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Hwe Der & Ho Dung

A

(2) EAVD =%

HWE DER

Specialized cutting tool factory

HE /i = i 32 8k )

EAVD (nghly—Efflmency Anti-Vibration Operation Type),4 Flutes

==

FEE s 931‘“ Wif‘“ Ed B ,
L st
Model No. D|ameter Flute Length Shank D|ameter Overall Length Price

TEHEIB1#£B2

B2

' B1 Al A2
%, B2

B8/ : mm (Un

~HEE

TEIRHE A1 £ A2

it : mm)

2 EAVD 0204TX 50
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 1 4 50
2 EAVD 0404TXD6 4 1" 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

lmst © EfthR4S - SR2REIGH -

BRAME :
FREEHI
fixsRe | S Pre-hardened steels
Carbon | Alloy
steels | steel ~HRC45 ~HRC50 |[~HRC55 [~HRC60 [~HRC65
* * [ ) A

*REG 085 AfE

b =F
Copper
alloys

TN =i
Aluminum
alloys

A

HEJHRE M

Specialized cutting tool factory

(2) EALD B3 BE & TIBh 2 855 37 3% )] RG]

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

T4458|B1 #B2 TEIRHE A1 #A2

dI B2 4 B1 Al A2
I 4 ‘@‘
|
L | B1 B2

EEi] : mm (Unit : mm)

EE S 7]1“‘ R EE B it
d o
Model No. Dlameter Flute Length Shank Diameter Overall Length Price
6

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

{5t « EfthiR4E - 5EREBIGHM -

BRAME : FRES 0FEE AflE
| mman -
T3R8 | S8 |pre-hardened steels WaE| BeE
Carbon | Alloy Copper |Aluminum|
steels | steel ~HRC45 ~HRC50 |[~HRC55 |[~HRC60 [~HRC65 alloys | alloys
* * (] A (] A
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Hwe Der & Ho Dung

A

HWE DER

Specialized cutting tool factory

(20) ERVD =38 HE i e s 2. 8% )

ERVD (Highly-Efficiency & Anti-Vibration Operation Type),4 Flutes

Cc

| SS—

TEHEIB1#B2

B2 - B1 Al A2
51% B2

BE

TEHIRhE A1 #A2

f" mm (Unit : mm)

ERLD &%

o] R

B

EVINES S i

Specialized cutting tool factory

HE £ V] B o vk )]

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

J|
|

EEmmaE 731‘“ 735 f?‘
Model No. Dlameter Flute Length Chamfer

TEHEIB1 #B2

B2 4 B1
51% B2

BE

TEZREA1 #A2
A2

EE{i] : mm (Unit : mm)

LATEd EE Bts
d
Shank Diameter Overall Length Price

Model No. Dlameter Flute Length Chamfer Shank Diameter Overall Length Price

2D ERVD 0104GR 4

2D ERVD 0154GR 1.5 4 4 50

2D ERVD 0204GR 2 6 4 50

2D ERVD 0254GR 2.5 7 4 50

2D ERVD 0304GR 3 8 6 50

2D ERVD 0404GR 4 1" 6 50

2D ERVD 0504GR 5 13 6 50

2D ERVD 0604GR 6 15 0.2 6 50

2D ERVD 0604GRS18 6 18 0.2 6 50

2D ERVD 0704GR 7 18 0.2 8 60

2D ERVD 0804GR 8 20 0.2 8 60

2D ERVD 0804GRS24 8 24 0.2 8 60

2D ERVD 0904GR 9 25 0.2 10 75

2D ERVD 1004GR 10 30 0.2 10 75

2D ERVD 1104GR 11 30 0.2 12 75

2D ERVD 1204GR 12 30 0.2 12 75

2D ERVD 1204GRS36 12 36 0.2 12 75

2D ERVD 1404GR 14 35 0.2 16 100

2D ERVD 1604GRS45 16 45 0.2 16 100

2D ERVD 1604GR 16 50 0.2 16 100

2D ERVD 2004GR 20 50 0.2 20 100
fBEt : HthiR1& - FBREIGH -
BRAME - *FREG 0BG AfE
xR | &= Pre-ﬁfﬁjﬁeels Hi;ﬁh-ﬁliﬁegli\ﬂed = iﬂﬁﬁ
Carbon | Alloy Copper |Aluminum

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

* * ® A * * o o A

2D ERLD 0104GR 4

2D ERLD 0154GR 1.5 8 4 50

2D ERLD 0204GRD6 2 10 6 50

2D ERLD 0254GRD6 2.5 13 6 50

2D ERLD 0304GRD6 3 15 6 50

2D ERLD 0404GRD6 4 20 6 75

2D ERLD 0504GR 5 25 6 75

2D ERLD 0604GR 6 30 0.2 6 75

2D ERLD 0704GR 7 35 0.2 8 100

2D ERLD 0804GR 8 40 0.2 8 100

2D ERLD 0904GR 9 45 0.2 10 100

2D ERLD 1004GR 10 50 0.2 10 100

2D ERLD 1204GR 12 50 0.2 12 100

2D ERLD 1604GR 16 80 0.2 16 150

2D ERLD 2004GR 20 80 0.2 20 150
st - EftRE - SBRESH ©
EAME : FREE 0FEE AfE
TR | S =5 Pre-IEg%ﬂjfteels Hiéﬁhﬁﬁeﬂrﬁiﬂed as ﬁﬂaﬁ
Carbon | Alloy Copper |Aluminum

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

* * o A * * o o A
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Hwe Der & Ho Dung
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MLERVD &%

FEE mmifmaiR 7J1‘“ s EE =4
d {[5EE
Model No. Dlameter Flute Length Shank Diameter Overall Length Price

J

HWE DER

Specialized cutting tool factory

TENEIB1#£B2

MLERVD (Highly-Efficiency Anti-Vibration Operation Long Shank),4 Flutes

B

TEIZNE A1 #A2

BEfi7 : mm (Unit : mm)

2D SLERVD 0304GRD6 6

2D MLERVD 0304GRD6 3 8 6 100

2D SLERVD 0404GRD6 4 11 6 75

2D MLERVD 0404GRD6 4 11 6 100

2D SLERVD 0504GR 5 13 6 75

2D MLERVD 0504GR 5 13 6 100

2D SLERVD 0604GR 6 15 6 75

2D MLERVD 0604GR 6 15 6 100

2D MLERVD 0704GR 7 18 8 100

2D SLERVD 0804GR 8 20 8 75

2D MLERVD 0804GR 8 20 8 100

2D MLERVD 0904GR 9 23 10 100

2D MLERVD 1004GR 10 30 10 100

2D MLERVD 1204GR 12 30 12 100

2D MLERVD 1604GR 16 50 16 150

fBEt © EfthiR4R - FBREGH -
ERYE - *ERES 0FE A
TRl | S Pre-t?aﬁrgfﬂjfteels Hig'%hﬁgegrﬁ?ed S ﬁﬂﬁﬁ
Carbon | Alloy Copper |Aluminum|

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

* * o A [ A

ERVR =XLHEV w8 siR M 3L 5% J)

ERVR (Highly-Efficiency & Anti-Vibration Operation Type Corner Radius),4 Flutes

HEJ R R

\‘ﬂ:m

P =]

Specialized cutting tool factory

TEHEIB1#£B2

B2 - B1 A1l A2

TERHEAT1 £A2

(Unit : mm)
Emfmsik 8  RA W“‘ EE 1;’@ e
Model No. Diameter ~ 3mer Flute Length Shank Dlameter Overall Length Price -

2D ERVR 020024GR| 2 x 0.2R

2D ERVR 020054GR| 2 x 0.5R 6 6 50

2D ERVR 025024GR| 2.5 x 0.2R 7 6 50

2D ERVR 025054GR| 2.5 x 0.5R 7 6 50

2D ERVR 030024GR| 3 x 0.2R 8 6 50

2D ERVR 030054GR| 3 x 0.5R 8 6 50

2D ERVR 030104GR| 3 x 1R 8 6 50

2D ERVR 040024GR| 4 x 0.2R 1 6 50

2D ERVR 040054GR| 4 x 0.5R 11 6 50

2D ERVR 040104GR| 4 x 1R 1 6 50

2D ERVR 050024GR| 5§ x 0.2R 13 6 50

2D ERVR 050054GR| 5 x 0.5R 13 6 50

2D ERVR 050104GR| 5 x 1R 13 6 50

2D ERVR 060024GR| 6 x 0.2R 15 6 50

2D ERVR 060054GR| 6 x 0.5R 15 6 50

2D ERVR 060104GR| 6 x 1R 15 6 50

2D ERVR 080054GR| 8 x 0.5R 20 8 60

2D ERVR 080104GR| 8 x 1R 20 8 60

2D ERVR 100054GR| 10 x 0.5R 30 10 75

2D ERVR 100104GR| 10 x 1R 30 10 75

2D ERVR 100154GR| 10 x 1.5R 30 10 75

2D ERVR 100204GR| 10 x 2R 30 10 75

2D ERVR 100304GR| 10 x 3R 30 10 75

2D ERVR 120054GR| 12 x 0.5R 30 12 75

2D ERVR 120104GR x 1R 30 12 75

2D ERVR 120204GR x 2R 30 12 75

2D ERVR 160054GR 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 x 1R 50 20 100

2D ERVR 200204GR x 2R 50 20 100

2D ERVR 200304GR x 3R 50 20 100

st © EfttR1s - SBREGH o
B : *EEE oEE
xR | S Pre—lﬁfﬁf@jzsrteels Hiﬁﬁiﬁfﬁed ME=
Carbon | Alloy Copper
steels | steel ~HRC45 ~HRC50 |~HRC55 [~HRC60 |~HRC65 alloys

* ¢ [ J A * ®
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Hwe Der & Ho Dung

. Specialized cutting tool factory Specialized cutting tool factory

(20) SEW i BEB R IR ) V] 3k J) D6 (2) PE3 =] #5818t ] CIEEE

SEW (Highly-Efficiency & Anti-Vibration Operation, Wave Edge),4 Flutes PE3 (Flat End Mill),3 Flutes
_—515°
~
o] i\\‘_ﬂ AN o )] w |
P B 1 L | [ . |
EE{i7 : mm (Unit : mm) EEfi] : mm Un|t mm)

731‘“ *ﬂi& EE B
[EE
Model No. Dlameter Flute Length Shank D|ameter Overall Length Price

EE s DE 0} = s £§ =4

) I d fEt
Model No. Diameter Flute Length Shank Diameter Overall Length Price

1

2D SEW 0204GR 4 2 PE 0103SF 3 6
2D SEW 0254GR | 2.5 7 4 50 2 PE 0153SF 1.5 4 6 5o
2D SEW 0304GR 3 8 4 50 2 PE 0203SF 2 6 6 50
2D SEW 0404GR 4 1 4 50 2 PE 0253SF 2.5 7 6 50
2D SEW 0504GR 5 13 6 50 2 PE 0303SF 3 9 6 50
2D SEW 0604GR 6 15 6 50 2 PE 0353SF 3.5 10 6 50
2D SEW 0704GR 7 18 8 60 2 PE 0403SF 4 12 6 50
2D SEW 0804GR 8 20 8 60 2 PE 0453SF 4.5 13 6 50
2D SEW 0904GR 9 25 10 75 2 PE 0503SF 5 13 6 50
2D SEW 1004GR 10 25 10 75 2 PE 0553SF 5.5 15 6 50
2D SEW 1104GR 1 30 12 75 2 PE 0603SF 6 15 6 50
2D SEW 1204GR 12 30 12 75 2 PE 0703SF 7 18 8 60
2D SEW 1604GR | 16 50 16 100 2 PE 0753SF 7.5 20 8 60
2D SEW 2004GR | 20 50 20 100 ALl : = : 60
o 2 PE 0903SF 9 23 10 75
2 PE 1003SF 10 25 10 75
T : »BES OES Al 2 PE 1103SF 11 30 12 75
" EEEY SO 2 PE 1203SF 12 30 12 75
TRSH | P | pre hardened steels i ) 2 PE 1403SF 14 40 16 100
steels | steel ~HRC45 ~HRC50 |~HRC55 |~HRC60 [~HRC65 alloys | alloys 2 PE 1603SF 16 45 16 100

* * ° L ] B - EftRAE - BREEH -
SEFIAE - FBES oA Al

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

* * ® ® o
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Hwe Der & Ho Dung

HWE DER

Specialized cutting tool factory

A

(2) MHR $55HL3% 7) 526

MHR (Roughing End Mills),4 Flutes

DI Q\ & e - E[

L |

BEfil : mm (Unit : mm)

E iR 731‘“ tﬁf“‘ EE =1
fimet
Model No. D|ameter Flute Length Shank D|ameter Overall Length Price

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

{5t © RS - SRREIG -

ERAME : FRES 0FE AfE
TRIE -
15525 | SE5 |pre_hardened steels WEE| IBE®
Carbon | Alloy Copper |Aluminum|
steels | steel ~HRC45 ~HRC50 |~HRC55 |[~HRC60 [~HRC65 alloys | alloys

* * ® o [ ] [ ]

Specialized cutting tool factory

HEJHRGEM

ce) CED R AR B RE L2k )]

CED (Highly Efficient Operation),4 Flutes

TE5HEIB1#B2

B2 %' B1
Bu

B2

BE

TEIZHE A1 #A2
A1 A2

@@@

(Unit : mm)

EmimsR 731‘“ tﬂﬁ1‘“ F‘tn g
D
Model No. Dlameter Flute Length Shank Dlameter Overall Length Price

CED 0104GR

CED 0154GR 1.5 4.5 4 50

CED 0204GR 2 6 4 50

CED 0254GR 25 8 4 50

CED 0304GR 3 9 4 50

CED 0304GRD6 3 9 6 50

CED 0404GR 4 12 4 50

CED 0404GRD6 4 12 6 50

CED 0504GR 5 15 6 50

CED 0604GR 6 18 6 50

CED 0804GR 8 24 8 60

CED 1004GR 10 30 10 75

CED 1204GR 12 36 12 75

CED 1604GR 16 50 16 100

CED 2004GR 20 50 20 100
fiEt © EfthR1s - SBREEH ©
BAME : FRES 0EE AfE
TSRl | S8 Pre-t?aﬁrzfﬂfsrteels Was ﬁﬂaﬁ
Carbon | Alloy Copper |Aluminum|
steels | steel ~HRC45 ~HRC50 [~HRC55 [~HRC60 |[~HRC65 alloys | alloys

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

ce) CEB R A k5 1R )] @) ) CER MU AR A3 )] 56

Hwe Der & Ho Dung

CEB (Highly Efficient Operation, Ball Nose),2 Flutes CER (Highly Efficient Operation, Corner Radius),4 Flutes
TEHEIB1#B2 TEURHEA1 # A2
1@1 Al A2
BK,JBZ
EEfi] : mm (Unit : mm) Ef" mm (Unit : mm)

EE S EREEHE 731‘“ ’fﬂir“ EE B
R [FE
Model No. Radius D|ameter Flute Length SHIENT D|ameter Overall Length Price

E iR & _ RA IR TR EE
b * R | d fiEt
et e Diameter  RSTSE Flute Length | Shank Diameter | Overall Length Price

CEB 0102GR 0.5R CER 010024GR x 0.2R 4
CEB 0102GRD6 0.5R 1 2 6 50 CER 015024GR 15 x 0.2R | 4.5 4 50
CEB 0152GR 0.75R 1.5 3 4 50 CER 015054GR 1.5 x 0.5R | 4.5 4 50
CEB 0152GRD6 | 0.75R 1.5 3 6 50 CER 020024GR 2 x 0.2R 6 4 50
CEB 0202GR 1R 2 4 4 50 CER 020054GR 2 x 0.5R 6 4 50
CEB 0202GRD6 1R 2 4 6 50 CER 025024GR 25 x 02R | 7.5 4 50
CEB 0302GRD3 1.5R 3 6 3 50 CER 025054GR 25 x 0.5R | 7.5 4 50
CEB 0302GR 1.5R 3 6 4 50 CER 030024GRD3 | 3 x 0.2R 9 3 50
CEB 0302GRD6 1.5R 3 6 6 50 CER 030024GR 3 x 0.2R 9 4 50
CEB 0402GR 2R 4 8 4 50 CER 030054GRD3 | 3 x 0.5R 9 3 50
CEB 0402GRD6 2R 4 8 6 50 CER 030054GR 3 x 0.5R 9 4 50
CEB 0502GR 2.5R 5 10 6 50 CER 030104GR 3 x 1R 9 4 50
CEB 0602GR 3R 6 12 6 50 CER 040024GR 4 x 0.2R 12 4 50
CEB 0802GR 4R 8 16 8 60 CER 040054GR 4 x 0.5R 12 4 50
CEB 1002GR 5R 10 20 10 75 CER 040104GR 4 x 1R 12 4 50
CEB 1202GR 6R 12 24 12 75 CER 060054GR 6 x 0.5R 18 6 50
Bt Efhiess . BREEH - CER 060104GR 6 x 1R 18 6 50
CER 080054GR 8 x 0.5R 24 8 60
B FEREE 0BT At CER 080104GR 8 x 1R 24 8 60
wEm a2 oot oy e mas CER 100054GR 10 x 0.5R | 30 10 75
steels | steel ~HRC45  |~HRC50 [~HRC55 |[~HRC60 [~HRC65 alloys | alloys CER 100104GR 10 x 1R 30 10 75
S - - - CER 120054GR 12 x 0.5R 36 12 75
CER 120104GR 12 x 1R 36 12 75
CER 120204GR 12 x 2R 36 12 75
5t HARAR - AT
R *BES 0EE AfE
B | S |pre i s S @mos| mas
Carbon | Alloy Copper |Aluminum|
steels | steel ~HRC45 ~HRC50 |~HRC55 |~HRC60 |~HRC65 alloys | alloys
* * o o




AE 5 HsaHist)]

AE End Mills for Aluminum

5
i

HH

=
=

Achieve high speed and fine performance

YSRIEHRA: RS Max  MMiREeE

Extreme verticality on machining

Excellent chip removal performance

High speed for deep feed

=
N
Excellent

Better Best

Good

5 )2 HEIE | FIEE

nnffﬁ’iﬁ. . AEc

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

[H]@ EEINSREHRAT / MEREHT
®

HETHERE M

Specialized cutting tool factory

(2) AED XI5 & 5 5 AT 580 32 3% ) DEE

AED (For Aluminum Alloy),3 Flutes

=1
: : T L B2

FEmmiffw a5 & = LR a"f%
D | d fi@et
Model No. Diameter Flute Length SHERIBIETEICT Overall Length Price

| 2AEDO33 | 3 | 10 | 6 | 50 | |
| 2AEDO353 | 35 | 1 | 6 | so | | |
| 2AEDO403 | 4 | 12 | 6 | s0 | |
| 2AEDO453 | 45 | 13 | 6 | s0 | | |
| 2AEDOS3 | 5 | 15 | 6 | 50 | |
| 2AEDOS53 | 55 | 17 | 6 | s0 | | |
| 2AEDo603 | 6 | 18 | 6 | s0 | |
| 2AEDO0803 | 8 | 24 | 8 | e | | |
| 2AED1003 | 10 | 30 | 0 | 75 | |
| 2AED1203 | 12 | 3 | 12 | 75 | | |
| 2AED1603 | 16 | s0 | 16 | 100 | |
__2AED2003 | 20 | s0 | 20 | 100 | | |

T%538B1#B2#B3 TEIZHE A1 # A2

1 A1 A2
AN )
B3 @‘ D

(2) AEW BiREn H J

AEW (Aluminum End Mills - Wave Helix Blades Type ),3 Flutes

B = 45 high feed
m X &8 & low load

BS{i] : (Unit :

EEmRiRER 7J1“‘ ﬁf‘“ a"f%
frst
Model No. Dlameter Flute Length Shank Dlameter Overall Length Price

“aaewoss | 6 | 16 | 6 | s | [ |
Cemewows | s w0 | s | e |

EAME FEREE 0BT Al

FEBE A EﬁEEiﬁﬂ
xR | &= Pre-hardened steels gh-hardened izl | AEx| RESS (WS mEE
Carbon | Alloy Stainless [Titanium | Nickel Based| Copper |Aluminum|
steels steel ~HRC45 ~HR050 ~HRC55 ~HR06() ~HRCG65| steels alloys alloys alloys alloys




H & vk
HDQMIT HEDER - g%ﬂ/\iémlﬁ&
. Specialized cutting tool factory Specialized cutting tool factory

(2) AEC A& <0 S 8550 37 3t 7] BR® (2) AELC ey AT VISRa L5 ) DEE

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

MsmEaEmIaeE -
Bangmmree-
IRz R -
Ensrnnmmen -

Hwe Der & Ho Dung

BE{iI : mm (Unit : mm) : mm (Unit : mm)
Model No. Dlameter Flute Length Shank Diameter Overall Length Price Model No. Diameter | Flute Length Shank D|ameter Overall Length Price
2 AEC 0103 4 2 AELC 0103 1
2 AEC 0153 1.5 5 4 50 2 AELC 0153 1.5 8 6 50
2 AEC 0203 2 6 4 50 2 AELC 0203 2 10 6 50
2 AEC 0203D6 2 6 6 50 2 AELC 0203S12 2 12 6 50
2 AEC 0253 25 8 4 50 2 AELC 0303 3 15 6 50
2 AEC 0253D6 2.5 8 6 50 2 AELC 0403 4 20 6 75
2 AEC 0303 3 9 4 50 2 AELC 0403S25 4 25 6 75
2 AEC 0303D6 3 9 6 50 2 AELC 0503 5 25 6 75
2 AEC 0403 4 12 4 50 2 AELC 0603 6 30 6 75
2 AEC 0403D6 4 12 6 50 2 AELC 0603S40 6 40 6 100
2 AEC 0503 5 15 6 50 2 AELC 0603S50 6 50 6 100
2 AEC 0603 6 18 6 50 2 AELC 0703 7 35 8 100
2 AEC 0703 7 21 8 60 2 AELC 0803 8 40 8 100
2 AEC 0803 8 24 8 60 2 AELC 0803S50 8 50 8 100
2 AEC 0903 9 27 10 75 2 AELC 0903 9 45 10 100
2 AEC 1003 10 30 10 75 2 AELC 1003 10 50 10 100
2 AEC 1103 11 33 12 75 2 AELC 1003S60 10 60 10 100
2 AEC 1203 12 36 12 75 2 AELC 1103 11 50 12 100
2 AEC 1403 14 45 14 100 2 AELC 1203S50 12 50 12 100
2 AEC 1603 16 50 16 100 2 AELC 1203S60 12 60 12 100
2 AEC 2003 20 50 20 100 2 AELC 1603S65 16 65 16 120
fist « R - SBREEH - 2 AELC 1603S80 16 80 16 150
BRI - FBES oFEE Al 2 AELC 2003S65 20 65 20 120
T 2 AELC 2003S80 20 80 20 150
%3R5 | SEM |pre-hardened steels b= ﬁEE‘_ﬁ et - BRI - BREGH o
Carbon | Alloy Copper |Aluminum|
steels | steel | ~HRC45  |~HRC50 [~HRC55 [~HRC60 |~HRC65 alloys | alloys ERME *BEE 085 AfE
e B | B2 e o o mas| mae

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

Copper |Aluminum|
alloys | alloys

* *




HD HWE DER W% 0 00
o MIT - .
‘ Specialized cutting tool factory Specialized cutting tool factory

(2) AE {4838 & 5 = VIESH 8k J) BlalE (2) SLAE / MLAE Fi B Ja3H & 45U = VI R Wiski 7 2% )]

Hwe Der & Ho Dung

AE (For Aluminum Alloy),3 Flutes SLAE / MLAE (Long Shank,For Aluminum Alloy),3 Flutes .@.
. 50
G E[ : GE
! L ! — . | ! . |
m Kyz Sies. quE*ﬁm : mm (Unit : mm) Ei7 : mm (Unit : mm)
Model No. Dlameter Flute Length Shank Diameter Overall Length Price Model No. Dlameter Flute Length Shank D|ameter Overall Length Price

2 AE 0103 4 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 2.5 8 4 50 2 SLAE 0803 8 24 8 75
2 AE 0253D6 2.5 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 et - ERE - SBREES
2 AE 0353 3.5 11 4 50
2 AE 0353D6 3.5 11 6 50 BRHTE - HEREE OfE AR
2 AE 0403 a 12 4 50 SR 2 v s e me Eas
2 AE 0403D6 4 12 6 50 steels | steel ~HRC45 ~HRC50 [~HRC55 [~HRC60 |~HRC65 alloys | alloys
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 1603 16 50 16 100
2 AE 2003 20 50 20 100

fiimet : EitRAS - 552REIGH o

ERAME ! *REE 0FEE AfE

TRl | Sl Pre-l?aﬁrzg;%@jfteels Was ﬁgﬁ_ﬁ

Carbon | Alloy Copper |Aluminum

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

* *




HEJHRE M

Specialized cutting tool factory

HWE DER

Specialized cutting tool factory

H D. MIT
Hwe Der & Ho Dung .

(2) AEL fe#& Jalsn & 5 M = YR VISR 8t )] (866

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

(Unit = mm) E5fi1 : mm (Unit : mm)

EEmiRIR 731(“ W‘“ EE B
fst
Model No. D|ameter Flute Length Shank Dlameter Overall Length Price

MRS '731“‘ TR EE 1Et§ it
d 5
Model No. D|ameter Flute Length Shank Diameter Overall Length Price

{5t « HARAS - FR2REIGH o

2 AEL 0103D6 6 2 AEL 1003540 100
2 AEL 0153D6 15 8 6 50 2 AEL 1003550 1o 50 1o 100
2 AEL 0153S10D6 | 1.5 10 6 50 2 AEL 1003560 10 60 10 100
2 AEL 0203D6 2 10 6 50 2 AEL 1103 1 50 12 100
2 AEL 0203512D6 2 12 6 50 2 AEL 1203550 12 50 12 100
2 AEL 0253D6S13 | 2.5 13 6 50 2 AEL 1203555 12 55 12 100
2 AEL 0303D6 3 15 6 75 2 AEL 1203560 12 60 12 100
2 AEL 0303D6518 3 18 6 75 2 AEL 1403 14 65 14 120
2 AEL 0403D6S16 4 16 6 50 2 AEL 1603855 16 55 16 100
2 AEL 0403 4 20 4 75 2 AEL 1603560 16 60 16 120
2 AEL 0403D6 4 20 6 75 2 AEL 1603565 16 65 16 120
2 AEL 0403D6S25 4 25 6 75 2 AEL 1603580 16 80 16 150
2 AEL 0503520 5 20 6 75 2 AEL 16035100 16 100 16 150
2 AEL 0503 5 25 6 75 2 AEL 2003560 20 60 20 100
2 AEL 0503530 5 30 6 75 2 AEL 2003565 20 65 20 120
2 AEL 0503540 5 40 6 100 2 AEL 2003580 20 80 20 150
2 AEL 0603S25L75 | 6 25 6 75 2 AEL 20035100 20 100 20 150
2 AEL 0603S30L75 | 6 30 6 75 WE : B - AREAL
2 AEL 0603S30L100| 6 30 6 100 N— BES eme A
2 AEL 0603S35L100| 6 35 6 100
2 AR co| e
2 AEL 0603S40L100| 6 40 6 100 f5RSH | E 8 | pre hardened steels nom Eas
2 AEL 0603S45L100 6 45 6 100 steels | steel ~HRC45 ~HRC50 |~HRC55 |~HRC60 |~HRC65 alloys | alloys
2 AEL 0603S50L100| 6 50 6 100 x| *
2 AEL 0703S35L100| 7 35 8 100
2 AEL 0803532 8 32 8 75
2 AEL 0803S40L100| 8 40 8 100
2 AEL 0803S50L100| 8 50 8 100
2 AEL 0903 9 45 10 100



H & vk
HD.MIT HEDER - g%ﬁ,\iémlﬁ&
. Specialized cutting tool factory Specialized cutting tool factory

(2) ACB SR = — V855 ER )] B)E)E (2)SLACB / MLACB / LLACB #i3i5t Fl E: WishsiER 1] @

Hwe Der & Ho Dung

ACB (Ball Nose,Aluminum Alloy),2 Flutes SLACB/MLACB/LLACB (Long Shank Ball Nose End Mill for Aluminum Alloy),2 Flutes
° - o] S|

/ | R L

" S, | — |

i mm (Unit : mm

B ( )
EmiRER IREEEE 8 N LAREY =R BtS -
R D ! d L fiat
Model No. Radius Diameter Flute Length Shank Diameter Overall Length Price
1 3 75

1/ mm (Unit : mm

! 1
EfiI ( )
E iR IREEHEE | I DR TR =R =0 -
R D | d L fRst
Model No. Radius Diameter Flute Length | Shank Diameter Overall Length Price
0.4 1.2 4 50

2 ACB 0042 0.2R 2 SLACB 0102D6 | 0.5R 6
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 2.4 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 75 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 36 12 75 2 LLACB 0802 4R 8 24 8 150
et EiaRAG - EEEAE - 2 MLACB 1002 5R 10 30 10 100
2 LLACB 1002 5R 10 30 10 150
BRME : *ILES 0BT AE 2 MLACB 1202 6R 12 30 12 100
W | BB oo ] swas|mas 2 LLACB 1202 6R 12 30 12 150
Carbon | Alloy Copper |Aluminum|
steels | steel ~HRC45 ~HRC50 (~HRC55 |~HRC60 [~HRC65 alloys | alloys fEet - EihiRAg - BBREIEH -
* * SEFIHE : *BES oES afE
TSR | & <5 Pre-lE’fEﬂIzsrteels = Eﬂﬁ‘ﬁ
Carbon | Alloy Copper |Aluminum
steels steel ~HRC45 ~HRC50 [~HRC55 |[~HRC60 |~HRC65 alloys alloys

* *




HWE DER WOR )R W R

Specialized cutting tool factory Specialized cutting tool factory

H D. MIT
Hwe Der & Ho Dung ‘

(2) AR SE8 1] = V)35 MR A1 8% 1) BEE

AR (Corner Radius,For Aluminum Alloy),3 Flutes - mm (Unit : mm)
ERRY E i 25 Ffr:. st
. c -
RS | 2 AR 080053 8 x 0.5R
< L | 2AR080103 | 8 x 1R 24 8 60
' 2 AR 080203 8 x 2R 24 8 60
Ef" mm (Unit : mm) 2 AR 080303 8 x 3R 24 8 60
Model No. Diameter 59T’ | Flute Length Shank Dlameter OveraII 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 2.5 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 120253 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 fst « EthRAE - BBRERH -
2 AR 060103 6 x 1R 18 6 50 EERME - S EES oEE Al
> AR 060203 & R |18 : s BT S8 o oo el Wirkrsralt fias| gas
Carlf;on Alloy Lo Copper [Aluminum
2 AR 060253 6 x 2.5R 18 6 50 steels | steel ~HRC45 ~HRC50 (~HRC55 |~HRC60 [~HRC65 alloys | alloys

* *




HD HWE DER EPETEY.
O MIT o .
‘ Specialized cutting tool factory Specialized cutting tool factory

(2) SLAR / MLAR / LLAR B8 ] EWisasiiR A%t 1] B (2) MHD PU Y] s YJHl s 37 8% ) BEE

Hwe Der & Ho Dung

SLAR/MLAR/LLAR (Long Shank Corner Radius,For Aluminum Alloy),3 Flutes MHD (Heavy Cutting Operation Type),4 Flutes
. [ TYPEB ]
DIWI
|
BEiI : mm (Unit : mm) EEfil : mm (Unit : mm)

EE mmifR5H 7]1‘“ LTS B
d frst
Model No. Dlameter Flute Length Shank Diameter Overall Length Price

FE iR 7]@ R% *Wf‘“ EE &
{[5EE
Model No. D|ameter ggg‘fg Flute Length Shank D|ameter OveraII Length Price

2 SLAR 030023 x 0.2R 2 MPE 0104TXM 4
2 SLAR 040023 4 x 0.2R 12 4 75 2 PE 0104TXM 1 3 6 5°
2 SLAR 040053 4 x 0.5R 12 4 75 g “P"E %105145.?;&('“ :g : g gg
2 SLAR 040103 4 x 1R 12 4 75 2 MPE 0204TXM 2 6 4 50
2 SLAR 060023 6 x 0.2R 18 6 75 2 PE 0204TXM 2 6 6 50
2 SLAR 060103 6 x 1R 18 6 75 2 MPE 0254TXM 2.5 8 4 50
2 MLAR 060103 6 x 1R 18 6 100 g “Pnflgz:;;ﬁ“)n(mm 255 g g gg
2 SLAR 060203 6 x 2R 18 6 75 2 MHD 0304TXM 3 8 4 50
2 SLAR 080023 8 x 0.2R 24 8 75 2 MHD 0304TXMD6 | 3 8 6 50
2 SLAR 080053 8 x 0.5R 24 8 75 2 MHD 0354TXM 3.5 10 4 50
2 SLAR 080103 8 x 1R 24 8 75 § m:g gigﬂim% 3"15 1? 2 gg
2 SLAR 080153 8 x 1.5R 24 8 75 2 MHD 0404TXMD®6 4 11 6 50
2 SLAR 080203 8 x 2R 24 8 75 2 MHD 0454TXM 4.5 13 6 50
2 SLAR 080253 8 x 2.5R 24 8 75 2 MHD 0504TXM 5 13 6 50
2 SLAR 080303 8 x 3R 24 8 75 g m:g gggﬂim 5('55 :g g gg
2 MLAR 100103 10 x 1R 30 10 100 2 MHD 0654TXM 6.5 18 8 60
2 LLAR 100303 10 x 3R 30 10 150 2 MHD 0704TXM 7 18 8 60
2 MLAR 120153S30 | 12 x 1.5R 30 12 100 2 MHD 0754TXM 7.5 20 8 60
2 LLAR 120103S30 | 12 x 1R 30 12 150 g m:g gggﬂim :5 gg 180 gg
R SRR A 2 MHD 0904TXM 9 23 10 75
2 MHD 1004TXM 10 30 10 75
SERME : - — FEREE OEE AfE 2 MHD 1104TXM 11 28 12 75
= TR = N PN
OUSEER| SR v prdene et paz mas ZMHD 1304TXM | 13 e 15 100
steels | steel ~HRC45  |~HRC50 |[~HRC55 [~HRC60 |~HRC65 alloys | alloys 2 MHD 1404TXM 14 40 16 100
* | % 2 MHD 1504TXM 15 45 16 100
2 MHD 1604TXM 16 50 16 100
2 MHD 1804TXM 18 50 20 100
2 MHD 2004TXM 20 50 20 100
Bt © ELIOARE - EREE -
SEREME FERETS 0BT AE
wEm| S2im - H M| Eas
steels steel ~HRC45 ~HRC50 |~HRC55 |~HRC60 [~HRC65 alloys alloys

‘ * * ° A Y ° .




HD...

Hwe Der & Ho Dung

A

(2) SLE4 /| MLE4 / LLE4 YY) WissHi 7 8t )

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

TYPE A

HWE DER

Specialized cutting tool factory

wbj

D] RN ——
—

BEE

BEfiI : mm (Unit : mm)

FE maifsik '731“‘ m«« EE B
Model No. Dlameter Flute Length Shank Dlameter Overall Length Price

2 SLE 0104TXMD6

2 MLE 0104TXMD6 1 2.5 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

HEJTHRE

Specialized cutting tool factory

Jig

* mm (Unit : mm)

EmimsR 731‘“ ’W“ EE 1;#:.
frst
Model No. D|ameter Flute Length Shank Dlameter Overall Length Price

2 MLE 0704TXM 100
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 LLE 1604TXM 16 50 16 200
2 MLE 2004TXM 20 50 20 150
2 LLE 2004TXM 20 50 20 200

et - EfRAS - SEREIG -

EREME :
FREEHI
fixsRe | S Pre-hardened steels
Carbon | Alloy
steels | steel ~HRC45 ~HRC50 |~HRC55 |[~HRC60 |[~HRC65
* * o A

FRES 08T Al

HE5E| BEs
Copper [Aluminum
alloys | alloys




H & vk
HD.MIT HEDER - 5%77/\%@?&
. Specialized cutting tool factory Specialized cutting tool factory

(2) LET4 W) JIE5 31 3k )] BlEE (2) SE2 ]85 L8k J] D

Hwe Der & Ho Dung

LET4 (Long Flute Length End Mill),4 Flutes SE2 (Regular Length),2 Flutes
° ] B /S15°
D] iiieiieg S— ] DI———f— o O] M= ]
| l [
L J — L | ——1 |
A 1

EE{i] : mm (Unit : mm)

EE S 731‘“ L EE B
d [=EE
Model No. D|ameter Flute Length Shank Diameter Overall Length Price

BEfiI : mm (Unit : mm)

FE sk 7J1“‘ Wif‘“ EE =
[5EE
Model No. D|ameter Flute Length Shank D|ameter Overall Length Price

2 LET 0104TXM 4 2 SE 0102TXM

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 11 6 50

2 LET 0604TXM 6 30 6 75 2 25 ggg;&‘m g :z 2 gg

2 LET 0704TXM 7 35 8 100 2 SE 0702TXM - 18 3 60

2 LET 0804TXM 8 40 8 100 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 fst - Bt - sRREIEH -
PR EFIME : *BEE oEE Af
BN : »BES oS Ak B | S |pre e ects sas|Eas

Carbon | Alloy Copper [Aluminum)|

S D ngriﬁjas‘teels Bes| mas steels | steel | ~HRC45  |~HRC50 |~HRC55 [~HRC60 |[~HRC65 alloys | alloys
Carbon | Alloy Copper |Aluminum| * * ® ®
steels | steel | ~HRC45  |~HRC50|~HRC55 [~HRC60 |[~HRC65 alloys | alloys

* * [ [ )




HWE DER T
o MIT - .
. Specialized cutting tool factory Specialized cutting tool factory

(2) MSE2 / SE2 YRR L2k )] () () BEEE B8{7  mm (Unit  mm)

. FE mmifmaR 731‘“ & = B
MSE2/SE2 (Flat End Mill),2 Flutes-Micro Decimal Diameter i m(;l E L fimet
Model No. Dlameter Flute Length Shank Diameter | Overall Length Price

Hwe Der & Ho Dung

G 2 SE 0512TXM 6
DB&E Dlm:[ R T 6 =
2 SE 0532TXM | 5.3 14 6 50
!2_* | . 2 SE 0542TXM | 5.4 14 6 50
E8(17 + mm (Unit : mm) 2 SE 0552TXM | 5.5 15 6 50
Py m« W« ey 2 SE 0562TXM | 5.6 15 6 50
2 SE 0582TXM | 5.8 15 6 50
2 MSE 00120L 2 SE 0592TXM | 5.9 15 6 50
2 MSE 00220L 0.2 o.4 4 50 oz | o= g B
2 MSE 00320L 0.3 0.6 4 50 9 SE 0622TXM | 6.2 17 s 60
2 MSE 00420L 0.4 0.8 4 50 :
2 MSE 00520L 0.5 1 1 50 2 SE 0632TXM | 6.3 17 8 60
2 MSE 00620L 0.6 1.2 4 50 2 SE 0642TXM 6.4 17 8 60
2 MSE 00720L 0.7 1.4 4 50 2 SE 0652TXM | 6.5 18 8 60
2 MSE 00820L 0.8 1.6 4 50 2 SE 0662TXM | 6.6 18 8 60
2 MSE 00920L 0.9 1.8 4 50 2 SE 0672TXM 6.7 18 8 60
2 MSE 0112TXM | 1.1 3 4 50 2 SE 0682TXM | 6.8 18 3 60
2 MSE 0122TXM | 1.2 3 4 50 oz o0 | ooe o s pD
2 MSE 0132TXM | 1.3 3 4 50
2 MSE 0142TXM | 1.4 3 4 50 2 SE 0712TXM | 7.1 19 8 60
2 MSE 0162TXM | 1.6 4 4 50 2 SE 0722TXM | 7.2 | 19 8 60
2 MSE 0172TXM 1.7 4 4 50 2 SE 0732TXM 7.3 19 8 60
2 MSE 0182TXM | 1.8 4 4 50 2 SE 0742TXM | 7.4 19 8 60
2 MSE 0192TXM | 1.9 4 4 50 2 SE 0752TXM | 7.5 20 8 60
2 MSE 0212TXM A1 6 4 50 2 SE 0762TXM 7.6 20 8 60
2 MSE 0222TXM | 2.2 6 4 50 2 SE 0772TXM | 7.7 20 3 60
2 MSE 0232TXM | 2.3 6 4 50 S o s | o5 8 pD
2 MSE 0242TXM | 2.4 6 4 50
2 MSE 0262TXM | 2.6 8 4 50 2 SE 0792TXM | 7.9 | 20 8 60
2 MSE 0272TXM 2.7 ) 4 50 2 SE 0812TXM 8.1 21 10 75
2 MSE 0282TXM 2.8 8 4 50 2 SE 0822TXM 8.2 21 10 75
2 MSE 0292TXM | 2.9 8 4 50 2 SE 0832TXM | 8.3 21 10 75
2 MSE 0312TXM | 3.1 9 4 50 2 SE 0842TXM | 8.4 21 10 75
2 MSE 0322TXM | 3.2 9 4 50 2 SE 0852TXM 8.5 23 10 75
2 MSE 0332TXM | 3.3 9 4 50 2 SE 0862TXM | 8.6 23 10 75
2 MSE 0342TXM | 3.4 9 4 50 2 SE 0872TXM | 8.7 | 23 10 75
2 MSE 0362TXM | 3.6 10 4 50
2 MSE 0372TXM | 3.7 | 10 4 50 2 SE 0882TXM | 88 | 23 10 L
2 MSE 0382TXM | 3.8 10 4 50 2 SE 0892TXM | 8.9 23 10 75
2 MSE 0392TXM 3.9 10 4 50 2 SE 0912TXM 9.1 25 10 75
2 SE 0412TXM 4.1 1 6 50 2 SE 0922TXM | 9.2 25 10 75
2 SE 0422TXM 4.2 1 6 50 2 SE 0932TXM | 9.3 25 10 75
2 SE 0432TXM 4.3 11 6 50 2 SE 0942TXM 9.4 25 10 75
2 SE 0442TXM 4.4 L 6 50 2 SE 0952TXM | 9.5 25 10 75
2 SE 0452TXM 4.5 13 6 50
> SE 0462TXM 16 13 6 =0 2 SE 0962TXM | 9.6 25 10 75
> SE 0472TXM a7 = & = 2 SE 0972TXM | 9.7 25 10 75
2 SE 0482TXM 4.8 13 6 50 2 SE 0982TXM 9.8 25 10 75
‘ 2 SE 0492TXM 4.9 13 6 50 2 SE 0992TXM 9.9 25 10 75 ‘
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Hwe Der Machinery and Hardware Pty Ltd. Ho Dung Hardware Co.,Ltd.

HEJHRE M

Specialized cutting tool factory -

A
4
y

2) MSB2 - V)35 ER 7] 2636

MSB2 (Ball Nose),2 Flutes

Dlmj
R ' L J
|f : )

BE{i7 : mm (Unit : mm)

FE mifim e IREAEE 731‘“ W“‘ EE
R TDE
Model No. Radius D|ameter Flute Length Shank D|ameter Overall Length Price

2 MSB 0102TXM 0.5R

2 SB 0102TXM 0.5R 1 2 6 50
2 MSB 0152TXM 0.75R 1.5 3 4 50
2 SB 0152TXM 0.75R 1.5 3 6 50
2 MSB 0202TXM 1R 2 4 4 50
2 SB 0202TXM 1R 2 4 6 50
2 MSB 0252TXM 1.25R 2.5 5 4 50
2 SB 0252TXM 1.25R 2.5 5 6 50
2 SSB 0302TXM 1.5R 3 6 3 50
2 MSB 0302TXM 1.5R 3 6 4 50
2 SB 0302TXM 1.5R 3 6 6 50
2 MSB 0352TXM 1.75R 3.5 7 4 50
2 MSB 0402TXM 2R 4 8 4 50
2 SB 0402TXM 2R 4 8 6 50
2 SB 0452TXM 2.25R 4.5 9 6 50
2 SB 0502TXM 2.5R 5 10 6 50
2 SB 0602TXM 3R 6 12 6 50
2 SB 0702TXM 3.5R 7 14 8 60
2 SB 0802TXM 4R 8 16 8 60
2 SB 0902TXM 4.5R 9 18 10 75
2 SB 1002TXM 5R 10 20 10 75
2 SB 1102TXM 5.5R 11 22 12 75
2 SB 1202TXM 6R 12 24 12 75
2 SB 1402TXM 7R 14 28 16 100
2 SB 1602TXM 8R 16 32 16 100
2 SB 2002TXM 10R 20 40 20 100
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Hwe Der & Ho Dung

A

HWE DER

Specialized cutting tool factory

(2)SLB2 / MLB2 / LLB2 —. V] EWisaERER 7]

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

JEe T
R/‘_I'I L

EEGnimER
Model No.

ERERE

BB

I/MI

L

' mm (Unlt mm)

B

EVINEE S i

Specialized cutting tool factory

(Unit : mm)

731‘“ tmf‘“ EE Fst’z
[=EE
D|ameter Flute Length Shank Dlameter Overall Length Price

EERRHmGR
Model No.

IREEEE DE & RE EE 1;#:.
R D | d fst
Radius Diameter Flute Length Shank Diameter Overall Length Price
5 6

2 SLB 0502TXM 2.5R

2 MLB 0502TXM 2.5R 5 10 6 100

2 SLB 0602TXM 3R 6 12 6 75

2 MLB 0602TXM 3R 6 12 6 100

2 SLB 0802TXM 4R 8 16 8 75

2 MLB 0802TXM 4R 8 16 8 100

2 LLB 0802TXM 4R 8 16 8 150

2 MLB 1002TXM 5R 10 20 10 100

2LLB 1002TXM 5R 10 20 10 150

2 MLB 1202TXM 6R 12 24 12 100

2 LLB 1202TXM 6R 12 24 12 150

2 MLB 1602TXM 8R 16 32 16 150

2 LLB 1602TXM 8R 16 32 16 200

2 MLB 2002TXM 10R 20 40 20 150

2 LLB 2002TXM 10R 20 40 20 200
frst « BHfERR1S - FA2REIGS
BRAME *FREES 085 afE
BSE| E00R o Pardenea el High hrdenec Mas sae
Carbon | Alloy Copper |Aluminum|

steels steel ~HRC45 ~HRC50 [~HRC55 [~HRC60 |~HRC65 alloys alloys
* * ® o o

R
Radius

2 SLB 0102TXM 0.5R

2 SLB 0102TXM 0.5R 1 2 6 75
2 MLB 0102TXM 0.5R 1 2 4 100
2 MLB 0102TXM 0.5R 1 2 6 100
2 SLB 0152TXM 0.75R 1.5 3 4 75
2 SLB 0152TXM 0.75R 1.5 3 6 75
2 MLB 0152TXM 0.75R 1.5 3 4 100
2 MLB 0152TXM 0.75R 1.5 3 6 100
2 SLB 0202TXM 1R 2 4 4 75
2 SLB 0202TXMD6 1R 2 4 6 75
2 MLB 0202TXM 1R 2 4 4 100
2 MLB 0202TXMD6 1R 2 4 6 100
2 SLB 0252TXM 1.25R 2.5 5 4 75
2 SLB 0252TXMD6 | 1.25R 2.5 5 6 75
2 MLB 0252TXM 1.25R 2.5 5 4 100
2 MLB 0252TXMD6 | 1.25R 2.5 5 6 100
2 SLB 0302TXMD3 1.5R 3 6 3 75
2 SLB 0302TXM 1.5R 3 6 4 75
2 SLB 0302TXMD6 | 1.5R 3 6 6 75
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




Hwe Der & Ho Dung Specializdticuliegigbitactord Specialized cutting tool factory

HD..: HWE DER W aAREE
A

(2) RTAPUY)SEHAR 4 8k T) 56

RTA (Corner Radius),4 Flutes

e
iy ——

' mm (Unit : mm)

ELL mm (Unit : mm)

E!ﬂﬁ /’W % R T E = ; 4= ,_ .
e DfI i RR -- i o o : ) *Wf(« st
i Corner D R Fa
Model No. Diameter  z2tits Flute Length | Shank Diameter Overall Length Price Model No. Diameter ~ Somer Flute Length Shank Dlameter 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 s 60

2 RTA 015054TXM | 1.5 x 0.5R | 3 4 50 2 RTA 080104TXM | 8 x 1R 16 8 60

2RTA020024TXM | 2 x 02R | 4 4 50 2 RTA 080204TXM | 8 x 2R e s o

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

2 RTA 025024TXM | 25 x 0.2R | 5 4 50 T T T e S L e BE s =

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

ey e N < Sl 2 RTA 120054TXM | 12 x 0.5R | 24 12 75

2 RTA 030024TXM__| 3 x 0.2R | 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 EN B e

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

2 RTA030054TXM | 3 x 05R | 6 4 50 o mE e

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

2 RTA 030104TXMD3| 3 x 1R 6 3 50 ERHH : *RES OEE AfE

e i e 4
steels | steel ~HRC45 ~HRC50 |~HRC55 |~HRC60 |~HRC65 alloys | alloys

2 RTA 040024TXM | 4 x 02R | 8 4 50

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

2 RTA040054TXM | 4 x 0.5R | 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 RTA050054TXM | 5 x 0.5R | 10 6 50

2 RTA050104TXM | 5 x 1R 10 6 50

2RTA060024TXM | 6 x 0.2R | 12 6 50

2 RTA060054TXM | 6 x 0.5R | 12 6 50

2RTA060104TXM | 6 x 1R 12 6 50

2RTA060154TXM | 6 x 1.5R | 12 6 50




Hwe Der & Ho Dung specializeticiliiegdeiractor] Specialized cutting tool factory

HD..: HWE DER W aAREE
A

(2) SLR4 / MLR4 MU V] EisER 4 8% J) BEE

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

~< ~<
T —]
/ [ BSfi] : mm (Unit : mm)
R | L

FE mmifwS NE RB mv« EE B
D * R st
Model No. Diameter ~ Sorner Flute Length Shank D|ameter Overall Length Price

(Unit : mm)
=r=s e - e 2 SLR 040024TXM 4 x 0.2R

Model No. Dlameter ggg”lff; Flute Length Shank Diameter Overall Length Price 2 MLR 040024TXM 4 x 02R 8 4 100
2 SLR 010024TXM 1 x 0.2R 2 4 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 1.5x 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 1.5x 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 % 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 et - R4S - EREISH ©
2 MLR 030054TXMD6| 3 x 0.5R 6 6 100
2 SLR 030104TXMD3 3 x 1R 6 3 75 ERME *HREES OEE Al
2 SLR 030104TXM 3 x 1R 6 4 75 T mEE SEEW SO PN
2 SLR 030104TXMD6 3 x 1R 6 6 75 ﬁ%ﬁ? E;\%EE Pre-hardened steels High-hardened ECECJ)I?Pf A%E rr?n?m
2 SLR 030104TXMD3 3 x 1R 6 3 100 steels | steel ~HRC45 ~HRC50 |~HRC55 [~HRC60 |~HRC65 alloys | alloys
2 SLR 030104TXM 3 x 1R 6 4 100

3 x 1R 6 6 ol B ° °

‘ 2 SLR 030104TXMD6

100
45
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HWE DER

Specialized cutting tool factory

() MHD P4 s Y] iS58 3 2k )

MHD (Heavy Cutting Operation Type),4 Flutes

15°
m-ha

EE S E EE =1
D [=EE
Model No. Diameter Flute Length Shank Dlameter Overall Length Price

I

L

TYPE B

B

II

EEfi : mm Umt mm)

L

() MSE2 /M g8 31 5% )

MSE?2 (Flat End Mill),2 Flutes Decimal Diameter

¥ H W&

Specialized cutting tool factory

lE)EE

B2 : mm (Unit : mm)

FE sk DE ﬁ{“‘ EE =L

D [EE
Model No. Diameter Flute Length Shank Dlameter Overall Length Price

0.1

5 MSE 00120L .

5 MSE 00220L 0.2 0.4 4 50
5 MSE 00320L 0.3 0.6 4 50
5 MSE 00420L 0.4 0.8 4 50
5 MSE 00520L 0.5 1.0 4 50
5 MSE 00620L 0.6 1.2 4 50
5 MSE 00720L 0.7 1.4 4 50
5 MSE 00820L 0.8 1.6 4 50
5 MSE 00920L 0.9 1.8 4 50

5 EARAE - AREEN -

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 11 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

B HADRAS - SRR -

EAME
FEIES
kSR | & =i Pre-hardened steels
Carbon | Alloy
steels steel ~HRC45 ~HRC50 |~HRC55 |~HRC60 [~HRC65
‘ o * * * o

HEREE 0BE afE

Hex| Be%
Copper |Aluminum
alloys alloys

FEREE 0FEE AfE

ERAME :
o FEREIEM
xRl | S Pre-hardened steels
Carbon | Alloy
steels steel ~HRC45 ~HRC50 |~HRC55 |~HRC60 [~HRC65
[ * * * o

HEx
Copper
alloys

EEE
Aluminum
alloys

A
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Hwe Der & Ho Dung

(5) SLE4 / MLE4 / LLE4 YY) R WishH L8t ] B 66

A

HWE DER

Specialized cutting tool factory

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

EEmiRIR 731‘“
Model No. D|ameter Flute Length

R —]
1y

e

Shank Diameter

Overall Length Price

E5fi1 : mm (Unit : mm)

5 SLE 0104TXD6

6
5 MLE 0104TXD6 1 2.5 6 100
5 SLE 0154TXD6 1.5 4 6 75
5 MLE 0154TXD6 1.5 4 6 100
5 SLE 0204TXD6 2 6 6 75
5 MLE 0204TXD6 2 6 6 100
5 SLE 0254TXD6 2.5 7 6 75
5 MLE 0254TXD6 2.5 7 6 100
5 SLE 0304TXD3 3 8 3 75
5 SLE 0304TX 3 8 4 75
5 SLE 0304TXD6 3 8 6 75
5 MLE 0304TXD3 3 8 3 100
5 MLE 0304TX 3 8 4 100
5 MLE 0304TXD6 3 8 6 100
5 SLE 0404TX 4 1" 4 75
5 SLE 0404TXD6 4 1 6 75
5 MLE 0404TX 4 1" 4 100
5 MLE 0404TXD6 4 1 6 100
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

HEJTHRE

Specialized cutting tool factory

3

EEfiI : mm (Unit : mm)

EE i 731‘“ ﬁm“‘ EE =4
fst
Model No. Dlameter Flute Length SHENT D|ameter Overall Length Price

5 MLE 0704TX

5 SLE 0804TX 8 20 8 75
5 MLE 0804TX 8 20 8 100
5 LLE 0804TX 8 20 8 150
5 MLE 0904TX 9 23 10 100
5 MLE 1004TX 10 30 10 100
5 LLE 1004TX 10 30 10 150
5 MLE 1204TX 12 30 12 100
5 LLE 1204TX 12 30 12 150
5 MLE 1604TX 16 50 16 150
5 LLE 1604TX 16 50 16 200
5 MLE 2004TX 20 50 20 150
5 LLE 2004TX 20 50 20 200

5t © EAtRAS - FRREIGH o

EREME :
FERE
R | S Pre-hardened steels
Carbon | Alloy
steels | steel ~HRC45 ~HRC50 |~HRC55 |~HRC60 [~HRC65
[ * * * [

*RES 085 AfE

g Bes
Copper |Aluminum
alloys | alloys




HWE DER

Specialized cutting tool factory

Hwe Der & Ho Dung .

5) LET4 PUYJ& JIeEs it ] Q@]

LET4 (Long Flute Length End Mill),4 Flutes

/3150

DI

d] D] i S— o

L | | : L |

1 |
EEmmSRE 8 N LATEY =R
D I d L
Model No. Diameter Flute Length Shank Diameter Overall Length
1 5 4 50

g 65,000 rpm
: Max $ 22x140L
Air-6302 989

BE{i : mm (Unit : mm)

)/
Price

5 LET 0104TX PR E A/ B AT R /7 i i £
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 50
5 LET 0404TX 4 20 6 75 =
5 LET 0504TX 5 25 6 75
5 LET 0604TX 6 30 6 75 i 58
ieroren | 7 1 3 1 s | s v
5 LET 0804TX 8 40 8 100
5 LET 0904TX 9 45 10 100 &3 /Collet Chuck
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
i _ BES OFS AR 72 5 ¥ & /Air Consumption
s A - sism|yas] muas/paz mas ALl B 573 Pressure Recommended [S0psi
Carbon | Alloy Stainless [Titanium | Nickel Based| Copper [Aluminum 7E|$ﬁﬂ - -
steels | steel ~HRC45 ~HRC50 |[~HRC55 [~HRC60 [~HRC65| steels | alloys alloys alloys | alloys

E2/Weight 2209

EIBTHR/Stroke

4= 25 *{848% /Frequency 30,000 strokes/min

TL-A70
BE

ZERHFEE/Air Consumption
W Pressure Recommended [BDPSIN S
.

50



HWE DER TrrrY
o MIT o .
. Specialized cutting tool factory Specialized cutting tool factory

Hwe Der & Ho Dung

(5) MSB2 / SB2 — JJ3E5MER 7] QRISE (s) MSB /DM EESER )] HEBE

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

[ TYPEA ] [ TYPEB ] .
_—515° 15
— N
e — | — o )
R/ 1
L
| </ - |
EEfi7 : mm (Unit : mm) ESfil : mm (Unit : mm)

EEmRifimsRT IRERHE 731‘“ #W'f‘“ EE B8
R
Model No. Radius D|ameter Flute Length Shank Dlameter Overall Length Price

Emimak iLE=|=1‘“ 731‘“ W« =4
fst
Model No. Radlus D|ameter Flute Length SIETIS D|ameter Overall Length Price

5 MSB 0102TX 0.5R 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 04 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 1.1 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 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 11 22 12 75 5 MSB 0272TX 1.35R 2.7 5.4 4 50
5 8SB 1202TX 6R 12 24 12 75 5 MSB 0282TX 1.4R 2.8 5.5 4 50
5 SB 1602TX S8R 16 32 16 100 5 MSB 0292TX 1.45R 2.9 5.8 4 50
5 SB 2002TX 10R 20 40 20 100 5t - EfiRE - BREES

@t © EithRAR - BREEH -

ERME : FREE 0BT AfE
iididad = ©EAS ofE AF TSR | S =5 Pre-EEﬂjzstteels Higll%'h-ﬁligeﬁr?ed =g ﬁﬂﬁﬁ
TSR | & <5 Pre-l?aﬁrg%ﬂjzsrteels Hif'h-ﬁr?ﬁﬂd HEs| 2as G | Sy ~HRC45  |~HRC50 |[~HRC55 |~HRC60 |[~HRC65 cacm’;:r Ah;“g;: i
Carbon | Alloy Copper |Aluminum)|

steels | steel ~HRC45  |~HRC50 |~HRC55 [~HRC60 [~HRC65 alloys | alloys ° v * * ° L
° * * * ° °®
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HWE DER

Specialized cutting tool factory

(5) SLB2 / MLB2 / LLB2 V] EHWighiER 7]

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

EEaRimaR
Model No.

BRERYE

R
Radius

731‘“ W“‘ EE B
[5EE
D|ameter Flute Length Shank D|ameter Overall Length Price

@ EE

a

|

EEfi7 : mm (Unit : mm)

5 SLB 0102TX 0.5R

5 SLB 0102TXD6 0.5R 1 2 6 75
5 MLB 0102TX 0.5R 1 2 4 100
5 MLB 0102TXD6 0.5R 1 2 6 100
5 SLB 0152TX 0.75R 1.5 3 4 75
5 SLB 0152TXD6 0.75R 1.5 3 6 75
5 MLB 0152TX 0.75R 1.5 3 4 100
5 MLB 0152TXD6 | 0.75R 1.5 3 6 100
5 SLB 0202TX 1R 2 4 4 75
5 SLB 0202TXD6 1R 2 4 6 75
5 MLB 0202TX 1R 2 4 4 100
5 MLB 0202TXD6 1R 2 4 6 100
5 SLB 0252TX 1.25R 2.5 5 4 75
5 SLB 0252TXD6 1.25R 2.5 5 6 75
5 MLB 0252TX 1.25R 2.5 5 4 100
5 MLB 0252TXD6 | 1.25R 2.5 5 6 100
5 SLB 0302TXD3 1.5R 3 6 3 75
5 SLB 0302TX 1.5R 3 6 4 75
5 SLB 0302TXD6 1.5R 3 6 6 75
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

EECRilmER
Model No.

B

ENVINES L i

Specialized cutting tool factory

BEfiI : mm (Unit : mm)

IREEEAE DE DR R EE =l
R D | d fst
Radius Diameter Flute Length | Shank Diameter Overall Length Price
5 1 6

5 SLB 0502TX 2.5R
5 MLB 0502TX 2.5R 10 6 100
5 SLB 0602TX 3R 6 12 6 75
5 MLB 0602TX 3R 6 12 6 100
5 SLB 0802TX 4R 8 16 8 75
5 MLB 0802TX 4R 8 16 8 100
5LLB 0802TX 4R 8 16 8 150
5 MLB 1002TX 5R 10 20 10 100
5LLB 1002TX 5R 10 20 10 150
5 MLB 1202TX 6R 12 24 12 100
5LLB 1202TX 6R 12 24 12 150
5 MLB 1602TX 8R 16 32 16 150
5LLB 1602TX 8R 16 32 16 200
5 MLB 2002TX 10R 20 40 20 150
5LLB 2002TX 10R 20 40 20 200

flst © EithiR4& - BREIES

EAME - FERES 0BT aAfE

RIS SiEE

tixsREH | &= Pre-hardened steels

High-hardened

Carbon | Alloy

steels steel ~HRC45

~HRC50

~HRC55 [~HRC60

~HRC65

o * *

eE| REE
Copper |Aluminum|
alloys alloys
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. Specialized cutting tool factory Specialized cutting tool factory

Hwe Der & Ho Dung

(5) RTA MU V]S8R f 8% J) RBEE

RTA (Corner Radius),4 Flutes

EEiI : mm (Unit : mm) B : mm (Unit : mm)

ETRHmSR & RA tﬁf‘“ EE & FE EmifR SRR % RAE tﬂif“ EE B
D * R L D * st
Model No. Diameter ~ gorner Flute Length Shank Dlameter Overall Length Price Model No. Diameter ~ 5omer Flute Length Shank D|ameter Overall Length Price

5 RTA 010014TX 1 x 0.1R 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 a 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 it HAOARR - EREIAS
5 RTA 030024TXD6 | 3 x 0.2R 6 6 50
5 RTA 030054TXD3 | 3 x 0.5R 6 3 50 ERME FEEE 0BT Al
5 RTA 030054TX 3 x 0.5R 6 4 50 W | Sl |y, ] Hiﬁ_ﬁfﬁfﬂe ) sfes| Eas
5 RTA 030054TXD6 3 x 0.5R 6 6 50 (:sat:el::?: ;s\t"e?ll ~HRC45 ~HRC50 |~HRC55 |~HRC60 |[~HRC65 ca\til’:),))lir AI:“‘;;:m
5 RTA 030104TXD3 | 3 x 1R 6 3 50 P — n 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 .
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. Specialized cutting tool factory Specialized cutting tool factory

(5) SLR4 / MLR4 M4 Y] E: Wik SR 11 8% ) B

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

Hwe Der & Ho Dung

D:I: : E[ EEfil : mm (Unit : mm
</

| BE{iI )
— L | SRS NE_RE | E A 25 e _
| D * R | d L frsx
) . Model No. Diameter ~ gomer Flute Length Shank Diameter | Overall Length Price
BE{i/ : mm (Unit : mm)
8 75

ERIR nE  RE | TE S 2R mE | 5 SLR 040024TX 4_x 0.2R 4
Model No. Diaaeter cﬁer Flute ILength Shank giameter OveraIILLength Price e 5 SLR 040024TXD6 4 x 02R 8 6 75
e 5 MLR 040024TX 4 x 0.2R 8 4 100
5 SLR 010024TX 1 x 0.2R 2 4 75 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 1.5 % 0.5R 3 4 75 5 MLR 040104TXD6 4 x 1R 8 6 100
5 SLR 015054TXD6 1.5 x 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 x 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 et - EHARAE - FAREEH -
5 MLR 030054TXD6 3 x 0.5R 6 6 100
5 SLR 030104TXD3 3 x 1R 6 3 75 SEFME FREE 0EE A
5 SLR 030104TX 3 x 1R 6 4 75 =
5 SLR 030104TXD6 | 3 x 1R 6 6 75 BT | S e pvgencd el i ardenes WEE| BEE
Carbon | Alloy Copper |Aluminum)
5 SLR 030104TXD3 3 x 1R 6 3 100 steels | steel ~HRC45 ~HRC50 [~HRC55 |[~HRC60 |[~HRC65 alloys | alloys
5 SLR 030104TX 3 x 1R 6 4 100
3 x 1R 6 6 () * * * o [

’ 5 SLR 030104TXD6

100
59
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(5] LNT Y]

HWE DER

Specialized cutting tool factory

Z30y) | MR VA W)

LNT (For Deep Processing,Long Neck),2 Flutes

EE mifima 731‘“ DE BUR LT TEY EE Btg -
L1 dh d fisa
Model No. Dlameter Flute Length Effective Length | Neck dia | Shank Diameter | Overall Length Price

B

BEfiI : mm (Unit : mm)

HEJHERE K

Specialized cutting tool factory

(5) LNB —_YJ&EH M T HESHMER T)

LNB (Ball Nose For Deep Processing,Long Neck),2 Flutes

@

L o
DIWE
Ry ! L |

B{i1 : mm (Unit : mm)

EEmfmaT IREAEAE 731‘“ JJE BAER SRR W‘“ EE =4 -
R L1 dh fis
Model No. Radius D|ameter Flute Length Effective Length | Neck dia | Shank Dlameter Overall Length Price

5 LNT 0201020L 0.17 4

5 LNT 0201520L 0.2 0.2 1.5 0.17 4 50
5 LNT 0202020L | 0.2 0.2 2 0.17 4 50
5 LNT 0301520L | 0.3 0.3 1.5 0.26 4 50
5 LNT 0302020L| 0.3 0.3 2 0.26 4 50
5 LNT 0303020L | 0.3 0.3 3 0.26 4 50
5 LNT 0402020L| 0.4 0.4 2 0.35 4 50
5 LNT 0403020L | 0.4 0.4 3 0.35 4 50
5 LNT 0404020L| 0.4 0.4 4 0.35 4 50
5 LNT 0405020L| 0.4 0.4 5 0.35 4 50
5 LNT 0503020L | 0.5 0.5 3 0.45 4 50
5 LNT 0504020L| 0.5 0.5 4 0.45 4 50
5 LNT 0506020L | 0.5 0.5 6 0.45 4 50
5 LNT 0603020L | 0.6 0.6 3 0.55 4 50
5 LNT 0604020L | 0.6 0.6 4 0.55 4 50
5 LNT 0606020L | 0.6 0.6 6 0.55 4 50
5 LNT 0608020L | 0.6 0.6 8 0.55 4 50
5 LNT 0804020L | 0.8 0.8 4 0.75 4 50
5 LNT 0806020L | 0.8 0.8 6 0.75 4 50
5 LNT 0808020L | 0.8 0.8 8 0.75 4 50
5 LNT 0810020L | 0.8 0.8 10 0.75 4 50
5 LNT 100602TX 1 1 6 0.95 4 50
5 LNT 100802TX 1 1 8 0.95 4 50
5 LNT 101002TX 1 1 10 0.95 4 50
5 LNT 101202TX 1 1 12 0.95 4 50
5 LNT 120602TX | 1.2 1.2 6 1.15 4 50
5 LNT 120802TX | 1.2 1.2 8 1.15 4 50
5 LNT 121002TX | 1.2 1.2 10 1.15 4 50
5 LNT 121202TX | 1.2 1.2 12 1.15 4 50
5 LNT 121602TX | 1.2 1.2 16 1.15 4 50
5 LNT 150802TX | 1.5 1.5 8 1.45 4 50
5 LNT 151002TX | 1.5 1.5 10 1.45 4 50
5 LNT 151202TX | 1.5 1.5 12 1.45 4 50
5 LNT 151602TX | 1.5 1.5 16 1.45 4 50
5 LNT 201002TX | 2 2 10 1.95 4 50
5 LNT 201202TX | 2 2 12 1.95 4 50
5 LNT 201602TX | 2 2 16 1.95 4 50
5 LNT 202002TX | 2 2 20 1.95 4 50

5 LNB 0201020L | 0.1R 0.17

5 LNB 0201520L | 0.1R 0.2 0.2 1.5 0.17 4 50
5 LNB 0202020L | 0.1R | 0.2 0.2 2 0.17 4 50
5 LNB 0301520L | 0.15R | 0.3 0.3 1.5 0.26 4 50
5 LNB 0302020L | 0.15R | 0.3 0.3 2 0.26 4 50
5 LNB 0303020L | 0.15R | 0.3 0.3 3 0.26 4 50
5 LNB 0402020L | 0.2R | 0.4 0.4 2 0.35 4 50
5 LNB 0403020L | 0.2R | 0.4 0.4 3 0.35 4 50
5 LNB 0404020L | 0.2R | 0.4 0.4 4 0.35 4 50
5 LNB 0405020L | 0.2R | 0.4 0.4 5 0.35 4 50
5 LNB 0503020L | 0.25R | 0.5 0.5 3 0.45 4 50
5 LNB 0504020L | 0.25R | 0.5 0.5 4 0.45 4 50
5 LNB 0506020L | 0.25R | 0.5 0.5 6 0.45 4 50
5 LNB 0603020L | 0.3R | 0.6 0.6 3 0.55 4 50
5 LNB 0604020L | 0.3R | 0.6 0.6 4 0.55 4 50
5 LNB 0606020L | 0.3R | 0.6 0.6 6 0.55 4 50
5 LNB 0608020L | 0.3R | 0.6 0.6 8 0.55 4 50
5 LNB 0804020L | 0.4R | 0.8 0.8 4 0.75 4 50
5 LNB 0806020L | 0.4R | 0.8 0.8 6 0.75 4 50
5 LNB 0808020L | 0.4R | 0.8 0.8 8 0.75 4 50
5 LNB 0810020L | 0.4R | 0.8 0.8 10 0.75 4 50
5 LNB 100602TX | 0.5R 1 1 6 0.95 4 50
5 LNB 100802TX | 0.5R 1 1 8 0.95 4 50
5LNB 101002TX | 0.5R 1 1 10 0.95 4 50
5 LNB 101202TX | 0.5R 1 1 12 0.95 4 50
5 LNB 150602TX | 0.75R | 1.5 1.5 6 1.45 4 50
5 LNB 150802TX | 0.75R | 1.5 1.5 8 1.45 4 50
5 LNB 151002TX | 0.75R | 1.5 1.5 10 1.45 4 50
5 LNB 151202TX | 0.75R | 1.5 1.5 12 1.45 4 50
5 LNB 151602TX | 0.75R | 1.5 1.5 16 1.45 4 50
5 LNB 200802TX | 1R 2 2 8 1.95 4 50
5 LNB 201002TX | 1R 2 2 10 1.95 4 50
5 LNB 201202TX | 1R 2 2 12 1.95 4 50
5LNB 201402TX | 1R 2 2 14 1.95 4 50
5LNB 201602TX | 1R 2 2 16 1.95 4 50
5LNB 202002TX | 1R 2 2 20 1.95 4 50 ‘
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(5) LNR PU Y%

HWE DER

Specialized cutting tool factory

Fm i TR S5aR M 8k )

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

PEEGRlmER
Model No.

BB

(Unit : mm)

AEE | EE | fE EE E’f%
L1 dh fret
Flute Length Effective Length | Neck dia | Shank Dlameter Overall Length | Price

5LNR 0601034TX | 0.6 x 0.1R 0.55

5LNR 0601044TX | 0.6 x 0.1R 0.6 4 0.55 4 50

5 LNR 0601054TX | 0.6 x 0.1R 0.6 5 0.55 4 50

5 LNR 0801044TX | 0.8 x 0.1R 0.8 4 0.75 4 50

5LNR 0801064TX | 0.8 x 0.1R 0.8 6 0.75 4 50

5 LNR 1002044TX 1 x 0.2R 1 4 0.95 4 50

5 LNR 1002064TX 1 x 0.2R 1 6 0.95 4 50

5 LNR 1002084TX 1 x 0.2R 1 8 0.95 4 50

5 LNR 1002104TX 1 x 0.2R 1 10 0.95 4 50

5 LNR 1502064TX | 1.5 x 0.2R 1.5 6 1.45 4 50

5 LNR 1502084TX | 1.5 x 0.2R 1.5 8 1.45 4 50

5LNR 1502104TX | 1.5 x 0.2R 1.5 10 1.45 4 50

5 LNR 1502124TX | 1.5 x 0.2R 1.5 12 1.45 4 50

5 LNR 1505064TX | 1.5 x 0.5R 1.5 6 1.45 4 50

5 LNR 1505084TX | 1.5 x 0.5R 1.5 8 1.45 4 50

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

5 LNR 2002084TX 2 x 0.2R 2 8 1.95 4 50

5 LNR 2002104TX 2 x 0.2R 2 10 1.95 4 50

5 LNR 2002124TX 2 x 0.2R 2 12 1.95 4 50

5 LNR 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

5 LNR 2005124TX 2 x 0.5R 2 12 1.95 4 50

5 LNR 2005164TX 2 x 0.5R 2 16 1.95 4 50
fBEt © EfhiR4S - SBREGH -
BRAME : *RES 08T AfE
BRI | S ardened ecs High ardenta Was| Eas
Carbon | Alloy Copper |[Aluminum|

steels | steel ~HRC45 ~HRC50 |~HRC55 |[~HRC60 [~HRC65 alloys | alloys
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Specialized cutting tool factory .
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. Specialized cutting tool factory

(ese) SE4 forik - ey hf X S U YJESHNIEE )] (o BEDE

SE4 (Regular Length,For High Hardness Material),4 Flutes

. [ TYPEB ]
D] Seew— d] DI_I[
i L ]

BEfiI : mm (Unit : mm)

EECmiimaR IE ﬁﬁf“‘ EE Bt
D

Model No. Diameter Flute Length Shank Dlameter Overall Length Price
1

638 MSE 0104NB

638 MSE 0154NB 1.5 4 4 50

638 MSE 0204NB 2 6 4 50

638 MSE 0254NB 2.5 7 4 50

638 MSE 0304NB 3 8 4 50

638 MSE 0354NB 3.5 10 4 50

638 MSE 0404NB 4 11 4 50

638 SE 0404NB 4 11 6 50

638 SE 0454NB 4.5 11 6 50

638 SE 0504NB 5 13 6 50

638 SE 0604NB 6 16 6 50

638 SE 0704NB 7 18 8 60

638 SE 0804NB 8 20 8 60

638 SE 0904NB 9 23 10 75

638 SE 1004NB 10 30 10 75

638 SE 1104NB 11 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
@t ELAthIRAE - EREIEH o
ERAME ! *RES 0FEE AfE
L | e s gas
Carbon | Alloy Copper |Aluminum|
steels | steel ~HRC45 ~HRC50 |~HRC55 |~HRC60 |~HRC65 alloys | alloys

[ { ( * * * *

HEXJHREK

Specialized cutting tool factory

(o)) MSE2 /513 - 51 )& S5/ 3R 30 37 8% ) 09 B 66

MSE2 (Flat End Mill, For High Hardness Material),2 Flutes-Micro Decimal Diameter

/‘,15

=]

EEfil : mm (Unit : mm)

Emfmak 7]1“‘ *Wf‘“ Bs
[=EE
Model No. Dlameter Flute Length Shank D|ameter Overall Length Price

638 MSE 00120S

638 MSE 00220S 0.2 0.4 4 50

638 MSE 00320S 0.3 0.6 4 50

638 MSE 00420S 0.4 0.8 4 50

638 MSE 00520S 0.5 1.0 4 50

638 MSE 00620S 0.6 1.2 4 50

638 MSE 00720S 0.7 1.4 4 50

638 MSE 00820S 0.8 1.6 4 50

638 MSE 00920S 0.9 1.8 4 50
fet « HfthiR18 - BRERH ©
BAME - *REE 0BE AfE
TSRl | S Pre-f?aargfﬂfsrteels a% iﬂﬁﬁ
Carbon | Alloy Copper |Aluminum

steels | steel ~HRC45  |~HRC50|~HRC55 |~HRC60 |~HRC65 alloys | alloys
[ ] [ ] [ ] * * * *




H &1 vk
HDOMIT HEDER - g%ﬁ,\%mlﬁ&
. Specialized cutting tool factory Specialized cutting tool factory

MSE2 / SE2 /=i « bl YISEa 15t )] (v B 66 () MSP6 =i - il S S 7S YIRS BE )] (ve) B

Hwe Der & Ho Dung

MSE2/SE2 (Regular Length,For High Hardness Material),2 Flutes MSP6 (High Hardness Mater1al),6 Flutes
15°
1 —] —— DI'.'“I“I ol
L
1
EEfi] : mm Un|t mm) Umt mm)

EE mifimah 731‘“ tﬂﬁ1‘“ =4 it
D
Model No. D|ameter Flute Length SETIS Dlameter Overall Length Price

EE R 731‘“ R E’fR _
d [=EES
Model No. D|ameter Flute Length Shank Diameter Overall Length Price

638 MSE 0102NB 638 MSP 0306NB 6

638 MSE 0152NB 1.5 4 4 50 638 MSP 0406NB 4 11 6 50
638 MSE 0202NB 2 6 4 50 638 MSP 0506NB 5 13 6 50
638 MSE 0252NB 2.5 7 4 50 638 MSP 0606NB 6 15 6 50
638 MSE 0302NB 3 8 4 50 638 MSP 0806NB 8 20 8 60
638 SE 0302NB 3 8 6 50 638 MSP 1006NB 10 30 10 75
638 SE 0352NB 3.5 10 6 50 638 MSP 1206NB 12 30 12 75
638 MSE 0402NB 4 11 4 50 638 MSP 1606NB 16 50 16 100
638 SE 0402NB 4 11 6 50 638 MSP 2006NB 20 50 20 100
638 SE 0502NB 5 13 6 50 fet © HLithiR4R - SEREIE -

638 SE 0602NB 6 16 6 50

WE  RIORAE - BRBES - (e MLP6 513 + 5 0 &8 SR /5 YT R VISR 80 31 8% )]

3] . B xn. A, Imn A =
BRME : FEES OFE AR MLP6 (High Hardness Material, Long Flute Length),6 Flutes m
A B
B3R 8 | SE8 |pre-hardened steels JEAR CIoF _ — =
Carbon | Alloy Copper [Aluminum bl &
steels | steel ~HRC45 ~HRC50 |~HRC55 |~HRC60 |[~HRC65 alloys | alloys

e o e * * * *

B5{i1 : mm (Unit : mm)

E iR 7J1“‘ mv« Bs it
D
Model No. D|ameter 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
st - R - BREGH -
BRAME : *BREE 085 AfE
B B8 denc e Bes mas
Carbon | Alloy Copper |Aluminum|

steels | steel ~HRC45 ~HRC50 |~HRC55 |[~HRC60 |~HRC65
‘ o | o e * * * *

alloys | alloys
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HDOMIT HEDER - g%ﬁ,\ﬁmlﬁ&
. Specialized cutting tool factory Specialized cutting tool factory

MSB2 / SB2 - VJ3E3ER J) v (B)EDE) (6se) MSB raidé - v i 5 FH /NS 35 ER 7) 9B

Hwe Der & Ho Dung

MSB2 (Ball Nose),2 Flutes MSB (Ball Nose,For High Hardness Material),2 Flutes-Micro Diameter
L TYPEB ]
15°
o ——
| —
L
1
ESfi7 : mm (Unit : mm) E5fi] : mm (Unit : mm)

EE sk EREEHE 731‘“ ﬁﬁf‘“ EE B
R [FE
Model No. Radius Dlameter Flute Length Shank Dlameter Overall Length Price

EEmifima IREEHAE ’731“‘ *fkh‘“ EE B&
R [EE
Model No. Radius D|ameter Flute Length SIHEN]S D|ameter OveraII Length Price

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

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 Bt HibiEg . mREEE -

638 SB 0252NB 1.25R 2.5 5 6 50

638 SSB 0302NB 1.5R 3 6 3 50 BEAME : HREE 0FEE AE

638 MSB 0302NB 1.5R 3 6 4 50 —r Pre_ﬁ?’%ﬂﬁfteels @es| Eas

638 SB 0302NB 1.5R 3 6 6 50 Carbon | Alloy Copper [Aluminum
steels steel ~HRC45 ~HRC50 |~HRC55 |~HRC60 [~HRC65 alloys alloys

638 MSB 0352NB 1.75R 3.5 7 4 50

638 MSB 0402NB | 2R 4 8 4 50 Sl ° * * * x

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 1 22 12 75

638 SB 1202NB 6R 12 24 12 75

638 SB 1402NB 7R 14 28 16 75

638 SB 1602NB 8R 16 32 16 100

638 SB 2002NB 10R 20 40 20 100




H & v
HDOMIT HEDER - %%ﬁ,\%m_m
. Specialized cutting tool factory Specialized cutting tool factory

SLB2 / MLB2 / LLB2 —JJEMEHEKT] @B

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

Hwe Der & Ho Dung

[ TYPEB
Jee— | G
|
R/ L
I

s mm ( Unlt mm) BSfi] : mm (Unit : mm)

EE ik IREEHE 731‘“ Wﬁf‘“ EE =0 o
R n
Model No. Radius Dlameter Flute Length Shank D|ameter Overall Length Price

EEmimSRE IREEEE '731‘“ W“‘ EE F’iffx
R
Model No. Radius D|ameter Flute Length Shank D|ameter Overall Length Price

638 SLB 0102NB 0.5R 638 SLB 0502NB 2.5R
638 SLB 0102NB 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 0102NB 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 0152NB 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 LLB 0802NB 4R 8 16 8 150
638 MLB 0152NB 0.75R 1.5 3 6 100 638 MLB 1002NB 5R 10 20 10 100
638 SLB 0202NB 1R 2 4 4 75 638 LLB 1002NB 5R 10 20 10 150
638 SLB 0202NBD6 1R 2 4 6 75 638 MLB 1202NB 6R 12 24 12 100
638 MLB 0202NB 1R 2 4 4 100 638 LLB 1202NB 6R 12 24 12 150
638 MLB 0202NBD6 1R 2 4 6 100 638 MLB 1602NB 8R 16 32 16 150
638 SLB 0252NB 1.25R 2.5 5 4 75 638 LLB 1602NB 8R 16 32 16 200
638 SLB 0252NBD6 | 1.25R 2.5 5 6 75 638 MLB 2002NB 10R 20 40 20 150
638 MLB 0252NB 1.25R 2.5 5 4 100 638 LLB 2002NB 10R 20 40 20 200
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
frst © ELfthiR1% - BEREIGH -
BRAME : *RES 0BT AL
TSR | S Pre—EaErg%ﬂIZsrteels Hig%h-ﬁliged = ﬁgﬁﬁ
Carbon | Alloy Copper |Aluminum
steels | steel ~HRC45 ~HRC50 [~HRC55 |[~HRC60 [~HRC65 alloys | alloys

o o o * * * *
7 il




HWE DER W R
o MIT . .
. Specialized cutting tool factory Specialized cutting tool factory

RTA VU V)RR f 8k T

RTA (Conner Radius),4 Flutes

Hwe Der & Ho Dung

R
(Unit : mm) Ef" mm (Unit : mm)
frst D * R frst
Model No. Flute Length Effectlve Length Shank Dlameter Overall Length Price Model No. Diameter ~ Sorner Flute Length Effectlve Length Shank D|ameter Overall Length Price
638 RTA 00400120S |0.4 x 0.1R 638 RTA 050054NB | 5 x 0.5R
638 RTA 00500120S |0.5 x 0.1R o.5 4 50 638 RTA050104NB | 5 x 1R 5 15 6 50
638 RTA 00600120S |0.6 x 0.1R | 0.6 2 4 50 638 RTA 060024NB | 6 x 0.2R 6 18 6 50
638 RTA 00800140S | 0.8 x 0.1R | 0.8 2.5 4 50 638 RTA 060054NB | 6 x 0.5R 6 18 6 50
638 RTA 010014NB 1 x 0.1R 1 3 4 50 638 RTA060104NB | 6 x 1R 6 18 6 50
638 RTA 010024NB 1 x 0.2R 1 3 4 50 638 RTA 060154NB | 6 x 1.5R 6 18 6 50
638 RTA015014NB  |1.5 x 0.1R | 1.5 5 4 50 638 RTA 080024NB | 8 x 0.2R 8 24 8 60
638 RTA015024NB |15 x 0.2R | 1.5 5 4 50 638 RTA 080054NB | 8 x 0.5R 8 24 8 60
638 RTA015054NB  |1.5 x 0.5R | 1.5 5 4 50 638 RTA080104NB | 8 x 1R 8 24 8 60
638 RTA020014NB | 2 x 0.1R 2 6 4 50 638 RTA 080204NB | 8 x 2R 8 24 8 60
638 RTA020024NB | 2 x 0.2R 2 6 4 50 638 RTA 100054NB | 10 x 0.5R | 10 30 10 75
638 RTA 020054NB | 2 x 0.5R 2 6 4 50 638 RTA100104NB | 10 x 1R 10 30 10 75
638 RTA025024NB  |2.5 x 0.2R | 2.5 8 4 50 638 RTA 100204NB | 10 x 2R 10 30 10 75
638 RTA 025054NB  |2.5 x 0.5R | 2.5 8 4 50 638 RTA 120054NB | 12 x 0.5R | 12 36 12 75
638 RTA030014NB | 3 x 0.1R 3 10 4 50 638 RTA120104NB | 12 x 1R 12 36 12 75
638 RTA 030024NBD3| 3 x 0.2R 3 10 3 50 638 RTA 120204NB | 12 x 2R 12 36 12 75
638 RTA030024NB | 3 x 0.2R 3 10 4 50 638 RTA 120304NB | 12 x 3R 12 36 12 75
638 RTA 030024NBD6| 3 x 0.2R 3 10 6 50 5 1 HLitiRAS - SIS -
638 RTA 030054NBD3| 3 x 0.5R 3 10 3 50
638 RTA030054NB | 3 x 0.5R 3 10 4 50 BRPE FERES 0EE AR
638 RTA 030054NBD6| 3 x 0.5R 3 10 6 50 R Aoy, R e #as| mas
GEBIRIA060:I02 NODG] NP IS E il 8 2l eds' | ol | ~HRC45 |-HRCS50|-HRCSS |<HRCE0 |-HRCES o | aoys”
638 RTA030104NB | 3 x 1R 3 10 4 50
638 RTA 030104NBD6| 3 x 1R 3 10 6 50 el ° ¢ * * * *
638 RTA040014NB | 4 x 0.1R 4 12 4 50
638 RTA 040024NB | 4 x 0.2R 4 12 4 50
638 RTA 040024NBD6| 4 x 0.2R 4 12 6 50
638 RTA 040054NB | 4 x 0.5R 4 12 4 50
638 RTA 040054NBD6| 4 x 0.5R 4 12 6 50
638 RTA040104NB | 4 x 1R 4 12 4 50
638 RTA 040104NBD6| 4 x 1R 4 12 6 50




B % J) H ® & K
HD.. HWE DER  wmanwa
. Specialized cutting tool factory Specialized cutting tool factory

SLR4 / MLR4 W Y] EWisRAR A 8% J) (ve) B D 59

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

o:/[ne_—-j[ DI=I[
Rﬁ L | —J L |

Hwe Der & Ho Dung

' mm (Unit : mm) (Unit = mm)
5o ¥ -- 5 F ---
DL fisst D * R £t
Model No. D|ameter gg;pue; Flute Length | Effective Length | Shank Diameter  Overall Length Price Model No. Diameter ~ Sormer Flute Length | Effective Length | Shank Diameter [ Overall Length Price
638 SLR 010024NB 1 x 0.2R 638 SLR 040104NB 4 x 1R
638 SLR 010024NBD6 | 1 x 0.2R 1 3 6 75 638 SLR 040104NBD6| 4 x 1R 4 12 6 75
638 MLR 010024NB 1 x 0.2R 1 3 4 100 638 MLR 040104NB 4 x 1R 4 12 4 100
638 MLR 010024NBD6| 1 x 0.2R 1 3 6 100 638 MLR 040104NBD6| 4 x 1R 4 12 6 100
638 SLR 015024NB 1.5 x 0.2R 1.5 5 4 75 638 SLR 060024NB | 6 x 0.2R 6 18 6 75
638 SLR 015024NBD6 | 1.5 x 0.2R 1.5 5 6 75 638 MLR 060024NB | 6 x 0.2R 6 18 6 100
638 MLR 015024NB 1.5 x 0.2R 1.5 5 4 100 638 SLR 060054NB | 6 x 0.5R 6 18 6 75
638 MLR 015024NBD6 | 1.5 x 0.2R 1.5 5 6 100 638 MLR 060054NB | 6 x 0.5R 6 18 6 100
638 SLR 020024NB 2 x 0.2R 2 6 4 75 638 SLR060104NB | 6 x 1R 6 18 6 75
638 SLR 020024NBD6 | 2 x 0.2R 2 6 6 75 638 MLR 060104NB | 6 x 1R 6 18 6 100
638 MLR 020024NB 2 x 0.2R 2 6 4 100 638 SLR 080024NB | 8 x 0.2R 8 24 6 75
638 MLR 020024NBD6| 2 x 0.2R 2 6 6 100 638 MLR 080024NB | 8 x 0.2R 8 24 6 100
638 SLR 020054NB 2 x 0.5R 2 6 4 75 638 SLR 080054NB | 8 x 0.5R 8 24 8 75
638 SLR 020054NBD6 | 2 x 0.5R 2 6 6 75 638 MLR 080054NB | 8 x 0.5R 8 24 8 100
638 MLR 020054NB 2 x 0.5R 2 6 4 100 638 SLR 080104NB | 8 x 1R 8 24 8 75
638 MLR 020054NBD6| 2 x 0.5R 2 6 6 100 638 MLR 080104NB| 8 x 1R 8 24 8 100
638 SLR 030024NBD3 | 3 x 0.2R 3 10 3 75 638 SLR 080204NB | 8 x 2R 8 24 8 75
638 SLR 030024NB 3 x 0.2R 3 10 4 75 638 MLR 080204NB| 8 x 2R 8 24 8 100
638 SLR 030024NBD6 | 3 x 0.2R 3 10 6 75 638 MLR 100054NB | 10 x 0.5R 10 30 10 100
638 MLR 030024NBD3| 3 x 0.2R 3 10 3 100 638 MLR 100104NB | 10 x 1R 10 30 10 100
638 MLR 030024NB 3 x 0.2R 3 10 4 100 638 MLR 100204NB | 10 x 2R 10 30 10 100
638 MLR 030024NBD6| 3 x 0.2R 3 10 6 100 638 MLR 120054NB | 12 x 0.5R 12 36 12 100
638 SLR 030054NBD3 | 3 x 0.5R 3 10 3 75 638 MLR 120104NB | 12 x 1R 12 36 12 100
638 SLR 030054NB 3 x 0.5R 3 10 4 75 638 MLR 120204NB | 12 x 2R 12 36 12 100
638 SLR 030054NBD6 | 3 x 0.5R 3 10 6 75 638 MLR 120304NB | 12 x 3R 12 36 12 100
638 MLR 030054NBD3| 3 x 0.5R 3 10 3 100 Bt : EHIRIE - BREEH -
638 MLR 030054NB 3 x 0.5R 3 10 4 100
638 MLR 030054NBD6| 3 x 0.5R 3 10 6 100 ERME FERET 0FE AfE
638 SLR 040024NB 4 x 0.2R 4 12 4 75 ~ FRbEEHR M BEEH ~ ~ PN ~
638 SLR 040024NBD6 | 4 x 0.2R | 4 12 6 75 Caroon | ey [ore hardened secls Hhgieheenet B e
638 MLR 040024NB 4 x 0.2R 4 12 4 100 steels steel ~HRC45 ~HRC50 [~HRC55 [~HRC60 [~HRCG65| steels | alloys alloys alloys alloys
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 .
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Hwe Der & Ho Dung

A

HWE DER

Specialized cutting tool factory

(2)(s) TMAE Higt#i 5B ISR ML 38 )] Bk

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

BS{i7 : 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

Bt - HAtRAE - BREBIEH -

(20)(s) TMTAE Bk & B/ SRR it )] B

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

(Unit :

EEmimSE 7]1‘“ tﬂif“ EE 1Et§ i
Model No. Dlameter Flute Length SIEN]S D|ameter Overall Length Price

2D TMTAE 0803
2D TMTAE 1003 10 10 6 35
2D TMTAE 1203| 12 12 6 40

fmst - ELARAS - 58

PETEE =

ey
nﬁmEE/EIﬁ

xRl | S
Carbon | Alloy
steels steel

FREE

Pre-hardened steels
~HRC45

~HRC50

~HRC55

~HRC60 |~HRC65

FRES 0EE Af

H5E| ae®
Copper |Aluminum|
alloys | alloys

* *

HEJH #;

Specialized cutting tool factory

Jit

(20)(s) TMSB gkt & b B BB ERRIZE )] BB

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

BEfil : mm (Unit : mm)

FEE s IREEEE | DR tfm“‘ EE =4 it
Model No. Ra%ius DiaEt)eter Flute Length Shank D|ameter Overall Length Price D

2D TMSB 0102R7 | 0.5R 1

2D TMSB 0152R7 | 0.75R 1.5 2.5 6 50

2D TMSB 0202R7| 1R 2 3 6 50

2D TMSB 0302R7 | 1.5R 3 4.5 6 50

2D TMSB 0402R7 | 2R 4 6 6 50

2D TMSB 0502R7 | 2.5R 5 8 6 50

2D TMSB 0602R7| 3R 6 9 6 50

2D TMSB 0802R7 | 4R 8 12 8 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

fEst © EfthiE48 - sAREIG -

()(s) TMTSB Higt# & B E A/ MWERSE )] @

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

B : mm (Unit : mm)

EEmifmaRT IREEHE 731“‘ tl"Aif“‘ EE =4 .
Model No. RaF\;ius D|ameter Flute Length Shank Dlameter Overall Length Price

2D TMTSB 0802R7

2D TMTSB 1002R7| 5R 10 1 0 6 35

2D TMTSB 1202R7| 6R 12 12 6 40

1

5t HfRREAS - S/REGH -

BAME :
= = FRIEHI
3R | S Pre-hardened steels
Carbon | Alloy
steels | steel ~HRC45 ~HRC50 [~HRC55 |~HRC60 |~HRC65
* * *

*REE OFBE A

WE%| BEE
Copper [Aluminum
alloys alloys
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Specialized cutting tool factory

A

(20)(s) TMPE $igh i A B H = V) Vigk )] RBEES

TMPE (For Compound Lathe End Mill),3 Flutes

:mm (Unit : mm)

EE R R 7]1“‘ W\iﬁ“ EE 1;#:.
frsst
Model No. Dlameter 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 1" 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

et HiniRs  BREREE -

(=2)(s) TMTPE Higt B & B S A/ M3t ) RIBEE

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

E5fi1 : mm (Unit : mm)

EEmiRER 1‘“ W“‘ EE B
Model No. D|ameter Flute Length Shank D|ameter Overall Length Price

2D TMTPE 0803R7

2D TMTPE 1003R7 10 10 6 35
2D TMTPE 1203R7| 12 12 6 40
{5t : EfthiR48 - BREISE

BAME : FRES OBE AfE
FRIEHITS SEEH
x| & Pre-hardened steels High-hardened WEE| BEE
Carbon | Alloy Copper [Aluminum|
steels | steel ~HRC45 ~HRC50 |~HRC55 |[~HRC60 [~HRC65 alloys | alloys
* * * * [ ] [ ([ ] [ ]

HEJHRE M

Specialized cutting tool factory

VUA 358U e St o J1- 1SORLRS (=)

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

ISO Metric

1/4P Internal

60°

|
1/8P  External

Defined by: R262 (DIN 13)
Tolerance class: 6H

BE{ : mm (Unit : mm)

MM D DL fRat
Model No. Thread Pitch Diameter | Effective Length Flute Shank Dlameter Overall Length Price

5VUA 01050303TX | M1.4 x 0.3 . 1.05

5 VUA 01200353TX | M1.6 x 0.35| 0.35 | 1.2 3.2 3T 4 50
5 VUA 01550403TX | M2 x0.4 | 0.4 | 1.55 4 3T 4 50
5 VUA 01950453TX | M2.5 x 0.45| 0.45 | 1.95 5 3T 4 50
5 VUA 02300503TX | M3 x0.5 | 0.5 | 2.3 6 3T 4 50
5 VUA 03200703TX | M4 x0.7 | 0.7 | 3.2 8 3T 6 60
5 VUA 04000803TX | M5 x0.8 | 0.8 4 10 3T 6 60
5 VUA 04801003TX | M6 x1.0 | 1.0 | 4.8 12 3T 6 75

st © R4S - 5R2REIGH -

VUB S5HURIEsE o 7]- 1ISOHLK (£88)

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

Pltch

IW‘ ‘F‘DI

(Unit : mm)
MM D | T st
Model No. Thread Pitch Diameter Flute Length Flute | Shank Diameter Overall Length Price
5VUB 02300503TX | M3 x 0.5 . . 6
5 VUB 03100703TX | M4 x 0.7 | 0.7 3.1 10 3T 6 50
5 VUB 04000803TX | M5 x0.8 | 0.8 4 13 3T 6 60
5VUB 04801003TX | M6 x 1.0 1.0 4.8 15 3T 6 60
5 VUB 06001253TX | M8 x 1.25| 1.25 6 20 3T 6 60
5 VUB 08001503TX [M10x1.5 | 1.5 8 20 3T 8 75
5VUB 10001754TX (M12x 1,75 | 1.75 10 30 4T 10 75
5 VUB 10002004TX |M14x2.0 | 2.0 10 36 4T 10 75
5VUB 12002004TX |[M16x 2.0 | 2.0 12 36 4T 12 100
et : EftiR1E - 5BREIGH ©
BAME *RES 0FBE Al
B | S e vterna el i @ mas
Carbon | Alloy Copper |Aluminum|
steels | steel ~HRC45 ~HRC50 |[~HRC55 |[~HRC60 [~HRC65 alloys | alloys

* * * * ® ® J [ [ J




HD HWE DER W% 0 R BB
oMIT - .
‘ Specialized cutting tool factory Specialized cutting tool factory

VUA i55ilsk F J]-—ig-UN (N /51 ) VUB &gt o J]- UN (M) g

VUA(Tungsten Carbide Tread Milling Tools-American-UN (Internal/External) VUB Tungsten Carbide Tread Milling Tools-American-UN (Internal) oy
Pltch

— fi—

ELL mm (Unit : mm)

EE{i] : mm (Unit : mm)
. Thread - m?EE i s 73%1 *m{(« iE i e e E?EE
oo R B
FﬂnI
. *ﬁ;f UNC ﬂH% UNF Pit'(\:/r|1 Diar’r?eter Effectll\:/)eLLength et D|ameter Overall Length - Model No. UNEF Pltch D|ameter Flute Length Numberof Flute | Shank D|ameter Overall Length | Price

Hwe Der & Ho Dung

5 VUA 014UNT2TX 1-72UNF 5 VUB 06032UN 516
5VUA 014UN64TX| 1-64UNC | 2-64UNF | 64 | 1.4 3.9 3 4 50 U DEEE 8/8 (827 (07720 . g 21l
5VUA 016UN56TX| 2-56UNC | 3-56UNF | 56 | 1.6 | 4.6 3 4 50 5 VUB 05128UN 1/4 28 | 51 | 15 3 6 60
5VUA019UN4STX| 3-48UNC | 4-48UNF | 48 | 1.9 | 5.4 3 4 50 5 VUB 08028UN 716-1/2) 28 | 8.0 | 20 3 8 60
5VUA 021UN4OTX| 4-40UNC 40 | 2.1 6.2 3 4 50 5 VUB 06024UN 5/16 24 |1 6.0 | 15 3 6 60
5VUA 024UN4OTX| 5-40UNC | 6-40UNF | 40 | 2.4 7.1 3 4 50 5 VUB 08024UN 318 24 |80 ) 20 3 8 60
5 VUA 033UN3GTX 8.36UNF | 36 | 3.3 58 3 4 50 5 VUB 12024UN 9/16-5/8 24 120 30 4 12 75
5VUA 026UN32TX| 6-32UNC 32| 26 | 7.3 3 4 50 5VUB 04820UN | 1/4 20 | 48 | 12 3 6 60
5VUA032UN32TX| 8-32UNC | 10-32UNF | 32 | 3.2 | 10.1 3 6 60 5 VUB 08020UN 716 20 | 8.0 | 20 3 8 60
5 VUA 052UN28TX 1/4-28UNF | 28 | 5.2 14 3 6 60 5 VUB 10020UN 112 20 | 10.0 | 25 4 10 75
5 VUA 036UN24TX | 10-24UNC 24| 3.6 | 104 3 6 60 5 VUB 12020UN 3/4-1 | 20 |12.0 | 30 4 12 75
5 VUA 048UN20TX | 1/4-20UNC | 7/16-20UNF | 20 | 4.8 | 13.7 3 6 60 5 VUB 06018UN | 5/16 18 1 6.0 | 15 3 6 60
5 VUA 060UN18TX | 5/16-18UNC 18| 6.0 | 16.5 3 6 60 5 VUB 10018UN 9/16-5/8 18 110.0 | 25 4 10 75
R 5VUB 07516UN| 3/8 16 | 7.5 | 18.2 3 8 60
o. . % 8’0 /l:l
5 VUB 12016UN 3/4 16 | 12.0 | 30 4 12 75
BRME FERES OFE AfE 5VUB 08014UN| 7/16 14 | 8.0 | 20 3 8 60
B | S | W fas| mas 5 VUB 12014UN 718 14 [12.0| 30 4 12 75
Carbon | Alloy Copper |Aluminum
steels | steel ~HRC45  |~HRC50 |~HRC55 [~HRC60 [~HRC65 alloys | alloys 5VUB 10013UN | 1/2 13 |10.0 | 25 4 10 75
~ | N N N . o o . 5VUB 11512UN | 9/16 12 115 | 30 4 12 75
5 VUB 16012UN 1 12 [16.0 | 40 4 16 100
5VUB 12011UN | 5/8 1 [12.0] 30 4 12 75
5VUB 16010UN | 3/4 10 [ 16.0 | 40 4 16 100
5 VUB 16009UN| 7/8 9 [16.0| 40 4 16 100
5 VUB 20008UN | 1 8 [200] 50 4 20 100
it HinEs - BREEE -
EFME *EES 0EE Al
R | B2 oy el mes| Eas
Carbon | Alloy Copper |Aluminum
steels steel ~HRC45 ~HRC50 |~HRC55 [~HRC60 [~HRC65 alloys alloys

‘ * * * * ® ® [ ]
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HD.MIT HEDER - 5%77/\%@1?&
. Specialized cutting tool factory Specialized cutting tool factory

VUC S5 fig 7 EE 3 7 T) (@) M) - 2T BEEE

VUC (Taper Thread Milling Cutter) a/( Tungsten Carbide Chamfering End Mill,2 Flutes

- — | I = ."1

Hwe Der & Ho Dung

mm (Unit : mm)

|
BEfiI : mm (Unit : mm) E GRifmEse %F’ 1‘“ *Wf“‘ EE B I
D
EEmmimaE e OB %JEF DE 7_’]%{ *WT“( EE B Model No. TopAngIe Out5|deD|ameter Flute STIETIN Dlameter Overall Length Price
D 5
Diameter Taper FIuteLength Teeth Shank Dlameter Overall Length

Model No. Pitch Price 2 2R2WC0400902
2 2R2WC0600902 90° a 2 s 5o
) ) 7.
5VUC 0120300103GR | 1.2 | 0.3 90 5 2RIWC0800902 | 90° . 5 5 50
5VUC 0150300103GR | 1.5 | 0.3 10° | 7.04| 3T 4 50 2 2RZWC1000902 | 90° 10 2 10 5
5VUC 0150375103GR | 1.5 | 0.375| 10° | 7.04| 3T 4 50 2 2R2WC1200902 | 90° 12 2 12 75
5VUC 0150330103GR 1.5 0.33 10° 7.04 | 3T 4 50 2 2R2WC0401202 120° 4 2 4 50
5VUC 0180430103GR | 1.8 | 0.43 | 10° [11.90| 3T 6 50 2 2R2WC0601202 | 120° 6 2 6 50
5 VUC 0230400103GR | 2.3 | 0.4 10° |10.46| 3T 6 50 2 2R2WC0801202 | 120° 8 2 8 60
5 VUC 0260400103GR | 2.6 | 0.4 | 10° | 9.60/| 3T 6 50 2 :E%g:gg:;gi :;go :g 2 :g ;:
5VUC 0300333083GR | 3 |0.333| 8° [10.65| 3T 6 50 . - .
5 et - EfhiRE - 5BREEH -

5VUC 03004167083GR| 3 [0.4167| 8° [10.65| 3T 6 50

fmEE - HfRRAS - SEREIGH -

BRAME - FRES 0F8E AfE @ &%ﬂﬂfﬁ]ﬁﬂ - 4T @

Tungsten Carbide Chamfering End Mill,4 Flutes
=t

Pre-hardened steels

kSR | S
Carbon | Alloy

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

WEE| Ra®

Copper [Aluminum D1
alloys | alloys D:[a/(>% _ CE[
le L |

* * * * ® ® ® o ([

BE{I : mm (Unit : mm)

ZE GRifimEse %IEF ﬂf% INEE JJ%Z Wﬁﬁ“ @E B
D1 frsst
Model No. Top Angle Outside Dlameter Top Diameter Flute Shank Dlameter Overall Length Price

2 2R2WC0400904

2 2R2WC0600904 90° 6 0.5 4 6 50

2 2R2WC0800904 90° 8 0.5 4 8 60

2 2R2WC1000904 90° 10 4 10 75

2 2R2WC1200904 90° 12 4 12 75
st - RS - 5B2REIGH °
BERME : HEEE 08E AfE
B | S [pre i recls mes| Bmas
Carbon | Alloy Copper [Aluminum|
steels | steel ~HRC45 ~HRC50 [~HRC55 |[~HRC60 | ~HRC65 alloys | alloys

* * * ® o * *




HD.MIT HWE DER H ¥ g B OB R

Hwe Der & Ho Dung

. Specialized cutting tool factory Specialized cutting tool factory

(2) 355 - T #1464 7] Tl (2) V2SD 55553 J) (BE6E)

Tungsten Carbide Back and Front Chamfering Cutter Tungsten Carbide V-Pointed End Mill (Drilling and Milling)
D D d2
| | |
a B (E[ % a
D e e —
I | (—)I L | I |
EEfi : mm (Unit : mm) B : mm (Unit : mm)
PE GRiim R BEa |NMED| HE |ER | 7JH | WEqJd | =ERL | B - EECRiREE e BE TIE RS 2K B _
Top Outside dh L1 T Shank Overall ; Lk D & a I d L fimst
fodallho: Angle | Diameter | Neck dia Flute | Diameter | Length Price Model No. Diameter  Top Angle Flute Length | Shank Diameter | Overall Length Price
2 2R2UD0600904 90: 6 3 15 4 6 75 V2 2 SD 0400902TXM 4 x 90° 11 4 50
T N AN R R T T ————
2 2R2UD1200904 90° 12 6 30 4 12 75 V22 SD 0800902TXM 8 x 900 20 8 60
P T —— V2 2 SD 1000902TXM 10 x 90 25 10 75
V22 SD 1200902TXM 12 x 90° 30 12 75
BAME : HEREES 0BG AE V2 2 SD 1600902TXM 16 x 90° 45 16 100
TR | S Pre-l';ﬁ;g%ﬂjfteels =t ﬁggﬁ
Carbon | Alloy Copper [Aluminum|
steels | steel ~HRC45  |~HRC50 |[~HRC55 [~HRCB0 |[~HRC65 alloys | alloys EEmRER g BE IR S E2 B e
7Y &
* * ([ o o A * * Model No. Diarlr?eter Topsxlngle Flute Il_ength Shank giameter OveraIILLength Price
V2 2 SLSD 0300902TXM 3 x 90° 8 3 75
V2 2 SLSD 0400902TXM 4 x 90° 11 4 75
V2 2 MLSD 0600902TXM 6 x 90° 15 6 100
V2 2 MLSD 0800902TXM 8 x 90° 20 8 100
V2 2 MLSD 1000902TXM 10 x 90° 25 10 100
V2 2 MLSD 1200902TXM| 12 x 90° 30 12 100
V2 2 LLSD 1600902TXM 16 x 90° 45 16 150
st : IR - BREFH -
BRAME : FERES 0BE AfE

FREEE 4

Pre-hardened steels

fix3R i | S
Carbon | Alloy

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

HaE| B5%
Copper [Aluminum
alloys alloys

* * [

& BB 6
PO

* *




HD

Hwe Der & Ho Dung

o MIT

A

(2) S8 {1

Tungsten Carbide Spot Drills.

HWE DER

Specialized cutting tool factory

dI

CEE®

mm (Unit : mm)

EEAniffw SR %F‘ 1“‘ DE w« iE B pr—
D
Model No. Top Angle Dlameter Flute Length Shank D|ameter Overall Length Price

SDNCWC 090030

SDNCWC 090040 90° 4 12 4 50
SDNCWC 090050 | 90° | 5 15 5 50
SDNCWC 090060| 90° | 6 20 6 50
SDNCWC 090080 90° | 8 25 8 60
SDNCWC 090100| 90° | 10 25 10 75
SDNCWC 090120 90° | 12 30 12 75
SDNCWC 090160| 90° | 16 35 16 100
SDNCWC 120030 | 120° | 3 10 3 50
SDNCWC 120040 120° | 4 12 4 50
SDNCWC 120050 | 120° | 5 15 5 50
SDNCWC 120060 120° | 6 20 6 50
SDNCWC 120080 | 120° | 8 25 8 60
SDNCWC 120100 120° | 10 25 10 75
SDNCWC 120120 120° | 12 30 12 75
SDNCWC 120160 | 120° | 16 35 16 100

AL © ELICARE - SASRIDIEHD -

SEFATE - *EREE 0EE AfE
B | SR pre o eels o fas| mas
Carbon | Alloy Copper [Aluminum)|
steels steel ~HRC45 ~HRC50 [~HRC55 [~HRC60 [~HRC65 alloys alloys

* w [ J w *

() TTA 85550 Mt %1 8% J)

Tungsten Carbide Engraving End Mill.

al\ i+
°F

L

dI

L JIRIBHE0.1

&

0.2:0.3-0.4+0.58

B REAEEEIMEE -
2. BEMI—MkMAM - BEE -GS -
3.ESHITI - ¥BMIA -

EEfi : mm (Unit : mm)

FE Gniima 1“‘ iﬁf‘? 73%51 g _:F_E B .
Model No. Out5|de Diameter Taper Angle Flute Shank Diameter Overall Length Price
5 TTA 0011501 15° 4
5 TTA 0021501 0.2 15° 1 4 50
5 TTA 0031501 0.3 15° 1 4 50
5 TTA 0041501 0.4 15° 1 4 50
5 TTA 0051501 0.5 15° 1 4 50
filet : ELiRRAS - 5EZRE|IGH
SBRE HERET 0FEE AfE
=~ FEERAS SIEEH =, =,
ﬁfgﬁi E;\ﬁ?ﬁ Pre—hardeed steels High-hardened Coﬁ:f A?Erﬁn?m
steels | steel ~HRC45 ~HRC50 |~HRC55 [~HRC60 [~HRC65 alloys | alloys

* * o

* *

HEJHRE M

Specialized cutting tool factory

(2) RC 5 5MRABET)

Tungsten Carbide Outer Radius End Mill

R eI
- = S
D d1% Y dI g |
I L SelRi®d \ 01

L | »

r i Ta

mm (Unit : mm)

d1 d =FE
Model No. Radlus Top Diameter | Outside D|ameter Shank Diameter Overall Length Price

2 RC 0104 0.5R 4

2 RC 1504 0.75R 1.5 3.2 4 50

2 RC 0204 1R 1.5 3.7 4 50

2 RC 0254D6 | 1.25R 1.5 4.2 6 50

2 RC 0304D6 1.5R 1.5 4.7 6 50

2 RC 0354D6 | 1.75R 1.5 5.2 6 50

2 RC 0404D6 2R 1.5 5.7 6 50

2 RC 0504D8 2.5R 1.5 6.7 8 60

2 RC 0604D8 3R 1.5 7.7 8 60

2 RC 0704D10 | 3.5R 2 9.2 10 75

2 RC 0804D12 | 4R 2 10.2 12 75

2 RC 1004D14 5R 3 13.2 14 100

2 RC 1204D16 6R 3 15.2 16 100
s : ELfthiR1E - 555REISE -
ERME : HEEE OEE AfE
B | S |pre. i o o ecls W e ez mas
Carbon Alloy Copper [Aluminum)|
steels | steel ~HRC45 ~HRC50 |~HRC55 [~HRC60 [~HRC65 alloys alloys

* * ® [ J ® A * *

(s) 280° gEHPEIEREER T]

280° Lollipop tungsten Carbide Ball Nose milling cutter.

BEfiI : mm (Unit : mm)
EEGnifim e BREEEE | AED SEIE SHE 73%1 WEd [=RL| B -
R Outside dh L1 Shank | Overall frs:
Model No. Radius Diameter Neck dia Flute Diameter | Length Price

5 MTB 0102 0.5R 1 0.65 4 50
5 MTB 0152 0.75R 1.5 0.98 3 2 4 50
5 MTB 0202 1R 2 1.3 4 2 4 50
5 MTB 0302 1.5R 3 1.95 6 2 4 50
5 MTB 0402 2R 4 2.6 8 2 4 50
5 TB 0502 2.5R 5 3.25 10 2 6 50
5 TB 0602 3R 6 3.9 12 2 6 50
5 TB 0802 4R 8 5.2 16 2 8 75
5 TB 1002 5R 10 6.5 20 2 10 75
5TB 1202 6R 12 7.8 24 2 12 75
filget « EAthiRAg - 5E2REIGE
SEFIME *BEES oHE AfE
ﬁfﬁ? e/;%)i'lﬂ Pre-lﬁgﬂjfteels H_igﬁ%ﬁed cﬁoﬁf Aijanr?n?m
steels steel ~HRC45 ~HRC50 [~HRC55 |~HRC60 |~HRC65 alloys alloys
* * [ J { J ( J A * [ J [ J * *




Hwe Der & Ho Dung

HD... HWE DER

‘ Specialized cutting tool factory

FEEPRE ~ W HE SR S5 N Bk ) &)

For Composite Materials, Carbon Fiber tungsten Carbide milling cutter

3%

BE{iI : mm (Unit : mm)

EEGRiR 731‘“ *P\ir“ _:F_E EE .
f@st
Model No. Dlameter Flute Length Shank D|ameter Overall Length price

638 XXE 010N

638 XXE 015N 1.5 6 4 50

638 XXE 020N 2 8 4 50

638 XXE 030N 3 12 4 50

638 XXE 040N 4 16 4 50

638 XXE 060N 6 24 6 60

638 XXE 080N 8 32 8 75

638 XXE 100NS30 10 30 10 75

638 XXE 100NS50L100 10 50 10 100

638 XXE 120NS50L100 12 50 12 100
f@st | F"EEREEm - EIERIERERH
ERAME : HEREE 0BT AfE
BT E55280 e vteni e bigh hardened waw| mas
Carbon | Alloy Copper |Aluminum|

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

* *

YY#tJ] &

YYE For Composite Materials Tungsten Carbide Milling Cutter

DI_E

EE{iI : mm (Unit : mm)

731“‘ *1‘“ EEE 1. -} -
fist
Model No. Dlaeter Flute Length Shank D|aeter Overall Length price

HEJHREMK

Specialized cutting tool factory

(2) SESMTRIEE J) B

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

A dh
1. BREAm S
REARBE— MR

3. 1EEEmE T ERRE

N

B8l : mm (Unit : mm)

638 YYE 0104N

638 YYE 010N 1 5 6 4 50

638 YYE 020N 2 8 4 50

638 YYE 030N 3 12 4 50

638 YYE 040NS12 4 16 4 50

638 YYE 060NL60 6 24 6 60

638 YYE 080NL75 8 32 8 75

638 YYE 100N 10 30 10 75

638 YYE 100NS50L100 10 50 10 100

638 YYE 120NS50 12 50 12 100
figst : FEEREER - STERIERESH -
EREME : T REE OEE aAfE
B E3208 e e e bigh hardned waw| mas
Carbon | Alloy Copper |Aluminum|

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

* * L] [ ]

Model No. D H dh NL d price A
2 TE03000504 3 x 1.5 4 4
2 TE03000604 3 x 0.6 1.5 3 4 4 50
2 TE03000704 3 x 07 1.5 3 4 4 50
2 TE03000804 3 x 0.8 1.5 3 4 4 50
2 TE03000904 3 x 0.9 1.5 3 4 4 50
2 TE03001004 3 x 1 1.5 3 4 4 50
2 TE03001504 3 x 15 1.5 3 4 4 50
2 TE03002004 3 x 2 1.5 3 4 4 50
2 TE04000504 4 x 05 2 3.5 4 4 50
2 TE04000604 4 x 0.6 2 3.5 4 4 50
2 TE04000704 4 x 0.7 2 3.5 4 4 50
2 TE04000804 4 x 0.8 2 3.5 4 4 50
2 TE04000904 4 x 0.9 2 3.5 4 4 50
2 TE04001004 4 x 1 2 3.5 4 4 50
2 TE04001504 4 x 15 2 3.5 4 4 50
2 TE04002004 4 x 2 2 3.5 4 4 50
2 TE05000506 5 x 0.5 2.5 4 6 6 50
2 TE05000606 5 x 0.6 2.5 4 6 6 50
2 TE05000706 5 x 07 2.5 4 6 6 50
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 15 2.5 4 6 6 50
2 TE05002006 5§ x 2 2.5 4 6 6 50
2 TE06000506 6 x 0.5 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
2 TE08002506 8 x 25 4 4 6 8 60
2 TE10001006 10 x 1 5 6 6 10 75
2 TE10001506 10 x 1.5 5 6 6 10 75
2 TE10002006 10 x 2 5 6 6 10 75
2 TE10003006 10 x 3 5 6 6 10 75
2 TE12001006 12 x 1 6 7 6 12 75
2 TE12001506 12 x 1.5 6 7 6 12 75
2 TE12002006 12 x 2 6 7 6 12 75
2 TE12003006 12 x 3 6 7 6 12 75
et © HithiR1& - 552k EISH
SERRME FEREE OFEE AfE
TR | e fpdoned siees g hardened e mam
Carbon | Alloy Copper |Aluminum|
steels steel ~HRC45 ~HRC50 [~HRC55 |~HRC60 |~HRC65 alloys alloys
* w [ J ® w [ J * *




HD... HWE DER
. Specialized cutting tool factory

T T35 8l TRIRE B8 )] (Wi 7))

Brazed Carbide T-Slot Cutter (Straight Flute)

le—|
_—EE[
EEfI : mm (Unit : mm)

EaimeE f«‘ *ﬁf‘“ BiE =

Hwe Der & Ho Dung

T
CBTE 2000206 ~10mm 4 100
CBTE 2500206 25 2 ~10mm 6 12 100
CBTE 3000206 30 2~10mm 6 16 100
CBTE 3500206 35 2~10mm 6 16 100
CBTE 4000206 40 2~10mm 6 16 100
CBTE 4500206 45 2~10mm 6 20 100
CBTE 5000208 50 2~10mm 8 20 100
CBTE 6000210 60 2~ 5mm 10 20 120
CBTE 7500216 75 2~ 5mm 12 25 120
fEst | RS - BREIGH ©
EAME : FERES 0BE Al
BT | S oy i recls Mes| mas
Carbon | Alloy Copper |Aluminum|
steels | steel ~HRC45 ~HRC50 [~HRC55 |~HRC60 [~HRC65 alloys | alloys
* * o o * *

HEJHREM

Specialized cutting tool factory

(2) MM EBE )] 45°/60° B

Carbide Dove-Tail End Mills

BSfil : mm (Unlt mm)

Model No. D dh N|_ price ild

2 RJ 030454D6| 3 4

2 RJ 040454 4 45° 1 2 3 4 4 50
2 RJ 040454D6| 4 45° 1 2 3 4 6 60
2 RJ 050454 5 45° 1.2 2.5 4 4 6 60
2 RJ 060454 6 45° 1.4 3 4 4 6 60
2 RJ 080454 8 45° 1.9 4 5 4 8 60
2 RJ 100454 10 45° 24 5 6 4 10 75
2 RJ 120454 12 45° 29 6 7 4 12 75

BEfil : mm (Umt mm)

Model No dh NL price | "¢

2 RJ 030604D6 4

2 RJ 040604D6 4 60° 1.6 2 3.5 4 6 60

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

5t - B4 - FBREIGE -

ERE - *REE OEST AfE

xR | S
Carbon | Alloy
steels steel

MSE| BEE
Copper [Aluminum|
alloys alloys

~HRC60

~HRC50

* * ® * *
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HD.. HWE DER o :
. Specialized cutting tool factory Specialized cutting tool factory

Hwe Der & Ho Dung

(5) TTA S55AR E Bk ) (I™EE

. (Unit
Tungsten Carbide Taper End Mills-2 / 4 Flutes BB : mm (Uni

L.UtBIEe; - JESmE > BEE -

Chip removal fluency, Great tool life, Excellent precision.

2B TH—RINITH - BOMTEERRE -

Formed workpiece-finish in one time, reduce the processing time and cost.

gy w
ESRE S| BE | DR 73%51 W EEE WE |
WiEEt e, Outside D\ameter Taper Angle | Flute Length Flute Shank D\ameter Overall Length price

s 5 TTA 0250052TX 0.5°
5 BT N Wi WO &8{17 ¢ mm (Unit : 5 TTA 0250102TX 2.5 1° s 2 4 50
_ = p— 1«( BE ,735 73%( W“‘ £§ BE - 5 TTA 0250152TX 2.5 1.5° 8 2 4 50
?a/ Model No. Outside D\ameter TapeilAngIe Flute Length FIute Shank D\ameter Overall Length price i 5 TTA 0250202TX 25 2° 8 2 4 50
5 TTA 0250252TX 2.5 2.5° 8 2 4 50
' 5 TTA 00501020L 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
L 5 TTA 00800520L 0.8 0.5° 3 2 4 50 5 TTA 0300054TX 3 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
S 5 TTA 00805020L 0.8 5° 3 2 4 50 5 TTA 0300504TX B 5° 10 4 6 50
|«i>| 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 3° 4 2 4 50 5 TTA 0400304TX 4 3° 15 4 6 50
5 TTA 0100502TX 1 5° 4 2 4 50 5 TTA 0400504TXD8 4 5° 15 4 8 60
5 TTA 0100702TX 1 7° 4 2 4 50 5 TTA 0400504TX 4 5° 15 4 6 50
5 TTA 0101402TX 1 14° 4 2 4 50 5 TTA 0400604TX 4 6° 15 4 6 50
5 TTA 0101502TX 1 15° 4 2 4 50 5 TTA 0400704TXD8 4 7° 15 4 8 60
5 TTA 0150052TX 1.5 0.5° 5 2 4 50 5 TTA 0500104TX 5 1° 20 4 6 60
5 TTA 0150102TX 1.5 1° 5 2 4 50 5 TTA 0500154TX 5 1.5° 20 4 8 60
5 TTA 0150152TX 1.5 1.5° 5 2 4 50 5 TTA 0500204TX 5 2° 20 4 8 60
5 TTA 0150202TX 1.5 2° 5 2 4 50 5 TTA 0500254TX 5 2.5° 20 4 8 60
5 TTA 0150302TX 1.5 3° 5 2 4 50 5 TTA 0500304TX 5 3° 20 4 8 60
5 TTA 0150502TX 1.5 5° 5 2 4 50 5 TTA 0500504TX 5 5° 20 4 8 60
5 TTA 0150702TX 1.5 7° 5 2 4 50 5 TTA 0600054TX 6 0.5° 20 4 8 60
5 TTA 0151002TX 1.5 10° 5 2 4 50 5 TTA 0600154TX 6 1.5° 20 4 8 60
5 TTA 0152002TXD6 1.5 20° 6.18 2 6 50 5 TTA 0600204TX 6 2° 20 4 8 60
5 TTA 0200052TX 2 0.5° 6 2 4 50 5 TTA 0600254TX 6 2.5° 20 4 8 60
5 TTA 0200102TX 2 1° 6 2 4 50 5 TTA 0600304TX 6 3° 20 4 8 60
5 TTA 0200152TX 2 1.5° 6 2 4 50 5 TTA 0600504TX 6 5° 20 4 10 75
5 TTA 0200202TX 2 2° 6 2 4 50 {5 EIRA - SESREIAE
5 TTA 0200302TX 2 3° 6 2 4 50 SEEME : > REE 0EA AfE
5 TTA 0200502TX 2 5° 6 2 4 50 ~ FEREsm SHEER N ~
5 TTA 0200702TX 2 7° 6 2 4 50 E%Eﬁ 1%5“ Pre-hardened steels High-hardened %?)?p? A?En?n?m
5 TTA 0201002TX 2 10° 6 2 4 50 steels | steel ~HRC45 ~HRC50 |[~HRC55 |~HRC60 |~HRC65 alloys | alloys
5 TTA 0201502TXD6| 2 15° | 6 2 6 50 i B ol ° ° o
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= HHEREMRT = EHHEIRERRT

A Three Energy-Efficient Science Endmill heads - Three Energy-Efficient Science Endmill heads

B8] : mm (Unit : mm)

EE amima D EfE L17JR |L7JEE=ER | DISTENSEE | MERIRHY o
Model No. Diameter Flute-Length|Overall Length| Neck Diameter Tread Size

|=— EE{i] * mm (Unit : mm)

EERmER DB L17JR |L/JEE=R |DISZIENISERE | M EEEIRN B
Model No. Diameter Flute-Length|Overall Length| Neck Diameter Tread Size

HESD 1004TX | 10 1o 21 5.5 M05 HAE 1003 5 10 21 5_5 M05
HESD 1204TX | 12 12 25.5 6.5 M06 I8 HAE 1203 = 12 255 6.5 M0G
HESD 1604TX | 16 16 30 8.5 M08 = FRETES e = %5 8.5 M08
HESD 2004TX | 20 20 38 10.5 M10 ’ HAE 2003 20 20 38 10.5 M10
HESD 2i°4Ti( = = o2 12.5 M12 HAE 2503 25 25 42 12,5 M12
P R e D1 Wit HEME - BREE

B8 : mm (Unit : mm)

EEaRfmER RIKEEHE | L17DR |L7JBE=R | DISZIFAISAEE | M ERZIRH o
Model No. Radius Flute-Length|Overall Length| Neck Diameter Tread Size
4R

B8 : mm (Unit : mm)

nllll

D R
OnMm5he NGEESEY 98 ERIVESEEEY 3E
- RS | RIRGEEE | LI7)R |LJBASR | DISHSOIIEG | VS| o
—_— /'\ 3]
HSB 0802TX 4 Model No. Radius Flute-Length| Overall Length| Neck Diameter Tread Size
HSB 1002TX 5R 1o 21 5.5 M05 B ~ HACB 0802 4R
HSB 1202TX 6R 12 25.5 6.5 M06 — HACB 1002 SR 1° 21 5-5 M°5
HEBEECTR AR T 55 Al MO8 HACB 1202 6R 12 25.5 6.5 M06
HSB 2002TX 10R 20 38 10.5 M10 HACB 1602 8R 16 30 8.5 Mo8
HSB 2502TX | 12.5R 25 42 12.5 M12 HACB 2002 10R 20 38 10.5 M10
T HACB 2502 | 12.5R 25 42 12.5 M12
B, - = 5’0 sgand °

fHet « HERIE - BRE\BIGH

BE{iI : mm (Unit :

5 . RS  DEME<RE| LIDR || DHSR DISBIRE | MEEEH | o S mm (Unit - mm)
—_ o, e

| _I/ Model No. D|ameterXRad|us Flute-Length|Overall Length| Neck Diameter Tread Size Enuﬁﬁﬁfg 15% x R% L170& LDDE_:EE D1§}5f_L§§§E1§% b L}ﬁq]?f& E

-— / Dlameteeradlus Flute-Length|Overall Length| Neck Diameter Tread Size

HESR 080054TX| 8 x 0.5R e
HESR 080104TX| 8 x 1R 8 17 5.5 M05 HAR 100103 | 10 x 1R
HESR 100054TX | 10 x 0.5R | 10 21 5.5 MO05 HAR 100203 | 10 x 2R 10 21 5.5 M05
HESR 100104TX| 10 x 1R 10 21 5.5 MO05 HAR 100303 | 10 x 3R 10 21 5.5 M05
HESR 100204TX | 10 x 2R 10 21 5.5 MO05 HAR 120103 | 12 x 1R 12 25.5 6.5 M06
HESR 120054TX |12 x 0.5R | 12 25.5 6.5 M06 HAR 120153 | 12 x 1.5R| 12 25.5 6.5 M06
HESR 120104TX | 12 x 1R 12 25.5 6.5 M06 HAR 120203 | 12 x 2R 12 25.5 6.5 M06
HESR 120204TX | 12 x 2R 12 25.5 6.5 M06 HAR 120303 | 12 x 3R 12 25.5 6.5 M06
HESR 160104TX | 16 x 1R 16 30 8.5 M08 HAR 160103 | 16 x 1R 16 30 8.5 M08
HESR 160204TX | 16 x 2R 16 30 8.5 M08 HAR 160153 | 16 x 1.5R| 16 30 8.5 M08
HESR 200104TX | 20 x 1R 20 38 10.5 M10 HAR 160203 | 16 x 2R 16 30 8.5 M08
HESR 200204TX | 20 x 2R 20 38 10.5 M10 HAR 160303 | 16 x 3R 16 30 8.5 M08
HESR 200304TX | 20 x 3R 20 38 10.5 M10 HAR 200203 | 20 x 2R 20 38 10.5 M10
HESR 250104TX | 25 x 1R 25 42 12.5 M12 HAR 200303 | 20 x 3R 20 38 10.5 M10
HESR 250204TX | 25 x 2R 25 42 12.5 M12 HAR 200503 | 20 x 5R 20 38 10.5 M10
HESR 250304TX | 25 x 3R 25 42 12.5 M12 HAR 250203 | 25 x 2R 25 42 12.5 M12
5 HERKE - BRERE - HAR 250303 | 25 x 3R 25 42 12.5 M12

HAR 250503 | 25 x 5R 25 42 12.5 M12
EFIME : *BES OB Al B ETIEE . BRE -

> e ERER PN PN
T3R8 | S8 |pre-hardened steels High-hardened GES EE’SE
° ° * * * o ° * csi:::Ian ‘s\t"eoe)l, ~HRC45 ~HRC50 [~HRC55 |~HRC60 |~HRC65 Catm)[.;:r AI‘;TI‘c:;:m
96 - | @
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GL Tungsten Carbide Anti-Vibration Tools Holder
1. ERAERICIEMERY - BIEEE - REMEE - FEREQIENBAX - MIBHRER -

One piece formed design of the Tungsten Carbide Tools holder, have excellent Stiffness and great
Anti-Vibration, will not be twisted and deformed due to excessive lateral force.

QERMIRE - BANIERE  BRER -8R - BREBENIZITHE -
Stretch the depth processing, improve the precision of the surface. Achieve the ultra-long, ultra-deep,
and ultra-high-precision machining.

3URBIREEMRCER - MANEIIRIE - MEDIRIBIER - MAFRAI LR -

Have no issue of the welding breakage. Emphasize the variability of the exchangeable endmill heads,
even the exchangeable endmill head damaged, it can be replaced immediately.

---ﬂﬂ

EEfmimsR Model No.

GL06-06-060-M03 M3*0.5

GL06-06-120-M03 1 120 M3*0.5 3.5 6 6
GL08-08-060-M04 1 60 M4*0.7 | 4.5 | 8 8
GL08-08-100-M04 1 100 M4*0.7 | 4.5 | 8 8
GL08-08-120-M04 1 120 M4*0.7 | 4.5 | 8 8
GL08-10-150-M04-DT60 2 150 M4*0.7 | 4.5 | 10 | 7.8 | 60 1°
GL08-08-075-M05 1 75 M5*0.8 | 5.5 8 8
GL08-08-100-M05 1 100 M5*0.8 | 5.5 8 8
GL08-08-120-M05 1 120 M5*0.8 | 5.5 8 8
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
GL10-12-150-M05-DT60 2 150 M5*0.8 | 5.5 | 12 | 9.8 | 60 1°
GL10-20-300-M05-DT135 | 2 300 M5*0.8 | 5.5 | 20 | 9.8 | 135 | 2.15°
GL12-12-075-M06 1 75 M6*1.0 | 6.5 | 12 | 12
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
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°
GL12-16-200-M06-DT90 2 200 M6*1.0 | 6.5 | 16 |11.8]| 90 | 1.3°
GL12-16-250-M06-DT115 2 250 M6*1.0 | 6.5 | 16 |11.8|115 | 1°
GL12-20-300-M06-DT135 | 2 300 M6*1.0 | 6.5 | 20 |11.8|135 | 1.7°
GL16-16-100-M08 1 100 | M8*1.25| 8.5 | 16 | 16
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°

i FAREBEGS  AWAARTAN -

Hwe Der & Ho Dung

T A I I R

GL25-25-100-M12 M12*¥1.75(12.5
GL25-25-150-M12 1 150 M12*1.75(12.5 25 25
GL25-25-200-M12 1 200 |M12*1.75({12.5| 25 | 25
GL25-25-250-M12 1 250 | M12*1.75(12.5| 25 | 25

EI GL25-25-300-M12 1 300 |M12*1.75(12.5| 25 | 25

X GL25-25-350-M12 1 350 |M12*1.75({12.5| 25 | 25

m GL25-32-200-M12-DT90 2 200 | M12*1.75(12.5| 32 |24.5| 90 | 2.3°

m 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°

m

> GL32-32-150-M16 1 150 | M16*2.0 | 17 | 32 | 32

() GL32-32-200-M16 1 200 | M16*2.0 | 17 | 32 | 32

g GL32-32-250-M16 1 250 | M16*2.0 | 17 32 32

m GL32-32-300-M16 1 300 | M16*2.0 | 17 32 32

7)) GL32-32-400-M16 1 400 | M16*2.0 | 17 32 32

b |

g GL42-42-250-M20 1 250 | M20*2.5 | 21 42 | 42
GL42-42-300-M20 1 300 | M20*2.5 | 21 42 | 42

g GL42-42-400-M20 1 400 | M20*2.5 | 21 42 | 42

2 GL42-42-500-M20 1 500 | M20*2.5 | 21 42 | 42

o %

Bt - AR EIRERm - S]BRIRRESHE -

Fig 1

Fig 2
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Excellent Vibration Increase tools
Stiffness absorption service life

© ESG Ezxmzmm
EBE/E@EAMZL4W@ ‘ 1 EFHSHRKICIBEHMERMNK -

Made of high quality Tungsten Carbide.

2.EBRBF BEBEIE-
i X\ HE F s, Ultra-long, Ultra-deep, and Ultra-high-precision process.
—22RYRNE (K38E) MEURE SEEDARE

LJ |_ Keep the cost down of the cutting tools.
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B Made of high quality Tungsten Carbide.

B Keep the cost down of the cutting tools.

B Ultra-long, Ultra-deep, and Ultra-high-precision process. |
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Ho Dung Hardware Co.,Ltd. .
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Tungs ten Ca rb Hwe Der Machinery and Hardware Pty Ltd.
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Hwe Der Machinery and Hardware Pty Ltd. Ho Dung Hardware Co., Ltd.




HDC/HUC $88itehi J1# HDC/HUC i sk

B % ki Dund Tungsten Carbide Tools Holder-HDC/HUC Collect Chuck HDC/HUC Collet Chuck
1.ERASRRICIEMER - BI4HERE - REME -

Made of high quality Tungsten Carbide, have excellent Stiffness and great Anti-Vibration. EESR#REE Model No. Collet -n- | st

QLERNIRE - RANIERE @ BERER -8R  ERERBREINIZTITIHE -

Stretch the depth processing, improve the precision of the surface. Achieve the ultra-long, HDC4-3 HDC4
ultra-deep, and ultra-high-precision machining. HDC4-4 HDC4 31 7 4 1
- 3BEDAME  ERDASS - | |
= Keep the cost down of the cutting tools, reducing production costs.
m HDC6-3 HDC®6 36 | 9.6 3 1
m -ﬂﬂ HDCG-3.175 | HDC6 | 36 | 0.6 375 1
; HDC4-08-C08-100L HDC6-4 HDC6 36 | 9.6 4 1
m HDC4-10-C10-100L 1oo 10 10 1 HDC6-5 HDC6 | 36 |96 | 5 | 1
5 HDC4-10-C10-150L 150 10 | 10 1 HDC6-6 HDC6 | 36 | 96 | 6 | 1
c HDC4-10-C12-150L-DT60 150 | 60 | 12 | 10 1° | 2
ﬁ HDC4-10-C16-200L-DT100 200|100 | 16 | 10 |1.8°| 2 ‘/ l HDCL6-3 HDCL6 | 60 | 9.6 3 2
(/] — HDCL6-4 HDCL6 | 60 | 9.6 4 2
g HDC6-12-C12-100L 100 12 | 12 1 J HDCL6-5 HDCL6 | 60 | 9.6 5 2
= HDC6-12-C12-150L 150 12 | 12 1 HDCL6-6 HDCL6 | 60 | 9.6 6 2
= HDC6-12.8-C16-150L-DT60 150 | 60 | 16 |12.8 [1.7°| 2
(o) HDC6-12.8-C16-200L-DT90 200| 90 | 16 [12.8 |1.2°| 2 HUC8-3 HUCS8 46.2 | 12 3 3
5 HDC6-12.8-C20-250L-DT110 | 250|110 | 20 {12.8 |1.9°| 2 HUCS8-4 HUCS 46.2 | 12 4 3
HUC8-6 HUCS8 46.2 | 12 6 3
HDC6L-12-C12-100L 100 12 | 12 1 HUCB-8 HUCS 262 | 12 3 3
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 HUC10-3 HUC10 | 56.5 | 15 3 3
HDC6L-12.8-C20-250L-DT110 | 250 | 110 | 20 |12.8 | 1.9°| 2 HUC10-4 HUC10 | 565 15 | 4 | 3
HUC10-6 HUC10 | 56.5 | 15 6 3
HUC8-16-C16-120L 120 16 | 16 1 HUC10-8 HUC10 | 565]| 15 | 8 | 3
HUC8-16-C16-150L 150 16 | 16 1 HUC10-10 HUC10 | 565| 15 | 10 | 3
HUC8-16-C16-200L 200 16 | 16 1 B FEEREER - STEAEREESH -
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 HDC Collet HUC Collet HDCG6L Collet
HUC10-20-C20-200L 200 20 | 20 1 ez _ —— J/]:—- —
HUC10-20-C20-250L 250 20 | 20 1 & E[ D LLJ d/ D [ & [] E[D
HUC10-23-C25-250L-DT120 250|120 | 25 | 23 |0.5°| 2 ! L T | L J__ | L |
HUC10-23-C25-300L-DT120 300120 | 25 | 23 |0.5°| 2 ' '
B AEEREES  TBABRREAN - Fig 1 Fig 3 Fig 2

_n“m
(N

illed =t

B nﬁ% | &




GLCK g5shihis=is JIw

B EEmiReR DlmenS|ons mm
. o . . et Shape Insert
GLCK Tungsten Carbide Anti-Vibration Boring System Tool Holder Model No. n---

1ERERILBVMERR - RERZHRZER - BIEEE - REIEE -

Wrench

One piece formed design of the Tungsten Carbide Tools holder, will have no issue of the BE09A 9~10.5 LE;);:{[;EIEG 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
QESNTRE  BAELNIERE  ZREE - 8%  BSBENIT 2T - = 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
‘l; Achieve the ultra-long, ultra-deep, and ultra-high-precision machining. - BE16A 16 | 10 | 23 |MO6| 16~18
A Z BE18A | 18 | 14 | 27 |M10| 18~20
- . o (7] BE20A | 20 | 14 | 27 |M10| 20~22
8 GLCK] , D] @‘D T BE22A | 22 | 14 | 27 |M10| 22~24
- 4l 6N o BE24A | 24 | 14 | 27 |M10[ 24~26
T : L | w >
= \ =) BE26A |26 | 14 | 27 |M10| 26~28
=) ~ \ [ BE2BA | 28 | 14 | 27 |M10| 28~30
il * IS ECBIG ACROW. AWHESLBARER ) BE30A | 30 | 14 | 27 |M10| 30~32
A Boring head suggest brand: BIG, AW, ACROW ; BE32A 32 | 14 | 27 [M10| 32~34
BE36A | 36 | 14 | 27 |M10| 36~38
GLCK1-19-150L GLCK1 4 BE38A 38 | 14 | 27 |M10| 38~40
BE40A | 40 | 14 | 27 |M10| 40~42
GLCK1-19-200L 200 | 19 | GLCK1 4 BE42A 42 | 14 | 27 |m1ol a2-aa
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 150 [14 |27 [W10] 50~52
GLCK2-24-200L 200 | 24 | GLCK2 | 5 EEmiRIR DlmenS|ons mm < iE AR S5 # 1A
GLCK2-24-250L | 250 | 24 | GLCK2 | 5 Model No. e Suitable Adapters
GLCK2-24-300L | 300 | 24 | GLCK2 | 5 cc1e0s | 16 5 Ef‘aj COLLET ADAPTERS | SCOSH-SWUBR.06
GLCK2-25-200L 200 | 25 | GLCK2 | 5 EC1606 16 6 p— SC06J-SWUBR-06
GLCK2-25-300L | 300 | 25 | GLCK2| 5 EC1610 | 16 10 Jolbe e SC10-M-..
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 E Rl sE Dimensions.mm EFEJIEE BRAEE
GLCK3-31-400L | 400 | 31 | GLCK3 | 6 Model No. Cuttor Hieag 0 | 1aRte Cole!
GLCK3-32-250L 250 | 32 | GLCK3 | 6 SCO8H-M5-115 | 8 | M5 | 115 |seemimimTiie 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 | o110
GLCK3-32-400L | 400 | 32 | GLCK3 | 6 SCTon o182 |10 MO 19D | BE16A EC1610
el SC12H-M6-135 | 12 | M6 | 135 e 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 r LL BE18A~BES50A
GLCK4-42-400L 400 | 42 | GLCK4 | 8 * SC16H-M10-140 | 16 |M10| 140 M BE18A~BE50A —
SC16H-M10-180 | 16 |M10| 180 st {§ | BE18BA~BE50A
GLCK4-42-500L 500 | 42 | GLCK4 | 8 *

it AEEREES - EAEREEE -
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Hwe Der & Ho Dung ‘ Specialized cutting tool factory Specialized cutting tool factory
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MPR %% ¥iJ] Micro Turning Cutter MIR 4 ] ( 60° WAL )
“--“-- N LT Micro Turning Cutter( 60° Thread Processing)
MPR1.5R0.1L6 0.10 1.5  |SIM0020 H3 Model No. ‘ D ‘ L ‘ L1 ‘ a I paL ‘ fEig | o
mm | FBURT Min Aperture
MPR2R0.1L10 | 3.0 | 50 | 10 [0.10 | 0.5 | 0.8 21 [SIM0020 H3
MPR3R0.1L15 | 3.0 | 50 | 15 |0.10 | 0.7 | 1.3 3.1 |SIM0020 H3 MIR3L15A60| 3.0 | 39 | 15 | 60 [0.8-1.0/32-24| 1.4 | 3.2 [SIM0020 H3
MPR4R0.1L22 | 40 | 50 | 22 |0.10 | 0.8 | 1.7 41 | SIM0020 Ha MIR4L15A60| 4.0 | 50 | 15 | 60 [0.8-1.0/32-24| 1.8 | 4.1 [SIM 0020 H4
MPR6R0.2L22 | 6.0 | 50 | 22 |0.20 | 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  |SIM0020 H8 MIR8L22A60| 8.0 | 65 | 22 | 60 [1.0-20/24-13| 3.6 | 8.0 |SIM0020 H8
MPR10R0.2L35| 10.0 | 75 | 35 |0.20 | 2.0 | 4.8 10.1 | SIM 0020 H10

HE=F

THREE TREASURES FOR MOLD

MGR ﬁﬂﬁﬂ ({;]“”:ﬁ) Micro Turning Cutter (Recessed)
T

MGR 4 B1.0 L10 SIM 0020 H4
MGR4B1.5L10| 40 | 50 | 10 | 0.1 | 1.5 | 1.0 | 1.7 4.1 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

BREEZ - Afti8H558
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Specialized cutting tool factory
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Specialized cutting tool factory

HD...

Hwe Der & Ho Dung

A

(2) 56l 71> e 38 9

Tungsten Carbide Flat-Bottom Drill

q

\\

BEE

Sl e L ) 5 R

Solid Carbide Straight Shank Drills

EA: §1~66=120°

Le

ARNNNT

L

' | TPAde 6 6.1~ ¢ 13=140°
L _| ) (Unit :
AL + mm (Unit  mm) N B BT E’f’z
ERESE (DED| DRI | 2EL | EEd fEtE E@RE | DD | IRI| 2RL| WEd | B D Le L _ D Le Le
Diameter | Flute Length | Overall Length shank;:ameter price Model No. Diameter | Flute Length | Overall Length [ Shank Diameter price Diameter | Ditch Length | Overall Length| Price Diameter | Ditch Length OveraII Length| Price D|ameter Ditch Length OveraII Length| Price

HQDEXZ 0100 | 1.0 6 HgDEXZ 0660] 6.6 | 30 15 8 1.0 6 _
: : HQDEXZ 0670 | _6.
:83% 8112(()) 1; gg gg g HQDEXZ 0680 | 6.8 31 75 8 1.1 7 28 5.2 26 62 9.2 40 84
HQDEXZ 0130 | 1.3 | 4.2 50 6 HQDEXZ 0690 | 6.9 | 31 75 8 12 8 30 53 26 62 93 40 34
. . HQDEXZ 0700 | 7.0 | 32 75 8
s sl o s : e A —— : 13 | 8 30 54 | 28 66 9.4 | 40 84
HQDEXZ 0160 | 1.6 | 5.2 50 6 HQDEXZ 0720 | 7.
HQDEXZ 0170 | 1.7 _|_ 5.5 50 6 HQDEXZ 0730 | 7.3 | 33 75 8 1.4 9 32 5.5 28 66 9.5 40 84
HQDEXZ 0180 | 1.8 5.8 50 6 HQDEXZ 0740 | 7.4 g: 75 g 1.5 9 32 5.6 28 66 9.6 43 89
HQDEXZ 0190 | 1.9 | 6.2 0 6 HQDEXZ 0750 | 7.5 75
HQDEXZ 0200 | 2.0 9 20 6 HQDEXZ 0760 | 7.6 | 34 75 8 1.6 10 34 5.7 28 66 9.7 43 89
HQDEXZ 0210 | 2.1 11 50 6 HQDEXZ 0770 | 7.7 | 36 75 8 1.7 10 34 58 28 66 9.8 43 89
Q . HQDEXZ 0780 | 7.8 | 36 75 8
:Qg% T = : HQDEXZ 0790 | 7.9 | 36 75 8 1.8 11 36 5.9 28 66 9.9 43 89
et I : Gk o N B B s S 36 60 | 28 66 100 | 43 89
HQDEXZ 0260 | 2.6 12 50 6 HQDEXZ 0820 | 8.2 | 37 80 10 2.0 12 38 6.1 31 70 10.1 43 89
HODEXZ0z70| 2.7 | 14 | S0 | e HaDE 0ea0 [ 83 [ o7 | 80 [ 1o 21 | 12 | 38 6.2 | 31 70 102 | 43 | 89
. H .
:gg% gggg g.g 1: gg g HQDEXZ 0850 | 8.5 39 80 10 2.2 13 40 6.3 31 70 10.3 43 89
HQDEXZ 0300 3.0 14 60 6 HQDEXZ 0860 8.6 39 80 10 2.3 13 40 6.4 31 70 10.4 43 89
. HQDEXZ 0870 | 8.7 | 40 80 10
Habexs 020 | 32 T 15 T o : oDE om0 53 |40 s | 10 2.4 | 14 43 6.5 | 31 70 105 | 43 89
HQDEXZ 0330 | 3.3 | 15 60 6 HQDEXZ 0890 | 8. 25 14 43 6.6 31 70 106 43 39
Q . HQDEXZ 0900 | 9.0 | 41 80 10
OB e sl s ST s : oD o010 || iz —80 1 2.6 | 14 43 6.7 | 31 70 10.7 | 47 95
HQDEXZ 0360 | 3.6 | 16 60 6 HQDEXZ 0920 | 9.
HQDEXZ 0370 | 3.7 | 18 60 6 HQDEXZ 0930 | 9.3 | 42 80 10 2.7 16 46 6.8 34 74 10.8 47 95
HQDEXZ 0380 | 3.8 | 18 60 6 HODEXZ 0940 | 0.4 | 43 80 10 2.8 16 46 6.9 34 74 10.9 47 95
Q 390 | 3. HQDEXZ0950 | 9.5 | 4
:Qg% oa00 | 4o T 18 2 : HQDEXZ 0960 | 9.6 | 43 80 10 2.9 16 46 7.0 34 74 11.0 47 95
HQDEXZ 0410 | 4.1 | 19 | 60 6 HQDEXZ0970 | 8.7 |45 |80 f0 3.0 | 16 46 71 | 34 74 11 | 47 95
HQDEXZ 0420 | 4.2 | 19 60 6 :
HgDEXZ 0430 4.3 | 19 60 6 HQDEXZ 0990 | 9.9 | 45 80 10 3.1 18 49 7.2 34 74 11.2 47 95
HQDEXZ 0440 | 4.4 | 21 60 6 HODEXZ 1000 | 100 [ 45 80 10 3.2 18 49 73 34 74 1.3 47 95
. HQDEXZ 1010 |_10.
:gg% gigg :.g g: gg g HQDEXZ 1020 | 10.2 | 46 100 12 3.3 18 49 7.4 34 74 11.4 47 95
e R e e 54 20 |5 75 | 34 | 74 s a7 | 9
HQDEXZ 0490 | 4.9 22 60 6 HQDEXZ 1050 13:2 :g 133 12 3.5 20 52 7.6 37 79 11.6 47 95
HQDEXZ 0500 5.0 23 75 6 HQDEXZ 1060 3.6 20 52 7.7 37 79 11.7 47 95
Q : HQDEXZ 1070 | 10.7 | 49 100 12
HQBEXZ 0020 52 | 24 | 75 : obex 1080 | 105 | 4 | o0 | 12 37 | 20 52 78 | 37 79 1.8 | 47 95
HQDEXZ 0530 | 5.3 | 24 75 6 HQDEXZ 1090 | 10. 4 38 22 55 7.9 37 79 11.9 51 102
) HQDEXZ 1100 | 11.0 | 50 100 12
N B B R : ioDB o |11 |5t—{ 00 1> 3.9 | 22 55 8.0 | 37 79 120 | 51 | 102
) HQDEXZ )
:gg% R = : HQDEXZ 1130 | 11.3 | 51 100 12 4.0 22 55 8.1 37 79 12.1 51 102
HQDEXZ 0580 | 5.8 27 75 6 Hgggg :1;8 ”g gg 188 12 4.1 22 55 8.2 37 79 12.2 51 102
HQDEXZ 0500 | 5.9 | 27 75 6 H :
HQDEXZ 0600 | 6.0 | 27 75 6 HQDEXZ 1160 | 11.6 | 52 100 12 4.2 22 55 8.3 37 79 12.3 51 102
HQDEXZ 0610 | 6.1 | 28 75 8 HODEXZ 1170 | 11.7 | 54 100 12 4.3 24 58 8.4 37 79 12.4 51 102
: HQDEXZ 1180 | 11. 5
:gg% SR 4 R HQDEXZ 1190 | 11.9 | 54 100 12 4.4 24 58 8.5 37 79 12.5 51 102
HODDXZ 0640 ] 64 | 30 | 75 | o HQDEXZ 1200 | 12.0 | 54 | 100 | 12 45 | 24 58 8.6 | 40 | 84 12.6 | 51 | 102
Bt H At HEIEE = 4.6 24 58 8.7 40 84 12.7 51 102
—— - - 1 4.7 24 58 8.8 40 84 12.8 51 102
. : BES 0@ AfE
S DO L EREN N PR 4.8 26 62 8.9 40 84 12.9 51 102
Pt iven EII\Ion Pre-hardened steels High-hardened Cno;?per A?un?num 4.9 26 62 9.0 40 84 13.0 51 102
steels | steel ~HRC45  |[~HRC50 [~HRC55 |[~HRC60 |~HRC65 alloys | alloys 5.0 26 62
* * [ J [ J * [ J * *
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‘ Specialized cutting tool factory Specialized cutting tool factory

Hwe Der & Ho Dung

D Y, o 3
515 W TR A )9 AN\ SRS T Wb 22 )] d 0
Solid Carbide Long Flute Straight Shank Drills ! - Solid Carbide Machine Reamers L
. 1ane ThewaZd i 7° L
EE ' 216 1f2 1132201 40° TEAE  +0.003~+0.005
) (Unit : mm) ¥ 7)ELA0.01 BER/VEENT (Unit : mm)

D Le L D Le Le b) L1 et
Diameter | Ditch Length | Overall Length| Price Diameter | Ditch Length | Overall Length Price D|ameter Ditch Length | Overall Length Price Diameter Flute Length Effect|ve Length Shank D|ameter Teeth Overall Length Price

1.0 . 125

1.1 12 36 5.2 52 86 9.2 75 125

12 | 16 | 38 53 | 52 | 86 9.3 | 75 | 125 1.6 9 20 3 4 50

1.3 | 16 38 54 | 57 93 94 | 75 125 1.7 9 20 3 4 50

1.4 18 40 5.5 57 93 9.5 75 125 1.8 10 22 3 4 50

1.5 18 40 5.6 57 93 9.6 80 133

1.6 20 43 5.7 57 93 9.7 80 133 1.9 10 22 3 4 30

1.7 20 43 5.8 57 93 9.8 80 133

1.8 22 46 5.9 57 93 9.9 80 133

1.9 22 46 6.0 57 93 10.0 80 133

2.0 24 49 6.1 63 101 10.1 80 133

21 24 49 6.2 63 101 10.2 80 133

2.2 27 53 6.3 63 101 10.3 80 133

23 27 53 6.4 63 101 10.4 80 133

2.4 30 57 6.5 63 101 10.5 80 133

2.5 30 57 6.6 63 101 10.6 80 133

2.6 30 57 6.7 63 101 10.7 80 142

2.7 33 61 6.8 69 109 10.8 80 142

2.8 33 61 6.9 69 109 10.9 80 142

2.9 33 61 7.0 69 109 11.0 80 142

3.0 33 61 7.1 69 109 1.1 80 142

3.1 36 65 7.2 69 109 11.2 80 142

3.2 36 65 7.3 69 109 1.3 80 142

3.3 36 65 7.4 69 109 11.4 80 142

3.4 39 70 7.5 69 109 11.5 80 142

3.5 39 70 7.6 75 117 11.6 80 142

3.6 39 70 7.7 75 117 1.7 80 142

3.7 39 70 7.8 75 117 11.8 80 142

3.8 43 75 7.9 75 117 11.9 80 151

3.9 43 75 8.0 75 117 12.0 80 151

4.0 43 75 8.1 75 117 12.1 80 151

4.1 43 75 8.2 75 117 12.2 80 151

4.2 43 75 8.3 75 117 12.3 80 151

4.3 47 80 8.4 75 117 12.4 80 151

4.4 47 80 8.5 75 117 12.5 80 151

4.5 47 80 8.6 75 125 12.6 80 151

4.6 47 80 8.7 75 125 12.7 80 151

4.7 47 80 8.8 75 125 12.8 80 151

4.8 52 86 8.9 75 125 12.9 80 151

4.9 52 86 9.0 75 125 13.0 80 151

5.0 52 86
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Solid Carbide Straight Shank Machine Reamers

ThedZ) -7
TEAZE : +0.002~+0.008

Efil

* mm (Unit : mm)

Sl 1 B2 T

Solid Carbide Straight Shank Machine Reamers

Zhea7) - 7
TEAZE  +0.002~+0.008

=R =4
L
Overall Length | Price

HEJAHR

Specialized cutting tool factory

[ =3
=

3

BEfiI : mm (Unit : mm)

=R B&
L
Overall Length | Price

g DR BER |78 =R =1 R R BHR |(TE| =R =1
D L1 L2 T L D L1 L2 T L

Diameter | Flute Length | Effective Length | Teeth | Overall Length | Price Diameter | Flute Length | Effective Length | Teeth | Overall Length | Price
2 11 24 4 49 5 52 4

DE R BUR | D#
D L1 L2 T
Diameter | Flute Length | Effective Length | Teeth
8 33 75 6

g DR BUR | #
D L1 L2 T
Diameter | Flute Length | Effective Length | Teeth
1 41 96 6

23 86

2.1 1 24 4 49 5.1 23 52 4 86
2.2 12 26 4 53 5.2 23 52 4 86
2.3 12 26 4 53 5.3 23 52 4 86
2.4 14 28 4 57 54 26 57 4 93
2.5 14 28 4 57 5.5 26 57 4 93
2.6 14 28 4 57 5.6 26 57 4 93
2.7 15 32 4 61 5.7 26 57 4 93
2.8 15 32 4 61 5.8 26 57 4 93
2.9 15 32 4 61 5.9 26 57 4 93
3 15 32 4 61 6 26 57 6 93
3.1 16 35 4 65 6.1 28 63 6 101
3.2 16 35 4 65 6.2 28 63 6 101
3.3 16 35 4 65 6.3 28 63 6 101
3.4 18 40 4 70 6.4 28 63 6 101
3.5 18 40 4 70 6.5 28 63 6 101
3.6 18 40 4 70 6.6 28 63 6 101
3.7 18 40 4 70 6.7 28 63 6 101
3.8 19 43 4 75 6.8 31 69 6 109
3.9 19 43 4 75 6.9 31 69 6 109
4 19 43 4 75 7 31 69 6 109
4.1 19 43 4 75 71 31 69 6 109
4.2 19 43 4 75 7.2 31 69 6 109
4.3 21 47 4 80 7.3 31 69 6 109
4.4 21 47 4 80 7.4 31 69 6 109
4.5 21 47 4 80 7.5 31 69 6 109
4.6 21 47 4 80 7.6 33 75 6 117
4.7 21 47 4 80 7.7 33 75 6 117
4.8 23 52 4 86 7.8 33 75 6 117
4.9 23 52 4 86 7.9 33 75 6 117

117 142
8.1 33 75 6 117 1.1 41 96 6 142
8.2 33 75 6 117 11.2 41 96 6 142
8.3 33 75 6 117 11.3 41 96 6 142
8.4 33 75 6 117 1.4 41 96 6 142
8.5 33 75 6 117 11.5 41 96 6 142
8.6 36 81 6 125 11.6 41 96 6 142
8.7 36 81 6 125 1.7 41 96 6 142
8.8 36 81 6 125 11.8 41 96 6 142
8.9 36 81 6 125 11.9 44 105 6 151
9 36 81 6 125 12 44 105 6 151
9.1 36 81 6 125 121 44 105 6 151
9.2 36 81 6 125 12.2 44 105 6 151
9.3 36 81 6 125 12.3 44 105 6 151
9.4 36 81 6 125 12.4 44 105 6 151
9.5 36 81 6 125 12.5 44 105 6 151
9.6 38 87 6 133 12.6 44 105 6 151
9.7 38 87 6 133 12.7 44 105 6 151
9.8 38 87 6 133 12.8 44 105 6 151
9.9 38 87 6 133 12.9 44 105 6 151
10 38 87 6 133 13 44 105 6 151
10.1 38 87 6 133 14 44 105 6 151
10.2 38 87 6 133 15 44 105 6 151
10.3 38 87 6 133 16 44 105 6 151
10.4 38 87 6 133
10.5 38 87 6 133
10.6 38 87 6 133
10.7 41 96 6 142
10.8 41 96 6 142
10.9 41 96 6 142




Hwe Der & Ho Dung . Specialized cutting tool factory

oo L A B B 32 ) (R 2 8Y)

Tungsten Carbide Machine Reamer(Micro Decimal Diameter)

TheaZ) - 77 DEAZE : +0.003~+0.005
* 7JELL0.017R BRI BEfiI : mm (Unit :

E DR BUR B
D L1 L2
Diameter Flute Length Effective Length Teeth Overall Length Price

 395~399 | 19 | 4 | 4 | 75 | |
495-499 | 28 | 52 | 4 | & | | |
 595-599 | 26 | 5 | 6 | e | |
 695-699 | 3 | 6 | 6 | 109 | |
795~799 | 38 | 75 | 6 | m7 | |
895-89 | 36 | & | 6 | 125 | | |
 995-999 | 38 | & | 6 | 1 | |
1095-1099 | 41 | %% | 6 | 142 | | |
 1M95~11.99 | 44 | 105 | 6 | 81 | |
(1295-1299 | 44 | 105 | 6 | 150 | | |

SoP AN TEMER J) (IRAY)  a——————————=—=1

Tungsten Carbide Machine Reamer(Long Shank)

TheaZ) 77 DERE : +0.002~+0.008
* JJ1ELA0. 017%%1* &7 : mm (Unit :

& =0
Flute Length Effectlve Length Teeth Overall Length Price

Diameter

—

T-6 [.6.35 | 54
m— e ]
= - ) 17 635 52
T8 | 6.35 | 54

7-9 | 6.35 | 54

e o~ T-10 | 6.35 | 54
T-15 | 6.35 | 54
20 T-20 | 6.35 | 54

#5492 U] H SR B 1

HSS Torx Screwdriver for Indexable Insert Cutting Tools

‘ SIRFI0 2[R @@@ HUHRER - BB

..........
......
............

T-6 T-7 T-9 T-10

=EBJOJBELTE=BEATS
H’ M = H T B 17
@I TEL:886-4-7559458.7567158

FAX:886-4-7564341
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HSS s dsi 5754 7 ke -9

HSS High Speed Steel TORX Professional Bit

<3:ifﬁﬁlﬂb©

L |

BEfil : mm (Unit : mm)
7 o e 51% EF‘ tﬁf“‘ _:EE EE
Model No. Length Handle Dlameter Overall Length Note

FYW02TO06BIT 22.5 | 6.35(1/4”)

FYWO02TO7BIT T07 22.5 | 6.35(1/4”) 55
FYWO02TO8BIT T08 | 22.5 | 6.35(1/4”) 55
FYWO02TO09BIT TO9 | 22.5 | 6.35(1/4”) 55
FYW02T10BIT T10 | 22.5 | 6.35 (1/4”) 55
FYWO02T15BIT T15 | 22.5 | 6.35(1/4”) 55
FYW02T20BIT T20 | 22.5 | 6.35(1/4”) 55
FY520 Handle — — — S

HSS =iddd -+ 7 - i

HSS High Speed Steel Phillips Professional Bit

@d[ | | ID©

L ' |

BEfiI : mm (Unit : mm)
FE 8 i 5i% tﬂi = EF.E EE
Model No. Handle Dlameter Overall Length Note

FYWO02PHOOBIT |PHOO0 | 45 x 2.0 | 6.35 (1/4”)

FYWO02PHOBIT PHO | 62 x 3.0 | 6.35 (1/4”) 92
FYWO02PH1BIT PH1 | 73 x 4.0 | 6.35 (1/4”) 104
FYWO02PH2BIT PH2 | 73 x 4.0 | 6.35(1/4”) 104

. FY520 Handle — — — —

HEJHHREM

Specialized cutting tool factory

HSS s/ f e 13

HSS High Speed Steel HEX Professional Bit

@ d
| | |
L 1

FE i i 517 RE R
I D
Model No. Length Handle Diameter

EE{i] : mm (Unit : mm)

_:F_E FHDI
Overall Length Note

FYWO02HO015BIT | H1.5 | 44.0 | 6.35(1/4”)

FYWO02H020BIT | H2.0 | 50.0 | 6.35 (1/4”) 80
FYWO02H025BIT | H2.5 | 59.5 | 6.35 (1/4”) 90
FYWO02HO030BIT | H3.0 | 61.0 | 6.35 (1/4”) 92

FY520 Handle — — —
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Hwe Der & Ho Dung ‘

HSS s #5348 2\ )] H B H] B R 1

HSS High Speed Steel TORX Screwdriver

HWE DER

Specialized cutting tool factory

I

B5{i1 : mm (Unit : mm)

7 o R 5% RE g % R

- Illnmmmlgﬁﬂlll
VV1GTO6HSS488 18 130
VV1IGTO07HSS488 | TO7 23 18 130
VV1IGT08HSS488 | TO08 23 18 130
VV1GTO09HSS488 | T09 23 18 130
VV1IGT10HSS488 | T10 23 18 130
VVIGT15HSS488 | T15 23 18 130
VV1GT20HSS488 | T20 23 18 130

HSS widisi 5 JE\ )] H SR Y& -8

HSS High Speed Steel TORX Screwdriver Interchangeable Bit

@g

Euun HEEF"

Model No.

EF
Bit Length

' mm (Unit : mm)
{5t

Note

FYW5VTO06HSS36

FYWS5VTO07HSS36 | T07 36
FYW5VT08HSS36| T08 36
FYW5VT09HSS36 | T09 36
FYW5VT10HSS36| T10 36
FYW5VT15HSS36 | T15 36
FYW5VT20HSS36 | T20 36

HEJHRE M

Specialized cutting tool factory

ORI AE 0 2\ SR ST R 4 T

Ratchet Wrench for Swiss Type CNC Lathe

ESfif - (Unit : mm)
7 o R 5% RRE =S
RX1GER11M ER11M 110
RX1GER16M ER16M 130
RX1GER20M ER20M 160

SOR) A O 2\ =LK SO 2 R R ol T

HSS TROX Bit of Ratchet Wrench for Swiss Type CNC Lathe

LTI

E uu%ﬁb’fé
Model No.

%‘E

Overall Length

EE{i] : mm (Unit : mm)

fimsE
Note

RX1G02510

T6~T15




HD..- HWE DER
Hwe Der & Ho Dung ‘ Specialized cutting tool factory

£ 121 £ 7L - B

Made in Taiwan Tungsten Carbide Steel Chamfering / Deburring Tool

BE{i/ : mm (Unit : mm)

IE BRE D& ARES S
D T D
Diameter Top Angle Number of Flute Handle Diameter Note

“arzevwosos | s | so- | 3 |easamy |
Careevwrios | 11 | soe | 3 | eas(en |
Carzpvwisos | 13 | soe | 3 | easuen) |
Carzpvwizos | 17 | soo | 3 | easuuen |

7 o e Bl

Model No.

ST RS
aH

T
p :
Sl

5

= - |- |- -
{2

=2 n

2 ¥ ¥ ¥ X

a th(0) AL WIS F

- T8 = 5 E @7

| ¥ s wsrmrones
| 12 ) 5 25 1 10 1 )

3N TR.0) 48 1

‘aH

(-

i FE /A4 6B 16 1 /(0) ) & 1 HE #E 3.4

11111
1

[ﬁ] D o @EE

EEJEREHBRAG/MEAFEEIT TEL:886-4-7559458 FAX:886-4-7564341
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Hwe Der & Ho Dung

A

HWE DER

W BIEEIE Side Milling

Specialized cutting tool factory

T —RRIEEFH - R - S5 FAEH 0 TR M#&E  KEaR BAEE - HREE 2718
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
Hl=E (Vo) 75-160 m/min 120 m/min 85 m/min 35 m/min
utting Speed
1S (mm) BT EREE EETY EREE EETY EREE EETY R
) (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 1,530 9,550 760 6,685 532 3,750 220
4 7,960 2,550 7,960 950 5,572 665 2,800 230
5 7,640 2,630 7,320 1,200 5,124 840 2,240 260
6 6,900 3,000 6,900 1,650 4,830 1,155 1,865 260
8 5,570 3,340 5,570 1,560 3,899 1,092 1,400 260
10 5,000 3,600 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
R ERRE Ap=2.0D Ap=1.0D Ap=1.0D
Depth of cut Ap - Ap - Ap _
(D:EEDia) W Ae=0.1D Ae=0.1D W Ae=0.05D
W EYJHEI Slotting ERVD
TR —RIEEFH - Wi 0 B8 AEW 0 TS M#ed  KE2 Biifed  WRMSLT718
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
W (Vo) 75-160 m/min 120 m/min 75 m/min 30 m/min
utting Speed
B{& (mm) [EIEHE SERRRE [EIFHE HERRRE [EIFHE SERRRE [EIEHE SERRRE
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 1,170 7,320 530 5,124 371 1,920 130
6 6,900 1,380 6,366 630 4,456 441 1,600 150
8 5,570 1,560 4,775 760 3,343 532 1,200 150
10 4,500 1,650 4,138 660 2,897 462 960 130
12 3,450 1,100 3,180 500 2,226 350 800 120
16 2,380 760 2,380 380 1,666 266 600 90
Ae Ae
Ae
—l_l— :[ 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) SRR R AR U2 HETGEE -

2) &
3)
4)

o w

EtH 2B ARSI B 6 AR R WS R EAREE -
AT REEEEZIENR -
ER I HDHIR AR =R A BB I TS E -

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.

Specialized cutting tool factory

HEJHHA

| AIEIEl Side Milling CED
—MREER - RN Sl AEH o TR [k =
I{'—'FM'*:]- M?Ii steels, Carbon (38~45HRC)Hardened Ti-6AI-4V
Work Steel,Cast Iron SS400, Steel Stainless Steel Nickel Alloy
Material S55¢,FC250(~750N/mm) SUS304,NAK,SKD Titanium Alloy
IR (Vo) 130 m/min 120 m/min 85 m/min
utting Speed
E{Z (mm) [EIECL HEHRRE [EIECE Y HEIRRE [EIECE Y HEHRRE
) (rpm) mm/min (rpm) mm/min (rpm) mm/min
Diameter Speed Feed Rate Speed Feed Rate Speed Feed Rate
3 9,550 1,140 9,550 600 6,685 420
4 7,960 1,575 7,960 800 5,572 560
5 7,100 1,430 6,680 860 4,676 602
6 6,890 1,650 5,840 930 4,088 651
8 5,570 2,230 4,775 1,150 3,343 805
10 4,500 2,800 4,140 1,160 2,898 812
12 3,710 2,370 3,710 1,190 2,597 833
16 2,590 1,650 2,590 1,860 1,813 1,302
Ae Ae
IR Ap=2.0D Ap=1.0D
Depth of cut Ap Ap
(D:E{EDia.) W Ae=0.1D W Ae=0.1D
W ;&)Y Slotting CED
] —MEiEIE R o B - S5 FAEW 0 THE Maad  Ked
Iﬁ:ﬂq*i M;I?:I steels, Carbon (38~45HRC)Hardened Ti-6Al-4V
Work Steel,Cast Iron $S400, Steel Stainless Steel Nickel Alloy
Material S55¢,FC250(~750N/mm) SUS304,NAK,SKD Titanium Alloy
IHARE (Vo) 130 m/min 120 m/min 75 m/min
utting Speed
E4Z (mm) [EIFHE AR [EIEHE SERRRE [EIEEE HERRRE
X (rpm) mm/min (rpm) mm/min (rpm) mm/min
Diameter Speed Feed Rate Speed Feed Rate Speed Feed Rate
3 9,550 500 9,550 300 6,685 210
4 7,960 570 7,960 450 5,572 Bl
5 7,100 600 7,320 530 5,124 371
6 6,750 700 6,366 630 4,456 441
8 4,770 1,140 4,775 760 3,343 532
10 3,800 1,070 4,138 660 2,897 462
12 2,920 700 3,180 500 2,226 350
16 2,190 530 2,380 380 1,666 266
Ae
Ae
R i Ao=1.0D | | Ap
Depth of cut | | Ap p=1.
(D:EfRDia.) Ae=1.0D
Ap=0.5D
Ae=1.0D
GERE] [NOTE]

BRI RAE S E R 2 B TTER

w

1N3&
2) BYIEI £@A SR RS, AR ERIEH R ERRE -
) BBERTZELEEZEIR -

)

4) Rz UDHIR R =R A BB TE -

1) Use a rigid and precise machine and holder.

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

when machines with low rigidity are used.
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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BEIEYIAEl Side Milling

HWE DER

Specialized cutting tool factory

MHD.EAVD.CHD

B =EEImEmtIE) High Speed Side Milling

HEJ AR

Specialized cutting tool factory

&R

MHD.EAVD.CHD

IR — ARSI, kRN, SRS G TAH (30~38HRC) SEEH - T SRIPH (45~55HRC) #EIZEH (55~60HRC)
Work Mild steels, Carbon Alloy Steel, Tool Steel | 78 (RH])Hardened Steel (38~45HRC)Hardened AR, MiFE& & Hardened Hardened steel
or. Steel,Cast Iron SS400, SCM,SKT,SKS,SKD Pre-hardned Steel(Free Steel Stainless Steel Steel, Titanium Alloy SKD11,SKH,SKS &
Material | S55¢,FC250(~750N/mm?) (~30HRC) Cutting)SKT,SKD,NAK, HPM1 SUS304,NAK,SKD SKD61,SKD11,STAVAX% | AISI H13,AISI D2 etc
Cﬁﬂﬁg’ffed 200m/min 200m/min 200m/min 150m/min 100m/min 80m/min
B & (mm) [EIFHE ERRRE [EIEHE ERRE [EIEHE ERRRE [EIEHE ERRRE [EIEHE ERRRE [EIERE ERRRE
i (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min
Diameter Speed Feed Rate Speed | Feed Rate Speed Feed Rate Speed Feed Rate Speed | Feed Rate Speed Feed Rate
3 21,200 2,150 21,200 2,400 21,200 1,300 15,900 1,150 10,600 680 8,500 440
4 15,900 2,050 15,900 2,300 15,900 1,300 11,900 1,250 7,950 795 6,350 460
5 12,700 1,900 12,700 2,150 12,700 1,250 9,550 1,350 6,350 840 5,100 510
6 10,600 3,050 10,600 2,650 10,600 2,000 7,950 1,450 5,300 910 4,250 610
8 7,950 2,800 7,950 2,400 7,950 1,900 5,950 1,400 4,000 860 3,200 575
10 6,350 2,550 6,350 2,200 6,350 1,850 4,750 1,350 3,200 830 2,550 510
12 5,300 2,550 5,300 2,200 5,300 1,800 4,000 1,350 2,650 830 2,100 510
16 4,000 1,900 4,000 1,900 4,000 1,700 3,000 1,350 2,000 830 1,600 510
20 3,200 1,550 3,200 1,550 3,200 1,550 2,400 1,150 1,600 730 1,250 510
» . 1 Ad Rd Ad Rd Ad Rd
EDHI R A Ad D.<@6 | 1.5D |0.02D D.<@6 | 1.5D |0.01D D.<@6 | 1.5D |0.01D
Depth of cut
(D:EfEDia.) — 4 @6=D | 1.5D |0.05D @6=D | 15D |0.02D @6=D | 15D |0.02D
Rd Rd Max=0.5mm Rd Max=0.5mm Rd Max=0.5mm
WS EEEI High Speed Slotting
el AL —ARIEE A, MR, 1R Ao TH#H (30~38HRC) SEE - TR
Mild steels, Carbon Alloy Steel, Tool Steel | 78 (t#I) Hardened Steel [ (38~45HRC)Hardened
Worlf Steel,Cast Iron SS400, SCM,SKT,SKS,SKD Pre-hardned Steel(Free Steel Stainless Steel
Material | S55¢,FC250(~750N/mm?) (~30HRC) Cutting)SKT,SKD,NAK,HPM1 SUS304,NAK,SKD
CEU.MEE 120m/min 110m/min 90~100m/min 60~70m/min
utting Speed
B (mm) [EIEHE ERRE [EIEHE ERRE [EIEE ERRE [EIEHE ERRE
i (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min
Diameter Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
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
5 7,650 1,200 7,000 1,100 6,350 865 4,150 595
6 6,350 1,550 5,850 1,150 5,300 910 3,700 670
8 4,750 1,450 4,400 1,300 4,000 985 2,800 690
10 3,800 1,400 3,500 1,200 3,200 865 2,250 635
12 3,200 1,250 2,900 1,150 2,650 815 1,850 595
16 2,400 1,050 2,200 965 2,000 675 1,400 500
20 1,900 840 1,750 770 1,600 635 1,100 445
tﬂﬁﬂiél’é | I Ad Ad=0.2D
Depth of cut ——Lin
Ad Max=3mm

(D:E18Dia.)

oA —RRIEE A, MR, iR A& TAM (30~38HRC) REM > TR FhARIPH (45~55HRC) FRI2ER (55~60HRC)
Work Mild steels, Carbon Alloy Steel, Tool Steel | F&iEH (thHl)Hardened Steel | (38~45HRC)Hardened | $A& <. fii#i& & Hardened Hardened steel
or- Steel,Cast Iron SS400, SCM,SKT,SKS,SKD Pre-hardned Steel(Free Steel Stainless Steel Steel, Titanium Alloy SKD11,SKH,SKS %
Material  |S55¢,FC250(~750N/mm?) (~30HRC) Cutting)SKT,SKD,NAK,HPM1 SUS304,NAK,SKD SKD61,SKD11,STAVAX% | AISI H13,AISI D2 etc
Cﬁ']ﬁiifi 100m/min 78m/min 66m/min 62m/min 60m/min 30m/min
utting Speed
B1& (mm) [EIEEE ERRRE [EIFHE HERRRE [EIFRE ERRRE [EIEHE ERRRE [EIEEE ERRRE B ERRRE
X (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min
Diameter Speed | FeedRate | Speed | FeedRate | Speed |FeedRate | Speed | FeedRate | Speed | FeedRate | Speed | Feed Rate
3 9,000 800 8,300 760 7,000 560 6,600 555 6,350 485 3,200 190
4 7,000 980 6,200 820 5,300 570 4,950 590 4,750 515 2,400 190
5 6,400 1,200 5,000 850 4,200 590 3,950 630 3,800 535 1,900 190
6 5,500 1,500 4,200 950 3,500 700 3,300 660 3,200 545 1,600 190
8 4,800 1,600 3,100 895 2,650 660 2,450 640 2,400 555 1,200 175
10 4,350 2,000 2,500 855 2,100 605 1,950 590 1,900 525 955 160
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
20 1,600 900 1,250 595 1,050 455 985 395 955 355 475 160
HI A% Ad
Depth of cut | Ad Rd Ad Rd Ad Rd
(D:EfEDia.) 1.5D | 0.1D 1.5D | 0.1D 1D | 0.05D
Rd
W EL]HI Slotting
It — ARSI OE, KRN, s 4248 TAH (30~38HRC) 5 S #hRIBIE (45~55HRC) #,523548 (55~60HRC)
Work Mild steels, Carbon Alloy Steel, Tool Steel | FEEH (fREI)Hardened Steel | (38~45HRC)Hardened | $A& . fii#t& & Hardened Hardened steel
or. Steel,Cast Iron SS400, SCM,SKT,SKS,SKD Pre-hardned Steel(Free Steel Stainless Steel Steel, Titanium Alloy SKD11,SKH,SKS %
Material | S55¢,FC250(~750N/mm?) (~30HRC) Cutting)SKT,SKD,NAK,HPM1 SUS304,NAK,SKD SKD61,SKD11,STAVAX% |  AISI H13,AISI D2 etc
Cﬁﬂ_ﬂiilﬁ 80m/min 60m/min 55m/min 52m/min 42m/min 20m/min
utting Speed
B (mm) [EIEHE ERRRE [EIEHE ERRRE [EIFHE ERRRE EIEEE ERRRE [EIFHE ERRRE [EIFHE ERRRE
X (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min
Diameter Speed FeedRate | Speed |FeedRate | Speed | FeedRate | Speed | FeedRate | Speed | FeedRate [ Speed | Feed Rate
3 9,000 600 6,350 595 5,850 455 5,500 400 4,450 320 2,100 110
4 7,000 800 4,750 675 4,400 455 4,150 450 3,350 360 1,600 120
5 6,400 850 3,800 660 3,500 475 3,300 475 2,650 385 1,250 125
6 5,500 900 3,200 560 2,900 500 2,750 495 2,250 400 1,050 125
8 4,800 1,000 2,400 550 2,200 545 2,050 515 1,650 415 795 125
10 4,350 1,200 1,900 585 1,750 475 1,650 470 1,350 380 635 115
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
20 1,600 400 955 380 875 350 830 330 670 265 320 89
HIHI 8 £ -
Depth of cut Ad=1D | | N Ad Ad = 05D Ad =0.05D
(D:E#EDia.)
GER] [NOTE]

AR RS T Z B ER BB -

Bt B RN B R AR M BB ERRE -
AEATREEEEZIENR -

gt FE A = RSt Bt il TEEE -

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.

' =

SRS EUEEHARE
Caution:

!

NI EERNIEREHES HEF A - TTAEEEIA Gl

Sparks generated during operation or heat caused by tool breakage

can cause fire. Be sure to use all proper fire-prevention measures.
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t]) Bl 1% {4 & Standard Cutting Conditions

SE.MHD.RTA

HEJHRE

Specialized cutting tool factory

t]) §ll {% {4 3® Standard Cutting Conditions

Jit

i fRESH, A2H(~30HRC) | G2, TH#§(30~45HRC) SRHTFR RTINS EFRIBEH(45~55HRC)
*%Vﬁuf 4 Carbon Steel, Alloy Steel Alloy steel, Tool steel Austenitic stainless steel Hardened steel %}’?:Eﬁﬁ(STG?HFC)
v t°r. | S50C,SCM,§54FC250% FEREL, SKD61,NAKE: SUS304,SUS316% SKD61,SKD11,NAK, SKaE; 1‘13"6 Algleg 0
aterial AISI 1049 Cast iron Pre-hardned steel, AISI H13 AISI 304 AlSI 316 STAVAXZAISI H13 i
HIMRRE
Cutting 50~100m/min 50~70m/min 30~60m/min 30~50m/min 15~30m/min
Speed
R e e R e
4R mm/min mm/min mm/min mm/min mm/min
BiE @;ﬁiﬂ Feed Rate @@;iﬂ Feed Rate @;ﬁiﬂ Feed Rate EQ;%& Feed Rate Iilﬁ%ﬂ Feed Rate
(mm) | (min-) TEeT e | (M) T e | M) Tem T e | M) e e | M) e e
Diameter Speed Side | Slotting Speed Side | Slotting Speed Side [Slotting| Speed Side | Slotting Speed Side | Slotting
Milling Milling Milling Milling Milling
1 30,000 | 900 720 20,000 600 480 12,600 | 450 270 15,000 180 | 140 4,800 30 24
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
2.5 12,000 | 900 720 8,200 600 480 5,100 450 270 6,100 180 | 140 2,100 45 36
3 10,000 | 900 720 7,000 600 480 4,200 450 270 5,000 180 | 140 1,800 55 44
4 7,500 900 720 5,200 600 480 3,100 450 270 4,000 180 | 140 1,400 75 60
5 6,000 900 720 4,200 600 480 2,500 450 270 3,200 180 | 140 1,200 75 60
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
10 3,200 680 540 2,200 450 360 1,300 340 200 1,600 140 | 110 650 65 52
12 2,700 620 490 1,900 410 320 1,100 310 180 1,300 120 95 530 55 44
= = =o. =0.02D
YR  =0.1D(D=ed) o | I Sha | =0
Depthofcut| ~ =0-2D(0>03) =150 =0.1D(D<02)
D:EfEDia. T = = > = = [
OREeR ﬁ sowozen | o7 seomoszen) T o

[5£&] [NOTE]

1) £]4160 HRCHIMHIAS

FHEAMS6PHT] ©

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

2) tDRIARHT SR ITHMAT RIS 285

A1ERIEKIAMERI MR R BT -

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

3) HMER IR EL TR0 SFMIMETE - HIRRERS

==
B

LUER L% b 2P R M E R fa R fE

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.

4) HEEERRRE -

ERREARERERZIBUT »

When drilling, please set feed rate at 1/3 or below of the above value.

= & t) 3l % {4 3= High-Speed Milling Conditions

- 1780, &£ 41(~30HRC) &%, TE#(30~45HRC) FAFRIEH(45~55HRC) ~
*%V%EJ % Carbon gteel, Alloy Steel Alloy steel, Tool steel Hardened steel %‘,Eiagr\;alf:d 2?;?0)
Material S50C,SCM,§5##FC250% FEREER, SKD61,NAKS SKD61,SKD11,NAK, SKD11ZAIS| D2
AISI 1049,Cast iron Pre-hardned steel, AISI H13 STAVAXZAISI H13
HIMARE
Cutting 300m/min 200m/min 150m/min 50m/min
Speed
BiE e e e eEE e gEE e e
(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
1 40,000 1,200 30,000 900 30,000 360 15,900 100
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
5 19,000 2,850 12,700 1,800 9,500 530 3,200 200
6 15,900 2,850 10,600 1,800 7,900 530 2,650 200
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
12 7,900 1,800 5,300 1,125 3,900 360 1,300 135
R =0.02D
Depth of cut =1D
(D:E%Dia.) -

A =
I P oy soats T 4 @
Worl_< Carbon steels Pre-hardned steels,SCM, Hardened steels Aluminum Copper
Material S50C SKD.SUS, HPM.NAK SKD61(~55HRC)
HIMERRE
Cutting 150m/min 120~150m/min 80~100m/min 150~m/min 100~150~m/min
Speed
EIECT AR Bk HEIRRE Bk ERRE [EEEE ERRRE [EIELE HEREE
R (min-") mm/min (min-") mm/min (min-") mm/min (min-") mm/min (min-") mm/min
Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
0.15 40,000 400 40,000 360 40,000 330 40,000 440 40,000 400
0.2 40,000 500 40,000 480 40,000 500 40,000 480 | 40,000 480
0.25 40,000 620 40,000 610 40,000 620 40,000 540 40,000 540
0.3 40,000 750 40,000 | 1,000 | 40,000 750 40,000 600 | 40,000 600
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
2.5 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)
TIH S EBE | 0.3xR ~0.16xR R=0.3(~45HRC)
Depth of cut 0.1xR(~45HRC) L. ~0.25xRR=3 (~45HRC)
(RERFEELE) ~0.08xR(~55HRC) A A ’ ~0.17XxRR=4 (~45HRC)
_ ~0.05xR (~45HRC)
[3FZ] [NOTE]

1) BN LR ZERRE » FRTE A LEEZ60% -
When slotting, reduce the feed by 60% from above values.
2) JERFRHE » LADRBEE » B FliBEE ; BStIRIEHERE ZRE -
Length of overhang is 4 times dia. as standard. When it is longer then 4 times dia., fllow figures of above table.
3) &R MR (Oil-mist)/ 2 A& M 573 T (Air blow)iETTHIH] -
Use Oil-mist coolant or Air blow.
4) ToEEE KRR A EARE - FBLUEE LGIEEETREE o

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

= & t]) 8l % {4 38 High-Speed Milling Conditions

HEJHRE

Specialized cutting tool factory

B BESTIERMIEREESR Ball End Milling Actual Diameter

HHIAF R R axl HEW ERIE
Work Carbon steels Alloy steels Pre-hardned steels Hardened steels
Material S50C SCM,SKD,SUS HPM,NAK SKD61(~55HRC)
BIRE _ _ _ _
Cutting 250 m/min 200 m/min 180 m/min 100 m/min
Speed
[EEEEy HEHREE [EEEEy HEHRE EIEEE HEHRE [EIEEE HERRE
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
25 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)
tHIEEE L 0.2XR
Depth of ut \ { 0 0EXR~EHRO)
(REREEHE) | A_A / 0.1XR
(GE=] [NOTE]

1) BN ZERGRE B ER EBIEZ60% -
When slotting, reduce the feed by 60% from above values.
2) A TR (Oil-mist) /2 ANE K & 75 10 (Air blow)ETTEIH]
Use Oil-mist coolant or Air blow.

)t ER el T RORFFMIMETE ~ HIRRENRS - FELUERI L Ali% £ R E RIS R ERS

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.

4)FBERER BRI 2 tRER ik K 38R o

Use a rigid machine and holder.

REE| AR IITSRE Depth of cut (mm)
Radius| Dia | 0.01 | 0.02 | 0.03 | 0.04 | 0.05 | 0.08 | 0.1 | 0.15| 02 | 03 | 05 | 0.8 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 |0.436 | 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 | 1.73 | 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 10.399 |0.564 | 0.69 |0.796 |0.889 | 1.12 | 1.25 | 1.52 | 1.74 | 211 | 2.65 | 3.2 | 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 | 215 | 2.62 | 3.32 | 4.08 | 4.47 | 566 | 6
4 8 [0.565(0.799 [ 0.978 |1.129 [1.261 | 1.59 | 1.78 | 217 | 2.5 | 3.04 | 3.87 | 4.8 | 529 | 6.93 | 7.75
5 10 |0.632[0.894|1.094 [1.262 |1.411 | 1.78 | 1.99 | 243 | 2.8 | 3.41 | 436 | 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 | 167 | 211 | 2.36 | 2.88 | 3.32 | 405 | 52 | 65 | 7.21 | 9.8 |11.49
8 16 | 0.08 | 1.1311.384 [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 | 4.86 | 6.24 | 7.84 | 8.72 | 12 [14.28
Caculation of Actual Dia
d=2 4/ Ad(D-Ad)
714D
— 0~
BMIEd INIRE:Ad
N\ J
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HWE DER

Specialized cutting tool factory

1] #l {5 ¥ TR Standard Cutting Conditions

HXJHEHHRG
Specialized cutting tool factory

B = 1) Hl & 1 ;R High-Speed Milling Conditions

Jig

W A4 7‘5;(%&1@ &&HM(~30HRC) | F& THRH(30-45HRC)| RETHMATIF M EEIBH(45~55HRC) .
Wk | seoc e i o | RRBSoSTE | " oeeenes | st
Material AISI 1049,Cast iron Pre-hardned steel AISI H13 AISI 304,AISI 316 STAVAXZEAISI H13
HIt & E
Cutting 50~100 m/min 50~70 m/min 30~60 m/min 20~40 m/min 80~150 m/min
Speed
(mm) ﬁf_ﬁ Feed Rate E'nis_ﬁ( Feed Rate (?ﬁ%f Feed Rate :rﬂnf_;ﬁ; Feed Rate E:is_ﬁ Feed Rate
Dl Er EResd E:JE Sloﬁng ESpesd tgl;lf Sloﬁng SEced E?E Sloﬁng EResd E:JE Sloﬁng S E?E Sloﬁng
Milling Milling Milling Milling Milling
0.2 40,000 | — 120 | 40,000 | — 100 | 28,000 | — 60 32,000 | — 25 | 40,000 | 90 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 | — 85 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
1.5 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
& 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
© 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=93) . =0.02D
UIHISE#E =0.2D(D>o3) =15D =1D
Depth of cut _”l —li
(D:ESfE Dia.) D D =0.02D(D<20.5)
— =0.1D(D<e2) - =0.05D(00.5=D=902)
=0.2D(D=02) =0.1D(D>02)

WMl IR, §28#(~30HRC) &% TEM(30~45HRC) 545 I2 3 (45~55HRC)
Carbon steel,Alloy steel Alloy steel,Tool steel Haydened steel
Work S50C,SCM, i FC250% ERE M, SKD61,NAKES SKD61,SKD11,NAK, STAVAXES
Material AISI 1049,Cast iron Pre-hardned steel,AISI H13 AISI H13
HItEE _ _ _
Cutting 300 m/min 200 m/min 100 m/min
Speed
) mm/min mm/min mm/min
BHE EI[EES Feed Rate EIfE Feed Rate [E]EE 2y Feed Rate
m) | min-) | [ o | i) | g | om | i) | g |
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
I E D
Depth of cut =1D - ]
. - 0.02D
(D:Ef¥ Dia.)

(3£=] [NOTE]

1) )4l 55~60 HRCHIAAIBF - FEEFA47J5K67) ( SE4BIMS6PE) ##£7] -
Please Use SE4 or MS6P for work materials of 55~60 HRC.

2)INEIR S SRS A S, 55 AIEKA MR BUR YT -

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

)M R e TSRS E - HIREENR @ SUERLLAIR ERIFECEBBLEREE -

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.

AVEEELRR  EREEFERTER LRZ1SUT -

When drilling, please set feed rate at 1/3 or below of the above value.
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ERVD High-efficiency & Anti-Vib

¢ RYA W)

tungsten Carbide end mills
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Hwe Der & Ho Dung

BE tHHIEE  V Gutting Speed (mm/min)

Mill Dia

Ml 20 30 40 50 60 70 80 90 100 120 150 180 200 250 300
0.5[12740(19110 |25480(31850|38220|44590|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
0.9] 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
15| 420 640| 850| 1060 1270| 1490 1700] 1910 2120| 2550| 3180| 3820| 4250| 5310| 6370
16| 400 600 800| 1000| 1190| 1390| 1590[ 1790[ 1990| 2390[ 2990| 3580| 3980| 4980| 5970
20| 320 480| 640 800| 960| 1110| 1270] 1430] 1590{ 1910 2390| 2870| 3180| 3980| 4780
25| 250| 380| 510| 640] 760| 890| 1020] 1150 1270] 1530 1910] 2290| 2550| 3180| 3820

MIT Ri&

NN EEIERISIESEINES

O BENNIEEE
Process with Excellent Verticality.

O FEDRAFIRERNZEIEER AR E MR
=S E 8 B T RY R &) .
Variable pitch & variable helix designed will NN Reduction Formula

minimizes vibration on stable milling under highly efficient.

© TIFMEREFAH30%~100%

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

© JJESHIEAHS50%

Tool service life will up to 50%.

Circular Constant (3.14)

ERME - #UEIN - A8 - X5 E - Sl - —ARE
RIEHM - S E - InEE MASEH

EEm#weE - 2D ERVD 1004GRJ
TR IIIMA - SUS304

RPM (mln )
f LS  Feed per Tooth (mm/tooth)

*k 435
® HD.qu ZEJNERESERAT /  IEAESHET

Hwe Der Machinery and Hardware Pty Ltd. Ho Dung Hardware Co.,Ltd.



