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Guangdong UNT Cutting Tools Co., Ltd.

UNT' is a big manufacturer of CNC Milling tools.

UNT’ owned an industrial park 9,000 SQM in Dongguan China, imported Australian ANCA CNC grinding
machines 35 sets, Walter CNC Cutter Grinders 5 sets, and 55 engineer design teams and

30 salesmen.

We established an ISO9001 quality control system, use high-quality and stable German Carbide Rods,
SWISS OERLIKON new coating technologies, to improve the oxidation resistance and hot hardness. We
import Germany ZOLLER Digital Measuring Instruments, such as precision testing equipment, to ensure
stable dimensional accuracy and fine surface quality.

We have been an OEM Partner for Well-known brand tools for 15 years, Our warehouse 1500 SQM with
millions of in-stock, ready to shipping end mills in 24 hours.

UNT Cutting tools have been distributed in Europe, Asia, North America, and many other cities, Hot sales
products include High-performance Carbide end mills EMC/X5070 series, HRC55 Carbide end mills, EMF
Diamond Coated Tools, Thread & tap, Coolant drills, Super-micro end mills, EMD for Stainless steels, etc,
and all kinds of custom-sized CNC Miling tools.

We have a full-service design and engineering staff, and Markets sales to build a multilevel of variations
of custom tools to your specific specifications.

Our aim is to help every customer achieve maximum benefits, to build a world-class quality cutting tool
brand.

Choose the good Tools, Choose "UNT"” Precision Tools.
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CUSTOMIZED MILLING TOOLS
OEM & ODM

http://www.unt-tools.com/

GRAPHITE END MILL < i

THREAD MILLING CUTTERS

CARBIDE DRILL
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CATEGORY |  ITEM

EMAO1
EMAO2
EMAO3
EMAO4
EMAO5
EMAOG
EMAO7
EMAO8
EMAOQ9
EMA10
EMA11
E MA EMA12
EMA13
EMA14
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EMA16

EMA17
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DESCRIPTION

ZINRESIN ) FIREET]

Carbide, Square 2 Flute End Mill ,35°Helix, Regular Length

ZIHReS I — TN FRSET]

Carbide, Square 2 Flute End Mill ,35°Helix, Long Length

ZIRESIMINT]FIReET]

4D Flute Carbide End Mill ,35°Helix, Regular Length

ZINRES NI 7] IS SRR H57)

4D Flute Carbide End Mill ,35°Helix, Long Length

SRS TR HET]

Carbide, 2 Flute Ball nose End Mills, 35°Helix, Regular Length

ey} S2 S|

Carbide, 2 Flute Ball nose End Mills, 35°Helix, Long Length

SRS TR fAYET]

Carbide, AITiN Coating, 2 Flute Corner Radius, Regular Lengths

ZINEEBIN T INKERST]

Carbide, AITiN Coating, 2 Flute Corner Radius, Long Shank

SRR ERAET]
Carbide,4 Flute Corner Radius, Regular Length

ZIRESSINI D IR E A L]

Carbide,4 Flute Corner Radius, Long Length

TR LT

Carbide, 2 Flute Micro Square End Mill, Regular Length

ZTINEBRFZBET]
Carbide, 2 Flute Micro Ball End Mill, Regular Length

ZRBFRRET

Carbide, 2 Flute Micro Square End Mills, Long Neck

ZIIRERET]

Carbide, 2 Flute Micro Ball End Mills, Long Neck

Z T HEEFRHET]

Carbide, 2 Flute Square End Mills with TAPER NECK

DR HET]

Carbide, 2 Flute Ball End Mills with TAPER NECK

Pu7)HE R85 7]

Carbide, Multi Flute Roughing end mills

3-4

© (o] ~ (7] a

14-15
16-17
18-19
20-21
22

EMA18

EMA19
EMA20
EMA21

NI cuTTING TOOLS

SIRES IR EEIRT]

Carbide, Chamfer milling cutter

ZIRESIIRETEL]

Carbide, Keyseat Cutter, T-slot cutting (Inch)

SIREBINIRERRT] (ZEH/AH)

Carbide, Inner R Corner Radius Router Bit, (Inch/Metric)

ZIRESNIRERET] (SEH/AH)

Carbide, Dovetail Cutter, Backside Corner End Mills. (Inch/Metric)

23

24

25
26-27

Phone:+86-769-82100280, www.unt-tools.com, E-mail:untools@163.com, sales@unt-tools.com



WHREET/]
Carbide End Mills

Standard size

~ 2/4 Flute Square

~ 2/4 Flute Ball End

» 2/4 Flute Corner Radius
~ 3/4/5 Flute Roughing

Long Reach Milling

~ Hard Milling
~ Imperial

~ Metric

~ Variable Helix

Tapered End Mills
HEETD

~ Standard
~ Long Reach
~ Runner Cutter.

Micro End mills
BB

- 2/4NF 7]
 2/ATERKT]
- 2/47EfBT]
- 3/4/57048R2 7]

- BEREERIDT]
- TREIERT]
- RERET]
- REI2NET]

< FREET]
IRIDHEET]
- BEMIT]

#0.0lmm~0.Tmm (GEEl)

Specialty Profies & Custom Tools & ODM

IERERTI& EREH I I

~ Backing Deburring Mill

~ Chamfer Cutter

~ Concave Radius End Mills
~ Corner Rounding End Mils
~ Double Angle Shank Cutter
~ Dovetail Cutter

~ Drill Mills

~ Engraving Cutters,

» T Slot & Keyseat Cutter

~ Undercutting End Mills

- fEIR7]

- EELT]

- FEEMERZT]
- EIfERT]

- EAERT]

- FREET]

- HhE57]

- BEZITD

- THE(LTD

- [isEEE7]

E#Ri%BB — ILLUSTRATED GUIDE

B — MATERIALS

wABBHAERE S
ULTRA MICRO GRAIN CARBIDE

IZHEFAE — HELIX ANGLE

J)#l — NUMBER OF FLUTES

BB

i& B — COATING

Xk

(2 E

TIAIN ATIAIN TICN DIAMOND NACO-B TIAISIN AITISIN DLC

NI T 7=t — MACHINING DIRECTOR
ﬂ Mgk, WERHE. BRI

SIDE,PROFILE,SLOT

fRERZEES — SHANK TYPE

JJEAINTHEE — WORK MATERIAL HARDNESS

HRC HRC
56° 45°

1444 — CUTTING CONDITION

DATA

HJHI$%44% — CUTTING CONDITION

M M
EZM£42 4 2 — CUTTING RADIUS TOLERANCE

i

RAERER
SHANK HB

=L
SHANK HA
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Carbide Roughing end mills
27

> Unique flute design for excellent chip evacuation and
vibration reduction.

> Special tool geometry for high feed rate and heavy cutting.

> Strong end tooth design for plunge and pocket milling.

> Custom engineered coating @Balzars AITiN to allow long
tool life and excellent chip evacuation.

> MmEHBERT, HEMRRIRERE,

> BN E/LME, AKASHEERMETEMI.
> BERREEIRT, AETEGEMEEGEE.

> BREHRE, WERKIEFGHHEERE.

Long Reach End Mills

a7l

> Long reach design for deep cavities

> Reduced neck diameter to avoid heeling

> Variable helix design (approx 37° ) reduces chatter and
harmonics and increases material removal rates

> @Balzars AlITiN coated for improved lubricity and heat
resistance.

> RN IRRES&IT

> GV ERE, BERIRGIH.

> AZEIERIT (49377 ) B TEEMER, HREETHRERE

> BIREREAMEEFEMm R, m

t

X-Long Length Carbide ,,
0.1mm Micro End Mill

Brow unt-tools.com

Find out more on our website
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Guangdong UNT Cutting Tools Co., Ltd. IMARMER D SRR BRAF ;/_7®'

EMA ZIh5e555N — 7] EwstT] Carbide, Square 2 Flute End Mill,35°Helix, Regular Length

* IRTHERFINTIREN. BN, 58N, BN, <HRc56Y Designed to Cutting Prehardened steel, carbon steel, alloy steels of molds and

WIS, dies, up to HRc56 and machine parts.
* FRSERTFINIASH, %, REgSSNEm=ESS, + Also excellent for stainless steel,titanium, inconel, and other high temperature
Lm@tﬂﬂ SRR TS, alloys.

b P High speed cutting, dry and wet cut recommended together.
Ny R
ARIEHDRIRTLUBIS Al HERRIR. Deep slotting is possibble by reduced neck.

* %ﬁﬁﬁj&qﬂg&”ﬁ%ﬁ@ﬁ%ﬁiﬁ%, RFH D RAYEE SRWE. * Oerlikon Balzers coating offer superior hardness and heat resistance.
* ERFOELIE]. fEEIINT. + Center & Slotting Cutting.

B, Q0TS vt

II#2E Materlal Descri

e | e [ 8 [rom] & Joees

—‘ L2 ‘ 4#: S S‘tgoelys AR B G High;:srlienec‘ Copper ~ Graphite Castlron Aluminum S;g‘;j’:s Titanium  Inconel
L ngm chgrss HRo55~70 B - B
Unit:mm
ST TS - S I
UNT EDP NO. Mlgﬁ)la Shank Dia FIuteL[Iength 0. A L. Flutes
EMA010103 1.0 3 3 50 2
EMAQ010153 1.5 3 4 50 2
EMA010203 2.0 3 6 50 2
EMA010253 2.5 3 6 50 2
EMA010303 3.0 8 8 50 2
EMA010104 1.0 4 3 50 2
EMAO010154 1.5 4 4 50 2
EMAQ010204 2.0 4 6 50 2
EMA010254 25 4 6 50 2
EMAQ010304 3.0 4 8 50 2
EMA010354 8IS 4 10 50 2
EMAOQ010404 4.0 4 11 50 2
EMA010106 1.0 6 3 50 2
EMA010156 1.5 6 4 50 2
EMA010206 2.0 6 6 50 2
EMAQ010256 2.5 6 6 50 2
EMA010306 3.0 6 8 50 2
EMAQ010356 3.5 6 10 50 2
EMAO010406 4.0 6 11 50 2
EMA010450 4.5 6 13 50 2
EMA010500 5.0 6 13 50 2
EMAQ010550 5.5 6 16 50 2
EMA010600 6.0 6 16 50 2
EMAQ010650 6.5 8 20 60 2
EMAO010700 7.0 8 20 60 2
EMAO010750 7.5 8 20 60 2
EMA010800 8.0 8 20 60 2
EMA010850 8.5 10 25 75 2
EMA010900 9.0 10 25 75 2
EMAOQ010950 9.5 10 25 75 2
EMA011000 10.0 10 25 75 2
EMAO011050 10.5 12 30 75 2
EMAO011100 11.0 12 30 75 2
EMAO011200 12.0 12 30 75 2
EMAO011400 14.0 14 40 100 2
EMAO011600 16.0 16 40 100 2
EMA011800 18.0 18 40 100 2
EMAOQ012000 20.0 20 40 100 2
MILL DIA. SHANK DIA.
lr}U:F‘:Ezﬁiﬁﬂﬁfléﬂlﬂ’ﬁlfﬁiiﬂﬁﬁ?fﬁ?ﬁ%ﬁ, W’FE?EEF%*’H%U#M’EQ ' ng/;’;;“?ﬂ;‘)m) T%EZ\;”‘(’;?;“’
Non-standard size or product parameters not listed above,can be customized according to customer needs. . %30 o

Phone:+86-769-82100280, www.unt-tools.com, E-mail:untools@163.com, sales@unt-tools.com WZ,CUTTING TOOLS




é=N7®. FERERDLEMIARAF Guangdong UNT Cutting Tools Co., Ltd.

EMA ZIgEiSN_—7INH<EREk7] Carbide, Suuare 2 Flute End Mill , 35°Helix, Long Length
* IIHERTINLIIERN. . SN, BEMN. <HRc56 - Designed to Cutting Prehardened steel, carbon steel, alloy steels of molds and
RO, dies, up to HRc56 and machine parts.
* EREERTINT SN, X, %%’R%Aﬁuﬂﬂﬂnmnm « Also excellent for stainless steel,titanium, inconel, and other high temperature
alloys.
* ﬁ ¥ EERE, /v%ﬂﬂﬁ&:l:_tﬂ]m « High speed cutting, dry and wet cut recommended together.
A BE'J_IL’LLL'WQ_\, \ﬁ';& - * Deep slotting is possibble by reduced neck.
* JﬁFﬁl&DE’JEAhEFﬁE/J\ERﬁFﬁEI RFt T RREE SR, « Oerlikon Balzers coating offer superior hardness and heat resistance.
* EAFOETIED. HERINT « Center & Slotting Cutting.

II#2E Materlal Descri

e e | [ @ [
Carbon Alloy Prehardened Hardened Steels  High Hardened
Steels Steels steels Copper  Graphite Cast Iron ~ Aluminum

~HB225  ~HB225-325 ~HRc30-40 HRc40-45 HRc45~55 HRe55~70

Stainless

Steels Titanium  Inconel

o (] o (<) o (e} (e}
OFEEE OES
Unit:mm
T T T S I T I = T
UNT EDP NO. Mllé’li)la Shank Dia Flute Iength 0. A L. Flutes
EMA02010075 1.0 4 5 75 2
EMA02015075 1.5 4 6 75 2
EMA02020075 2.0 4 8 75 2
EMA02025075 25 4 8 75 2
EMA02030075 3.0 4 10 75 2
EMAQ2040075 4.0 4 12 75 2
EMA02040100 4.0 4 12 100 2
EMAO020100756 1.0 6 5 75 2
EMA020150756 1.5 6 6 75 2
EMA020200756 2.0 6 8 75 2
EMA020250756 2.5 6 8 75 2
EMAQ020300756 3.0 6 10 75 2
EMA020400756 4.0 6 12 75 2
EMAQ2050075 5.0 6 16 75 2
EMA02060075 6.0 6 25 79 2
EMA02060100 6.0 6 30 100 2
EMA02080100 8.0 8 35 100 2
EMA02100100 10.0 10 40 100 2
EMA02120100 12.0 12 45 100 2
EMA02060150 6.0 6 35 150 2
EMA02080150 8.0 8 40 150 2
EMA02100150 10.0 10 50 150 2
EMA02120150 12.0 12 50 150 2
EMA02160150 16.0 16 70 150 2
EMA02200150 20.0 20 70 150 2
MILL DIA. SHANK DIA.
TOLERANCE(mm) TOLERANCE(mm)
TEAE (mm) HREAZ (mm) M EF@ARTIBANIERAERTE RS, TRERTAFRITHHE.
,0_%30 Heé Non-standard size or product parameters not listed above,can be customized according to customer needs.

iﬂl CUTTING TOOLS Phone:+86-769-82100280, www.unt-tools.com, E-mail:untools@163.com, sales@unt-tools.com




Guangdong UNT Cutting Tools Co., Ltd. FARERLSHEARLS _7®.

EMA ZIh6Ei5MNYIEKE7] 4D Flute Carhide End Mill ,35°Helix, Regular Length
* IRIHERTINIIRER. BN, 52, EEMK. <HRc56 - Designed to Cutting Prehardened steel, carbon steel, alloy steels of molds and
RIS 4. dies, up to HRc56 and machine parts.
* FFHERTINIASEN, K SRGEaSNEMESES S, « Also excellent for stainless steel titanium, inconel, and other high temperature
* ATIREFHESHENT, RA4DIERRITS RIERMRIER alloys.
(£935°) &it. * 4D flute, variable helix design (Approx 35°)for improved slotting and roughing.
* GEFHONKIRERE/REINAR , 127 ) BRIEE ST, « Oerlikon Balzers coating offer superior hardness and heat resistance.
* YIEIEREZE0.0Tmm « High speed cutting, dry and wet cut recommended together.

* EERATREINT. BEINTI. AT,

Iq ?31 II#2E Materlal Descriptio
— - --
<« L1 »

Garbon Aoy Prohardencd  Hardoned Steels  High Hardened
‘ Steels  Steels steels Copper  Graphite Castiron Aluminum  SarleSS Titanium  Inconel

“ L2

<« > -rgZZs Haz;)s-azs ~HRc30-40 HR%MS Nkcgrss HRe55~70 - = -
Unit:mm
I T T - R S N
UNT EDP NO. M|II D|a Shank Dia Flute Iength 0. A L. Flutes
EMA 030103 1 .0 3 3 50 4
EMA 030153 1.5 3 4 50 4
EMA 030203 2.0 3 6 50 4
EMA 030253 2.5 3 6 50 4
EMA 030303 3.0 3 8 50 4
EMA 030104 1.0 4 3 50 4
EMA 030114 11 4 4 50 4
EMA 030124 1.2 4 4 50 4
EMA 030134 1.3 4 4 50 4
EMA 030144 1.4 4 4 50 4
EMA 030154 1.5 4 4 50 4
EMA 030164 1.6 4 6 50 4
EMA 030174 1.7 4 6 50 4
EMA 030184 1.8 4 6 50 4
EMA 030194 1.9 4 6 50 4
EMA 030204 2.0 4 6 50 4
EMA 030254 2.5 4 6 50 4
EMA 030304 3.0 4 8 50 4
EMA 030354 3:5 4 10 50 4
EMA 030404 4.0 4 11 50 4
EMA 030106 1.0 6 3 50 4
EMA 030156 1.5 6 4 50 4
EMA 030206 2.0 6 6 50 4
EMA 030216 21 6 6 50 4
EMA 030226 2.2 6 6 50 4
EMA 030236 2.3 6 6 50 4
EMA 030246 24 6 6 50 4
EMA 030256 2.5 6 6 50 4
EMA 030266 2.6 6 8 50 4
EMA 030276 2.7 6 8 50 4
EMA 030286 2.8 6 8 50 4
EMA 030296 2.9 6 8 50 4
EMA 030306 3.0 6 8 50 4
EMA 030326 3.2 6 8 50 4
EMA 030356 3.5 6 10 50 4
EMA 030406 4.0 6 11 50 4
EMA 030450 4.5 6 13 50 4
EMA 030480 4.8 6 13 50 4
MILL DIA. SHANK DIA.
UL RARIIAAHFERAERT R 2SR, TREFAFRITHEE. ng:;“ﬁm@ T%;;?%’*?Ef:;ﬂ)
Non-standard size or product parameters not listed above,can be customized according to customer needs. . %30 o

Phone:+86-769-82100280, www.unt-tools.com, E-mail:untools@163.com, sales@unt-tools.com MZ,CUTTING TOOLS




fWZ@. RS A EREARAF Guangdong UNT Cutting Tools Co., Ltd.

EMA ZINEESHMN7]E et T] 4D Flute Carbide End Mill, 35°Helix, Regular Length
* ZTHERTFINTHEN. N, 58N, HEMN. <HRc56 « Designed to Cutting Prehardened steel, carbon steel, alloy steels of molds and
RN =G, dies, up to HRc56 and machine parts.
*x EFEERTINIAEN, K, SEYSSNEMEESS « Also excellent for stainless steel,titanium, inconel, and other high temperature
* ATREFESENT, KAADTIEHEIS HEErEe alloys.
(#935°) &if, « 4D flute, variable helix design (Approx 35°)for improved slotting and roughing.
* Ve IR R D/ REERS R, 15 F ] EEE S, « Oerlikon Balzers coating offer superior hardness and heat resistance.
* YIEIEREZ0.01mm * Specialized flute shape for improved chip evacuation and maximum rigidit.

* IKASHIERT, T TIRHIBAR, =H T 7IENIE.

o T _
o] [ g |°" o
~ o ) o o o o o
Unit:mm
| geTmREl | 7 | @@ | 7k | &k | 7|

UNT EDP NO. M|II D|a Shank Dia Flute Iength 0. A L. Flutes
EMA030501 5.0 5 13 50 4
EMA030500 5.0 6 13 50 4
EMA030550 55 6 16 50 4
EMAO030600 6.0 6 16 50 4
EMA030650 6.5 8 20 60 4
EMA030700 7.0 8 20 60 4
EMA030750 7.5 8 20 60 4
EMA030800 8.0 8 20 60 4
EMAO030850 85 10 25 75 4
EMA030900 9.0 10 25 75 4
EMA030950 9.5 10 25 75 4
EMA031000 10.0 10 25 75 4
EMA031050 10.5 12 30 75 4
EMA031100 11.0 12 30 75 4
EMA031200 12.0 12 30 75 4
EMA031400 14.0 14 40 100 4
EMA031601 16.0 16 40 100 4
EMA031800 18.0 18 40 100 4
EMA032000 20.0 20 40 100 4
EMA036408 1/8" 1/8" 1/2" 1-1/2" 4
EMA036410 5/32" 3/16" 9/16" 2" 4
EMA036412 3/16" 3/16" 5/8" 2" 4
EMA036416 1/4" 1/4" 3/4" 2-1/2" 4
EMA036420 5/16" 5/16" 13/16" 2-1/2" 4
EMA036424 3/8" 3/8" 1" 2-1/2" 4
EMA036432 1/2" 1/2" 1" 3" 4
EMA036440 5/8" 5/8" 1-1/4" 3-1/2" 4
EMA036448 3/4" 3/4" 1-1/2" 4" 4

R TOLERANCE( ) BE RSB RAERT R~ RER, TREESBRTHHE.
731‘5’&%0 (mm) Wéﬂi("‘m) Non-standard size or product parameters not listed above,can be customized according to customer needs.

-0.030

iNl CUTTING TOOLS Phone:+86-769-82100280, www.unt-tools.com, E-mail:untools@163.com, sales@unt-tools.com




Guangdong UNT Cutting Tools Co., Ltd. IMARMER D SRR BRAF ;/_7®'

EMA SIS 7InN< st 4D Flute Carbide End Mill , 35°Helix, Long Length
* FHERTFIN TN, BN, 2490, B4, <HRc56/Y + Designed to Cutting Prehardened steel,carbon steel, alloy steels of molds and
St dies, up to HRc56 and machine parts.
*x EEERTFINIAEN, (K, REUSESIEHMEEESS. « Also excellent for stainless steel,titanium, inconel, and other high temperature
* KT IREENNTSEMNT, RBADIERRIT SR E0EE alloys.
fa (£935°) ®it. + 4D flute, variable helix design (Approx 35°)for improved slotting and roughing.
* IERHONMREER/REAE, B EEEShHE, * Oerlikon Balzers coating offer superior hardness and heat resistance.
* NHEASAEST, Mo T I ERHEESER 127 7 7 ERINIE, + Specialized flute shape for improved chip evacuation and maximum rigidit.

II#2E Materlal Descri

e | e [ 8 [rom] & Joees

‘ Carbon Alloy Prehardened Hardened Steels  High Hardened

Stainless
Steels

Steels Steels steels Copper  Graphite Cast Iron ~ Aluminum

Titanium  Inconel

<« P L ngus nkcgss HRo55~70 B - B
Unit:mm
S T S 7 T S I~
UNT EDP NO. Mllé’li)la Shank Dia Flute Iength 0. A L. Flutes
EMA04010075 1.0 4 5) 75 4
EMA04015075 1.5 4 6 75 4
EMA04020075 2.0 4 8 75 4
EMA04025075 2.5 4 8 75 4
EMAO04033075 3.0 3 8 75 4
EMAO04030075 3.0 4 10 75 4
EMA04040075 4.0 4 12 75 4
EMA04040100 4.0 4 12 100 4
EMA04100756 1.0 6 5) 75 4
EMA04150756 1.5 6 6 75 4
EMA04200756 2.0 6 8 75 4
EMA04250756 2.5 6 8 75 4
EMA04300756 3.0 6 10 75 4
EMAO04400756 4.0 6 12 75 4
EMA04050100 5.0 6 16 100 4
EMAO04060075 6.0 6 25 75 4
EMA04060100 6.0 6 30 100 4
EMA04080075 8.0 8 25 75 4
EMA04080100 8.0 8 85 100 4
EMAO04100100 10.0 10 40 100 4
EMA04120100 12.0 12 45 100 4
EMA04060150 6.0 6 35 150 4
EMA04080150 8.0 8 40 150 4
EMA04100150 10.0 10 50 150 4
EMA04120150 12.0 12 50 150 4
EMA04160150 16.0 16 70 150 4
EMA04200150 20.0 20 70 150 4
MILL DIA. SHANK DIA.
UL RARIIAAHFERAERT R 2SR, TREFAFRITHEE. T%;E‘;“C(fj;‘)’“) T%gyé"c(ﬁf:;“)
Non-standard size or product parameters not listed above,can be customized according to customer needs. . %30 o

Phone:+86-769-82100280, www.unt-tools.com, E-mail:untools@163.com, sales@unt-tools.com WZ,CUTTING TOOLS




@7@. IAKERTRMEARAE Guangdong UNT Cutting Tools Co., Ltd.

EMA ZIh8Ei5N—7J kL% 7] Carhide, 2 Flute Ball nose End Mills, 35°Helix, Regular Length
* IHEATII TR, i, SN, BEN, <HRc56 « Designed to Cutting Prehardened steel, carbon steel, alloy steels of molds and
RO A, dies, up to HRc56 and machine parts.
* FEREERTFINTASIN, %, 2SS NEm=ESS. * Also excellent for stainless steel,titanium, inconel, and other high temperature
* ATIESFESENT, RADDERTSENIRER alloys.

(#935°) iBit * 4D flute, variable helix design (Approx 35°)for improved slotting and roughing.
\" . " . * Oerlikon Balzers coating offer superior hardness and high performance.

* EFHONEERREREAE, BANEMEESTIE . Cutter dameter down (50,0 1mm. 9

* fIEIEZEZE0.01mm « Profile, Slot, Chamfer design, easy to install.

* EERTEEINIL. #EEINT. EfAEmT.

II#2E Materlal Descri

é
I

oo —"

--

=~ o o o () o o o
Unit:mm
UNT EDP NO. M|II Dla Radlus of Ball Shank Dia Flute I1ength Flutes
EMA050103 1.0 R0.5 3 2 50 2
EMAO050153 1.5 R0.75 3 3 50 2
EMA050203 2.0 R1.0 8 4 50 2
EMA050303 3.0 R1.5 3 6 50 2
EMA050104 1.0 R0.5 4 2 50 2
EMA050154 1.5 R0.75 4 3 50 2
EMA050204 2.0 R1.0 4 4 50 2
EMA050254 25 R1.25 4 5 50 2
EMA050304 3.0 R1.5 4 6 50 2
EMAO050404 4.0 R2.0 4 8 50 2
EMA050106 1.0 R0.5 6 2 50 2
EMA050156 1.5 R0.75 6 3 50 2
EMA050206 2.0 R1.0 6 4 50 2
EMA050256 2.5 R1.25 6 5 50 2
EMA050306 3.0 R1.5 6 6 50 2
EMAO050406 4.0 R2.0 6 8 50 2
EMA050500 5.0 R2.5 6 10 50 2
EMAO050600 6.0 R3.0 6 12 50 2
EMAO050700 7.0 R3.5 8 14 60 2
EMAO050800 8.0 R4.0 8 16 60 2
EMA051000 10.0 R5.0 10 20 75 2
EMA051200 12.0 R6.0 12 24 75 2
EMA051600 16.0 R8.0 16 32 100 2
EMA052000 20.0 R10.0 20 40 100 2
MILL DIA. SHANK DIA.
TOLERANCE(mm) TOLERANCE(mm) UEF@RFPAOEFRARRTIR~RSE, TREZAERITHSE.
w‘g/“%o (mm) Wéﬂi(mm) Non-standard size or product parameters not listed above,can be customized according to customer needs.
-0.030
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Guangdong UNT Cutting Tools Co., Ltd. IMARMER D SRR BRAF ’/_7®.

EMA ZINEES N —70mNi<Ek=Ls%7] Carbide, 2 Flute Ball nose End Mills, 35°Helix, Long Length

* IZITHERTFINTIEN. N, 52N, REN. <HRc56 * Designed to Cutting Prehardened steel, carbon steel, alloy steels of molds and
BIHIR A, dies, up to HRc56 and machine parts.

* EREEATINT G, 5, RadSSMEtSEa: * Also excellent for stainless steel titanium, inconel, and other high temperature
S s T | S HADTIERG e Y alloys.

o (ijgggf)ﬁlgf THEMT, REBADTIARLI S RIEREIER * 4D flute, variable helix design (Approx 35°)for improved slotting and roughing.

+ Oerlikon Balzers coating offer superior hardness and high performance.

* EREHONNEHRRERENRE, =B 7]ENEE S, « Cutter diameter down to 0.01mm.

* IEIEZEZE0.01mm « Profile, Slot, Chamfer design, easy to install.
* EERTEEINIL. #EEINT. EfAEmT.

R
N S It Materlal Descriptio
o — " --
L1 Carbon Alloy. Prehardened Hardened Steels  High Hardened
< PRy AR i g ——
h e o o [ o o o o
Unit:mm
UNT EDP NO. M|II Dla Radlus of Ball Shank Dia Flute I1ength Flutes
EMAO06010075 1.0 R0.5 4 2 75 2
EMA06015075 1.5 R0.75 4 3 75 2
EMA06020075 2.0 R1.0 4 4 75 2
EMA06025075 2.5 R1.25 4 5 75 2
EMAO06033075 3.0 R1.5 &) 6 75 2
EMAO06030075 3.0 R1.5 4 6 75 2
EMA06040075 4.0 R2.0 4 8 75 2
EMAO06040100 4.0 R2.0 4 8 100 2
EMAO060100756 1.0 R0.5 6 2 75 2
EMA060150756 1.5 R0.75 6 3 75 2
EMA060200756 2.0 R1.0 6 4 75 2
EMAO060300756 3.0 R1.25 6 6 75 2
EMA060400756 4.0 R1.5 6 8 75 2
EMA060401006 4.0 R2.0 6 8 100 2
EMA06050100 5.0 R2.0 6 10 100 2
EMAO06060075 6.0 R2.5 6 12 75 2
EMA06060100 6.0 R3.0 6 12 100 2
EMA06080075 8.0 R3.0 8 16 75 2
EMA06080100 8.0 R4.0 8 16 100 2
EMA06100100 10.0 R4.0 10 20 100 2
EMA06120100 12.0 R5.0 12 24 100 2
EMA06060150 6.0 R6.0 6 12 150 2
EMA06080150 8.0 R3.0 8 16 150 2
EMA06100150 10.0 R4.0 10 20 150 2
EMA06120150 12.0 R5.0 12 24 150 2
EMA06160150 16.0 R6.0 16 32 150 2
EMA06200150 20.0 R8.0 20 40 150 2
MILL DIA. SHANK DIA.
UL RARIIAAHFERAERT R 2SR, TREFAFRITHEE. Tg;;j;“‘zm)m) Tg;;z‘g"c(ﬁf:;“)
Non-standard size or product parameters not listed above,can be customized according to customer needs. . %30 o
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ZJWZ; IRREBLESHEARAR Guangdong UNT Cutting Tools Co., Ltd.

EMA ZI8ESiN_—7]E A5t Carbide, AITIN Coating, 2 Flute Corner Radius, Regular Lengths
* IRIHERTINT N, RN, 82N, HEN. <HRc56 « Excellent for cutting prehardened steels, carbon steels, alloy steels of molds
AR and dies, up to HRc56 and machine parts.
* FEREERTFINTASIN, %, 2SS NEm=ESS. * Also excellent for stainless steel titanium, inconel, and other high temperature
* ERIRRTAIRIT, RADEIEA, alloys.

* Positive Rake Angle design, reduces Cutting Force.
* Oerlikon Balzers coating offer superior hardness and high performance.

* A ONIRRERENRE, =7 Ra0EE ShiqE.

* iﬁﬁﬁ?R@/{A0.0meé\S.OmmE’ﬂ\%ﬁ%D. + Available various corner radius end mills, from 0.02mmto 5.0mm corner radius.
* EERTREINL. OREmTI. EmnT. « Profile, Center, Roughing Milling, easy to install.

B |
=== - o=
R PLAIN .
DZ TD 1 DII#2%} Material Descri
2] - | i “an | e [ 6 [
- L2 ‘<—t‘ Koo S‘tgoelys R Geeoss | WETET Copper  Graphite Castiron Aluminum  SarleSS Titanium  Inconel
Y " teels

~HB225  ~HB225-325 ~HRc30-40 HRc4045 HRc45-55 HRe55~70
o (] o (<) o (e} (e}

OF#EES OEFG

EMAOQ7
Unit:mm
feERiIHERE | o 7e | RA | @E | 7K | 2K | 78

UNT EDP NO. M|II D|a Corner radius Shank Dia Flute Iength 0. A L. Flutes
EMA070101 1.0 RO.1 4 3 50 2
EMAO070102 1.0 R0.2 4 3 50 2
EMA070201 2.0 RO.1 4 6 50 2
EMAO070202 2.0 R0.2 4 6 50 2
EMAO070203 2.0 R0O.3 4 6 50 2
EMAO070301 3.0 RO.1 4 8 50 2
EMAO070302 3.0 R0.2 4 8 50 2
EMAO070303 3.0 RO0.3 4 8 50 2
EMAO070305 3.0 R0.5 4 8 50 2
EMAO070310 3.0 R1.0 4 8 50 2
EMAO070402 4.0 R0.2 4 1 50 2
EMAO070403 4.0 RO.3 4 1" 50 2
EMAO070405 4.0 R0O.5 4 1" 50 2
EMAO070410 4.0 R1.0 4 11 50 2
EMAO070505 5.0 R0.5 6 13 50 2
EMAO070510 5.0 R1.0 6 13 50 2
EMAO070602 6.0 R0.2 6 16 50 2
EMAO070603 6.0 R0O.3 6 16 50 2
EMAO070605 6.0 R0O.5 6 16 50 2
EMAO070610 6.0 R1.0 6 16 50 2
EMAO070615 6.0 R1.5 6 16 50 2
EMAO070620 6.0 R2.0 6 16 50 2
EMAO070802 8.0 R0.2 8 20 60 2
EMAO070803 8.0 R0.3 8 20 60 2
EMAO070805 8.0 R0O.5 8 20 60 2
EMAO070810 8.0 R1.0 8 20 60 2
EMAO070815 8.0 R1.5 8 20 60 2
EMAO070820 8.0 R2.0 8 20 60 2
EMAO071005 10.0 R0O.5 10 25 75 2
EMAO071010 10.0 R1.0 10 25 75 2
EMAO071015 10.0 R1.5 10 25 75 2
EMAO071020 10.0 R2.0 10 25 75 2
EMAO071030 10.0 R3.0 10 25 75 2
EMAO071205 12.0 R0O.5 12 30 75 2
EMAO071210 12.0 R1.0 12 30 75 2
EMAO071215 12.0 R1.5 12 30 75 2
EMAO071220 12.0 R2.0 12 30 75 2
EMAO071230 12.0 R3.0 12 30 75 2
MILL DIA. SHANK DIA.
TOLERANCE(mm) TOLERANCE(mm) U EF@RRFBANERABRITI~RESH, ATREBEZPZRITHEE.
DREAZE (mm) WEAZE (mm)

Non-standard size or product parameters not listed above,can be customized according to customer needs.
He

0
-0.030
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Guangdong UNT Cutting Tools Co., Ltd. IMARMER D SRR BRAF ;/_7®'

EMA ZIh8EsiN_— 7N EH5E7] Carbide, RITIN Coating, 2 Flute Corner Radius, Long Shank
* IRIHERTINT N, RN, 82N, HEN. <HRc56 « Excellent for cutting prehardened steels, carbon steels, alloy steels of molds
AR and dies, up to HRc56 and machine parts.
* FEREERTFINTASIN, %, 2SS NEm=ESS. * Also excellent for stainless steel,titanium, inconel, and other high temperature
* ERIETRIRT, RO EDEIEA. alloys.

* Positive Rake Angle design, reduces Cutting Force.
* Oerlikon Balzers coating offer superior hardness and high performance.

* A ONIRRERENRE, =7 Ra0EE ShiqE.

* )IEFH?R@/{}\0.0meE‘S.OmmE’J‘%W%D. + Available various corner radius end mills, from 0.02mmto 5.0mm corner radius.
* EERTREINL. OREmTI. EmnT. « Profile, Center, Roughing Milling, easy to install.

‘ﬁR
2] T T Material Descriptio
] [ D) 01 --
~ - -rgzzs Hazés-zzs ~HRC30-40 ngus nmgss HRe55~70 . ‘::5 B
EMA08 OF#EES OBE
Unit:mm
| GEERITERE |7 R | R 7K | ek s
UNT EDP NO. M|II D|a Corner radius Shank Dia FIute Iength B
EMAO080605 6 R0.5 6 16 100 2
EMAO080610 6 R1.0 6 16 100 2
EMAO080615 6 R1.5 6 16 100 2
EMA080620 6 R2.0 6 16 100 2
EMA080805 8 R0.5 8 20 100 2
EMAO080810 8 R1.0 8 20 100 2
EMAO080815 8 R1.5 8 20 100 2
EMA080820 8 R2.0 8 20 100 2
EMAO081005 10 R0.5 10 25 100 2
EMA081010 10 R1.0 10 25 100 2
EMA081015 10 R1.5 10 25 100 2
EMA081020 10 R2.0 10 25 100 2
EMA081030 10 R3.0 10 25 100 2
EMA081205 12 R0.5 12 30 100 2
EMA081210 12 R1.0 12 30 100 2
EMA081215 12 R1.5 12 30 100 2
EMA081220 12 R2.0 12 30 100 2
EMA081230 12 R3.0 12 30 100 2
EMA081605 16 R0.5 16 40 150 2
EMA081610 16 R1.0 16 40 150 2
EMA081615 16 R1.5 16 40 150 2
EMA081620 16 R2.0 16 40 150 2
EMAO081630 16 R3.0 16 40 150 2
MILL DIA. SHANK DIA.
I&(J:F‘:ﬁzﬂiﬂﬁfléﬂlﬂ’ﬁﬂixiﬂﬁﬁﬂ'iﬁFﬁéfﬁ, W’FE?EEF%*‘H’#.U*IH’EQ ' ng/z‘;“c(ﬂ;‘)m) T%EZ\%N‘(’E‘(:;“)
Non-standard size or product parameters not listed above,can be customized according to customer needs. . %30 o
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WZ@. IR AR EARAE Guangdong UNT Cutting Tools Co., Ltd.

EMA ZIh8eEiMN7IEfa5t7] Carbide,4 Flute Corner Radius, Regular Length

* UNTHREY4-6 701 HRESNOYIEIE S, (BETJEHEE! » UNT' Special 4~6 flutes design provides small chip loads and quicker removal,
TR, R, more sharp. _ _
* EFRETFINTHWEN. <HRCS6HIIER, \ . Ei(gtzlferg %irzgﬂzngzg?n cutting prehardened steels, up to HRc56 which
* iﬁﬁﬁ?i&h{]ﬂ;ﬂi*ﬁ}]ﬂlﬁﬂ*ﬁbﬂlﬂ'ﬂ (<HReS6)7 > « Fit for milling from roughiﬁg to finishing one time(sHRC56), reduce tool
SEIRTI SRR, changing times.
* ERMEHRE/REMIFENREIENNERIR, BEHEN « Oerlikon Balzers New coating and new tool geometry, outstanding cutting ability
IEIEEy ANz e and wear resistance.
* 4TS AR T =R, * 4 flute allows for better workpieces finishes.
R
L a " -
0 ———— ' o e e
\ P L2 | < ‘ :::’ dl T v e 55 Copper Grpte Gastion Aurinam S8 T ncone
o (] o o [e] (0] (0]
Unit:mm
UNT EDP NO. M|II Dla Corner Radlus Shank Dia Flute I1ength Flutes
EMAO090101 1 RO.1 4 5 50 4
EMAQ090102 1 R0.2 4 3 50 4
EMA090201 2 RO.1 4 6 50 4
EMAQ090202 2 R0.2 4 6 50 4
EMA090203 2 R0.3 4 6 50 4
EMA090302 3 R0.2 4 8 50 4
EMAO090303 3 R0.3 4 8 50 4
EMAO090305 3 R0.5 4 8 50 4
EMAO090310 3 R1.0 4 8 50 4
EMAQ090402 4 R0.2 4 11 50 4
EMAO090403 4 R0.3 4 11 50 4
EMAQ090405 4 R0.5 4 11 50 4
EMAO090410 4 R1.0 4 11 50 4
EMA090505 5 R0.5 6 13 50 4
EMAO090510 5 R1.0 6 13 50 4
EMA090602 6 R0.2 6 16 50 4
EMA090603 6 R0.3 6 16 50 4
EMAQ90605 6 R0.5 6 16 50 4
EMAO090610 6 R1.0 6 16 50 4
EMAQ90615 6 R1.5 6 16 50 4
EMA090620 6 R2.0 6 16 50 4
EMA090802 8 R0.2 8 20 60 4
EMAQ090803 8 R0.3 8 20 60 4
EMAQ90805 8 R0.5 8 20 60 4
EMA090810 8 R1.0 8 20 60 4
EMAQ090815 8 R1.5 8 20 60 4
EMA090820 8 R2.0 8 20 60 4
EMAQ091005 10 R0.5 10 25 75 4
EMA091010 10 R1.0 10 25 75 4
EMAO091015 10 R1.5 10 25 75 4
EMA091020 10 R2.0 10 25 75 4
EMAO091030 10 R3.0 10 25 75 4
EMA091205 12 R0O.5 12 30 75 4
EMAQ091210 12 R1.0 12 30 75 4
EMA091215 12 R1.5 12 30 75 4
EMA091220 12 R2.0 12 30 75 4
EMA091230 12 R3.0 12 30 75 4
MILL DIA. SHANK DIA.
TOLERANCE(mm) TOLERANCE(mm) U EFERRIIBEANEFRABRRTH RS, TREZFPFRITHEE.
WE/“\EO (mm) Wéﬂi("‘m) Non-standard size or product parameters not listed above,can be customized according to customer needs.
-0.030
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Guangdong UNT Cutting Tools Co., Ltd. RS SHRFRAF ”=7®'

EMA ZIheEsiNlNInE S5t 7] Carbide,4 Flute Corner Radius, Long Length

* UNTHREY4-6 701 HRESNOYIEIE S, (BETJEHEE! * UNT' Special 4~6 flutes design provides small chip loads and quicker removal,
TREEbR, EREEF. more sharp.

* EETFINTHEN. <HRCS6QIEE, » Excellent performance when cutting prehardened steels, up to HRc56 which

* AT HNETEEIITAY (<HRCS6)P=R A Aoy

o = - AR « Fit for milling from roughing to finishing one time(sHRC56), reduce tool

E}ﬁﬂ%ﬂ’ﬂ/}'{é’ﬂl, . e changing times.

* (EREERRE/REREETNRRIFEIEMR, BEHE « Oerlikon Balzers New coating and new tool geometry, outstanding cutting ability
IEIEEy ANz e and wear resistance.

* A7 e AN T =5, « 4 flute allows for better workpieces finishes.

R

i i _

0 ——— e | e [ 8 [rom] & Joees

‘ L L2 ‘ 4%‘ ‘7 S S‘tgoe)'ls thamened Hercened Steels Highs:‘:srldfneC| Copper  Graphite Cast Iron  Aluminum S‘Sﬁg‘e‘fS Titanium  Inconel
<« > N e e R N e B - B

Unit:mm

UNT EDP NO. M|II Dla Corner Radlus Shank Dia Flute Iength Flutes
EMA1004075 4.0 R0.5 4 11 75 4
EMA1004100 4.0 R0.5 4 1 100 4
EMA1006075 6.0 R0.5 6 16 75 4
EMA100605 6.0 R0.5 6 16 100 4
EMA100610 6.0 R1.0 6 16 100 4
EMA100615 6.0 R1.5 6 16 100 4
EMA100620 6.0 R2.0 6 16 100 4
EMA1008051 8.0 R0.5 8 20 75 4
EMA100805 8.0 R0.5 8 20 100 4
EMA100810 8.0 R1.0 8 20 100 4
EMA100815 8.0 R1.5 8 20 100 4
EMA100820 8.0 R2.0 8 20 100 4
EMA101005 10.0 R0.5 10 25 100 4
EMA101010 10.0 R1.0 10 25 100 4
EMA101015 10.0 R1.5 10 25 100 4
EMA101020 10.0 R2.0 10 25 100 4
EMA101030 10.0 R3.0 10 25 100 4
EMA101205 12.0 R0.5 12 30 100 4
EMA101210 12.0 R1.0 12 30 100 4
EMA101215 12.0 R1.5 12 30 100 4
EMA101220 12.0 R2.0 12 30 100 4
EMA101230 12.0 R3.0 12 30 100 4
EMA101605 16.0 R0.5 16 40 100 4
EMA101610 16.0 R1.0 16 40 100 4
EMA101615 16.0 R1.5 16 40 100 4
EMA101620 16.0 R2.0 16 40 100 4
EMA101630 16.0 R3.0 16 40 100 4
MILL DIA. SHANK DIA.
I&U:F‘ﬁzﬂiﬁﬂﬁﬂémﬂﬁﬂE*ﬁiﬂ*ﬁRﬂiﬁFﬁ%ﬁ, W’FE?EEF%%‘HT-‘%.U%IH’EQ ' ng/gc(f};‘)m) T%E/;’;‘;“(’E‘(:;“)
Non-standard size or product parameters not listed above,can be customized according to customer needs. . %30 o
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WZ; IMRMER D EREBIRAR Guangdong UNT Cutting Tools Co., Ltd.

EMA 27)/IM2ERESET] Carbide, 2 Flute Micro Square End Mill, Regular Length

* EBESEI BERIBHVEiRit, BMs/ N EET, (BE * UNT' Special edge geometry at the end, provides small chip loads and quicker
TIEHBEESR, DDEEF. removal, more sharp.

* HEINTHEN, ReAHRGREEER, . E\i‘(gi":erg ]%ir:ggl'r;a;n;z ;/;Zen cutting prehardened steels, up to HRc56 which

iy {EEEA0.02 - 2.9mmAE : S dies. ,

* WL‘E;M?EB’ &t EEU‘JO 02\ ,j ImmzEs ey + Super Micro end mill, Diameters Range from 0.02~2.9mm Radius

* 27]; Hiﬂﬁ, MFFEr, J6%, BFREmATL « 2 flute, Miniature tools, High precision milling in medical, optical, electronics
AR HEH. and aerospace industries.

II#2E Materlal Descri

--

Gabon  Aloy  Prehardened  pardened Steels High Hardened

o (] (<) o [e] (0] (0]
Unit:mm
T T S - T S I~ T
UNT EDP NO. Mlg?la Shank Dia Flute Iength 0. A L. Flutes
EMA11002 0.2 4 0.4 50 2
EMA11003 0.3 4 0.6 50 2
EMA11004 0.4 4 0.8 50 2
EMA11005 0.5 4 1.0 50 2
EMA11006 0.6 4 1.2 50 2
EMA11007 0.7 4 1.4 50 2
EMA11008 0.8 4 1.6 50 2
EMA11009 0.9 4 1.8 50 2
EMA11011 1.1 4 4.0 50 2
EMA11012 1.2 4 4.0 50 2
EMA11013 1.3 4 4.0 50 2
EMA11014 1.4 4 6.0 50 2
EMA11016 1.6 4 6.0 50 2
EMA11017 1.7 4 6.0 50 2
EMA11018 1.8 4 6.0 50 2
EMA11019 1.9 4 6.0 50 2
EMA11021 21 4 6.0 50 2
EMA11022 2.2 4 6.0 50 2
EMA11023 2.3 4 6.0 50 2
EMA11024 24 4 6.0 50 2
EMA11026 2.6 4 8.0 50 2
EMA11027 2.7 4 8.0 50 2
EMA11028 2.8 4 8.0 50 2
EMA11029 29 4 8.0 50 2
MILL DIA. SHANK DIA.
TOLERANCE(mm) TOLERANCE(mm) UEF@RFPAOEFRARRTIR~RSE, TREZAERITHSE.
WE/“\EO (mm) Wéﬂi(mm) Non-standard size or product parameters not listed above,can be customized according to customer needs.

-0.030
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Guangdong UNT Cutting Tools Co., Ltd. IFRRESLENEARARF

EMA 27)iIM2REkRZEE 7] Carbide, 2 Flute Micro Ball End Mill, Regular Length

* EBESEI BERIBHVEiRit, BMs/ N EET, (BE * UNT' Special edge geometry at the end, provides small chip loads and quicker

TIEHEEESR, DTEEF. removal, more sharp. _ _
* HEINTHEN, ReAHRGREEER, . Excellen; ]E)erforrl'r;angzyvhen cutting prehardened steels, up to HRc56 which
nyms IRy o ez are used for molds & dies.
* WE‘E;M?EB’ Ef:;,e,l%lj\J0.0Z\ ,j'gmm:’:&j,\, o * Super Micro end mill, Diameters Range from 0.02~2.9mm Radius
* 27]; HLDE' MFTET, %, BFMREiATL « 2 flute, Miniature tools, High precision milling in medical, optical, electronics
ARSHBE A and aerospace industries.

II#2E Materlal Descri

e e [ e [ 5 [raw
Carbon Alloy Prehardened Hardened Steels  High Hardened

Steels Steels steels Copper  Graphite Cast Iron ~ Aluminum
~HB225  ~HB225-325 ~HRc30-40 HRc40-45  HRc45~55 HRc55~70

o o o o o o

\A

L2

i
Y

Stainless
Steels

(¢}

Unit:mm

I 5 R0 _

Titanium  Inconel

OEE

UNT EDP NO. M|II Dla Radlus of Ball Shank Dia Flute Iength Flutes
EMA12003 0.3 R0.15 4 0.6 50 2
EMA12004 0.4 R0.20 4 0.8 50 2
EMA12005 0.5 R0.25 4 1.0 50 2
EMA12006 0.6 R0.30 4 1.2 50 2
EMA12007 0.7 R0.35 4 1.4 50 2
EMA12008 0.8 R0.40 4 1.6 50 2
EMA12009 0.9 R0.45 4 1.8 50 2
EMA12011 1.1 R0.55 4 2.2 50 2
EMA12012 1.2 R0.60 4 24 50 2
EMA12013 1.3 R0.65 4 2.6 50 2
EMA12014 1.4 R0.70 4 2.8 50 2
EMA12016 1.6 R0.80 4 3.2 50 2
EMA12017 1.7 R0.85 4 3.4 50 2
EMA12018 1.8 R0.90 4 3.6 50 2
EMA12019 1.9 R0.95 4 3.8 50 2
EMA12021 2.1 R1.05 4 4.2 50 2
EMA12022 22 R1.10 4 4.4 50 2
EMA12023 2.3 R1.15 4 4.6 50 2
EMA12024 24 R1.20 4 4.8 50 2
EMA12026 2.6 R1.30 4 5.2 50 2
EMA12027 2.7 R1.35 4 5.4 50 2
EMA12028 2.8 R1.40 4 5.6 50 2
EMA12029 2.9 R1.45 4 5.8 50 2

MILL DIA. SHANK DIA.
M~ RATIMENERRERT R~ RSH, TRESSBXITHAE, TOLERANCE{) TOLERANCE(m)
Non-standard size or product parameters not listed above,can be customized according to customer needs. . %30 o
Phone:+86-769-82100280, www.unt-tools.com, E-mail:untools@163.com, sales@unt-tools.com MCUTTING TOOLS
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Guangdong UNT Cutting Tools Co., Ltd.

EMA 2759 x4t 7]

Carhide, 2 Flute Micro Suuare End Mills, Long Neck

* IEFATINIIAEN, <HRCS6AIEER.,

*%ﬁ%ﬂﬁﬂﬂklﬁlﬁ'ﬁﬁﬁiﬂ:"‘,’]HDI‘ FREUINT. %CERANT.
* EBHRIIR, BiEA

1X%J0.02-2.9mm,

» Excellent performance when cutting prehardened steels, up to HRc56 which
are used for molds & dies.

» Special Long neck design for deep cavity machining near walls, for deep
slotting and pocketing.

* iﬁ?ﬁﬁzmiﬁﬂiﬁﬁﬁﬂ:ﬁﬁ, K7, BFHIERAATIL » Super Micro end mill, Diameters Range from 0.02~2.9mm Radius.
YIEINT. « 2 flute, Miniature tools, High precision milling in medical, optical, electronics
and aerospace industries.
T4 Materlal Descriptio
oz[] - =T o --
< [ o o ) o o o o
Unit:mm
BHK
UNT EDP NO. M|II D|a Effecti\ll_eslength Shank Dia FIute Iength Flutes
EMA130402 0.4 2 4 0.6 50 2
EMA130404 0.4 4 4 0.6 50 2
EMA130406 0.4 6 4 0.6 50 2
EMA130502 0.5 2 4 0.8 50 2
EMA130504 0.5 4 4 0.8 50 2
EMA130506 0.5 6 4 0.8 50 2
EMA130508 0.5 8 4 0.8 50 2
EMA130602 0.6 2 4 1.0 50 2
EMA130604 0.6 4 4 1.0 50 2
EMA130606 0.6 6 4 1.0 50 2
EMA130608 0.6 8 4 1.0 50 2
EMA130610 0.6 10 4 1.0 50 2
EMA130804 0.8 4 4 1.2 50 2
EMA130806 0.8 6 4 1.2 50 2
EMA130808 0.8 8 4 1.2 50 2
EMA130810 0.8 10 4 1.2 50 2
EMA130812 0.8 12 4 1.2 50 2
EMA131006 1.0 6 4 1.5 50 2
EMA131008 1.0 8 4 1.5 50 2
EMA131010 1.0 10 4 1.5 50 2
EMA131012 1.0 12 4 1.5 50 2
EMA131014 1.0 14 4 1.5 50 2
EMA131016 1.0 16 4 1.5 50 2
EMA131018 1.0 18 4 1.5 50 2
EMA131020 1.0 20 4 1.5 50 2
EMA131206 1.2 6 4 1.8 50 2
EMA131208 1.2 8 4 1.8 50 2
EMA131210 1.2 10 4 1.8 50 2
EMA131212 1.2 12 4 1.8 50 2
EMA131214 1.2 14 4 1.8 50 2
EMA131216 1.2 16 4 1.8 50 2
EMA131218 1.2 18 4 1.8 50 2
EMA131220 1.2 20 4 1.8 50 2
EMA131506 1.5 6 4 2.5 50 2
EMA131508 1.5 8 4 2.5 50 2
EMA131510 1.5 10 4 2.5 50 2
EMA131512 1.5 12 4 2.5 50 2
MILL DIA. SHANK DIA.
TOLERANCE(mm) TOLERANCE(mm) U EFERRIIBEANEFRABRRTH RS, TREZFPFRITHEE.
731‘5’&%0 (mm) Wéﬂi("‘m) Non-standard size or product parameters not listed above,can be customized according to customer needs.
-0.030
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Guangdong UNT Cutting Tools Co., Ltd. HRMET D ERRBIRAF ;/_7®'

EMA 27)iF3%ExikT] Carbide, 2 Flute Micro Square End Mills, Long Neck
* ERTFINTFEN. <HRCS6HIER., * Excellent performance yvhen cutting prehardened steels, up to HRc56 which
* RPRRIIREUHER FRANIT. SR, $EHmIL. . ;;zgiZ?dL;z;mnzlcdlfdi:ilge: .for deep cavity machining near walls, for deep
4 . ’
* EERLTIR, \E1éﬁ_[1£§ﬂ0.\()'2‘;2.9mm5 e slotting and pocketing.
* BHRTIGIIERTET, 5, BFMERRTILA « Super Micro end mill, Diameters Range from 0.02~2.9mm Radius.
HIEINT, « 2 flute, Miniature tools, High precision milling in medical, optical, electronics

and aerospace industries.

o] =g ---
< [ o o ° ° o o o
Unit:mm
_
UNT EDP NO. M|II D|a Effecti\ll_eslength Shank Dia Flute Iength Flutes
EMA131514 1.5 14 4 2.5 50 2
EMA131516 1.5 16 4 2.5 50 2
EMA131518 1.5 18 4 2.5 50 2
EMA131520 1.5 20 4 2.5 50 2
EMA132006 2 6 4 3.0 50 2
EMA132008 2 8 4 3.0 50 2
EMA132010 2 10 4 3.0 50 2
EMA132012 2 12 4 3.0 50 2
EMA132014 2 14 4 3.0 50 2
EMA132016 2 16 4 3.0 50 2
EMA132018 2 18 4 3.0 50 2
EMA132020 2 20 4 3.0 50 2
EMA133008 3 8 4 4.5 50 2
EMA133010 3 10 4 4.5 50 2
EMA133012 3 12 4 4.5 50 2
EMA133014 3 14 4 4.5 50 2
EMA133016 3 16 4 4.5 50 2
EMA133018 3 18 4 4.5 50 2
EMA133020 3 20 4 4.5 50 2
MEFRAFIMMOERAERT R~ RS, TRESABRITHIME. T;;L%;N%Eg;n) T;Ef/*;ﬁ%%;m

Non-standard size or product parameters not listed above,can be customized according to customer needs.
H6

0
-0.030
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fWZ@. RS A EREARAF Guangdong UNT Cutting Tools Co., Ltd.

EMA 270:F38kAz5%7] Carbide, 2 Flute Micro Ball End Mills, Long Neck
* ERFIITFEN. <HRcS6RIIEER » Excellent performance when cutting prehardened steels, up to HRc56 which
* BRHAIIKISHERTREMNI. HENI. £EnLI. o usedformods & des. A e for
* BETIE, ERRRASI0.02-2.9mm, s|gteii(;1lg a::%:s(cetin;sgn or deep cavity machining near walls, for deep
* BHIMIIERTERY, %, BFREMETILA » Super Micro end mill, Diameters Range from 0.02~2.9mm Radius.
HIEIANT, « 2 flute, Miniature tools, High precision milling in medical, optical,
electronics and aerospace industries.
—_—
-, PINI#2%} Material Description
— 5 | wo | 8 58] 0 e
g [ ) 4 o o o o
OFxES OBS
Unit:mm
BT 1R
UNT EDP NO. Radiu?:{of Ball Effecti\ll_eslength Sha[r;l; Dia FIut?_I1ength 0. Cz L. Flutes
EMA140402 R0.2 2 4 0.6 50 2
EMA140404 R0.2 4 4 0.6 50 2
EMA140406 R0.2 6 4 0.6 50 2
EMA140502 R0.25 2 4 0.8 50 2
EMA140504 R0.25 4 4 0.8 50 2
EMA140506 R0.25 6 4 0.8 50 2
EMA140508 R0.25 8 4 0.8 50 2
EMA140602 R0.3 2 4 1.0 50 2
EMA140604 R0.3 4 4 1.0 50 2
EMA140606 R0.3 6 4 1.0 50 2
EMA140608 R0.3 8 4 1.0 50 2
EMA140610 R0.3 10 4 1.0 50 2
EMA140804 R0.4 4 4 1.2 50 2
EMA140806 R0.4 6 4 1.2 50 2
EMA140808 R0.4 8 4 1.2 50 2
EMA140810 R0.4 10 4 1.2 50 2
EMA141006 R0.5 6 4 1.5 50 2
EMA141008 R0.5 8 4 1.5 50 2
EMA141010 R0.5 10 4 1.5 50 2
EMA141012 R0O.5 12 4 1.5 50 2
EMA141014 R0.5 14 4 1.5 50 2
EMA141016 R0.5 16 4 1.5 50 2
EMA141018 R0.5 18 4 1.5 50 2
EMA141020 R0.5 20 4 15 50 2
EMA141506 R0.75 6 4 2.5 50 2
EMA141508 R0.75 8 4 2.5 50 2
EMA141510 R0.75 10 4 2.5 50 2
EMA141512 R0.75 12 4 2.5 50 2
EMA141514 R0.75 14 4 2.5 50 2
EMA141516 R0.75 16 4 2.5 50 2
EMA141518 R0.75 18 4 2.5 50 2
EMA141520 R0.75 20 4 2.5 50 2
EMA142006 R1.0 6 4 3.0 50 2
EMA142008 R1.0 8 4 3.0 50 2
EMA142010 R1.0 10 4 3.0 50 2
MILL DIA. SHANK DIA.
TOLERANCE(mm) TOLERANCE(mm) U EFERRIIBEANEFRABRRTH RS, TREZFPFRITHEE.
731‘5’&%0 (mm) Wéﬂi("‘m) Non-standard size or product parameters not listed above,can be customized according to customer needs.
-0.030

Ml CUTTING TOOLS Phone:+86-769-82100280, www.unt-tools.com, E-mail:untools@163.com, sales@unt-tools.com




Guangdong UNT Cutting Tools Co., Ltd. IR LEMEBRAR é=N7®'

EMA 2705 89BkAZ5% 7] Carbide, 2 Flute Micro Ball End Mills, Long Neck
* BTN, <HRCS6RIEER » Excellent performance when cutting prehardened steels, up to HRc56 which
* ERROIIRITERT RGN, MEHINT. 80T, are used for molds & dies. . _
» Special Long neck design for deep cavity machining near walls, for deep
* BHALIR, BEAIAZI0.02-2.9mm, slotting and pocketing.
* BHRTDBIERTER, X%, BFMnEiATIAY « Super Micro end mill, Diameters Range from 0.02~2.9mm Radius.
HIEIANT. « 2 flute, Miniature tools, High precision milling in medical, optical,

electronics and aerospace industries.

WEIEIIH

II#2E Materlal Descri

LI e e o Lo

g [ ) 6 o o o o
OF#EES OBE
Unit:mm
BT B4R
UNT EDP NO. Radiu?2 of Ball Effecti\ll_e3 length Shank Dia FIute Iength Flutes
EMA142012 R1.0 12 4 3.0 50 2
EMA142014 R1.0 14 4 3.0 50 2
EMA142016 R1.0 16 4 3.0 50 2
EMA142018 R1.0 18 4 3.0 50 2
EMA142020 R1.0 20 4 3.0 50 2
EMA143008 R1.5 8 4 4.5 50 2
EMA143010 R1.5 10 4 4.5 50 2
EMA143012 R1.5 12 4 4.5 50 2
EMA143014 R1.5 14 4 4.5 50 2
EMA143016 R1.5 16 4 4.5 50 2
EMA143018 R1.5 18 4 4.5 50 2
EMA143020 R1.5 20 4 4.5 50 2
MILL DIA. SHANK DIA.
UL RARIIAAHFERAERT R 2SR, TREFAFRITHEE. T%;gc(f}m)’“) T%?L;Z%NC(E:Q;“)
Non-standard size or product parameters not listed above,can be customized according to customer needs. . % N o
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fWZ@. RS A EREARAF Guangdong UNT Cutting Tools Co., Ltd.

EMA 27)EEFEIxiE7] Carhide, 2 Flute Syuare End Mills with TAPER NECK
* IR REEERINT. &l ML, « Designed for deep cavity profiling,deep slotting and pocketing.
* EFRTFINTFEN. <HRCS6HIER, * Excellent performance when cutting prehardened steels, up to HRc56 which
* FRERHEREH0.5°~15° are used for molds & dies.

s N " . * Taper Neck Angle from 0.5°~15°.
* RRESHETIFRGET], ERETHIENMR, 2D/ 3DBEZM. . 5 fute Tapered Carbide Carving bits suit For CNC,Engraving Carving 2D/3D

machine.

T — _ T4 Materlal Descriptio
ne [ [ a0 --
> o (] o o [e] (0] (0]
OF#EES OBE
Unit:mm
| EERITHRS | EmAE | wE | mE | 7K | mmE | 2K | 7M

UNT EDP NO. Bladetlp dia Taper (%) Shank Dia FIuteLI1ength Rough S|detralls 0. A L. Flutes
EMA15010005 1.0 0.5° 4 4 1.07 50 2F
EMA15010010 1.0 1° 4 4 1.14 50 2F
EMA15010015 1.0 1.5° 4 4 1.21 50 2F
EMA15010020 1.0 2° 4 4 1.28 50 2F
EMA15010030 1.0 3° 4 4 1.42 50 2F
EMA15010050 1.0 5° 4 4 1.7 50 2F
EMA15015005 1.5 0.5° 4 5 1.59 50 2F
EMA15015010 1.5 1° 4 5 1.67 50 2F
EMA15015015 1.5 1.5° 4 5 1.76 50 2F
EMA15015020 1.5 2° 4 5 1.85 50 2F
EMA15015030 1.5 g 4 5 2.02 50 2F
EMA15015050 1.5 5° 4 5 21 50 2F
EMA15020005 2.0 0.5° 4 6 2.37 50 2F
EMA15020010 2.0 1° 4 6 2.21 50 2F
EMA15020015 2.0 1.5° 4 6 2.31 50 2F
EMA15020020 2.0 2° 4 6 2.41 50 2F
EMA15020030 2.0 g 4 6 2.62 50 2F
EMA15020050 2.0 5° 6 6 3.05 50 2F
EMA15025005 2.5 0.5° 4 8 2.64 50 2F
EMA15025010 2.5 1° 4 8 2.78 50 2F
EMA15025015 2.5 1.5° 4 8 2.91 50 2F
EMA15025020 2.5 2° 4 8 3.05 50 2F
EMA15025030 25 g 4 8 BISS! 50 2F
EMA15025050 2.5 5° 6 8 3.9 50 2F
EMA15030005 3.0 0.5° 4 10 3.17 50 2F/AF
EMA15030010 3.0 1° 4 10 3.35 50 2F/4F
EMA15030015 3.0 1.5° 4 10 3.52 50 2F/4F
EMA15030020 3.0 2° 4 10 3.69 50 2F/4F
EMA15030030 3.0 3° 6 10 4.05 50 2F/4F
EMA15030050 3.0 5° 6 10 4.75 50 2F/4F
EMA15040005 4.0 0.5° 6 15 4.26 50 2F/4F
EMA15040010 4.0 1° 6 15 452 50 2F/4F
EMA15040015 4.0 1.5° 6 15 4.79 50 2F/4F
EMA15040020 4.0 2° 6 15 5.04 50 2F/4F
EMA15040030 4.0 &’ 6 15 .51 50 2F/4F

MILL DIA. SHANK DIA.

TOLERANCE(mm) TOLERANCE(mm) U EFERRIIBEANEFRABRRTH RS, TREZFPFRITHEE.
931‘51}%0 (mm) Wéﬂi("‘m) Non-standard size or product parameters not listed above,can be customized according to customer needs.
-0.030
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Guangdong UNT Cutting Tools Co., Ltd. FARERLSHEARLS _7®.

EMA 27)EEFEIxiE7] Carhide, 2 Flute Syuare End Mills with TAPER NECK
* IR REEERINT. &l ML, « Designed for deep cavity profiling,deep slotting and pocketing.
* EFRTFINTFEN. <HRCS6HIER, * Excellent performance when cutting prehardened steels, up to HRc56 which
* FRERHEREH0.5°~15° are used for molds & dies.

s N " R * Taper Neck Angle from 0.5°~15°.
* ERESHEI)IFIRGT), BRATHIEAR, 2D/ 3DBEZIWL. . 5 fyte Tapered Carbide Carving bits suit For CNC,Engraving Carving 2D/3D

machine.

T — _ T4 Materlal Descriptio
ne [ [ a0 --
> o o (<) o [e] (0] (0]
OF#EES OBE
Unit:mm
| REERITHRE | EmAE | mE | e | 71K | mmE | 2K | 7
UNT EDP NO. B|adetlp dia Taper (%) Shank Dia FIuteLI1ength Rough S|detralls 0. A L. Flutes
EMA15040050 4.0 5" 8 15 6.62 60 2F/AF
EMA15050005 5.0 0.5° 6 20 5.34 50 2F/4F
EMA15050010 5.0 1° 6 20 5.7 50 2F/AF
EMA15050015 5.0 1.5° 6 20 6.04 60 2F/AF
EMA15050020 5.0 2° 8 20 6.39 60 2F/AF
EMA15050030 5.0 3° 8 20 7.1 60 2F/AF
EMA15050050 5.0 5" 10 20 8.5 75 2F/4F
EMA15050070 5.0 7° 10 20 9.91 75 2F/AF
EMA15050100 5.0 10° 12 20 12.05 75 2F/4F
EMA15060005 6.0 0.5° 8 20 6.35 60 2F/AF
EMA15060010 6.0 1° 8 20 6.7 60 2F/AF
EMA15060015 6.0 1.5° 8 20 7.05 60 2F/AF
EMA15060020 6.0 2° 8 20 7.4 60 2F/4F
EMA15060030 6.0 3° 8 20 8.1 75 2F/AF
EMA15060050 6.0 5" 10 20 9.5 75 2F/AF
EMA15060070 6.0 7° 12 20 10.91 75 2F/4F
EMA15060100 6.0 10° 12 20 13.05 75 2F/AF
EMA15080005 8.0 0.5° 10 25 8.44 75 2F/4F
EMA15080010 8.0 1° 10 2.5 8.87 75 2F/AF
EMA15080015 8.0 1.5° 10 25 9.31 75 2F/AF
EMA15080020 8.0 2° 10 25 9.74 75 2F/4F
EMA15080030 8.0 3° 12 25 10.62 75 2F/AF
EMA15080050 8.0 5" 12 25 12.37 75 2F/AF
EMA15080070 8.0 7° 12 25 14.14 75 2F/AF
EMA15080100 8.0 10° 16 25 16.82 100 2F/AF
EMA15100005 10.0 0.5° 12 35 10.61 100 2F/AF
EMA15100010 10.0 1° 12 85 11.22 100 2F/4F
EMA15100015 10.0 1.5° 12 35 11.83 100 2F/AF
EMA15100020 10.0 2° 12 85 12.44 100 2F/AF
EMA15100030 10.0 3° 12 35 13.67 100 2F/AF
EMA15100050 10.0 &” 16 85 16.12 100 2F/AF
EMA15100070 10.0 7° 16 35 18.6 100 2F/AF
MILL DIA. SHANK DIA.
M~ RATIMENERRERT R~ RSH, TRESSBXITHAE, TOLERANCE(mm) TOLERANCE(mm)
Non-standard size or product parameters not listed above,can be customized according to customer needs. . %30 o

Phone:+86-769-82100280, www.unt-tools.com, E-mail:untools@163.com, sales@unt-tools.com MZ,CUTTING TOOLS




fWZ@. FERERDLEMIARAF Guangdong UNT Cutting Tools Co., Ltd.

EMA 27)$EEkAZ 5% 70 Carbide, 2 Flute Ball End Mills with TAPER NEC
* ZIHBRTFFRAEEIN L. f&EY0E). M. « Designed for deep cavity profiling,deep slotting and pocketing.
* ERFIN TR, <HRCS6RUIEE, * Excellent performance when cutting prehardened steels, up to HRc56 which
* FREERFH90.5°15° - are used for molds & dies.
(=] 152 . °

- N ~ « Taper Neck Angle from 0.5°~15°.
* WRASHEEIIFIEGT), BRTHIEIER, 2D/ 3DBAWL. . 5 fiyte Tapered Carbide Carving bits suit For CNC,Engraving Carving 2D/3D

machine.

II#2E Materlal Descri

e e | [ @ [
Carbon Alloy Prehardened Hardened Steels  High Hardened
Steels Steels steels Copper  Graphite Castlron ~ Aluminum

~HB225  ~HB225-325 ~HRc30-40 HRc40-45 HRc45~55 HRe55~70

Stainless

Steels Titanium  Inconel

o (] (<) o [e] (0] (0]
Unit:mm
| EERITHRS | EmAE | wE | mE | 7K | mmE | 2K | 7M
UNT EDP NO. Bladetlp dia Taper (%) Shank Dia FIuteLI1ength Rough S|de trails 0. A L. Flutes
EMA1605005 R0O.5 0.5° 4 4 1 .07 50 2F
EMA1605010 R0.5 1° 4 4 1.14 50 2F
EMA1605015 R0O.5 1.5° 4 4 1.21 50 2F
EMA1605020 R0.5 2° 4 4 1.28 50 2F
EMA1605030 R0O.5 & 4 4 1.42 50 2F
EMA1605050 R0.5 5° 4 4 1.7 50 2F
EMA1607505 R0.75 0.5° 4 5 1.59 50 2F
EMA1607510 R0.75 1° 4 5 1.67 50 2F
EMA1607515 R0.75 1.5° 4 ) 1.76 50 2F
EMA1607520 R0.75 2° 4 5 1.85 50 2F
EMA1607530 R0.75 & 4 5 2.02 50 2F
EMA1607550 R0.75 5° 4 5 21 50 2F
EMA1610005 R1.0 0.5° 4 6 2.37 50 2F
EMA1610010 R1.0 1° 4 6 2.21 50 2F
EMA1610015 R1.0 1.5° 4 6 2.31 50 2F
EMA1610020 R1.0 2° 4 6 2.41 50 2F
EMA1610030 R1.0 3° 4 6 2.62 50 2F
EMA1610050 R1.0 5° 6 6 3.05 50 2F
EMA1612505 R1.25 0.5° 4 8 2.64 50 2F
EMA1612510 R1.25 1° 4 8 2.78 50 2F
EMA1612515 R1.25 1.5° 4 8 2.91 50 2F
EMA1612520 R1.25 2° 4 8 3.05 50 2F
EMA1612530 R1.25 & 4 8 IS8 50 2F
EMA1612550 R1.25 5° 6 8 3.9 50 2F
EMA1615005 R1.5 0.5° 4 10 3.17 50 2F/4F
EMA1615010 R1.5 1° 4 10 3.35 50 2F/AF
EMA1615015 R1.5 1.5° 4 10 3.52 50 2F/4F
EMA1615020 R1.5 2° 4 10 3.69 50 2F/4F
EMA1615030 R1.5 & 6 10 4.05 50 2F/AF
EMA1615050 R1.5 5° 6 10 4.75 50 2F/4F
EMA1620005 R2.0 0.5° 6 15 4.26 50 2F/AF
EMA1620010 R2.0 1° 6 15 4.52 50 2F/4F
MILL DIA. SHANK DIA.
TOLERANCE(mm) TOLERANCE(mm) U EFERRIIBEANEFRABRRTH RS, TREZFPFRITHEE.
W@/“\EO (mm) Wéﬂi("‘m) Non-standard size or product parameters not listed above,can be customized according to customer needs.
-0.030
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Guangdong UNT Cutting Tools Co., Ltd. IFREEFEEREERAR ?_7®'

EMA 27)$EETkAZEET] Carbide, 2 Flute Ball End Mills with TAPER NEC
* ISt TRAEINT. &Y. ML, « Designed for deep cavity profiling,deep slotting and pocketing.
* EEFINTFERN. <HRCS6HIIEE., * Excellent performance when cutting prehardened steels, up to HRc56 which
* FREBHEREH0.5°~15° B are used for molds & dies.
A I3Z. . °

@ N o « Taper Neck Angle from 0.5°~15°.
* BRESHERIFRESRT), ERTHEHUR, 20 / DB . 2 flute Tapered Carbide Carving bits suit For CNC,Engraving Carving 2D/3D

machine.

s —
_ \D3 , T4 Materlal Descriptio
I B NG
‘ L2 ‘ « > “ SB[ i S ek e
<« > [ ) 4 o o o o
Unit:mm
| REERITHRE | EmAE | mE | e | 71K | mmE | 2K | 7
UNT EDP NO. B|adetlp dia Taper (%) Shank Dia FIuteLI1ength Rough S|de trails 0. A L. Flutes
EMA1620015 R2.0 1.5° 6 15 4.79 50 2F/AF
EMA1620020 R2.0 2° 6 15 5.04 50 2F/4F
EMA1620030 R2.0 3° 6 15 5.57 50 2F/AF
EMA1620050 R2.0 5° 8 15 6.62 60 2F/AF
EMA1625005 R2.5 0.5° 6 20 5.34 50 2F/AF
EMA1625010 R2.5 1° 6 20 5.7 50 2F/AF
EMA1625015 R2.5 1.5° 6 20 6.04 60 2F/4F
EMA1625020 R2.5 2° 8 20 6.39 60 2F/AF
EMA1625030 R2.5 & 8 20 71 60 2F/AF
EMA1625050 R2.5 5° 10 20 8.5 75 2F/AF
EMA1625070 R2.5 7° 10 20 9.91 75 2F/AF
EMA1630005 R3.0 0.5° 8 20 6.35 60 2F/AF
EMA1630010 R3.0 1° 8 20 6.7 60 2F/4F
EMA1630015 R3.0 1.5° 8 20 7.05 60 2F/AF
EMA1630020 R3.0 2° 8 20 7.4 60 2F/AF
EMA1630030 R3.0 3° 8 20 8.1 75 2F/4F
EMA1630050 R3.0 o8 10 20 9:5 75 2F/AF
EMA1640005 R4.0 0.5° 10 25 8.44 75 2F/4F
EMA1640010 R4.0 1° 10 2.5 8.87 75 2F/AF
EMA1640015 R4.0 1.5° 10 25 9.31 75 2F/AF
EMA1640020 R4.0 2° 10 25 9.74 75 2F/AF
EMA1640030 R4.0 3° 12 25 10.62 75 2F/AF
EMA1640050 R4.0 & 12 25 12.37 75 2F/4F
EMA1640070 R4.0 7° 12 25 14.14 75 2F/AF
EMA1650005 R5.0 0.5° 12 35 10.61 100 2F/4F
EMA1650010 R5.0 1° 12 35 11.22 100 2F/AF
EMA1650015 R5.0 1.5° 12 85 11.83 100 2F/4F
EMA1650020 R5.0 2° 12 35 12.44 100 2F/4F
EMA1650030 R5.0 & 12 85 13.67 100 2F/AF
EMA1650050 R5.0 5° 16 35 16.12 100 2F/AF
MILL DIA. SHANK DIA.
UL RARIIAAHFERAERT R 2SR, TREFAFRITHEE. ngf‘;‘ﬁz)m) Tg;;?%"?ﬁf:r)
Non-standard size or product parameters not listed above,can be customized according to customer needs. . %30 o
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WZ; RS A EREARAF Guangdong UNT Cutting Tools Co., Ltd.

EMA 47J¥8RE5%7] Carbide, Multi Flute Roughing end mills

* IR ATINT RN, N, &248, <HRCS6HgHMmS, ° DesignedtoCutting Prehardened steel, carbon steel, alloy steels of molds and

e dies, up to HRc56 and machine parts.
B
* RTREITIEIAR, PILIlE e sAIRRrE . » Special tool geometry for high feed rate and heavy cutting.

* SENRIART, ERTEESRLMEHE. - Strong end tooth design for the plunge and pocket milling.
* EESEIIERTIEISM. « For dry and wet milling.
* EEHUERHEREN. + Fast chip ejection.

E
?
L2 ‘é’ e Q!‘;‘,’ AR B G s o Copper  Graphite Castiron Aluminum  SarleSS Titanium  Inconel
» N e e R N e B * B
OF#EES OBE
Unit:mm
S I T - S S "
UNT EDP NO. M|::I)I1:)|a Shank Dia Flute Iength 0. A L. Flutes
EMA17030050 3.0 4 8 50 3F/4F
EMA17040050 4.0 4 1 50 3F/4F
EMA17050050 5.0 6 13 50 3F/4F
EMA17060050 6.0 6 16 50 3F/4F
EMA17080060 6.0 6 30 100 3F/4AF
EMA17100075 8.0 8 20 60 3F/4F
EMA17120075 8.0 8 35 100 3F/4F
EMA17140100 10.0 10 25 75 3F/4F
EMA17160100 10.0 10 40 100 3F/4F
EMA17180100 12.0 12 30 75 3F/4F
EMA17200100 12.0 12 45 100 3F/4F
EMA17060100 14.0 14 40 100 3F/4F
EMA17080100 16.0 16 40 100 3F/4F
EMA17100100 16.0 16 60 150 3F/4AF
EMA17120120 18.0 18 40 100 3F/4F
EMA17160160 20.0 20 40 100 3F/4F
MILL DIA. SHANK DIA.
TOLERANCE(mm) TOLERANCE(mm) UEF@RFPAOEFRARRTIR~RSE, TREZAERITHSE.
WE/“\?E (mm) m‘}i(mm) Non-standard size or product parameters not listed above,can be customized according to customer needs.
-0.030
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Guangdong UNT Cutting Tools Co., Ltd. IFREEFEEREERAR ?_7®'

ZIREISINSES K EIHT] Carbide, Chamfer milling cutter

* I TRAEIBTIEI, EERFD " VIE" SHEI « Design for back chamfering, chamfering, deburring, and milling a "V-groove”

* BIEIFLRITEIES T EfaEt. BEt. SaSEM * Radiused tip design for improved strength, superior performance, surface finish,
HEEER. and chip evacuation.

* EEE%@1§”%%§ED 300/ 400/ 600/ 900/ 120° . Carbide, Chamfer ml"lng Cutter,30°/40°/60°/90°/120°.

DZI — BNI#2El Material Description
| —— en [ s | & [ e
Carbon Aoy Prohardencd  Hardoned Steels  High Hardoned

Steels  Steels eels Copper  Graphite Castlron Aluminum Stainiess

Titanium  Inconel

P L2 T Stei
o o (<) o [e] (0] (0]
Unit:mm
ALTIN/TiN-Coated Non-Coated Ui (D Beamﬂ Shank Dia - Flute length O.A. L.
UNT EDP NO. UNT EDP NO. A tlu D2 L2
EMA18185-C EMA18185 1/8 .0050 218 1-1/2
EMA18184-C EMA18184 1/8 .0100 .204 1-1/2
EMA18189-C EMA18189 1/8 .0150 .190 1-1/2
EMA18336-C EMA18336 30° 3/16 .0050 .335 2
EMA18326-C EMA18326 3/16 .0100 .321 2
EMA18452-C EMA18452 1/4 .0150 452 2-1/2
EMA18437-C EMA18437 1/4 .0100 437 2-1/2
EMA18486-C EMA18486 1/8 .0050 162 1-1/2
EMA18485-C EMA18485 40° 1/8 .0100 152 1-1/2
EMA18481-C EMA18481 1/8 .0150 142 1-1/2
EMA18813-C EMA18813 1/8 .0050 103 1-1/2
EMA18810-C EMA18810 1/8 .0075 .100 1-1/2
EMA18809-C EMA18809 1/8 .0100 .098 1-1/2
EMA18803-C EMA18803 1/8 .0150 .093 1-1/2
EMA18808-C EMA18808 1/8 .0200 .088 1-1/2
EMA18357-C EMA18357 60° 3/16 .0050 157 2
EMA18352-C EMA18352 3/16 .0100 152 2
EMA18347-C EMA18347 3/16 .0150 147 2
EMA18411-C EMA18411 1/4 .0050 211 2-1/2
EMA18406-C EMA18406 1/4 .0100 .206 2-1/2
EMA18401-C EMA18401 1/4 .0150 .201 2-1/2
EMA18860-C EMA18860 1/8 .0050 .060 1-1/2
EMA18859-C EMA18859 1/8 .0075 .059 1-1/2
EMA18858-C EMA18858 1/8 .0100 .058 1-1/2
EMA18856-C EMA18856 1/8 .0150 .056 1-1/2
EMA18854-C EMA18854 1/8 .0200 .054 1-1/2
EMA18391-C EMA18391 90° 3/16 .0050 .091 2
EMA18389-C EMA18389 3/16 .0100 .089 2
EMA18387-C EMA18387 3/16 .0150 .087 2
EMA18422-C EMA18422 1/4 .0050 122 2-1/2
EMA18420-C EMA18420 1/4 .0100 120 2-1/2
EMA18418-C EMA18418 1/4 .0150 118 2-1/2
EMA18835-C EMA18835 120° 1/8 .0050 .035 1-1/2
EMA18834-C EMA18834 1/8 .0100 .034 1-1/2
MILL DIA. SHANK DIA.
UEE@RRIAROIERAERTIR=REY, TREZAFRITHEE. [OERNCE(T) TOLERANCE(mm)
Non-standard size or product parameters not listed above,can be customized according to customer needs. méz% i) ﬁ&éﬁi(mm)
-0.030
Phone:+86-769-82100280 www.unt-tools.com E-mail:untools@163.com sales@unt-tools.com @ CUTTING TOOLS




ﬁz@. RS A EREARAF Guangdong UNT Cutting Tools Co., Ltd.

SRR ESYTRT] (FEH)) Carbide, Keyseat Cutter, T-slot cutting (Inch)
ZICBIUNT,, EE S TDEFUSHIIFAA, iIEFAFHRc45-68 * UNT Optimized for hardened steels HRc 45-68 with high flute count and
[y SYE R specialized internal geometry.

* HEISE RS G AR » New coating offer superior hardness and heat resistance.

* Both sides of the cutter are dished for clearance.
» Keyseat cutters down to 1.0mm diameter.

* JJERFEER R ERRIR T,
* YIEIERNET.0mm,

] —— o Taen [ | e || ee | % ] e e

L2 e égZﬁ e eeSRs S o et | et | ool Same e | (e

Unit:mm

ALTIN/TiN-Coated Non-Coated Cutter Digo0 : Cutter Width ; Neck Dia Neck Length ; Radial Doc Shank Dia O.A. L. Flutes

UNT EDP NO. UNT EDP NO. Dr oo L1 900, by | X D2 L2
EMA19815-C EMA19815 .015(1/64) 116 316 (1.5x)  .022 /8 1—1/2 8
EMA19831-C EMA19831 .031(1/32) 116  3M16(1.5x)  .022 1/8 1—1/2 8
EMA19862-C EMA19862 V8  oe2(1/16) 116 3/16(15x) 022 118 1—1/2 8
EMA19893-C EMA19893 .093(3/32) 116 316 (1.5x)  .022 1/8 1—1/2 8
EMA19331-C EMA19331 .031(1/32) 332 9/32(1.5x)  .037 3/16 2 8
EMA19362-C EMA19362 3/16  .062(1/16) 332 9/32(15x) 037 3/16 2 8
EMA19393-C EMA19393 .093(3/32) 332 9/32(15x) 037 3/16 2 8
EMA19415-C EMA19415 .015(1/64) 1/8 3/8(1.5x)  .048 1/4 2112 8
EMA19431-C EMA19431 .031(1/32) 1/8 3/8(1.5x)  .048 1/4 2—1/2 8
EMA19447-C EMA19447 047(3/64) 1/8 3/8(1.5x)  .048 1/4 2—1/2 8
EMA19462-C EMA19462 174 .062(1/16) 1/8 3/8(1.5x) 048 1/4 2112 8
EMA19478-C EMA19478 .078(5/64) 1/8 3/8 (1.5x)  .048 1/4 2—1/2 8
EMA19493-C EMA19493 .093(3/32) 1/8 3/8 (1.5x) 048 1/4 2—1/2 8
EMA19425-C EMA19425 125(1/8) 1/8 3/8(1.5x)  .048 1/4 2112 8
EMA19562-C EMA19562 .062(1/16) 532  15/3(1.5x)  .063 5/16 2112 8
EMA19593-C EMA19593 516  .093(3/32) 5132  15/32 (1.5x)  .063 5/16 2112 8
EMA19525-C EMA19525 125(1/8) 5132  15/32(1.5x)  .063 5/16 2112 8
EMA19831-C EMA19831 .031(1/32) 316 916 (1.5x) 074 3/8 2112 10
EMA19862-C EMA19862 .062(1/16) 3116 916 (1.5x) 074 3/8 2—1/2 10
EMA19893-C EMA19893 a8 .093(3/32) 3116 916 (1.5x) 074 3/8 2112 10
EMA19812-C EMA19812 125(1/8) 3116 9116 (1.5x) 074 3/8 2112 10
EMA19887-C EMA19887 187(3/16) 3116 9116 (1.5x) 074 3/8 2112 10
EMA19825-C EMA19825 250(1/4) 3116 9116 (1.5x) 074 3/8 2112 10
EMA19231-C EMA19231 .031(1/32) 1/4 3/4 (1.5x) 105 172 3 10
EMA19247-C EMA19247 .047(3/64) 1/4 3/4 (1.5x) 105 172 3 10
EMA19262-C EMA19262 .062(1/16) 1/4 3/4 (15x) 105 1/2 3 10
EMA19278-C EMA19278 .078(5/64) 1/4 3/4 (1.5x) 105 172 3 10
EMA19293-C EMA19293 172 .093(3/32) 1/4 3/4 (15x) 105 172 3 10
EMA19212-C EMA19212 125(1/8) 1/4 3/4 (15x) 105 172 3 10
EMA19256-C EMA19256 156(5/32) 1/4 3/4 (1.5x) 105 172 3 10
EMA19287-C EMA19287 187(3/16) 1/4 3/4 (1.5x) 105 172 3 10
EMA19225-C EMA19225 250(1/4) 1/4 3/4 (15x) 105 172 3 10
ela R TOLERANCE( I BE RSB RAERT R~ RER, TREESBRTHHE.
TDREAZE (mm) WRAE (mm)

Non-standard size or product parameters not listed above,can be customized according to customer needs.
H6

0
-0.030
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Guangdong UNT Cutting Tools Co., Ltd. HRMET D ERRBIRAF ’/_7®'

ZINEEISIEERRERT] (3E#/22%])  Carbide, Inner R Corner Radius Router Bit, (Inch/Metric)

* Z1HEIUNT, EE B DEFUSHAIFAR, i&FAFHRc45-68 » UNT Optimized for hardened steels HRc 45-68 with high flute count and

BOZENAN, specialized internal geometry.
* SRS E B G R » New coating offers superior hardness and heat resistance.
* ERTIEINN TR (RERTHROTE) » Cutting on radius and end only (not center cutting)

» Small Tipped design for miniature holes,narrow slots,and small inside corners.
* R cuter = radius plus .005”

* Rimikit, ERETINIHESL, FRERINIRE.
* WRT]=AR44Z +.00558~f

e —
- k|

D2¢ ﬁ ¢D1 NI #3%} Material Description
A4 (o8 | 55 | & [7n] 5 e
|‘ | 4#!| W | A PR ki B o Copper  Graphite Castiron Aluminum  SarleSS Titanium  Inconel
< 2 > B | Ym0 | RS | Wl | e o B * B
Unit:mm
ALTiN/TiN-Coated Non-Coated Radis Pilot Diameter Shank Dia O.A L.

UNT EDP NO. UNT EDP NO. R sooer D1 D2 L2 Flutes
EMA20815-C EMA20815 .015(1/64) .058 1/8 1-1/2 3F/4F
EMA20831-C EMA20831 .031(1/32) .058 1/8 1-1/2 3F/4F
EMA20362-C EMA20362 .062(1/16) .058 3/16 2 3F/4F
EMA20562-C EMA20562 .062(1/16) 154 5/16 2-1/2 3F/4F
EMA20593-C EMA20593 .093(3/32) .058 1/4 2 3F/4F
EMA20193-C EMA20193 .093(3/32) 154 3/8 2-1/2 3F/4F
EMA20162-C EMA20162 .125(1/8) .058 5/16 2-1/2 3F/4F
EMA20182-C EMA20182 .125(1/8) .248 5/8 3-1/2 3F/4F
EMA20787-C EMA20787 .187(3/16) .058 7/16 2-1/2 3F/AF
EMA20587-C EMA20587 .187(3/16) .248 5/8 3-1/2 3F/4F

ALTIN/TiN-Coated Non-Coated Mill Dia In the Shank Dia Flutes Length O.A. L.
UNT EDP NO. UNT EDP NO. D1 R D2 L L2 Flutes
EMA20405-C EMA20405 4.0 R0.5 4 1 50L 4F/6F
EMA20410-C EMA20410 4.0 R1 4 1 50L 4F/6F
EMA20415-C EMA20415 4.0 R1.5 4 1 50L 4F/6F
EMA20460-C EMA20460 4.0 R6 4 8 50L 4F/6F
EMA20630-C EMA20630 6.0 R3 6 12 50L 4F/6F
EMA20840-C EMA20840 8.0 R4 8 16 60L 4F/6F
EMA201050-C EMA201050 10.0 R5 10 20 75L 4F/6F
MILL DIA. SHANK DIA.
MEERRIIMAREF AR TR RSN, TREESTRITHEE. sl | el

Non-standard size or product parameters not listed above,can be customized according to customer needs.
He

0
-0.030
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fWZ@. RS A EREARAF Guangdong UNT Cutting Tools Co., Ltd.

SIEHUSHSERRT] (EEH/2%) Carbide, Dovetail CutterBackside Corner End Mills.(Inch/Metric)
* 3L HIUNT , EE S 7TEFMERIIAAR, i@ FHRc45-68 * UNT Optimized for hardened steels HRc 45-68 with high flute count and
BOREN AN specialized internal geometry.
* B BTSN TER S mRIAR * Designed to mill radius on the backside of workpiece.
* HEMEmST 124 ﬁﬂ’ﬁ%@}i « Corner radius for improved strength.

« Offered with sharp corner, .005", or .010" Corner Radius
* Available in short, regular and long reach end mills.

* ERTA¥ERH.005 "5.010
* BTN ARERR, EMAFIEEGEETD.

=
7] — 2 -
— B B e
Steels  Steels steels Copper  Graphite Castlron  Aluminum  SaM®SS Tiganium  Inconel
-rgzzs HBZ;)&JZS ~HRC30-40 ngus Nkcgrss HRe55~70 . S“:'s .
Unit:mm
ALTiN/TiN-Coated Non-Coated Radis : Head Diameter" Neck Di Neck Dia Radius Center" Shank Dia O.A. L. Elufes
UNT EDP NO. UNT EDP NO. R 005" p, oo heckHa L1 B D2 L2
EMA210517-C EMA210517 .005 .030 .017 .062 .025 1/8 1—1/2 3
EMA210547-C EMA210547 .005 .060 .047 .250 .025 1/8 1—1/2 3
EMA210510-C EMA210510 .005 115 .102 .875 .025 1/8 2 8
EMA210856-C EMA210856 .008 .075 .056 312 .028 1/8 1—1/2 3
EMA211022-C EMA211022 .010 .045 .022 .078 .030 1/8 1—1/2 &
EMA211052-C EMA211052 .010 .075 .052 .281 .030 1/8 1—1/2 3
EMA211248-C EMA211248 .012 .075 .048 .250 .032 1/8 1—1/2 3
EMA211527-C EMA211527 .015(1/64) .060 .027 .093 .035 1/8 1—1/2 3
EMA211557-C EMA211557 .015(1/64) .090 .057 312 .035 1/8 1—1/2 3
EMA211530-C EMA211530 .015(1/64) 187 .130 1.000 .077 3/16 2—1/2 3
EMA212032-C EMA212032 .020 .075 .032 .109 .040 1/8 1—1/2 &
EMA212072-C EMA212072 .020 115 .072 375 .040 1/8 1—1/2 3
EMA212020-C EMA212020 .020 187 120 .500 .082 3/16 2 S
EMA212216-C EMA212216 .022 187 116 .500 .084 3/16 2 3
EMA212537-C EMA212537 .025 .090 .037 125 .055 1/8 1—1/2 S
EMA212510-C EMA212510 .025 187 110 .500 .087 3/16 2 3
EMA212710-C EMA212710 .027 187 .106 .500 .089 3/16 2 8
EMA213052-C EMA213052 .030 115 .052 187 .060 1/8 1—1/2 3
EMA213010-C EMA213010 .030 187 .100 .500 .092 3/16 2 )
EMA213011-C EMA213011 .030 187 .100 1.000 .092 3/16 2—1/2 3
EMA213150-C EMA213150 .031(1/32) 115 .050 .156 .061 1/8 1—1/2 &
EMA213198-C EMA213198 .031(1/32) 187 .098 1.000 .093 3/16 2—1/2 3
EMA213553-C EMA213553 .035 .250 153 .500 .097 1/4 2—1/2 3
EMA213945-C EMA213945 .039(1mm) .250 145 .500 101 1/4 2—1/2 3
EMA213941-C EMA213941 .039(1mm) .250 145 1.000 101 1/4 2—1/2 )
EMA214043-C EMA214043 .040 .250 143 .500 .102 1/4 2—1/2 3
EMA214533-C EMA214533 .045 .250 133 .500 107 1/4 2—1/2 &
EMA214712-C EMA214712 .047(3/64) .250 128 .625 .109 1/4 2—1/2 3
EMA214728-C EMA214728 .047(3/64) .250 .128 1.250 .109 1/4 & S
MILL DIA. SHANK DIA.
TOLERANCE(mm) TOLERANCE(mm) UE=@RIAANEFRARRTIR RS, IRBETAFRITHSEE.
TiEAZE (mm) WEAZ (mm)

Non-standard size or product parameters not listed above,can be customized according to customer needs.
H6

MQ CUTTING TOOLS Phone:+86-769-82100280, www.unt-tools.com, E-mail:untools@163.com, sales@unt-tools.com




Guangdong UNT Cutting Tools Co., Ltd.

IFERRESLZERKBRLF

ZWEESINRERRET] (S 2H)

Carbide, Dovetail CutterBackside Corner End Mills.(Inch/Metric)

* I HAAIUNT, BESTIEFISIHRRIAAR , IEATHRC45-68

AR

* EJETRITINIEESEIER.
* HENERAIZT, RETDENEENE.
* EATAFEH.005 "5.010"

* AINTRERR, ENFFHEIREET.

DZI

L2

A

ALTiN/TiN-Coated
UNT EDP NO.

EMA2150375-C
EMA2150625-C
EMA2150125-C
EMA2155625-C
EMA2160437-C
EMA2160875-C
EMA2162437-C
EMA2162875-C
EMA2162125-C
EMA2107875-C
EMA2178500-C
EMA2178100-C
EMA2178150-C
EMA2108100-C
EMA2109100-C
EMA2193500-C
EMA2193100-C
EMA2193150-C
EMA2110500-C
EMA2110100-C
EMA2118100-C
EMA2112500-C
EMA2112100-C
EMA2115100-C
EMA21187100-C
EMA21251500-C

Non-Coated
UNT EDP NO.

EMA2150375
EMA2150625
EMA2150125
EMA2155625
EMA2160437
EMA2160875
EMA2162437
EMA2162875
EMA2162125
EMA2107875
EMA2178500
EMA2178100
EMA2178150
EMA2108100
EMA2109100
EMA2193500
EMA2193100
EMA2193150
EMA2110500
EMA2110100
EMA2118100
EMA2112500
EMA2112100
EMA2115100
EMA21187100
EMA21251500

Radis

+0005"
-0005"

.050
.050
.050
.055
.060
.060

.062(1/16)

.062(1/16)

.062(1/16)
.070

.078(5/64)

.078(5/64)

.078(5/64)
.080
.090

.093(3/32)

.093(3/32)

.093(3/32)
100
100

118(3mm)

125(1/8)
125(1/8)
156(5/32)
187(3/16)
250(1/4)

R

D1

+000"
-002"

.250
.250
.250
.250
312
312
312
312
312
375
.375
.375
375
375
.375
375
2375
.375
.500
.500
.500
.500
.500
.625
.625
1.000

U EF@ARTIBARIERABRTR~REYH, TREZAFRITHSE,

Non-standard size or product parameters not listed above,can be customized according to customer needs.

* UNT Optimized for hardened steels HRc 45-68 with high flute count and

specialized internal geometry.

* Designed to mill radius on the backside of workpiece.
* Corner radius for improved strength.
« Offered with sharp corner, .005", or .010" Corner Radius
* Available in short, regular and long reach end mills.

e

BINI#2%l Material Descri

Prehardened
e Hardened Steels

Carbon
Steels

~HB225
o

Alloy
Steels

~HB225-325

Neck Dia

122
122
122
113
164
.164
.160
.160
.160
.207
191
191
191
187
167
161
161
161
272
272
.236
222
222
.284
222
AT71

~HRc30-40  HRc40-45  HRcd5~55

©

Neck Dia
L1

375
.625
1.250
.625
437
.875
437
.875
1.250
.875
.500
1.000
1.500
1.000
1.000
.500
1.000
1.500
.500
1.000
1.000
.500
1.500
1.000
1.000
1.500

o

High Hardened
steels
HRe55~70

Radius Center

Cc

Phone:+86-769-82100280, www.unt-tools.com, E-mail:untools@163.com, sales@unt-tools.com

+003"
-001"

112
112
112
17
122
122
124
124
124
132
A71
A71
A71
A73
.183
.186
.186
.186
193
193
21
218
.218
.250
.281
.376

ion

s | 5 | & 78] 6 Jowees

Copper ~ Graphite Cast Iron ~ Aluminum

[¢]

Shank Dia

O.A L.

Stainless
Steels

Titanium  Inconel
(0] (0]
O FHES

Unit:mm

Head Diameter

D2 L Flutes
1/4 2—1/2 3
1/4 2—1/2 3
1/4 3 8
1/4 2—1/2 3
5/16 2—1/2 3
5/16 2—1/2 3
5/16 2—1/2 3
5/16 2—1/2 3
5/16 8 &
3/8 2—1/2 3
3/8 2—1/2 &
3/8 2—1/2 3
3/8 3 3
3/8 2—1/2 3
3/8 2—1/2 )
3/8 2—1/2 3
3/8 2—1/2 &
3/8 3 3
1/2 3 4
1/2 3 4
1/2 3 4
1/2 3 4
1/2 3—1/2 4
5/8 3—1/2 4
5/8 3—1/2 4
1 4 4
MILL DIA. SHANK DIA.
TOLERANCE(mm) TOLERANCE(mm)
PREAZE (mm) HERZE (mm)
0.0 He
NI cutTing TooLs



fW® FHRAEFRLSHRFRAF Guangdong UNT Cutting Tools Co., Ltd.

wEs, 29, TR

CARBON STEEL ALLOY STEEL

MATERIAL /-'\I'LOL8IYSS1TI§I§LL PRE-HARDENED STEEL STALNLESS STEEL CAST IRON ALUMINUM ALLOY
HARDNESS ~HRc30 HRC30-HRC50

DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED

1 14300 105 8500 65 7150 50 18700 205 44000 330

1.5 9350 150 5550 85 5600 80 12100 205 27500 385

2 7850 160 5150 100 4300 80 9350 220 22000 460

8 6100 180 3800 120 3150 100 6050 220 15400 460

4 5150 255 3150 155 2650 130 4600 220 11000 460

5 4300 270 2550 160 2150 135 3650 220 9150 460

6 3800 300 2300 190 1950 155 2950 255 7600 485

8 2850 325 1700 170 1450 155 2200 275 5700 485

10 2200 280 1350 135 1150 135 1850 285 4600 485

12 1850 240 1150 110 950 110 1450 295 3750 485

14 1700 215 1050 100 850 100 1300 310 3300 485

16 1500 185 950 95 700 95 1100 320 2850 485

20 1150 145 700 70 550 70 900 340 2200 485

" .OM%%?I % DI %

I« 1.0D d : D ‘
i 0,
The FEED, in long &extra long types, shoudl be reduced by around 50% RPM=rev/imn. (58/454%)

JCigroy=<4 - FAN, R Shd
#HEE. LONG&EX-ongHIBTA, RAZALIR50% FEED=mm/min.(#45E)

D= DIAMETER(TJEFER)

BNa. &9, TEN
CARBON STEEL ALLOY STEEL
MATERIAL Ql‘_%ggss_lyggt PRE-HARDENED STEEL STALNLESS STEEL CAST IRON ALUMINUM ALLOY
HARDNESS ~HRc30 HRC30-HRC50
DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
1 17600 150 10250 85 8650 75 18700 620 44000 1050
1.5 11800 215 7050 115 7050 120 12100 620 27500 1160
2 9850 240 6450 145 5350 120 9350 640 22000 1320
3 7600 270 4750 170 3950 145 6050 640 15400 1320
4 6450 485 3950 300 3300 240 4600 640 11000 1320
5 5350 510 3200 305 2700 255 3650 640 9150 1320
6 4750 560 2850 350 2400 280 2950 770 7600 1430
8 3550 605 2150 325 1800 300 2200 815 5700 1430
10 2750 520 1700 255 1450 255 1850 860 4600 1430
12 2350 440 1450 215 1150 205 1450 900 3750 1430
14 2100 395 1300 195 1050 190 1300 945 3300 1430
16 1850 350 1150 170 950 170 1100 970 2850 1430
20 1450 270 900 135 700 130 900 1035 2200 1430
1.0D 1.5D
Y I
—|0.1DJ«— —>|0.1Dle—
The FEED, in long &extra long types, shoudl be reduced by around 50% RPM=rev/mn. (E5/454H)

A= _ BN 3 k=) o
BHAE. LONGREX-ongfIRIAS, RAZALIR50% FEED=mm/min.(#448)

D= DIAMETER(7JZREE1R)

UE=@RIAANEFRARRTIR RS, IRBETAFRITHSEE.

Non-standard size or product parameters not listed above,can be customized according to customer needs.

28 M;@CUTTING TOOLS Phone:+86-769-82100280, www.unt-tools.com, E-mail:untools@163.com, sales@unt-tools.com




Guangdong UNT Cutting Tools Co., Ltd. IRMEFLEMEARAR WZ;

BNa. &N, TEN
CARBON STEEL ALLOY STEEL

MATERIAL /-_\I_Lcl‘_gljf SS_l‘_I'EEEELL PRE-HARDENED STEEL STALNLESS STEEL CAST IRON ALUMINUM ALLOY

HARDNESS ~HRc30 HRC30-HRC50

STRENGTH ~1000N/mm? ~1000~1500N/mm?* 1500N/mm?

DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
2 12350 640 9150 415 4000 125 10500 200 30800 395
3 11400 575 8550 390 3800 125 7050 230 20500 395
4 8950 630 7150 450 3600 150 5150 285 15400 395
5 7800 700 6200 490 3100 150 4150 330 12100 470
6 7250 870 5900 705 2700 160 3400 360 10300 470
8 6100 1090 4900 785 2050 190 2500 460 7900 540
10 5450 1330 4350 870 1750 190 2050 460 6150 540
12 4990 1500 3950 950 1500 210 1750 460 5150 630
14 4530 1495 3600 925 1300 210 1400 460 4300 630
16 4085 1470 3200 905 1150 210 1300 460 3850 540
18 3800 1425 3000 890 1050 210 1100 460 3400 540
20 3550 1425 2800 885 950 210 1050 420 2950 540

y
Ae Ae
t Z t Z
AP AP
The FEED, in long &extra long types, shoudl be reduced by around 50% RPM=rev/imn. (E52/434t)

AR _ongtgEA . RHZALTR)
BAE. LONGAEX-ongHIaS4S, ROZALIRI50% FEED=mm/min. (44 8)

D= DIAMETER(TJEFER)

NON"ALLOYED STEEL

HARDNESS ~HRc 30 HRc 30~HRC 45 HRc 45~HRC 55

STRENGTH ~1000N/mm?* ~1000~1500N/mm?* ~1500~2000N/mm?*

DIAMETER RPM FEED RPM FEED RPM FEED
3 6255 140 4050 70 2970 50
4 5040 180 3240 90 2430 50
5 4320 220 2745 100 2115 70
6 3735 260 2385 130 1845 80
8 2835 190 1800 130 1440 80
10 1935 225 1530 130 1125 80
12 1620 180 1350 120 945 70
16 1620 190 990 90 670 50
20 1170 140 770 60 560 40

0.3D

* 7

|

+—>

RPM=rev/mn.(E5i5/55¢H)
FEED=mm/min.(i#58)
D= DIAMETER(7JZRE1R)

U EF @ ARSI AR IR RTR~REH, TRERZAFRITHESE,

Non-standard size or product parameters not listed above,can be customized according to customer needs.

Phone:+86-769-82100280, www.unt-tools.com, E-mail:untools@163.com, sales@unt-tools.com iNZ: CUTTING TOOLS




fW® IMRMER D EREBIRAR Guangdong UNT Cutting Tools Co., Ltd.

NON ALLOYED STEEL
SETE R S e HEAT'?'\!_EL..E,)IE'I'SJNE'II'E IéTEEL MARDENED STEEL
HARDNESS ~HRc 30 HRc 30~HRC 45 HRc 45~HRC 55
STRENGTH ~1000N/mm? ~1000~1500N/mm? ~1500~2000N/mm?
DIAMETER RPM FEED RPM FEED RPM FEED
3 6255 180 4050 135 2970 90
4 5040 220 3240 150 2430 95
5 4320 225 2745 190 2115 1
6 3735 225 2385 190 1845 10
8 2835 240 1800 190 1440 10
10 1935 240 1530 190 1125 110
12 1620 190 1350 170 945 95
16 1620 170 990 125 670 80
20 1170 120 770 95 560 60
2.0D 2.0D
722 (i
—»[0.02D|«— —|0.02D [«—

RPM=rev/mn.(&3&/45H)
FEED=mm/min.(#45 8
D= DIAMETER(TJEBER)

NON"ALLOYED STEEL
ST et HEAT RESISTANT STEEL FARDENED STEEE
HARDNESS ~HRc 30 HRc 30~HRC 45 HRc 45~HRC 55
STRENGTH ~1000N/mm? ~1000~1500N/mm? ~1500~2000N/mm?
DIAMETER RPM FEED RPM FEED RPM FEED
3 6255 180 4050 135 2970 90
4 5040 220 3240 150 2430 95
5 4320 225 2745 190 2115 11
6 3735 225 2385 190 1845 110
8 2835 240 1800 190 1440 110
10 1935 240 1530 190 1125 110
12 1620 190 1350 170 945 95
16 1620 170 990 125 670 80
20 1170 120 770 95 560 60
2.0D 2.0D
iz 7z
—»[0.02D|¢— —»[0.02D |[«—

RPM=rev/mn.(§&i%/455 )
FEED=mm/min.(#4 &
D= DIAMETER(TJEZBER)

UE=@RIAANEFRARRTIR RS, IRBETAFRITHSEE.

Non-standard size or product parameters not listed above,can be customized according to customer needs.

1”.”;® CUTTING TOOLS Phone:+86-769-82100280, www.unt-tools.com, E-mail:untools@163.com, sales@unt-tools.com



Guangdong UNT Cutting Tools Co., Ltd. IR B S PHRAIRAF iWZ;

NON ALLOYED STEEL

TERL e HEAT RESISTANT STEEL FARDENED STEE:

HARDNESS ~HRc 30 HRc 30~HRC 45 HRc 45~HRC 55

STRENGTH ~1000N/mm? ~1000~1500N/mm?* ~1500~2000N/mm?

DIAMETER RPM FEED Ae(mm) RPM FEED Ae(mm) RPM FEED Ae(mm)
0.4 29700-37800 200-440 0.007-0.018 21600-27000 90-340 0.007-0.018 13500-16200 30-90 0.004-0.008
0.5 29700-37800 200-440 0.009-0.022 21600-27000 90-340 0.009-0.022 13500-16200 30-90 0.004-0.008
0.6 29700-37800 250-570 0.011-0.026 21600-27000 110-440 0.11-0.026 13500-16200 40-110 0.005-0.011
0.7 29700-37800 250-570 0.012-0.031 21600-27000 110-440 0.012-0.031 13500-16200 40-110 0.006-0.013
0.8 25650-33300 280-630 0.014-0.035 18450-23400 120-480 0.014-0.035 11700-13950 45-130 0.007-0.015
0.9 23400-29700 280-720 0.030-0.060 17100-21600 160-540 0.030-0.060 10350-12150 50-130 0.008-0.016
1 21600-27000 280-810 0.045-0.090 14850-18900 190-590 0.045-0.090 9450-12150 70-130 0.009-0.018
1.2 17550-21600 280-890 0.055-0.100 12600-15300 190-590 0.055-0.100 8100-9900 70-130 0.010-0.022
1.4 15300-18900 280-890 0.063-0.125 10800-13500 190-590 0.060-0.125 6750-8550 70-130 0.012-0.025
1.5 13950-18000 280-890 0.070-0.135 9900-13050 190-590 0.070-0.135 6300-7650 70-130 0.014-0.028
1.6 13500-17100 280-890 0.175-0.145 9900-12150 190-590 0.075-0.145 5850-7650 70-130 0.015-0.030
1.8 12600-16200 280-890 0.080-0.160 9000-10800 190-590 0.080-0.160 5400-6750 70-130 0.016-0.032
2 11250-13950 280-890 0.090-0.180 8100-9900 190-590 0.090-0.180 4950-6300 70-130 0.018-0.035
25 9000-11700 280-890 0.112-0.235 6300-8100 190-590 0.112-0.235 4050-4950 70-130 0.022-0.045
3 7650-9450 280-890 0.135-0.0270 5400-6750 190-590 0.135-0.270 3150-4050 70-130 0.028-0.055
4 5850-7200 280-890 0.180-0.360 4050-4950 190-590 0.180-0.360 2430-3150 70-130 0.036-0.072
5 4500-5850 280-890 0.225-0.450 3150-4050 190-590 0.225-0.450 1980-2520 70-130 0.045-0.090
6 4500-4950 280-890 0.7270-0.540 2700-3600 190-590 0.270-0.540 1800-2700 70-130 0.054-0.108

RPM=rev/mn.(4&i5/55¢4)
FEED=mm/min.(#458)

NON ALLOYED STEEL
JE ALY HEAT RESISTANT STEEL HARDENED STEEE
HARDNESS ~HRc 30 HRc 30~HRC 45 HRc 45~HRC 55
STRENGTH ~1000N/mm? ~1000~1500N/mm? ~1500~2000N/mm?*
DIAMETER RPM FEED Ae(mm) RPM FEED Ae(mm) RPM FEED Ae(mm)
R0.2 29700-37800 180-490 0.018-0.036 210600-2700 90-270 0.018-0.036 13500-17100 90-180 0.004-0.007
R0.25 29700-37800 180-490 0.023-0.045 21600-27000 90-270 0.023-0.045 13500-17100 90-180 0.005-0.009
R0.3 29700-37800 225-630 0.027-0.054 210600-2700 110-350 0.027-0.054 13500-17100 110-225 0.005-0.011
R0.4 29700-37800 225-630 0.036-0.072 21600-27000 110-350 0.036-0.072 13500-17100 110-225 0.007-0.014
R0.5 27000-34200 250-690 0.045-0.090 19800-24300 130-390 0.045-0.090 12150-17100 130-250 0.009-0.018
R0.6 22500-28800 250-770 0.055-0.100 16200-20700 130-390 0.055-0.100 10350-13050 130-250 0.010-0.022
R0O.7 19700-24300 250-770 0.062-0.125 14400-17100 130-390 0.062-0.125 900-11250 130-250 0.012-0.025
R0.75 18000-22500 250-770 0.070-0.135 13050-16650 130-390 0.070-0.135 8550-10350 130-250 0.014-0.028
R0.8 17100-22500 250-770 0.075-0.145 12600-15750 130-390 0.075-0.145 8100-9900 130-250 0.015-0.030
R0.9 16200-20700 250-770 0.080-0.160 11250-14400 130-390 0.080-0.160 7200-9000 130-250 0.016-0.032
R1 14400-18000 250-770 0.090-0.180 10350-13050 130-390 0.090-0.180 5750-8100 130-250 0.018-0.035
R1.5 9900-12600 250-770 0.135-0.270 6750-8550 130-390 0.135-0.270 4500-5400 130-250 0.028-0.055
R2 8100-10800 250-770 0.180-0.360 5490-7380 130-390 0.180-0.360 3600-4500 130-250 0.035-0.070
R2.5 6300-8100 250-770 0.225-0.450 4500-5850 130-390 0.225-0.450 2930-3690 130-250 0.044-0.088
R3 5400-7200 250-770 0.270-0.540 3600-4950 130-390 0.270-0.540 2250-3150 130-250 0.053-0.105

T RPM=rev/mn.(§£1%/55%%)
FEED=mm/min.(#58)

U EF @ ARSI AR IR RTR~REH, TRERZAFRITHESE,

Non-standard size or product parameters not listed above,can be customized according to customer needs.

Phone:+86-769-82100280, www.unt-tools.com, E-mail:untools@163.com, sales@unt-tools.com UVZ,: CUTTING TOOLS




IS
PROCESSING FORM

&AL b=t Datizonzl sk 3D{AH
Pocket milling Shoulder milling Profile milling Side milling 3D Profile
%0 \ L
IS
Common
processing forms A G PR gk IR PIEIEINT
Thread milling Face milling Ramping milling Helical interpolation Chamfering inside
EBLNT Datiz7al] V) =iz aiZ7a=] IMEIR
Contour milling Profile milling Shouider milling Thread milling Chamfer outside

B @0
w2 W =

Deep
processing forms BREYT] 24k YR FIREBEH REEINT EInT

Profile milling Slant milling Slicing and trochoidal milling Thin wall milling Deep carity milling

o v §

iR =00 TARSS
COATING SERVICE

nREMERSEHE
PVD | RE | REEE | REEE | ER RE

B | 455 HV um =5 Bt RIFE78E Application range

. =<4 = S MAREE, BEeRESMERMENYE, EEASHIIHDA.
Tl N Single 2300 2_ 3 0 6 600 Golaén The most common application, with high hardness, high wear resistance
layer and oxidation resistance; suitable for most cutting tools.
g% t__"‘—:jx—, BERENALS, KSHHMEURRIFHIEEMEEE;
q . _ " ERERRRNERRYMEEERNINTIRE.
T I C N Smgle 2800 2 3 0' 3 5 0 0 Brown With lower internal stress, higher toughness and good lubricating performance;
Iayer grey Suitable for lower requirementsFriction coefficient and high hardness processing environment.
. BE KIE  wypews, BESRENE, RIFORSENTHEYE, SaTIN5S.
TIAI N Single 3100 2-3 0.3 750 Purple  Good chemical stability, high thermal hardness, excellent oxidation resistance
layer Blue and wear resistance, suitable for dry cutting occasions.
HE WX SESSVEDEEANERSY, RESNXSENDMIA,
C rN Single 1 800 2_ 3 0 2 7 0 0 Silver  With remarkable strong lubricity and high temperature resistance,
layer gray it is most suitable for cutting tools of copper metals.
= ¢ RRIOME. MM, ERRERE, SEFEANRE.
K
: _ _ BT7IER, BEUTIAIN AEARESER, BUNIEeSRE, aESMH.
D L C Slngle 2500 1 2 01 0 2 3 0 0 BIaCk Excellent wear resi: and corrosion resi very low ient of friction, and strong binding force with the basic.
Iayer gray When used for tools, TIAIN is usually used as a matrix to process non-ferrous metals, graphite and other materials.
E A g E Eu"ﬁ AHNO IHSAERT, BTZESAREAE, BEnEE, BB, RENERRESMA.
=] N SR MAENR, FESREIEEE.
MU”I 31 00 2 - 3 0- 3 8 0 0 Blue AHNO's uni:fe coating fgrkﬂlla isla—multi-layer composite high-aluminum coating, which has the
. dvanta f high hardness, high istance, and | fficient of friction.
(AHNO) jayer Violet  Siong stabiy athigh temperaturs, sspecialy suitabi for igh-speed cutting occasions.
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ISO TOLERANCES

(uM=1/1000mm)

>6<10 >10<18 >18<30 >30<50 >50=<80

d8 -20 -30 -40 -50 -65 -80 -100 -120
-34 -48 -62 -77 -98 -119 -146 -174
d9 -20 -30 -40 -50 -65 -80 -100 -120
-45 -60 -76 -93 -117 -142 -174 -207
d11 -20 -30 -40 -50 -65 -80 -100 -120
-80 -105 -130 -160 -195 -240 -290 -340
8 -14 -20 -25 -32 -40 -50 -60 -72
-28 -38 —47 -59 -73 -89 -106 -126
410 -6 -10 -13 -16 -20 -25 -30 -36
-46 -58 -71 -86 -104 -125 -150 -176
hG 0 0 0 0 0 0 0 0
-6 -8 -9 -11 =43 -16 -19 -22
h7 0 0 0 0 0 0 0 0
-10 -12 -15 -18 -21 -25 -30 -35
h8 0 0 0 0 0 0 0 0
-14 -18 -22 -27 —33 -39 -46 -54
h10 0 0 0 0 0 0 0 0
-40 -48 -58 -70 -84 -100 -120 -140
h11 0 0 0 0 0 0 0 0
-60 -75 -90 -110 -130 -160 -190 -220
h12 0 0 0 0 0 0 0 0
-100 -120 -150 -180 -210 -250 -300 -350
h13 0 0 0 0 0 0 0 0
-140 -180 -220 -270 -330 -390 -460 -540
h14 0 0 0 0 0 0 0 0
-250 -300 -360 -430 -520 -620 -740 -870
js11 =30 +37.5 +45 +55 £65 +80 +95 H10
js12 +50 +60 +75 +£90 +105 +25 +50 #3175
js14 +125 +150 +180 +215 +260 +310 +370 *£435
K8 +14 +18 +22 +27 +33 +39 +46 +54
0 0 0 0 0 0 0 0
k9 +25 +30 +36 +43 +52 +62 +74 +87
0 0 0 0 0 0 0 0
K10 +40 +48 +58 +70 +84 +100 +120 +140
0 0 0 0 0 0 0 0
K11 +60 +75 +90 +110 +130 +160 +190 +220
0 0 0 0 0 0 0 0
K12 +100 +120 +150 +180 +210 +250 +300 +350
0 0 0 0 0 0 0 0
K14 +250 +300 +360 +430 +520 +620 +740 +870
0 0 0 0 0 0 0 0




o) R IR IE R

TROUBLE SHOOTING IN MILLING

BRR)ER

SPECIFIC PROBLEM

BE7IChipping

fRIRTTIE

SOLUTION
SR IRERESHIHEIRE
Feed too fast Slow down to proper feed
FIEIFFART A AR VIEIFFRRT R SRR
Feed too fast on first cut Slow down on first bite
HUARFNTIRERIMEARE FARIESFROHLARFOT IR
Not enough rigidity of machine tool&holder Change rigid machine tool or holder
EKEMTIR) FE
Loose hole(tool) Correct to tight holding
FEEFR (T TR
Loose hole(work oiece) Correct to tight holding

FAYFRIRAERIT], WREBRATR—R

RIMARE(JIE) Use shortest end mikk available hold shank deeper
Lack of rigidity(too slow) iy N
Try down cut
PIEITIRR BRHBSSHIIEI IR, —RY]
Teeth too fast Change weaker cutting angle, primary relie
HEAIR 2, IEBANSENR
Speed too fas low down, use enough coolant
LRt BEERIIE, TEMH, 1EinRmbEs
Hard material Use higher grade, tool material, add surfacetreatment
B TR LB A/ S AT X RS
Biting chios Change feed speed to change chip size or clear chipswith
dine) @i coolant or air blow
AW TR
myvear BHAEEARY (AR Increase feed speed
Improper feed speed (too slow) ey N7
Try down cut
PHIBEARSE B SIE LRI E
Improper cutting sngle Change to correct cutting angle
—IRfERAARN BRI ARG
Too small primary relief angle Change to larger relief angle
FHEAKIR IEHLARE
Feed too fast Slow down feed
HIHIEARKR RSB IIEIE
Too larger cutting amount Mak Il i h
HitRBreakage g g ake smaller cutting amount per teet
THRFIZERAK WRERRAGR—R, AR, W—TIRgt
Tooling flute length or ling overall length Hold shank deeper, use shorter endmill
EERAK AR
Too much wear Regrind at earlier stage
BHAFOITIBIERRE AR (EIERHEEFITIHIERE
Feed and speed too fast Correct feed and speed
RIMEA R (HVPRFRTIAR) B AOHLAR T RER SR I HI 24
Not enough rigidity (machine &holder) Use better machine tool or holder or change condition
X Chattering X3P NS

ERERAX

Too much relief angle

Change to smaller relief angle

IT7# (FHaE—XT])

Putmargin(touvh primary with oil stone)

KENTH)

Loose hold (woke piece)

FETH
Hold work piece tight




SPEED & FEED CALCULATION

ZRIEEHGEE

-

Speed,feed and depth of cut are the most important factors to considerfor best

results in milling.Improper feeds snd speeds often cause low
production,poor work quality and damage to the ctter.

HE, #HREMVHRESRENHMRREZENEAZ LSS ENHLSE

MEEEESHETERR, THEREBEMIIRNHRT,

CUse Lower Speed Ranges For

Hard materials
Tough materials
Abrasive materials
Heavy cuts
Minimum tool wear
Maximum cutter life

DEPTH OF CUT
TIE R E

REVOLUTION
i e

INTETTELATIONSHIP OF THREE FACTORS
SAEAEMHEEXER

FEED
B E

ERRKEECERTF ) (Use Higher Speed Ranges For ﬁﬁﬁ?‘%ﬁfg%ﬁ@}fﬁ:}:)
BEETR Softer materials R R
FEHEX E R Better finishs BENRERE
MELT I A7+ Smaller diameter cutters BN TIESME
EH Light cuts BZY1H
SN TIEER Frail work pieces or set-ups et KA TE
BRKNTEER Hand feed operations FEhiRE
Maximum production rates =AM I E
Non-metallics FL£EMR

(Use Higher Feeds For

EABHAEAT )

Hesvy,roughing cuts

Rigid set-uos

Easy-to-machine work materials
Rugged cutters

Slab milling cuts

Low tensile strenth materials
Coarse tooth cutters

SPEED&FEED CALCULATIONS

=, A
ML

S mIH#
AmI A
SEEIE]

R R 58 B 47 1
THE BT

(Use Lower Feeds For

ERRELERAT )

Light, and finishing cuts

Frail set-ups

Hard to machine work materials
Frail and small cutters

Deep slots

High tensile strength materrials
Fine tooth cutters

FOR MILLING CUTTERS AND OTHER ROTATING TOOLS

TO FIND

HAVING

BT, BE
fEtEEH
3 70 T4
MR
RAEMT
B AR E MR
BmINA

FORMULA

Surface(or Periphery) Diameter of Tool in milimeters =D
Speed in meter y= Dx3.146xR.PM
Per Minute=S.E.M Revolution per Minute =R.P. M Dx3.146
Revolutions Surface Speed in meter Minute =S.F. M R p. M= _Vx1.000
per Minute =R.P. M Diameter of Tool in milimeters =D Dx3.146
'Feec'j.per Revolution Feed in milimeters per Minute =F.M ER= EM
in milimeters=F.M. Revolution per Minute =R.P. M ~ RPM
Feed in milimeters Feed in milimeters per Minute =F.M SR [
X = .M=TxR.P. M.
per Minute =F.M. Revolution per Minute =R.P.M
Feed in milimeters Number of teeth tool =T
i = F.M=TxR.P. M.
P LTS ELE Revolution per Minute =R.P.M
. NP Number of teeth tool =T - EM
eed per tooth=F.T. T=—"
P Feed per Revolution in milimeters =R.P.M T
Number of teeth tool =T EM
Feed per tooth=F.T. Feed in milimeters per Minute =E.M F.T= m
Speed in Revolution per Minute =R. P. M. R




NAMES OF END MILL PARTS
T F A B & R

Mill Dia|
7z

_ | Shank Dia
wE

A

ZALS W

Shank Length

v

Overall Length

RTIfEE
End Cutting

L Back Taper

2K
! —>He—
Eutting Concavity Angle
_____ ' Flute /’/
P — 318 ~

Flute “ T

i MTI—RTIFBE ol e gl

1418 Radial (Primary)

Releief Angle

MPDRDFEE
Radial (Secondary)
Clearance Angle

(UPALED)=)
Radial Rake Angle

FULTE OF END MILL
7171480 (Flute)

T O.DfEsE
Een Gash
P
Heilix Angle
YRER

RDZRDABE
JRJ)—RFBE  Axial (Secondary) Clearance
Axial (Primary) Relief

VKT R METI N EER R —.
—RFHTIELD |

BEEXNIEVIENHH AT ARIRG . E2REE, TENEHEEERE/), TENERE, TEPSSF-ETIRSH.

R, NHEZ TRRAAEREXNETNENESRS, EEBEST/)N, VBRENSRE, SHSBUBEER,

The number of flutes should be determined by the work material, dimensions of the work piece and milling conditions.
In general, an end mill with a small number of flutes and large chip room is used for roughing, and an end mill with a large

number of flutes is used for finishing.

| N

4 flutes

37]
3 flutes

4 flutes

6 flutes



FULTE LENGTH OF END MILL
#7171 (Flute Length)

TIKEETIERIMERA, IHIMEREtELF , STIMNRIESTIK (BiK) N3RATMRE
Eit, 71K (BK) mMRERA2E, TNERIERSERERN/8, HIZRRAERNIR, Z—RIEFEE,
HINHTNKMREXRKEL TREMTHIKE, BASHHTINEEERERN, FREMNIATEERRESNTIR,

The shorter the end mill, the smaller the deflection and the stronger the rigidity.
Because rigidity varies in proportion to length of cut by a factor to the power of 3 (for example, when the length of cut doubles,
the rigidity decreases to 1/8), it is necessary to keep the length of cut as short as possible.

A
i e
Flutes Length Shank Dia
F A
| | <F SthéD_ 27K
Gl (DI Flutes Length
Fi 1 [
Fi=1sF - | |
| /
i AR 4
44?47

TYPE OF END MILL

BRGNS
: /
D, LA

%} @D @D
FL4ET) BRSL$57] Elf%T] 57
Square End Mill Ball Nose End Mill Corner Radius End Mill Taper End Mill
R
HERZERSLBET] GG EEEUES 3k

Taper Ball End Mill Chamfered arc Drill tip shape Drrill
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CARBIDE FOR

SUS316, 316L, heat-treated 45 # steel, P20, 65Mn, 718

S136 and other die steel, carbon steel, cast iron | als

O I'EE=bE
(0 +86-769-82
I< sales@unt-
& www.un
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