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HGB / HGLB D%j& Features of HGB

1 s53—5 <> 5 HMGCOAT %i2F

Adopted new coating "HMGCOAT"

#hBI5E HMGCOAT (HARDMAX GREAT COAT).

HARDMAX &K b BHEFEEICEBN D SIEEKLIR,

60HRC ML DEEERAN M= RFdan I LA L.

Newly developed "HMGCOAT" (HARDMAX GREAT COAT)

High hardness coating offers higher wear resistance compared to HARDMAX.
Long tool life for milling hardened materials over 60 HRC.

J—F« VJREERAXR Coating Application Chart
SKP61 SKP11 SKH HAP

HMGCOAT

Heat-Trea}ed Steels

A A b A A

HEIM DOEEE Hardness (HRC)

2 T BN 2 FHBE R

New Carbide Materials with excellent wear resistance

3 mxmnEms LR
New design with improved breakage resistance
I<LVA, RFAEZESEEMMIAICREEL.
Mg 20 L.
The rake and relief angles optimized for milling hard
materials improve breakage resistance.

d mmEnEss  REE - VU oELE
High Precision Diameter Tolerance / Radius Accuracy / Shank Diameter Tolerance

HGB / HGLB 227 Tolerance

HSB / HSLB 2% Tolerance

R—)LRE SERE R#&EE Vv ORRE R—)LRE SRRE R#&EE Vv ORRE
Radius of Diameter | Ball Radius | Shank Diameter Radius of Diameter | Ball Radius | Shank Diameter
Ball Nose Tolerance Accuracy Tolerance Ball Nose Tolerance Accuracy Tolerance

R0.03~R0.075|  0/-0.01 £0002 | (/-0.005 RO.05~RO.075) ) 1-0.008 $0.002
(h5) R0.1 ~ R1.25 ' 0/-0.004
RO.1~R3 | 0-0.015 +0.005 R15~ R +0.003 (ha)
s HSB 1001-0020-6 D3 11T R 4B £0.005. SVERIE 0-0.015 : 0/-0.01
. R2.5~R3 +0.005
Only HSB 1001-0020-6 iss 1 flute.
Ball Radius Accuracy: £0.005, Diameter Tolerance: 0/-0.015 h4 ZEXT !

Shank diameter tolerance h4!



HMGCOAT 2 %X

SEEMIMITAMR—ILI> R=Z)L 2 Flute Ball End Mills for Hard Materials

B4 X Size R0.05~R3

HMG | PAP:
HGB BEALHL®

R0.05~R0.075  R0.1~R2

R2.5~R3

MIHEEIRR FOODIRICHESE) Material Applications (¥ Highly Recommended © Recommended O Suggested)

# El # Work Material
RS A | JUN-FVE AN 2373 FIVZEE | 95774k ] BiE | ASZADEE | FYUER | BMBSE | BEAE | BEY
CARBON | ALLOY | PREHARDENED HARDENED STEELS CAST IRON | ALUMINUM | GRAPHITE | COPPER | PLASTICS | GLASS | TITANIUM HEAT  |CEMENTED| HARDBRITTLE
SEEE(ISS SSKTEEI(-)SM SJ&}L(S ALLOYS F”-SLE?)S ALLOYS RESISJ Aé\lT CARBIDE (NON-METALE\C)
45! / =~ ~ ~ PLASTI ALLOY:! MATERIAL
3550 SUS i 55HRC 60HRC 70HRC
O O O O
s © R Bta Vv OT—/\BIRERTT,
o a T—2 EQTHDNDEIFSE(EUIRA U THEER L T T,
g Vv %~ - | 'g DV UBET =0 DEMICTERLEE,
§ E K The shank taper angle shown is not an exact value and to avoid
©gog ) contact with the workpiece, we recommend the user controls the
S 7 L precise value of this angle. Shank taper angle should not make
contact with the work piece.
&5t 20 B2 Total 20 models 841 Unit (mm)
B R—JLEE IR PAPEaV | =23 DA% A
Model Radius of Length Shank Taper Overall Shank Price
Number Ball Nose of Cut Angle Length Diameter
R 2 Bta L od ¥
HGB 2001-0010 R0O.05 0.1 16° 50 4 12,960
HGB 20015-0015 R0O.075 0.15 16° 50 4 12,600
HGB 2002-0030 RO.1 0.3 16° 50 4 9,120
HGB 2003-0030 0.3 50 4 7.440
RO.15 16°
HGB 2003-0045 0.45 50 4 7.440
HGB 2004-0040 0.4 50 4 5,040
RO.2 16°
HGB 2004-0060 0.6 50 4 5,040
HGB 2005-0050 0.5 50 4 4,680
RO.25 16°
HGB 2005-0075 0.75 50 4 4,680
HGB 2006-0060 0.6 50 4 4,560
RO.3 16°
HGB 2006-0090 0.9 50 4 4,560
HGB 2008-0120 RO.4 1.2 16° 50 4 4,560
HGB 2010-0150 RO.5 1.5 16° 50 4 4,150
HGB 2015-0225 RO.75 2.25 16° 50 4 5,040
HGB 2020-0300 R1 3 16° 50 4 3,720
HGB 2025-0375 R1.25 3.75 16° 50 4 6,370
HGB 2030-0450 R1.5 4.5 16° 50 6 4,560
HGB 2040-0600 R2 6 16° 50 6 5,160
HGB 2050-0750 R2.5 75 16° 50 6 6,240
HGB 2060-0900 R3 9 — 50 6 6,480




HGB tJEIZE42R  Milling Conditions

RHEIM TYN— RV [ AN BEANE BEANE BEANE
WORK MATERIAL PREHARDENED STEELS / HARDENED STEELS HARDENED STEELS HARDENED STEELS HARDENED STEELS
NAK / STAVAX SKD11 HAP10 HAP72
(~55HRC) (65~62HRC) (62~66HRC) (66~70HRC)

BIE A—JL¥E | IR OERE XDERE A Ae EELEE EDFEE A Ae [EELEE EDEE A Ae [EELEE EDOEE A e
Model Radius of |Length of| Spindle | Feed Axial | Radial | Spinde | Feed Axial Radial | Spindle | Feed Axial Radial | Spindle | Feed Axial | Radial
Number | Ball Nose Cut Speed Rate | Depth | Depth | Speed Rate | Depth | Depth | Speed Rate | Depth | Depth | Speed Rate | Depth | Depth

(mm) (mm) | (min™) | (mmmin)  (mm) | mm) | (min")  (mmmin) mm) | mm)  minD  mmmin) - mm) | (mm) | (min") | mmmin) |- (mm) - (mm)

2001-0010 = RO0.05 0.1 48,000 200  0.005 | 0.01 48,000 200 0.05 0.01 48000 150 0.003 | 0.006 40,000 120 0.002 0.004

20015-0015 R0.075 ~ 0.15 48,000 230 0.007 0.014 48,00 230 0.007 0.014 48,00 170 0005 0.01 40,000 135 0.003 0.006

20020030 | RO.1 03 44000 250 0.01 | 0.03 |42000 250 0.01 0.3 40000 200 0.08 0.024 36000 150 0.006 0.018

2003-0030 03 44,000 400 0.01 | 003 | 42000 35 001 0.03 40000 300 001 = 003 36000 250 0.008 0.024
2003-0045 o 0.45 | 44,000 400 001 | 0.03 | 42000 35 0.01 | 003 |40000 300 0.01 003 36000 250 0.008 0.024
2004-0040 04 44000 600 0.015 0.045 42,000 550 0.015 0.045 40,000 500 0.013 0.086 36,000 350 0.01  0.027
2004-0060 o2 06 44,000 600 0.015  0.045 | 42,000 550 0.015 0.045 40,000 500 0.013 ' 0.036 36,000 350 0.01  0.027
2005-0050 05 44,000 900 0.02 @ 0.065 40,000 800 0015 0.05 36000 600 0.015 0.05 30,000 400 0.015 0.03
2005-0075 R 0.75 44,000 900 0.2 | 0.065 40,000 800 0015 0.05 36000 600 0.015 0.05 30,000 400 0.015 0.03
2006-0060 06 40,000 1,400 0.045 0.15 36,000 1,200 0.025 0.13 32,000 1,000 0.02 | 0.1 25,000 600 0.02 | 0.1
2006-0090 o 09 40,000 1,400 0045 0.15 36,000 1,200 0.025 0.13 32,000 1,000 0.02 | 0.1 25,000 600 0.02 | 0.1

20080120  R0.4 12 35000 1,600 006 @ 021 30000 1,600 004 017 26000 12350 0.04 = 015 20,000 700 0.02 0.2

20100150 = R0.5 15 30,000 1,750 0.2 0.4 24,000 2,000 | 0.1 0.3 21,000 1,750 005 = 02 16,000 875 005 | 0.2

20150225  R0.75 225 30,000 2450 025 @ 055 17,000 2,000 0.12 @ 04 15,000 1,750 0.06 = 029 11250 875 0.06 = 0.29

2020-0300 = R1 3 28,000 2,900 0.3 0.7 14,000 2,100 015 05 14,700 2,160 | 0.1 035 11,040 1,080 008 | 035

2025-0375  R1.25 375 24500 2950 035 085 | 12250 2,150 0.17 | 0.6 12,840 2220 012 045 9660 1,110 0.1 0.45

2030-0450 R1.5 45 21,000 3,000 04 1 10,500 ' 2,200 | 0.2 0.7 11,040 2280 015 | 055 = 8280 1,140 012 = 0.55

2040-0600 = R2 6 18,000 3,200 0.5 1.3 9,000 2300 025 095 9480 2400 018 075 = 7,080 1200 015 @ 075

2050-0750 = R2.5 75 15,600 3,500 @ 0.5 1.5 7,800 2,500 025 | 1.05 8,160 2,520 0.2 085 6,120 1,260 | 0.15 = 0.85

2060-0900 = R3 9 13,000 3,500 @ 0.6 1.8 6,500 2,500 0.3 1.3 6,840 2640 025 @1 5,000 1,500 0.2 1

P ESEOTIAGRE (mm)

D EEBEOTHAGFRE (mm)
* Axial Depth (mm)

e : Radial Depth (mm)
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BNMIEBZEBDTIE EDREZ 50%UTICTIFTILZE0,

- BHOEEERENED BFWSE Y. MIPEEUPTEDFRANRET H55(E. DIREESXDEREZRULERTTFTIREL,
- KB - HESIEPE. A= R b I7TO0-DVFNICBNTERELIMINTEETY .

Note:

- Decrease the feed rate more than 50% from the milling parameters when slot milling.

- Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum spindle speed, or when chattering and red-hot occur.
- Every coolant offers stable milling.



W
= OmDa”SC’i” HAP10 (64HRC)

T #DOIEKRE Tools after milling
EATER Tool HGB 2060-0900
EEmEE  Spindle Speed 6,840 min’
£DEE  Feed Rate 2,640 mm/min
fieska@ Conventional HEEOUAHES ap 025 mm

”E‘ 020 Axial Depth :

b N R YEFEDYHAG RS Qe § mm

§ 015t Radial Depth

5 . I770— (RIL—REVRIL)

i 010t s hecail Air Blow (Through-Spindle)

2 MRS v b~ Square Pocket

"’&@ 0.05 | EE3EIE #930%R MIARZAR - Milling Shape (55 x 17.5 x Depth 6.9 mm)

& Wear Width About 30% Down X 5 Pockets

5 o0 IITH5E  Cycle Time 75 min

ek HGB
Conventional

HGB / HGLB_RO.5 - R1:R1.5

=094 X Work Size : 60 x 60 x 30 mm

MIT X Miling Size : @ 50.4 x %R Depth 11 mm

=32k Coolant: T770O— (RIL—REZ RIL)
Air Blow (Through-Spindle)

HGB / HGLB
B SEST==Eiy ==
Spur Gear Die
Milling Video
o CEmEE EDIRE ap Qe £ EFR ISR
No. L& fERIR Spindle Speed | Feed Rate Axial Depth | Radial Depth | Allowance | Cycle Time
Process Tool o : .
(min™) (mm/min) (mm) (mm) (mm) (h:m)
1 7 R o 8,280 1,140 0.12 055 002 14
: 5X , : . : . :
Roughing Length of Cut 4.5)
==
2| Roughing 12,250 1,800 0.06 03 002 006
. HGLB 2020-060
it EF p
3 A (R1 xBEME 12,250 1,800 0.06 0.05 0.01 0:53
Semi-finishing | Eective Length 6)
. 0.00015
T 12,250 900  (MATNAK . 0 0:09
g Cusp Height)
T EF
5 . 8,600 465 /1,500 0.5 1 0 0:02
Finishing ' HMERS 4030-01-0750 /
(Ld)3 )%P?Rfo(; %(7395)E 0.0002
3 ength of Cut 7. :
6 L0 ¢ 8600  465/1500 (WAINAK 1 0 001
g Cusp Height)
. 0.00015
7 Fﬁﬁﬁ'ﬁg GLE 2010.060 20,000 00 (DA b : 0 0:55
EﬁS R%S XLﬁgwf 6) o
L ective Leng .
8| Fivshing 20,000 800 0.1 0.04 0 051

ast Total 4:38

©



HMGCOAT 2#X ®EEMIIAOYI %y IiR—ILIY R=)L 2 Flute Long Neck Ball End Mills for Hard Materials

S —

B4 X Size R0.05~R3

‘ ‘ It UL ROATRO 21/ D=10F 5 y
o @ é,‘;,ﬂ%‘ fo97-1% St or Lk camnges,  CHOALE
\ 30 YY) Sl Back taper geometry does notapplyto | Additional 54 Models
RS - R0.4 or below, 2,/D =10.

R0.05~R0.075 RO.1~R2  R2.5~|

MIHEEIRR FOODIRICHESE) Material Applications (¥ Highly Recommended © Recommended O Suggested)
# El # Work Material

RS a8l | 7U\-KVE BANSE # | 7IL=E% | J5771 b o fiE | ASZADEE | FYVES | BUiAGE | BESE | B
CARBON | ALLOY | PREHARDENED HARDENED STEELS CAST IRON | ALUMINUM | GRAPHITE | COPPER | PLASTICS | GLASS | TITANIUM | HEAT |CEMENTED| HARDBRITTLE
STEELS | STEELS STEELS ALLOYS FILLED | ALLOYS |RESISTANT| CARBIDE |(NON-METALLIC)

$45C | SK/SCM NAK ~B55HRC | ~60HRC | ~ 70HRC PLASTICS ALLOYS MATERIALS

855C SUS HPM

O ©) @) @)

~ [~ R ho] — 3 ~ )\ o

5 © VvV OT—\AIRERTY.

i a3 © % ) T—0 EQOTFHDDEIFHSE(EUFRA U THERL TS,

) Y«ﬂ % e 'g W vV UBET—U DEMICTERLEEL,

° § ° g ﬁg The shank taper angle shown is not an exact value and to avoid

. . H contact with the workpiece, we recommend the user controls the

[=] o

s ® 2 precise value of this angle. Shank taper angle should not make

v contact with the work piece.
J—UHEA
Inclined Angle
&5t 155 B& Total 155 models 841 Unit (mm)
RE R—JUHE AR AR B YvyoT-I\B 2R YvUOR TEf e
Model Radius of Effective | Length Neck Shank Taper | Overall | Shank Price Ef'fj Ta?aﬁﬁ:gﬁ?—?iffﬁi
Number Ball Nose Length | ofCut | Diameter Angle Length | Diameter S Lsgn o) s nstel Aigllss
R 2, L @d Bta L od ¥ 30° 1° 1°30° 2 3
HGLB 2001-002 0.2 45 4 12,360 022 024 026 028 031
HGLB 2001-003 R0O.05 0.3 0.08 | 0.095 16° 45 4 12,360 033 036 038 040 044
HGLB 2001-005 05 45 4 13440 055 058 061 064  0.68
HGLB 20015-003 0.3 45 4 14,400 035 037| 039 041 0.44
HGLB 20015-005 0.5 45 4 15,240 056 0bB9 062 064 0869
R0O.075 0.12 | 0.14 16°
HGLB 20015-0075 0.75 45 4 16.020 083 086 090 083 1.00
HGLB 20015-010 1 45 4 16,020 1.09 113 117 1.21 1.30
HGLB 2002-003 0.3 45 4 8.640 042 044 046 048 052
HGLB 2002-005 0.5 45 4 8,640 063 066 068 071 0.76
HGLB 2002-0075 0.75 45 4 8.640 089 093 096 089 107
RO.1 0.16  0.19 16°

HGLB 2002-010 1 45 4 8,640 115 120 124 128| 137
HGLB 2002-015 1.5 45 4 9,360 166 172 178 184 197
HGLB 2002-020 2 45 4 10,440 2.18| 225 233 241 2.58

¥IEMEE  Additional model



HMGCOAT 28N sSEE#INIAOYI®RvIi—IbI> R=Z)L 2 Flute Long Neck Ball End Mills for Hard Materials

ol Redieot | Lieche Lg?ﬁh viﬁ Js‘r:;rﬁa_rg? Overl ’s‘hénﬁkg el Efg;;'f;ﬁ“ﬁjffﬁﬁi
Number Ball Nose Length of Cut | Diameter Angle Length | Diameter ¥ gies
R 2, 2 ?d; Bta L @d ¥ 30 1° 1°30° 2 3
HGLB 2003-005 0.5 45 4 8.520 063 065 068 070 075
HGLB 2003-0075 0.75 45 4 8,520 089 092 096 099 1.05
HGLB 2003-010 1 45 4 8,520 1.15 1.19 1.23 1.27 1.36
HGLB 2003-015 RO.15 1.5 024 | 029 16° 45 4 9,120 1.66 1.72 1.77 1.83 1.96
HGLB 2003-020 2 45 4 9,120 2,18 225 232 240 257
HGLB 2003-025 2.5 45 4 9.360 270 278 287 297 318
HGLB 2003-030 3 45 4 9.360 321 332 342 354 380
HGLB 2004-005 0.5 45 4 5,880 063 065 067 070 074
HGLB 2004-0075 0.75 45 4 5,880 089 092 095 098 104
HGLB 2004-010 1 45 4 5.880 115 1.19| 123| 1.26| 1.35
HGLB 2004-010-6 1 50 6 8.640 115 119 123 126 1.35
HGLB 2004-0125 1.25 45 4 6.000 140 145 149 154 164
HGLB 2004-015 1.5 45 4 6.000 166 1.71 177 182 195
HGLB 2004-015-6 1.5 50 6 8.740 1.66 1.71 1.77 1.82 1.95
HGLB 2004-020 RO.2 2 0.32 | 0.39 16° 45 4 6.120 218 225 232 239 256
HGLB 2004-020-6 2 50 6 9.000 2.18| 225| 232| 239| 256
HGLB 2004-025 25 45 4 6.360 270 278 287 296 3.17
HGLB 2004-025-6 25 50 6 9,240 270 278 287 296 317
HGLB 2004-030 3 45 4 6.720 3.21 3.31 342 3563 379
HGLB 2004-030-6 3 50 6 9.850 3.21 3.31 342 3563 379
HGLB 2004-035 35 45 4 7.320 373 384 397 410 440
HGLB 2004-040 4 45 4 7.320 424 438 452 467 501
HGLB 2005-010 1 45 4 5,880 1.15 1.19 1.22 1.26 1.34
HGLB 2005-015 1.5 45 4 5,880 1.65 1.71 1.76 1.82 1.94
HGLB 2005-020 2 45 4 5,880 218 224 231 239 255
HGLB 2005-025 25 45 4 5,880 269 278 286 296 3.16
HGLB 2005-030 3 45 4 5,880 321 331 341 353 377
R0O.25 04 | 049 16
HGLB 2005-035 35 45 4 5.880 3.73| 384 | 396 | 409| 4.39
HGLB 2005-040 4 45 4 5,880 424 437 451 466 5.00
HGLB 2005-045 4.5 45 4 6.000 476| 491 | 506| 523| 561
HGLB 2005-050 5 45 4 6.000 527 544 561 580 622
HGLB 2005-060 6 45 4 6.120 6.30 650 671 694 745
HGLB 2006-010 1 45 4 5,040 114 1.18 1.22 1.25 1.33
HGLB 2006-015 1.5 45 4 4,560 1.65 1.71 1.76 1.81 1.93
HGLB 2006-015-6 1.5 50 6 6.890 1.65 1.71 1.76 1.81 1.93
HGLB 2006-020 2 45 4 4,560 217 224 231 238 254
HGLB 2006-020-6 2 50 6 6.960 217 224 231 238 254
HGLB 2006-025 25 45 4 4,680 269 277 286 295 315
HGLB 2006-025-6 25 50 6 6.890 269 277 286 295 3.15
HGLB 2006-030 3 45 4 4,680 3.21 3.31 341 352 376
HGLB 2006-030-6 RO.3 3 048 059 16° 50 6 7.080 321 331 341 3562 376
HGLB 2006-035 3.5 45 4 4.800 372 384 | 396 409 438
HGLB 2006-040 4 45 4 4,800 424 437 451 466 499
HGLB 2006-045 4.5 45 4 4,800 476 490 506 523 560
HGLB 2006-050 5 45 4 4,800 527 544 561 5680| 6.21
HGLB 2006-055 5.5 45 4 4,800 579| 597 | 6.16| 637 | 6.82
HGLB 2006-060 6 45 4 4,800 6.30 650 671 693 743
HGLB 2006-080 8 45 4 6.360 8.37| 863| 891 | 921 | 988
HGLB 2006-100 10 45 4 6.480 1043 1076 | 11.11 1 11.49 12383

*IBMNEE  Additional model



HMGCOAT 2#X ®EEMIIAOYI %y IiR—ILIY R=)L 2 Flute Long Neck Ball End Mills for Hard Materials

NN%;?;I g it Langih .Nﬁefc%k ’s‘ﬁﬁ%ﬁf Gveal y.svh:nakE ool LT O ERICH S SREME
umber Ball Nose Length | ofCut | Diameter Angle Length | Diameter Yo 2y gl
R 2, 2 @d, Bta L od ¥ 30’ 1° 1°30° 2 3

HGLB 2008-020 2 45 4 4,560 217 223 230 237 2b2
HGLB 2008-025 2.5 45 4 4,800 269 277 285 294 313
HGLB 2008-030 3 45 4 4,800 321 330 340 350 374
HGLB 2008-040 4 45 4 4,800 424 436 450 464 497

R0O.4 064 0.79 16°
HGLB 2008-050 5 45 4 4,800 527 543 560 578 6.19
HGLB 2008-060 6 45 4 4,800 6.30 649 670 692 741
HGLB 2008-070 7 45 4 4,800 733 756 780 806 864
HGLB 2008-080 8 45 4 4,800 836 862 890 920 986
HGLB 2010-020 2 45 4 3,840 2.18 224 230 2.36 2.51
HGLB 2010-020-6 2 50 6 6,120 2.18 224 230 2.36 251
HGLB 2010-025 25 45 4 3,840 2.70 2.77 2.85 2.93 3.12
HGLB 2010-030 3 45 4 3,840 3.21 330 340 350 373
HGLB 2010-030-6 3 50 6 6,120 321 330 340 3b0| 373
HGLB 2010-040 4 45 4 4,320 424 437 450 464 496
HGLB 2010-040-6 4 50 6 6,720 424 437 450 464 496
HGLB 2010-050 5 45 4 4,320 528 543 560 578 6.18
HGLB 2010-050-6 5 50 6 6,720 528 543 560 578 6.18
HGLB 2010-060 6 45 4 4,680 6.31 650 6.70 692 740

RO.5 08 | 098 16°
HGLB 2010-060-6 6 50 6 7.080 6.31 650 6.70 692 740
HGLB 2010-070 7 45 4 4,680 734 756 780 806 863
HGLB 2010-070-6 7 50 6 7,080 7.34 7.56 7.80 8.06 8.63
HGLB 2010-080 8 45 4 4,680 8.37 8.63 8.90 9.20 9.85
HGLB 2010-080-6 8 50 6 7,080 8.37 8.63 8.90 9.20 9.85
HGLB 2010-100 10 45 4 4,680 1043 1076 11.10 1147 1230
HGLB 2010-100-6 10 50 6 7,080 | 1043 1076 11.10 1147 1230
HGLB 2010-120 12 45 4 4680 1250 1289 1330 1375 1475
HGLB 2010-140 14 45 4 5400 | 1456 15.02 1551 1603 17.19
HGLB 2010-160 16 50 4 6,360 1662 17.15 1771 1831 1964
HGLB 2015-030 3 45 4 4,440 310 318 326 335 355
HGLB 2015-030-6 3 50 6 7.130 3.10 3.18 326 335 355
HGLB 2015-040 4 45 4 4,440 413 424 436 449 477
HGLB 2015-060 6 45 4 4,440 6.19 6.37 6.56 6.76 7.22
HGLB 2015-060-6 6 50 6 7,200 6.19 6.37 6.56 6.76 7.22
HGLB 2015-080 8 45 4 4,680 8.25 8.50 8.76 9.04 967
HGLB 2015-080-6 8 50 6 7,200 8.25 8.60 8.76 9.04 967

RO.75 1.2 1.47 16
HGLB 2015-100 10 45 4 5040 1032 1063 1096 11.32 1211
HGLB 2015-100-6 10 50 6 7,200 | 10.32 1063 1096 11.32 12.11
HGLB 2015-120 12 45 4 5400 1238 1276 13.16 1360 1456
HGLB 2015-120-6 12 50 6 8,130 | 1238 1276 13.16 1360 1456
HGLB 2015-140 14 45 4 5400 1444 1489 1536 1587 17.01
HGLB 2015-160 16 50 4 5400 | 1650 17.02 1757 18.15| 1946
HGLB 2015-200 20 60 4 5400 2063 2128 2197 2271 2435

¥GBEMEE  Additional model



HMGCOAT 2#X

BREMITIAOY Iy IiR—ILIY F=)L 2 Flute Long Neck Ball End Mills for Hard Materials

NN%;?;I Tza_(ﬂhjgfg E?:Z:Jti%e L:?nﬁh .Nﬁefc%k ’s‘éinﬁa_éf oﬁiu :’,s"hﬁf F’Erigie Ega\g'ﬁ%ﬁ”gj’fﬁﬁ
umber Ball Nose Length | ofCut | Diameter Angle Length | Diameter Yo 2y gl
R 2, 2 @d, Bta L od ¥ 30’ 1° 1°30° 28 3

HGLB 2020-030 3 45 4 | 3840 307 314 321 329 347
HGLB 2020-030-6 3 50 6 6120 | 307 314 321 329 347
HGLB 2020-040 4 45 4 | 3840 410 420 431 443 470
HGLB 2020-040-6 4 50 6 6120 410 420 431 443 470
HGLB 2020-060 6 45 4 | 4320 616 633 651 671 714
HGLB 2020-060-6 6 50 6 6600 616 633 651 671 7.14
HGLB 2020-080 8 45 4 | 4680 823 846 872 899 959
HGLB 2020-080-6 8 50 6 7080 823 846 872 899 959
HGLB 2020-100 R1 10 16 198 16° 45 4 | 4680 1029 1059 1092 1126 1204
HGLB 2020-100-6 10 50 6 7.080 | 1029 1059 1092 11.26 12.04
HGLB 2020-120 12 45 4 | 4680 1235 1272|1312 1354 1448
HGLB 2020-120-6 12 50 6 7080 1235 1272 1312 1354 14.48
HGLB 2020-140 14 45 4 | 4680 1441 1485 1532 1582 1693
HGLB 2020-160 16 45 4 | 4680 1648 1698 1752 1810 19.38
HGLB 2020-200 20 60 4 4680 2060 2124 2192 2265 725"
HGLB 2020-250 25 60 4 6480 2576 2656 2742 2834 JPEY
HGLB 2020-300 30 70 4 7.320 3092 31.89 3293  7PElY

HGLB 2030-060 6 60 6 4680 620 635 652 669

HGLB 2030-080 8 60 6 | 4680 @ 826 848 872 897 954
HGLB 2030-100 10 60 6 5400 1032 1061 1092 1125 11.99
HGLB 2030-120 12 60 6 5640 1238|1274 13.12 1353 14.43
HGLB 2030-140 14 60 6 6.240 1445 1487 1532 1580 16.88
HGLB 2030-160 16 60 6 6240 1651|1700 1752 1808 19.33

R1.5 24 | 295 16°

HGLB 2030-180 18 60 6 6280 1857 19.13 19.72 2036 21.78
HGLB 2030-200 20 70 6 6000 2064 2126 21.92 2264 24.22
HGLB 2030-220 22 70 6 6040 2270 2339 24.12 2491 2667
HGLB 2030-250 25 70 6 6000 2579 2658 2743 2833  30.34
HGLB 2030-270 27 70 6 6040 27.86 2871 2963 3061 7%%Y.
HGLB 2030-300 30 70 6 6.840 3095 3191 3293 3402 P8Y
HGLB 2040-080 8 70 6 4800 824 845 867 890 943
HGLB 2040-100 10 70 6 | 4800 1031 1058 1087 11.18 11.88
HGLB 2040-120 12 70 6 6.240 | 1237 1271 1307 1346 14.32
HGLB 2040-140 14 70 6 6240 1443|1484 1527 1574 1677
HGLB 2040-160 16 70 6 6240 1649 1697 1747 1801 19.22
HGLB 2040-180 18 70 6 6380 1856 19.10 1967 2029 #8Y
HGLB 2040-200 R2 20 | 32 395 16 70 6 6240 2062 2123 2187 2257 P8V
HGLB 2040-220 22 70 6 6.380 2268 2336 24.08 2485 7
HGLB 2040-250 25 70 6 6240 2578 2655 27.38| 2826 [ 7FY.
HGLB 2040-270 27 70 6 6.380 | 27.84 2868 2958 3054

HGLB 2040-300 30 70 6 6.240 | 3093 31.87| 3288 | 2BL | TAEL
HGLB 2040-350 35 80 6 7,200 3609 3720 3838 7l

HGLB 2040-400 40 90 6 8.040 |41.25| 4252 | 2Bl | THEL | THEL

XBEIIAYE  Additional model




HMGCOAT 2#X ®EEMIIAOYI %y IiR—ILIY R=)L 2 Flute Long Neck Ball End Mills for Hard Materials

Mo Ralinol | Socive | Longh | Neck | Sterkclaper | Overdl | Srank | oo Effctivs Longi by locined Agles
Number Ball Nose Length of Cut | Diameter Angle Length | Diameter
R 2, e ®d, Bta L od ¥ 30 1° 1°30° 2 3

HGLB 2060-100 10 80 | & | 7soo | JEEL FEEL FEEC FEELTEEL.
HGLB 2060-150 15 BO | 6 | 7800 |\ s Noramene o viaene eeraaes
HGLB 2060-180 18 80 6 7.890 \J;Fm%f'gel:w’ce N;F\r/fr%}njm F:}\:r/frgelﬁ’ca M:F\r;frg;ce NL?\ZH%EGLHICD
HGLB 2060-200 20 80 6 7.800 Nt?\:n?frfrjel;ue Nz?\:n%rgeLn’ce N(?\:r;?fgeLn’ce N(Tm?frgeLn}ce Nz?\:n/grgeLn’ce
HGLB 2060-250 RS 25 4.8 5.95 - 80 6 7.800 Voﬁfge{f\ce F\Jaq\:r?fgénlce !\:TrfrgeLnjce !\\:;\r?fr:g;jce Noq\:ﬂfg;lce
HGLB 2060-300 30 BO | B | B.OAD |\l mtume|Noninive e atasie o maraeee N
HGLB 2060-350 35 80 | 6 | 8040 | TEEL THEL | THEL THEL TEL
HGLB 2060-400 40 90 | B | B760 |\ JTEEL A T e v
HGLB 2060-500 50 120 6 DABO |\l orimre|No s o e [N monges Vo ripeve

XOBIIEE  Additional model




HGLB tJHISZ4 Milling Conditions

HHIE TYN— RV [ BEANEE BEAN BEANSE BEANE
WORK MATERIAL PREHARDENED STEELS / HARDENED STEELS HARDENED STEELS HARDENED STEELS HARDENED STEELS
NAK / STAVAX SKD11 HAP10 HAP72
(~55HRC) (65~62HRC) (62~66HRC) (66~70HRC)

BE R—JLER | BMR EERERE XDEE A de [EEEE EDEE Ae EELEE EDHEE A Ae OELEE EDEE A e
Model Radius of | Effective | Spindle | Feed Axial Radial | Spindle | Feed Axial Radial | Spindle | Feed Axial Radial | Spindle | Feed Axial Radial
Number | BallNose | Length | Speed Rate Depth | Depth Speed Rate Depth | Depth | Speed Rate Depth | Depth | Speed Rate Depth | Depth

(mm) (mm) | min™) | mmmin) (mm) | mm) | (min") | @omin) - (mm) | mm) | (min®) | mmmin | (mm) | (mm) | (min®) | (mmmin) - (mm) | (mm)
2001-002 0.2 48,000 200 0.005 0.01 48,000 200  0.005 0.01 48,000 150 0.003 | 0.006 40,000 120 0.002 = 0.004
2001-003 | R0.05 0.3 | 48000 200 0.005 0.01 48000 200 0.05 0.01 48000 150 0.003 0.006 40,000 120 0.002 @ 0.004
2001-005 05 48,000 200 0.005 0.01 48,000 200 0005 0.01 48000 150 0.03 | 0.006 40,000 120 0.002 = 0.004
20015-003 03 48,000 230 0.007 0.014 48000 230 0007 0.014 48000 170 0.005 001 40,000 135 0.003 0.006
20015-005 05 48,000 230 0.007 0.014 48,000 230 0007 0.014 48000 170 0.005 | 0.01 | 40,000 135 0.003 0.006
20015-0075 Ro07s 0.75 48,000 230 0.007 0.014 48000 230 0007 0.014 48000 170 0.005 001 40,000 135 0.003 0.006
20015010 1 38,400 160 0.005 0.1 38400 160 0.005 0.01 38400 120 | 0.003 0.007 | 32,000 90 0.002 0.004
2002-003 03 44000 250 0.01 0.03 42000 250 0.01  0.03 40,000 200 0.08 | 0024 36000 150 0.006 0.018
2002-005 05 44000 250 0.01 | 0.03 42000 250 0.01 | 0.3 40,000 200 0.08 | 0.024 36,000 150 0.006 0.018
2002-0075 0.75 44000 250 0.01  0.03 42000 250 0.01 0.3 40,000 200 0.08 | 0.024 36000 150 0.006 0.018
2002-010 i 1 44,000 250 0.01 | 0.03 42000 250 0.01 | 0.03 40,000 200 0.008 0.024 36,000 150 0.006 0.018
2002-015 15 35200 175 0.008 0.23 33600 175 0.008 0.023 32,000 140 0.006 0.018 28,800 100 0.004 0.012
2002-020 2 35200 120 0.003 K 0.008 33,600 100  0.003 @ 0.008 | 32,000 90 0.003 ' 0.008 | 28,800 70 1 0.002 = 0.006
2003-005 05 44000 400 0.01 003 42000 350 0.01 0.03 40,000 300 001 | 003 36000 250 0.008 0.024
2003-0075 0.75 44,000 400 0.01  0.03 42000 350 0.01 | 0.03 40000 300 001 |003 36000 250 0.008 0.024
2003-010 1 44,000 400 0.01 003 42000 350 0.01 003 40000 300 0.01 0.03 36000 250 0.008 0.024
2003-015 | RO.15 15 | 44,000 400 001 003 |42000 350 0.01 003 40000 300 001 | 003 36000 250 0.008 0.024
2003-020 2 35200 280 0.008 0.023 33600 245 0.008 0.23 32,000 210 0.008 0.023 28800 175 0.006 0.018
2003-025 25 35200 185  0.006 0.017 33,600 165 | 0.006  0.017 32,000 150 0.006 | 0.017 28,800 115 0.005 0.014
2003-030 3 35200 140 0.004 0.01 33600 125 0.004 0.1 32000 110  0.004 0.01 | 28800 85 0.003 0.009
2004-005 0.5 44000 600 0.015 0.045 42,000 550  0.015  0.045 40,000 500 0.013 | 0.036 36,000 350 0.01  0.027
2004-0075 0.75 44000 600 0.015 0.045 42,000 550 0.015 0.045 40,000 500 0.013 | 0.036 36,000 350 0.01  0.027
2004-010 1 44,000 600 0.015 0.045 42,000 550 0.015 0.045 40,000 500 0.013  0.036 36,000 350 0.01  0.027
2004-0125 125 44,000 600 0.015 0.045 42000 550 0.015 0.045 40,000 500 0.013 0.036 36,000 350 0.01  0.027
2004-015 1.5 | 44,000 600 0.015 0045 42000 550  0.015  0.045 40,000 500 0.013  0.036 36,000 350 0.01 | 0.027
2004-020 ro2 2 44,000 600 0.015 0.045 42,000 550 0.015 0.045 40,000 500 0.013 0.036 36,000 350 0.01  0.027
2004-025 25 35200 420 0.011  0.034 33600 38 | 0011 0034 32,000 350 001 | 0027 28800 250 0.008 0.02
2004-030 3 35200 330 0.008 0.24 33600 310 0.008 0.024 32,000 280 0.008 0.022 28,000 200 0.06 0.016
2004-035 35 35200 300 0.007 0.22 31,900 280 0007  0.022 30400 250 0.007 | 0.02 26600 175 0.005 0.014
2004-040 4 35200 270 0.006 0.019 30,240 250 0.006 0.019 28800 220 0.006 0.018 25200 150 0.004 0.012
2005-010 1 44,000 900 0.02 | 0.065 40,000 800 0.015 0.05 36,000 600 0.015 0.5 30,000 400 0015 0.03
2005-015 15 44,000 900 0.02 | 0.065 40,000 800 0.015 0.05 36000 600 0.015 0.5 30,000 400 0.015 0.03
2005-020 2 44,000 900 0.02 | 0.065 40,000 800 0.015 0.05 36000 600 0.015 0.5 30,000 400 0.015 0.03
2005-025 25 44000 900 0.02 | 0.065 40,000 800 0.015 0.5 36,000 600 0015 005 30000 400 0.015 0.03
2005-030 3 32,700 450 0.01  0.04 31500 400 0.01 | 0.03 30,000 300 0.08 0.3 | 24000 200 0.07 0.015
2005-035 RO 35 32700 450 0.01 0.04 31,500 400 001  0.03 30,000 300 0.008 003 24000 200 0.007 0.015
2005-040 4 32,700 450 0.01  0.04 31500 400 0.01 | 0.03 30,000 300 0.08 0.3 | 24000 200 0.07 0.015
2005-045 45 29430 405 0.008 0.03 28350 360 0.008 0.025 27,000 270 0.006 0025 21,600 180 0.005 0.013
2005-050 5 26,160 360 0.005  0.02 25200 320 0.005 0.02 | 24,000 240 0004 0.2 19,200 160 | 0.003 | 0.01

2005-060 6 26,160 360 0.005 0.02 25200 320 0.005 0.02 24,000 240 0.004 0.02 19,200 160 0.003 @ 0.01



HGLB tJHISx43R Milling Conditions

A TUN— RVEE [ AR BANE BANE BANE
WORK MATERIAL PREHARDENED STEELS / HARDENED STEELS HARDENED STEELS HARDENED STEELS HARDENED STEELS
NAK / STAVAX SKD11 HAP10 HAP72
(~55HRC) (55~62HRC) (62~66HRC) (66~70HRC)
BE AR AMR EEREE XDEE de EEREE XDEE Qp e [EEEE EDEE dp Qe EEMEE EDEE  8p Qe
Model Radius of | Effective | Spindle | Feed Axial | Radial | Spindle | Feed Axial Radial | Spindle | Feed Axial Radial | Spindle | Feed Axial | Radial
Number | BallNose | Length | Speed Rate | Depth | Depth | Speed Rate | Depth | Depth | Speed Rate | Depth | Depth | Speed Rate | Depth | Depth
(mm) (mm) | min™) | mmmin) (mm) | mm) | (min") | @omin) - (mm) | mm) | (min®) | mmmin | (mm) | (mm) | (min®) | (mmmin) - (mm) | (mm)
2006-010 1 40,000 1,400 0.045 | 0.15 36,000 1500 0.03 013 32,000 1,000 0.02 @ 0.1 25,000 600 0.02 @ 0.1
2006-015 15 40,000 1,400 003 013 36000 1300 0.03 013 32000 1,000 002 0.1 25,000 600 0.02 0.1
2006-020 2 40,000 1,400 0.03 | 013 36,000 1,300 0.03 013 32,000 1,000 0.02 @ 0.1 25,000 600 0.02 @ O.1
2006-025 25 40,000 1,200 0.025 0.1 36,000 1,100 0.025 0.1 32,000 900 0.02 0.1 25,000 500 0.02 0.1
2006-030 3 40,000 1,200 # 0.025 0.1 36,000 1,100 K 0.025 0.1 32,000 900 002 @ 01 25,000 500 0.02 @ O.1
2006-035 35 40,000 1,100 0.023 0.09 34000 950 0.023 0.09 32000 800 0.018 0.09 25000 450 0.015 0.09
2006-040 R0.3 4 40,000 1,000 002 | 0.08 32000 800 0.02 | 008 | 32000 700 0.015 007 |25000 400 0.01 | 0.075
2006-045 45 32000 600 001 007 28000 600 0.01 005 25600 500 0.01 005 20,000 300 0.005 0.05
2006-050 5 32,000 600 001 | 007 28000 600 001 005 25600 500 0.01 | 005 | 20,000 300 0.005 0.05
2006-055 55 32000 600 001 007 28000 600 0.01 005 25600 500 0.1 005 20,000 300 0.005 0.05
2006-060 6 32,000 600 001 | 007 28000 600 001 005 25600 500 0.01 | 005 | 20,000 300 0.005 0.05
2006-080 8 25,600 480 0.008 002 22400 480 0.008 0.2 20480 350 0.007 0.02 | 16,000 210 0.004 0.01
2006-100 10 20,480 390 0.006 | 002 17920 390 0.006  0.02 | 16400 250 0.005 0.02 | 12,800 150 0.003 | 0.01
2008-020 2 35,000 1,600 0.06 | 021 30000 1,600 004 017 26,000 1,350 0.04 015 20,000 700 0.02 0.12
2008-025 25 35000 1,600 006 | 021 30000 1,600 004 017 26,000 12350 0.04 015 20,000 700  0.02 | 0.12
2008-030 3 35,000 1,600 0.06 | 021 30000 1,600 004 017 26,000 1,350 0.04 015 20,000 700 0.02 0.12
2008-040 4 35,000 1,600 006 | 021 30000 1,600 004 @ 017 26,000 1,350 0.04 015 20,000 700 0.02 0.2
2008-050 R4 5 31,500 1,300 0.04 017 27500 1,300 0.03 015 23,400 1,000 0.03 011 18,000 530 0.015 0.09
2008-060 6 28,000 1,000 002 | 012 25000 1,000 002 012 20800 675 002 | 0075 16,000 350 | 0.01 | 0.06
2008-070 7 25200 900 0.02 011 22500 900 0.02 011 18,700 600 0.018 0.068 14,400 330 0.009 | 0.05
2008-080 8 22,400 800 | 0.02 0.1 20,000 800 | 0.02 | 0.1 16,640 540  0.016 | 0.06 | 12,800 300  0.008 = 0.048
2010-020 2 30,000 1,750 0.2 0.4 24,000 2,000 0.1 0.3 21,000 1,750 0.05 0.2 16,000 875 0.05 0.2
2010-025 25 30,000 1,750 | 0.2 0.4 24,000 2,000 0.1 0.3 21,000 1,750 005 | 0.2 16,000 875 0.05 | 0.2
2010-030 3 30,000 1,750 0.1 0.3 24,000 2,000 0.1 0.2 21,000 1,750 003  0.17 16,000 875 0.03  0.17
2010-040 4 30,000 1,750 | 0.1 0.3 24,000 ' 2,000 @ 0.1 0.2 21,000 1,750 0.03 | 017 16,000 875  0.03  0.17
2010-050 5 30,000 1,750 @ 0.1 0.3 24,000 2,000 0.1 0.2 21,000 1,750 0.03  0.17 16,000 875 0.03  0.17
2010-060 6 30,000 1,150 1 0.06 | 023 21500 1,250 0.03 017 19,700 1,050 0.025 0.15 | 14500 525 | 0.025 0.15
2010-070 RO 7 27,000 980 004 019 20000 920 0.02 015 19,000 770 0.02 014 14200 380 0.02 0.14
2010-080 8 24,000 800 0.025 | 0.155 ' 18500 580 0.015 012 | 18400 480 0.015 012 | 13,800 240  0.015 0.12
2010-100 10 22,000 600 0.018 0.13 14800 430 001 009 14700 360 0.01 009 14700 360 0.01  0.09
2010-120 12 14,150 320 | 0.015 4 0.12 | 13,400 380 0.008 0.8 | 13,300 290 0.08 0.8 13300 290 | 0.008 @ 0.08
2010-140 14 13,500 280 § 0.012 0.1 12,000 350 0.007 0.08 12,000 220 0.007 0.8 12,000 220 | 0.007 0.08
2010-160 16 12,450 250 | 0.011 1 0.09 | 10,800 320 0.006 ' 0.07 | 10,800 200  0.006 0.7 10,800 200 | 0.006 @ 0.07




HGLB tJHISx43R Milling Conditions

RHEIM TYN— RV [ BEANEE BEAN BEANSE BEANE
WORK MATERIAL PREHARDENED STEELS / HARDENED STEELS HARDENED STEELS HARDENED STEELS HARDENED STEELS
NAK / STAVAX SKD11 HAP10 HAP72
(~55HRC) (55~62HRC) (62~66HRC) (66~70HRC)
BE R—JLER | BMR EERERE XDEE A de [EEEE EDEE Ae EELEE EDHEE A Ae OELEE EDEE A Qe
Model Radius of | Effective | Spindle | Feed Axial | Radial | Spindle | Feed Axial Radial | Spindle | Feed Axial Radial | Spindle | Feed Axial | Radial
Number | BallNose | Length | Speed Rate | Depth | Depth | Speed Rate | Depth | Depth | Speed Rate | Depth | Depth | Speed Rate | Depth | Depth
(mm) (mm) | min™) | mmmin) (mm) | mm) | (min") | @omin) - (mm) | mm) | (min®) | mmmin | (mm) | (mm) | (min®) | (mmmin) - (mm) | (mm)
2015-030 3 30,000 2,450 025 | 055 17,000 2,000 0.2 @ 04 15,000 1,750 | 0.06 | 029 11,250 875 0.06 | 0.29
2015-040 4 30,000 2,450 025 | 055 17,000 2,000 O0.12 @ 04 15000 1,750 0.06 @ 029 11250 875 0.06 @ 0.29
2015-060 6 30,000 2,450 015 | 045 17,000 2,000 0.07 031 15000 1,750 0.04 024 11,250 875 0.04 024
2015-080 8 23,500 1,300 0.1 037 15000 1,250 0.045 025 14,000 1,050 0.03 021 10500 525 0.03 | 0.21
2015-100 R0.75 10 23,500 1,300 0.1 037 15,000 1,250 0.045 025 14,000 1,050 003 | 021 10500 525 0.03 | 0.21
2015-120 12 13,100 480 003 021 13,000 580 0.2 0.7 13,000 480 0.02  0.17 9,750 240 0.02 @ 0.17
2015-140 14 11,200 400 | 0.025 ' 0.19 10,900 490 0.015 | 0.145 | 10,900 ~ 390  0.015 | 0.145 ' 8200 190 0.015 0.145
2015-160 16 10,000 360 | 0.023 @ 0.17 9,800 440 0.014 0.13 9,800 350 0.014 0.13 7,380 170  0.014  0.13
2015-200 20 8900 320 | 0.02 | 0.15 8,700 | 390 | 0.012 | 0.12 8,700 | 310 | 0.012 | 0.12 6,560 | 150 | 0.012 | 0.12
2020-030 3 28,000 2,900 0.3 0.7 14,000 2,100 0.5 05 14,700 2,100 015 035 12250 1,800 0.08 @ 0.35
2020-040 4 28,000 2,900 0.3 0.7 14,000 2,100 015 05 14,700 2,100 | 015 | 035 12250 1,800 0.08 | 0.35
2020-060 6 28,000 2,900 0.2 0.6 14,000 2,100 0.1 0.4 14,700 2,100 0.5 03 12,250 1,800 006 @ 0.3
2020-080 8 28,000 2,900 0.2 0.6 14,000 2,100 0.1 0.4 14,700 2,100 015 03 12,250 1,800 006 | 0.3
2020-100 10 28,000 2,900 0.2 0.6 14,000 2,100 0.1 0.4 14,700 2,100 0.5 03 12,250 1,800 006 @ 0.3
2020-120 R1 12 19,500 1,350 | 012 | 045 12400 1,350 0.06 | 0.34 | 13,800 1,320 0.09 027 11,500 1,100 | 0.045 0.27
2020-140 14 19,500 1,350 012 045 12400 1,350 0.06 034 | 13,800 1,320 0.09 027 11,500 1,100  0.045 0.27
2020-160 16 10,800 500  0.05 | 0.3 10,800 600 | 003 | 024 12840 588 0.06 024 10,700 490 | 0.03 | 0.24
2020-200 20 10,800 500  0.035 025 10800 450 0.02 0.19 10,270 440 0.04  0.19 8560 370 0.02  0.19
2020-250 25 9,720 450 | 0.032 | 0.23 9,720 ' 410 | 0.018 | 0.17 9,250 | 400 | 0.036 @ 0.17 7,700 330 | 0.018 | 0.17
2020-300 30 8,650 400 0.028 0.2 8,650 360 0.016 0.15 8,200 350 0.082 0.15 6,850 300  0.016 @ 0.15
2030-060 6 21,000 3,000 0.4 1 13,250 2,740 029 | 0.7 11,040 2280 024 | 055 9,200 1 1,900 | 0.12 | 0.55
2030-080 8 21,000 3,000 0.4 1 13,250 2,740 029 0.7 11,040 2280 024 | 055 9,200 1,900  0.12 | 0.55
2030-100 10 21,000 3,000 | 0.3 0.9 13,250 2,740 024 065 11,040 2280 0.2 05 9,200 1,900 0.1 05
2030-120 12 21,000 3,000 03 0.9 13250 2,740 024 065 11,040 2280 0.2 0.5 9,200 1,900 0.1 0.5
2030-140 14 21,000 3,000 0.3 0.9 13,250 2,740 | 024 | 0.65 11,040 2280 0.2 0.5 9,200 | 1,900 | 0.1 0.5
2030-160 16 21,000 3,000 0.3 0.9 13,250 2,740 024 065 11,040 2280 0.2 0.5 9,200 1,900 0.1 0.5
2030-180 RS 18 17,750 2,300 024 0.8 12,800 2,200 | 021 | 058 10,680 1,830 0.18 048 8,900 | 1,525 | 0.088 | 0.48
2030-200 20 14,500 1,600 0.18 @ 0.7 12,380 1,660 0.18 05 10,320 1,380  0.15  0.45 8,600 1,150 0.075 0.45
2030-220 22 13,000 1,440 | 016 | 0.63 11,950 1,200 0.15 | 0.44 9,960 | 1,000 | 0.13 | 0.42 8,300 | 830 | 0.063 | 0.42
2030-250 25 11,600 1,280 014 056 11,520 730 0.12  0.38 9,600 610 0.1 0.38 8,000 510 0.05 038
2030-270 27 10,500 1,150 | 0.13 | 0.51 9,850 | 630 0.1 0.34 8,200 530  0.08 | 0.34 6,850 | 440 0.04 | 034
2030-300 30 9,280 1,020 0.11  0.45 8200 530 0.07 029 6,840 440 0.06 @ 0.29 5700 370 0.03 @ 0.29




HGLB tJHISx43R Milling Conditions

RHEIM TYN— RV [ BEANEE BEAN BEANSE BEANE
WORK MATERIAL PREHARDENED STEELS / HARDENED STEELS HARDENED STEELS HARDENED STEELS HARDENED STEELS
NAK / STAVAX SKD11 HAP10 HAP72
(~55HRC) (55~62HRC) (62~66HRC) (66~70HRC)
B R—JLER | BMR EERERE XDEE A de [EEEE EDEE Ae EELEE EDHEE A Ae OELEE EDEE A Qe
Model Radius of | Effective | Spindle | Feed Axial | Radial | Spindle | Feed Axial Radial | Spindle | Feed Axial Radial | Spindle | Feed Axial | Radial
Number | BallNose | Length | Speed Rate | Depth | Depth | Speed Rate | Depth | Depth | Speed Rate | Depth | Depth | Speed Rate | Depth | Depth
(mm) (mm) | min™) | mmmin) (mm) | mm) | (min") | @omin) - (mm) | mm) | (min®) | mmmin | (mm) | (mm) | (min®) | (mmmin) - (mm) | (mm)
2040-080 8 18,000 3,200 @ 0.5 1.3 11,380 2,880 036 | 0.95 9,480 | 2,400 0.3 0.75 7,900 2,000 | 0.15 | 0.75
2040-100 10 18,000 3,200 0.5 1.3 11,380 2,880 036 @ 0.95 9,480 2,400 0.3 0.75 7,900 2,000 0.15 075
2040-120 12 18,000 3,200 @ 0.4 1.2 11,380 2,880 031 | 0.85 9,480 2,400 026 | 07 7,900 2,000 | 013 | 0.7
2040-140 14 18,000 3,200 0.4 1.2 11,380 2,880 031 | 0.85 9,480 2400 026 @ 0.7 7,900 2,000 013 @ 0.7
2040-160 16 18,000 3,200 @ 0.4 1.2 11,380 2,880 031 | 0.85 9,480 2,400 026 | 07 7,900 2,000 | 013 | 0.7
2040-180 18 18,000 3,200 0.4 1.2 11,380 2,880 031 | 0.85 9,480 2400 026 @ 0.7 7,900 2,000 013 @ 0.7
2040-200 R2 20 18,000 3,200 @ 0.4 1.2 10,730 1,800 021 | 0.7 8,940 1,500  0.18 | 0.55 7,450 | 1,250 | 0.09 | 0.55
2040-220 22 15250 2,250 0.33 1.1 10,730 1,800 021 | 07 8940 1,500 0.18 | 0.55 7,450 1,250 | 0.09 | 0.55
2040-250 25 12,500 1,250 025 095 10,730 1,800 021 | 0.7 8940 1,500  0.18 | 0.55 7,450 | 1,250 | 0.09 | 0.55
2040-270 27 11,500 1,150 023 | 09 10,400 1,250 0.18 | 0.58 8,670 1,050 0.15 | 05 7,250 890 | 0.075 0.5
2040-300 30 10,630 1,000 0.2 076 10,080 780 0.15 | 0.45 8,400 650 ' 0.12 | 045 7,000 540 | 0.06 | 045
2040-350 35 9,030 800 0.16 0.6 8640 730 0.13 043 7,200 610 011 043 6,000 510 | 0.055 0.43
2040-400 40 8,300 700 014 | 054 8,000 700 012 | 042 6,650 590 | 0.11 | 042 5500 500 | 0.05 | 042
2060-100 10 14,400 3,200 0.5 1.5 9,140 2880 038 @ 1.05 7,620 2,400 032 | 0.88 6,350 2,000 0.16 | 0.88
2060-150 15 14,400 3,200 @ 0.5 1.5 9,140 2,880 038 | 1.05 7,620 | 2,400 032 | 0.88 6,350 | 2,000 | 0.16 | 0.88
2060-180 18 14,400 3,200 0.5 1.5 9,140 2880 038 @ 1.05 7,620 2,400 032 | 0.88 6,350 2,000 0.16 | 0.88
2060-200 20 14,400 3,200 @ 0.5 1.5 9,000 2,300 032 | 095 7,620 | 2,400 032 | 0.88 6,350 | 2,000 | 0.16 | 0.88
2060-250 R3 25 14,400 3,200 0.5 1.5 8,100 2,000 0.3 0.95 7,500 1,920 027 0805 6,250 1,600 0.135 @ 0.805
2060-300 30 14,400 3,200 @ 0.5 1.5 7,700 1 1,800 026 | 0.88 7,440 1 1,500 022 | 073 6,200 1,250 | 0.11 | 0.73
2060-350 35 9,200 2,050 032 @1 6,200 1,450 021 @ 0.71 6,000 1,200 0.18 | 0.59 5,000 1,000 0.09 @ 0.59
2060-400 40 7,000 1,050 | 0.2 0.8 5,600 1,000 0.19 | 0.64 4,800 950 0.14 | 047 4,000 810 | 0.07 | 047
2060-500 50 5600 850 0.16 | 0.6 4500 810 0.15 @ 0.52 3900 780 0.12 | 0.38 3200 650 0.06 @ 0.38
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Note:

- Decrease the feed rate more than 50% from the milling parameters when slot milling.

- Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine's maximum spindle speed, or when chattering and red-hot occur.
- Every coolant offers stable milling.
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HGLB mills twice as efficient as the conventional tool.

INT#OIEREE Tools after milling - ks
fEATE Tool Conventional HGLB 2020-060
EERERE  Spindle Speed 9,200 min™ 12,250 min’
XED#EE Feed Rate 900 mm/min | 1,800 mm/min
fieskam Conventional HGLB A EOYHARRE ap

Axial Depth 0.06 mm
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[T O l' e et deeddl Air Blow (Through-Spindle)

B T MRS v b Square Pocket

c 004r R | 2 IR Milling Shape (20 x 15 x Depth 2 mm)

!;% ,—,;;%ma %{]400/ :F!E H 10 § X 2 POCketS

g ooy Wear Vi Abou 405 Down || 5 5

£ - i INTESE  Cycle Time 76 min 50 min
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o kE HaLe MT&ESE Milling Efficiency (mm’/min) =3%D5REE Feed Rate X @p X e
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CAUTION
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A Advisory for Safe Use of UNIMAX Tungsten Carbide End Mills

Correct application and operation is strongly advised to avoid clogging, abrasion, etc, that could cause serious accidents or injuries.
Ignition or sparks generated during milling could lead to fire or extreme damage to the work piece.
End Mills are made with very sharp cutting edges and must be handled with extra care.

@Never touch the cutting edge with your bare hands, as this could cause serious injury. Special caution is required when opening the package.

@Dropping the tool could cause breakage or flying debris, leading to serious injury.

@During milling, unexpected impact or shock on the tool could cause breakage or flying debris. Ensure to use protective items such as safety glasses and a face guard.
@For best results, fine parameter adjustment may be required, depending on the materials; milling shape and strategy; machine rigidity and spindle capability.

@Use a machine that has high rigidity and generates a low level of vibration.
@Do not use flammable cutting oils.

Advisory for regrinding UNIMAX Tungsten Carbide End Mills

@Never regrind the tool without wearing safety glasses and a face guard.
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TEL.0258-22-2620(f) FAX.0258-22-0045
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Price & Specifications are subject to change without notice.

U.S. UNIONTOOL, INC.

(U.S. HEADQUARTERS)

1260 N. Fee Ana Street, Anaheim, CA 92807-1817 U.S.A.

Tel: 1-714-521-6242 Fax: 1-714-521-8642

NORTHERN CALIFORNIA REGIONAL SERVICE CENTER
(Customer Service, Santa Clara, California)

1805 Little Orchard Street, Suite 120, San Jose, CA 95125 U.S.A.
Tel: 1-408-982-0205 Fax: 1-408-982-0320

UPPER MIDWEST REGIONAL SERVICE CENTER
(Customer Service, Minneapolis, Minnesota)

155 Bridgepoint Drive, Unit 3 South St. Paul, MN 55075 U.S.A.
Tel: 1-651-552-0440 Fax: 1-651-552-0435

TAIWAN UNION TOOL CORP.

No.180, Zhong-Zun Street., 14 Neighborhood, Bin-Hai Vil.,
Lu-Zhu Dist., Taoyuan City, 338 TAIWAN

Tel: 886-3-354-3111 Fax: 886-3-354-3110

UNION TOOL EUROPE S.A.

Avenue des Champs-Montants 14aCH-2074 Marin /
Neuchatel SWITZERLAND

Tel: 41-32-756-6633 Fax: 41-32-756-6634

UNION TOOL (SHANGHAI) Co., LTD.

No0.9-10, Lane 385, Gaoji Road, Sijing High New Technology
Development Zone, Songjiang District, Shanghai, 201601 CHINA
Tel: 86-21-5762-8577 Fax: 86-21-5762-8436

UNION TOOL HONG KONG LTD.

Rm 503, 5/F, Win Century Centre, 2A Mong Kok Rd, Mong Kok,
Kowloon, HONG KONG

Tel: 8562-2370-3012 Fax: 852-2370-2111

DONGGUAN UNION TOOL LTD.

YingHua TaiYing Industry Park, Hongmei Town,
Dongguan City, Guangdong, 523160 CHINA
Tel: 86-769-8884-8900 Tel: 86-769-8884-8901
Fax: 86-769-8884-8296

UNION TOOL SINGAPORE PTE LTD.

No.31 Harrison Road, #05-01, SINGAPORE 369649
Tel: 65-6846-9309 Fax: 65-6846-0197

UNION TOOL (THAILAND) CO., LTD.

No.55/73 Moo 15 Bangsaotong Sub-District, Bangsaotong District,
Samutprakarn 10570 THAILAND

Tel: 66-2-130-0908 Fax: 66-2-130-0909
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