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HGHFE SERIES

≤45HRC

Suitable for dynamic trochoidal 
roughing and slotting 

Use of carbide rods specially designed for roughing increases mill,s resistance in high efficiency 
machining.

Unequal teeth space and variable spiral design reduce the cutting vibration, making the cutting 
process more smoother.

Use of the U-shaped gash provides enough space for chip pocket, which in return increases 
the ability of chip removal during the side high efficiency roughing and grooving. 

Adopting 42 degree helix angle to reduce cutting resistance and make cutting more efficient.

The AlCr/TiSi-based wear-resistant coating ensures the tool perfor-mance in general 
steel and stainless steel machining.

β α

βα

αβ

Unequal teeth space and variable spiral 
design reduce the cutting vibration 

and enables high-speed cutting.

Adoption of carbide rods with high 
rupture strength increases mills’ 
shock resistance.

Adopting �� degree helix angle 
with low cutting resistance.

U-shaped gash design for 
smoother chip removal.

Stable process even in heavy-duty 
applications. 

Type No. Dia. Shank  Overall LengthLength  of  Cut Under  Neck  Length Neck  Dia.

HGHFE 4-Flute HPC 3D End Mill

Unit ：mm

Shank  Dia.

HGHFE4010-3 0650

HGHFE4020-6 0650

HGHFE4030-9 0650

HGHFE4040-12 0650

HGHFE4050-15 0660

HGHFE4060-18 0660

HGHFE4080-24 0860

HGHFE4100-30 1075

HGHFE4120-36 1275

HGHFE4120-36 12100

HGHFE4160-48 16100

HGHFE4200-60 20120

1

2

3

4

5

6

8
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12

12

16

20

2.3

4.6

6.9

9.2

11.5

13.8

18.4

23.0

27.6

27.6

36.8

46.0

3

6

9

12

15

18

24

30

36

36

48

60

0.95

1.9

2.9

3.8

4.7

5.6

7.6

9.5

11.5

11.5

15.5

19.5

6

6

6

6

6

6

8

10

12

12

16

20

50

50

50

50

60

60

60

75

75

100

100

120

Cylinder Shank

Cylinder Shank

Cylinder Shank

Cylinder Shank

Cylinder Shank

Cylinder Shank

Cylinder Shank

Cylinder Shank

Cylinder Shank

Cylinder Shank

Cylinder Shank

Cylinder Shank

0～-0.015
0～-0.02

1≤D≤6

6＜D≤20

Neck  Taper  Angle

20

20

20

20

20

D∅ D Tol.［mm］
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Very suitable SuitableTABLE OF RECOMMENDED MILLING MATERIALS



Type No. Dia. Shank  Overall LengthLength  of  Cut Under  Neck  Length Neck  Dia.

HGHFE 5-Flute HPC 3.5D End Mill 
Weldon Shank

Unit ：mm

Shank  Dia.

HGHFE5060-21 0660

HGHFE5080-28 0875

HGHFE5100-35 1075

HGHFE5120-42 1289-W

HGHFE5160-56 16106-W

HGHFE5200-70 20122-W

6

8

10

12

16

20

18

24

30

36

48

60

21

28

35

42

56

70

5.6

7.6

9.5

11.5

15.5

19.5

6

8

10

12

16

20

60

75

75

89

106

122

Cylinder Shank

Cylinder Shank

Cylinder Shank

Weldon Shank

Weldon Shank

Weldon Shank

0～-0.015
0～-0.02

1≤D≤6

6＜D≤20

D∅ D Tol.［mm］

Workpiece
(~30HRC) (30~40HRC)

HGHFE HPC End Mill Slot Milling

Pre-Hardened Steels Hardened Steels

Workpiece
(~30HRC) (35~45HRC)

HGHFE HPC End Mill Trochodial Milling 

Pre-Hardened Steels Hardened Steels

HGHFE4010

HGHFE4020

HGHFE4030

HGHFE4040

HGHFE4050

HGHFE4060

HGHFE4080

HGHFE4100

HGHFE4120

HGHFE4160

HGHFE4200

36000

18000

12000

9000

7200

6000

4450

3600

3000

2250

1800

300

400

500

600

700

800

1000

1200

1200

1000

800

1

2

3

4

5

6

8

10

12

16

20

1

2

3

4

5

6

8

10

12

16

20

31800

15200

10600

7960

6360

5300

3980

3185

2750

2050

1640

200

240

320

540

600

650

800

900

1000

800

600

1

2

3

4

5

6

8

10

12

16

20

1

2

3

4

5

6

8

10

12

16

20

HGHFE4010

HGHFE4020

HGHFE4030

HGHFE4040

HGHFE4050

HGHFE4060

HGHFE4080

HGHFE4100

HGHFE4120

HGHFE4160

HGHFE4200

40000

20000

13500

10000

8000

6500

5000

4000

3350

2500

2000

300

400

600

1000

1500

2000

2000

2500

3000

2500

2000

2

4

6

8

10

12

16

20

24

32

40

0.2

0.4

0.6

0.8

1

1.2

1.6

2

2.4

2

2

36000

18000

12150

9000

7200

5850

4500

3600

3015

2250

1800

270

360

540

900

1350

1800

1800

2250

2700

2250

1800

1

2

3

4

5

6

8

10

12

16

20

0.18

0.36

0.54

0.72

0.9

1.08

1.44

1.8

2.16

1.8

1.8

Vf aeapn Vf aeapn

Vf aeapn Vf aeapn

● For Z-level and face milling, the recommended axial depth of cut (ap) is 0.3 × CR.

● For Z-level and face milling, the recommended axial depth of cut (ap) is 0.3 × CR.
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Cutting Parameter


