Tungsten Carhide End Mills
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HARDMAX 4 Flutes / 6 Flutes Radius End Mills
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HARDMAX 4#3 /68H SI7ATVFZ)L 4Flutes /6 Flutes Radius End Mills
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Radius End Mills for Hard Materials.
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Various Corner Radius sizes available.
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4 and 6 Flutes have been applied to suitable sizes to offer outstandingly long tool life.
HARDMAX coat enables highly efficient milling for 65HRC High Speed Steels.
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The shank taper angle shown is not an exact value and to avoid
contact with the work piece, we recommend the user controls the
precise value of this angle. Shank taper angle should not make
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Model Outside Corner Length Shank Taper Overall

Number Diameter Radius of Cut Angle Length

oD CR 2 Bta L
HMERS 4030-01-075 RO.1 60
HMERS 4030-02-075 RO.2 ) 60
3 7.5 16

HMERS 4030-03-075 RO.3 60
HMERS 4030-05-075 RO.5 60
HMERS 4040-01-100 RO.1 60
HMERS 4040-02-100 RO.2 60
HMERS 4040-03-100 4 RO.3 10 16° 60
HMERS 4040-05-100 RO.5 60
HMERS 4040-10-100 R1 60
HMERS 4050-01-125 RO.1 60
HMERS 4050-02-125 RO.2 60
HMERS 4050-03-125 5 RO.3 1256 16° 60
HMERS 4050-05-125 RO.5 60
HMERS 4050-10-125 R1 60
HMERS 6060-01-130 RO.1 60
HMERS 6060-02-130 RO.2 60
HMERS 6060-03-130 5 RO.3 13 - 60
HMERS 6060-05-130 RO.5 60
HMERS 6060-10-130 R1 60
HMERS 6060-15-130 R15 60
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HARDMAX 43 /68X /7ALV R=)L 4 Flutes / 6 Flutes Radius End Mills
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Model Outside Corner Length
Number Diameter Radius of Cut
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HMERS 6080-02-190 RO.2

HMERS 6080-03-190 RO.3

HMERS 6080-05-190 8 RO.5 19

HMERS 6080-10-190 R1

HMERS 6080-20-190 R2

HMERS 6100-02-220 RO.2

HMERS 6100-03-220 RO.3

HMERS 6100-05-220 10 RO.5 oo

HMERS 6100-10-220 R1

HMERS 6100-15-220 R1.5

HMERS 6100-20-220 R2

HMERS 6120-02-260 RO.2

HMERS 6120-03-260 R0O.3

HMERS 6120-05-260 12 RO.5 o5

HMERS 6120-10-260 R1

HMERS 6120-15-260 R1.5

HMERS 6120-20-260 R2

flEpN IS4 Side Milling Example
HMERS ¢ 3 X CRO.5/ ¢ 10 X CR2

INT#&DIEIARE Tools After Milling
4030-05-075 6100-20-220
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No chipping when milling Hard Materials
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More tool life left
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Shank Taper Overall Shank Number Price
Angle Length Diameter of Flutes
Bta L od ¥
70 8 23400
70 8 23,400
— 70 8 6 23400
70 8 23,400
70 8 23,400
80 10 31.800
80 10 31.800
80 10 31.800
B 80 10 ® 31,800
80 10 31.800
80 10 31.800
100 12 38400
100 12 38400
100 12 38400
N 100 12 ° 38,400
100 12 38400
100 12 38400
SKH51 (63 HRC)
fFRATE HMERS 4030-05-075 HMERS 6100-20-220
Tool (@ 3 X CR0.5) (@ 10 X CR2)
S@piiﬁiripeed 8,600 min’ 2,580 min’
’égﬁfaﬁte 465 mm/min 1,160 mm/min
DY) DA
RS a 6 mm 15 mm
Axial Depth
FEHEDYIDIAH
A a, 0.06 mm 0.1 mm
Radial Depth
jl\]/llllﬁrfgﬁ ﬁDﬁistance 27m e8m
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Coolant Air Blow (Through Spindle)

NI+ X— Milling Image }
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Side Milling (Down-cut)



HMERS tIHIZ#Z Milling Conditions
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PREHARDENED STEELS / HARDENED STEELS
WORK MATERIAL (40~50HRC)
BE T iz A EEGEE | XDRE ap ae
Model Number | Outside | Length | Spindle Feed Axial Radial
Number of Flutes | Diameter | of Cut Speed Rate Depth Depth
(mm) (mm) (min™  (mm/min)  (mm) (mm)
4030 4 3 75 13,100 1,680 6 0.06
4040 4 4 10 11,300 1,950 8 0.08
4050 4 5 125 10,100 2,300 10 0.1
6060 6 6 13 8,900 2,930 12 0.12
6080 6 8 19 4,000 = 2,400 12 0.24
6100 6 10 22 3,200 2,000 15 03
6120 6 12 26 2,670 = 1,600 18 0.36
RIEIAE Side Milling
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o a ap * Axial Depth(mm)
. . * Radial Depth(mm)
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HARDENED STEELS HARDENED STEELS

(50~60HRC) (60~65HRC)
EEGEE | XDRE ap ae EELEE | XDRE ap ae
Spindle Feed Axial Radial | Spindle Feed Axial Radial
Speed Rate Depth Depth Speed Rate Depth Depth
(min  (mm/min)  (mm) (mm) (min™)  (mm/min)  (mm) (mm)
4,200 720 6 0.06 8,600 465 6 0.06
3,150 540 8 0.08 6,450 350 8 0.08
2,520 430 10 0.1 5,160 280 10 0.1
4,300 1,200 9 0.12 4,300 1,200 9 0.12
3,220 1,450 12 0.08 3,220 1,450 12 0.08
2,580 1,160 15 0.1 2,580 1,160 15 0.1
2,150 970 18 0.12 2,150 970 18 0.12
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Note
- Recommend down cut processing.

- Reduce cutting amount, feed rate, and apply zero-cut in accordance with required surface quality.

+ Recommend air blow or oil mist.
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CAUTION

A Advisory for Safe Use of UNIMAX Tungsten Carbide End Mills

CAUTION
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Correct application and operation is strongly advised to avoid clogging,
abrasion, etc, that could cause serious accidents or injuries.

Ignition or sparks generated during milling could lead to fire or extreme
damage to the work piece.

End Mills are made with very sharp cutting edges and must be handled
with extra care.

@Never touch the cutting edge with your bare hands, as this could cause serious injury.
Special caution is required when opening the package.

@Dropping the tool could cause breakage or flying debris, leading to serious injury.

@During milling, unexpected impact or shock on the tool could cause breakage or
flying debris. Ensure to use protective items such as safety glasses and a face
guard.

@For best results, fine parameter adjustment may be required, depending on the
materials; milling shape and strategy; machine rigidity and spindle capability.

@Use a machine that has high rigidity and generates a low level of vibration.

@Do not use flammable cutting oils.

Advisory for regrinding UNIMAX Tungsten Carbide End Mills

@Never regrind the tool without wearing safety glasses and a face guard.
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Price & Specifications are subject to change without notice.
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