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Carbide  C-Coated Helix angle
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Item Code Stock | Mill Taper | Flute |Large Side| Overall | Shank ltem Code Stock | Mill Taper | Flute |Large Side| Overall | Shank | R
Dia. | &Y% | Length | Dia. | Length | Dia. Dia. | &9 | Length | Dia. | Length | Dia. m
HTE4030-05-C | [] 3| 3013 | 323 60 6 HTE4060-05-C | [] 6| 3019 | 6.33 70 6| =
HTE4030-10-C | [] 3|1 |13 | 345 60 6 HTE4060-10-C | [] 61 |19 | 6.66] 70 6| =
HTE4030-15-C | [] 3/1°30/13 | 3.68/ 60 6 HTE4060-15-C | [] 6 /1°30°/19 | 6.99] 70 6| &=
HTE4030-20-C | [] 3|2 18 | 426 60 6 HTE4060-20-C | [J 6 |2 25 7.75| 70 6
HTE4030-30-C | [] 3/3 |18 | 489 60 6 HTE4060-30-C | [] 63 |25 | 862 75 8
HTE4030-50-C | [] 3|5 |17.1) 6.00, 60 6 HTE4060-50-C | [] 6 |5 25 |10.37) 90| 10
HTE4040-05-C | [] 4| 3016 | 428 60 6 HTE4080-05-C | [] 8| 3022 |838 75 8
HTE4040-10-C | [] 4 |1° |16 | 456] 60 6 HTE4080-10-C | [] 8 |1 22 | 877 75 8
HTE4040-15-C | [J 4 11°30'/16 | 4.84| 60 6 HTE4080-15-C | [] 8 11°30"| 22 9.15| 75 8
HTE4040-20-C | [] 4 122 |21 5.47| 60 6 HTE4080-20-C | [] 8|2 |30 |1041 90| 10
HTE4040-30-C | [] 4 |3 21 6.2 70 6 HTE4080-30-C | [] 8|3 30 [11.14] 90| 10
HTE4040-50-C | [ 4 |5 21 7.67| 70 6 HTE4080-50-C | [] 8|5 30 [13.25] 90| 12
HTE4050-05-C | [] 5| 3019 5.33] 70 6 HTE4100-05-C | (0 | 10 | 30|22 |10.38] 90| 10
HTE4050-10-C | [] 51 19 5.66| 70 6 HTE4100-10-C | (0 | 10 | 1° 22 [10.77) 90| 10
HTE4050-15-C | [] 51/1°30719.1) 6.00, 70 6 HTE4100-15-C | (0 | 10 [1°30"|22 |11.15] 90| 10
HTE4050-20-C | [] 5|2 25 | 6.75] 70 6 HTE4100-20-C | (0 | 10 | 2° 30 121 90| 10
HTE4050-30-C | [] 5% 25 | 762 70 6 HTE4100-30-C | (0 | 10 | ¥ 30 [13.14) 90| 12
HTE4050-50-C | [] 55 25 1937 75 8 HTE4100-50-C | [1 | 10 |5 30 115.25] 90, 12
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[] : Stocked by specified distributor. Contact with our sales department.
. Eﬁtﬂﬁu%ﬁ:ﬁ Recommended cutting conditions .
HTE2-C |HTE4-CV
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<BIELIEI>  side miling
?&E'Jf} (ﬁﬁ?_\_? S2{t4 thAd YRR %442 Dc Tool Dia. (mm)
N iarraeey |condion Renge PePn Ot Cutting Condiion| 1 | 2 | 63 | 4 | 65 | 66 | 68 | ¢ 10
ifﬁglﬁo?i@eas SRS |ap=2.5DcLIT [ElE524 min? 13,000 | 6,400 | 4,200 | 3,200 | 2,500 | 2,900 | 1,600 | 1,300
(~ 30HRC) General |ae=0.05DCA T yupsamrm/min| 65| 65 65| 65| 75| 80| 80| 75
37:%??_ RY$E S |ap=25DcUT [EER#L min? 9,500 | 4,800 | 3,200 | 2,400| 1,900| 1,600 1,200 950
Tool Steels N
e, General |2e=0.08DCEUT | oy /min| 50| 50| 50| 60| 55| 60| 60| 55
mang ™| mse lasspons |EEEMN | 6400 | 3200 2100 | 1.600| 1.300| 1,100 80| 640
Pre-Harden Steels N
P e General |ae=0.05DCEUT | io o m/min| 30| 30| 30| 30| 35| 40| 35 30
lii%f] OLRIF2KH. AIELETFURIFORERTT . 4MHIDBESE. [NOtEI (@ The above table shows the cutting conditions for side finish milling using 2
EOREZ2EFICLTLEEL, flutes. For 4 flutes, the feed rate should be doubled.
@wHIM. MTRARICEDET. BYKI—SY MEERALTLRE @ Use the_appropriate coo_lant _fo_r t_he work_material_and machining shape.

(3 Depending on the machine rigidity, etc., if chattering occurs, reduce both the

(A% rotation speed and feed rate by the same ratio.
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