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GIOI THIEU VE CONG TY

- CONG TY TNHH MOT THANH VIEN THUONG MAI HONG VU
dugc thanh 13p tir nam 2015.

- V@i hoat dong kinh doanh chinh la:
Cung cap dao cu cat got kim loai cho nganh gia cong co khi chinh xac.

TIEU CHi HOAT DONG:

AR
- Ludn khéng ngirng tim kiém va dua ra giadi phap nham giup
khach hang giai quyét toi da lgi ich, tiét kiém, thoi gian, cong

strc, tai chinh thong qua dung cu cat kim loai.

- Chung t6i ludn dong hanh cung khach hang phat trién virng
manh, nang tdm thuong hiéu. Tlr d6 gop phan thuc day nén kinh

té Viét Nam phat trién manh mé hon trong tuong lai.

- Dén véi Hong Vi vai doi ngli chuyén vién giau kinh nghiém,

nhiét tinh, va ludn san sang giai dap thiac mac, dua dén cho ban

lura chon phu hop nhat.




The Power Of Cutting
High Precision High Efficiency High Lifespan



ULTRA MICRO GRAIN CARBIDE MICRO DIAMETER

END MILLS - 2 FLUTE

SREE

® A 3D KEE ZBEHIN L.

© R S v R A L

@ i WS 5 A B 7% v AU ROR B AL .
® TTHiEE. BN, mACKINI,

FEATURES:

@ Applicable to the 3-D precise milling process.

® Widely used in mould steel with high-hardness.

@® Optimized cutting eRect by inflation or oil mist cooling.

@ Realize high-speed, high-precision and high-efficiency processing

G0B0KWAEE

PRANCRL B AL 85 5m ik ) — AN ]

JEE i A 555 HE

Code No. Dia.
EMAK204001 0.1 4.0 0.2 50
EMAK?204002 0.2 4.0 0.4 50
EMAK?204003 0.3 4.0 0.6 50
EMAK204004 0.4 4.0 0.8 50
EMAK204005 0.5 4.0 1 50
EMAK?204006 0.6 4.0 1.2 50
EMAK204007 0.7 4.0 1.4 50
EMAK204008 0.8 4.0 1.6 50
EMAK?204009 0.9 4.0 1.8 50

CONG TY TNHH MTV TM HONG VU




CARBIDE BORON NITRIDE SUPER BALL NOSE SHORT FLUTE

END MILL - 2 FLUTE

R -

® T HN T HRC 70° i i 844 o

® R MNEEA £0.005MM, WERNN T AEHREAL .
® N LaEdn A858MEE T 10 5L L.

® ] KIlE LT ) BN AR M ik

FEATURES:
@ Applicable to the processing of high hardness steel for hrc 70°.

@ Precision of ball nose is +0.005mm, the processing performance
can be optimized.

® Process Lifespan is 10 times higher than tungsten carbid cutter.

@ Can greatly improve tool processing efficiency and high precision.

0EE0KHBA

CBN Zk#: T)
FEE v 4 T BREEHFE A | W AR ARE o s
Code No. Radius Dia. NeckDia. Shank L.O.C. Effective O.AL
CBN-BN206004 0.2R 0.4 0.36 6.0 0.4 1.2 50
CBN-BN206006 0.3R 0.6 0.56 6.0 0.6 1.5 50
CBN-BN206008 0.4R 0.8 0.76 6.0 0.8 2 50
CBN-BN206010 0.5R 1.0 0.95 6.0 1 2.5 50
CBN-BN206012 0.6R 1.2 1.15 6.0 1.2 3 50
CBN-BN206015 0.75R 1.5 1.45 6.0 1.5 3.8 50
CBN-BN206020 1.0R 2.0 1.94 6.0 2 5 50
CBN-BN206030 1.5R 3.0 2.94 6.0 3 7.5 50

CONG TY TNHH MTV TM HONG VU
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ULTRA MICRO GRAIN CARBIDE LONG NECK
END MILLS - 2 FLUTE

SSEE

® i HRANR, Pl 2 AN L.

@ R P S v R A L

@ i WS 5 A B 7% v AU ROR B AL .
® TTHimE. FANE. mACKINI.

FEATURES:

@ Applicable to the processing of slender and narrow grooves.
@ Widely used in mould steel with high-hardness.

@ Optimized cutting eRect by inflation or oil mist cooling.

@ Realize high-speed, high-precision and high-efficiency processing.

ER2060886

Aok A AR B A 355 R Vi N 1 B R S 9t )

E it S 505 PSFEY BT RREY HAE FRE R
Code No. Dia. Neck Dia.  Shank  L.O.C. Effective O.AL
EMAF204005-02 0.5 0.46 4.0 0.8 2 50
EMAF204005-04 0.5 0.46 4.0 0.8 4 50
EMAF204005-06 0.5 0.46 4.0 0.8 6 50
EMAF204006-02 0.6 0.56 4.0 0.9 2 50
EMAF204006-04 0.6 0.56 4.0 0.9 4 50
EMAF204006-06 0.6 0.56 4.0 0.9 6 50
EMAF204007-02 0.7 0.66 4.0 1.1 2 50
EMAF204007-04 0.7 0.66 4.0 1.1 4 50
EMAF204007-06 0.7 0.66 4.0 1.1 6 50
EMAF204008-04 0.8 0.76 4.0 1.2 4 50
EMAF204008-06 0.8 0.76 4.0 1.2 6 50




Ak A OB Atk e 5 TR 8 in 1 &5 S 9 )

E vt B0 5% PSREY LRy mE AR FUE 2R
Code No. Dia. NeckDia. Shank L.O.C. Effective O.AL
EMAF204008-08 0.8 0.76 4.0 1.2 8 50
EMAF204009-06 0.9 0.86 4.0 1.4 6 50
EMAF204009-08 0.9 0.86 4.0 1.4 8 50
EMAF204009-10 0.9 0.86 4.0 1.4 10 50
EMAF204010-06 1.0 0.96 4.0 1.5 6 50
EMAF204010-08 1.0 0.96 4.0 1.5 8 50
EMAF204010-10 1.0 0.96 4.0 1.5 10 50
EMAF204010-12 1.0 0.96 4.0 1.5 12 50
EMAF204015-06 1.5 1.46 4.0 2.3 6 50
EMAF204015-08 1.5 1.46 4.0 2.3 8 50
EMAF204015-10 1.5 1.46 4.0 2.3 10 50
EMAF204015-12 1.5 1.46 4.0 2.3 12 50
EMAF204015-16 1.5 1.46 4.0 2.3 16 50
EMAF204020-06 2.0 1.96 4.0 3 50
EMAF204020-08 2.0 1.96 4.0 3 8 50
EMAF204020-10 2.0 1.96 4.0 3 10 50
EMAF204020-12 2.0 1.96 4.0 3 12 50
EMAF204020-16 2.0 1.96 4.0 3 16 50
EMAF204030-08 3.0 2.96 4.0 4.5 8 50
EMAF204030-10 3.0 2.96 4.0 4.5 10 50
EMAF204030-12 3.0 2.96 4.0 4.5 12 50
EMAF204030-16 3.0 2.96 4.0 4.5 16 50
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ULTRA MICRO GRAIN CARBIDE STANDARD

END MILLS - 4 FLUTE

SSEE

@ i FH A v B R o0 T

® N, AN AR Z UIHITT A

@ i WS 5 A B 7% v AU ROR B AL .
® TTHimE. FANE. mACKINI.

FEATURES:

@ Applicable to the processing of high hardness steel.

@ Cutting tools for roughing and finishing.

@ Optimized cutting eRect by inflation or oil mist cooling.

@ Realize high-speed, high-precision and high-efficiency processing.

E00B6EHEE

Aok A ARSCRE B A 855 TR VN T B R i 5t )

2 i A B

Code No.
EMAA404010 1.0 4.0 2.5 50
EMAA404015 1.5 4.0 4 50
EMAA404020 2.0 4.0 5 50
EMAA404025 2.5 4.0 6 50
EMAA403030 3.0 3.0 8 50
EMAA404030 3.0 4.0 8 50
EMAA404035 3.5 4.0 9 50
EMAA404040 4.0 4.0 10 50
EMAA406010 1.0 6.0 2.5 50
EMAA406015 1.5 6.0 4 50




Ak AT AR B A 855 TR Vi N 1 B i 9t )

E Vit B 5% HE ERES
Code No. Dia. Shank .0.
EMAA406020 2.0 6.0 5 50
EMAA406025 2.5 6.0 6 50
EMAA406030 3.0 6.0 50
EMAA406035 3.5 6.0 50
EMAA406040 4.0 6.0 10 50
EMAA406045 4.5 6.0 11 50
EMAA406050 5.0 6.0 13 50
EMAA406055 5.5 6.0 14 50
EMAA406060 6.0 6.0 15 50
EMAA408065 6.5 6.0 18 60
EMAA408070 7.0 8.0 18 60
EMAA408075 7.5 8.0 20 60
EMAA408080 8.0 8.0 20 60
EMAA410085 8.5 10.0 22 75
EMAA410090 9.0 10.0 22 75
EMAA410095 9.5 10.0 22 75
EMAA410100 10.0 10.0 25 75
EMAA412105 10.5 12.0 25 75
EMAA412110 11.0 12.0 25 75
EMAA412120 12.0 12.0 30 75
EMAA416130 13.0 16.0 35 100
EMAA416140 14.0 16.0 35 100
EMAA416150 15.0 16.0 40 100
EMAA416160 16.0 16.0 40 100
EMAA420180 18.0 20.0 40 100
EMAA420200 20.0 20.0 40 100

CONG TY TNHH MTV TM HONG VU
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ULTRA MICRO GRAIN CARBIDE CORNER RADIUS SHORT FLUTE

END MILLS - 4 FLUTE

SSEE

@ i FH A v B R o0 T

® =1k, A ORME AR ORI TR, e AR RCR .
@ i WS 5 A B 7% v AU ROR B AL .

® TTHimE. FANE. mACKINI.

FEATURES:

@ Applicable to the processing of high hardness steel.

@ High rigidity can greatly reduce the rough processing time and
improve work efficiency.

@ Optimized cutting eRect by inflation or oil mist cooling.

@ Realize high-speed, high-precision and high-efficiency processing.

GR0EUHNOE®

P A0 Ok itk A0 35 BB f Bk ) - 5877 I )

TEE it 557 HE RH R ' IR BHHEE 'R

Code No. Dia.  Corner NeckDia.  Shank L.O.C. Effective O.AL
CRAG404010-02 1.0 0.2R 0.95 4.0 1 3 50
CRAG404015-02 1.5 0.2R 1.45 4.0 1.5 5 50
CRAG404015-03 1.5 0.3R 1.45 4.0 1.5 5 50
CRAG404020-02 2.0 0.2R 1.9 4.0 2 6 50
CRAG404020-03 2.0 0.3R 1.9 4.0 2 6 50
CRAG404030-02 3.0 0.2R 2.9 4.0 3 10 50
CRAG404030-03 3.0 0.3R 2.9 4.0 3 10 50
CRAG404030-05 3.0 0.5R 2.9 4.0 3 10 50
CRAG404040-02 4.0 0.2R 3.9 4.0 4 12 50
CRAG404040-03 4.0 0.3R 3.9 4.0 4 12 50
CRAG404040-05 4.0 0.5R 3.9 4.0 4 12 50
CRAG404040-10 4.0 1.0R 3.9 4.0 4 12 50




Ak AT AR B A 855 TR Vi N T B i 5t )

JEE 1 B 55
Code No.

pofic

Dia.

R A

Corner

=
|E

Neck Dia.

i

Shank L.O.C.

AR

BRE

Effective

Ef
O.AL

CRAG406060-02 6.0 0.2R 5.8 6.0 6 18 50
CRAG406060-05 6.0 0.5R 5.8 6.0 6 18 50
CRAG406060-10 6.0 1.0R 5.8 6.0 6 18 50
CRAG406060-15 6.0 1.5R 5.8 6.0 6 18 50
CRAG408080-02 8.0 0.2R 7.8 8.0 8 24 60
CRAG408080-05 8.0 0.5R 7.8 8.0 8 24 60
CRAG408080-10 8.0 1.0R 7.8 8.0 8 24 60
CRAG408080-15 8.0 1.5R 7.8 8.0 8 24 60
CRAG410100-02 10.0 0.2R 9.7 10.0 10 30 75
CRAG410100-05 10.0 0.5R 9.7 10.0 10 30 75
CRAG410100-10 10.0 1.0R 9.7 10.0 10 30 75
CRAG410100-15 10.0 1.5R 9.7 10.0 10 30 75
CRAG410100-20 10.0 2.0R 9.7 10.0 10 30 75
CRAG412120-02 12.0 0.2R 11.7 12.0 12 36 75
CRAG412120-05 12.0 0.5R 11.7 12.0 12 36 75
CRAG412120-10 12.0 1.0R 11.7 12.0 12 36 75
CRAG412120-15 12.0 1.5R 11.7 12.0 12 36 75
CRAG412120-20 12.0 2.0R 11.7 12.0 12 36 75
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ULTRA MICRO GRAIN CARBIDE SQUARE TYPE STANDARD
END MILLS FOR HARD STELL- 6 FLUTE

R B -

@ i A e A R n L .

© SIS R A LB, A AE AR A

® i FH WA 5 3B 75 v AU EI RCR B AL
® Tl mIE. WK, mACRINL.

FEATURES

@ Applicable to the processing of high hardness steel.

@ For high-hardness steel, excellent processing performance.
@ Optimized cutting eRect by inflation or oil mist cooling.

@ Realize high-speed, high-precision and high-efficiency processing

BR0E0KEE

A A AORE B A 355 e A 5 B ] ik ) — AR SK U]

AN

7 i
Code No. Shank

HDAA606030 3.0 6.0 8 50

HDAA606040 4.0 6.0 10 50

HDAA606050 5.0 6.0 13 50

HDAA606060 6.0 6.0 15 50

HDAA608080 8.0 8.0 20 60

HDAA610100 10.0 10.0 25 75

HDAA612120 12.0 12.0 30 75

HDAA616160 16.0 16.0 32 100
HDAA620200 20.0 20.0 40 100

CONG TY TNHH MTV TM HONG VU 13




The Power Of Cutting
High Precision High Efficiency High Lifespan



MICRO GRAIN CARBIDE STAINLESS STEEL
END MILLS - 4 FLUTE

i5E UF

@ PR A B IR E PR i AT o

@ i1 T A G 5l K e B AR

@ F] i FH ik AR T B K D) EN T .

® NiESHE s TR .

® JIRAMIJIE 3 F%, w1,

FEATURES:

® Unequal Heilx Design With Unequal Division.

@ Excellent performance in processing stainless steel.

® Optimized performance by the use of water-soluble cutting fluid.
@ Greatly improve processing efficiency.

@ The blade length is 3 times the diameter suitable for side processing

%
—
7
Y
7,
"‘/

JZE 1t B 5% FRTE

Code No. . Shank

NSEA404010 1.0 4.0 3 50

NSEA404015 1.5 4.0 4.5 50

NSEA404020 2.0 4.0 6 50

NSEA404025 2.5 4.0 7.5 50

NSEA406030 3.0 6.0 9 50

NSEA406040 4.0 6.0 12 50

NSEA406050 5.0 6.0 15 50

NSEA406060 6.0 6.0 18 50

NSEA408080 8.0 8.0 24 60

NSEA410100 10.0 10.0 30 75

NSEA412120 12.0 12.0 36 75

NSEA416140 14.0 16.0 42 100
NSEA416160 16.0 16.0 48 100
NSEA420200 20.0 20.0 50 100

CONG TY TNHH MTV TM HONG VU




MICRO GRAIN CARBIDE STANDARD

END MILLS - 4 FLUTE

Ry A

© I AN G R RE AR B

® N, FIn Tk EZ VI T A
® fFKIEIEVIFIWG, BORH A

Vi

\

FEATURES:
@ Excellent performance in processing stainless steel.
@ Cutting tools for roughing and finishing.

@ Optimized perfotmance by the use of water-soluble cutting fluid

000E0HSE

RN I A 85 = A e im Bk ) — AR UERYPY Y]

JEE i A %

Code No. . .0.C.

EMEA404010 1.0 4.0 2.5 50
EMEA404015 1.5 4.0 4 50
EMEA404020 2.0 4.0 5 50
EMEA404025 2.5 4.0 6 50
EMEA403030 3.0 3.0 8 50
EMEA404030 3.0 4.0 8 50
EMEA404035 3.5 4.0 9 50
EMEA404040 4.0 4.0 10 50
EMEA406010 1.0 6.0 2.5 50
EMEA406015 1.5 6.0 4 50
EMEA406020 2.0 6.0 5 50
EMEA406025 2.5 6.0 6 50
EMEA406030 3.0 6.0 8 50
EMEA406035 3.5 6.0 9 50




ok A AR B A 55 TR Vi N T B R S )

T it i 0% HE REEY
Code No. Dia. Shank
EMEA406040 4.0 6.0 10 50
EMEA406045 4.5 6.0 11 50
EMEA406050 5.0 6.0 13 50
EMEA406055 5.5 6.0 14 50
EMEA406060 6.0 6.0 15 50
EMEA408065 6.5 8.0 18 60
EMEA408070 7.0 8.0 18 60
EMEA408075 7.5 8.0 20 60
EMEA408080 8.0 8.0 20 60
EMEA410085 8.5 10.0 22 75
EMEA410090 9.0 10.0 22 75
EMEA410095 9.5 10.0 22 75
EMEA410100 10.0 10.0 25 75
EMEA412105 10.5 12.0 25 75
EMEA412110 11.0 12.0 25 75
EMEA412120 12.0 12.0 30 75
EMEA416130 13.0 16.0 35 100
EMEA416140 14.0 16.0 35 100
EMEA416150 15.0 16.0 40 100
EMEA416160 16.0 16.0 40 100
EMEA420180 18.0 20.0 40 100
EMEA420200 20.0 20.0 40 100

CONG TY TNHH MTV TM HONG VU
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MICRO GRAIN CARBIDE LONG SHANK
END MILLS - 4 FLUTE

R B -
@ 11 T A Gl Bl R R

® ERINE, #EHRIE
® i K ¥ U0 I,

FEATURES :

@ Excellent performance in processing stainless steel.

B

AN L .
MR B A

@ Full-length extension, applicable to the processing of deep parts.

@ Optimized perfotmance by the uvase of water-soluble cutting fluid.

000600EE

RIS Im e /] - RWALY )

72E it A 51 PIEEY REY

Code No. Dia. Shank
EMEDA406030 3.0 6.0 8 75
EMEDA404040 4.0 4.0 10 75
EMEDA406040 4.0 6.0 10 75
EMEDA406050 5.0 6.0 13 75
EMEDA406060 6.0 6.0 15 75
EMEE406060 6.0 6.0 15 100
EMEDA408080 8.0 8.0 20 100
EMED410100 10.0 10.0 25 100
EMED412120 12.0 12.0 30 100
EMED416140 14.0 16.0 35 150
EMED416160 16.0 16.0 40 150
EMED420180 18.0 20.0 40 150
EMED420200 20.0 20.0 40 150




MICRO GRAIN CARBIDE HIGH EFFICIENCY STANDARD

END MILLS - 4 FLUTE

SSEE

® KAAEDE], sRAHEE G

® ] IR WA Ty AR VA R DI EBOIN T
® KIS =N LRHE -

® JIRAJIE 3 &, WA NI,

FEATURES:
@ Unequal Division And Enhance Chip Removal Design.
@ Optimized performance by the use of water-soluble cutting fluid.

@ Greatly improve processing efficiency.

@ The tool length is 3 times the diameter, suitable for side processing

ORI AR A 85 Im i ) — AR HERIPY ]

FE fin 4 5%

Code No.
HOEA404010 1.0 4.0 3 50
HOEA404015 1.5 4.0 4.5 50
HOEA404020 2.0 4.0 6 50
HOEA404025 2.5 4.0 7.5 50
HOEA406030 3.0 6.0 9 50
HOEA406040 4.0 6.0 12 50
HOEA406050 5.0 6.0 15 50
HOEA406060 6.0 6.0 18 50
HOEA408080 8.0 8.0 24 60
HOEA410100 10.0 10.0 30 75
HOEA412120 12.0 12.0 36 75
HOEA416140 14.0 16.0 42 100
HOEA416160 16.0 16.0 48 100
HOEA420200 20.0 20.0 50 100

CONG TY TNHH MTV TM HONG VU 19




MICRO GRAIN CARBIDE BALL NOSE STANDARD

END MILLS - 2 FLUTE

SR F

© N AN Gl A RE A B

® FHMHA 3D REEELEIIN T,
® I /KBFEMHVIEIW, BORHENL

FEATURES

@ Excellent performance in processing stainless steel.

@ Applicable to the 3-D precise milling process.

@ Optimized performance by the use of water-soluble cutting fluid.

BRI AC IS ER B ] - FRERL Y]

E I 4 53R BkEEF 1K AE RS

Code No. Radius Dia. Shank .0. A.
BNEA204010 0.5R 1.0 4.0 2 50
BNEA204015 0.75R 1.5 4.0 3 50
BNEA204020 1.0R 2.0 4.0 4 50
BNEA204025 1.25R 2.5 4.0 5 50
BNEA203030 1.5R 3.0 3.0 6 50
BNEA204030 1.5R 3.0 4.0 6 50
BNEA204040 2.0R 4.0 4.0 8 50
BNEA206010 0.5R 1.0 6.0 2 50
BNEA206015 0.75R 1.5 6.0 3 50
BNEA206020 1.0R 2.0 6.0 4 50
BNEA206025 1.25R 2.5 6.0 5 50
BNEAZ06030 15R 3.0 6.0 6 50
BNEA206040 2. 0R 4.0 6.0 8 50
BNEA206050 25R 5.0 6.0 10 50
BNEA206060 3.0R 6.0 6.0 12 50
BNEA208070 3.5R 7.0 8.0 14 60
BNEA208080 4.0R 8.0 8.0 16 60
BNEA210100 5.0R 10.0 10.0 20 75
BNEA212120 6.0R 12.0 12.0 24 75
BNEA216160 8.0R 16.0 16.0 32 100




MICRO GRAIN CARBIDE PLASTIC
END MILLS - SINGLE FLUTE

SRR

® N LEBEMHE,

MR FfE

® N, ¥ Ak EZ VI T A

® PR in IRy R A5 2 f R 1) R TR RE JE

FEATURES:

® The best effect is processed by plastic material.
@ Cutting tools for roughing and finishing.

@ The best surface roughness can be obtained when applied tofinishing.

@O@..

TR ARCRE B A 35 28 BB T T 55 i

7] - B

E i B 5% W

Code No. Shank
PMEA104010 1.0 4.0 3 50
PMEA104015 1.5 4.0 4.5 50
PMEA104020 2.0 4.0 6 50
PMEA104030 3.0 4.0 9 50
PMEA104040 4.0 4.0 12 50
PMEA106050 5.0 6.0 15 50
PMEA106060 6.0 6.0 18 50
PMEA108080 8.0 8.0 24 60
PMEAI110100 10.0 10.0 30 75
PMEA112120 12.0 12.0 36 75
PMEA116160 16.0 16.0 45 100
PMEA120200 20.0 20.0 45 100

CONG TY TNHH MTV TM HONG VU
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MICRO GRAIN CARBIDE PLASTIC

END MILLS - 2 FLUTE

R

® I LHBEME, BREE.

® N L. K LEZ DA JIE,

® JIE A KE In IRy T 45 31 A £ 1 2 R A 2

FEATURES
® The best effect is processed by plastic material.
@ Cutting tools for roughing and finishing.

® The best surface roughness can be obtained when applied to finishing.

0UE0K&0O

ORI AL S5 R B ) — RHER ]

JEE it A 5%

Code No.
PMEA204010 1.0 4.0 3 50
PMEA204015 1.5 4.0 4.5 50
PMEA204020 2.0 4.0 6 50
PMEA204030 3.0 4.0 9 50
PMEA204040 4.0 4.0 12 50
PMEA206050 5.0 6.0 15 50
PMEA206060 6.0 6.0 18 50
PMEA208080 8.0 8.0 24 60
PMEA210100 10.0 10.0 30 75
PMEA212120 12.0 12.0 36 75
PMEA216160 16.0 16.0 45 100
PMEA220200 20.0 20.0 45 100




MICRO GRAIN CARBIDE ALUMMINUM ALLOY

END MILLS - 3 FLUTE

Ry -

® NLind et EAnedER.

® FRpRHEE G, PERERIEIRT).
® fFKIEIEVIFIG, ROR AR

FEATURES:

@ Excellent performance in processing aluminan alloy materials.

@ Special chip flute design, performance improved significantly.

@ Optimized perfotmance by the use of water-soluble cutting fluid.

T2 it 4 5%

Code No. .0.C
HALE304010 1.0 4.0 3 50
HALE304015 1.5 4.0 4.5 50
HALE304020 2.0 4.0 6 50
HALE304030 3.0 4.0 9 50
HALE304040 4.0 4.0 12 50
HALE306010 1.0 6.0 3 50
HALE306015 1.5 6.0 4.5 50
HALE306020 2.0 6.0 6 50
HALE306030 3.0 6.0 9 50
HALE306040 4.0 6.0 12 50
HALE306050 5.0 6.0 15 50
HALE306060 6.0 6.0 18 50
HALE308080 8.0 8.0 24 60
HALE310100 10.0 10.0 30 75
HALE312120 12.0 12.0 36 75
HALE316160 16.0 16.0 45 100
HALE320200 20.0 20.0 45 100
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FEATURES

B

o

MICRO GRAIN CARBIDE HIGH-GLOSS SURFACE ALUMMINUM
ALLOY END MILLS - 3 FLUTE

@ Excellent performance in processing aluminan alloy materials.

@ The best surface roughness can be obtained when applied to finishing.

® Optimized perfotmance by the use of water-soluble cutting fluid.

B0UB0H&O

/ﬁiﬁﬁ

ﬁlﬁjj - m@:@é

JEE i A 515 R

Code No. Shank .0.C.
ALEA304010 1.0 4.0 3 50
ALEA304015 1.5 4.0 4.5 50
ALEA304020 2.0 4.0 6 50
ALEA304030 3.0 4.0 9 50
ALEA304040 4.0 4.0 12 50
ALEA306010 1.0 6.0 3 50
ALEA306015 1.5 6.0 4.5 50
ALEA306020 2.0 6.0 6 50
ALEA306030 3.0 6.0 50
ALEA306040 4.0 6.0 12 50
ALEA306050 5.0 6.0 15 50
ALEA306060 6.0 6.0 18 50
ALEA308080 8.0 8.0 24 60
ALEA310100 10.0 10.0 30 75
ALEA312120 12.0 12.0 36 75
ALEA316160 16.0 16.0 45 100
ALEA320200 20.0 20.0 45 100




MICRO GRAIN CARBIDE LONG NECK COPPER ALLOY
END MILLS - 2 FLUTE

Ry -
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® AR Pl RN T,
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FEATURES:
@ Excellent performance in processing copper alloy materials.

@ Applicable to the processing of slender and narrow grooves.

@ Optimized perfotmance by the use of water-soluble cutting fluid.

006E0H&E

R TORE B A 35 87 5 <en vk e 0 1 ST i ik 7

JE it 4 515 HE |E W AR BUE &R

Code No. Dia. Neck Dia. Shank L.O.C. Effective O.AL
CECF204005-02 0.5 0.46 4.0 0.8 2 50
CECF204005-04 0.5 0.46 4.0 0.8 4 50
CECF204005-06 0.5 0.46 4.0 0.8 6 50
CECF204006-02 0.6 0.56 4.0 0.9 2 50
CECF204006-04 0.6 0.56 4.0 0.9 4 50
CECF204006-06 0.6 0.56 4.0 0.9 6 50
CECF204007-02 0.7 0.66 4.0 1.1 2 50
CECF204007-04 0.7 0.66 4.0 1.1 4 50
CECF204007-06 0.7 0.66 4.0 1.1 6 50
CECF204008-04 0.8 0.76 4.0 1.2 4 50
CECF204008-06 0.8 0.76 4.0 1.2 6 50
CECF204008-08 0.8 0.76 4.0 1.2 8 50
CECF204009-06 0.9 0.86 4.0 1.4 6 50
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JEE it 4 5% HE LAY LS A& BRE 2K
Code No. Dia. Neck Dia. Shank L.O.C. Effective O.AL
CECF204009-08 0.9 0.86 4.0 1.4 8 50
CECF204009-10 0.9 0.86 4.0 1.4 10 50
CECF204010-06 1.0 0.96 4.0 1.5 6 50
CECF204010-08 1.0 0.96 4.0 1.5 8 50
CECF204010-10 1.0 0.96 4.0 1.5 10 50
CECF204010-12 1.0 0.96 4.0 1.5 12 50
CECF204015-06 1.5 1.46 4.0 2.3 6 50
CECF204015-08 1.5 1.46 4.0 2.3 8 50
CECF204015-10 1.5 1.46 4.0 23 10 50
CECF204015-12 1.5 1.46 4.0 23 12 50
CECF204015-16 1.5 1.46 4.0 23 16 50
CECF204020-06 2.0 1.96 4.0 3 6 50
CECF204020-08 2.0 1.96 4.0 3 8 50
CECF204020-10 2.0 1.96 4.0 3 10 50
CECF204020-12 2.0 1.96 4.0 3 12 50
CECF204020-16 2.0 1.96 4.0 3 16 50
CECF204030-06 3.0 2.96 4.0 4.5 6 50
CECF204030-08 3.0 2.96 4.0 4.5 8 50
CECF204030-10 3.0 2.96 4.0 4.5 10 50
CECF204030-12 3.0 2.96 4.0 4.5 12 50
CECF204030-16 3.0 2.96 4.0 4.5 16 50
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CBN - Bk )] - —7]
Carbide Boron Nitride Ball Nose Short Flute End Mills - 2 Flute

I - . .
e Rl R B
= ROTR=} =
R A0 EEE e R mEy e e
.Radius (min-1) mm/min pf Ad (min-1) mm/min pf Ad (min-1) mm/min = Ad
Speed Feed Rate Pick Milling Speed Feed Rate Pick Milling Speed Feed Rate Pick Miling
Feed Amount Feed Amount Feed Amount
0.3 50000 2000 0.02 0.01 50000 2000 0.02 0.01 50000 1500 0.01 0.008
0.4 50000 2000 0.03 0.02 50000 2000 0.03 0.02 50000 1500 0.02 0.01
0.5 50000 3000 0.04 0.03 50000 3000 0.04 0.03 50000 2000 0.02 0.01
0.6 50000 3000 0.04 0.03 50000 3000 0.04 0.03 50000 2000 0.02 0.015
0.75 50000 4000 0.05 0.04 50000 4000 0.05 0.03 50000 3000 0.03 0.015
1 50000 5000 0.07 0.05 50000 5000 0.05 0.04 50000 3000 0.03 0.02
1.5 50000 5000 0.08 0.05 50000 5000 0.05 0.04 50000 3000 0.04 0.02
1 Pf(max.)
UIHIEE%E 1 1 L
Depth of cut W ad(max.)
D(E7& Dia.) I

CBN - B[ &3t T]-—7]
Carhide Boron Nitride Super Corner Radius Short Flute End Mills - 2 Flute

PIHRE . - —
i R R R
B EEy s R EEE s R EEE LS
(mm) (min-1) mm/min (min-1) mm/min (min-1) mm/min
Diameter Speed Feed Rate P'iacfk M;ﬁﬁwg Speed Feed Rate Plijék M:-I\I?ng Speed Feed Rate PIiDka Mﬁ\lidng
Feed Amount Feed Amount Feed Amount
0.5 50000 680 0.2 0.01 50000 600 0.1 0.01 50000 500 0.1 0.005
1 48000 1000 0.4 0.01 48000 1000 0.3 0.01 32000 800 0.2 0.01
1.5 32000 2000 0.5 0.03 32000 1500 0.4 0.03 20000 1200 0.3 0.01
2 24000 2000 0.6 0.04 24000 1500 0.5 0.03 16000 1200 0.3 0.01
3 16000 2000 0.7 0.04 16000 1500 0.6 0.03 10000 1200 0.4 0.01
| Pf(max.) |
LIS
Depth of cut ! |ad(max.)
D( Bf€ Dia.) R
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Carbide Standard End Mills - 2 Flute
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RIS

Cu{tzgﬁgfﬁe g 50~100 m/min 50~70 m/min 30~60 m/min 20~40 m/min 15~30 m/min
RS He bR HeASRRE RS RS
BE BB oo, BB ooRl Ems o oORL Em oORL EER oo
(mm) (min-1) (min-1) (min-1) (min-1) (min-1)
Diameter Speed {Sa:J(E ,§ Speed {Sa:JcE ,g Speed g{;ﬁ; ,‘% Speed {SE:JE % Speed E:JE ,%
Milling Slotting Milling Slotting Milling Slotting Milling Slotting Milling Slotting
0.1 50000 — 25 50000 — 15 50000 — 20 50000 — 15 50000 — 10
0.2 50000 — 40 50000 — 25 50000 30 48000 — 20 40000 — 15
0.3 50000 100 50 50000 90 30 50000 80 40 32000 — 20 24000 — 15
0.4 50000 150 75 46000 130 50 40000 110 50 24000 50 25 20000 35 20
0.5 40000 160 80 38000 130 50 32000 110 50 18000 60 30 16000 35 20
0.6 34000 @ 170 85 32000 = 130 50 26000 = 110 50 16000 60 35 14000 40 25
0.7 30000 180 90 28000 140 50 22000 120 60 14000 60 35 12000 40 25
0.8 26000 200 100 24000 150 55 20000 130 65 12000 70 35 10000 50 25
0.9 22000 200 100 21000 150 55 18000 | 130 65 10500 75 40 9000 50 25
1 20000 210 100 19000 150 55 16000 | 130 65 9500 75 40 8000 50 30
1.5 14000 | 210 100 13000 150 55 10500 | 130 65 6400 75 40 6000 50 30
2 10000 | 210 100 10000 170 60 8000 150 75 4800 75 40 4200 50 30
2.5 8000 250 120 7600 180 65 6400 160 80 3800 75 40 3200 50 30
3 6800 280 140 6400 190 70 5400 170 85 3200 80 40 2800 60 30
3.5 6000 300 150 5600 190 70 4600 170 85 2800 85 45 2400 60 35
4 5200 300 160 4800 190 70 4000 170 85 2400 90 50 2000 60 35
5 4000 330 160 3800 230 75 3200 210 110 2000 95 50 1600 65 35
6 3400 340 170 3200 260 85 2800 240 120 1600 100 50 1300 70 40
7 3000 320 170 2800 240 80 2200 220 120 1400 100 50 1150 70 40
8 2600 310 160 2400 240 80 2000 220 110 1200 100 50 1000 70 40
9 2300 300 150 2100 230 80 1800 220 110 1100 100 50 900 70 40
10 2100 280 150 1900 230 80 1600 210 100 1000 100 50 800 70 40
11 1900 280 140 1700 220 80 1400 200 100 900 100 50 720 70 40
12 1700 280 140 1600 220 80 1300 200 100 800 100 50 660 70 40
16 1300 260 130 1200 180 80 900 160 100 600 100 50 500 70 40
20 1050 200 100 1000 180 80 700 160 100 500 100 50 400 70 40
25 850 200 100 800 160 80 560 160 100 400 100 50 320 70 40
<0.1D (D<@3)
<02D (D>@3) | | 1 D _. <0020 ; | L
YA ‘ i ‘ :
Capiof 1 ‘ ’ |<> e
D( E% Dia.) ' |<0.5D <0.2D (D>22) 1 |s1D <0.1D (D>22)
AREIE:

LYJHREBSR YA REE, SBERIFICAMIHIRBRELT .

2 MR RS TR ZREFRIME AR R, HIREER, FBLAERLAIR ERIHERBHESRE.,

3 MtEERRR, ERERESRRE A LERZ1BLUT,

Notes :

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

2.If the rigidity of the machine of the work material installation is very low, or chattering is generated, please reduce the
revolution and the feed rate proportionately.

3.When drilling, please set the feed rate at 1/3 or below of the above value.
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FAC S Sk 71-D4 7]
Carhide Standard End Mills - 4 Flute

\

S\ 'Y

Lo Y s e W

tj?mﬁg 50~100 m/min 50~70 m/min 30~60 m/min 30~50 m/min 15~30 m/min
Cutting Speed
BiE B AR e AR EE RS B AR e AR
(mm) (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min
Diameter Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
1 20000 360 19000 220 16000 180 9500 160 8000 100
1.5 14000 360 13000 220 10500 180 6400 160 6000 100
2 10000 360 10000 280 8000 180 4800 180 4200 120
2.5 8000 400 7600 300 6400 200 3800 200 3200 150
3 6800 420 6400 320 5400 200 3200 220 2800 160
3.5 6000 460 5600 380 4600 200 2800 220 2400 160
4 5200 460 4800 400 4000 200 2400 240 2000 180
5 4000 500 3800 400 3200 220 2000 260 1600 200
6 3400 520 3200 400 2800 220 1600 260 1300 200
7 3000 500 2800 400 2200 220 1400 260 1150 200
8 2600 500 2400 400 2000 220 1200 260 1000 200
9 2300 480 2100 400 1800 220 1100 260 900 200
10 2100 480 1900 400 1600 220 1000 260 800 200
11 1900 420 1700 400 1400 220 900 260 720 200
12 1700 420 1600 400 1300 220 800 260 660 200
16 1300 420 1200 340 900 180 600 220 500 160
20 1050 400 1000 340 800 180 500 220 400 160
25 850 400 800 340 700 180 400 220 320 160
<01D (D<23) 008D _ <0.05D_,
020 (D>23) . b . r ) d-re
R D w \ e | : tsm
Depth of cut | <0.1D (D<@2) - o
D( [EE Dia.) . | 080 | | l <020 (D>22) ~P— -2
! <
1L Tismese [ fom

AREE:

1 YIRS ERECR YRR, SBEMRIEARIETIH MR ELT

2 EHRRR AR, HIRESR, FALUERLLLAR ERIHMELEBERERRE,
3MEmERRRS, ERRREFRREASLFRZ1/3UT,

Notes -

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

2.If the rigidity of the machine of the work material installation is very low, or chattering is generated, please reduce the
revolution and the feed rate proportionately.

3.When drilling, please set the feed rate at 1/3 or below of the above value.
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Carhide Standard End Mills - 4 Flute, High-Speed Milling Conditions

Cu{t:t]?fg%;’ied 250 m/min 200 m/min 160 m/min 80 m/min 50 m/min
B Ik HEARE [EIEEE HEAQRE EIEEE AR [EIEEE AR [EIEEE HEAQRE
(mm) (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min
Diameter Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
1 50000 1600 50000 1200 50000 1000 25600 500 16000 320
2 40000 2600 42000 2000 25600 1600 12800 500 8000 320
3 26000 2600 21000 2000 17000 1600 8500 500 5300 320
4 20000 2600 16000 2000 12800 1600 6400 500 4000 320
5 16000 2600 12600 2000 10000 1600 5100 500 3200 320
6 14000 2600 10000 2000 8500 1600 4200 500 2600 320
8 10000 2600 8000 2000 6400 1600 3200 500 2000 320
10 8000 2600 6400 2000 5100 1600 2500 500 1600 320
12 6600 2600 5300 2000 4200 1600 2100 500 1300 320
16 5000 2000 4000 1500 3200 1200 1600 380 1000 240
20 4000 2000 3200 1500 2500 1200 1300 380 800 240
<0.02D \ i
== s
Depth of cut ' l<ip
D( B7¥ Dia.) VT
Syl AT
& R A RA|
Carbide Square Type Standard End Mill For Hard Stell - 6 Flute
Cuﬁ?fgﬁ;ie d 30~80 m/min 30~70 m/min 20~60 m/min
HEHQRFE HEAQRFE HEAQRE
1 mm/min mm/min mm/min
(';:;:) Feed Rate Feed Rate Feed Rate
; [EIEEE 24 [EIEEE 24 5 Bk 24 Bk : Bk 24 [ElEEEr 5
Diameter (min) g d{ﬁﬁl. min) | g 7§ (min) | gy ﬁ'ﬁl. min) | ;f (min) g dﬁlﬁr min) | 'f
Speed ide Milling Speed otting Speed ide Milling Speed otting Speed ide Milling Spm otting
3 3800 520 2000 260 3200 380 1600 140 2600 260 1300 130
4 2800 450 1400 230 2400 360 1200 180 2000 260 1000 130
5 5000 1200 2600 600 4500 1000 2300 500 3800 800 1900 400
6 4200 1300 2500 780 3700 1100 2200 660 3200 680 1600 340
8 3200 1500 1900 900 2800 1300 1700 780 2400 750 1200 380
10 2600 1500 1600 900 2200 1300 1300 780 1900 900 900 450
12 2100 1300 1300 780 1900 1100 1100 660 1600 960 800 480
16 1600 1200 1000 650 1400 900 900 500 1200 760 680 400
20 1200 1000 1000 500 1100 800 800 450 1000 700 600 400
005D . D <0.03D(MAX 0.7mm) . ‘ D . <0.03D(MAX0.7mm) . . D
e \77377 ! ‘**%’*** | | ‘W:r”, | |
o g?gogf:t) | |1 ‘ ’ l =020 1 Jsm | | <0.05D 1 Jsm ‘ ’ <0050

AEEIE
1%%&1‘*‘21#9’]%%@”?7% IR,

SFLERLLAliE LR IFHERSE R ERRE,

2@ EINLE, J—X‘Fﬁﬁ& (IE8%E) T,
EERAE (Oll mist) BAIEEME AT (Air-blow) ETHIE],
Notes .

1.If the rigidity of the machine of the work material installation is very low, or chattering is generated, please reduce the revolution and the feed rate
proportionately.

2.Climb cut is recommended for side milling.
3.Use Oil-mist or Air-blow coolant.
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Carbide Corner Radius Short Flute End Mills - 4 Flute, High-Speed Milling Conditions

tJ?HUJEJE 300 m/min 200m/min 150 m/min 80~100 m/min 50 m/min
Cutting Speed
BfE Ik 24 HERRRE Ik 2 HERRRE Bk HERRERE EIEE24 HERRRE [E5FEL HERRRE
(mm) (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min
Diameter Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
3 30000 2700 21000 1800 15800 540 10000 450 5300 200
4 24000 2800 16000 1800 12000 540 8000 450 4000 210
6 16000 2800 10000 1800 8000 540 5200 450 2600 220
8 12000 2300 8000 1400 6000 480 4000 420 2000 200
10 9500 2000 6400 1280 4800 420 3200 380 1600 180
12 8000 1800 5300 1100 4000 420 2600 380 1300 150
<005D <005
<0.1D (D<@3) I R
02D (0>23) . . : D . : |
e e T ‘ ! |:iﬁD |:£ﬂD
Depth of cut i <0.1D (D<@2) o o
D( B Dia.) | | <05D <0.2D (D>22) D b
! L L | 1 | |
- <0.05D (D<@2
Lﬂ <0.1D (é;az)) LHSODSD

B AL 85 85 & i LB Im #t ) - = U]

Cuﬁ?ﬁg“’fie i 300 m/min ({AIE& Side Milling) 350 m/min ({AlE Side Milling) 220 m/min ({8l Side Milling)
BiE E8 Eﬁ%ﬁs@g EE T MR EETY
(mm) (min-1) mm/min (min-1) mm/min (min-1) mm/min
Diameter Speed eed Rate Speed Feed Rate Speed Feed Rate
1 20000 1000 20000 1000 20000 1000
1.5 20000 1200 20000 1200 20000 1200
2 20000 1500 20000 1500 20000 1500
3 20000 2000 20000 2200 20000 2200
4 20000 2200 20000 2400 17000 2200
5 20000 2400 20000 3000 14000 2000
6 16000 2400 18000 3200 11700 2000
8 12000 2400 14000 3200 8800 2000
10 9600 2400 11000 3500 7000 2000
12 8000 2400 9300 3500 6000 2000
16 6000 2000 7000 2800 4400 1700
20 4800 2000 5600 2800 3500 1700
<0.5D | |
ALIE e=es }
Depth of cut ,
D( [Ef Dia.) ! <1D
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Carbide Square Type Standard End Mill For Hard Stell - 6 Flute, High-Speed Milling Conditions

Cu{t;%i’fg%pjied 80~140 m/min 75~120 m/min 45~100 m/min
HEHRE HERRE HERRE
T mm/min mm/min mm/min
(;1;) Feed Rate Feed Rate Feed Rate
e Eljf%ﬂ) S'dﬁﬁl' Eln?fj;% Sl ,f (Irilnf%() Sid ﬁlﬁl' Eiﬁf;ﬁ Sl f aﬁ% Sid ﬁI{\;IE%I' E:f%i) Sl lf
Speed ide Milling Speed otting Speed ide Milling Speed otting Speed ide Milling Speed otting
3 11000 1500 5400 750 9600 1100 4800 550 7400 740 3700 370
4 8000 1300 4000 650 7200 1100 3600 550 5600 740 2800 370
5 9000 2100 4600 1100 7600 1800 3800 900 5200 1100 2600 550
6 7400 2200 4500 1300 6400 1900 3900 1150 5300 1100 2700 550
8 5600 2600 3400 1560 4800 2200 2900 1320 4000 1300 2000 650
10 4500 2600 2700 1560 3800 2200 2400 1320 3200 1500 1600 740
12 3700 2200 2200 1320 3200 1900 2000 1100 2600 1600 1300 800
16 2800 2200 1600 1320 2400 1900 1400 1100 2000 1600 1000 800
20 2200 1800 1300 960 1920 1500 1200 960 1600 1280 760 600
<0.05D | <0.03D(MAX 0.5mm) : <0.03D(MAX 0.2mm) :
TIH R EAE ”3”” ”:“” ’i’ |
Depth of cut I ! I
D( E7€ Dia.) ' =D . |s1D | =1D
T =" =i -

f AL 35 2K #t J)

— l"

Carbide Ball Nose Standard End Mills - 2 Flute

Cu’fﬁ:g’fie " 150 m/min 120~150 m/min 80~100 m/min R R
[ T e Bl AR I e BT SRR [EE AT
R'iﬁﬁ& (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min

Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate

0.1 50000 400 50000 340 50000 200 20000 250 20000 250

0.2 50000 620 50000 600 50000 620 20000 320 20000 320

0.3 50000 920 50000 940 50000 900 20000 460 20000 460

0.4 50000 1200 48000 1200 48000 900 20000 580 20000 580

0.5 48000 1400 38000 1200 28000 900 20000 1200 20000 800

0.75 30000 1200 24000 1000 18000 680 20000 1600 20000 1200

1 24000 1100 18000 800 14000 600 20000 2400 20000 2000

15 16000 920 13000 600 9600 460 16000 2400 14000 2000

2 12000 920 10000 580 7200 460 12000 2000 9600 1600

2.5 9600 920 8000 560 5800 460 9600 2000 7600 1200

3 8000 920 6400 540 4800 460 8000 1600 6400 1000

4 6000 900 4800 540 3600 460 4000 1000 4000 800

5 4800 900 3800 540 2800 460 3200 1000 3200 800

6 4000 900 3200 540 2400 460 2800 1000 2800 800

8 3000 900 2400 540 2000 460 2400 800 K X
10 2400 900 1800 520 1400 460 1800 800 X X
P I (R0.1~0.5=0.2xR)

ggiﬁf 0% ft 033@ (~45HRC) 3R : : ~0.16xR R<0.3 (~45HRC)
D( [Ef¥ Dia.) ~0.08xR (~55HRC) Wm ~g.$§xR R<3  (~45HRC)
,,,,,,, < __ _|.~0.17xRR24  (~45HRC)
~0.05xR (~55HRC)
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Carhide Ball Nose Standard End Mills - 4 Flute

EIHIERRE ) ) . s .
Cutting Speed 150 m/min 120~150 m/min 80~100 m/min IR R {EH
S EIE= 2 ERIRE [ElEEk ERIRE [ElEEh ERIRE [ElEEk ERIRE [ElEEEx HERRRE
R: BREAHE ; ; ; ; ; ; ; ; ; i
Ferlle (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min
Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
15 16000 1400 13000 900 9600 680 16000 3000 14000 2600
2 12000 1400 10000 860 7200 680 12000 2600 9600 2600
2.5 9600 1400 8000 840 5800 680 9600 2600 7600 1600
3 8000 1400 6400 800 4800 680 8000 2000 6400 1300
4 6000 1320 4800 800 3600 680 4000 1400 4000 1000
5 4800 1320 3800 800 2800 680 3200 1400 3200 1000
6 4000 1320 3200 800 2400 680 2800 1400 2800 1000
8 3000 1320 2800 800 2000 680 2400 1000 X K
10 2400 1320 1800 780 1400 680 1800 1000 X x{
I - (R0.1~0.5=0.2xR)
|| = A
Sﬂé%%‘% 0.1xR  (~45HRC) 0.3xR . . ~0.16xR R<0.3 (~45HRC)
ePEI,QO cut ~0.08xR (~55HRC) ! ! 1 ~025xRR<3  (~45HRC)
b(e#Dbia) N < L ____ W ~0.17xRR24  (~45HRC)
''''' | ~0.05xR (~55HRC)
ARERE:

BN CERRE, 5BRESLRNXZ60%,

2T)EMIFZRHE, LI4DAEE, B LRSS, EiSUIHIRGEEE Z AR,
3.5 EFHE (Oil-mist) BANEMER AT (Air-blow) HEITEHIE,

AT RESERRE, FFELERLLAEEERZE,

Notes -

1.When slotting, reduce the feed by 60% from above values.

2.Length of overhang is 4 times dia. As standard. When it is longer then 4 times dia. Follow figures of above table.
3.Use Oil-mist or Air-blow coolant.

4.Adjust both spindle speed and feed according to milling conditions and machine rigidity.
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Carbide Corner Radius Short Flute End Mills - 4 Flute

c t)?i‘éljigjg 60~80 m/min 50~70 m/min 30~50 m/min 20~40 m/min 15~30 m/min
utting Speed
B EIE 2 ERRE EIEE 2 ERRE EIEEE 2 ERRE [ElEEEL ERRE [ElEEEL ERRE
(mm) (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min (min-1) mm/min
Diameter Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate Speed Feed Rate
1 25000 500 19000 380 12800 190 9600 190 5600 100
1.5 17000 500 12000 380 8500 190 6400 190 3700 100
2 12000 500 9600 380 6400 190 4800 190 2800 100
3 8500 450 6400 250 4300 120 3200 100 1800 55
4 6400 450 4800 250 3200 120 2700 100 1400 75
6 4200 500 3200 270 2100 150 1800 120 1200 75
8 3200 540 2400 300 1600 170 1400 140 1000 75
10 2560 560 1900 320 1200 190 1000 160 800 70
12 2100 580 1600 340 1000 200 800 180 650 65
<0.05D . <0.05D .
<0.1D (D<@3) L L
020 (0>23) . . o ! < ! o
YRR L ‘ ‘ : :
Depth of cut T o o
(5 Dia) | lo_m ‘ ’ t 21000 ST —o”
: S <0.05D (D<@2
e | | 550.20 (é;zz)) | | £5°-°5D
AREIE !

1 IRRERERERT A RS, SHEAIEKR YIRS REST .
2 MR THRZRFFAIM AR, HIRESR, FLUERLLLAIE ERFHECEH N ERRE,
3. MEPERRRS, EIDRESRREAS LFRZ1/BLUT,

Notes :

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

2.If the rigidity of the machine of the work material installation is very low, or chattering is generated, please reduce the
revolution and the feed rate proportionately.

3.When drilling, please set the feed rate at 1/3 or below of the above value.
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Carhide Plastic End Mills - single and 2 Flute

Cuit:t)?r?g%g%ed 50~150 m/min 100~200 m/min 40~60 m/min
[EXES EIE 4 AR EIE 2 ERRRE Bk ERRE
(mm) (min-1) mm/min (min-1) mm/min (min-1) mm/min
Diameter Speed Feed Rate Speed Feed Rate Speed Feed Rate
0.5 40000 600 40000 600 40000 400
0.6 40000 600 40000 600 40000 400
0.7 40000 700 40000 700 36000 400
0.8 40000 800 40000 800 32000 400
0.9 40000 900 40000 900 28000 400
1 40000 1200 32000 1000 26000 400
1.5 32000 1200 26000 1200 17000 400
2 24000 1200 24000 1200 12600 400
3 16000 1200 20000 1500 8500 360
4 12000 1000 18000 1700 6400 360
5 9600 1000 14000 1700 5100 360
6 6000 1000 13000 1700 4200 360
8 8000 900 11000 1800 3200 320
10 4800 800 8800 1800 2500 300
12 4000 760 7400 1800 2100 300
16 3000 680 5400 1800 1600 300
20 2400 600 4200 1800 1200 300
PILIE = TN ! ‘
Depth of cut ! <0.1D (D<@2)
D( Ef% Dia.) 1|10 ‘ ’ <0.2D (D>22)
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CERMET TURNING BLAD

DCMT070204HQ
TNMG160404HQ & CNMG120404HQ WNMG080404HQ DCMT11T304HQ @
TNMG160408HQ CNMGI120408HQ WNMGO080408HQ = DCMT11T308HQ
ggmgg‘ﬁ‘{;}};% @ VBMT110304HQ - TNMG160404MT & CNMGI120404MT 0
CCMTO09T308HQ g VBMT160404HQ TNMG160408MT CNMG120408MT
DCMT070204MT p— CCMT060204MT i
ggxgggg:ggﬁi é DCMTI 1T304MT @ CCMTO9T304MT 0 VBMTI6M0MT s
DCMT1 1T308MT CCMT09T308MT
TCMT090204MT
TNMG160404R-VF A
TCMT110204MT 4
TCMTI16T304MT A VNMG160404MT [ S DNMG150404RVF @ TNMG160408L-VF
TCMTI6T308MT
DCGT0702005E R/L-U DCGT0702005 R/L-F CCGTOG000E RL-U ggg: ggg;ggﬂLFF
K} DCGT070201 R/L-F CCGT060201E R/L-U < )
bty @ | DCCIMIRNL gy | ccommmeriy @@y | CEMIEELT (B
R/L-UDGT11T3005E DCCTIITI0N RILF CCGT09T301E R/L-U CCGTO9T3005 R/L-F
R/L-UDCGT11T302E R/L-U DCGT11T302 R/L-F CCGT09T302E R/L-U CCGTO9T301 R/L-F
CCGT09T302 R/L-F
VBGT110301 R/L-Y VBGT1103003 R/L-Y TNGG160402R/L-2G TNGG160402R/L-P /
VBGT110302 R/L-Y @ VBGT110301R/L-Y TNGG160404R/L-2G i TNGG160404R/L-P
VBGT110304 R/L-Y VBGT110302R/L-Y TNGG160408R/L-2G TNGG160408R/L-P
TBGT060202L TPGH090202L Q
TNGG160402R/L-C TNGG160402R/L-F B TBGTO60204L TPGH090204L
TNGG160404R/L-C TNGG160404R/L-F é TRGHOS0202L TPOHI 103021 O
TNGG160408R/L-C TNGG160408R/L-F TBGH0S0204L TPGHI10304L y N

A
WBGT060102L-F
WBGT060104L-F

APMT1604-M2

APMT1135-M2

=

SEKT1204AFTN-XM

=N
o)
o
-

SEEN1203AFTN APMT1604-H2 APMT1135-H2 RPMW1003MO
SEENIS04AFTN
RPMTO08T2-JS
RPMT10T3-JS s ¢ APMT1135-H2
i LNMU0303ZER-MJ APMT1604
RPMT1204-JS APMT1604-H2
RPMT1606-JS
APMTI1135 RPMW1003MO ° RPMT1204
, MGMN200 . MGGN200
APMT1135-H2 APMT1135 ~
. Q < MGMN300 MGGN300
APMTI1604-H2 ~ APMT1604 \
MGMN400 MGGN400

CONG TY TNHH MTV TM HONG VU




R T FESYR
- —_— -/ J
g -

5

T

Y

ALUMINUM TURNING INSERT J

TCGT16T302

DCGT070202 DCGTIT302 CCGT060202 o
DCGT070204  )er e é’ DCGT11T304 @‘s» CCGT060204 @
DCGT070208 TCOTICTa DCGTI1T308 ‘ CCGT060208
VCGT110302 VCGT160402
CCGTO9TI02 CCGT120402 VCGT110304 VCGT160404
y CCGT120404 VCGT110308 oS VCGT160408 oo
ccctirin B Scomen G VBGTIO, VBCTIgn:
CCGT120412 VBGT110304 VBGT160304
VBGT110308 VBGT160308
SCGT120402
S P o A comen o
SCGTI120408 SCOT09T308 TCGT090204 TeeTUDs S
SCGT120412
TNMG160402 CNMG120402 WNMG080402 VNMG160402
TNMG160404 é CNMG120404 WNMG080404 VNMG160404
TNMG160408 CNMG120408 WNMG080408 VNMG160408 TS
TNMG160412 CNMG120412 WNMG080412 VNMG160412
SNMG120402
SNMG120404
SNMG120408
SNMG120412

ALUMINUM PARTING/GROOVING INSERT NN

MGMN200-G
MGMN250-G
MGMN300-M
MGMN400-M
MGMNS500-M

&

MGGN120
MGGN200
MGGN250
MGGN300
MGGN400
MGGNS00

*

MRMN150-G
MRMN200-G
MRMN250-G
MRMN300-G
MRMN400-M
MRMNS500-M

>

ALUMINUM MILLING INSERT

APKT1604 @ APKT1604-G2 @ APKT1003 \_‘,«»’
APKT1604-MA3 @ APKT1135-G2 @ SEHT1204 @

RPGT0702
RPGT0802
RPGT1003
RPGT10T3
RPGT1605

&

ALUMINUM TURNING INSERT S

WCGT030208-DA
WCGT040208-DA
WCGT050308-DA

WCGT06T308-DA

WCGT080412-DA

.}

SPGG050204-DA
SPGG060204-DA
SPGG07T308-DA
SPGT090408-DA
SPGG110408-DA
SPGG140512-DA

&

TURNING INSERT FOR STEEL S

VBMT160404MV

VBMTI160408MV @

VCMT160404
VCMT160408

CONG TY TNHH MTV TM HONG V0

=

TCMT110202EM
TCMT110204EM
TCMT16T304EM
TCMT16T308EM

CCMT060204EM
CCMT060208EM

CCMT09T304EM

CCMT120404EM
CCMT120408EM
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TURNING INSERT FOR CAST IRON

CNMA120404
CNMA120408

SNMS120404
SNMA120408

WNMA080404
WNMA 080408 A
WNMA080412

TNMG160404
TNMG160408

WNMG080404
WNMG080408

CNMG120404
CNMG120408

SNMG120404 -
SNMG120408

CCMT060204
CCMT060208
CCMT09T304
CCMT09T308 a
CCMT120404
CCMT120408

DNMG150604
DNMG150608 o
DNMG150612

DCMT070204

DCMT070208
DCMT11T304 ‘

DCMTI11T308

TCMT110204
TCMT16T304 A
TCMT16T308

VNMG160404
VNMG160408 o

SMALL PARTS/BORING INSERT NG

DCGT11T305E R/L-U
DCGTIT301E R/L-C
DCGT11T302E E/L-U

DCGT1T305 R/L-F
DCGT11T301 R/L-F
DCGT11T302 R/L-F

DCGT0702005E R/L-U
DCGT070202E R/L-U °
DCGT070202E R/L-U

DCGT0702005 R/L-F
DCGTO0201 RLF Y
DCGT070202 R-L-F

CCGTO09T3005E R/L-U
CCGT09T301E R/L-U 9
CCGT09T302E R/L-U

CCGT09T305 R/L-F

CCGT09T301 R/L-F @
CCGT09T302 R/L-F

CCGTO602005E R/L-U
CCGT060201E R/L-U 9
CCGT060202E R/L-U

CCGT0602005 R/L-F D
CCGT060201 R/L-F g
CCGT060202 R/L-F

VBGT110301 R/L-Y
VBGT110302 R/L-Y
VBGT110304 R/L-Y

}

WBGT060102L-F
WBGT060104L-F

TNGG160401R/L-S
TNGG160402R/L-S

TNGG160404R/L-S

TURNING INSERT FOR STAINLESS STEEL NG

CCMG120404MA
CCMG120408MA

¢

TNMG160404MA
TNMG160408MA

TNGG160401R/L-C
TNGG160402R/L-C ‘
TNGG160404R/L-C

TBGH060202L
TBGH060204L

TPGH080202L
TPGH080204L
TPGH090202L

TPGH090204L
TPGH110302L
TPGH110304L

TURNING INSERT FOR STAINLESS STEEL N

WNMG080404MA
WNMG080408MA

SNMG120404MA
SNMG120408MA

VNMG160404MA
VNMG160408MA

TNMG160404MS
TNMG160408MS

Al

CNMG120404MS WNMG080404MS VNMG160404MS VBMTHOMMY
CNMG120408MS WNMG080408MS VNMG160408MS VBMT160404MV
TCMT090204
TCMT090208
VMTIGNI ey DNMG150404MA DNMG150404MS TCMT110202 4
VCMT160408 DNMG150408MA DNMG150408MS TCMT110204
TCMTI16T304
TCMTI16T308
CCMT060202
DCMT070204 CCMT060204
DCMT070208 CCMT09T304 l TNMG160404BF
DCMTI1T304 ° CCMT09T308 @ SNMG120404 TNMG160408BF A
DCMTI1T308 CCMT120404
CCMT120408

CONG TY TNHH MTV TM HONG VU
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WNMG080404BF TNMG160404BM WNMG080408BM VNMG160404 HM 0
WNMG080408BF TNMG160408BM WNMG080408BM VNMG160408 HM
VNMG1604040M 0 WNMG0804040M B8 TNMG1604040M CNMG1204040M
VNMG1604080M WNMG0804080M TNMG1604080M CNMG1204080M
CCMT0602040M
DCMTO0702040M CCMT0602080M
DNMG110404MA DCMT0702080M CCMT09T3040M ( TCMT1102040M
DNMG110408MA DCMT11T3040M CCMT09T3080M TCMT16T3040M
DCMT11T3080M CCMT1204040M
CCMT1204080M
WNMG080404R/L-S TNMG160404R/L-S
WNMG080408R/L-S TNMG160408R/L-S

THREADING INSERT

FOR UNIVERSAL

06IR A55/A60

08IR A55/A60

111IR A55/A60

111IR 0.5-1.510S
16IR/ER 0.5-3.0108
16IR/ER 8-24UN
16IR/ER 11-19W
16IR/ER 8-27NPT
16IR/ER 11-19BSPT
16IR/ER 1.5-3.0TR
22IR/ER 0.5-6.0ISO
22IR/ER 3-6.0TR

THREADING INSERT
FOR STAINLESS STEEL

11IRM AS5/A60
11IRM 0.5-2.010S
11IRM 12-32UN
111IRM 14/19/28BSPT
11IRM 18/27NPT
11IRM 1.5TR
16IRM 0.5-3.510S
16IRM 8-48UN
16IRM 8-32UNJ
16IRM -40W

16IRM 8-27NPT/NPTF
16IRM 11/14/19BSPT
16IRM 1.5-3.0ISO
APMT1 13502PDER
APMT1 13504PDER
APMT160402PDER
APMT160404PDER
APMT1 13516-DM
APMT160416-DM
APMT1 13520-DQ
APMT160420-DW
APMT160420-DW
WNMU040304
WNMU060408
6NGU060408R
6NGU090508R
BLMP0603R-M
BLMP0904R-M
3PKT060304R
3PKT100408R
3PKT150508R
3PKT190608R
LOGU030310

eDopboBdA

11UID C60
16UID E60
16UID H60

FOR STEEL

06IR A55/A60

08IR A55/A60

11IR A55/A60

111IR 0.5-1.510S
16IR/ER 0.5-3.010S
16IR/ER 8-24UN
16IR/ER 11-19W
16IR/ER 8-27NPT
16IR/ER 11-19BSPT
16IR/ER 1.5-3.0TR
22IR/ER 0.5-6.0ISO
22IR/ER 3-6.0TR

ANHX160708R

SNMU130508BEN-GM

XNMU0906ANTR-M

SDMT120512-GH

SDMT150512-PH

SNMX1306ANTIN

SEMT13T3AGSN-JIM

SEMT13T3AFGN-TT

APKT150412

SEMRI1203AFTN
SEMRI1504AFTN

{0

SNMX1205ANN-F57 ro“ ;
SEGTI3T3AGFN-JP %
N

SPMT120408

HNMGO0907ANSN-R

SNMX1206ANN-MM

SNGX1206ANN-GM

ONMU050505-TIN

LPGTO010210ER

4NKT060308R-M

¢ 0L D@D

THREADING INSERT I




UDRILLING INSERT

SOMT050204DP
WOMX030208FN WOMX030208 SPMG050204DG SOMT060204DP
SPMG060204DG SOMT070306DP
WCMX040208FN WCMX040208 =
SPMGO7T308DG SOMTOST306DP (%)
WCMX050308FN WCMX050308 O |
SPMG090408DG SOMT09T308DP
WCMXO06T308FN WCMX06T308
WOMX080417EN WOMX080412 SPMG110408DG SOMT11T308DP
SPMG140512DG SOMT130408DP
SOMT150510DP
TDC2 FC1604R100
mG | sy et
TDC4 TDJ3 = ‘
TDI4 VC1604R250 @ FC1604R250
TDT3E-0.4 e VC1604R300 FC1604R300
TDT4E-0.4 FC1604R100

FINE WHET KNIFE SLICES I

CCGT060202-ML
CCGT060204-ML
CCGT09T301-ML
CCGT09T302-ML
CCGT09T304-ML

16IRM 8/10/12ACME
16IRM 06/08/10RD
22IRM 0.5-6.0108
22IRM 3.0-6.0.0TR
22IRM 5/6/7UN
22IRM 5/6ACME
16ERM 0.5-3.510S
16ERM 8-48UN
16ERM 8-32UNJ
16ERM 8-40W
16ERM 8-27NPT/NPTF
16ERM 11/14/19BSPT
16ERM 1.5-3.010S
16ERM 8/10/12ACME
16ERM 06/08/10RD
22ERM 0.5-6.0108
22ERM 3.0-6.010S
22ERM 5/6/7UN
22ERM 5/6/TW
22ERM 5/6ACME

VCGT110302-ML
VCGT110304-ML
VBGT110302-ML
VBGT110304-ML
VCGT160401-ML
VCGT160402-ML
VCGT160404-ML
VBGT160401-ML
VBGT160402-ML
VBGT160404-ML

DCGT070202-ML
DCGT070204-ML
DCGT11T301-ML
DCGT11T302-ML
DCGT11T304-ML

o)
o
:

o

CONG TY TNHH MTV TM HONG VU

MGMNI150-G
MGMN200-G
MGMN250-M
MGMN300-M
MGMN400-M
MGMNS500-M
MGMNG600-M

TGF32R 050-300
TGF32R 050-300-24
TGF32R 050-300
GBAA43R 050-450
GBAA43L 050-450

TGF32050-R025
TGF32050-R150
GBA43R100-050R
GBA43R300-150R

ABS15R4005
ABS15R4015

CTP10FR
CTP15FR
CTP10FL
CTP15FL
CTPA10FR
CTPA1SFR
CTPA20FR
CTPA10FL
CTPA1SFL
CTPA20FL

6GR 100
6GR 150
6GR 200
7GR 100
7GR 150
7GR 120
7GR 250

8GR 100
8GR 150
8GR 200
8GR 250
8GR 300

9GR 100
9GR 150
9GR 200
9GR 250
9GR 300

GROOVING/ PARTING INSERT JNE

CER100-A
CER120-A
CER150-A
CER200-A
CER100-B
GER120-B
GER150-B
GER200-B
GER250-B
GER300-B
GER100-C
GER150-C
GER200-C
GER250-C
GER300-C
GER100-D
GER150-D
GER200-D
GER250-D
GER300-D
GER400-D

SP200-400

111R 0.5-2.0
16IR 0.5-3.0
16ER 0.5-3.0

MGMNI150-G
MGMN200-G
MGMN250-M
MGMN300-M
MGMN400-M
MGMN500-M
MGMN600-M

MGGN150
MGGN200
MGGN250
MGGN300
MGGN400
MGGNS500
MGGN600

MRGN200-JM
MRGN300-JM
MRGN400-JM

S\\prex 2 v b
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NON-STANDARD GROOVING INSERT N

MGGN100-G
MGGN150-G
MGGN200-G
MGGN250-G
MGGN300-G
MGGN350-G
MGGN400-G
MGGN450-G
MGGN500-G
MGGNS50-G

MGGN600-G

VNGG160401-HA
VNGG160402-HA

<

WNGG080401-HA
WNGG080402-HA

CNGG120401-HA u
CNGG120402-HA

TNGG160401-HA
TNGG160402-HA

DCGT11T301-HA
DCGT11T302-HA

a
<

CCGT09T302-HA 0

VCGT110302-HA

_ g

VBGT110302-SA
VBGT110304-SA

7coLour HIGHT HARD SERIES NG

CCMT060204

CCMT060208 DCMT070204 TNMG160404R-UF
CCMTO09T304 DCMT070208 TCMT110204 TNMG160404L-UF
CCMT09T308 @ DCMTI 1T304 TCMT16T304 TNMG160408R-UF
CCMT120404 DCMT11T308 TCMT16T308 TNMG160408L-UF
CCMT120408

WNMG080404R-UF WNMG080404-MA &

WNMGO080404L-UF CNMG120404-TF “ WNMG080408-MA TNMG160404-TF
WNMG080408R-UF TNMG160408-TF

WNMG080408L-UF

CNMG120408-TF

WNMG080404-TF
WNMG080408-TF

NMGI60402-DE APMT1604PDER e
- APMT1 135DER WNMUO08060SEN-GM o SNMU130508EN
VNMG160404-NF APMT1604PDER-H2 -
VNMG160408-TF APMT1135DER-H2 RPMT1204MO-TT @ RPMWI1003MO-TT  {{
APMTI1604PDER-JC
SEKTI204AFTIN ~ MGVN0-G e MONNI0M g MGMN200-M i
A MGMN250-G MGMN400-M MGMN400-JM
TBGT060102L
TBGTO060104L
SrnGosas WEMXO030208FN Kbsss LOGU030310ER-GM
SPMGO7T308 a WCMT050308FN A TPGH090202L ‘O/
e WCMTO6T308FN TPGH090204L,
SPMG1 10408 MTOS04102EN TPGHI 102021 3PKT150508R-M
SPMG140512 WCMT080410
TPGH110204L
TPGH1 10302L
TPGH1 10304L

STAINLESS STEEL

APKT1705PDER-EM ';r, =

SPMT09T304R1.0
SPMT09T304R1.5
SPMT09T304R2.0
SPMT09T304R2.5
SPMT09T304R3.0

CONG TY TNHH MTV TM HONG VU

SPMT09-R1.0
SPMT09-R1.5
SPMT09-R2.0
SPMT09-R3.0

42




THREADING INSERT FOR ALUMINUM

16ER AG60
16ER AGS5
16ER 11W
16ER 14W
16ER 19W
16ER 8SNPT
16ER 11.5NPT
16ER 14NPT
16ER 18NPT
16ER 050ISO
16ER 075ISO
16ER 100ISO
16ER 125ISO
16ER 150ISO
16ER 175ISO
16ER 175ISO
16ER200ISO
16ER 250ISO
16ER 300ISO

16IR AG55
16IR AG 60
16IR 11W
16IR 14W
16IR 19W
16IR SNPT
16IR 11.5 NTP
16IR 14NPT
16IR 18NPT
16IR 050ISO
16IR 075ISO
16IR 100ISO
16IR 125ISO
16IR 150ISO
16IR 175ISO
16IR 200ISO
16IR 250ISO
16IR 300ISO

08IR ASS
08IR A60
08IR 050ISO
08IR 100ISO
08IR 150ISO
08IR 200ISO

Fe)

TURNING INSERTFORSTEEL I

' TNMG160404TM
TNMG 160404HQ ‘ CNMG 120404HQ @ WNMG080404HQ Q TNMG160408TM ﬁ
TNMG 160408HQ CNMG 120408HQ WNMGO80408HQ TNMG160412TM
NM 404TM
CNMG120404TM WRNMGO80 VNMG160404TM DNMG150404TM
WNMG080408TM DNMG150408TM
CNMG120408TM WNMG080412TM VNMG160408TM
DNMG150404TM 9 SNMG120404TM ﬁ TNMG160404R/L-S é WNMG080404R/L-S '/
DNMG150408TM SNMG120408TM == TNMG160408R/L-S , WNMGO080408R/L-S ==
VBMT160404PC CNMG120404PC
SNMG120404R/L-S g VBMT160408PC TNMG160404PC \\ CNMG120408PC
SNMG120408R/L-S VCMT160404PC TNMG160408PC \
VCMT160408PC CNMG120412PC
CCMT060204PC
DCMT070204PC CCMT060208PC
WNMG080404PC DNMG110404MA DCMT070208PC CCMT09T304PC
WNMG080408PC DNMG110408MA DCMTI1T304PC CCMTO09T304PC E
WNMG080412PC ' DCMTI1T308PC CCMTI20404PC ‘o
CCMT120408PC
TCMT110204PC
TCMT16T304PC @; TNMG160404MA A CNMG120404MA @ WNMG080404MA "
TCMT16T308PC &2 TNMG160408MA CNMG120408MA WNMG080408MA
SNMG120404MA VNMG160404MA ’
SNMG120408MA VNMG160408MA

CONG TY TNHH MTV TM HONG VU




A CNGA120402 0 VNGA160402 ~ TBGT060102
W CNGA120404 VNGA160404 TBGT060104
0 DNGAL50404 ‘ APKT113504 SNGA120402
APKT160404 SNGA120404
o
TNGA160402 ‘ VCGT110304 TPOH090202
TNGA160404 VCGT160402
VCGT160404 . TPGHI110302
TPGH110304
MGMN200 WNGA080402
@ SEKT1204 MGMN300 A WNGA080404
i MGMN400 WNGA080408
TCGT090202
DCGT070202 TCGT090204
CCGT060201
DCGT070204 TCGT110202
CCGT060202 ‘
DCGT117301 TCGT110204
CCGT120202 CCTIET302
CCGT120204 DCGTIIT302
TCGT16T308
CBN
0 VNGA160404 APKT160404 WNGA080404 £ Y VCGT160404
VNGA160408 APKT113504 WNGA080408 W
0 DNGA150404 h DCGT070204 @ CCGT060204 \ xgxgggg
DNGA150408 DCGT117304 CCGT120404 N X MGMN400
~ VCGT160404 TNGA160404 v 16IR AG60
& TNGA160408 16IR AG55
CONG TY TNHH MTV TM HONG VU 44
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THONG SO KY THUAT
INSERT LPGT010210
LHF01-081-100 8 8 20 100 1 LPGT0102
LHF01-091-100 9 10 20 100 1 LPGT0102
LHF01-102-100 10 10 20 100 2 LPGTO0102
LHF01-112-100 11 12 20 100 2 LPGTO0102
LHF01-123-100 12 12 20 100 3 LPGTO0102
LHF01-133-100 13 12 20 100 8 LPGT0102
INSERT LBMT0603PR305
LHF06-162-S16-150L 16 130 2
LHF06-203-S20-150L 20 150 3
LHF06-213-S20-150L 21 150 3
LHF06-254-S25-150L 25 150 4
LHF06-264-S25-150L 26 150 4
LHF06-324-S32-200L 32 200 4

LHF06-172-M8 17 23
LHF06-213-M10 21 30
LHF06-264-M12 26 35

THEP 35| 130~200 0.2~0.4
THEP 351 80~150 0.2~0.3
INOX 100~160 0.2~0.4
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MTR BARS | DAO MOC L0

MXR BARS | DAO MOC L0

MPR BARS | DAO MOC L0

SE——

MKR BARS| DAO TAO RANH BAN KiNH DAY BU

[

MVR BARS| DAO TAO RANH SAU

t

MOR BARS | DAO MOC LO

[

MCR BARS | DAQ VAT MEP VA MOC L0

|

MFR BARS | DAO TAO RANH BE MAT

|

MZR BARS | DAD TAO RANH BE MAT

CONG TY TNHH MTV TM HONG V0

MOR BARS | DAD KHAG REN VAT MEP VA TAD RANH

H_ o

MFR BARS | DAO TAO RANH BE MAT VG PHOI CU

A — =

MUR BARS | DAO MOC L0

MIR BARS | DAO TAO REN

o _=

MGR BARS | DAQ TAO RANH

MFL BARS | DAO TAO RANH BE MAT

N\ —
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B120101S 1 3 50 4 2T
B120102S 2 50 4 2T
B120103S 3 8 50 4 2T
B120104S 4 10 50 4 2T
B120105 5 13 50 6 2T
B120106 6 15 50 6 2T
B120108 8 20 60 8 2T
B120110 10 25 75 10 2T
B120112 12 30 75 12 2T
B120116 16 40 100 16 2T
B120120 20 45 100 20 2T
B123104S-75 4 10 75 4 2T
B123104S-100 4 10 100 4 2T
B123106-75 6 15 75 6 2T
B123106-100 6 15 100 6 2T
B123106-150 6 15 150 6 2T
B123108-75 8 25 75 8 2T
B123108-100 8 20 100 8 2T
B123108-150 8 20 150 8 2T
B123110-100 10 30 100 10 2T
B123110-150 10 30 150 10 2T
B123112-100 12 30 100 12 2T
B123112-150 12 30 150 12 2T
B123116-150 16 75 150 16 2T

CONG TY TNHH MTV TM HONG VU
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B140101S 1 50 4 4T
B140102S 2 50 4 4T
B140103S 3 50 4 4T
B140104S 4 10 50 4 4T
B140105 5 13 50 6 4T
B140106 6 15 50 6 4T
B140108 8 20 60 8 4T
B140110 10 25 75 10 4T
B140112 12 30 75 12 4T
B140114 14 40 100 16 4T
B140116 16 40 100 16 4T
B140120 20 45 100 20 4T
B143104S-75 4 10 75 4 4T
B143104S-100 4 10 100 4 4T
B143106-75 6 15 75 6 4T
B143106-100 6 15 100 6 4T
B143106-150 6 15 150 6 4T
B143108-75 8 25 75 8 4T
B143108-100 8 20 100 8 4T
B143108-150 8 20 150 8 4T
B143110-100 10 30 100 10 4T
B143110-150 10 30 150 10 4T
B143112-100 12 30 100 12 4T
B143112-150 12 30 150 12 4T
B143116-150 16 75 150 16 4T
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MA §AN
PHAM
JER2-2.0
JER2-2.1
JER2-2.2
JER2-2.3
JER2-2.4
JER2-2.5
JER2-2.6
JER2-2.7
JER2-2.8
JER2-2.9
JER2-3.0
JER2-3.1
JER2-3.2
JER2-3.3
JER2-3.4
JER2-3.5
JER2-3.6
JER2-3.7
JER2-3.8
JER2-3.9
JER2-4.0
JER2-4.1
JER2-4.2
JER2-4.3
JER2-4.4
JER2-4.5
JER2-4.6
JER2-4.7
JER2-4.8
JER2-4.9
JER2-5.0
JER2-5.1
JER2-5.2
JER2-5.3
JER2-5.4
JER2-5.5
JER2-5.6
JER2-5.7
JER2-5.8
JER2-5.9
JER2-6.0
JER2-6.1

PUONG
KINH

2.0
2.1
2.2
2.3
24
2.5
2.6
2.7
2.8
2.9
3.0
3.1
3.2
33
3.4
3.5
3.6
37
3.8
3.9
4.0
4.1
4.2
4.3
4.4
4.5
4.6
4.7
4.8
4.9
5.0
5.1
5.2
58
54
5.5
5.6
5.7
5.8
5.9
6.0
6.1

PO DAI ME
DAO

11
11
12
12
14
14
14
15
15
15
15
16
16
16
18
18
18
18
19
19
19
19
19
21
21
21
21
21
23
23
23
23
23
23
26
26
26
26
26
26
26
28

TONG DAI
L
49
49
53
53
57
57
57
61
61
61
61
65
65
65
70
70
70
70
75
75
75
75
75
80
80
80
80
80
86
86
86
86
86
86
93
93
93
93
93
93
93

101

CHH‘EU DAI
RANH
M
24
24
26
26
28
28
28
32
32
32
32
35
35
35
40
40
40
40
43
43
43
43
43
47
47
47
47
47
52
52
52
52
52
59
57
57
57
57
57
57
57
63

SO ME DAO
T

- N N N S T R N N N N N N N N N N N N N N o N R R R R N U N I N N N N N

MA SAN
PHAM
JER2-6.2
JER2-6.3
JER2-6.4
JER2-6.5
JER2-6.6
JER2-6.7
JER2-6.8
JER2-6.9
JER2-7.0
JER2-7.1
JER2-7.2
JER2-7.3
JER2-7.4
JER2-7.5
JER2-7.6
JER2-7.7
JER2-7.8
JER2-7.9
JER2-8.0
JER2-8.1
JER2-8.2
JER2-8.3
JER2-8.4
JER2-8.5
JER2-8.6
JER2-8.7
JER2-8.8
JER2-8.9
JER2-9.0
JER2-9.1
JER2-9.2
JER2-9.3
JER2-9.4
JER2-9.5
JER2-9.6
JER2-9.7
JER2-9.8
JER2-9.9
JER2-10.0
JER2-11.0
JER2-12.0
JER2-13.0

PUONG KiNH
D
6.2
6.3
6.4
6.5
6.6
6.7
6.8
6.9
7.0
7.1
7.2
7.3
7.4
7.5
7.6
7.7
7.8
7.9
8.0
8.1
8.2
8.3
8.4
8.5
8.6
8.7
8.8
8.9
9.0
9.1
9.2
9.3
9.4
9.5
9.6
9.7
9.8
9.9
10.0
11.0
12.0
13.0

PO DAI ME
DAO
1
28
28
28
28
28
28
31
31
31
31
31
31
31
31
33
33
33
33
33
33
33
33
33
33
36
36
36
36
36
36
36
36
36
36
38
38
38
38
38
41
44
44

TONG DAI
L
101
101
101
101
101
101
109
109
109
109
109
109
109
109
117
117
117
117
117
117
117
117
117
117
125
125
125
125
125
125
125
125
125
125
133
133
133
133
133
142
151
151

105
105

SO ME DAO
T

[ R N S S S S R S S N S R - S R S - R = S S — N W N S S = - - Y
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® R A, BEARCEA I T
® HIn . K TieEZUIHITIA.
® fiE FH/KEIEVIHIW, R &AL
FEATURES :

@ Applicable to processing molds and mechanical parts.
@ Cutting tools for roughing and finishing.

Emimik PAREY LTRES & 2R
Code No. Dia. Shank L.0.C O.AL
B140101SRT 1 4 2.5 50
B1401015SRT 1.5 4 4 50
B140102SRT 2 4 5 50
B1401025SRT 2.5 4 6 50
B140103RT 3 6 8 50
B140103SRT 3 4 8 50
B1404035SRT 3.5 4 9 50
B140104SRT 4 4 10 50
B140105RT 5 6 13 50
B1401055RT 5.5 6 14 50
B140406RT 6 6 15 50
B1401065RT 6.5 8 18 60
B140108RT 8 8 20 60
B140110RT 10 10 25 75
B140112RT 12 12 30 75
B140116RT 16 16 40 100
B140118RT 18 20 40 100
B140120RT 20 20 40 100
B143103SRT-75 3 4 8 75
B143104SRT-75 4 4 10 75
B143104RT-75 4 6 10 75
B143105RT-75 5 6 13 75
B143106RT-75 6 6 15 75
B143106RT-100 6 6 15 100
B143108RT-100 8 8 20 100
B143110RT-150 10 10 25 150
B143112RT-100 12.0 12.0 30 100
B143114RT-150 14 16 35 150
B143116RT-150 16.0 16.0 40 150
B143118RT-150 18 20 40 150
B143120RT-150 20.0 20.0 40 150




B14030202S 2 0.2 6 50 4 4
B14030203S 2 0.3 6 50 4 4
B14030205S 2 0.5 6 50 4 4
B14030302S 3 0.2 8 50 4 4
B14030303S 3 0.3 8 50 4 4
B14030305S 3 0.5 8 50 4 4
B14030402S 4 0.2 10 50 4 4
B14030403S 4 0.3 10 50 4 4
B14030405S 4 0.5 10 50 4 4
B14030503 5 0.3 13 50 6 4
B14030505 5 0.5 13 50 6 4
B14030602 6 0.2 16 50 6 4
B14030603 6 0.3 16 50 6 4
B14030605 6 0.5 16 50 6 4
B14030610 6 1.0 16 50 6 4
B14030803 8 0.3 20 60 8 4
B14030805 8 0.5 20 60 8 4
B14030810 8 1.0 20 60 8 4
B14031005 10 0.5 25 75 10 4
B14031010 10 1 25 75 10 4
B14031220 12 2 25 75 12 4
DAO PHAY BO GOC TONG DAI THAY DOl
B14330305-75 3 0.5 3 75 4 4
B14330310-75 3 1 3 75 4 4
B14330405-75 4 0.5 4 75 4 4
B14330605-100 6 0.5 6 100 6 4
B14330610-100 6 1 6 100 6 4
B14330805-100 8 0.5 8 100 8 4
B14330810-100 8 1 8 100 8 4
B14331005-100 10 0.5 10 100 10 4
B14331010-100 10 1 10 100 10 4
B14331020-100 10 2 10 100 10 4
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B120201S 0.5R 2 50 4 2
B1202015S 0.75R 3 50 4 2
B120202S 1R 4 50 4 2
B1202025S 1.25R 5 50 4 2
B120203SS 1.5R 6 50 3 2
B120203S 1.5R 6 50 4 2
B120204S 2R 8 50 4 2
B120205 2.5R 10 50 6 2
B120206 3R 12 50 6 2
B120208 4R 16 60 8 2
B120210 SR 20 75 10 2
B120212 6R 24 75 12 2
B120216 8R 32 100 16 2

B123204-75 2R 8 75 4 2
B123204-100 2R 8 100 4 2
B123206-75 3R 12 75 6 2
B123206-100 3R 12 100 6 2
B123206-150 3R 12 150 6 2
B123208-75 4R 16 75 8 2
B123208-100 4R 16 100 8 2
B123208-150 4R 16 150 8 2
B123210-100 5R 20 100 10 2
B123210-150 SR 20 150 10 2
B123212-100 6R 24 100 12 2
B123212-150 6R 24 150 12 2
B123216-150 S8R 32 150 16 2




A A

PXB0304
PXB0404
PXB0504
PXB0604
PXB0804
PXB1004
PXB1204
PXB1604
PXB2004

v

®w & W A W

12

16
20

10
13
15
20
25
30

36
36

50
50
50
50
60
75
75

100
100

@®°; o o & S

10
12

16
20

~ A S A B, &, & &, &

PS4SS0404
PS4SS0604
PS4SS0804
PS4SS1004
PS4SS1204
PS4SS1604

50
50
60
75
75
100

10
12
16

~ A A &~ &~ &
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B530104S 4 12 50 4 3
B530106 6 15 50 6 3
B530108 8 24 60 8 3
B530110 10 30 75 10 3
B530112 12 36 75 12 3
B530116 16 45 100 16 3

B530904S 4 12 50 4 3
B530906 6 15 50 6 3
B530908 3 24 60 3 3
B530910 10 30 75 10 3
B530912 12 36 75 12 3
B530916 16 45 100 16 3
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MUI KHOAN TAM HGP KIM (CARBIDE)

¢ R ) ¢

Ce—

4 10 50
6 12 50
8 18 60

75

A 60'/90/120

12 22 75

® &
o
=]
n
(=]

12 50
18 60
10 20 75
12 22 75
MUI KHOAN TAM THEP GIO (HSS)
L L
¢ ¢
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MUI KHOAN DAI MOI KHOAN Hﬂl’ KIM

MOI KHOAN TUGI NGUQI XUYEN TAM ~ MOI KHOAN HSS TIEU CHUAN
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MUI KHOAN CAN CF

MUI KHOAN CHUOI COL
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+ TARO THANG
+ TARO XOAN

+ TARO NEN

+ TARO HE INCH
+ TARD TAY
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Li Guang

CONG TY TNHH MTV THUONG MAI HONG VU

Email: congtyhongvul168@gmail.com
Web: Http://liguangtools.com
MST: 3702409984
SDT: 0274 364 2876
Hotline: 0911 55 77 91
Fax: 0274 364 2877




