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2 Flute Long Neck Ball End Mills

H G l B ™ G6OHRCZEZ2EEEMICRINZFE

W Most effective for hard materials over 60HRC

(6
HWl B 5'3’1\"‘4 40~60HRCHBZ DSEEM (CHEL <Xt
For hard materials from 40HRC to over 60HRC

HWLB-S =
Short shank series of HWLB
S -

CWI. B " M ~A0HRCOIEREEM ICRE
2 Best for soft materials up to 40HRC




New Coating VW ERRZEBZDHI—T 1T

New coating that exceeds the conventional tools

}5IC65HRCZ B X 5 StEEM ICRE
HMGCOAT Suitable for hard materials especially over 65HRC

HARDMAXd— b & V) BN CEBN - SEEREZ MR
EkEUEDRFMEZERIRT S

Developed a hard coating with higher wear resistance than HARDMAX.
Offers longer tool life than conventional tools.

HARDMAXOd—RMHBN—=I 37 v |
HMWCOAT MEEFEE DA L !

Upgraded version of HARDMAX coating with improved wear resistance

HEREEE
T /EEIEIC S BSEE MR S BESEROUIFIC & W FRUP |
ra-nigt ardness layer

Increased numbers of layers by nano-laminated structure.
Longer tool life due to wear resistance and the suppression of crack propagation.

MHEZE

T/ AVRI Y MEEICKY TBEESHMHNEICUP !
Shock absorption layer

New nanocomposite structure improves hardness and toughness.

&+ ~40HRCTHICIEREZ 7 v T U T
UTWCOAT HOA—FT1V08E]

New coating with the best performance achievable in work materials up to 40HRC

SEE - S
FiRF/ IVRY Y MEEIC & DBSBREERR.
BB ETERMC LY . M ~A0HRCE TR AL E Sl |

High hardness and high toughness
New nanocomposite structure offers ultra multilayer structure
High toughness and wear resistance provide excellent performance in work materials up to 40HRC

YU —XDEWVSIF

How to find the best series for your material applications

(K @ODIBITHELE) (K Highly Recommended @ Recommended O Suggested)

& o BAN
YU BE R— LSRR il [l Hardened Steels 5
Model Number Features Ball tip design Ceypye CSEt](reecl)sn Prer;?égined ~50 | ~55 | ~60 | ~65 | ~70 LEkE
HRC | HRC | HRC | HRC | HRC
REEEH BRAT 47T
HGLB | s  Best sited for Super A O ® ® ® x x
Hard Materials Negative
. it *BF4T
(oIl HWLE | e : =~ m O ©) ® * x x @@ @
For Hard Materials Negative
=SSOV RITESER =a—hS0
G CWIE e Multipurpose _ L (] * * () 31
: Excellent surface quality Neutral




HGLB

HMGCOAT 2#8HA BEEMINIAOYIXvIR—ILIVRII
HMGCOAT 2 Flute Long Neck Ball End Mills for Hard Materials

ROALUTDL /o D=101&
HENY IF—I\NRRTEHB U FE o
Back taper geometry does not apply to
RO.4 or below, ¢,/ ¢ D =10

RO.05~Rr3 HE

TMEHEIMER (k@ODIEICHERE) Material Applications (k Highly Recommended @ Recommended O Suggested)

# Bl # Work Material
R A28 | TUN-RVE AN @ | TIVIEER|ITT7A kil #iE | AIZAVEE | FIVER | BRiREE | BEEE -3tz
CARBON | ALLOY [PREHARDENED HARDENED STEELS CAST IRON | ALUMINUM | GRAPHITE | COPPER | PLASTICS | GLASS | TITANIUM [ HEAT |CEMENTED |HARD BRITTLE
STEELS | STEELS STEELS ALLOYS FILLED | ALLOYS |RESISTANT| CARBIDE |  (NON-
S45C | SK/SCM | NAK HPM | ~50 | ~55|~60|~65|~70 PLASTICS ALLOYS METALLIC)
S55C U HRC | HRC | HRC | HRC | HRC MATERIALS
OREN AN BN BB di
&
K]
(]
we
g
VvV IF—NBIFERTT, U O HER
The shank taper angle shown is not an exact value. Inclined angle
=1 el - ,‘ i\ . . . . .
Qiﬁﬂ’ﬂ?ﬁ'ﬁ’& = L2 ru %ﬁﬁf'lk New geometry with higher resistance to chipping
\} el —
<V A, EIFFE%ZE 60HRC LI LOFEEM M TAICREL
Optimized rake angle and relief angle for milling hard materials of 60HRC or more
4 N
HGLB FE  HGLB > HWLB
Tool Angle
HWLBHEE HWLB Tool angle
HRHEIE
Work material
J

-
OEHEE

High Precision

HGLB
R—)LR

Radius of
Ball Nose

BT Unit (mm)

RUNAE
Helix Angle

R0.05 ~ 0.075
RO.1 ~R1
R1.5~R2
R2.5 ~R3

SRNE RAEE vV IRIE
Diameter Ball Radius Shank Diameter
Tolerance Accuracy Tolerance

+ 0.002
0/-0.008

0/-0.004

+ 0.003 (h4)

0/-0.01

+ 0.005

30° |



EHEERIPITEG| Spur gear die  Milling example
HGB/HGLB RO.5°R1:R1.5

4 -6 MNSEERSI7 X
4 Flute / 6 Flute Radius End Mills
. for Hard Materials

. HMERS
| g -
J—3Vhk:I770— (RIL—REVRI)

Coolant Air Blow(Through Spindle)
MITYAX: ¢ 50.4 X ®E 11 mm

Work size Depth
I I8 Ol¥mERE EERE ap
Process Tool Spindle Speed  Feed Rate
(min™) (mm/min) (mm)
b HGB
Roughing R15 8,280 1,140 0.12
tht E(F
Semi-Finishing 1.800 0.06
ot k(F HGLB
Semi-Finishing R1 X EL6 12,250 1.800 0.06
o 0.00015
ML 900  AAFNAK
& Cusp Height
{iJ:U” 465 )
Finishing HMERS 6600 1,500
Hrg | P3XCROI ’ 465 0.0002
Finishin ARTNA b
g 1,500 Cusp Height
. 0.00015
e 800  HATNA k
g HGLB Cusp Height
wrg ROSXEL 20.000
Finishing 800 0.005

EFELENITEH] Wear comparison  Milling example
HGLB R1XEL6

Relief Wear Width (mm)

]

WIS TN

0.10

0.08+

0.06}

0.04+

0.02+

INT#&DIEIREE Tools after milling

HAP72(68HRC)

SEERR—IU
Ball End Mills for Hard Materials

HGB __
L —

BEEROY I xRy IiR—)b
Long Neck Ball End Mills for Hard Materials

HGLB
Qe T E  IITERS NIRE
Allowance Cycle Time  Milling Method
(mm) (mm) (h:m)
. eSS
0.55 0.02 1:40 Roughing
. EREEMEER B L
0.3 0.02 0:11 Rest machining
. it EIF
0.05 0.005 0:50 Semi-Finishing
45° @it EIF
— 0 0:09 45° surface /
Finishing
Bk ) _EERfE (S
1 0 0:02 Above the gear
teeth / Finishing
MEERER R IS
1 0 0:01 Bottom surface of
cylindrical part / Finishing
BEEREE(t (T
— 0 0:55 Gear wall /
Finishing
tRERE L LIS
0.02 0 1:37 Gear bottom/
Finishing
&5t Total 5:25
HAP72(68HRC)

HGLB [FekmD 2 S0 THERTHMTL !

HGLB mills twice as efficient as the conventional tool.

a 3R HSLB !
fEETE Tool Conventional HGLB 2020-060
O#5&EE  Spindle Speed 9,200 min' | 12,250 min"
fieskam Conventional FEIRE  Feed Rate 900 mm/min 1,800 mm/min
A EOYLAG RS dp
35 = Axial Depth 0.06 mm
(S EEEFENE Relief Wear Width g
=== I TEEZR Milling Efficiency 430 T ﬁ'ﬁ?%ﬁﬁo){—ﬂi&aj;‘%a‘ Ae
€ Radi 0.3 mm
195 £ adial Depth
________ 120 . I770— (RIL—ZEYRIL)
20 o —
‘ 2 I—3~k Coolant Air Blow (Through-Spindle)
415 ¢
e g PUEMR4 w s Square Pocket
FEFEIR $940%| o MIFAR Milling Shape (20 x 15 x Depth 2 mm)
Wear Width About 40% Down H 5 Q’H.’é X 2 Pockets
: |, HITEERY  Cycle Time 76 min 50 min
fiERE HGLB

Conventional

FITAEE Milling Efficiency (mm’/min) =% 3EEE Feed Rate X @p X @e



T EFINT HWLB. SEESHH HGLB & DHES  Finishing process comparison of HWLB and HGLB

HWLB - HGLB

+ Pocket Size

6 X 6 X D0.2 mm

« Coolant : Oil Mist

RO.5 X EL10

HWLB

1 pocket
90min

STAVAX ZilLUT

2 pockets
180min

"

=190

I

[E3RERE

XV ERE ap Qe Cycle Time
Spindle Speed Feed Rate = Axial Depth Radial Depth
(min™) (mm/min) (mm) (mm) (min)
22,000 600 0.01 0.01 180
1 pocket 2 pockets

90min

- & s

i i 45

Tl HGLB & HWLB DFh'tg—

Surface finish on STAVAX with the HWLB is smoother than that of the HGLB.

HWLB

18031
After milling 180 min

Feimth 3 FIFIEE DEFECH.

Wearing at the tip is similar, however, the HWLB has less wear on the radius part.

HGLB

180300 #
After milling 180 min

180min

STAVAX (52HRC)

R ZBI& HWLB DA D EFEH INE

-

\

HBRAT « TIRAR BEESA HGLB & =A5F « THAZA HWLB

STAVAX lIZDIHE. HWLB ZH#ERULET

The HWLB is recommended for STAVAX milling as opposed to the HGLB.

YU—RF

Model Number
SN HGLB | i

HMW ————
COAT HWLB E—————

utw.
coaT ISl

e —

————————

R

Features

ERESA
Best suited for
Hard Materials

EREA
For Hard Materials
=59V RIITEER

Multi-purpose
Excellent surface quality

(R @ODIBEICHEEE) (K Highly Recommended @ Recommended O Suggested)

AN
Hardened Steels

R—ILSEmARAR
Ball tip design

Super

Carbon
Steels

TUN=RY
Prehardened
Steels

31




HMGCOAT 2#MHA SEEMITIAOYIRXvIR—ILIVRII
HMGCOAT 2 Flute Long Neck Ball End Mills for Hard Materials

&5t 155 BUFE Total 155 models B Unit (mm)
Number BallNose = Length of Cut Diameter Angle Length | Diameter Retail Price Inclined Angles
R 0, 0 ¢d, Bta L ¢d ¥ 30’ 1° 1°30° 2° 3°

HGLB 2001-002 0.2 45 4 12,360 0.22 0.24 0.26 0.28 0.31
HGLB 2001-003 RO.05 0.3 0.08 = 0.095 16° 45 4 12,360 033 036 038 040 0.44
HGLB 2001-005 0.5 45 4 13,440 055 058 0.61 064 0.68
HGLB 20015-003 0.3 45 4 14,400 035 037 039 041 044
HGLB 20015-005 0.5 45 4 15,240 0.56 059 0.62 0.64 0.69

R0.075 0.12  0.135 16°
HGLB 20015-0075 0.75 45 4 16,020 0.83 086 0.90 093 1.00
HGLB 20015-010 1 45 4 16,020 1.09 113 1.17 1.21 1.30
HGLB 2002-003 0.3 45 4 8,640 042 044 046 048 0.52
HGLB 2002-005 0.5 45 4 8,640 0.63 066 068 071 0.76
HGLB 2002-0075 0.75 45 4 8,640 0.89 093 09 099 1.07

RO.1 0.16  0.19 16°
HGLB 2002-010 1 45 4 8,640  1.15 | 1.20 1.24 1.28 137
HGLB 2002-015 1.5 45 4 9,360 1.66 172 178 184 197
HGLB 2002-020 2 45 4 10,440 218 225 233 241 258
HGLB 2003-005 0.5 45 4 8520 0.63 065 068 070 0.75
HGLB 2003-0075 0.75 45 4 8,520 | 0.89 092 096 099 1.05
HGLB 2003-010 1 45 4 8520 1.15 1.19 1.23 127 1.36
HGLB 2003-015 RO.15 1.5 0.24 0.29 16° 45 4 9,120 166 1.72 177 183 196
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 3.18
HGLB 2003-030 3 45 4 9360 3.21 332 342 354 3.80
HGLB 2004-005 0.5 45 4 5880 063 065 067 070 0.74
HGLB 2004-0075 0.75 45 4 5880 0.89 092 095 098 1.04
HGLB 2004-010 1 45 4 5880 | 1.15  1.19 123 126 1.35
HGLB 2004-010-6 1 50 6 8,640 1.15 1.19 123 126 1.35
HGLB 2004-0125 1.25 45 4 6,000 | 1.40 145 149 154 1.64
HGLB 2004-015 1.5 45 4 6,000 1.66 1.71 1.77 182 1.95
HGLB 2004-015-6 1.5 50 6 8,740 | 1.66 @ 1.71 1.77 182 1.95
HGLB 2004-020 RO.2 2 0.32  0.39 16° 45 4 6,120 2.18 225 232 239 256
HGLB 2004-020-6 2 50 6 9,000 | 218 | 225 232 239 256
HGLB 2004-025 2.5 45 4 6,360 2.70 278 2.87 296 3.17
HGLB 2004-025-6 2.5 50 6 9,240 | 270 278 @ 2.87 296 3.17
HGLB 2004-030 3 45 4 6,720 3.21 331 342 353 379
HGLB 2004-030-6 3 50 6 9,850 | 3.21 | 3.31 342 353 379
HGLB 2004-035 3.5 45 4 7,320 373 384 397 410 440
HGLB 2004-040 4 45 4 7320 424 438 452 467 5.01
HGLB 2005-010 1 45 4 5880 1.15 1.19 1.22 1.26 1.34
HGLB 2005-015 1.5 45 4 5880 165 171 176 182 194
HGLB 2005-020 2 45 4 5880 218 224 231 239 255
HGLB 2005-025 2.5 45 4 5880 269 278 286 29 3.16
HGLB 2005-030 3 45 4 5880 3.21 331 341 353 377

RO.25 0.4 0.49 16°
HGLB 2005-035 35 45 4 5880 373 384 396 4.09 4.39
HGLB 2005-040 4 45 4 5880 4.24 437 451 466 5.00
HGLB 2005-045 4.5 45 4 6,000 476 491 5.06 523 561
HGLB 2005-050 5 45 4 6,000 5.27 544 561 580 6.22
HGLB 2005-060 6 45 4 6,120 | 630 650 6.71 694 745



HMGCOAT 2#MHA SEEMITIAOYIRXvIR—ILIVRII
HMGCOAT 2 Flute Long Neck Ball End Mills for Hard Materials

RUE R—L¥E  BIR AR BE  yrvIT-INE 2R yvyIR R U—JHRAICKT 2REMR
Model Radius of | Effective | Length Neck Shank Taper | Overall = Shank  Suggested Effective Length by
Number Ball Nose = Length of Cut | Diameter Angle Length | Diameter = Retail Price Inclined Angles
R 2, 0 ¢d, Bta L ¢d ¥ 30 1° 1°30° 2’ &
HGLB 2006-010 1 45 4 5,040 1.14 118 122 125 133
HGLB 2006-015 1.5 45 4 4,560 1.65 171 176 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 2.5 45 4 4,680 269 277 286 295 3.15
HGLB 2006-025-6 25 50 6 6,890 269 277 286 295 3.15
HGLB 2006-030 3 45 4 4,680 3.21 331 341 352 376
HGLB 2006-030-6 RO.3 3 0.48 0.59 16° 50 6 7,080 3.21 331 341 352 376
HGLB 2006-035 3.5 45 4 4,800 372 384 396 4.09 438
HGLB 2006-040 4 45 4 4,800 424 437 451 466 499
HGLB 2006-045 4.5 45 4 4,800 476 490 5.06 523 5.60
HGLB 2006-050 5 45 4 4,800 527 544 561 580 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 6.71 693 7.43
HGLB 2006-080 8 45 4 6,360 837 863 891 9.21 9.88
HGLB 2006-100 10 45 4 6,480 1043 10.76 11.11 11.49 12.33
HGLB 2008-020 2 45 4 4,560 217 223 230 237 252
HGLB 2008-025 2.5 45 4 4,800 269 277 285 294 313
HGLB 2008-030 3 45 4 4,800 3.21 330 340 350 374
HGLB 2008-040 4 45 4 4,800 424 436 450 464 497
RO.4 0.64 0.79 16°
HGLB 2008-050 5 45 4 4,800 5.27 543 560 578 6.19
HGLB 2008-060 6 45 4 4,800 6.30 649 6.70 692 7.41
HGLB 2008-070 7 45 4 4,800 733 756 7.80 806 8.64
HGLB 2008-080 8 45 4 4,800 836 862 890 920 9.86
HGLB 2010-020 2 45 4 3,840 218 224 230 236 251
HGLB 2010-020-6 2 50 6 6,120 218 224 230 236 251
HGLB 2010-025 2.5 45 4 3,840 270 277 285 293 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 3.21 330 340 350 3.73
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 7.40
RO.5 0.8 0.98 16°
HGLB 2010-060-6 6 50 6 7,080 6.31 650 6.70 692 7.40
HGLB 2010-070 7 45 4 4,680 734 756 780 806 8.63
HGLB 2010-070-6 7 50 6 7,080 734 756 7.80 806 8.63
HGLB 2010-080 8 45 4 4,680 837 863 890 920 9.85
HGLB 2010-080-6 8 50 6 7,080 837 863 890 920 9.85
HGLB 2010-100 10 45 4 4,680 10.43 10.76 11.10 11.47 12.30
HGLB 2010-100-6 10 50 6 7,080 1043 10.76 11.10 11.47 12.30
HGLB 2010-120 12 45 4 4,680 1250 12.89 13.30 13.75 14.75
HGLB 2010-140 14 45 4 5,400 14.56 15.02 1551 16.03 17.19
HGLB 2010-160 16 50 4 6,360 16.62 17.15 17.71 18.31 19.64



HMGCOAT 2#MHA SEEMITIAOYIRXvIR—ILIVRII
HMGCOAT 2 Flute Long Neck Ball End Mills for Hard Materials

BIFE R—IL¥R  BAYR AE EL:3 Y VIT—I\E 2R YrYIR  RBGEHRE D—JNEBICHT 2RENE

Model Radius of = Effective = Length Neck Shank Taper Overall Shank Suggested Effective Length by

Number BallNose = Length of Cut Diameter Angle Length | Diameter | Retail Price Inclined Angles

R 2, [ od, Bta L ¢d ¥ 30’ 1° 1°30° 2° 3
HGLB 2015-030 3 45 4 4,440 310 3.8 326 335 355
HGLB 2015-030-6 3 50 6 7130 310 3.18 326 335 355
HGLB 2015-040 4 45 4 4,440 | 413 424 436 449 477
HGLB 2015-060 6 45 4 4,440 619 637 656 676 7.22
HGLB 2015-060-6 6 50 6 7200 619 637 656 676 7.22
HGLB 2015-080 8 45 4 4680 825 850 876 9.04 967
HGLB 2015-080-6 8 50 6 7200 825 850 876 9.04 967
RO.75 1.2 147 16°
HGLB 2015-100 10 45 4 5040 1032 10.63 10.96 11.32 12.11
HGLB 2015-100-6 10 50 6 7200 10.32 10.63 10.96 11.32 12.11
HGLB 2015-120 12 45 4 5400 1238 1276 13.16 13.60 14.56
HGLB 2015-120-6 12 50 6 8,130 1238 1276 13.16 13.60 14.56
HGLB 2015-140 14 45 4 5400 14.44 14.89 1536 1587 17.01
HGLB 2015-160 16 50 4 5,400 | 16.50 17.02 17.57 18.15 19.46
HGLB 2015-200 20 60 4 5400 20.63 21.28 2197 2271 2435
HGLB 2020-030 3 45 4 3,840  3.07 314 321 329 347
HGLB 2020-030-6 3 50 6 6,120 307 3.4 321 329 347
HGLB 2020-040 4 45 4 3,840 410 420 431 443 470
HGLB 2020-040-6 4 50 6 6,120 410 420 431 443 470
HGLB 2020-060 6 45 4 4320 616 633 651 671 7.4
HGLB 2020-060-6 6 50 6 6600 6.16 633 651 671 7.4
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 | 1.98 16° 45 4 4,680 1029 10.59 10.92 11.26 12.04
HGLB 2020-100-6 10 50 6 7,080 1029 1059 10.92 11.26 12.04
HGLB 2020-120 12 45 4 4,680 1235 1272 13.12 13.54 14.48
HGLB 2020-120-6 12 50 6 7.080 1235 1272 13.12 13.54 14.48
HGLB 2020-140 14 45 4 4,680 14.41 14.85 1532 1582 16.93
HGLB 2020-160 16 45 4 4680 16.48 16.98 17.52 18.10 19.38
HGLB 2020-200 20 60 4 4,680 2060 21.24 21.92 2265 J28Y
HGLB 2020-250 25 60 4 6,480 2576 2656 27.42 2834 JZBL
HGLB 2020-300 30 70 4 7,320 30.92 31.89 3293 JEBL  FEBL
HGLB 2030-060 6 60 6 4680 620 635 652 6.69 7.09
HGLB 2030-080 8 60 6 4680 826 848 872 897 954
HGLB 2030-100 10 60 6 5400 1032 10.61 10.92 11.25 11.99
HGLB 2030-120 12 60 6 5640 1238 1274 13.12 13.53 14.43
HGLB 2030-140 14 60 6 6,240 14.45 14.87 1532 15.80 16.88
HGLB 2030-160 16 60 6 6,240 1651 17.00 17.52 18.08 19.33
R1.5 2.4 2.95 16°

HGLB 2030-180 18 60 6 6,280 1857 19.13 19.72 20.36 21.78
HGLB 2030-200 20 70 6 6,000 20.64 21.26 21.92 2264 2422
HGLB 2030-220 22 70 6 6,040 2270 2339 24.12 2491 2667
HGLB 2030-250 25 70 6 6,000 2579 26.58 27.43 28.33 30.34
HGLB 2030-270 27 70 6 6,040 27.86 28.71 29.63 30.61 JZBL
HGLB 2030-300 30 70 6 6,840 30.95 31.91 3293 34.02 J2BY

No Interference



HMGCOAT 2#XF SEEEMIITAOYIRYIR—ILIVRI)L
HMGCOAT 2 Flute Long Neck Ball End Mills for Hard Materials

Number BallNose = Length of Cut  Diameter Angle Length | Diameter | Retail Price Inclined Angles
R 2, Q ¢d, Bta L ¢d ¥ 30" 1° 1°30° 2° 3°
HGLB 2040-080 8 70 6 4,800 824 845 867 890 9.43
HGLB 2040-100 10 70 6 4,800 1031 1058 10.87 11.18 11.88
HGLB 2040-120 12 70 6 6,240 1237 1271 13.07 13.46 14.32
HGLB 2040-140 14 70 6 6,240 14.43 14.84 1527 1574 16.77
HGLB 2040-160 16 70 6 6,240 16.49 16.97 17.47 1801 19.22
HGLB 2040-180 18 70 6 6,380 1856 19.10 19.67 20.29 J28Y
HGLB 2040-200 R2 20 3.2 | 395 16° 70 6 6,240 | 20.62 21.23 21.87 2257 JZBL
HGLB 2040-220 22 70 6 6,380 22.68 2336 24.08 24.85 JPBL
HGLB 2040-250 25 70 6 6,240 2578 26,55 27.38 28.26 2Bl
HGLB 2040-270 27 70 6 6,380 27.84 2868 29.58 30.54 2Bl
HGLB 2040-300 30 70 6 6,240 30.93 31.87 32.88 JZBL  FHBL
HGLB 2040-350 35 80 6 7200 36.09 37.20 3838 ZBL  FHBL
HGLB 2040-400 40 =l 6 8040 4125 4252 JEEL. JEEL. SEEL.
HGLB 2060-100 10 80 6 | 7.800 | \mmec Nomutuene Namotaice Nomae N e
HGLB 2060-150 15 80 6 7.800 |\ ormue \a e Nomuaee No e
HGLB 2060-180 18 80 6 | 7.890 |\ et N et N et | o meruee
HGLB 2060-200 20 80 6 7.800 |\ e Nomue \a e Normuae No e
HGLB 2060-250 R3 25 48 595 - 80 6 7.800 | JEBL | IBaL | THEL | TEEL | TEEL
HGLB 2060-300 30 80 6 | 8040 |\ e N N o naa
HGLB 2060-350 35 80 6 | 8080\, anaaee Nt N et o neraace
HGLB 2060-400 40 90 6 | B760 |\ e Nomuere Nane Nomare N e
HGLB 2060-500 50 120 6 9480 \fiee Nomuene Namotance Nomueee N neraece



HGLB tJJ#ls%{4Z Milling Conditions

TUN—RVHE /7 BANSE

BANGS BANS BEANSE
Fotslvy PRE::E?EESDS?-EFELESLS/ HARDENED STEELS HARDENED STEELS HARDENED STEELS
WORK MATERIAL NAK / STAVAX SKD11 HAP10 HAP72
(~55HRC) (55~62HRC) (62~66HRC) (66~70HRC)
B T—L+R AR OEmRE EUEE  ap 8e  OERRE XURE  ap 8e  [OERRE XUEE ap 8e  [EERRE XUEE ap Qe

Model Radius of Effective, Spindle Feed Axial Radial Spindle Feed Axial Radial Spindle Feed Axial Radial Spindle Feed Axial Radial
Number Ball Nose| Length | Speed Rate Depth | Depth Speed Rate Depth | Depth Speed Rate Depth | Depth Speed Rate Depth | Depth
(mm) (mm) (Min")  @m/min)  (Mmm)  (mm)  min")  @m/min) (mm)  (mm)  min")  @m/min) (mm) | (mm) | (min")  @m/min)  (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 R0O.05 0.3 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

2001-005 0.5 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
20015-003 0.3 48,000 230 0.007 0.014 48,000 230 0.007 0.014 48,000 170 0.005 0.01 40,000 135 0.003 0.006
20015-005 0.5 48,000 230 0.007 0.014 48,000 230  0.007 0.014 48,000 170  0.005 0.01 40,000 135 0.003 0.006
20015-0075 Ro078 0.75 48,000 230 0.007 0.014 48,000 230 0.007 0.014 48,000 170 0.005 0.01 40,000 135 0.003 0.006
20015-010 1 38,400 160 0.005 0.01 38,400 160 0.005 0.01 38,400 120 0.003 0.007 32,000 90 0.002 0.004
2002-003 0.3 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
2002-005 0.5 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
2002-0075 0.75 44,000 250 0.01 0.03 42,000 250 0.01 0.03 40,000 200 0.008 0.024 36,000 150 0.006 0.018
2002-010 o 1 44,000 250 0.01 | 0.03 42,000 250 0.01 | 0.03 40,000 200 0.008 0.024 36,000 150 0.006 0.018
2002-015 1.5 35200 175 0.008 0.023 33,600 175 0.008 0.023 32,000 140 0.006 0.018 28,800 100 0.004 0.012
2002-020 2 35,200 120 0.003 0.008 33,600 100 0.003 0.008 32,000 90 0.003 0.008 28,800 70 0.002 0.006
2003-005 0.5 44,000 400 0.01 0.03 42000 350 0.01 0.03 40,000 300 0.01 0.03 36,000 250 0.008 0.024
2003-0075 0.75 44,000 400 0.01 0.03 42,000 350 0.01 0.03 40,000 300 0.01 0.03 36,000 250 0.008 0.024
2003-010 1 44,000 400 0.01 0.03 42000 350 0.01 0.03 40000 300 0.01 0.03 36,000 250 0.008 0.024

2003-015 |RO.15 1.5 44,000 400 0.01 | 0.03 42,000 350 0.01 | 0.03 40,000 300 0.01 0.03 36,000 250 0.008 0.024

2003-020 2 35,200 280 0.008 0.023 33,600 245 0.008 0.023 32,000 210 0.008 0.023 28,800 175 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 35,200 140 0.004 0.01 33,600 125 0.004 0.01 32,000 110 0.004 0.01 28800 85 0.003 0.009
2004-005 0.5 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
2004-0075 0.75 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
2004-010 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 1.25 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
2004-015 1.5 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
2004-020 R0z 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 33,600 385 0.011 0.034 32,000 350 0.01 0.027 28,800 250  0.008 0.02
2004-030 3 35,200 330 0.008 0.024 33,600 310 0.008 0.024 32,000 280 0.008 0.022 28,000 200 0.006 0.016
2004-035 3.5 35200 300 @ 0.007 0.022 31,900 280 0.007 0.022 30,400 250 | 0.007 0.02 26,600 175 0.005 0.014
2004-040 4 35,200 270 0.006 0.019 30,240 250 0.006 0.019 28,800 220 0.006 0.018 25,200 150 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 0.05 30,000 400 0.015 0.03
2005-015 1.5 44,000 900 0.02 0.065 40,000 800 0.015 0.05 36,000 600 | 0.015 0.05 30,000 400 0.015 0.03
2005-020 2 44,000 900 0.02 0.065 40,000 800 0.015 0.05 36,000 600 0.015 0.05 30,000 400 @ 0.015 0.03
2005-025 25 44,000 900 0.02 0.065 40,000 800 0.015 0.05 36,000 600 0.015 0.05 30,000 400 0.015 0.03
2005-030 3 32,700 450 0.01 | 0.04 31,500 400 0.01 | 0.03 30,000 300 0.008 0.03 24,000 200 0.007 0.015
2005-035 K025 3.5 32700 450 0.01 0.04 31,500 400 0.01 0.03 30,000 300 0.008 0.03 24,000 200 0.007 0.015
2005-040 4 32,700 450 0.01 | 0.04 31,500 400 0.01 | 0.03 30,000 300 0.008 0.03 24,000 200 0.007 0.015
2005-045 45 29430 405 | 0.008 0.03 28350 360 0.008 0.025 27,000 270 0.006 0.025 21,600 180 0.005 0.013
2005-050 5 26,160 360 0.005 0.02 25,200 320 0.005 0.02 24,000 240 0.004 0.02 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 tJJ#ls%{4Z Milling Conditions

TUN—RVHE /7 BANSE

BANGS BANS BEANSE
Fotslvy PRE::I’;EE)IEIEEZ'IS'EELESLS/ HARDENED STEELS HARDENED STEELS HARDENED STEELS
WORK MATERIAL NAK / STAVAX SKD11 HAP10 HAP72
(~55HRC) (55~62HRC) (62~66HRC) (66~70HRC)
B T—L+R AR OEmRE EUEE  ap 8e  OERRE XURE  ap 8e  [OERRE XUEE ap 8e  [EERRE XUEE ap Qe
Model Radius of Effective, Spindle Feed Axial Radial Spindle Feed Axial Radial Spindle Feed Axial Radial Spindle Feed Axial Radial
Number Ball Nose| Length | Speed Rate Depth | Depth Speed Rate Depth | Depth Speed Rate Depth | Depth Speed Rate Depth | Depth
(mm) (mm) (Min")  @m/min)  (Mmm)  (mm)  min")  @m/min) (mm)  (mm)  min")  @m/min) (mm) | (mm) | (min")  @m/min)  (mm)  (mm)
2006-010 1 40,000 1,400 0.045 0.15 36,000 1,500 0.03 0.13 32,000 1,000 0.02 0.1 25,000 600 0.02 | 0.1
2006-015 1.5 40,000 1,400 0.03 0.13 36,000 1,300 0.03 0.13 32,000 1,000 0.02 0.1 25,000 600 0.02 0.1
2006-020 2 40,000 1,400 0.03 | 0.13 36,000 1,300 0.03 0.13 32,000 1,000 0.02 0. 25,000 600 0.02 | 0.1
2006-025 2.5 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 0.025 0.1 32,000 900 0.02 | 0.1 25,000 500 0.02 0.1
2006-035 3.5 40,000 1,100 0.023 0.09 34,000 950 0.023 0.09 32,000 800 0.018 0.09 25,000 450 0.015 0.09

2006-040 RO.3 4 40,000 1,000 0.02 0.08 32,000 800 0.02 0.08 32,000 700 0.015 0.07 25,000 400 0.01  0.075

2006-045 4.5 32,000 600 0.01 0.07 28,000 600 0.01 0.05 25600 500 0.01 0.05 20,000 300 0.005 0.05
2006-050 5 32,000 600 0.01 0.07 28,000 600 0.01 0.05 25600 500 0.01 0.05 20,000 300 0.005 0.05
2006-055 5.5 32,000 600 0.01 0.07 28,000 600 0.01 0.05 25600 500 0.01 0.05 20,000 300 0.005 0.05
2006-060 6 32,000 600 0.01 0.07 28,000 600 0.01 0.05 25600 500 0.01 0.05 20,000 300 0.005 0.05
2006-080 8 25600 480 0.008 0.02 22,400 480 0.008 0.02 20,480 350 0.007 0.02 16,000 210 0.004 0.01
2006-100 10 20,480 390 0.006 0.02 17,920 390 0.006 0.02 16,400 250 0.005 0.02 12,800 150 0.003 0.01
2008-020 2 35000 1,600 0.06 0.21 30,000 1,600 0.04 0.17 26,000 1,350 0.04 0.15 20,000 700 0.02 0.12
2008-025 2.5 35,000 1,600 0.06 0.21 30,000 1,600 0.04 0.17 26,000 1,350 0.04 0.15 20,000 700 0.02 0.12
2008-030 3 35000 1,600 0.06 0.21 30,000 1,600 0.04 0.17 26,000 1,350 0.04 0.15 20,000 700 0.02 0.12
2008-040 4 35000 1,600 0.06 0.21 | 30,000 1,600 0.04 0.17 26,000 1,350 0.04 0.15 20,000 700 0.02 0.12
2008-050 Ro4 5 31,500 1,300 0.04 0.177 27,500 1,300 0.03 0.15 23,400 1,000 0.03 0.11 18,000 530 0.015 0.09
2008-060 6 28,000 1,000 0.02 0.12 | 25,000 1,000 0.02 0.12 20,800 675 0.02 0.075 16,000 350 0.01 0.06
2008-070 7 25200 900 0.02 0.11 22,500 900 0.02 0.11 18700 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 2.5 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
2010-030 3 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
2010-040 4 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
2010-050 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 0.06 0.23 21,500 1,250 0.03 0.17 19,700 1,050 0.025 0.15 14,500 525 0.025 0.15
2010-070 RS 7 27,000 980 0.04 0.19 20,000 920 0.02 0.15 19,000 770 0.02 0.14 14,200 380 0.02 0.14
2010-080 8 24,000 800 0.025 0.155 18,500 580 0.015 0.12 18,400 480 0.015 0.12 13,800 240 0.015 0.12
2010-100 10 22,0000 600 0.018 0.13 14800 430 0.01 0.09 14700 360 0.01 0.09 14700 360 0.01 0.09
2010-120 12 14,150 320 0.015 0.12 13,400 380 0.008 0.08 13,300 290 0.008 0.08 13,300 290 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 0.08 12,000 220 0.007 0.08

2010-160 16 12,150 250 0.011 0.09 10,800 320 0.006 0.07 10,800 200 0.006 0.07 10,800 200 0.006 0.07



HGLB tJJ#ls%{4Z Milling Conditions

TUN—RVHE /7 BANSE

BANGS BANS BEANSE
Fotslvy PREi:;EEEE%’?EEESLS/ HARDENED STEELS HARDENED STEELS HARDENED STEELS
WORK MATERIAL NAK / STAVAX SKD11 HAP10 HAP72
(~55HRC) (55~62HRC) (62~66HRC) (66~70HRC)
BUE T—L+R AR OEmRE EUEE  ap Qe  [EERERE XYUERE ap Qe  [EERERE XYUEE  ap Qe  OEEE EUEE ap Qe
Model Radius of Effective, Spindle Feed Axial Radial Spindle Feed Axial Radial Spindle Feed Axial Radial Spindle Feed Axial Radial
Number Ball Nose| Length | Speed Rate Depth | Depth Speed Rate Depth | Depth Speed Rate Depth | Depth Speed Rate Depth | Depth
(mm) (mm) (Min")  @m/min)  (Mmm)  (mm)  min")  @m/min) (mm)  (mm)  min")  @m/min) (mm) | (mm) | (min")  @m/min)  (mm)  (mm)
2015-030 3 30,000 2450 0.25 0.55 17,000 2,000 0.12 0.4 15,000 1,750 0.06 0.29 11,250 875 0.06 @ 0.29
2015-040 4 30,000 2450 0.25 0.55 17,000 2,000 0.12 0.4 15,000 1,750 0.06 0.29 11,250 875 0.06 0.29
2015-060 6 30,000 2450 0.15 0.45 17,000 2,000 0.07 031 15000 1,750 0.04 | 0.24 11,250 875 0.04 0.24
2015-080 8 23,500 1,300 0.1 0.37 15,000 1,250 0.045 0.25 14,000 1,050 0.03 0.21 10,500 525 0.03 0.21

2015-100 RO.75 10 23,500 1,300 0.1 0.37 15,000 1,250 0.045 0.25 14,000 1,050 0.03 0.21 10,500 525 0.03  0.21

2015-120 12 13,700 480 0.03 0.21 13,000 580 0.02 0.17 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 8,200 190 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 8,900 320 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 0.15 0.5 14,700 2,100 0.15 035 12,250 1,800 0.08 0.35
2020-040 4 28,000 2,900 0.3 0.7 14,000 2,100 0.15 0.5 14,700 2,100 0.15 035 12,250 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 0.15 0.3 12,250 1,800 0.06 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 0.15 0.3 12,250 1,800 0.06 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 0.15 0.3 12,250 1,800 0.06 0.3
2020-120 R1 12 19,500 1,350 0.12 0.45 12,400 1,350 0.06 034 13,800 1,320 0.09 0.27 11,500 1,100 0.045 0.27
2020-140 14 19,500 1,350 0.12 045 12,400 1,350 0.06 0.34 13,800 1,320 0.09 0.27 11,500 1,100 0.045 0.27
2020-160 16 10,800 500 0.05 0.3 10,800 600 0.03 0.24 12,840 580 0.06 0.24 10,700 490 0.03 0.24
2020-200 20 10,800 500 0.035 0.25 10,800 450 0.02 0.19 10,270 440 0.04 0.19 8,560 370 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 0.032 0.15 6,850 300 0.016 0.15
2030-060 6 21,000 3,000 0.4 1 13,250 2,500 0.24 0,55 11,040 2,280 0.24 0.55 9,200 1,900 0.12  0.55
2030-080 8 21,000 3,000 0.4 1 13,250 2,500 0.24 0.55 11,040 2,280 0.24 0.55 9,200 1,900 0.12 0.55
2030-100 10 21,000 3,000 0.3 0.9 12,200 2,300 0.2 0.5 11,040 2,280 0.2 0.5 9,200 1,900 0.1 0.5
2030-120 12 21,000 3,000 0.3 0.9 12,200 2,300 0.2 0.5 11,040 2,280 0.2 0.5 9,200 1,900 0.1 0.5
2030-140 14 21,000 3,000 0.3 0.9 12,200 2,300 0.2 0.5 11,040 2,280 0.2 0.5 9,200 1,900 0.1 0.5
2030-160 16 21,000 3,000 0.3 0.9 12,200 2,300 0.2 0.5 11,040 2,280 0.2 0.5 9,200 1,900 0.1 0.5
2030-180 KIS 18 17,750 2,300 0.24 0.8 11,750 1,850 0.18 0.48 10,680 1,830 0.18 0.48 8,900 1,525 0.088 0.48
2030-200 20 14,500 1,600 0.18 0.7 11,350 1,400 0.15 0.45 10,320 1,380 0.15 0.45 8,600 1,150 0.075 0.45
2030-220 22 13,000 1,440 0.16 0.63 11,000 1,020 0.13 0.42 9,960 1,000 0.13  0.42 8,300 830 0.063 0.42
2030-250 25 11,600 1,280 0.14 0.56 10,500 620 0.1 0.38 9,600 610 0.1 0.38 8,000 510 0.05 0.38
2030-270 27 10,500 1,150 0.13 | 0.51 9,000 540 0.08 0.34 8,200 530 0.08 0.34 6,850 440 0.04 0.34

2030-300 30 9,280 1,020 0.11  0.45 7,500 450 0.06 0.29 6,840 440 0.06 0.29 5700 370 0.03 0.29



HGLB tJJ#ls%{4Z Milling Conditions

UN—R4 /) :
7’P—liEHAREENﬂg!D S?E?L?/im BEANEA BEANEA BEANA
W HIAA HARDENED STEELS HARDENED STEELS HARDENED STEELS HARDENED STEELS
WORK MATERIAL NAK / STAVAX SKD11 HAP10 HAP72
(~55HRC) (55~62HRC) (62~66HRC) (66~70HRC)
BE AR BHE OEEE EUEE 8 0 8 OEEE EUEE 8 8  mEEE EUEE 8 | 4  OREE EUEE 8 &
Model Radius of Effective, Spindle Feed Axial Radial | Spindle Feed Axial Radial | Spindle Feed Axial Radial | Spindle Feed Axial Radial

Number Ball Nose Length = Speed Rate Depth | Depth Speed Rate Depth | Depth Speed Rate Depth | Depth Speed Rate Depth | Depth
(mm) (mm) Mmin")  (mm/min) (mm)  (mm) M) @m/min) (mm)  mm) M) @m/minD (mm)  (mm) - min?)  @m/min) (mm)  (mm)

2040-080 8 18,000 3,200 0.5 1.3 11,380 2,880 0.36 | 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 0.36 0.95 9,480 2,400 0.3 0.75 7,900 2,000 0.15 0.75
2040-120 12 18,000 3,200 0.4 1.2 11,380 2,880 0.31 | 0.85 9,480 2,400 0.26 0.7 7,900 2,000 0.13 0.7
2040-140 14 18,000 3,200 0.4 1.2 11,380 2,880 0.31 0.85 9,480 2,400 0.26 0.7 7,900 2,000 0.13 0.7
2040-160 16 18,000 3,200 0.4 1.2 11,380 2,880 0.31 | 0.85 9,480 2,400 0.26 0.7 7,900 2,000 0.13 0.7
2040-180 18 18,000 3,200 0.4 1.2 11,380 2,880 0.31 0.85 9,480 2,400 0.26 0.7 7,900 2,000 0.13 0.7

2040-200 R2 20 18,000 3,200 0.4 1.2 10,730 1,800 0.21 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 0.21 0.7 8,940 1,500 0.18 @ 0.55 7,450 1,250 0.09 0.55
2040-250 25 12,500 1,250 0.25 0.95 10,730 1,800 0.21 0.7 8,940 1,500 0.18  0.55 7,450 1,250 0.09 0.55
2040-270 27 11,500 1,150 0.23 0.9 10,400 1,250 0.18 0.58 8,670 1,050 0.15 0.5 7,250 890 0.075 0.5

2040-300 30 10,630 1,000 0.2 0.76 10,080 780 0.15 0.45 8,400 650 0.12 0.45 7,000 540 0.06 0.45
2040-350 85 9,030 800 0.16 @ 0.61 8,640 730 0.13 0.43 7,200 610 0.11  0.43 6,000 510 0.055 0.43
2040-400 40 8,300 700 0.14 0.54 8,000 700 0.12 0.42 6,650 590 0.11  0.42 5500 500 0.05 @ 0.42
2060-100 10 14,400 3,200 0.5 1 9,140 2,880 0.38 1.05 7,620 2,400 0.32 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 0.38 @ 1.05 7,620 2,400 0.32 0.88 6,350 2,000 0.16  0.88
2060-180 18 14,400 3,200 0.5 (IES 9,140 2,880 0.38 1.05 7,620 2,400 0.32 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 0.32 0.95 7,620 2,400 0.32 0.88 6,350 2,000 0.16  0.88

2060-250 R3 25 14,400 3,200 0.5 15 8,100 2,000 0.3 0.95 7,500 1,920 0.27 0.805 6,250 1,600 0.135 0.805

2060-300 30 14,400 3,200 0.5 1.5 7,700 1,800 0.26 0.88 7,440 1,500 0.22 0.73 6,200 1,250 0.11  0.73
2060-350 5 9,200 2,050 0.32 1 6,200 1,450 0.21 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 0.47 4,000 810 0.07 0.47
2060-500 50 5600 850 0.16 0.6 4,500 810 0.15 0.52 3,900 780 0.12 0.38 3,200 650 0.06 0.38

s A\
2]
’E :

BNIERZEBHTIE, EVEEZ 50%UTICTFFTI ST,
- BIROEERENE D BUVBE P, IITHRECY PTEDRANREET BI56(E. OERESEYREZRUHETTFTI LT,
- KB < BEEIERE. FILER b IFTO-DOVITNICSVTHRE LIINTEETY .

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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HMWCOAT 2 Flute Long Neck Ball End Mills / Short Shank Long Neck Ball End Mills
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G
- gyAvyr ’g‘a’cﬁa;!f R0.25 =R=R0.45HmD 02,/ ¢ D= 10 BHEANY I F—IFIKTREH W FE Ao
- . Geometry Back taper geometry does not apply to below R0.25.
Back taper geometry does not apply to R0.25 = R =R0.45 and ¢,/ ¢ D = 10.

SHSHEIER c@ODIEICHEEE) Material Applications (% Highly Recommended @ Recommended O Suggested)
# Bl # Work Material

RS a&H | TUN-RVE BEANE b7 ZIWEER|T5T7AN bl Ll A2V | FIVER | BhiEes | BEES Bt
CARBON | ALLOY |PREHARDENED HARDENED STEELS CAST IRON | ALUMINUM | GRAPHITE | COPPER | PLASTICS | GLASS | TITANIUM | HEAT |CEMENTED |HARD BRITTLE
STEELS | STEELS STEELS ALLOYS FILED | ALLOYS |RESISTANT| CARBIDE | (NON-
S45C | SK/SCM | NAK HPM | ~50 | ~55|~60 | ~65|~70 PLASTICS ALLOYS METALLIC)
S55C S HRC | HRC | HRC | HRC | HRC MATERIALS
O O @ k| X% % @ @® O O O O

®N—IJavrvy Upgrade
HWLB. CWLB 2 YU —X TS, TERENN—-Ya Y7y UFELUR.

Wear resistance and tool accuracy have been improved with HWLB and CWLB series. R 5 /J Bta
a ©
CSELB HSLB HGLB ® S~ || [ e =
L] g
4 | &M | ~30 | ~40 | ~50 | ~55 | ~60 | ~65 | ~70 o 0 H
Copper  Raw Materialsi HRC HRC ¢ HRC ¢ HRC | HRC : HRC ! HRC M_g
L g
B
N g
A4 :3

CWLB HWLB HGLB ‘uk
@ | &M | ~30 | ~40 | ~50 | ~5 | ~60 | ~65 | ~70 neinad e
Copper  iRaw Materialsi HRC ¢ HRC ¢ HRC ¢ HRC | HRC { HRC | HRC
VvV IF—NAEERTY,
The shank taper angle shown is not an exact value.
& OZ 9 < V\H%E O J+t5—HSLBEAM KR ZRA
Variable rake angle design HSLB%Z CEERADA BB TIERAWVLEIFET,
With the same tool shape as our long-selling HSLB,
the transition from HSLB is made easy.
4 N\
ﬁﬁﬂuﬁgﬂ Tip point
s T« TRAK

Rig - FyEVIBL

ERSY)=]
Negative rake angle design prevents fracture and chipping.

Rake angle

ﬂEJEB Peripheral cutting edge

5% HT 1 TRAR

EIEIEST - —EE U]
Slightly negative rake angle design reduces

cutting resistance and prevents chattering. i I
A\ J

ITKLA

Rake angle

QOEHE ERIEEENINTIEEIC!

High Precision Even higher accuracy than before!

3R Conventional HSLB HWLB 8477 Unit (mm)
3) 173 ) RN 343 ) (RN
R—IVEER  REE  sEnz YTYIERE R—LER | RME | svEam [YPIOBRE) Lo
Radius of Ball Radius = Diameter Diar?]gter Radius of Ball Radius | Diameter Diameter il AT
Ball Nose Accuracy | Tolerance T ——— Ball Nose Accuracy | Tolerance T ———— g
R0.05~R0.075 +£0.002 0/-0.01 R0.05 ~R0.075 = 0.002
0/-0.006 0/-0.004
0/-0.005 (h-4)
RO.1 ~R1.25
RO.1 ~R3 +0.005 0/-0.015 + 0.003

R1.5~R3 0/-0.009 30°



M EEFE%E UP (50 HRC)

Improved wear resistance (50 HRC)

I EIEEFENSEL S  Relief wear width comparison
RO.5 X EL2.5 STAVAX (52 HRC)/SKD61 (50 HRC)

‘ Ol#mERE XD EE ap ER ft EFX  Cycle Time
5 Spindle Speed Feed Rate = Axial Depth = Radial Depth = Allowance 1pc
2 (min™) (mm/min) (mm) (mm) (mm) (m:s)

. 30,000 1,750 0.1 0.3 0.03 22:50

Coolant : T777'0— Air Blow

[UIERERE 2.5

Concave depth

STAVAX (52 HRC) 120 min SKD61 (50 HRC) 60 min
100 100
A # A
£ 5 Es) £ 5 ﬁ&
g %“y g W
%E 50 ﬁ% 50 /
8 3
B B
0

HSLB HWLB

fhSEERE DH#E Comparison with competitor's tool for hard materials

RO.5 X EL12 STAVAX (52 HRC)
Pocket Size CEERE YR
& B (== | ©5xDepth 0.7 mm DFmRE 3 @ Cycle Time
Spindle Speed Feed Rate = Axial Depth Radial Depth 1 Pocket
. (min™) (mm/min) (mm) (mm)
ﬂ m Coolqnt :
& @ I770=" 14,150 320 0.015 0.12 20 min
Air Blow
P —IAR(E
AT#IA SHERL R Fsr o NSEAE (mm)
Tool after milling Diameter reduction amount | Work piece dimensional change
20 min x 3 pockets 20 min x 3 pockets Actual measurements of circle pocket

20 min x 3 pockets

HWLB q
—0.0009 mm
’iaf\ié éfd Taget (035
ft o |

Competitor 0 S

~ I

<

—0.0016 mm P1 P2 P3

HWLB [IHEEFENNEWN  — PEZEENNEL, RIFFITAEE

HWLB achieves less wearing at the peripheral cutting edge which results in smaller dimensional changes on the work piece and excellent milling accuracy.



M EEFEE UP (60 HRC)

Improved wear resistance (60 HRC)

AL PEEFELEER Roughing Wear comparison
HWLB. HSLB. fti41 =88 HWLB, HSLB and competitor's tool for hard materials R0.5 X EL2.5 SKD11 (60 HRC)

o MERRE 2.5 YEIFEREFENE (50 min / 374y MIT )
Concave depth 60 Relief wear width (50 min / After milling 3 pockets)
E% 40 ‘f’ %o .f\g)(\
i
= 20 (
Bs
fiit SEEE A
HWLB HSLB Competitor's toﬁfor hard materials
Coolant : T777'0— Air Blow
OERRE ey a a. we  Cycle
Spindle ;i ) Axﬁaul Radial ELIFH Time
eed Rate Allowance
Speed (mm/min) Depth Depth (mm) 1 pc
(min™) (mm) (mm) (m:s)
24,000 2,000 0.05 0.2 0.03 16:11
HAHEDZWVWRIILIT
€3RI E HSLB. fhttFEERICLEN.
TEEEHIINEL _
Less tool damage when roughing large areas as compared ' . _
to the conventional HSLB and the competitor's tool. HWLB HSLB fit =R A

Competitor's tool for
hard materials

ﬁ:J:lj"‘}J[lI ﬂﬂItI‘iEi‘—-‘iEl:l:Efi Finishing Milling dimensional error comparison
HWLB. HSLB. fti41 =R HWLB, HSLB and competitor's tool for hard materials R0.5 X EL2.5 SKD11 (60 HRC)

Wil e ZomE G % cpce
easurement point PINCE " oed Rate xia adia Time
Speed (mm/min) Depth Depth 1 me
Rt (min") (mm) | (mm) °
Eigaisu 24,000 1,000 0.01 0.01 28 min
position / Coolant: T77'0— Air Blow
' s oy R 37y B EERSOEE (mm)
N adius Pocket easurement error from the target
RO.75 .
JAVBHER Target curve

SHRER  1~3iRKT v b TEZE(EE (mm)

1
Outer frame change of dimensions after milling 3 pockets(mm)

0.008 _ 08
fthttSEER A 06
0.0058 0.0063 Competitor's :
0.006 . tool for hard 0.4
materials
0.0039 0.2
0.004 HSLB
0.0028 ¢ 0
o
0.002 HWLB JHLMENSMEEZE  Measurement error from the target
0.0006 0.0026
0 0.03
. 0.025
Pocket1 Pocket2 Pocket3
28 min 56 min 84 min 0.02 HSLB EE Yellow
0.018 HWLB & Blue
EEEH 60HRC ICBVTH.
4% h—3 — ™
{ekm. ftheSEERICLEN 0.005
RIFGTERE DN THOIHE. 0
Offers higher milling accuracy as compared to our -0.005 J'U— Gray
conventional tools and the competitor's tools, even with -0.01 it =S TEE
hard materials of 60 HRC. e Competitor's tool for hard materials

@Y TN H QYT NONT BN T O ®
H oA d g & g d d o & A A oHd



. - T EFINIEESICBVTRERREIZFRE.
tEFEEE TERE P e i R LD

TS TR EITQ LSRR GG T G G EIRE (@ Milled surface quality remains very good. ,
The finishing roughness is almost the same as conventional tools.

ﬁ:J:l:HJﬂI 6 oy MITI#E (360 min) EESHER Finishing after milling 6 pockets (360min) Surface roughness comparison

HWLB. HSLB R0O.5 X EL2.5 STAVAX (52 HRC)
CEmERE a a -
; X ERE P ° T EFE  Cycle
spindle ooy Rate  AXial Radial  Alowance — Time
fr%?:‘g (mm/min) '?:ﬁrf;‘ '?;Ent)h (mm) 1pc
30,000 1,000 0.01 0.01 0 60 min

Coolant : A J)L=X k  Oil Mist

MERZRS
Concave depth

£ EFIT MIEES Ra(60 min X 6 Pockets = 360 min)
Finishing Surface roughness Ra(60 min X 6 Pockets = 360 min)

E

< 025
gz 02 HWLB HHTEER Curved surface HSLB BHTEIER Curved surface
g §° '\./o—r’/.
:J 3 o015 ‘\./.__'/.’_‘
28
IJ?I- g o1
s o005

_g SEESB Flat surface SEESB Flat surface

= 0

P5 P6 P1 P2
Felm i NIE=HF MTEHRA Selm i NIEEE MITEHER
Near the tip  Whole milling Enlarged milling Near the tip  Whole milling Enlarged milling
360min H1Ti& surface surface 360min HITi& surface surface
After 360 min milling After 360 min milling
HWLB HSLB

HSLB. HWLB HICFHEER - BHESEE 1~ 6 Ko v hETRIFLGEMES ZHiF,
TEEEMEDEFEDOIN T, MO TIEE,

Both HSLB and HWLB maintain excellent surface roughness on flat/curved surfaces until the 6th pocket.
Minimal wear near the tip of the tool allows for continuous milling.

H:J:lﬂ]ﬂl 6Ty HJl]I& (360 min) HHIT_I'/EE,EEHSEQ Finishing after milling 6 pockets (360 min) Milling dimensional error comparison
HWLB, HSLB RO0.5 X EL2.5 STAVAX (52 HRC)

T EFIT  AITHERRZE (1~6 Pocket)

Finishing Milling dimensional error (6 pockets)

0.004 ™™
0.003 HSLB
0.002
0.001 HWLB
0 L
P1 P2 P3 P4 P5 P6

HSLB. HWLB HEHZEICKETRBERBLN,
MEEFEME UP IC& W, HWLB [EHlTHEREANE LWIITH e,

Surface roughness between HSLB and HWLB show minor differences.
Meanwhile HWLB makes smaller milling dimensional error due to the improved wear resistance.



HMWCOAT 2®8F OYIxvIR—IVIVRII/Ya—byvyro0vT0xvIR—IL IV RI)L
HMWCOAT 2 Flute Long Neck Ball End Mills / Short Shank Long Neck Ball End Mills

BET 344 BIFE Total 344 models B Unit (mm)
Number Shank  BallNose  Length of Cut  Diameter Angle Length | Diameter = Length  Retail Price Inclined Angles
R 2, [} ®d, Bta L ®d H ¥ 30’ 1° 1°30° 2° 3°
HWLB 2001-002S O 0.2 35 4 23.6 9300 0.22 0.24 0.26 0.28 0.32
HWLB 2001-002 0.2 45 4 33.6 9300 0.22 0.24 0.26 0.28 0.32
HWLB 2001-003S @) 0.3 35 4 235 9300 033 036 038 040 045
HWLB 2001-003 R0O.05 0.3 0.08 | 0.095 11° 45 4 335 9300 033 036 038 040 045
HWLB 2001-004S @) 0.4 35 4 23.4 10,030 0.44 0.47 050 052 0.59
HWLB 2001-005S (@) 0.5 35 4 233 10,030 0.55 058 0.61 065 0.73
HWLB 2001-005 0.5 45 4 33.3 10,030 0.55 058 061 065 0.73
HWLB 20015-003S @) 0.3 35 4 23.6 10,760 0.37 0.39 0.41 0.43 048
HWLB 20015-003 0.3 45 4 33.6 10,760 0.37 0.39 0.41 0.43 048
HWLB 20015-005S (@) 0.5 35 4 234 11,400 0.58 0.61 0.64 067 0.75
HWLB 20015-005 RO075 0.5 012 ) 013 " 45 4 334 11,400 0.58 0.61 0.64 067 0.75
HWLB 20015-010S (@) 1 35 4 229 11,860 1.10 1.16 1.21 1.28 1.44
HWLB 20015-010 1 45 4 329 11,860 1.10 1.16 1.21 1.28 1.44
HWLB 2002-003S (@) 0.3 35 4 274 6470 042 044 046 048 0.52
HWLB 2002-003 0.3 45 4 374 6,470 0.42 0.44 046 048 0.52
HWLB 2002-005S (@) 0.5 35 4 272 6470 0.63 0.66 068 0.71 0.76
HWLB 2002-005 0.5 45 4 372 6,470 0.63 0.66 068 0.71 0.76
HWLB 2002-005-6 0.5 50 6 384 9030 0.63 0.66 068 0.71 0.76
HWLB 2002-0075S ) 0.75 35 4 269 6470 0.89 093 096 099 1.07
HWLB 2002-0075 0.75 45 4 369 6470 0.89 093 096 0.99 1.07
HWLB 2002-010S ) 1 35 4 267 6470 1.15 1.20 1.24 1.28 137
HWLB 2002-010 1 45 4 36.7 6470 1.15 1.20 1.24 1.28 1.37
HWLB 2002-010-6 RO 1 016 018 e 50 6 379 9,030 1.15 1.20 1.24 1.28 137
HWLB 2002-0125 1.25 45 4 364 7,020 1.40 1.45 150 155 1.67
HWLB 2002-015S @) 1.5 35 4 26.2 7,020 166 1.72 178 1.84 197
HWLB 2002-015 1.5 45 4 36.2 7,020 166 1.72 1.78 1.84 197
HWLB 2002-0175S @) 1.75 35 4 259 7750 192 1.99 205 212 228
HWLB 2002-020S @) 2 35 4 257 7750 218 225 233 241 258
HWLB 2002-020 2 45 4 357 7750 218 225 233 241 258
HWLB 2002-025 2.5 45 4 35.2 8480 270 279 288 298 3.20
HWLB 2002-030 3 45 4 347 9,120 3.22 332 343 355 381
HWLB 2003-005S (@) 0.5 35 4 273 6380 0.63 0.65 068 0.70 0.75
HWLB 2003-005 0.5 45 4 373 6380 0.63 0.65 068 0.70 0.75
HWLB 2003-0075S (@) 0.75 35 4 27.1 6,380 0.89 0.92 096 099 1.05
HWLB 2003-0075 0.75 45 4 37.1 6,380 | 0.89 0.92 096 0.99 1.05
HWLB 2003-010S (@) 1 35 4 26.8 6,380 1.15 1.19 1.23 1.27 1.36
HWLB 2003-010 1 45 4 36.8 6380 1.15 1.19 1.23 1.27 1.36
HWLB 2003-010-6 RO.15 1 0.24  0.29 16° 50 6 38.1 8,660 1.15 1.19 1.23 1.27 1.36
HWLB 2003-0125 1.25 45 4 36.6 6840 1.40 1.45 150 155 1.66
HWLB 2003-015S O 1.5 35 4 263 6840 1.66 1.72 1.77 183 1.96
HWLB 2003-015 1.5 45 4 363 6840 1.66 1.72 1.77 183 1.96
HWLB 2003-015-6 1.5 50 6 376 9490 1.66 1.72 1.77 183 1.96
HWLB 2003-020S O 2 35 4 25.8 6,840 218 225 232 240 257
HWLB 2003-020 2 45 4 35.8 6,840 218 225 232 240 257

IBHIEYE  Additional model



HMWCOAT 2®8F OYIxvIR—IVIVRII/Ya—byvyro0vT0xvIR—IL IV RI)L
HMWCOAT 2 Flute Long Neck Ball End Mills / Short Shank Long Neck Ball End Mills

Number Shank Ball Nose = Length of Cut  Diameter Angle Length | Diameter Length | Retail Price Inclined Angles
R 2, ) ®d, Bta L od H ¥ 30’ 1° 1300 ot 3
HWLB 2003-0255 o 25 35 4 | 253 7020 270 278 287 297 3.8
HWLB 2003-025 2.5 45 4 353 7020 270 278 287 297 3.8
HWLB 2003-0305 o 3 35 4 248 7020 321 332 342 354 380
HWLB 2003-030 3 45 4 348 7020 321 332 342 354 380
HWLB 2003-035 RO13 35 024|029 1¢ 45 4 | 343 7300 373 385 397 411 4.41
HWLB 2003-040 4 45 4 338 7300 425 438 452 468 502
HWLB 2003-045 45 45 4 333 7300 476 491 507 525 563
HWLB 2003-050 5 45 4 328 8210 528 544 562 582 624
HWLB 2004-0055 o 0.5 35 4 | 275 4380 063 065 068 070 074
HWLB 2004-005 0.5 45 4 375 4380 063 065 068 070 074
HWLB 2004-0075 0.75 45 4 373 4380 089 092 095 0.98 1.05
HWLB 2004-010S o 1 35 4 270 4380 1.15 119 123 127 135
HWLB 2004-010 1 45 4 370 4380 115 119 123 127 135
HWLB 2004-010-6 1 50 6 383 6380 1.15 1.19 123 127 135
HWLB 2004-0155 o 15 35 4 | 265 4470 166 172 177 183 195
HWLB 2004-015 15 45 4 365 4470 166 172 177 183 1.95
HWLB 2004-015-6 15 50 6 378 6470 166 172 177 183 195
HWLB 2004-0205 o 2 35 4 260 4560 218 225 232 240 256
HWLB 2004-020 2 45 4 | 360 4560 218 225 232 240 256
HWLB 2004-020-6 2 50 6 373 6660 218 225 232 240 256
HWLB 2004-0255 o) Ro-2 2.5 032|039 1¢ 35 4 | 255 4740 270 278 287 296 3.18
HWLB 2004-025 25 45 4 355 4740 270 278 287 296 3.18
HWLB 2004-030S o 3 35 4 | 250 5020 321 331 342 353 379
HWLB 2004-030 3 45 4 350 5020 321 331 342 353 379
HWLB 2004-030-6 3 50 6 | 363 7300 321 331 342 353 379
HWLB 2004-0355 o 35 35 4 245 5470 373 385 397 4.10 4.40
HWLB 2004-035 35 45 4 | 345 5470 373 385 397 4.10 4.40
HWLB 2004-0405 o 4 35 4 240 5470 425 438 452 467 5.01
HWLB 2004-040 4 45 4 | 340 5470 425 438 452 467 501
HWLB 2004-045 45 45 4 335 5740 476 491 507 524 562
HWLB 2004-050 5 45 4 | 330 5740 528 544 562 581 624
HWLB 2004-060 6 45 4 320 6660 631 651 672 695 7.46
HWLB 2005-00755 O 0.75 35 4 | 275 4380 089 092 095 0.98 1.03
HWLB 2005-010S o 1 35 4 272 4380 1.15 1.19 122 126 134
HWLB 2005-010 1 45 4 | 372 4380 115 1.19 122 126 134
HWLB 2005-0155 o 15 35 4 267 4380 166 171 176 182 194
HWLB 2005-015 15 45 4 | 367 4380 166 171 176 182 194
HWLB 2005-015-6 15 50 6 380 6380 166 171 176 182 194
HWLB 2005-0205 o 2 35 4 | 262 4380 218 225 231 239 255
HWLB 2005-020 R0.25 2 04 | 049 1¢ 45 4 362 4380 218 225 231 239 255
HWLB 2005-020-6 2 50 6 | 375 6380 218 225 231 239 255
HWLB 2005-0255 o 25 35 4 257 4380 270 278 286 296 3.17
HWLB 2005-025 25 45 4 | 357 4380 270 278 286 296 3.17
HWLB 2005-030S o 3 35 4 252 4380 321 331 342 353 378
HWLB 2005-030 3 45 4 | 352 4380 321 331 342 353 378
HWLB 2005-030-6 3 50 6 365 6380 321 331 342 353 378

OBNNBYE  Additional model



HMWCOAT 2®8F OYIxvIR—IVIVRII/Ya—byvyro0vT0xvIR—IL IV RI)L
HMWCOAT 2 Flute Long Neck Ball End Mills / Short Shank Long Neck Ball End Mills

Number Shank  BallNose Length of Cut | Diameter Angle Length  Diameter = Length | Retail Price Inclined Angles
R g, 2 od, Bta L od H ¥ 30 1 130 o
HWLB 2005-035 35 45 4 347 4380 3.73 384 397 4.0
HWLB 2005-040S O 4 35 4 24.2 4,380 424 438 452 4.67
HWLB 2005-040 4 45 4 342 4,380 424 438 452 4.67
HWLB 2005-040-6 4 50 6 355 6,380 4.24 438 452 4.67
HWLB 2005-045 4.5 45 4 33.7 4,470 476 491 5.07 5.24
HWLB 2005-050S O RO.25 5 0.4 0.49 16° 35 4 23.2 4,470 5.28 544 562 5.80
HWLB 2005-050 5 45 4 33.2 4470 528 544 562 5.80
HWLB 2005-060 6 45 4 322 4560 6.31 650 6.72 6.94
HWLB 2005-070 7 45 4 31.2 5470 734 757 7.82 8.08
HWLB 2005-080 8 45 4 30.2 5470 837 863 892 9.22
HWLB 2005-100 10 50 4 33.2 6,800 10.43 10.76 11.12 11.50
HWLB 2006-010S O 1 35 4 27.4 3,740 1.15 118 1.22 1.25
HWLB 2006-010 1 45 4 37.4 3,740 1.15 118 1.22 1.25
HWLB 2006-0125 1.25 45 4 37.2 3,380 1.39 1.44 1.48 153
HWLB 2006-015S O 1.5 35 4 26.9 3,380 1.66 171 1.76 1.81
HWLB 2006-015 1.5 45 4 36.9 3,380 1.66 171 1.76 1.81
HWLB 2006-015-6 1.5 50 6 38.2 5,100 1.66 171 1.76 1.81
HWLB 2006-020S O 2 35 4 264 3,380 218 224 231 238
HWLB 2006-020 2 45 4 36.4 3,380 218 224 231 238
HWLB 2006-020-6 2 50 6 37.7 5100 218 224 231 238
HWLB 2006-025S O 2.5 35 4 259 3460 269 277 286 295
HWLB 2006-025 2.5 45 4 359 3460 269 277 286 295
HWLB 2006-030S O 3 35 4 254 3460 3.21 331 341 352
HWLB 2006-030 3 45 4 354 3460 3.21 331 341 352
HWLB 2006-030-6 3 50 6 36.7 5200 3.21 331 341 352
HWLB 2006-035S O 35 35 4 249 3560 3.73 384 396 4.09
HWLB 2006-035 35 45 4 349 3560 3.73 3.84 396 4.09
HWLB 2006-040S O RO 4 048 | 059 e 35 4 244 3560 424 437 451 4.66
HWLB 2006-040 4 45 4 344 3560 424 437 451 4.66
HWLB 2006-040-6 4 50 6 35.7 5380 424 437 451 4.66
HWLB 2006-045 4.5 45 4 339 3560 476 490 506 5.23
HWLB 2006-050S O 5 35 4 234 3560 527 544 561 5.80
HWLB 2006-050 5 45 4 334 3560 527 544 561 5.80
HWLB 2006-050-6 5 50 6 347 5380 527 544 561 5.80
HWLB 2006-060S O 6 35 4 224 3560 6.30 6.50 6.71 6.94
HWLB 2006-060 6 45 4 324 3560 6.30 6.50 6.71 6.94
HWLB 2006-060-6 6 50 6 33.7 5380 6.30 650 6.71 6.94
HWLB 2006-070 7 45 4 31.4 4,020 734 757 781 8.08
HWLB 2006-080 8 45 4 304 4,740 837 863 891 9.21
HWLB 2006-090 9 45 4 29.4 5020 940 9.70 10.01 10.35
HWLB 2006-100 10 50 4 334 4830 10.43 10.76 11.11 11.49
HWLB 2006-100-6 10 50 6 29.7 7,300 10.43 10.76 11.11 11.49
HWLB 2006-120 12 50 4 31.4 5470 1249 1289 13.31 13.77
HWLB 2007-020 2 45 4 36.6 3,380 217 224 230 237
HWLB 2007-040 RO.35 4 0.56 @ 0.69 16° 45 4 346 3560 4.24 437 451 4.65
HWLB 2007-060 6 45 4 326 3560 630 650 6.71 6.93

XOBNNBYE  Additional model

3
4.39
5.00
5.00
5.00
5.61
6.22
6.22
7.45
8.67
9.90

12.34
1.33
1.33
1.62
1.93
1.93
1.93
2.54
2.54
2.54
3.15
3.15
3.77
3.77
3.77
4.38
4.38
4.99
4.99
4.99
5.60
6.21
6.21
6.21
7.44
7.44
7.44
8.66
9.88

11.11

12.33

12.33

14.78
2.53
4.98
7.43



HMWCOAT 2®8F OYIxvIR—IVIVRII/Ya—byvyro0vT0xvIR—IL IV RI)L
HMWCOAT 2 Flute Long Neck Ball End Mills / Short Shank Long Neck Ball End Mills

Number Shank  BallNose Length of Cut | Diameter  Angle Length | Diameter —Length | Retail Price Inclined Angles
R 2, [} od, Bta L od H ¥ 30 13y | o
HWLB 2008-015 1.5 45 4 373 3380 165 170 175 1.80
HWLB 2008-020S o 2 35 4 268 3380 217 224 230 237
HWLB 2008-020 2 45 4 368 3380 217 224 230 237
HWLB 2008-020-6 2 50 6 380 5100 217 224 230 237
HWLB 2008-025 25 45 4 363 3560 269 277 285 294
HWLB 2008-030S o 3 35 4 258 3560 321 330 3.40 3.51
HWLB 2008-030 3 45 4 358 3560 321 330 340 3.51
HWLB 2008-030-6 3 50 6 370 5380 321 330 340 3.51
HWLB 2008-040S o 4 35 4 248 3560 424 437 450 465
HWLB 2008-040 RO.4A 4 064 079 16 45 4 348 3560 424 437 450 4.65
HWLB 2008-040-6 4 50 6 360 5380 424 437 450 465
HWLB 2008-050 5 45 4 338 3560 527 543 560 578
HWLB 2008-060S o 6 35 4 228 3560 630 650 670 6.92
HWLB 2008-060 6 45 4 328 3560 630 650 670 6.92
HWLB 2008-070 7 45 4 318 3560 733 756 7.80 8.06
HWLB 2008-080 8 45 4 308 3560 836 862 890 9.20
HWLB 2008-100 10 50 4 338 4740 10.43 1075 11.10 11.48
HWLB 2008-120 12 50 4 318 5840 1249 12.88 13.30 13.75
HWLB 2008-160 16 50 4 278 7990 1662 17.14 17.71 18.31
HWLB 2009-040 4 45 4 350 3560 424 436 450 4.64
HWLB 2009-080 RO.45 8 072 089 16 45 4 310 3560 836 862 890 9.19
HWLB 2009-120 12 50 4 320 5840 1249 12.88 13.30 13.75
HWLB 2010-0155 o 1.5 35 4 276 2820 166 171 175 1.80
HWLB 2010-015 1.5 45 4 376 2820 166 171 175 1.80
HWLB 2010-020S o 2 35 4 271 2820 218 224 230 236
HWLB 2010-020 2 45 4 371 2820 218 224 230 236
HWLB 2010-0255 o 25 35 4 266 2820 270 277 285 293
HWLB 2010-025 25 45 4 366 2820 270 277 285 293
HWLB 2010-030S o 3 35 4 261 2820 321 330 3.40 3.50
HWLB 2010-030 3 45 4 361 2820 321 330 340 3.50
HWLB 2010-030-6 3 50 6 374 4470 321 330 3.40 3.50
HWLB 2010-040S o 4 35 4 251 3190 424 437 450 464
HWLB 2010-040 4 45 4 351 3,190 424 437 450 464
HWLB 2010-040-6 Ro:3 4 08 | 098 1¢ 50 6 364 4930 424 437 450 464
HWLB 2010-050 5 45 4 341 3190 528 543 560 578
HWLB 2010-050-6 5 50 6 354 4930 528 543 560 578
HWLB 2010-060S o 6 35 4 231 3460 631 650 670 6.92
HWLB 2010-060 6 45 4 331 3460 631 650 670 6.92
HWLB 2010-060-6 6 50 6 344 5200 631 650 670 6.92
HWLB 2010-070 7 45 4 321 3460 734 756 7.80 8.06
HWLB 2010-070-6 7 50 6 334 5200 734 756 7.80 8.06
HWLB 2010-080S o 8 40 4 261 3460 837 863 890 9.20
HWLB 2010-080 8 45 4 311 3460 837 863 890 9.20
HWLB 2010-080-6 8 50 6 324 5200 837 863 890 9.20

XOENIBYE  Additional model

1.91
2.52
2.52
2.52
3.13
3.74
3.74
3.74
4.97
4.97
4.97
6.19
7.42
7.42
8.64
9.86
12.31
14.76
19.65
4.96
9.85
14.75
1.90
1.90
2.51
2.51
3.12
3.12
3.73
3.73
3.73
4.96
4.96
4.96
6.18
6.18
7.40
7.40
7.40
8.63
8.63
9.85
9.85
9.85



HMWCOAT 2®8F OYIxvIR—IVIVRII/Ya—byvyro0vT0xvIR—IL IV RI)L
HMWCOAT 2 Flute Long Neck Ball End Mills / Short Shank Long Neck Ball End Mills

Number Shank Ball Nose = Length of Cut | Diameter Angle Length | Diameter Length | Retail Price Inclined Angles
R 0, ) ®d, Bta L od H ¥ 30’ 1 1300 % 3
HWLB 2010-090 9 45 4 301 3460 940 9.69 10.00 10.34 11.08
HWLB 2010-100S o) 10 40 4 241 3,460 10.43 10.76 11.10 11.47 12.30
HWLB 2010-100 10 45 4 291 3460 10.43 10.76 11.10 11.47 12.30
HWLB 2010-100-6 10 50 6 304 5200 10.43 10.76 11.10 11.47 12.30
HWLB 2010-120 12 45 4 271 3,460 1250 12.89 13.30 13.75 14.75
HWLB 2010-140 RO.5 14 08 098 16 50 4 301 4,020 1456 15.02 1551 16.03 17.19
HWLB 2010-140-6 14 60 6 364 5660 14.56 15.02 1551 16.03 17.19
HWLB 2010-160 16 50 4 281 4740 16.62 17.15 17.71 18.31 19.64
HWLB 2010-180 18 55 4 311 4740 1868 19.28 19.91 20.58 22.09
HWLB 2010-200 20 55 4 291 5740 2075 21.41 22.11 22.86 24.54
HWLB 2010-220-6 22 70 6 384 8480 2281 23.54 2431 25.14 26.98
HWLB 2012-020 2 45 4 376 4290 203 208 213 219 232
HWLB 2012-030 3 45 4 366 4290 307 315 324 333 354
HWLB 2012-040 4 45 4 356 4290 410 421 434 447 476
HWLB 2012-060 6 45 4 336 4650 6.16 634 654 675 7.21
HWLB 2012-080 RO.6 8 09 119 16 45 4 316 4,650 822 847 874 9.02 966
HWLB 2012-100 10 45 4 296 4,650 10.29 10.60 10.94 11.30 12.10
HWLB 2012-120 12 45 4 276 4,650 12.35 12.73 13.14 13.58 14.55
HWLB 2012-140 14 50 4 306 5020 14.41 14.86 1534 15.85 17.00
HWLB 2012-160 16 50 4 286 5470 16.47 16.99 17.54 18.13 19.45
HWLB 2014-060 6 45 4 340 4,020 6.19 637 657 677 7.23
HWLB 2014-080 RO.7 8 112 137 16 45 4 320 4,020 826 850 877 9.05 9.68
HWLB 2014-120 12 45 4 280 4,020 12.38 12.76 13.17 13.60 14.57
HWLB 2015-030S ¢} 3 35 4 272 3280 310 3.18 326 3.35 355
HWLB 2015-030 3 45 4 372 3280 310 3.18 326 335 355
HWLB 2015-040S ¢} 4 35 4 262 3280 413 424 436 449 477
HWLB 2015-040 4 45 4 362 3280 413 424 436 449 477
HWLB 2015-060S ¢} 6 35 4 242 3280 619 637 656 676 7.22
HWLB 2015-060 6 45 4 342 3280 6.19 637 656 676 7.22
HWLB 2015-060-6 6 50 6 354 5290 6.19 637 656 676 7.22
HWLB 2015-080S e} 8 40 4 272 3460 825 850 876 9.04 9.67
HWLB 2015-080 8 45 4 322 3460 825 850 876 9.04 9.67
HWLB 2015-080-6 8 50 6 334 5290 825 850 876 9.04 9.67
HWLB 2015-100S 10 40 4 252 3,740 10.32 10.63 10.96 11.32 12.11
HWLB 2015-100 RO.75 10 e B 45 4 302 3,740 10.32 10.63 10.96 11.32 12.11
HWLB 2015-100-6 10 50 6 314 5290 10.32 10.63 10.96 11.32 12.11
HWLB 2015-120 12 45 4 282 4,020 12.38 12.76 13.16 13.60 14.56
HWLB 2015-140 14 50 4 312 4,020 14.44 14.89 15.36 15.87 17.01
HWLB 2015-160 16 50 4 292 4,020 16.50 17.02 17.57 18.15 19.46
HWLB 2015-160-6 16 60 6 354 6,020 16.50 17.02 17.57 18.15 19.46
HWLB 2015-180 18 55 4 322 4,020 1857 19.15 19.77 20.43 21.90
HWLB 2015-200 20 55 4 302 4,020 20.63 21.28 21.97 22.71 24.35
HWLB 2015-220 22 55 4 28.2 4,020 22.69 23.41 24.17 24.98 [#BL
HWLB 2015-250 25 65 4 35.2 5600 2579 26.60 27.47 28.40 [%BL
HWLB 2015-300 30 70 4 352 6570 30.94 31.93 3297 34.09 [#BY

XOBANBYE  Additional model



HMWCOAT 2®8F OYIxvIR—IVIVRII/Ya—byvyro0vT0xvIR—IL IV RI)L
HMWCOAT 2 Flute Long Neck Ball End Mills / Short Shank Long Neck Ball End Mills

Number Shank Ball Nose = Length of Cut  Diameter Angle Length  Diameter Length | Retail Price Inclined Angles
R 2, 9 od, Bta L ¢d H ¥ 30’ 1 1300 % 3
HWLB 2016-040 4 45 4 363 4560 411 422 434 446 474
HWLB 2016-080 8 45 4 323 4,650 823 848 874 9.02 964
HWLB 2016-120 RO.8 12 1.28 158 16 45 4 283 4,650 12.36 12.74 13.14 13.57 14.53
HWLB 2016-160 16 50 4 293 4,650 16.49 17.00 17.54 18.12 19.42
HWLB 2016-200 20 55 4 30.3 4,650 20.61 21.26 21.94 22.68 [2BY
HWLB 2018-040 4 45 4 367 3800 411 421 433 445 472
HWLB 2018-060 6 45 4 347 3800 6.17 634 653 672 7.17
HWLB 2018-080 8 45 4 327 4,020 823 847 873 9.00 961
HWLB 2018-100 10 45 4 307 4,020 10.29 10.60 10.93 11.28 12.06
HWLB 2018-120 R0-9 12 44| 178 1€ 45 4 287 4,020 1236 12.73 13.13 13.56 14.51
HWLB 2018-160 16 50 4 297 4,020 16.48 16.99 17.53 18.11 19.40
HWLB 2018-200 20 55 4 30.7 4,020 20.61 21.25 21.93 22.67 F2BY
HWLB 2018-300 30 70 4 357 6340 30.92 31.90 32.94 TZBL THEL
HWLB 2020-030S (e) 3 35 4 281 2820 3.07 3.14 321 329 347
HWLB 2020-030 3 45 4 381 2820 3.07 3.4 321 329 347
HWLB 2020-040S o 4 35 4 271 2820 410 421 432 443 470
HWLB 2020-040 4 45 4 371 2820 410 421 432 443 470
HWLB 2020-040-6 4 50 6 384 4470 410 421 432 443 470
HWLB 2020-060S le) 6 35 4 251 3190 6.17 633 652 671 7.14
HWLB 2020-060 6 45 4 351 3,190 6.17 633 652 671 7.14
HWLB 2020-060-6 6 50 6 364 4830 6.17 633 652 671 7.14
HWLB 2020-080S o 8 40 4 281 3460 823 846 872 899 959
HWLB 2020-080 8 45 4 331 3460 823 846 872 899 959
HWLB 2020-080-6 8 50 6 344 5200 823 846 872 899 959
HWLB 2020-100S le) 10 40 4 261 3460 10.29 10.59 10.92 11.27 12.04
HWLB 2020-100 10 45 4 311 3460 10.29 10.59 10.92 11.27 12.04
HWLB 2020-100-6 10 50 6 324 5200 10.29 10.59 10.92 11.27 12.04
HWLB 2020-120S o 12 40 4 241 3460 12.35 12.72 13.12 13.54 14.49
HWLB 2020-120 . 12 16 | 198 16 45 4 291 3460 1235 12.72 13.12 13.54 14.49
HWLB 2020-120-6 12 50 6 304 5200 12.35 12.72 13.12 13.54 14.49
HWLB 2020-140S o 14 45 4 271 3460 14.42 14.85 1532 15.82 16.93
HWLB 2020-140 14 50 4 321 3460 14.42 14.85 1532 15.82 16.93
HWLB 2020-160S o 16 45 4 251 3460 16.48 16.98 17.52 18.10 19.38
HWLB 2020-160 16 50 4 301 3460 16.48 16.98 17.52 18.10 19.38
HWLB 2020-160-6 16 60 6 364 5200 16.48 16.98 17.52 18.10 19.38
HWLB 2020-180S () 18 45 4 23.1 3,460 1854 19.11 19.72 20.37 FZBUL
HWLB 2020-180 18 55 4 331 | 3,460 18.54 19.11 19.72 20.37 FZ®UL
HWLB 2020-200S () 20 50 4 26.1 3,460 20.60 21.24 21.92 22.65 TZBL
HWLB 2020-200 20 55 4 31.1 | 3,460 20.60 21.24 21.92 22.65 TZ®L
HWLB 2020-200-6 20 70 6 424 5200 20.60 21.24 21.92 22.65 24.28
HWLB 2020-220 22 60 4 34.1 | 4,740 22.67 23.37 24.12 24.93 TEBUL
HWLB 2020-250 25 65 4 36.1 4,830 2576 26.57 27.43 28.35 [PRU
HWLB 2020-250-6 25 80 6 474 6,840 2576 26.57 27.43 28.35 30.39
HWLB 2020-300 30 70 4 36.1 5470 30.92 31.89 32.93 [#BL FTHEL
HWLB 2020-300-6 30 80 6 | 424 7,750 30.92 31.89 32.93 34.04 36.51

XOBANBYE  Additional model



HMWCOAT 2®8F OYIxvIR—IVIVRII/Ya—byvyro0vT0xvIR—IL IV RI)L
HMWCOAT 2 Flute Long Neck Ball End Mills / Short Shank Long Neck Ball End Mills

3

X%

%

Number Shank Ball Nose = Length of Cut  Diameter Angle Length  Diameter Length | Retail Price Inclined Angles
R 2, Q ®d, Bta L ¢d H ¥ 30’ 1° 1°30" 2° 3
HWLB 2020-350 . 35 16 | 108 | 16 80 4 411 7,480 36.08 37.21 38.43 TEBL THEL
HWLB 2020-400 40 80 4 | 36.1 | 7.480 |41.23|42.54 | R0 | THEL | THEL
HWLB 2025-060 6 45 4 360 3,740 621 637 655 674 7.5
HWLB 2025-100 10 45 4 320 3,920 10.34 10.63 10.95 11.29 12.05
HWLB 2025-150 15 50 4 320 4,650 15.49 15.96 16.45 TEL
HWLB 2025-200 k125 20 2 24 e 55 4 32.0 5470 20.65 21.28 21.96 ey
HWLB 2025-250 25 65 4 37.0 5840 25.81 26.61 27.46 TZRBL FTHEL
HWLB 2025-300 30 70 4 370 5840 30.96 el ey
HWLB 2030-060-3 6 — 60 3 51.5 | 3,190 [#BL FEBL FTEEL | FELL | FHEL
HWLB 2030-060-45 O 6 35 4 269 3,190 6.19 6.51 7.09
HWLB 2030-060-4 6 60 4 519 3,190 6.19 6.51 7.09
HWLB 2030-060 6 60 6 482 3460 6.19 6.51 7.09
HWLB 2030-080-45 O 8 40 4 299 3460 826 8.72 9.54
HWLB 2030-080 8 60 6 462 3,460 8.26 8.72 9.54
HWLB 2030-100-4S ) 10 40 4 27.9 4,020 10.32 10.92 TaEL
HWLB 2030-100 10 60 6 442 4,020 10.32 10.92 11.98
HWLB 2030-120-4S ) 12 40 4 259 4,190 12.38 13.12 TEL
HWLB 2030-120 12 60 6 422 4,190 12.38 13.12 14.43
HWLB 2030-140 R1.5 14 24 295  16° 60 6  40.2 4,650 14.45 15.32 15.80 16.88
HWLB 2030-160-45 O 16 45 4 269 4650 16.51 17.52 | F2el | Fal
HWLB 2030-160 16 60 6 382 4,650 16.51 17.52 18.08 19.33
HWLB 2030-180 18 60 6 362 4,650 1857 19.72 20.36 21.77
HWLB 2030-200-45 O 20 50 4 279 4,470 2063 TRy | THEL | ThEL
HWLB 2030-200 20 70 6 442 4,470 20.63 21.26 21.92 22.63 24.22
HWLB 2030-220 22 70 6 422 4,470 2270 23.39 24.12 2491 26.67
HWLB 2030-250 25 70 6 392 4,470 2579 26.58 27.42 28.33 30.34
HWLB 2030-300 30 70 6 34.2 | 5,100 30.95 31.91 32.93 34.02 FZ®UL
HWLB 2030-350 35 80 6 39.2 6,470 36.10 37.23 38.43 39.71 FZBUL
HWLB 2030-400 40 80 6 342 8020 41.26 42.55 43.93 [#BL THEL
HWLB 2035-100 10 60 6 451 5100 10.31 10.59 10.88 11.21 11.92
HWLB 2035-200 R1.75 20 28 345 16 65 6 401 5470 20.62 21.23 21.89 22.59 24.16
HWLB 2035-300 30 70 6 35.1 5840 30.93 31.88 32.89 33.98 [TZRUL
HWLB 2040-080-4S ) 8 35 4 248 | 3,340 [TEBL TEBL TERL FELL | FHEL
HWLB 2040-080-4 8 Bl 70 4 | 59.8 | 3,340 |FAEL|FHEL | FHEL | THEL | ThEL
HWLB 2040-080 8 16° 70 6 580 3560 824 845 867 890 943
HWLB 2040-100-45 O 10 — 40 4 | 30.0 | 3560 |gFABL|FBEL | FHEL | THEL | ThEL
HWLB 2040-100 10 16° 70 6  56.0 3560 10.30 10.58 10.87 11.18 11.88
HWLB 2040-120-45 O 12 — 40 a4 WO AESY JTEEY TREL Bl L wEl
HWLB 2040-120 R2 12 32 395 - 70 6 540 4,650 12.37 1271 13.07 13.46 14.32
HWLB 2040-140 14 70 6 520 4,650 15.27 15.73 16.77
HWLB 2040-160-4S ) 16 — 45 4 29.0 4,650 Tay | THEL | ThEL
HWLB 2040-160 16 - 70 6  50.0 4,650 17.47 18.01 19.22
HWLB 2040-180 18 70 6 48.0 4,650 1856 19.10 19.67 20.29 [FA=&L
HWLB 2040-200-4S O 20 - 50 4 | 30.0 | 4,650 |FBBU|FBEL|FHEL | THEL | ThEL
HWLB 2040-200 20 16° 70 6 46.0 4,650 20.62 21.22 21.87 22.57 [2BU

XOBANBYE  Additional model

No hnterference



HMWCOAT 2#X OYIRvIR—=IVIVRII/Ya—byv2ro0V72vIR—=ILIVRI
HMWCOAT 2 Flute Long Neck Ball End Mills / Short Shank Long Neck Ball End Mills

Number Shank  Ball Nose = Length of Cut  Diameter Angle Length  Diameter Length | Retail Price Inclined Angles
R 2, [} ¢d, Bta L ¢d H ¥ 30° 1° 1°30° 2° 3°
HWLB 2040-220 22 16° 70 6 440 4,650 22.68 23.35 24.07 24.84 [PBY
HWLB 2040-250-4S O 25 - 55 A O AESD TEEY L WL SRy Rl
HWLB 2040-250 25 16° 70 6 | 41.0 4650 2578 26.55 27.37 28.26 TEBY
HWLB 2040-300-4S O 30 - 60 A WO AESH TEEY FEL WL SRy il
HWLB 2040-300 30 70 6 360 4,650 3093 31.87 32.88 TZBL THEL
HWLB 2040-350 k2 35 32 395 16 80 6  41.0 5380 36.09 37.20 38.38 [EBL TABL
HWLB 2040-400 40 90 6  46.0 6,020 41.25 4252 [#BL FTEBL FTHEL
HWLB 2040-450 45 90 6 | 41.0 7,750 46.40 47.85 FEBL TEEL EHEL
HWLB 2040-500 50 100 6  46.0 8300 51.56 53.17 [2BL FTEBL THEL
HWLB 2040-600 60 120 6 | 56.0 | 8,460 |61.87|FZEL|TEEL | FEEL | THEL
HWLB 2050-100 10 70 6 579 5470 10.29 10.55 10.82 11.11 11.77
HWLB 2050-150 15 70 6 529 7,750 15.45 15.87 16.32 16.81 [28Y
HWLB 2050-200 20 ) 70 6 479 7,750 20.60 21.19 21.82 FZBL THEL
HWLB 2050-250 R2:3 25 N 4951 1o 70 6 | 429 7,750 25.76 26.52 FEBL TEBL EHEL
HWLB 2050-300 30 80 6 479 8300 30.92 31.84 [#BL TEBL THEL
HWLB 2050-400 40 90 6 | 47.9 (10,490 |41.23|F8EL|TEEL | THEL | THEL
HWLB 2060-100 10 80 6 656 5840 [EBL TEBL FHGL | FEBL THEL
HWLB 2060-150S e} 15 45 ® 00 5@ TEEY FEL whEl WL il
HWLB 2060-150 15 80 6 650 5840 AL THEL FHGL FHEL | FHEL
HWLB 2060-200S o} 20 50 ® 00 5@ JEEY FEL whel Wy il
HWLB 2060-200 20 80 6  60.0 5840 FEBL THEL FHGL FHEL THEL
HWLB 2060-250 25 80 6 | 55.00 [ 5,840 |FZEL|THEL| TEEL | FEEL | THEl
HWLB 2060-300S O R3 30 48 595 - 60 6 300 6,020 JEBL FTEBL FBEL | FEEL THEL
HWLB 2060-300 30 80 ® 300 GEW JPEY FEL whlL wREL el
HWLB 2060-350 35 80 6 450 6,200 [FEBL FTHEL | FHGL | FHEL | TSEL
HWLB 2060-400 40 90 ® 300 GS0 PPy FEL mhlL wREL el
HWLB 2060-450 45 100 6 550 7,020 JFEBL FTHEL FHGL FSEL TSEL
HWLB 2060-500 50 120 ® 700 7010 2Ry FEL whel SRy el
HWLB 2060-600 60 120 6 600 7,540 [TPEL FEEL FAEL TEEL TEEL

SGEPIBUE  Additional model



HWLB/HWLB-S t]HISE{4ZR Milling Conditions

TUN—RVHE /7 BANSE

AN AN BANG
HHIA PRE?@EEEEE%?;ELESLS/ HARDENED STEELS HARDENED STEELS HARDENED STEELS
WORK MATERIAL NAK / STAVAX SKD11 HAP10 HAP72
(~55HRC) (55~62HRC) (62~66HRC) (66~70HRC)

BIE R-L4E AR DOmEE ZUEE ap Qe  [EERERE XYUERE ap Qe  [EERERE XYUEE  ap Qe  OEEE EUEE ap 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")  (mm/min) (Mm) (mm)  minY)  @m/mn)  (Mm)  (mm)  Mmin?)  @/mn (mm)  (mm)  Mmin?)  @m/min (mm) - (mm)
0.2 48,000 55 0.002 0.002 48,000 45 0.002 0.002 48,000 45 0.002 0.002 36,000 22 0.002 0.002

0.3 48,000 55 0.002 0.002 48,000 45 0.002 0.002 48,000 45 0.002 0.002 36,000 22 0.002 0.002

0.4 48,000 50 0.002 0.002 48,000 40 0.002 0.002 48,000 40 0.002 0.002 36,000 20 0.002 0.002

0.5 48,000 35 0.002 0.002 48,000 35 0.002 0.002 48,000 35 0.002 0.002 36,000 17 0.002 0.002

0.3 48,000 90 0.004 0.004 48,000 70 | 0.004 0.004 48,000 70 | 0.004 0.004 36,000 35 0.004 0.004

20015 R0.075 0.5 48,000 60 0.004 0.004 48,000 50 0.004 0.004 48,000 50 0.004 0.004 36,000 25 0.004 0.004
1 48,000 60 0.001 0.002 48,000 20 0.001 0.002 48,000 20 0.001 0.002 36,000 10 | 0.001 0.002

0.3 60,000 200 0.003 0.005 60,000 200 0.002 0.003 60,000 130 0.002 0.003 45,000 65 0.002 0.003

0.5 60,000 200 0.003 0.005 60,000 200 0.002 0.003 60,000 130  0.002 0.003 45,000 65 0.002 0.003

0.75 60,000 200 0.003 0.005 60,000 200 0.002 0.003 60,000 130 0.002 0.003 45,000 65 0.002 0.003

1 60,000 200 @ 0.003 0.005 60,000 200 @ 0.002 0.003 60,000 130 0.002 0.003 45,000 65 0.002 0.003

1.25 60,000 160 0.002 0.004 54,000 140 0.001 0.002 54,000 95 0.001 0.002 40,500 45 0.001 0.002

2001 RO.05

2002 ko4 1.5 60,000 130 0.002 0.003 48,000 80 0.001 0.002 48,000 65 0.001 0.002 36,000 30 0.001 0.002
1.75 60,000 110 0.001 0.002 48,000 60 0.001 0.0017 48,000 50 0.001 0.001 36,000 25 0.001 0.001
2 60,000 90 0.001 0.002 48,000 50 0.001 0.001 48,000 40 0.001 | 0.001 36,000 20  0.001 0.001
25 46,850 60 0.001 0.001 40,450 30 0.001 0.001 40,450 20 0.001 0.001 30,350 10 0.001 0.001
3 33,750 30 0.001 0.001 33,600 20 0.001 0.001 33,600 15 ' 0.001 0.001 25,200 7 0.001 0.001
0.5 60,000 350 0.006 0.008 45,000 310 0.004 0.007 43,500 180 0.003 0.005 32,500 90 0.003 0.005
0.75 60,000 350 0.006 0.008 45,000 310 0.004 0.007 43,500 180 0.003 0.005 32,500 90 0.003 0.005
1 60,000 350 0.006 0.008 45,000 310 0.004 0.007 43,500 180 0.003 0.005 32,500 90 0.003 0.005
1.25 60,000 350 @ 0.006 0.008 45,000 310 @ 0.004 0.007 43,500 180 0.003 0.005 32,500 90  0.003 0.005
1.5 60,000 350 0.006 0.008 45,000 310 0.004 0.007 43,500 180 0.003 0.005 32,500 90 0.003 0.005
2 60,000 210 0.004 0.007 45,000 190 0.003 0.005 43,500 110 0.002 0.004 32,500 55 0.002 0.004
e 25 51,250 175 0.003 0.005 38,500 135 0.002 0.004 37,750 85 0.001 0.003 28,300 40 0.001 0.003
3 42,500 140 0.002 0.004 32,000 80 0.002 0.004 32,000 65 0.001 0.002 24,000 30 0.001 0.002
3.5 33,200 90 0.002 0.003 27,300 60 0.002 0.003 27,200 40 0.001 0.002 20,400 20 0.001 0.002
4 23900 45 0.001 0.001 22,550 30 0.001 0.001 22,300 20 0.001  0.001 16,720 10  0.001  0.001
45 22,500 40 0.001 0.001 21,300 30 0.001 0.001 20,900 20 0.001 0.001 15700 10 0.001 0.001
5 21,000 30 0.001 0.001 20,000 20 0.001 0.001 19,500 10 | 0.001 0.001 14,600 5 0.001 0.001
0.5 50,000 500 0.01 0.02 37,500 420 0.007 0.012 35000 240 0.005 0.008 26,250 120 0.005 0.008
0.75 50,000 500 0.01 0.02 37,500 420 0.007 0.012 35,000 240 0.005 0.008 26,250 120  0.005 0.008
1 50,000 500 0.01 0.02 37,500 420 0.007 0.012 35,000 240 0.005 0.008 26,250 120 0.005 0.008
1.5 50,000 500 0.01 0.02 37,500 420 0.007 0.012 35,000 240 0.005 0.008 26,250 120  0.005 0.008
2 50,000 500 0.01 0.02 37,500 420 0.007 0.012 35,000 240 0.005 0.008 26,250 120 0.005 0.008
2004 |R02 25 45000 360 0.007 0.012 34,500 300 0.005 0.008 32,500 190 0.004 0.007 24,300 95 0.004 0.007

3 40,000 250 0.005 0.008 31,900 210 0.004 0.008 30,500 160 0.003 0.005 22,800 80 0.003 0.005
3.5 36,000 210 0.004 0.007 28,700 180 0.003 0.006 27,400 140 0.002 0.004 20,550 70  0.002 0.004
4 32,000 180 0.003 0.005 25,500 150 0.002 0.004 24,300 120 0.002 0.004 18,200 60 0.002 0.004
45 28500 150 0.002 0.004 23,500 125 0.002 0.003 22,400 100 0.001 0.003 16,800 50 0.001 0.003
5 25,000 120 0.002 0.003 21,500 100 0.001 0.002 20,500 80 0.001 0.002 15350 40 0.001 0.002
6 18,000 60 0.001 0.002 18,000 60 0.001 0.002 17,000 45 0.001 0.002 12,750 20 0.001 0.002



HWLB/HWLB-S t]HISE{4ZR Milling Conditions

TUN—RVHE /7 BANSE

AN AN BANG
HHIA PRE?@E@E@E%?;EELS/ HARDENED STEELS HARDENED STEELS HARDENED STEELS
WORK MATERIAL NAK / STAVAX SKD11 HAP10 HAP72
(~55HRC) (55~62HRC) (62~66HRC) (66~70HRC)

BIE R-L4E AR DOmEE ZUEE ap Qe  [EERERE XYUERE ap Qe  [EERERE XYUEE  ap Qe  OEEE EUEE ap 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")  (mm/min) (Mm) (mm)  minY)  @m/mn)  (Mm)  (mm)  Mmin?)  @/mn (mm)  (mm)  Mmin?)  @m/min (mm) - (mm)
0.75 44,000 650 0.015 0.04 33,000 530 0.01 0.02 30,000 300 0.007 0.01 22500 150 @ 0.007 0.01
1 44,000 650 0.015 0.04 33,000 530 0.01 0.02 30,000 300 0.007 0.01 22500 150 0.007 0.01
1.5 44,000 650 0.015 0.04 33,000 530 0.01 | 0.02 30,000 300 0.007 0.01 22500 150 | 0.007 0.01
2 44,000 650 0.015 0.04 33,000 530 0.01 0.02 30000 300 0.007 0.01 22500 150 0.007 0.01
25 44,000 650 0.015 0.04 33,000 530 0.01 0.02 30,000 300 0.007 0.01 22,500 150 @ 0.007 0.01
3 40,000 500 0.01 0.02 31,000 400 0.007 0.01 28,550 230 0.005 0.008 21,400 115 0.005 0.008
3.5 36,350 340 0.007 0.017 29,000 270 0.005 0.008 27,700 160 0.003 0.006 20,300 80 0.003 0.006

2005 |R0.25 4 32,700 180 0.005 0.015 27,150 150 0.003 0.008 25,650 100 0.002 0.005 19,900 50 0.002 0.005
45 29900 150 0.004 0.01 25,700 130 0.002 0.007 24,500 85 0.002 0.004 18350 43 0.002 0.004
5 27,000 135 0.003 0.008 24,200 110 0.002 0.005 23,500 75 0.002 0.004 17,600 35 0.002 0.004
6 21,350 90 0.002 0.005 21,300 75 0.001 0.003 21,300 50 0.001 0.002 16,000 25 0.001 0.002
7 18,600 75 0.001 0.004 18,600 55 0.001 0.002 18,600 35 0.001 0.002 13,950 17 0.001 0.002
8 15,900 60 0.001 0.003 15,900 40 0.001 0.002 15,900 25 0.001 0.002 11,950 12 0.001 0.002
10 14,900 50 0.001 0.002 13,600 20 0.001 0.001 13,600 15 0.001 0.001 10,200 7 0.001 0.001
1 40,000 1,400 0.045 0.15 30,000 1,500 0.03 0.13 26,500 1,000 0.015 0.09 20,000 500 0.015 0.09
1.25 40,000 1,250 0.035 0.14 30,000 1,350 0.025 0.11 26,500 900 0.01 0.08 20,000 450 0.01 0.08
1.5 40,000 1,700 0.03 0.13 30,000 1,200 0.02 0.1 26,500 800 0.01 0.075 20,000 400 0.01 0.075
2 40,000 1,100 0.03 0.13 30,000 1,200 0.02 0.1 26,500 800 0.01 0.075 20,000 400 0.01 0.075
25 40,000 800 0.02 0.1 30,000 800 0.015 0.09 26,500 520 0.008 0.065 20,000 260 @ 0.008 0.065
3 40,000 800 0.02 0.1 30,000 800 0.015 0.09 26,500 520 0.008 0.065 20,000 260 0.008 0.065
3.5 40,000 500 0.015 0.09 30,000 500 0.01 0.075 26,500 340 0.006 0.05 20,000 170 | 0.006 0.05
4 40,000 500 0.015 0.09 30,000 500 0.01 0.075 26,500 340 0.006 0.05 20,000 170 0.006 0.05
2006 ko3 45 32,000 400 0.01 0.075 25,000 390 0.007 0.05 23,000 260 0.005 0.04 18,000 130 @ 0.005 0.04
5 32,000 400 0.01 0.075 25,000 390 0.007 0.05 23,000 260 0.005 0.04 18,000 130 0.005 0.04
6 24,000 300 0.007 0.06 21,000 320 0.005 0.04 19,500 210 0.004 0.03 15,000 105 0.004 0.03
7 20,000 250 0.006 0.05 18,500 280 0.004 0.03 17,500 180 0.003 0.02 13,100 90 0.003 0.02
8 16,000 200 0.005 0.05 16,000 240 0.003 0.02 16,000 160 0.003 0.02 12,000 80 0.003 0.02
9 15,450 185 0.004 0.035 15,450 200 0.002 0.017 15450 135 0.002 0.017 11,580 65 0.002 0.017
10 14900 175 0.003 0.02 14900 175 0.002 0.015 14,900 115 0.002 0.015 11,700 55 0.002 0.015
12 13,800 150 0.002 0.015 13,800 110 0.001 0.01 13,800 70 0.001 0.01 10,350 35 0.001 0.01
2 37,000 1,350 0.045 0.17 28,500 1,400 0.03 0.135 25,000 900 0.015 0.1 18,750 450 0.015 0.1
2007 R0O.35 4 31,250 920 0.035 0.15 25,750 975 0.025 0.12 23,750 650 0.012 0.09 17,800 325 0.012 0.09
6 25,500 500 0.025 0.13 23,000 550 0.02 0.11 22,500 400 0.01 0.08 16,850 200 0.01 0.08
1.5 35000 1,700 0.065 0.22 27,000 1,700 0.045 0.18 23,500 1,050 0.022 0.13 17,500 520 0.022 0.13
2 35,000 1,600 0.06 0.21 27,000 1,600 0.04 0.17 23,500 1,000 0.02 0.12 17500 500 0.02 0.12
25 35,000 1,500 0.055 0.2 27,000 1,500 0.035 0.16 23,500 950 0.018 0.11 17,500 480 0.018 0.11
3 35,000 1,400 0.05 0.19 27,000 1,400 0.03 0.15 23,500 900 0.015 0.1 17,500 450 0.015 0.1
4 35,000 1,200 0.04 0.17 27,000 1,200 0.025 0.135 23,500 600 0.012 0.095 17,500 300 0.012 0.095
5 31,500 900 0.03 0.15 25,000 900 0.02 0.12 22,000 500 0.01  0.085 16,500 250 0.01  0.085
2008 |Ro4 6 28,000 600 0.02 0.12 23,000 600 0.012 0.095 20,500 400 0.006 0.065 15500 200 0.006 0.065
7 23,750 460 0.016 0.105 20,500 480 0.009 0.08 18,750 340 0.005 0.062 14,000 170 0.005 0.062

8 19,500 330 0.012 0.095 18,000 375 0.007 0.07 17,000 285 0.005 0.06 12,750 140 0.005 0.06
10 15,000 260 0.01 0.085 14,700 340 0.005 0.06 14,650 225 0.004 0.05 11,000 110 0.004 0.05
12 14,000 220 0.005 0.06 13,700 290 0.003 0.04 13,650 140 0.002 0.03 10,250 70 0.002 0.03
16 13,300 185 0.003 0.02 11,700 150 0.001 0.013 11,100 90 0.001 0.013 8,300 45 0.001 0.013



HWLB/HWLB-S t]HISE{4ZR Milling Conditions

TUN—RVHE /7 BANSE

AN AN BANG
HHIA PRE?@E@E@E%?;EELS/ HARDENED STEELS HARDENED STEELS HARDENED STEELS
WORK MATERIAL NAK / STAVAX SKD11 HAP10 HAP72
(~55HRC) (55~62HRC) (62~66HRC) (66~70HRC)

BIE R-L4E AR DOmEE ZUEE ap Qe  [EERERE XYUERE ap Qe  [EERERE XYUEE  ap Qe  OEEE EUEE ap 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")  (mm/min) (Mm) (mm)  minY)  @m/mn)  (Mm)  (mm)  Mmin?)  @/mn (mm)  (mm)  Mmin?)  @m/min (mm) - (mm)

4 32,500 1,650 0.08 0.25 25,500 1,800 0.04 0.18 22,000 1,300 0.02 | 0.13 16,500 650 H 0.02 0.13

2009 RO0.45 8 25500 700 0.015 0.11 18500 500 0.01 0.09 18500 420 0.01 0.09 13,850 210 0.01 0.09
12 15,000 280 0.01 0.09 13,300 300 0.006 0.07 13,300 220 0.006 0.07 10,000 110 | 0.006 0.07

1.5 30,000 1,750 0.2 0.4 24,000 2,000 0.1 0.3 21,000 1,750 0.05 0.2 16,000 880 0.05 0.2
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
25 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
3 30,000 1,750 0.1 0.3 24,000 2,000 0.05 0.2 21,000 1,750 0.03 0.17 16,000 875 0.03 0.17
4 30,000 1,750 0.1 0.3 24,000 2,000 0.05 0.2 21,000 1,750 0.03 0.17 16,000 875 0.03 0.17
5 30,000 1,750 0.1 0.3 24,000 2,000 0.05 0.2 21,000 1,750 0.03 0.17 16,000 875 0.03 0.17
6 30,000 1,150 0.06 0.23 21,500 1,250 0.03 0.17 19,700 1,050 0.025 0.15 14,500 525 0.025 0.15
7 24,250 800 0.04 0.19 20,000 900 0.02 0.14 19,000 750 0.02 0.14 14,250 375 0.02 0.14
2010 RO.5 8 24,000 800 0.025 0.155 18,500 580 0.015 0.12 18,400 480 0.015 0.12 13,800 240 0.015 0.12

9 23,000 700 0.021 0.14 16,650 500 0.012 0.1 16,550 420 0.012 0.1 12,400 210 0.012 0.1
10 22,000 600 0.018 0.13 14,800 430 0.01 0.09 14,700 360 0.01 0.09 11,1700 180 0.01 0.09
12 14,150 320 0.015 0.12 13,400 380 0.008 0.08 13,300 290 0.008 0.08 9,950 145 0.008 0.08
14 13,500 280 0.012 0.1 12,000 350 0.007 0.08 12,000 220 0.007 0.08 9,000 110 0.007 0.08
16 12,750 240 0.008 0.08 10,500 250 0.005 0.045 10,500 160 0.005 0.045 7,850 80 0.005 0.045
18 12,350 220 0.006 0.065 9,750 200 0.004 0.035 9,750 130 0.004 0.035 7,300 65 0.004 0.035
20 12,000 200 0.005 0.03 9,000 150 0.003 0.02 9,000 100 0.003 0.02 6,750 50 | 0.003 0.02
22 12,000 150 0.003 0.02 9,000 110 0.002 0.012 9,000 75 0.002 0.012 6,750 35 0.002 0.012
30,000 2,000 0.12 0.36 20,000 2,000 0.06 0.24 17,500 1,750 0.036 0.2 13,100 880 0.036 0.2
30,000 2,000 0.12 0.36 20,000 2,000 0.06 0.24 17,500 1,750 0.036 0.2 13,100 875 0.036 0.2
30,000 2,000 0.12 0.36 20,000 2,000 0.06 0.24 17,500 1,750 0.036 0.2 13,100 875 0.036 0.2
30,000 2,000 0.12 0.36 20,000 2,000 0.06 0.24 17,500 1,750 0.036 0.2 13,100 875 0.036 0.2
2012 R0O.6 8 20,200 800 0.05 0.23 16,600 900 0.025 0.177 15850 750 0.025 0.17 11,900 375 0.025 0.17
10 15,500 480 0.03 0.18 15500 580 0.015 0.13 15350 480 0.015 0.13 11,500 240 0.015 0.13
12 12,400 360 0.02 0.15 12,400 430 0.01  0.095 12,250 360 0.01  0.095 9,200 180 0.01 | 0.095
14 11,850 320 0.018 0.14 11,200 380 0.008 0.085 11,100 290 0.008 0.085 8,300 145 0.008 0.085
16 11,300 280 0.014 0.12 10,000 360 0.007 0.08 10,000 230 0.007 0.08 7,500 115  0.007 0.08
6 25,200 2,000 0.13 0.42 17,150 2,000 0.065 0.27 15,000 1,750 0.036 0.23 11,250 875 0.036 0.23
2014 RO.7 8 25,200 1,300 0.08 0.32 15350 1,250 0.04 0.23 14,050 1,050 0.03 0.2 10,550 525 0.03 0.2
12 13,500 450 0.035 0.21 12,500 460 0.025 0.18 12,000 300 0.02 0.16 9,000 150 0.02 0.16
3 30,000 2,450 0.25 0.55 17,000 2,000 0.12 0.4 15,000 1,750 0.06 0.29 11,250 875 0.06 @ 0.29
4 30,000 2,450 0.25 0.55 17,000 2,000 0.12 0.4 15,000 1,750 0.06 0.29 11,250 875 0.06 0.29
6 30,000 2,450 0.15 0.45 17,000 2,000 0.07 0.31 15000 1,750 0.04 0.24 11,250 875 0.04 0.24
8 23,500 1,300 0.1 0.37 15,000 1,250 0.045 0.25 14,000 1,050 0.03 0.21 10,500 525 0.03 0.21
10 23,500 560 0.035 0.23 15,000 680 0.025 0.2 14,000 580 0.025 0.2 10,500 290 0.025 0.2
12 13,100 480 0.03 0.21 13,000 580 0.02 0.17 13,000 480 0.02 0.17 9,750 240 0.02 0.17
2015 R0O.75 14 11,200 400 0.025 0.19 10,900 485 0.015 0.145 10,900 385 0.015 0.145 8,200 190 0.015 0.145

o A W N

16 9,350 320 0.02 0.17 8,850 390 0.012 0.13 8,800 290 0.012 0.13 6,600 145 0.012 0.13
18 9,150 300 0.019 0.165 8,400 370 0.011 0.125 8,400 255 0.011 0.125 6,300 125  0.011 0.125
20 9,000 280 0.018 0.16 8,000 350 0.01 0.12 8,000 220 0.01 0.12 6,000 110 0.01 0.12
22 8,580 245 0.014 0.13 7,150 320 0.008 0.12 7,150 165 0.008 0.12 5350 80 0.008 0.12
25 8,100 210 0.01 | 0.11 6,250 220 0.006 0.09 6,250 120 0.005 0.08 4,700 60 0.005 0.08

30 7,600 175 0.006 0.04 5370 135 0.004 0.03 5,370 75 0.003 0.03 4,000 35 0.003 0.03



HWLB/HWLB-S t]HISE{4ZR Milling Conditions

TUN—RVHE /7 BANSE

AN AN BANG
HHIA PRE?@E@E@E%?;EELS/ HARDENED STEELS HARDENED STEELS HARDENED STEELS
WORK MATERIAL NAK / STAVAX SKD11 HAP10 HAP72
(~55HRC) (55~62HRC) (62~66HRC) (66~70HRC)

BIE R-L4E AR DOmEE ZUEE ap Qe  [EERERE XYUERE ap Qe  [EERERE XYUEE  ap Qe  OEEE EUEE ap 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")  (mm/min) (Mm) (mm)  minY)  @m/mn)  (Mm)  (mm)  Mmin?)  @/mn (mm)  (mm)  Mmin?)  @m/min (mm) - (mm)
4 30,000 2,500 0.25 0.58 17,500 2,100 0.12 0.4 15,300 1,800 0.06 0.3 11,500 900 0.06 0.3
8 30,000 2,500 0.16 0.48 17,500 2,100 0.08 0.32 15,300 1,800 0.05 0.275 11,500 900 0.05 0.275
2016 RO.8 12 13,500 500 0.04 0.245 13,500 600 0.024 0.19 13,400 490 0.024 0.19 10,050 245 0.024 0.19
16 10,800 375 0.03 0.21 10800 450 0.016 0.15 10,700 370 0.016 0.15 8,000 185 0.016 0.15
20 10,300 330 0.025 0.19 9,750 400 0.013 0.13 9,650 230 0.013 0.13 8,000 115 0.013 0.13
4 30,000 2,700 0.28 0.65 15,000 2,000 0.14 048 13,000 1,750 0.07 0.34 9,750 875 0.07 0.34
6 30,000 2,700 0.18 0.54 15,000 2,000 0.07 0.34 13,000 1,750 0.04 @ 0.26 9,750 875 0.04 | 0.26
8 30,000 2,700 0.18 0.54 15,000 2,000 0.07 0.34 13,000 1,750 0.04 0.26 9,750 875 0.04 0.26
10 25,750 2,000 0.14 0.48 14,400 1,650 0.06 0.32 12,900 1,425 0.035 0.24 9,700 713 0.035 0.24

2018 R0 12 21,500 1,350 0.1 0.41 13,800 1,350 0.05 0.29 12,800 1,700 0.03 0.23 9,600 550 0.03 0.23
16 15,550 390 0.032 0.23 11,700 490 0.016 0.18 11,150 400 0.01  0.14 8,400 200 0.01 | 0.14
20 9,300 350 0.027 0.21 9,050 420 0.014 0.15 9,000 330 0.009 0.12 6,750 165 0.009 0.12
30 8,000 240 0.015 0.15 7,000 250 0.009 0.07 7,000 160 0.006 0.06 5250 80 0.006 0.06
3 28,000 2,900 0.3 0.7 14,000 2,100 0.15 0.5 12,250 1,800 0.08 0.35 9,200 900 0.08 0.35
4 28,000 2,900 0.3 0.7 14,000 2,100 0.15 0.5 12,250 1,800 0.08 @ 0.35 9,200 900 0.08 0.35
6 28,000 2,900 0.2 0.6 14,000 2,100 0.1 0.4 12,250 1,800 0.06 0.3 9,200 900 0.06 0.3
8 28,000 2,900 0.2 0.6 14,000 2,100 0.1 0.4 12,250 1,800 0.06 0.3 9,200 900 0.06 0.3
10 28,000 2,900 0.2 0.6 14,000 2,100 0.1 0.4 12,250 1,800 0.06 0.3 9,200 900 0.06 0.3
12 19,500 1,350 0.12 0.45 12,400 1,350 0.06  0.34 11,500 1,100 0.045 0.27 8,650 550 | 0.045 0.27
14 19,500 1,350 0.12 0.45 12,400 1,350 0.06 0.34 11,500 1,100 0.045 0.27 8,650 550 0.045 0.27
2020 R1 16 10,800 500 0.05 0.3 10,800 600 0.03 0.24 10,700 490 0.03 0.24 8,000 245 0.03 0.24
18 9,700 435 0.04 0.28 9,700 520 0.025 0.22 9,650 430 0.025 0.22 7,250 215 0.025 0.22
20 8,650 375 0.035 0.25 8,650 450 0.02 0.19 8,560 370 0.02 0.19 6,400 185 0.02 0.19
22 8,450 350 0.032 0.245 8,200 440 0.018 0.18 8,200 330 0.018 0.18 6,150 165 0.018 0.18
25 8,250 320 0.03 0.24 7,800 440 0.016 0.16 7,800 290 0.016 0.16 5850 145 0.016 0.16
30 7,850 280 0.024 0.2 7,000 350 0.014 0.16 7,000 220 0.014 0.16 5250 110 0.014 0.16
35 7,450 240 0.016 0.16 6,150 250 0.01  0.09 6,150 160 0.01  0.09 4,600 80 0.01 0.09
40 7,000 200 0.01 0.06 5250 150 0.006 0.04 5,250 100 0.006 0.04 3,950 50 0.006 0.04
6 25,000 3,000 035 0.85 12,400 2,200 0.17 0.6 11,000 1,850 0.1 0.45 8,250 920 | 0.1 0.45
10 25,000 3,000 0.24 0.76 12,400 2,200 0.13 0.51 11,000 1,850 0.08 0.38 8,250 920 0.08 0.38
15 17,300 1,400 0.145 0.57 11,000 1,400 0.08 @ 0.44 10,300 1,140 0.06 @ 0.35 7,700 570 0.06 0.35
2028 \R1.28 20 9,600 520 0.06 0.38 9,600 630 0.04 0.31 9,600 510 0.04 0.31 7,200 255 0.04 0.31
25 6,900 375 0.042 0.32 6,900 450 0.024 0.235 6,840 370 0.024 0.235 5,150 185 0.024 0.235
30 6,500 320 0.025 0.24 6,200 400 0.02 0.22 6,200 280 0.02 0.22 4,650 140 0.02 0.22
6 21,000 3,000 0.4 1 10,500 2,200 0.2 0.7 9,200 1,900 0.12  0.55 6,900 950 0.12 0.55
8 21,000 3,000 0.4 1 10,500 2,200 0.2 0.7 9,200 1,900 0.12  0.55 6,900 950 0.12 0.55

10 21,000 3,000 0.3 0.9 10,500 2,200 0.15 | 0.65 9,200 1,900 0.1 0.5 6,900 950 0.1 0.5
12 21,000 3,000 0.3 0.9 10,500 2,200 0.15 0.65 9,200 1,900 0.1 0.5 6,900 950 0.1 0.5
14 21,000 3,000 0.3 0.9 10,500 2,200 0.15 | 0.65 9,200 1,900 0.1 0.5 6,900 950 0.1 0.5
16 21,000 3,000 0.3 0.9 10,500 2,200 0.15 0.65 9,200 1,900 0.1 0.5 6,900 950 0.1 0.5
2030 R1.5 18 17,750 2,180 0.24 0.8 9,800 1,800 0.13  0.57 8,900 1,500 0.08 @ 0.47 6,650 760 0.08 0.47
20 14,500 1,360 0.18 0.7 9,250 1,400 0.1 0.5 8,600 1,150 0.075 0.45 6,450 575 0.075 0.45
22 11,250 940 0.12 0.57 8,625 1,000 0.07 | 0.44 8,300 830 0.06 @ 0.41 6,200 410 0.06 @ 0.41

25 8,000 520 0.07 0.45 8,000 630 0.05 0.38 8,000 510 0.05 0.38 6,000 255 0.05 0.38
30 5750 375 0.05 0.38 5750 450 0.03 0.29 5700 370 0.03 0.29 4,275 185 0.03  0.29
85 5550 335 0.045 0.36 5350 440 0.025 0.27 5350 310 0.025 0.27 4,000 155 0.025 0.27

40 5350 300 0.04 0.34 4,900 390 0.02 0.24 4,850 250 0.02 0.24 3,650 125 0.02 | 0.24



HWLB/HWLB-S t]HISE{4ZR Milling Conditions

TUN—RVHE /7 BANSE

R
WORK MATERIAL

PREHARDENED STEELS/

BFE T—L¥E BHR DOHRE

Model Radius of = Effective
Number | Ball Nose = Length
(mm) (mm)
10

2035 R1.75 20
30
8
10
12
14
16
18
20

2040 R2 22
25
30
35
40
45
50
60
10
15
20
25
30
40
10
15
20
25
30
35
40
45
50
60

2050 R25

2060 R3

BZ :

Spindle

Speed

(min™)
19,000
19,000
6,900
18,000
18,000
18,000
18,000
18,000
18,000
18,000
15,000
12,500
7,000
6,000
4,300
4,150
4,000
3,900
14,400
14,400
14,400
12,200
10,000
6,000
13,000
13,000
13,000
13,000
13,000
11,000
9,000
7,000
5,000
3,600

HARDENED STEELS
NAK 7/ STAVAX
(~55HRC)

ERE
Feed
Rate

(mm/min)
3,000
3,000
520
3,200
3,200
3,200
3,200
3,200
3,200
3,200
2,350
1,500
550
520
375
330
300
280
3,200
3,200
3,200
2,350
1,500
570
3,500
3,500
3,500
3,500
3,500
2,750
2,050
1,300
600
430

ap
Axial
Depth
(mm)

0.35
0.35
0.08
0.5
0.5
0.4
0.4
0.4
0.4
0.4
0.32
0.25
0.1
0.09
0.065
0.058
0.053
0.048
0.5
0.5
0.5
0.405
0.31
0.125
0.6
0.6
0.6
0.6
0.6
0.48
0.375
0.26
0.15
0.105

de
Radial
Depth
(mm)

1.05
1.05
0.52
13
13
1.2
1.2
1.2
12
1.2
1.05
0.95
0.6
0.59
0.5
0.47
0.44
0.4
15
15
15
1.35
1.2
0.78
1.8
1.8
1.8
1.8
1.8
1.6
1.35
1.1
0.9
0.75

CBINIERDEDTIE, XYEREZ SOBUTICTIFTIZE L,
- BROEERENE D BUVBE P, IITPRECY PTEDRANREET B56(E. OERE XY REZRUHETTFTI LT,
< AKGBME < BMEIELE. LR M TP TO-OVTNICBVTBRE LI TEETT .

Note:

OEnEE X RE

Spindle
Speed
(min™)
10,000
10,000
6,900
9,000
9,000
9,000
9,000
9,000
9,000
9,000
8,500
8,000
7,000
6,000
4,300
4,000
3,750
3,500
7,200
7,200
7,200
6,800
6,400
6,000
6,500
6,500
6,500
6,500
6,500
6,100
5,750
5,350
5,000
3,600

BEANH
HARDENED STEELS
SKD11
(55~62HRC)

Feed
Rate
(mm/min)

2,200
2,200

630
2,300
2,300
2,300
2,300
2,300
2,300
2,300
1,850
1,450

660

630

450

440

400

350
2,300
2,300
2,300
1,850
1,450

690
2,500
2,500
2,500
2,500
2,500
2,050
1,600
1,150

720

510

ap
Axial
Depth
(mm)

0.17
0.17
0.06
0.25
0.25
0.2
0.2
0.2
0.2
0.2
0.16
0.13
0.06
0.055
0.04
0.033
0.03
0.028
0.25
0.25
0.25
0.205
0.16
0.08
0.3
0.3
0.3
0.3
0.3
0.25
0.2
0.15
0.1
0.08

- 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.

e
Radial
Depth
(mm)

0.75
0.75
0.45
0.95
0.95
0.85
0.85
0.85
0.85
0.85
0.75
0.7
0.45
0.43
0.39
0.36
0.33
0.3
1.05
1.05
1.05
0.95
0.88
0.625
1.3
1.3
1.3
1.3
1.3
1.05
0.8
0.55
0.3
0.22

[DERRE
Spindle
Speed
(min™)
8,400
8,400
6,900
7.900
7.900
7,900
7,900
7,900
7,900
7.900
7,650
7.450
7,000
6,000
4,300
4,000
3,750
3,500
6,350
6,350
6,350
6,250
6,200
6,000
5,700
5,700
5,700
5,700
5,700
5,500
5,350
5,150
5,000
3,550

BEANH
HARDENED STEELS
HAP10
(62~66HRC)

ERE
Feed
Rate

(mm/min)
1,900
1,900

510

2,000
2,000
2,000
2,000
2,000
2,000
2,000
1,600
1,250

540
510
370
300
260
220

2,000
2,000
2,000
1,600
1,250

570

2,200
2,200
2,200
2,200
2,200
1,800
1,400
1,000

600
435

ap
Axial
Depth
(mm)

0.11
0.11
0.06
0.15
0.15
0.13
0.13
0.13
0.13
0.13
0.11
0.09
0.06
0.055
0.04
0.033
0.03
0.028
0.16
0.16
0.16
0.135
0.11
0.08
0.2
0.2
0.2
0.2
0.2
0.175
0.15
0.125
0.1
0.08

ae
Radial
Depth
(mm)

0.61
0.61
0.45
0.75
0.75
0.7
0.7
0.7
0.7
0.7
0.6
0.55
0.45
0.43
0.39
0.36
0.33
0.3
0.88
0.88
0.88
0.805
0.73
0.625

0.8
0.65
0.45
0.3
0.22

DIERRE
Spindle
Speed
(min™)
6,300
6,300
5,200
5,900
5,900
5,900
5,900
5,900
5,900
5,900
5,750
5,600
5,250
4,500
3,200
3,000
2,800
2,600
4,750
4,750
4,750
4,650
4,650
4,500
4,300
4,300
4,300
4,300
4,300
4,150
4,000
3,850
3,750
2,650

BANE
HARDENED STEELS
HAP72
(66~70HRC)

EURE
Feed
Rate

(mm/min)
950
950
255

1,000
1,000
1,000
1,000
1,000
1,000
1,000
810
625
270
255
185
150
130
110
1,000
1,000
1,000
800
625
285
1,100
1,100
1,100
1,100
1,100
900
700
500
300
215

ap
Axial
Depth
(mm)

0.11
0.11
0.06
0.15
0.15
0.13
0.13
0.13
0.13
0.13
0.11
0.09
0.06
0.055
0.04
0.033
0.03
0.028
0.16
0.16
0.16
0.135
0.11
0.08
0.2
0.2
0.2
0.2
0.2
0.175
0.15
0.125
0.1
0.08

ae
Radial
Depth
(mm)

0.61
0.61
0.45
0.75
0.75
0.7
0.7
0.7
0.7
0.7
0.6
0.55
0.45
0.43
0.39
0.36
0.33
0.3
0.88
0.88
0.88
0.805
0.73
0.625

0.8
0.65
0.45
0.3
0.22
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UTWCOAT 2®HA OVIxvIR—ILIVRI)
UTWCOAT 2 Flute Long Neck Ball End Mills

UTWA‘ "9’*@“ R0.05 ~R0.15 (&
N BNy I F— IR TS D FE e
RO - O 5 —~ R3 { COAT‘ %“:é‘nfe' Back taper geometry does not apply to R0.05-R0.15.
SHSHEIER c@ODIEICHEEE) Material Applications (% Highly Recommended @ Recommended O Suggested)
# Hl # Work Material

RS a&H | TUN-RVE BEANE b7 ZIEER|T5T7AN bl Ll A2V | FIVER | BhiEes | BEES Bt
CARBON | ALLOY [PREHARDENED HARDENED STEELS CAST IRON | ALUMINUM | GRAPHITE | COPPER | PLASTICS | GLASS | TITANIUM | HEAT |CEMENTED |HARD BRITTLE
STEELS | STEELS STEELS ALLOYS FILED | ALLOYS |RESISTANT| CARBIDE | (NON-
S45C | SK/SCM | NAK HPM | ~50 | ~55| ~60 | ~65 | ~70 PLASTICS ALLOYS METALLIC)
S55C SUS HRC | HRC | HRC | HRC | HRC MATERIALS
* * *x | @ O o @ O O

W JREENY
‘ l\_y 3 y? v 70 Upgrade
HWLB, CWLB 2 YU —XCEfFEE. TEBRENN—I 37 vFLFE U

Wear resistance and tool accuracy have been improved with HWLB and CWLB series.

CSELB HSLB HGLB
R S
i i &M ¢ ~30 ¢ ~40 ¢ ~50 i ~55 i ~60 i ~65 | ~70 S Bta
Copper  iRaw Materialsi ~ HRC ! HRC ¢ HRC HRC HRC { HRC HRC “a i M T

(9}
»ﬁ
]
|
|
\
\
|
N
od
REMR
Actual effective length

21
CWLB HWLB HGLB L
el &% ¢ ~30 @ ~40 : ~50 : ~55 : ~60 : ~65 : ~70 = e .
Copper  RawMaterialss HRC § HRC | HRC | HRC i HRC | HRC | HRC Vv IT—)VBRERTY, -0
The shank taper angle shown is not an exact value. Inclined angle

¢ ESHL - BEMUP HBISCMREOTUN—RVET. HRBLY

e > ]
Longer tool life and improved REmREAMUPEBYE UL,
mirror surface finish Longer tool life and improved mirror surface finish on
SCM Prehardened Steels compared to conventional tools.
/ N
#in UP #RmETE UP =
Longer tool life Improved mirror surface finish ﬁuﬁfﬁﬂlj\jj‘yl\ﬂﬂk
Micro flatland design
at the tip
FA—F120 /N T S v MZIRZE R e
UTWCOAT TESHIC&BMIERNENSU.
. ITE MRz L
New Coating . : .
Tool tip has a micro flatland design
reducing milling surface roughness.
#RO.1 FBIFEHMNT S v MERDBYFEA

\_ Micro flatland design at the tip does not apply to below RO.1. )

QSIEE ELISREMINTIHER !

High Precision Even higher accuracy than before!

3R Ga Conventional CSELB CWLB i Unit (mm)
R—LEER  RME smag  JTY/ORRE RoVHER | REWE | sEam TTORRE 0
Radius of Ball Radius Diameter LS Radius of Ball Radius | Diameter Diamagter Helix Angle
Ball Nose AEETER TolErEmeR Diameter Ball Nose Accuracy | Tolerance | Tolerance g
Y Tolerance .
R0.05~R0.075 +0.002  0/-0.01 R0.05 ~R0.075 | -+ 0.002 M
R0.1 ~R1.25 0/-0.006 1}
' ' 0/-0.005 RO.1~R1.25  +0.003 07004
~ + g
R1.5 ~R2 + 0.005 0/-0.015 R1.5 ~R2 +0.004 )
0/-0.009 30

R2.5~R3 R2.5~R3 + 0.005



PXA30 (30 HRC) 11:'1‘-‘”"1 Eg%erﬁioﬂ:i:‘; fﬁdﬁlﬁgf mirror surface finish

PXA30 (30 HRC) Finishing

:FE‘H:J:H"IIHI TEER - )ITELEE  Flat surface milling - Tool wear and milling surface comparison
RO.5 X EL6 PXA30(30 HRC)

[ERESE . {4t
Spindle Sp:ed 20,000 min™ Gl Competitor's tool
E;é%i 500 mm/min
120 5h0T#%
ap After 120 min
Axial Depth 0.03 mm
e Work Size
Radial Depth 003mm | lant 15 X 10 X 0.06 mm
Cycle Time 120 min | AETELDRLE 20 ST
Water Soluble After 20 min
NITEFRE ERaZE( b (8fi:um)
Milling time and transition of Ra (Unit um)
0.15
H CWLB 60 Il L#
W {th#t competitor's tool After 60 min
0.10 ,_‘ o
0.05 : 120 3P0 #
d After 120 min
0.00

20 min 60 min 120 min

120 790T#%. CWLB. fthitt&BICIERERE, MismmIo.
T CWLB h'RiF

Normal wear on both CWLB and the competitor's tools, and still functional after 120 minutes of milling.
Meanwhile CWLB offers better milling surface.

HEELEFIT TEER - IITHEEEE  curved surface milling - Tool wear and milling surface comparison
RO.5 X EL6 PXA30(30 HRC)

Coolant
20 y AKA T CWLB

Water Soluble

120 93
HIT#
YRR
y Average wear width
e dﬁftﬁi\ UL 0.014 mm 0.028 mm
XA O
Milling directi ;
illing direction 60 ﬁj]ﬂI{&
After 60 min
OERERE -
Spindle Speed 20,000 min
EVIRE .
FeedRate 200 Mm/min 120 ST
a After 120 min
Axial Igepth 0.03 mm
Qe
Radial Depth 0.03 mm

CWLB offers better milling surface on both flat and curved surfaces



Rk -HREEUP

Longer tool life and improved mirror surface finish

NAK80 (40 HRC) {1 EIFnT

NAK80 (40 HRC) Finishing

ﬁ:J:lf’Jl]I TEER - il TELEE Finishing - Tool wear and milling surface comparison
RO.5 X EL6

NAK80(40 HRC)
EEed . ot
Spindle S;ed 20,000 min™ L Competitor's tool
s i 135 T -
Feed Rate 500 mm/min Pt
a THEFEE
Axial Igepth 0.02 mm Average tip point wear
. Work Size width after 135 min
€ X X
Radial Depth 0.02 mm Coolant 18 X 12 X 5 mm
Ay I
Cycle Time 135 min | ABHEIRLH 135 10 T#
Water Soluble X
After 135 min
HITESRE &RaZE( b (8hiz:um)
Milling time and transition of Ra(Unit um)
0.20
H CWLB
Il {th#t Competitor's tool 135 30T #
After 135 min
0.10

KHEEDIHRYT v NEREZYET  Pocket wall removed for better visibility

NAK80 [C3W\WTH, CWLB I THE. MEFHMETRIF

CWLB offers better milling surface and wear resistance even on NAK80

0.00

45 min 90 min 135 min

RFaR(L

Longer tool life

i S50C FhlIT

Carbon Steels S50C Roughing

1T TEISEHES Roughing - Tool damage comparison

R1.5 X EL12 3=l Carbon Steels S50C

| Work Size fat
200 X 105 X 1.12 mm Competitor's tool

Coolant
BT EIH
(RIL—AEV RIL)

Water Soluble
(Through Spindle)

60 T #
After 60 min
ClEmRE .
Spindle Speed 22,000 min
IXVIRE .
Feed Rate 2,300 mm/min
a
Axial Igepth 0.28 mm
de
Radial Depth 0.7:mm .
S = - \ B2 1 N\
e oo REAOFALICBNTE, CWLB OTMEEFEIENERIT

CW.LB offers excellent wear resistance even on Carbon Steel Roughing

@



RFa(L

Longer tool life

S50C {t EIFIT

Carbon Steels S50C Finishing

o3

ﬁ:J:lf’]ﬂI TEER - BESLER Finishing - Tool wear and surface roughness comparison

RO.5 X EL6

R3REl Carbon Steels S50C

O#mERE -~
Spindle Speed 20,000 min
X EE . 135 70 T#
Feed Rate 500 mm/min P
ap 0.02 :Fi’;]@ﬁms
Axial Depth Hemm Average tip point wear 5
Work Size width after 135 min ~ BoKePiraine
Qe
Radial Depth 0.02 mm Coolant 18 X 12 X 5 mm
A I ,
Cycle Time | 135min | AVBHEIHLE 135 ST
Water Soluble After 135 min

MBS ERaZEA b (84t um)

Milling time and transition of Ra(Unit um)

1.00
B CWLB
080 Hl CSELB S
0.60 S
0.40
0.20 REHDE EFINTICHENTH,
CWLB DHEFEMN RIF
0.00 45 min 90 min 135 min CWLB offers excellent wear resistance on Carbon Steels finishing

RSk -REEUP

Longer tool life and improved mirror surface finish

f C1100 {X EIFAIT

Copper C1100 Finishing

ﬁ:J:lf’J[lI TEEFE - ITEEE Finishing - Tool wear and milling surface comparison

RO.5 X EL6 #d copper C1100
[O#5ERE L fthtt
Spindle Speed 20,000 min — Competitor's tool
X EE : 135 0T #
Feed Rate 500 mm/min Pt
a THIEFENE
Axial Igepth 0.02mm Average tip point wear
a Work Size width after 135 min
e
Radial Depth 0.02 mm Coolant 18 X 12 X 5 mm
. . A=A
Cycle Time 135 min L
Oltst 90 3T
After 90 min
TEEH. IEEbIC CWLB iREF
CW.LB offers excellent wear resistance and milling surface
135 3hT#
After 135 min

KEBROIHRT v NEEZLIMT  Pocket wall removed for better visibility



UTWCOAT 2#HA OYVIRYIR—=ILIVRII
UTWCOAT 2 Flute Long Neck Ball End Mills

&5t 190 BUE Total 190 models 847 Unit (mm)
Number Ball Nose = Length of Cut | Diameter Angle Length | Diameter | Retail Price Inclined Angles
R 0, 0 ¢d, Bta L ¢d ¥ 30’ 1° 1°30° 2° 3°
CWLB 2001-002 0.2 45 4 9300 0.23 025 0.27 028 0.32
CWLB 2001-003 RO.05 0.3 0.08 | 0.095 11° 45 4 9,300 034 036 038 040 046
CWLB 2001-005 0.5 45 4 10,030 055 058 061 065 0.73
CWLB 20015-003 0.3 45 4 10,760 037 039 041 043 048
CWLB 20015-005 R0.075 0.5 0.12  0.135 11° 45 4 11,400 058 061 064 067 0.76
CWLB 20015-010 1 45 4 11,860 1.10 1.16 1.22 128 1.44
CWLB 2002-003 0.3 45 4 6,470 043 045 047 049 055
CWLB 2002-005 0.5 45 4 6,470 063 066 069 073 0.81
CWLB 2002-0075 0.75 45 4 6,470 089 094 098 1.03 1.16
CWLB 2002-010 RO.1 1 0.16 | 0.19 11° 45 4 6,470 1.16 1.21 127 134 150
CWLB 2002-015 1.5 45 4 7,020 167 175 183 193 217
CWLB 2002-020 2 45 4 7,750 219 230 241 254 285
CWLB 2002-030 3 45 4 9,120 3.24 339 357 376 4.22
CWLB 2003-005 0.5 45 4 6,380 063 066 069 0.72 0.80
CWLB 2003-0075 0.75 45 4 6,380 089 093 097 1.02 1.14
CWLB 2003-010 1 45 4 6,380 1.15 1.21 126 133 148
CWLB 2003-015 1.5 45 4 6,840 166 174 183 192 215
CWLB 2003-020 RO.15 2 0.24 | 0.29 11° 45 4 6,840 219 229 240 253 283
CWLB 2003-025 2.5 45 4 7,020 271 284 298 3.14 352
CWLB 2003-030 3 45 4 7,020 3.23 339 356 375 4.20
CWLB 2003-040 4 45 4 7,300 4.28 449 472 497 557
CWLB 2003-050 5 45 4 8210 533 559 587 6.19 694
CWLB 2004-005 0.5 45 4 4,380 063 066 068 0.71 0.78
CWLB 2004-0075 0.75 45 4 4,380 0.89 093 0.97 1.01 1.12
CWLB 2004-010 1 45 4 4380 1.15 120 126 132 146
CWLB 2004-010-6 1 50 6 6,380 1.15 1.20 126 132 146
CWLB 2004-015 1.5 45 4 4,470 166 174 182 1.91 2.13
CWLB 2004-020 2 45 4 4560 2.18 229 240 252 281
CWLB 2004-020-6 2 50 6 6,660 218 229 240 252 281
CWLB 2004-025 Ro-2 25 220 " 45 4 4740 271 283 297 313 350
CWLB 2004-030 3 45 4 5020 3.23 338 355 374 418
CWLB 2004-030-6 3 50 6 7300 3.23 338 355 374 4.8
CWLB 2004-035 35 45 4 5470 376 393 413 435 487
CWLB 2004-040 4 45 4 5470 428 448 471 496 555
CWLB 2004-050 5 45 4 5740 533 558 586 6.18 6.92
CWLB 2004-060 6 45 4 6,660 637 6.68 702 740 8.29



UTWCOAT 2#H OYIRyIR—)LIVRI)
UTWCOAT 2 Flute Long Neck Ball End Mills

RE R—L¥E  BHR AR BE  vrvIT-itE 2R yrvof | RIS D— 0 HEAICHT ZREMR
Model Radius of | Effective | Length Neck Shank Taper | Overall = Shank = Suggested Effective Length by
Number Ball Nose = Length of Cut | Diameter Angle Length | Diameter = Retail Price Inclined Angles
R 2, 2 ¢d; Bta L od ¥ 30° 1° 1°30" 2" S
CWLB 2005-010 1 45 4 4,380 115 120 1.25 1.31 1.45
CWLB 2005-015 1.5 45 4 4,380 166 1.73 181 190 211
CWLB 2005-020 2 45 4 4,380 218 228 239 251 2.80
CWLB 2005-020-6 2 50 6 6,380 218 228 239 251 2.80
CWLB 2005-025 2.5 45 4 4,380 271 283 297 312 348
CWLB 2005-030 3 45 4 4,380 3.23 338 354 373 4.7
CWLB 2005-030-6 RO.25 3 0.4 0.49 11° 50 6 6,380 3.23 338 354 373 4.7
CWLB 2005-040 4 45 4 4,380 428 448 470 495 554
CWLB 2005-040-6 4 50 6 6,380 428 448 470 495 554
CWLB 2005-050 5 45 4 4,470 532 558 586 6.17 6.90
CWLB 2005-060 6 45 4 4,560 6.37 668 7.01 739 8.27
CWLB 2005-080 8 45 4 5,470 8.46 887 932 982 11.01
CWLB 2005-100 10 50 4 6,800 10.56 11.07 11.63 1226 13.75
CWLB 2006-010 1 45 4 3,740 1.15 119 124 130 1.43
CWLB 2006-015 1.5 45 4 3,380 166 173 180 1.89 209
CWLB 2006-020 2 45 4 3,380 218 228 238 250 278
CWLB 2006-020-6 2 50 6 5,100 218 228 238 250 278
CWLB 2006-025 2.5 45 4 3,460 270 282 296 3.11 3.46
CWLB 2006-030 3 45 4 3,460 3.23 337 354 372 4.15
CWLB 2006-030-6 3 50 6 5,200 323 | 337 | 354 | 372 | 415
CWLB 2006-035 RO.3 3.5 0.48 | 0.59 11° 45 4 3,560 3.75 392 412 433 483
CWLB 2006-040 4 45 4 3,560 427 447 469 494 552
CWLB 2006-040-6 4 50 6 5,380 427 447 469 494 552
CWLB 2006-050 5 45 4 3,560 532 557 585 6.16 6.89
CWLB 2006-060 6 45 4 3,560 6.37 667 7.00 738 826
CWLB 2006-060-6 6 50 6 5,380 6.37 667 7.00 738 8.26
CWLB 2006-080 8 45 4 4,740 8.46 887 932 981 10.99
CWLB 2006-100 10 50 4 4,830 10.56 11.06 11.63 1225 13.73
CWLB 2008-020 2 45 4 3,380 218 227 237 248 274
CWLB 2008-020-6 2 50 6 5,100 218 227 237 248 274
CWLB 2008-030 3 45 4 3,560 3.22 336 352 370 4m1
CWLB 2008-030-6 3 50 6 5,380 322 336 352 370 4.11
CWLB 2008-040 4 45 4 3,560 427 446 4.68 492 548
CWLB 2008-040-6 RO.4 4 0.64 | 0.79 11° 50 6 5,380 427 446 4.68 492 548
CWLB 2008-050 5 45 4 3,560 532 556 583 6.13 6.85
CWLB 2008-060 6 45 4 3,560 6.36 6.66 6.99 735 8.22
CWLB 2008-080 8 45 4 3,560 8.46 886 930 979 10.96
CWLB 2008-100 10 50 4 4,740 10.55 11.06 11.61 1223 13.70
CWLB 2008-120 12 50 4 5840 12.65 13.25 1392 1467 16.43



UTWCOAT 2#HA OYVIRYIR—=ILIVRII
UTWCOAT 2 Flute Long Neck Ball End Mills

B R—L¥E BIR IR B YvYIT—I\A 2R Yy oR | RIS J—JRARAICNT 2REHNR

Model Radius of | Effective = Length Neck Shank Taper | Overall Shank Suggested Effective Length by

Number Ball Nose Length of Cut Diameter Angle Length Diameter = Retail Price Inclined Angles

R 0, Q ¢d, Bta L ¢d ¥ 30’ 1° 1°30° 2° 3°

CWLB 2010-020 2 45 4 2,820 | 218 227 237 247 272
CWLB 2010-025 2.5 45 4 2,820 271 282 294 308 341
CWLB 2010-030 3 45 4 2,820 323 337 352 369 4.09
CWLB 2010-030-6 3 50 6 4,470 323 337 352 369 4.09
CWLB 2010-040 4 45 4 3,190 428 447 468 491 546
CWLB 2010-040-6 4 50 6 4930 428 447 468 491 546
CWLB 2010-050 5 45 4 3,090 532 557 583 613 6.83
CWLB 2010-060 6 45 4 3460 637 666 699 735 820
CWLB 2010-060-6 6 50 6 5200 637 666 699 735 820
CWLB 2010-070 7 45 4 3,460 7.42 776 814 857 957
CWLB 2010-080 RO.5 8 08 098 11° 45 4 3,460 @ 8.47 886 930 979 1094
CWLB 2010-080-6 8 50 6 5200 847 886 930 979 1094
CWLB 2010-090 9 45 4 3,460 | 951 996 1046 11.00 12.31
CWLB 2010-100 10 45 4 3,460 1056 11.06 11.61 1222 13.68
CWLB 2010-100-6 10 50 6 5200 1056 11.06 11.61 1222 13.68
CWLB 2010-120 12 45 4 3,460 12,65 13.26 13.92 14.66 16.42
CWLB 2010-120-6 12 50 6 5200 | 12.65 13.26 13.92 14.66 16.42
CWLB 2010-140 14 50 4 4,020 1475 1545 1623 17.10 19.15
CWLB 2010-160 16 50 4 4,740 16.84 17.65 1855 19.54 21.89
CWLB 2010-180 18 55 4 4740 1894 19.85 20.86 21.98 24.63
CWLB 2010-200 20 55 4 5740 | 21.03 22.05 23.17 2441 27.37
CWLB 2012-030 3 45 4 4290 313 325 339 355 393
CWLB 2012-040 4 45 4 4290 = 417 435 455 477 530
CWLB 2012-060 6 45 4 4650 627 655 686 721 803
CWLB 2012-080 RO.6 8 096 1.19 11° 45 4 4650 @ 836 875 917 965 1077
CWLB 2012-100 10 45 4 4,650 10.45 10.94 11.48 12.09 13.51
CWLB 2012-120 12 45 4 4,650 1255 13.14 13.80 1452 16.25
CWLB 2012-160 16 50 4 5470 1674 17.54 1842 19.40 21.73
CWLB 2015-030 3 45 4 3,280 @ 3.17 330 343 358 394
CWLB 2015-040 4 45 4 3280 422 439 459 480 5.31
CWLB 2015-060 6 45 4 3280 631 659 690 7.24 805
CWLB 2015-060-6 6 50 6 5290 631 659 690 7.24 805
CWLB 2015-080 8 45 4 3,460 841 879 921 968 10.79
CWLB 2015-080-6 8 50 6 5290 841 879 921 968 10.79
CWLB 2015-100 10 45 4 3,740 1050 1099 11.52 12.12 13.53
CWLB 2015-100-6 RO.75 10 R " 50 6 5290 10.50 10.99 11.52 12.12 13.53
CWLB 2015-120 12 45 4 4,020 1260 13.18 13.83 1455 16.26
CWLB 2015-140 14 50 4 4,020 1469 1538 16.14 1699 19.00
CWLB 2015-160 16 50 4 4,020 1678 17.58 18.46 19.43 21.74
CWLB 2015-180 18 55 4 4,020 18.88 19.78 2077 21.87 24.48
CWLB 2015-200 20 55 4 4,020 2097 21.97 23.08 2431 JZBL
CWLB 2015-250 25 65 4 5600 26.21 27.47 2886 30.40 2B



UTWCOAT 2#HA OYVIRYIR—=ILIVRII
UTWCOAT 2 Flute Long Neck Ball End Mills

Number BallNose = Length of Cut Diameter Angle Length | Diameter Retail Price Inclined Angles
R 0, Q ¢d, Bta L ¢d ¥ 30’ 1° 1°30° 2° 3°
CWLB 2016-040 4 45 4 4560 = 419 436 455 476 526
CWLB 2016-080 8 45 4 4650 838 876 917 964 1074
CWLB 2016-120 RO.8 12 1.28 158 11° 45 4 4,650 1257 13.15 13.80 1451 16.21
CWLB 2016-160 16 50 4 4,650 1675 17.54 1842 19.39 21.69
CWLB 2016-200 20 55 4 4,650 20.94 21.94 23.04 24.26 JZBL
CWLB 2018-060 6 45 4 3,800 628 655 685 7.18 7.96
CWLB 2018-080 RO.9 8 144 178 11° 45 4 4,020 837 875 916 961 1070
CWLB 2018-120 12 45 4 4,020 1256 13.14 1378 14.49 16.18
CWLB 2020-030 3 45 4 2,820 313 324 336 349 381
CWLB 2020-040 4 45 4 2,820 418 434 452 471 518
CWLB 2020-040-6 4 50 6 4,470 418 434 452 471 518
CWLB 2020-060 6 45 4 3,190 627 654 683 7.15 792
CWLB 2020-060-6 6 50 6 4830 627 654 683 7.15 7.92
CWLB 2020-080 8 45 4 3460 837 873 914 959 1066
CWLB 2020-080-6 8 50 6 5200 837 873 914 959 1066
CWLB 2020-100 10 45 4 3,460 1046 10.93 11.45 12.03 13.40
CWLB 2020-100-6 10 50 6 5200 10.46 1093 11.45 12.03 13.40
CWLB 2020-120 12 45 4 3,460 1255 13.13 1376 14.47 16.14
CWLB 2020-120-6  R1 12 16 1.98 11° 50 6 5200 1255 13.13 1376 14.47 16.14
CWLB 2020-140 14 50 4 3,460 14.65 1532 16.07 1690 18.87
CWLB 2020-160 16 50 4 3,460 1674 17.52 1838 19.34 J#BL.
CWLB 2020-160-6 16 60 6 5200 1674 17.52 1838 19.34 21.61
CWLB 2020-180 18 55 4 3,460 18.84 19.72 2070 2178 JZBL.
CWLB 2020-200 20 55 4 3,460 2093 21.92 23.01 2422 J#BL
CWLB 2020-200-6 20 70 6 5200 2093 21.92  23.01 24.22 27.09
CWLB 2020-250 25 65 4 4,830 26.17 27.41 2879 JZBL  FHEL
CWLB 2020-300 30 70 4 5470 31.40 32.90 3456 2Bl | THEL
CWLB 2020-350 35 80 4 7480 36.64 38.40 ZBL  TEEL - TEEL
CWLB 2020-400 40 80 4 7480 41.87 43.89 JZBL  FEBL | THEL
CWLB 2025-060 6 45 4 3,740 634 660 688 7.19 794
CWLB 2025-100 10 45 4 3920 1053 10.99 11.50 12.07 13.41
CWLB 2025-150 R1.25 15 2 245 " 50 4 4650 1576 16.48 17.28 18.16 2Bl
CWLB 2025-200 20 55 4 5470 21.00 21.98 23.06 JZBY  FEBL
CWLB 2030-060-3 6 - 60 | 3 | 3.190 |\uemere |Nonausiee o et No e | No e
CWLB 2030-060-4 6 60 4 3,190 632 656 683 7.3 7.84
CWLB 2030-060 6 60 6 3460 632 656 683 7.13 7.84
CWLB 2030-080 8 60 6 3460 842 876 914 957 1058
CWLB 2030-100 10 60 6 4,020 1051 1096 11.45 12.00 13.31
CWLB 2030-120 12 60 6 4,190 12,60 13.16 | 13.77 14.44 16.05
CWLB 2030-140 R1.5 14 24 295 11° 60 6 4,650 1470 1535 16.08 16.88 18.79
CWLB 2030-160 16 60 6 4650 1679 17.55 1839 19.32 21.53
CWLB 2030-200 20 70 6 4,470 2098 21.94 2301 24.19 27.01
CWLB 2030-250 25 70 6 4,470 2621 27.44 2879 30.29 ZBL
CWLB 2030-300 30 70 6 5100 31.45 32.93 3457 36.38 2Bl
CWLB 2030-350 35 80 6 6,470  36.68 38.42 40.35 4248 8L
CWLB 2030-400 40 80 6 8,020 41.92 4392 46.12 JEBL | EHEL



UTWCOAT 2#8F OVIRvIR—ILIVRI)
UTWCOAT 2 Flute Long Neck Ball End Mills

Number BallNose = Length of Cut | Diameter Angle Length  Diameter = Retail Price Inclined Angles
R 2, [ ¢d, Bta L ¢d ¥ 30° 1° 1°30° 2° 3
CWLB 2040-080-4 8 — 70 4 3340 \JEEL e o Nonaance No e
CWLB 2040-080 8 70 6 3560 839 871 906 946 10.39
CWLB 2040-100 10 70 6 3560 10.48 10.91 1137 11.89 13.13
CWLB 2040-120 12 70 6 4650 1258 13.10 1369 14.33 15.87
CWLB 2040-140 14 70 6 4,650 14.67 15.30 16.00 16.77 18.61
CWLB 2040-160 " 16 a2 | 305 - 70 6 4650 1677 17.50 1831 19.21 J2BY
CWLB 2040-200 20 70 6 4,650 2095 21.89 2293 2408 JPFBL
CWLB 2040-250 25 70 6 4,650 26.19 27.39 2871 30.18 ZBY
CWLB 2040-300 30 70 6 4,650 31.42 32.88 34.49  JEBL  EEEL
CWLB 2040-350 35 80 6 5380 36.66 3837 40.27 JZBL  EEEL
CWLB 2040-400 40 9 6 6020 4189 4387 JIEo. JEEL. SRA
CWLB 2040-450 45 90 6 | 7750 47.13 49.36 e Nonoaece N
CWLB 2050-100 10 70 6 5470 1046 10.86 11.30 11.79 J2BY
CWLB 2050-150 15 70 6 7750 1569 1635 17.08 JZBL  FHEL
CWLB 2050-200 R2.5 20 4 495 11° 70 6 7750 20.93 21.84 | JZBL | THEL | EEEL
CWLB 2050-250 25 70 6 7750 2617 27.34 JBBL FHEL  FHEL
CWLB 2050-300 30 80 6 8300 3140 \JEEL. i e wanease
CWLB 2060-100 10 80 | 6 5840 it onmmece Nohaence N ot Norene
CWLB 2060-150 15 80 6 5,840 BB ormaiie toneiene NGt oo ae
CWLB 2060-200 20 80 | 6 | 5840 |\ omeere Nomuece Nomerece o araence
CWLB 2060-250 25 80 6 5,840 \JEEi. ormeeie woneiene et 1o reae
CWLB 2060300 0 o s B 80 6 6020 ik et naneteer hareeers Noneicee
CWLB 2060-350 35 80 | 6 | 6200 BN ke omua ot 16 e
CWLB 2060-400 40 90 | 6 6570 |\ imumene Nonameie o aaence NG et o e
CWLB 2060-450 45 100 6 7,020 (JiEEL. b e No e o e
CWLB 2060-500 50 1200 |6 70100 | e e S e e
CWLB 2060-600 60 120 6 7540\ JEEL. (R e vonmre Noneaiee



CWLB tJJHlIZ&{4Z Milling Conditions

Rl / &&i FUN—RVSE BEANGE
I $H/7I=EE CARBON STEELS / ALLOY STEELS PREHARDENED STEELS HARDENED STEELS
WORK MATERIAL COPPER / ALUMINUM ALLOYS S45C / S50C / SK / SCM NAK80 / STAVAX / HPM38 STAVAX / HPM38 / SKD61
(~325HB) (30~45HRC) (45~55HRC)

RE T—L+R AR OEmEE EUEE  ap de  EEEE EUERE dp de  OEEE EUEE  ap Qe  OEEE XKYEE  ap ae
Model Radius of Effective| Spindle | Feed = Axial | Radial & Spindle = Feed = Axial = Radial = Spindle = Feed | Axial = Radial | Spindle = Feed = Axial = Radial
Number Ball Nose| Length | Speed Rate Depth Depth Speed Rate Depth Depth Speed Rate Depth Depth Speed Rate Depth Depth
(mm) (mm) (Min")  @m/min)  (MmMm)  (mm)  min")  @m/min) (mm)  (mm)  min")  @m/min (mm) | (mm) | (minY)  @m/min)  (mm)  (mm)

2001-002 0.2 54,000 85 0.004 0.004 54,000 85 0.004 0.004 48,000 55 0.002 0.002 48,000 55 0.002 0.002
2001-003 R0.05 0.3 54,000 85  0.004 0.004 54,000 85 0.004 0.004 48,000 55 0.002 0.002 48,000 55 0.002 0.002
2001-005 0.5 54,000 75 0.004 0.004 54,000 75 0.004 0.004 48,000 35 | 0.002 0.002 48,000 35 | 0.002 0.002
20015-003 0.3 54,000 160 0.007 0.009 54,000 160 0.007 0.009 48,000 90 0.004 0.004 48,000 90 0.004 0.004
20015-005 R0.075 0.5 54,000 140 0.007 0.009 54,000 140 0.007  0.009 48,000 60 0.004 0.004 48,000 60 0.004 0.004
20015-010 1 54,000 100 0.003 0.005 54,000 100 0.003 0.005 48,000 60  0.001 0.002 48,000 60 0.001 0.002
2002-003 0.3 60,000 350 0.008 0.024 60,000 350 0.008 0.016 60,000 300 ' 0.008 0.024 60,000 300 0.006 0.018
2002-005 0.5 60,000 350 0.008 0.024 60,000 350 0.008 0.016 60,000 300 @ 0.008 0.024 60,000 300 0.006 0.018
2002-0075 0.75 60,000 300 0.007 0.021 60,000 320 0.007 0.015 60,000 300 ' 0.007 0.021 60,000 270 0.005 0.015
2002-010 RO.1 1 60,000 250 0.006 0.018 60,000 250 0.005 0.015 60,000 250 0.006 0.018 60,000 220 0.005 0.015
2002-015 1.5 48,000 200 0.005 0.015 48,000 180 0.004 0.012 60,000 200 0.005 0.015 48,000 170 0.004 0.012
2002-020 2 48,000 150 0.003 0.009 48,000 150 0.003 0.009 60,000 150 0.003 0.009 48,000 120 0.003 0.007
2002-030 3 33,000 50  0.002 0.003 33,000 50  0.002 0.003 33,000 50 0.002 0.003 33,000 50 0.002 0.002
2003-005 0.5 43,000 500 0.012 0.036 43,000 500 0.012 0.024 54,000 450 0.012 0.036 43,000 450 0.008 0.024
2003-0075 0.75 43,000 500 0.012 0.036 43,000 500 0.012 0.024 54,000 450  0.012 0.036 43,000 450 0.008 0.024
2003-010 1 43,000 450 0.01 0.03 43,000 450 0.008 0.024 54,000 400 0.01 0.03 43,000 400 0.007 0.021
2003-015 1.5 43,000 400 0.008 0.024 43,000 400 0.007  0.021 54,000 400 0.008 0.024 43,000 400 0.006 0.018
2003-020 RO.15 2 40,000 300 0.006 0.018 40,000 300 0.006 0.018 50,000 300 0.007 0.021 40,000 300 0.005 0.015
2003-025 2.5 40,000 250 0.005 0.015 40,000 250 0.005 0.015 46,000 250 @ 0.005 0.015 40,000 250 0.004 0.012
2003-030 3 38,000 200 0.004 0.012 38,000 200 0.004 0.012 42,000 200 0.004 0.012 38,000 200 0.004 0.008
2003-040 4 35,000 100 0.003 0.009 35,000 100 0.003 0.009 35,000 100 @ 0.003 0.009 32,000 100 @ 0.003 0.005
2003-050 5 26,000 60 0.003 0.004 26,000 60 0.003 0.004 26,000 60 0.003 0.004 26,000 60 0.003 0.003
2004-005 0.5 35,000 1,200 0.03 0.09 35,000 1,200 0.02  0.04 50,000 650 @ 0.025 0.075 35,000 650 @ 0.015 0.045
2004-0075 0.75 35,000 1,200 0.03 0.09 35000 1,200 0.02 0.04 50,000 650 @ 0.025 0.075 35,000 650 0.015 0.045
2004-010 1 35,000 1,200 0.03 0.09 35000 1,200 0.02 0.04 50,000 650 0.025 0.075 35,000 650 0.015 0.045
2004-015 1.5 35000 900 0.02 0.06 35000 900 0.016 0.033 50,000 550 0.02 0.06 35000 500 0.012 0.036
2004-020 2 35,000 600 0.015 0.045 35,000 600 0.011 0.033 50,000 500 @ 0.015 0.045 35,000 400 @ 0.01 0.03
2004-025 RO.2 25 35000 450 0.012 0.036 35,000 450 0.01 0.03 46,000 450 0.012 0.036 35,000 360 0.01 0.025
2004-030 3 35,000 400 0.01 | 0.03 35000 400 0.008 0.024 42,000 400 0.01 0.03 35000 330 @ 0.007 0.021
2004-035 3.5 35000 350 0.007 0.02 35,000 350 0.006 0.018 38,000 350 @ 0.007 0.021 35,000 300 0.007 0.018
2004-040 4 35,000 300 0.005 0.015 35,000 300 0.005 0.015 35,000 300 0.005 0.015 35,000 250 0.005 0.015
2004-050 5 30,000 160 0.003 0.01 30,000 160 0.003 0.01 30,000 160 0.003 0.01 30,000 150 0.003 0.008
2004-060 6 23,000 90  0.003 0.005 23,000 90 0.003 0.005 23,000 90 0.003 0.005 23,000 80  0.003 0.004
2005-010 1 34,000 1,300 0.035 0.105 34,000 1,300 0.03 0.06 45000 900 0.03 0.09 32,000 900 0.02 0.06
2005-015 1.5 34,000 1,000 0.03 0.09 34,000 1,000 0.025 0.05 45,000 800 0.025 0.075 32,000 800  0.018 0.054
2005-020 2 34,000 800 0.025 0.075 34,000 800 0.023 0.046 45,000 700 0.022 0.066 32,000 700 0.016 0.048
2005-025 2.5 34,000 700 0.02 0.06 34,000 700 0.015 0.045 45,000 600  0.018 0.054 32,000 600 0.015 0.045
2005-030 RO.25 3 32,000 550 0.016 0.048 32,000 550 0.012 0.036 41,000 550 0.014 0.042 31,000 500 0.012 0.036
2005-040 4 31,000 450 0.012 0.036 31,000 450 0.01 0.03 35000 450 0.01 0.03 30,000 390 0.01 0.03
2005-050 5 29,000 340 0.007 0.021 29,000 340 0.007 0.021 29,000 340 0.006 0.018 29,000 300 0.006 0.018
2005-060 6 24,000 220 0.006 0.018 24,000 220 0.006 0.018 24,000 220 @ 0.005 0.015 24,000 200 @ 0.005 0.015
2005-080 8 19,000 130 0.004 0.012 19,000 130 0.004 0.012 19,000 130 0.003 0.009 19,000 110 0.003 0.009
2005-100 10 17,000 100 0.003 0.009 | 17,000 100 0.003 0.009 17,000 100 @ 0.002 0.006 17,000 80 | 0.002 0.006



CWLB tJJHlIZ&{4Z Milling Conditions

Rl / &&i FUN—RVSE BEANGE
I $H/7I=EE CARBON STEELS / ALLOY STEELS PREHARDENED STEELS HARDENED STEELS
WORK MATERIAL COPPER / ALUMINUM ALLOYS S45C / S50C / SK / SCM NAK80 / STAVAX / HPM38 STAVAX / HPM38 / SKD61
(~325HB) (30~45HRC) (45~55HRC)
RE T—L+R AR OEmEE EUEE  ap de  EEEE EUERE dp de  OEEE EUEE  ap Qe  OEEE XKYEE  ap ae
Model Radius of Effective| Spindle | Feed = Axial | Radial & Spindle = Feed = Axial = Radial = Spindle = Feed | Axial = Radial | Spindle = Feed = Axial = Radial
Number Ball Nose| Length | Speed Rate Depth Depth Speed Rate Depth Depth Speed Rate Depth Depth Speed Rate Depth Depth
(mm) (mm) (Min")  @m/min)  (MmMm)  (mm)  min")  @m/min) (mm)  (mm)  min")  @m/min (mm) | (mm) | (minY)  @m/min)  (mm)  (mm)

2006-010 1 33,000 1,500 0.05 @ 0.15 33,000 1,500 0.04 0.08 40,000 1,300 0.045 0.09 30,000 1,300 0.04 0.06
2006-015 1.5 33,000 1,500 0.05 @ 0.15 33,000 1,500 0.04 0.08 40,000 1,300 0.045 0.09 30,000 1,300 0.04 0.06
2006-020 2 33,000 1,400 0.045 0.135 33,000 1,400 0.036 0.072 40,000 1,200 0.045 0.09 30,000 1,200 0.036 0.054
2006-025 2.5 33,000 1,700 0.04 0.12 33,000 1,200 0.033 0.066 40,000 1,000 0.04 @ 0.08 30,000 1,100 0.033 0.053
2006-030 3 33,000 900 0.035 0.105 33,000 900 0.025 0.066 40,000 800 0.03 0.075 30,000 900 0.026 0.052
2006-035 RO.3 3.5 32,000 900 0.03 0.09 32,000 800 0.022 0.066 38,000 650 0.025 0.075 28,000 720 0.02 0.06
2006-040 4 31,000 700 0.027 0.081 31,000 700 0.02 0.06 | 35000 560 0.022 0.066 28,000 600 0.018 0.054
2006-050 5 29,000 440 0.018 0.054 29,000 440 0.015 0.045 29,000 440 0.015 0.045 26,000 440 0.012 0.036
2006-060 6 24,000 380 0.012 0.036 24,000 380 0.012 0.036 24,000 380 0.01 0.03 24,000 380 0.008 0.024
2006-080 8 18,000 240 0.008 0.024 18,000 240 0.008 0.024 18,000 240 0.006 0.018 18,000 240 0.005 0.015
2006-100 10 15,000 160 0.006 0.018 15,000 160 0.006 0.018 15,000 160 0.004 0.012 15,000 160 0.003 0.01
2008-020 2 30,000 2,200 0.1 0.3 30,000 1,800 0.06 0.12 35000 1,800 0.07 0.14 25,000 1,700 0.07 0.1
2008-030 3 30,000 1,700 0.08 0.24 30,000 1,600 0.05 0.1 35,000 1,600 0.06 0.12 25,000 1,500 0.06 0.09
2008-040 4 30,000 1,400 0.07 @ 0.21 30,000 1,300 0.04 0.1 35,000 1,300 0.05 ' 0.12 25,000 1,200 0.045 0.09
2008-050 5 30,000 1,100 0.06 @ 0.18 30,000 1,100 0.035 0.1 30,000 1,100 0.04 0.12 25,000 1,000 0.04 0.08
2008-060 RO4 6 27,000 900 0.04 0.12 27,000 900 0.025 0.075 27,000 800 0.03 0.09 23,000 800 0.023 0.069
2008-080 8 19,000 450 0.02 0.06 19,000 450 0.02 0.06 19,000 450 0.015 0.045 19,000 450 0.01  0.03
2008-100 10 15,000 350 0.012 0.036 15,000 350 0.012 0.036 15,000 300 0.01 0.03 15,000 300 0.007 0.021
2008-120 12 14,000 300 0.01 0.03 14,000 300 0.01 | 0.03 14,000 240 0.006 0.018 14,000 240 0.006 0.018
2010-020 2 30,000 2,000 0.12 0.36 30,000 1,600 0.08 0.16 30,000 1,600 0.09 0.18 22,000 1,600 0.09 0.13
2010-025 2.5 30,000 2,000 0.12 0.36 30,000 1,600 0.08 0.16 30,000 1,600 0.09 0.18 22,000 1,600 0.09 @ 0.13
2010-030 3 30,000 1,800 0.11 0.33 24,000 1,600 0.07 0.14 30,000 1,500 0.08 0.16 21,500 1,400 0.08 0.12
2010-040 4 30,000 1,700 0.09 @ 0.27 24,000 1,500 0.065 0.13 30,000 1,300 0.075 0.15 21,500 1,300 0.075 0.1
2010-050 5 30,000 1,600 0.08 0.24 24,000 1,400 0.06 0.12 30,000 1,200 0.07 0.14 21,500 1,200 0.06 0.09
2010-060 6 30,000 1,400 0.06 0.18 18,000 1,200 0.04 0.12 30,000 1,100 0.06 | 0.12 21,500 1,100 0.05 0.1
2010-070 7 27,000 1,200 0.05 0.15 17,000 1,000 0.03 0.09 24,000 800 0.04 0.12 20,000 900 0.03 0.09
2010-080 RO.5 8 24,000 1,000 0.04 0.12 16,500 900 0.027 0.081 18,500 620 0.035 0.1 18,500 580 0.025 0.1
2010-090 9 22,000 720 0.035 0.11 15500 700 0.02 0.08 16,500 550 0.025 0.1 16,500 500 0.02 0.08
2010-100 10 20,000 650 0.03 0.09 15000 500 0.018 0.072 14,800 490 0.02 0.08 14,800 430 0.015 0.06
2010-120 12 18,000 600 0.02 0.08 15,000 500 0.016 0.064 13,400 380 0.01 0.05 13,400 380 0.008 0.04
2010-140 14 16,000 530 0.015 0.06 14,000 460 0.015 0.06 12,000 350 0.008 0.04 12,000 350 0.006 0.03
2010-160 16 14,000 460 0.014 0.056 14,000 460 0.014 0.056 10,500 250 0.005 0.025 10,500 250 0.005 0.025
2010-180 18 13,500 440 0.012 0.06 13,500 440 0.012 0.06 9,500 200 0.004 0.02 9,500 200 0.004 0.02
2010-200 20 13,000 430 0.008 0.04 13,000 430 0.008 0.04 9,000 150 0.003 0.015 9,000 150 0.003 0.015
2012-030 3 30,000 2,000 0.13 0.39 30,000 1,600 0.09 | 0.18 30,000 1,600 0.1 0.2 18,000 1,600 0.1 0.15
2012-040 4 30,000 1,800 0.12 0.36 20,000 1,500 0.08 0.16 30,000 1,400 0.09 0.18 18,000 1,400 0.09 0.13
2012-060 6 30,000 1,600 0.09 0.27 20,000 1,200 0.07 0.14 30,000 1,100 0.08 0.16 18,000 1,700 0.08 @ 0.12
2012-080 RO.6 8 25,000 1,200 0.06 0.18 15,000 900 0.05 0.12 20,000 800 0.06 0.15 16,500 750 0.05 0.11
2012-100 10 20,000 900 0.05 0.15 13,500 650 0.035 0.11 16,000 640 0.045 0.12 15500 550 0.03  0.09
2012-120 12 16,500 600 0.035 0.12 12,500 480 0.025 0.1 12,000 440 0.03 0.12 12,500 430 0.018 0.072

2012-160 16 13,000 470 0.018 0.072 11,500 440 0.018 0.072 10,000 350 0.01 0.05 10,000 350 0.01 0.05



CWLB tJJHlIZ&{4Z Milling Conditions

Rl / &&i FUN—RVSE BEANGE
I $H/7I=EE CARBON STEELS / ALLOY STEELS PREHARDENED STEELS HARDENED STEELS
WORK MATERIAL COPPER / ALUMINUM ALLOYS S45C / S50C / SK / SCM NAK80 / STAVAX / HPM38 STAVAX / HPM38 / SKD61
(~325HB) (30~45HRC) (45~55HRC)

RE h—L+R AR OEmEE EUEE  ap de  EEEE EUERE  dp de  OEEE EUEE  adp Qe  EEEE XKYEE  ap ae
Model Radius of Effective| Spindle Feed Axial Radial | Spindle Feed Axial Radial | Spindle Feed Axial Radial | Spindle Feed Axial Radial
Number Ball Nose| Length | Speed Rate Depth Depth Speed Rate Depth Depth Speed Rate Depth Depth Speed Rate Depth Depth
(mm) (mm) (Mmin") (@m/min) (mm) (@m)  Min")  @/min) (Mmm)  (mm)  min")  (@m/min) (mMm) | @m) | Mmin")  @m/min) (mm)  (mm)
2015-030 3 30,000 2,000 0.15 0.45 30,000 1,600 0.12  0.24 30,000 1,700 0.12 = 0.24 18,000 1,500 0.12 0.18
2015-040 4 30,000 1,800 0.14 0.42 30,000 1,500 0.11 0.22 30,000 1,600 0.11 = 0.22 18,000 1,400 0.11 0.17
2015-060 6 30,000 1,800 0.12 0.36 23,000 1,300 0.1 0.2 30,000 1,400 0.1 0.2 15,000 1,200 0.1 0.16
2015-080 8 30,000 1,600 0.11 0.33 18,000 1,100 0.08 0.16 30,000 1,200 0.08 0.2 14,000 1,000 0.08 0.16
2015-100 10 | 23,000 1,200 0.09 0.27 15,000 850 0.06 @ 0.15 23,500 900 0.06 0.18 14,000 700 0.05 @ 0.15
2015120 R0.75 12 16,000 900 0.07 0.21 13,000 600 0.05 0.15 13,000 650 0.05 0.15 13,000 550 0.03 0.12

2015-140 14 14500 700 0.05 0.19 10,500 550 0.04 | 0.12 10,500 500 0.04 0.12 10,500 470 0.025 0.1
2015-160 16 13,000 650 0.04 0.16 10,000 550 0.03 0.12 8850 400 0.03 0.12 8850 390 0.02 0.08
2015-180 18 12,000 580 0.03 0.15 10,000 510 0.025 0.1 8,500 350 0.018 0.09 8500 360 0.014 0.07
2015-200 20 10,500 530 0.02 0.1 9,200 470 0.02 0.1 8,000 320 0.12 0.06 8,000 320 0.012 0.06
2015-250 25 9,000 440 0.014 0.07 8750 440 0.014 0.07 7,250 250 0.008 0.04 7,250 250 0.006 0.03

2016-040 4 30,000 2,000 0.16 = 0.48 30,000 1,600 0.12 0.24 30,000 1,800 0.12 0.36 18,000 1,400 0.1 0.2
2016-080 8 30,000 1,700 0.15 | 0.45 15,000 1,100 0.1 0.2 30,000 1,500 0.12  0.24 13,500 1,000 0.08 0.24
2016-120 RO.8 12 23,000 1,200 0.1 0.3 11,000 700 0.06 0.18 18,000 1,000 0.06 0.18 12,500 650 0.04 0.16

2016-160 16 15,000 800 0.05 0.2 10,000 530 0.034 0.13 10,000 530 0.035 0.14 9,000 420 0.02 | 0.1
2016-200 20 11,000 580 0.034 0.17 9,400 490 0.025 0.12 8500 400 0.018 0.09 7,800 380 0.014 0.07
2018-060 6 30,000 1,800 0.18 @ 0.52 24,000 1,500 0.15 @ 0.29 30,000 1,700 0.16 0.4 14,000 1,200 0.13 0.27
2018-080 R0O.9 8 30,000 1,800 0.17 0.5 18,000 1,200 0.13 0.26 30,000 1,700 0.16 = 0.32 12,000 1,000 0.11 0.26
2018-120 12 | 24,000 1,450 0.12 0.36 13,000 1,000 0.08 0.2 18000 1,700 0.09 0.23 12,000 750 0.07 @ 0.21

2020-030 3 30,000 2,000 0.2 0.6 30,000 2,000 0.21 0.42 30,000 2,000 0.2 06 16,000 1,300 0.17 0.5

2020-040 4 30,000 2,000 0.2 0.6 30,000 2,000 0.21 @ 0.42 30,000 2,000 0.2 0.6 16,000 1,300 0.17 0.5

2020-060 6 30,000 2,000 0.2 0.6 30,000 2,000 0.21 0.42 30,000 2,000 0.2 0.6 14,000 1,100 0.15 0.4

2020-080 8 30,000 2,000 0.2 0.6 30,000 2,000  0.18 0.36 30,000 2,000 0.16 0.56 12,000 950 0.12 0.4

2020-100 10 30,000 2,000 0.2 0.6 30,000 2,000 0.17 0.36 30,000 2,000 0.13 | 0.45 10,800 850 0.1 0.4
2020-120 12 30,000 2,000 0.18 0.54 30,000 2,000 0.12 @ 0.36 30,000 2,000 0.1 0.35 10,800 850 0.08 0.32
2020-140 14 22,000 1,450 0.15 0.5 22,000 1,450 0.11 0.33 20,000 1,300 0.08 0.24 10,800 850 0.06 0.24
2020-160 a 16 | 15,000 1,000 0.1 0.4 15,000 1,000 0.07 0.28 10,800 700 0.06 @ 0.18 10,800 600 0.03 0.15
2020-180 18 13,500 900 0.08 0.32 13,500 900 0.06 0.24 9,700 600 0.05 0.15 9,700 520 0.025 0.12

2020-200 20 12,000 800 0.07 0.28 12,000 800 0.05 @ 0.2 8,650 500 0.04 0.16 8650 450 0.02 | 0.1
2020-250 25 9,000 600 0.04 0.2 9,000 600 0.035 0.17 7,800 440 0.025 0.1 7,800 440 0.016 0.08
2020-300 30 7,000 470 0.035 0.17 7,000 470 0.03 | 0.15 7,000 350 0.02 0.08 7,000 350 0.01 0.05
2020-350 35 6,500 430 0.03 0.15 6,500 430 0.025 0.12 6,150 250 0.015 0.06 6,150 250 0.008 0.04
2020-400 40 6,500 430 0.02 0.1 6,500 430 0.02 0.1 5250 150 0.01 0.05 5250 150 0.006 0.03
2025-060 6 27,000 2,300 0.28 0.75 27,000 2,300 0.25 0.5 27,000 2,300 0.25 0.75 13,000 1,100 0.21 0.63
2025-100 10 25,000 2,100 0.26 0.67 25,000 2,100 0.23 = 0.46 24,000 2,200 0.2 0.65 11,000 930 0.14 0.44
2025-150 k123 15 22,000 1,950 0.23 0.59 22,000 1,950 0.15 0.45 20,000 1,600 0.13 042 9,000 720 0.08 0.32

2025-200 20 11,000 1,150  0.14  0.38 11,000 1,150 | 0.1 0.3 8,000 600 0.06 @ 0.24 7,600 470 0.04 0.12



CWLB tJJHlIZ&{4Z Milling Conditions

Rl / &&i FUN—RVSRE BEANGE
I $H/7I=EE CARBON STEELS / ALLOY STEELS PREHARDENED STEELS HARDENED STEELS
WORK MATERIAL COPPER / ALUMINUM ALLOYS S45C / S50C / SK / SCM NAK80 / STAVAX / HPM38 STAVAX / HPM38 / SKD61
(~325HB) (30~45HRC) (45~55HRC)
RE T—L+R AR OEmEE EUEE  ap de  EEEE EUERE dp de  OEEE EUEE  ap Qe  OEEE XYEE  ap ae
Model Radius of Effective Spindle Feed Axial Radial | Spindle Feed Axial Radial | Spindle Feed Axial Radial | Spindle Feed Axial Radial
Number Ball Nose| Length = Speed Rate Depth Depth Speed Rate Depth Depth Speed Rate Depth Depth Speed Rate Depth Depth
(mm) (mm) (Mmin") (@m/min) (mm) (@m) | Min")  @/min) (Mmm)  (mm)  min")  (@m/min) (mm) | mm) | Mmin")  @m/min) (mm)  (mm)
2030-060 6 24,000 2,500 0.32 0.9 24,000 2500 032 0.9 24,000 2500 0.3 0.9 14,000 1,400 0.25 0.76
2030-080 8 24,000 2,500 0.32 0.9 24,000 2500 0.32 0.9 24,000 2500 0.3 0.9 14,000 1,400 0.25 0.76
2030-100 10 122,000 2,300 0.28 0.8 22,000 2,300 0.28 0.8 24,000 2,500 0.25 @ 0.75 13,000 1,200 0.25 0.76
2030-120 12 22,000 2,300 0.28 0.7 22,000 2,300 0.28 0.7 20,000 2,100 0.2 0.65 10,700 1,000 0.18 0.54
2030-140 14 20,000 2,100 0.24 0.6 20,000 2,700 0.24 0.6 18,000 1,850 0.18 0.5 9,400 800 0.16 0.48
2030-160 R1.5 16 20,000 2,100 0.24 0.6 20,000 2,100 0.24 0.6 16,000 1,650 0.16 0.5 9,000 700 0.14 0.42
2030-200 20 14,000 1,800 0.2 0.45 14,000 1,800 0.2 0.45 11,000 1,000 0.12 | 0.36 7,000 600 0.1 0.3
2030-250 25 8,000 1,250 0.16 032 8,000 1,250 0.16 032 6,400 510 0.08 0.24 | 5600 390 0.06 0.18
2030-300 30 6,000 | 1,000 0.1 0.3 6,000 1,000 0.1 0.3 4,600 450 0.05 0.2 3,900 370 0.04 0.12
2030-350 35 5,500 800 0.07 0.28 5500 800 0.07 0.28 3300 320 0.04 0.16 @ 2900 270 0.03 0.1
2030-400 40 = 4500 700 0.05 0.25 4500 700 0.05 0.25 2,700 240 0.03 0.12 @ 2300 210 0.02 0.08
2040-080 8 24,000 2,900 0.4 1.2 24,000 2,900 0.4 1.2 18,000 2,400 0.4 1.2 11,000 2,000 0.34 1
2040-100 10 24,000 2,900 0.4 1.2 24,000 2900 0.4 1.2 18,000 2,400 04 1.2 11,000 2,000 0.34 1
2040-120 12 24,000 2,900 0.4 1.2 24,000 2,900 0.4 1.2 18,000 2,400 0.4 1.2 9,700 1,500 0.28 0.85
2040-140 14 121,000 2,630 035 1.1 21,000 2,630 0.35 1.1 15,000 2,150 0.3 1.1 9,700 1,200 0.28 0.8
2040-160 16 18,000 2,250 0.3 1 18,000 2,250 0.3 1 15,000 2,150 0.3 0.9 8,000 1,000 0.2 0.6
2040-200 R2 20 15,000 1,900 0.3 0.9 15,000 1,900 0.3 0.9 12,000 1,750 0.2 0.7 7,000 750 0.15 0.45
2040-250 25 12,000 1,550 0.25 0.7 12,000 1,550 0.25 0.7 9,000 1,300 0.15 0.5 6,000 560 0.12 0.36
2040-300 30 7,000 1,400 0.2 0.5 7,000 1,400 0.2 0.5 7,000 850 0.1 0.3 5,000 460 0.08 0.2
2040-350 35 6,000 1,200 0.2 0.4 6,000 1,200 0.2 0.4 4,800 450 0.1 0.25 4,000 370 0.07 0.17
2040-400 40 | 4,000 1,000 0.11 033 4,000 1,000 0.11 033 3,450 400 0.06 0.24 2900 270 0.06 0.15
2040-450 45 3,800 760 0.08 032 3800 760 0.08 032 2700 300 0.05 0.2 2,300 240 0.04 0.12
2050-100 10 18,000 3,000 0.5 1.5 18,000 3,000 0.5 1.5 13,750 2,400 045 14 8,800 1,800 0.42 1.2
2050-150 15 18,000 3,000 0.5 1.5 18,000 3,000 0.5 1.5 13,750 2,400 045 14 7,800 1,300 0.34 1
2050-200 R2.5 20 14,000 2,600 037 1.2 15600 2600 0.37 1.2 12,000 1,800 0.36 1.1 6,300 830 0.27 0.75
2050-250 25 12,000 2,000 0.33 1.1 12,000 2,000 0.33 1.1 9,600 1,350 0.25 1 5700 750 0.25 0.67
2050-300 30 9,600 1,800 0.31 0.9 9,600 1,800 0.31 0.9 8,400 1,100 0.23 0.8 5,000 650 0.2 0.5
2060-100 10 16,000 3,100 0.6 1.8 16,000 3,100 0.6 1.8 11,000 2,310 055 1.7 7,500 1,800 0.5 1.5
2060-150 15 16,000 3,100 0.6 1.8 16,000 3,100 0.6 1.8 11,000 2,310 055 1.7 7,500 1,800 0.5 1.5
2060-200 20 16,000 3,100 0.6 1.8 16,000 3,100 0.6 1.8 11,000 2,310 055 1.7 6,500 1,300 0.4 1.4
2060-250 25 13,000 2,600 0.45 1.5 13,000 2600 045 1.5 10,000 1,800 0.4 1.3 5300 840 032 09
2060-300 R3 30 10,000 2,100 0.4 1.3 10,000 2,100 0.4 1.3 8,000 1,350 0.3 1.1 4,700 750 0.3 0.8
2060-350 35 | 8,000 1,800 0.38 1.1 8,000 1,800 0.38 1.1 7,000 1,700 0.26 0.9 4,200 670 025 0.6
2060-400 40 7,000 1,800 0.36 0.9 7,000 1,800 0.36 0.9 6,000 900 0.23 0.75 3,700 550 0.2 0.4
2060-450 45 | 5800 1,700 033 0.75 5800 1,700 033 075 4600 670 0.19 0.6 3,200 470 0.5 0.3
2060-500 50 4,000 1,500 0.3 0.6 4,000 1,500 0.3 0.6 3,200 450 0.15 04 2,800 400 0.1 0.2
2060-600 60 = 2700 1,000 0.21 0.42 2,700 1,000 0.21 042 2300 320 0.1 0.3 1,950 270 0.08 0.16
= :
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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.
+ Recommend oil coolant for Stainless Steels and Heat Resistant Alloys.

+ Recommend wet coolant for Copper.
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CAUTION

Correct application and operation is strongly advised to avoid clogging, abrasion, etc, that could cause serious accidents or injuries.

A Advisory for Safe Use of End Mills

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. Recommend setting the runout control value at 5um or below for the small diameter tools

¢1 or below.
@®Do not use flammable cutting oils.

Advisory for Regrinding End Mills

@Never regrind the tool without wearing safety glasses and a face guard.

FHERE:
T140-0013 FRR#a/ IXFEAH6-17-1
TEL.03-5493-1030(5 4 ¥)L1>) FAX.03-5493-1014

RETS:
T940-1104 3R RREHEHEIITNI2706-6
TEL.0258-22-2620(f) FAX.0258-22-0045

REZ%
TEL.0258-22-0030(ff) FAX.0258-22-0022

R TE:
T954-0076 s R RimH==H13-1
TEL.0258-66-0800(ff) FAX.0258-66-0801

JERIRESRAR:

T370-0052 #¥FEEBIETEI46- 28 ILSIETEL5M5B-15%E

TEL.027-310-1195 FAX.027-310-1196

e S0
T411-0951 B5lHREREM R RETEIE3-4-5
TEL.03-5493-1030 (Kt EXEE® FAX.03-5493-1014

TIERA
T446-0056 BHELHM="0ZIHBI2-1-1 SADLHEIL2F-A
TEL.0566-79-0147 FAX.0566-74-9990

BHEESRM:

T491-0912 BHR—ZAH4E1-2-8 Zvl/—=LIL8F
TEL.0586-43-2900(ff) FAX.0586-43-2899

ARRESEFR:

T532-0033 KBRAABRATEN IX#HE3-9-14 EAV=ELIL3F
TEL.06-6392-3159(ff) FAX.06-6392-3169

ERE%E:

T812-0016 EMSEMMIELXELERL-3-9 7/\UFUR86 2075

TEL.092-292-8811 FAX.092-292-8810

U.S. UNION TOOL, INC.

(U.S. HEADQUARTERS)

1260 N. Fee Ana Street, Anaheim, CA 92807 1817 US.A.

Tel: 1-714-521-6242 Fax: 1-714-521-864

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

1805 Little Orchard Street, Suite 120, San Jose CA 95125 US.A.
Tel: 1-408-982-0205 Fax: 1-408-982-032

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.

Unit 2803 & 05, 28/F, Peninsula Tower, 538 Castle Peak Road,
Cheung Sha Wan, Kowloon, HONG KONG

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

DONGGUAN UNION TOOL LTD.

No.5, Hong Jin Road, Hongmei Town,

Dongguan City, Guangdong Province 523160,CHINA
Tel: 86-769-8884-8900 Tel: 86-769-8884-8901
Fax: 86-769-8884-8296

UNION TOOL SINGAPORE PTE LTD.
140 Paya Lebar Road #08-17, AZ @ Paya Lebar,SINGAPORE 409015
Tel: 65-6846-9309 Fax: 65-6846-0197

UNION TOOL (THAILAND) CO., LTD.

55/73 Moo 15 Bangsaothong Sub-District, Bangsaothong District,
Samutprakarn 10570 THAILAND

Tel: 66-2-130-0908 Fax: 66-2-130-0909
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https://www.uniontool.co.jp
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