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The shank taper angle shown is nol an exact value and to avoid ) &
contact with the work piece, we recommend the user controls the
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precise value of this ani;le. Shank taper angle should not make

conlact with the work piece. Inclined angle
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Multi-flutes, variable pitch and a short length of cut are some of the features that are very suitable for
bottom surface milling.

6 Y 6 Flutes
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Shart length of cut for high rigidity
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Outside Diameter Radius
Diameter Tolerance Accuracy
®2~6 0/-0.01 +0.003

$8~12 0/-0.013 *0.005
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FAIYR2)b 5Flute/6 Flute Highly Efficient Long Neck Radius End Mills for Hard Materials

1‘ 19 ﬁ:ﬁ Total 19 models $—LL Unit (mm)
W nE | dsee  mE | AR 82 | veosroitn | 2R | vevs® | AR | BRIVEES |
Madel Quiside Corner Effeclive Length Neck i Shank Taper | Overal |  Shank Number of Suggested |
Number Diameter Radius Length of Cut Diameler Angle Length Diameter Flutes Aetail Price :
D R e e ods Ba L od Pty |
HGRRS 5020-05.06 | 2 RO.5 6 1 1.95 16° 50 4 5| 9 920 i
U, T et
HGRRS 5030-08-09 3 RO.8 9 15 295 16° 60 4 5 10.210 |
HGRRS 5040-05-12 = 60 4 9.450 [
HD.E ..............................
HGRRS 5040-05-12-6 16° 60 6 10,960
4 s 4o 2 BOE e 5 s
HGRRS 5040-10-12 — B0 4 9,450
..... H1 e PORTEpe— SO
HGRRS 5040-10-12-6 16° 60 6 10960 |
HGRRS 6060-03-18 RO.3 80 6 12,660
HGRRS 6060-05-18 RO.5 60 6 12,660
6 '| 8 25 595 =1 PRI UE SR SRS, LER S S | 6 i R e
HGRRS 5060 10-18 R1 60 6 12,660
HGRRS 6060- R15 60 6 12,660
HGRRS 6080-05-24 RO.5 70 8 15,780
HGRRS 6080-10-24 8 R1 24 34 7.87 = 70 8 B 15,780
HGRRS 6080-20-24 R2 - 70 8 15,780
HGRRS 6100-05-30 RO.5 80 10 20.780
HGRRS 6100-10-30 10 R1 30 42 9.87 - 80 0 8 20,790
HGRRS 6100-20-30 R2 B8O 10 20,790
HGRRS 6120-05-36 RO.5 90 12 26,180
HGRRS 6120-10-36 12 R1 36 5 11.87 — 20 12 6 26,180
HGRRS 6120-20-36 R2 a0 12 26.180
FEMIES Flat surface milling example
HGRRS ¢ 6 X CRO.5 X EL18
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Stable m;lhng and wear resistance are achievable even when using hlgh eﬁlmency milling COI’IdttIOI’lS

Sm@nﬁ%gad 3,000 min’* B
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______ AXiaIEEI))epth 0.08 mm
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Conventional
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Lasted only 10min

k| T EEFENR Relief wear width (mr_n)

U, a=41mm

=
2. 4,1mm for a tool diameter of 6.

HGRRS {ESERA Conventional fth#t & Competitor
0.163 0.296 718 Chipping




HGRRS tN#lZ&{%Z% Milling Conditions ,

FUN=F [ RANS AN | AN AN

| o Pﬂﬁﬁgfﬁ%i%ff A HARDENED STESLS HIRDENED STez :. HAGDENED S5
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wE U aore mmme EbEE. 8 | A GREEADEE G | 4 mwam ADEE & | O GmEmADEE dp | A

Model i Ouiside | Comer | Spindle | Feed | Axal  Radial * Spindle | Feed Mofal | Radial | Spindle - Feed | Adal  Radial | Spindle ; Feed | Axial i Radial |
Number Diameler | Radius | Speed | Rale . Depth . Depth ' Speed = Rale Depth : Depth | Speed Rale = Deph ' Deplh ' Speed | FRae | Depth | Depth |

. (mm) | (mm) | (min (mmmin (mm) - (mm) | (min?) (mmmin); (mm) | @m)  (min") ymin) mm) - mm) - (min) (mmmin). (mm) | (mm) |

| wmasos | 2 | Ros 10000 2700 | 007 | 08 | 8000 | 2000 [ 005 | 08 | 2640 | 2600 | 005 | 06 | 2400 | 2200 | 005 | 056 |

| sm04B09 3 | ROB 8500 4000 01 13 | 5800 3000 085 13 [ 1900 1980 085 09 | 005 |

| SaetE nos | 00| 5000 | 01 | 18 14300 | 4000 | 006 | 18 | 1540 | 1630 | 006 | 12 008

LIS 1 g e B000 | 041 | 18 14500 | 4000 000 | 18 | 1540 .08 1 12 48,

LT 5000 | 041 | 18 | 4300 | 4000 | 006 | 18 1540 | 1650 | 006 | 1 006

| 7500 5000 | 041 | 18 | 4300 4000 006 18 . 1540 LR 006

| 6060-03-18 R03 | 6000 7,800 | 012 | 41 | 3000 | 6800 | 008 | 41 {1,100 0.08 0.08

6600518 ROS | 6000 7,800 | 0.2  A4f 6800 008 41 1100 008 | 19 0.08

Cmios | | R | 6000|7600 | 0.2 | 36 | 3000 | 6800 | 008 | 36 | 1100 | 0.08 008 | 17 |

Wit | RT5 | 6000 7800 012 27 | 3000 | 6800 008 | 27 1,100 008 19 | 1000 0o 17 |

| 60800524 RO5 | 4800|6600 | 042 | 36 | 2,000 | 6,300 | 008 | 36 | B30 | 008 | 22 | 750 | 1600 | 008 | 2 |

om0 8 AT 4800 6600 Qf2 | 36 2000 6300 008 36 B30 008 22 . 750 1600 008 2 |

Cama | R | 4800|600 | 02 | 86 | 2000 | 6300 | 008 [ a6 | 80 | 1760 | N

ey Ro5 | 430 6200 041 54 1500 5800 008 54 . 620 180 00

_siwfon |0 R [ 4300|6200 | 01 | 1580 | 008 | 54 | &0

Ce020%0 | R2 | 4300 6200 02 500 5800 008 54 620

| 6t2005% | | RO5 | 4000 6000 | 04 | 0 | 5200 | 008 | 7.

Cedod 12 | R 4000 6000 01 | 738 | 1,000 | 5200 008 0 008 33 30 1740 008

| 61202036 “Re | 4000|6000 | 02 | 738 | 1000 | 5200 008 | 738 | 30| 1910 | 008 | 33 | 30| 1740 008 | 3
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Note; |<_a° .

- Decrease the feed rate more than 50% from the milling parameters when slot milling.
 Decrease boih spindle speed and feed rate proportionally when the milling parameters exceed the maching's maximum spindle speed, or when chattering and red-hot occur.
+ Every coolant offers stable milling.
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& Advisory for Safe Use of UNIMAX Tungsten Carbide End Mills

cAuTION

Correct application and operation is strongly advised to avoid clogging, abrasion, elc, that could cause serious accidents or injuries.
Ignition or sparks generated during milling could lead to fire or extreme damage to the work plece.
End Mills are made with very sharp cutting edges and must be handled with exltra care.

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

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

@0During milling, unexpected impact or shock on the tool could cause breakage or flying debris. Ensure to use protective items such as safely glasses and a face guard,
@For best results, fine parameter adjustment may be required, depending on the materials; milling shape and sirategy; 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. . S
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