ellloBasSed cﬁﬁ;@ir Alhalrl?clon;l g
Sueh | sl | -ncas|-rmoso]-Hross |-Hmcan[-HRoss| Sede | e | sl | o | e e :
o * * * o o
([ ) * * * [ ) ([
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. Specialized cutting tool factory Specialized cutting tool factory

(5) SLB2 / MLB2 / LLB2 —JJEWiSHER ] ™)@

SLB2/MLB2/LLB2 (Ball Nose,Long Shank),2 Flutes

Hwe Der & Ho Dung

o 1 o e —
== L | e |
EE{i] : mm (Unit : mm) EEfiI : mm (Unit : mm)
R D | d L fst R D | d L fmst
Model No. Radius Diameter | Flute Length | Shank Diameter | Overall Length | Price Model No. Radius Diameter | Flute Length | Shank Diameter | Overall Length | Price
5 SLB 0102TX 0.5R 1 2 4 75 5 SLB 0502TX 2.5R 5 10 6 75
5 SLB 0102TXD6 0.5R 1 2 6 75 5 MLB 0502TX 2.5R 5 10 6 100
5 MLB 0102TX 0.5R 1 2 4 100 5 SLB 0602TX 3R 6 12 6 75
5 MLB 0102TXD6 | 0.5R 1 2 6 100 5 MLB 0602TX 3R 6 12 6 100
5 SLB 0152TX 0.75R 1.5 3 4 75 5 SLB 0802TX 4R 8 16 8 75
5 SLB 0152TXD6 | 0.75R 1.5 3 6 75 5 MLB 0802TX 4R 8 16 8 100
5 MLB 0152TX 0.75R 1.5 3 4 100 5 LLB 0802TX 4R 8 16 8 150
5 MLB 0152TXD6 | 0.75R 1.5 3 6 100 5 MLB 1002TX 5R 10 20 10 100
5 SLB 0202TX 1R 2 4 4 75 5LLB 1002TX 5R 10 20 10 150
5 SLB 0202TXD6 1R 2 4 6 75 5 MLB 1202TX 6R 12 24 12 100
5 MLB 0202TX 1R 2 4 4 100 5LLB 1202TX 6R 12 24 12 150
5 MLB 0202TXD6 1R 2 4 6 100 5 MLB 1602TX 8R 16 32 16 150
5 SLB 0252TX 1.25R 2.5 5 4 75 5 MLB 2002TX 10R 20 40 20 150
5 SLB 0252TXD6 | 1.25R 2.5 5 6 75 et « EfthiR4E - 555REE85  For other specifications, please call to inquire
5 MLB 0252TX 1.25R 2.5 5 4 100
5 MLB 0252TXD6 | 1.25R 2.5 5 6 100 B E Work Material : * EEE Excellent @ & Better A £ Good
5 SLB 0302TXD3 | 1.5R 3 6 3 75 W | Sl |, ST ez Eas
5 SLB 0302TX 1.5R 3 6 4 75 Geols | steds | ~HRCAS ~HRC50 |~HRC55 |~HRC60 |[~HRC65 c;m?;r Ah;rlmry]: "
5 SLB 0302TXD6 1.5R 3 6 6 75 ° N x N ° °
5 MLB 0302TXD3 | 1.5R 3 6 3 100
5 MLB 0302TX 1.5R 3 6 4 100
5 MLB 0302TXD6 | 1.5R 3 6 6 100
5 SLB 0402TX 2R 4 8 4 75
5 SLB 0402TXD6 2R 4 8 6 75
5 MLB 0402TX 2R 4 8 4 100
5 MLB 0402TXD6 2R 4 8 6 100




A

HWE DER WOR ) H W R

Specialized cutting tool factory Specialized cutting tool factory

H D. MIT
Hwe Der & Ho Dung ‘

(5) RTA PUYJS5SRR M % T) B

RTA (Corner Radius),4 Flutes

S —
R/“—I'| L

: mm (Unit : mm) BE{i : mm (Unit : mm)
Model No. Diameter SoTer | Flute Length Shank Dlameter Overall Length Price Model No. Diameter S°Ter | Flute Length | Shank Diameter OveraII Length Price
5 RTA 010014TX 1 x 0.1R 4 5 RTA 080024TX 8 x 0.2R
5 RTA 010024TX 1 x 0.2R 2 4 50 5 RTA 080054TX 8 x 0.5R 16 8 60
5 RTA 015024TX 1.5 x 0.2R 3 4 50 5 RTA 080104TX 8 x 1R 16 8 60
5 RTA 015054TX 1.5 x 0.5R 3 4 50 5 RTA 080204TX 8 x 2R 16 8 60
5 RTA 020014TX 2 x 0.1R 4 4 50 5 RTA 100054TX 10 x 0.5R 20 10 75
5 RTA 020024TX 2 x 0.2R 4 4 50 5 RTA 100104TX 10 x 1R 20 10 75
5 RTA 020054TX 2 x 0.5R 4 4 50 5 RTA 100204TX 10 x 2R 20 10 75
5 RTA 025024TX 2.5 x 0.2R 5 4 50 5 RTA 120054TX 12 x 0.5R 24 12 75
5 RTA 025054TX 2.5 x 0.5R 5 4 50 5 RTA 120104TX 12 x 1R 24 12 75
5 RTA 030014TX 3 x 0.1R 6 4 50 5 RTA 120204TX 12 x 2R 24 12 75
5 RTA 030024TXD3 3 x 0.2R 6 3 50 5 RTA 120304TX 12 x 3R 24 12 75
5 RTA 030024TX 3 x 0.2R 6 4 50 st - Eft#RAg - 553REG © For other specifications, please call to inquire
5 RTA 030024TXD6 3 x 0.2R 6 6 50
5 RTA 030054TXD3 3 x 0.5R 6 3 50 B E Work Material  BRiEE Excellent @ 3&® Better A £ Good
5 RTA 030054TX 3 x 0.5R 6 4 50 W SR o, ] sias| mas
5 RTA 030054TXD6 | 3 x 0.5R 6 6 50 GGeds | st | ~HRC45  |-HRC50|-HRCSS |<HRCS0|~HRCES piod aetiibl
5 RTA 030104TXD3 3 x 1R 6 3 50 ° N N N ° °
5 RTA 030104TX 3 x 1R 6 4 50
5 RTA 030104TXD6 3 x 1R 6 6 50
5 RTA 040014TX 4 x 0.1R 8 4 50
5 RTA 040024TX 4 x 0.2R 8 4 50
5 RTA 040024TXD6 4 x 0.2R 8 6 50
5 RTA 040054TX 4 x 0.5R 8 4 50
5 RTA 040054TXD6 4 x 0.5R 8 6 50
5 RTA 040104TX 4 x 1R 8 4 50
5 RTA 040104TXD6 4 x 1R 8 6 50
5 RTA 050054TX 5 x 0.5R 10 6 50
5 RTA 050104TX 5 x 1R 10 6 50
5 RTA 060024TX 6 x 0.2R 12 6 50
5 RTA 060054TX 6 x 0.5R 12 6 50
5 RTA 060104TX 6 x 1R 12 6 50
‘ 5 RTA 060154TX 6 x 1.5R 12 6 50 .



A

HEJHERGM
HD.. HWE DER  wsanma
‘ Specialized cutting tool factory Specialized cutting tool factory

(5)SLR4 / MLR4 Y] EMEMRAZET]  ®E6RE

SLR4/MLR4 (Corner Radius,Long Shank),4 Flutes

] S —
| BS{i7 : mm (Unit : mm)
/" L

Hwe Der & Ho Dung

FEE GRS 73@ R% &
fmex
Model No. Dlameter ggg’f; Flute Length Shank D|ameter Overall Length Price

BE{i] : mm(Unlt mm)

D | d frat 5 SLR 040024TXD6 4 x 0.2R 8 6 75

Model No. Diameter gggl‘j; Flute Length | Shank Diameter | Overall Length Price 5 MLR 040024TX 4 x 02R 8 4 100
5 SLR 010024TX 1 x 0.2R 2 4 5 MLR 040024TXD6 4 x 0.2R 8 6 100
5 SLR 010024TXD6 1 x 0.2R 2 6 75 5 SLR 040054TX 4 x 0.5R 8 4 75
5 MLR 010024TX 1 x 0.2R 2 4 100 5 SLR 040054TXD6 4 x 0.5R 8 6 75
5 MLR 010024TXD6 1 x 0.2R 2 6 100 5 MLR 040054TX 4 x 0.5R 8 4 100
5 SLR 015024TX 1.5x 0.2R 3 4 75 5 MLR 040054TXD6 4 x 0.5R 8 6 100
5 SLR 015024TXD6 1.5x 0.2R 3 6 75 5 SLR 040104TX 4 x 1R 8 4 75
5 MLR 015024TX 1.5x 0.2R 3 4 100 5 SLR 040104TXD6 4 x 1R 8 6 75
5 MLR 015024TXD6 1.5x 0.2R 3 6 100 5 MLR 040104TX 4 x 1R 8 4 100
5 SLR 015054TX 1.5x 0.5R 3 4 75 5 MLR 040104TXD6 4 x 1R 8 6 100
5 SLR 015054TXD6 1.5 % 0.5R 3 6 75 5 SLR 060024TX 6 x 0.2R 12 6 75
5 MLR 015054TX 1.5x 0.5R 3 4 100 5 MLR 060024TX 6 x 0.2R 12 6 100
5 MLR 015054TXD6 1.5 % 0.5R 3 6 100 5 SLR 060054TX 6 x 0.5R 12 6 75
5 SLR 020024TX 2 x 0.2R 4 4 75 5 MLR 060054TX 6 x 0.5R 12 6 100
5 SLR 020024TXD6 2 x 0.2R 4 6 75 5 SLR 060104TX 6 x 1R 12 6 75
5 MLR 020024TX 2 x 0.2R 4 4 100 5 MLR 060104TX 6 x 1R 12 6 100
5 MLR 020024TXD6 2 x 0.2R 4 6 100 5 SLR 080024TX 8 x 0.2R 16 8 75
5 SLR 020054TX 2 x 0.5R 4 4 75 5 MLR 080024TX 8 x 0.2R 16 8 100
5 SLR 020054TXD6 2 x 0.5R 4 6 75 5 SLR 080054TX 8 x 0.5R 16 8 75
5 MLR 020054TX 2 x 0.5R 4 4 100 5 MLR 080054TX 8 x 0.5R 16 8 100
5 MLR 020054TXD6 2 x 0.5R 4 6 100 5 SLR 080104TX 8 x 1R 16 8 75
5 SLR 030024TXD3 3 x 0.2R 6 3 75 5 MLR 080104TX 8 x 1R 16 8 100
5 SLR 030024TX 3 x 0.2R 6 4 75 5 SLR 080204TX 8 x 2R 16 8 75
5 SLR 030024TXD6 3 x 0.2R 6 6 75 5 MLR 080204TX 8 x 2R 16 8 100
5 MLR 030024TXD3 3 x 0.2R 6 3 100 5 MLR 100054TX 10 x 0.5R 20 10 100
5 MLR 030024TX 3 x 0.2R 6 4 100 5 MLR 100104TX 10 x 1R 20 10 100
5 MLR 030024TXD6 3 x 0.2R 6 6 100 5 MLR 100204TX 10 x 2R 20 10 100
5 SLR 030054TXD3 3 x 0.5R 6 3 75 5 MLR 120054TX 12 x 0.5R 24 12 100
5 SLR 030054TX 3 x 0.5R 6 4 75 5 MLR 120104TX 12 x 1R 24 12 100
5 SLR 030054TXD6 3 x 0.5R 6 6 75 5 MLR 120204TX 12 x 2R 24 12 100
5 MLR 030054TXD3 3 x 0.5R 6 3 100 5 MLR 120304TX 12 x 3R 24 12 100
5 MLR 030054TX 3 x 0.5R 6 4 100 f@st « EthiE1% - 553K E5858 - For other specifications, please call to inquire
5 MLR 030054TXD6 3 x 0.5R 6 6 100
5 SLR 030104TXD3 3 x 1R 6 3 75 ERME Work Material # B8E Excellent @ ;&3 Better A {£ Good
5 SLR 030104TX 3 x 1R 6 4 75 ~ R =EER % o PN
5 SLR 030104TXD6 3 x 1R 6 6 75 E}%ﬁ EIA%)E:M Pre-hardened steels High-hardened S;Eﬁeg?; Tﬁitxaﬁilt%l Nﬁfk%Bna;%i ﬁcﬁiﬁjf Aﬁn?n?m
5 MLR 030104TXD3 3 x 1R 6 3 100 steels | steels ~HRC45 ~HRC50 |~HRC55 [~HRC60 [~HRC65| steels | alloys alloys alloys | alloys
5 MLR 030104TX 3 x 1R 6 4 100
5 MLR 030104TXD6 3 x 1R 6 6 ° il ol * ° °

100
@
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. Specialized cutting tool factory Specialized cutting tool factory

() LNT Y50 L #5037 8% ) EEE (5) LNB ZYJZR M T R85 EK ) EEE

Hwe Der & Ho Dung

LNT (For Deep Processing,Long Neck),2 Flutes LNB (Ball Nose For Deep Processing,Long Neck),2 Flutes
| DL | 15°
! *I
d
R L
B : mm (Unit : mm) B[ : mm (Unit : mm)
ERRE 731«( 735 BHE | B mr« _:EE &g ERiRE IREET | BHE | BE fm }_E E15
DL dh et R b) DL dh [
Model No. D|ameter Flute Length Effective Length | Neck dia | Shank D|ameter OveraII Length Price Model No. Radius Diameter | Flute Length Effective Length | Neck dia | Shank D|ameter OveraII Length | Price
5 LNT 0201020L 0.17 5LNB 0201020L | 0.1R | 0.2 0.17
5 LNT 0201520L 0.2 0.2 1.5 0.17 4 50 5LNB 0201520L | 0.1R | 0.2 0.2 1.5 0.17 4 50
5 LNT 0202020L| 0.2 0.2 2 0.17 4 50 5 LNB 0202020L | 0.1R | 0.2 0.2 2 0.17 4 50
5LNT 0301520L| 0.3 | 0.3 1.5 0.26 4 50 5LNB 0301520L | 0.15R | 0.3 0.3 15 |0.26 4 50
5 LNT 0302020L| 0.3 | 0.3 2 0.26 4 50 5LNB 0302020L | 0.15R | 0.3 | 0.3 2 0.26 4 50
g t:; gigggggt g-i g-i g g-gg : gg 5 LNB 0303020L | 0.15R | 0.3 | 0.3 3 0.26 4 50
. : : 5LNB 0402020L | 0.2R | 0.4 | 0.4 2 0.
5 LNT 0403020L| 0.4 | 0.4 3 0.35 4 50 35 4 S0
5LNB 0403020L | 0.2R | 0.4 | 0.4 3 0.35 4 50
5LNT 0404020L| 0.4 | 0.4 4 0.35 4 50 5LNB 0204020L | 02R |04 | 04 1 035 2 %0
SICNINEEI050 26T BT 2 ek = ol 5 LNB 0405020L | 0.2R 0.4 0.4 5 0.35 4 50
5 LNT 0503020L| 0.5 | 0.5 3 0.45 4 50 N : : : 3 :
T G RTERNS 2 T - = 5LNB 0503020L | 0.25R | 0.5 | 0.5 0.45 4 50
5 LNT 0506020L1 0.5 | 0.5 5 0.45 2 50 5 LNB 0504020L | 0.25R | 0.5 | 0.5 4 0.45 4 50
5 LNT 0603020L| 06 | 06 3 0.55 4 50 5 LNB 0506020L | 0.25R | 0.5 | 0.5 6 0.45 4 50
5 LNT 0604020L | 0.6 | 0.6 4 0.55 4 50 5LNB 0603020L | 0.3R | 0.6 | 0.6 3 0.55 4 50
5 LNT 0606020L| 0.6 0.6 6 0.55 4 50 5 LNB 0604020L | 0.3R 0.6 0.6 4 0.55 4 50
5 LNT 0608020L| 0.6 0.6 8 0.55 4 50 5 LNB 0606020L | 0.3R | 0.6 0.6 6 0.55 4 50
5 LNT 0804020L| 0.8 | 0.8 4 0.75 4 50 5LNB 0608020L | 0.3R | 0.6 | 0.6 8 0.55 4 50
5 LNT 0806020L| 0.8 | 0.8 6 0.75 4 50 5LNB 0804020L | 0.4R | 0.8 | 0.8 4 0.75 4 50
5 LNT 0808020L| 0.8 | 0.8 8 0.75 4 50 5LNB 0806020L | 0.4R | 0.8 | 0.8 6 0.75 4 50
5 LNT 0810020L| 0.8 | 0.8 10 0.75 4 50 5LNB 0808020L | 0.4R | 0.8 | 0.8 8 0.75 4 50
5 LNT 100602TX | 1 1 6 0.95 4 50 5LNB 0810020L | 0.4R | 0.8 | 0.8 10 0.75 4 50
5 LNT 100802TX | 1 1 8 0.95 4 50 5LNB 100602TX | 0.5R | 1 1 6 0.95 4 50
5 LNT 101002TX | 1 1 10 0.95 4 50 5 LNB 100802TX | 0.5R 1 1 8 0.95 4 50
5LNT 101202TX | 1 1 12 0.95 4 50 5LNB 101002TX | 0.5R | 1 1 10 0.95 4 50
5 LNT 120602TX | 1.2 | 1.2 6 1.15 4 50 5LNB 101202TX | 0.5R | 1 1 12 | 095 4 50
5 LNT 120802TX | 1.2 | 1.2 180 1.15 4 50 5 LNB 150602TX | 0.75R | 1.5 | 1.5 6 1.45 4 50
g :::I :g:ggg% 1; 1: - H: : gg 5 LNB 150802TX | 0.75R | 1.5 | 1.5 8 1.45 4 50
S INT121600Tx | 12 T 12 i 18 4 20 5LNB 151002TX | 0.75R | 1.5 1.5 10 1.45 4 50
= LNT1508027x | 15 | 18 8 T 1 20 5LNB 151202TX | 0.75R | 1.5 1.5 12 1.45 4 50
ETeEA R T e 7 = 5LNB 151602TX | 0.75R | 1.5 1.5 16 1.45 4 50
5 LNT 151202TX | 1.5 | 1.5 12 1.45 4 50 5LNB 200802TX | 1R | 2 2 8 1195, 4 50
5 LNT 151602TX | 1.5 | 1.5 16 1.45 4 50 SLNB 201002TX | 1R | 2 2 10 [1.95 4 50
5 LNT 201002TX | 2 2 10 105 4 50 5LNB 201202TX | 1R 2 2 12 1.95 4 50
5 LNT 201202TX | 2 2 12 195 4 50 5LNB 201402TX | 1R 2 2 14 1.95 4 50
5 LNT 201602TX | 2 2 16 1.95 4 50 5LNB 201602TX | 1R 2 2 16 1.95 4 50
2 2 20 1.95 4 50 5LNB 202002TX | 1R 2 2 20 1.95 4 50

. 5 LNT 202002TX



HD.. HWE DER

Hwe Der & Ho Dung Specialized cutting tool factory

638 LT

(5) LNR PYYJ#

Fm i TSR A 3t

HE®EE

LNR (Corner Radius For Deep Processing,Long Neck),4 Flutes

DL

15°

EEmiRsR
Model No.

T . RE

D

- Corner
Diameter gouice

N
I
Flute Length

THE | B
DL

Effective Length | Neck dia

ﬂ
*m EE B
e
ShankD|ameter Overall Length Price

BE{i : mm (Unit : mm)

NB

coating

xn Carbide End Mills

AilitZ - St &

High heat resistance = High wear resistance

High speed processing High hardness

o I & & & 12

The best choice for processing

5 LNR 06010320L | 0.6 x 0.1R 3 0.55
5 LNR 06010420L | 0.6 x 0.1R | 0.6 4 0.55 4 50
5 LNR 06010520L | 0.6 x 0.1R | 0.6 5 0.55 4 50
5 LNR 08010420L | 0.8 x 0.1R | 0.8 4 0.75 4 50
5 LNR 08010620L | 0.8 x 0.1R | 0.8 6 0.75 4 50
5LNR 1002044TX | 1 x 02R | 1 4 0.95 4 50
5LNR 1002064TX | 1 x 0.2R | 1 6 0.95 4 50
5LNR 1002084TX | 1 x 0.2R | 1 8 0.95 4 50
5LNR 1002104TX | 1 x 02R | 1 10 | 0.95 4 50
5 LNR 1502064TX | 1.5 x 0.2R | 1.5 6 |145| 4 50 [EAH 8 : Sl Alloy steel - {2 A i) Die Steel HRC45-HRC68
5 LNR 1502084TX | 1.5 x 0.2R | 1.5 8 1.45 4 50
5 LNR 1502104TX | 1.5 x 0.2R | 1.5 10 1.45 4 50
5 LNR 1502124TX | 1.5 x 02R | 1.5 12 | 145| 4 50 S YIE MANIRAHTEAEBSEENK » B ETHINIME
5 LNR 1505064TX | 1.5 x 0.5R | 1.5 6 1.45 4 50 R .
5 LNR 1505084TX | 1.5 x 0.5R | 1.5 8 [145| 4 50 ZFethgl NI » FIRREEE » BiNBNRETR
5 LNR 1505104TX | 1.5 x 0.5R | 1.5 10 1.45 4 50
5 LNR 1505124TX | 1.5 x 0.5R | 1.5 12 1.45 4 50
5LNR 2002084TX | 2 x 02R | 2 8 1.95 4 50
5LNR 2002104TX | 2 x 0.2R | 2 10 1.95 4 50 (Emizk] § [SmE] 28 - BN
5LNR 2002124TX | 2 x 0.2R 2 12 1.95 4 50 @ﬁg@%g—gﬁz s ;@}Eﬁﬁg‘gg . g&gg’g;ﬁﬁml
5LNR 2002164TX | 2 x 0.2R | 2 16 | 1.95 4 50
5 LNR 2005084TX | 2 x 0.5R | 2 8 1.95 4 50
5 LNR 2005104TX | 2 x 0.5R | 2 10 1.95 4 50 gl
5LNR 2005124TX | 2 x 0.5R | 2 12 1.95 4 50 e T‘:W{j =
5LNR 2005164TX | 2 x 0.5R | 2 16 | 1.95 4 50 ot LINE e
st © ELfthiE4& - 553K EA5 o For other specifications, please call to inquire Lﬁ:ﬁ: T f I‘;f i
| N | | @
EFAME Work Material - * BES Excellent @ EE Better A {£ Good .
BESR | S e A miomd el i g ro@| e BEas | @as| Bae
C::::I)sn 51:22?,5 ~HRC45 ~HRC50 |~HRC55 |~HRC60 |~HRC65 Sia':elﬁiss TIE?P(;;:I NK';e"';assed c;r:”;’ir Alt;m;;gm
H EEVNELEBERAT / IEFAEBHT
* * * * o ® o ®  Hwe Der Machinery and Hardware Pty Ltd.  Ho Dung Hardware Co.,Ltd.

TEL:886-4-7559458 Email:hdtools168@gmail.com
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Specialized cutting tool factory Specialized cutting tool factory

SE4 =& - Wb EE A YIS B )] (B 6 MSE2 i - il A/ MBS L8t )] (9B

Hwe Der & Ho Dung

SHH

P2

SHeH

2

EE SE4 (Regular Length,For High Hardness Material),4 Flutes MSE?2 (Flat End Mill, For High Hardness Material),2 Flutes-Micro Decimal Diameter 524
;% 15° [ TYPEB ] 15° ;%
o o s —] Di=1 =j =
= \
- — L | | — | =
(Unit = mm) ESfi] : mm (Unit : mm)
Model No. Dlameter Flute Length Shank Diameter Overall Length Price Model No. D|ameter Flute Length Shank Diameter Overall Length Price
638 MSE 0104NB 4 638 MSE 00120S 4
638 MSE 0154NB 1.5 4 4 50 638 MSE 00220S 0.2 0.4 4 50
638 MSE 0204NB 2 6 4 50 638 MSE 00320S 0.3 0.6 4 50
638 MSE 0254NB 25 7 4 50 638 MSE 00420S 0.4 0.8 4 50
638 MSE 0304NB 3 8 4 50 638 MSE 00520S 0.5 1.0 4 50
638 MSE 0354NB 3.5 10 4 50 638 MSE 00620S 0.6 1.2 4 50
638 MSE 0404NB 4 1 4 50 638 MSE 00720S 0.7 1.4 4 50
638 SE 0404NB 4 1 6 50 638 MSE 00820S 0.8 1.6 4 50
638 SE 0454NB 4.5 1 6 50 638 MSE 00920S 0.9 1.8 4 50
638 SE 0504NB 5 13 6 50 figst « Efth#R4E - 555RE850 © For other specifications, please call to inquire
638 SE 0604NB 6 16 6 50
638 SE 0704NB 7 18 8 60 SBAME Work Material : _ # B8 E Excellent @ &5 Better A £ Good
638 SE 0804NB 8 20 8 60 B S oy p pecls el w | fas| BEAs s sas
Carbon | Alloy Stainless [Titanium | Nickel Based| Copper [Aluminum
638 SE 0904NB 9 23 10 75 steels | steels ~HRC45 ~HRC50 |[~HRC55 [~HRC60 [~HRC68| steels | alloys alloys alloys | alloys
638 SE 1004NB 10 30 10 75 Y ® Y * * * A
638 SE 1104NB 1 30 12 75
638 SE 1204NB 12 30 12 75
638 SE 1404NB 14 40 16 100
638 SE 1604NB 16 50 16 100
638 SE 2004NB 20 50 20 100
et : ELfti#E4& - 555KE558 © For other specifications, please call to inquire
EAE Work Material : B8 Excellent @ && Better A {& Good
B | 2510 e pdened el i e T | fas| #Ees | Has| Sae
Carbon | Alloy Stainless [Titanium | Nickel Based | Copper (Aluminum
steels | steels ~HRC45 ~HRC50 [~HRC55 [~HRC60 [~HRC68| steels | alloys alloys alloys | alloys
o o o * * * A
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HD..: HWE DER

‘ Specialized cutting tool factory

9 MSE2 / SE2 /3% - g V) i3t )] (=B

MSE2/SE2 (Regular Length,For High Hardness Material),2 Flutes

DI==I'=°E DI=I

' mm (Unlt mm)

EEmimaRE 731‘“ ’ﬂ'ﬁf‘“ EE “’fn
fmst
Model No. D|ameter Flute Length Shank Dlameter Overall Length Price

638 MSE 0102NB

638 MSE 0152NB 1.5 4 4 50
638 MSE 0202NB 2 6 4 50
638 MSE 0252NB 2.5 7 4 50
638 MSE 0302NB 3 8 4 50
638 SE 0302NB 3 8 6 50
638 SE 0352NB 3.5 10 6 50
638 MSE 0402NB 4 11 4 50
638 SE 0402NB 4 11 6 50
638 SE 0502NB 5 13 6 50
638 SE 0602NB 6 16 6 50

5T - Ef#F4% - 555K )55  For other specifications, please call to inquire

SEBFI#E Work Material : # B258E Excellent @ &8 Better A {£ Good
FRES SEE -
e siilepai Pre-hardened steels High-hardened Aizd | AE%| BESE WS ESE
Carbon | Alloy Stainless [Titanium | Nickel Based| Copper [Aluminum|
steels | steels ~HRC45 ~HRC50 |~HRC55 |~HRC60 [~HRCG68| steels | alloys alloys alloys alloys
o o o * * * A

HEJHRE MK

Specialized cutting tool factory

(e MSP6 =3 - il BE SR /S JIEeHi sk )] (v (B

MSP6 (High Hardness Material),6 Flutes

TYPEA TYPEB
e e ——1
W L | I |

BEfi7 : mm (Unit : mm)

FEE mmifmEi 731‘“ EE =4
[EE
Model No. Dlameter Flute Length Shank Dlameter Overall Length Price

638 MSP 0306NB

638 MSP 0406NB 4 1 6 50
638 MSP 0506NB 5 13 6 50
638 MSP 0606NB 6 15 6 50
638 MSP 0806NB 8 20 8 60
638 MSP 1006NB 10 30 10 75
638 MSP 1206NB 12 30 12 75
638 MSP 1606NB 16 50 16 100
638 MSP 2006NB 20 50 20 100

@t EfhiR4g - 5538 E558  For other specifications, please call to inquire

MLP6 155 - il 5 S /S VIR VI35 8 7 8k )

MLP6 (High Hardness Material, Long Flute Length),6 Flutes
B
—_———
BEfiI : mm (Unit : mm)

EEmimaRT 731‘“ mc« EE B&
frst
Model No. Dlameter Flute Length Shank D|ameter Overall Length Price

638 MLP 0606NB

638 MLP 0806NB 8 40 8 100

638 MLP 1006NB 10 50 10 100

638 MLP 1206NB 12 50 12 100

638 MLP 1606NB 16 80 16 150

638 MLP 2006NB 20 80 20 150
@t - EfhiR4g - 5538 E558  For other specifications, please call to inquire
BRI E Work Material : * BEE Excellent @ @& Better A £ Good
B 2 |prc s el U e oM fas| mEas |WoE @A
Carbon | Alloy Stainless [Titanium | Nickel Based| Copper [Aluminum|
steels | steels ~HRC45 ~HRC50 |~HRC55 |~HRC60 |[~HRCG68| steels | alloys alloys alloys | alloys

o o [ * * * A

SHeH

38 i 2 & e B

P2




: H &l 2
HD..: HWE DER  wranwax
Specialized cutting tool factory Specialized cutting tool factory

MSB2 / SB2 —JISB5RER 7] (ve) (B) 63 (9 MSB &% - w358 ER 1) BB

Hwe Der & Ho Dung

Rz MSB2 (Ball Nose),2 Flutes MSB (Ball Nose,For High Hardness Material),2 Flutes-Micro Diameter E

5 [ TYPEB ] i

12 15° B2

ot I=i o, e — ﬁ

=51 R ! =1

A . . A
BSfiI : mm (Unit : mm) Ef" mm (Unit : mm)

FEE mifim e IREAEAE 1“‘ ’fﬂi1‘“ EE Bg EmimsR IRERHEE g & LTEd =4
R st R D | g st
Model No. Radius D|ameter Flute Length Shank D|ameter Overall Length Price Model No. Radius Diameter Flute Length Shank Diameter | Overall Length Price

638 MSB 0102NB 0.5R 4 638 MSB 00220S 0.1R 4

638 SB 0102NB 0.5R 1 2 6 50 638 MSB 00320S | 0.15R 0.3 0.6 4 50

638 MSB 0152NB | 0.75R 1.5 3 4 50 638 MSB 00420S 0.2R 0.4 0.8 4 50

638 SB 0152NB 0.75R 1.5 3 6 50 638 MSB 00520S | 0.25R 0.5 1 4 50

638 MSB 0202NB 1R 2 4 4 50 638 MSB 00620S 0.3R 0.6 1.2 4 50

638 SB 0202NB 1R 2 4 6 50 638 MSB 00820S 0.4R 0.8 1.6 4 50

638 MSB 0252NB 1.25R 2.5 5 4 50 st « EfthiR4E - 555RE85  For other specifications, please call to inquire

638 SB 0252NB 1.25R 2.5 5 6 50

638 SSB 0302NB 1.5R 3 6 3 50 B8 Work Material : # BRiEA Excellent @ i&& Better A £ Good

638 MSB 0302NB | 1.5R 3 6 4 50 e Pre_ﬁgﬂﬂteels Hidﬁhﬁlﬁﬂed Ao At | BELs (Wes| Has

638 SB 0302NB 1.5R 3 6 6 50 Carbon | Alloy Stainless [Titanium | Nickel Based| Copper |[Aluminum
steels | steels ~HRC45 ~HRC50 [~HRC55 [~HRCB60 [~HRC68| steels alloys alloys alloys alloys

638 MSB 0352NB | 1.75R 3.5 7 4 50

638 MSB 0402NB | 2R 4 8 4 50 Sl ° i R I A

638 SB 0402NB 2R 4 8 6 50

638 SB 0452NB 2.25R 4.5 9 6 50

638 SB 0502NB 2.5R 5 10 6 50

638 SB 0602NB 3R 6 12 6 50

638 SB 0702NB 3.5R 7 14 8 60

638 SB 0802NB 4R 8 16 8 60

638 SB 0902NB 4.5R 9 18 10 75

638 SB 1002NB 5R 10 20 10 75

638 SB 1102NB 5.5R 11 22 12 75

638 SB 1202NB 6R 12 24 12 75

638 SB 1402NB 7R 14 28 16 100

638 SB 1602NB 8R 16 32 16 100

638 SB 2002NB 10R 20 40 20 100




Z
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2
N
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: H & 2
HD.. HWE DER  wramwaw
Specialized cutting tool factory Specialized cutting tool factory

SLB2 / MLB2 — Y] EWighHiEk 7) (=B EE

Hwe Der & Ho Dung

20
SLB2/MLB2 (Ball Nose,Long Shank),2 Flutes }E’;
[ TYPEB ] ;%
o e :
R/ L | =
! F
E{"’ mm (Unit : mm) ELL mm (Unit : mm)
R [=FE R D | d fimst
Model No. Radius Dlameter Flute Length Shank Dlameter Overall Length Price Model No. Radius Diameter Flute Length | Shank Diameter | Overall Length Price
638 SLB 0102NB 0.5R 638 SLB 0502NB 2.5R 5 1 6
638 SLB 0102NBD6 0.5R 1 2 6 75 638 MLB 0502NB 2.5R 5 10 6 100
638 MLB 0102NB 0.5R 1 2 4 100 638 SLB 0602NB 3R 6 12 6 75
638 MLB 0102NBD6| 0.5R 1 2 6 100 638 MLB 0602NB 3R 6 12 6 100
638 SLB 0152NB 0.75R 1.5 3 4 75 638 SLB 0802NB 4R 8 16 8 75
638 SLB 0152NBD6 | 0.75R 1.5 3 6 75 638 MLB 0802NB 4R 8 16 8 100
638 MLB 0152NB 0.75R 1.5 3 4 100 638 MLB 1002NB 5R 10 20 10 100
638 MLB 0152NBD6| 0.75R 1.5 3 6 100 638 MLB 1202NB 6R 12 24 12 100
638 SLB 0202NB 1R 2 4 4 75 5t « ELftt#E4& - 555K ER5 o For other specifications, please call to inquire
638 SLB 0202NBD6 1R 2 4 6 75
638 MLB 0202NB 1R 2 4 4 100 BRI Work Material * EE Excellnt @ B Beter A ff Cood
638 MLB 0202NBD6| 1R | 2 4 6 100 B | B e s *id | as| BEAS (e #as
Carbon | Alloy Pre-hardened steels High-hardened Stainless Titalr?ilum Nickel Il;_elzsed Copper Alunﬁlnum
638 SLB 0252NB 1.25R 2.5 5 4 75 steels | steels ~HRC45 ~HRC50 |[~HRC55 |~HRC60 |~HRC68| steels | alloys alloys alloys | alloys
638 SLB 0252NBD6 | 1.25R 2.5 5 6 75 ° ° ° * * * A
638 MLB 0252NB 1.25R 2.5 5 4 100
638 MLB 0252NBD6| 1.25R 2.5 5 6 100
638 SLB 0302NBD3 1.5R 3 6 3 75
638 SLB 0302NB 1.5R 3 6 4 75
638 SLB 0302NBD6 1.5R 3 6 6 75
638 MLB 0302NBD3| 1.5R 3 6 3 100
638 MLB 0302NB 1.5R 3 6 4 100
638 MLB 0302NBD6| 1.5R 3 6 6 100
638 SLB 0402NB 2R 4 8 4 75
638 SLB 0402NBD6 2R 4 8 6 75
638 MLB 0402NB 2R 4 8 4 100
638 MLB 0402NBD6 2R 4 8 6 100




A

: H & &
HD.. HWE DER  wrammak
Specialized cutting tool factory Specialized cutting tool factory

RTA PUYISSHAR M 8% T) (9 (e B D

Hwe Der & Ho Dung

E RTA (Corner Radius),2 Flutes / 4 Flutes }ZEH_.,
iz [ TYPEB J =
& - &
3 o s ——— I=I 2!
2 R4 ‘ ‘ A
L L
BE{i] : mm (Unit : mm) ELL mm (Unit : mm)
Model No. Diameter 82" | Flute Length Effectlve Length Flute Shank Dlameter Overall Length | Price Model No. Diameter  SoTe | Flute Length Eﬁecttve Length Flute Shank Dtameter Overall Length | Price

638 RTA 0040120S | 0.4 x 0.1R 638 RTA 050054NB 5 x 0.5R

638 RTA 0050120S | 0.5 x 0.1R 0.5 1.5 2 4 50 638 RTA 050104NB 5 x 1R 5 15 4 6 50

638 RTA0060120S |0.6 x 0.1R| 0.6 2 2 4 50 638 RTA 060024NB 6 x 0.2R 6 18 4 6 50

638 RTA 0080120S |0.8 x 0.1R| 0.8 2.5 2 4 50 638 RTA 060054NB 6 x 0.5R 6 18 4 6 50

638 RTA 010014NB 1 x 0.1R 1 3 4 4 50 638 RTA 060104NB 6 x 1R 6 18 4 6 50

638 RTA 010024NB 1 x 0.2R 1 3 4 4 50 638 RTA 060154NB 6 x 1.5R 6 18 4 6 50

638 RTA015014NB  |1.5 x 0.1R| 1.5 5 4 4 50 638 RTA 080024NB 8 x 0.2R 8 24 4 8 60

638 RTA015024NB |1.5 x 0.2R| 1.5 5 4 4 50 638 RTA 080054NB 8 x 0.5R 8 24 4 8 60

638 RTA015054NB |1.5 x 0.5R| 1.5 5 4 4 50 638 RTA 080104NB 8 x 1R 8 24 4 8 60

638 RTA 020014NB 2 x 0.1R 2 6 4 4 50 638 RTA 080204NB 8 x 2R 8 24 4 8 60

638 RTA 020024NB 2 x 0.2R 2 6 4 4 50 638 RTA 100054NB | 10 x 0.5R 10 30 4 10 75

638 RTA 020054NB 2 x 0.5R 2 6 4 4 50 638 RTA 100104NB |10 x 1R 10 30 4 10 75

638 RTA 025024NB | 2.5 x 0.2R| 2.5 8 4 4 50 638 RTA 100204NB |10 x 2R 10 30 4 10 75

638 RTA 025054NB | 2.5 x 0.5R| 2.5 8 4 4 50 638 RTA 120054NB | 12 x 0.5R 12 36 4 12 75

638 RTA 030014NB 3 x 0.1R 3 10 4 4 50 638 RTA 120104NB |12 x 1R 12 36 4 12 75

638 RTA 030024NBD3| 3 x 0.2R 3 10 4 3 50 638 RTA 120204NB |12 x 2R 12 36 4 12 75

638 RTA 030024NB 3 x 0.2R 3 10 4 4 50 638 RTA 120304NB |12 x 3R 12 36 4 12 75

638 RTA 030024NBD6| 3 x 0.2R 3 10 4 6 50 st © EfhiR1E - 5558 &E;850  For other specifications, please call to inquire

638 RTA 030054NBD3| 3 x 0.5R 3 10 4 3 50

638 RTA 030054NB 3 x 0.5R 8 10 4 4 50 ERME Work Material : # BREE Excellent @ & Better A £ Good

638 RTA 030054NBD6| 3 x 0.5R| 3 10 | 4 6 50 Bl S|, o] nkehely w5l |iias | pEas #os|gas

638 RTAG3010NBD3 3 x 1R | 3 | 10 | 4| 3 | s G o 1™ s |-rcs|-Hrcss -Hrcan |-Hmoss]) e e e i

638 RTA 030104NB 3 x 1R 3 10 4 4 50

638 RTA030104NBD6| 3 x 1R | 3 10 | 4 6 50 el e ° N I I A

638 RTA 040014NB 4 x 0.1R 4 12 4 4 50

638 RTA 040024NB 4 x 0.2R 4 12 4 4 50

638 RTA 040024NBD6| 4 x 0.2R 4 12 4 6 50

638 RTA 040054NB 4 x 0.5R 4 12 4 4 50

638 RTA 040054NBD6| 4 x 0.5R 4 12 4 6 50

638 RTA 040104NB 4 x 1R 4 12 4 4 50

638 RTA 040104NBD6| 4 x 1R 4 12 4 6 50




HD..

Hwe Der & Ho Dung

y_

A

SLR4 / MLR4 W Y] K Wi3EaR £ 8k )]

HWE DER

Specialized cutting tool factory

SLR4/MLR4 (Corner Radius,Long Shank),4 Flutes

|
e

dl

DI=:[
R/

L

) BEE

BT : mm (Unit : mm)

HEJHHREM

Specialized cutting tool factory

EEfi7 : mm (Unit : mm)

EmmimsR & | RA ﬁb&% ’fﬂif“ EE B e
Model No. Diameter Somer | Flute Length Effectwe Length Shank D|ameter Overall Length Price

638 SLR 040104NB 4 x

638 SLR 040104NBD6| 4 x 1R 4 12 6 75
638 MLR 040104NB 4 x 1R 4 12 4 100
638 MLR 040104NBD6| 4 x 1R 4 12 6 100
638 SLR 060024NB | 6 x 0.2R 6 18 6 75
638 MLR 060024NB | 6 x 0.2R 6 18 6 100
638 SLR 060054NB | 6 x 0.5R 6 18 6 75
638 MLR 060054NB | 6 x 0.5R 6 18 6 100
638 SLR060104NB | 6 x 1R 6 18 6 75
638 MLR 060104NB| 6 x 1R 6 18 6 100
638 SLR 080024NB | 8 x 0.2R 8 24 6 75
638 MLR 080024NB | 8 x 0.2R 8 24 6 100
638 SLR 080054NB | 8 x 0.5R 8 24 8 75
638 MLR 080054NB | 8 x 0.5R 8 24 8 100
638 SLR080104NB | 8 x 1R 8 24 8 75
638 MLR 080104NB | 8 x 1R 8 24 8 100
638 SLR 080204NB | 8 x 2R 8 24 8 75
638 MLR 080204NB| 8 x 2R 8 24 8 100
638 MLR 100054NB | 10 x 0.5R 10 30 10 100
638 MLR 100104NB | 10 x 1R 10 30 10 100
638 MLR 100204NB | 10 x 2R 10 30 10 100
638 MLR 120054NB | 12 x 0.5R 12 36 12 100
638 MLR 120104NB | 12 x 1R 12 36 12 100
638 MLR 120204NB | 12 x 2R 12 36 12 100
638 MLR 120304NB | 12 x 3R 12 36 12 100

fmst - ELfARAE - FR2REIES

° For other specifications, please call to inquire

B E Work Material : # BiEE Excellent @ && Better A £ Good
FREE SEEH
Tk SRE | & Pre-hardened steels HigElL:-hardened AiEifl AEE| BESE WSE| BES
Carbon | Alloy Stainless [Titanium | Nickel Based| Copper [Aluminum|
steels | steels ~HRC45 ~HRC50 |~HRC55 |[~HRC60 |~HRC68| steels | alloys alloys alloys | alloys
[ [ [ * * * A

2 -.
D R st
Model No. Flute Length | Effective Length | Shank Diameter | Overall Length Price

638 SLR 010024NB 1 x 0.2R

638 SLR 010024NBD6 | 1 x 0.2R 1 3 6 75
638 MLR 010024NB 1 x 0.2R 1 3 4 100
638 MLR 010024NBD6| 1 x 0.2R 1 3 6 100
638 SLR 015024NB 1.5 x 0.2R 1.5 5 4 75
638 SLR 015024NBD6 | 1.5 x 0.2R 1.5 5 6 75
638 MLR 015024NB 1.5 x 0.2R 1.5 5 4 100
638 MLR 015024NBD6| 1.5 x 0.2R 1.5 5 6 100
638 SLR 020024NB 2 x 0.2R 2 6 4 75
638 SLR 020024NBD6 | 2 x 0.2R 2 6 6 75
638 MLR 020024NB 2 x 0.2R 2 6 4 100
638 MLR 020024NBD6| 2 x 0.2R 2 6 6 100
638 SLR 020054NB 2 x 0.5R 2 6 4 75
638 SLR 020054NBD6 | 2 x 0.5R 2 6 6 75
638 MLR 020054NB 2 x 0.5R 2 6 4 100
638 MLR 020054NBD6| 2 x 0.5R 2 6 6 100
638 SLR 030024NBD3 | 3 x 0.2R 3 10 3 75
638 SLR 030024NB 3 x 0.2R 3 10 4 75
638 SLR 030024NBD6 | 3 x 0.2R 3 10 6 75
638 MLR 030024NBD3| 3 x 0.2R 3 10 3 100
638 MLR 030024NB 3 x 0.2R 3 10 4 100
638 MLR 030024NBD6| 3 x 0.2R 3 10 6 100
638 SLR 030054NBD3 | 3 x 0.5R 3 10 3 75
638 SLR 030054NB 3 x 0.5R 3 10 4 75
638 SLR 030054NBD6 | 3 x 0.5R 3 10 6 75
638 MLR 030054NBD3| 3 x 0.5R 3 10 3 100
638 MLR 030054NB 3 x 0.5R 3 10 4 100
638 MLR 030054NBD6| 3 x 0.5R 3 10 6 100
638 SLR 040024NB 4 x 0.2R 4 12 4 75
638 SLR 040024NBD6 | 4 x 0.2R 4 12 6 75
638 MLR 040024NB 4 x 0.2R 4 12 4 100
638 MLR 040024NBD6| 4 x 0.2R 4 12 6 100
638 SLR 040054NB 4 x 0.5R 4 12 4 75
638 SLR 040054NBD6 | 4 x 0.5R 4 12 6 75
638 MLR 040054NB 4 x 0.5R 4 12 4 100
638 MLR 040054NBD6| 4 x 0.5R 4 12 6 100




1D N

() & TMAE Higk 8 & B AR A8k T B

Hwe Der & Ho Dung

MIT

D

HWE DER

Specialized cutting tool factory

TMAE (Compound Lathe End Mill for Aluminum Alloy),3 Flutes

&7 : mm (Unit : mm)
Model No. D|ameter Flute Length Shank Dlameter Overall Length Price

2D TMAE 0103

2D TMAE 0153 1.5 2.5 6 50
2D TMAE 0203 2 3 6 50
2D TMAE 0253 | 2.5 4 6 50
2D TMAE 0303 3 4.5 6 50
2D TMAE 0403 4 6 6 50
2D TMAE 0503 5 8 6 50
2D TMAE 0603 6 9 6 50
2D TMAE 0803 8 12 8 50
2D TMAE 1003 10 15 10 50
2D TMAE 1203 12 18 12 60
2D TMAE 1603 16 24 12 60

fmet - ELARARAE -

EE R EES S
FRREIGE

° For other specifications, please call to inquire

S TMTAE Higt i & BE ARt ] B

TMTAE (Compound Lathe End Mill for Aluminum Alloy-Small handle),3 Flutes

EEmmSE 731‘“ W“‘ EE 1E*x
frst
Model No. Dlameter Flute Length Shank D|ameter OveraII Length Price

' mm (Unit : mm)

2D TMTAE 0803

2D TMTAE 1003 10 10 6 35
2D TMTAE 1203 12 12 6 40
st : EfiR4E - 555RE8EH © For other specifications, please call to inquire

BFE Work Material - # B8 Excellent @ &7 Better A {£ Good
RIS SEEH
xR | S Pre-hardened steels High-hardened AiEil | IleE| #EGE |HSE| mo®
Carbon | Alloy Stainless [Titanium | Nickel Based| Copper |Aluminum|
steels | steels ~HRC45 ~HRC50 |[~HRC55 [~HRC60 |~HRC65| steels | alloys alloys alloys | alloys

* *

HEJHERE M

Specialized cutting tool factory

5 TMSB HiE# & HE N IRMER RIS )] @@

TMSB (Compound Lathe Ball Nose End Mill),2 Flutes

' mm (Unit : mm)

D i TR TR 4T (=21
R ERER |REME| & | DR | WE e 1 |
R D | d i
Model No. Radius Diameter | Flute Length | Shank Diameter | Overall Length Price
6
14

=

2D TMSB 0102R7 | 0.5R .
2D TMSB 0152R7 | 0.75R 1.5 2.5

50

2D TMSB 0202R7| 1R 3 50

6
2 6
2D TMSB 0302R7 | 1.5R 3 4.5 6 50
2D TMSB 0402R7| 2R 4 6 6 50
5 6
6 6
8 8

2D TMSB 0502R7 | 2.5R
2D TMSB 0602R7 | 3R 9 50
2D TMSB 0802R7| 4R 12 50
2D TMSB 1002R7| 5R 10 15 10 50
2D TMSB 1202R7| 6R 12 18 12 60
2D TMSB 1602R7| 8R 16 24 12 60

fmst « ELRARAS - SR2REEA -

8 50

For other specifications, please call to inquire

(=) & TMTSBHIBEHE AR/ DR BE ) BB

TMTSB (Compound Lathe Ball Nose End Mill-Small handle),2 Flutes

(Unit -
|
Eumuﬁ?ﬁ fxgﬁé&?(“ - :
=3 fimsE
Model No. Radius D|ameter Flute Length | Shank D|ameter Overall Length Price
L 2D TMTSB 0802R7
2D TMTSB 1002R7 | 5R 10 1 0 6 35
2D TMTSB 1202R7| 6R 12 12 6 40

fist « RS - SRREIES

° For other specifications, please call to inquire

|(L)| B E Work Material : W S8 A Excellent @ &S Better A {£ Good
FREEHS ShEEH =
3= | S Pre-hardened steels Higﬁh-hardened izl | IAE=| BESE |HSE| #BE2
Carbon | Alloy Stainless [Titanium | Nickel Based| Copper |Aluminum
steels | steels ~HRC45 ~HRC50 |[~HRC55 |[~HRC60 |~HRC65| steels | alloys alloys alloys | alloys
* * * * [ o [ o




H D. MIT
Hwe Der & Ho Dung

2

HWE DER

Specialized cutting tool factory

() % TMPE BigE# & B = I)0isk )] @E

TMPE (For Compound Lathe End Mill),3 Flutes

EEfiI : mm (Unit :

EE mifims ’731‘“ 1‘“ EE B
frs
Model No. D|ameter Flute Length Shank D|ameter Overall Length Price

2D TMPE 0103R7D4

2D TMPE 0103R7 1 1.5 6 50
2D TMPE 0153R7 1.5 2.5 6 50
2D TMPE 0203R7 2 3 6 50
2D TMPE 0253R7 2.5 4 6 50
2D TMPE 0303R7 3 4.5 6 50
2D TMPE 0403R7D4 4 6 4 50
2D TMPE 0403R7 4 6 6 50
2D TMPE 0503R7 5 8 6 50
2D TMPE 0603R7 6 9 6 50
2D TMPE 0703R7 7 11 8 50
2D TMPE 0803R7 8 12 8 50
2D TMPE 1003R7 10 15 10 60
2D TMPE 1203R7 12 18 12 60
2D TMPE 1603R7 16 24 12 60

f@st - EffR4% - 555K =588 © For other specifications, please call to inquire

« TMTPE Bifk i &S0/ Vit )] REEB

TMTPE (For Compound Lathe End Mill-Small handle mill),3 Flutes

EEfiI : mm (Unit : mm)

EmifRsR 1‘“ LTS B
d DE
Model No. Dlameter Flute Length Shank Diameter | Overall Length Price
6

2D TMTPE 0803R7
2D TMTPE 1003R7 10 10 6 35
2D TMTPE 1203R7| 12 12 6 40

5t - EfiR4% - 555K )55  For other specifications, please call to inquire

Hal

iEFAME Work Material # ESES Excellent @ @S Better A £ Good
FRIEHIS SEEH - -
fikSREl | S Pre-hardened steels High-hardened iz | 5% | RESE |5 BaS
Carbon | Alloy Stainless [Titanium | Nickel Based| Copper [Aluminum)
steels | steels ~HRC45 ~HRC50 [~HRC55 |~HRC60 |[~HRC65| steels | alloys alloys alloys | alloys
* * * * o ([ o o

HEJHREM

Specialized cutting tool factory

1/4P Internal

) ISO Metric

VUA G502 fig st 2 J1- 1SO R (=

VUA(Thread Milling Tools-Helical Flutes-ISO Metric)Three teeth

DL |
DI-—= a
| Defined by: R262 (DIN 13)

L Tolerance class: 6H

60°

BEfi7 : mm (Unit : mm)

AR NME | FE | FRY ﬁxﬂlE 73%1 T‘Wf‘“ ‘:EE B
D [ MM [
Model No. Diameter | Pitch Thread Ef'fect|ve Length Flute Shank Dlameter Overall Length Price

5 VUA 01050303TX | 1.05 M1.4x0.3

5 VUA 01200353TX | 1.2 0.35 M1.6 x 0.35 3.2 3T 4 50
5 VUA 01550403TX | 1.55 | 0.4 | M2 x0.4 4 3T 4 50
5 VUA 01630453TX | 1.63 | 0.45 | M2.2 x 0.45 4.5 3T 4 50
5 VUA 01950453TX | 1.95 | 0.45 | M2.5x 0.45 5 3T 4 50
5 VUA 02300503TX | 2.3 | 0.5 | M3 x0.5 6 3T 4 50
5 VUA 02750603TX | 2.75 | 0.6 | M3.5x 0.6 7.4 3T 4 50
5 VUA 03200703TX | 3.2 | 0.7 | M4 x0.7 8 3T 6 60
5 VUA 04000803TX | 4 0.8 | M5 x0.8 10 3T 6 60
5 VUA 04801003TX | 4.8 | 1.0 | M6 x1.0 12 3T 6 60
5 VUA 06001253TX| 6 |1.25| M8 x1.25 16 3T 6 60
5 VUA 08001503TX | 8 1.5 [M10 x1.5 20 3T 8 75

st - EfiR1E - 555K E/858 o For other specifications, please call to inquire

VUB 55U e 8k 25 71- ISORLES (£88)

VUB(Thread Milling Tools-Helical Flutes-ISO Metric)-Full teeth
Pltch

EE{i] : mm (Unit : mm)
PERRR: ME | HiB ZFRY JJE tﬁf‘“ EE (=0
D [ MMm fmst
Model No. Diameter | Pitch Thread Flute Length FIute Shank Dlameter Overall Length Price

5 VUB 02300503TX | 2.3 | 0.5 | M3 x0.5

5VUB 03100703TX | 3.1 | 0.7 | M4 x0.7 10 3T 6 50
5 VUB 04000803TX | 4 0.8 | M5 x0.8 13 3T 6 60
5VUB 04801003TX | 4.8 | 1.0 | M6 x1.0 15 3T 6 60
5VUB 06001253TX | 6 [1.25| M8 x1.25 20 3T 6 60
5VUB 08001503TX | 8 1.5 | M10x1.5 20 3T 8 75
5VUB 10001754TX | 10 [1.75| M12x1.75 30 4T 10 75
5 VUB 10002004TX | 10 | 2.0 | M14x2.0 36 47 10 75
5VUB 12002004TX | 12 | 2.0 | M16x 2.0 36 47 12 100
5 VUB 16002504TX | 16 | 2.5 | M20x 2.5 40 47 16 100
5 VUB 20003004TX | 20 | 3.0 | M24x 3.0 50 4T 20 100

et - ELfth#RE - 555KREG58  For other specifications, please call to inquire
SBATE Work Material : # B2EE Excellent @ &S Better A £ Good

PRSI =EE
53R #d | 5= |pre-hardened steels High-hardened iz (IAS= | BES= e 5as
Carbon | Alloy Stainless |Titanium | Nickel Based| Copper [Aluminum|
steels steels ~HRC45 ~HRC50 |~HRC55 |~HRC60 [~-HRC65| steels alloys alloys alloys alloys
* * * * ® ® A * [ J ® @
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0
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Hwe Der & Ho Dung ‘ Specialized cutting tool factory Specialized cutting tool factory

VUA 585t J]-—Ig-UN (R 5 /51 5F) VUB Z&i#s#ist o JJ- UN (M /51 5F) ONwr e
VUA(Tungsten Carbide Thread Milling Tools-American-UN (Internal/External) VUB Full Carbide Thread Milling Cutter - UN (Internal/External Thread) -
1% —)I Pitch Iz
5 o e ﬁsz
S : R —
T e —— | .
| L | | — L |

BE{7 : mm (Unit : mm
V

| | EEfi] : mm (Unit : mm) | I i ( )
- " y EEmRiRER NE | HBF | #F | mHF | FRIY| IR TE e ER (BB ..
D TPI L T d L A b i i i
Model No. Diameter . Shak Diameter | OverallLength | Price Model No Diameter [ UNC UNF UNEF | Teeth Per Inch | Flute Length | Number of Flute | Shank Diameter | Overall Length | Price
3 3 4 50 15 3 6 60

eth Per Inch Effectilvje Length | Flute
5 VUA 014UN72TX| 1.4 1-72UNF |72UN| 3. 5 VUB 0G0UNEF32TX| 6.0 516 | 32UN
5 VUA 014UN64TX| 1.4 | 1-64UNC |2-64UNF [64UN| 3.9 | 3 4 50 5 VUB 080UNEF32TX| 8.0 38 |32UN| 20 3 8 60
5 VUA 016UN56TX| 1.6 | 2-56UNC |3-56UNF [56UN| 4.6 | 3 4 50 5 VUB 051UNF28TX | 5.1 14 28UN| 15 3 6 60
5VUA 019UN48TX| 1.9 | 3-48UNC |4-48UNF 48UN| 5.4 | 3 4 50 5 VUB 080UNEF28TX| 8.0 716-1/2| 28UN | 20 3 8 60
5 VUA 021UN4OTX| 2.1 | 4-40UNC 40UN| 62 | 3 4 50 5 VUB 060UNF24TX | 6.0 516 24UN| 15 3 6 60
5 VUA 024UN4OTX| 2.4 | 5-40UNC |6-40UNF [40UN| 7.1 | 3 4 50 5 VUB 0B0UNF24TX | 8.0 3/8 24UN | 20 3 8 60
5 VUA 033UN36TX | 3.3 8.36UNF |360n| 88 | 3 A 50 5 VUB 120UNF24TX | 12.0 9/16-5/8 24UN| 30 4 12 75
5 VUA 026UN32TX | 2.6 | 6-32UNC 200 73 | 3| 4 50 5 VUB 048UNC20TX | 4.8 | 114 20UN| 12 | 3 6 60
5VUA 032UN32TX | 3.2 | 8-32UNC [10-32UNF|32UN| 101 | 3 | 6 60 5 VUB 080UNF20TX | 8.0 ne 20UN| 20 | 3 8 60
5 VUA 052UN28TX| 5.2 14-28UNF|28UN] 14 | 3 | 6 60 5 VUB 100UNF20TX | 10.0 172 20UN| 25 | 4 Lo
5 VUA 036UN24TX | 3.6 |10-24UNC 220Nl 102 | 3 o 60 5 VUB 120UNEF20TX | 12.0 3/41 |20UN| 30 4 12 75
5 VUA 048UN20TX | 4.8 |1/4-20UNC|7/16-20UNF[20uN| 137 | 3 | 6 60 LIS LIEARS || A A 18UN| 15 | 3 6 60
5 VUA 060UN1STX| 6.0 1516-180NC 15Nl 165 | 3 o 60 5 VUB 100UNF18TX | 10.0 9/16-5/8 18UN| 25 4 10 75
frEt « ELth#R18 - 557REI558 © For other specifications, please call to inquire 5 VUB 075UNC16TX | 7.5 | 3/8 16UN | 18.2 3 8 60
5 VUB 120UNF16TX | 12.0 3/4 16UN | 30 4 12 75
@AM Work Material : # B8E Excellent @ & Better A {£ Good 5VUB 080UNC14TX | 8.0 | 7/16 14UN| 20 3 8 60
BES| 2 pre i el i herdied A | few| BEAS | @S Eaw 5 VUB 120UNF14TX | 12.0 718 14UN| 30 | 4 | 12 | 75
arbon [¢) Stail Titani Ni B opper |Alumi
teels | steels | ~HRC45  |~HRC50|~HRCS55 |<HRCE0|~HRCES| steels | alloys. | alloys | alloys | alloys 5 VUB 100UNC13TX | 10.0 | 1/2 13UN | 25 4 10 75
P N " ° ° A < | e s | o 5 VUB 115UNC12TX | 11.5 | 9/16 12UN| 30 4 12 75
5 VUB 160UNF12TX | 16.0 1 12UN | 40 4 16 100
5 VUB 120UNC11TX | 12.0 | 5/8 11UN| 30 4 12 75
5 VUB 160UNC10TX | 16.0 | 3/4 10UN | 40 4 16 100
5 VUB 160UNCO9TX | 16.0 | 7/8 9UN | 40 4 16 100
5 VUB 200UNCO8TX | 20.0 | 1 8UN | 50 4 20 100
st © EfhiR1E - 5538 &850  For other specifications, please call to inquire
SBAME Work Material : # F5EE Excellent @ JEH Better A £ Good
B | S e fadened el High harduned TR |stae | MEAS | Waw #aw
Carbon | Alloy Stainless [Titanium [ Nickel Based| Copper [Aluminum|
steels | steels ~HRC45 ~HRC50 |~HRC55 |[~HRC60 |~HRC65 | steels | alloys alloys alloys | alloys

* * * * o o A * o o o .
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VUC 53t J1- NPTINPTF (W2 /5 5F) VUC 55l fig 74 B 88 2 J)

VUC Tungsten Carbide Thread Milling Tools-NPT/NPTF (Internal/External) VUC (Taper Thread Milling Cutter)

Pltch
DIEI ==1
*mm (Unit : mm)
ERR mEhE| SRY | g% | 5K 7B @E | 2R ES‘LR? EiE | et )
Onikm 3 U Ufa =S =5 s
EE RS TImfE | S8 %F‘ DE 'JJ%I m'«« £§ =05
Model No. Topometer Thread Size Pitch FIuteLength FIute ShankD|ameter OveratILeng teeth Price |Note D MM ﬁnf
Model No. Taper FIuteLength Teeth Shank Dlameter Overall Length Price

Hwe Der & Ho Dung

1° 47f NPT screw

v

Top Diameter Pitch

5VUC 0513NPT27TX | 5.13 | 1/16”-27 |0.941| 11.3 6 12 5 VUC 0120300103GR | 1.2 0.3 7 90

5VUC 0720NPT27TX | 7.20 | 1/8”-27 (0.941| 11.3 | 4 8 60 |12 | 85 5 VUC 0150300103GR | 1.5 0.3 100 7.04| 3T 4 50

5VUC 0880NPT18TX | 8.80 | 1/4”-18 (1.411| 16.9 | 4 10 75 |12 | 114 5 VUC 0150375103GR | 1.5 | 0.375 | 10° | 7.04| 3T 4 50

5VUC 1090NPT18TX | 10.90 | 3/8”-18 (1.411| 16.9 | 4 12 75 |12 | 145 5VUC 0150330103GR | 1.5 | 0.33 | 10° | 7.04| 3T 4 50

5VUC 1040NPT14TX | 10.40 1/2 1.814| 218 | 4 12 75 |12 | 177 5VUC 0180430103GR | 1.8 | 0.43 | 10° |11.90| 3T 6 50

5VUC 1398NPT14TX | 13.98 |1/2",3/4"-14|1.814| 25.4 | 4 16 100 | 14 |17.7/23.0 5 VUC 0230400103GR | 2.3 0.4 10° [10.46| 3T 6 50

5 VUC 1790NPT115TX| 17.90 [1-2"-11.5[2.209| 33.1 | 4 20 100 | 15 {29.0/56.0 5VUC 0260400103GR | 2.6 0.4 10° | 9.60| 3T 6 50
@5t | EfthiR1& - 552REIGE5 o For other specifications, please call to inquire 5VUC 0300333083GR 3 0.333 | 8° [10.65| 3T 6 50
ERE Work Material : # SEE Excellent @ @A Better A ££ Good 5VUC 03004167083GR| 3 |0.4167| 8° |10.65| 3T 6 50

EEH 185t - EfuIRAE - 55REI850 o For other specifications, please call to inquire

TRl | S Pre-hardened steels =k ﬁﬂﬁﬁ

Carbon | Alloy Copper (Aluminum|

steels | steel | ~HRC45  |~HRC50 [~HRC55|~HRC60 [~HRC65 alloys | alloys SEFHE Work Material - # BES Excellent @ @A Better A £ Good

* L * - el el i B BB e el @es| mas

Carbon | Alloy
steels | steels ~HRC45 ~HRC50 |~HRC55 [~HRC60 |~HRC65

* * * * { o A

Copper [Aluminum|
alloys | alloys
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) sl mI] - 2T DR (2) #5480 b~ 1R )] (96

Tungsten Carbide Chamfering End Mill,2 Flutes Tungsten Carbide Back and Front Chamfering Cutter

I NL
D —
5 L 'l o] S —]
I I /I%\dh L

BS{TI : mm (Unit : mm)
ength

FEmRiwSE BE N AL R =R B8 -
a D T d L LS
Model No. Top Angle |Outside Diameter | Flute | Shank Diameter | Overall L Price
90° 4 2 4 50

Hwe Der & Ho Dung

BE{iI : mm (Unit : mm)

|
) 1
EE iR BEa |NMED| $EE 7R R |7 | REd | =KL | B8 "
Top Outside dh | NL T Shank | Overall ([
Model No. Angle Diameter | Neck dia | Flute Length | Neck Length | Flute | Diameter| Length Price
90° 2 1 2 4 4 50

2 2R2WC0400902

s

> 2R2WC1000902 90° = 2 . = 2 2R2UD0300904D6 90° 3 1.5 1.5 3 4 6 75

° 4 2 1. 4 4 7

2oRaWCr200902 | 90° | 12 |2 | 12 | 75 A ool o lole

2 2R2WC0401202 | 120° 4 2 4 30 2 2R2UD0800904 | 90° | 8 2 |38 | 8 |4 8 | 75

2 2R2WC0601202 | 120° 6 2 6 50 22R2UD1000904 | 90° | 10 | 5 | 48 | 10 | 4 | 10 | 75

2 2R2WC0801202 120° 8 2 8 60 UD100090 ° 12 : 12 4 12 7

2 2R2WC1001202 120° 10 2 10 75 2 2R2UD1200904 20 g >-8 >

> SRIWC1201202 120° 12 2 12 75 5T - ELf#E4& » 555KEE)558 o For other specifications, please call to inquire

fimst : ELfiR4E - 555REJGEH o For other specifications, please call to inquire
SBFME Work Material : # BES Excellent @ &% Better A £ Good
= EERT N DN

B3R | SE8M |pre-hardened steels =k BEE
Carbon | Alloy Copper |Aluminum

alloys | alloys

@ %%frlﬂ_ﬂ ﬁ"ﬁ )J - 47T @ steels | steels ~HRC45  |~HRC50 [~HRC55 |[~HRC60 |[~HRC65

. , , * | % ° ° °
Tungsten Carbide Chamfering End Mill,4 Flutes

o (——
L L 4

* *

BEfil : mm (Unit : mm)
=
verall

EERHRSR ABE NE  |NWFEE| DE g £ | ER =
a D D1 T d L LEE:

Model No. Top Angle | Outside Diameter | Top Diameter | Flute | Shank Diameter | O Length | Price

2 2R2WC0400904 90° 4 0.5 4 4 50

2 2R2WC0600904 90° 6 0.5 4 6 50

2 2R2WC0800904 90° 8 0.5 4 8 60

2 2R2WC1000904 90° 10 1 4 10 75

2 2R2WC1200904 90° 12 1 4 12 75

st : Efth#84& - 555K E5858 © For other specifications, please call to inquire

SEFRME Work Material : W 5285 Excellent @ && Better A & Good
FRBEH4
TSR | S5 Pre-hardened steels E= ﬁgﬁﬁ
Carbon | Alloy Copper |Aluminum|
steels | steels ~HRC45 ~HRC50 |[~HRC55 [~HRC60 |~HRC65 alloys | alloys
* * * o { ] * *




H D. MIT
Hwe Der & Ho Dung .

(2) V2SD $5 53t ) =@ (2) SR E NI SE - 2T DR

HWE DER W) R ME

Specialized cutting tool factory Specialized cutting tool factory

Tungsten Carbide V-Pointed End Mill (Drilling and Milling) Tungsten Carbide Spot Drills.
D D (i]
* - Sm—
eSS ]
@ d ; I
. VAN ——
I | L

EEfiI : mm (Unit : mm)

L |
1 = P
ESfi] : (Unit = mm) EERHmER BE | IE tﬂjt“‘ EE =0 -
a D Fi5
EEmRimeE T BE IE TV _:EE 1E*§ Model No. Top Angle | Diameter | Flute Length SENTS D|ameter Overall Length Price
X [=EE
I o Fia
Flute Length Shank Diameter Overall Length Price

Model No. Diameter  Top Angle SDNCWC 090030 90° 3
= SDNCWC 090040 90° 4 12 4 50
V2 2 SD 0300902TXM 3 x 90 8 3 SDNCWC 090050 | 90° | 5 15 5 50
V2 2 SD 0400902TXM 4 x 90° 11 4 50 SDNCWC 090060 90° 6 20 6 50
V2 2 SD 0600902TXM 6 x 90° 15 6 50 :g:gag gggggg gg: 180 g: 180 Sg
V2 2 SD 0800902TXM 8 x 90 20 8 60 SDNGWG 090120 90° | 12 30 12 75
V2 2 SD 1000902TXM 10 x 90° 25 10 75 SDNCWC 090160 90° 16 35 16 100
V2 2 SD 1200902TXM 12 x 90° 30 12 75 SDNCWC 120030 | 120° | 3 10 3 50
V2 2 SD 1600902TXM 16 x 90° 45 16 100 SDNCWC 120040 | 120° | 4 12 4 50
SDNCWC 120050 | 120° | 5 15 5 50
SDNCWC 120060 | 120° | 6 20 6 50
ERiRE E, BE nE i 2R B% ) SDNCWC 120080 | 120° | 8 25 8 60
Model No DiarE)eter To, aln le Flute Il_en th Shank giameter OveraIILLen th Price 1EE$ SDNCWC 120100 120° 10 25 10 75
: — . . SDNCWC 120120 | 120° | 12 30 12 75
V2 2 SLSD 0300902TXM 3 x 90° SDNCWC 120160 | 120° | 16 35 16 100
V2 2 SLSD 0400902TXM 4 x 90° 11 4 75 \ﬂ%EE . ELRA - 555K &IS58 o For other specifications, please call to inquire . ‘
V2 2 MLSD 0600902TXM 6 x 90° 15 6 100 ER#E Work Material : # B8 S Excellent @ &5 Better A {&£ Good
. IR | S e oy dened srecls e T |pas| mEas Was| mas
MAZIME - DICET0° DRI I B 20 8 100 ekl | Sed | -HRCas  |-HReso|-HRess|-HROs0|-HRCES| weels: | maya | alovs | oy | sy |
V2 2 MLSD 1000902TXM| 10 x 90° 25 10 100 > | P P > | » A > | »
V2 2 MLSD 1200902TXM| 12 x 90° 30 12 100

RE KRS WRR - Foroow vntom o o (s) TTA S350 Ml %1 8% ) &

> For other specifications, please call to inquire . . .
D Tungsten Carbide Engraving End Mill.

SBFRE Work Material : # BEE Excellent @ i&#& Better A {£ Good al\ i E IQ*EE%%géggﬁ?&g“ 05
TErEst EEEN } 2. ?@@DDI—H&E@M CIBEE eSS -
T3R8 | SE 8 |pre-hardened steels High-hardened AiEf | IMSE| BRESE S| 852 |. L J 3. @EHIT - HINLTA -
Carbon | Alloy Stainless [Titanium | Nickel Based | Copper |Aluminum ESfT U
steels | steels ~HRC45 ~HRC50 [~HRC55 [~HRC60 |~HRC65 | steels alloys alloys alloys alloys mm (Unit : mm)

PE GRS 9+1‘“ i’EfE‘ 73%1 LLFEY iE B
* * ° ° ° * * d fmat
Model No. OutS|de Diameter Taper Angle FIute Shank Diameter | Overall Length Price
5 TTA 0011501 15°
5 TTA 0021501 0.2 15° 1 50
5 TTA 0031501 0.3 15° 1 50
5 TTA 0041501 0.4 15° 1 50
v 5 TTA 0051501 0.5 15° 1 50
st - EfthiR1% - 385REH o For other specifications, please call to inquire
BRIt EE Work Material : # BEE Excellent @ 5&& Better A ££ Good
R | S50 o orcemn el i nargaea Fini | has| mEes | Wos e
Carbon | Alloy Stainless [Titanium | Nickel Based | Copper |Aluminum)|
steels steels ~HRC45 ~HRC50 |~HRC55 |~HRC60 |~HRC65 | steels alloys alloys alloys alloys
* * o o o o o A * * '

HAIDBAD
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Specialized cutting tool factory Specialized cutting tool factory

@ RCEMIRAET) DB B ) B BEEY ~ T ) 255 1 2% ) -

Hwe Der & Ho Dung

e HHEED . . . . I
Tungsten Carbide Outer Radius End Mill 1 For Composite Materials, Carbon Fiber tungsten Carbide milling cutter
/R 3 R -
B — -
o= =] e 1T i%a
_ - |

L L |
I 1

BS{iI : mm (Unit : mm)

BE{iI : mm (Unit : mm)

FEE R ifmER ARA | SEimE AN TIEL AR @E =t o
R d1 D T d F5
Model No. Radius Top Diameter | Outside Diameter Flute Shank Diameter | Overall Length Price EDD%FEEF& 731(« 1‘@“‘ E*g fzaf
A5
2 RC 0042 0.2R 1 1.6 2 4 Model No. Dlameter Flute Length Shank D|ameter Overall Length price

L

2 RC 0052 0.25R 1 1.7 2 4 50 EE G

2 RC 0062 0.3R 1 1.8 2 4 50 EE TR 638 XXE 010N

2 RC 0082 0.4R 1 2.0 2 4 50 = 638 XXE 015N 1-5 6 4 50

2 RC 0104 0.5R 1.5 2.7 4 4 50 638 XXE 020N 2 8 4 50

2 RC 0154 0.75R 1.5 3.2 4 4 50 638 XXE 030N 3 12 4 50

2 RC 0204 1R 1.5 3.7 4 4 50 638 XXE 040N 4 16 4 50

ZRCos0ape | tor | 18 | a1 | 4 ; %0 LT : 2 : i

: . : 638 XXE 080N 8 32 8 75

2 RC 0354D6 1.75R 1.5 5.2 4 6 50

2 RC 0404D6 2R 15 5.7 4 6 50 638 XXE 100NS30 10 30 10 75

2 RC 0504D8 2.5R 15 6.7 4 8 60 638 XXE 100NS50L100 10 50 10 100

2 RC 0604D8 3R 1.5 7.7 4 8 60 638 XXE 120NS50L100 12 50 12 100

2 RC 0704D10 3.5R 2 9.2 4 10 75 /5T ELfthIR4E - 5B3REI85  For other specifications, please call to inquire

2 RC 0804D12 4R 2 10.2 4 12 75 SEFME Work Material : # ESEE Excellent @ &S Better A {£ Good

2 RC 1004D14 5R 3 13.2 4 14 100 FEEH = hEE

=il | B o Ao lne] SF =1

2 RC 1204D16 6R 3 15.2 a4 16 100 TSR | S5 |pre-hardened steels High-hardened o bR
fsE © ELfthR4& - 552REIE o For other specifications, please call to inquire steels steel ~HRC45 ~HRC50 ([~HRC55 |~HRC60 |~HRC65 alloys alloys
SEAME Work Material - # S8 E Excellent @ &8 Better A £ Good * ) ¢
BRI | B | pret 1T e e Reme |AS S| mEes Has| Eas
Carbon Alloy Stainless |Titanium | Nickel Based | Copper |Aluminum)|
steels steel ~HRC45 ~HRC50 [-HRC55 [-HRC60 |~-HRC65 steels alloys alloys alloys alloys

* * ® ® A * ® A * * YY&;E)J @

YYE For Composite Materials Tungsten Carbide Milling Cutter

SRt e —
280° Lollipop tungsten Carbide Ball Nose milling cutter.
DL

dh BEfiI : mm (Unit : mm)
DI ﬂ E SRR P e =8 B
NL
R /| I‘—’| L | Model No. Dlameter Flute Length Shank D|ameter Overall Length price
f |

B8 fi7 : mm (Unit : mm)
638 YYE 0104N
EE RRimER BREBHEE | SAED KI=FRY ﬁxﬂlE “‘EE ’73%5( WEd | =KL =& =

5 MTB 0102 0.5R 1 0.65 2.14 4 50

5 MTB 0152 0.75R 1.5 0.98 5 3.67 2 4 50 ggg xE 828:316 2 12 j 50

5 MTB 0202 1R 2 1.3 6 4.22 2 4 50 50

5 MTB 0302 1.5R 3 1.95 9 6.36 | 2 4 50 638 YYE 060NL60 6 24 6 60

5 MTB 0402 2R 4 2.6 12 8.48 2 4 50 638 YYE 080ONL75 8 32 8 75

5 TB 0502 2.5R 5 3.25 15 10.60 2 6 50 638 YYE 100N 10 30 10 75

5 TB 0602 3R 6 3.9 18 12.72 2 6 50

5TB 0802 4R 3 52 24 16.96 | 2 3 75 638 YYE 100NS50L100 10 50 10 100

5 TB 1002 5R 10 6.5 30 [ 2131 2 10 75 638 YYE 120NS50 12 50 12 100

5TB 1202 6R 12 7.8 36 25.40 2 12 75 fisst - HthiR1& - 585KREIGEE o For other specifications, please call to inquire
et « ELthiR1% - 585K E/5 o For other specifications, please call to inquire BAMES Work Material : W B8 Excellent @ &3 Better A &£ Good
SEFAME Work Material : # BB E Excellent @ i@#& Better A {£ Good e il k=t i FREB S .EEE Bl reis | ISIS e eS| i2as

= iﬁ'ﬁﬂﬂ’l‘z 7= 1B = i . Carl;c'm I:/.\Iloy Pre-hardened steels High-hardened C'FRP GF.RP Col;;aer AIunl1=ilnum
‘ * * ® ® ® A * ® A * * * * o o ‘
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H D. MIT
Hwe Der & Ho Dung ‘

(2) S TRIEE J) 5[0

Tungsten Carbide,T-Shape End Mill,4 Flutes / 6 Flutes

Hdh

|~ 1. %EE*I]HWIE"'I‘E

| I&I 3. imﬂﬁlﬁu'l‘iéﬁi}ﬁ%

ES{il : mm (Unit : mm) EE{iI : mm (Unit : mm)

€ X BE $AfE AR 73%51 *@“‘ EE B fzx FEE GRifim % T X BE SEE SER 73551 mr« EE =
H dh NL price HE Model No. D H dh NL price
1 1

ey

Enn%’sb’fé 7]
Model No.

O

2 TE03000504 3 x 4 2 TE10001006 X 6
2 TE03000604 3 x 0.6 1.5 3 4 4 50 2 TE10001506 10 x 1.5 5 6 6 10 75
2 TE03000704 3 x 0.7 1.5 3 4 4 50 2 TE10002006 10 x 5 6 6 10 75
2 TE03000804 3 x 0.8 1.5 3 4 4 50 2 TE10003006 10 x 5 6 6 10 75
2 TE03000904 3 x 0.9 1.5 3 4 4 50 2 TE12001006 12 x 1 6 7 6 12 75
2 TE03001004 3 x 1 1.5 3 4 4 50 2 TE12001506 12 x 1.5 6 7 6 12 75
2 TE03001504 3 x 15 1.5 3 4 4 50 2 TE12002006 12 x 2 6 7 6 12 75
2 TE03002004 3 x 2 1.5 3 4 4 50 2 TE12003006 12 x 6 7 6 12 75
2 TE04000504 4 x 0.5 2 3.5 6 4 50 2 TE16001008 16 x 1 7.5 8.5 8 16 75
2 TE04000604 4 x 0.6 2 3.5 6 4 50 2 TE16001508 16 x 1.5 7.5 8.5 8 16 75
2 TE04000704 4 x 0.7 2 3.5 6 4 50 2 TE16002008 16 x 2 7.5 8.5 8 16 75
2 TE04000804 4 x 0.8 2 3.5 6 4 50 2 TE16002508 16 x 2.5 7.5 8.5 8 16 75
2 TE04000904 4 x 0.9 2 3.5 6 4 50 2 TE16003008 16 x 3 7.5 8.5 8 16 75
2 TE04001004 4 x 1 2 3.5 6 4 50 2 TE16004008 16 x 4 7.5 8.5 8 16 75
2 TE04001504 4 x 1.5 2 3.5 6 4 50 st © EfthiR4E - 5558 &E585  For other specifications, please call to inquire
2 TE04002004 4 x 2 2 3.5 6 4 50
2 TE05000506 5 x 05 25 4 6 6 50 EFME Work Material . * BEE Excellent @ i@H Better A £ Good
2 TE05000606 | 5 x 0.6 | 25 4 6 6 50 paboud e pre apdoned siecl o) LieFe
2 TE05000706 5 x 0.7 25 4 6 6 50 steels | steels ~HRC45 ~HRC50 [~HRC55 [~HRC60 |~HRC65 alloys | alloys
2 TE05000806 5 x 0.8 2.5 4 6 6 50 * * ° ® * *
2 TE05000906 5 x 0.9 2.5 4 6 6 50
2 TE05001006 5 x 1 2.5 4 6 6 50
2 TE05001506 5 x 1.5 2.5 4 6 6 50
2 TE05002006 5 x 2 2.5 4 6 6 50
2 TE06000506 6 x 05 3 4 6 6 50
2 TE06000606 6 x 0.6 3 4 6 6 50
2 TE06000706 6 x 0.7 3 4 6 6 50
2 TE06000806 6 x 0.8 3 4 6 6 50
2 TE06000906 6 x 0.9 3 4 6 6 50
2 TE06001006 6 x 1 3 4 6 6 50
2 TE06001506 6 x 1.5 3 4 6 6 50
2 TE06002006 6 x 2 3 4 6 6 50
2 TE08001006 8 x 1 4 4 6 8 60
2 TE08001506 8 x 1.5 4 4 6 8 60
2 TE08002006 8 x 2 4 4 6 8 60
8 x 25 4 4 6 8

‘ 2 TE08002506

60
fos
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F T TRIRE 2k I (w1 Y]) (2) MG FEBE )] 45°/60° B

Hwe Der & Ho Dung

Brazed Carbide T-Slot Cutter (Straight Flute) Carbide Dove-Tail End Mills
a
< dh
S/
D D| - | : d
I \NL
]

L L | L |

B {17 : mm (Unit : mm) {7 : mm (Unit : mm

[ | !
fiI )
ERwR E EBE T8 e =R B1g fex EmRIR & BE IR K=Y $ER & TR =R | B e
Model No. D H d L price 2 Model No. D a [ dh NL T d price e
16 12 45° | 0.8 | 1.4 3 4 6 0

T L
CBTE 1600204 2 ~8 mm 4 100 2 RJ 030454D6 3 ] 6
CBTE 2000204 20 2~10mm 4 12 100 2 RJ 040454 4 45° 1 2 2) 4 4 50
CBTE 2500206 25 2~10mm 6 16 100 2 RJ 040454D6| 4 45° 1 2 3 4 6 60
CBTE 3000206 30 2~10mm 6 16 100 2 RJ 050454 5 45° 1.2 2.5 4 4 6 60
CBTE 3500206 35 2~10mm 6 16 100 2 RJ 060454 6 45° 1.4 3 4 4 6 60
CBTE 4000206 40 2~10mm 6 16 100 2 RJ 080454 8 45° 1.9 4 5 4 8 60
CBTE 4500206 45 2~10mm 6 20 100 2 RJ 100454 10 45° 2.4 5 6 4 10 75
CBTE 5000208 50 2~10mm 8 20 100 2 RJ 120454 12 45° 2.9 6 7 4 12 75
CBTE 6000210 60 2~ 5mm 10 20 120
CBTE 7500212 75 2~ 5mm 12 25 120
et - EfthiB48 - 555RE|558  For other specifications, please call to inquire E8fIL + mm (Unit : mm)
ERRE e | me | DE A G
B E Work Material : * BEH Excellent @ & Better A f& Good et Ne: D “ l dh NL T d L price
BEs | anm et mew Eas 2 RJ 030604D6| 3 60° | 1.2 | 15 3 4 6 | 60
steels | steels | ~HRC45  |~HRC50 [~HRC55 [~HRC60 |~HRC65 alloys | alloys 2RJ 040604D6| 4 60° 1.6 2 3.5 4 6 60
x " ° ° x N 2 RJ 050604 5 60° 2.2 2.3 4 4 6 60
2 RJ 060604 6 60° 2.7 2.7 4 4 6 60
2 RJ 080604 8 60° 3.7 3.6 5 4 8 60
2 RJ 100604 10 60° 4.6 4.5 6 4 10 75
2 RJ 120604 12 60° 5.6 5.4 7 4 12 75
fiast - EfthiR1& - 555K E /55 o For other specifications, please call to inquire
BFME Work Material # ESEA Excellent @ A Better A £ Good
TSR | S i Pre-EEﬂ:Zsrteels IEES ﬁﬂﬁﬁ
Carbon | Alloy Copper |Aluminum
steels | steels ~HRC45 ~HRC50 [~HRC55 [~HRC60 |~HRC65 alloys alloys
* * o A * *
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Specialized cutting tool factory

HWE DER

Specialized cutting tool factory

(5) TTA SSHIF EBE )

Tungsten Carbide Taper End Mills-2 / 4 Flutes

IEE

B : mm (Unit : mm)

ip removal fluency, Great tool life, Excellent precision. odel No. = : :
Z-EZ?ZIffF—;ﬂDU:E%ﬁE ' ﬁﬁ{J)UUIH%FEﬁEEﬁEZS S Model N Outside Diameter | Taper Angle | Flute Length | Flute | Shank Diameter | Overall Length price
). %g%ca;v[oﬁgge;&i;fh*g}eﬁt@;g%ci the processing time and cost. 5 TTA 0250052TX 25 0.5° 8 2 4 50
Suitable: Alloy Steel, Stainless Steel, Die Steel. ES{i] : mm (Unit : mm) 5 TTA 0250102TX 2.5 1° 8 2 4 50
Eme R =E 5 TTA 0250152TX 2.5 1.5° 8 2 4 50
Lodells Outside Diameter | Taper Angle | Flute Length Shank Dcijameter Overalkength 5 TTA 0250202TX 2.5 2° 8 2 4 50
5 TTA 0250252TX 2.5 2.5° 8 2 4 50
5 TTA 00501020L 0.5 1° 2 2 4 50 5 TTA 0250302TX 2.5 3° 8 2 4 50
5 TTA 00502520L 0.5 2.5° 2 2 4 50 5 TTA 0250502TXD6 2.5 5° 8 2 6 50
5 TTA 00507020L 0.5 7° 2 2 4 50 5 TTA 0250702TXD6 2.5 7° 8 2 6 50
5 TTA 00510020L 0.5 10° 2 2 4 50 5 TTA 0251002TXD6 2.5 10° 8 2 6 50
5 TTA 00800520L 0.8 0.5° 3 2 4 50 5 TTA 0300054TX g 0.5° 10 4 6 50
5 TTA 00801020L 0.8 1° 3 2 4 50 5 TTA 0300104TX 3 1° 10 4 6 50
5 TTA 00801520L 0.8 1.5° 3 2 4 50 5 TTA 0300154TX 3 1.5° 10 4 6 50
5 TTA 00802020L 0.8 2° 3 2 4 50 5 TTA 0300204TX 3 2° 10 4 6 50
5 TTA 00802520L 0.8 2.5° 3 2 4 50 5 TTA 0300254TX 3 2.5° 10 4 6 50
5 TTA 00803020L 0.8 3° 3 2 4 50 5 TTA 0300304TX 3 3° 10 4 6 50
5 TTA 00805020L 0.8 5° 3 2 4 50 5 TTA 0300504TX 3 5° 10 4 6 50
5 TTA 00807020L 0.8 7° 3 2 4 50 5 TTA 0300704TX 3 7° 10 4 6 50
5 TTA 00810020L 0.8 10° 3 2 4 50 5 TTA 0400054TX 4 0.5° 15 4 6 50
5 TTA 0100052TX 1 0.5° 4 2 4 50 5 TTA 0400104TX 4 1° 15 4 6 50
5 TTA 0100102TX 1 1° 4 2 4 50 5 TTA 0400154TX 4 1.5° 15 4 6 50
5 TTA 0100152TX 1 1.5° 4 2 4 50 5 TTA 0400204TX 4 2° 15 4 6 50
5 TTA 0100202TX 1 2° 4 2 4 50 5 TTA 0400254TX 4 2.5° 15 4 6 50
5 TTA 0100302TX 1 & 4 2 4 50 5 TTA 0400304TX 4 3° 15 4 6 50
5 TTA 0100502TX 1 5° 4 2 4 50 5 TTA 0400504TX 4 5° 15 4 8 60
5 TTA 0100702TX 1 7° 4 2 4 50 5 TTA 0400704TXD8 4 7° 15 4 8 60
5 TTA 0101402TX 1 14° 4 2 4 50 5 TTA 0500104TX 5 1° 20 4 6 60
5 TTA 0101502TX 1 15° 4 2 4 50 5 TTA 0500154TX 5 1.5° 20 4 8 60
5 TTA 0150052TX 1.5 0.5° 5 2 4 50 5 TTA 0500204TX 5 2° 20 4 8 60
5 TTA 0150102TX 1.5 1° 5 2 4 50 5 TTA 0500254TX 5 2.5° 20 4 8 60
5 TTA 0150152TX 1.5 1.5° 5 2 4 50 5 TTA 0500304TX 5 3° 20 4 8 60
5 TTA 0150202TX 1.5 2° 5 2 4 50 5 TTA 0500504TX 5 5° 20 4 8 60
5 TTA 0150302TX 1.5 3° 5 2 4 50 5 TTA 0600054TX 6 0.5° 20 4 8 60
5 TTA 0150502TX 1.5 5° 5 2 4 50 5 TTA 0600154TX 6 1.5° 20 4 8 60
5 TTA 0150702TX 1.5 7° 5 2 4 50 5 TTA 0600204TX 6 2° 20 4 8 60
5 TTA 0151002TX 1.5 10° 5 2 4 50 5 TTA 0600254TX 6 2.5° 20 4 8 60
5 TTA 0152002TXD6 1.5 20° 6.18 2 6 50 5 TTA 0600304TX 6 3° 20 4 8 60
5 TTA 0200052TX 2 0.5° 6 2 4 50 5 TTA 0600504TX 6 5° 20 4 10 75
5 TTA 0200102TX 2 1° 6 2 4 50 f@5E - ELf#R1& - 583K EIEH o For other specifications, please call to inquire
: Ilﬁ g:gg;g::i : 123 g 2 : gg BRI E Work Material : * @S Excellent @ & Better A {£ Good
5 TTA 0200302TX 2 [ 3 [ 6 [ 2| 4 | 50 W] S o | nmaea |70 |uas| muas|was| mee
5 TTA 0200502TX 2 5° 6 2 4 50 satreetl)sn stegrs ~HRC45 ~HRC50 [~HRC55 |[~HRC60 |[~HRC65 S;:ltlel"elesss |aa"n°|;’-|sm < aelloyasse alll::;s l;m;;:m
5 TTA 0200702TX 2 7° 6 2 4 50 * * * Y o o Y A * *
5 TTA 0201002TX 2 10° 6 2 4 50
5 TTA 0201502TXD6 2 15° 6 2 6 50




N =EHEIREMERT)

Three Energy-Efficient Science Endmill heads

L =EHRERRT

Three Energy-Efficient Science Endmill heads

B[ : mm (Unit : mm) BE{i : mm (Unit :

3 -1 |:“ n‘h EléTé 7 E | = "-gﬁ'«( _ o .
EDDﬁEfE D (=K} L1 DE L 7j E@E D1§}5.F{‘_L 1 M L;&m?%y 1;*% = E%ﬁsf)ﬁu «( L1 DE L DEEEE D1§}5{_L§‘é§1§é M L}%mﬁ%& 5*& I
2 _|‘_ Model No. Diameter Flute-Length|Overall Length| Neck Diameter Tread Size Price wifz e
i,,.\ Model No. Diameter Flute-Length|Overall Length| Neck Diameter Tread Size Price in“
i - HESD 0804TX 17 HAE 0803 8 3
HESD 1004TX 10 10 21 5.5 M05 HAE 1003 10 10 21 5 5 M05 7]
5B :Egg :zgﬂi :z :;2; 2:65 g': m: HAE 1203 12 12 25.5 6.5 M06 5B
: HAE 1603 16 16 30 8.5 M08
HESD 2004TX 20 20 38 10.5 M10 HAE 2003 20 20 38 105 M10
HESD 2504TX 25 25 42 12.5 M12 HAE 2503 25 25 42 12.5 M12

st © ELfiR1& - 552REGEE o For other specifications, please call to inquire ; - .
. c o st - Bt - 555RE|G58  For other specifications, please call to inquire

BS{iI : mm (Unit :

EE R RIKEEHE | L170R |LJJSEER | DIZIBNSESE | MIERIRM | B8 e
EI
Model No. Radius Flute-Length|Overall Length| Neck Diameter Tread Size Price
4R 8 17

B8 : mm (Unit :

EE RS RIKEEHEE | L17JR |L7JBE=R | DISTIENSEE | MERIRH | B8 e
EI
Model No. Radius Flute-Length|Overall Length| Neck Diameter Tread Size Price

HSB 0802TX

HSB 1002TX 5R 10 21 5.5 M05 HACB 0802 4R

HSB 1202TX 6R 12 25.5 6.5 M06 HACB 1002 5R 10 21 5-5 M05

HSB 1602TX 8R 16 30 8.5 MO8 HACB 1202 6R 12 25.5 6.5 MO06

HSB 2002TX 10R 20 38 10.5 M10 HACB 1602 8R 16 30 8.5 M08

HSB 2502TX 12.5R 25 42 12.5 M12 HACB 2002 10R 20 38 10.5 M10
HACB 2502 12.5R 25 42 12.5 M12

lmst © ELARARAS -

F52REG58 o For other specifications, please call to inquire

lmat - ELRARAE - SH2RERE -

For other specifications, please call to inquire

(Unit :
BEfiI :* mm (Uni BEfi7 : mm (Unit :

EEaRmER BfE x R% L17)R |L7JSE=EER | DISTIBNIEALE | MIEEIRM | B o
FBo
Model No. DlameterXRadlus Flute-Length|Overall Length| Neck Diameter Tread Size | Price

EEnRfmGk

EfE x R% L17JR |L7JER=R | DISHENISREE | MERIEN | B
Dlameteerad\us Flute-Length|Overall Length| Neck Diameter Tread Size | Price

Model No.

%R HESR 080054TX| 8 x 0.5R D R
BN 77 HESR 080104TX| 8 x 1R 8 17 5.5 M05 HAR 100103 | 10 x 1R
HAR 100203 | 10 x 2R 10 21 5.5 M05
I HESR 100054TX| 10 x 0.5R 10 21 5.5 M05
HAR 100303 | 10 x 3R 10 21 5.5 MO05
3 HESR 100104TX| 10 x 1R 10 21 5.5 M05
HESR 100204TX | 10 x 2R 10 21 55 MO5 HAR 120103 | 12 x 1R 12 25.5 6.5 M06
HESR 120054TX| 12 x 0.5R 12 25.5 6.5 MO06 ::2 ::;g;gg :Z : 12';R :Z ::: 2: mgg
HESR 120104TX| 12 x 1R 12 25.5 6.5 MO06 HAR 120303 | 12 x 3R 12 25'5 6-5 MO6
HESR 120204TX| 12 x 2R 12 25.5 6.5 MO06 HAR 160103 | 16 x 1R 16 36 8-5 MOB
HESR 160054TX| 16 x 0.5R 16 30 8.5 M08 HAR 160153 | 16 x 1.5R 16 30 8-5 MOS
HESR 160104TX| 16 x 1R 16 30 8.5 M08 HAR 160203 | 16 x 2.R 16 30 8.5 MOB
HESR 160204TX| 16 x 2R 16 30 8.5 M08 HAR 160303 | 16 x 3R 16 30 8.5 MOS8
M HESR 200104TX| 20 x 1R 20 38 10.5 M10 HAR 200203 | 20 x 2R 20 38 10' 5 M10
HESR 200204TX| 20 x 2R 20 38 10.5 M10 HAR 200303 | 20 x 3R 20 38 10'5 M10
HESR 200304TX| 20 x 3R 20 38 10.5 M10 HAR 200503 | 20 x 5R 20 38 10'5 M10
HESR 250104TX| 25 x 1R 25 42 12.5 M12 HAR 250203 | 25 x 2R 25 42 12'5 M12
HESR 250204TX| 25 x 2R 25 42 12.5 M12 HAR 250303 | 25 x 3R 25 12 12'5 e
HESR 250304TX| 25 x 3R 25 42 12.5 M12 HAR 250503 | 25 x 5R o5 42 12'5 V12
f@sT - Ef#R4& - 555K )55  For other specifications, please call to inquire .
f@sT - EffR4% - 555K )55  For other specifications, please call to inquire
SBFIME Work Material : # RiBE Excellent @ && Better A & Good @M ME Work Material : # E8E Excellent @ &3 Better A £ Good
BIER| S25 ore prdanea et i ot TiRfl | fa%| RESS | ASw| BAD B | BB |pre i cels Mo e T |nas| mEas |@Hes| mas
Carbon | Alloy Stainless [Titanium [ Nickel Based| Copper |Aluminum Carbon | Alloy g Stainless [Titanium | Nickel Based| Copper |Aluminum
steels | steels ~HRC45 ~HRC50 [~HRC55 |~HRC60 [~HRCB5| steels | alloys alloys alloys | alloys steels | steels ~HRC45 ~HRC50 [~HRC55 |[~HRC60 |[~HRC65 | steels | alloys alloys alloys | alloys
108 oo B x| x| * | Ao |a|a o « o | » | @
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GL Tungsten Carbide Anti-Vibration Tools Holder

LT Y T N A N T

o e e s . - GL25-25-100-M12 M12*1.75| 12.5
1ERSRILEYERR  BIHEBE « REHE FERBE0ENEA - MiBHe - EEIEEREITE 1 150 e s 25 25
One piece formed design of the Tungsten Carbide Tools holder, have excellent Stiffness and great il - - .
Anti-Vibration, will not be twisted and deformed due to excessive lateral force. GL25-25-200-M12 1 200 |M12*1.75|12.5| 25 | 25

- LESNTRE  BANIERE SREE B2 SEBENI2TTH - - GL25-25-250-M12 1 | 250 |M121.75(12.5| 25 | 25
T Stretch the depth processing, improve the precision of the surface. Achieve the ultra-long, ultra-deep, T GL25-25-300-M12 1 300 |M12*1.75(/12.5| 25 | 25
= and ultra-high-precision machining. = GL25-25-350-M12 1 | 350 |M12*1.75]12.5| 25 | 25
m 3URAREERCER - MM NBEZRLIE - METDEERE - THEmA LR - m GL25-32-200-M12-DT90 | 2 | 200 |M12*1.75|12.5| 32 |24.5| 90 | 2.3°
m Have no issue of the welding breakage. Emphasize the variability of the exchangeable endmill heads, m °
- even the exchangeable endmill head damaged, it can be replaced immediately. - GL25-32-250-M12-DT115 2 250 | M12*1.75|12.5| 32 |24.5| 115 |1.75
= - GL25-32-300-M12-DT135 | 2 300 |M12*1.75(12.5| 32 [24.5|/135 | 1.5°
| TN O T 2 E N R >
> > GL32-32-150-M16 1 150 | M16*2.0 | 17 | 32 | 32
‘é GL06-06-060-M03 M370.5 'é’ GL32-32-200-M16 1 | 200 |M16*2.0| 17 | 32 | 32
] GL06-06-120-M03 1 | 120 | M370.5 | 35| 6 | 6 = GL32-32-250-M16 1 | 250 |M16°2.0| 17 | 32 | 32
m " m GL32-32-300-M16 1 300 |M16*2.0 | 17 | 32 | 32
[ T TRERTTRTY T or T e Tae T e (77 GL32-32-400-M16 1 | 400 |M1672.0] 17 | 32 | 32
“ - - - - - “
o GL08-08-120-M04 1 120 M4*0.7 | 4.5 8 8 (o) "
A GL08-10-150-M04-DT60 2 150 M4*0.7 | 4.5 | 10 | 7.8 | 60 1° A GL42-42-250-M20 1 250 | M2072.5)| 21 42 | 42
= GL08-08-075-M05 1 75 M50.8 | 55 | 8 P - GL42-42-300-M20 1 300 | M20*2.5| 21 | 42 | 42
o GL08-08-100-M05 1 100 M5*0.8 | 5.5 | 8 8 o) GL42-42-400-M20 1 400 | M20*2.5| 21 | 42 | 42
- GL08-08-120-M05 1 120 M50.8 | 5.5 | 8 8 - GL42-42-500-M20 1 500 | M20*2.5| 21 | 42 | 42
= (=) et - ELft#R& - 555KREIG58  For other specifications, please call to inquire

GL10-10-075-M05 1 75 M5*0.8 | 5.5 | 10 | 10
GL10-10-100-M05 1 100 M5*0.8 | 5.5 | 10 | 10
GL10-10-150-M05 1 150 M5*0.8 | 5.5 | 10 | 10
2
2

GL10-12-150-M05-DT60 150 M5*0.8 | 5.5 | 12 | 9.8 | 60 1°
GL10-20-300-M05-DT135 300 M5*0.8 | 5.5 | 20 | 9.8 | 135 | 2.15°

GL12-12-075-M06 1 75 M6*1.0 | 6.5 | 12 | 12 I L ]
GL12-12-100-M06 1 100 | M6*1.0 | 6.5 | 12 | 12 ' . !
GL12-12-150-M06 1 150 | M6*1.0 | 6.5 | 12 | 12 Fig 1
GL12-12-200-M06 1 200 | M6*1.0 | 6.5 | 12 | 12

GL12-16-150-M06-DT70 2 150 | M6*1.0 | 6.5 | 16 |11.8| 70 |1.65° T

GL12-16-200-M06-DT90 2 200 | M6*1.0 | 6.5 | 16 [11.8| 90 | 1.3° Dl@];m : . . E[
GL12-16-250-M06-DT115 | 2 250 | M6*1.0 | 6.5 | 16 |11.8| 115 | 1° o’

GL12-20-300-M06-DT135 | 2 300 | M6*1.0 | 6.5 | 20 [11.8|135 | 1.7° £ L
GL16-16-100-M08 1 100 | M8*1.25| 8.5 | 16 | 16 Fig 2
GL16-16-150-M08 1 150 | M8*1.25| 8.5 | 16 | 16

GL16-16-200-M08 1 200 |M8*1.25| 8.5 | 16 | 16

GL16-16-250-M08 1 250 | M8*1.25| 8.5 | 16 | 16

GL16-20-200-M08-DT90 2 200 |M8*1.25| 8.5 | 20 |15.5| 90 | 1.3°

GL16-20-250-M08-DT115 | 2 250 |M8*1.25| 8.5 | 20 |15.5|115 | 1°

GL16-20-300-M08-DT135 | 2 300 | M8*1.25| 8.5 | 20 [15.5|135 | 0.85°

GL20-20-100-M10 1 100 | M10*1.5 [10.5| 20 | 20

GL20-20-150-M10 1 150 | M10*1.5 |10.5| 20 | 20

GL20-20-200-M10 1 200 | M10*1.5 [10.5| 20 | 20

GL20-20-250-M10 1 250 | M10*1.5 |10.5| 20 | 20

GL20-20-300-M10 1 300 | M10*1.5 [10.5| 20 | 20

GL20-20-400-M10 1 400 | M10*1.5 (10.5| 20 | 20

GL20-25-200-M10-DT90 2 200 | M10*1.5|10.5| 25 [19.8| 90 | 1.6°

GL20-25-250-M10-DT115 | 2 250 | M10*1.5[10.5| 25 |19.8|115 | 1.25°

GL20-25-300-M10-DT135 | 2 300 | M10*1.5 |10.5| 25 [19.8|135 | 1.1°

fimst - ELfth#R4& - 555KEG58 © For other specifications, please call to inquire
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Fig 2

HDC/HUC g5l hi JJ 1

Tungsten Carbide Tools Holder-HDC/HUC Collect Chuck

1ERASMKICETERN - BIEEE - IREIEE -
Made of high quality Tungsten Carbide, have excellent Stiffness and great Anti-Vibration.
QERNMIRE - BRANIERE - BREBR - 8% - BEBENIZTTHE -
Stretch the depth processing, improve the precision of the surface. Achieve the ultra-long,
ultra-deep, and ultra-high-precision machining.

3.REDEMS ERTASM °

Keep the cost down of the cutting tools, reducing production costs.

RS Model No -EHI

k "

HDC Collet

HDC4-08-C08-100L

HDC4-10-C10-100L 100 10 10 1
HDC4-10-C10-150L 150 10 | 10 1
HDC4-10-C12-150L-DT60 150 | 60 | 12 | 10 | 1° | 2
HDC4-10-C16-200L-DT100 200|100 | 16 | 10 [1.8°| 2
HDC6-12-C12-100L 100 12 | 12 1
HDC6-12-C12-150L 150 12 | 12 1
HDC6-12.8-C16-150L-DT60 150 | 60 | 16 |12.8 |1.7°| 2
HDC6-12.8-C16-200L-DT90 200| 90 | 16 |12.8 |1.2°| 2
HDC6-12.8-C20-250L-DT110 | 250 {110 | 20 |12.8 | 1.9°| 2
HDC6L-12-C12-100L 100 12 | 12 1
HDC6L-12-C12-150L 150 12 | 12 1
HDC6L-12.8-C16-150L-DT60 | 150 | 60 | 16 |12.8 |1.7°| 2
HDC6L-12.8-C16-200L-DT90 |200| 90 | 16 |12.8 |1.2°| 2
HDC6L-12.8-C20-250L-DT110 | 250 | 110 | 20 |12.8 | 1.9°| 2
HUC8-16-C16-120L 120 16 | 16 1
HUC8-16-C16-150L 150 16 | 16 1
HUC8-16-C16-200L 200 16 | 16 1
HUC8-16-C20-200L-DT80 200| 80 | 20 | 16 |1.5°| 2
HUC8-16-C20-250L-DT100 250|100 | 20 | 16 [1.2°| 2
HUC10-20-C20-150L 150 20 | 20 1
HUC10-20-C20-200L 200 20 | 20 1
HUC10-20-C20-250L 250 20 | 20 1
HUC10-23-C25-250L-DT120 | 250|120 | 25 | 23 |0.5°| 2
HUC10-23-C25-300L-DT120 | 300 (120 | 25 | 23 |0.5°| 2

fmet - RIS - BBREIES

gt ot EE———— 1 o]
|

° For other specifications, please call to inquire

Fig 1

e

HDC/HUC 415 %

HDC/HUC Collet Chuck

I I N VTN

HDC4-3 HDC4

HDC4-4 HDC4 31 7 4 1
HDC6-3 HDC6 36 | 9.6 3 1
HDC6-3.175 HDC6 36 | 9.6 [3.175 | 1
HDC6-4 HDC6 36 | 9.6 4 1
HDC6-5 HDC6 36 | 9.6 5 1
HDC6-6 HDC6 36 | 9.6 6 1
HDCL6-3 HDCL6 | 60 | 9.6 3 2
HDCL6-4 HDCL6 | 60 | 9.6 4 2
HDCL6-5 HDCL6 | 60 | 9.6 5 2
HDCL6-6 HDCL6 | 60 | 9.6 6 2
HUC8-3 HUC8 46.2 | 12 3 3
HUC8-4 HUCS8 46.2 | 12 4 3
HUC8-6 HUC8 46.2 | 12 6 3
HUC8-8 HUCS8 46.2 | 12 8 3
HUC10-3 HUC10 | 56.5 | 15 3 3
HUC10-4 HUC10 | 56.5| 15 4 3
HUC10-6 HUC10 | 56.5 | 15 6 3
HUC10-8 HUC10 | 56.5 | 15 8 3
HUC10-10 HUC10 | 56.5 | 15 10 3

fmst - EfLARAS - 5HEREIEE

° For other specifications, please call to inquire

HDCG6L Collet HUC Collet
1 — | T e
5| i 1t ey L g
| L J | L I
Fig 2 Fig 3




GLCK b= )i

GLCK Tungsten Carbide Anti-Vibration Boring System Tool Holder
1ERERILHEMERR - REREZHRZER - BIIEEBE - REEE -

EE R e Dimensions.mm

Hwe Der & Ho Dung Hwe Der & Ho Dung

o [T T Tn [

One piece formed design of the Tungsten Carbide Tools holder, will have no issue of the BE09A 9~10.5 B;Eé)ilﬁi TP.0802.. | MS2205A | ETF07
welding breakage, also have excellent Stiffness and great Anti-Vibration. BE10.5A |10.5| 7 | 18 | M05) 10.5~12 CUTTER HEAD MS2205A
DEENTRE  BAEINIEEE  BREE 8% B8BENT 2T - B BE12A |12 | 8 | 23 |MO6| 12-14 MS2205A
® Stretch the depth processing, improve the precision of the surface. o BE14A 14 | 10 | 23 |M06| 14~16 MS2206A
5 Achieve the ultra-long, ultra-deep, and ultra-high-precision machining. - BE16A 16 | 10 | 23 |M06| 16~18
P Z BE18A | 18 | 14 | 27 |M10| 18~20
- M o o (] BE20A 20 | 14 | 27 |M10| 20~22
8 Lok , D[ @]D _ T BE22A | 22 | 14 | 27 |M10| 22~24
- - —= —= E BE24A 24 | 14 | 27 |M10| 24~26
|:E \ o BE26A | 26 | 14 | 27 |M10| 26~28
o ——— - B ] . Qo BE28A 28 | 14 | 27 |M10| 28~30
i * IS ECBIGRIIIESLERFER * o BE30A | 30 | 14 | 27 |M10| 30~32
Boring head suggest brand: BIG ; BE32A 32 | 14 | 27 [M10| 32~34
BE36A 36 | 14 | 27 |M10| 36~38
GLCK1-19-150L | 150 GLCK1 BE3SA |38 |14 | 27 \M10] 38~40
BE40A 40 | 14 | 27 |M10| 40~42
GLCK1-19-200L 200 | 19 | GLCK1| 4 BE42A 42 | 12 | 27 Mol 42-4a
GLCK1-19-250L 250 | 19 | GLCK1 | 4 BE44A 44 | 14 | 27 |m10| 44~a6
GLCK1-20-150L 150 | 20 | GLCK1 | 4 BE46A 46 | 14 | 27 |M10| 46~48
GLCK1-20-200L 200 | 20 | GLCK1 | 4 BE48A 48 | 14 | 27 |[M10| 48~50
GLCK1-20-250L | 250 | 20 | GLCK1| 4 BESOA |50 [ 14 | 27 [M10] 50~52
GLCK2-24-200L 200 | 24 | GLCK2 | 5 EEmReR DlmenS|ons mm s B A SR =te
h
GLCK2-24-250L | 250 | 24 | GLCK2 | 5 Model No. ope S Adspiens | (Fr
GLCK2-25-200L 200 | 25 | GLCK2 | 5 EC1606 16 6 SC06J-SWUBR-06
GLCK2-25-250L 250 | 25 | GLCK2 | 5 EC1608 16 8 Al = SC08-M5-..
EC1610 16 10 ﬂl’g ****** 1 [D SC10-M6
GLCK2-25-300L 300 | 25 |GLCK2 | 5 M- i ® 0
EC1612 16 12 SC12-M6-..
EC1614 16 14 SC14-M6-..
GLCK3-31-250L 250 | 31 |GLCK3 | 6
GLCK3-31-300L 300 | 31 |GLCK3 | 6
GLCK3-31-350L 350 | 31 | GLCK3 | 6 EEmiReRE Dlmen3|ons mm S EFE/JEE BREE | B8
GLCK3-31-400L | 400 | 31 | GLCK3 | 6 Model No. n-- Sl Bey | Siris o Gl e
GLCK3-32-250L 250 | 32 | GLCK3 | 6 SC08H-M5-115 15 | seemimiETIie BEO9A - BE10.5A| EC1608
GLCK3-32-300L 300 | 32 |GLCK3 | 6 SC10H-M6-115 | 10 | M6 | 115 |CARBIDE . EC1610
GLCK3-32-350L | 350 | 32 | GLCK3 | 6 SC10H-ME-135 | 10 | M6 | 135 ) BE12A - BE14A |—EC1610
GLCK3-32-400L | 400 | 32 | GLCK3 | 6 SC10n-Me-100 {19 M 16D | BE16A EC1610
e SC12H-M6-135 | 12 | M6 | 135 me EC1612
SC12H-M6-165 | 12 | M6 | 165 | EC1612
GLCK4-42-250L 250 | 42 | GLCK4 | 8 * SC14H-M6-160 | 14 | M6 | 160 ! BE14A - BE16A | EC1614
GLCK4-42-300L 300 | 42 | GLCK4 | 8 * SC16H-M10-105 | 16 [M10 | 105 : BE18A~BE50A
GLCK4-42-400L 400 | 42 | GLCK4 | 8 * SC16H-M10-140 | 16 |M10 | 140 scM..H E BE18A~BE50A —
SC16H-M10-180 | 16 |M10| 180 BE18A~BE50A
GLCK4-42-500L 500 | 42 | GLCK4 | 8 *

B N AERRERR - SIBAIREREEH -
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MPR 78 J] Micro Turning Cutter MIR #4U i 7) ( 60° BEEIM 1)

Model No. Vil Micro Turning Cutter( 60° Thread Processing)

MPR1.5R0.1L6 | 3.0 50 6 |0.10 | 0.3 0.7 1.5 SIM 0020 H3 n- F M?f'i\pi‘el:fzre
MPR2R0.1L10 | 3.0 50 10 (010 | 0.5 | 0.8 21 SIM 0020 H3 A

MPR3R0.1L15 | 3.0 50 15 | 0.10 | 0.7 1.3 3.1 SIM 0020 H3 MIR3L15A60| 3.0 50 15 60 [0.8-1.0{32-24| 1.4 3.2 [SIM 0020 H3

MPR4R0.1L22 | 4.0 50 22 (010 | 0.8 1.7 41 SIM 0020 H4 MIR 4 L15A60| 4.0 50 15 60 |0.8-1.0{32-24| 1.8 41 |SIM 0020 H4

MPR6R0.2L22 | 6.0 50 22 (020 | 1.4 | 2.8 6.1 SIM 0020 H6 MIR6L15A60| 6.0 50 15 60 |1.0-1.5/24-16| 2.6 6.0 |SIM 0020 H6

MPR8R0.2L22 | 8.0 60 22 | 0.20 | 1.6 3.8 8.1 SIM 0020 HS MIR 8 L22 A60| 8.0 60 22 60 |1.0-2.0/24-13| 3.6 8.0 |SIM 0020 H8
MPR10R0.2L35| 10.0 | 75 35 [ 0.20 | 2.0 4.8 101 SIM 0020 H10 {/ET - ELftiR4E - 5B5KEIE5 o For other specifications, please call to inquire

st « Efth#R4E - 555RES5  For other specifications, please call to inquire

HEE=F

THREE TREASURES FOR MOLD

MGR wﬂﬁ (w@) Micro Turning Cutter (Recessed)

Model No. D B/NLE

MGR4B1.0L10| 40 | 50 | 10 | 0.1 | 1.0 | 1.0 | 1.7 41 SIM 0020 H4
MGR4B1.5L10| 40 | 50 | 10 [ 01| 1.5 | 1.0 | 1.7 41 SIM 0020 H4
MGR6B1.0L15| 6.0 | 50 | 15 | 0.1 | 1.0 | 1.4 | 2.8 6.1 SIM 0020 H6
MGR6B1.5L15| 6.0 | 50 | 15 | 0.1 | 1.5 | 1.4 | 2.8 6.1 SIM 0020 H6
MGR6B2.0L15| 6.0 | 50 | 15 | 0.1 | 2.0 | 1.4 | 2.8 6.1 SIM 0020 H6

5T - ELfth#E4& - 555KE558 o For other specifications, please call to inquire




HD

Hwe Der & Ho Dung

BE

Mill Dia
mm

0.5

o MIT

A

12740

HWE DER

Specialized cutting tool factory

EEEEE% Spindle Speed Table

19110

tIHIE

25480

31850

38220

44590

XE V Gutting Speed (mm/min)

20 [30 | 40 |50 60 [ 70 80 [80 100 [120 150 [ 180 | 200 | 250 300

50960

57320

63690

76430

95540

114650

127390

159240

191080

0.6

10620

15920

21230

26540

31850

37150

42460

47770

53080

63690

79620

95540

106160

132700

159240

0.7

9100

13650

18200

22750

27300

31850

36400

40950

45500

54590

68240

81890

90990

113740

136490

0.8

7960

11940

15920

19900

23890

27870

31850

35830

39810

47770

59710

71660

79620

99520

119430

7080

10620

14150

17690

21230

24770

28310

31850

35390

42640

53080

63690

70770

88460

106160

6370

9550

12740

15920

19110

22290

25480

28660

31850

38220

47770

57320

63390

79620

95540

3180

4780

6370

7960

9550

11150

12740

14330

15920

19110

23890

28660

31850

39810

47770

2120

3180

4250

5310

6370

7430

8490

9550

10620

12740

15920

19110

21230

26540

31850

1590

2390

3180

3980

4780

5570

6370

7170

7960

9550

11940

14330

15920

19900

23890

1270

1910

2550

3180

3820

4460

5100

5730

6370

7640

9550

11460

12740

15920

19110

1060

1590

2120

2650

3180

3720

4250

4780

5310

6370

7960

9550

10620

13270

15920

800

1190

1590

1990

2390

2790

3180

3580

3980

4780

5970

7170

7960

9950

11940

640

960

1270

1590

1910

2230

2550

2870

3180

3820

4780

5730

6370

7960

9550

530

800

1060

1330

1590

1860

2120

2390

2650

3180

3980

4780

5310

6630

7960

450

680

910

1140

1360

1590

1820

2050

2270

2730

3410

4090

4550

5690

6820

420

640

850

1060

1270

1490

1700

1910

2120

2550

3180

3820

4250

5310

6370

400

600

800

1000

1190

1390

1590

1790

1990

2390

2990

3580

3980

4980

5970

320

480

640

800

960

1110

1270

1430

1590

1910

2390

2870

3180

3980

4780

250

380

510

640

760

890

1020

1150

1270

1530

1910

2290

2550

3180

3820

Reduction Formula

Circular Constant (3.14)

F=NxZ x f

RPM (mm )

Feed per Tooth (mm/tooth)

nl:l

W BIEEIE Side Milling

HEJTHHEM

Specialized cutting tool factory

TR —MRAEER - SR SR AEH 0 TR M#&E  KEaE BiER  HREERT18
Mild steels, Carbon (38~45HRC)Hardened Ti-6AI-4V Super-heat resistant Alloy
Work Steel,Cast Iron SS400, Steel Stainless Steel Nickel Alloy inconel718
Material S55¢,FC250(~750N/mm) SUS304,NAK,SKD Titanium Alloy
DRER Vo) 75-160 m/min 120 m/min 85 m/min 35 m/min
BE1Z (mm) [EIEEE HERRRE EIECE Y HEIRREE [EIECE HEHRRE [EIECE HEHRRE
) (rpm) mm/min (rpm) mm/min (rpm) mm/min (rpm) mm/min

Diameter Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
3 9,550 1,146 9,550 760 6,685 532 3,750 220
4 7,960 1,900 7,960 950 5,572 665 2,800 230
5 7,640 2,139 7,320 1,200 5,124 840 2,240 260
6 6,900 2,800 6,900 1,650 4,830 1,155 1,865 260
8 5,570 2,897 5,570 1,560 3,899 1,092 1,400 260
10 5,093 3,056 4,770 1,630 3,339 1,141 1,120 210
12 3,980 3,180 3,980 1,430 2,786 1,001 935 190
16 2,980 2,380 2,380 950 1,666 665 700 140

Ae Ae Ae

HIERLE Ap=2.0D Ap=1.0D Ap=1.0D

Depth of cut Ap - Ap - Ap -

(D:E@Dia) W Ae=0.1D T Ae=0.1D W Ae=0.05D

W ;BtDH| Slotting

THME —MHEE R o RS - S5 AEH 0 TS #ed  KE2 Bifed  RRMSET718
Mild steels, Carbon (38~45HRC)Hardened Ti-6Al-4V Super-heat resistant Alloy
Work Steel,Cast Iron SS400, Steel Stainless Steel Nickel Alloy inconel718
Material S55¢,FC250(~750N/mm) SUS304,NAK,SKD Titanium Alloy
REE Vo) 75-160 m/min 120 m/min 75 m/min 30 m/min
BH1& (mm) [EIEHE SERRRE [EIEHE AR EIEEE HERRRE EIEEE HERRRE
X (rpm) mm/min (rpm) mm/min (rpm) mm/min (rpm) mm/min
Diameter Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
3 9,550 700 9,550 300 6,685 210 3,200 130
4 8,000 800 7,960 450 5,572 315 2,900 130
5 7,320 880 7,320 530 5,124 371 1,920 130
6 6,900 1,103 6,366 630 4,456 441 1,600 150
8 5,570 1,114 4,775 670 3,343 532 1,200 150
10 4,500 1,250 4,138 660 2,897 462 960 130
12 3,450 1,035 3,180 510 2,226 350 800 120
16 2,380 760 2,380 380 1,666 266 600 90
Ae Ae
Ae
e Ee t ' - Ap Ap
—| |— :[ Ap=1.0D
Depth of cut Ap
(D:EEDia.) Ae=1.0D
Ap=0.5D Ap=0.15D
Ae=1.0D Ae=1.0D
GER] [NOTE]

1) FEE R M R A A B0 {2 M B I o

2) BYIEI E@ASERIET 2R AR EREH R ERRE -

3) FERTHELEZRZIHIR
4) ERZUDHIR R R A BB TE -

1) Use a rigid and precise machine and holder.

when machines with low rigidity are used.

2) Please adjust the speed and feed when the cutting depth is large or

3) Please use a suitable fluid with high smoke rstardant properties.

4) During DRY (no fluid) milling, please use air blow to remove

disposable chips from the moilling area and to eliminate chip packing. ‘
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mEIEtIE Side Milling

Hwe Der & Ho Dung

LR —ﬁ&ﬁ_&%ﬁﬁtﬁ] ’ ﬁiiﬁﬂ A (3:'%4%%(:’)? gzm d mmﬁ 6@/\;4@5@@
Ild steels, Carbon ~ ardenes i- - e =, P E i~
Work Steel,Cast Iron SS400, Steel Stainless Steel Nickel Alloy Wl | TRMERA BRE R asd TRH SEEIIRG, AR - TS B2 (15-55HRC) | #bgiEa (95~60HRC)
i P Mild steels, Carbi Alloy Steel, Tool Steel (KBHardened Steel | (38~45HRC)Hardened | $k&4, fif%ia 4 Hardened Hardened steel
”M‘atenal S300laC250 @SN mm) SUSSONNAKTSKD) LitaniumpAlioy) Work StetleI,CsaZ? on 33%230, s?zKII,S(Ia(e‘l',SIE()g,SKeI:;3 ﬁﬁgnﬁhzggedagt:;?ﬁeeee (Steelsstainl)esasrszzl SteeTjTitaniumzlf; ° SKDa1r1?sn|§H,ZiZ%
tgﬁu;zrg (Ve) 130 m/min 120 m/min 85 m/min Material  |S55¢,FC250(~750N/mm?) (~30HRC) Cutting)SKT,SKD,NAK,HPM1 SUS304,NAK,SKD SKD61,SKD11,STAVAX% |  AISI H13 AISI D2 etc
utting Speed T
o T T = e T e oA | 100 mimin 78 m/min 66 m/min 62 m/min 60 m/min 30 m/min
Diameter Sy Faad Rate ) Foad Rats Shoay Faad Rate AR EEHEA R EEEA S
) (min-T) mm/min (min-T) mm/min (min-T) mm/min (min-T) mm/min (min-T) mm/min (min-T) mm/min
3 8,500 800 8,500 500 6,685 420 Diameter Speed Feed Rate | Speed | FeedRate | Speed | FeedRate | Speed | FeedRate | Speed | Feed Rate Speed | Feed Rate
4 7,162 860 7,960 800 5,572 560 3 9,000 800 8,300 760 7,000 560 6,600 555 6,350 485 3,200 190
5 7,000 1,100 6,366 860 4,676 602 4 7,000 980 6,200 820 5,300 570 4,950 590 4,750 515 2,400 190
6 6,366 1,528 5,840 930 4,088 651 5 6,400 1,200 5,000 850 4,200 590 3,950 630 3,800 535 1,900 190
8 5,173 1,655 4,775 1,050 3,343 805 6 5,500 1,500 4,200 950 3,500 700 3,300 660 3,200 545 1,600 190
10 4,500 2,180 3,820 993 2,898 812 8 4,800 1,600 3,100 895 2,650 660 2,450 640 2,400 555 1,200 175
12 3,710 2,228 3,183 830 2,597 833 10 4,350 2,000 2,500 855 2,100 605 1,950 590 1,900 525 955 160
16 2,590 2,070 2,188 610 1,813 1,302 12 3,000 1,500 2,050 850 1,750 565 1,650 535 1,600 475 795 160
16 2,300 1,000 1,550 745 1,300 500 1,250 445 1,200 400 595 160
Ae Ae 20 1,600 900 1,250 595 1,050 455 985 395 955 355 475 160
IR AR Ap=2.0D Ap=1.0D 1
Depth of cut Ap Ap H| S5 % Ad
I Ae=0.1D Ae=0.1D Depth of cut | Ad | Rd Ad | Rd Ad | Rd
T T (D:E7€Dia.) 1.5D 0.1D 1.5D | 0.1D 1D 0.05D
Rd
s i CED T .
mEYHE SIottlng W ETE Slottlng
T M —HREEME - R B HEH 0 TEE aas  Hhas
Mild steels, Carbon (38~45HRC)Hardened Ti-6AI-4V eIk | —RWERE B B a4, TEH (30~38HRC) TS TR kI (45~55HRC) #557945 (55~60HRC)
Work Steel,Cast Iron SS400, Steel Stainless Steel Nickel Alloy Mild steels, Carbon Alloy Steel, Tool Steel | F&RE: (t#))Hardened Steel | (38~45HRC)Hardened | $k&%. fii#& £ Hardened Hardened steel
Material S55¢,FC250(~750N/mm) SUS304,NAK,SKD Titanium Alloy Worll( Steel,Cast Iron SS400, SCM,SKT,SKS,SKD Pre-hardned Steel(Free Steel Stainless Steel Steel, Titanium Alloy SKD11,SKH,SKS &
EIELERE (Vo) 130 mimi 120 mimi 25 mimi Material | S55¢,FC250(~750N/mm?) (~30HRC) Cutting)SKT,SKD,NAK,HPM1 SUS304,NAK,SKD SKD61,SKD11,STAVAX% |  AISI H13,AISI D2 etc
: m/min m/min m/min e
Cutting Speed i _ i HIMRE 80 m/min 60 m/min 55 m/min 52 m/min 42 m/min 20 m/min
BHAE (mm) BT EHERE BT AR EET EHEEE Cutting Speed
; (rpm) mm/min (rpm) mm/min (rpm) mm/min B (mm) EIEEE Y HEIGRE EIECE S HEIRRE [EIECE ST HEIGRE EIECE HEIGRE Bk HEIGRE EIEEE Y HEIGRE
Diameter Speed Feed Rate Speed Feed Rate Speed Feed Rate . (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min
3 9550 500 8488 200 6.685 210 Diameter Speed Feed Rate Speed | Feed Rate Speed | Feed Rate Speed | Feed Rate Speed | Feed Rate Speed | Feed Rate
2 7960 570 6.765 320 5572 315 3 9,000 600 6,350 595 5,850 455 5,500 400 4,450 320 2,100 110
5 7’100 600 5’730 350 5’124 371 4 7,000 800 4,750 675 4,400 455 4,150 450 3,350 360 1,600 120
6 6,366 700 5'305 420 4,456 241 5 6,400 850 3,800 660 3,500 475 3,300 475 2,650 385 1,250 125
8 5’173 750 3’980 480 3’343 532 6 5,500 900 3,200 560 2,900 500 2,750 495 2,250 400 1,050 125
10 3’979 875 3’180 510 2,897 262 8 4,800 1,000 2,400 550 2,200 545 2,050 515 1,650 415 795 125
12 2,920 700 2,653 420 2,226 350 10 4,350 1,200 1,900 535 1,750 475 1,650 470 1,350 380 635 115
16 2,190 530 y '990 280 1,666 266 12 3,000 1,000 1,600 475 1,450 450 1,400 440 1,100 355 530 115
: : : 16 2,300 600 1,200 430 1,100 370 1,050 370 835 300 400 88
Ae 20 1,600 400 955 380 875 350 830 330 670 265 320 89
Ae — _—
HIHIEEAE ! L A_p[ 5
Depth of cut Ap Ap=1.0D I REE Ad =0.05D
' - Depth of cut Ad=1D "L [T Ad Ad=05D
(D:E7EDia.) Ae=1.0D (D:E7EDia.)
Ap=0.5D ‘ ‘
Ae=1.0D
[ERE] [NOTE]
GEE] [NOTE] 1) S5 PRI R ¥ Y FE 5 2 KM ERL AR o 1) Use a rigid and precise machine and holder.
1) SEE R R A 8 E Z B Bt EE - 1) Use a rigid and precise machine and holder. 2) BtNEI 2 E A SRR E R, AR K O S B R ERGRE o 2) Please adjust the speed and feed when the cutting depth is large or
2) EIE BB A BRI T BB, SRR MR R AR o 2) Please adjust the speed and feed when the cutting depth is large or 3) EEATHELER LR - when machines with low rigidity are used.
3) SEFEA TS AL IEE S HIEIE when machines with low rigidity are used. 4) EzNUIHIES SR R At B Et i L& & - 3) Please use a suitable fluid with high smoke rstardant properties.
4) 1T 85 EHIRS, S5 2o RS Y B st N T 868 o 3) Please use a suitable fluid with high smoke rstardant properties. 4) During DRY (no fluid) milling, please use air blow to remove
4) During DRY (no fluid) milling, please use air blow to remove disposable chips from the moilling area and to eliminate chip packing.

. disposable chips from the moilling area and to eliminate chip packing. ‘
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t]) Bl 1% {4 & Standard Cutting Conditions

SE.MHD.RT.

‘ — RE,A28(~30HRC) | A4 TEM(30~45HRC) TR SER DI SRR FBRIEH(45~55HRC) HRID(55~60HRC
A _ﬁﬁéfgﬁ? Wcﬁz' sE Al gs?ﬁl ;rE?St | fﬁﬁﬁﬁ(ﬂaﬁﬁ?3~?jaHRdCS)t s :Egslgc,)ﬁﬂ;jﬁ ’ ﬁ(ﬁgi%?; (4Zi|5H§C) ’ ;_-&g:g? (55d~6t0H:‘\'C) Work Carbon Steel, Alloy Steel Alloy steel, Tool steel Austenitic stainless steel Hardened steel - Har;ie(r1e d steel )
Work ild steels, Carbon oy Steel, Tool Stee 35 (1 ardened Stee ~ C)Hardene: A il .:\1%. ardene ardened steel X S50C,SCM, §54FC250% FErEH, SKD61,NAKE: SUS304,SUS316% SKD61,SKD11,NAK,
Material | som Fonoororsorin2 RN .~ crcis narcrrt NIRRT . oo o ey . I Material AISI 1049 Cast iron Pre-hardned steel, AISI H13 AlSI 304,AIS1 316 STAVAXZAISI H13 SR L
HIA=RE . . . . . . B
Cutting Speed| 200 m/min 200 m/min 200 m/min 150 m/min 100 m/min 80 m/min Cutting 50~100 m/min 50~70 m/min 30~60 m/min 30~50 m/min 15~30 m/min
B (mm) [EIEEE R EILEE HEIREE [EIEEE R EILLE R ElgEE | EEEE [EIEEE AR Speed
. (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min ESRE IR EIEE EIEE EIEE
Diameter Speed Feed Rate Speed | Feed Rate Speed | Feed Rate Speed | Feed Rate Speed | Feed Rate Speed | Feed Rate BE EsEg me/rFr;in EEEEy mm/min EsEg me/r}gin EEEEy mm/min [EEEEy me/rlgin
3 | 21,200 | 2,150 | 21,200 | 2,400 | 21,200 | 1,300 | 15900 | 1,150 | 10,600 | 680 | 8500 | 440 mm) | (min!) R min) e FEE i) SR (min-t) | —fdRAE (i 1) e RAE
Diamet Speed i i Speed i i Speed i i Speed i St Speed i St
4 15,900 | 2,050 | 15900 | 2,300 | 15,900 | 1,300 | 11,900 | 1,250 | 7,950 | 795 | 6,350 | 460 D R T | i | R T | i, [
5 12,700 | 1,900 12,700 | 2,150 12,700 1,250 9,550 1,350 6,350 840 5,100 510 1 30,000 | 900 | 720 20,000 | 600 480 | 12,600 | 450 | 270 | 15,000 180 | 140 4,800 30 24
6 10,600 3,050 10,600 2,650 10,600 2,000 7,950 1,450 5,300 910 4,250 610 1.5 20,000 | 900 720 14,000 600 480 8,400 450 270 10,000 180 | 140 3,200 35 28
2 15,000 | 900 720 10,000 600 480 6,300 450 270 8,000 180 | 140 2,400 40 32
8 7,950 2,800 7,950 2,400 7,950 1,900 5,950 1,400 4,000 860 3,200 575 2.5 12,000 | 900 720 8,200 600 480 5,100 450 270 6,100 180 | 140 2,100 45 36
10 6,350 2,550 6,350 2,200 6,350 1,850 4,750 1,350 3,200 830 2,550 510 3 10,000 | 900 | 720 7,000 600 480 4,200 | 450 | 270 | 5,000 180 | 140 1,800 55 44
12 5,300 2,550 5,300 2,200 5,300 1,800 4,000 1,350 2,650 830 2,100 510 4 7,500 900 720 5,200 600 480 3,100 450 270 4,000 180 | 140 1,400 75 60
16 4,000 1,900 4,000 1,900 4,000 1,700 3,000 1,350 2,000 830 1,600 510 5 6,000 900 720 4,200 600 480 2,500 450 270 3,200 180 | 140 1,200 75 60
20 3.200 1,550 3.200 1,550 3.200 1,550 2.400 1150 1,600 730 1,250 510 6 5,000 900 430 3,500 600 480 2,100 450 270 2,700 180 | 140 1,000 75 60
8 4,000 780 620 2,800 520 410 1,600 390 230 2,000 160 | 125 800 70 56
. o o o T o T 10 3,200 | 680 | 540 | 2,200 [ 450 | 360 | 1,300 | 340 | 200 | 1,600 | 140 | 110 650 65 | 52
IR Ad 5= oo Toom 5=25 75 To0m 5=25 T To0 12 2,700 [ 620 | 490 [ 1900 | 410 | 320 [ 1.100 | 310 [ 180 [ 1,300 | 120 [ o5 530 | 55 | 44
Depth of cut . i} . _ . i
B /RDi B @6=D | 1.5D | 0.05D @6=D | 1.5D |0.02D @6=D | 1.5D |0.02D = =
OFER) gEmER| S01D(0=ey [ 220+ :L:ﬁ =
Rd Rd Max=0.5mm Rd Max=0.5mm Rd Max=0.5mm =0.2D(D>03) D =1 =
Depth_of.cut =15D =0.1D(D<22) > o
(D:E1%Dia.) =0.2D(D=02) —D:[ =0.05D(D=02) —D:[ -
=0.1D(D>02) =0.05D

(;£=] [NOTE]
1) tNHI60 HRCEIM#IRF » FE{ERAMS6PE#ET] -

Please Use MS6P for work materials of 60 HRC or above.

B =& EE| High Speed Slotting

aplkE | SRR B s A58 TEE (30~38HRC) B T 2) JHLXETBERIT R RTI RS 2FF - BERAIFKBMEEIUIMBUIRELT -
Work StMilld csteﬂs, Cgr&)go Asllg{/I Séequl_,STlggI Ssltg:c)el iﬁgﬂﬂ;ﬁeﬁﬂ)lgasntienleg Steel (:;8~4|5g|R_c|)Hanéeneld In Cutting Austenitic stainless steels,the use of non-water-soluble cutting fluid is especially effective.
Materiel | soox Fcocorasorvn NIRRT .1 <o e vt IR 3) MR T HEAOSTHRINET R - HIRMENS - LR A R SRR -
BIMHRRE 12 : 1 : 10 . 7 . If the rigidity of the machine or the work material installation is very low, or chattering is generated,
Cutting Speed 0 m/min 0 m/min 90 0 m/min 60~70 m/min please reduce the revolution and the feed rate proportionately.
E1& (mm) EIEEE HERRRE [EIEEE EIREE [EILEE HEIREE [EIEEE HEIREE 4) M EERARY RSB A T A FRZ1/BLT -
) (min-1) mm/min (min-1) mm/min (min-T) mm/min (min-T) mm/min -
Diameter Speed | Feed Rate | Speed | FeedRate | Speed | FeedRate | Speed | Feed Rate When drilling, please set feed rate at 1/3 or below of the above value.
3 12,700 | 1,050 | 10,600 935 9,550 745 6,350 460
4 9,550 1,150 7,950 1,000 7,150 745 5,150 560 '% Et}:’ ‘ﬁu 1|§ 14;% ngh-Speed M||||ng Conditions
5 7,650 1,200 7,000 1,100 6,350 865 4,150 595 =
fn JREM, A2 8H(~30HRC) A T A#§(30~45HRC) ZUBEIEHH(45~55HRC) "
6 6,350 1,550 5,850 1,150 5,300 910 3,700 670 ?}5&92‘7]' Carbon Steel, Alloy Steel Alloy steel, Tool steel et el %E;E&ﬁ;f:d 221"?0)
8 4,750 | 1,450 | 4,400 | 1,300 | 4,000 | 985 | 2800 | 690 Material S50C,SCM.$5§FC250% FRIES SKD61,NAKE SKDE1,SKD11,NAK, SKD11ZAIS| D2
AISI 1049,Cast iron Pre-hardned steel, AISI H13 STAVAXZAISI H13
10 3,800 1,400 3,500 1,200 3,200 865 2,250 635 —
pliyi-2
12 3,200 1,250 2,900 1,150 2,650 815 1,850 595 Cutting 300 m/min 200 m/min 150 m/min 50 m/min
16 2400 | 1,050 | 2200 | 965 | 2000 | 675 | 1400 | 500 Speed
20 1,900 | 840 | 1,750 | 770 | 1,600 | 635 | 1,100 | 445 Hig s e e e e g e R
(mm) (min -") mm/min (min -") mm/min (min -") mm/min (min -") mm/min
Diameter Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
THIEE%E = [ T Ad Ad=0.2D 1 40,000 1,200 30,000 900 30,000 360 15,900 100
:?‘;’;;;;“; Ad Max=3mm 2 40,000 2,400 30,000 1,800 23,800 530 7,900 130
3 30,000 2,700 21,200 1,800 15,900 530 5,300 160
4 23,800 2,850 15,900 1,800 11,900 530 4,000 210
S 5 19,000 2,850 12,700 1,800 9,500 530 3,200 200
Y TEEERAERRIES AR - TAREERE 6 15,900 2,850 10,600 1,800 7,900 530 2,650 200
SRS EBUEEH AR 8 11,900 2,325 7,900 1,485 5,900 470 2,000 175
10 9,500 2,000 6,300 1,290 4,700 410 1,600 160
Caution: 12 7,900 1,800 5,300 1,125 3,900 360 1,300 135
' Sparks generated during operation or heat caused by tool breakage
® can cause fire. Be sure to use all proper fire-prevention measures. . =0.02D
tHI B A
Depth of .cut =1D
(D:E7%Dia.)
122 i 123
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Specialized cutting tool factory

W BIEEIE Side Milling

HEJTHRE K

Specialized cutting tool factory

W JEYJHEI Slotting

T PN HEe T ¥ Has Hes
Mve:lt?errli(al Aluminum Copper M\;vtzrrli(al Aluminum Copper
ORBENS | 100~250 m/min 50~120 m/min ORBIE S | 100~250 m/min 50~120 m/min
B1R (mm) [E1E8E] BIJHERG E1EEE B B (mm) [E1EEE BIJHERG [EILLE BN
X (rpm) Fz (rpm) Fz . (rpm) Fz (rpm) Fz
Diameter Speed mm/tooth Speed mm/tooth Diameter Speed mm/tooth Speed mm/tooth
1 31831 .002-.005 15916 .002-.005 1 31831 .001-.002 15916 .001-.002
2 15916 .005-.015 11141 .005-.01 2 15916 .005-.01 11141 .001-.005
3 13793 .005-.03 8488 .01-.015 3 13793 .005-.01 8488 .005-.01
4 11937 .01-.04 6366 .01-.03 4 11937 .01-.02 6366 .01-.015
5 10186 .02-.05 5730 .02-.05 5 10186 .01-.03 5730 .01-.025
6 8488 .025-.08 4775 .025-.06 6 8488 .02-.04 4775 .015-.04
8 8356 .03-.10 3581 .03-.08 8 8356 .03-.06 3581 .02-.05
10 7639 .03-.12 2865 .04-11 10 7639 .04-.07 2865 .03-.06
12 6366 .04-15 2387 .05-.12 12 6101 .05-.08 2387 .04-.08
14 5229 .05-.18 2046 .06-.15 14 5229 .06-.09 2046 .05-.10
16 4576 .06-.20 1790 .07-.17 16 4576 .07-.10 1790 .06-.12
20 3501 .08-.22 1432 .08-.19 20 3501 .08-.11 1432 .08-.14
Ae Ae
BT S Ap=2.0D QTR =2 [ o=
Depth of cut ﬂ Depth of cut _|_E[ p= 1.0D
(D:EfEDia.) W Ae=0.2D (D:EfEDia.) Ae=1.0D

B @IE IS Side Milling W ;04 Slotting =@
LR Has RS Lk mae was
Work i Work i
Mat?errial Aluminum Copper Mat(:;ial Aluminum Copper
R A | 100~300 m/min 60~120 m/min DRERNS | 100~300 m/min 60~110 m/min
BE1R (mm) [EIEEE B [EILE 3¢ BIERE EH1Z (mm) [EILEE ¢ Bk [EIEEE Bk
' (rpm) Fz (rpom) Fz ; (rpm) Fz (rpm) Fz
Diameter Speed mm/tooth Speed mm/tooth Diameter Speed mm/tooth Speed mm/tooth
1 31831 .002-.005 31831 .001-.002 1 31831 .001-.002 28648 .001-.002
2 15916 | .005-.015 15916 .005-.01 2 15916 | .002-.004 14324 .001-.003
3 13793 .01-.03 10610 .01-.02 3 13793 .005-.01 9549 .002-.005
4 11937 .01-.04 7958 .01-.03 4 11937 .01-.02 7162 .005-.01
5 10186 .02-.06 6366 .02-.05 5 10186 .01-.04 5730 .01-.03
6 9019 .02-.08 5305 .02-.07 6 9019 .02-.05 4775 .02-.04
8 8754 .03-.10 3979 .03-.08 8 8754 .03-.07 3581 .03-.06
10 7639 .03-.12 3183 .03-.10 10 7639 .04-.09 2865 .04-.08
12 6366 .04-.14 2653 .04-.12 12 6366 .05-.11 2387 .05-.10
16 4775 .05-.18 1989 .05-.16 16 4775 .06-.12 1790 .05-.11
20 3820 .06-.22 1592 .06-.18 20 3820 .06-.12 1432 .05-.11
Ae Ae
tHEI A4 tIEI 8L — S
Ap=2.0D
Depth of cut Ap P 0 Depth of cut A_p[ Ap=1.0D
(D:EfEDia.) Ae=0.2D (D:EfEDia.) Ae=1.0D
B AEEl Side Milling W ;B4 Slotting AED
T PN Hed T mas e S
Work : Work .
Matzrrial Aluminum Copper Mat(:e:ial Aluminum Copper
PERRRE (o) | 100~300 m/min 80~120 m/min FIHIRRE (V) 1 100~300 m/min 80~120 m/min
utting Speed Cutting Speed
BE1R (mm) [EIEE B [EILES ¢ BIERE E1Z (mm) [CIEEE ¢ Bk [EIEEE B
' (rpm) Fz (rpom) Fz ; (rpm) Fz (rpm) Fz
Diameter Speed mm/tooth Speed mm/tooth Diameter Speed mm/tooth Speed mm/tooth
3 13793 .01-.03 10610 .01-.02 3 13793 .01-.02 10610 .01-.015
4 11937 .01-.05 7958 .01-.03 4 11937 .02-.04 7958 .01-.02
5 10186 .02-.08 6366 .02-.04 5 10186 .03-.06 6366 .02-.03
6 9019 .02-.10 5305 .02-.05 6 9019 .04-.08 5305 .02-.04
8 8754 .02-.12 3979 .03-.06 8 8754 .05-.10 3979 .03-.06
10 7639 .03-.14 3183 .04-.09 10 7639 .05-.13 3183 .03-.08
12 6366 .04-.16 2653 .04-.11 12 6366 .08-.15 2653 .04-.10
16 4775 .05-.20 1989 .05-.13 16 4775 .08-.17 1989 .05-.11
20 3820 .06-.22 1592 .06-.15 20 3820 .08-.20 1592 .05-.12
plllh=g-2o ~ he
HI B& tHI B
Ap=2.0D — —
Depth of cut Ap P Depth of cut Ap Ap=1.0D
(D:E7¥Dia.) Ae=0.25D (D:E#%Dia.) Ae=1.0D

W BE L& Side Milling ACB
ToMH maa Hes
Mvavt(;rrli(al Aluminum Copper
DR 60~150 m/min 50~100 m/min

=S (mm) Gy BIER G IR

Diameter S(;pen;zi mmll-_tf)oth S(g)erZL mm'/:tzoth
0.4 47747 .001-.005 39789 .001-.005
0.5 44563 .001-.005 31831 .001-.005
0.6 42441 .001-.005 26526 .001-.005
0.8 39789 .001-.005 19894 .001-.005

1 31831 .005-.01 17507 .005-.01

2 28648 .01-.02 14324 .01-.02

3 15916 .01-.06 9549 .01-.03

4 11937 .02-.08 7162 .02-.06

5 9549 .02-.10 5730 .02-.08

6 7958 .03-.12 4775 .03-.10

8 5968 .04-.18 3581 .04-.12

10 4775 .06-.20 2865 .06-.15

12 3980 .08-.22 2387 .08-.18

IR
(D:E#EDia.) Ae=0.2D
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‘ Specialized cutting tool factory Specialized cutting tool factory

Hwe Der & Ho Dung

W AIEtIE Side Millin W Et)HI Slottin AEW y . 3
g ’ 9 ) &l i€ {4 & Standard Cutting Conditions
DL EEs RS A0 Fuk Bae AEe
a eria Aluminum Copper . (()el;'ia Aluminum Copper . o 4440 FAEE _
) ﬁriztﬁ; (\Ilc) : ; ] ﬁm;ztr? (:Ic) : ) ?&ﬁﬂf c fiﬂ{ﬂ | RIS Harii%f f?eels Al . c -
Cutting épeed 150~250 m/min 100~150 m/min Cutting §peed 240 m/min 110 m/min Mat?arial arSOSnOSCeeS Pre-hardned steels,SCM, SKDB1(-55HRC) uminum opper
B (mm) E# B EET B BAZ (mm) E#H B EETT BT SKD,SUS,HPM,NAK
Diameter S(g)engj mm/tzoth S(;pelgzi mm/tzoth Diameter S(;Jpen;Zi mm/tf)oth S(r:en;Zj mm/tzoth HIMIRE
6 12732 .03-.08 6897 02-.04 6 12732 04-.08 5836 02-.04 CS:Utting 150 m/min 120~150 m/min 80~100 m/min 100~200 m/min 100~150 m/min
pee
8 9549 .04-12 5173 .03-.06 8 9549 .05-.11 4377 .03-.06
10 7639 06-.14 4138 .04-.08 10 7639 | .06-.14 3501 03-.08 R el Bl | Rl 0 el ) R
min-" mm/min min-" mm/min min-" mm/min min-1 mm/min min-" mm/min
12 6366 .07-.16 3448 .04-.10 12 6366 .08-.16 2918 .04-10 Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
16 4775 | .08-20 2586 | 05-12 16 arrs | 10-18 | 2188 | 051 0.15 | 40,000 | 400 | 40,000 | 360 | 40,000 | 330 | 40,000 | 440 | 40,000 | 400
20 3820 .08-.22 2069 .05-.12 20 3820 12-12 1751 .05-.12
0.2 40,000 500 40,000 480 40,000 500 40,000 480 40,000 480
Ae Ae
e AP=2.0D e e | | Av=1.0D 0.25 40,000 620 40,000 610 40,000 620 40,000 540 40,000 540
Depthioficut Ap - Depth of cut Ap - 0.3 40,000 750 40,000 1,000 | 40,000 750 40,000 600 40,000 600
(D:E/EDia.) Ae=0.25D (D:EfEDia.) Ae=1.0D
04 40,000 960 40,000 1,200 | 36,000 900 40,000 800 40,000 800
0.5 40,000 | 1,200 38,000 1,100 | 29,000 900 40,000 1,000 | 40,000 830

0.75 30,000 | 1,270 | 25,500 800 | 19,000 | 700 40,000 | 1,360 | 30,000 | 1,160

1 24,000 | 1,160 | 19,000 670 | 14,000 | 600 40,000 | 2,000 | 24,000 | 1,200
1.25 19,000 | 1,000 | 15,300 600 11,500 | 510 38,000 | 2,400 | 19,000 | 1,200
1.5 16,000 | 930 13,000 580 9,600 460 32,000 | 2,400 | 16,000 | 1,200
1.75 13,700 | 930 11,400 570 8,200 450 27,300 | 2,400 | 13,000 | 1,200
2 12,000 | 930 10,000 560 7,200 450 24,000 | 2,400 | 12,000 | 1,200
25 9,600 930 8,000 540 5,700 450 19,000 | 2,400 | 9,600 | 1,200

3 8,000 930 6,400 540 4,800 450 16,000 | 2,400 | 8,000 1,200

4 6,000 900 4,800 540 3,600 450 12,000 | 2,400 | 6,000 1,200

5 4,800 900 3,800 540 2,900 450 9,600 2,300 | 4,800 1,150

6 4,000 900 3,200 540 2,400 450 8,000 2,100 | 4,000 1,050

(R0.1~0.5=0.2xR)

RIS EE 0.3xR ~0.16xR R=0.3(~45HRC)
Depth of cut 0.1xR(~45HRC) = ~0.25xR R=3 (~45HRC)
(RERGEHAE) \ 4 | ~0.08xR(~55HRC) A-A J_ ~0.177xR R=4 (~45HRC)
~0.05xR (~45HRC)

[FZ] [NOTE]
1) BT ZERRE » B E A L BEZ60% -
When slotting, reduce the feed by 60% from above values.
2) JERFRHE » LADBELE » B PSSR BSIRIEHERE R -
Length of overhang is 4 times dia. as standard. When it is longer then 4 times dia., fllow figures of above table.
3) &R A MR (Oil-mist)/ 2 AN S M 5 75 20 (Air blow)iEFTHIHI o
Use Oil-mist coolant or Air blow.
4) THEEHRRA EEEE - BFLEELLAEEERE -

Adjust both spindle speed and feed according to milling conditions and machine rigidity.
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Specialized cutting tool factory

= & ) 3l & £ 38 High-Speed Milling Conditions

W ERBSEIERMTESESR Ball End Milling Actual Diameter

HEJHRE MK

Specialized cutting tool factory

#HIF o &l A R IR
Work Carbon steels Alloy steels Pre-hardned steels Hardened steels
Material S50C SCM,SKD,SUS HPM,NAK SKD61(~55HRC)
TIEZpEdEs , , , ,
Cutting 250 m/min 200 m/min 180 m/min 100 m/min
Speed
[ELEE HEIGRE [EILEE HEIRRE EEEE HEIRRE [EEE HEARRE
R (min-") mm/min (min-") mm/min (min-") mm/min (min-") mm/min
Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
0.15 ~40,000 | ~1,200 | ~40,000 ~960 ~40,000 ~800 ~40,000 350
0.2 ~40,000 | ~1,200 | ~40,000 ~960 ~40,000 ~800 ~40,000 480
0.25 ~40,000 | ~1,200 | ~40,000 ~960 ~40,000 ~800 ~40,000 520
0.3 ~40,000 | ~1,200 | ~40,000 ~960 ~40,000 ~800 ~40,000 560
0.4 ~40,000 | ~2,400 | ~40,000 ~2,000 ~40,000 ~1,760 40,000 1,000
0.5 ~40,000 | ~2,400 | ~40,000 ~2,000 ~40,000 ~1,760 32,000 1,500
0.75 ~40,000 | ~3,700 | ~40,000 ~3,000 38,000 2,700 21,300 1,500
1 40,000 5,000 32,000 3,200 29,000 2,900 16,000 1,500
1.25 32,000 5,000 25,000 3,200 23,000 2,900 12,800 1,500
1.5 27,000 5,000 21,000 3,200 19,000 2,900 10,600 1,500
1.75 23,000 5,000 18,000 3,200 16,400 2,900 9,100 1,500
2 20,000 4,000 16,000 3,200 14,000 2,900 8,000 1,500
2.5 16,000 3,500 12,800 2,500 11,500 2,300 6,400 1,300
3 13,500 3,000 10,600 2,000 9,500 1,800 5,300 1,200
4 10,000 3,000 8,000 2,000 7,200 1,800 4,000 1,200
5 8,000 3,000 6,400 2,000 5,700 1,800 3,200 1,200
6 6,700 2,500 5,300 1,800 4,800 1,800 2,700 1,200
(R0.2~R0.5=0.1XR)
UIHISEE _ 0.2XR
Depth of cut u 0.1XR(~45HRC) -
(REREALE) | ~0.08XR(~55HRC) A_A J_ 0.1XR
(GFE] [NOTE]

1) BT ZERERE B ER L H{EZ60% -
When slotting, reduce the feed by 60% from above values.
2) B MFE(Oil-mist); 2 AE R T 77 30 (Air blow)iETTIH]
Use Oil-mist coolant or Air blow.
)W (BN TR SRS E ~ HIREEIRT » FELUERILLAliR E RIFEE B RERRE
If the rigidity of the machine or the work material installation is very low, or chattering is generated,
please reduce the revolution and the feed rate proportionately.
A)EFER SR BRI B AT K 3258 o

Use a rigid machine and holder.

Rﬂ;@ 73;@ DNI#EE Depth of cut (mm)
Radius| Dia | 0.01 | 0.02 | 0.03 | 0.04 | 0.05 | 0.08 | 0.1 | 0.15| 0.2 | 0.3 | 05 | 08 1 2 3
0.1 | 0.2 [0.087 | 0.12 [0.143| 0.16 [0.173 | 0.196| 0.2
02 | 04 [0.125|0.174(0.211| 0.24 |0.265| 0.32 | 0.35 | 0.39 | 0.4
0.3 | 0.6 [0.154 |0.215(0.262|0.299 [0.332 | 0.41 | 0.45 | 0.52 | 0.57 | 0.6
04 | 0.8 |0.178| 0.25 |0.304 |0.349 |0.387 | 0.48 | 0.53 | 0.62 | 0.69 | 0.77
05 | 1 [0.199| 0.28 (0.341|0.392 (0436 | 0.54 | 0.6 | 0.71 | 0.8 | 0.92 | 1
1 2 |0.282|0.398|0.486 | 0.56 |0.624 | 0.78 | 0.87 | 1.05 | 12 | 143 | 173 [ 1.96 | 2
15 | 3 |0.346 | 0.488|0.597 |0.688 [0.768 | 0.97 | 1.08 | 1.31 | 1.5 | 1.8 | 2.24 | 2.65 | 2.83
2 4 0.399 | 0.564 | 0.69 |0.796 |0.889 | 1.12 | 1.25 | 1.52 | 1.74 | 211 | 265 | 32 | 346 | 4
25 | 5 |0.447[0.631|0.722(0.891 [0.995| 125 | 1.4 | 171|196 | 237 | 3 |367| 4 | 49
3 6 |0.489|0.692|0.846|0.977 [1.091 | 1.38 | 1.54 | 1.87 | 2.15 | 2.62 | 3.32 | 4.08 | 4.47 | 566 | 6
4 8 [0.565(0.799|0.978 [1.129 |1.261 | 159 | 1.78 | 217 | 25 | 3.04 | 3.87 | 48 | 529 | 6.93 | 7.75
5 10 |0.632[0.894 [ 1.094 [1.262 [1.411 | 1.78 | 199 | 243 | 2.8 | 341 | 4.36 | 543 | 6 8 |917
6 12 |0.693 [ 0.979 | 1.198 (1.383 [1.546 | 1.95 | 2.18 | 2.67 | 3.07 | 3.75 | 4.8 | 599 | 6.63 | 8.94 |10.39
7 14 |0.748 [ 1.058 | 1.295(1.495 | 1.67 | 211 | 2.36 | 2.88 | 3.32 | 405 | 52 | 6.5 | 7.21 | 9.8 |11.49
8 16 | 0.08 [1.131[1.384 (1.598 [1.786 | 2.26 | 2.52 | 3.08 | 3.56 | 4.34 | 5.57 | 6.97 | 7.75 |10.58 | 12.49
9 18 |0.848 | 1.199 | 1.468 [1.695 [1.895 | 2.39 | 2.68 | 3.27 | 3.77 | 461 | 5.92 | 7.42 | 8.25 |11.31 |13.42
10 | 20 |0.894 | 1.264 |1.548 [1.787 [1.997 | 2.52 | 2.82 | 3.45 | 3.98 | 486 | 6.24 | 7.84 | 872 | 12 |14.28
Caculation of Actual Dia
d=2 4 Ad(D-Ad)
78D
—
BEMIEd MIREA
- J
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1)) Hll 15 ¥4 ;X Standard Cutting Conditions
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Specialized cutting tool factory

Specialized cutting tool factory

HETJHRE M

= & 1) Hl 5 14 X High-Speed Milling Conditions

WEIM | RRE EREC0R0) | ARE TREG-SHRO)| RIESAITAE | EEHES-SGHRO) 5
o | S o | ABRSOOE | e | seogonmw | o
Material AIS| 1049,Cast iron Pre-hardned steel AISI H13 AlS| 304,AISI 316 STAVAXZEAISI H13
Bt EE
Cutting 50~100 m/min 50~70 m/min 30~60 m/min 20~40 m/min 80~150 m/min
Speed
(mm) Lﬁlnf% Feed Rate Eﬁiﬁﬁ Feed Rate Ef%l Feed Rate Lﬁlniﬁ;ﬂ; Feed Rate :rilnffi)l Feed Rate
Diameter | speed E:{E Sloﬁng o] EE suﬁng St E:{E Sloﬁng S gjf Sloﬁng Syt EIE Sloﬁng
Milling Milling Milling Milling Milling
0.2 40,000 — | 120 | 40,000 | — | 100 | 28,000 — | 60 |32000| — | 25 |40,000| 9 | 30
0.3 40,000 — | 160 | 40,000 | — | 120 | 28,000 — | 70 |32,000 | — | 35 |40,000 | 130 | 40
0.4 40,000 | — | 200 | 40,000 | — | 160 | 28,000 — | 90 |24,000 | — | 35 |40,000| 170 | 55
0.5 40,000 | 320 | 250 | 40,000 | 240 | 190 | 25,000 | 200 | 120 | 19,000 | 75 | 60 | 40,000 | 210 | 70
0.6 38,000 | 380 | 300 | 33,000 | 270 | 210 | 21,000 | 220 | 130 | 16,000 | 75 | 60 |[40,000 | 245 | 85
0.7 36,000 | 420 | 330 | 28,000 | 300 | 240 | 18,000 | 240 | 140 | 14,000 | 75 | 60 |40,000 | 285 | 95
0.8 34,000 | 480 | 380 | 25,000 | 340 | 270 | 16,000 | 260 | 150 | 12,000 | 75 | 60 |[40,000 | 330 | 110
0.9 32,000 | 540 | 430 | 22,000 | 370 | 290 | 14,000 | 280 | 160 | 10,600 | 75 | 60 | 40,000 | 375 | 125
1 30,000 | 600 | 480 | 20,000 | 400 | 320 | 12,600 | 300 | 180 | 9,600 | 75 | 60 |40,000 | 420 | 140
15 20,000 | 600 | 480 | 14,000 | 400 | 320 | 8,400 | 300 | 180 | 6,400 | 75 | 60 | 32,000 | 800 | 270
2 15,000 | 600 | 480 | 10,000 | 400 | 320 | 6,300 | 300 | 180 | 4,800 | 75 | 60 | 24,000 |1,000 | 330
2.5 12,000 | 600 | 480 | 8,200 | 400 | 320 | 5,100 | 300 | 180 | 3,800 | 75 | 60 | 19,000 |1,000 | 330
3 10,000 | 600 | 480 | 7,000 | 400 | 320 | 4,200 | 300 | 180 | 3,200 | 75 | 60 | 16,000 |1,000 | 330
4 7,500 | 600 | 480 | 5,200 | 400 | 320 | 3,100 | 300 | 180 | 2,400 | 75 | 60 | 12,000 | 1,000 | 330
5 6,000 | 600 | 480 | 4,200 | 400 | 320 | 2,500 | 300 | 180 | 1,900 | 75 | 60 | 9,600 |1,000| 330
6 5,000 | 600 | 480 | 3,500 | 400 | 320 | 2,100 | 300 | 180 | 1,600 | 75 | 60 | 8,000 |1,000 | 330
8 4,000 | 520 | 410 | 2,800 | 350 | 280 | 1,600 | 260 | 150 | 1,200 | 65 | 50 | 6,000 |1,000| 330
10 3,200 | 450 | 360 | 2,200 | 300 | 240 | 1,300 | 230 | 130 | 1,000 | 65 | 50 | 4,800 |1,000 | 330
12 2,700 | 410 | 320 | 1,900 | 270 | 210 | 1,100 | 210 | 120 | 800 65 | 50 | 4,000 |1,000 | 330
=0.1D(D=83) . - =0.02D
IHISEE =0.2D(D>83) =15D i =1D
Depth of cut _Il —|
(D:EfE Dia.) D D =0.02D(D<020.5)
— =0.1D(D<e2) —_ =0.05D(00.5=D=02)
=0.2D(D=02) =0.1D(D>02)

5 1+ REM, SEM(~30HRC) S, TRH(30~45HRC) #EIEHM(45~55HRC)
Carbon steel,Alloy steel Alloy steel,Tool steel Haydened steel
Work S50C,SCM, 8 FC250% JEIEH, SKD61,NAKZ SKD61,SKD11,NAK,STAVAXZ
Material AIS| 1049,Cast iron Pre-hardned steel, AISI H13 AISI H13
HIMEE
Cutting 300 m/min 200 m/min 100 m/min
Speed
L mm/min mm/min mm/min
BHE [EIEE 2 Feed Rate EIEEE Feed Rate EIEEES Feed Rate
mm) | min) | | o | D) | | o | i) | o |
Diameter Speed Side |Slotting| Speed Side | Slotting| Speed Side | Slotting
Milling Milling Milling
1 40,000 | 800 640 30,000 600 480 30,000 240 190
2 40,000 | 1,600 | 1,280 30,000 1,200 | 960 15,900 240 190
3 30,000 | 1,800 | 1,440 21,200 1,200 | 960 10,600 240 190
4 28,000 | 1,900 | 1,520 15,900 1,200 | 960 7,900 240 190
5 19,000 | 1,900 | 1,520 12,700 1,200 | 960 6,300 240 190
6 15,000 {1,900 | 1,520 10,600 1,200 | 960 5,300 240 190
8 11,000 | 1,550 | 1,240 7,900 990 790 4,000 220 175
10 9,500 | 1,330 | 1,060 6,300 860 680 3,200 200 160
12 7,900 |1,200 | 960 5,300 750 600 2,600 200 160
—  =0.02D
HIEE % D
Depth of cut =1D ] [
(D:EE Dia.) TO'OZD

(=] [NOTE]

1) t1#I 55~60 HRCHIMFIREF » EEA47)5(67] (SE4EIMS6PE ) #£7] ©
Please Use SE4 or MS6P for work materials of 55~60 HRC.

2)ENEIR R SRS A SRR, 55 RIF KA MBI BRI -

In Cutting Austenitic stainless steels,the use of non -water- soluble cutting fluid is especially effective.

3R AN TSRS 2 - HIRESRS - SAUMERLL AR ERFEOEHLEREE -

If the rigidity of the machine or the work material installation is very low, or chattering is generated,

please reduce the revolution and the feed rate proportionately.

A)MEVELRR - BREEFRTER LRZ1SUT -

When drilling, please set feed rate at 1/3 or below of the above value.
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General recommendation —fix &3

Foundations for economically efficient milling & EW IS RIEEEI N T ER Steel P
e Avoid thermal shock gt 7] BAYEE

Peripheral requirements EEEEREERE Cast iron [ | ;Dg%g:fh;:gféiomp&?fe?ti;;;ﬂ?;] e Dissipate machining temperature via chip tfgirst#s+

N B _-|:'= N .% ERaag: . . . —
Applicable in every material group BRI EEYEEAR Hardened * = H # < e Supporting chip evacuation EHEjHEE
+PHEWvESN FPHEHEvEN
e easy to machine materials = increase in productivity o AZMIMMH =ReEER Stainless M e Cooling of tool cutting edge £JEITIC44D

ifi i ials = i i iabili GhHR = 1RE I TBR20EE : ot s

o difficult to machine materials = increase in process reliability o HINTavMH =R TEEMEEN Soluble oil, neat oil: AL ~ i o Preventing built-up edge E#IIC;E8HERE
High-dynamic machining centres SR T PO Special alloy sl e Supporting chip evacuation EENHEE
e short acceleration distances o NEEEEERE
e higher speed range o EERIIHIREEE Non-ferrous ) I . e Preventing built-up edge #&IIO5351ERE
e small to medium tool diameters o REFR/ ~ PRIYERWTIA metals W Soluble oil, neat oi: 7{¢:4% - #ikt e Supporting chip evacuation EHEHEE
Heavy machines BRI
o stable feed axes o IBEAHERAEREIEE] Exceptions for material ranges #M$I&EE LIS MIEIEZEIR
e high spindle torque o EXEHA ¢ W
e medium to large tool diameters o BEFEAPARTERTIA

Unstable to stable workpiece clamping

e stable = vibration-free machining = maximum metal removal rate
e unstable = reduction of radial forces = increased process reliability

FRENZREN THRIFRR
o BE=MRBNNT = BASBERE
o THEE = HOERN = 1REM T BEEEN

Application parameters

Low cutting width ac to 0.33 x D

e low angle of engagement < 70°

e short time of contact between
cutting edge and component

MIZ28ER
ERIENHIZEE a- B 0.33xD
o EEIEARE <T70°

o CDHITIEA T t42 RORY IR AERS RS

When coolant is not available the cutting speed(vc)and/or the radial feed(ae)should be reduced.
The resulting reduced temperature reduces the risk of thermal shock.

LA TERS > BIFERZIRE LD HIEE (ve) RIFEIE (ae) » BART REREAE » RS T TIRIE B2 m

If there are chip evacuation problems the application of coolant should be taken into consideration,
poor evacuation of chips can lead to massive tool wear and even tool breakage.

MRSFBETREMRE » AIEZRERLANE  BIBTREAXEHTITEREEET) -

When heat is being generated due to poor chip evacuation, it should be checked if through coolant is
available. By using a specifically directed “coolant jet”, coolant can be supplied where congested without hitting
the cutting area. Alternatively, the application of coolant for the entire machining operation is recommended.
EHETRMELHEER  BREEDALUERLAR  BEEREFMN 2ARERE" -

AL A AR ER RERMA S EIIHIEE » B4 ZEREBRENDEREAERLARE -

Very high tooth feed f, WEERER f,
e reduced chip thickness allows o IBBERY ~ FIREE RS f:

considerably higher f, Other notes HM)F =518
Very high cutting speed v, IEEESHYINERE v,

e reduced heating up and
prolonged cooling down allow

very high v values

High cutting depth a,

e improved leverage effect

e high metal removal rate

e increase in contact points
between tool and component

o StHIRER A DI TAFEAYE
&~ WHE RIS

SIHIRE ap
o IERIZXE
o SREBHE
o HENNT) R4 Z BMEERARR

Tool angle of engagement & tool contact time
TIEtNEIME & BE & T) BLIERERFR

A. Finishing

¥EEH

Metal removal rate £ BfSERE (B IRFEIRMFHIBRAYEETE)

The metal removal rate specifies how high the actual chip removal is per minute.
It is especially suitable for comparing different machining strategies.
LEBRREERE/EERERUBNE » HHES AR ERTRAMIREE o

ap (Mm) x ae (Mm) x v¢ (M/min)
tE ae BorEER

E3R ap

= Q (cm3/min)

FHERZKRE cm3

The application of coolant is principally an
advantage as a better surface finish can
be achieved.

. Very long tools

Coolant can result in a smoother process, as
the lubricant has a vibration-reducing effect

. Alignment of coolant

e as acurate as possible in the cutting area
from at least three directions

e no flushing back of small chips to the
cutting area

. Solid carbide milling cutters with

internal cooling

e optimal chip evacuation, very good cutting
edge cooling, very effective against built-up
edges

e to be recommended especially for larger
tool diame ters and tough materials

. Peripheral cooling/Guhrojet

Best external option: Optimal tool cooling
and chip evacuation thanks to the direct
route from coolant ecit to cutting area

o {ERLARERA LE—BES - RA
AL EREFARENCRE

R ITJBUHEHI

o {ERSANRALUEN Tz EIEH -
R R B SRR R

AR AN TR

o ELH=—ESRNIEIREE - FH
HELH a5

o TERIMIEBRYEIEE

FRuD oK B T)

o SERVEREME - IERIFAILIRITIOE
A BRIIAHEEIFEEN

o ERIHBERANERAR TR T A FERE])
RO A 2RI

Guhrojet 7] A EEIMNE LA
o HRAAREHRESIEIES - EZE
RENTIRSAIFERE M
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Influence on process through tool engagement 7J B 418 T 49 B S AE SN T:EEMNZE

HEJTHRE MK

Specialized cutting tool factory

Influence on process through tool engagement JJ BB T 4rYEEES BEE N T8RN E

Angle of engagement IS AR

The angle of engagement inscribes the cutting range of the tool from
start of chip formation to exit from the material. With these parameters
the stress impacting on the tool can be assessed. With straight milling
paths the angle is constant, with concave milling paths it increases and
with convex milling paths it decreases.

& AERRE T LB A RIREE R HA IR T BRI &R -

FIFELLSE » ATLEHMARET AR - HEGHHIRSH » BERIEER ;
TEMFEEHHIRES » AEZEFIEAR ; MEMFHEIEREH » AERIZR/)

ae 0.20

Straight milling path Hi&#tHIKE
e constant angle of engagement M4 AERETE

e constant tool stress JJE A= HEE

Example: ae 0.20 x D = 53° engagement tJ& ae 0.2D = 53° & A

w A 7 R E| RS E R0
Engagement remains a constant 53° EERIMEE ABES3° RghtRIMG S AR EESS

Angle of engagement with convex contour radii Y} hiZfEsiE S BEE1L

Convex milling path ML ESRIRE

e decreasing angle of engagement I & EE /2
e reduced tool stress JJE A= HiE4 e 0.20xD
Oy

Example: ae 0.20 x D = 53° engagement tJJ& ae 0.2D =53° & A

Engagement reduces to 45° W& AE R ZE45°
Measures: ae may be increased
ZA%&  fz can be increased

& ac REIELR f2 AJLUEM

RISEEDEINE & AEHES3 FREEAS°
(tNEaec kB IR f- 7] LUIE )

Angle of engagement with concave contour radii NMZ#EiE S AEE L

Concave milling path Py & iR
e increasing angle of engagement I & AN

e increased tool stress J] B9S2 S0

ae 0.20xD
Example: ag 0.20 x D = 53° engagement t]]&ae 0.2D = 53° & A

Engagement increases to 74° W& BEIEMNET4°

Measures: ag must be reduced
SHEEIESE  f2 must be reduced in radius
tNE ae BIIESRS T2 BERD

—

RISEEDEINE & @EHES3 EMET4°
(tHac R BIIERR T, BABD)

Angle of engagement with 90° corner radii

90° AWM ERGEHE S AEEL

Tool radius = Corner radius J] B} {&= T #EIFIHEE

e very unfavourable for tool dynamics FE& T FIAY J) EEHRERRTR
e change of stress direction J] B A95 ficiis

e abrupt increase in tool stress J) B & )22SR &0

Example: Increase of engag. angle from 53° to 143° (270°)

WS MR 53° ENE 143°

Measures: v¢ and f; must be heavily reduced

SEHEE | DRKERRE ve A 1,

Tool radius < Corner radius JJE & < T BN HE
e machine can interpolate the path %28 a] Ll i #HIR 1S

e no “impact ” on tool ¥{JJ B “ g4 "

e lower increase of tool stress [EET]E =

Example: Increase of engag. angle from 53° to 92° (174°)
EEWME AERS3° EINE 92°

Measures: as must be reduced tJ& a. WEFHD
f, must be heavily reduced in radius

SHEIEE : . BIERRE AN IR AR XIERE

Ratio of flute width to tool diameter with trochoidal milling

BiSHHRBEERD)EER T

Flute width 1.7-2.0 x D ##& 1.7-2.0x D

e cutin C arc CHZENLIHEI

e ag max. 0.10 x D (theor. 37°) {]& aec &% 0.10D (IBsm LMEE37°)
e increase of angles of engagement by up to 50%

HEIEE BEEMBZE 50%  (37°x1.5=555°)

Flute width 2.1-3.0 x D #&& 2.1-3.0x D

e cutin C arc CHZEFIHIHI

® ag max. 0.15 x D (theor. 46°) & ac 5% 0.15D (IZim LME&46° )
e increase of angles of engagement by up to 50%

tIEIES BEIEINRZE 50% © (46°x1.5=69°)

Flute width from 3.1x D #& 3.1 xD

e cutin C arc CHZ[ESMEIEI

e ag max. 0.20 x D (theor. 53°) {J& aec 5% 0.20D (J2H LHEE53°)
e increase of angles of engagement by up to 40%
UHIE &S AEENSESE 40% o (53°x1.4=742°)

o “

ZAEE A A H53° IENE 143°

WEENE - WRK

2SS AEM53° ENE 92°

HEHENE - RE IR KTEREIE f-

A S M 37° 1= 55°

A S A 46° IENE 69°

IZAEE S A 53° EINE 74°
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ERVD High-efficiency & Anti-Vib

CHETIVA S WA

tungsten Carbide end mills

e

MIT Ri&

Q BEMNNIEEE
Process with Excellent Perpendicularity.

O RED RALIZHERVEZETBER KR E i )
= WIS E Bt HI 5 RY ik &
Unequal end fact & variable spiral designed will
minimizes vibration on stable milling under highly efficient.

© TIFMEREFAH30%~100%

Improves the working efficiency up to 30%~100%.

© JESHIEFA50%

Tool service life will up to 50%.

;r!.__:-""'-. ¥ i =

RIEHIN ~ S E © IREE MASEH i & (G 74
EEmmimsR : 2D ERVD 1004GRJ SN e
AL A4 - SUS304
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Hwe Der Machinery and Hardware Pty Ltd. Ho Dung Hardware Co.,Ltd.

TEL: 886-4-7559458
FAX: 886-4-7564341
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Hwe Der Machinery and Hardware Pty Ltd.




