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FERRRJRRAREE)FES
2% AREETZE0.02mmELT -

The precision will reach 0.02mm

below after the threaded solid

carbide head is combined with
the solid carbide shank.




Reduce cost

Wﬂdmm— Preserve natural resources R&g[iﬂ.diﬂg._i
ST 68 A 11 5 7) Environmental friendly = BEE

533 Features BRREMNIE - BHER - 86D
1.—RERERNDRERIS  BEEREENE 1.Compared to the solid carbide exchangeable WREY MAmER 0B EHE
BZE FBEWXCHE Wo.sDLIEANT - head endmill, the traditional throw-away insert 1 ERAESEREEDNET-
BRI - BIFICRIRE - is a locking type featuring less stability and poorer BTB(27])-T-UB(27])-T-UBT{270)~
2RI REIRIEHES S/ 190#ES chip removal. Machining more than 0.5D is not T-UOBHRIERHERE » 2
LB R T - possible under such circumstances. HEETELNE -
3§§§§§;§;§5§I : 2.The combination of the threaded head endmill

and the carbide shank determins the large
For the sake of environmental

4. BRERS  BEET0.02mm

depths of cut. P
B EEREE - RES/) - protection and resource preservation,
JEBGHENES - 3.A special angle design and the brand new DHF presents the regrinding service
coating enable to work in hardness up to HRCE5. for big shank endmills. The service

is for the exchangeable head endmill
series, T-BTB (2 flutes), T-UB (2 flutes),
T-UBT (2 flutes) and T-UOB.

4.The superior combination controls the run out
under 0.02mm. The extremely high accuracy
and slight run out relatively extend the tool life.
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Assembly

BRRRLIRKINSRER

#3EEEHE Attention

HARERERR IR ESE I -
(EHDESHERSR HRESRRE1IR
SRBEEE - )

Clean the threaded solid carbide head and the solid

carbide shank.

Note: Please complete this step otherwise it would
effect the precision.

ARTE - WEREEREREEELE -

2.1 Wear the gloves.

2.2 Lightly screw the threaded solid carbide head to
the solid carbide shank.

ARREDEREDEL R EENEIR
RE#MDE  EFERTFEHEHE -
(LDRIBEE)

3.1 Screw the shank to the holder.

3.2 Then place the holder on the Tool Holder Locking
Device on the working desk. Use the spanner to
screw it tight. ( Lightly. Do not force. )

ste
S -
Assembly completed.

W DEEMRT - EDEE CHREDER - BRLER - LESEF -
The threaded solid carbide head shall be extremely sharp.

Pay attention while screwing the head to the shank for safety reason.

m [FERF
m HEEE
m REIRIE

BERELERT - QRS REEE ) EEN  THASHE0E - 1
EET - EHELUSTD - BRT - HEIEREEDST - EHARERYRERE
12mm-32mm » £EHE100L-300L - T EHEERLESE - ERRFEASEINT
(R~ AEE - T - FIHE - TIRETDIEWEGEENREr - BRTERE
EF TP EARREKER Tk -

WEERIKIE—NSEONGET  TARSENTIRSEENT » EH#
EERINEREERESE  SRENMEY - EEEURES SRRSHM
RENTEA -

DHFRIRERELIHT) - ERESINT M  EHABRRNIE  MIHE
- BERFERNSS » BRMMEEERE -

The new style system connects soild carbide shank with threaded solid carbide

head which can be a variety of configuration-ball nose, flat, Corner radius, roughing

and high hardness endmill. A variety of size are available to match up and exchange,
Diameter range:12mm to 32 mm, Length range: 100mm to 300mm.

The applications include square shoulder, slitting and slotting cutter.

Indexing is convenient and accurate.

The high-tech substitute not only apply for high speed machining with excellent

toughness, hardness and wear-resistance, but also for a multitude of deep cavity
machining applications. This special design is essential for die and mold production,
proving long shank potions and efficient machining.

DHF's exchangeable head endmill can reduce your production costs and increase
tool life as well. Definitely meet your demands!
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Carhide
T -

Micro Grain.

S -
Super Micro Grain.

Flute

EERBEESNIERSRHE -

Good at copper & aluminium machining.
With benefits of smooth surface and
long tool life.

EEMT » LW -

LWEI) Good at high speed cutting.
Far dry cutting.

EERDEAT % - R -
Good at difficult material.
Far dry & wet cutfing.

MEENEENT - s
Good at high speed cutting
& high hard eutting.

For dry cutting.

CommerR

o mEA .
8 Comer Radius.

&5 | mraapgsmm -
Stpe| |t is sultable for three-dimentional
curved surface cutting.

WUERES°, 20°, 25%, 277, 30°, 35°, 37", 40",
45°,

Helix Angla is 5°, 20°, 25°27°,30°, 357, 37°,
40°, 45°.

EE

Roughing

Iﬁ A -
Blg Roughing.
=p

Middle Roughing.
. s -

Small Roughing.

Shank

|Hy| EmnmEnmzE-
Suitable for the shank holder system.

HEEE

H#EEDH T8 = O EHRCS55, HRCBO,
HRCE2, HRCES -

Work matarial hardness Is up to HRCSS,
HRC&0, HRCE2, HRCSES,




THEES Solid Carbide Shank .
Internal Coolant Hole Bttt Gt D)
Dia V { mm/min )
@ 20 30 40 50 60 70 80 90 100 120 150 180 200 250 300 '
0.5 12740 19110 25480 1850 36220 44500 50060 57320 B3RO0 76430 95540 114650 127300 159240 181080
0.6 10620 15920 21230 26540 31850 37150 42480 47770 53080 63600 79620 95540 106160 132700 159240 10.0 B o
0.7 9100 13650 18200 22750 27300 31850 36400 40950 45500 54500 68240 81890 90990 113740 136490 . 12.0 L -
0.8 7060 11940 15020 19000 23800 27870 31850 35830 3910 47770 50710 71660 79620 09520 119430 T 16.0 8.011
0.0 7080 10620 14150 17600 21230 24770 28310 31850 35300 42640 53080 63600 7O7T0. 86460 106160 20.0 L -
1 6370 9550 12740 15920 1910 22200 25480 20660 31850 38220 47770 57320 B3390 79620 95540 - 250 S
2 380 4780 6370 7960 G550 11150 12740 14330 15920 19110 23890 28660 31850 39810 47770 120 8 e
3 220 3180 4250 5310 6370 7430 8490 0550 10820 12740 15920 19110 21230 26540 31850
4 1500 2300 B0 3980 4780 5570 6370 7A70 7060 9550 11840 14330 15020 19800 23690
5 1270 1910 2550 3180 3820 4460 5100 5730 6370 7640 9550 11460 12740 15820 18110
6 1060 1500 2120 2650 3180 3720 4250 4780 5310 6370 7960 9550 10620 13270 15020
8 800 1190 1580 1990 2390 2790 3180 3580 29680 470 S0 TIT0 7950 950 11940 B,
10 640 960 1270 1590 1910 2230 2550 2870 3180 3820 4780 5730 6370 7960 9550
12 50 B0 1060 1330 1500 1860 2120 2390 2650 3180 3980 4780 5310 6630 7980 AUEE @ D1 EFM
14 450 680 910 1440 1360 1500 1820 2050 2270 2730 410 4000 4550 5690 6620 Type No. Shank Dia (h6) - AL Thread Size
15 420 640 850 1060 1270 1490 1700 1910 2120 2550 3180 3820 4250 6310 6370 WDEX-100075 10.0 75 M7
16 400 600 800 1000 1190 1390 1590 1790 1990 2390 2990 3580 3980 4980 5970 Ll g 199 N
WDEX-100150 10.0 150 M 7
20 320 480 640 8O0 960 1110 1270 1430 1590 1910 2390 2870 3180 3880 4780 WDEX-120100 12.0 100 M8
25 250 380 510 640 760 890 1020 1150 1270 1530 1910 2290 2550 3180 3620 WDEX-120150 12.0 150 M 8
Ly — ' ' —— WDEX-120200 12.0 200 M 8
TDN WDEX-160100 16.0 100 M10
V= 1— V: tHEIEEE Cutting Speed (m/min) WDEX-160150 16.0 150 M10
000 1 SR 051 4) WDEX-160200 16.0 200 M10
: WDEX-200100 20.0 100 M12
= D: Diameter (mm
FENxZxf %DE? .(1 ) WDEX-200150 20.0 150 M12
N: 8 E RPM (min-1) WDEX-200200 20.0 200 M12
Z: #7718 Number of Flutes WDEX-200300 20.0 300 M12
f : @7 Feed per Tooth (mm/Tooth) WDEX-250200 25.0 200 M16
Fi  # Feed (mm/min) WDEX-250300 25.0 300 M16
WDEX-320300 320 300 M21
unit mem




Solid Carbide Shank , Solid Carbide Shank
WHEX Internal Coolant Hole | TG E ] WFEX REBMEE (HRA3)
- & ,“ &

|_"|'

Dz | o2
. 0 - i_ | M 0
10.0 -0.009 gy 12.0 -0.011
o} Q
c 12.0 -0.011 5 16.0 -0.011
M o] 0
N 16.0 -0.011 20.0 -0.013
o} 5]
20.0 -0.013 25.0 0.013
6] : ]
- 250 | -0.013 r 32.0 -0.016
o
32.0 -0.016
(i3
|

il Hi¥ D2 Z&EL1 BHEL2 ED1 RIM ZEL1 BYEL2 #HEL3 #HED1 FSm b =1

Type No.  NeckDia O.A.L. FEfecivelength T.AL  ShankDia(h6) ThreadSize TaperAngle

Type No. Neck Dia 0.A L Effective Length Shank Dia (h6) Thread Size

MHEX 10008 it 1 & FD Moz WFEX-160100  11.5 100 3 67 16.0 M 8 2
WHEX-100100 9.6 100 20 10.0 M7
WHEX-100150 96 150 40 10.0 M 7 WFEX-160150  11.5 150 3 88 16.0 M 8 1.5
WHEX-120100 11.5 100 60 12.0 M 8 WFEX-160200 115 200 3 131 16.0 M8 1
WHEX-120150 11.5 150 90 12.0 M 8
T T = = == E WFEX-200100 155 100 4 68 20.0 M10 2
WHEX-1601005 15.5 100 40 16.0 Mi0 WFEX-200150 15.5 150 4 89 20.0 M10 1.5
x:g:x: 23 :gg 123 g 12-8 mg WFEX-200200 155 200 4 132 20.0 M10 1
WHEX-200100S 19.0 100 40 20.0 M12 WFEX-250300  19.0 300 6 177 25.0 M12 1
WHEX-200100 19.0 100 60 20.0 M12

: 32.0 :
R iCR Scoisb i = s =D S WFEX-320300  24.0 300 8 160 M16 1.5
WHEX-200200 19.0 200 120 20.0 M12 Uit mm
WHEX-200300 18.0 300 180 20.0 M12
WHEX-250200 24.0 200 120 25.0 M16
WHEX-250300 24.0 300 180 25.0 M16
WHEX-320300 30.5 300 180 32.0 M21

10 @DHE O®DHE 1
I e




High Speed Cutting & High Performance Cutting

T-UPE

End Mills

¥ & Finishing
o & Semi-finishing

¥ & Roughing

EED1 L HiED2

Diameter Flute Length Neck Dia
T-UPE1004 10.0 10 9.6
T-UPE1204 12.0 12 11.5
T-UPE1604 16.0 16 15.5
T-UPE2004 20.0 20 19.0
T-UPE2504 25.0 25 24.0
T-UPE3204 320 32 30.5

12

Heavy Duty |

EEREMELHA

ISP RE YA

10.0 -0.02
o
12.0 -0.02
o]
16.0 -0.02
o
20.0 -0.03
(0]
25.0 -0.04
0
32.0 -0.04

ESHD3 =812 BAM
Match Spindie O, A.L. Thread Size
7.5 16 M7

9 20 M 8

12 26 M10

14 31 M12

18 37 M16

23 46 M21
unik: mm

@DHF

High Speed Cutting & High Performance Cutting

T-UPER

End Mills
Heavy Duty

WS Finishing
gt Semi-finishing

2 # Roughing

EERSMEDHEA

EREEBRIHT |

J— -,_- (‘\—
R

A

+0.02 5]

10.0 o -0.02
12.0 +8'0;‘ g 02
+0.02 0
16.0 0 -0.02
+0.02 0
20.0 o -0.03
+0.02 0
25.0 o -0.04
+0.02 0}
32.0 5] -0.04

BITR Effp1 7EL1 EHEAR [HiEpz ESHDI =RL2  REAM
Type No. Diameter Flute Length Comer R Neck Dia Match Spindle O. A. L. Thread Size
T-UPER1005 10.0 10 0.5 9.6 7.5 16 M 7
T-UPER1010 10.0 10 1.0 9.6 7.5 16 M7
T-UPER1210 12.0 12 1.0 115 9 20 M 8
T-UPER1220 12.0 12 2.0 11.5 9 20 M 8
T-UPER1610 16.0 16 1.0 15.5 12 26 M10
T-UPER1620 16.0 16 20 155 12 26 M10
T-UPER2010 20.0 20 1.0 19.0 14 31 M12
T-UPER2020 20.0 20 2.0 19.0 14 31 M12
T-UPER2030 20.0 20 3.0 19.0 14 31 M12
T-UPER2530 25.0 25 3.0 24.0 18 37 M16
T-UPER2550 25.0 25 5.0 240 18 37 M16
T-UPER3230 320 32 3.0 305 23 46 M21
T-UPER3250 320 32 5.0 30.5 23 45 M21

@DHF

unit: mm

13



High Speed Cutting & High Performance Cutting

T UPW End Mills

T-UPW1005
T-UPW1205
T-UPW1605
T-UPW2005
T-UPW2505
T-UPW3205

EED1
Diameter

¥ & Finishing

o & Semi-finishing

¥ & Roughing

o1

L1
Flute Length MNeck Dia

EEREMELHA

.E: BETL % T

EcSiD3 : IEAM
Match Spindle Thread Size

High Speed Cutting & High Performance Cutting

T-UP

End Mills
Heavy Duty

WS Finishing
gt Semi-finishing
¥ 2 Roughing

D1

Type No.
T-UPS1004
T-UPS1204
T-UPS1604
T-UPS2004
T-UPS2504
T-UPS3204

EED1 JEL1 HED2
Diameter Flute Length Neck Dia

EERSMEDHEA

STV VR

EicSiD3
Match Spindle Q. A. L.

£5 & E1
k1 GO

=EL2 E5m
Thread Size




16

High Speed Cutting & High Hard Cutting

T-UET End Mills

W&
o &
H &

Finishing
Semi-finishing

Roughing

o

11

Type No. Diameter Flute Length Neck Dia
T-UET1004 10.0 10 9.6
T-UET1204 12.0 12 11.5
T-UET1604 16.0 16 15.5
T-UET2004 20.0 20 19.0
T-UET2504 25.0 25 24.0

eEEREEELIH A

T Er E TRV Sl

E@E

10.0 -0.02
o

12.0 -0.02
[]

16.0 -0.02
] [o]

20.0 -0.03
0]

25.0 -0.04

ESiD3 BEFM
Match Spindle Thread Size
7.5 16 M7

9 20 M8
12 26 M10
14 31 M12
18 37 M16

it mm

@DHF

High Speed Cutting & High Hard Cutting

T-UXR

End Mills
Corner Radius

WS Finishing
gt Semi-finishing
¥ 2 Roughing

D1

EERSEEHA

EBATIHT

me L | .
35°

._,l':“ 1

BED

160 | “p™* 9.02
12.0 +8'0;‘ -3.02
15 | B0 B.02
20.0 +8'D2 -g_us
25.0 +8'U2 -8_04

EfDp1 7EL1 EESR WHED2 EsHDp3 =REL2  JBAM
Diameter Flute Length Comer R Neck Dia Match Spindle O. A. L. Thread Size
T-UXR1005 10.0 10 0.5 9.6 7.5 16 M7
T-UXR1010 10.0 10 1.0 9.6 7.5 16 M7
T-UXR1205 12.0 12 0.5 1.5 9 20 M8
T-UXR1210 12.0 12 1.0 11.5 9 20 M 8
T-UXR1605 16.0 16 0.5 15.5 12 26 M10
T-UXR1610 16.0 16 1.0 155 12 26 M10
T-UXR1620 16.0 16 20 15.5 12 26 M10
T-UXR2010 20.0 20 1.0 19.0 14 31 M12
T-UXR2020 20.0 20 2.0 19.0 14 31 M12
T-UXR2030 20.0 20 3.0 19.0 14 31 M12
T-UXR2530 25.0 25 3.0 240 18 37 M16
T-UXR2550 25.0 25 5.0 240 18 a7 M16
it mm

@DHF



High Speed Cutting & High Hard Cutting EEREEEYHE High Speed Cutting & High Hard Cutting EEREEEY B

End Mills ) End Mills
T'UEX High Hardened | EES MEETIEET) | T'UEXR High Hardened RSy ave P
# % Finishing Sl 02| | = EO WSt Finishing
O # Semi-finishing E ﬁ E 0 & Semi-finishing E ﬁ E

HRC HE

o oi

+0.02 5]

e 10.0 -0.02 10.0 0 -0.02
= 12.0 .02 £ 120 | *992 | J.o2
: 16.0 .02 N 15 | B0 B.02
20.0 8.03 200 | *99% | Boa

25.0 -8_04 25.0 +8'U2 -8_04

32.0 -8.04 32.0 +8'02 .04

EfED1 L1 E¥p2 ®&SWDI £EL2 BEFM BISR Effp1 7EL1 EHEER WHiEDp2 EsSHip: =EL2 [BAM

Diameter Flute Length Neck Dia MatchSpindle 0. A.L. Thread Size Type No. Diameter Flute Length Corner R Neck Dia Match Spindle 0. A. L. Thread Size
T-UEX1004 10.0 10 9.6 7.5 16 M7 T-UEXR1005 10.0 10 0.5 9.6 T.5 16 M7
T-UEX1204 12,0 12 115 g 20 M 8 T-UEXR1010 10.0 10 1.0 9.6 75 16 M7
T-UEX1604 16.0 16 155 12 26 M10 T-UEXR1205 12.0 12 0.5 115 9 20 M 8
T-UEXR1210 12.0 12 1.0 115 9 20 M 8
TFHEXZ00% 200 L 180 1 A M2 T-UEXR1220 12.0 12 2.0 1.5 9 20 M 8
T-UEX2504 25.0 25 24.0 18 37 M16 T-UEXR1610 16.0 16 1.0 155 12 26 M10
T-UEX3204 320 32 30.5 23 46 M21 T-UEXR1620 16.0 16 2.0 15.5 12 26 M10
ndt: mm T-UEXR1630 16.0 16 3.0 15.5 12 26 M10
T-UEXR2010 20.0 20 1.0 19.0 14 3 M12
T-UEXR2020 20.0 20 2.0 19.0 14 31 M12
T-UEXR2030 20.0 20 3.0 19.0 14 31 M12
T-UEXR2510 25.0 25 1.0 24.0 18 a7 M16
T-UEXR2530 25.0 25 3.0 24.0 18 a7 M16
T-UEXR2550 25.0 25 5.0 240 18 KT M16
T-UEXR3230 32.0 32 3.0 30.5 23 46 M21
T-UEXR3250 32.0 32 5.0 30.5 23 46 M21

unit: mm

@DHE ODHE




High Speed Cutting & High Hard Cutting EEREEEYHE High Speed Cutting & High Hard Cutting EEREEEY B

T-UVT

End Mills

End Mills ) T TR
High Hardness |EciapR o | = High Hardness EEIE{-L e 9l
e maa St 1 |
O # Semi-finishing 0 & Semi-finishing _
L

¥ & Roughing E
DU - N =4 HBAER ) | B
+0.02 0
- 10.0 0 -0.02
- +0.02 0
5 12.0 0 -0.02
1 +0.02 ]
16.0 0 -0.02
+0.02 0]
20.0 o -0.03
+0.02 0
25.0 o -0.04
M

al-s—

2 # Roughing

U i =/
]
- 10.0 -0.02
= o
[ 12.0 -0.02
i []
16.0 -0.02
[o]
i 20.0 -0.03
8]
25.0 -0.04
— M -—

Hifp1 7811 ®ED2 ®ESWMD3 £RL2  BIM IR EEp1 7RL1 HESR WED2 EsMD3 ERL2 HIM

Diameter Flute Length Neck Dia Mafch Spinde ©O. A.L. Thread Size Type No. Diameter Flute Length Comer R Neck Dia Match Spindle O. A. L. Thread Size
T-UVT1006 10.0 10 9.6 7.5 16 M7 T-UVTR1005 10.0 10 0.5 9.6 7.5 16 M7
T-UVT1206 12.0 12 11.5 g 20 M8 T-UVTR1010 10.0 10 1.0 9.6 7.5 16 M7
T-UVT1606 16.0 16 15.5 12 26 M10 T-UVTR1205 12.0 12 0.5 115 9 20 M8
T-UVT2006 20.0 20 19.0 14 31 M12 T-UVTR1210 12.0 12 1.0 11.5 9 20 M 8
T-UVT2506 25.0 25 24.0 18 a7 M16 T-UVTR1605 16.0 16 0.5 15.5 12 26 M10
wnit; mm T-UVTR1610 16.0 16 1.0 155 12 26 M10
T-UVTR1620 16.0 16 20 15.5 12 26 M10
T-UVTR2010 20.0 20 1.0 19.0 14 31 M12
T-UVTR2020 20.0 20 2.0 19.0 14 31 M12
T-UVTR2510 25.0 25 1.0 24.0 18 37 M16
T-UVTR2520 25.0 25 2.0 24.0 18 37 M16
T-UVTR2530 25.0 25 3.0 240 18 a7 M16

unit: mem

@DHE ODHE




General Cutting — A ED I A High Speed Cutting & High Hard Cutting EEEREEEYHBR

T HTA End Mills ) T PR End Mills
Y8 & Finishing m ﬁ @ W £ Finishing E @ @ ﬁ
t # Semi-finishing P & Semi-finishing

@
¥ & Roughing

¥ & Roughing

2 Y : BAR ;
- 10.0 -g.uz - 10.0 +0.02 -g.oz
= 12.0 8.02 B 120 | *392 | o2
: 16.0 .02 ' 15D | "B .02
20.0 8.03 200 | *9%% | Bioa
25.0 -8_04 25.0 +8'U2 -8_04
32.0 -8.04 32.0 +8'02 .04

M M

EHiED1 T\ EHEDp2 ESTD3 ERL2 BEAM BISR Efp1 JEL1 EEAR HiEp2 EsSHMp3 Z=EL2 BFM
Diameter Flute Length Neck Dia Mafch Spinde ©. A.L. Thread Size Type No. Diameter Flute Length Comner R Neck Dia Match Spindle O. A. L. Thread Size

T-HTA1003 10.0 10 0.6 7.5 16 M7 T-UPR1005 10.0 10 0.5 9.6 7.5 16 M7
T-UPR1010 10.0 10 1.0 9.6 75 16 M7

EHTAIR00 120 12 fha 2 = M8 T-UPR1210 12.0 12 1.0 15 9 20 M 8
T-HTA1603 16.0 16 15.5 12 26 M10 T-UPR1220 12.0 12 2.0 115 9 20 M8
T-HTAZ2003 20.0 20 19.0 14 31 M12 T-UPR1610 16.0 16 1.0 155 12 26 M10
T-HTAZ503 250 25 24.0 18 = M16 T-UPR1620 16.0 16 2.0 15.5 12 26 M10
T-UPR1630 16.0 16 3.0 155 12 26 M10

T-HTA3203 320 32 g0-5 23 48 M2 T-UPR2010 20.0 20 1.0 19.0 14 31 M12
unét: men T-UPR2020 20.0 20 2.0 19.0 14 31 M12

T-UPR2030 20.0 20 3.0 19.0 14 31 M12

T-UPR2050 20.0 20 5.0 19.0 14 31 M12

T-UPR2510 25.0 25 1.0 240 18 a7 M16

T-UPR2520 25.0 25 2.0 240 18 37 M16

T-UPR2530 25.0 25 3.0 24.0 18 37 M16

T-UPR2550 25.0 25 5.0 24.0 18 37 M16

T-UPR3210 32.0 32 1.0 305 23 46 M21

T-UPR3230 320 32 3.0 305 23 46 M21

T-UPR3250 32.0 32 5.0 305 23 46 M21

unit: mm

@DHE ODHE




High Performance Cutting EWEDH B High Performance Cutting =SWMELE A
End Mills

T-UEW szt T-UE |
RDUthQ Rt/ = Roughing A8 18k ]

¥ &t Finishing E @ I 7 ¥ & Finishing '

O # Semi-finishing E m 0 & Semi-finishing

10.0 -0.02

2 # Roughing ¥ & Roughing

10.0

5 12.0 -8.02 A 12.0
: 160 .02 ' 16.0
20.0 -8.03 . 20.0

25.0 -8,04 25.0

32.0 & 32.0

%L1 ECSiD3 ZEL2 EAM
ameter Flute Length Neck Dia Match Spindle  ©O.A. L. Thread Size

IEAM
Thread Size

it EHiED1 JEL1 ESiD3
Type No. Diameter Flute Length Neck Dia Match Spindle

T-UEW1003 10.0 10 9.6 7.5 16 M7 T-UEW1004 10.0 10 9.6 7.5 16 M7
T-UEW1203 12.0 12 11.5 g 20 M8 T-UEW1204 12.0 12 11.5 9 20 M8
T-UEW1603 16.0 16 15.5 12 26 M10 T-UEW1604 16.0 16 15.5 12 26 M10
T-UEW2003 20.0 20 19.0 14 31 M12 T-UEW2004 20.0 20 18.0 14 31 M12
T-UEW2503 25.0 25 24.0 18 37 M16 T-UEW2504 25.0 25 24.0 18 37 M16
T-UEW3203 32.0 32 30.5 23 46 M21 T-UEW3204 32.0 32 30.5 23 46 M21

unik: mm unit: mm

@DHE ODHE




High Speed Cutting & High Performance Cutting EEEREWETH A High Speed Cutting & High Performance Cutting S EREWEDH R

T-AEW sz

End Mills End Mills ,
| Roughing  |EEIEE9 T'AEWR Roughing AT 8T |

¥ 8% Finishing m @ I E ¥ 2t Finishing
th  Semifinishing y & Semi-finishing
#H 8 Roughing ¥ 8t Roughing
o1 I : i o4 . it | ] :.... B D
o ' 0. )
10.0 -0.02 = 0.0 | g™ -0.02
o] o 0
5 12.0 -0.02 170 | @ -0.02
, 160 | -0.02 15 | B0 B.02
20.0 -8_03 20.0 +8'D2 -g_us
25.0 -8,04 25.0 +8'U2 -8_04
32.0 -0.04 32.0 +8'02 8.04
M
Da
Dz

BER EED1 L ESiD3 BEFM BIER EffD JEL1 HEER HEpz Eslip: =RL2  RAM
Type No. Diameter Flute Length Neck Dia Mafch Spindle Thread Size Type No. Dldmeter Flute Length Comer R Neck Dia Match Spinde O. A. L. Thread Size

T-AEW1003 10.0 10 9.6 75 16 M7 T-AEWR1005 10.0 10 0.5 9.6 7.5 16 M7
T-AEW1203 12.0 12 11.5 +] 20 M 8 T-AEWR1010 10.0 10 1.0 9.6 T.5 16 M7
T-AEW1603 16.0 16 15.5 12 26 M10 T-AEWR1205 12.0 12 0.5 1.5 9 20 M8
T-AEW2003 20.0 20 19.0 14 31 M12 T-AEWR1210 12.0 12 1.0 11.5 9 20 M8
T-AEW2503 25.0 25 24.0 18 a7 M16 T-AEWR1610 16.0 186 1.0 15.5 12 26 M10
T-AEW3203 32.0 32 30.5 23 46 M21 T-AEWR1620 16.0 16 2.0 15.5 12 26 M10
urit: e T-AEWR1630 16.0 16 3.0 15.5 12 26 M10

T-AEWR2010 20.0 20 1.0 19.0 14 31 M12

T-AEWR2020 20.0 20 20 19.0 14 3 M12

T-AEWR2030 20.0 20 3.0 19.0 14 31 M12

T-AEWR2510 25.0 25 1.0 24.0 18 a7 M16

T-AEWR2530 25.0 25 a0 240 18 a7 M16

T-AEWR3230 32.0 32 3.0 305 23 46 M21

T-AEWR3250 32.0 32 5.0 305 23 46 M21

@DHE ODHE




High Speed Cutting & High Performance Cutting

T.AES End Mills

Type No.

EED1
Diameter

¥ & Finishing
o & Semi-finishing

¥ #t Roughing

&3
Match Spindle

EEREMELHA

SEUEE e

High Speed Cutting & High Performance Cutting

T-AESR

10.0 -0.02
o

12.0 -0.02
o]

16.0 -0.02
1 o

20.0 -0.03
s}

25.0 -0.04
0

32.0 -0.04

End Mills

WS Finishing
gt Semi-finishing

¥ 2 Roughing

EERSMEDHEA

|=.1§€"A BESBEFRIIE )

160 | “p™* 9.02
12.0 +8'0;‘ -3.02
15 | B0 B.02
20.0 +8'D2 -g_us
25.0 +8'U2 -8_04
320 | *6%% | Boa

7 iE&lp3 EEREL2 ERBAM
Flute Lenuth Comer R Neck Dia Match Spinde 0. A. L. Thread Size

T-AES1003
T-AES1203
T-AES1603
T-AES2003
T-AES2503
T-AES3203

10.0
12.0
16.0
20.0
25.0
32.0

L
Flute Length Neck Dia
10 9.6
12 11.5
16 15.5
20 19.0
25 24.0
32 30.5

BEFM
Thread Size

7.5 16 M7
9 20 M8
12 26 M10
14 31 M12
18 37 M16
23 46 M21

unit: mm

@DHF

Diameter
T-AESR1005 10.0
T-AESR1010 10.0
T-AESR1205 12.0
T-AESR1210 12.0
T-AESR1605 16.0
T-AESR1610 16.0
T-AESR1630 16.0

T-AESR2005 20.0
T-AESR2010 20.0
T-AESR2030 20.0
T-AESR2530 250
T-AESR3230 32.0
T-AESR3250 32.0

@DHF

E®:ER EED2
10 0.5 9.6
10 1.0 9.6
12 0.5 11.5
12 1.0 11.5
16 0.5 15.5
16 1.0 16.5
16 3.0 15.5
20 0.5 19.0
20 1.0 19.0
20 3.0 19.0
25 3.0 24.0
3z 3.0 30.5
32 5.0 30.5

7.5 16 M7
75 16 M7

9 20 M 8

9 20 M8
12 26 M10
12 26 M10
12 28 M10
14 31 M12
14 31 M12
14 31 M12
18 37 M16
23 46 M21
23 48 M21

unit: mm



High Performance Cutting

T-WUA i

EED1

Diameter
T-WUA1003 10.0
T-WUA1203 120
T-WUA1603 16.0
T-WUAZ2003 20.0
T-WUA2503 25.0
T-WUA3203 320

End Mills
Roughlng

¥ & Finishing
o & Semi-finishing
¥ & Roughing

o1

L
Flute Length Neck Dia
10 9.6
12 11.5
16 15.5
20 19.0
25 24.0
32 30.5

RAMELHIA

B EIIHE ]

T
A

ESiD3 BEFM
Match Spindle Thread Size
7.5 16 M7

9 20 M8
12 26 M10
14 31 M12
18 37 M16
23 46 M21

unit: mm

@DHF

High Performance Cutting

T-WUB

ameter

T-WUB1004 10.0
T-wuB1204 12.0
T-wWuUB1604 16.0
T-WUB2004 20.0
T-WuB2504 25.0
T-WUB3204 32.0

@DHF

=M EH A

End Mills

Roughing HEDBIEE )
¥ & Finishing m ﬂ I @
.ia

& Semi-finishing

¥ 2 Roughing

TEL1
Flute Length

EAM
Thread Size

By
MNeck Dia

EicSiD3
Match Spindle

=EL2
O.A L

10 9.6 7.5 16 M7
12 11.5 9 20 M8
16 15.5 12 26 M10
20 18.0 14 31 M12
25 24.0 18 37 M16
32 30.5 23 46 M21

uriit= mm



High Performance Cutting EWEDH B High Performance Cutting =SWMELE A

T-WWA szt T-WWB iz
Roughlng e E I8t ) = Roughing et RISk 7 )

¥8 £t Finishing m E i m ¥ & Finishing m E ml
207
O # Semi-finishing 3 & Semi-finishing . -

3 & 6O

¥ # Roughing ¥H # Roughing

ECSiD3 ZEL2 EAM
Match Spindle Q. A. L. Thread Size

it BT ECSHID3 : IEAM
T\,fpe No Dmmeter F-utt= Length MNeckDia Match Spindle A L. Thread Size

Diameter Flute Length

T-WWA1003 10.0 10 9.6 7.5 16 M7 T-WwWB1004 10.0 10 9.6 7.5 16 M7
T-WWA1203 12.0 12 11.5 g 20 M8 T-WwwB1204 12.0 12 11.5 9 20 M8
T-WWA1603 16.0 16 15.5 12 26 M10 T-WWB1604 16.0 16 15.5 12 26 M10
T-WWAZ2003 20.0 20 19.0 14 31 M12 T-WwWB2004 20.0 20 18.0 14 31 M12
T-WWA2503 25.0 25 24.0 18 37 M16 T-WwB2504 25.0 25 24.0 18 37 M16
T-WWA3203 32.0 32 30.5 23 46 M21 T-WWB3204 32.0 32 30.5 23 46 M21

unik: mm unit: mm

@DHE ODHE




High Speed Cutting & High Performance Cutting EEEREWETH A High Speed Cutting & High Performance Cutting S EREWEDH R

End Mills Ball Nose End Mills
T'WA Roughing Y ESSE R TI 8t TS'BTB _ .- SAMVE 7 WA

¥ 8% Finishing m @ E:il @ ¥ 2t Finishing m E
' H ; O # Semi-finishing 0 & Semi-finishing
<
1 & Roughing ¥2 #t Roughing M
o1
- ) &
L ' RS5.0 $0.02
r L |- R6.0 10,02
' : R8.0 +0.02
R10.0 10.02
R12.5 +0.02
M
- M -— DB ..
o3 D2
pz

JEL1 BHED2
ameter Flute Length Neck Dia

EiED1 IE|L ESHD3 £EL2 ZFm iESHMD3 ==EL2 EBEIm

Match Spindle Q. A. L. Thread Size

Diameter Flute Length NeckDia MatchSpinde ©O A L. Thread Size

T-WA1003 10.0 10 9.6 7.5 16 M7 Ts-BTB1002 R5.0 6 9.6 7.5 9.5 M7

T-WA1203 12.0 12 11.5 9.0 20 M8 Ts-BTB1202 R6.0 7 11.5 9.0 10.0 M8

T-WA1603 16.0 16 15.5 12.0 26 M10 Ts-BTB1602 R8.0 9 15.5 12.0 12.0 M10

T-WA2003 20.0 20 19.0 14.0 31 M12 Ts-BTB2002 R10.0 11 18.0 14.0 15.0 M12

T-WAZ2503 25.0 25 24.0 18.0 37 M16 Ts-BTB2502 R12.5 14 24.0 18.0 20.0 M16

T-WA3203 32.0 32 30.5 23.0 46 Mz21 unit: mm
unik: mm

@®DHE ®DHE s




High Speed Cutting & High Performance Cutting

Ts-UB

Ball Nose End Mills

EEREMELHA

AL ILEE ]

¥ &t Finishing

o & Semi-finishing

me [in
& =

¥ #t Roughing
m )
R5.0
E e RE.0
; RB.0
R10.0
R12.5
M
= 03 |
D2

+0.02
+0.02
£0.02
+0.02
$0.02

BEFM

Thread Size

D1
Diameter
Ts-UB1002 R5.0
Ts-UB1202 R6.0
Ts-UB1602 R8.0
Ts-UB2002 R10.0
Ts-UB2502 R12.5

: E&WD3 =512
Flute Length MNeck Dia Match Spinde Q. A. L.
6 9.6 7.5 9.5
7 11.5 9.0 10.0
8 15.5 12.0 12.0
11 19.0 14.0 15.0
14 24.0 18.0 20.0

M7
M 8
M10
M12
M16

unét: mm

@DHF

High Speed Cutting & High Hard Cutting

Ball Nose End Mills

EERSEEHA

Ts-UB

[ &5t )

L1 BHED2 EESiiD3
ameter Flute Length MNeck Dia Match Spindle

Ts-UBT1002 RS5.0 6 9.6 7.5
Ts-UBT1202 R6.0 7 11.5 9.0
Ts-UBT1602 R8.0 8 15.5 12.0
Ts-UBT2002 R10.0 11 18.0 14.0
Ts-UBT2502 R12.5 14 24.0 18.0

@DHF

High Hardened BiFihm
¥ S Finishing m a
gt Semi-finishing
¥H 8t Roughing @
- )
T R5.0
L |- R6.0
' R8.0
R10.0
R12.5
M -
Da -
D2

=EL2
O.A L

8.5
10.0
12.0
15.0
20.0

H

+0.02
+0.02
+0.02
10.02
0.02

EEM

Thread Size

M7
M8
M10
M12
M16

unit: mm



High Speed Cutting & High Hard Cutting

Ts-UO

High Hardened

EiED1
Type No. Diameter
Ts-UOB1002 R5.0
Ts-UOB1202 R6.0
Ts-UOB1602 R8.0

Ts-UOB2002 R10.0
Ts-UOB2502 R12.5

eEEREEELIH A

Ball Nose End Mills
WAL ITEE

w [ P
=

¥ &t Finishing

o & Semi-finishing

¥ #t Roughing
D1 {rmm Etole!
R5.0 +0.02
5= R6.0 £0.02
' R8.0 | +0.02
R10.0 +0.02
R12.5 +0.02
M
= o3 -
D2

&L BcSHD3 ZREL2 BEFM

Flute Length Neck Dia Mafch Spindie ©. A. L. Thread Size
6 9.6 7.5 95 M7
7 11.5 g 10 M8
8 15.5 12 12 M10
11 19.0 14 15 M12
14 24.0 18 20 M16
unét: mm

@DHF

High Speed Cutting & High Hard Cutting

T-UOB

ameter

T-UOB1002 RS5.0
T-uOB1202 R6.0
T-UOB1602 R8.0

T-UOB2002 R10.0
T-uOB2502 R12.5

@DHF

EERSEEHA

Ball Nose End Mills

High Hardened NEBIEEENESPA]
- |
HR

0 & Semi-finishing

¥ 2 Roughing
- R5.0 +0.02
g R6.0 10.02
' R8.0 +0.02
| R10.0 $0.02
R12.5 +0.02

e M -

- m -

(0]

%L1 HED2
Flute Length  Neck Dia

EAM
Thread Size

EESWD3 =EL2
Match Spindle Q. A. L.

10 9.6 7.5 16 M7
12 11.5 9 20 M8
16 15.5 12 26 M10
20 18.0 14 31 M12
25 24.0 18 37 M16
unit: mm



High Speed Cutting & High Performance Cutting

T-BTB

EED1
Diameter

EEREMELHA

Ball Nose End Mills
B ETETIEE ]

[ &

¥ &t Finishing

o & Semi-finishing

|HR
¥ & Roughing H m
o1 I = |
L R5.0 +0.02
= R6.0 £0.02
' R8O | £0.02
R10.0 $0.02
R12.5 +0.02
R16.0 +0.02
b M -
03
D2

T-BTBE1002
T-BTB1202
T-BTB1602
T-BTB2002
T-BTB2502
T-BTB3202

R3.0
R6.0
R8.0
R10.0
R12.5
R16.0

BECSHD3 BEFM
Flute Length Neck Dia Match Spindie Thread Size
10 9.6 7.5 16 M7
12 11.5 9 20 M8
16 15.5 12 26 M10
20 19.0 14 31 M12
25 24.0 18 37 M16
32 30.5 23 46 M21
unik: mm

@DHF

High Speed Cutting & High Performance Cutting

T-BTB

T-BTB1003
T-BTB1203
T-BTB1603
T-BTB2003
T-BTB2503
T-BTB3203

@DHF

ameter

RS5.0
R6.0
R8.0
R10.0
R12.5
R16.0

EERSMEDHEA

Ball Nose End Mills

me fi §12

WS Finishing

0 & Semi-finishing

¥H 8t Roughing @ m
m a|m .
- R5.0 0.02
L | R6.0 0.02
' R8.0 +0.02
R10.0 10.02
R12.5 +0.02
R16.0 +0.02
M__
" o3
D2

L1 BHED2 EESiiD3
Flute Length MNeck Dia Match Spindle Q. A L.

FZEL2 EAM
Thread Size

10 9.6 7.5 16 M7
12 11.5 9 20 M8
16 15.5 12 26 M10
20 18.0 14 31 M12
25 24.0 18 37 M16
32 30.5 23 46 M21

uriit= mm



High Speed Cutting & High Hard Cutting

T-UB

HiED1

Diameter
T-UuB1002 R5.0
T-uB1202 R6.0
T-UuB1602 R8.0
T-uB2002 R10.0
T-uB2502 R12.5
T-uB3202 R16.0

W&
o &
H &

Semi-finishing

eEEREEELIH A

Ball Nose End Mills

18 8 41l B B 1L 8% )

0.4l 7

30°

HRE S
S type

Finishing

Roughing
ol ‘ ] '_ gi
L R5.0
R6.0 +0.02
GED +0.02
R10.0 +0.02
R12.5 +0.02
R16.0 +0.02
| M -
D3
(173

L ESiD3 BEFM
Flute Length MNeck Dia Match Spindle Thread Size
10 9.6 7.5 16 M7
12 11.5 9 20 M8
16 15.5 12 26 M10
20 19.0 14 31 M12
25 24.0 18 37 M16
32 30.5 23 46 M21

unik: mm

@DHF

High Speed Cutting & High Hard Cutting

T-UB

ameter

T-UB1004 RS5.0
T-UuB1204 R6.0
T-UB1604 R8.0
T-UB2004 R10.0
T-UuB2504 R12.5
T-UB3204 R16.0

@DHF

EERSEEHA

Ball Nose End Mills
Dk b Tl = EERYE A

(5 & B
il 6 =)

¥ S Finishing

0 & Semi-finishing

¥ 2 Roughing

g R6.0 10,02
' R8.0 +0.02
R10.0 10.02

R12.5 10,02

R16.0 +0.02

EAM
Thread Size

:L1 HED2
Flute Length  Neck Dia

EESWD3 =EL2
Match Spindle Q. A. L.

10 9.6 7.5 16 M7
12 11.5 9 20 M8
16 15.5 12 26 M10
20 18.0 14 31 M12
25 24.0 18 37 M16
32 30.5 23 46 M21

uriit= mm



High Speed Cutting & High Hard Cutting EEREEEYHE High Speed Cutting & High Hard Cutting EEREEEY B

T-UB

Ball Nose End Mills T UB Ball Nose End Mills

High Hardened gSirdctzElcEEmg ) High Hardened ESirdctEl-FEag: oA
¥ &t Finishing E E @ ¥ 8t Finishing '

o & Semi-finishing

HR(
¥H #& Roughing @

D1 ‘

0 & Semi-finishing

¥ 2 Roughing

R5.0 +0.02 R5.0

G R6.0 +0.02 E R6.0 +0.02
: R8O | +0,02 : R8.0 +0.02
R10.0 +0.02 R10.0 +0.02
R12.5 £0.02 R12.5 +0.02
| M -
D3
D2

%L1 ECSiD3 ZEL2 EAM
ameter Flute Length Neck Dia Match Spindle Q. A. L.  Thread Size

BigR EED1 &L ESWD3 =£EL2 BEFM

Type No. Diameter Flute Length NeckDia MatchSpinde ©O A L. Thread Size

T-UBT1002 R5.0 10 9.6 7.5 16 M7 T-UBT1004 R5.0 10 9.6 7.5 16 M7
T-UBT1202 R6.0 12 11.5 g 20 M8 T-UBT1204 R6.0 12 11.5 9 20 M8
T-UBT1602 R8.0 16 15.5 12 26 M10 T-UBT1604 R8.0 16 15.5 12 26 M10
T-UBT2002 R10.0 20 19.0 14 31 M12 T-UBT2004 R10.0 20 18.0 14 31 M12
T-UBT2502 R12.5 25 24.0 18 37 M16 T-UBT2504 R12.5 25 24.0 18 37 M16
unét: mm unit: mm

@DHE ODHE




High Speed Cutting & High Performance Cutting

T-BT

T-BTC1002
T-BTC1202
T-BTC1602
T-BTC2002
T-BTC2502
T-BTC3202

EED1
Diameter

R3.0
R6.0
R8.0
R10.0
R12.5
R16.0

Soft Materials

¥ & Finishing

o & Semi-finishing

¥ & Roughing

Fll.ite Length Neck Dia

10
12
16
20
25
32

o1

9.6
11.5
15.5
19.0
24.0
30.5

EEREMELHA

Ball Nose End Mills

i 3= FH B SR #% )

ERTHEBRRE

i fi J

EcSiD3

7.5

12
14
18
23

R5.0
RE.0
R8.0
R10.0
R12.5
R16.0

£RL2
Match Spindie O,

A

(I

+0.02
+0.02
£0.02
+0.02
+0.02
+0.02

IEAM
Thread Size

M7
M 8
M10
M12
M16
Mz21

unit: mm

@DHF

@DHF

Marketing and Services

WERLUCHRLDREEZBEDD -
Lig a8 R MR EsE -
HESERIOSEIRIETMREMEATENE -

DHF's headquarters is based in Taiwan and has abroad companies taking
charge of services. With more than 40 professional agents in the worldwide,
DHF has a very powerful marketing channel.

" " \
I“
Swedan, Spean, [Kares]
Iialy, Germany..
[Turke] o
Saudi Arabig] . - DHE
Brazil
Ausiralia



e

The threaded solid carbide head with internal coolant hole is coming soon.

MERESMCutting Tool EXAEBMS - £ - 4715 - &E -
—BIFRNERAT  BEERAEERN -

HXN{THED - BRSHORAERTES  DR—ANEEES -
EERERIREPRITNER » BIFHMRE
BRI EE R -

DHF stands for an enterprise integrating R&D, manufacturing,
marketing and distribution channel in the filed of cutting tools in Taiwan.
Our excellent manufacturing technology, professional marketing team,
worldwide distribution channel,

and premium brand image are the fundamental elements

that our customers can rely on. In view of mission and duty,

we insist on providing the most outstanding products and

services to our customers.






