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M HALNN Milling Inserts - Inserts Model Description

M Inserts Model Description
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Inserts Material Description - Milling Inserts

Material Introduction[CVD]

HCP330B:

High toughness and high strength matrix, suitable for medium and high speed processing of low carbon alloy steel and
non-alloy steel

HCP340B:

A substrate with good combination of wear resistance and toughness, a general coating grade, used for medium and
low speed milling of steel, cast iron and hardened steel.

HCP350B:

The high-toughness substrate, combined with a common coating grade, is suitable for heavy-duty milling of steel and
stainless steel, and can also be used for milling under harsh conditions.

HCK115B:

The thick coating (TiCN and A1203) is combined with the damage-resistant cemented carbide substrate. The bonding
between the coatings is increased to the limit, and the surface film is not easy to peel off. It is used for medium and
high-speed milling of cast iron.

HCK125B:

The (medium-thick A1203 + thick TiCN) coating is combined with a hard substrate, with good combination of wear
resistance and toughness. It is suitable for medium and low-speed wet milling of cast iron with toughness requirements
(such as ductile iron), and is also suitable for turning under interrput conditions.

HCK225B:

The new thick (TCN and thick A1203) two-color coating combined with a tougher substrate improves the inserts's
resistance to chipping and wear, and is used for medium and low speed wet milling of ductile iron.

HCS110B:

TIiCN+A1203+TiN CVD coating uses thin film coating to improve the stability of milling processing, exerts high heat
resistance and breakage resistance, and is suitable for milling processing of nickel-based heat-resistant alloys and
martensitic stainless steel.

B004



M HALNN Milling Inserts - Inserts Material Description

Material Introduction[PVD]

HPAO025B:
TIAIN PVD new coating combined with ultra-fine particles of high toughness 8
matrix, used for light and medium milling of steel and cast iron, and finishing

and semi-finishing of stainless steel and high-temperature alloys.

HPAO35B:

The PVD coating is combined with a substrate with excellent toughness and is
suitable for roughing and semi-finishing of various materials.

HPA225B:

A1CrN and A1CrSiN PVD new coatings combined with tough cemented carbide substrates are used for medium-load
milling and hole processing of steel and cast iron, and finishing and semi-finishing of stainless steel and
high-temperature alloys.

HPA113C:

It has a wide range of applications, with balanced wear resistance and impact resistance, and is suitable for
semi-finishing and medium-cutting general processing.

HPA123C:

TiAIN series coatings have greatly improved wear resistance and fracture resistance, and are suitable for medium and
rough cutting general processing.

HPA213C:

AL-Ti-Cr-N type multi-layer coating, low friction coefficient, excellent adhesion resistance, cemented carbide substrate
with high wear resistance, breakage resistance and heat resistance, performance is superior to HPA113C, suitable for
medium cutting and medium roughing of various materials.

HPS110B:

The combination of new coating and ultra-fine particle matrix is suitable for finishing of titanium alloy and nickel-based
alloy materials.

Material Introduction[Carbide]

HWKO001B

It is suitable for finishing and semi-finishing of cast iron, non-ferrous metals,
especially aluminum, and can also process hard materials such as
manganese steel and quenched steel.

HWK202B

It is used for semi-finishing of cast iron and heat-resistant alloys, and also for
processing non-metallic materials such as plastics, rubber, and wood. It is
especially suitable for cutting tools that require sharp edges in the aviation
industry. It is suitable to use medium cutting speeds and large feed rates.

B005



Schematic diagram of inserts usage
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Milling Inserts
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. - holder
Titanium alloy, nickel-
blaseclluallov » [ 2 and
Cutter
CVD PVD i Dimensions
coated coated Gt (mm) Eﬁ%neber
Yo OT—Tno WOTHOT
I}
A
Insert pictures|  Model s EHEEEEHRRREREEEERE ppearance
mm) 2 2 2 E 228128122 |25(2(8|8] al B s | u
alalalalEEe IR =2 nE = I t
A O OO0 (& Al EE
T E| R SEE|EE|IRE | EREEE =
SPKN1504EDFR | — OO O|158719 1.0(4.76 1.4] - -
«if\/\ 7 B036
N
SPKN1504EDR - 0|0 @587 1.04.76/1.4| - -
i i @j BO36
N\
| i%‘/
SPKN1504EDTKR-D|  — ) 15875 1.0 4. 76/ 1.4| - | -
i‘i;\@? B036
;s
SPMT120408-HM| 0. 8 () [ 2K ) 12.7] - 4.76/0.8 [4.6| —
u ’ ‘JSE%:}
SPMT120408 0.8 @ [ JECIK ) [ 2K 3K ) 12.7] - 14.76/0.814.6| -
SPMT120412 1.2 | @ [ Jie) 12.7 - 4.76]1.2[4.6] — .
SPMTI20416 | 1.6 | @ ° ° 12,7 - [4.76/1.6[4.6] - n l§ -
SPMT120420 | 2.0 | @ ® 12.7] - |4.76] 2 |4.6] - |F*+ 5K
SPMT120430 | 3. [ ] [ ] O 12.7 - |4.76] 3 |4.6] -
SPMG050204-IM | 0.4 o0 5.00] - [2.38]0.4 (295 -
SPMG060204-UM | 0.4 o e 6.00| - |2.38l0.4 (261 - | ,
SPMGO7T308-IM | 0.8 o0 7.94] - [3.97]0.8 [2.85] - ST | boso
SPMG090408-IM | 0.8 o0 9.80| - [4.30]0.8[4.05] - @i
SPMG110408-M | 0.8 e e 1.5 - [4.80]0.8 |4.45] — !
SPMG140512-TM | 1.2 o0 14.3] - 5.2 |1.2 |5.75] —
TPKN2204PDTR-D| — [ ) e e 12.7]1.414.76/0.7| — -
A \(»\~
2 s/ | B39
TPMR160304 | 0.4 Ol01 0 010 16.5] - |3.18/0.4| — -
TPMR160308 0.8 OO0l 0 010 16.5] - |3.18/0.8| — - w ".‘
‘ I B039
TPUN160304 | 0.4 0|0 oo 9.5%5 - |3.18[0.4] - | -
TPUN160308-D | 0.8 0|0 elfe) 955 - 3.18/10.8] = | = | Ty oo
TPUN220408-D | 0.8 0|0 e}e) 12.7/1.414.76/0.8] - | - ‘ I "1 bozr
WNGUO80608N-GM | 0. 8 [ ) [ 2K 14.03| - 18.28/0.816.17] —
E ﬂ@ lg: B059
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Milling Inserts
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Steel o CE CcCCcC ETCEC Processing form:
s Stainless steel
orkpiece -
mtpl Castiron C##CC < € ‘c ® . € . * .
ateria 2| Stable cutting General cutting Unstable cutting | cremd
Non-ferrous metals C 3F.3 holder
Titani lloy, nickel-
Trani oy, ke 3 s
ater
CVD PVD ; Dimensions page
coated coated Gl (mm) number
WOp WOT w0 A0
Insert pictures Model Re el Rl R R R = e = = R R R R RS == =R == Appea rance
mm 2SR IE|S (8|S (82 (2|S(2|2(2|2
Hlo|ldl=mlmlalela|@|=|=|xn|=|S|S| A | B S r | dl | tl
Al < ||| |<<|W g =]
SR RGN RGN NG RGN NN oty pa iy o Noh Ty Naby NaW =
==l =il == i=={l i= = == =i == = == ey =i =) ==l e
WNMX09T316-M | 1.6 [ K JK ) 9525 - [3.97]1.6| - -
WNMX130516-M | 1.6 (K IK ) 12.7 - [6.0]1.6| - -
B059
WNMX09T316-R | 1.6 [ 2K 3K ) 9.525| - [3.97]1.6| - -
WNMX09T316-M | 1.6 [ 2K 3K ) 9.525 — 3.97|1.6| — -
o WNMX130516-M | 1.6 [ 2K 3K ) 12.7] - |6.0]1.6] - -
WCMX06T308R-UM| 0. 8 [ JK ) 9.53] - [3.97/]0.8]| - -
A WCMX080412R-UM| 1.2 [ K ) 12.7] - 14.76/1.2| - -
WCMX06T308R-UM| 0. 8 [ 1K ) 9.53] - |3.97/0.8] - - _
WCMX080412R-UM| 1. 2 [ 3K ) 12.7 - |4.76/1.2] - - X —
0
e sl |
WPGT080615-ZSR| 1.5 [ JK ) 12.5] - 16.35] — - -
XNMX040308-M | 0.8 [ J [ ] 6.7 — [3.285/0.8|3. 15 —
XNMX080608-M | 0.8 [ J [ ] 12.53] — [6.5(0.4|4.5| —
XNMX040308-R | 0.8 [ J [ ] 6.7 — [3.285/0.8|3.15] —
XNMX080608-R | 0.8 [ [ 12.53 - |6.5]0.4(4.5] -

x1= =0 KZN EZ2N KN K% o
Zlolz1°%1©°&|™ (@]
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MILLING SERIES

Milling cutting tools

n
-
-
1
0
+

For surface milling Multifunctional milling cutter
-ON series:--B017-B020 -R390 series---B062-B066
-XNF45 series---B021-B022 -XN series---B067-B069
-HN45 series---B023-B024 -RDE series---B070-B073

-4033 series---B025-B026
<4047 series---B027-B028
4048 series---B029-B030

For large cutting depth
-BAP Helical series---B075-B077

-CMF series---B031-B032 For Chamfering
- ASX445 series---B033-B034 -CDR chamfering tools---B078-B079
-SE445 series:--B035-B036 ‘TR chamfering tools---B080-B081

-FP45 series---B037-B039

. For T-Slot milling
-FP75 series---B040

-STM series---B082-B083

For High-sped milling For slot milling

-ASRF series:--B042-B047 .DFC series---B084-B085
LN series---B048-B053 .DFW series---B086-B087

For face step process

-AN9O series---B055-B057
-LNF seriies---B058+1-B060




For Surface Milling- Milling Cutting Tools ~ MHALNN

For surface milling

-ON series---B017-B020
-XNF45 series---B021-B022

-HN45 series---B023-B024
4033 series---B025-B026
4047 series---B027-B028
-4048 series---B029-B030
-CMF series---B031-B032
-ASX445 series---B033-B034
-SE445 series---B035-B036
-FP45 series---B037-B039
-FPT5 series---B040

BO16



1ON

surface milling tools

Products features

Ll jle ]

ON series lead angle is 45° 3.4mm//5mm/6mm Maximum cutting depth Economical 16-cutting-edge double
One option Three options sided inserts

ap (Max3. 4) m
5)m
ap Ol

ap (Va

®. oo

ONO5 inserts ~ ONO8 inserts ONO09 inserts Front inserts Reverse inserts
inserts shape inserts model ap max (mm)
@ ONGU050408-PM 3. 4mm

ONGU090520-PM 6mm

\
\

! ONGUOST508-PM 3 5mm
=7 | |

—

ON series
inserts groove introduction

Inserts Chip breaker Features

ONGU050408-PM !
; ! High-strength positive rake edge design, suitable for general cutting of
ONGUOSTS08-PM | // |

steel, stainless steel, cast iron and high-temperature alloys

ONGU090520-PM

BO17



For Surface Milling - Milling Cutting Tools ~ MHALNN

ONOS5 Cutter specification

= 9 @ B

Surface processing Chamfering processsing H

Size
Model ap | Insert | Screws | Wrench Stock
D | d | D1 | L | L1 | T |(max)

ON45T-050R04ONO5-A22C * | 50 1 22 | 62 | 40 1 20 | 4 | 0

ON45T-063RO50NO5-A22C ' 63 | 22 | 75 | 40 | 20 | 5 | o
I I I I I I I I I I I

ON45T-080RO60NO5-A27C ' 80 ' 27 1 92 ' 50 ' 22 1 6 | ‘ ‘ ‘ e
: : : : : : 34 gt Ust012-1 ) 115

ON45T-100ROS0NO5-B32C ' 100 | 32 ! 112 | 63 ' 25 ' 8 ; ; ; e
I I I I I I I I I I I

ON45T-125R080NO5-B40C | 125 | 40 ! 136 ' 63 ' 28 | 8 ! ! ; e
I I I I I I I I I I [}

ON45T-160R100NO5-C40C ' 160 | 40 ' 172 ' 63 | 28 ' 10 | ! ! ! e

= 9 4

Surface processing Chamfering processsing

Size
Model ap | Insert | Screws| Wrench Stock
D | d oL [ [ &

ON45-063RO5ONOS-A22 | 63 | 22 | 78 | 40 1 20 | 5 | | | | e

ON45-030RO6ONOS-B27 | 80 | 27 | 95 ! 50 | 22 | 6 ! e
I I I I I I I I I I I

ON45-100R070NOS-B32 1100 | 32 1115 1 63 | 25 | 7 ! ! ! ! 0
I I I I I I I I I I [}

ON45-125R080N0S-B40 ' 125 ! 40 ! 140 ! 63 ! 28 ! 8 ! | oNGUOS | S5012— | ; °
| | | | | | | 5 | - B | A55-1 | T20 |

ON45-160R100N0S-C40 160 ! 40 ' 175 ' 63 ' 28 ' 10 ! 1 T508-PM ! ! °
I I I I I I I I I I [}

ON45-200R120NOS-C60 * | 200 ' 60 | 215 | 63 | 32 | 12 : ! ! : e}
1 1 1 1 1 1 1 I I I I

ON45-250R140N0O8-C60 * | 250 | 60 | 265 | 63 | 32 | 14 | | | | | @)
! ! ! ! ! 1 I I I I [}

ON45-315R160N08-D60 * | 315 1 60 1 330 1 80 1 32 | 16 | | | | 1 O

Remark: @ In stcok O Reservations
Remark: Take ON45T-050R040N05-A22C* as an example,"T" stands for unequal pitch, "C" stands for internal cooling, and "*" stands for
non-standard customized products
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ONO09 Cutter specification

M HALNN  Milling Cutting Tools - For Surface Milling

— 9 @

Surface processing Chamfering processsing

Size
Model ap | Insert |Screws | Wrench| Stock
D | d [ o[ || o
ON45-063R050N09-A22 63 1 22 1 78 1 40 1 20 ! 5 0
ON45-080R060N09-B27 80 ! 27 | 95 | 50 ! 22 ! 6 | e
I I I I I I I I I I
ON45-100R07ONO9-B32 1100 ! 32 ! 115 ' 63 ! 25 | 7 ; ; ; e
I I I I I I I I I [}
ON45-125R080N09-B40 125 40 | 140 ; 63 |, 28 , 8 | . ONGUO9 | S5012— | } [ J
I I I I I 1 6 ‘052071)M‘ A5571 I T2O I
ON45-160R100N09-C40 1160 | 40 ! 175 | 63 ! 28 | 10 ! ! ! ! e
I I I I I I I I I I
ON45-200R120N09-C60 200 | 60 | 215 | 63 | 32 | 12 | : : : 0
1 1 1 1 1 1 I I I I
ON45-250R140N09—-C60 1 250 1 60 | 265 , 63 | 32 | 14 , | | | 1 @)
1 1 1 1 1 I I I I [}
ON45-315R160N09-D60 1 315 1 60 1 330 1 80 i 32 . 16 | | | i @)
Size
Model G Insert | Screws| Wrench| Stock
D | a4 [ [ L[| 1 &
I I I I I I I I I I I
- ~A22 %
ON45-063R050N09S-A22 i 63 i 22 i 78 i 40 i 20 i 5 i i ONGU09 i i i O
ON45-080RO6ONO9S-A27 ' 80 ! 27 | 95 | 50 | 22 ! 6 | 0920°PM - ss012- 1, 1 @
I I I I I I I I 1. I — I I
ON45-100RO7ONO9S-B32 | 100 ' 32 ' 115 | 63 ! 25 | 7 | | ppedalfor 1 ATl e
I I I I I I I I ll I I [}
ONA5-125R080N09S-B40 | 125 ' 40 | 140 | 63 | 28 ' 8 | 2oy ; ; e
Inserts specifications
S
d
Material Size
Model PVD CVD
A S T d
HPS115B HPA025B HPA225B HCK115B
ONGUO50408-PM | ° e 127 1 6.2 1 0.8 1 44
I
ONGUOST508-PM ! ° e ° ' 202 | 579 1 0.8 ! 53
I I I I I I I I
ONGUO90520-PM ! ; ; ° ; ° 22 1 58 ! 0.8 ! 5.3

Remark: The items marked with
Remark: @ In stcok

BO19
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are non-standard customized products
O Reservations



For Surface Milling- Milling Cutting Tools M HALNN

Recommended cutting parameters

Workpieces material Hardness mgﬁrr(teial Ve(m/min) fz(mm/t)
Mild Steel (55400, SI0C etc.) | <HB180 | HPAO25B | 180(100-250) | 0.2(0.15-0.25)
I I I I
Carbon steel, alloy steel i HB180-350 i i i )
(S50C, SCM440, ete.) : : HPA025B : 180 (100-250) ! 0. 2(0. 15-0. 25)
Pre—hardened steel i i i i
(NAKSS, etc. ) | HRC35-45 '\ HPAO25B 1 120(80-160) 0.15(0. 1-0. 2)
High alloy steel | | | |
I < I I = I .
(SKD, SK, ete.) <HB300 HPA025B 120 (80-160) 0. 15(0. 1-0. 2)
I I I I
I I I I
! ! HPA225B ! 125(100-150) ! 0.1(0. 05-0. 15)
Stainless steel i i i i
(SUS304, SUS316, etc.) ! <HB200 ! HPAO25B | 125(100-150) | 0. 1(0. 05-0. 15)
| | | |
I I I I
| i HPSI15B | 125(100-150) 0. 1(0. 05-0. 15)
I I I I
i | | | |
I
| HPA225B 1 100(75-125) 1 0.1(0.05-0.15)
I I 1 1
Stainless steel ! I I |
(SUS304LN, SUS3I6LN, etc.) ! >HB200 | HPAO25B | 100(75-125) | 0.1(0.05-0.15)
I [} 1 1
| | : :
| ' HPS115B !  100(75-125) ! 0. 1(0. 05-0. 15)
i i | |
I I I I
Grey cast iron (FC250,etc.) | Tensile strength<350MPa | p{CK115B |  220(150-300) 0.3(0.2-0.4)
| | | |
I I I I
K Ductile iron (FCD450, etc.) iTensile strength 360-500MPa: HCK115B 1  200(150-250) | 0.2(0. 1-0. 3)
I I I I
1 1 1 1
I I I I
Ductile iron (FCD500, etc.) |Tensile strength 500*800MPa3 HCK115B i 170 (150-200) i 0.2(0.1-0.3)
I [} ; I
I [} I I
! I HPSI15B ! 40(20-50) ! 0. 15(0. 1-0. 25)
Titanium alloy (Ti-6A-4V,etc.) | - | | |
I I I I
! ! HPA225B ! 40 (20-50) | 0. 15(0. 1-0. 25)
S | 1 ; ;
I [} I I
| i HPSL15B | 30(10-40) | 0.15(0.05-0. 15)
Heat-resistant alloys i - i i i
| | HPA225B 1 30(10-40) |
I I I I

B020



M HALNN Milling Cutting Tools - For Surface Milling

§ XNF45

Face milling cutter

L2l jle ]

Prodcuts features

- 14-cutting-edge double sided inserts,more economical processing

-Thickened inserts design, strong resistance to breakage

-Lead angle : 45°

-Max cutting depth: 4.5mm

-The insert edge setting M type meets the customer's general processing requirements

Cutter specifications
¢d
pr
| )
‘ #D o
@
' #D1
Size
Model D Insert |Screws | Wrench| Stock
HEEEEEEEREERED
I I I I I I | | I I I
XNF45-050R04XNO7-A22 ' 50 ' 22 1 60.38 ' 40 1 20 ' 4 ! ! ! e
I I I I I I I I
XNF45-063R05XNO7-A22 | 63 | 22 1 73.38 ! 50 | 20 | 5 | | e
I I I I I I | | I I I
XNF45-080R06XNO7-A27 ' 80 ' 27 ' 90.38 ' 50 ' 22 ! 6 ! ! ! e
! ! ! ! ! ! ' 4.5 1 XNHFO705' TS3510 ' T15 !
XNF45-100RO7XNO7-B32 | 100 | 32 |110.38! 50 | 25 | 7 ! ! ! e
I I I I I I | | I I I
XNF45-125R08XNO7-B40 | 125 | 40 |135.38, 63 | 28 | 8 | | 1 | e
I I I I I I | | I I I
XNF45-160R10XNO7-B40 1 160 | 40 1170.38: 63 1 28 1 10 | | | | )

Insert grooving introduction

Groove type

Graphics

Feature

M-groove

/‘

o

General type, suitable for semi-finishing to medium processing
conditions, suitable for most materials

Remark: @ In stcok

B021
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For Surface Milling- Milling Cutting Tools M HALNN

Inserts specifications

— T
= =
,g
IC —
L ~ S
Material Size
Model PVD CVD
IC s iP b/d
HPA025B|HPA2258|HP83258|HP5120D HCK115B|HCK215B
ANHFOTOSANN-M @ @ | @ | @ . ® | @ 145 ! 46 | 08 | 11 !
XNMUO70508-S ! Y | 145 | 4.6 | 0.8 | 11 |
Remark: @ In stcok O Reservations
Recommended cutting parameters
Workpi ial Insert ; f
orkpieces materia Hardness matreial Ve(m/min) z(mm/t)
Mild Steel (55400, S10C etc.) | <IB180 | HPAO25B | 180(100-250) | 0.2(0.15-0.25)
I I I I
Carbon steel, alloy steel i i i i
(S50C, SCM440, etc. ) : HB180-350  HPAO25B 180 (100-250) : 0. 2(0. 15-0. 25)
I I I I
Pre-hardened steel ! | | |
(NAKS, etc. ) : HRC35-45 © HPAO25B 1 120(80-160) 1 0.15(0.1-0.2)
I I I I
High alloy steel 1 1 1 1
< - -
(SKD, SK etc.) <HB300 HPA025B 120 (80-160) 0. 15(0. 1-0. 2)
I I I I
I I I I
| ' OHPA225B ! 125(100-150) ! 0.1(0.05-0. 15)
Stainless steel i <HB200 i i i
(SUS304, SUS316, ete. ) ! ' HPAO25B | 125(100-150) | 0.1(0.05-0.15)
i 1 , ,
I I I I
I I I I
Stainless steel : : HPA225B : 100 (75-125) : 0. 1(0. 05-0. 15)
(SUS304LN, SUS3I6LN, etc.) | =HB200 l l :
| HPAO25B 1 100(75-125) 1 0.1(0.05-0.15)
| | | |
I I I I
! ' HCK115B ' 160(100-200) ' 0.25(0.2-0.3)
Grey cast iron (FC250, etc.) ! Tensile strength<350MPa ! | |
I [} I I
! | HCK215B ! 160(100-200) !  0.25(0.2-0.3)
i i | |
I I I I
! | HCK115B | 160(100-220) | 0.2(0.15-0.25)
Ductile iron (FCD450, etc.) i Tensile strength 360-500MPa i i i
1 i HCK215B 1 160(100-200) 1  0.2(0.15-0. 25)
I [} I I
| | | |
I I I I
! ' HCK1L5B 1 140(90-190) 1+ 0.2(0.15-0.25)
Ductile iron (FCD500, etc. ) , Tensile strength 500-800MPa | | |
I [} I I
! ! HCK215B | 140(90-190) ' 0.2(0.15-0.25)
| | | |
. . . ! | | |
Titaniun alloy (Ti-6A-4V,etc.) - | HPS325B | 60(40-80) | 0.15(0.1-0.25)
I I I I
I I I I
. I I I I
Heat-resistant alloys 1 - ' HPS325B | 30(10-40) | 0.15(0.05-0.15)
I I I I

B022



M HALNN Milling Cutting Tools - For Surface Milling

face milling cutter

Prodcuts features
-Achieve high feed processing - Low cutting resistance -High collapse resistance

- -Super versatility -12-cutting-edge double sided inserts - Cutter interface: Metric interface
-Lead angle:45° -Max cutting depth: 5mm -Diameter range: ®50-®315mm
Cutter specifications

Model Size Insert | Screws| Wrench | Stock
D | d [ o | Ll |1 [

HNA5-50RO4HO09-A22 | 50 | 22 | 617 1 40 © 20 ! 4 e
HNA5-63RO6H09-A22 | 63 | 22 | 74.7 | 40 ! 20 ! 6 ! e
HNA5-80RO6HO9-A27 | 80 | 27 | 9L7 ! 50 | 22 | 6 ! e
HN45-80ROSH09-A27 | 80 | 27 ! 9L7 | 50 | 22 | 8 | e
HNA5-100ROGH09-B32 | 100 | 32 | 1171 50 | 25 | 6 | e
HN45-125R06H09-B40 125 10 1367 63 28 6 °
HN45-125R08H09-B40 1 125 1 40 1 136.7 1 63 1 28 1 8 | . ' HNGX09 S5 L, L @
HN45-125R10H09-B40 1 125 1| 40 1 136.7 1 63 1 28 1 10 OTANSN 1260_F3 e
HN45-160R08H09-C40 | 160 | 40 | 17171 63 | 28 | 8 | e
HNA5-160R10H09-C40 | 160 ' 40 | 171.7 ! 63 | 28 ! 10 ! e
HNA5-160R12H09-C40 | 160 | 40 | 177! 63 | 28 | 12 ! e
HN45-200R12H09-D60 * | 200 | 60 | 211.7 | 63 | 32 | 12 | 0
HNA5-315RIGH09-D60 * | 315 | 60 | 326.7 | 80 | 32 | 16 | 0

Remark:The items marked with "*" are non-standard customized products
Remark: @ In stcok O Reservations

B023



For Surface Milling- Milling Cutting Tools ~ AHALNN

Inserts specifications

Material Size
PVD CVD
Model Ic S Re c
HPA225B HPA025B HCK115B
HNGXO907ANSN-M ¢ @ @ i O ! 165 ! 713 1 1 15
I I I I I I I I
HNGX0907ANSN-R ! ) ! ) ! ) ' 165 | 7.13 1 15
Remark: @ In stcok O Reservations
Recommended cutting parameters
i ial Insert V i f t
Workpieces materia Hardness : c(m/min) z(mm/t)
matreial
I I I I
I I I I
Mild Steel (85400, S10C etc.) | <HB180 ' HPA025B ! 250(200-300) ' 0.3(0.2-0.4)
I I I I
I I I I
I I I I
alloy steel (SCMsk* etc.) | HB180-280 | HPAO25B | 180(100-250) |  0.2(0.15-0. 25)
I I I I
I I I I
I I I I
alloy steel (SNCM439 etc.) | HB280-350 | HPA025B 1 140(100-180) 1 0.3(0.2-0.4)
I I I I
1 1 1
Stainless steel i \ \ \
(SUS304, SUS316, etc.) : <HB200 ! HPA225B 1 150 (100-200) i 0.2(0.1-0.3)
I I I
I I I I
| HCKI15B | 220(150-300) | 0.3(0.2-0.4)
Grey cast iron (FC300, etc.) | Tensile strength<< 350MPa | i i
I [}
! ' HPA225B | 180(130-230) ! 0. 3(0. 2-0. 4)
I [} I I
| | |
| . HCKI115B | 200(150-250) | 0.2(0.1-0. 3)
Ductile iron (FCD450, etc.) i Tensile strength<< 450MPa i i i
| HPA225B 170 (120-220) 0.2(0. 1-0. 3)
I
| | | |
| HCKIISB 1 170(150-200) | 0.2(0.1-0.3)
Ductile iron (FCD700, etc.) ! Tensile strength<s 800MPa ; : :
I I
' HPA225B | 150(125-170) |  0.2(0.1-0.3)
Il I} Il Il
High hardness steel i i i i
(SKDBI ete. ) | HRC40-50 | HPAO2SB 80 (60-100) o0 15(0. 1-0. 2)

B024



M HALNN  Milling Cutting Tools - For Surface Milling

14033

Face Milling Cutter

Bl Prodcuts features
-Unique "Z" design and special cutting edge ensure - Low cutting resistance - Max cutting depth: 5mm
-Reduce loads and extend tool life - Excellent cutting process - Diameter range: ®50-®315mm
-8-edge angles, good economy -Lead angle:45°

Cutter specifications

d
f—
-
-
|
‘\\ : 1l I . -
i
o | 3\3},
D )
i = :\cl}
Size
Model ap | Insert | Screws| Wrench Stock
p | d oL [u |1 [ &
I I I I I I I I
4033.A.050. Z04. SN12-22 % 1 50 ' 22 1 645! 40 ! 20 ! 4 ! @)
4033.A.063.205.SN12-22 | 63 | 22 177.5' 40 | 20 ! 5 ! e
I I I I I I I I
4033.7.080.707.SN12-27 | 80 ' 27 194.5' 50 | 22 | 7 | ! e
T T T T T T 1 I I I [}
4033.B.100.Z08. SN12-32 ' 100 ' 32 '114.5' 50 ' 28 ' 8 | ! ! ; )
I I I I I I 1 I I I I
4033.B.125.710.SN12-40 ' 125 ' 40 '139.5! 63 ! 35 ! 10 ! 5 ! 28(%%1% ' rsao1s | 115 °
I I I I I I I I I I [}
4033.B.160. 212. SN12-40 * | 160 | 40 !174.5! 63 | 35 | 12 | ! ! ! : (@)
L ¥ } 4 I I I I
4033.C. 200. Z14. SN12-60 * | 200 | 60 1214.5, 63 | 42 | 14 | l | | | @)
! ! 1 1 1 1 I I I I [}
4033. C. 250. Z16. SN12-60 * | 250 1 60 1264.5, 63 1 42 | 16 | 1 | | 1 O
Il Il L L L L I I I I I
4033.D. 315.720. SN12-60 * | 315 1 60 1329.51 63 1 57 1 20 | 1 | | | @)

ngn

Remark:The items marked with "*" are non-standard customized products

Remark: @ In stcok O Reservations
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For Surface Milling- Milling Cutting Tools ~ AHALNN

Inserts speC|f|cat|ons ~
(- .
s O =
= L
1 SO
—S—
Material Size
Model CVD PVD
IC S r d
HCP330B | HCK115B | HPA025B | HPA225B
SNMX1205ATN . e | e | e | e i 127 ' 62 1 08 I 6
Remark: @ In stcok O Reservations
Recommended cutting parameters
Workpieces material Hardness e Ve(m/min) fz(mm/t)
matreial
I I I I
I I I I
! ' HPP330B | 200(150-250) ! 0.2(0.15-0.25)
Carbon steel, alloy steel | HB180-350 : ! !
(S45C, SCM440 etc.) [ [ [ [
! ! HPA025B | 120(80-160) | 0.2(0.15-0.25)
| | I I
[ [ [ [
Austenitic stainless steel | <IB200 | | |
’ (SUS304. SUS316 ote.) | < | HPA225B 1 120(70-160) | 0.18(0.13-0.22)
I I I I
Austenitic stainless steel \ 1 i :
GUSEL, SHSGIET e, ) | >HB200 | HPA225B 1 100(60-140) 1 0.18(0.13-0.22)
1 1 1 1
I I I I
| HCKLISB | 220(200-270) 1 0.2(0.15-0.25)
Grey cast iron (FC300, etc.) | <350MPa 1 ; ;
I [} I I
! ! HPA225B | 180(130-250) ! 0.2(0.15-0. 25)
1 | | |
I I I I
| | HCKI115B | 200(150-250) | 0.2(0.15-0.25)
Ductile iron (FCD700, etc. ) | <800MPa
| i HPA225B 1 180(130-250) 1 0.2(0.15-0.25)
I [} I I
| | | |
High hardness steel (SKD61. SKT4 etc.) | HRC40-50 | HPAO25B 1 50(30-70) 1 0.08(0.05-0. 12)
I I I I

B026



M HALNN  Milling Cutting Tools - For Surface Milling

14047

Face Milling Cutter

Product Features

-8-cutting-edge indexable inserts, suitable for different lead angles

- Design effectively ensures product strength

-The insert is larger and thicker, and the cutting edge is strengthened

-Lead angle:75°

-Max cutting depth:13.5mm

- Positive rake angle geometry combined with stable indexable inserts ensures maximum productivity

Cutter specifications

=9

LS
o
—
75°
g
D
D1
Size
Model ap | Insert | Screws | Wrench| Stock
D | d | Dl | L | L1 | T |(max)
I I I I I I I I
4047.A.063.705.08-22 * 1 63 | 22 17251 40 ' 20 | 5 | ! e
4047.A.080.705.08-27 * | 80 | 27 189.5! 50 | 22 | 5 ! 0
4047.B.100.708.08-32 * | 100 | 32 '109.5' 50 | 25 | 8 ! e
I I I I I I | | I I [}

- * I I I I | | | | I I [}
4047.3.125.710.08-40 %} 125 | 40 11345 63 1 28 110 0 g bo oo 1 @
4047.B.160.210.08-40 * | 160 | 40 '169.5' 63 ! 28 | 10 | ! ! ! 0

T T U U U U 1 | I I [}
4047.C.160.712.08-40 * | 160 | 40 '169.5' 63 | 28 | 12 | : : : !

1 1 1 1 1 1 1 | I I I
4047.€.200.714.08-60 * | 200 | 60 1209.5; 63 | 32 | 14 | | | | e

! ! ! ! ! ! | | I I [}
4047. C. 250. Z16.08-60 * | 250 ; 60 1259.5, 63 | 32 | 16 | | | )

Remark:The items marked with

Remark: @ In stcok

B027

Haen

are non-standard customized products
O Reservations



For Surface Milling - Milling Cutting Tools

Inserts specifications

-l
B
s
Material Size
Model CVD PVD "
S T
HCK115B | HCP340B | HPAO25B | HPA220B |HPA225B |HPH125B
SNGXIGOGI2EN-M | @ | @ | ® | @ | @ 1 O . 16 | 7.7 1 L2 1 6
Remark: @ In stcok O Reservations
Recommended cutting parameters
i i Insert i
Workpieces material Hardness matreial Vc(m/min) fz(mm/t)
Carbon steel, alloy steel | | | |
(S45C. SCMA40 etc.) ' HBI80-350 1 HPAO25B 1 120(80-160) '  0.20(0.15-0.25)
Austenitic stainless steel | | | |
(SUS304. SUS316 otc.) ; <IHB200 ! HPA025B ! 120(70-160) ! 0. 18(0.13-0.22)
M 1 | | |
Austenitic stainless steel } } } 5 } B
(SUS304LN. SUS3I6LN ete.) | >HB200 | HPA025B | 100 (60-140) ! 0.18(0. 13-0. 22)
Grey cast iron (FC300, etc.) | <350MPa 1 HCK115B 1 220(200-270) 1  0.20(0.15-0. 25)
Ductile iron (FCD700, etc.) | <800MPa ! HCKII5B | 200(150-250) |  0.20(0.15-0.25)
High hardness steel | | | |
: HRC40-50 ' HPAO25B ! 50(30-70) ! 0.08(0.05-0.12)

(SKD61. SKT4 etc.)

B028



M HALNN  Milling Cutting Tools - For Surface Milling

§4048

Face Milling Cutter

Product Features

-8-cutting-edge indexable inserts, suitable for different lead angles - Lead angles:88°
-Max cutting depth:11mm,14.5mm - Design effectively ensures product strength

-The insert is larger and thicker, and the cutting edge is strengthened
-Rake angle slot combined with stable indexable inserts ensures maximum productivity

Cutter specifications

Fal

&
o

s e
5 R o E | my | w5E | EE
p | a |l it lul1 [

4048. B. 050. Z04. 06-22 P50 0 22 4 40 21 4 4 1 1 1 1 ()
4048.B.063.205.06-22 | 63 ! 22 | 40 | 21 | 5 e
4048.B. 063.205.06-25.4 1 63 1 25.4 1 40 1 21 1 5 | | 1 | @)
4048.B. 080. 706.06-25.4 | 80 ! 25.4 | 50 | 25 | 6 0
4048. B. 080. Z06. 06-27 80 27 50 25 6 11 SNMX1205 3TS40153 T15 °
4048. B. 100. Z07. 06-31.75 ' 100 '31.75! 50 ' 25 ' 7 ! ! ! ! e
4048.B. 100.207.06-31.75 1 100 131.75 1 50 1 25 1 11 | | | | °
4048.B.125.708.06-38.1 | 125 ! 38.1 | 63 ' 38 | § ! ! ! ! 0
4048. B. 125. 708. 06-40 125 1 40 1 63 1 38 1 B8 | e
4048.A.063.204.08-22 % | 63 | 22 | 40 | 20 | 4 | 1 1 1 | O
4048.A.063.705.08-22 % ' 63 | 22 ! 40 | 20 | 5 e
4048.A.080.705.08-27 * , 80 . 27 . 50 . 22 . 5 1 1 1 | O
4048. A 080.206.08-27 * ' 80 ! 27 | 50 | 22 | 6 | cors | 0
4048. B. 100. Z06. 08-32 * 100 32 50 25 6 14.5 SNGX1606 4551 720 o)
4048.B.100.7208.08-32 % | 100 ' 32 | 50 | 25 | 8§ ! ! ! ! 0
4048.B.125.708.0640 * | 125 1 40 | 63 | 28 1 8 | O
4048.C.200.212.08-60 * ' 200 ' 60 ! 63 ' 32 ! 12 ! ! ! ! !
4048.C.250.714.08-60 * 1 250 1 60 1 63 1 32 1 14 | 1 1 e

Haen

Remark:The items marked with "*" are non-standard customized products

Remark: @ In stcok O Reservations
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For Surface Milling- Milling Cutting Tools M HALNN

Inserts specifications

{\
_ -
, o ! 'P‘
- i
-HSF-
Material Size
Model CVD PVD
1C S T d
HCP125B HCP330B HCK115B HPA025B HPA225B
SNMXI20512-M 1 O 1 O 0O I e I O 1271 62! L2 6
SNEUI206ZNN-M | @ 1 O . e | e | e 127! 62 ! 08 | 6
I I I I I I I I I
SNGX160612EN-M ! ! ° ! ° ! L6 T L2 6
Remark: @ In stcok O Reservations
Remark:SNEU1206ZNN-M with wiper
Recommended cutting parameters
Workpieces material Hardness Insert. Vc(m/min) fz(mm/t)
matreial
I I I I
I I I I
; ' HCP330B | 200(150-250) | 0.20(0. 15-0. 25)
Carbon steel, alloy steel ! HB180-350 ! ! !
(S45C. SCM440 etc.) ; ; w w
! ! HPA025B | 120(80-160) |  0.20(0.15-0.25)
I I I I
Austenitic stainless steel 1 1 1 |
< - . 18(0. 13-0.
; (SUS304. SUS316 ete.) | 11B200 | HPA225B | 120(70-160) | 0.18(0.13-0.22)
1 1 1 1
Austenitic stainless steel | | | |
> - . 18(0. 13-0.
(SUS304LN. SUSSIBLN ete) 1B200 HPA225B 100 (60-140) 0.18(0. 13-0. 22)
I I I I
| HCKIIBB | 220(200-270) | 0.20(0. 15-0. 25)
Grey cast iron (FC300, etc.) i <350MPa i i i
! ' HPA225B | 180(130-250) |  0.20(0. 15-0.25)
I I I I
| | |
1 | HCKI15B 1 200(150-250) 1 0.20(0. 15-0. 25)
I I I I
Ductile iron (FCD700, etc.) ! <800MPa | ; ;
© HPA225B 1 180(130-250) 1 0.20(0.15-0.25)
I I I I
T T T T
High hardness steel | HRC40-50 | HPAO25B |  50(30-70) |  0.08(0.05-0.12)
I I I I

(SKD61. SKT4 etc.)

B030



M HALNN  Milling Cutting Tools - For Surface Milling

§ CMF

=
(o] L] °
Face Milling Cutter
5 -
e
Product Features
— -The insert edge is specially designed with a large rake angle for easy cutting -Lead angle:90°
- G-grade insert precision, universal insert for left and right -Max cutting depth:8mm
- 6-cutting-edge inserts,highly economical - Diameter range: ®63-$250mm
-The insert positioning surface has a large contact area , increased thickness - Cutter interface: Metric interface
improves the anti-break strength
Cutter specifications
D |
ap
i o
|
L
L1
d
Model Size Insert | S Wrench| Stock
nse crews renc oc
p | a [ L || o1 [ &
CVFWN9OOG3R-4T | 63 1 22 1 40 1 21 e
CMFWNOOO63R-5T ' 63 ! 22 ! 40 ! 21 | 5 | e
CMFWN9OOSOR-5T |+ 80 | 27 1 50 | 26.5 . 5 | | | | @
CMFWN9O0BOR-7T 1 80 © 27 | 50 265 1 7 e
CMFWN9OL00R-7T | 100 ' 32 | 50 | 30 ! 7 | 8 IWNGUOBOBOSN-GM!S5012-A55-11 T20 | @
CMFWN9O125R-8T | 125 | 40 . 63 33 | 8 | | | | @
CMFWN9O160R-10T | 160 @ 40 ' 63 & 32 1 10 | e
CMFWNOO200R-12T | 200 | 60 | 63 ' 40 | 12 e
CMFWN9O250R-14T | 250 | 60 . 63 | 40 . 14 | | | )

Remark: @ In stcok O Reservations
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For Surface Milling- Milling Cutting Tools M HALNN

Inserts specifications

o
pSS
Material Size
Model PVD CVD
A S T d
HPA025B HPA225B HCK125B
NGUOSOG0SN-GM ! ° ° ° | 1403 1 828 1 0.8 | 617
Remark: @ In stcok O Reservations
Recommended cutting parameters
Workpieces material Hardness Insert_ Vc(m/min) fz(mm/t)
matreial
I I I I
Mild Steel (55400, S10C etc.) ! HB200-300 | HPA025B | 180(120-250) | 0.2(0. 1-0. 3)
I I I I
I I I I
alloy steel (SCM etc.) | HB150-300 i HPAO25B 1 180(100-220) | 0.2(0. 1-0. 3)
I I I I
Mold Steel (SKD. NAK etc.) <IHB300 | HPAO25B | 140(80-180) | 0.15(0.1-0.25)
Il Il Il Il
I I I I
M | Stainless steel (SUS304, SUS316,etc.) ! = ' HPA225B | 150(100-200) ' 0. 15(0.1-0.25)
I I I I
I I I I
| . i HCKI25B 1 220(200-270) 0. 2(0. 15-0. 25)
o tvon (FC300 ) i Tensile strength | | |
rey cast iron (F , etce. ! < ! ! !
o EIOW T hpaggse 1 1801202500 | 0.2(0.1-0.3)
I I I I
| Tensile strength| HCKI2SB | 220(150-250) | 0.2(0.15-0.25)
Ductile iron(FCD450, etc.) | _ 1 ; :
o =450MPa o ppagosp 1 150(100-2000 | 0.15(0. 1-0. 25)
I [} I I

B032



M HALNN  Milling Cutting Tools - For Surface Milling

] ASX445

Face Milling Cutter

Product Features

MEE I N B

-High-precision grinding inserts with high positioning accuracy - Distance diameter range: ®50-®315mm
- Large radial and axial rake angles, easy cutting - Cutter interface: Metric interface

- Quickly replace the insert, simple and convenient -Lead angle:45°

- Carbide insert pads are used to protect the cutter -Max cutting depth:8mm

-Suitable for processing thin-walled parts, box parts and steel parts, stainless steel and castings with poor rigidity
in process systems

Cutter specifications
¢d

- B
;\ ~ % = | = K }

© &
0 ' |%
' olay)
e > A nsert | shim | Shim | Inserts| Screw iy onpy o
D |d| Dl |L [LL|T|(may
ASX445L050-22-4T | 50 ' 22! 62.4 14020 | 4! : : : : : : !
ASWA45L063-22-5T | 63 221 75.4 140120 | 5! 0
ASX445R050-22-4T 50 22 62. 4 §4o 2o 4 ¢)
ASX445R063-22-5T 1 63 1221 75.4 140120 1 5 e
ASXA45R080-27-6T 1 80 127 192.4 150 122 1 6 | S ESTASX4453 e
ASX445R100-32-71 1100 132 11124150125 1 71 © 1y oo not” ysgp 1 SMOS08TS3510, 13.5 1 T15 | @
ASXA45R125-40-8T ' 125 | 40 11374163 128 | 8 ! ; ; ; ; ; ; e
ASXA45R160-40-10T | 160 ' 40 1172.4 163 128 | 10! e
ASX445R200-60-12T | 200 | 60 1212.4 163 |32 | 12! e
ASYA45R250-60-14T | 250 | 60 1262.4163 132 | 14! 0
ASX445R315-60-18T 315 60 327480 32 18 o

Remark: @ In stcok O Reservations
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For Surface Milling- Milling Cutting Tools ~ MHALNN

Inserts specifications

_.il._ o M
1z &
'30 L

/ s

Material Size
Model CVD PVD Cermet | Carbide

HCP330B | HCKI15B | HPAOZ3B | HPAZ25B | HN200D | HWKOOIB | ’
SEETI2T3-HL 1 @ 134 1 397
SEETI2T3-FM | @ e e | | 13.4 1 3.97
SEETIZIZSN S 0 e | e | e | e | 0 134 | o397
SEETIZT3AGEN | e 134 ] 397
XEGTIZD3W | o | e | 134 397

Remark: @ In stcok O Reservations

Recommended cutting parameters

Finishing-light cutting Medium cutting

Workpieces material | Hardness Insert Vc(m/min)

matreial Corresponding Corresponding
fz(mm/t) chip breaker fz(mm/t) chip breaker
Vild Steel | - | HCP330B 1260 210-350) 1 0.15 (0.1-0.2) | o 10.2(0.1-0.3) | -
($5400. S10C etc.) | i HPA025B 1 180 (130-230) i 0. 15 (0.1-0.2) | 1 0.2(0.1-0.3)
1 | HCP330B | 240 (210-300) | 0.15 (0.1-0.2) | 10.2(0.1-0.3) |
p | HB180-280 | ‘ ‘ | | |
Carbon steel, alloy steel; i HPA025B | 160 (130-230) 1 0.15 (0. 1-0. 2) : 1 0. 2(0.1-0. 3) :
(S45C, SCMA40, etc.) ‘ ‘ ‘ ‘ S | | Si
' » el ! ! HCP330B ! 180 (130-230) ! 0.15 (0.1-0.2) 10.2(0.1-0.3)
| HB280-350 | ‘ ‘ | | |
! | HPAO25B ! 140 (100-180) ' 0.15 (0.1-0.2) ! 10.2(0.1-0.3) !
M | Stainless steel (US04 etc.))  <HB270 | HPA225B ! 200 (150-250) ' 0.15 (0.1-0.2) |  FM  10.2(0.1-0.3) |  SM
ensile strengh< | HCKL15B 1 180 (150-230) 1 0.15 (0.1-0.2) ! 10.2(0.1-0.3) |
cast iron. Ductile iron  450MPa 1 HPA225B | 160 (130-200) i 0.15 (0.1-0.2) | 10.2(0.1-0.3) |
(FC250/FCDA00, ete.) | | HCK115B 1 180 (150-230) ' 0.15 (0.1-0.2) ! M 2(0.1-0.3) | o
i Tensile strength= | i [ . : | e : : |
I 450MPa | HPA225B | 120 (100-180) 1 0.15 (0.1-0.2) 10.2(0.1-0.3)
M Non—ferrous metals | i HWKOOIB 1 300(200-500) i 0.05-0.2 1 HL i 0.05-0.2 HL

B034



M HALNN Milling Cutting Tools - For Surface Milling

§ SE445

Face Milling Cutter

Cutter specifications

S

| B
3 L -
Size
Model 5 | d | ] | T | T Insert Screws | Wrench

SE445R232520 C 32 120 1 110 1 45 12
SE445R340820 40 0 2 1 110 ! 45 1 3
SE445R450520 50 1 20 120 ! 45 | 4 |
SE445R450525 50 | 25 ! 120 | 45 | 4 | SEFI204AFER 0 o7s5006 o TK20
SE445R563525 63 ! 25 ! 120 | 45 | 5 |
SE445R563532 63 | 25 | 120 | 45 | 5 !

B035



KHALNN

For Surface Milling- Milling Cutting Tools

Cutter specifications

L=
(S}
c
(O]
=
w
=
(O]
—
(9}
n
v
[}
(%)
=
Qu
<<
=
—
—
[
NI
n
]
O
a
[am
o
©
o
=

SE445R050-22-4T
SE445R063-22-5T
SE445R063-25. 4-5T
SE445R080-27-6T
SE445R080-31. 75-6T
SE445R100-32-6T
SE445R100-31. 75-6T
SE445R125-40-8T
SE445R125-38. 1-8T
SE445R160-40-10T
SE445R160-50. 8-10T
SE445R200-47. 625-12T
SE445R250-47. 625-14T

Wrench

Screws

Insert

Size

Ap

Model

SE445L050-22-4T
SE445L063-22-5T
SE445L063-25. 4-5T
SE445L080-27-6T
SE445L080-31. 75-6T
SE445L100-32-6T
SE445L100-31. 75-6T
SE4451125-40-8T
SE445L125-38. 1-8T
SE445L160-40-10T
SE4451.160-50. 8-10T
SE4451.200-47. 625-12T
SE445L250-47. 625-14T

B036



M HALNN  Milling Cutting Tools - For Surface Milling

i FP45

Face Milling Cutter

Cutter specifications

218

Size Millin
Model Insert |Screws|Wrench| M8 | Wedge
p| 4 o[ n | a |1 Fixture
FP45PTROS05A25. 4 80 1 25.4 © - 1 50 15.5/5.71 5 |
FPASPTRI005A31.75 | 100 | 31.75 | - | 50 15.5/5.7! 5
I I I I I I I I
FPA5PTR1256A38. 1 125 381 ! - ! 63 !5.5/5.7! 6 | ;
I I I I I I I | I I |
FPA5PTR1608A50. 8 ' 160 ! 50.8 ! - | 63 !55/5.7' 8 | ! ; ; ;
I I I I I I 1 | I I |
FPASPTR20010A47. 625 | 200 | 47.625 ! 101.6 | 63 |5.5/5.7! 10 | : ! ! !
I I I I I I I I I I _ I
FP45PTR25012A47. 625 | 250 | 47.625 1101.6, 63 [5.5/5.7, 12 | | | | Sg%g?% gy
1 1 1 1 1 1 1 | I I |
FPA5PTR30014A47. 625 1 300 | 47.625 1101.6 1 63 15.5/5.71 14 |SE#+1204%, TS5006 | TK20 | | 128170~
I I I I I I ] I I 'OBRC2250- ' 15-45
I I I I I I I | I I |
FP45PTRO805B27 80 1 27 1 - 1 50 155571 5 | | | | SE1504.45 |
FP45PTR1005B32 1100 32 1 - 1 50 15.5/6.71 5 | | l l |
I I I
FP45PTR1256B40 11251 40 | - 1 63 15.5/5.71 6
FP45PTR1608B40 160 1 40 1 - 1 63 15.5/5.7 8 |
I I I I I I I I
FP45PTR20010B60 1200 ! 60 '101.6! 63 !5.5/5.7! 10 ! ;
I I I I I I 1 | I I |
FP45PTR25012B60 1250 | 60 '101.6! 63 !5.5/5.7' 12 | ; ; ; !
I I I I I I I | I I |
FP45PTR30014B60 1300 ! 60 '101.6! 63 !5.5/5.7' 14 | : ! ! !
Remark:

1. The main thing is to replace the insert seat. The same FP specification cutter head can use two types of blades, SEKN1203 and SEKN1504.
2. Order model example: The blade used is SEKN1203, FP45PTRO805A25.4-SE1203.

B0O37



For Surface Milling - Milling Cutting Tools

Inserts specifications

A S
. %\0 //\"/N
“N — 8
Q
7
4
Material Size
Vieclal CVD PVD . . :
HCP330B | HCP340B | HCP350B | HCK115B | HPAO25B | HPA225B
SEKNI203FN-D ¢ O ' O ¢ O ' O | @ | O 1271 1 318!
SEKNI203FIN | e ' O ! e | e | e | e 1271 1 13.18;

N I I I I I I I I I I
SEKNISOAFN 1 | e | e | e | 15.8751 1 1 4.76 |
SEKN1504AFTN 1 115.8751 1 1 4.76 |

Remark: @ In stcok O Reservations
Recommended cutting parameters
. . Insert i
Workpieces material Hardness matreial | Ve(m/min) fz(mm/t)
I I I I
| | HCP330B 1 200(160-250) 1 0.2(0.1-0.3)
I I I I
I [} I I
| HCP340B | 200(160-250) ! 0.2(0.1-0.3)
Mild Steel (55400, S10C etc.) | <HB180 | 1 |
| | HCP350B | 200(160-250) | 0.2(0.1-0.3)
I I I I
I [} I I
| HPAO25B 1 140(80-250) 1 0.2(0.1-0.3)
I I I I
! | HCP330B | 180(140-230) | 0.2(0.1-0.3)
I I I I
I [} I I
| i HCP340B 1 180(140-230) 1 0.2(0.1-0.3)
! HB180-280 ; ! !
I I I I
! ' HCP350B | 180(140-230) | 0.2(0.1-0.3)
I [} I I
I [} I I
I [} I I
Carbon steel. alloy steel | | HPAO25B 1 180(140-230) | 0.2(0.1-0.3)
(S45C, SCM440, etc.) | | | 1
; ' HCP330B ! 140(100-220) ! 0.15(0.1-0.2)
I [} 1 1
I [} I I
! ! HCP340B | 140(100-220) ' 0.15(0.1-0.2)
| HB280-350 | | |
| HCP350B 1 180(140-200) 1 0.15(0.1-0.2)
I [} I I
I [} I I
! | HPAO25B | 120(80-160) ! 0.15(0.1-0.2)
I [} I I
I I I I
Stainless steel (SUS304, etc. ) | <HB200 | HPA225B | 150(100-200) | 0.2(0.1-0.3)
I I I I
| HCKIISB | 160(100-220) ! 0.2(0.1-0.3)
S <
cast iron (FC300, FCA00 etc.) 1 Te“‘“]‘jﬁ;\tﬂ;e”gth\ 1 1 1
| wa | HPAO25B | 160(100-220) | 0.2(0.1-0.3)
I I I I

B038



Inserts specifications

B o 1 S
“.{p . )
i R
' on— -
Material Size
Model CVD PVD Carbide A 5 ¢
HCP330B | HCP340B|HCPSSOB |HCK115B HPAO25B | HPA225B | HWK202B
SPGN120308 | . O 10 ®e | O 0 | | 9.525 - | 3.18
SPKNI203EDFR ' @ ! o0 ' o ' e ! 12.7 L4 ' 3.18
SPKN1203EDSKR ! o0 ! O D127 1 L4 1 318
SPKNI203EDTR | @ e . O | O | 12.7 L4 1 318
SPKN1504EDFL | O | | 0 0 . @ 115875, 1.4 | 4.76
I I I I I I I I
SPKN1504EDFR ! : : 'O ! O ' O 1587 ! L4 ! 4.76
SPKNI504EDR ! 0 I O | @ 15851 L4 | 476
SPKN1504EDSKR3 ° ) 0 0 315.8753 1.4 4.76
SPKN1504EDTR 1 | | 0 0 | 1 15.875 1 1.4 | 4.76
Remark: @ In stcok O Reservations
Recommended cutting parameters
i i Insert :
Workpieces material Hardness et Vc(m/min) fz(mm/t)
I I I
! HCP330B | 200(160-250) | 0.2(0.1-0.3)
I i i
HCP340B | 200(160-250) | 0.2(0.1-0.3)
. <IHB180 | |
Mild Steel (S3400. S10C etc. |
i1d Steel ( etc.) HCP350B 1 200(160-250) 1 0.2(0.1-0.3)
I I I
| HPAO25B 1 180(100-250) 1 0.2(0.1-0.3)
| | |
[} [} [}
| HCP330B | 200(160-250) | 0.2(0.1-0.3)
I [} [}
I I I
! HCP340B | 200(160-250) ' 0.2(0.1-0.3)
! HB180-280 ! !
! HCP350B | 200(160-250) ' 0.2(0.1-0.3)
I I I
Carbon steel, alloy steel HPAO25B | 180(100-250) | 0.2(0.1-0.3)
(S45C, SCM440, etc.) | | |
| HCP330B 1 180(140-200) 1 0.15(0.1-0.2)
I I I
| HCP340B | 180(140-200) | 0.15(0.1-0.2)
| HB280-350 | 1
! HCP350B | 180(140-200) | 0.15(0.1-0.2)
I 1 1
I I I
! HPAO25B ! 120(80-160) ! 0.15(0.1-0.2)
Stainless steel (SUS304 etc.) <HB200 HPA225B  © 150(100-200) | 0.2(0.1-0.3)
| ) HCK115B 1 175(100-250) 1 0.2(0.1-0.3)
. 3 3 1 Tensile strength I I
cast iron (FC300,FC400 etc.) ! < J50MP ! !
| <450MPa HPAO25B | 160(100-220) | 0.2(0.1-0.3)
I I I
I I I
Aluninum alloy : = HWK202B | 1000(200-1500) ' 0. 15(0. 05-0. 25)
I I I
I I I
High hardness steel ! HRC40-55 HPAO25B | 80(60-100) ! 0.15(0.05-0. 25)




KHALNN

For Surface Milling - Milling Cutting Tools

FP75

Face Milling Cutter

Cutter specifications

di

218 ]

Wedge

Milling
Fixture

Insert |Screws|Wrench

Size

Model

FP75PTRO805A25. 4
FP75PTR1006A31. 75
FP75PTR1258A38. 1
FP75PTR16010A50. 8
FP75PTR20014A47. 625
FP75PTR25016A47. 625
FP75PTR30014A47. 625
FP75PTR0804B27
FP75PTR1006B32
FP75PTR1258B40
FP75PTR16010B40
FP75PTR20012B60
FP75PTR25014B60
FP75PTR30016B60

Remark:The main thing is to replace the insert seat. The same FP specification cutter head can use two types of blades, SPKN120308 and

SPKN1504ED.
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For High-sped milling - Milling Cutting Tools

For High-sped milling

-ASRF series---B042-B047
LN series---B048-B053
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M HALNN  Milling Cutting Tools - For High-sped milling

8 ASRF

high-speed milling cutter

Product Features
- Efficient, high-feed processing

- Effective cutting depth: 2mmMax

-Economical square insterts - Cutter interface: Metric interface

-Unique insert arc design -Tool holder diameter range

-High metal removal rate

Ll jle ]

- Cutter diameter range: ®50-d63mm
-The insert is specially designed to enhance the resistance to breakage.

Spiral Apgrture

Dc 32 D40 ®50 63 80 100
Max rake angle 7° 4.5° 3° 1.7° 1° 1
Spiral aperture ®44-61 D61-76 ©80-96 ©107-122 ©142-156 179195

Note: 1. The rake angle should not exceed the above range. It is recommended to use it below 1°.
2. If the hole diameter exceeds the above range, please drill a pilot hole before processing.

When the corner radius R is set to R4.5 When the radius R is set to a larger value

Cutting allowance for Cutting allowance for
the next process

the next process

——
In general, please use the approximate input radius R4.5 to compile the program.

No overcutting occurs when the input radius R4.5 is close to

When the approximate R is set to a large value, overcutting will occur. However, if the
overcutting amount is within the actual cutting amount of the next process, it will not affect
the processed shape and the cutting allowance can be controlled.

Residual

Actual machining
surface

Processing surface in program

Approximate
N R4. 5 R4. 5 R4. 5 R4. 5 RA4. 5
Pl Below 0. 83 Below 0. 69 Below 0. 55 Below 0. 42 Below 0.3
Selle L) (0=22.1° ) (01=20.6° ) (01=19° ) (0:=17.1°) (01=14.9° )
Below 0.07 Below 0.2 Below 0. 37 Below 0.55
Overcut NO (0=75.3° ) (0=67.7° ) (0=63.1° ) (0,=60° )

B042

Note: 1. Overcut and residual amount vary with different machining shapes. The above table lists the respective maximum values.

2. The 6 value indicates the inclination angle of the machined surface when the overcut and cutting allowance are respectively the largest.



Cutter specifications

|
Model Size Insert S W h| Clamp
ode nse crews | Wrenc
D d L L1 T
ASRF12-50-22-4T L0501 22 1 50 1 20 1 4 | | |
w w w w w | SDMT1205ZDTN ' S4009 1 TKI5 1 ASRF-12
ASRF12-63-22-4T ' 63 ' 22 ' 50 ! 20 | 4 ! ! !
ASRF15-50-22-3T 50 122 1 50 1 20 | 3
ASRF15-63-22-4T |63 22 50 20 4 | SDMT1505ZDTN 1 S5012 1 TK20 1 ASRF-15
1 1 I I I
ASRF15-63-25.4-4T ' 63 | 254 | 50 | 20 | 4 ! ! ! !
Inserts specifications
3
s
Material Size
PVD
Model A 5 Re d1
HPA025B HPA225B
SDMT12057DTN-R | ° ° 127 1 556 1 15 1 4.4
SDMT1505ZDIN-R | ° ° | 15.875 | 5.56 | 15 | 4.4

Remark: @ In stcok

O Reservations
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M HALNN Milling Cutting Tools - For High-sped milling

@ Recommended cutting parameters

®32 diameter

MEE I N B

. . Insert :
Workpieces material | Hardness " Vc(m/min)
matreial Tool overhan
depth & ap(mm) | fz(mm/t) | ae(mm)

| 1 1 I<3Dc 1 1.0 I 1.5 | 26

Mild Steel ! ! ! - | - ! ! !
(SS400. S10C etc.) : <HB200 : HPA025B : 150 (100-180) : 3Dc—5Dc : 0.7 : 1.5 : 26
! ! ! ! >5Dc ; 0.5 ; 1.5 ; 26
| 1 1 i <3Dc 1 1.0 P 1.0 1 26

Carbon steel, alloy steel ! ! ! ! ! ! !
(SHC, SOMMD, etc) | HBISO-280 1 HPAO25B | 150(100-200) | BDe-SDe i 0.7 i 10 1 26
! ! ! 1 >5Dc : 0.5 : 1.0 } 26
. . 11 1 1 io<38De 1 1.0 1.0 1 26

Carbon steel, alloy steel ! . ! ! [ 0 0 0
SOH ote) | HB280-350 | HPAO25B | 150(100-200) { 8Desbe i 0.7 L0 i 26
! ! ! ! >5Dc ! 0.5 ! 1.0 1 26
1 1 1 i <38Dc 1 1.0 P10 : 26
alloy tool steel| <HB350 | HPAO25B | 1 (100-200) 3D 5D : 0.7 : 1.0 : 26

(SKD~ SKT etc.) | < ! HPA025 ! 50 (100-200 : 3Dc—5Dc : . : . :
! ! ! 1 >5Dc : 0.5 : 1.0 : 26
1 1 1 i <3¢ 1 1.0 L 0.8 | 26

Pre-hardened steel | | ‘ | | |
! HRC35-45 | HPAO25B | 120(90-150) | 3Dc=5De | 0.7 '0.8 ! 26

| | C . .

1 1 1 i <3¢ . 1.2 I 0.8 : 26

Austenitic stainless steel! I I I I I I
(SUS304 , etc.) | <HB270 | HPA225B | 120(80-160) | 3Dc-5Dc | 0.8 0.8 26
| | | i >BDc 1 0.6 i0.8 | 26
1 1 1 | <8Dc | L5 | 1.5 | 26

I I I [} I I I
! ' HPA025B ! 150(130-180) ! 3DeBDe ! 1.1 L5 ! 26
Grey cast iron i Tensile strength | : : >5Dc : 0.8 : 1.5 : 2

| ‘ ‘ ‘ ‘ ‘ ‘
(FC300, etc.) | <350MPa ! | <3 | 1.5 I 15 1 26

I I I I I I I
! ! HPA225B ' 180(150-200) | 3Dc-5Dc | .1 L5 ! 26
| >8Dc 1 0.8 1 L5 1 2
| Tensile strength | | | =3be | 1.5 | 1.5 | 26

Ductile iron ! ! ! . ! 5 ! ! !
(FCDT00, etc.) i <800MPa i HPA025B i 140 (120-180) i 3Dc—5Dc i 1.1 : 1.5 : 26
1 1 1 1 >5Dc ! 0.8 ! 1.5 ! 26
1 1 | I <8 | 1.0 L0.2 ! 26

High hardness steel: ! ! : : | |
- - - L7 ! 0.2 ! 26

(SKDB1. SKT4 ete.) | HRC40-50 | HPAO025B | 100(90-120) | 3Dc—5Dc | 0 | |
| | | i >5Dc i 0.5 I 0.2 I 26
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For High-sped milling - Milling Cutting Tools

Recommended cutting parameters

40 diameter

Workpieces material | Hardness mg%ﬁtaial Vc(m/min) gce)g![ﬁverhang ap(mm) | fz(mm/t)

I I I I I I I
Mild Steel 1 1 1 o =3 L0 L5
(S$400. S10C ete.) | <HB200 | HPA0O25B | 150(100-180) | 3Dc-5Dc | 0.7 \ 1.5 \
. >5Dc 0.5 1 15 |
I I I [} I I I
Carbon steel, alloy steel | } } ] <3Dc | L0 | L0 |
(S45C, SOW40, etc.) | HB180-280 | HPA025B | 150(100-200) | 3Dc—5Dc | 0.7 } 1.0 }
1 1 1 | >BDc 1 0.5 L L0 1
I I I I I I I
Carbon steel, alloy steel ! ! ! 1 <3Dc . 1.0 ! 1.0 !
(SNOM39  etc.) ! HB280-350 | HPA025B | 150(100-200) ! 3Dc—5Dc ! 0.7 \ 1.0 \
1 1 1 | >BDc 1 0.5 CLo L3
I I I [} I I I
alloy tool steel | } } ] <3Dc | L0 | L0 | 32
(SKD. SKT etc.) | <HB350 ' HPA025B | 150(100-200) ' 3Dc-5Dc ! 0.7 Lo V)
1 1 l I >BDc 1 0.5 LLo L 32
I I I I I I I
Pre-hardened steel | | | 1 =3be | 1.0 | 0.8 | 52
(NAKSO ete. ) | HRC35-45 | HPAO25B | 120(90-150) | 3DeBDe ! 0.7 | 0.8 | 32
| | | I >BDc 1 0.5 I0.8 1 32
Austenitic stainless steeli i i i <3Dc i L.2 i 0.8 i 32
(SUS304 , etc.) . <HB270 | HPA225B | 120 (80-160) i 3Dc=5Dc | 0.8 } 0.8 } 32
| >BDc 1 0.6 1 0.8 1 32
1 1 1 I <3¢ | 1.5 I 1.5 | 32
I I I [} I I I
! ' HPAO25B | 150(130-180) | 8De=BDe ! 1.1 | L5 I 32
Grey cast iron | Tensile strength: | I >5Dc 1 0.8 1.5 | 39
! ! ! ‘ ‘ ‘ ‘
(FC300,etc.) 1 <350MPa 1 : ' <3¢ | L5 | 15 | 32
I I I I I I I
! | HPA225B | 180(150-200) ' 3De-BDc | 1.1 ! L5 | 32
| | | i >5Dc 1 0.8 I 1 32
I I I I I I I
Ductile iron g g : SN Tt S R
(FCD700,etc.) | —gooups | HPAO25B ! 140(120-180) | 8DesBDe | L1 | L& | 32
| | | I >5Dc 1 0.8 I | 32
High hardness steeli i i i <3Dc i L0 i 0.2 i 32
(SKD61. SKT4 etc.) | HRC40-50 ' HPAO25B | 100 (90-120) ! 3Dc=5Dc ! 0.7 ! 0.2 ! 32
| | | i >5Dc 1 0.5 L0.2 | 32
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Milling Cutting Tools - For High-sped milling

Recommended cutting parameters

Insert

®50 diameter

Workpieces material | Hardness g Vc(m/min)
matreial gcég!d?verhang ap(mm) | fz(mm/t) | ae(mm)
| ‘ ‘ I <3Dc 1 1.5 L L5 | 40
I I I I I . I . I
Mild Steel ! ! ! [ ! ! !
(SS$400. SI0C ete.)! <HB200 | HPAO25B | 150(100-180) | 3De=BDc | 1.1 ! 1.5 ! 40
I I I I I I I
! ! ! ! >5Dc ; 0.8 ; 1.5 ; 40
| | | i <3¢ 1 1.5 i 1.5 : 40
I I I [} I . I . I
Carbon steel, alloy steel! I I I ! ! !
(SI5C, SO0, etc.) | HBI80-280 | HPAO25B | 150(100-200) | 3Dc-5Dc | 1.1 ! 1.5 ! 40
I I I [} I I I
! ! ! ; >5Dc : 0.8 : 1,5 ; 40
I I I I I I I
| | | | <3DC | 1. 5 | 1 5 | 40
Carbon steel, alloy steel I I | | | |
SOH9 ete.) ! HB280-350 | HPA025B | 150(100-200) | 3Dc-5Dc | 1.1 : 1.5 : 40
I I I I I I I
I I I I >5Dc I 0.8 I 1.5 I 40
. . . 1 1 1 i <3Dc 1.5 i L5 : 40
alloy tool steel'! ! ! ! ! ! !
(SKDy SKT etc.) ! <HB350 ! HPA025B ! 150(100-200) | 3Dc—5Dc 1.1 ! 1.5 ! 40
| >BDc 1 0.8 1 L5 1 40
| | | | <3Dc | 1.5 | 1.5 | 40
I I I I I . I . I
Pre-hardened steel| B | | B } B | | |
(NAKS0 etc. ) | HRC35-45 | HPA025B | 120 (90-150) | 3Dc—5Dc | 1.1 | 1.1 | 40
! ! ! ! >5Dc ! 0.8 ! 0.8 ! 40
o | 1 1 i <3¢ 1 1.5 i0.8 : 40
Austenitic stainless steeli | | i | | |
(SUS304 , etc.) i <HB270 i HPA225B i 120 (80-160) i 3Dc—5De i 1.1 i 0.8 i 40
! ! ! ! >5Dc ! 0.8 ! 0.8 ! 40
| | | | <3Dc 2.0 | 2.0 | 40
I I I I I I I
I I I [} I I I
! ' HPAO25B ! 150(130-180) ! 3Dc-5Dc ! 1.4 2.0 : 40
Grey cast iron ! Tensile strength | . >BDc 1 L0 L 2.0 L 40
(FC300, etc.) ! <350MPa ! I <3 | 2.0 L 2.0 1 40
I I I I I I I
| ' HPA225B ! 180(150-200) ! 3Dc-5Dc ! 1.4 r2.0 ; 40
| ‘ ‘ i >BDc 1 L0 L2.0 | 10
I I I [} C I . I . I
uctile | | | I <3Dc | 2.0 l2.0 ! 10
ctile iron  ITensile strength ! ! B ‘ a ! ! !
(FCD700, etc. ) i <800MPa i HPA025B i 140 (120-180) i 3Dc—5De i 1.4 i 2.0 i 40
| i i I >5Dc I 1.0 I 2.0 I 40
. | | | | <3Dc | 1.0 P0.2 | 40
High hardness stee]: ! ! ! ! : :
(SKDB1. SKT4 etc.) | HRC40-50 | HPAO25B | 100 (90-120) | 3Dc-5Dc | 0.7 | 0.2 | 40
‘ ‘ ‘ i >bBDc 0.5 0.2 | 40
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For High-sped milling- Milling Cutting Tools ~ ACHALNN

Recommended cutting parameters

®63 diameter

: : Insert 5
Workpieces material| Hardness | 3treiq | Ve(m/min) ggg![ﬁverhang ap(mm) | fz(mm/t) | ae(mm)
. . | | | | <3Dc 1.5 . L5 | 50
Mi d Stee I I I [} I I I
(S3400. S10C em_)i <HB200 HPA025B 150 (100-180) 3De-5Dc 1.1 1.5 50
! ! ! ! >5Dc ! 0.8 ! 1.5 ! 50
ot L 11 | | | <3Dc 1.5 i L5 : 50
‘[ s t I I I I 1 1 1
&5811 §c§340 aetiﬂ”e: HB180-280 ! HPA025B ! 150(100-200) ' 3Dc-5Dc ! 1.1 L5 ! 50
| | | I >5Dc | 0.8 I L5 | 50
- L ]1 | | | <3Dc | 1.5 I L5 | 50
9 q § q I I I [} I I I
S ey HB280-350 | HPAO25B | 150(100-200) | DeBbe | L1 L 15 | 50
| | | I >5Dc 1 0.8 LL5 | 50
1 1 1 | <3Dc | 1.5 . 1.5 : 50
alloy tool steel| _ | | | | | |
' <HB350 ' HPA025B ' 150(100-200) ' 3Dc-5Dc ! 1.1 L5 ; 50
(SKD. SKT etc.) | | | ‘ | | |
1 ! ! 1 >5Dc ! 0.8 ! 1.5 ! 50
| | | | <8De 1.5 I L5 | 50
Pre-hardened steel! ! ! ] ! ! !
: ! HRC35-45 | HPAO25B ' 120(90-150) ! 3De-5Dc ! 1.1 L ! 50
(NAKSO etc. ) | | | | | | |
! ! ! 1 >5Dc ! 0.8 ! 0.8 ! 50
o 1 | | I <3¢ | 1.5 l0.8 ! 50
Austenitic stainless steel: I I I I I I
(SUS304 _ etc.) I <HB270 ' HPA225B ' 120(80-160) ' 3Dc-5Dc ! 1.1 r0.8 ! 50
| | | i >BDc 1 0.8 L0.8 : 50
} } } } <3Dc | 2.0 | 2.0 | 50
I I I [} I I I
! ' HPA025B ! 150(130-180) ! 3Dc-5Dc ! 1.4 12,0 ! 50
Grey cast iron iTensile strength | | | >5Dc | 1.0 | 2.0 | 50
(FC300, etc. ) 1 <350MPa ! <3 | 2.0 2.0 : 50
I I I I I I I
! ! HPA225B 180 (150-200) ! 3Dc-5Dc ! 1.4 ! 2.0 ! 50
| | | i >5Dc 1 1.0 L 2.0 : 50
;T 1 h; ! o<3De ! 2.0 2.0 ! 50
Ductile iron i Tensile strength 1 I i I i i
(FCDT00, etc. ) i <800MPa i HPA025B i 140(120-180) i 3Dc—5Dc i 1.4 i 2.0 i 50
| | | | >5DC | 10 | 20 | 50
! ! ! <3 ! 1.0 r0.2 : 50
High hardness steel 8 I I . i B | | |
(SKD6L. SKT4 etc.) HRC40-50 HPA025B 100 (90-120) 3Dc-5Dc 0.7 0.2 50
| | | | >5DC | 05 | 02 | 50
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LN

high-speed milling cutter

Product Features

- High feed light load

-Double-sided insert, 4 cutting edge

-Max cutting depth up to 1mm

-Suitable for small machines with lower power

- Provide end millling holder, face milling cutter
- Cutting edge design with low cutting resistance
-LN series is designed with 15° and 17” leand angles according to the diameter range
- It can achieve stable and efficient cutting.

Diameter < ®16 Cutting angle of Diameter > ®16 Cutting angle of 4-tip double-sided inserts,
tool holder 15° tool holder 17° max cutting depth up to Imm

LN cutting depth and feed rate diagram p

0.5

0
' 0.5 1.0 1.5
. fz (mm/t)

Ap 1.0 —
‘ (mm) M-slot
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For High-sped milling- Milling Cutting Tools ~ AHALNN

=

Flat surface processing

v Moz

Side milling

Plunge milling

Milling slot processing [O—
Helical interpolation milling

Application
Small depth Milling hole
Square f cut pl illi ol
Sﬂgmder . l?n“c“l:]gp unge Plunge milling (helical feed) Hole expansion
Mills Slot milling

' B I

o
Mﬁi._
: I l.ae

- 201, eD2
Model Dc ap (max) 0° A W D1 D2 ae
LNEO3-16RO2DIGLIS0C 1 16 1 121 0 03 1 35 122 1 30 1 125
LNEO3-17R02D16L160C | 17 | 1\ L7 ! 03 ! 35 ! 24 ! 32 | 135
LNEO3-20R03D20LISOC ' 20 ' 1 ' L4 ' 03 ' 35 1 32 ' 40 1 175
LNE03-21R03D20L160C 21 1 1.2 0.3 3.5 34 42 18.5
LNE03-25R04D25L.150C | 25 | 1 ' L0 ! 03 | 35 | 42 . 5 | 225
INEO3-32RO5D32LIGOC @ 32 ¢ 1 1 07 1 03 1 35 | 54 1 62 1 985
LNE03-33R05D32L150C 33 1 0.7 0.3 3.5 56 64 29.5
LNE03-33R05D32L.200C ' 33 ! 1 ' 07 ' 03 | 35 ' 56 ' 61 ' 295

Note: "C" after the model number indicates cooling.
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M HALNN Milling Cutting Tools - For High-sped milling

Programming Applications

B Use of standard toolholders and long toolholders

When programming with CAM, the tool should be considered as a radius milling cutter. In general, the tool tip radius
should be set to R = 1.5mm. If a larger radius is used, overcutting will occur. The following table shows the cutting all
owance (t1) and overcut (t2).

Overcut

t2
.

i
i
a
/

Cutting
allowance

Tool tip R during
programming

ap (max) Re W R t1 t2
1 | 1.2 | 3 | 1 | 0.6 | -
I I I I I
1 ! 1.2 ! 3 ! 1.5 ! 0.5 ! -
1 | 1.2 | 3 | 2 i 0.25 i 0. 08
i i i
1 : 1.2 : 3 : 2.5 : 0.14 : 0. 26

B Use of standard toolholders and long toolholders

When using a long holder, reduce the cutting conditions (Vc, fz, ap) to 70% of the maximum conditions for a
standard holder.

1
Standard holders
Vc = 100-300m/min
0.7\
E 05 Qvercuit
o Long holders
® 03 Ve =80-200m/min
0
0.5 0.8 1 1.5
fz (mm/t)
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For High-sped milling - Milling Cutting Tools ~ AHALNN

Tool specifications

L1 |
( =

d L D
Size Insert S W h
Model nse crews renc
D L1 L d T
INEO3-16R02D16L150C | 16 ' 30 ! 150 ! 16 | 2 | ! !
LNEO3-17RO2DI6LISOC 1 17 1 30 1 150 1 16 1 2 |
LNE03-20R03D20L150C | 20 | 50 | 150 | 20 | 3 | | |
I I I I I I I I
LNE03-21R03D20L150C ' 21 ' 50 ! 150 ! 20 ' 3 ! ! !
INEO3-25R04D25L150C 1 25 1 60 + 150 25 1 4 | [NEGI103 | TS2535 | TKOT
LNE03-26R04D25L.150C | 26 | 60 | 150 | 25 | 4 | : :
[NEO3-32R05D32L160C ' 32 ' 70 ! 160 ! 32 | 5 |
LNE03-32R05D32L200C  + 32 1 70 1 200 1 32 1 5 | | 1
1 1 1 1 1 1 I I
LNE03-33R05D32L200C ' 33 ' 70 | 200 ! 32 | 5 ! ! !
Note: "C" after the model number indicates cooling.
Cutter specifications
T . d
ST - e
L
5 |
Size
Model Insert Screws Wrench
p | L d T
LNF-50R08A22 5 50 22 | 5 ! INEGI103 | TS2535 | TKO7
A
C
ﬁ .S
-\ ‘
()
&
\)%
Material Size
PVD
Model A S Re c
HPA213C
LNEG1103R-S ! ° ! 6 ! 4.3 ! 1.2 ! 3.2
I I I I I
LNEG1103R-M ! ° ! 6 ! 4.3 ! 1.2 ! 3.2

Remark: @ In stcok O Reservations
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Recommended cutting parameters

fz(mm/t) ap=1.0mm
Workpieces |Hardness|Chip [Insert. |Ve(m/min) D »6,2=2 | ®17,2=2 | $20,z=3| $21,z=3
material breaker| matreial Plunge| > ) ) )
$16-022 | ©25-050 [Mils | n | vf | n | vf | n | vf | n | vf
| | | | | | | 1398016370 1 354015660 1 31801 7632 1 2890 1 6936
w | VHPATISC 1+ 100-300 1+ 0.5-1.2 1 0.5-1.5 1 0.1 1 ! ! L ! ! !
Carbon steel | <HB300 : \ : : } } | : Ve=200m/min f£z=0. 8mm/t
(S46, SB5C ete. ), o | 1398016370 1 354015660 | 318017635 | 2890 1 6936
! ! UHPA213C | 100-300 ! 0.5-1.2 ! 0.5-15 ' 0.1 | = ——
| | i i | | i | Ve=200m/min f£z=0. 8Smm/t
! ! pALae | 100900 | 0sLg | 0sLs oy 1298014770} 265014240 2390 5737 | 2170|5206
alloy steel | | | PR B B Ve=200m/min £z=0. 8Smm/t
(SCI‘415\ : gHBSOO : M ; ; ; ; ; ; | | | | | | |
SO0 ete.) | | | | b P | 12980 14770 | 2650 | 4240 | 2390 | 5737 1 2170 5206
S i PIPA213C 1 100-200 1 0.5-1.2 1 0.5-1.5 10.1 1 _
! ! ! ! ! ! ! ; Ve=200m/min fz=0. 8mm/t
e | 100900 | 0501 | s | o.q 2980135801 265013180 1239014305 | 2170, 3908
Do - 27U, L 0T .
Prefhardened & e | . | | | e Vo=150m/nin £2=0. 6mn/t
I I r T T T T U T T T T T T T
(NAKS5 ete.) 1 30-40 e | 100200 | 0507 | 0 Lo, p 298013580} 2650 3180 | 2390 4305 | 2170 3908
= 27U, L0~ .
| | | | 1 1 1 | Ve=150m/min £z=0. 6mm/t
| | :HPA113C | 1004150 | 050t | 0907 10 081239011910121201170011910122951174012085
. | | | | =10 | =0, | —U. 10, |
Stainless mﬁell ! ! ! ! ? ! : ; Ve=120m/min £z=0. 4mm/t
M (SUSSO4\ | <HB200 | M I | | | | | | [ [ [ [ [ [
SUS316 etc.) ! w | w o | | 12390119101 212011700 1 191012295 1 1740 1 2085
S ! HPAZISC ' 100-150 ' 0.5-0.5 ' 0.3-0.7 10.08! ! ! I ! ! !
| | | | | | | } Ve=120m/min £z=0. 4mm/t
iHPAll?)C 00 Lol - 30 ) 1398016370 | 35401 5660 | 3180 7635 ! 2890 ! 5206
; - Lo L. Lo L. .
Grey cast iron | .. | 1 1 1 1 R Ve=200m/min £2=0. Smm/t
(Fezs0. - o2s0 ) M ! ! ! ! 13980 | 6370 | 3540 | 5660 | 3180 | 7635 | 2890 | 5206
FC300 etc.) | | VHPA2I3C | 100-300 | 0.5-1.2 | 0.5-L5 | 0.1 | ‘ ‘ ‘ ‘ ‘ ‘ ‘
! ! ! ! ! o ! o ! ' ; Ve=200m/min £z=0. 8mm/t
| | | | | | | 1298014770 1 26501 4240 1 23901 5737 1 2170 1 5206
| | UHPALISC 1| 80-200 1 0.5-1.2 1 0.5-1.5 10.11 ! ! ! ! ! ! !
Ductile iron 1 HB | ’ l | | | | l Ve=150m/min £2=0. Smm/t
I I } T T T T T T T T T T T T
(FCD400 ete.) 1 150-250 Pe s | 0sLa | oosls |oq | 298014770} 265014240 12390 5737 | 21701 5206
- Lo 1L Lo 1L .
1 | | | | | | 1 Ve=150m/min £z=0. Smm/t
1 | | | | | | : 800 | 640 | 710 | 570 | 640 | 765 | 580 | 697
| | VHPAILSC 1 30-60 1 0.3-0.5 1 0.3-0.7 10.08 | )
Titanium alloy' o ! ! ! ; | Vc:40m/m1n £2=0. 4mm/t
(T-6A~4V etc.) i 060 0505 | 0307 lo.og 500 1 640 1 710 1570 1 640 1 765 | 580 | 697
! ! ! ! ! o Vc 40m/m1n £2=0. 4mn/t
, 1 1 1 1 1 1 1600 1 180 ' 530 | 160 ! 480 1217.5 430 | 195
Heat-resistant alloys | | VHPALISC | 20-50 | 0.1-0.2 | 0.1-0.3 }0.05 | ‘ \‘/ =50 ‘/ . ‘f 5 ‘15 /t‘ ‘
Inconel | - - ‘ ‘ ‘ ‘ ‘ eommAmn, B2 T
Nickel-based alloys, | ! :upmzsc ! 2050 ! 00 ! 0 L0 :0 05: 600 | 180 | 530 | 160 | 480 1217.5' 430 ' 195
I I I I I I . I I [}
ete. : : : : 1 1 ; ; Ve=30m/min fz=0. 15mm/t
| | | | | | | 119901 600 117701 530 1 15901712. 5 14501 652
! ! :HPAIlSC ! 80-130 ! 0.1-0.2 ! 0.1-0.3 :0 05 : '
Hardened Steel 1 HRC + = | | | | ‘ Ve= 100m/m1n fz=0. 15mm/t
I I I I I I I [l ] ]
SKDG1 etc. 1 40-50 | | | ; ; ; 119901 600 w1770w 530 w159o w712 5w 1450 652
! ! UHPA213C | 80-130 ! 0.1-0.2 ! 0.1-0.3 '0.05 !
| | | | | | | | Ve= 100m/m1n £7=0. 15mm/t
! ! ! ! ! ! ‘ '1194' 95 11124 89 ' 955 ! 76 | 909 | 72
| | VHPATI3C | 5070 | 0.03-0.05 | 0.03-0.07 10.03 |
Hardened Steel | HRC M ! ! ! ! ! ! Vc—60m/m1n £7=0. 04mm/t
SKDLL ete. | 50-60 | b 111940 95 114241 89 1 9551 76 | 909 1 72
; ; (HPAZISC 1 5070 10.03-0.05 1 0.03-0.07 10. 03
| | | | | |

Ve=60m/min £z=0. 04mm/t
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For High-sped milling- Milling Cutting Tools A HALNN

Recommended cutting parameters

fz(mm/t) ap=1.0mm
Workpieces [Hardness [Chip | Insert | ve(m/min) D lunoel 925-026,2=4 | $32-033,2=5|  $50,2=5
material breaker| matreial Al
01602 05050 Mls | n | vf | n [ vf | n | v
| | | | | | | | 2550 1 10200 1 1990 1 9950 | 1273 | 6365
w w v HPALLSC + 100-300 1 0.5-1.2 1+ 0.5-1.5 1 0.1 1 ! ! R ! !
Carbon steel | <ip3o0 | ) | ! ! ! ! | Ve=200m/min fz=1lmm/t
b I ~ I I [} [} [} [} [} [} [} [} [} [}
(S45C, SB5C etc. ! ! ! w w w w 12550 110200 1 1990 1 9950 1 1273 1 6365
HPA21SC ' 100-300 ' 0.5-1.2 ' 0.5-1.5 '0.1 ! ! ! ! ! !
| | | * | 100500 Y | | | Vc=200m/min fz=lmm/t
s 0200 Lol . 10 ) | 1910 | 7640 | 1490 | 7450 | 955 | 4777
alloy steel | _ | | | P B B ) Ve=150m/min fz=1mm/t
I \HBSOO I M L Il Il Il L Il
(SCr415. | | | | | | | 1910 | 7640 | 1490 | 7450 | 955 | 4777
SCI40 etc.) | ; | HPAZISC 1 100-200 1 0.5-1.2 1 0.5-L5 1 0.1 1 Ve-150n/min fa=lm/t
Cc= m/min Z=1mm,
| | | | | | | |
- - 0501 | 0sq o | 1910 6110 1 1490 | 5058 1 955 | 3820
Pre;}}ﬁaerﬁened ke ' ! ! ! e ! - R Ve=150m/min £z=0. 8mm/t
(NAKS5 ete.) | 3040 1 i 000 .y . 30 } 11910 | 6110 | 1490 | 5958 | 955 | 3820
1 L 1 o B R Vc=150m/min £2=0. 8mm/t
| i 1530 | 3060 | 1190 | 2975 | 764 | 1910
, i i ' HPALISC © 100-150 1+ 0.5-0.5 1 0.3-0.7 10.081 ,
. Stainless steel! <200 ! ’ ! ! ! ! ! ; Ve=120m/min fz=0. 5mm/t
(SUs3o4, 1 = o 1 1 1 | 11530 1 3060 1 1190 1 2975 1 764 1 1910
SUS316 etc.) ! UHPA2IC 1 100-150 1 0.5-0.5 1 0.3-0.7 10.08! ! ! ! ! !
‘ ‘ ‘ ‘ ‘ ‘ ‘ ‘ Ve=120m/min £z=0. 5mm/t
1 b 1 1 1 12550 110200 ' 1990 ' 9950 | 1273 ' 6365
o ! U IPALLSC | 100-300 | 0.5-1.2 | 0.5-1.5 | 0.1 | ! ! ! ! !
Grey cast iron HB | M | | | | | | VCZZOOIH/HIIH fZ:hHIIl/t
I I F It I I 4 It
Fc(gFoCo%O{ 10260 1 T : 0iis | gsis |y 2550 110200} 1990 | 9950 | 1273 | 6365
etc. | | | HPA213C ! 100-300 ! L o-1. r 0.5 L5 1 0.1 Ve=200m/min fz=lm/t
I I I I I I I [} /
| | | | | | 1 | 1910 1 7640 1 1490 1 7450 1 955 1 4777
! ! | HPALISC | 80-200 ! 0.5-1.2 ' 0515 10.1 ! T er———
Ductile iron ! HB Mo ‘ ‘ ‘ ‘ ] ¢ oI T
(FCDA400 ete.) | 130-250 1 © | | | | 11910 | 7640 | 1490 ! 7450 | 955 | 4777
! ! U IPA21SC | 80200 | 0.5-1.2 ! 0.5-1.5 | 0.1 ! ! :
| | | | | | | | Vc=150m/m1n fz=1mm/t
! ! ! ! ! ! ! ' 510 | 1020 ' 400 ' 1000 | 254 | 636
1 1 | HPALISC 1 3060 1 0.3-0.5 1 0.3-0.7 10.08, ‘ v 4‘10/' ‘f 05‘ 7t ‘
. . | | | | | | | | c=40m/min fz=0. bmm,
E'tafsnszRfaltloil T | | | | | 510 1 1020 1 400 1 1000 1 254 1 636
1-bA~ ete. )1 | | | | | | | | | | | |
| ' HPA2I3C ¢ 3060 ' 0.3-0.5 ' 0.3-0.7 10.081 ! ! ! ! !
i ! ! ! ! ! ! } Vc=40m/min f£z=0. 5mm/t
T T T T T T T T T T T T T
| | | | | | | 1380 ' 300 ' 300 ' 225 ' 191 ' 191
e N | UHPALISC ' 2050 ' 0.1-0.2 ' 0.1-0.3 '0.05! ! ! ! ! !
Heat 11651stamlalloys: ! | ! il ! | } Ve=30m/min £z=0. 2mm/t
I — I -
Vet L ! ! ! 1380 ! 300 | 300 | 225 | 191 | 191
1Ckelmbased allogs, | . HPA213C + 20-50 1 0.1-0.2 .+ 0.1-0.3 10.05 -
etc. | | | | | | | w Ve=30m/min £z=0. 2mm/t
| | | | | | | | 1270 1 1020 1 990 1 991 | 636 | 636
I I I I I I I I I I I I I
! ! ! HPAT13C ! 80-130 ! 0.1-0.2 ! 0.1-0.3 :0. 05: ' VcZI‘OOm/min‘ £2=0 Zﬁun/t '
Hardened Steel | HRC 1y ) ! ! : R : ‘ s :
SKDBL ete. | 40750 1+ ! ! ! ‘11270 11020 1 990 1 991 1 636 ! 636
! ! 'HPA213C | 80-130 ! 0.1-0.2 ' 0.1-0.3 '0.05 e
I I I I I I I [} .
' 1760 ' 150 | 600 | 150 | 382 | 95
| | DHPALLSC | 50-70 1 0.03-0.05 | 0.03-0.07 |0.03 | VomB0n/min £2=0. 05/
Hardened Steel | _HRC | M \ 1 1 1 1 1 ¢760m/min’ 1270, Oomm/t
SKD11 ete. | 90760 | | | | | | | 760 | 150 1 600 1 150 | 382 | 95
! ! ! HPA213C ! 50-70 ! 0.03-0. 05 ! 0.03-0.07 :0. 03: : : :
| | | | | |

Ve=60m/min £z=0. 05mm/t
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For face step process

-AN90 series---B055-B057
-LNF seriies---B058-B060
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For Face Step Process- Milling Cutting Tools M HALNN

AN90

Face Milling Cutter

Cutter Product Features
- Double-sided helical edge 90 degree square shoulder milling cutter, suitable for plane, step and slotting processing
of various sizes.

-The insert is thickened and strong, which can meet the milling needs of high feed and large cutting depth.

-The design of dovetail groove of the insert combined with the wiper edge of the insert can meet the milling
requirements of high-precision surface.

*Right-angle screw locking, the contact surface is larger and more stable, thus ensuring higher clamping rigidity and
precision.

-The dense tooth design, combined with the blade's low cutting resistance edge design, results in extremely high
processing efficiency.

-The insert is a double-sided four-edged design, high precision, high efficiency and economical.
- Holder Diameter:¢$16-40mm
- Cutter Diameter:$40-250mm

Inserts specifications

D d
ap
Size
Model ap Insert Screws |Wrench| Stock
D d T H Lo || (e
ANE9016R02D16ANOIL125 16 0 16 ) 2 | 26 | 125 | | | | | @)
ANE9020R03D20ANO9L 125 20 20 3 26 125 7.5 EANKT090408 SSOO?—SAE T8 0
ANE9025R04D25AN0IL125 25 25 4 26 125 @)
ANE9025R02D25AN12L.125 25 25 2 26 125 @)
ANE9032R03D32AN12L160 32 32 3 26 160 12.5 ANKT120508 s4012—SA3 T15 0
ANE9040R04D40AN12L200 40 40 4 26 200 @)

Remark: @ In stcok O Reservations
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For Face Step Process- Milling Cutting Tools

Recommended cutting parameters

KHALNN

Insert

Workpieces material Hardness matreial | Ve(m/min) fz(mm/t)
Low carbon steel (S15C/CI5C ete.) i <HB180 i HPA025B i 160 (120-180) i 0.1(0. 05-0. 15)
High carbon steel (S450/C45/S55C etc.) HB200-300 HPAO25B 120 (100-160) 0.08(0. 05-0. 1)
Alloy steel (SCM440/42CrMo4 etc.) i HB150-300 i HPA025B i 100 (80-120) i 0. 08(0. 05-0. 1)
Die steel (SKD11 etc.) | <HB300 | HPAO25B |  90(80-110) |  0.08(0.05-0.1)
Stainless steel (SUS304/X5CrMoV12 etc.) i - i HPA025B i 100 (80-120) i 0.15(0. 1-0. 25)
Grey cast iron (FC250, etc.) Te“i;g;éj’lgth HPAO25B 180 (150-200) 0.15(0. 1-0. 2)
Ductile iron (FCD450, etc.) iTenSEZSS\;;anLh HPAO25B 160 (120-180) 0. 15(0. 1-0. 2)

1 - 1 1 1

Ductile iron (FCD500, etc. ) iTeng(i)}ﬁSzgf;fth HPA025B 140 (130-150) 0. 1(0. 05-0. 15)

B0O57



LNF

Face Milling Cutter

Product Features

-The inserts has a variety of edge shapes to choose from, suitable for processing different materials and working
conditions

-The tool adopts a vertical structure to achieve large cutting depth and high metal removal rate.

ﬂﬂﬂﬂ-

-Widely used in automobile, machine tool, shipbuilding and other industries.

- Diameter range:®40-®250mm -Lead angle:90° -Max Ap:5mm(LN11);7mm(LN15)
Cutter specifications o
d

-~

fou

T
|
1
|
0
L1

L__ | r
T L
e
<
D
|
Size
Model ) Insert | Screws |Wrench| — Stock
p [ [ a [ |1 [@o
LNFAQ0-040RO4LNII-AL6 1 40 1 38.4 | 16 1 40 1 4 0
I I I I I I I I I [}
LNFAQ0-040RO6LNI1-A16 ' 40 ' 38.4 | 16 | 40 ' 6 ! ! ! ! ; O
I I I I I I I I I I
LNFA90-050R05LN11-A22 | 50 | 47 1 22 40 | 5 | | | | | o
i i i i i I I I I [}
LNFAQ0-050ROTLNI1-A22 1 50 1 47 1 22 1 40 1 T o}
I I I I I I I I I I
LNFA90-063RO6LNI1-A22 ' 63 | 59.2 | 22 ! 40 | 6 | ! ! ! ! o}
I I I I I I I I I [}
LNFA90-063RO9LNI1-A22 | 63 | 59.2 | 22 | 40 | 9 | | | | | @)
1 1 1 1 1 1 I I I I
LNFAQ0-080ROSLNI1-B27 1 80 1 70 1 27 1 50 1 8 o}
I I I I I I I I I [}
LNFA90-O8ORLILNI1-B27 ' 80 ' 70 ' 27 ' 50 ! 11 | ©° o ML A83508 10 g
I I I I I 1 I I I I
LNFA90-100RO9LNI1-B32 | 100 | 77 | 32 | 50 | 9 | | | | | )
[} [} [} [} [} I I I I [}
LNFAQO-100RI4LN11-B32 1 100 | 77 1 32 1 50 1 14 0
I I I I I I I I I I
LNFA90-125R10LNI1-B40 ' 125 | 95 ' 40 ! 63 ' 10 | ! ! ! ! o}
I I I I I I I I I [}
LNFA90-125R18LN11-B40 | 125 | 95 40 ., 63 | 18 | | | | 1 @)
I I I I I I I I I I
LNFAQO-160RI2LNI1-C40 1 160 1 120 ' 40 | 63 1 12 | 0
I I I I I I I I I I
LNFA90-200R15LN11-C60 ' 200 ' 135 ! 60 ! 63 ! 15 ! ! ! ! ; O
1 1 1 1 1 1 I I I I
LNFA90-250R20LN11-C60 | 250 | 150 | 60 | 63 | 20 | | | | | )

Remark: @ In stcok O Reservations
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KHALNN

For Face Step Process- Milling Cutting Tools

e
[®]
e /OO0 OO0 O 0o o o o o o o o oo S e =
(V5]
= e (T N R (R I SRR
@]
(= Lo
=
g =
= oo |
\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\\ I R
m o
=
=
T e e e A i
2 o
=
+© £
o (O]
3 = N[ ©» | © ©
£ 5 n
2 1 KN = = B I (R O SR A [ I e A
88 -
~— Q c
53]
S e B - RN MR~ MM~ e MMM m | O . K}
= =
H|lw v o = S o Y e B 2 g 9 38 3 m
\\\\\\ 0
L /s SN 2 S B O BEE R )
©
L000000033333333 «© [«
¥ ¥ ¥ O O b B[O ©| OV bV © © O = o oo
= | o b
. BN O W O R BN 0 O BEE W —
» 2
Sl N - - O © © © 9 o 9 o o=
N N AN N N N Y ¥ 0o ©o © <o ——— -
=!
L BN BN B N BN e e (@)
N AN
o o 1w vl o o
|~ . S O 0 0o W1 W©v
Al © o & & & &~ & oo 8 9re o b — m
n v ©
2|5
I _ _ I  _ D _ D  _ _ N _ D  _ DN _ D | —
ol =| ™
o @m o o o n
%) Rloefle ©ofle '8 S/ 38 2888 Z %2} = = S
c s < 2
HE-— e i e e O B B T O 2
> e =
— s .= 5 ,
4+ g n Z
© NN N>~ N NS o o o o o o o ¢ © Uy o000 o ——----- & =
222223344446666RC [am
O H H H EH H B H HEE: S
=
g [T R Y~ T ~ BT ~ T~ B T~ B T~ B T~ B T~ B T~ N T~ B T~ B Y B T~ B T S
* — - 0 4 ~4 —~4 ~ —~“ S @~  ~ —~  ~ -~  ~ o —
o R = = R = = R = = (@) =
— |=2rfa S S S 32 3 3 a3 i ~
) 3 | B »x E © ® 8 » b 5 © 8 o b o x QO = =| 3
S8 & ¢ = & ~ & 4 4= a =4~ 9 = | © — | =285 S
o T (2 2 2 2 = 8 x 2 = =2 2 =z & = 2| 8 QO V= =] e
O |2 @ @2 9o 9o 9 9o b b 9o o 9 9 9o o &  (n - |2 Al @
(7] S B © 9 @ 2 S &SQ 4 & © S S | B T | <
o 4 MH H H B H N HEE e |58l s
) S 9o o 9 9o 9 9o 9 9o 9 9o 9 9o o ol @ @+ = |5 @
S O O O O O & O OO O O O O O S = = v
-+ < = < = < | == < = < = < = < = < | g = <
i [ 2 R 25 R R = S B = S N = B o I I ¢« ) = Z| &
Z =z =z =z Z Z Z =z zZ =z =z =7z zZ =z Z| &8 N 503
> S35 8 3 9 334353383 5 39353/ 3| ¢ €
o s £ &
O W —

B059




@ Recommended cutting parameters

. . Insert i
H Workpieces material Hardness e Vc(m/min) fz(mm/t)
I I I I
o Low carbon steel ! <HB180 ! HPA325B | 220 (180-230) | 0.25(0.1-0. 4)
I I I I
I I I I
I I I I
Carbon steel HB180-280 | HPA325B | 180 (160-210) : 0. 25 (0. 1-0. 4)
: : : :
I I I I
Alloy steel HB280-350 HPA325B 150 (120-180) 0.25(0.1-0. 4)
: : : :
o M Stainless steel i <HB275 i HPA325B i 120 (100-150) i 0. 15(0. 1-0. 3)
| | | |
. I I I I
Grey cast iron <IHB350 ! HPA325B | 130(90-170) ! 0.25(0. 1-0. 4)
; ; ; ;
. . I I I I
Ductile iron ! <HB350 | HPA325B ! 180 (140-250) 1 0. 25 (0. 1-0. 4)
I I I I
I I I I
High-temperature alloys, | | | |
| HRC25-35 . HPA325B 40 (30-60) | 0.2(0.1-0.3)
I I I I

Titanium alloy

B060



Multi-functional Milling Cutter- Milling Cutting Tools

Multi-functional milling cutter
*R390 series---B062-B066

XN series:--B067-B069

-RDE series---B070-B073

B061



M HALNN  Milling Cutting Tools - Multi-functional Milling Cutter

>

R390

Multi-functional milling cutter

Application

-TWO cutting edges
-High surface quality

MEE I O B

-Large cutting angle type reduces cutting resistance
-Smooth chip removal during deep groove machining

-Stable cutting is possible even on low-rigidity machine tools

-Improve the cutting edge strength by designing the cutting edge with
three-dimensional curved surface

R390 insert square shoulder milling cutting type

3 Milling step
Plunge milling
Slot milling Slot expansion and

milling
Helical interpolation milling
of blind slots

B062



Multi-functional Milling Cutter- Milling Cutting Tools A HALNN

Tool specifications

L

Size

Model 5 i . 0 o Interface T
R390-11-01602Z16L100 16 1 16 1 100 1 20 1 10 z 2
R390-11-02002Z20L110 20 0 20 | 110 | 25 | 10 ! 7 : 2
R390-11-02503725L.120 25 1 25 0 120 | 32 | 10 ! z 3
R390-11-03203732L130 " 32 130 40 0 | 7 : 3
R390-11-04004Z32L170 40 032 o170 ! 40 ! 10 ! z 1
R390-11-01602W16L73 16 1 16 1 73 1 25 1 10 W 2
R390-11-02002W20L81 20 1 20 1 81 1 25 1 10 | W | 2
R390-11-02503W251.88 25 1 25 ! g8 | 32 | 10 | W 3
R390-11-03203W32L.100 32 1 32 1 100 | 40 ! 10 W 3
R390-11-04004W32L.110 I 40 1 32 1 110 1 40 . 10 | W : 4
R390-17-025027251.120 25 125 ! o120 | 32 ! 15.7 ! 7 2
R390-17-03203Z32L 130 32 1 32 1 130 | 40 1 157 | 7 3
R390-17-04004732L170 L4032 0 170 1 40 1 15.7 7 | 4
R390-17-02502W25188 25 ! 25 ! 8 | 32 | 157 | W 2
R390-17-03203W32L 100 32 1 32 1 100 1 40 1 15.7 W 3
R390-17-04004W32L110 40 ) 32 L1100 ) 40 | 15.7 | W : 1

Cutter specifications
Size

Model D | g | o | . | o Interface T
R390-11-040R04-A16 {40 1 16 0 35 . 40 10 | A | 4
R390-11-050R05-A22 50 ! 22 1 40 ! 40 | 10 ! A 5
R390-11-063R06-A22 63 1 22 1 50 1 40 1 10 A 6
R390-11-080R07-A27 '8 | 27 | 60 | 50 | 10 | A : 7
R390-17-040R03-A16 40 0 16 ! 35 1 40 ! 15.7 A 3
R390-17-050R04-A22 50 22 40 40 15.7 A 4
R390-17-063R05-A22 63 022 L 50 40 | 15.7 | A ! 5
R390-17-080R06-A27 80 ! 27 1 60 ! 50 ! 157 | A 6
R390-17-100R07-B32 100 32 70 50 15.7 B 1 7
R390-17-125R08-B40 125 0 40 ! 80 | 63 | 15.7 ! B 8
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M HALNN Milling Cutting Tools - Multi-functional Milling Cutter

@ |nserts specifications

MEE I N B I

s
Material Size
PVD
Model A L S Re bs d
HPAO35B
R390-11T308-PM ! ° ' 68 ' 11 ' 35 ' 08 ' 15 ' 28
R390-170408-PM i ) i 9.6 i 17 i 4.76 i 0.8 i 1.5 i 4.3

Remark: @ In stcok

O Reservations

Slope processing and helical processing conditions

.Slope

processing

L

O

L=ap/tan a

Slope
processing

Pitch P

T

Blind hole, flat bottom

Through Hole

Slope processing

Helical processing of blind holes and flat bottoms

Helical machining of through holes

Tool dgmeter Max machinirlg Min distancel Max processing | Max pitch | Min processing | Max pitch | Min processing | Max pitch
bevel angle A L diameter D1 (max P(max) |diameter D1(min)| P(max) | diameter D1(min) | P(max)
12 | 6° | 95 | 22 L2.5 20. 5 o2 14 I 0.5
14 i g 95 | 26 25 24.5 g 18 1
16 CIL3T 1 50 30 9 28 7 21 2
18 | 8.6° 1 66 | 34 : 5 32 P45 | 25 : 2
20 ! 6.9 1 83 ! 38 1 5 36 45 29 L2
22 570 1 100 42 5 10 45 33 2
25 l4.6° | 4 48 | 6 46 .5 | 39 | 3
28 1 3.8 1 151 ! 54 1 45 52 a4 45 2
30 3.4 1 138 58 45 6 4 19 2
32 A | 185 | 62 oAs | 60 : 4 | 53 | 2
35 1 270 1 212 ! 68 4 66 3.5 59 2
40 9, 2° 260 78 4 76 3.5 69 2
50 CooLTe 33T 98 Lo 96 o2 89 L
63 1 L3 1 a4l 124 1 2 122 12 115 2
80 | 1° \ 573 158 | 2 156 o2 149 | 2
00 | 0.8 1 716 | 198 o 196 T 189 B
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Multi-functional Milling Cutter- Milling Cutting Tools A HALNN

Recommended cutting parameters

Cutting width ae(mm)

Workpieces material Hardness ngigialggggker <0.25DC | 0.25-0.5DC | 0.5-0.75DC | DC Slot

Vc(m/min)
I I I I I I I
Carbon steel | <XHBISO | HPAO35B,  PM 1 200(150-240) 1190 (140-230) | 150(110-180) | 150(110-180)
I I I I I I I
Carbon steel, alloy steel | : : : : : :
(S5C, SOUAO, otc.) 'HB180-3501 HPAO35B1  PM 1 150(110-180) 1 140(100-170) 1 110(80-130) 1 110(80-130)
I I I I I I I
Stainless steel I I I I I I |
M (SUS304, SUS316, otc. ) | <HB270 | HPAO35B!  PM ! 180(140-210) | 170(130-200) ! 140(110-160) ' 140(110-160)
I I I I I I I
I I I I I I I
Grey cast iron (FC300,etc.) | <350MPa! HPA035B! PM | 210(200-260) | 200(180-250) ! 190(160-240) ' 140(110-160)
I I I I I I I
I I I I I I I
Ductile iron (FCD700,ete.) | <gooMpa ! HPAO35B!  PM | 130(100-150) | 120(90-140) | 100(80-120) | 100(80-120)
I I I I I I I
I I I I I I I
Titanium alloy | <HB350 | HPAO35BI PM 1 40(30-60) ! 40(30-60) | 40(30-60) ' 40(30-60)
I I I I I I I
I I I I I I I
Superalloy ' - U HPAO35B! PM ! 30(20-40) ! 30(20-40) ! 30(20-40) ! 30(20-40)
High hardness steel i i i i i i i
(SKDBL, SKT4 etc.) | HRC40-55 | HPAO35B|  PM | 90(70-100) | 85(60-100) | 70(50-80) | 70(50-80)
Recommended cutting parameters
Milling cutter diameter(mm)
Workpieces material | Hardness Cuttirzg wi)dth ®12-d16 d18-925 ®28-$100
ae(mm
ap(mm) |fz(mm/t) | ap(mm) (fz(mm/t)|ap(mm) |fz(mm/t)
| | <4 1 015 1+ <5 1 0.25 1 <5 . 0.2
I I [} I I I I I
! ! ' 47 ! 01 ' 57 ' 02 ' 57 ' 0.15
I I §0~ 25DC I I I I I I
! ! - 1 - 1785 1 015 1 785 ' 0.1
| 1 i - 1 - 18510 0.1 1 8510 0.07
. | b + t t
Mild Steel | | loo<2 ! 015 0 <3 | 025 | <3 | 0.2
(55400, SIOC ete) | _pigg | 25 1 0.1 1 355 1 02 1 3551 015
Carbon steel, alloy steel! 180350 | 20 0 PPC ' - 1 558 1 015 | 558 1 0.1
| I I [} I I I I I
(S45C, SCMA40, etc.) | | | a0 o1 ) os10 | o007
o<4 01 1 <4 1 015 1 <3 1 0.1
! ' 0.5-0.75DC | ; ; ; ; ;
| | | - | - | 4*10 | 0 1 | 3_7 | 0 07
I F t t t t t t
! ! roo<3 01 ! <4 ' 0.1 ! =<3 ' 01
I I DC Slot i | | | | |
! ! 1 <3 Y : =7 0.07 : =0 1 0.07
1 | po<4 7 015 1 <5 4, 0.2 <5 | 0.2
I I [} I I I I I
| L ' 47 ' 01 ' 57 ' 015 ! 57 ! 0.15
=0 250 - 1 - 1785 1 0.1 1 785 1 0.1
| | | - 1 - 18510, 007 | 8510, 0.07
I r U T T T T T
Stainless steel | | A S
S5 S I I [} I I I I I
(SUS304, SUS316,etc.) | <HB270 | g o5-0. 5pc 22 4 QLTS OIS TS5 018
M I I - . I I I I I I
| | | ! - | 558 | 0.1 | 558 | 0.1
I I [} I I I I I
! ! ; - 1 810 ! 0.07 ! 810 ! 0.07
o4 01 0 <4 1 01 1 <3 1 0.1
! ' 0.5-0.75DC ! ! ! ! ! !
| | | - | - | 4_10 | 0 07 | 3_7 | 0 07
I T T T T T T T
| | | < | | < | . | § | 3
| | e Slot | <3 | 0.1 | 4 | 0.1 | 3 | 0.1
! ! <3 o 0.1 1 47 1+ 007 i+ 35 1 0.07
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Multi-functional Milling Cutter- Milling Cutting Tools M HALNN

XN ©

Multi-functional
milling cutter

Product Features
-Large chip groove design -Holder diameter range:$20-$32mm;Cutter diameter:$50-d125mm

- Pure 90° main deflection angle design, high side wall processing accuracy

- Economical double-sided blade with 6 cutting edges
-The max cutting depth of the XN04 inserts is 4mm; the max cutting depth of the XNO8 blade is 6mm

General (M-type chip breaker), adge reinforcement (R-type chip breaker)

A4

<
<

[High chipping resistance, special
design of first and second edge widths]
R-type chip breaker (edge-enhanced type)

> M type chip breaker (general)
\—{Large chip groove, suitable for high feed machining]
Processing Type
Surface processing - Through slot processing
XN series
insan

L
]
! !

|

H Plunge milling

— | o
/, ; ; Helical interpolation
‘ / Blind groove processing Hiadhining @

Step processing

BO67



M HALNN  Milling Cutting Tools - Multi-functional Milling Cutter

Tool specifications
L
H =
1)
D \ d
Size
Model Insert Screws Wrench
D L1 L d T |ap(max)
XNEO4-20R03D20L110C  + 20 1 28 1 110 1 20 1 3 | | |
XNEO4-21R02D20L150 | 21 ! 29 ! 150 | 20 | 2 | ! ! !
I 1 1 1 1 1 I I I
m XNE04-21R03D20L150 ' 21 ! 29 ! 150 ! 20 ! 3 ! ! ! !
XNE04-25R04D25L120C 1 25 1+ 28 1 120 1+ 25 1 4 | | |
! ; ; ; ; 4 XNMX0403 1 TS2512 TKO8
XNE0O4-26R04D25L170 | 26 | 29 ! 170 | 25 | 4 | ! ! !
I I I I I
XNEO4-32R05D30L130C  © 32 ! 30 ! 130 ! 30 | 5 !
XNE04-33R05D32L200 | 33 31 200 32 5 | | |
I I I I
XNE04-35R05D32L130 ' 35 ! 30 ! 130 ! 32 ! 5 | | | |

Note: "C" after the model number indicates cooling.

Modular milling cutter specifications -
DT | 7[&/[
R d -

Size
Model Insert Screws Wrench
D | L1 | d | M | T |ap(max)
XNM04-17R02-M8 |17 . 26 | 85 | MO8 | 2 | | |
I I I I I I I I I
— - I I I I I I I I I
XNMO4-21R03-M10 | 21 | 32 | 10.5 | M10 | 3 4 xwxoi3 | Tssi | 1508
XNMO4-26R04-M12 26 1 38 1125 10 M2 1 4 ; ! !
XNMO4-32R04-M16 32 41 )17 M6 L o4 | ! | |
Cutter specifications | od
(-1
=
Ay
A
|
o
|
oD |
Size
Model Insert Screws Wrench
D L d T ap (max)
XNFO8-050R05A22 50 1 40 1 22 1 5 : ! |
XNFO8-063R06A22 63 . 40 22 | 6 1 | | 1
I I I I 1 I I I
XNFO8-080R07A27 180 1 50 ! 27 1 7 ' 6 | XNMXOSO6 !  TS4006 ! TK15
XNFO8-100R11A32 100 50 32 11
XNFOS-125R11B40 o125 ) 63 40 L 11! ! ! !
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Multi-functional Milling Cutter - Milling Cutting Tools M HALNN

Inserts specifications

Material Size
Model PVD
HPA025B HPA225B

XNIX080608-M | | | | | |
XNEX0B0612TR-M ! ° | ° | 1253 | 6.5 ! 0.8 |

: ldh
L 5
. I
.
4.5
4.5

XNMX080608-R 12.53 6.5 0.8 4.5
Remark: @ In stcok O Reservations
Recommended cutting parameters
Workpieces material Hardness Insert matreial Vc(m/min) fz(mm/t)
Mild Steel 10 HPA025B 180 (100-230) 0. 2(0. 15-0. 25)
(S3400. SIOC etc.) ! = ; HPA225B | 190(100-250) | 0.2(0.15-0. 25)
1 HPAO25B 180(100-230) ' 0.2(0.15-0. 25)
! HB180-280 ; ; :
Carbon steel, alloy steel| ‘ HPA225B | 190(100-250) | 0.2(0.15-0.25)
(S50C, SQWMO, etc.) HPAO25B 180 (80-160) " 0.2(0. 15-0. 25)
‘ HB280-380 ‘ ; ‘
! ! HPA225B ! 190 (100-250) ! 0.2(0.15-0. 25)
Pre-hardened steel | | HPA025B | 120 (80-160) I 0.15(0.1-0.2)
(NAKSS, etc.) ! HRC35-45 HPA225B | 130(80-180) | 0.15(0.1-0.2)
High alloy steel | 00 HPAO25B 120 (80-160) 0.15(0.1-0.2)
(SKD, SK, ete.) | i HPA225B | 130 (80-180) i 0.15(0.1-0.2)
Stainless steel | HPAO25B ' 120(100-160) | 0.1(0.05-0.15)
(SU420J2, ete.) | =H270 HPA225B | 130(100-180) 1 0.1(0.05-0. 15)
Grey cast iron Tensile strength HPAO25B 140 (100-200) 0.15(0. 1-0. 2)
(FC250, etc. ) ! <350MPa ; HPA225B ! 160 (100-220) I 0.15(0.1-0.2)
Ductile iron | Tensile strength | HPA025B | 140(100-200) 1 0.15(0.1-0.2)
(FCD450, ete.) | <360~ 500MPa | HPA225B | 160(100-220) |  0.15(0.1-0.2)
Ductile iron | Temsile strength | HPAO25B © 130(80-180) | 0.15(0.1-0.2)
(FCD500, ete.) 1 <500~ 800MPa | HPA225B 140(90-190) | 0.15(0.1-0.2)
High hardness steel | 1 HPAO25B 1 70(40-90) ' 0.1(0.05-0. 15)
(SKD/SKT etc.) HikC45760 HPA225B 80 (50-100) 0. 1(0. 05-0. 15)
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KHALNN

Multi-functional Milling Cutter- Milling Cutting Tools

Spanner |Weight

Cutter specifications

Clamp
Screw

Size
|

DS

D

teeth
No.

Model

RDF5PR0504B22

RDF5PR0504A25. 4
RDF5PR0635B22

RDF5PR0634A25. 4

RDF5PR0635A25. 4

<t N <
N 1O N N IO 10 b= N
A AN A A & NN A M
M << M M < < M M
X ¥ fF L F 10 © O
S O M M M Mo O
D 10 © © © © v O
S o o © © o o —
(o e = = e = e~ -
[ = S = = P = P =™
© © © © © © © ©
| o o )
2 a a8 9 a9 9 a9 a2
(= e o= R A = A= o = a1

RDF8PR0634B22
RDF8PR0635B22
RDF8PR0634A25. 4
RDF8PRO804A25. 4
RDE8PR0804B27
RDF8PRO805B27
RDF8PR1005A31. 75
RDF8PR1004B32
RDEFS8PR1005B32
RDF8PR1006B32
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M HALNN Milling Cutting Tools - Multi-functional Milling Cutter
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Multi-functional Milling Cutter - Milling Cutting Tools

Recommended cutting parameters

MHALNN

) ; Insert } fz(mm/t)
Workpieces material Hardness matreial Vc(m/min) T U s e
R**12(ap3mm);R**16(ap3.5mm)
I I I I
| | HCP340B |  180-280 | 0.1-0.3
Carbon steel | <HB180 1 1 ;
3 3 HPA025B 3 100-220 3 0.1-0.3
| | HCP340B | 180-280 | 0.1-0. 25
Alloy steel 1 HB180-280 | 1 :
! ' HPAO25B | 100-220 | 0.1-0. 25
Il I} Il Il
I I I I
| | HCP340B |  80-180 | 0. 08-0. 2
Die steel ! HB280-350 | ; ;
| | HPAO25B | 80-180 ! 0. 08-0.2
Austenitic stainless steel i <HB200 i HPA225B i 100-200 i 0.1-0.2
I I I I
I I I
Martensitic stainless steel 3 <HB270 | HPA225B | 100-200 | 0.1-0. 2
I I I I
| | HCKI115B 1 120-250 0.1-0.3
Grey cast iron | HB180-220 | ; ;
I [} I I
! | HPAO25B ! 100-200 0.1-0.3
| | | |
o ! ' HCKI15B ! 120-230 ! 0.1-0. 25
Ductile iron 1 HB240-280 I i
I [} I I
| i HPA025B | 120-180 | 0.1-0. 25
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B074

For large cutting depth
-BAP Helical series:--B075-B077

For Chamfering
-CDR chamfering tools---B078-B079
TR chamfering tools---B080-B081

For T-Slot milling
-STM series---B082-B083

For slot milling
-DFC series---B084-B085
-DFW series---B086-B087




For Large Cutting Depth - Milling Cutting Tools

BAP

Helical Milling Cutter

Tool specifications

L1
— s -
S T ]
Size
Model Insert Screws Wrench
e Jule ]
BAP300R2005520-028L. | 20 | 20 | 28 | 42 ! 107 | 1x5 | ! !
I I I I I I I I I
BAP300R2508525-035L 25 1 25 1 35 1 50 1 125 | 92x4 w w
SO0R25085 ! ! ! ! S APMTIISSPDER | TS2515 ! TKOS
BAP300R3215S32-044L | 32 | 32 | 44 | 60 | 135 | 3x5 | | |
I I I I I I | I I
BAP300R4024S32-072L | 40 | 32 ' 75 ' 94 ! 175 | 3x8 ! ! !
BAP400R3206S32-042L | 32 | 32 | 42 ! 55 ! 135 | 2x3 I
BAP400R4010S32-068L I 40 1 32 1 68 1 94 . 175 . 2x5 | | |
1 1 1 1 1 1 1 I I
BAP400R4015S32-068L ' 40 ' 32 ! 68 ! 94 | 175 ' 3x5 ! APMT1604PDER |  TS4023 TK15
BAP400R5024550.8-100L | 50 1 50.8 | 100 1 128 | 224 | 3x8 |
BAP400R5036550. 8-158L | 50 | 50.8 | 158 | 188 | 284 | 3x12 | | |
Cutter specifications
L2
a e}
‘ ﬁ
B —
[ ——
Size Insert S Wrench
nse crews renc
Model D d | L1 | 2 L I
BAP400R05009-42-22.0 ' 50 | 22 | 42 | 21 | 69 | 3x3 ! ! !
BAP400R06312-42-25. 4 63 325.4 42 38 69 4x3 EAPMT160/1PDER 754023 TK15
BAP400R06320-68-25.4 ' 63 | 25.4 | 68 | 38 | 97 | 4x5 | ! !
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M HALNN  Milling Cutting Tools- For Large Cutting Depth

Inserts specifications

< d1
; |-
-—
7 S) B
B 4o —1 S
Material Size
CVD PVD
Model A B r | dl t1
HCP340B |HCK115B | HCK125B | HPAO25B | HPA225B
APMT1135PDER-H2 I ! ' @ ' @ ' 11 635 ! 0.8 !315 | -
I I I I I I I I I I
APMT1135PDER-M2 e ! e ! ' @ ! @ ' 11 6.3 ! 0.8 !315 ! -
I I I I I I I I I I
APMT1604PDER-H1 ! ! Y ! ' 16.5 1 9.525 ' 0.4 ! 4.5 | -
I I I I I I I I I I
APMT1604PDER-H2 e ! @ ' @ ! @ 165 '9.525 ! 0.8 ! 45 ! -
I I I I I I I I I I
APMT1604PDER-M2 e | @ ' @ ' @ 165 '9.525 ' 0.8 ' 45 ! -
Remark: @ In stcok O Reservations
Recommended cutting parameters
Cutting width ae(mm)
Workpieces material Hardness 'rggggial <0.15DC 0.15-0.3DC DC Slot
Vc(m/min)
I I I I I
1 | HPA340B | 200 (180-230) | 160 (120-200) | 140 (120-160)
. ! <HBI8O | ! ! !
Mild Steel (S45C. S10C etc.) | l i i i
| © HPAO25B 1 160 (140-180) 1 130 (90-170) 1 110 (90-130)
| | | | |
Carbon steel, alloy steel S HPA340B 180 (150-230) 120 (100-140) 100 (80-120)
(S45C, SCMA40, etc.) | i w w w
! ! HPAO25B ! 150 (120-180) | 90 (701100 ' 70 (50-90)
Il L L L L
Stainless steel } } } g } g } g
(SUS304, SUS3I6, etc.) | <mB200 | HPA225B | 160 (120-200) | 120 (100-140) | 100 (80-120)
I I I I I
1 i HCKL15B 1 200 (150-250) 1 190 (140-240) 1 190 (140-240)
I [} I I I
i Tensile strength | } } }
Grey cast iron (FC250,etc.) | <gsoypa | HCKZ25B 1 180 (120-230) 1 170 (110-220) 1 170 (110-220)
I [} I I I
| HPAO25B | 160 (120-180) | 150 (110-170) | 150 (110-170)
I I I I I
! ' HCKI15B | 200 (150-250) | 190 (140-240> | 190 (140-240)
I I I I I
I [} I I I
Tensile strength
Ductile iron (FCD450) ! 9“225&;1‘52% . HCK225B 1 180 (130-230) 1 170 (120-220) 1 170 (120-220)
I I I I I
HPA025B 150 (120-180) 140 (110-170) 140 (110-170)
| HCKIISB ! 200 (150-250) | 190 (140-230) ' 190 (140-230)
I I I I I
I : I I I I
Ductile iron (FCpoo) 1 rensile strengthipepoosp 1 180 (130-230) ! 170 (1202200 ! 170 (120-220)
| <800MPa | | |
I ~ I I I I
I [} I I I
1 i HPA025B | 150 (120-180) | 140 (110-170) ; 140 (110-170)
I [} I I I
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For Large Cutting Depth - Milling Cutting Tools

Recommended cutting parameters

KHALNN

fz(mm/t)
Workpieces material Hardness ae(mm) | ap(mm) Milling cutter diameter
(DZO-CDiO Edge length | ®40-®63 Edge length
<9%mm <158mm
| | Lo<20 0.25 1 0.2
I I [} I I
| ' <0.3DC ! 20-50 0.2 : 0.15
(545Néﬂds1sotceelt : <HBISO | | 50-80 ! 0.1 0.1
N etc.
1 1 Po<20 0.2 : 0.15
! © DC Slot ! ! !
! ! ' 20-50 ! 0.15 ! 0.1
<20 0.25 0.2
<0. 3DC 20-50 0.2 0.15
“en Sy R S Y
Vl I I [} [} [}
’ > o | ! DC Slot ! <20 ! 0.15 ! 0.1
1 | Yl 2050 | 0.1 : 0.08
| | ro<20 ! 0.25 ! 0.2
I I [} I I
‘Stainless steel i <HB200 i =<0. 3DC i 20-50 i 0.2 i 0.15
(SUS304, SUS316, etc.) | | | 50-80 | 0.1 | 0.1
I r T T T
! ' DC Slot ! <10 0.1 ! 0.07
| | | | |
<10 0.3 0.25
<0.15DC 10-50 0.25 0.2
! ! ' 50-80 ! 0.15 ! 0.15
. | I [ [l [l
Grey cast iron . Tensile strength | LosI100 0.25 1 0.2
(FC250,ete.) ' <350MPa | <0.15-0.30C| 10-50 | 0.2 | 0-15
I I [} I I
! ! I 50-80 ! 0.1 ! 0.1
I I I I I
! ! DC Slot : <10 ! 0.25 : 0.2
! ! ! 10-50 | 0.2 ! 0.15
I I [} I I
<20 ! 0.25 0.2
| <0.150C | 2050 | 0.2 0.15
1 1 | 50-80 | 0.1 | 0.1
i Tensile strength i i <20 i 0.2 i 0.15
Ductile iron (FCD450) | <450MPa 1 <0.15-0.3DC 1 20-50 | 0.15 | 0.1
| | ' 5080 | 0.07 | 0.07
| | | | . | o
I } T T T
! ! ro<10 0.15 ! 0.1
} . DC Slot | | |
1 1 | 10-50 | 0.1 1 0.07
} } Lo<20 0.25 } 0.2
I I [} I I
| I <0.15DC | 20-50 ! 0.2 ! 0.15
| | I 50-80 0.1 l 0.1
I
. Tensile strength | <20 0.2 \ 0. 15
Ductile iron (FCDT00) | <gooWPa | <0.15-0.30C | 20-50 | 0.15 0.1
I I [} I I
| | | 50-80 1 0.07 : 0.07
I
! ! bo<10 ! 0.15 ! 0.1
| ! DC Slot | . |
! ! ' 10-50 ! 0.1 1 0.07
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M HALNN  Milling Cutting Tools - For Chamfering

CDR

High Speed Chamfering Cutter

Ee=

H Tool specifications

L2

{

Wrench

Screws

Insert

Size

L2

L1

Model

TKO6
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For Chamfering- Milling Cutting Tools M HALNN

Inserts specifications

IC s
- N
O
Re
Material Size
Model oo 1c S Re d
HPA025B HPA225B
SPMG050204-UM ! ° ! ° 5 1 238 1 0.4 | 2.25
I I I I I I
SPMG060204-UM ! ° ! ° 6 ! 238 ! 0.4 ! 26l
I I I I I I
SPMGO7T308-UM ! ° ! ° ' 7.94 ' 397 | 0.8 | 285
I I I I I I
SPMG090408-UM ! ° ! ° ' 98 ! 43 ' 08 ! 4.05
I I I I I I
SPMG140512-UNM ! ° ! ° o143 0 52 1.2 ! 5.5
Remark: @ In stcok O Reservations
Recommended cutting parameters
Workpieces material Hardness Insert matreial Vc(m/min) fz(mm/t)
I I I I
Low carbon steel, Mild Steel <HB180 | HPA025B i 150(100-200) | 0. 05-0. 25
I I I I
I I I I
high-carbon steel,alloy steel HB180-280 HPA025B 130 (100-180) 0. 05-0. 25
1 1 1 1
Alloy tool steel | HB280-350 | HPAO25B | 100(80-150) | 0.05-0.25
I I I I
I I I I
M Stainless steel : <HB270 : HPA225B ! 100 (80-150) | 0. 05-0. 2
I I I I
I I I I
Cast iron ! HB180-250 | HPA025B | 130(100-180) | 0.13-0.3
| | | |
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M HALNN  Milling Cutting Tools - For Chamfering

g I[P

Chamfering Tool

Product Features

This tool can use to cutting at 30°, 45°, 65°, and chamfering
Suitable for general milling machine, integrated cutting machining center machine

TP30/45/65°5 Straight shank chamfering tool

=
(=] °
L
Size .
Model teeth No. Insert Clamp Wrench | Weight
p [ oi | 4 [ L | o
TP3016R25S402L120 1 2 | 39 ' 26 ' 25 ! 120 ! 30° ' TP%x1603x« | TP68 |  L04D |  0.53
TP3022R328553L1601 3 1 B4.5 1 36 1 32 1 160 1 30° 1 TP#42204% 1 TP8IZ 1 LOSD 1 0.98
TP4516R20S201L120 ] 1 | 20.4 | 4 | 20 | 120 | 45° | TPxk1603%« | TP68 | L04D |  0.27
| | | | |
TPA516R20S322L1201 2 1 30.2 | 12 | 20 | 120 ! 45° | TPx1603% |  TP6S |  LO4D |  0.32
TP4522R255503L1601 3 1 49 1 24 1 25 1 160 1 45° | TPex2204% 1 TP8IZ 1 LOSD i 0.65
| | | | |
TP6016R25S402L120 0 2 | 37.7 | 15.8 | 25 | 120 | 60° | TP#x1603* | TP68 | LOAD |  0.55
Inserts specifications
%, 5
By 1
i
S
kk—])
Material Size
CVD PVD
Model Al B | S | r | d | tl
HCP330B | HCP340B | HCP025B | HPAO25B | HPA225B
TPMR160304 0 ' O 0 ! O 19525 - 1318104 ' - | -
| | |
TPMR160308-D 0 1 O ' O ! @ 1955 - 1318'08 ! - | -
I | | | I I I | | | |
TPUN160304 o0 | O O ! O 19525 - 1318104 ' - ! -
I | | | I I I | | | |
TPUN160308-D 0 ' o ! ' O ! @ 1955 - 1318!08 ' - ! -
I | | | I I I | | | |
TPUN220408-D o0 ' O | e | @ 127! - 147608 ' - | -
I | | | I I I | | | |
TTPMN160308 ! ; e ! 19.525! - 13.181 0.8 ! - ! -

Remark: @ In stcok
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For Chamfering- Milling Cutting Tools A HALNN

Inserts specifications

8 e
- ~ R \
| Ve

y \ ZA =~

Material Size

Model &b AL Al B | s | r | d |t

HCP330B | HCP340B | HCP025B | HPAO25B | HPA225B
TPKN2204PDTR-D ! e | e | @ 22 1447 07 - !

Remark: @ In stcok O Reservations

Recommended cutting parameters

Workpieces material Hardness Insert matreial Vc(m/min) fz(mm/t)
HCP340B 120-250 0. 05-0. 25
Low carbon steel, Mild Steel i <HB180 i HCP350B i 110-240 i 0. 05-0. 25
HPAO25B 100-180 0. 05-0. 25
HCP340B 110-240 0. 05-0. 25
high—carbon steel, alloy steel i HB180-280 i HCP350B i 100-230 i 0. 05-0. 25
HPA025B 90-180 0. 05-0. 25
HCP340B 100-240 0. 05-0. 25
Alloy tool steel | HB280-350 HCP350B 90-230 | 0.05-0.25
HPAO25RB 80-180 0. 05-0. 25

Stainless steel i <HB270 i HPA225B i 100-180 i 0. 05-0. 2

HCK115B 120-250 0.1-0. 3

Cast iron HB180-250
! ; HPA025B ! 120-180 ! 0.1-0.3
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M HALNN  Milling Cutting Tools - For T-Slot Milling

1 STM

T-Type Slot Milling Cutter

Tool specifications

o
L
Model Size Insert s Wi
nse crews renc
ode p | b | a2 | 12 | L d
STMI908-095L-4T 1 19 9.5 1 25 1 95 1 16 1 SPMG050204 1$2003 ; TKO6
STM2109-100L-4T | 21 | .11 1 27 | 100 | 16 | SPMG060204 1S2205 : TK06
1 1 1 1 1 1 1 I I
STM2206-090-4T ' 22 ! 6.3 ! 15 ! 15 ! 90 ' 20 ' SPMG050204 1$2003 ! TKO6
STHZ511-110L-4T | 25 1 11 12 0 31 1 110 1 20 1 SPMGOTT308 152511 TKOS
STM3210-100-4T | 32.6 | 10.5 1 23 | 30 | 100 | 25 | SPMGO7T308 | TS2511 | TK08
I I I I I I I I I
STM3214-110L-4T ' 32 ' 14 ! 17 ! 39 ' 110 ! 25 ! SPMG090408 ! 1$3504 ! TK15
STM4018-125L-4T | 40 | 18 21 49 125 25 SPMG110408 TS4006 | TK15
i i i i
STM5022-130L-4T | 50 ' 22 ! 27 ! 61 | 130 | 32 | SPMGl40512 1S5009 : TK20
1 1 1 1 1
STM5925-165-4T | 58.7 1 25.1 ' 32 | 55 ! 165 | 32 ' SPMGI40512 !  TS5009 ! TK20
STM6015-160L-6T 1 60 | 15 25 40 160 25 SPMG090408 | TS3504 : TK15
1 1 1 1
STM9510-160-10T ' 95 ! 10 | 25 | 40 | 160 ' 25 | SPMG060204 ! T$2205 ! TKO6
Inserts specifications
-
Id
11°
Re o
Material Size
PVD
Model e S Re d
HPA025B HPA225B
SPMG050204-UM ! ° ! ° 5l 2,38 ' 0.4 ! 2.95
I I I I I I
SPMG060204-UM ! o ! ° 6 ! 238 ! 0.4 ! 26l
I I I I I I
SPMGO7T308-UM ! ° ! ° o794 1 397 ! 0.8 ! 2.85
I I I I I I
SPMG090408-UM ! o ! ) ' 9.8 ! 43 ' 0.8 ! 4.05
I I I I I I
SPMG140512-UM ! ° ! ° 143 ' 52 ' L2 ! 575

Remark: @ In stcok

B082

O Reservations



For T-Slot Milling- Milling Cutting Tools

Recommended cutting parameters

KHALNN

Workpieces material Hardness Insert matreial Ve(m/min) fz(mm/t)
I I I I
Carbon steel (S50C, etc.)i HB180-280 HPAO25B 80-150 0.1-0. 15
alloy steel (SCM440, etc.)i HB280-380 HPA025B 60-130 0. 08-0. 12
Die steel (SKD/NAKSS, etc.)i HRC35-45 HPAO25B 60-100 0.05-0. 1
I I I I
M | Stainless steel (SUS304, etc. ) ! <HB270 | HPA225B . 60-120 | 0.05-0.1
I I I I
Cast iron (FC/FCD etc.) i Tensile strength§350*800MPai HPAO25B i 80-150 i 0.1-0.15
| | |

Cutting Type Examples

Recommended shape for grooving
in the previous process

Recommended Parameters

Vibration Suppression Method

L=1-3mm : :
I I
j !_ : Ve=120m/min | Ve=60m/min
i i | £2=0. 1mm/t | £2=0. 15mm/t
| SRS R | I I
l l
L=9mm | |
I I
- | |
T{ ,._ ! Ve=80m/min ! Ve=60m/min
L ! £7=0. 15mm/t ! £7=0. 15mm/t
l l
L=1-3mm : :
I I
C L 1 Ve=100m/min 1 Ve=50m/min
i 1 £2=0. 06mm/t 1 £2=0. 1mm/t
| SN P -} | I
I I
M l l
L=9mm | |
i I I
T{ r : Ve=70m/min : Ve=55m/min
I I
| | £2=0. 06mm/t | £2=0. Tmm/t
l l
L=1mm and above : :
| I I
_'__J !_ | Ve=120m/min | Ve=80m/min
! ! | £7=0. 12mm/t | £7=0. 15mm/t
i l l
I I
L=1mm and above : :
I I
_'__J ,_ - i Ve=120m/min i Ve=80m/min
| ! | £2=0. 12mm/t | £2=0. 15mm/t
. —— l l
K / /
L=9mm | |
I I
== | Ve=120m/min | Ve=80m/min
[ ! £2=0. 15mm/t ! £2=0. 15mm/t
I I
I I
I I
I I
l l
I I
! Ve=120m/min ! Ve=80m/min
! £7=0. 15mm/t ! £z=0. 15mm/t
I I
I I
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M HALNN  Milling Cutting Tools - For Slot Milling

g DFC

Slot Milling Cutter

m
Size
Model 5 0 = | o . | g | . | = Insert Screws | Wrench
DEC. B. 080. Z08. 06-22 | | | 3 | 3 3 3 6 1 SPMG050204 1 TS2003 | TK06
DFC. B. 080. Z08. 07-22 ! ; ; ! ! ! ! | 7 | SPMG050204 1 TS2003 ' TK0G
DFC. B. 080. Z08. 0822 ! ! ! | ! | | | 8 | SPMG060204 | TS2205 | TKO6
DFC.B.080.208.09-22 | 80 | 40 | 22 |42 32 22 12X40 9 | SPMG060204 | TS2205 | TKO6
DFC. B. 080. Z08. 10-22 ! ! ! ! ! ! ! |10 | SPMG060204 ' TS2205 ' TKO6
DFC. B. 080. Z08. 11-22 : ! ! | ! | | i\ 11 1 SPMGO7T308 | TS2511 | TKO8
DFC. B. 080.708.12-22 | 1 1 | 1 } } | 12 1 SPMGOTT308 | TS2511 | TKOS
DFC. B. 100. Z10. 06-27 ! ! ! ! ! ! ! ! 6 | SPMG050204 ' TS2003 | TK06
DFC. B. 100. Z10. 07-27 3 3 3 3 3 3 3 3 7 3 SPMG050204 3 1$2003 3 TKO6
DFC. B. 100. Z10. 08-27 ; ; ; ! ; ! ! | 8 ! SPMG060204 | TS2205 ! TKOS
DFC. B. 100. Z10. 09-27 ! ! ! 1 | | | |9 | SPMG060204 | TS2205 !  TKOS
DRC.B.100.710. 10-27 | 100 1 A0 22 0082 22X g 1 SpiGs0204 | TS2205 | TKOB
DFC. B. 100.710. 11-27 1 | | | | | | |11 ! SPMGOTT308 ! TS2511 ! TKOS
DFC. B. 100. Z10. 12-27 : ! ! | ! | | . 12 | SPMGO7T308 | TS2511 | TKO8
DFC. B. 100. 210. 14-27 | | | | | | | | 14 1 SPMG090408 | TS3504 | TKI5
DFC. B. 100. Z10. 16-27 ! ! ! ; ! ; ; | 16 | SPMGO90408 | TS3504 ! TKI5
DEC. B. 125. Z12. 06-32 ! ! ! | ! | | | | SPMG050204 | TS2003 | TKO06
DFC. B. 125.712.07-32 ! | | | | | | | | SPMG050204 | TS2003 | TKOG
DFC. B. 125. 712. 08-32 ! ! ! ! ! ! ! ! | SPMG060204 ' TS2205 ! TK06
DFC. B. 125. Z12. 10-32 3 195 3 i 3 . 3 - 3 1 3 2 3 2><63 10 3 SPMG060204 3 152205 3 TK06
DFC. B. 125. Z12. 11-32 | ; ; ! ; ! ! ' 11 ! SPMGO7T308 | TS2511 1 TKOS
DFC. B. 125. Z12. 12-32 ; ! ! | ! | | | 12 | SPMGO7T308 ! TS2511 ' TKO8
DFC. B. 125. 712. 14-32 3 3 3 3 3 3 3 3 14 3 SPMG090408 3 153504 3 TK15
DFC. B. 125. Z12. 16-32 ; ; ; ! ; ! ! | 16 | SPMGO90408 ' TS3504 ' TK15
DFC. B. 125. Z10. 18-32 ! ! ! | ! | | | 18 | SPMG110408 ! TS4006 | TK15
DFC. B. 125. Z10. 2032 3 125 3 45 3 25 } 70 3 46 } 32 } 2><5} 20 } SPMG110408 3 TS4006 3 TK15
DFC. B. 125. 210. 25-32 ! ! ! | ! | | | 25 | SPMG140512 ! TS5009 ' TK20
DFC. B. 160. Z16. 11-40 : ! ! | ! | | . 11 1 SPMGO7T308 | TS2511 | TKOS
DFC.B.160.216.12-40 1 o0 ' =0 | 98 | 80 | s2 | 40 |oxg | 12 | SPMGOTT308 | TS2511 1 TKOS
DFC. B. 160. Z16. 14-40 ! ! ! ! ! ! ! ! 14 | SPMG090408 ! TS3504 ' TK15
DEC. B. 160. Z16. 16-40 | | | | | 1 | |16 1 SPMG090408 | TS3504 | TKI5
DFC.B. 160.Z12.18-40 3 3 ! 3 ; ; ' 18 | SPMGI10408 1 TS4006 ! TKI5
DFC. B. 160. Z12. 20-40 160 ' 50 ' 28 1 80 ' 52 | 40 | 2X6 . 20 | SPMGI10408 ' TS4006 ' TK15
DFC. B. 160. Z12.25-40 | 1 1 } 1 } } | 25 | SPMGI40512 | TS5009 | TK20
DFC. B. 200. Z18. 14-40 | | | ! | ! ! ' 14 ' SPMG090408 ' TS3504 ' TKI5
DFC. B. 200. Z18. 16-40 f 200 f o0 f 28 3 90 f o2 3 10 3 2><93 16 3 SPMG090408 f 1S3504 f TK15
DFC. B. 200. Z14. 18-40 3 3 3 i 3 i i |18 1 SPMG110408 3 TS4006 3 TK15
DFC. B. 200. Z14. 20-40 1200 ' 50 ! 28 ! 90 ! 52 | 40 ! 2x7 ! 20 | SPMGII0408 ! TS4006 ! TK15
DFC. B. 200. Z14. 25-40 | | | | | 1 | | 25 | SPMG140512 | TS5009 | TK20
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For Slot Milling - Milling Cutting Tools  AHALNN

Inserts specifications

Material Size
PVD
Model Ic S Re d
HPA025B HPA225B
SPMG050204-UM ! ) ! ° 5 1 238 1 0.4 | 225
I I I I I I
SPMG060204-UM ! ° ! ° 6 ! 238 ' 04 ! 26l
I I I I I I
SPMGO7T308-UM ! o ! o '7.94 1 397 ' 0.8 | 2.85
I I I I I I
SPMG090408-UM ! ° ! o ' 9.8 ! 43 ! 0.8 ! 4.05
I I I I I I
SPMG140512-UM ! ° ! ° o143 ! 52 1.2 ! 575
Remark: @ In stcok O Reservations
Recommended cutting parameters
Workpieces material Hardness Insert matreial Vc(m/min) fz(mm/t)
I I I I
Low carbon steel | HB125 | HPA025B | 170-210 | 0.1-0. 22
I I I I
I I I I
Carbon steel (annealing) HB190 HPAO25B 100-140 0. 1-0. 22
I I I I
Carbon steel (hot refining) ! HB250 | HPAO25B 90-120 0. 1-0. 22
I I I I
I I I I
Alloy steel (annealing) ! HB180 ! HPA025B ! 90-120 ! 0.1-0. 22
I I I I
I I I I
Alloy steel (hot refining) | HB275 | HPA025B | 80-110 | 0. 08-0. 2
I I I I
I I I I
High carbon alloy steel | HB280 : HPA025B : 70-90 : 0. 08-0. 2
I I I I
I I I I
Austenitic stainless steel | 11B220 HPA225B 110-140 0.08-0.2
M | | | |
I I I I
Martensitic stainless steel | HB300 ! HPA225B ! 100-120 ! 0.08-0.2
I I I I
I I I I
Gray cast iron (FC, etc.) ! HB260 | HPAO25B | 110-130 | 0.10-0. 25
I I I I
[} I I I
| HB160 : HPA025B : 80-100 : 0. 10-0. 25
Ductile cast iron (FCD, etc.) i i i i
| 1B250 | HPAO25B | 70-90 | 0.10-0. 25
I I I I
Titaniun alloy - | HPAO25B 20-50 0. 08-0. 2
I I I I
I I I I
Superal loy ! - ! HPAO25B ! 15-30 ! 0.08-0.2
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M HALNN  Milling Cutting Tools - For Slot Milling

MEE I N B

)
_SB |
Size
Model i1 S5 D | - | g | T Insert Screws | Wrench
DEW. B. 080. Z08. 06 —22 12 6 | SPMG050204 1 TS2003 . TK06
DFW. B. 080. Z08. 07 22 Co12 T ! ! ! | SPMG050204 | TS2003 | TKOB
DFW. B. 080. Z08. 08 22 S | | | | SPMG060204 | TS2205 | TKO6
DFV.B.080.208.09 =22 1 12 1 9 1 80 o441 22 1 2x4 | SPMG0B0204 | TS2205 | TKOG
DFW. B. 080. Z08. 10 —22 12 1 10 ! ! ! | SPMG060204 ! TS2205 ' TK06
DEW. B. 080. Z08. 11 —22 L1211 | | | i SPMGO7T308 | TS2511 | TKO8
DFW.B.080.708.12 22 1 12 1 12 | | SPMGO7T308 | TS2511 | TKOS
DFW. B. 100. Z10. 06 —27 16 6 100 0 . - SPMG050204 iTszoos TKO6
DFW. B. 100. Z10. 07 27 T T ‘ ‘ ‘ | SPMG050204 | TS2003 | TK06
DFW.B.100.710.08 -25.4 ' 16 ' 8 1 100 ' 50 ' 25.4 ' 2X5 | SPMGO60204 | 152205 | TKO8
DFW. B. 100. Z10. 09 —27 T ! ! ! | SPMG060204 ! TS2205 | TKO8
DEW. B. 100. Z10. 10 —27 16 1 10 © SPMGOTT308 | TS2511 1 TKO8
DFW. B. 100. Z10. 11 27 P16 11 ! ! ! I SPMGO7T308 1 TS2511 ' TKO8
DFW. B. 100. Z10. 12 —27 16 12 100 | °0 | o | 20 | SPMGO7T308 fTs2511 TKO8
DFW.B.100.710.14 27 1+ 16 1 14 | | SPMG090408 | TS3504 | TKI5
DFW. B. 100. Z10. 16 —27 L 16 1 16 ! ; ; ; | SPMG090408 | TS3504 ! TKI5
DEW. B. 125. Z12. 06 32 L1260 | | | | SPMG050204 | TS2003 | TKO06
DFW.B.125.712.07 =32 1 12 1 T | | SPMGO50204 | TS2003 | TKOG
DFW. B. 125. Z12. 08 32 o128 ! ! ! ! | SPMG060204 | TS2205 ! TKO6
DFW. B. 125. Z12. 10 -32 P12 0 10 | 1 1 1 i SPMG060204 | TS2205 | TK06
: : L 125 1 65 1 32 1 2X6 ! :
DFW. B. 125. Z12. 11 —32 Co12 1 ! ! ! | SPMGO7T308 1 TS2511 1 TKOS
DFW. B. 125. 712. 12 —32 I OB | 1 | i SPMGO7T308 | TS2511 ! TKO8
DFW. B. 125. 712. 14 32 16 14 SPMG090408 153504 TK15
DFW. B. 125. Z12. 16 —32 L 16 1 16 ! ! ! | SPMG090408 | TS3504 ' TKI5
DFW. B. 125. Z10. 18 —32 L2001 18 ! | | | | SPMG110408 ! TS4006 | TK15
DFW. B. 125. Z10. 20 —32 20 20 125 65 32 2X5 SPMG110408 TS4006 TK15
DFW. B. 125. Z10. 25 —32 ' 25 1 25 | | | | SPMG140512 | TS5009 ! TK20
DEW. B. 160. Z16. 11 40 o120 11 | | | i SPMGO7T308 | TS2511 | TKO8
DFW.B.160.716.12 ~40 1 12 1 12 1 o0 1 ooo 100 1o o SPMGOTT308 | TS2511 1 TKOS
DFW. B. 160. Z16. 14 —40 16 ! 14 ! ! ! | SPMG090408 ' TS3504 ! TKI5
DFW. B. 160. Z16. 16 —40 o161 16 | 1 1 1 | SPMG090408 | TS3504 | TK15
DFV.B.160.712.18 40 | 20 1 18 | ! ! ! | SPMGL10408 | TS4006 ! TKI5
DFW. B. 160. Z12. 20 —40 20 ) 20 0 160 4 75 . 40  2X6 | SPMG110408 | TS4006 | TK15
DFW.B.160.212.25 40 | 25 | 25 | | SPMG140512 | TS5009 | TK20
DFW. B. 200. Z18. 14 —40 BECEREE T %0 10 5o SPMG090408 ! TS3504 ' TK15
DFW. B. 200. Z18. 16 —40 ' 16 ' 16 ! | | | | SPMG090408 | TS3504 ' TK15
DFW. B. 200. Z14. 18 —40 20 18 | SPMG110408 TS4006 TK15
DFW. B. 200. Z14. 20 —40 ' 20 ! 20 ! 200 | 80 | 40 | 2X7 | SPMGL10408 ! TS4006 ' TK15
DFW. B. 200. Z14. 25 —40 25 1 25 | | | | | SPMG140512 | TS5009 | TK20
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For Slot Milling - Milling Cutting Tools  AHALNN

Inserts specifications

Material Size
PVD
Model IC S Re d
HPA025B HPA225B
SPMG050204-UM ! ) ! ° 5 1238 ' 0.4 | 225
I I I I I I
SPMG060204-UM ! ° ! ° 6 ! 238 ' 0.4 ! 26l
I I I I I I
SPMGO7T308-UM ! o ! ° '7.94 1 397 ' 0.8 | 2.85
I I I I I I
SPMG090408-UM ! ° ! ° ' 9.8 ! 43 ! 0.8 ! 4.05
I I I I I I
SPMG140512-UM ! ° ! o o403 ! 52 ! 1.2 ! 575
Remark: @ In stcok O Reservations
Recommended cutting parameters
Workpieces material Hardness Insert matreial Vc(m/min) fz(mm/t)
I I I I
Low carbon steel | HB125 | HPA025B | 170-210 | 0.1-0.22
I I I I
I I I I
Carbon steel (annealing) HB190 HPAO25B 100-140 0. 1-0. 22
I I I I
Carbon steel (hot refining) | HB250 HPAO25B 90-120 0.1-0. 22
I I I I
I I I I
Alloy steel (annealing) ! HB180 ! HPA025B ! 90-120 : 0. 1-0. 22
I I I I
I I I I
Alloy steel (hot refining) | HB275 | HPA025B | 80-110 | 0.08-0.2
I I I I
I I I I
High carbon alloy steel | HB280 : HPA025B : 70-90 : 0. 08-0. 2
I I I I
I I I I
hustenitic stainless steel | 11B220 HPA225B 110-140 0.08-0.2
M | | | |
I I I I
Martensitic stainless steel ! HB300 ! HPA225B ! 100-120 ! 0.08-0.2
I I I I
I I I I
Gray cast iron (FC, etc.) HB260 | HPAO25B | 110-130 | 0.10-0. 25
I I I I
[} I I I
| HB160 : HPA025B : 80-100 : 0. 10-0. 25
Ductile cast iron (FCD, etc.) i i i i
| 1B250 | HPAO25B | 70-90 | 0.10-0. 25
I I I I
Titaniun alloy - | HPAO25B 20-50 L 0.08-0.2
I I I I
I I I I
Superal loy ! - ! HPAO25B ! 15-30 ! 0.08-0. 2
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MILLING SERISE

Thread milling tools

Thread milling inserts and toolholders model description---B089
Thread milling comb inserts---B090-B095
Application Information---B096-B099
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Thread Milling Model Description - Thread Milling Tools A HALNN

Inserts model description

12-Inserts Size N-Inserts Type 0.5-Full Type ISO-Thead Standard
12:12mm N: Internal thread mm TPI 60° ~60° universal thread
TM2:11mm E: External thread 0.5-6 48-4 55° -55° universal thread
TV3 - 16mm IS0-1S0 standard thread SO
Local truncated top Type UN-60° American aerospace thread
W-55° British Whitworth thread
mm TPI
NPT-60° Ameri tandard ipe thread NPT
0.5-1.5 48-16 picen stende teper pipe thren
NPTF-60° American dry seal thread NPTF
0.5-3.0 48-8
BSPT-55° British standard t: ipe thread
1.75-3.0 14-8 ST ST e pive
ACME-American 29° trapezoidal thread
3.5-5.0 7-5
STAQVE-American 29° short teeth trapezoidal thread
5.5-6.0 4.5-4
TR30° -standard trapezoidal thread
6.0-10 4-2.5

ABUT-American sawteeth thread
RD-Fire and food machinery round thread
RD20400-Fire and food machinery round thread
APIRD-API round thread

BUT-API partial ladder thread

Holder model description

MSR 0010

MSR- 0010- D16- H12- 1T-
Inserts Type Minimum cutting Shank size Inserts size Teeth No.
diameter
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Thread milling comb Inserts catalog

Inserts material description---B091

ISO standard thread---B092

UN-60° American unified standard thread Inserts---B093
Single-edge thread milling cutter bar ---B094
Single-edge thread milling cutter bar [extended]---B094
Double-edge thread milling cutter bar ---B095

Thread milling cutter disc [multi-edge]---B095
Application Information---B096-B099




Thread Milling Comb Inserts- Thread Milling Tools A HALNN

Thread milling comb Inserts

Inserts material description

( 01 10 20 30 40 )
Wear resistance Toughness
"""""""""""""""" T =TT T TS T T T TS TS TS m s oo — - - - ----g----------------0
| |
HPAO025B E

HPA125B
HPA215B

i i i ' HPA025B !

M s e s

: : ! HPA215B | :
""""""""""""""" e

5 5 5 HPA1258B 5

HPAO158 HPA025B

: : HPA215B :
----------------------------- R e e R R

: : HWKO001B : :
____________________________ S N S

HPAO15B HPA015B (P15, K15)

HPA015B A common material for process steel and cast iron, with good toughness!
Recommended Vc: 90-180m/min

HPA025B HPA025B (P15, K15)

HPA025B A common material for process normal steel and stainless steel. Due to the improved
high temperature resistance and is suitable for processing at higher speeds. For process stainless
steel, Recommended Vc: 80-140m/min. For process Normal steel, Recommended Vc: 120-180m/min.

HPA125B HPA125B(M25, P25)

HPA125B The first choice for processing stainless steel, and it also performs well in medium and
high speed processing of steel! It can also process cast iron! For process stainless steel,
recommended Vc: 60-120m/min. For process steel, recommended Vc: 100-180m/min.

HWKO001B HWKO001B (K15) particle size: 0.6um hardness: HV1670

HWKO001B The first choice for process non-ferrous metal material , such as aluminum alloy!
Recommended Vc: 100-300m/min

HPA215B HPA215B Steel, stainless steel cast iron and other common materials
(P10-P30M10-M30K10-K30 (Balzers)
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M HALNN  Thread Milling Tools - Thread Milling Comb Inserts

== 1S0 standard thread Inserts

External thread
AN

P

Internal thread e |
Double-sided use
H 6 7.5 12 16 20
T 2. 38 3.1 4.7 5.5 6.3
Processing pitch Dimensions (mm)=A

mm 12 14 21 30 40
0. 50 Ext.
0.50 Int. *12N-0.5 IS0 14N-0. 5 ISO
0.75 Ext. 14E-0. 75150
0.75 Int. *12N-0. 75 ISO| 14N-0.75 ISO
1. 00 Ext. 14E-1.0 IS0 21E-1.0 ISO
1. 00 Int. *12N-1.0 IS0 14N-1.0 ISO 21N-1.0 IS0
1.25 Ext. 14E-1. 25 1SO
1. 25 Int. *12N-1. 25 ISO | 14N-1.25 ISO
1.50 Ext. 14E-1.5 IS0 21E-1.5 IS0 30E-1.5 ISO 40E-1.5 IS0
1.50 Int. *12N-1.5 IS0 14N-1.5 IS0 2IN-1.5 ISO 30N-1.5 ISO 40N-1.5 IS0
1.75 Ext. 14E-1.75 IS0
1.75 Int. 14N-1.75 ISO | 21IN-1.75 IS0
2.00 Ext. 14E-2.0 ISO 21E-2.0 IS0 30E-2.0 IS0 40E-2.0 ISO
2.00 Int. 14N-2.0 IS0 21IN-2.0 IS0 30N-2.0 IS0 40N-2.0 ISO
2.50 Ext. 14E-2.5 IS0 21E-2.5 IS0
2.50 Int. 14N-2.5 180 21IN-2.5 IS0
3.00 Ext. 21E-3.0 ISO 30E-3.0 ISO 40E-3. 0 ISO
3. 00 Int. 21IN-3.0 IS0 30N-3.0 IS0 40N-3. 0 IS0
3.50 Ext. 30E-3.5 IS0
3. 50 Int. 21IN-3.5 IS0 30N-3.5 IS0 40N-3.5 IS0
4.00 Ext. 30E-4.0 ISO 40E-4. 0 ISO
4. 00 Int. 30N-4.0 ISO 40N-4. 0 ISO
4.50 Ext.
4.50 Int. 30N-4.5 ISO 40N-4.5 IS0
5. 00 Ext. 40E-5.0 ISO
5.00 Int. 30N-5.0 IS0 40N-5.0 ISO
5. 50 Ext.
5.50 Int. 40N-5.5 ISO
6. 00 Ext. 40E-6. 0 1SO
6. 00 Int.

Order example: 14E-2.5 ISO HPA215B 10 pieces

* Meansthe inserts can only use one side
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Thread Milling Comb Inserts- Thread Milling Tools

= UN-60°American unified standard thread Inserts

External thread

AN/

KHALNN

H| ;
I | @)
9;--?-;-; L = e
Internal thread L ot
H 6 7.5 12 16
T 2. 38 3.1 4.7 5. B
Processing pitch Dimensions (mm) =A
tpi 12 14 21 30
32 Ext. 14E-32 UN
32 Int. *12N-32 UN 14N-32 UN
28 Ext. 14E-28 UN
28 Int. *12N-28 UN 14N-28 UN
27 Ext.
27 Int. 14N-27 UN
24 Ext. 14E-24 UN 21E-24 UN
24 Int. *12N-24 UN 14N-24 UN 21N-24 UN
20 Ext. 14E-20 UN 21E-20 UN 30E-20 UN
20 Int. *12N-20 UN 14N-20 UN 21IN-20 UN 30N-20 UN
18 Ext. 14E-18 UN 21E-18 UN 30E-18 UN
18 Int. *12N-18 UN 14N-18 UN 21N-18 UN 30N-18 UN
16 Ext. 14E-16 UN 21E-16 UN 30E-16 UN 40E-16 UN
16 Int. *12N-16 UN 14N-16 UN 21N-16 UN 30N-16 UN 40N-16 UN
14 Ext. 14E-14 UN 21E-21 UN 30E-14 UN 40E-14 UN
14 Int. 14N-14 UN 21N-21 UN 30N-14 UN 40N-14 UN
12 Ext. 14E-12 UN 21E-12 UN 30E-12 UN 40E-12 UN
12 Int. 14N-12 UN 2IN-12 UN 30N-12 UN 40N-12 UN
11 Ext.
11 Int. 14N-11 UN
10 Ext. 21E-10 UN 30E-10 UN 40E-10 UN
10 Int. 14N-10 UN 21N-10 UN 30N-10 UN 40N-10 UN
8 Ext. 30E-8 UN 40E-8 UN
8 Int. 21N-8 UN 30N-8 UN 40N-8 UN
7 Ext.
7 Int. 21IN-7 UN
6 Ext. 30E-6 UN 40E-6 UN
6 Int. 30N-6 UN 40N-6 UN
5 Ext.
5 Int. 30N-5 UN
4.5 Ext.
4.5 Int. 40N-4.5 UN
4 Ext.
4 Int. 40N-4 UN
Order example: 14E-10UN ISO HPA215B 10 pieces
* Meansthe inserts can only use one side
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M HALNN  Thread Milling Tools - Thread Milling Comb Inserts

@ — Single-edge thread milling cutter bar

% Holder with internal coolant hole needs to be customized

MG I O B

Dimensions(mm)

Model n 5 ] 5 7 11 Insert Screws Wrench
MSRO010D16H12 12 9.5 16 7.6 85 29 12%%ksdk L60M2. 5X7 T8
MSR0O012D20F14 14 12.0 20 8.9 80 30 14%kskok L60M3X8 T10
MSRO014D20H14 14 14.5 20 11.2 85 33 14skkeksk L60M3X8 T10
MSRO017D20H14 14 17.0 20 13.4 85 35 145kt L60M3X8 T10
*#MSR0018D20H21 21 18.0 20 13.8 85 35 2 1skkskok L60M3. 5X8 T15
MSR0O021D20H21 21 21.0 20 15.5 94 44 2 [oketek L60M3. 5X10 T15
MSR0029D25]30 30 29.0 25 22 110 52 30kt L60M4X0. 5X11. 5D T15
MSR0048D40M40 40 48.0 40 35.0 153 83 40tk L60M5X0. 8X14D T20
* This holder can’t match: 21E/N3.5IS0 . 21E/N7UN. 21E/NSUN. 21-11BSPT . 21-11.5NPT . 21-11. 5NPTF

= Single-edge thread milling cutter bar [extended]

- I

P ‘

% Holder with internal coolant hole needs to be customized

Dimensions(mm) | h
Model n 5 - 3 nsert Screws Wrenc
MSR0O025D20K21 21 25 20 125 21Ktk L60M3. 5X10 T15
MSRO031D25M30 30 31 25 150 30skketok L60M4X0. 5X11. 5D T15
MSR0038D32M30 30 38 32 150 305k L60M4X0. 5X11. 5D T15
MSR0038D32Q40 40 38 32 180 40tk L60M5X0. 8X14D T20
MSR0048D40R40 40 48 40 210 40kskk L60M5X0. 8X14D T20
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Thread Milling Comb Inserts- Thread Milling Tools

= Double-edge thread milling cutter bar

% Holder with internal coolant hole needs to be customized

y

eV
—— Dz 1

]

L1

KHALNN

Model 1 D ]I331| mensnon;z(mm) 3 I Insert [Teeth No. Screws Wrench
MSR0020D20G14-2T 14 20 20 16 93 37 14ksdoksk 2 L60M3X7 T10
MSR0020D20]J14-2T 14 20 20 16 113 57 14skskokk 2 L60M3X7 T10
MSR0030D25]J21-2T 21 30 25 24 114 52 PAESEES 2 L60M3. 5X10 T15
MSRO030D25L21-2T 21 30 25 24 140 80 2 1kskskok 2 L60M3. 5X10 T15
MSR0040D32L30-2T 30 40 32 30 135 70 30%kskskok 2 L60M4X0. 5X11. 5D| T15
MSR0040D32P30-2T 30 40 32 30 170 103 30kt 2 L60M4X0. bX11.5D[ T15
MSRO050D40M40-2T 40 50 40 38 153 80 40skstok 2 L60M5X0. 8X14D T20

= Thread milling cutter disc [ multi-edge]

% Holder with internal coolant hole needs to be customized

Model Bimensions min) Insert | Teeth No. Screws Wrench
A D D1 IL
MSR0063D22C21-5T 21 63 22 50 213kt 5 L60M3. 5X10 T15
MSR0063D22C30-4T 30 63 22 50 30kskkok 4 L60M4X0. 5X10D T15
MSRO080D27D30-4T 30 80 27 55 30kt 4 L60M4X0. 5X10D T15
MSR0O100D32D30-4T 30 100 32 60 30Kk 4 L60M4X0. 5X10D T15
MSRO080D27D40-4T 40 80 27 65 4 0%tk 4 L60M5X0. 8X14D T20
MSRO100D32E40-4T 40 100 32 70 40kkkk 4 L60M5X0. 8X14D T20
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M HALNN  Thread Milling Tools - Thread Milling Application Information

I Application Information

About Thread Milling

In order to realize thread milling, the machine must have the function of three-axis linkage. Spiral interpolation
is a function of CNC machine, use the machine controls the tool to realize the spiral trajectory. Spiral interpolation
is formed by the linkage of plane arc interpolation and linear motion perpendicular to the plane.

For most CNC systems, this function can be achieved through the following two different instructions

G02: Clockwise arc interpolation command

G03: Counterclockwise circular interpolation command

[Picture 1] z [Picture 2]

~!

a-Helix Angle
D-External thread diameter
p-Pitch

The thread milling motion [Picture 2] is formed by the rotation of the tool itself and the helical interpolation
motion of the machine. In a circular interpolation process, the geometric form of the tool is used, and the tool
moves along the Z axis for a pitch to produce the required thread. Thread milling can adopt the following three
cutting methods.

1. Arc cutting method
2. Radial cutting method
3. Tangential cutting method
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Thread Milling Application Information - Thread Milling Tools  AHALNN

1. Arc cutting method
This method allows the tool to cut in smoothly, leaving no cutting marks and no vibration, even when

machining hard materials. The programming of this method is more complicated than the radial cutting
method. It is recommended to use this method when machining precision threads.

[Internal thread] [External thread]

D
Dz

b

1-2: Rapid positioning
2-3: The tool feeds along the arc and cuts in tangentially, while interpolating along the Z axis
3-4:360-degree full circle helical interpolation movement, axial movement of one lead

4-5: The tool feeds along the arc and cuts out tangentially, while interpolating along the Z axis
5-6: Rapid return

2. Radial cutting method

This method is the simplest, but sometimes the following two situations may occur:

1. Small vertical marks will be left at the cutting-in and cutting-out points, but it will not affect the quality
of the thread.

2. When processing very hard materials, when the cutting-in is close to the full teeth profile, due to the
increase in the contact area between the tool and the workpiece, vibration may occur.

In order to avoid vibration when the cutting-in is close to the full teeth profile, the feed rate should be
reduced to 1/3 of the spiral interpolation feed as much as possible.

[Internal thread] [External thread]

1-2: Rapid positioning
2-3:360-degree full circle helical interpolation movement, axial movement of one lead
3-4: Radial return

B097



M HALNN  Thread Milling Tools-Thread Milling Application Information

Application Information

3. Tangential cutting method

This method is very simple and has the advantages of arc cutting method, but it is only suitable for milling
of external threads.

MG I O B

& —_——— F— 1-2: Rapid positioning

2-3:360-degree full circle helical interpolation movement, axial
movement of one lead

* 3-4: Radial return

Thread milling data calculation

B 1.Calculate the feed speed and feed rate of the tool

Vc-cutting linear speed (m/min)
1000 XVC n-tool speed (R.P.M)
n-= TDZ Dz-tool cutting diameter (mm)
F1-tool cutting edge feed speed (mm)
F1=fXnXZ Z-tool teeth number

f-feed rate per teeth per revolution (mm/rev)

Example of thread milling data calculation

1.Example of thread milling data calculation

Vc=(r*Dz*n)/1000

Vc: Linear speed (m/min) Tt: (Pi 3.14159) D2: Tool diameter (mm) n: Speed (rpm)

Example: Using a milling cutter with a diameter of 25, where Vc is (m/min) 100, calculate n=?rpm
Vc=mD2n/1000

100=m*25*n/1000

n=1000*100/m*25

n=1280rpm

> > > > >

2.Calculation of feed rate (F value)

Fl=n*Z*f

F1: feed rate (mm/min)n: speed (rpm)2: number of Edges f: (actual feed per Edge)

Example: A standard 2-Edge end mill cuts a workpiece at a speed of 2000rpm. What is the feed rate (F value)?
Fl=n*f*z

F1=2000%*2*0.25

F1=1000 (mm/min)
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Thread Milling Application Information - Thread Milling Tools

B 2.Calculate the tools center feed

.-“[.)'!
Most CNC machine require tool center feed
programming when programming. The tool
feed rate is determined by the size of the
tool center feed rate. The tool center feed
rate is not directly given, but can be
calculated from the relationship equation
between the tool feed rate and the tool
center feed rate.
80
thread
Internal thread External thread
n n
G" code for CNC program (I1SO)
Code Function Code Function
% | Identification code (ISO or EIA), end of ten tapes H Tool length compensation number
GO0 | Rapid movement command D Tool radius compensation number
GO1 | Linear interpolation command XX | Axis coordinates
GO02 | Clockwise arc/helical interpolation command Cw YY | Axis coordinates
GO03 | Counterclockwise arc/helical interpolation command CCW ZZ | Axis coordinates
G40 | Tool radius compensation cancel command R Circular interpolation radius
G41 | Left tool radius compensation command | X-axis incremental dimension of arc start point
- - - relative to circle center
G42 | Right tool radius compensation command J Y-axi_s increr_nental dimension of arc start point
G43 | Tool length compensation command relative to circle center
G49 | Tool length compensation cancel command M3 | Spindle forward
G57 | Working coordinate system selection M5 | Spindle stop
G90 | Absolute coordinates - given relative to the origin M30 | Main program end/reset
of the workpiece coordinate system 0 Program number
G91 IF;Lcsrieéirgﬁntal coordinates - given relative to the tool N Program segment number
Feed rate mm/min ( Comment start
S | Spindle speed RPM ) | Commentend

KHALNN
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MILLING SERIES

end mills

End mill naming convention---B102-B103
Micro-diameter end mills---B104-B112
Universal end mills---B113-B118
Roughing end mills---B119-B122

Arc head end mills---B123-B126

Ball nose universal end mills---B127-B130
Stainless steel special mills:--B131-B132
End mills for aluminum---B133-B141
Diamond coating---B142-B143

End mills for High hardness steel---B144
High Helix End Mills---B145-B148

Solid hard reamer---B149

Center drill---B150

Positioning drill---B151

Engraving tools---B152-B153

Saw blade milling inserts---B154
Special-shaped cutting tools---B155-B161
PCD non-standard milling inserts---B162-B176
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M HALNN  End mills- End Mill Naming Rules

End mill naming rules

M - Micro diameter end mill
[2]

all kinds of materials
L - Long-shank end mill

A - Aluminum alloy end mill

[3] E - End mill

B - Ball end mill

R - Arc end mill

LF - Long edge end mill

SF - Short edge end mill

SB - Short edge ball end mill

[4] Cutting edge
2:3:46

B102

S - Common type, suitable for processing

" M HALNN

SUPERHARD TOOLS

Zhengzhou Halnn Superhard Material Co., Ltd.

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

HH - High performance, high spiral
milling cutters

SUS - Stainless steel end mill

GH - High hardness steel/stainless steel
end mill

R - Rough milling Tools, corrugated milling Tools
LN - Long-neck end mill (deep groove cutter)

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

SR - Short edge arc end mill
PS - Single edge aluminum milling Tools
EP - High gloss aluminum milling Tools

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

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



End Mill Naming Rules - End mills

End mill naming rules

08 D 0080 RO2 LO7S5 -

(5] (6] (7] (8]

[5) -shankdiameter

[6]) -Edgediameter

-0080:Means8mm

[7]) -RO2cornerradius0.2
-RO5 corner radius 0.5

[8]) :Forlong-shank end mills, it indicates the total length, 3 digits.
-For long-edge end mills, it indicates the edge length, 2 digits.

[9]) :Typel0-general processing
-Type 30 - first choice for general processing
-Type 50 - high-speed, efficient processing
-Type 70 - highest performance processing
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For general cutting For high-speed machine cutting

30 series 50 series

Cutting material

. _ Tolerances
50 series 70 series
30 series Edge diameter | Edge diameter tolerance | Handle diameter tolerance
Carbon steel [ Alloysteel | Castiron | Copperall | Quenched steel | Stainless steel -
Dsizerange Dtolerance dtolerance
P20 $45C SCM SK FCFCD U SKD SUS
) ) ) P ° ° $0.2~ $0.95 0~-0.02 H
tem Code Edge diameter | Handle diameter | Edge length Total length Inventory
(D) (d) (Ap1 max) (L) 30 series 50 series
HME2-04D0002 0.2 4 0.4 50 o [ ]
HME2-04D0003 0.3 4 0.6 50 o [ )
HME2-04D0004 0.4 4 0.8 50 ([ (]
HME2-04D0005 0.5 4 1.0 50 [ ] o
HME2-04D0006 0.6 4 1.2 50 [ ) (]
HME2-04D0007 0.7 4 1.4 50 (] [ J
HME2-04D0008 0.8 4 1.6 50 (] [
HME2-04D0009 0.9 4 1.8 50 [ ] [ )

MOQ for all above is 5 Pcs

% Please select the minimum required tool overhang. Long overhangs are prone to vibration, so reduce the number
of revolutions and feed rate.

% Please adjust the number of revolutions and feed rate reasonably according to the cutting depth, machine tool
rigidity, etc.
% The use of heat-resistant coating allows high-speed processing.

% Widely used in processing from ordinary steel to high-hardness materials with a hardness of HRC50 or above.

B104



Micro-diameter End Mills- End mills A HALNN

Small diameter 2-edge ball end mill

© = | &0

R
— e O | Je
_ - poma| Ut
3 L N
For general cutting For high-speed machine cutting

30 series 50 series

Cutting material

. _ Tolerances
50 series 70 series
30 series Edge diameter | Edge diameter tolerance | Handle diameter tolerance
Carbon steel | Alloy steel | Castiron | Copperall | Quenched steel | Stainless steel -
Dsizerange Dtolerance dtolerance
P20 $45C SCM SK FCFCD cu SKD SUS
° ) ) ° ° ° 0.3~ 0.9 0~-0.02 H6
Edge diameter | Handle diameter | Edge length Total length Inventory
Item Code D d Apl (L - -
(D) (d) (Apl max) ) 30 series 50 series
HMB2-04D0003 RO. 15 4 0.6 50 [ J [ J
HMB2-04D0004 RO. 20 4 0.8 50 [ ] [ ]
HMB2-04D0005 RO. 25 4 1.0 50 [ ] [ ]
HMB2-04D0006 RO. 30 4 1.2 50 [ ] [ ]
HMB2-04D0007 RO. 35 4 1.4 50 [ ] [ ]
HMB2-04D0008 RO. 40 4 1.6 50 [ ] [ ]
HMB2-04D0009 RO. 45 4 1.8 50 [ ] [ J

MOQ for all above is 5 Pcs

¥ It can be used for tool steel, alloy steel, pre-hardened die steel, and other high-hardness machining.

% General type 2-edge ball-end mill, widely used for profiling and other purposes.
% The Good surface roughness after process.

% The coating with high heat resistance allows high-speed machining.
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M HALNN  End mills- Micro-diameter End Mills

Long neck short blade 2-edge end mill
(deep groove cutter)

corn B b = || BE [ L8

For general cutting For high-speed machine cutting
50 series

30 series

HRC60 X AITIN
70 series
. . HRC65-68
Cutting material
50 series 70 series Tolerances
30 series - -
Carbon steel | Alloysteel | Castiron | Copperall | Quenched steel | Stainless steel Edge diameter | Edge diameter tolerance | Handle diameter tolerance
P205S45C SCMSK FCFCD U SKD SUS Dsizerange Dtolerance dtolerance
[ ] [ ) [ ] [ [ [ ©04~ P4.0 0~-0.02 h6
ltem Code Edge diameter| Handle diameter| Edge length |Effective length | Total length : Inven'Fory i
(D) (d) (Apl max) (Ap2 max) (L) 30 series 50 series 70 series

HLNSF2-04D0004L02 0.4 4 0.6 2 50 [ J [ J [ J
HLNSF2-04D00041.04 0.4 4 0.6 4 50 @ [ ] [ ]
HLNSF2-04D00051L.02 0.5 4 0.8 2 50 [ ] [ ] [ ]
HLNSF2-04D00051.04 0.5 4 0.8 4 50 [ ] [ J [ ]
HLNSF2-04D00051.06 0.5 4 0.8 6 50 [ J [ J [ J
HLNSF2-04D00061.02 0.6 4 1.0 2 50 [ J [ J [ J
HLNSF2-04D00061.04 0.6 4 1.0 4 50 [ J () [ J
HLNSF2-04D00061.06 0.6 4 1.0 6 50 [ ] [ ] [ ]
HLNSF2-04D0006L08 0.6 4 1.0 8 50 [ [ ] [ ]
HLNSF2-04D0008L03 0.8 4 1.2 3 50 [ ] [ J [ ]
HLNSF2-04D0008L04 0.8 4 1.2 4 50 [ J [ J [ J
HLNSF2-04D0008L06 0.8 4 1.2 6 50 [ J [ J [ J
HLNSF2-04D0008L08 0.8 4 1.2 8 50 [ J [ J [ J
HLNSF2-04D0008L10 0.8 4 1.2 10 50 [ J [ J [ J
HLNSF2-04D0010L04 1.0 4 1.2 4 50 [ J [ J [ J
HLNSF2-04D0010L06 1.0 4 1.2 6 50 () [ [ J
HLNSF2-04D0010L08 1.0 4 1.2 8 50 [ ] [ [ ]
HLNSF2-04D0010L10 1.0 4 1.2 10 50 [ J [ J [ J
HLNSF2-04D0010L12 1.0 4 1.2 12 50 [ J [ @
HLNSF2-04D0015L04 1.5 4 1.7 4 50 [ J [ J [ J
HLNSF2-04D0015L06 1.5 4 1.7 6 50 [ J [ J [ J
HLNSF2-04D00151.08 1.5 4 1.7 8 50 [ J [ J [ J
HLNSF2-04D00151.10 1.5 4 1.7 10 50 [ J [ J [ J
HLNSF2-04D0015L.12 1.5 4 1.7 12 50 (] [ ] ()
HLNSF2-04D0020L06 2.0 4 2.2 6 50 [ ] [ ] [ ]
HLNSF2-04D0020L08 2.0 4 2.2 8 50 [ J [ J [ J
HLNSF2-04D0020L10 2.0 4 2.2 10 50 [ J [ J [ J
HLNSF2-04D0020L12 2.0 4 2.2 12 50 [ J [ J [ J
HLNSF2-04D0020L14 2.0 4 2.2 14 50 [ J [ ] ()
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Micro-diameter End Mills- End mills A HALNN

Long neck short blade 2-edge end mill
(deep groove cutter)

o @ P <= || B L 1A

For general cutting

30 series 50 series
0.4um J HRC60 X AITIN
0.5um | HRC55 [ AITIN )
70 series
_ _ 0.2um JHRC65-68K AITIN
Cutting material
50 series 70 series Tolerances
30 series T - -
Carbon steel | Alloysteel | Castiron | Copperall | Quenched steel | Stainless steel Edge diameter | Edge diameter tolerance | Handle diameter tolerance
P20 SASC SCMSK FCFCD U SKD SUS Dsizerange Dtolerance dtolerance
[ ) (] o [ J [ J [ J $0.4~ p4.0 0~-0.02 h6
e ke Edge diameter| Handle diameter | Edge length | Effective length| Total length _ Inventory }
(D) (d) (Ap1 max) (Ap2 max (L) 30 series 50 series 70 series
HLNSF2-04D0020L16 2.0 4 2.2 16 50 o ® o
HINSF2-04D0030L08 3.0 4 3.2 8 50 [ ] [ ] [ ]
HINSF2-04D0030L10 3.0 4 3.2 10 50 [ J ) [ J
HINSF2-04D0030L12 3.0 4 3.2 12 50 [ ] [ ] [ ]
HINSF2-04D0030L14 3.0 4 3.2 14 50 [ ] [ ] [ ]
HINSF2-04D0030L16 3.0 4 3.2 16 75 () o [ )
HINSF2-06D0030L18 3.0 6 3.2 18 75 [ ] [ ] [ ]
HINSE2-06D0040L12 4.0 6 4.2 12 75 [ ] [ ] [ ]
HINSF2-06D0040L14 4.0 6 4.2 14 75 [ ] [ ] [ ]
HINSF2-06D0040L16 4.0 6 4.2 16 75 [ ] [ ] [
HINSF2-06D00401.20 4.0 6 4.2 20 75 [ ] [ ] [ ]
HINSF2-06D0040L25 4.0 6 42 25 75 [ ] [ ] [ ]

MOQ for all above is 5 Pcs

% The milling tools neck adopts a long neck, which is more suitable for deep groove processing.
% The surface roughness of the workpiece after processing is good.
% With a coating with excellent heat resistance, high-speed processing is possible.

% Best suited for rib groove processing of plastic molds.
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M HALNN  End mills- Micro-diameter End Mills

Long neck short blade 2-edge ball end mill
H (deep groove cutter)

—

~ 7
I cuis b= ) e
o R
BT i 1113
H — '.\-_-I—d
- .
For general cutting For high-speed machine cutting

30 series 50 series
0.4um J HRC60 X AITIN
0.5um | HRC55 [ AITIN :
70 series
, _ 0.2um JHRC65-68K AITIN
Cutting material
50 series 70 series Tolerances
30 series - - -
Carbon steel | Alloysteel | Castiron | Copper all | Quenched steel | Stanless steel Edge diameter | Edge diameter tolerance | Handle diameter tolerance
P0SAC | SCMSK FCFCD (o] SKD Sus Dsizerange Dtolerance dtolerance
[ ] [ ) [ ) [ ] [ ] [ $0.4~ 4.0 0~-0.02 h6
tem Code Edge diameter| Handle diameter| Edge length | Effective length| Total length . Inventory i
(D) (d) (Ap1 max) (Ap2 max (8] 30 series 50 series 70 series
HLNSB2-04D0004L02 RO. 20 4 0.6 2 50 [ ) () [ J
HINSB2-04D00041.04 RO. 20 4 0.6 4 50 [ ) [ ) [ ]
HLNSB2-04D0005L02 RO. 25 4 0.8 2 50 [ ] [ ] ()
HINSB2-04D0005L04 RO. 25 4 0.8 4 50 [ ] [ J ()
HINSB2-04D0005L.06 RO. 25 4 0.8 6 50 () [ J [ J
HINSB2-04D0006L02 RO. 30 4 1.0 2 50 [ ] (] [ )
HLNSB2-04D0006L04 RO. 30 4 1.0 4 50 ) ) [
HLNSB2-04D0006L06 RO. 30 4 1.0 6 50 [ J () [ ]
HINSB2-04D0006L08 RO. 30 4 1.0 8 50 [ ) [ ) [ )
HINSB2-04D0008L03 RO. 40 4 1.2 3 50 [ ] [ ] ()
HINSB2-04D0008L04 RO. 40 4 1.2 4 50 () [ J [ J
HINSB2-04D0008SLO6 RO. 40 4 1.2 6 50 () [ J [ )
HINSB2-04D000SLOS RO. 40 4 1.2 8 50 [ ] [ ] [ )
HINSB2-04D0008L10 RO. 40 4 1.2 10 50 [ ] [ ] [ )
HINSB2-04D0010L04 R0. 50 4 1.2 4 50 [ ) [ ] [ )
HINSB2-04D0010LO6 RO. 50 4 1.2 6 50 [ ) [ ) [ )
HINSB2-04D0010LO8 RO. 50 4 1.2 8 50 [ ) [ ) [ )
HINSB2-04D0010L10 RO. 50 4 1.2 10 50 [ ) [ ] [ )
HINSB2-04D0010L12 R0. 50 4 1.2 12 50 [ ] [ ] [ )
HINSB2-04D0015L04 RO. 75 4 1.7 4 50 [ ] [ ] [ )
HLNSB2-04D0015L06 RO. 75 4 1.7 6 50 [ ) [ ] [ )
HINSB2-04D0015L08 RO. 75 4 1.7 8 50 [ ) [ ) [ )
HINSB2-04D0015L10 RO. 75 4 1.7 10 50 [ ) [ ) [ )
HINSB2-04D0015L12 RO. 75 4 1.7 12 50 [ ] [ ) [ )
HINSB2-04D0020L06 R1.00 4 2.2 6 50 [ ] [ ] [ )
HLNSB2-04D0020L08 R1. 00 4 2.2 8 50 [ ] [ ] [ )
HINSB2-04D0020L10 R1. 00 4 2.2 10 50 [ ) [ ] [ )
HINSB2-04D0020L12 R1.00 4 2.2 12 50 [ ) [ ) [ )
HINSB2-04D0020L14 R1. 00 4 2.2 14 50 [ ] [ ] [ ]

MOQ for all above is 10 Pcs
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Micro-diameter End Mills- End mills

Long neck short blade 2-edge ball end mill
(deep groove cutter)

: ~
wo = | A0,
/L sl
PSS
Ap1max | Bis ik . |
‘ . i L
For general cutting For high-speed machine cutting
30 series 50 series
0.4um J HRC60 X AITIN
0.5um | HRC55 [ AITIN )
70 series
_ , 0.2um JHRC65-68K AITIN
Cutting material
50 series 70 series Tolerances
30 series - - -
Carbon steel | Alloysteel | Castiron | Copperall | Quenched steel | Stainless steel Edge diameter | Edge diameter tolerance | Handle diameter tolerance
PR0SISC |  SCMSK FCFCD v SKD SUs Dsizerange Dtolerance dtolerance
[ ) (] [ ) [ J [ J [ J $0.4~ p4.0 0~-0.02 h6
ltem Code Edge diameter|Handle diameter | Edge length | Effective length | Total length Inventory
(D) () (Apl max) (Ap2 max (8] 30 series 50 series 70 series
HLNSB2-04D0020L16 RI. 00 4 2.2 16 50 D ° D
HLNSB2-04D0030L08 RI. 50 4 3.2 8 50 ° ° °
HLNSB2-04D0030L10 RL. 50 4 3.2 10 50 ° ° °
HLNSB2-04D0030L12 RI. 50 4 3.2 12 50 ° ° °
HLNSB2-04D0030L 14 RL. 50 4 3.2 14 50 ° ° °
HLNSB2-04D0030L 16 RL. 50 4 3.2 16 75 ° ° °
HLNSB2-06D0030L 18 RL. 50 6 3.2 18 75 ° ° °
HLNSB2-06D0040L 12 R2. 00 6 4.2 12 75 ® ° °
HLNSB2-06D0040L 14 R2. 00 6 4.2 14 75 ° ° ®
HLNSB2-06D0040L16 R2. 00 6 4.2 16 75 ® ° ®
HLNSB2-06D0040L.20 R2. 00 6 4.2 20 75 ° ° D
HLNSB2-06D0040L.25 R2. 00 6 4.2 25 75 ® ° °

MOQ for all above is 10 Pcs
% Best suited for rib groove processing of plastic molds.
% The long neck structure can avoid interference of the tool during deep groove processing.
% The surface roughness of the workpiece after processing is good.
% With a coating with excellent heat resistance, high-speed processing is possible.
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HMHALNN  End mills- Micro-diameter End Mills
I —

Long neck short blade arc head 2-edge end mill
H (deep groove cutter)

cwm@ﬁ@@% " B = L= LA

For general cutting

For high-speed machine cutting
50 series

30 series

70 series

Cutting material

50 series 70 series
30 series Tolerances
Carbon steel | Alloy steel | Castiron | Copperall | Quenched steel | Stainless steel Edge diameter | Edge diameter tolerance | Handle diameter tolerance
P20 S45C SCM SK FCFCD cu SKD SUS : D tolerance dtol
. . . P . . Dsize range olerance
$0.4~ (4.0 0~-0.02 h6
$3.0~$4.0 -0.01~-0.03 hé
ltem Code Edge diameter | R diameter | Handle diameter| Edge length | Effective length| Total length - Invent.ory :
(D) (R) (d) (Apl max) | (Ap2 max) (L) 30 series | 50 series | 70 series
HLNSR2-04D0010R02L04 1.0 0.2 4 1.2 4 50 ® ) )
HLNSR2-04D0010R02L06 1.0 0.2 4 1.2 6 50 ) ® )
HLNSR2-04D0010R02L08 1.0 0.2 4 1.2 8 50 ® ® D)
HLNSR2-04D0010R02L10 1.0 0.2 4 1.2 10 50 ® ® D)
HLNSR2-04D0010R02L12 1.0 0.2 4 1.2 12 50 ® ® D)
HLNSR2-04D0015R02L04 1.5 0.2 4 1.7 4 50 ® ® D)
HLNSR2-04D0015R02L06 1.5 0.2 4 1.7 6 50 ® ® D)
HLNSR2-04D0015R02L08 1.5 0.2 4 1.7 8 50 [ ) ()
HLNSR2-04D0015R02L10 1.5 0.2 4 1.7 10 50 D) ® )
HLNSR2-04D0015R02L12 1.5 0.2 4 1.7 12 50 D) ® )
HLNSR2-04D0015R05L.04 1.5 0.5 4 1.7 4 50 [ ® ()
HLNSR2-04D0015R05L06 1.5 0.5 4 1.7 6 50 [ ] [ ] [ )
HLNSR2-04D0015R05L08 1.5 0.5 4 1.7 8 50 [ ] [ ] [ ]
HLNSR2-04D0015R05L10 1.5 0.5 4 1.7 10 50 [ ] [ ] [ ]
HLNSR2-04D0015R05L12 1.5 0.5 4 1.7 12 50 [ ] [ ] [ ]
HLNSR2-04D0020R02L06 2.0 0.2 4 2.2 6 50 [ ] [ ] [ ]
HLNSR2-04D0020R02L08 2.0 0.2 4 2.2 8 50 [ ] [ ) [ ]
HLNSR2-04D0020R02L10 2.0 0.2 4 2.2 10 50 [ ] [ ) [ ]
HLNSR2-04D0020R02L12 2.0 0.2 4 2.2 12 50 [ ] [ ) [ ]
HLNSR2-04D0020R02L14 2.0 0.2 4 2.2 14 50 [ ] [ ) [ ]
HLNSR2-04D0020R02L16 2.0 0.2 4 2.2 16 75 [ ] [ ) [ ]
HLNSR2-04D0020R05L06 2.0 0.5 4 2.2 6 50 [ ] [ ] [ )
HLNSR2-04D0020R05L08 2.0 0.5 4 2.2 8 50 [ ] [ ] [ )
HLNSR2-04D0020R05L10 2.0 0.5 4 2.2 10 50 [ ® °
HLNSR2-04D0020R05L12 2.0 0.5 4 2.2 12 50 ® ® °
HLNSR2-04D0020R05L14 2.0 0.5 4 2.2 14 50 ® ® )

%% MOQ for all above is 10 Pcs
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Micro-diameter End Mills- End mills

KHALNN

Long neck short blade arc head 2-edge end mill
(deep groove cutter)

w: b 5 = " B B e LA

For general cutting

30 series

Cutting material

o

- -

-~

For high-speed machine cutting

50 series

70 series

50 series 70 series
30 series Tolerances
Carbonsteel | Alloysteel | Castiron | Copperall | Quenched steel | Stainless steel Edge diameter | Edge diameter tolerance | Handle diameter tolerance
P20 $45C SCMSK FCFCD cu SKD SUS - l Jtor
) ) ) ° ° ° D size range D tolerance tolerance
0.4~ 4.0 0~-0.02 h6
©3.0~p4.0 -0.01~-0.03 hé
tem Code Edge diameter | R diameter [Handle diameter| Edge length| Effective length| Total length - Invent.ory -
(D) (R) (d) (Apl max) | (Ap2 max (L) 30 series 50 series | 70 series
HLNSR2-04D0020R05L16 2.0 0.5 4 2.2 16 75 [ ] [ ] [ ]
HLNSR2-04D0030R05L08 3.0 0.5 4 3.2 8 50 [ ) [ ) [ )
HLNSR2-04D0030R05L10 3.0 0.5 4 3.2 10 50 [ ) [ ) [ ]
HLNSR2-04D0030R05L12 3.0 0.5 4 3.2 12 50 [ ] [ ] [ ]
HLNSR2-04D0030R05L.14 3.0 0.5 4 3.2 14 50 [ ) [ ) [ )
HLNSR2-04D0030R05L16 3.0 0.5 4 3.2 16 75 [ ] [ ] [ ]
HLNSR2-04D0030R05L20 3.0 0.5 4 3.2 20 75 [ ) [ ) [ )
HLNSR2-06D0040R051.12 4.0 0.5 6 4.2 12 50 [ ] [ ] [ ]
HLNSR2-06D004 0R05L14 4.0 0.5 6 4.2 14 50 [ ] [ ] [ ]
HLNSR2-06D0040R051.16 4.0 0.5 6 4.2 16 75 [ ) [ ) [
HLNSR2-06D0040R051.20 4.0 0.5 6 4.2 20 75 [ ] [ ] [ ]
HLNSR2-06D0040R05L25 4.0 0.5 6 4.2 25 75 [ ] [ ] [ ]

% Special specifications can be customized.

% The milling tools neck adopts a long neck, which is more suitable for deep groove processing.

% The arc angle edge tip design can prevent chipping.

% MOQ for all above

is 10 Pcs.
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M HALNN  End mills- Micro-diameter End Mills

2-flute end mill

= | B ¥ L

For high-speed machine cutting

10 series 50 series
HRC 45 ' AITIN HRC 60 L AITIN
HRC55 X AITIN HRC65-68 AITIN-AS
Cutting material Tolerances
Edge diameter | Edge diameter tolerance | Handle diameter tolerance
50 series 70 series Dsize range D tolerance dtolerance

10 series 30 series $1.0~$2.9 0~-0.02 h6

Carbon steel | Alloysteel | Castiron | Copperall | Quenched steel | Stainless steel g?g“ 4?16005 E)Oé)lk '(?(%35 Eg

P20S45C | ScMsk FCFCD (o] SKD SUs P1L0~ 3160 0.01~-0.04 he

[ ] [ ] [ ] o [ [ $17.0~ $20 -0.015~ -0.045 h6
tem Code Edge diameter|Handle diameter| Edge length | Total length ' : Inventory :

(D) (d) (Ap1 max) (L) 10 series 30 series 50 series 70 series

HSE2-04D0010 1.0 4 3 50 [ ) [ ) [ ) [ )
HSE2-04D0015 1.5 4 4 50 [ ] [ ] [ ) [ )
HSE2-04D0020 2.0 4 6 50 [ ] [ ] [ ) [ )
HSE2-04D0025 2.5 4 8 50 [ ) [ ) [ ) [ )
HSE2-03D0030 3.0 3 8 50 [ ] [ ] [ ) [ ]
HSE2-04D0030 3.0 4 8 50 [ ] [ ] [ ) [ )
HSE2-04D0035 3.5 4 11 50 [ ) [ ) [ ) [ )
HSE2-04D0040 4.0 4 11 50 [ ) [ ) [ ] [ )
HSE2-06D0010 1.0 6 3 50 [ ] [ ] [ ) [ )
HSE2-06D0015 1.5 6 4 50 [ ] [ ] [ ) [ )
HSE2-06D0020 2.0 6 6 50 [ ] [ ] [ ) [ ]
HSE2-06D0025 2.5 6 8 50 [ ) [ ) [ ) [ )
HSE2-06D0030 3.0 6 8 50 [ ) [ ) [ ] [ )
HSE2-06D0035 3.5 6 11 50 [ ] [ ] [ ) [ )
HSE2-06D0040 4.0 6 11 50 [ ] [ ] [ ) [ )
HSE2-06D0045 4.5 6 13 50 [ ) [ ) [ ) [ )
HSE2-05D0050 5.0 5 13 50 [ ) [ ) o [ )
HSE2-06D0050 5.0 6 13 50 [ ) [ ) [ ) [ )
HSE2-06D0060 6.0 6 15 50 [ ] (] [ ] [ )
HSE2-08D0070 7.0 8 20 60 [ ) [ ] [ ) [ )
HSE2-08D0080 8.0 8 20 60 [ [ ) [ ) [ )
HSE2-10D0090 9.0 10 25 75 [ ) [ ) [ ) [ )
HSE2-10D0100 10.0 10 25 75 [ ] [ ] [ ) [ )
HSE2-12D0120 12.0 12 30 75 [ ] [ ) [ ] [ )
HSE2-14D0140 14.0 14 45 100 [ ] [ ) [ ) [ )
HSE2-16D0160 16.0 16 45 100 [ ) [ ) [ ) [ )
HSE2-18D0180 18.0 18 45 100 [ ] [ ] [ ] [ )
HSE2-20D0200 20.0 20 45 100 [ ] [ ] [ ] [ )

% (50/70 series) Minimum order of 5 pieces
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Universal End Mills- End mills AHALNN

2-flute long-shank end mill

@& @ || B ¥ Le pa

D
= —1 |

For general cutting

0.6um J HRC45 X AITIN HRC60 X AITIN
0.5um ] HRC55 X AITIN 0.2um JHRC65-68) AITIN-AS
Cutting material Tolerances
Edge diameter | Edge diameter tolerance | Handle diameter tolerance
50 series 70 series Dsizerange Dtolerance dtolerance
10 series 30 series $1.0~ 2.9 0~-0.02 hé
- : 3.0~ $6.0 -0.01~-0.03 h6
Carbon steel [ Alloysteel [ Castiron | Copperall | Quenched steel | Stainless steel 6.5~ 0105 0.01- 0,035 he
P20 S45C SCM SK FCFCD U SKD SUS ¢11.0~ $16.0 0.01~-0.04 h6
[ J [ ] [ ] ([ ) [ $17.0~ $20 -0.015~-0.045 h6
tem Code Edge diameter |Handle diameter| Edge length | Total length : : Inventory
(D) (d) (Apl max) (L) 10 series 30 series 50 series 70 series
HLE2-04D0040L075 4.0 4 11 75 [ ) [ ) [ ) [ ]
HLE2-04D0040L100 4.0 4 11 100 [ ] [ ) [ ) [ ]
HLE2-06D0050L075 5.0 6 13 75 [ ] [ ] [ ) [ ]
HLE2-06D0060L075 6.0 6 15 75 [ ] [ ] [ ] [ )
HLE2-06D0060L100 6.0 6 15 100 [ ] [ ] [ ] [ )
HLE2-06D0060L 150 6.0 6 40 150 [ ] [ ] [ ] [ )
HLE2-08D0080L075 8.0 8 20 75 [ ) [ ] [ ] [ )
HLE2-08D0080L100 8.0 8 20 100 [ ] () [ ] [ ]
HLE2-08D0080L150 8.0 8 40 150 () () [ ] [ ]
HLE2-10D0100L100 10.0 10 25 100 [ ) () () [ ]
HLE2-10D0100L150 10.0 10 50 150 [ () () [ ]
HLE2-12D0120L100 12.0 12 30 100 () [ ] [ ] [ ]
HLE2-12D0120L150 12.0 12 50 150 () () [ ] [ ]
HLE2-14D0140L150 14.0 14 50 150 [ ] [ ] [ ] [ ]
HLE2-16D0160L150 16.0 16 50 150 [ ] [ ] [ ] [ ]
HLE2-18D0180L150 18.0 18 50 150 [ ] [ ] [ ] [ ]
HLE2-20D0200L150 20.0 20 50 150 [ ] [ ] [ ] [ ]

% (50/70 series) Minimum order of 5 pieces
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CSLF2

For general cutting

10 series

M HALNN  End mills- Universal End Mills

30 series

Cutting material

2-flute long Edge end mill
& = | @

Ap1 max
W L8 L S

For high-speed machine cutting

50 series

70 series

Tolerances

Edge diameter | Edge diameter tolerance | Handle diameter tolerance
50 series 70 series D size range Dtolerance dtolerance
10 series 30 series ®1.0~$2.9 0~-0.02 h6
Carbon steel | Alloy steel | Castiron | Copperall | Quenched steel | Stainless steel 3)5’5%3’16005 E)Oé)lb (?(?335 Eg
P20 $45C SCM SK FCFCD <Y SKD SUS ¢1i.0~ ¢1é.o -0.01~0,04 hé
[ ] [ ] [ ] e [ ) [ ) $17.0~ $20 -0.015~ -0.045 h6
Ve Geile Edge diameter | Handle diameter| Edge length | Total length i : Inventory :
(D) (d) (Ap1 max) (L) 10 series 30 series 50 series 70 series
HSLF2-04D0010L05 1.0 4 5 75 [ ] [ ) [ ) [ ]
HSLF2-04D0015L06 1.5 4 6 75 [ ] [ ) [ ) [ )
HSLF2-04D0020L09 2.0 4 9 75 [ ] [ ] [ ) [ ]
HSLF2-04D0025L10 2.5 4 10 75 [ ] [ ] [ ] [ )
HSLF2-04D0030L15 3.0 4 15 75 [ ] [ ) [ ) [ ]
HSLF2-04D0035L15 3.5 4 15 75 [ ] [ ] [ ] [ )
HSLF2-04D0040L20 4.0 4 20 75 [ ) [ ) [ ) [ )
HSLF2-06D0045L.20 4.5 6 20 75 [ ) [ ) [ ] [ )
HSLF2-06D0050L25 5.0 6 25 75 [ ) [ ) [ ] [ ]
HSLF2-06D0055L.25 5.5 6 25 75 [ ) [ ] [ ] [ )
HSLF2-06D0060L25 6.0 6 25 75 [ ) [ ) [ ) [ ]
HSLF2-08D0065L30 6.5 8 30 75 [ ] [ ) [ ) [ )
HSLF2-08D0070L30 7.0 8 30 75 [ ) [ ) [ ) [ ]
HSLF2-08D0075L30 7.5 8 30 75 [ ) [ ) [ ] [ ]
HSLF2-08D0080L30 8.0 8 30 75 [ ) [ ) [ ) [ )
HSLF2-06D0030L20 3.0 6 20 100 [ ) [ ) [ ) [ )
HSLF2-06D00401L.20 4.0 6 20 100 [ ] [ ] [ ) [ )
HSLF2-06D0050L.40 5.0 6 40 100 [ ] [ ) [ ] [ ]
HSLF2-06D0060L40 6.0 6 40 100 [ ] [ ) [ ) [ ]
HSLF2-08D0070L50 7.0 8 50 100 [ ] [ ) [ ) [ )
HSLF2-08D0080L50 8.0 8 50 100 [ ) [ ) [ ) [ )
HSLE2-10D0090L50 9.0 10 50 100 [ ) [ ) [ ) [ )
HSLF2-10D0100L50 10.0 10 50 100 [ ) [ ) [ ] [ ]
HSLF2-12D0110L50 11.0 12 50 100 [ ) [ ) [ ] [ ]
HSLF2-12D0120L50 12.0 12 50 100 [ ) [ ) [ ] [ ]
HSLF2-10D0100L70 10.0 10 70 150 [ ) [ ) [ ] [ ]
HSLF2-12D0120L70 12.0 12 70 150 [ ) [ ] [ ] [ )
HSLE2-16D0160L75 16.0 16 75 150 [ ) [ ) [ ) [ )
HSLE2-20D0180L80 18.0 20 80 150 [ ] [ ) [ ) [ )
HSLF2-20D0200L80 20.0 20 80 150 [ ] [ ) [ ) [ )
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Universal End Mills- End mills A HALNN

4-flute end mill

et B 2 = || BB B [ LA

For general cutting For high-speed machine cutting

0.6um J HRC45 X AITIN 0.4um J HRC60 X AITIN
0.5um Y HRC55 X AITIN 0.2um JHRC65-68) AITIN-AS
Cutting material Tolerances
Edge diameter | Edge diameter tolerance | Handle diameter tolerance
50 series 70 series Dsize range D tolerance dtolerance
10 series 30 series $L0~ 2.9 0~-0.02 h6
Carbon steel | Alloysteel | Castiron | Copperall | Quenched steel | Stainless steel q<>|>6350-q?§)49 boé)ll'“ g(?;s Eg
PosasC | scMsk | FcFoD W SKD SUS ®17.0~ $20 -0.01~-0.045 h6
[ J (] [ ) [ J [ J )
Edge diameter | Handle diameter| Edge length | Total length Inventory
ttem Code s (D) (d) (A%l max (L) & 10 series 30 series 50 series 70 series
HSE4-04D0010 1.0 4 3 50 [ ] [ ] [ ) [ )
HSE4-04D0015 1.5 4 4 50 [ ] [ ] [ ) [ )
HSE4-04D0020 2.0 4 6 50 [ ] [ ] [ ) [ )
HSE4-04D0025 2.5 4 8 50 [ ) [ ) [ ) [ )
HSE4-03D0030 3.0 3 8 50 [ ) [ ) [ ] [ )
HSE4-04D0030 3.0 4 8 50 [ ) [ ) [ ] [ )
HSE4-04D0035 3.5 4 11 50 [ ) [ ) [ ] [ ]
HSE4-04D0040 4.0 4 11 50 [ ) [ ) [ ] [ ]
HSE4-06D0010 1.0 6 3 50 [ ) [ ) [ ) [ )
HSE4-06D0015 1.5 6 4 50 [ ] [ ] [ ] [ ]
HSE4-06D0020 2.0 6 6 50 [ ] [ ] [ ] [ ]
HSE4-06D0025 2.5 6 8 50 [ ] [ ] [ ] [ ]
HSE4-06D0030 3.0 6 8 50 [ ] [ ] [ ) [ ]
HSE4-06D0035 3.5 6 11 50 [ ] [ ] [ ] [ )
HSE4-06D0040 4.0 6 11 50 [ ) [ ) [ ) [ )
HSE4-06D0045 4.5 6 13 50 [ ] [ ] [ ) [ ]
HSE4-05D0050 5.0 5 13 50 [ ] [ ] [ ) [ ]
HSE4-06D0050 5.0 6 13 50 [ ] [ ] [ ) [ )
HSE4-06D0060 6.0 6 15 50 [ ] [ ] [ ) [ ]
HSE4-08D0070 7.0 8 20 60 [ ] () [ ) [ )
HSE4-08D0080 8.0 8 20 60 [ ) [ ) [ ] [ )
HSE4-10D0090 9.0 10 25 75 [ ) [ ) [ ] [ ]
HSE4-10D0100 10. 0 10 25 75 [ ) [ ) [ ] [ ]
HSE4-12D0120 12.0 12 30 75 [ ) [ ) [ ] [ ]
HSE4-14D0140 14.0 14 45 100 [ ] [ ] [ ] [ ]
HSE4-16D0160 16. 0 16 45 100 [ ] [ ] [ ) [ ]
HSE4-18D0180 18.0 18 45 100 [ ] [ ] [ ) [ )
HSE4-20D0200 20.0 20 45 100 [ ] [ ] [ ) [ )

(50/70 series) minimum order quantity>5 Pcs

% Please select the minimum required tool overhang. Long overhangs are prone to vibration, so reduce the number of revolutions
and feed rate.

% Please adjust the revolutions and feed rate reasonably according to the cutting depth, machine tool rigidity, etc.
% The use of a coating with excellent heat resistance allows high-speed processing.

% Itis widely used in processing from ordinary steel to high hardness materials with hardness above HRC50.
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M HALNN  End mills- Universal End Mills

M 4 Flute long shank end mill

For high-speed machine cutting

For general cutting

10 series 50 series
HRC 45 L AITIN HRC 60 L AITIN
30 series 7o series
HRC55 X AITIN HRC65-68
Cutting material Tolerances
Edge diameter | Edge diameter tolerance | Handle diameter tolerance
50 series 70 series D size range D tolerance dtolerance
10 series 30 series $1.0~ $2.9 0~-0.02 hé
Carbon steel | Alloy steel | Castiron | Copperall | Quenched steel | Stainless steel ¢63:’?: ¢1%05 -0.01~-0.03 Eg
possc | soMsk | Fcrep w SKD Sus §11_0~%1é_0 _%%111_%%35 he
[ ] [ ] [ ] o [ [ $17.0~ $20 -0.015~ -0.045 h6
ltem Code Edge diameter |Handle diameter| Edge length | Total length i i Inventory i _
(D) (d) (Apl max) (L) 10 series 30 series 50 series 70 series
HLE4-04D0040L075 4.0 4 11 75 ° [ [ [
HLE4-04D0040L100 4.0 4 11 100 o ® [ ®
HLE4-06D0050L075 5.0 6 13 75 [ ] (] (] [ J
HLE4-06D0060L075 6.0 6 15 75 [ ] (] [ J [ ]
HLE4-06D0060L100 6.0 6 15 100 [ ] [ J [ J [ ]
HLE4-06D0060L150 6.0 6 40 150 (] [ J [ ] [ ]
HLE4-08D0080L075 8.0 8 20 75 [ J [ ] [ ] (]
HLE4-08D0080L100 8.0 8 20 100 [ J [ ] (] [ J
HLE4-08D0080L150 8.0 8 40 150 [ J [ ] (] [ J
HLE4-10D0100L100 10.0 10 25 100 [ ] (] [ [
HLE4-10D0100L150 10. 0 10 50 150 [ ] (] [ J [ ]
HLE4-12D0120L100 12.0 12 30 100 [ ® [ [
HLE4-12D0120L150 12.0 12 50 150 ® ® [ [
HLE4-14D0140L150 14.0 14 50 150 ® ® [ ®
HLE4-16D0160L150 16.0 16 50 150 ® ® [ °
HLE4-18D0180L150 18.0 18 50 150 ® ® ° [
HLE4-20D0200L150 20. 0 20 50 150 ® ® ® [

% Please select the minimum required tool overhang. Long overhangs are prone to vibration, so reduce the speed
and feed rate.

% Please adjust the speed and feed rate reasonably according to the cutting depth, machine rigidity, etc.

% (50/70 series) Minimum order of 5 pieces
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Universal End Mills - End mills

4-flute long-edge end mill

CSLF4

For general cutting

10 series

30 series

@@ LB L

KHALNN

50 series

70 series

Cutting material Tolerances
Edge diameter | Edge diameter tolerance | Handle diameter tolerance
50 series 70 series Dssize range D tolerance dtolerance

10 series 30 series G1.0~ 29 0~-0.02 h6

Carbon steel [ Alloysteel | Castiron | Copperall | Quenched steel | Stainless steel g’gg:gﬁ)% I)Oé)ll: _00(3235 Eg

POSASC | SCMSK FCFCD w SKD Sus PIL0~ G160 0.01~-0.04 he

(] [ ) [ ] [ (] L $17.0~ $20 -0.015~ -0.045 hé

[tem Code Edge diameter |Handle diameter| Edge length | Total length _ _Inventory .
(D) (d) (Ap1 max) (L) 10 series 30 series 50 series 70 series

HSLF4-04D0010L05 1.0 4 5 75 [ ] [ J (] [ J
HSLF4-04D0015L06 1.5 4 6 75 [ J [ [ J [ J
HSLF4-04D0020L09 2.0 4 9 75 [ J [ [ J )
HSLF4-04D0025L.10 2.5 4 10 75 [ J [ J [ [ J
HSLF4-04D0030L15 3.0 4 15 75 [ J [ J [ [ J
HSLF4-04D0035L15 3.5 4 15 75 [ J [ J [ [ J
HSLF4-04D0040L20 4.0 4 20 75 [ [ J [ [
HSLF4-06D0045L20 4.5 6 20 75 [ [ J [ J [
HSLF4-06D00501.25 5.0 6 25 75 [ [ J [ J [
HSLF4-06D0055L25 5.5 6 25 75 [ [ [ J [
HSLF4-06D0060L25 6.0 6 25 75 [ [ [ J [ J
HSLF4-08D0065L30 6.5 8 30 75 [ J [ [J [ J
HSLF4-08D0070L30 7.0 8 30 75 [ [ [ J [
HSLF4-08D0075L30 7.5 8 30 75 [ J [ [ J )
HSLF4-08D0080L30 8.0 8 30 75 [ J [ [ J [ J
HSLF4-06D0030L20 3.0 6 20 100 [ J [ [ J [ J
HSLF4-06D0040L20 4.0 6 20 100 [ ] [ J [ J [ ]
HSLF4-06D0050L40 5.0 6 40 100 [ ) [ ) [ ) [ )
HSLF4-06D0060L40 6.0 6 40 100 [ ) [ ) [ ) [ ]
HSLF4-08D0070L50 7.0 8 50 100 [ ] [ ) [ ) [ ]
HSLEF4-08D0080L50 8.0 8 50 100 [ ] [ ) [ ) [ ]
HSLF4-10D0090L50 9.0 10 50 100 [ ) [ ) [ ) [ ]
HSLF4-10D0100L50 10.0 10 50 100 [ ] [ ) [ ) [ ]
HSLF4-12D0110L50 11.0 12 50 100 [ ] [ ) [ ] [ ]
HSLF4-12D0120L50 12.0 12 50 100 [ ) [ ] [ ) [ )
HSLF4-10D0100L70 10.0 10 70 150 [ ) [ ] [ ) [ )
HSLF4-12D0120L70 12. 0 12 70 150 [ ) [ ) [ ) [ ]
HSLF4-16D0160L75 16.0 16 75 150 [ ) [ ) [ ] [ ]
HSLF4-20D0180L80 18.0 20 80 150 [ ] [ ) [ ) [ ]
HSLEF4-20D0200L80 20.0 20 80 150 [ ] [ ) [ ) [ ]

% (50/70 series) Minimum order of 5 pieces
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M HALNN  End mills- Universal End Mills

3-flute end mill

]

L
For high-speed machine cutting

50 series

For general cutting

10 series

30 series

70 series

Cutting material Tolerances
Edge diameter | Edge diameter tolerance | Handle diameter tolerance
50 series 70 series Dssize range D tolerance dtolerance

10 series 30 series $1.0~ 2.9 0~-0.02 h6

Carbon steel [ Alloysteel | Castiron | Copperall | Quenched steel | Stainless steel ¢63£30- ¢f0()5 -0.01~-0.03 Eg

P20 S45C SCMSK FCFCD (e] SKD SUS q? 1i.0~q<;> 16.0 %%i%ﬁ h6

[ ] [ ] [ ) [ ] ( [ ] $17.0~ $20 -0.015~-0.045 h6

[tem| Code Edge diameter |Handle diameter| Edge length | Total length : _Inventory
(D) (d) (Ap1 max) (L) 10 series 30 series 50 series 70 series

HSE3-04D0010 1.0 4 3 50 [ [ ] [ ] [ J
HSE3-04D0015 1.5 4 4 50 [ J [ ] [ ] [ J
HSE3-04D0020 2.0 4 6 50 [ J [ ] [ ] [ J
HSE3-04D0025 2.5 4 8 50 [ J [ ] (] [ J
HSE3-03D0030 3.0 3 8 50 [ J [ ] (] [ J
HSE3-04D0030 3.0 4 8 50 (] [ ] (] [ J
HSE3-04D0035 3.5 4 11 50 [ ] [ ] (] [ J
HSE3-04D0040 4.0 4 11 50 [ J [ J [ J [
HSE3-06D0010 1.0 6 3 50 [ J [ J [ J [
HSE3-06D0015 1.5 6 4 50 [ J [ J [ [
HSE3-06D0020 2.0 6 6 50 [ J [ J [ [
HSE3-06D0025 2.5 6 8 50 [ J [ J [ [
HSE3-06D0030 3.0 6 8 50 [ J [ J [ [
HSE3-06D0035 3.5 6 11 50 [ J [ J [ (]
HSE3-06D0040 4.0 6 11 50 [ [ J [ J [
HSE3-06D0045 4.5 6 13 50 [ [ J [ J [
HSE3-05D0050 5.0 5 13 50 [ [ ] [ ] [ J
HSE3-06D0050 5.0 6 13 50 [ ] [ ) [ ) [ )
HSE3-06D0060 6.0 6 15 50 [ ] [ ) [ ) [ )
HSE3-08D0070 7.0 8 20 60 [ ) [ ) [ ) [ )
HSE3-08D0080 8.0 8 20 60 [ ) [ ) [ ) [ )
HSE3-10D0090 9.0 10 25 75 [ ) [ ] [ ] [ ]
HSE3-10D0100 10.0 10 25 75 [ ) [ ] [ ] [ ]
HSE3-12D0120 12.0 12 30 75 [ ) [ ] [ ) [ ]
HSE3-14D0140 14.0 14 45 100 [ ] [ ) [ ) [ )
HSE3-16D0160 16.0 16 45 100 [ ] [ ) [ ) [ )
HSE3-18D0180 18.0 18 45 100 [ ) [ ) [ ) [ )
HSE3-20D0200 20.0 20 45 100 [ ) [ ) [ ) [ )

% Please select the minimum required tool overhang. Long overhangs are prone to vibration, so reduce the speed and feed rate.
% Please adjust the speed and feed rate reasonably according to the cutting depth, machine rigidity, etc.
% MOQ for all above is 10 Pcs.
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Roughing End Mills-End mills ~ A(HALNN

3-flute rough milling end mill

cres 72 = || P [ LA

For general cutting

10 series 50 series

0.6um J HRC45 X AITIN 0.4um J HRC60 X' AITIN
30 series
0.5um J HRC55 X AITIN
Cutting material Tolerances
50 series 70 series Edge diameter | Edge diameter tolerance | Handle diameter tolerance
10 series 30 series D size range D tolerance dtolerance

Carbon steel [ Alloysteel | Castiron | Copperall | Quenched steel | Stainless steel o (()E 6('1?10.0 -3)0011:-_000%35 Eg

P20 $45C SCMSK FCFCD Cu SKD SUS $11.0~ $16.0 -0.01~-0.04 h6

[ ) [ ) [ ) o ® [ $17.0~ 920 -0.015~ -0.045 hé

: - Inventory
Edge diameter|Handle diameter | Edge length | Total length
item Code (D) (d (Ap1 max) (L) 10 series 30 series 50 series

HRE3-06D0060 6.0 6 15 50 [ [ [ ]
HRE3-08D0080 8.0 8 20 60 [ [ [
HRE3-10D0100 10. 0 10 25 75 [ [ [
HRE3-12D0120 12.0 12 30 75 o [ [
HRE3-14D0140 14.0 14 45 100 [ ] [ [
HRE3-16D0160 16.0 16 45 100 [ o o
HRE3-18D0180 18.0 18 45 100 [ ] [ ] [ ]
HRE3-20D0200 20.0 20 45 100 [ [ ] [ ]

% It can be used for tool steel, alloy steel, pre-hardened die steel, and other high-hardness processing.

¥ It has good chip removal and is most suitable for high-speed cutting and groove processing.

% It adopts coarse teeth groove design, and the surface roughness of the workpiece after processing is good.
% The long handle design is most suitable for deep cavity processing.

% (30/50 series) Minimum order of 5 pieces.

B119



4 Flute roughing end mill

i

cres e b= || B2 [ LA

For general cutting

10 series 50 series

0.6um J HRC45 X AITIN 0.4um L HRC60 X AITIN
30 series
0.5um ] HRC55 X AITIN
Cutting material Tolerances
50 series 70 series Edge diameter | Edge diameter tolerance | Handle diameter tolerance
10 series 30 series Dsize range D tolerance dtolerance
Carbon steel | Alloy steel Cast iron Copper all | Quenched steel | Stainless steel I ’gi 64'?10.0 3](;)1]:_3)(?333 Eg
P20 S$45C SCMSK FCFCD CU SKD SUS $11.0~ $16.0 -0.01~-0.04 h6
) o o ® Y ® $17.0~ $20 -0.015~-0.045 h6
. : Inventol
Edge diameter| Handle diameter | Edge length | Total length ry
item Code 2 (D) (d) (Apl max) (L) 10 series 30 series 50 series
HRE4-06D0060 6.0 6 15 50 [ (] o
HRE4-08D0080 8.0 8 20 60 o () o
HRE4-10D0100 10. 0 10 25 75 o [ o
HRE4-12D0120 12.0 12 30 75 o [ o
HRE4-14D0140 14.0 14 45 100 [ J [ J o
HRE4-16D0160 16.0 16 45 100 [ ] [ J ()
HRE4-18D0180 18.0 18 45 100 [ [ [ )
HRE4-20D0200 20. 0 20 45 100 [ o [

(50 series) Minimum order of 5 pieces.

% It can be used for tool steel, alloy steel, pre-hardened die steel, and other high-hardness processing.
% It has good chip removal and is most suitable for high-speed cutting and groove processing.
% It adopts coarse teeth groove design, and the surface roughness of the workpiece after processing is good.

% The long handle design is most suitable for deep cavity processing.
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Roughing End Mills- End mills

Long shank 3-Flute roughing end mill

CRL3 %& &E | B [ LA

For general cutting

2

\]}‘,‘,’\

10 series 50 series
0.6um J HRC45 X AITIN 0.4um J HRC60 X AITIN
30 series
0.5um J HRC55 X AITIN
Cutting material Tolerances
50 series 70 series Edge diameter | Edge diameter tolerance | Handle diameter tolerance
10 series 30 series D size range Dtolerance dtolerance

Carbon steel | Alloy steel Cast iron Copper all [ Quenched steel | Stainless steel o 31 Gc'lg 100 3?{)011:.693)335 Eg

P20 S45C SCM SK FCFCD Cu SKD SUS $11.0~ $16.0 -0.01~-0.04 h6

[ ] [ ) [ ) o ® [ $17.0~ $20 -0.015~ -0.045 h6

Edge diameter| Handle diameter | Edge length | Total length Inventory
item Code 2 (D) d (Ap1 max) L) 10 series 30 series 50 series

HRL3-06D0060L075 6.0 6 15 75 [ [ o
HRL3-06D0060L100 6.0 6 15 100 [ [ [ )
HRL3-06D0060L150 6.0 6 15 150 o [ [
HRL3-08D0080LO75 8.0 8 20 75 o o [
HRL3-08D0080L100 8.0 8 20 100 o o o
HRL3-08D0080L150 8.0 8 20 150 [ ] o [
HRL3-10D0100L100 10.0 10 25 100 [ o o
HRL3-10D0100L150 10.0 10 25 150 [ [ o
HRL3-12D0120L100 12.0 12 30 100 [ ] [ ] [ )
HRL3-12D0120L150 12.0 12 30 150 [ ] [ ] [ )
HRL3-14D0140L150 14.0 14 45 150 [ ] [ ] [ ]
HRL3-16D0160L150 16. 0 16 50 150 [ ] [ ] [ ]
HRL3-18D0180L150 18.0 18 55 150 [ ) [ ] [ ]
HRL3-20D0200L150 20.0 20 60 150 [ ) [ ] [ ]

MOQ for all above is 10 Pcs

% It can be used for tool steel, alloy steel, pre-hardened die steel, and other high-hardness processing.

% It has good chip removal and is most suitable for high-speed cutting and groove processing.

% It adopts coarse teeth groove design, and the surface roughness of the workpiece after processing is good.
% The long handle design is most suitable for deep cavity processing.
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M HALNN  End mills- Roughing End Mills

Long shank 4-Flute roughing end mill
i cnu%‘%@; | = L

For general cutting

10 series

30 series

50 series

Cutting material Tolerances
50 series 70 series Edge diameter | Edge diameter tolerance | Handle diameter tolerance
10 series 30 series Dsize range Dtolerance dtolerance

Carbon steel | Alloy steel Cast iron Copper all | Quenched steel | Stainless steel &7 gi 6&?10‘0 2)0(?11:_(?(?335 Eg

P20 $45C SCM SK FCFCD cu SKD SUS $11.0~ $16.0 -0.01~-0.04 h6

[ ) [ ) [ ] [ ® ° $17.0~ $20 -0.015~-0.045 h6

ttem Code Edge ?I;e;meter Handle((ciii)ameter E(SI\%? lgr;%h Total(t?ngth 10 series Iggzzt?erz 50 series

HRL4-06D0060L075 6.0 6 15 75 [ o [
HRL4-06D0060L100 6.0 6 15 100 [ [ ] [ ]
HRL4-06D0060L150 6.0 6 15 150 o () o
HRL4-08D0080LO75 8.0 8 20 75 [ [ [
HRL4-08D008OL100 8.0 8 20 100 () [ ()
HRL4-08D0080L150 8.0 8 20 150 o [ L]
HRL4-10D0100L100 10.0 10 25 100 L] [ L)
HRL4-10D0100L150 10. 0 10 25 150 () [ ()
HRL4-12D0120L100 12.0 12 30 100 [ ] [ ] [ ]
HRL4-12D0120L150 12.0 12 30 150 [ ] [ ] [ )
HRL4-14D0140L150 14.0 14 45 150 [ ) [ ] [ ]
HRL4-16D0160L150 16. 0 16 50 150 [ ) [ ] [ ]
HRL4-18D0180L150 18.0 18 55 150 [ ) [ ] [ ]
HRL4-20D0200L150 20.0 20 60 150 [ ] [ ] [ ]

% It can be used for tool steel, alloy steel, pre-hardened die steel, and other high-hardness processing.

% It has good chip removal and is most suitable for high-speed cutting and groove processing.

% It adopts coarse teeth groove design, and the surface roughness of the workpiece after processing is good.

% The long handle design is most suitable for deep cavity processing.
% (D) Edge Diameter <10 MOQ is 10 pcs, the MOQ is 5 pcs.
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Arc Head End Mills- End mills ~ A(HALNN

2 Flute arc head end mill
o by 0 = | B BE L L8

For general cutting

10 series 50 series

HRC45 X AITIN HRC 60 X AITIN
HRC55 L AITIN
Cutting material Tolerances
Edge diameter | Edge diameter tolerance | Handle diameter tolerance
50 series 70 series Dssize range Dtolerance dtolerance
10 series 30 series ¢10~ 29 0~-0.02 h6
Carbon steel [ Alloysteel | Castiron [ Copperall | Quenched steel | Stainless steel 4(1)6350:3)3)% _60(?11: _(;)00335 :g
P20 $45C SCM SK FCFCD (o] SKD SUS $11.0~ $16.0 0.01~-0.04 he
[ ] [ ] [ ) o L o
7 : Inventol
ttem Code Fge t(jg)a)meter . Handle(g;ameter E(‘,jt\%? Ir?wr;%)th Total(lljngth 10 series | 30 series !% series | 70 series
HSR2-04 DO020R05 2.0 RO. 5 4 4 50 [ J [ J [ J [ J
HSR2-04 DO030R05 3.0 RO. 5 4 5 50 [ J [ ] [ J [ J
HSR2-04 D0O040R05 4.0 RO. 5 4 8 50 [ J [ J [ J [ J
HSR2-04 DO040R10 4.0 R1 4 8 50 [ ] [ J [ J [ J
HSR2-06 DO060R05 6.0 RO. 5 6 12 50 [ J [ J [ J [ J
HSR2-06 DOO60R10 6.0 R1 6 12 50 [ J [ J [ J [ J
HSR2-08 DOOSOR05 8.0 RO. 5 8 16 60 [ J [ ] [ J [ J
HSR2-08 DOOSOR10 8.0 R1 8 16 60 [ (] o o
HSR2-08 DOOSOR15 8.0 RL.5 8 16 60 [ J (] o [
HSR2-10 DO100R05 10.0 RO. 5 10 20 75 [ J [ J [ J [ J
HSR2-10 DO100R10 10.0 R1 10 20 75 [ J [ J [ ] [ ]
HSR2-10 DO100R15 10.0 RL. 5 10 20 75 [ J [ J [ J [ J
HSR2-12 DO120R05 12.0 RO. 5 12 24 75 [ J [ J [ ] [ ]
HSR2-12 DO120R10 12.0 R1 12 24 75 [ J [ J [ J [ J
HSR2-12 DO120R15 12.0 RI1.5 12 24 75 [ J [ ] [ J [ J
HSR2-12 DO120R20 12.0 R2 12 24 75 [ o o o

% The arc angle cutting edge design can prevent chipping.

% The above are all ordered in 10 pieces
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M HALNN  End mills- Arc Head End Mills

For general cuttin For high-speed machine cuttin
g g g g

10 series 50 series
HRC 45 J AITIN HRC 60 L AITIN
HRC55 X AITIN
Cutting material Tolerances
Edge diameter | Edge diameter tolerance | Handle diameter tolerance
50 series 70 series Dsize range Dtolerance dtolerance
10 series 30 series $1.0~ 929 0~-0.02 h6
Carbon steel | Alloysteel | castiron | Copperall | Quenched steel | Stainless steel 3)63 50:4?160% ;)O(?llf (?(;)335 Eg
P20 $45C SCMSK FCFCD ) SKD SUS $11.0~ $16.0 0.01~-0.04 h6
[ ) [ ] [ ) L] ] ()
i i Inven
ltem Code Edge %?meter R Handle(((ji;ameter E&%? l:qr;%th Total(ic)angth 10 series | 30 seriese tog) series | 70 series
HLR2-04D0020R05L075 2.0 RO. 5 4 4 75 [ [ (] [ J
HLR2-04D0030R05L0O75 3.0 RO. 5 4 5 75 [ o (] [ J
HLR2-04D0040R05L075 4.0 RO. 5 4 8 75 o [ J [ J [
HLR2-04D0040R10L075 4.0 R1 4 8 75 [ J [ J [ [
HLR2-04D0040R05L100 4.0 RO. 5 4 8 100 [ J @ [ [
HLR2-04D0040R10L100 4.0 R1 4 8 100 [ [ [ o
HLR2-06D0060R05LO75 6.0 RO. 5 6 12 75 [ [ o [ J
HLR2-06D0060R10LO75 6.0 R1 6 12 75 (] o [ [ ]
HLR2-06D0060R05L100 6.0 RO. 5 6 12 100 o [ J [ J @
HLR2-06D0060R10L100 6.0 R1 6 12 100 [ J @ @ [
HLR2-08DO0SOR05LO75 8.0 RO. 5 8 16 75 [ [ [ o
HLR2-08D0080R10LO75 8.0 R1 8 16 75 [ [ (] [ J
HLR2-08D00SOR15L075 8.0 R1.5 8 16 75 [ (] o [ J
HLR2-10D0100R05L100 10. 0 RO. 5 10 20 100 (] [ J [ J @
HLR2-10D0100R10L100 10. 0 R1 10 20 100 [ J [ J [ [
HLR2-10D0100R15L100 10. 0 R1.5 10 20 100 @ [ [ (]
HLR2-12D0120R05L100 12.0 RO. 5 12 24 100 @ [ o [ J
HLR2-12D0120R10L100 12.0 R1 12 24 100 [ (] [ J [ J
HLR2-12D0120R15L100 12.0 RI1.5 12 24 100 o [ J [ J o
HLR2-12D0120R20L100 12.0 R2 12 24 100 [ J [ [ [

% Special specifications can be customized.

% The above are all ordered in 10 pieces.
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Arc Head End Mills- End mills A HALNN

4 Flute arc head end mil
ont by G o B WS [ LA

- I

For general cutting

i I

5 " i
- Aprmax L | H
- -

For high-speed machine cutting

10 series 50 series

HRC45 J AITIN HRC60 X AITIN
30 series 70 series
HRC55 L AITIN
Cutting material Tolerances
Edge diameter | Edge diameter tolerance | Handle diameter tolerance
50 series 70 series D size range D tolerance dtolerance
10 series 30 series $1.0~$2.9 0~-0.02 hé
Carbon steel | Alloy steel | Castiron | Copperall [Quenched steel | Stainless steel q?gso:q?ﬁ)% 3)8)1]: 603)335 Eg
P20 $45C SCMSK FCFCD cu SKD SUS $11.0~ $16.0 _(5_01~ _6_04 h6
[ ] [ ] [ ] ® [ )
i i Inven
ttem Code Fge %a;meter . Handleéi e E((,jt\%? l;r;%th Total(S:ngth 10 series | 30 seriese t0!?(/) series | 70 series
HSR4-04D0020R05 2.0 RO. 5 4 4 50 [ J [ J [ J [ J
HSR4-04D0030R05 3.0 RO. 5 4 5 50 [ J [ J [ J [ J
HSR4-04D0040R05 4.0 RO. 5 4 8 50 [ J [ J [ J [ J
HSR4-04D0040R10 4.0 R1 4 8 50 [ J [ J [ J [ J
HSR4-06D0060R05 6.0 RO. 5 6 12 50 [ ] [ J [ J [ J
HSR4-06D0060R10 6.0 R1 6 12 50 [ ] [ J [ J [ J
HSR4-08D0080R05 8.0 RO.5 8 16 60 [ ] [ J [ J [ J
HSR4-08DO08OR10 8.0 R1 8 16 60 [ ] [ J [ J [ J
HSR4-08D008OR15 8.0 RL.5 8 16 60 [ ] [ J [ J [ J
HSR4-10D0100R05 10. 0 RO. 5 10 20 75 [ J [ J [ J [ J
HSR4-10D0100R10 10. 0 R1 10 20 75 [ J [ J [ J [ J
HSR4-10D0100R15 10.0 RI.5 10 20 75 [ J [ J [ ] [ J
HSR4-12D0120R05 12.0 RO. 5 12 24 75 [ J [ J [ ] [ J
HSR4-12D0120R10 12.0 R1 12 24 75 [ J [ J [ [ J
HSR4-12D0120R15 12.0 R1.5 12 24 75 [ J [ J [ J [ J
HSR4-12D0120R20 12.0 R2 12 24 75 [ J [ J [ J [ J

The above are all ordered in 5 pieces

% The arc angle cutting edge design can prevent chipping.
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M HALNN  End mills- Arc Head End Mills

4 Flute long-shank arc head end mill
CLR4B¢$§@ g E‘Emu

For general cutting

10 series

30 series

Cutting material

For high-speed machine cutting

50 series

70 series

Tolerances

Edge diameter | Edge diameter tolerance | Handle diameter tolerance
50 series 70 series Dsize range D tolerance dtolerance

10 series 30 series ®1.0~$2.9 0~-0.02 h6

Carbon steel | Alloy steel Cast iron Copper all | Quenched steel | Stainless steel 4(1)6350:4()')16005 E)Ogl]: é)é);’s :g

P20 $45C SCM SK FCFCD U SKD SUS 110~ 5160 0.01~-0.04 he

[ ] [ ] [ ] o [ ) [ )
i i Inven
(.2 e <(j||)a)1meter R Handle(g;ameter E((lj‘\%? lg;%h TOtal(t()emgth 10 series | 30 serie;3 tor5y0 series | 70 series

HLR4-04D0020R05L075 2.0 RO. 5 4 4 75 o (] (] [
HLR4-04D0030R05L075 3.0 RO. 5 4 5 75 [ [ [ o
HIR4-04D0040R05L075 4.0 RO. 5 4 8 75 o o o (]
HLR4-04D0040R10L0O75 4.0 R1 4 8 75 [ J [ J [ J [ ]
HLR4-04D0040R05L.100 4.0 RO. 5 4 8 100 (] (] (] [
HLR4-04D0040R10L100 4.0 R1 4 8 100 [ [ [ o
HIR4-06D0060R05L0O75 6.0 RO. 5 6 12 75 @ o o o
HLR4-06D0060R10LO75 6.0 RO. 5 6 12 75 o (] (] o
HLR4-06D0060R05L.100 6.0 R1 6 12 100 [ [ J o ®
HLR4-06D0060R10L100 6.0 R1 6 12 100 o [ J [ (]
HLR4-08D0O08OR05L075 8.0 RO. 5 8 16 75 (] o (] [ J
HLR4-08D008OR10L075 8.0 R1 8 16 75 [ J [ J [ J o
HLR4-08D008OR15L075 8.0 R1.5 8 16 75 o @ @ (]
HLR4-10D0100R05L.100 10.0 RO. 5 10 20 100 [ J [ J [ J [ ]
HLR4-10D0100R10L100 10.0 R1 10 20 100 [ J [ ] [ J ®
HLR4-10D0100R15L.100 10.0 R1.5 10 20 100 o [ J o (]
HLR4-12D0120R05L100 12.0 RO. 5 12 24 100 o o o [ J
HLR4-12D0120R10L100 12.0 R1 12 24 100 [ J [ J [ J @
HLR4-12D0120R15L100 12.0 R1. 5 12 24 100 [ J [ J [ J [ J
HLR4-12D0120R20L100 12.0 R2 12 24 100 o [ J (] [ J

% Special specifications can be customized.

The above are all ordered in 10 pieces

% Please use the minimum required tool overhang. Long overhangs are prone to vibration, so the speed and feed

rate should be reduced.

% Please adjust the speed and feed rate reasonably according to the cutting depth, machine rigidity, etc.
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Ball Nose Universal End Mills- End mills M HALNN

2 Flute ball-end mill
& = | B & s

I

For general cutting

CsB2

10 series 50 series
HRC 45 HRC 60 L AITIN
Cutting material Tolerances
- Edge diameter | Edge diameter tolerance | Handle diameter tolerance
50 series 70 series Dsize range Dtolerance dtolerance
10 series 30 series L0~ $2.9 0~-0.02 h6
Carbon steel | Alloysteel | Castiron | Copperall | Quenched steel | Stainless steel $3.0~ 964 -0.01~-0.03 h6
Posasc | scMsk | Fcrop Y SKD Sus q;p 161’_5(;%1106?5 ‘%%111'%%3:’ :g
() o ) [ () [ ] ¢17.0~ $20 -0.015~ -0.045 h6
ltemn Code Edge diameter|Handle diameter| Edge length | Total length i _Inventory
(D) (d) (Ap1 max) (L) 10 series 30 series 50 series 70 series
HSB2-04D0010 RO. 5 4 2 50 [ J [ J [ ] [ J
HSB2-04D0015 RO. 75 4 3 50 [ J [ J [ ] [ J
HSB2-04D0020 R1 4 4 50 [ J [ J [ J [ J
HSB2-04D0025 R1. 25 4 5 50 [ J [ J [ J [ J
HSB2-03D0030 R1.5 3 6 50 [ J [ J [ J [ J
HSB2-04D0030 R1.5 4 6 50 [ J [ J [ J [ ]
HSB2-04D0040 R2 4 8 50 [ J [ J [ J [ ]
HSB2-06D0010 RO. 5 6 2 50 [ J [ J [ J [ ]
HSB2-06D0015 RO. 75 6 3 50 [ J [ J [ J ()
HSB2-06D0020 R1 6 4 50 [ J [ J [ J [ J
HSB2-06D0025 R1.25 6 5 50 [ J [ J [ J [ J
HSB2-06D0030 R1.5 6 6 50 [ J [ J [ J [ J
HSB2-06D0040 R2 6 8 50 [ J [ J [ J [ J
HSB2-05D0050 R2.5 5 10 50 [ ] [ J [ J [ J
HSB2-06D0050 R2.5 6 10 50 [ J [ J [ J [ J
HSB2-06D0060 R3 6 12 50 [ J [ J [ ] [ J
HSB2-08D0080 R4 8 16 60 [ J [ J [ [ J
HSB2-10D0100 R5 10 20 75 [ J [ J [ ] [ J
HSB2-12D0120 R6 12 25 75 [ J [ J [ ] [ J
HSB2-16D0160 R8 16 30 100 [ J [ J [ ] [ J
HSB2-20D0200 R10 20 30 100 [ J [ J [ J [ J

3% Can be used for processing tool steel, alloy steel, pre-hardened die steel, and other high-hardness materials.
% Universal 2 Flute ball-end mill, widely used for profiling and other purposes.
% The surface roughness of the workpiece after processing is good.
% Highly heat-resistant coating, high-speed processing is possible.
% (50/70) Series MOQ is 10 Pcs
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M HALNN  End mills- Ball Nose Universal End Mills

2-flute long-shank ball end mill

For general cutting

10 series

30 series

For high-speed machine cutting

50 series

70 series

Cutting material Tolerances
Edge diameter | Edge diameter tolerance | Handle diameter tolerance
50 series 70 series Dsize range Dtolerance dtolerance

10 series 30 series ©L0~ 029 0~-0.02 he

Carbon steel | Alloysteel | Castiron | Copperall | Quenched steel | Stainless steel $3.0~ 964 -0.01~-0.03 h6

POSASC | SCMSK FCFCD cu SKD SUS q? 1%%1%1106?5 %%ﬁf%ﬁ Eg

o (] [ ) [ [ ] [ ] ®17.0~ $20 -0.015~ -0.045 h6

ltem Code Edge diameter |Handle diameter| Edge length | Total length . ’ Inventory
(D) (d) (Ap1 max) (L) 10 series 30 series 50 series 70 series

HLB2-04D0040L075 R2 4 8 75 [ ] [ ] [ [
HLB2-04D0040L100 R2 4 8 100 [ ] [ ] [ ] [ ]
HLB2-06D0050L075 R2.5 6 10 75 [ ] [ [ ] [ ]
HLB2-06D0060L075 R3 6 12 75 [ ] [ ] [ ] (]
HLB2-06D0060L100 R3 6 12 100 [ ] [ ] [ ] [ ]
HLB2-06D0060L150 R3 6 30 150 (] (] [ ] [ ]
HLB2-08D0080L0O75 R4 8 16 75 [ ] [ ] [ ] [ ]
HLB2-08D0080L100 R4 8 16 100 [ ] [ ] [ ] [ ]
HLB2-08D0080L150 R4 8 30 150 [ ] [ ] [ ] [ ]
HLB2-10D0100L100 R5 10 20 100 [ ] [ ] (] (]
HLB2-10D0100L150 R5 10 40 150 (] (] [ ] [ ]
HLB2-12D0120L100 R6 12 25 100 [ ] [ ] [ ] [ ]
HLB2-12D0120L150 R6 12 40 150 [ ] [ ] [ ] [ ]
HLB2-14D0140L150 R7 14 40 150 [ ] [ ] (] [ ]
HLB2-16D0160L150 R8 16 40 150 (] (] [ ] [
HLB2-18D0180L150 R9 18 40 150 [ ] [ ] [ ] [ ]
HLB2-20D0200L150 R10 20 40 150 [ ] [ ] [ ] [ ]

% The tool has good rigidity and chip discharge, and is most suitable for high-precision three-dimensional
processing of molds.

% Special tool shape design, can be used for tool steel, alloy steel, pre-hardened mold steel, and other high-hardness
processing.

% Highly heat-resistant coating, can be processed at high speed.
% Long-shank design, most suitable for deep cavity processing.
% The above MOQ is 10 Pcs.
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4-flute ball-end mill

CcsB4

P Ben

For general cutting

10 series

30 series

Cutting material

Ball Nose Universal End Mills End mills

50 series

KHALNN

70 series

Tolerances

- Edge diameter | Edge diameter tolerance | Handle diameter tolerance
50 series 70 series Dsize range Dtolerance dtolerance
10 series 30 series ©1.0~$29 0~-0.02 h6
Carbon steel | Alloy steel | Castiron | Copperall | Quenched steel | Stainless steel $3.0~ 964 -0.01~-0.03 h6
P20 S45C SCM SK FCFCD c SKD SUS q? 161'%1%1106?5 _%9011: %%34]:’ Eg
[ ] [ ] [ ] L) ) L] $17.0~ 920 -0.015~-0.045 h6
ltem Code Edge diameter | Handle diameter| Edge length | Total length . _Inventory :
(D) (d) (Apl max) (L) 10 series 30 series 50 series 70 series
HSB4-04D0010 RO. 5 4 2 50 [ J [ J [ ] [ J
HSB4-04D00 15 RO. 75 4 3 50 [ J [ J ) [ J
HSB4-04D0020 R1 4 4 50 [ J [ () ()
HSB4-04D0025 R1. 25 4 5 50 [ J [ ] [ J [ J
HSB4-03D0030 R1.5 3 6 50 [ ) ) [
HSB4-04D0030 R1.5 4 6 50 [ ] [ J [ J [
HSB4-04D0040 R2 4 8 50 () [ J [ J [ ]
HSB4-06D0010 RO. 5 6 2 50 [ J [ J [ J [ J
HSB4-06D00 15 RO. 75 6 3 50 [ J [ J [ ] [ J
HSB4-06D0020 R1 6 4 50 [ J [ J ) [ J
HSB4-06D0025 R1.25 6 5 50 ) [ J ) )
HSB4-06D0030 R1.5 6 6 50 [ J [ ] [ J [ J
HSB4-06D0040 R2 6 8 50 [ ) [ J [
HSB4-05D0050 R2.5 5 10 50 [ ] [ J [ J [
HSB4-06D0050 R2. 5 6 10 50 [ ] () [ J [ ]
HSB4-06D0060 R3 6 12 50 ) () [ )
HSB4-08D0080 R4 8 16 60 () [ J [ J ()
HSB4-10D0100 R5 10 20 75 [ J ) [ ] o
HSB4-12D0120 R6 12 25 75 ) [ J ) ()
HSB4-16D0160 R8 16 30 100 [ J [ J [ J [ J
HSB4-20D0200 R10 20 30 100 [ J [ ] [ J )

% Can be used for processing tool steel, alloy steel, pre-hardened die steel, and other high-hardness materials.
% 4-flute ball-end mill can be widely used for profiling and other purposes.

% The surface roughness of the workpiece after processing is good.

% The coating with high heat resistance can be processed at high speed.

% The above MOQ is 10 Pcs.
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M HALNN  End mills-Ball Nose Universal End Mills

4-flute long-shank ball end mill

For high-speed machine cutting

10 series s0series
HRC 45 J AITIN HRC 60 L AITIN
30 series oS
HRC55 L AITIN HRC65-68J AITIN-AS
Cutting material Tolerances
- Edge diameter | Edge diameter tolerance | Handle diameter tolerance
50 series 70 series Dsize range Dtolerance dtolerance
10 series 30 series L0~ $2.9 0~-0.02 h6
Carbon steel | Alloysteel | Castiron | Copperall | Quenched steel | Stainless steel $3.0~ 964 -0.01~-0.03 h6
Posasc | scmsk | Fcrop w SKD Sus q? 161.%:%11055 ‘%%111'%%345 Eg
) o o [ [ [ ) 17.0~ $20 -0.015~ 0.045 h6
e Goile Edge diameter | Handle diameter | Edge length | Total length . _Inventory i
(D) (d) (Apl max) (L) 10 series 30 series 50 series 70 series
HLB4-04D00401.075 R2 4 8 75 [ [ ] () [
HLB4-04D0040L100 R2 4 8 100 [ J [ () ()
HLB4-06D0050L075 R2. 5 6 10 75 [ J [ () ()
HLB4-06D00601.075 R3 6 12 75 () [ [ ] ()
HLB4-06D0060L100 R3 [§ 12 100 ) [ J [ [ ]
HLB4-06D0060L150 R3 6 30 150 ) ) [ [ ]
HLB4-08D0080L0O75 R4 8 16 75 () () () [
HLB4-08D0080L100 R4 8 16 100 [ () ) ()
HLB4-08D0080L150 R4 8 30 150 [ [ ] () ()
HLB4-10D0100L100 R5 10 20 100 () [ () ()
HLB4-10D0100L150 R5 10 40 150 [ J [ () ()
HLB4-12D0120L100 R6 12 25 100 0 ° ° °
HLB4-12D0120L150 R6 12 40 150 [ ] ) [ [
HLB4-14D0140L150 R7 14 40 150 [ J ) [ [
HLB4-16D0160L150 R8 16 40 150 [ () ) ()
HLB4-18D0180L150 R9 18 40 150 [ [ ] () [
HLB4-20D0200L150 R10 20 40 150 ° ° D) o

3% Can be used for processing tool steel, alloy steel, pre-hardened die steel, and other high-hardness materials.
% 4-flute ball-end mill can be widely used for profiling and other purposes.

% The surface roughness of the workpiece after processing is good.

% The coating with high heat resistance can be processed at high speed.

% The above MOQ is 10 Pcs.
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Stainless Steel Special Mills- End mills A HALNN

3-flute end mill for stainless steel
e Bl |

—

CSUSEY

Apimax L

m— For high-speed machine cutting

For general cutting 50 series
30 series HRC60 X AITIN
HRC 55 AITIN 70 series
HRC65-68] AITIN-AS
Cutting material Tolerances
- Edge diameter | Edge diameter tolerance [ Handle diameter tolerance
50 series 70 series Dsize range Dtolerance dtolerance
30 series $10~ 2.9 0~-0.02 hé
Carbon steel | Alloy steel | Castiron | Copperall | Quenched steel | Stainless steel $3.0~ 964 -0.01~-0.03 h6
PROSAC | SCMSK FCFCD w SKD SUS q?fl‘i;%lfé% '%%11: -%2)43? Eg
[ ) 17.0~ $20 -0.015~ -0.045 h6
ltem Code Edge diameter | Handle diameter | Edge length Total length . Invent.ory -
(D) (d) (Ap1 max) (L) 30 series | 50 series | 70 series
HSUSE3-04D0010 1.0 4 3 50 [ ) [ [ )
HSUSE3-04D0015 1.5 4 4 50 [ ) ® [ )
HSUSE3-04D0020 2.0 4 6 50 [ ) ® [ )
HSUSE3-04D0025 2.5 4 7 50 [ ) [ [ )
HSUSE3-04D0030 3.0 4 8 50 [ ) [ [ )
HSUSE3-04D0035 3.5 4 10 50
HSUSE3-04D0040 4.0 4 11 50 [ ) [ [ )
HSUSE3-06D0045 4.5 6 13 50
HSUSE3-06D0050 5.0 6 13 50 [ ) [ [ )
HSUSE3-06D0055 5.5 6 13 50
HSUSE3-06D0060 6.0 6 15 50 [ ) [ [ )
HSUSE3-08D0065 6.5 8 17 60
HSUSE3-08D0070 7.0 8 17 60
HSUSE3-08D0075 7.5 8 17 60
HSUSE3-08D0080 8.0 8 20 60 [ ) o [ )
HSUSE3-10D0085 8.5 10 23 75
HSUSE3-10D0090 9.0 10 23 75
HSUSE3-10D0095 9.5 10 25 75
HSUSE3-10D0100 10. 0 10 25 75 [ ) [ [ ]
HSUSE3-12D0105 10. 5 12 25 75
HSUSE3-12D0110 11.0 12 28 75
HSUSE3-12D0115 11.5 12 28 75
HSUSE3-12D0120 12. 0 12 30 75 [ ) o [ )
HSUSE3-16D0130 13.0 16 33 100
HSUSE3-16D0140 14. 0 16 35 100
HSUSE3-16D0150 15. 0 16 38 100
HSUSE3-16D0160 16. 0 16 40 100 [ ) [ [ )
HSUSE3-18D0170 17.0 18 40 100
HSUSE3-18D0180 18.0 18 40 100
HSUSE3-20D0190 19.0 20 40 100
HSUSE3-20D0200 20.0 20 40 100 [ ) [ [ ]

The above MOQ is 10 Pcs.
% Please select the minimum required tool overhang. Long overhangs are prone to vibration, so the speed and feed rate should be reduced.

% Please adjust the speed and feed rate reasonably according to the cutting depth, machine rigidity, etc.
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M HALNN  End mills- Stainless Steel Special Mills

I 4-flute end mill for stainless steel
oL LT PR

I c For high-speed machine cutting

For general cutting 50 series
: HRC60 X AITIN
30 series
- HRC55 X AITIN (OSeries
HRC65-68] AITIN-AS
Cutting material Tolerances
. Edge diameter | Edge diameter tolerance | Handle diameter tolerance
50 series 70 series D size range D tolerance dtolerance
30 series L0~ 329 0~-0.02 h6
Carbon steel [ Alloysteel | Castiron | Copperall | Quenched steel | Stainless steel $3.0~ 6.4 -0.01~-0.03 h6
P2OSASC | SCMSK FCFCD e SKD SUS q? 161"501%11055 '%%111'%%3:‘5 Eg
[ 17.0~ $20 -0.015~-0.045 h6
ltern Code Edge diameter | Handle diameter Edge length Total length . Inventc?ry '
(D) (d) (Ap1 max) (L) 30 series | 50 series | 70 series
HSUSE4-04D0010 1.0 4 3 50 [ ] [ ] [ )
HSUSE4-04D0015 1.5 4 4 50 [ ) [ ] [ ]
HSUSE4-04D0020 2.0 4 6 50 [ [ [ ]
HSUSE4-04D0025 2.5 4 7 50 [ ] [ ] [ ]
HSUSE4-04D0030 3.0 4 8 50 [ ) [ )
HSUSE4-04D0035 3.5 4 10 50
HSUSE4-04D0040 4.0 4 11 50 [ ) [ ] [ ]
HSUSE4-06D0045 4.5 6 13 50
HSUSE4-06D0050 5.0 6 13 50 [ [ ) [ ]
HSUSE4-06D0055 5.5 6 13 50
HSUSE4-06D0060 6.0 6 15 50 [ ] [ ]
HSUSE4-08D0065 6.5 8 17 60
HSUSE4-08D0070 7.0 8 17 60
HSUSE4-08D0075 7.5 8 17 60
HSUSE4-08D0080 8.0 8 20 60 [ ) [ ) [ ]
HSUSE4-10D0085 8.5 10 23 75
HSUSE4-10D0090 9.0 10 23 75
HSUSE4-10D0095 9.5 10 25 75
HSUSE4-10D0100 10.0 10 25 75 [ ) [ ) [ ]
HSUSE4-12D0105 10.5 12 25 75
HSUSE4-12D0110 11.0 12 28 75
HSUSE4-12D0115 11.5 12 28 75
HSUSE4-12D0120 12.0 12 30 75 [ ) [ ) [ ]
HSUSE4-16D0130 13.0 16 33 100
HSUSE4-16D0140 14.0 16 35 100
HSUSE4-16D0150 15.0 16 38 100
HSUSE4-16D0160 16. 0 16 40 100 [ ] [ [ )
HSUSE4-20D0170 17.0 20 40 100
HSUSE4-20D0180 18.0 20 40 100
HSUSE4-20D0190 19.0 20 40 100
HSUSE4-20D0200 20.0 20 40 100 [ [ ) [ ]

The above MOQ is 5 Pcs.
% Please select the minimum required tool overhang. Long overhangs are prone to vibration, so the speed and feed rate should be reduced.

% Please adjust the speed and feed rate reasonably according to the cutting depth, machine rigidity, etc.
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End Mills For Aluminum-End mills ~ AHALNN

2-flute end mill for aluminum

b .
T
L
For general cutting For high-speed machine cutting
10 series 30 series
Cutting material Tolerances
Edge diameter | Edge diameter tolerance | Handle diameter tolerance
Aluminum alloy ® D size range D tolerance dtolerance
L0~ 2.9 0~-0.02 h6
$3.0~ 6.4 -0.01~-0.03 h6
©6.5~ 9109 -0.01~-0.035 h6
110~ ¢165 -0.01~-0.04 h6
®17.0~ $20 -0.015~-0.045 h6
. i Inventory
[tem Code E= %a)\meter Ha”dle(ﬂ iameter E(c;l\%ei lrig%)th Total(gength 10 series | 30 series | 50 series
HAE2-04D0010 1.0 4 3 50 [ ] [ ] [ ]
HAE2-04D0015 1.5 4 4 50 [ ] [ ] [ ]
HAE2-04D0020 2.0 4 6 50 [ ] [ ] [ ]
HAE2-04D0025 2.5 4 8 50 [ ] [ ] [ ]
HAE2-04D0030 3.0 4 8 50 [ ] [ ] [ ]
HAE2-04D0040 4.0 4 11 50 [ ] [ ] [ ]
HAE2-06D0050 5.0 6 13 50 [ ] [ ] [ ]
HAE2-06D0060 6.0 6 15 50 [ ] [ ] [ ]
HAE2-08D0080 8.0 8 20 60 [ ] [ ] [ ]
HAE2-10D0100 10. 0 10 25 75 [ ] [ ] [ ]
HAE2-12D0120 12. 0 12 30 75 [ ] [ ] [ ]
HAE2-14D0140 14.0 14 45 100 [ ] [ ] [ ]
HAE2-16D0160 16. 0 16 45 100 [ ] [ ] [ ]
HAE2-18D0180 18.0 18 45 100 [ ] [ ] [ ]
HAE2-20D0200 20.0 20 45 100 [ ] [ ] [ ]

% Please select the minimum required tool overhang. Long overhangs are prone to vibration, so the speed and feed rate should be reduced.
% Please adjust the speed and feed rate reasonably according to the cutting depth, machine rigidity, etc.
% The above MOQ is 10 Pcs.
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M HALNN  End mills* End Mills For Aluminum

T
>
2-flute extended end mill for aluminum
In 7 N
oz @ O = || B ¥ L 1A
1]
e :
L
|
: .
For general cutting For high-speed machine cutting
Cutting material Tolerances
Edge diameter | Edge diameter tolerance | Handle diameter tolerance
Aluminum alloy Y Dssize range D tolerance dtolerance
L0~ 2.9 0~-0.02 h6
3.0~ p6.4 -0.01~-0.03 h6
$6.5~ $10.9 -0.01~-0.035 h6
$11.0~ ¢p165 -0.01~-0.04 h6
©17.0~ $20 -0.015~ -0.045 h6
ltem Code Edge diameter | Handle diameter Edge length Total length : InvenFory :
(D) (d) (Ap1 max) (L) 10 series | 30 series | 50 series
HAL2-04D0030L075 3.0 4 11 75 [ ] [ ) [ )
HAL2-04D0040L075 4.0 4 11 75 [ ] [ ) [ )
HAL2-04D0040L100 4.0 4 11 100 [ ] [ ] [ )
HAL2-06D0050L075 5.0 6 13 75 [ ] [ ) [ )
HAL2-06D0060L075 6.0 6 15 75 [ ] [ ) [ )
HAL2-06D0060L100 6.0 6 15 100 [ ] [ ] [ )
HAL2-06D0060L150 6.0 6 15 150 [ ] [ ) [ )
HAL2-08D0080L075 8.0 8 20 75 [ ] [ ) [ )
HAL2-08D0080L100 8.0 8 20 100 [ ] [ ] [ )
HAL2-08D0080L150 8.0 8 40 150 [ ] [ ) [ )
HAL2-10D0100L100 10.0 10 25 100 [ ] [ ) [ )
HAL2-10D0100L150 10. 0 10 50 150 [ ] [ ] [ )
HAL2-12D0120L100 12. 0 12 30 100 [ ] [ ) [ )
HAL2-12D0120L150 12.0 12 50 150 [ ] [ ) [ )
HAL2-14D0140L150 14. 0 14 50 150 [ ] [ ] [ )
HAL2-16D0160L150 16.0 16 50 150 [ ] [ ) [
HAL2-18D0180L150 18.0 18 50 150 [ [ ] [
HAL2-20D0200L150 20.0 20 50 150 [ ] [ ] [ )

% Please select the minimum required tool overhang. Long overhangs are prone to vibration, so the speed and feed rate should be reduced.
% Please adjust the speed and feed rate reasonably according to the cutting depth, machine rigidity, etc.
% The above MOQ is 10 Pcs.
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End Mills For Aluminum - End mills  AHALNN

3-flute end mill for aluminum
# = || B ¥ L

a
- -

For general cutting For high-speed machine cutting
10 series 30 series
Cutting material Tolerances
Edge diameter | Edge diameter tolerance | Handle diameter tolerance
Aluminum alloy ® Dssize range D tolerance dtolerance
©1.0~$2.9 0~-0.02 h6
3.0~ 6.4 -0.01~-0.03 h6
$6.5~ $10.9 -0.01~-0.035 h6
$11.0~ $165 -0.01~-0.04 h6
®17.0~ $20 -0.015~-0.045 hé
. . Inventory
E iameter Edge length Total length
ttem Code dee ?D? ote Handle(g)lameter (A%l ma%)t (L) = 10 series | 30 series | 50 series
HAE3-04D0010 1.0 4 3 50 [ ) [ ] [ )
HAE3-04D0015 1.5 4 4 50 [ ) [ ) [ )
HAE3-04D0020 2.0 4 6 50 [ ) [ ) [ )
HAE3-04D0025 2.5 4 8 50 [ ] [ ) [ ]
HAE3-04D0030 3.0 4 8 50 [ ] [ ] [ ]
HAE3-04D0040 4.0 4 11 50 [ ] [ ] [ ]
HAE3-06D0050 5.0 6 13 50 [ ] [ ] [ ]
HAE3-06D0060 6.0 6 15 50 [ ] [ ] [ ]
HAE3-08D0080 8.0 8 20 60 [ ] [ ] [ )
HAE3-10D0100 10.0 10 25 75 [ ) [ ) [ )
HAE3-12D0120 12.0 12 30 75 [ ) [ ) [ )
HAE3-14D0140 14.0 14 45 100 [ ] [ ] [ ]
HAE3-16D0160 16.0 16 45 100 [ ] [ ] [ ]
HAE3-18D0180 18.0 18 45 100 [ ] [ ] [ ]
HAE3-20D0200 20.0 20 45 100 [ ] [ ] [ ]

3% Please select the minimum required tool overhang. Long overhangs are prone to vibration, so the speed and feed rate should be reduced.
% Please adjust the speed and feed rate reasonably according to the cutting depth, machine rigidity, etc.
% The above MOQ is 5 Pcs.
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[
3-flute extended end mill for aluminum
P = || @ F L ca
T B

For high-speed machine cutting

30 series
Cutting material Tolerances
Edge diameter | Edge diameter tolerance | Handle diameter tolerance
Aluminum alloy Y D size range Dtolerance dtolerance

¢1.0~p29 0~-0.02 h6

3.0~ $6.4 -0.01~-0.03 h6

$6.5~ $10.9 -0.01~-0.035 h6

¢11.0~ ¢165 -0.01~-0.04 h6

$17.0~ $20 -0.015~ -0.045 h6

itern Code Edge diameter | Handle diameter | Edge length Total length . Invent?w '
(D) (d) (Ap1 max) L 10 series | 30 series | 50 series

HAL3-04D0030L075 3.0 4 11 75 [ ] [ ] [ ]
HAL3-04D0040L075 4.0 4 11 75 [ ] [ ] [ ]
HAL3-04D0040L100 4.0 4 11 100 [ [ ] [ ]
HAL3-06D0050L075 5.0 6 13 75 [ [ ] [ )
HAL3-06D0060L075 6.0 6 15 75 [ ) [ ] [ )
HAL3-06D0060L100 6.0 6 15 100 [ ] [ ] [ ]
HAL3-06D0060L150 6.0 6 15 150 [ ] [ ] [ ]
HAL3-08D0080L075 8.0 8 40 75 [ ] [ ] [ ]
HAL3-08D0080L100 8.0 8 20 100 [ [ ] [
HAL3-08D008O0L150 8.0 8 40 150 [ ) [ ] [
HAL3-10D0100L100 10.0 10 25 100 [ ) [ ) [ ]
HAL3-10D0100L150 10.0 10 50 150 [ ] [ ] [ ]
HAL3-12D0120L100 12.0 12 30 100 [ ] [ ] [ ]
HAL3-12D0120L150 12. 0 12 50 150 [ ] [ ] [ ]
HAL3-14D0140L150 14. 0 14 50 150 [ [ ] [
HAL3-16D0160L150 16.0 16 50 150 [ [ ] [
HAL3-18D0180L150 18.0 18 50 150 [ ] () [ ]
HAL3-20D0200L150 20.0 20 50 150 [ ] [ ] [ ]

% Please select the minimum required tool overhang. Long overhangs are prone to vibration, so the speed and feed rate should be reduced.
% Please adjust the speed and feed rate reasonably according to the cutting depth, machine rigidity, etc.
% (30 series, 50 series) minimum order of 10 pieces.
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2-flute ball end mill for aluminum
vl = | Benu

For general cutting

10 series 30 series

KHALNN

For high-speed machine cutting

Cutting material Tolerances
Edge diameter | Edge diameter tolerance | Handle diameter tolerance
Aluminum alloy ® Dssize range D tolerance dtolerance

$1.0~d2.9 0~-0.02 h6

3.0~ h6.4 -0.01~-0.03 h6

6.5~ 0109 -0.01~-0.035 hé

$11.0~ $16.5 -0.01~-0.04 h6

$17.0~ $20 -0.015~ -0.045 hé

f i Edge length Total length Inventory

item Code Edge <(j||)a)1meter Handle(éj;ameter (A%l ma%)t (9] e 10 series | 30 series | 50 series

HAB2-04D0010 RO. 50 4 2 50 [ ) [ ] [ ]
HAB2-04D0015 RO. 75 4 3 50 [ ) [ ) [ )
HAB2-04D0020 R1. 00 4 4 50 [ ) [ ) [ )
HAB2-04D0025 R1.25 4 5 50 [ ) [ ) [ ]
HAB2-04D0030 R1.50 4 6 50 [ ) [ ) [ )
HAB2-04D0035 R1.75 4 7 50 [ ] [ ] [ ]
HAB2-04D0040 R2. 00 4 8 50 [ ) [ ) [ )
HAB2-06D0050 R2.50 6 10 50 [ ) [ ) [ )
HAB2-06D0060 R3. 00 6 12 50 [ ] [ ] [ ]
HAB2-08D0080 R4. 00 8 16 60 [ ) [ ) [ ]
HAB2-10D0100 R5. 00 10 20 75 [ ) [ ] [ ]
HAB2-12D0120 R6. 00 12 24 75 [ ] [ ] [ ]
HAB2-16D0160 R8. 00 16 30 100 [ ) [ ) [ )
HAB2-20D0200 R10. 00 20 30 100 [ ) [ ) [ ]

% Please select the minimum required tool overhang. Long overhangs are prone to vibration, so the speed and feed rate should be reduced.

% Please adjust the speed and feed rate reasonably according to the cutting depth, machine rigidity, etc.
% (50 series) minimum order of 10 pieces.
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>
3-flute ball end mill for aluminum
wn = Ba 0D
- R
—== e o T
D g "N |d
H t“!‘ IS !
i L
I For general cutting For high-speed machine cutting
m
—
Cutting material Tolerances
Edge diameter | Edge diameter tolerance | Handle diameter tolerance
Aluminum alloy ® D size range Dtolerance dtolerance
L0~ $2.9 0~-0.02 h6
$3.0~ $6.4 -0.01~-0.03 h6
$6.5~ 9109 -0.01~-0.035 h6
110~ ¢p165 -0.01~-0.04 h6
®17.0~ $20 -0.015~-0.045 h6
i i Edge length | Total length Inventory
ftem Code Edge ((jllJa;meter Handle(g)lameter (A%I ma%)t (™ o 10 series 30 series
HAB3-04D0010 R0. 50 4 2 50 [ ) [ )
HAB3-04D0015 RO. 75 4 3 50 [ ) [ )
HAB3-04D0020 R1. 00 4 4 50 [ ) [ ]
HAB3-04D0025 R1. 25 4 5 50 [ ) [ )
HAB3-04D0030 R1. 50 4 6 50 [ ) [ )
HAB3-04D0035 R1.75 4 7 50 [ ) [ )
HAB3-04D0040 R2. 00 4 8 50 [ ] [ ]
HAB3-06D0050 R2. 50 6 10 50 [ ) [ )
HAB3-06D0060 R3. 00 6 12 50 [ ) [ )
HAB3-08D0080 R4. 00 8 16 60 [ ) [ )
HAB3-10D0100 R5. 00 10 20 75 [ ) [ )
HAB3-12D0120 R6. 00 12 24 75 [ ) [ )
HAB3-16D0160 R8. 00 16 30 100 [ ) [ )
HAB3-20D0200 R10. 00 20 30 100 [ ) [ )

% Please select the minimum required tool overhang. Long overhangs are prone to vibration, so the speed and feed rate should be reduced.
% Please adjust the speed and feed rate reasonably according to the cutting depth, machine rigidity, etc.
% For the non-standard product CAB3-20D0200, the MOQ is 3 Pcs.
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Single flute end mill for aluminum

CAPS
. of | Id
7 B I I —— £ |
e e e ————————————— =
T i
For general cutting For high-speed machine cutting

10 series 30 series

Cutting material Tolerances
Edge diameter | Edge diameter tolerance | Handle diameter tolerance
Aluminum alloy o Dsize range Dtolerance dtolerance

$1.0~$29 0~-0.02 h6

$3.0~ 064 -0.01~-0.03 h6

6.5~ $10.9 -0.01~-0.035 h6

$11.0~ $16.5 -0.01~-0.04 hé

$17.0~ $20 -0.015~ -0.045 h6

. ' Inventory

E ngth Total length
item Code Edge c(i||)a)1meter Handle(g;ameter (igpel lr(:a%)t L & 10 series | 30series | 50 series

HAPS—-D0010L03 1 3.175 3 38.5 [ ] [ ) [ ]
HAPS-D0010L06 1 3.175 6 38.5 [ ] [ ] [ ]
HAPS-D00121.06 1.2 3.175 6 38.5 [ ] [ ) [ ]
HAPS-D0012L10 1.2 3.175 10 38.5 [ ) [ ) [ ]
HAPS-D0015L08 1.5 3. 175 8 38.5 [ ] [ ] [ ]
HAPS-D0015L12 1.5 3.175 12 38.5 [ ] [ ) [ ]
HAPS-D0020L08 2 3.175 8 38.5 [ ] [ ] [ ]
HAPS-D0020L12 2 3.175 12 38.5 [ ] [ ) [ ]
HAPS-D0020L15 2 3. 175 15 38.5 [ ] [ ] [ ]
HAPS-D0020L17 2 3.175 17 45 [ ] [ ) [ ]
HAPS-D0020L22 2 3.175 22 45 [ ) [ ) [ ]
HAPS-D0025L12 2.5 3. 175 12 38.5 [ ] [ ] [ ]
HAPS-D0025L15 2.5 3.175 15 38.5 [ ] [ ) [ ]
HAPS-D0025L22 2.5 3.175 22 45 [ ] [ ] [ ]
HAPS-D3175L06 3. 175 3.175 6 38.5 [ ] [ ] [ ]
HAPS-D3175L08 3. 175 3.175 8 38.5 [ ] [ ) [ ]
HAPS-D3175L12 3.175 3.175 12 38.5 [ ] [ ) [ ]
HAPS-D3175L15 3. 175 3. 175 15 38.5 [ ] [ ] [ ]
HAPS-D3175L17 3.175 3.175 17 38.5 [ ] [ ) [ ]
HAPS-D3175L22 3. 175 3. 175 22 45 [ ] [ ] [ ]
HAPS-D3175L25 3.175 3. 175 25 50 [ ] [ ) [ ]
HAPS-D3175L28 3.175 3.175 28 50 [ ] [ ) [ ]
HAPS-D3175L32 3. 175 3. 175 32 60 [ ] [ ] [ ]
HAPS-D3175L42 3.175 3. 175 42 70 [ ] [ ) [ ]
HAPS-D0030L12 3 4 12 50 [ ] [ ] [ ]
HAPS-D0030L15 3 4 15 50 [ ] [ ) [ ]
HAPS-D0030L17 3 4 17 50 [ ] [ ] [ ]
HAPS-D0030L22 3 4 22 50 [ ] [ ) [ ]
HAPS-D0040L12 4 4 12 40 [ ] [ ) [ ]
HAPS-D0040L15 4 4 15 40 [ ] [ ] [ ]

% (30/50) Series MOQ is 5 Pcs
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Single flute end mill for aluminum

CAPS

)’-‘-. ‘* —_ =

For general cutting For high-speed machine cutting
m
Cutting material Tolerances
Edge diameter | Edge diameter tolerance | Handle diameter tolerance
Aluminum alloy () Dsizerange Dtolerance dtolerance
$1.0~d2.9 0~-0.02 h6
©3.0~ 964 -0.01~-0.03 hé
6.5~ $10.9 -0.01~-0.035 hé
$11.0~ $16.5 -0.01~-0.04 h6
$17.0~ $20 -0.015~ -0.045 hé
ded e A Inventory
E iameter | Handle diameter Edge len Total length
ttem Code = ((jDa; e (d (A%l ma%)t (D) ¢ 10 series 30 series
HAPS-D0040L15 4 4 15 40 [ ] [ )
HAPS-D0040L17 4 4 17 40 [ ] [ )
HAPS-D0040L22 4 4 22 45 [ ) [ )
HAPS-D0040L25 4 4 25 50 [ ] [ )
HAPS-D0040L28 4 4 28 50 [ ] [ )
HAPS-D0040L32 4 4 32 60 [ ] [ )
HAPS-D0040L42 4 4 42 70 [ ) [ )
HAPS-D0040L52 4 4 52 80 [ ) [ )
HAPS-DO050L17 5 5 17 50 [ ) [ )
HAPS-D0050L22 5 5 22 50 [ ] [ )
HAPS-D0050L32 5 5 32 60 [ ) [ )
HAPS-D0030L12 3 6 12 50 [ ) [ )
HAPS-D0030L17 3 6 17 50 [ ) [ )
HAPS-D0050L22 5 6 22 50 [ ) [ )
HAPS-D0050L25 5 6 25 55 [ ) [ )
HAPS-D0060L17 6 6 17 50 [ ) [ )
HAPS-D0060L22 6 6 22 50 [ ) [ )
HAPS-D0060L25 6 6 25 50 [ ] [ )
HAPS-D0060L32 6 6 32 60 [ ] [ )
HAPS-D00601.42 6 6 42 70 [ ) [ )
HAPS-D0060L52 6 6 52 80 [ ) [ )
HAPS-D008OL32 8 8 32 80 [ ) [ )
HAPS-D0100L32 10 10 32 80 [ ) [ )
HAPS-D0120L32 12 12 32 80 [ ) [ )
HAPS-D0140L32 14 14 32 100 [ ] [ )
HAPS-D0140L42 14 14 42 100 [ ] [ )

% (30/50) Series MOQ is 5 Pcs
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Single-flute milling Tools for aluminum

Efficient chip removal
Large chip removal groove, efficient chip removal

2

High-quality surface
Ultra-precision mirror-finished cutting edges and
chip grooves, no chips left during processing

3

45 degree spiral design helps to evacuate chips
and produce excellent surface finish

R A i
] b i O R R X ”
Bending strength LAY |
High quality tungsten carbide material, high - . L J
bending strength
For general cutting Cutting material
30 series 20 series 70 series
30 series
Carbon steel | Alloy steel | Castiron | Aluminum alloy | Quenched steel | Stainless steel
P20 $45C SCMSK FCFCD AL SKD SUS
For high-speed machine cutting L
50 series Tolerances
Edge diameter | Edge diameter tolerance | Handle diameter tolerance
: D size range D tolerance d tolerance
70 series $3.0~$6.0 -0.01~-0.03 hé
$6.5~910.5 -0.01~-0.035 h6
$11.0~¢16.0 -0.01~-0.04 h6
$17.0~$20.0 -0.015~-0.045 h6
Inventory

Edge diameter | Handle diameter | Edge length Total length

ftem Code (D) (d) (Ap1 max) L 30 series | 50 series | 70 series
HAEP3-04D0030L050 3 4 8 50 [ [ ] [
HAEP3-04D0040L050 4 4 11 50 [ [ ] [
HAEP3-06D0050L050 5 6 13 50 [ () ([
HAEP3-06D0060L050 6 6 15 50 [ (] [
HAEP3-08D0080L060 8 8 20 60 [ [ ] [ ]
HAEP3-10D0100L075 10 10 25 75 [ () ([ J
HAEP3-12D0120L075 12 12 30 75 [ [ ] (]
HAEP3-16D0160L100 16 16 45 100 [ [ [ ]
HAEP3-20D0200L100 20 20 45 100 [ [ ] ()

The above MOQ is 10 Pcs.
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CGP Diamond Coated End Mills

1

Coating: Ultra-large grain CVD diamond coating

2

Material: Diamond coated special super hard alloy

Helix angle: 30°

Cutting material

3

Carbon steel Alloy steel | Alloy steel ) Gray cast iron Cast aluminum alloy ) i
Stainl teel Ductil t Graphit
(<35HRC) (3548HRC) | eSS P RO (Si>12%) raphite | Carbon fiber
A A A

Note: A indicates recommended, A\ indicates optional.

Tolerances
Edge diameter D Edge diameter tolerance D Handle diameter tolerance d

<®61.0 0~-0.01 h6

$1.0~d3.0 0~-0.015 h6

$3.0~D6.0 -0.01~-0.03 h6

$6.5~910.5 -0.01~-0.035 h6

®11.0~d16.0 -0.01~-0.04 h6
®17.0~®20.0 -0.015~-0.045 h6

Flat end mill

eSS

({ ----------------- NS -ED

Aplmax
L

Size I "
ikl D d L Aplmax ventory

HGPM02-0010L0030D04 0.1 4 45 0.3 [ ]
HGPMO02-00201.0050D04 0.2 4 45 0.5 °
HGPMO02-00301.0050D04 0.3 4 45 0.5 °
HGPM02-00501.0150004 0.5 4 45 1.5 °
HGPMO02-01001.0300D04 1 4 45 3 °
HGPMO04-02001.0800D04 2 4 45 6 °
HGPMO4-03001.0900D04 3 4 45 9 °
HGPM04-0400L1200D04 4 4 45 12 [ ]
HGPMO4-06001,1600D06 6 6 50 16 °
HGPMO4-06001.2500D06 6 6 50 25 °
HGPMO4—10001.2500D10 10 10 75 2% °

Remark: @In stcok, OReservations
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CGP Diamond Coated End Mills

Ball end mill

_d—f ---------------

Aplmax

Model Size Inventory
D d L Aplmax L2 R
HGPB02-0040L0150R02D04 0.4 4 45 0.5 - 0.2 [ J
HGPB02-0060L0150R03D04 0.6 4 45 1.8 - 0.3 [ ]
HGPB02-0100L0400R05D04 1 4 45 3 0.5 [ J
HGPB02-0100L0O800OR05D04 1 4 45 3 0.5 [ ]
HGPB02-0100L1000R05D04 1 4 45 3 10 0.5 [ J
HGPB02-0100L1500R05D04 1 4 50 3 15 0.5 [ ]
HGPB02-0100L2000R05D04 1 4 55 3 20 0.5 [ J
HGPB02-0200L1000R10D04 2 4 45 3 10 1 [ ]
HGPB02-0300L1500R15D04 3 4 50 3 15 1.5 [ ]
HGPB02-0400L1200R20D04 4 4 50 3 12 [ J
HGPB02-0600L.3000R30D06 6 6 65 4 30 [ J
Remark: @In stcok, OReservations
Circular end millill
R
e =
a Ap]max
Size 1
Model D i T A Lmax R nventory
HGPR04-0300L.1200R02D04 3 4 45 12 0.2 [ ]
HGPR0O4-0400L1200R02D04 4 4 45 12 0.2 [ ]
HGPR04-0400L1200R05D04 4 4 45 12 0.5 [ J
HGPR0O4-0400L0600R10D04 4 4 45 6 1 [ ]
HGPR04-0600L.1500R05D06 6 6 50 15 0.5 [ ]
HGPR0O4-1000L1500R05D10 10 10 75 15 0.5 [ ]

Remark: @In stcok, OReservations
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CGHE high hardness die steel/stainless steel series
carbide end mills

Chip removal effect
Large-capacity cutting grooves for efficient chip removal

during high-speed cutting

For high-speed machine cutting

1

Not easy to break, heat-resistant and impact-resistant
Made of ultra-fine raw materials imported from Germany,
which improves heat resistance and impact resistance

2

3

Special cutting edge design reduces cutting resistance r

Cutting material

50 series 50 series 70 series
10 series 30 series
Carbon steel | Alloy steel | Castiron | Aluminum alloy [ Quenched steel | Stainless steel
70 series P20 S45C SCM SK FCFCD AL SKD SUS
[ ] [ ]
Tolerances
Edge diameter | Edge diameter tolerance | Handle diameter tolerance

D size range D tolerance d tolerance

$3.0~96.0 -0.01~-0.03 hé

$6.5~910.5 -0.01~-0.035 hé

$11.0~¢16.0 -0.01~-0.04 h6

$17.0~20.0 -0.015~-0.045 h6

dge d dled dge length | length inventory

Edge diameter | Handle diameter | Edge lengtl Total lengtl
fem Code (0} (Ap1 max) w© 50series | 70 series

HGHE4-04D0030L050 3 4 8 50 [ ] [ )
HGHE4-04D0040L050 4 4 11 50 [ ) [ )
HGHE4-06D00501.050 5 6 13 50 [ ) [ )
HGHE4-06D0060L050 6 6 15 50 [ ) [ )
HGHE4-08D0080L060 8 8 20 60 [ ) [ ]
HGHE4-10D0100L075 10 10 25 75 [ ) [
HGHE4-12D0120L075 12 12 30 75 [ ) [ )
HGHE4-16D0160L100 16 16 45 100 [ ) [ )
HGHE4-20D0200L100 20 20 45 100 [ ) [ ]
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For general cutting

30 series

Cutting material

High Helix End Mills- End mills

E—

Apr max

For high-speed machine cutting

50 series

70 series

Tolerances

KHALNN

| BB ¥ L« LA I

Edge diameter | Edge diameter tolerance | Handle diameter tolerance
50 series 70 series Dsize range Dtolerance dtolerance

: $1.0~d2.9 0~-0.02 h6

30 Serles_ - $3.0~ 964 -0.01~-0.03 h6

Carbon steel [ Alloysteel | castiron | Copperall | Quenched steel | Stainless steel 6.5~ $10.9 0.01~-0.035 he

P20 $45C SCMSK FCFCD <Y SKD SUS $11.0~ p16.5 -0.01~-0.04 hé

® ® ® ® ° ° $17.0~ 920 -0.015~ -0.045 hé

$20.5~ $25.0 -0.015~-0.05 h6

; - Inventory
Handle diameter Edge length Ta ngth
ftem Code =5 c(ill)a;meter (d) (A%l ma%t otal(ll§ & 30 series | 50 series | 70 series

HHHE4-04D0010 1.0 4 3 50 [ ) [ ] [ )
HHHE4-04D0015 1.5 4 4 50 [ ) [ ) [ )
HHHE4-04D0020 2.0 4 6 50 [ ) [ ) [ )
HHHE4-04D0025 2.5 4 7 50 [ ) [ ) [ )
HHHE4-04D0030 3.0 4 8 50 [ ) [ ) [ ]
HHHE4-04D0035 3.5 4 10 50 [ ) [ ) [ )
HHHE4-04D0040 4.0 4 11 50 [ ) [ ) [ ]
HHHE4-06D0045 4.5 6 13 50 [ ) [ ) [ )
HHHE4-06D0050 5.0 6 13 50 [ ) [ ) [ ]
HHHE4-06D0055 5.5 6 13 50 [ ) [ ) [ )
HHHE4-06D0060 6.0 6 15 50 [ ) [ ) [ ]
HHHE4-08D0065 6.5 8 17 60 [ ) [ ) [ ]
HHHE4-08D0070 7.0 8 17 60 [ ) [ ) [ ]
HHHE4-08D0075 7.5 8 17 60 [ ) [ ) [ )
HHHE4-08D0080 8.0 8 20 60 [ ) [ ) [ )
HHHE4-10D0085 8.5 10 23 75 [ ) [ ) [ )
HHHE4-10D0090 9.0 10 23 75 [ ) [ ) [ ]
HHHE4-10D0095 9.5 10 25 75 [ ) [ ) [ ]
HHHE4-10D0100 10.0 10 25 75 [ ) [ ) [ ]
HHHE4-12D0105 10.5 12 25 75 [ ) [ ) [ ]
HHHE4-12D0110 11.0 12 28 75 [ ) [ ) [ )
HHHE4-12D0115 11.5 12 28 75 [ ) [ ) [ )
HHHE4-12D0120 12.0 12 30 75 [ ) [ ) [ )
HHHE4-14D0130 13.0 14 33 100 [ ) [ ) [ )
HHHE4-14D0140 14.0 14 35 100 [ ) [ ) [ ]
HHHE4-16D0150 15.0 16 38 100 [ ) [ ) [ ]
HHHE4-16D0160 16.0 16 40 100 [ ) [ ) [ ]
HHHE4-18D0170 17.0 18 40 100 [ ) [ ) [ ]
HHHE4-18D0180 18.0 18 40 100 [ ) [ ) [ ]
HHHE4-20D0190 19.0 20 40 100 [ ) [ ) [ ]
HHHE4-20D0200 20.0 20 40 100 [ ) [ ) [ )
HHHE4-25D0220 22.0 25 40 100 [ ) [ ) [ )
HHHE4-25D0250 25.0 25 40 100 [ ) [ ) [ ]

The above MOQ is 5 Pcs.
% Please select the minimum required tool overhang. Long overhangs are prone to vibration, so reduce the number of revolutions and feed rate.

% Please adjust the number of revolutions and feed rate reasonably according to the cutting depth, machine rigidity, etc.
% The use of heat-resistant coating allows high-speed processing.
% Widely used in processing from ordinary steel to high-hardness materials with a hardness of HRC50 or above.
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M HALNN  End mills- High Helix End Mills

Bl 6 Flute end mill

_____

all For general cutting

For high-speed machine cutting

50 series
30 series 0.4um I HRC60 X' AITIN
0.5um 1 HRCS55 A AITIN 70 series
0.2um JHRC65-68K AITIN-AS
Cutting material Tolerances
50 series 70 series Edge. diameter | Edge diameter tolerance | Handle diameter tolerance
30 series Dsize range Dtolerance dtolerance

4.0~ 6.4 -0.01~-0.03 h6

Carbon steel | Alloy steel | Castiron | Copperall | Quenched steel | Stainless steel 6.5~ 9109 0.01~-0.035 h6

P0SASC |  SCMSK FCFCD oy SKD SUS $11.0~ 9165 -0.01~-0.04 h6

$17.0~ $20 -0.015~-0.045 h6

e ° e ° e ° $20.5~ 25 -0.015~-0.05 h6

Edge diameter [Handle diameter| Edge length [ Total length
ftem Code ©) (d) (Ap1 max) 0 30%71 50571 10571

HHHE6-06D0040 4.0 6 11 50 [ ] [ ] [ )
HHHE6-06D0050 5.0 6 13 50 [ ] [ ] [
HHHE6-06D0060 6.0 6 15 50 [ ] [ ] [ ]
HHHE6-08D0080 8.0 8 20 60 [ ] [ ] [ ]
HHHE6-10D0100 10.0 10 25 75 [ ] [ ] [ ]
HHHE6-12D0120 12.0 12 30 75 [ ] [ ] [ ]
HHHE6-16D0160 16.0 16 40 100 [ ] [ ] [ )
HHHE6-20D0200 20.0 20 40 100 [ ] [ ] [ )
HHHE6-25D0250 25.0 25 45 100 [ ] [ ] [ )

o . . The above MOQ is 5 Pcs.
% Good rigidity, suitable for machining hardened steel.

% Capable of high-speed, high-feed cutting and can achieve good surface roughness.
% Adopts a coating with excellent heat resistance, and can be used for dry machining.
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Longer 6-flute end mill

CHHLFS

For general cutting

50 series

30 series HRC60 X AITIN
HRC 55 AITIN 70 series
HRC65-68] AITIN-AS
Cutting material Tolerances
- Edge diameter | Edge diameter tolerance | Handle diameter tolerance
50 series 70 series Dsize range Dtolerance dtolerance

30 series 04.0~ $6.4 -0.01~-0.03 hé

Carbon steel | Alloysteel | Castiron | Copperall [Quenched steel | Stainless steel $6.5~$10.9 -0.01~-0.035 h6

POS4SC | SCMSK FCFCD w SKD Sus g;i%g: g;;g:g 0%(1)2: :32835 Eg

[ [ [ (] [ ] [ ] $20.5~ $25.0 -0.015~-0.05 h6
item Code Edge diameter |Handle diameter| Edge length | Total length i Inven.tory :

(D) (d) (Ap1 max) (L) 30 series 50 series 70 series

HHHLF6—06D0040L16 4.0 6 16 75 [ ] [ ] [ ]
HHHLF6-06D0050L20 5.0 6 20 75 [ ] [ ] [ ]
HHHLF6-06D0060L25 6.0 6 25 75 [ ] [ ] [ )
HHHLF6-06D0040L20 4.0 6 20 100 [ ] (] [ ]
HHHLF6—-06D0050L25 5.0 6 25 100 [ ] [ ] [ ]
HHHLF6-06D0060L30 6.0 6 30 100 [ ] [ ] [ ]
HHHLF6-08D0080L30 8.0 8 30 75 [ ) [ ) [
HHHLF6—08D0080L35 8.0 8 35 100 [ ] [ ] [ ]
HHHLF6-08D0080L50 8.0 8 50 150 [ ] [ ] [ ]
HHHLF6-10D0100L40 10.0 10 40 100 [ ] [ ] [ )
HHHLF6-12D0120L45 12.0 12 45 100 [ ] [ ] [ ]
HHHLF6—-10D0100L50 10. 0 10 50 150 [ ] [ ] [ ]
HHHLF6-12D0120L45 12.0 12 45 100 [ ] [ ] [ ]
HHHLF6-12D0120L50 12.0 12 50 150 [ ] [ ] [ ]
HHHLF6-16D0160L70 16. 0 16 70 150 [ ] [ ] [ ]
HHHLF6-20D0200L80 20. 0 20 80 150 [ ] [ ] [ ]
HHHLF6-25D0250L80 25.0 25 80 150 [ ] [ ] [ )

The above MOQ is 5 Pcs.

% Good rigidity, suitable for machining hardened steel.
% Capable of high-speed, high-feed cutting and can achieve good surface roughness.
% Adopts a coating with excellent heat resistance, and can be used for dry machining.
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M HALNN  End mills- High Helix End Mills

N
6 flute arc head end mill
owe by F = B L A
- For high-speed machine cutting

For general cutting 50 series

30 series

70 series

Cutting material Tolerances
50 series 70 series Edge diameter | Edge diameter tolerance | Handle diameter tolerance
30 series Dsizerange Dtolerance dtolerance
Carbon steel | Alloy steel | Castiron | Copperall | Quenched steel | Stainless steel $6.0 -0.01~-0.03 h6
P20 $45C SCM SK FCFCD U SKD SUS $6.5~910.5 -0.01~-0.035 h6
[ [ [ [ [ ] [ ] $11.0~ $16.0 -0.01~-0.04 h6
i Handle diameter| Edge length | T ngth Inventory
e Gl Edge ((jg;mete R ? dle(g)a e (A%l ma%c otal(llj = 30 series 50 series 70 series
HHHR6-06D0060R02 6 0.2 6 15 50 o [ ] [ ]
HHHR6-06D0060R05 6 0.5 6 15 50 [ ) [ ) [ )
HHHR6-06D0060R10 6 1.0 6 15 50 [ J [ ] [ )
HHHR6-08D0080R02 8 0.2 8 20 60 [ J [ ] [ )
HHHR6-08D0080R05 8 0.5 8 20 60 [ [ ] [ )
HHHR6-08D008OR10 8 1.0 8 20 60 [ [ ] [ ]
HHHR6-10D0100R05 10 0.5 10 25 75 [ [ ] [ ]
HHHR6-10D0100R10 10 1.0 10 25 75 (] [ ] [ ]
HHHR6-12D0120R05 12 0.5 12 30 75 [ ] [ ) [ )
HHHR6-12D0120R10 12 1.0 12 30 75 [ ] [ ] [ )
HHHR6-16D0160R05 16 0.5 16 40 100 [ ] [ ] [
HHHR6-16D0160R10 16 1.0 16 40 100 [ [ ] o

The above MOQ is 5 Pcs.

% The tool has good rigidity and can minimize the amount of tool deflection during side cutting.

% The use of a 45° strong helix angle and a high heat-resistant coating reduces cutting resistance and extends tool life.
% Most suitable for 40HRC~60HRC hardened steel processing.

% The arc angle blade tip design prevents chipping.
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Solid Hard Reamer-End mills A HALNN

High precision mechanical reamer

b
id
- v )
1 = -
For general cutting Cutting material
30 series 20 series
30 series
50 series Carbon steel | Alloy steel | Castiron | Copperall | Quenched steel
P20 $45C SCM SK FCFCD Ccu SKD
[ J [ ] [ J o )
Edge diameter |Handle diameter Number of teeth| Edge length |Handle length | Total length T 05
Item Code 8 D) d) @ (Agpl ma%)t (LS) (B) 2 30 series 50 series

HPMR4-04D0040 4.0 4 4 20 30 75 [ ) [ ]
HPMR4-05D0045 4.5 5 4 20 30 75 [ ] [ )
HPMR6-05D0050 5.0 5 6 30 40 100 [ ] [ ]
HPMR6-06D0055 5.5 6 6 30 40 100 [ ) [ )
HPMR6-06D0060 6.0 6 6 30 40 100 [ ) [ ]
HPMR6-08D0065 6.5 8 6 30 40 100 [ ) [ )
HPMR6-08D0070 7.0 8 6 30 40 100 [ ] [ ]
HPMR6-08D0080 8.0 8 6 30 40 100 [ ] [ ]
HPMR6-10D0090 9.0 10 6 30 40 100 [ ] [ ]
HPMR6-10D0100 10.0 10 6 30 40 100 [ ] [ ]
HPMR6-12D0110 11.0 12 6 50 50 150 [ ] [ ]
HPMR6-12D0120 12.0 12 6 50 50 150 [ ] [ ]
HPMR6-14D0130 13.0 14 6 50 50 150 [ ] [ ]
HPMR8-14D0140 14.0 14 8 50 50 150 [ ] [ ]
HPMR8-16D0150 15.0 16 8 50 50 150 [ ) [ )
| HPMRS-16D0160 16.0 16 8 50 50 150 0 °
HPMR8-18D0170 17.0 18 8 50 50 150 [ ] [ ]
HPMR8-18D0180 18.0 18 8 60 60 200 [ ) [ ]
HPMR8-20D0190 19.0 20 8 60 60 200 [ ] [ ]
HPMR8-20D0200 20.0 20 8 60 60 200 [ ] [ ]

% The above MOQ is 5 Pcs.
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M HALNN  End mills- Center Drill
I I

Center drill

For general cutting For high-speed machine cutting

I
&=
\
i
/
-|I.~’
|
N
-l

10 series 50 series

30 series

Cutting material

50 series
10 series 30 series
Carbon steel | Alloy steel | Castiron | Copperall | Quenched steel

70 series

P20 $45C SCM SK FCFCD Ccu SKD

[ J [ J [ J (] O

Invento
e s Edge diameter | Outer diameter | Edge length | Total length - ventory _
(D) (d) (1) () 10 series 30 series 50 series

HCD-04D0010 1.0 4 1.0 34 [ ] [ ] [ ]
HCD-05D0015 1.5 5 1.5 40 [ ] [ ) [ ]
HCD-06D0020 2.0 6 2.0 45 [ ] [ ) [ ]
HCD-07D0025 2.5 7 2.5 50 [ ) [ ] [ ]
HCD-08D0030 3.0 8 3.0 50 [ ] [ ] [ ]
HCD-10D0040 4.0 10 4.5 60 [ ] [ ] [ ]
HCD-11D0050 5.0 11 5.5 70 [ ] [ ) [ ]

% The above MOQ is 5 Pcs.
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Positioning Drill- End mills  AHALNN

60/90/120 degree 2 flute positioning drill

gso ;:IT; = . na'

N X
F-_ —— el S . S - =
|, Apmax .

|- -

For general cutting Cutting material
30 Senes 50 series 70 series
30 series
Carbon steel | Alloy steel | Castiron | Copperall | Quenched steel
P20 $45C SCM SK FCFCD V] SKD
@ @ @ (
item Code Edge ((1Iijz;meter Outer %Ic}z)ameter Edge(ll)ength Total(tc)angth I;;j::g
HSD60/90/120-02D0020L050 2 2 4 50 [ )
HSD60/90/120-03D0030L050 3 3 6 50 [ )
HSD60/90/120-04D0040L050 4 4 8 50 [ )
HSD60/90/120-05D0050L050 5 5 10 50 [ )
HSD60/90/120-06D0060L050 6 6 12 50 [
HSD60/90/120-08D0080L060 8 8 16 60 [ )
HSD60/90/120-10D0100L075 10 10 20 75 [ )
HSD60/90/120-12D0120L075 12 12 20 75 [ )
HSD60/90/120-16D0160L100 16 16 25 100 [
HSD60/90/120-20D0200L100 20 20 25 100 [ )
HSD60/90/120-04D0040L100 4 4 8 100 @
HSD60/90/120-05D0050L100 5 5 10 100 [ ]
HSD60/90/120-06D0060L100 6 6 12 100 [ )
HSD60/90/120-08D00S0OL100 8 8 16 100 [ ]
HSD60/90/120-10D0100L100 10 10 20 100 [
HSD60/90/120-12D0120L100 12 12 20 100 @

% The above MOQ is 5 Pcs.
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M HALNN  End mills-Engraving Tools

Single edge tapered Engraving Tools

- B H
Pl
L : -
For general cutting Tolerances
Edge diameter | Edge diameter tolerance | Handle diameter tolerance

d D size range Dtolerance dtolerance

i 30 series 10~ 2.9 0~-0.02 h6

$3.0~ 6.0 -0.01~-0.03 h6

6.5~ 9105 -0.01~-0.035 h6

. . . $11.0~ $16.0 -0.01~-0.04 hé

For high-speed machine cutting ®17.0~ $20.0 0015~ 0045 h6

- ArEl . Inventory
JBm e EJVF; (Ag) Handle(éi e Total(lgength 30 series 50 series

HEB-030001A10 0.1 10 3. 175 38.5 [ ] [ )
HEB-030002A10 0.2 10 3.175 38.5 [ ] [ ]
HEB-030003A10 0.3 10 3. 175 38.5 [ ) [ ]
HEB-030001A15 0.1 15 3. 175 38.5 [ ) [ ]
HEB-030002A15 0.2 15 3. 175 38.5 [ ) [ ]
HEB-030003A15 0.3 15 3. 175 38.5 [ ) [ ]
HEB-030001A20 0.1 20 3.175 38.5 [ ] [ )
HEB-030002A20 0.2 20 3. 175 38.5 [ ] [ ]
HEB-030003A20 0.3 20 3.175 38.5 [ ] [ ]
HEB-030001A30 0.1 30 3. 175 38.5 [ ) [ )
HEB-030002A30 0.2 30 3.175 38.5 [ ) [ )
HEB-030003A30 0.3 30 3.175 38.5 [ ] [ ]
HEB-030004A30 0.4 30 3.175 38.5 [ ] [ ]
HEB-030005A30 0.5 30 3. 175 38.5 [ ] [ )
HEB-030006A30 0.6 30 3.175 38.5 [ ] [ ]
HEB-030008A30 0.8 30 3.175 38.5 [ ] [ ]
HEB-030010A30 1 30 3. 175 38.5 [ ] [ )
HEB-030015A30 1 30 3.175 38.5 [ ] [ ]
HEB-030020A30 2 30 3.175 38.5 [ ] [ ]
HEB-030001A45 0.1 45 3. 175 38.5 [ ) [ )
HEB-030002A45 0.2 45 3.175 38.5 [ ] [ ]
HEB-030003A45 0.3 45 3.175 38.5 [ ] [ )
HEB-030005A45 0.5 45 3. 175 38.5 [ ) [ )
HEB-030001A60 0.1 60 3.175 38.5 [ ] [ ]
HEB-030002A60 0.2 60 3.175 38.5 [ ) [ ]
HEB-030003A60 0.3 60 3.175 38.5 [ ) [ )
HEB-030004A60 0.4 60 3. 175 38.5 [ ) [ )
HEB—-030005A60 0.5 60 3.175 38.5 [ ] [ ]
HEB-030001A90 0.1 90 3.175 38.5 [ ) [ )
HEB-030002A90 0.2 90 3.175 38.5 [ ] [ )
HEB-030003A90 0.3 90 3.175 38.5 [ ] [ ]
HEB-040001A20 0.1 20 4 45 [ ) [ )
HEB-040002A20 0.2 20 4 45 [ ] [ ]
HEB-040003A20 0.3 20 4 45 [ ] [ ]

The above MOQ is 10 Pcs.
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Engraving Tools-End mills A HALNN

Single edge tapered Engraving Tools

L i ‘ ta
. ~—— L+
—_Ja
For general cutting X
. Tolerances
30 series : :
Edge diameter | Edge diameter tolerance | Handle diameter tolerance
D size range D tolerance dtolerance
$1.0~$29 0~-0.02 h6
: : : $3.0~ $6.0 -0.01~-0.03 h6
For high-speed machine cutting a5 0105 0L 0035 he
$11.0~ $16.0 -0.01~-0.04 h6
. $17.0~$20.0 -0.015~0.045 h6
50 series
Ti Angle  [Handle diameter| Total length Inventory
ltem Code (WF; ) (d) L e 30 series 50 series
HEB-0001A30 0.1 30 1 40 o °
HEB-0002A30 0.2 30 4 40 ° °
HEB-0003A30 0.3 30 4 40 o o
HEB-0004A30 0.4 30 4 40 ® ®
HEB-0005A30 0.5 30 4 40 ® ®
HEB-0006A30 0.6 30 4 40 ® ®
HEB-0008A30 0.8 30 4 40 [ ] [ ]
HEB-0001A45 0.1 45 4 40 ® ®
HEB-0002A45 0.2 45 4 40 ® ®
HEB-0003A45 0.3 45 4 40 ® ®
HEB-0004A45 0.4 45 4 40 ® ®
HEB-0005A45 0.5 45 4 40 ® ®
HEB-0006A45 0.6 45 4 40 ® ®
HEB-0001A60 0.1 60 4 40 ® ®
HEB-0002A60 0.2 60 4 40 ® ®
HEB-0003A60 0.3 60 4 40 ® ®
HEB-0004A60 0.4 60 4 40 ® ®
HEB-0001A90 0.1 90 4 40 ® ®
HEB-0002A90 0.2 90 4 40 ® ®
HEB-0003A90 0.3 90 4 40 ® ®
HEB-0001A20 0.1 20 6 50 ® ®
HEB-0002A20 0.2 20 6 50 ® ®
HEB-0003A20 0.3 20 6 50 ® ®
HEB-0001A30 0.1 30 6 45 ® ®
HEB-0002A30 0.2 30 6 45 ® o
HEB-0003A30 0.3 30 6 45 D D
HEB-0001A45 0.1 45 6 45 ® ®
HEB-0002A45 0.2 45 6 45 ® ®
HEB-0003A45 0.3 45 6 45 ® ®
HEB-0001A60 0.1 60 6 45 ® ®
HEB-0002A60 0.2 60 6 45 ® ®
HEB-0003A60 0.3 60 6 45 ® ®
HEB-0001A90 0.1 90 6 45 ® ®
HEB-0002A90 0.2 90 6 45 [ ) [ )
HEB-0003A90 0.3 90 6 45 ® ®
HEB-0001A120 0.1 120 6 45 ® ®
HEB-0002A120 0.2 120 6 45 ® ®
HEB-0001A90 0.1 90 8 50 ® ®
HEB-0002A90 0.2 90 8 50 ® o
HEB-0002A90 0.2 90 10 50 [ ) [ )
HEB-0001A90 0.1 90 12 50 ® ®
HEB-0002A90 0.2 90 12 50 ® ®
HEB-0001A90 0.1 90 14 50 ® ®
HEB-0002A90 0.2 90 14 50 ® ®

% Note: All the above products are made to your requirement, please inquire for minimum order quantity.
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M HALNN  End mills- Saw Blade Milling Cutter

For general cutting

Saw blade milling inserts

Cutting material

. 30 series

30 series Carbon steel | Alloysteel | Castiron | Copperall | Quenched steel

P20 S45C SCMSK FCFCD cu SKD

o [ ) o o

item Code Outer diameter Thickness Inner diameter Number of teeth Invent9ry
(D) (H) (d) ) 30 series

DxHxdxT 8 0.1574.0 3.4 4720 @)

10 0.1574.0 4,5 6724 @)

12 0.1574.0 4,5,6 6730 O

16 0.1574.0 5,6,8 640 @]

20 0.1574.0 5,6,8 6745 O

22 0.275.0 5,6,8 8750 O

25 0.275.0 6.8.10 10756 @)

30 0.275.0 6,8,10 10760 O

32 0.276.0 6,8,10,12. 7 10760 ©]

35 0.276.0 8,10,12.7 10760 O

40 0.276.0 8,10,12.7 10780 O

45 0.278.0 10,12.7,16 10780 O

50 0.278.0 10,12.7,16 107100 O

55 0.278.0 12.7,16 247120 @)

60 0.278.0 12.7,13,16 247120 O

63 0.278.0 12.7,13,16 247120 O

70 0.378.0 16,22, 25. 4 287120 O

75 0.5°8.0 16, 22, 25. 4 307120 O

80 0.578.0 22,25.4 307128 @)

85 0.5°8.0 22,25.4 307128 O

90 0.5°8.0 22,.25.4 307160 O

95 0.5°8.0 22,.25.4 307160 O

100 0.578.0 22 .25.4, 27 307160 O

105 0.878.0 22.25.4, 27 307160 @)

110 0.878.0 22, 25.4, 27 32 307180 O

115 0.878.0 22, 25.4, 27, 32 307180 @)

120 1.0710.0 22.25.4,27 32 307240 O

125 1.0710.0 22,25.4 27 307240 O

130 1.0710.0 22.25.4,27, 32 307240 @)

150 1.0710.0 22.25.4, 27,32 407240 @)

160 1.0710.0 22,25.4 27, 32 407240 O

180 1.5712 25.4,27 32,40 607280 O

200 1.5712 25.4.27 32 40 607280 O
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Special-shaped Cutting Tools* End mills ~ AHALNN

2 edge beveled end mill

For general cutting For high-speed machine cutting

50 series

30 series

Cutting material Tolerances
50 series 70 series Edge diameter | Edge diameter tolerance | Handle diameter tolerance
30 series Dsize range D tolerance dtolerance
Carbon steel [ Alloy steel | Castiron | Copperall [Quenched steel | Stainless steel $3.0~¢10.0 0~-0.05 hé
P20 S45C SCM SK FCFCD Cu SKD SUS
[ [ [ ] [ [ [
e (@l Tip diameter | Handle diameter| Inclination | Broad end diameter [ Edge length | Overall length Inventory
(D) (d) (°) (BD) (Apl max) (L) 30 series 50 series

HTE2-04D0030T005 3.0 4 0.5° 3. 17 10 50 @) @)
HTE2-04D0030T010 3.0 4 1.0° 3.35 10 50 @) @)
HTE2-04D0030T015 3.0 4 1.5° 3.52 10 50 @) @)
HTE2-04D0030T020 3.0 4 2.0° 3.07 10 50 @) @)
HTE2-04D0030T030 3.0 4 3.0° 4. 05 10 50 (@) (@)
HTE2-04D0030T040 3.0 4 4.0° 4. 05 10 50 @) @)
HTE2-04D0030T050 3.0 4 5.0° 4.75 10 50 @) ©)
HTE2-06D0040T005 4.0 6 0.5° 4.26 15 50 @) @)
HTE2-06D0040T010 4.0 6 1.0° 4.52 15 50 @) @)
HTE2-06D0040T015 4.0 6 1.5° 4.79 15 50 @) @)
HTE2-06D0040T020 4.0 6 2.0° 5.05 15 50 @) @)
HTE2-06D0040T030 4.0 6 3.0° 5.57 15 50 @) @)
HTE2-08D0040T040 4.0 8 4.0° 5.57 15 60 @) @)
HTE2-08D0040T050 4.0 8 5.0° 6.62 15 60 @) o
HTE2-06D0050T005 5.0 6 0.5° 5.35 20 60 @) @)
HTE2-06D0050T010 5.0 6 1.0° 5. 70 20 60 @) @)
HTE2-08D0050T015 5.0 8 1.5° 6. 05 20 60 @) @)
HTE2-08D0050T020 5.0 8 2.0° 6. 40 20 60 @) @)
HTE2-08D0050T030 5.0 8 3.0° 7.10 20 60 @) @)
HTE2-10D0050T040 5.0 10 4.0° 7.10 20 60 @) ©)
HTE2-10D0050T050 5.0 10 5.0° 8. 50 20 60 @) @)
HTE2-08D0060T005 6.0 8 0.5° 6. 35 20 60 @) o
HTE2-08D0060T010 6.0 8 1.0° 6.70 20 60 @) o
HTE2-08D0060T015 6.0 8 1.5° 7.05 20 60 @) @)
HTE2-08D0060T020 6.0 8 2.0° 7.40 20 60 @) o
HTE2-10D0060T030 6.0 10 3.0° 8. 10 20 75 @) o
HTE2-10D0060T040 6.0 10 4.0° 8. 10 20 75 @) ©)
HTE2-10D0060T050 6.0 10 5.0° 9.50 20 75 @) @)
HTE2-10D0080T005 8.0 10 0.5° 8. 44 25 75 @) @)
HTE2-10D0080TO10 8.0 10 1.0° 8.87 25 75 @) @)

% Note: This is non-standard Product
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M HALNN  End mills- Special-shaped Cutting Tools

H 2 edge beveled end mill
crsz"@%‘/ [@&

I For general cutting For high-speed machine cutting

30 series 50 series

Cutting material Tolerances
50 series 70 series Edge diameter | Edge diameter tolerance | Handle diameter tolerance
30 series Dsize range D tolerance dtolerance
Carbon steel | Alloy steel | Castiron | Copperall | Quenched steel | Stainless steel $3.0~¢10.0 0~-0.05 h6
P20 S45C SCM SK FCFCD (V] SKD SUS
[ J [ J [ J () [ ] [ J
T Eile Tip diameter |Handle diameter| Inclination | Broadend diameter| Edge length | Overall length Inventory
(D) (d) (a°) (BD) (Apl max) L 30 series | 50 series
HTE2-10D0080T015 8.0 10 1.5° 9.31 25 75 @) @)
HTE2-10D0080T020 8.0 10 2.0° 9.75 25 75 (@) (@)
HTE2-12D0080T030 8.0 12 3.0° 10. 62 25 75 (@) (@)
HTE2-12D0080T040 8.0 12 4.0° 10. 62 25 75 @) (@)
HTE2-12D0080T050 8.0 12 5.0° 12. 37 25 75 @) (@)
HTE2-12D0100T005 10.0 12 0.5° 10. 61 25 100 (@) (@)
HTE2-12D0100T010 10.0 12 1.0° 11. 22 35 100 (@) (@)
HTE2-12D0100T015 10.0 12 1.5° 11.83 35 100 @) @)
HTE2-12D0100T020 10.0 12 2.0° 12. 44 35 100 (@) (@)
HTE2-12D0100T030 10.0 12 3.0° 13. 67 35 100 (@) (@)
HTE2-16D0100T040 10.0 16 4.0° 13. 67 35 100 (@) (@)
HTE2-16D0100T050 10.0 16 5.0° 16. 00 34. 2 100 @) @)

% Note: This is non-standard Product
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Special-shaped Cutting Tools* End mills ~ AHALNN

4 edge beveled end mill

-

For general cutting For high-speed machine cutting
30 series 50 series

0.6um J HRC50 X AITIN 0.4um Y HRC60 X AITIN

Cuttlng material Tolerances
50 series 70 series Edge diameter | Edge diameter tolerance | Handle diameter tolerance
30 series Dsize range D tolerance dtolerance

Carbon steel | Alloy steel | Castiron | Copperall | Quenched steel | Stainless steel $3.0~910.0 0~-0.05 h6

P20 S45C SCMSK FCFCD cu SKD SUS
@ @ @ [ [ @
Tip diameter [ Handle diameter | Inclination | Broad end diameter| Edge length | Overall length TSR
ttem Code P (D) (d) (a° (A%l mg(t) (L) B 30 series | 50 series

HTE4-04D0030T005 3.0 4 0.5° 3.17 10 50 O (@)
HTE4-04D0030T010 3.0 4 1.0° 3.35 10 50 (@) (@)
HTE4-04D0030T015 3.0 4 1.5° 3.52 10 50 (@) @)
HTE4-04D0030T020 3.0 4 2.0° 3.07 10 50 @) (@)
HTE4-04D0030T030 3.0 4 3.0° 4. 05 10 50 (@) (@)
HTE4-04D0030T040 3.0 4 4.0° 4. 05 10 50 (@) (@)
HTE4-04D0030T050 3.0 4 5.0° 4.75 10 50 (@) (@)
HTE4-06D0040T005 4.0 6 0.5° 4. 26 15 50 (@) @)
HTE4-06D0040T010 4.0 6 1.0° 4. 52 15 50 @) (@)
HTE4-06D0040T015 4.0 6 1.5° 4.79 15 50 (@) @)
HTE4-06D0040T020 4.0 6 2.0° 5. 05 15 50 (@) @)
HTE4-06D0040T030 4.0 6 3.0° 5.57 15 50 (@) (@)
HTE4-08D0040T040 4.0 8 4.0° 5.57 15 60 (@) @)
HTE4-08D0040T050 4.0 8 5.0° 6. 62 15 60 (@) @)
HTE4-06D0050T005 5.0 6 0.5° 5.35 20 60 (@) (@)
HTE4-06D0050T010 5.0 6 1.0° 5. 70 20 60 (@) (@)
HTE4-08D0050T015 5.0 8 1.5° 6. 05 20 60 (@) (@)
HTE4-08D0050T020 5.0 8 2.0° 6. 40 20 60 (@) @)
HTE4-08D0050T030 5.0 8 3.0° 7.10 20 60 O (@)
HTE4-10D0050T040 5.0 10 4.0° 7.10 20 60 (@) (@)
HTE4-10D0050T050 5.0 10 5.0° 8. 50 20 60 (@) @)
HTE4-08D0060T005 6.0 8 0.5° 6. 35 20 60 (@) (@)
HTE4-08D0060T010 6.0 8 1.0° 6. 70 20 60 (@) (@)
HTE4-08D0060T015 6.0 8 1.5° 7.05 20 60 O (@)
HTE4-08D0060T020 6.0 8 2.0° 7.40 20 60 (@) (@)
HTE4-10D0060T030 6.0 10 3.0° 8. 10 20 75 (@) @)
HTE4-10D0060T040 6.0 10 4.0° 8. 10 20 75 (@) (@)
HTE4-10D0060T050 6.0 10 5.0° 9. 50 20 75 (@) @)
HTE4-10D0080T005 8.0 10 0.5° 8.44 25 75 (@) @)
HTE4-10D0080T010 8.0 10 1.0° 8.87 25 75 (@) (@)
HTE4-10D0080TO015 8.0 10 1.5° 9.31 25 75 (@) @)
HTE4-10D0080T020 8.0 10 2.0° 9.75 25 75 (@) (@)
HTE4-12D0080T030 8.0 12 3.0° 10. 62 25 75 (@) @)
HTE4-12D0080T040 8.0 12 4.0° 10. 62 25 75 @) O
HTE4-12D0080T050 8.0 12 5.0° 12. 37 25 75 (@) (@)
HTE4-12D0100T005 10.0 12 0.5° 10. 61 25 100 (@) @)
HTE4-12D0100T010 10.0 12 1.0° 11. 22 35 100 @) (@)
HTE4-12D0100T015 10.0 12 1.5° 11. 83 35 100 (@) (@)
HTE4-12D0100T020 10.0 12 2.0° 12. 44 35 100 O @)
HTE4-12D0100T030 10.0 12 3.0° 13. 67 35 100 (@) (@)
HTE4-16D0100T040 10.0 16 4.0° 13. 67 35 100 (@) @)
HTE4-16D0100T050 10. 0 16 5.0° 16. 00 34.2 100 @) @)

Note: This type of tool is a non-standard product.
% It can be used for processing tool steel, alloy steel, pre-hardened die steel, and other high-hardness materials.
% The surface roughness of the workpiece after processing is good. 3 The coating with high heat resistance can be processed at high speed.
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M HALNN  End mills - Special-shaped Cutting Tools
2-edge bevel ballend mill o= @ & & | B & £ 18

For general cutting For high-speed machine cutting

30 series 50 series

Cutting material

Tolerances
0 Ser.les 70 series Edge diameter | Edge diameter tolerance | Handle diameter tolerance
30 series -
i Copper all [ Quenched steel | Stainless steel Dsize range Diioiclaiice itpleraes
Carbon steel | Alloy steel | Castiron $3.0~010.0 0~-0.05 he
P20 S45C SCM SK FCFCD cu SKD Sus
[ [ [ [ ] [ [
Tip diameter | Handle diameter |  Inclination | Broad end diameter | Edge length | Overall length Inventory
Item Code P D) () [2%) (BD) (Agpl mag)t() (L) e 30 series | 50 series

HTB2-04D0030T05 RL. 5 4 0.5° 3.32 20 60 O (@)
HTB2-04D0030T10 RL.5 4 1.0° 3.65 20 60 (@) @)
HTB2-04D0030T15 RL5 4 1.5° 3.97 20 60 ©) (@)
HTB2-04D0030T20 RL. 5 4 2.0° 4.29 20 60 O @)
HTB2-06D0030T30 RL.5 6 3.0° 4.94 20 60 O (@)
HTB2-06D0030T40 RL.5 6 4.0° 5.60 20 60 @) @)
HTB2-06D0030T50 RL. 5 6 5.0° 6. 25 20 60 @) o
HTB2-06D0040T05 R2.0 6 0.5° 4. 40 25 75 @) o
HTB2-06D0040T10 R2.0 6 1.0° 4.80 25 75 O (@)
HTB2-06D0040T15 R2.0 6 1.5° 5.21 25 75 @) o
HTB2-06D0040T20 R2.0 6 2.0° 5.61 25 75 @) @)
HTB2-06D0040T30 R2.0 6 3.0° 6. 42 25 75 @) (@)
HTB2-08D0040T40 R2.0 8 4.0° 7.23 25 75 O (@)
HTB2-08D0040T50 R2.0 8 5.0° 8.04 25 75 (@) @)
HTB2-06D0050T05 R2.5 6 0.5° 5.48 30 75 @) o
HTB2-06D0050T10 R2.5 6 1.0° 5.96 30 75 (@) (@)
HTB2-08D0050T15 R2.5 8 1.5° 6.44 30 75 O (@)
HTB2-08D0050T20 R2.5 8 2.0° 6.92 30 75 @) @)
HTB2-08D0050T30 R2.5 8 3.0° 7.89 30 75 @) @)
HTB2-10D0050T40 R2.5 10 4.0° 8. 86 30 75 O @)
HTB2-10D0050T50 R2.5 10 5.0° 9.83 30 75 (@) @)
HTB2-08D0060T05 R3.0 8 0.5° 6. 56 35 100 @) @)
HTB2-08D0060T10 R3.0 8 1.0° 7.12 35 100 @) @]
HTB2-08D0060T15 R3.0 8 1.5° 7.68 35 100 O (@)
HTB2-08D0060T20 R3.0 8 2.0° 8.24 35 100 @) o
HTB2-10D0060T30 R3.0 10 3.0° 9. 36 35 100 @) @)
HTB2-12D0060T40 R3.0 12 4.0° 10. 49 35 100 @) (@)
HTB2-12D0060T50 R3.0 12 5.0° 11. 62 35 100 O (@)
HTB2-10D0080T05 R4.0 10 0.5° 8.63 40 100 @) @)
HTB2-10D0080T10 R4.0 10 1.0° 9. 26 40 100 @) @)
HTB2-10D0080T15 R4.0 10 1.5° 9.89 40 100 @) (@)
HTB2-12D0080T20 R4.0 12 2.0° 10. 52 40 100 O @)
HTB2-12D0080T30 R4.0 12 3.0° 11.78 40 100 @) @)
HTB2-16D0080T40 R4.0 16 4.0° 13.05 40 100 @) @)
HTB2-16D0080T50 R4. 0 16 5.0° 14. 33 40 100 @) o
HTB2-12D0100T05 R5.0 12 0.5° 10. 70 45 100 O @)
HTB2-12D0100T10 R5.0 12 1.0° 11.40 45 100 @) @)
HTB2-12D0100T15 R5.0 12 1.5° 12.10 45 100 @) @)
HTB2-16D0100T20 R5.0 16 2.0° 12. 80 45 100 @) (@)
HTB2-16D0100T30 R5. 0 16 3.0° 14. 20 45 100 O (@)
HTB2-16D0100T40 R5.0 16 4.0° 15. 62 45 100 (@) @)
HTB2-20D0100T50 R5.0 20 5.0° 17. 04 45 100 @) @)

Note: This type of tool is a non-standard product.
% It can be used for processing tool steel, alloy steel, pre-hardened die steel, and other high-hardness materials.
% The surface roughness of the workpiece after processing is good. 3 The coating with high heat resistance can be processed at high speed.
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Special-shaped Cutting Tools-End mills M HALNN

45/60 degree L-shaped slot milling Tools
CLG4SEO %% Céi; {B

For general cutting Cutting material

o
717 ) ©
]
:
=

30 series 30 series
HRC 50 AITIN Carbon steel | Alloy steel [ Castiron [ Copperall | Quenched steel
P20 $45C SCM SK FCFCD Ccu SKD
[ J [ J @ @
tem Code Edge diameter| Handle diameter| Inclination | Tip diameter |shoulder length| Edge length | Total length Invent?ry
(D) (d) () (D1) (2) (L1) L 30 series
HLG45-06D0050 5 6 45 2.5 4 1.2 60 (@)
HLG45-06D0060 6 6 45 3.0 4 1.4 60 (@)
HLG45-08D0080 8 8 45 4.0 5 1.9 60 O
HLG45-10D0100 10 10 45 5.0 6 2.4 75 (@)
HLG45-12D0120 12 12 45 6.0 7 2.9 75 (@)
HLG60-06D0050 5 6 60 2.5 4 2.2 60 (@)
HLG60-06D0060 6 6 60 3.0 4 2.7 60 (@)
HLG60-08D0080 8 8 60 4.0 5 3.7 60 (@)
HLG60-10D0100 10 10 60 5.0 6 4.6 75 (@)
HLG60-12D0120 12 12 60 6.0 7 5.6 75 (@)

Note: This type of tool is a non-standard product.
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M HALNN  End mills - Special-shaped Cutting Tools

CVG
601901120

= ||
% Iiﬁﬁ » .-"J \\
S L

60/90/120 degree L-shaped slot milling Tools

e
-
' i—f."-'j"—\.-_l-—-_ ; N D ?
ﬁ o D1y bg ‘ id
v - o B, =X
i e s |
¥ ! L =
For general cutting Cutting material
30 series 30 series
Carbon steel | Alloy steel [ Casti Copper all [ Quenched steel
06Hm HRC 50 AITIN arbon stee oy stee ast iron Q
P20 $45C SCMSK FCFCD cu SKD
[ o [ [
ltermn Code Edge diameter | Handle diameter| Inclination [Tip diameter|shoulder length| Edge length | Total length | Inventory
(D) (d) (a°) (D1) (L2) (L1) (L) 30 series
HVG60-06D0050 5 6 60 2.3 4 1.5 60 @)
HVG60-06D0060 6 6 60 2.7 4 1.8 60 @)
HVG60-08D0080 8 8 60 3.6 5 2.4 60 @)
HVG60-10D0100 10 10 60 4.5 6 3.1 75 @)
HVG60-12D0120 12 12 60 5.4 7 3.7 75 @)
HVG90-06D0050 5 6 90 2.3 4 2.4 60 @)
HVG90-06D0060 6 6 90 2.7 4 2.8 60 @)
HVG90-08D0080 8 8 90 3.6 5 3.8 60 @)
HVG90-10D0100 10 10 90 4.5 6 4.8 75 @)
HVG90-12D0120 12 12 90 5.4 7 5.8 75 @)
HVG120-06D0050 5 6 120 2.3 4 4.4 60 @)
HVG120-06D0060 6 6 120 2.7 4 5.4 60 (@)
HVG120-08D0080 8 8 120 3.6 5 7.7 60 (@)
HVG120-10D0100 10 10 120 4.5 6 9.3 75 @)
HVG120-12D0120 12 12 120 5.4 7 11.2 75 @)

Note: This type of tool is a non-standard product.
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Special-shaped Cutting Tools- End mills ~ AHALNN

Internal angle R 2/3/4 edge end mill

o S (|

EREREREN

d
/
i L
L - dl
For general cutting Cutting material
30 series 50 series
30 series
05 P-m H RC 5 5 AlTl N Carbon steel | Alloy steel | Castiron | Copperall | Quenched steel | Stainless steel
P20 $45C SCM SK FCFCD cu SKD SUS
. . . ° ° o ° [ [
For high-speed machine cutting
50 series
0.4um J HRC60 X AITIN
Handle diameter | Tip diameter | Outer diameter | Overall length Inventory
ttem Code R d (1) D) W 30 series 50 series
HCR2/3/4-04R050 0. 50 4 1.5 2.7 50 O O
HCR2/3/4-04R075 0.75 4 1.5 3.2 50 O @)
HCR2/3/4-04R100 1.00 4 1.5 3.7 50 O @)
HCR2/3/4-06R125 1.25 6 1.5 4.2 50 O O
HCR2/3/4-06R150 1.50 6 1.5 4.7 50 O @)
HCR2/3/4-06R175 1.75 6 1.5 5.2 50 O @)
HCR2/3/4-06R200 2.00 6 1.5 5.7 50 O O
HCR2/3/4-08R250 2.50 8 1.5 6.7 50 O @)
HCR2/3/4-08R300 3. 00 8 1.5 7.7 50 O @)
HCR2/3/4-12R400 4.00 12 2.0 10. 2 60 O @)
HCR2/3/4-16R500 5.00 16 3.0 13.2 75 O @)
HCR2/3/4-16R600 6. 00 16 3.0 15.2 75 O @)

Note: This type of tool is a non-standard product. If (D) <10 mm, the MOQ is 10 pieces, the other MOQ is 5 pieces.
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M HALNN  End mills-PCD Non-standard Milling Tools

Superhard end mill-PCD single-edge milling Tools

Dimension(mm)

Item Code D 1 T 1 17 Material
HDE1-06D030R01 3 6 36 60 5 0.1 PCD
HDE1-06D030R02 3 6 36 60 5 0.2 PCD
HDE1-06D030R03 3 6 36 60 5 0.3 PCD
HDE1-06D040R01 4 6 36 60 5 0.1 PCD
HDE1-06D040R02 4 6 36 60 5 0.2 PCD
HDE1-06D040R03 4 6 36 60 5 0.3 PCD
HDE1-06D045R01 4.5 6 36 60 5 0.1 PCD
HDE1-06D045R02 4.5 6 36 60 5 0.2 PCD
HDE1-06D045R03 4.5 6 36 60 5 0.3 PCD

Application

— >
%4 Y.l
4

NS ¥t
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Support non-standard customization




PCD Non-standard Milling Tools-End mills A HALNN
E—

Superhard end mill-PCD multi-edge milling Tools

Hem Code Dimension(mm) Material
D d L1 L 12 R
HDE2-06D050R01 5 6 36 60 5 0.1 PCD
HDE2-06D050R02 5 6 36 60 5 0.2 PCD
HDE2-06D050R03 5 6 36 60 5 0.3 PCD
HDE2-06D060R01 6 6 36 60 5 0.1 PCD
HDE2-06D060R02 6 6 36 60 5 0.2 PCD
HDE2-06D060R03 6 6 36 60 5 0.3 PCD
HDE2-08DOSOR0O1 8 8 40 80 7 0.1 PCD
HDE2-08D0O8OR02 8 8 40 80 7 0.2 PCD
HDE2-08D08OR03 8 8 40 80 7 0.3 PCD
HDE2-10D010R01 10 10 40 80 7 0.1 PCD
HDE2-10D010R02 10 10 40 80 7 0.2 PCD
HDE2-10D010R03 10 10 40 80 7 0.3 PCD
HDE4-12D012R01 12 12 40 80 10 0.1 PCD
HDE4-12D012R02 12 12 40 80 10 0.2 PCD
HDE4-12D012R03 12 12 40 80 10 0.3 PCD

Support non-standard customization

Application

1 A
# o8 Groove
"/__.
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M HALNN  End mills-PCD Non-standard Milling Tools

Superhard face mill-PCD face milling cutter

Dimension(mm) .
Item Code = 1 3 T 12 R Material

HDSM4-22D040 40 22 50 20 6 4 PCD
HDSM4-22D045 45 22 50 20 6 4 PCD
HDSM4-27D050 50 27 50 20 6 4 PCD
HDSM6-27D050 50 27 50 20 6 6 PCD
HDSM4-27D063 63 27 60 20 6 4 PCD
HDSM5-27D063 63 27 60 20 6 5 PCD
HDSM6-27D063 63 27 60 20 6 6 PCD
HDSM5-27D080 80 27 60 20 6 5 PCD
HDSM6—-27D080 80 27 60 20 6 6 PCD
HDSM8-27D080 80 27 60 20 6 8 PCD
HDSM8-32D100 100 32 60 20 6 8 PCD
HDSM10-32D100 100 32 60 20 6 10 PCD
HDSM12-32D100 100 32 60 20 6 12 PCD

Support non-standard customization

Application
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PCD Non-standard Milling Tools-End mills A HALNN

Superhard face mill-PCBN face milling cutter

o S
=
-

Dimension(mm) .
Item Code 3 116) 0 T 5 7 Material

HDSM4-22D040 40 22 50 20 15 4 PCBN
HDSM4-22D045 45 22 50 20 15 4 PCBN
HDSM4-27D050 50 27 50 20 15 4 PCBN
HDSM6-27D050 50 27 50 20 15 6 PCBN
HDSM4-27D063 63 27 60 20 15 4 PCBN
HDSM5-27D063 63 27 60 20 15 5 PCBN
HDSM6-27D063 63 27 60 20 15 6 PCBN
HDSM5-27D080 80 27 60 20 15 5 PCBN
HDSM6-27D080 80 27 60 20 15 6 PCBN
HDSM8-27D080 80 27 60 20 15 8 PCBN
HDSM8-32D100 100 32 60 20 15 8 PCBN
HDSM10-32D100 100 32 60 20 15 10 PCBN
HDSM12-32D100 100 32 60 20 15 12 PCBN

Support non-standard customization

Application

L\
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M HALNN  End mills- PCD Non-standard Milling Tools

1

PCD Milling Tools

'

&P

Li T

finishing ) semifinishing i rough finish 2
Dimension(mm)
Item Code i
L 11 AP (max) 12 il
HDI-301212F finishing 30. 5 12 6 1.5 PCD
HDI-301212H semifinishing 30. 5 12 6 2 PCD
HDI-301212R rough finish 30.5 12 6 PCD
il | o w5 A
a1
Dimension(mm)
Item Code Material
dl d2 11
HDSFM4-12D030 30 12 4 PCD
HDSFM5-12D040 40 12 5 PCD
HDSFM6-16D050 50 16 6 PCD
HDSFM6-22D050 50 22 7 PCD
HDSFM6-22D060 60 22 8 PCD
HDSFM6-27D060 60 27 9 PCD

Support non-standard customization
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PCD Non-standard Milling Tools-End mills A HALNN

PCD T-type Milling Cutter

Dimension(mm)
Item Code Material
D d (H6) L 11
HDTM3-08D014 14 8 80 4 PCD
HDTM3-10D016 16 10 80 4 PCD
HDTM4-10D018 18 10 80 4 PCD
HDTM4-12D018 18 12 80 4 PCD
HDTM4-12D020 20 12 80 4 PCD
HDTM4-16D022 29 16 80 4 PCD
HDTM4-16D025 25 16 80 4 PCD
HDTM4-20D030 30 20 80 4 PCD
HDTM4-20D035 35 20 80 4 PCD
PCD Set Turning Tools
P N1

o RS ' I
. TP — |
! = : o b 1
- -
|

Dimension(mm) .
Item Code D 4(16) L 11 R Material

HDCT2-12D004 4 12 80 6 0.2 PCD
HDCT2-12D005 5 12 80 6 0.2 PCD
HDCT2-14D006 6 14 80 6 0.3 PCD
HDCT2-14D007 7 14 80 6 0.3 PCD
HDCT2-16D008 8 16 80 9 0.4 PCD
HDCT2-16D009 9 16 80 9 0.4 PCD
HDCT2-20D010 10 20 80 9 0.4 PCD

Application p: Rapid processing of cast aluminum cylinder forming

Support non-standard customization
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M HALNN  End mills-PCD Non-standard Milling Tools

PCD ball end Mill

H - 3 2 4
- —— ——|h
o TN i
¥ n
H | -
N Dimension(mm) .
em Code ateria
™ R (Customized) d L1 L
HDB-20R6. XX 6. XX 20 20 100 PCD
HDB-20R7. XX 7. XX 20 20 100 PCD
HDB-20R8. XX 8. XX 20 20 100 PCD
HDB-20R9. XX 9. XX 20 20 100 PCD
Application
AN
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If you have other specifications requirement, please feel free contact us.

Support non-standard customization

B168



PCD Non-standard Milling ToolsEnd mills A HALNN

PCD Chamfering Tool

_.-; @

e, 3
0 —— d
i _\,_ '

M- i

Dimension(mm) .
Item Code 5 16 T T E " Material

HDCD90-06D005 5 6 60 36 1.5 90° PCD
HDCD120-06D005 5 60 36 1.5 120° PCD
HDCD90-06D006 6 6 60 36 2 90° PCD
HDCD120-06D006 6 6 60 36 2 120° PCD
HDCD90-08D008 8 8 80 40 3 90° PCD
HDCD120-08D008 8 8 80 40 3 120° PCD
HDCD90-10D010 10 10 80 45 4 90° PCD
HDCD120-10D010 10 10 80 45 4 120° PCD
HDCD90-12D012 12 12 80 45 4 90° PCD
HDCD120-12D012 12 12 80 45 4 120° PCD
HDCD90-16D016 16 16 100 45 5 90° PCD
HDCD120-16D016 16 16 100 45 5 120° PCD
HDCD90-20D022 22 20 100 45 4 90° PCD
HDCD120-20D022 22 20 100 45 4 120° PCD

Application: Chamfering for aluminum alloy parts

Support non-standard customization
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M HALNN  End mills-PCD Non-standard Milling Tools

PCD milling and chamfering Milling Tools

Li'._."?..-‘.‘

e

I .
- o
- | L

-

et

Dimension(mm) i
e Gl - ) ’ = - Material

HDCM90-06D005 5 6 60 10 90° PCD
HDCM120-06D005 5 6 60 10 120° PCD
HDCMI0-06D006 6 6 60 10 90° PCD
HDCM120-06D006 6 6 60 10 120° PCD
HDCM90-08D008 8 8 80 10 90° PCD
HDCM120-08D008 8 8 80 10 120° PCD
HDCM90-10D010 10 10 80 10 90° PCD
HDCM120-10D010 10 10 80 10 120° PCD
HDCM90-12D012 12 12 80 10 90° PCD
HDCM120-12D012 12 12 80 10 120° PCD
HDCM90-16D016 16 16 100 10 90° PCD
HDCM120-16D016 16 16 100 10 120° PCD
HDCM90-20D022 22 20 100 10 90° PCD
HDCM120-20D022 22 20 100 10 120° PCD

Application

Support non-standard customization
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PCD Non-standard Milling Tools-End mills A HALNN

PCD BT Series profile Tools

1 oes |
\ ! BT
| |
Item Code Material
Llmax
HDBT30-FI-001 200 PCD
HDBT40-FIH-001 200 PCD
HDBT50-FHH-002 200 PCD
Advantages:

% Better system rigidity and higher cutting speed.
% Better dynamic balance.
% Lower tool runout and higher precision machining.

PCD HSK series profile Tools

;'

I
===
. 5 ;

Dimension(mm
Item Code (mm) Material
L1max

HDHSK63A-FH-001 200 PCD

Advantages:

% Better system rigidity and higher cutting speed.
% Better dynamic balance.
% Lower tool runout and higher precision machining.

Support non-standard customization
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M HALNN  End mills-PCD Non-standard Milling Tools

PCD straight shank reamer

e al

Dimension(mm) )
L3 Eeel3 D 4 (H6) L L1 L2 Material

HDSR2-06D004 4 6 80 6 40 PCD
HDSR2-06D005 5 6 80 6 40 PCD
HDSR2-06D006 6 6 80 6 40 PCD
HDSR2-08D007 7 8 80 6 40 PCD
HDSR2-08D008 8 8 80 6 40 PCD
HDSR2-08D009 9 10 80 6 40 PCD
HDSR2-10D010 10 10 80 6 40 PCD
HDSR2-12D012 12 12 80 6 40 PCD
HDSR2-14D014 14 14 80 6 40 PCD
HDSR2-16D015 15 16 80 6 40 PCD
HDSR2-20D020 20 20 80 6 40 PCD
HDSR2-25D026 26 25 80 6 40 PCD
HDSR2-32D030 30 32 80 6 40 PCD

Application

Support non-standard customization
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PCD Non-standard Milling Tools*End mills ~ AHALNN

PCD straight shank drill reamer

Item Code Dimension(mm Material
D d (16) 11 L a
HDDR2-06D004 4 6 40 80 130° PCD
HDDR2-06D005 5 6 40 80 130° PCD
HDDR2-06D006 6 6 40 80 130° PCD
HDDR2-08D007 7 8 40 80 130° PCD
HDDR2—-08D008 8 8 40 80 130° PCD
HDDR2-10D009 9 10 40 80 130° PCD
HDDR2—-10D010 10 10 40 80 130° PCD
HDDR2-12D012 12 12 40 80 130° PCD
HDDR2-14D014 14 14 40 80 130° PCD
HDDR2-16D015 15 16 40 80 130° PCD

Application

| S Sl Al A

Processing cross hole

Support non-standard customization
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M HALNN  End mills-PCD Non-standard Milling Tools

PCD reamer chamfer Profile Tools

=1
F o
T 1] e
a

Dimension(mm) .
Materi

Item Code > ) T 3 ” aterial
HDCR2-06D004 4 6 12 80 90° PCD
HDCR2-06D005 5 6 12 80 90° PCD
HDCR2-06D006 6 6 12 80 90° PCD
HDCR2-08D007 7 8 12 80 90° PCD
HDCR2-08D008 8 8 12 80 90° PCD
HDCR2-10D009 9 10 12 80 90° PCD
HDCR2-10D010 10 10 12 80 90° PCD
HDCR2-12D012 12 12 12 80 90° PCD
HDCR2-14D014 14 14 12 80 90° PCD
HDCR2-16D015 15 16 12 80 90° PCD

"\ ax
i R -I%
L. ¥ L o

Dimension(mm) .

Item Code Material

D d (H6) L a

HDSD2-06 DO05a 90 5 6 60 90° PCD
HDSD2-06 D0O05a 130 5 6 60 130° PCD
HDSD2-06 DO06a 90 6 6 60 90° PCD
HDSD2-06 D006a 130 6 6 60 130° PCD
HDSD2-08 D0O08a 90 8 8 80 90° PCD
HDSD2-08 D008a 130 8 8 80 130° PCD
HDSD2-10 D010a 90 10 10 80 90° PCD
HDSD2-10 D010a 130 10 10 80 130° PCD
HDSD2-12 D012a 90 12 12 80 90° PCD
HDSD2-12 D012a 130 12 12 80 130° PCD
HDSD2-16 D016a 90 16 16 100 90° PCD
HDSD2-16 D016a 130 16 16 100 130° PCD

Support non-standard customization
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PCD Non-standard Milling Tools* End mills A HALNN

PCD reamer drill

Dimension(mm) .
Item Code D 4(6) 1 L 11 » Material

HDCBD-06D005 a 60 5 6 7 60 6 60° PCD
HDCBD-06D005 a 90 5 6 7 60 6 90° PCD
HDCBD-06D005 a 180 5 6 7 60 6 180° PCD
HDCBD-06D006 a 60 6 6 7 60 6 60° PCD
HDCBD-06D006 a 90 6 6 7 60 6 90° PCD
HDCBD-06D006 a 180 6 6 7 60 6 180° PCD
HDCBD-08D008 a 60 8 8 9 80 9 60° PCD
HDCBD-08D008 a 90 8 8 9 80 9 90° PCD
HDCBD-08D008 a 180 8 8 9 80 9 180° PCD
HDCBD-10D010 a 60 10 10 11 80 9 60° PCD
HDCBD-10D010 a 90 10 10 11 80 9 90° PCD
HDCBD-10D010 a 180 10 10 11 80 9 180° PCD
HDCBD-12D012 a 60 12 12 13.5 80 9 60° PCD
HDCBD-12D012 a 90 12 12 13.5 80 9 90° PCD
HDCBD-12D012 a 180 12 12 13.5 80 9 180° PCD
HDCBD-16D016 a 60 16 16 17 100 9 60° PCD
HDCBD-16D016 a 90 16 16 17 100 9 90° PCD
HDCBD-16D016 a 180 16 16 17 100 9 180° PCD
HDCBD-20D022 a 60 22 20 25 100 9 60° PCD
HDCBD-20D022 a 90 22 20 25 100 9 90° PCD
HDCBD-20D022 a 180 22 20 25 100 9 180° PCD

Support non-standard customization
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M HALNN  End mills-PCD Non-standard Milling Tools
S

PCD twist drill

oy TR T o]
W -

Dimension(mm .
Item Code b 1016) 11 T o Material

HDTD-06D005 a 90 5 6 60 60 90° PCD

m HDTD-06D005 a 130 5 6 60 60 130° PCD
HDTD-06D006 a 90 6 6 60 60 90° PCD
HDTD—-06D006 a 130 6 6 60 60 130° PCD
HDTD-08D008 a 90 8 8 80 80 90° PCD
HDTD-08D008 a 130 8 8 80 80 130° PCD
HDTD—-10D010 a 90 10 10 80 80 90° PCD
HDTD-10D010 a 130 10 10 80 80 130° PCD

Application: Carbon fiber composite hole processing

Support non-standard customization
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Zhengzhou Halnn Superhard Material Co.,Ltd

Address:B site, Research#5 Building,the National University Science Park,Zhengzhou Hi-tech
District,Henan Province,China

Tel: +86 371 86566583

Fax:+86 37167981990

Web:www.halnncbn.com
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