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INTRODUCTION HG TECHNOLOGY CO., LTD.,

located at Changhua, Taiwan, dedicated to developing, designing, producing, and

marketing cutting tools, comprises professionals with sophisticated processing

experience that provide extensive services and ensure total customer satisfaction.

Our service range extensively covers 3C, semiconductor, medical care equipment,

aerospace, and precision molding industries.

HG Technology continuously develops more advanced processing technologies
based on the enterprise philosophy of extending the lifespan of tools, increasing
work efficiencies, minimizing production costs in terms of wear and tear of tools,

and maximizing customer benefits.

For HGT Cutting Tools, from material to finished products,
HG Technology insists on utilizing the processes provided by the original
European manufacturers for the production. We only use high quality and

stable German Carbide Rods, German and Swiss 6-axis CNC Grinding machines,

advanced Swiss Coating technologies, and sophisticated German Digital

Measuring Instruments.
With reasonable prices and stable quality, HG Technology has an expanding sales

network that currently covers more than 30 countries throughout the world. Based

on the enterprise philosophy of maximizing customer's benefits, HG Technology

:

continuously refines itself and grows together with all its customers.

=2

D)
7/

a
w

Always improve and elevate the quality,

ep the best competition.



ITEM PAGE STRUCTURE

Product Name

Item Code

Working Material

lcons

Product specification

Product Image

Product diagram

Depth of cut

Recommended
cutting condition

© © 6 ® ® ©
|

7]
6_
9_

MAGIC CUT

Pl ¥

- 2] la D=2

¥ Depthof cut

0

A

= l
i B:0.1R

820068
HRC45 |
9
l Ap R
[ .
‘ au 0.0
HRC45 t
ReeRathus

www.hgt.oom. tw

- QBM

m
2
o
h g
» Micro Diameter / Ball Nose / for ) @ @
Radus Flute Length QAL Shank Dia
Order No. L2 D2
QBEM 0024 RO.1 (o] 50 4
QEBEM 0034 RO.15 0.6 50 4
QEM 0044 RO.2 0.8 =1} 4
QEBEM 0054 RO.25 1.0 50 4
QEM 0084 R0.3 1.2 50 4
QEBEM 0074 R0O.35 1.4 50 4
QEBEM 0084 RO.4 1.6 50 4
QBEM 0094 RO.45 1.8 50 4
QBM 0124 RO.6 2.4 50 4
QBM 0144 RO.7 2.8 50 4
164 RO.8 3.2 50 4
QBM 0184 RO.9 3.6 50 4
¥ Recommended cutting condition for QBM
Carben Gtesls . Alloy Steals Alloy Steals , Tood Staeks Hardaned Steals
MATERAL i FC,FCD, S0, SH0C, 505, G, SHCM, KT, SHDS, WaB. sKDTE
HARDNESS ~HRC3D ~HRCS0 ~HRCED
unu@ SPEED FEED SPEED FEED SPEED FEED
RD.1 32000 500 - 600 32000 400 - 500 25000 300 - 400
RD.15 32000 500 - 600 32000 400 - 500 25000 300 - 400
RD.Z 32000 500 - 600 32000 400 - 500 25000 300 - 400
R0.25 32000 B00 - 700 32000 500 - §00 25000 400 - 500
RO.3 32000 £00 - 700 32000 500 - 600 25000 400 - 500
RD.35 32000 700 - 600 32000 600 - 700 25000 500 - 600
R4 32000 W0- 1000 32000 8O0 - 500 25000 600 - 700
RO.45 32000 1000 - 1100 32000 900-1000 25000 500-700 QBM
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HGT SOLID CARBIDETC

ICONS

Flutes

Helix Angle (067, 26° 30, 36° 452 55°)

Work Material Hardness (40,5,60,65)

E1 £ E32 E3 E1 Bl B B 65
BE86aa

Coating

v fcaf s fm oo oo
0 & 6 0 o

. Roughing Pitch

Corner Radius (0.1,02,03,05,1,15,2)

Tip Angle (so°, 90°, 120°)

Applications

E €5 Pmﬁling Pmﬁling E E ﬂ 5

Roughing % Finishing M
Seml

Statistics For Drills

DIN h7 -""

DEPTH OF CUT

Drills Drills Drills DIN DIN Shank Cutting Helix Tip
Type Type Type Code Code Diament Flute Angle Angle
Tolerance  Tolerance

SIDE MILLING

SLOTTING RADIUS PROFILING
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% HRC45 | HRC45 | HRC45 | 3
HRC45 |
D16mm| ap=1.50 ae=0.02D ap=0.2D ap=0.04R ap=0.02R
D16mm T ap=1.50 ae=0.05D ae=D1 ae=0.06R ae=0.02R

44 s

QLID C

ARBID

Co (%)
WIC+erseo+ve (%)
Density (g/em3)
HV3o (kg/mm2)
HRA (1503738)
Kic (MNm-312)
TRS (N/mmZ)

A
Porosity B

(]

WC-grain size (um)

9.0
921.0
14.40
1920
93.9

9.3

> 4000
=02

00

00

0.2-0.5

Co (%)
WIC+erc,+ve (%)
Density (glem?)
HV3o (kg/mm?2)
HRA (1s03738)
Kic (MNm-32)
TRS (Nimm?2)

A
Porosity B

C

WC-grain size (pm)

12,0
88.0
14.05
1680
925
10.0
> 4000
=02
00
00
0.5

MG

Co (%) 10.0
WIC+erscatve (%) 90.0
Density (glcm3) 14.5
HV3g (kg/mm2) 1610
HRA (1503738) 923
Kic (MNm-3/2) 10.5
TRS (N/mm2) > 4000
A =02
Porosity B 00
G 00
WC-grain size (pm) 0.6

Co % 9 Co% 12 Co% 10
WC incl. Doping (%) 89.83 WC incl. Doping (%) 88 WC incl. Doping (%) 90
Tungsten Carbide O 20.2um Tungsten Carbide CL 20.4um Tungsten Carbide CL 20.6um

WORK MATERIAL

_© __© O

MATERIAL

Hardened steel

Low alloy steel

Cast iron

High alloy steel,
cast steel, tool steel

Stainless steel

Aluminum alloy
High temp. alloys

Copper alloys

Titanium and
Ti alloys
Non-metallic



HARD COATIING PROPERTIES
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Coating Nanohard- Thickness Friction Max usage Coating
Type ness(GPa) (um) Coefficient Temp(°C) Temp(°C)
TIALN @ siack 30 1-4 0.4 800 450 1
AITiN @ srack 38 14 0.6 900 450 1
nACoB O sLue 45 1-4 0.45 1200 4001
HELICA () COPPER 30 1-4 0.25 1000 480 1
CrN . METAL-SILVER 18 ; P 0.4 700 200 - 400
DLC @ srack 20 =3 0.15 400 150 - 250
G100 . BURGUNDY-VIOLET 33 1-4 0.3 500
G300 () SOFE GOLD 35 1-4 04 800
i8 ) GOLD-BRASS 47 1-4 0.45 900
Aldura @ sack 32 1-4 0.35 1100
G-plus WHITE GOLD 14 0.25 550
i-plus ) coPPER =9 0.3 1200
\ 4

nAcoB

nACoB

TIALN

G100 G300 i8 Aldura G-plus

DLC

i-plus

www.hgt.com.tw

COATING APPLICATIONS

Coating
Type

TIALN @ BLack

AITiN . BLACK

Introduce coating on different materials

General steel for wet cutting (HRC35-45)

High Hard steel for Dry cutting (HRC45-65)

nACoB . BLUE High Hard steel for Dry cutting (HRC55-65)
HELICA \‘ COPPER General steel, Cast iron, with special flute design and work on Stainless steel(EX: SEPS)
CrN " METAL-SILVER Copper Alloy
DLC . BLACK Aluminum Alloy
G100 . BURGUNDY-VIOLET General steel for wet cutting (HRC35-45)
G300 \\' SOFT GOLD Tough material, ex: Titanium Alloy, Nickel Alloy ,Stainless steel and Heat-resistant alloy
i8 \‘ GOLD-BRASS High Hard steel for Dry and wet cutting(HRC55-65)

Aldura @ Biack

High Hard steel for Dry cutting (HRC55-65)

Diamond \‘ BLACK GRAY Graphite, Zirconium Oxide
G-plus WHITE GOLD Tough material, ex: Titanium Alloy, Nickel Alloy ,Stainless steel and Heat-resistant alloy
i-plus \‘ COPPER High Hard steel for Dry and wet cutting(HRC70)

oonn Il

A Hardness(HRC)

Air Blow 70
SKH(H)
Oilmist SERED 60
HPM38(H)
SKDB1(H) 50
Qil NAK&0
NAKSS 40
SCM440
SUS304 30
Water
Soluble S45C
S50C 20

Hardened steels high speed and dry milling

nACoB /i8 / Aldura

AITiN / G200 / U5

HELICA / TIALN / G100

10

50 100 150 200 250
V(m/min) Velocity
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P Ball Nose / for

[P

Order N Radius Neck Dia . Flute Length\ Effective Length O.AL. | Shank Dia
i e R D3 L1 L3 L2 D2
V70B 0306 R1.5 2.90 3 8 50 6
V70B 0406 R2 3.88 4 10 50 6
V70B 0506 R2.5 4.80 5 13 50 6
V70B 0606 R3 5.80 6 15 50 6
V70B 0808 R4 7.70 8 20 60 8
VvV70B 1010 R5 9.60 10 25 75 10
V70B 1212 R6 11.50 12 30 75 12
Finishing
Semi-
Finishing
Profiling
ul D2 |, op1=2r
¥ Depth of cut ¥ Recommended cutting condition for V70B
ae VMATERIAL Hardened Steels Hardened Steels Hardened Steels
SKD61 , SKT4 SKD11 , SKH51 SKH , HAP
ap [ I ap=0.1D1
E 2e=03D1 HARDNESS ~HRC55 ~HRC85 ~HRC70
HRC55
RADIUS SPEED FEED SPEED FEED SPEED FEED
ae (min™T) | mm / min {min1) mm { min {min™™) mm / min
. 1’"[ dhSETBE R1.5 22000 2200 18000 1800 10500 850
& H @e=0.18 D1 R2 16500 2200 13500 1800 8000 850
HRCE5 R2.5 13400 2200 11000 1850 6400 850
a R3 11300 2300 9100 1850 5500 850
=]
] R4 8600 2350 7000 1900 4100 850
ap T l el R5 7000 2350 5600 1900 3200 850
- 8e=0.15 D1
R R6 5800 2300 4700 1850 2700 850
) ] HRC70 V70B
A Taiwan High Speed Rail

www.hgt.com.tw



V¥ Depth of cut

—T
o

. ap=1D1
— 2e=0.03 D1
ae

VT0R
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P Corner Radius / for o
Order N ) Diameter\ Corner R\ Neck Dia | Flute Lenglh\ Effective Length\ OAL. ) Shank Diz;
rder™o. | p1 R D3 L1 L3 L2 D2
V70R 0605 6.0 0.5 5.80 6 18 50 6
. V70R 0610 6.0 1.0 5.80 6 18 50 6
V70R 0805 8.0 0.5 7.70 8 24 60 8
4 Fiutes V70R 0810 8.0 1.0 7.70 8 24 60 8
V70R 1005 10.0 0.5 9.60 10 30 75 10
V70R 1010 10.0 1.0 9.60 10 30 75 10
% V70R 1020 10.0 2.0 9.60 10 30 75 10
V70R 1205 12.0 0.5 11.50 12 36 75 12
(\— V70R 1210 12.0 1.0 11.50 12 36 75 12
R V70R 1220 12.0 2.0 11.50 12 36 75 12
HRC
70
Finishing
R —
Semi-
Finishing
V¥ Recommended cutting condition for V70R
NMATERIAL Hardened Steels Hardened Steels Hardened Steels
SKD61 , SKT4 SKD11 , SKH51 SKS , SKH
HARDNESS ~HRC55 ~HRC65 ~HRC70
DIAMETER SPEED FEED SPEED FEED SPEED FEED
(min™T) mm { min (min™) | mm / min (mir™) | mm / min
5050 420 4000 260 3500 200
3800 400 3000 250 2700 180
10 3050 360 2400 240 2100 160
12 2520 360 2000 230 1800 150

V710E

o
-

HRC
70

¥ Depth of cut

] Dia ae(mm)
Jap 6 03
8 0.4
10 05
] HRCS5 | 12 06
ae aps15D1 | 16 0.8
Dia ae(mm)
jap 6 02
I 02
. 10 03
L HRce5 | 12 03
e aps15D1 | 16 0.5
Dia ae(mm)
jap 6 01
e 01
. 10 02
I~ HRc70 [ 12 02
e aps10D1 | 16 03
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P Square / for QO

i

Order No. DiaBn:ter Flutetinglh Ol.f\éL, ‘ Shal:r;kzDia
V70E 0606 6.0 16 50 6
V70E 0808 8.0 20 60 8
V70E 1010 10.0 25 75 10
V70E 1212 12.0 30 75 12
V70E 1616 16.0 40 100 16

V¥ Recommended cutting condition for V70E

Hardened Steels Hardened Steels Hardened Steels

SATERL SKD61 , SKT4 SKD11 SKS , SKH
HARDNESS ~HRC55 ~HRC65 ~HRC70
DIAMETER SPEED FEED SPEED FEED SPEED FEED
(min ™) | mm / min {min) | mm / min (min™) mm / min
6 13000 4600 6400 2400 4200 1450
8 10000 4600 4800 2400 3200 1450
10 7700 4600 4000 2400 2600 1450
12 6400 3800 3200 1900 2200 1200
16 4800 2900 2400 1400 1600 900

V710E




Bl Q@ MAGIC CUT

Magic cutting series
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A TAIPEI 101

SII!W PU3

MAGIC CUT )\
P Micro Diameter / Ball Nose / for 0 o e
Q B Order No. l Ragus l FIuteIl_;ngth ) Ol.f\z,L, ) Shal:r;k2Dia l
QBM 0024 RO.1 0.4 50 4
MG QBM 0034 RO.15 0.6 50 4
D1 /Q QBM 0044 R0.2 0.8 50 4
lL1 QBM 0054 R0.25 1.0 50 4
| = ' QBM 0064 RO0.3 1.2 50 4
QBM 0074 R0.35 1.4 50 4
QBM 0084 RO.4 1.6 50 4
QBM 0094 R0.45 1.8 50 4
QBM 0124 RO.6 2.4 50 4
QBM 0144 RO.7 2.8 50 4
QBM 0164 RO0.8 3.2 50 4
QBM 0184 R0.9 3.6 50 4
L2
Finishing
Fisn?:smin-g
__J D2 | pi=2r
¥ Depth of cut V¥ Recommended cutting condition for QBM
3 MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
- S45C, FC,FCD, SCM, S50C, SKS..  SCr, SNCM, SKD11, SKDG1, NAKBO... SKD11
a0l h l ap=0.06R
aes0.1R HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 |
RADIUS SPEED FEED SPEED FEED SPEED FEED
a min") | mm/min min™) | mm/min (min-1) mm / min
A » ap<0.03R R0.1 32000 500 - 600 32000 400 - 500 25000 300 - 400
a H l 30<0.05R R0.15 32000 500 - 600 32000 400 - 500 25000 300 - 400
HRC45 1 R0.2 32000 500 - 600 32000 400 - 500 25000 300 - 400
R=Radius R0.25 32000 600 - 700 32000 500 - 600 25000 400 - 500
R0.3 32000 600 - 700 32000 500 - 600 25000 400 - 500
R0.35 32000 700 - 800 32000 600 - 700 25000 500 - 600
R0.4 32000 900 - 1000 32000 800 - 900 25000 600 - 700
R0.45 32000 1000 - 1100 32000 900 - 1000 25000 600 - 700
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QBM




m m
2 2
] 2
o MAGIC CUT A\ MAGIC CUT A\ g
» Ball Nose / for o o B » Ball Nose / for o
Radius Flute Length . OAL. Shank Dia \ Radius Flute Length ] O.AL. ] Shank Dia
Order No. ‘ R l L1 L2 l D2 ‘ Order No. R L1 L2 D2
QB 0104 RO.5 2 50 4 QBG 0404 R2 8 50 4
QB 0106 RO.5 2 50 6 I?G QBG 0606 R3 12 50 6
QB 0154 RO.75 3 50 4 ?} QBG 0808 R4 16 60 8
QB 0156 RO.75 3 50 6 i QBG 1010 R5 20 75 10
QB 0204 R1 4 50 4 QBG 1212 R6 24 75 12
QB 0206 R1 4 50 6
QB 0303 R1.5 6 50 3
QB 0304 R1.5 6 50 4
QB 0306 R1.5 6 50 6
QB 0404 R2 8 50 4
QB 0406 R2 8 50 6
QB 0506 R2.5 10 50 6
QB 0606 R3 12 50 6 L2
Finishing QB 0808 R4 16 60 8 Finishing
Semi- Semi-
Finishing QB 1010 R5 20 75 10 Finishing
QB 1212 R6 24 75 12 Profiling
QB 1616 R8 32 100 16 =y
1
- '-_ Di=2R
¥ Depth of cut ¥ Recommended cutting condition for QB ¥ Depth of cut ¥ Recommended cutting condition for QBG
ae MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels ac VMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
] S45C FC,FCD,SCM,S50C, SKS..  SCr, SNCM, SKD11, SKD61 , NAKSO... SKD11 » S45C  FC,FCD,SCM, S50C , SKS SCr, SNCM , SKD11, SKDB1, NAKSO... SKD11
- il I ap=0.04R - i I ap=0.04R
B i 2es0.06R HARDNESS ~HRC30 ~HRC50 ~HRC60 € 2es0.06R HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 | HRC45 |
RADIUS SPEED FEED SPEED FEED SPEED FEED RADIUS SPEED FEED SPEED FEED SPEED FEED
ae (min ™) mm / min (min) | mm / min (min™1) | mm / min ae (min ™) | mm / min (min"1) | mm / min (min™") mm / min
f[ aps0.02R R1 23000 2000 22000 1800 16000 900 /__[ aps0.02R R1 23000 2000 22000 1800 16000 900
e d l 2e<0.03R R1.5 16000 2000 15000 1800 11000 900 1% i I 2e<0.03R R1.5 16000 2000 15000 1800 11000 900
HRC45 1 R2 15000 2400 14000 2000 10000 1300 HRC45 1 R2 15000 2400 14000 2000 10000 1300
R=Radius R3 17000 5500 14000 5000 9000 1500 R=Radius R3 17000 5500 14000 5000 9000 1500
R4 12000 4000 9000 3000 6200 1400 R4 12000 4000 9000 3000 6200 1400
R5 9000 3500 7000 2800 5200 900 R5 9000 3500 7000 2800 5200 900
R6 8000 2800 6500 1800 4300 800 R6 8000 2800 6500 1800 4300 800
QB RS 7000 2000 5000 1500 3300 700 R8 7000 2000 5000 1500 3300 700 QBG
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m m
2 2
] 2
o MAGIC CUT A\ MAGIC CUT A\ g
» Ball Nose / for o o » Ball Nose / for o o
Radius Flute Length . OAL. Shank Dia \ ) Radius . Flute Length ) O.AL. ) Shank Dia )
Order No. ‘ R l L1 L2 l D2 ‘ Order No. R L1 L2 ‘ D2
QBN 0104 RO.5 2 50 4 QBX 0104 RO.5 2 50 4
“"% QBN 0106 RO.5 2 50 6 ,"% QBX 0154 RO.75 3 50 4
QBN 0154 RO.75 3 50 4 D1 /?} QBX 0204 R1 4 50 4
2 Flut QBN 0156 RO.75 3 50 6 J/ i QBX 0306 R1.5 6 50 6
QBN 0204 R1 4 50 4 " QBX 0406 R2 8 50 6
QBN 0206 R1 4 50 6 it QBX 0506 R2.5 10 50 6
QBN 0303 R1.5 6 50 3 QBX 0606 R3 12 50 6
QBN 0304 R1.5 6 50 4 QBX 0808 R4 16 60 8
QBN 0306 R1.5 6 50 6 QBX 1010 R5 20 75 10
QBN 0404 R2 8 50 4 QBX 1212 R6 24 75 12
QBN 0406 R2 8 50 6 QBX 1616 R8 32 100 16
QBN 0506 R2.5 10 50 6
QBN 0606 R3 12 50 6 L2
Finishing QBN 0808 R4 16 60 8 Finishing
Semi- Semi-
Finishing QBN 1010 R5 20 75 10 Finishing
Profiling QBN 1212 Re 24 2 (= Profiling
=y QBN 1616 R8 32 100 16 =y
1
- '-_ Di=2R
¥ Depth of cut V¥ Recommended cutting condition for QBN ¥ Depth of cut V¥ Recommended cutting condition for QBX
a NMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels 2 VMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C FC,FCD,SCM,S50C, SKS..  SCr, SNCM, SKD11, SKD61 , NAKSO... SKD11 S45C  FC,FCD,SCM, S50C , SKS SCr, SNCM , SKD11, SKDB1, NAKSO... SKD11
- il l ap=0.04R - i I ap=0.04R
} i 2es0.06R HARDNESS ~HRC30 ~HRC50 ~HRC60 € 2es0.06R HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 | HRC45 |
RADIUS SPEED FEED SPEED FEED SPEED FEED RADIUS SPEED FEED SPEED FEED SPEED FEED
ae (min™") mm / min (min) | mm / min (mir™) | mm / min e (min ) | mm / min (min) mm / min (min™T) mm / min
_ f[ aps0.02R R1 23000 2000 22000 1800 16000 900 _ /__[ aps0.02R R1 23000 2000 22000 1800 16000 900
ap[ — “ l 30<0.03R R1.5 16000 2000 15000 1800 11000 900 apl— I l 3e20.03R R1.5 16000 2000 15000 1800 11000 900
HRC45 1 R2 15000 2400 14000 2000 10000 1300 HRC45 R2 15000 2400 14000 2000 10000 1300
R=Radius R3 17000 5500 14000 5000 9000 1500 R=Radius R3 17000 5500 14000 5000 9000 1500
R4 12000 4000 9000 3000 6200 1400 R4 12000 4000 9000 3000 6200 1400
R5 9000 3500 7000 2800 5200 900 R5 9000 3500 7000 2800 5200 900
R6 8000 2800 6500 1800 4300 800 R6 8000 2800 6500 1800 4300 800
QBN R8 7000 2000 5000 1500 3300 700 R8 7000 2000 5000 1500 3300 700  QBX
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m m
2 a
] 2
4 MAGIC CUT A\ MAGIC CUT A\ 8
» Ball Nose / for o o » Ball Nose / for o o
Order N ] Radius Neck Dia | Flute Length | Effective Length OAL. | Shank Dia \ Order N | Radius Neck Dia . Flute Length\ Effective Length O.AL. | Shank Dia
reerNg: R D3 L1 L3 L2 D2 MemriNg: R D3 L1 L3 L2 D2
QBHN 0104 RO.5 0.95 1 3 50 4 QBHX 0104 RO.5 0.95 1 3 50 4
QBHN 0154 R0O.75 1.45 1 3 50 4 QBHX 0154 RO.75 1.45 1 3 50 4
QBHN 0204 R1 1.92 2 5 50 4 QBHX 0204 R1 1.92 2 5 50 4
QBHN 0306 R1.5 2.90 3 8 50 6 QBHX 0306 R1.5 2.90 3 8 50 6
QBHN 0406 R2 3.88 4 10 50 6 QBHX 0406 R2 3.88 4 10 50 6
QBHN 0506 R2.5 4.80 5 13 50 6 QBHX 0506 R2.5 4.80 5 13 50 6
QBHN 0606 R3 5.80 6 15 50 6 QBHX 0606 R3 5.80 6 15 50 6
QBHN 0808 R4 7.70 8 20 60 8 QBHX 0808 R4 7.70 8 20 60 8
QBHN 1010 R5 9.60 10 25 75 10 QBHX 1010 R5 9.60 10 25 75 10
QBHN 1212 R6 11.50 12 30 75 12 QBHX 1212 R6 11.50 12 30 75 12
Finishing Finishing
R ——
Semi- Semi-
Finishing Finishing
Profiling Profiling
il D2 . pi=Rr
¥ Depth of cut ¥ Recommended cutting condition for QBHN ¥ Depth of cut V¥ Recommended cutting condition for QBHX
e NMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels ac VMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
] S45C FC,FCD,SCM,S50C, SKS..  SCr, SNCM, SKD11, SKD61 , NAKSO... SKD11 » $45C  FC,FCD,SCM, S50C , SKS SCr, SNCM , SKD11, SKDB1, NAKSO... SKD11
- il I ap=0.04R - i I ap=0.04R
} i 2es0.06R HARDNESS ~HRC30 ~HRC50 ~HRC60 € 2es0.06R HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 | HRC45 |
RADIUS SPEED FEED SPEED FEED SPEED FEED RADIUS SPEED FEED SPEED FEED SPEED FEED
ae (min1) mm / min (min™") | mm / min (min™T) | mm / min ae (min™T) mm / min {min1) mm { min {min™1) mm / min
f[ aps0.02R R1 23000 2000 22000 1800 16000 900 /__[ aps0.02R R1 23000 2000 22000 1800 16000 900
apl— d l S S R1.5 16000 2000 15000 1800 11000 900 ]+ M l S R1.5 16000 2000 15000 1800 11000 900
HRC45 1 R2 15000 2400 14000 2000 10000 1300 HRC45 1 R2 15000 2400 14000 2000 10000 1300
R=Radius R3 17000 5500 14000 5000 9000 1500 R=Radius R3 17000 5500 14000 5000 9000 1500
R4 12000 4000 9000 3000 6200 1400 R4 12000 4000 9000 3000 6200 1400
R5 9000 3500 7000 2800 5200 900 R5 9000 3500 7000 2800 5200 900
R6 8000 2800 6500 1800 4300 800 R6 8000 2800 6500 1800 4300 800
QBHN R8 7000 2000 5000 1500 3300 700 R8 7000 2000 5000 1500 3300 700 QBHX
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MAGIC CUT MAGIC CUT A\
BLS M L P Long Shank / Ball Nose / for 00 BLSX MX P Long Shank / Ball Nose / for 00
Radius Flute Length | OAL. Shank Dia ] ) Radius . Flute Length ) O.AL. ) Shank Dia )
Order No. ‘ R l L1 L2 l D2 ‘ ' ' Order No. R L1 L2 ‘ D2
QBLS 0206 R1 4 75 6 QBLSX 0206 R1 4 75 6
h% QBLS 0306 R1.5 6 75 6 ,"% QBLSX 0306 R1.5 6 75 6
QBLS 0406 R2 8 75 6 D1 /?} QBLSX 0406 R2 8 75 6
2 Fu QBLS 0506 R2.5 10 75 6 - i QBLSX 0506 R2.5 10 75 6
QBLS 0606 R3 12 75 6 QBLSX 0606 R3 12 75 6
QBLS 0808 R4 16 75 8 i QBLSX 0808 R4 16 75 8
QBLM 0606 R3 12 100 6 QBLMX 0606 R3 12 100 6
QBLM 0808 R4 16 100 8 QBLMX 0808 R4 16 100 8
QBLM 1010 R5 20 100 10 QBLMX 1010 R5 20 100 10
QBLM 1212 R6 24 100 12 — QBLMX 1212 R6 24 100 12
QBLL 1010 R5 20 150 10 QBLLX 1010 R5 20 150 10
QBLL 1212 R6 24 150 12 QBLLX 1212 R6 24 150 12
QBLL 1616 R8 32 150 16 L2 QBLLX 1616 R8 32 150 16
ahing QBLL 2020 R10 40 150 20 L Fining QBLLX 2020 R10 40 150 20
Semi- Semi-
Finishing Finishing
1
| - D1=2R
¥ Depth of cut V¥ Recommended cutting condition for QBLS. QBLM. QBLL ¥ Depth of cut V¥ Recommended cutting condition for QBLSX. QBLMX. QBLLX
ac NMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels e MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C FC,FCD,SCM,S50C, SKS..  SCr, SNCM, SKD11, SKD61 , NAKSO... SKD11 S45C , FC, FCD, SCM, S50C , SKS SCr, SNCM , SKD11, SKDB1, NAKSO... SKD11
l ap=0.04R - I ap=0.04R
f‘ 2es0.06R HARDNESS ~HRC30 ~HRC50 ~HRC60 2es0.06R HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 | HRC45 |
RADIUS SPEED FEED SPEED FEED SPEED FEED RADIUS SPEED FEED SPEED FEED SPEED FEED
ae (mln"‘] mm f min [mln") mm f min [rnln") mm { min ae (rnln"‘] | mm f min {mln“) | mm / min [mln") mm f min
f[ aps0.02R R1 23000 2000 22000 1800 16000 900 /[ aps0.02R R1 23000 2000 22000 1800 16000 900
i l S S R1.5 16000 2000 15000 1800 11000 900 ]+ i I S R1.5 16000 2000 15000 1800 11000 900
HRC45 1 R2 15000 2400 14000 2000 10000 1300 HRC45 1 R2 15000 2400 14000 2000 10000 1300
R=Radius R3 13000 3200 11000 2000 9000 1500 R=Radius R3 13000 3200 11000 2000 9000 1500
R4 9000 2300 8000 1500 6200 1400 R4 9000 2300 8000 1500 6200 1400
QBLS R5 7500 1900 6500 1200 5200 900 R5 7500 1900 6500 1200 5200 900 QBLSX
QBLM R6 6300 1600 5500 1000 4300 800 R6 6300 1600 5500 1000 4300 800 QBLMX
QBLL R8 4500 1200 3800 800 3300 700 QBLLX
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Itk PU3

ap -
aes<0.06R

apj[f_"j l
; de=0.03R

QBP

MAGIC CUT

QBP

¥ Depth of cut

e

ap=0.04R

HRC45 |
e

ap=<0.02R

HRC45 t
R=Radius
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Q
MG

2 Flut

Xo=
BOE

Roughing

Semi-
Finishing

-
3
=l
. =
’5'
=]

W

» Power Ball Nose / for o o
Order No. ‘ Radius . Neck Dia Flute Length\ Effective Lengtﬁ OAL. | Shank Dia ]
R D3 L1 L3 L2 D2
QBP 0104 RO.5 0.95 1 3 50 4
QBP 0154 RO.75 1.45 2 5 50 4
QBP 0206 R1 1.92 3 6 50 6
QBP 0306 R1.5 2.90 4 8 50 6
QBP 0306A R1.5 2.90 4 8 75 6
QBP 0406 R2 3.88 5 10 50 6
QBP 0406A R2 3.88 5 10 75 6
QBP 0606 R3 5.80 6 12 50 6
QBP 0606A R3 5.80 6 16 75 6
QBP 0808 R4 7.70 8 16 60 8
QBP 0808A R4 7.70 8 25 100 8
QBP 1010 R5 9.60 10 20 75 10
QBP 1010A R5 9.60 10 30 100 10
QBP 1212 R6 11.50 12 25 75 12
QBP 1212A R6 11.50 12 35 100 12
¥ Recommended cutting condition for QBP
i Pl e
HARDNESS ~HRC30 ~HRC50 ~HRC60
o e B | e B By B
R1 45000 2000 18000 1500 12000 1200
R1.5 42000 2000 18000 1500 12000 1200
R2 15000 3000 18000 1500 12000 1200
R3 13000 5000 11000 3500 8000 1700
R4 9000 3000 8000 2000 4000 1400
R5 7500 2500 6500 1800 3500 1300

MAGIC CUT

2 Flutes

Finishing

Semi-
Finishing

D2

¥ Depth of cut

apf 4 ap=0.1D1
| _ ae=D1
HRC45 ,
>
ap ]’/ * aps=0.02 D1
“1 aezD1
HRC45 t
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P Micro Diameter / Square / for

m
-
a
2
&

00

Order No. DiaBn:ter Flutetinglh Ol.f\éL, ‘ Shal:r;kzDia )
QEM 0024 0.2 0.4 50 4
QEM 0034 0.3 0.6 50 4
QEM 0044 0.4 0.8 50 4
QEM 0054 0.5 1.0 50 4
QEM 0064 0.6 1.2 50 4
QEM 0074 0.7 1.4 50 4
QEM 0084 0.8 1.6 50 4
QEM 0094 0.9 1.8 50 4
QEM 0124 1.2 3.0 50 4
QEM 0144 1.4 3.0 50 4
QEM 0164 1.6 4.0 50 4
QEM 0184 1.8 5.0 50 4

V¥ Recommended cutting condition for QEM

MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels

S$45C, FC,FCD,SCM, S50C, SKS..  SCr, SNCM, SKD11, SKDG1 , NAKBD... SKD11

HARDNESS ~HRC30 ~HRC50 ~HRC60

BERR “r% | amrmn | o | ommn | wh | meiwe
0.2 40000 100 - 300 30000 80 - 250 15000 50 - 150
0.3 40000 100 - 350 30000 80 - 300 15000 50 - 200
0.4 40000 100 - 400 25000 80 - 350 10000 50 - 250
0.5 40000 100 - 500 25000 80 - 400 10000 50 - 250
0.6 38000 100 - 600 25000 80 - 500 8000 50 - 250
0.7 36000 100 - 700 20000 80 - 600 8000 50 - 250
0.8 34000 100 - 800 20000 80 - 700 8000 50 - 250
0.9 32000 100 - 1000 20000 80 - 800 8000 50 - 250

QEM




m m
2 a
3 =
* MAGIC CUT A\ MAGIC CUT A\ g
» Square / for 00 B G P Square / for 00
Diameter Flute Length OAL. Shank Dia Diameter Flute Length O.AL. Shank Dia
Order No. D1 L1 L2 D2 Order No. D1 L1 L2 D2
QEB 0104 1.0 3 50 4 QEBG 0404 4.0 11 50 4
QEB 0154 1:5 4 50 4 QEBG 0606 6.0 16 50 6
QEB 0204 2.0 6 50 4 QEBG 0808 8.0 20 60 8
QEB 0303 3.0 8 50 3 QEBG 1010 10.0 25 75 10
QEB 0304 3.0 8 50 4 QEBG 1212 12.0 30 75 12
QEB 0404 4.0 11 50 4
QEB 0506 5.0 13 50 6
QEB 0606 6.0 16 50 6
QEB 0808 8.0 20 60 8
QEB 1010 10.0 25 75 10
QEB 1212 12.0 30 75 12
QEB 1616 16.0 40 100 16
QEB 2020 20.0 45 100 20
Finishing Finishing
R ——
Semi- Semi-
Finishing Finishing
¥ Recommended cutting condition for QEB
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels ‘
— S45C FC,FCD,SCM, 850C, SKS..  SCr, SNCM, SKD11, SKD61, NAKS0... SKD11 1
__‘ D2 L __‘ D2 .
HARDNESS ~HRC30 ~HRC50 ~HRC60
¥ Recommended cutting condition for QEBG
DIAMETER ~ SPEED FEED SPEED FEED ‘ SPEED FEED ‘
(min) mm f min min) | mm/min (i) | mm/min e Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
¥ Depth of cut P —— - p— — — 600 ¥ Depth of cut S45C, FC, FCD, SCM, S50C, SKS...  SCr, SNCM SKD11, SKD61, NAKO.. SKD1 1
4 19000 2000 12000 1300 6000 550
5 13000 1800 10000 1400 5000 500 o HARDNESS ~HRC30 ~HRC50 ~HRC60
[ |8p 6 10000 3000 8000 1500 4500 700 ___J_ap
HRC45 | 1 s 8000 3200 5000 1300 3500 600 HRC45 , DIAMETER ~ SPEED FEED BEEER FEED SPEED o
. . (min™") | mm f min (min™') | mm / min (min™") mm f min
b 10 7000 3000 4500 1200 3000 500 o :
DI 6mm| ap=1.5D1 26=0.02D1 - 12 5000 2000 4000 1100 2000 500 D1 6mml @p=15D1 2e=0.02D1 4 19000 2000 12000 1300 6000 550
D1 6mm7T ap=1.5D1 2e=0.05D1 16 4000 1800 3500 1000 1800 450 D1 6mmT Aap=1.5D1 ae=0.05D1 5 13000 1800 10000 1400 5000 500
_Tap [ 20 3500 1600 3000 1000 1300 450 "‘[ap 6 10000 3000 8000 1500 4500 700
R N RE 8 8000 3200 5000 1300 3500 600
| | 3 20000 2000 20000 1200 16000 1200 | _| 10 7000 3000 4500 1200 3000 500
S 4 16000 2000 16000 1200 12000 1300 B 12 5000 2000 4000 1100 2000 500
D1 6mm) ap=1.5D1 ae=0.01 D1 D1 6mml] Ap=1.5D1 ae=0.01D1
D1 6mm{ ap=1.5D1 8e=0.02 D1 5 13000 1800 13000 1100 10000 1400 D1 6mm?T @p=15D1 @e=0.02 D1
% 6 10000 3000 10000 2100 8000 1500 5 4 16000 2000 16000 1200 12000 1300
e e
f 8 8000 2900 8000 1800 6000 1400 y 5 13000 1800 13000 1100 10000 1400
ag r 10 7000 2800 6000 1700 5000 1300 - 1‘” 6 10000 3000 10000 2100 8000 1500
1 12 5000 2300 5500 1700 4500 1200 E 8 8000 2900 8000 1800 6000 1400
HRC45) aus02D1 ae=D1 16 3500 1800 4500 1800 3500 1200 TR — 10 7000 2800 6000 1700 5000 1300
QEB 20 3000 1400 3000 1500 2600 1100 12 5000 2300 5500 1700 4500 1200 QEBG
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m m
2 a
z 5
4 MAGIC CUT A\ MAGIC CUT A\ 8
E B » Square / for 00 P Square / for 00
Diameter Flute Length . OAL. Shank Dia \ Diameter Flute Length ] O.AL. ] Shank Dia
Order No. ‘ D1 l L1 L2 l D2 ‘ Order No. D1 L1 L2 D2
QEBN 0304 3.0 8 50 4 QEX 0304 3.0 8 50 4
QEBN 0404 4.0 11 50 4 QEX 0404 4.0 11 50 4
QEBN 0506 5.0 13 50 6 QEX 0506 5.0 13 50 6
QEBN 0606 6.0 16 50 6 QEX 0606 6.0 16 50 6
QEBN 0808 8.0 20 60 8 QEX 0808 8.0 20 60 8
QEBN 1010 10.0 25 75 10 QEX 1010 10.0 25 75 10
QEBN 1212 12.0 30 75 12 QEX 1212 12.0 30 75 12
QEBN 1616 16.0 40 100 16 QEX 1616 16.0 40 100 16
QEBN 2020 20.0 45 100 20 QEX 2020 20.0 45 100 20
Finishing Finishing
e e —
Semi- Semi-
Finishing Finishing
¥ Recommended cutting condition for QEBN
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
T S45C , FC,FCD,SCM, S50C , SKS..  SCr, SNCM, SKD11,SKD61 , NAKSO... SKD11
| D2 L
HARDNESS ~HRC30 ~HRC50 ~HRC80
DIAMETER  SPEED FEED SPEED FEED SPEED FEED
(mir T} mm / min (min1) mm / min (mir 1y | mm / min
¥ Depth of cut 3 <0007 200 16000 oily 2000 500 ¥ Depth of cut ¥ Recommended cutting condition for QEX
4 19000 2000 12000 1300 6000 550
Tap : :zggg ;ﬁgg 12222 1222 iggg ?gg MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
— " HRC45 | F—“'_ $45C, FC, FCD, SCM , S50C, SKS..  SCr, SNCM , SKD11 , SKDB1 , NAKEO.. SKD11
n 8 8000 3200 5000 1300 3500 600 >
o 10 7000 3000 4500 1200 3000 500 an| i L T e ——
D1 6mm | ap=15D1 @e=0.02 D1 12 5000 2000 4000 1100 2000 500 ae<D1 ~ ~HRC5 -
D1 6mmT a@p=1.5D1 @e=0.05 D1 HRC45 |
P e 16 4000 1800 3500 1000 1800 450 c45 N SPEED FEED SPEED EEED SPEED EEED
_..Iap 20 3500 1600 3000 1000 1300 450 5 ) | mmimn mn) | o /mn (i) Pyt
. - HRC45 1 j aps0.02 D1 3 9000 600 5500 310 3500 220
|-a——l 3 20000 2000 20000 1200 16000 1200 ap I_/ i 2 6000 600 5000 200 2200 220
o g e IRST BB 4 16000 2000 16000 1200 12000 1300 5 24800 750 2000 200 1700 240
D1 6mm{ @p=15D1 @e=0.02D1 5 13000 1800 13000 1100 10000 1400 HRC45 t 6 4500 800 3800 420 1600 300
& 6 10000 3000 10000 2100 8000 1500 8 3500 820 2800 420 1000 300
f 8 8000 2900 8000 1800 6000 1400 10 3000 820 1800 420 900 300
ap E 10 7000 2800 6000 1700 5000 1300 12 2000 820 1600 350 800 300
12 5000 2300 5500 1700 4500 1200 16 1500 650 1000 300 500 150
HRC45 | aps0.2D1 16 3500 1800 4500 1800 3500 1200 20 1200 600 900 300 400 150
QEBN 20 3000 1400 3000 1500 2600 1100 QEX
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= MAGIC CUT MAGIC CUT A\ ]
E L B P Long Shank / Square / for 00 P Corner Radius / for 00
Diameter Flute Length OAL. Shank Dia Diameter Corner R Flute Length QAL Shank Dia
Order No. ‘ D1 h L2 l D2 ‘ Order No. D1 R h L2 ‘ D2
QELB 0606 6.0 15 75 6 QRD 0102 1.0 0.2 2 50 4
h% QELB 0606A 6.0 15 100 6 QRD 01502 1.5 0.2 3 50 4
QRD 01503 1.5 0.3 3 50 4
___D1_ QELD 0898 8.9 20 199 ° QRD 0202 2.0 0.2 4 50 4
T 4 Fiute QELB 1010 10.0 25 100 10
R - I I T ——
) o — QRD 0302 3.0 0.2 6 50 3
QRD 0305 3.0 0.5 6 50 3
4 i QRD 0402 4.0 0.2 8 50 4
h . QRD 0405 4.0 0.5 8 50 4
QRD 0410 4.0 1.0 8 50 4
QRD 0605 6.0 0.5 12 50 6
ALTiN QRD 0610 6.0 1.0 12 50 6
QRD 0805 8.0 0.5 16 60 8
= — QRD 0810 8.0 1.0 16 60 8
v QRD 1005 10.0 0.5 20 75 10
Finishing QRD 1010 10.0 1.0 20 75 10
idiiog QRD 1020 10.0 2.0 20 75 10
" Semi- | QRD 1030 10.0 3.0 20 75 10
i QRD 1205 12.0 0.5 24 75 12
QRD 1210 12:0 1.0 24 75 12
‘ QRD 1220 12.0 2.0 24 75 12
QRD 1230 12.0 3.0 24 75 12
o2 |
¥ Depth of cut V¥ Recommended cutting condition for QELB ¥ Depth of cut V¥ Recommended cutting condition for QRD
NMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
Teo . _ S45C FC,FCD,SCM,S50C, SKS..  SCr,SNCM, SKD11, SKDBT , NAKBD... SKD11 /R . S45C FC,FCD, SCM, S50C, SKS..  SCr,SNCM, SKD11, SKDBT , NAKBD... SKD11
- ap=15D1 ap[~ o ap=0.02R
| Be=0i HARDNESS ~HRC30 ~HRC50 ~HRC60 | J aeo0r HARDNESS ~HRC30 ~HRC50 ~HRC60
s o HRC45 |
et - R R R A o [ R R R s
:[av et 6 4500 800 3800 420 1600 300 lao e 2 26000 1600 16500 1000 7500 300
n 6=0.05 D1 8 3500 820 2800 420 1000 300 a Siooa 3 19000 1800 12000 1200 5400 360
P :g gggg ggg :ggg :23 :gg 223 b HRC45 4 16000 3200 10000 1900 4800 480
HRC45 ¢ R=Comer R 5 14000 3300 8000 2000 3800 500
6 12000 3600 7200 2200 3500 650
8 9600 4000 5600 2200 2700 750
10 7000 3400 4400 1700 2100 650
QELB 12 6000 2800 3600 1400 1800 600 QRD
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9 MAGIC CUT A\ MAGIC CUT A\ g
orner Radius / for orner Radius / for
» C Radius / f »C Radius / f
Order N ] Diameter . Corner R ) Flute Length.\ OAL. ) Shank Dia ] Order N ) Diameter.\ Corner R.\ Neck Dia.\ Flute Lenglh\ Effective Lenglhx OAL. | Shank Dia;
PRI D1 R L1 L2 D2 rderNo. = p1 R D3 L1 L3 L2 D2
QRDG 0405 4.0 0.5 8 50 4 QRHN 0305 3.0 0.5 2.90 3 9 50 6
“% QRDG 0605 6.0 0.5 12 50 6 QRHN 0405 40 05 388 4 12 50 6
QRDG 0610 6.0 1.0 12 50 6 QRHN 0605 6.0 0.5 580 6 15 50 6
QRDG 0805 8.0 0.5 16 60 8 QRHN 0610 6.0 1.0 5.80 6 15 50 6
QRDG 0810 8.0 1.9 16 60 8 QRHN 0805 8.0 0.5 7.70 8 20 60 8
QRDG 1005 10.0 0.5 20 75 10 - ; -
QRDG 1010 10.0 1.0 20 75 10 QRHN 0810 8.0 1.0 7.70 8 20 60 8
QRDG 1205 12.0 0.5 24 75 12 QRHN 1010 10.0 1.0 9.60 10 25 75 10
QRDG 1210 12.0 1.0 24 75 12 QRHN 1020 10.0 2.0 9.60 10 25 75 10
QRHN 1030 10.0 3.0 9.60 10 25 75 10
QRHN 1210 12.0 1.0 11.50 12 30 75 12
QRHN 1220 12.0 2.0 11.50 12 30 75 12
L2
Finishing Finishing
R —
Semi- Semi-
Finishing Finishing
Profiling Profiling
| D2 L 1 b2 |
¥ Depth of cut ¥ Recommended cutting condition for QRDG ¥ Depth of cut ¥ Recommended cutting condition for QRHN
NMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
/-R " S45C FC,FCD,SCM,S50C, SKS..  SCr, SNCM, SKD11, SKD61 , NAKSO... SKD11 /R . S45C  FC,FCD,SCM, S50C , SKS SCr, SNCM , SKD11, SKDB1, NAKSO... SKD11
ap [ | ap=0.02R ap[— 7 ap=0.02R
I ' 8e<0.02R HARDNESS ~HRC30 ~HRC50 ~HRC60 I I 8e<0.02R HARDNESS ~HRC30 ~HRC50 ~HRC60
|| HRC45 | L] HRC45 |
ae DIAMETER  SPEED FEED SPEED FEED SPEED FEED ae DIAMETER  SPEED FEED SPEED FEED SPEED FEED
(min™T) mm / min (min™) mm / min (mir™) | mm / min (mir ™) | mm / min {min1) mm / min (min) mm / min
e s 4 16000 3200 10000 1900 4800 480 e G 2 26000 1600 16500 1000 7500 300
a T 6 12000 3600 7200 2200 3500 650 a L 3 19000 1800 12000 1200 5400 360
b HRC45 * 8 9600 4000 5600 2200 2700 750 b HRC45 4 16000 3200 10000 1900 4800 480
R=Comer R 10 7000 3400 4400 1700 2100 650 R=Cormer R 5 14000 3300 8000 2000 3800 500
12 6000 2800 3600 1400 1800 600 6 12000 3600 7200 2200 3500 650
8 9600 4000 5600 2200 2700 750
10 7000 3400 4400 1700 2100 650
QRDG 12 6000 2800 3600 1400 1800 600 QRHN

e
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> MAGIC CUT A\ MAGIC CUT A\ =
» Corner Radius / for 00 P Long Shank / Corner Radius / for 00
Order N ) Diameter\ Corner R\ Neck Dia | Flute Lenglh\ Effective Length\ OAL. ) Shank Diz; Order N ) Diameter . Corner R .I Flute Length.‘l OAL. ] Shank Dia )
rderNo. | p1 R D3 L1 L3 L2 D2 o i & D1 R L1 L2 D2
QRHX 0305 3.0 0.5 2.90 3 9 50 6 QERC 0605 6.0 0.5 12 75 6
““% QRHX 0405 4.0 0.5 388 4 12 50 6 I?G QERC 0605A 6.0 0.5 12 100 6
QRHX 0605 6.0 0.5 5.80 6 18 50 6 QERC 0610 6.0 1.0 12 75 6
QRHX 0610 6.0 1.0 5.80 6 18 50 6 QERC 0610A 6.0 1.0 12 100 6
QRHX 0805 8.0 0.5 7.70 8 24 60 8 QERC 0805 8.0 0.5 16 100 8
QRHX 0810 8.0 1.0 7.70 8 24 60 8 QERC 0810 8.0 1.0 16 100 8
QRHX 1010 10.0 1.0 9.60 10 30 75 10 QERC 1005 10.0 0.5 20 100 10
QRHX 1020 10.0 2.0 9.60 10 30 75 10 QERC 1010 10.0 1.0 20 100 10
QRHX 1030 10.0 3.0 9.60 10 30 75 10 QERC 1020 10.0 2.0 20 100 10
QRHX 1210 12.0 1.0 11.50 12 36 75 12 QERC 1205 12.0 0.5 24 100 12
QRHX 1220 12.0 2.0 11.50 12 36 75 12 QERC 1210 12.0 1.0 24 100 12
QERC 1220 12.0 2.0 24 100 12
Finishing Finishing
R —
Semi- Semi-
Finishing Finishing
Profiling
¥  Depth of cut ¥ Recommended cutting condition for QRHX ¥ Depth of cut ¥ Recommended cutting condition for QERC
P g P g
NMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
/-R " S45C FC,FCD,SCM,S50C, SKS..  SCr, SNCM, SKD11, SKD61 , NAKSO... SKD11 /R . S45C , FC, FCD, SCM, S50C , SKS SCr, SNCM , SKD11, SKDB1, NAKSO... SKD11
ap [ | ap=0.02R ap[— 7 ap=0.02R
| l 8e<0.02R HARDNESS ~HRC30 ~HRC50 ~HRC60 ] I 8e<0.02R HARDNESS ~HRC30 ~HRC50 ~HRC60
|| HRC45 | L] HRC45 |
ae DIAMETER SPEED FEED SPEED FEED SPEED FEED ae DIAMETER SPEED FEED SPEED FEED SPEED FEED
(min™T) mm / min (min™) | mm / min (mir™) | mm / min (min ™) mm / min {minT) | mm / min (min™) mm / min
e e 2 26000 1600 16500 1000 7500 300 e e 6 12000 3600 7200 2200 3500 650
a T 3 19000 1800 12000 1200 5400 360 n SR 8 9600 4000 5600 2200 2700 750
b HRC45 * 4 16000 3200 10000 1900 4800 480 b HRC45 10 7000 3400 4400 1700 2100 650
R=Corner R 5 14000 3300 8000 2000 3800 500 R=Comer R 12 6000 2800 3600 1400 1800 600
6 12000 3600 7200 2200 3500 650
8 9600 4000 5600 2200 2700 750
10 7000 3400 4400 1700 2100 650
QRHX 12 6000 2800 3600 1400 1800 600 QERC
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4 MAGIC CUT A MAGIC CUT A\ =
» Long Shank / Corner Radius / for o o P Long Neck / Ball Nose / for o 0
Order N Diameter | Corner R | Neck Dia | Flute Length| Effective Lengh) O.A.L. | Shank Dia Order N Radius Neck Dia | Flute Length | Effective Length O.AL. Shank Dia
rderNo. | p1 R D3 L1 L3 L2 D2 MemriNg: R D3 L1 L3 L2 D2
QRHLX 0605 6.0 0.5 5.8 6 18 75 6 QBF 00504 R0.25 0.46 0.5 4 50 4
QL QL QBF 00506 R0O.25 0.46 0.5 6 50 4
MG QRHLX 0610 6.0 1:0 5.8 6 18 75 6 MG QBF 00604 RO.3 056 0.6 y 50 2
QRHLX 0805 8.0 0.5 b 8 24 100 8 1. % QBF 00606 RO.3 0.56 0.6 6 50 4
QBF 00806 RO.4 0.76 0.8 6 50 4
QRHLX 0810 8.0 1.0 7.7 8 24 100 8 QBF 00808 RO .4 0.76 0.8 8 50 4
QRHLX 1005 10.0 0.5 9.6 10 30 100 10 QBF 01006 RO.5 0.95 1.5 6 S0 4
QBF 01008 RO.5 0.95 1.5 8 50 4
QRHLX 1010 10.0 1.0 9.6 10 30 100 10 QBF 01010 RO.5 0.95 1.5 10 50 4
QBF 01012 RO.5 0.95 1.5 12 50 4
QRHLX 1020 10.0 2.0 9.6 10 30 100 10 QBF 01208 RO 6 115 > 3 50 2
QRHLX 1205 12.0 0.5 11.5 12 36 100 12 QBF 01212 RO.6 1.15 2 12 50 4
QBF 01508 R0O.75 1.45 2 8 50 4
QRHLX 1220 12.0 20 11.5 12 36 100 12 QBF 01516 RO.75 1.45 2 16 50 4
QBF 01520 RO.75 1.45 2 20 50 4
QBF 01608 RO.8 1.54 2.5 8 50 4
QBF 01612 RO.8 1.54 2.5 12 50 4
QBF 01616 RO.8 1.54 2.5 16 50 4
QBF 02008 R1 1.92 3 8 50 4
Finishing QBF 02012 R1 1.92 3 12 50 4
iy QBF 02016 R1 1.92 3 16 50 4
Finishing QBF 02020 R1 1.92 3 20 50 4
QBF 03008 R1.5 2.90 4 8 50 6
Finishing Profiling QBF 03010 R1.5 2.90 4 10 50 6
V?EW " QBF 03016 R1.5 2.90 4 16 50 6
Finishing QBF 03020 R1.5 2.90 4 20 75 6
QBF 03025 R1.5 2.90 4 25 75 6
Profiling QBF 04010 R2 3.88 5 10 75 6
‘ QBF 04015 R2 3.88 5 15 75 6
QBF 04020 R2 3.88 5 20 75 6
QBF 04025 R2 3.88 5 25 75 6
QBF 04030 R2 3.88 5 30 75 6
V¥ Recommended cutting condition for QBF
MATERIAL Alloy Steels . Tool Steels . Hardened Steels S45C, SCM, S50C , SKS, SCr, SNCM , SKD11, SKD61 , NAKSO ‘
£ S RADIUS S ol SPEED (min'") ‘ FEED mm /min DEPTH OF CUT ap (mm) ‘
__J D2 | pi=r R0.25 4 30000 - 40000 200 - 650 0.015
6 30000 - 40000 200 - 650 0.013
R0.3 4 27000 - 40000 180 - 650 0.025
6 27000 - 40000 180 - 650 0.015
R0.4 6 25000 - 40000 400 - 750 0.025
8 25000 - 40000 400 - 750 0.025
R0.5 6 20000 - 32000 300 - 750 0.04
¥ Depth of cut V¥ Recommended cutting condition for QRHLX ¥ Depth of cut 8 20000 - 32000 300 - 750 0.03
10 20000 - 32000 300 - 750 0.025
12 20000 - 32000 300 - 750 0.015
NMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels ae R0.6 8 22000 - 25000 500 - 600 0.05
R $45C, FC,FCD, SCM, S50C, SKS..  SCr, SNCM, SKD11, SKDG1 , NAKSD.. SKD11 12 22000 - 25000 500 - 600 0.03
ap[ //.R o baR e R0.75 8 18000 - 20000 350 - 550 0.07
“ ' ap[ =l I 12 18000 - 20000 350 - 550 0.04
| . 2e=0.02R HARDNESS ~HRC30 ~HRC50 ~HRC60 i 16 18000 - 20000 350 - 550 0.03
|| HRC45 | 20 18000 - 20000 350 - 550 0.02
% DIAMETER  SPEED FEED SPEED FEED SPEED FEED s ELE g 2300054000 gl 0.08
(min™T) mrm / min (min™) | mem / min (mir™) | mm { min R=1 ade<0.2R 12 13000 - 18000 350 - 800 0.06
ReRadius 16 13000 - 18000 350 - 800 0.05
lap 6 12000 3600 7200 2200 3500 650 R1.0 8 12000 - 17000 500 - 900 01
apsD1 12 12000 - 17000 500 - 900 0.1
| | 2e<0.02 D1 8 9600 4000 5600 2200 2700 750 16 12000 - 17000 500 - 900 0.07
20 12000 - 17000 500 - 900 0.04
ae‘l HRC45 t 10 7000 3400 4400 1700 2100 650 = = T T Pt
R=Corner R 12 6000 2800 3600 1400 1800 600 10 8000 - 11000 500 - 700 0.15
16 8000 - 11000 500 - 700 0.14
20 8000 - 11000 500 - 700 0.12
25 8000 - 11000 500 - 700 0.1
R2.0 10 5000 - 8000 400 - 600 0.18
15 5000 - 8000 400 - 600 0.17
QRHLX 20 5000 - 8000 400 - 600 0.16 QBF
25 5000 - 8000 400 - 600 0.15
m 30 5000 - 8000 400 - 600 0.14
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5 MAGIC CUT A\ MAGIC CUT A\ 2
» Long Neck / Square / for o o P Long Neck / Corner Radius / for o o
Order N ) Diameter. Neck Dia Flute Length\ Effective Lengtﬁ OAL. ) Shank Dia.\ Order N ) Diameter.\ Corner R.\ Neck Dia.\ Flute Lenglh\ EﬁemiueLenglh\ OAL. | Shank Dia;
TEarg: D1 D3 L1 L3 L2 D2 ToorND: D1 R D3 L1 L3 L2 D2
QEFA 00504 0.5 0.46 1 4 50 4 QRFA 01004 1.0 0.1 0.95 1.0 4 50 4
““% QEFA 00506 0.5 0.46 1 6 50 4 I?G QRFA 01006 1.0 01 095 1.0 6 50 4
QEFA 00604 0.6 0.56 1.2 4 50 4
QEFA 00606 0.6 0.56 1.2 6 50 4 QRFA 01008 1.0 0.1 0.95 1.0 8 50 4
2 Fiut QEFA 00804 0.8 0.76 1.2 4 50 4 QRFA 01010 1.0 0.1 0.95 1.0 10 50 4
QEFA 00806 0.8 0.76 1.2 6 50 4 QRFA 01504 1.5 02 145 15 4 50 4
QEFA 00808 0.8 0.76 1.2 8 50 4
QEFA 01006 1.0 0.95 15 6 50 4 QRFA 01506 1.5 0.2 1.45 1.5 6 50 4
QEFA 01008 1.0 0.95 1.5 8 50 4 QRFA 01508 1.5 0.2 1.45 1.5 8 50 4
QEFA 01010 1.0 0.95 1.5 10 S0 4 QRFA 01510 1.5 02 145 15 10 50 4
QEFA 01012 1.0 0.95 1.5 12 50 4
QEFA 01208 1.2 115 5 5 50 2 QRFA 01512 1.5 0.2 1.45 1.5 12 50 4
QEFA 01212 1.2 1.15 2 12 50 4 QRFA 02008 2.0 0.2 1.92 2.0 8 50 4
QEFA 01508 1.5 1.45 2 8 50 4 QRFA 02010 2.0 0.2 1.92 2.0 10 50 4
QEFA 01510 1.5 1.45 2 10 50 4
QEFA 01512 15 145 > 12 50 2 QRFA 02012 2.0 0.2 1.92 2.0 12 50 4
QEFA 01516 1.5 1.45 2 16 50 4 QRFA 02016 2.0 0.2 1.92 2.0 16 50 4
| Finishing QEFA 01608 1.6 1.54 2.5 8 50 4 QRFA 03008 3.0 iz 2.90 3.0 8 50 6
Semi- QEFA 01612 1.6 1.54 2.5 12 50 4
Finishin
g QEFA 01616 16 154 25 16 50 4 QRFA 03010 3.0 0.2 2.90 3.0 10 50 6
QEFA 02008 2.0 1.92 3 8 50 4 Finishing QRFA 03012 3.0 0.2 2.90 3.0 12 50 6
QEFA 02010 2.0 1.92 3 10 50 4 F_S:_erhn_i- QRFA 03016 3.0 0.2 2.90 3.0 16 50 6
QEFA 02012 2.0 1.92 3 12 50 4 AR
QRFA 03020 3.0 0.2 2.90 3.0 20 50 6
QEFA 02016 2.0 1.92 3 16 50 4
QEFA 02020 2.0 1.92 3 20 50 4
QEFA 02510 2.5 2.40 3 10 50 4
QEFA 02512 2.5 2.40 3 12 50 4 o
QEFA 02516 2.5 2.40 3 16 50 4 Profiling
QEFA 02520 2.5 2.40 3 20 50 4 ‘
QEFA 03010 3.0 2.90 4 10 50 6
QEFA 03012 3.0 2.90 4 12 50 6
! QEFA 03016 3.0 2.90 4 16 50 6
QEFA 03020 3.0 2.90 4 20 75 6
— D2 | QEFA 03025 3.0 2.90 4 25 75 6
V¥V Depth of cut V¥ Recommended cutting condition for QEFA V¥V Depth of cut ¥ Recommended cutting condition for QRFA
Alloy Steels . Tool Steels . Hardened Steels
WATERIAL $45C, SCM, S50C , SKS, SCr, SNCM, SKD11, SKD61, NAK80 ‘ MATERIAL S45C Scﬁflu.o gsgtt:eflssksT?gzs?feselllscﬁ ??}?S?? ,Sst?(%21 , NAK80 ‘
a a
_j'? DIAMETER = ey SPEED (min") | FEED mm /min DEPTH OF CUT ap (mm) ‘ _j'i DIMETER EFFECTIVE SPEED (min! ‘ FEED rm ¢ min DEPTH OF CUT ap (mm) ‘
ap | 1) 4 25000 1500 0.05 ap I/ 1 4 30000 2200 0.15
i 6 25000 1500 0.03 6 30000 2200 0.12
10 25000 1500 0.01 8 30000 2900 012
ae=D1 1.5 4 15000 1200 0.1 ae=D1 10 30000 2200 0.12
8 15000 1200 0.05 15 4 25000 1800 0.20
10 15000 1200 0.025 6 25000 1800 018
12 15000 1200 0.018 8 25000 1800 0.15
2 8 12000 900 0.2 10 25000 1800 0.15
10 8800 700 0.12 12 25000 1800 0.15
12 7500 600 0.05 2 8 20000 1500 0.30
16 7000 500 0.02 10 20000 1500 0.30
3 8 8000 600 0.5 12 20000 1500 0.25
12 8000 600 0.45 16 20000 1500 0.25
;g iggg ggg 3-12 3 8 12000 900 0.40
: 12 12000 900 0.40
QEEA 10 6000 400 0.7 16 12000 900 0.30 QREA

m 16 6000 400 0.4 20 12000 900 0.30
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i MAGIC CUT u
» Long Neck / Corner Radius / for 0 o e unit: mm
Q R F B Order No. ) Diameter\ Corner R} Neck Dial Flute Lenglhl EﬂecﬁueLengﬂ OAL. l Shank Diﬂ
D1 R D3 L1 L3 L2 D2
QRFB 01004 1.0 0.1 0.95 1.0 4 50 4
MG QRFBO1006 10 01 095 10 6 50 4
QRFB 01008 1.0 0.1 0.95 1.0 8 50 4
QRFB 01010 1.0 0.1 0.95 1.0 10 50 4
QRFB 01504 1.5 0.2 1.45 1.5 4 50 4
QRFB 01506 1.5 0.2 1.45 1.5 6 50 4
QRFB 01508 1.5 0.2 1.45 1.5 8 50 4
QRFB 01510 1.5 0.2 1.45 1.5 10 50 4
QRFB 01512 1.5 0.2 1.45 1.6 12 50 4
QRFB 02008 2.0 0.2 1.92 2.0 8 50 4
QRFB 02010 2.0 0.2 1.92 2.0 10 50 4
QRFB 02012 2.0 0.2 1.92 2.0 12 50 4
QRFB 02016 2.0 0.2 1.92 2.0 16 50 4
QRFB 03008 3.0 0.2 2.90 3.0 8 50 6
QRFB 03010 3.0 0.2 2.90 3.0 10 50 6
WA QRFB 03012 3.0 02 290 3.0 12 50 6
‘:é‘éﬁ QRFB 03016 3.0 02 290 3.0 16 50 6
QRFB 03020 3.0 0.2 2.90 3.0 20 50 6
Profiling
[ 3
SHE A SUN MOON LAKE, NANTOU, TAIWAN
 aa | S SUPER MILL HsC & HHC series (s
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& SUPER MILL A\ SUPER MILL A\ 8
» Micro Diameter / Ball Nose / for o o s B M » Micro Diameter / Ball Nose / for o o
Radius Flute Length . OAL. Shank Dia \ Radius Flute Length ] O.AL. ] Shank Dia
Order No. ‘ R l L1 L2 l D2 ‘ Order No. R L1 L2 D2
SBM 0024 RO0O.1 0.4 50 4 SBMX 0024 RO.1 0.4 50 4
SBM 0034 RO.15 0.6 50 4 SBMX 0034 RO.15 0.6 50 4
SBM 0044 RO.2 0.8 50 4 SBMX 0044 RO.2 0.8 50 4
SBM 0054 R0O.25 1.0 50 4 SBMX 0054 RO.25 1.0 50 4
SBM 0064 RO.3 1.2 50 4 SBMX 0064 R0O.3 1.2 50 4
SBM 0074 R0O.35 1.4 50 4 SBMX 0074 R0O.35 1.4 50 4
SBM 0084 RO.4 1.6 50 4 SBMX 0084 RO.4 1.6 50 4
SBM 0094 R0.45 1.8 50 4 SBMX 0094 R0O.45 1.8 50 4
SBM 0124 RO.6 2.4 50 4 SBMX 0124 RO.6 2.4 50 4
SBM 0144 RO.7 2.8 50 4 SBMX 0144 RO.7 2.8 50 4
SBM 0164 RO.8 3.2 50 4 SBMX 0164 RO.8 3.2 50 4
SBM 0184 RO.9 3.6 50 4 SBMX 0184 RO.9 3.6 50 4
Finishing Finishing
Semi- Semi-
Finishing Finishing
Profiling Profiling
._J D2 | pi=2r | D2 |_ pior
V¥ Depth of cut V¥ Recommended cutting condition for SBM V¥ Depth of cut ¥ Recommended cutting condition for SBMX
as NMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels as MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
] S45C ,FC,FCD, SCM, S50C , SKS..  SCr,SNCM, SKD11,SKDB1 , NAKBO... SKD11 | $45C  FC,FCD,SCM, S50C , SKS SCr, SNCM , SKD11, SKDB1, NAKSO... SKD11
apT I ap=0.06R apTidl l ap=0.06R
B i 2es0.1R HARDNESS ~HRC30 ~HRC50 ~HRC60 - aes0.1R HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 | HRC45 |
RADIUS SPEED FEED SPEED FEED SPEED FEED RADIUS SPEED FEED SPEED FEED SPEED FEED
A (min™") mm / min (min) | mm / min (min) | mm / min ae (i) mm / min (min") mm / min (min™T) mm / min
f[ aps0.03R RO.1 32000 500 - 600 32000 400 - 500 25000 300 - 400 ,[ aps0.03R RO.1 32000 500 - 600 32000 400 - 500 25000 300 - 400
* 2 i I 2650.05R RO.15 32000 500 - 600 32000 400 - 500 25000 300 - 400 e g‘ I 2650.05R R0O.15 32000 500 - 600 32000 400 - 500 25000 300 - 400
HRC45 1 RO.2 32000 500 - 600 32000 400 - 500 25000 300 - 400 HRC45 R0.2 32000 500 - 600 32000 400 - 500 25000 300 - 400
R=Radius R0.25 32000 600 - 700 32000 500 - 600 25000 400 - 500 R=Radius R0.25 32000 600 - 700 32000 500 - 600 25000 400 - 500
RO0.3 32000 600 - 700 32000 500 - 600 25000 400 - 500 R0.3 32000 600 - 700 32000 500 - 600 25000 400 - 500
R0.35 32000 700 - 800 32000 600 - 700 25000 500 - 600 R0.35 32000 700 - 800 32000 600 - 700 25000 500 - 600
R0.4 32000 900 - 1000 32000 800 - 900 25000 600 - 700 R0.4 32000 900 - 1000 32000 800 - 900 25000 600 - 700
SBM R0.45 32000  1000- 1100 32000 900-1000 25000 600 - 700 R0.45 32000 1000 - 1100 32000 900-1000 25000 600-700 SBMX

e
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= SUPER MILL A\ SUPER MILL &
» Ball Nose / for o o P Ball Nose / for 0 o
— ‘ Ragus w Flute Ll.:ngth ol.fxz.l_, l ShaI;; Dia ‘ S B K —— Ragus 1 Fute L|.1ength ) ol.f\él_, ‘ ShaI;kz Dia |
SB 0104 RO.5 2 50 4 SBK 0104 RO.5 2 50 4
SB 0106 RO.5 2 50 6 SBK 0106 RO.5 2 50 6
SB 0154 RO.75 3 50 4 SBK 0154 RO.75 3 50 4
SB 0156 RO.75 3 50 6 SBK 0156 RO.75 3 50 6
SB 0204 R1 4 50 4 SBK 0204 R1 4 50 4
SB 0206 R1 4 50 6 SBK 0206 R1 4 50 6
SB 0254 R1.25 5 50 4 SBK 0254 R1.25 5 50 4
SB 0256 R1.25 5 50 6 SBK 0256 R1.25 5 50 6
SB 0303 R1.5 6 50 3 SBK 0303 R1.5 6 50 3
SB 0304 R1.5 6 50 4 SBK 0304 R1.5 6 50 4
SB 0306 R1.5 6 50 6 SBK 0306 R1.5 6 50 6
SB 0404 R2 8 50 4 SBK 0404 R2 8 50 4
SB 0406 R2 8 50 6 SBK 0406 R2 8 50 6
Bk SB 0505 R2.5 10 50 5 Dot SBK 0506 R2.5 10 50 6
Finiing SB 0506 R2.5 10 50 6 Finaning SBK 0606 R3 12 50 6
SB 0606 R3 12 50 6 SBK 0808 R4 16 60 8
SB 0808 R4 16 60 8 SBK 1010 R5 20 75 10
SB 1010 R5 20 75 10 SBK 1212 R6 24 75 12
SB 1212 R6 24 75 12 SBK 1616 R8 32 100 16
SB 1616 R8 32 100 16
V¥ Depth of cut V¥ Recommended cutting condition for SB V¥ Depth of cut ¥ Recommended cutting condition for SBK
ae NMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels e MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
$45C, FCFCD,SCM S50, SKS..  SCr, SNCM , SKD11, SKDB1 , NAKSD.. SKD11 - S45C  FC,FCD, SCM, S50C, SKS..  SCr, SNCM, SKD11, SKD61, NAKSJ.. SKD11
l ap=0.04R T h I ap=0.04R
i aes0.06R HARDNESS ~HRC30 ~HRC50 ~HRC60 aes0.06R HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 | HRC45 |
RADIUS SPEED FEED SPEED FEED SPEED FEED RADIUS SPEED FEED SPEED FEED SPEED FEED
8 (mir) mm / min (min-) | mm / min (min) mm / min e (mir) | mm / min {min-) mm / min (mir) mm / min
[ = PR R0.5 45000 2000 45000 1800 28000 1000 _ /__[ = S R0.5 45000 2000 45000 1800 28000 1000
“ l hesiig R1 23000 2000 22000 1800 16000 900 ]+ I l s R1 23000 2000 22000 1800 16000 900
HRC45 1 R1.5 16000 2000 15000 1800 11000 900 HRC45 1 R1.5 16000 2000 15000 1800 11000 900
R=Radius R2 15000 2400 14000 2000 10000 1300 R=Radius R2 15000 2400 14000 2000 10000 1300
R3 13000 3200 11000 2000 9000 1500 R3 13000 3200 11000 2000 9000 1500
R4 9000 2300 8000 1500 6200 1400 R4 9000 2300 8000 1500 6200 1400
R5 7500 1900 6500 1200 5200 900 R5 7500 1900 6500 1200 5200 900
SB R6 6300 1600 5500 1000 4300 800 R6 6300 1600 5500 1000 4300 goo  SBK
m R8 4500 1200 3800 800 3300 700 R8 4500 1200 3800 800 3300 700
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m
2
2

SUPER MILL

I, ap=0.04R
|
) i 2e=0.06R

HRC45 |

e

; ,[ ap<0.02R
apl —
_ 8e<0.03R

HRC45 t
R=Radius

SBX
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Finishing

Semi-
Finishing

A

» Ball Nose / for

60

SUPER MILL
S
MG

4 Flutes

Finishing

Semi-
Finishing

Profiling

1]

W

» Ball Nose / for

o

— ‘ Ragus w Flute Ll_:ngth ) ol.fxz.l_, l ShaI;I; Dia ‘
SBX 0104 RO.5 2 50 4
SBX 0154 RO.75 3 50 4
SBX 0204 R1 4 50 4
SBX 0306 R1.5 6 50 6
SBX 0406 R2 8 50 6
SBX 0506 R2.5 10 50 6
SBX 0606 R3 12 50 6
SBX 0808 R4 16 60 8
SBX 1010 R5 20 75 10
SBX 1212 R6 24 75 12
SBX 1616 R8 32 100 16

V¥ Recommended cutting condition for SBX

NMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels

S45C , FC,FCD,SCM, S50C, SKS..  SCr, SNCM, SKD11, SKD&1 , NAKED... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRCE0
O e, B |, 2 |

R0.5 45000 2000 45000 1800 28000 1000
R1 23000 2000 22000 1800 16000 900
R1.5 16000 2000 15000 1800 11000 900
R2 15000 2400 14000 2000 10000 1300
R3 13000 3200 11000 2000 9000 1500
R4 9000 2300 8000 1500 6200 1400
R5 7500 1900 6500 1200 5200 900
R6 6300 1600 5500 1000 4300 800
R8 4500 1200 3800 800 3300 700

D2 D1=2R

= —

V¥ Depth of cut

B I ap=0.04R
apl —

des0.06R
HRC45 |

de

: /--[ ap<0.02R
apl —
3e<0.03R

HRC45 t
R=Radius

www.hgt.com.tw

Order No. Ragus Flutetinglh ) Ol.f\éL, ) Shal:r;kzDia
SBB 0104 RO.5 2 50 4
SBB 0154 RO.75 3 50 4
SBB 0204 R1 4 50 4
SBB 0254 R1.25 5 50 4
SBB 0304 R1.5 6 50 4
SBB 0404 R2 8 50 4
SBB 0506 R2.5 10 50 6
SBB 0606 R3 12 50 6
SBB 0808 R4 16 60 8
SBB 1010 R5 20 75 10
SBB 1212 R6 24 75 12
SBB 1616 R8 32 100 16

V¥ Recommended cutting condition for SBB

VMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels

$45C , FC,FCD, SCM, S50C , SKS SCr, SNCM , SKD11, SKDB1 , NAKBD... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRCE0
o R e e R R

R2 15000 3000 14000 2600 10000 1700
R3 13000 4000 11000 2600 9000 1900
R4 9000 2900 8000 1900 6200 1800
R5 7500 2400 6500 1500 5200 1100
R6 6300 2100 5500 1300 4300 1000
R8 4500 1500 3800 1000 3300 900
R10 3700 1200 3200 750 2600 600

SIIW PU3

SBB




o 2
z =
2 SUPER MILL j SUPER MILL h &
» Long Shank / Ball Nose / for (P X K] P Long Shank / Ball Nose / for 00
S B Ls. 0 Order No. ‘ Ragus w FIuteLL:nglh OI_-);L l ShaI;;Dia ‘ SBLSX.M 0 Order No. ) Ragus . Flutetinglh ) OI.-)‘;L ‘ Shal:r;kzDia )
SBLS 0104 RO.5 5 75 4 SBLSX 0206 R1 4 75 6
"SG SBLS 0106 RO.5 2 75 6 - “% SBLSX 0306 R1.5 6 75 6
SBLS 0154 RO.75 3 75 4 e SBLSX 0406 R2 8 75 6
SBLS 0156 RO.75 3 75 6 i SBLSX 0506 R2.5 10 75 6
SBLS 0206 R1 4 75 6 SBLSX 0606 R3 12 s 6
SBLS 0256 R1.25 5 75 6 SBLSX 0808 R4 16 FFis) 8
SBLS 0303 R1.5 6 75 3 oy
SBLS 0306 R1.5 6 75 6 SBLMX 0406 R2 8 100 6
SBLS 0404 R2 8 75 4 SBLMX 0606 R3 12 100 6
SBLS 0406 R2 8 75 6 B SBLMX 0808 R4 16 100 8
SBLS 0506 R2.5 10 75 6 SBLMX 1010 R5 20 100 10
SBLS 0606 R3 12 75 6 SBLMX 1212 R6 24 100 12
SBLS 0808 R4 16 75 8 L2
Al Dot SBLLX 0606 R3 12 150 6
Finiing SBLM 0206 R1 4 100 6 Finaning SBLLX 0808 R4 16 150 8
SBLM 0306 R1.5 6 100 6 SBLLX 1010 R5 20 150 10
=y SBLM 0406 R2 8 100 6 *y SBLLX 1212 R6 24 150 12
SBLM 0606 R3 12 100 6
SBLM 0808 R4 16 100 8
SBLM 1010 R5 20 100 10
SBLM 1212 R6 24 100 12
SBLL 0606 R3 12 150 6
SBLL 0808 R4 16 150 8
SBLL 1010 R5 20 150 10 !
SBLL 1212 R6 24 150 12 - -~ DI=2R
SBLL 1616 R8 32 150 16
SBLL 2020 R10 40 150 20
V¥ Depth of cut V¥ Recommended cutting condition for SBLS. SBLM. SBLL V¥ Depth of cut V¥ Recommended cutting condition for SBLSX. SBLMX. SBLLX
x T apgvegip ey Ao ey & AT @ 0601 S0 605 S0 SO SO SO . S
ol I..; l ap=0.04R aplﬁi h I ap=0.04R
i aes0.06R HARDNESS ~HRC30 ~HRC50 ~HRC60 aes0.06R HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 | HRC45 |
RADIUS SPEED FEED SPEED FEED SPEED FEED RADUS  SPEED FEED SPEED FEED SPEED FEED
8 (mir) mm / min (min-) | mm / min (min) | mm / min e (mir) | mm / min {min-) mm / min (mir) mm / min
[ R0.5 45000 2000 45000 1800 28000 1000 [ R0.5 45000 2000 45000 1800 28000 1000
ap[— “ l ZZEE§§ R1 23000 2000 22000 1800 16000 900 ap[— I l ZZE§§§ R1 23000 2000 22000 1800 16000 900
HRC45 1 R1.5 16000 2000 15000 1800 11000 900 HRC45 1 R1.5 16000 2000 15000 1800 11000 900
R=Radius R2 15000 2400 14000 2000 10000 1300 R=Radius R2 15000 2400 14000 2000 10000 1300
R3 13000 3200 11000 2000 9000 1500 R3 13000 3200 11000 2000 9000 1500
SBLS R4 9000 2300 8000 1500 6200 1400 R4 9000 2300 8000 1500 6200 1400 ¢p e
SBLM R5 7500 1900 6500 1200 5200 900 R5 7500 1900 6500 1200 5200 900  SBLMX
SBLL R6 6300 1600 5500 1000 4300 800 R6 6300 1600 5500 1000 4300 goo  SBLLX
m R8 4500 1200 3800 800 3300 700 R8 4500 1200 3800 800 3300 700
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Sl PU3

SUPER MILL

V¥ Depth of cut

e

I, ap=0.04R
|
) i 2e=0.06R

HRC45 |
e

; ,[ ap<0.02R
apl —
8e<0.03R

HRC45 t
R=Radius

SBC
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Finishing
Semi-

Finishing

Profiling

» Taper Neck / Ball Nose / for

A

00

Order No. ‘ Ragus w FIuteLL:nglh.\ Ol.f\z.L, Sha[r;kzDia ) TaperBAngIe.
SBC 0206 R1 4 75 6 3°
SBC 0206A R1 4 75 6 5°
SBC 0306 R1.5 6 100 6 1.5°
SBC 0306A R1.5 6 75 6 3°
SBC 0306B R1.5 6 75 6 5°
SBC 0406 R2 8 100 6 1.5°
SBC 0406A R2 8 100 6 3°
SBC 0406B R2 8 75 6 5°
SBC 0608 R3 12 100 8 1:5°
SBC 0608A R3 12 75 8 3°
SBC 0608B R3 12 100 8 5°

V¥ Recommended cutting condition for SBC

MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels

S$45C,FC,FCD,SCM,S50C, SKS..  SCr, SNCM, SKD11, SKDB1, NAKED... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
B e | B

R1 23000 2000 22000 1800 16000 900
R1.5 16000 2000 15000 1800 11000 900
R2 15000 2400 14000 2000 10000 1300
R3 13000 3200 11000 2000 9000 1500

SUPER MILL

SBC

L2
V¥ Depth of cut
e
aplﬁi h IapsD.MR
aes0.06R
HRC45 |
e
aij./J I lapso.ozR
8es0.03R
HRC45 1
R=Radius
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Finishing

Semi-
Finishing

Profiling

» Taper Neck / Ball Nose / for

W

SIIW PU3

60

Radius Flute Lenglh. OAL  ShankDia ] Taper Angle
Order No. R l L1 L2 D2 8
SBCX 0206 R1 4 75 6 3°
SBCX 0206A R1 4 75 6 5
SBCX 0306 R1.5 6 100 6 1.5%
SBCX 0306A R1.5 6 75 6 3°
SBCX 0306B R1.5 6 75 6 o
SBCX 0406 R2 8 100 6 155
SBCX 0406A R2 8 100 6 3°
SBCX 0406B R2 8 75 6 Lot
SBCX 0608 R3 12 100 8 1.5°
SBCX 0608A R3 12 75 8 3%
SBCX 0608B R3 12 100 8 5
V¥ Recommended cutting condition for SBCX
VMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C, FC,FCD, SCM, S50C , SKS SCr, SNCM , SKD11 , SKDB1 , NAKBO... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
RADIUS SPEED FEED SPEED FEED SPEED FEED
(i) | mm / min (min") | mm / min (min™T) mm { min
R1 23000 2000 22000 1800 16000 900
R1.5 16000 2000 15000 1800 11000 900
R2 15000 2400 14000 2000 10000 1300
R3 13000 3200 11000 2000 9000 1500
SBCX




Sl PU3

SEM

SUPER MILL

SEM

D2

Finishing

Semi-
Finishing

V¥ Depth of cut

HRC45 t

ap=0.1 D1
de=D1

ap=0.02 D1
ae=D1
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A

» Micro Diameter / Square / for

00

— ‘ Dia;:ter Flute Ll_:ngth ol.fxz.l_, l ShaI;I; Dia ‘
SEM 0024 0.2 0.4 50 4
SEM 0034 0.3 0.6 50 4
SEM 0044 0.4 0.8 50 4
SEM 0054 0.5 1.0 50 4
SEM 0064 0.6 1.2 50 4
SEM 0074 0.7 1.4 50 4
SEM 0084 0.8 1.6 50 4
SEM 0094 0.9 1.8 50 4
SEM 0124 1.2 3.0 50 4
SEM 0144 1.4 3.0 50 4
SEM 0164 1.6 4.0 50 4
SEM 0184 1.8 5.0 50 4

V¥ Recommended cutting condition for SEM

NMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels

S45C , FC,FCD, SCM, S50C, SKS..  SCr, SNCM, SKD11, SKD&1 , NAKED... SKD11

HARDNESS ~HRC30 ~HRC50 ~HRC60

BRRE  “iiry | mnten | e | amimn | e | i
0.2 40000 100 - 300 30000 80-250 15000 50-150
0.3 40000 100 - 350 30000 80 - 300 15000 50 - 200
0.4 40000 100 - 400 25000 80 - 350 10000 50 - 250
0.5 40000 100 - 500 25000 80 - 400 10000 50 - 250
0.6 38000 100 - 600 25000 80 - 500 8000 50 - 250
0.7 36000 100 - 700 20000 80 -600 8000 50 - 250
0.8 34000 100 - 800 20000 80 -700 8000 50 - 250
0.9 32000 100 - 1000 20000 80 - 800 8000 50 - 250

SUPER MILL

EM

DA

D2

V¥ Depth of cut

apf 4 ap=0.1 D1
i _ de=D1
HRC45 ,
ja_?
ap ]’/ h ap=0.02 D1
“ ae=D1
HRC45 t
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Finishing

Semi-
Finishing

Side

@0

P Micro Diameter / Square / for

W

SIIW PU3

00

Order No. ) DiaBn:ter . Flutetinglh Ol.f\éL, ) Shal:r;kzDia )
SEMX 0024 0.2 0.4 50 4
SEMX 0034 0.3 0.6 50 4
SEMX 0044 0.4 0.8 50 4
SEMX 0054 0.5 1.0 50 4
SEMX 0064 0.6 1.2 50 4
SEMX 0074 0.7 1.4 50 4
SEMX 0084 0.8 1.6 50 4
SEMX 0094 0.9 1.8 50 4
SEMX 0124 1.2 3.0 50 4
SEMX 0144 1.4 3.0 50 4
SEMX 0164 1.6 4.0 50 4
SEMX 0184 1.8 5.0 50 4

V¥ Recommended cutting condition for SEMX

MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels

S$45C, FC,FCD,SCM, S50C, SKS..  SCr, SNCM, SKD11, SKDG1 , NAKBD... SKD11

HARDNESS ~HRC30 ~HRC50 ~HRC60

AR “ii | omimn | Cmeh | mmten | ey | oesmh
0.2 40000 100 - 300 30000 80 - 250 15000 50 - 150
0.3 40000 100 - 350 30000 80 - 300 15000 50 - 200
0.4 40000 100 - 400 25000 80 - 350 10000 50 - 250
0.5 40000 100 - 500 25000 80 - 400 10000 50 - 250
0.6 38000 100 - 600 25000 80 - 500 8000 50 - 250
0.7 36000 100 - 700 20000 80 - 600 8000 50 - 250
0.8 34000 100 - 800 20000 80 - 700 8000 50 - 250
0.9 32000 100-1000 20000 80 - 800 8000 50-250 SEMX




m m
2 2
z =
2 SUPER MILL A\ SUPER MILL "
» Square / for o o S B P Square / for . o o
\ Diameter Flute Length | OAL. Shank Dia ] Diameter . Flute Length ) O.AL. ) Shank Dia )
Order No. ‘ D1 l L1 L2 l D2 ‘ E Order No. D1 L1 L2 ‘ D2
SEA 0104 1.0 3 50 4 SEB 0104 1.0 3 50 4
SEA 0154 1.5 4 50 4 SEB 0106 1.0 3 50 6
SEA 0204 2.0 6 50 4 SEB 0154 1.5 4 50 4
SEA 0306 3.0 8 50 6 SEB 0156 1.5 4 50 6
SEA 0406 4.0 11 50 6 SEB 0204 2.0 6 50 4
SEA 0506 5.0 13 50 6 SEB 0206 2.0 6 50 6
SEA 0606 6.0 16 50 6 SEB 0254 2.5 8 50 4
SEA 0808 8.0 20 60 8 SEB 0256 2.5 8 50 6
SEA 1010 10.0 25 75 10 SEB 0303 3.0 8 50 3
SEA 1212 12.0 30 75 12 SEB 0304 3.0 8 50 4
SEA 1616 16.0 40 100 16 SEB 0306 3.0 8 50 6
SEA 2020 20.0 45 100 20 SEB 0404 4.0 11 50 4
SEB 0406 4.0 11 50 6
Finishing Finishing SEB 0505 5.0 13 50 5
Semi- Semi-
Finishing Finishing SEB 0506 50 13 50 6
SEB 0606 6.0 16 50 6
SEB 0808 8.0 20 60 8
SEB 1010 10.0 25 75 10
SEB 1212 12.0 30 75 12
SEB 1414 14.0 35 100 14
SEB 1616 16.0 40 100 16
SEB 1818 18.0 45 100 18
SEB 2020 20.0 45 100 20
SN !
_ D2 L _ D2 L
V¥ Recommended cutting condition for SEB
V¥ Depth of cut V¥ Recommended cutting condition for SEA V¥ Depth of cut
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
NMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels S45C, FC, FCD, SCM, S50C , SKS SCr, SNCM, SKD11, SKDB1 , NAKBO... SKD11
Jf’-‘i S45C FC,FCD,SCM,S50C, SKS..  SCr,SNCM, SKD11, SKDB1 , NAKBO... SKD1 1 Tae
oo D1<3 @p=0.15 D1 L aps1.5D1 HARDNESS ~HRC30 ~HRC50 ~HRC60
3 R HARDNESS ~HRC30 ~HRC50 ~HRC60 | 3es0.1 D1
HRC45 ' = DIAMETER  SPEED FEED SPEED FEED SPEED FEED
v ae=D1 DIAMETER SPEED FEED SPEED FEED SPEED FEED HRCA45 | (min™) | mm { min (min) | mm f min (min™) mm { min
ae i il (. m) | e 1 22000 400 18000 200 9000 140
J T — 1 20000 80 15000 45 11000 30 '_'_]_ap _— 15 12000 500 11000 280 5200 150
ap| 1.5 13600 135 10000 60 9000 40 - 620,05 D1 s 10000 550 10000 280 4600 170
Blzd Mp=0:D1 2 9600 150 8500 50 6000 45 g 3 9000 600 5500 310 3500 220
HRC45 1 ae=D1 3 6500 200 5800 75 4000 60 N 4 6000 600 5000 400 2200 220
4 5500 250 4000 80 3200 60 HIRGAS 5 4800 750 4000 400 1700 240
5 4500 300 3000 80 2500 70 6 4500 800 3800 420 1600 300
3 4000 300 2500 80 2200 70 8 3500 820 2800 420 1000 300
8 3500 350 2200 ) 1700 70 10 3000 820 1800 420 900 300
SEA 10 3000 400 2000 90 1500 70 12 2000 820 1600 350 800 300 EB
12 2500 400 1500 100 1000 70 16 1500 650 1000 300 500 150
m 16 2000 400 1200 100 800 70 20 1200 600 900 300 400 150
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m m
2 2
= 2
% SUPER MILL A\ SUPER MILL A\ .
S E K » Square / for (P X K) S E P Square / for 00
Diameter Flute Length . OAL. Shank Dia \ Diameter Flute Length ] O.AL. ] Shank Dia
Order No. ‘ D1 l L1 L2 l D2 ‘ Order No. D1 L1 L2 D2
SEK 0104 1.0 3 50 4 SEX 0304 3.0 8 50 4
"SG SEK 0154 1.5 4 50 4 SEX 0404 4.0 11 50 4
SEK 0204 2.0 6 50 4 SEX 0506 5.0 13 50 6
SEK 0306 3.0 8 50 6 4 Flutes SEX 0606 6.0 16 50 6
SEK 0406 4.0 11 50 6 'ﬁ]}T_—'“ SEX 0808 8.0 20 60 8
SEK 0506 5.0 13 50 6 SEX 1010 10.0 25 75 10
SEK 0606 6.0 16 50 6 SEX 1212 12.0 30 75 12
SEK 0808 8.0 20 60 8 SEX 1616 16.0 40 100 16
SEK 1010 10.0 25 75 10 SEX 2020 20.0 45 100 20
SEK 1212 12.0 30 75 12
SEK 1616 16.0 40 100 16
SEK 2020 20.0 45 100 20
Finishing Finishing
Semi- Semi-
Finishing Finishing
| D2 L
V¥ Recommended cutting condition for SEK
V¥ Depth of cut V¥ Depth of cut V¥ Recommended cutting condition for SEX
NMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C , FC,FCD,SCM, S50C, SKS..  SCr, SNCM, SKD11, SKD&1 , NAKED... SKD11 MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
"'[ap "'[ap S45C , FC, FCD, SCM, S50C , SKS SCr, SNCM , SKD11, SKDG1 , NAKBO... SKD11
— aps1.5M HARDNESS ~HRC30 ~HRC50 ~HRC60 aps1.5D1
| Ll | e 1 O HARDNESS ~HRC30 ~HRC50 ~HRC60
= DIAMETER ~ SPEED FEED SPEED FEED SPEED FEED I
HRC45 , Ll mmmm i mmlmn i mmimn HRC45 , DIAMETER SPEED FE;Em? S';EE o FEF o e mF EF D.n
_ 1 22000 400 18000 200 9000 140 il | onige bl | wiliw i i
189 2oy 1.5 12000 500 11000 280 5200 150 (120 apepn 3 9000 600 5500 310 3500 220
- 020,05 D1 2 10000 550 10000 280 4600 170 - 202005 D! 4 6000 600 5000 400 2200 220
2] 3 9000 600 5500 310 3500 220 g 5 4800 750 4000 400 1700 240
3o 5 4 6000 600 5000 400 2200 220 2s " 6 4500 800 3800 420 1600 300
HEGA 5 4800 750 4000 400 1700 240 el 8 3500 820 2800 420 1000 300
6 4500 800 3800 420 1600 300 10 3000 820 1800 420 900 300
8 3500 820 2800 420 1000 300 12 2000 820 1600 350 800 300
10 3000 820 1800 420 900 300 16 1500 650 1000 300 500 150
SEK 12 2000 820 1600 350 800 300 20 1200 600 900 300 400 150 SEX
16 1500 650 1000 300 500 150

m 20 1200 600 900 300 400 150 _
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m m
: 2
F 2
& SUPER MILL A\ SUPER MILL A\ 8
» Power / Square / for Q00 S E P Square / for Q00
Diameter Flute Length . OAL. Shank Dia \ Diameter Flute Length ] O.AL. ] Shank Dia
Order No. ‘ D1 l L1 L2 l D2 ‘ Order No. D1 L1 L2 D2
SEP 0306 3.0 8 50 6 SEW 0306 3.0 8 50 6
SEP 0406 4.0 11 50 6 MSO SEW 0406 4.0 11 50 6
SEP 0506 5.0 13 50 6 SEW 0506 5.0 13 50 6
4 Flutes SEP 0606 6.0 16 50 6 4 Flutes SEW 0606 6.0 16 50 6
| SEP 0808 8.0 20 60 8 ’_l"[[ﬁ SEW 0808 8.0 20 60 8
SEP 1010 10.0 25 75 10 — SEW 1010 10.0 25 75 10
SEP 1212 12.0 30 75 12 % SEW 1212 12.0 30 75 12
SEP 1616 16.0 40 100 16 SEW 1616 16.0 40 100 16
SEP 2020 20.0 45 100 20 SEW 2020 20.0 45 100 20
Finishing
Semi-
Finishing
.
¥ Recommended cutting condition for SEP
Slotting
Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels “
MATERIAL
S45C  FC,FCD,SCM, S50C, SKS..  SCr,SNCM, SKD11, SKD61, NAKSO.. SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
DIAMETER  SPEED FEED SPEED FEED SPEED FEED
{min} mm / min {min) | mm / min (min-1} | mm / min
¥ Depth of cut 3 <0007 200 16000 oily 2000 500 ¥ Depth of cut ¥ Recommended cutting condition for SEW
4 19000 2000 12000 1300 6000 550
Tap : :zggg ;ﬁgg 12222 1222 iggg ?gg MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
~ HRC45 | S45C , FC, FCD, SCM, S50C , SKS SCr, SNCM , SKD11, SKDB1, NAKSO... SKD11
n 8 8000 3200 5000 1300 3500 600 _lap RS
(- 10 7000 3000 4500 1200 3000 500 - " - LAROIEeE Srses HRGR0 8
o Bﬁ'lml ap=1.5D1 2e=0.02 D1 12 5000 2000 4000 1100 2000 500 |
D1 6mmT a@p=1.5D1 8e=0.05D1 16 4000 1800 3500 1000 1800 450 de
SPEED FEED SPEED FEED SPEED FEED
--Iap . 20 3500 1600 3000 1000 1300 450 HRC45 . DIAMETER )| om/mn o) | mm/min i) EFreed
- "~ HRC45t (T2 ppst 501 3 22000 1800 16000 1300 10000 800
~ 3 20000 2000 20000 1200 16000 1200 - N % 15000 1400 12000 1250 =000 =60
B el BT SeTE 4 16000 2000 16000 1200 12000 1300 - 5 13000 1800 10000 1400 8000 e
D1 6mm] @p=15D1 @e=0.02 D1 5 13000 1800 13000 1100 10000 1400 a 6 11500 1650 8500 1300 5000 800
2 6 10000 3000 10000 2100 8000 1500 HRC45 8 8000 1800 6500 1350 3500 700
| f = 8 8000 2900 8000 1800 6000 1400 10 7000 1800 5000 1400 2800 750
s 1 Lo el il i 00 1500 12 6000 1700 4000 1300 2300 650
12 5000 2300 5500 1700 4500 1200 16 3560 1500 3000 1250 1800 700
HRC45 | ap=0.2 D1 16 3500 1800 4500 1800 3500 1200 20 3000 1450 2500 1250 1500 780
SEP ae=D1 20 3000 1400 3000 1500 2600 1100 SEW
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m m
: 2
E =
= SUPER MILL A\ SUPER MILL A\ e
Z R » Square / for o o S E L P Long Shank / Square / for o o
Diameter Flute Length . OAL. Shank Dia \ Diameter Flute Length ] O.AL. ] Shank Dia
I Order No. ‘ D1 l L1 L2 l D2 ‘ Order No. D1 L1 L2 D2
ZPRO-0206 2.0 6 50 6 SELA 0606 6.0 15 75 6
ZPRO-0256 2.5 6 50 6 HSG SELA 0606A 6.0 15 100 6
ZPRO-0306 3.0 8 50 6 SELA 0808 8.0 20 100 8
ZPRO-0356 3.5 8 50 6 SELA 1010 10.0 25 100 10
ZPRO-0406 4.0 11 50 6 SELA 1010A 10.0 25 150 10
ZPRO-0456 4.5 11 50 6 SELA 1212 12.0 30 100 12
ZPRO-0506 50 13 50 6 SELA 1212A 12.0 30 150 12
ZPRO-1606 6.0 16 50 6
ZPRO-0808 8.0 21 65 8
ZPRO-1010 10.0 25 80 10
ZPRO-1212 12.0 30 80 12
~~HB225 HB225~352 HRC~48 HRC~56 HRC~&5 Finishing
© © © 00 0 O S
¥ Recommended cutting condition for ZPRO
Side Milling
SS!S4ISCISCM!FC SKD11/SKD61--- SUS304/5US316L:
ap:1.0Dc ae:0.5Dc ap:1.0Dc ae:0.3Dc ap:1.0Dc ae:0.2Dc
Speed Feed Speed Feed Speed Feed
{min~1) mm/min {min~T) mm/min {min=1) mm/min
2 19100 860 12740 380 9550 430
2.5 15280 915 10200 300 7640 460 1
_ ' 3.0 12740 955 8490 765 6370 570 J - ‘
) D2 ] 3.5 10920 980 7280 655 5460 570 -
— 4.0 9550 1140 6370 760 4780 570
4.5 8490 1020 5660 760 4250 640
5.0 7640 1030 5090 680 3800 680
6.0 6370 1140 4250 640 3200 670
V¥ Depth of cut 8.0 4780 1140 3180 480 2390 570 V¥ Depth of cut ¥ Recommended cutting condition for SELA
10.0 3820 1140 2550 460 1910 510
12.0 3180 950 2120 440 1590 470 MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
jap , F’-‘*_ S45C, FC, FCD, SCM, S50C , SKS..  SCr, SNCM, SKD11, SKDB1 , NAKSD... SKD11
. Sloting & | D1<3 ap=0.15D1
S = . HARDNESS ~HRC30 ~HRC50 ~HRC60
La—e—l 55/545C/SCM/FC SKD11/SKD61++ SUS304/SUS316L:+ D123 8p=0.25011
. . . HRC45 | -
SRiJHe ap0c Sp030c cas As01 DIAMETER  SPEED FEED SPEED FEED SPEED FEED
ae Speed Feed Speed Feed Speed Feed ae (min ) mrm f min (min ) mm { min (mir™) mm / min
j—— (min=1) mm/min {min=1) mm/min (min=T) mm/min j--
: 2 19100 510 12740 300 9550 345 3 D14 EpRGI0EEN 6 4000 300 2500 80 2200 70
ap.I/ 25 15280 640 10200 240 7640 370 apl—./ 3500 350 2200 Qa0 1700 70
30 12740 660 8490 530 6370 450 D12 a0l 10 3000 400 2000 90 1500 70
de=Dc 35 10920 680 7280 460 5460 450 HRC45 1 ae=D1 12 2500 400 1500 100 1000 70
4.0 9550 800 6370 530 4780 450
4.5 8490 710 5660 530 4250 510
5.0 7640 720 5090 470 3800 540
6.0 6370 800 4250 510 3200 530
ZPRO 8.0 4780 800 3180 380 2390 450 SELA
10.0 3820 800 2550 370 1910 400
m 12.0 3180 670 2120 350 1590 380 _
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Sl PU3

SUPER MILL

SELB

Finishing

Semi-
Finishing

D2

V¥ Depth of cut

.--‘I:ap

1" aps1.5D1
. ae=0.1 D1

3

HRC45 ,

:Iap ap=D1
a 2e=0.05 D1

a0

HRC45

SELB

www.hgt.com.tw

SUPER MILL

P Long Shank / Square / for (P

<

— ‘ Dla;:ter Flute Ll_:ngth ol.fxz.l_, l ShaI;I; Dia ‘
SELB 0303 3.0 8 75 3
SELB 0404 4.0 11 75 4
SELB 0606 6.0 15 75 6
SELB 0606A 6.0 15 100 6 o
SELB 0808 8.0 20 100 8
SELB 1010 10.0 25 100 10
SELB 1010A 10.0 25 150 10
SELB 1212 12.0 30 100 12 i
SELB 1212A 12.0 30 150 12
SELB 1616 16.0 40 150 16
_r
L2

V¥ Recommended cutting condition for SELB

D2

V¥ Depth of cut

NMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C FC,FCD,SCM,S50C, SKS..  SCr, SNCM, SKD11, SKD61 , NAKSO... SKD11 Ta
1 P aps25D1
HARDNESS ~HRC30 ~HRC50 ~HRC60 | .4 Bl n!
ae
DIAMETER  SPEED FEED SPEED FEED SPEED FEED HRGC45 |
(min™") mm / min (min) mm / min (min) mm / min
6 4500 800 3800 420 1600 300 gL
8 3500 820 2800 420 1000 300 - i~
10 3000 820 1800 420 900 300 —]
12 2000 820 1600 350 800 300 HTT\?C 451
16 1500 650 1000 300 500 150

www.hgt.com.tw

Finishing

Semi-
Finishing

m
-
o
2
)\ 8
P Long Flute / Square / for 00
Diameter Flute Length O.AL. Shank Dia
Qrder No-: D1 L1 L2 ‘ D2
SELD 0404 4.0 25 75 4
SELD 0506 5.0 30 75 6
SELD 0606 6.0 30 75 6
SELD 0808 8.0 40 100 8
SELD 1010 10.0 40 100 10
SELD 1212 12.0 45 100 12
V¥ Recommended cutting condition for SELD
VMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C, FC,FCD, SCM, S50C , SKS SCr, SNCM , SKD11 , SKDB1 , NAKBO... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRCE0
DIAMETER SPEED FEED SPEED FEED SPEED FEED
i) mm / min (min") mm / min (min™T) mm { min
4 2000 80 1700 70 700 30
5 1800 110 1500 85 600 40
6 1500 110 1400 75 550 50
8 1300 110 1100 75 450 50
10 1000 110 800 75 300 50
12 900 110 700 75 250 40
SELD




Sl PU3

SUPER MILL

SHA

D2 |
Depth of cut
’lap aps=D1
. ae=0.02 D1
a
HRC30
__Iap ap=D1
' ae=0.015D1
B
HRC50
-_lap ap=D1
. 2e<0.01 D1
___.I Max 0.2mm
de
HRC60

www.hgt.com.tw

‘ SUPER MILL
» Square / for 00
Diameter Flute Length OAL. Shank Dia
Order No. ‘ D1 l L1 L2 l D2 ‘
SHA 0606 6.0 16 50 6
SHA 0808 8.0 20 60 8
SHA 1010 10.0 25 75 10
SHA 1212 12.0 30 75 12
SHA 1616 16.0 40 100 16
] S
| D2 L
V¥ Recommended cutting condition for SHA V¥ Depth of cut
NMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C FC,FCD,SCM,S50C, SKS..  SCr, SNCM, SKD11, SKD61 , NAKSO... SKD11 Ta
1 P aps1.5D1
HARDNESS ~HRC30 ~HRC50 ~HRC60 i .4 eeL0]
ae
DIAMETER  SPEED FEED SPEED FEED SPEED FEED HRGC45 |
(min™1) mm { min (min) mm / min (min™1) mm / min
6 12000 3000 8000 2000 5600 1400 (]2 ppept
9000 2400 6700 1900 3600 1200 . 2e=0.05 D1
10 6900 2100 5000 1600 3000 900 lh‘&‘l
12 6000 2400 4300 1700 2400 1000 HRC45
16 4500 2100 2500 1000 1600 700
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SEZ

Finishing
A

Semi-
Finishing

P Chamfer / Square / for

00

Order N Diameter Chamfer Flute Length OAL. ] Shank Dia )
o i & D1 s L1 L2 D2
SEZ 0405 4.0 0.5 11 50 6
SEZ 0410 4.0 1.0 11 50 6
SEZ 0605 6.0 0.5 16 50 6
SEZ 0610 6.0 1.0 16 50 6
SEZ 0805 8.0 0.5 20 60 8
SEZ 0810 8.0 1.0 20 60 8
SEZ 1005 10.0 0.5 25 75 10
SEZ 1010 10.0 1.0 25 75 10
SEZ 1020 10.0 2.0 25 75 10
SEZ 1205 12.0 0.5 30 75 12
SEZ 1210 120 1.0 30 75 12
SEZ 1220 12.0 2.0 30 75 12
1
c |
i
V¥ Recommended cutting condition for SEZ
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
$45C, FC,FCD,SCM, S50C , SKS..  SCr, SNCM, SKD11, SKDG1 , NAKBD... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
DIAMETER SPEED FEED SPEED FEED SPEED FEED
in1) | mm / min (min") mm { min (min™") mm / min
4 6000 600 5000 400 2200 220
5 4800 750 4000 400 1700 240
6 4500 800 3800 420 1600 300
8 3500 820 2800 420 1000 300
10 3000 820 1800 420 900 300
12 2000 820 1600 350 800 300

SIIW PU3

SEZ




m m
2 a
= 2
2 SUPER MILL A\ SUPER MILL A\ g
P Corner Radius / for o o » Corner Radius / for o o
Order N ) Diameter\ Corner R\ Neck Dia | Flute Lenglh\ Effective Length\ OAL. ) Shank Diz; Order N ) Diameter.\ Corner R.\ Neck Dia.\ Flute Lenglh\ Effective Lenglhx OAL. | Shank Dia;
TEarg: D1 R D3 L1 L3 L2 D2 ToorND: D1 R D3 L1 L3 L2 D2
SRA 0402 4.0 0.2 3.88 8 12 50 4 SRB 0402 4.0 0.2 3.88 8 12 50 4
"SG SRA 0405 4.0 0.5 3.88 8 12 50 4 SRB 0405 4.0 0.5 3.88 8 12 50 4
SRA 0602 6.0 0.2 5.80 12 18 50 6 SRB 0602 6.0 0.2 5.80 12 18 50 6
SRA 0605 6.0 0.5 5.80 12 18 50 6 4 Flutes SRB 0605 6.0 0.5 5.80 12 18 50 6
SRA 0610 6.0 1.0 5.80 12 18 50 6 & SRB 0610 6.0 1.0 5.80 12 18 50 6
—-— SRA 0803 8.0 0.3 7.70 16 24 60 8 SRB 0803 8.0 0.3 7.70 16 24 60 8
SRA 0805 8.0 0.5 7.70 16 24 60 8 SRB 0805 8.0 0.5 7.70 16 24 60 8
SRA 0810 8.0 1.0 7.70 16 24 60 8 SRB 0810 8.0 1.0 7.70 16 24 60 8
(\_ SRA 1003 10.0 0.3 9.60 20 30 75 10 SRB 1005 10.0 0.5 9.60 20 30 75 10
R SRA 1005 10.0 0.5 9.60 20 30 75 10 SRB 1010 10.0 1.0 9.60 20 30 75 10
SRA 1010 10.0 1.0 9.60 20 30 75 10 SRB 1020 10.0 2.0 9.60 20 30 75 10
SRA 1020 10.0 2.0 9.60 20 30 75 10 SRB 1030 10.0 3.0 9.60 20 30 75 10
SRA 1210 12.0 1.0 11.50 24 36 75 12 SRB 1205 12.0 0.5 11.50 24 36 75 12
ALTiN SRA 1220 12.0 2.0 11.50 24 36 75 12 SRB 1210 12.0 1.0 11.50 24 36 75 12
SRA 1605 16.0 0.5 15.40 30 40 100 16 SRB 1605 16.0 0.5 15.40 30 40 100 16
WA SRA 1610 160 1.0 1540 30 40 100 16 WA SRB 1610 16.0 1.0 1540 30 40 100 16
A | R e —
Semi- Semi-
Finishing Finishing
%
_ D2 - | D2 L
V¥ Depth of cut V¥ Recommended cutting condition for SRA V¥ Depth of cut ¥ Recommended cutting condition for SRB
NMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
Jf’-‘*_ S45C,FC,FCD, SCM, S50, SKS..  SCr, SNCM, SKD11, SKDB1 , NAKSO... SKD11 . S45C, FC,FCD, SCM, S50, SKS..  SCr, SNCM, SKD11, SKD61 , NAKSO... SKD11
T =i =33 | / R
= :‘:‘;13 o1 HARDNESS ~HRC30 ~HRC50 ~HRC60 T ; aps0.02R HARDNESS ~HRC30 ~HRC50 ~HRC60
l ae=0.02R
HRC45 | DIAMETER  SPEED FEED SPEED FEED SPEED FEED L] HRC45 . DIAMETER  SPEED FEED SPEED FEED SPEED FEED
ae (min™) mm / min (min) | mm / min (min™1) | mm / min e {min) | mm / min (min") | mm / min (min™") mm / min
J 3 7600 180 4800 120 2900 50 - 2 26000 1600 16500 1000 7500 300
2| ::f‘;f ek 4 6500 260 4000 160 2500 55 Jae i 3 19000 1800 12000 1200 5400 360
HRC45 5 5500 270 3200 160 2000 60 | e=0.02 D1 4 16000 3200 10000 1900 4800 480
6 4800 300 2900 170 1800 70 e HRC45 5 14000 3300 8000 2000 3800 500
8 3700 325 2200 170 1500 85 s 6 12000 3600 7200 2200 3500 650
10 2900 280 1700 140 1100 70 8 9600 4000 5600 2200 2700 750
12 2400 230 1400 120 1000 65 10 7000 3400 4400 1700 2100 650
SRA 16 1800 170 1100 90 700 45 12 6000 2800 3600 1400 1800 600 SRB

16 4500 2000 2800 1000 1400 450
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m m
2 a
= 2
2 SUPER MILL SUPER MILL A\ g
S RC P Corner Radius / for o o » Corner Radius / for o o
Diameter Corner R | Flute Length.\ OAL. ) Shank Dia ] ) Diameter . Corner R .I Flute Length.‘l OAL. ] Shank Dia )
Order No. ‘ D1 R L1 L2 D2 Order No. D1 R L1 L2 ‘ D2
SRC 0302 3.0 0.2 6 50 3 SRD 01502 1.5 0.2 3 50 4
SRC 0305 3.0 0.5 6 50 3 SRD 0202 2.0 0.2 4 50 4
SRC 0402 4.0 0.2 8 50 4 SREOZNS 20 0o 2 80 &
SRC 0405 2.0 0.5 P 50 2 SRD 0302 3.0 0.2 6 50 3
- - SRD 0302.4 3.0 0.2 6 50 4
SRC 0410 4.0 1.0 8 50 4 SRD 0303.4 3.0 0.3 6 50 4
SRC 0602 6.0 0.2 12 50 6 SRD 0305 3.0 0.5 6 50 3
SRC 0605 6.0 0.5 12 50 6 SRD 0305.4 3.0 0.5 6 50 4
SRC 0610 6.0 1.0 12 50 6 SRD 0310.4 3.0 1.0 6 50 4
SRC 0615 6.0 1.5 12 50 6 SREI0%02 40 a2 9 50 G
SRD 0405 4.0 0.5 8 50 4
SRC 0620 6.0 2.0 12 50 6 SRD 0410 4.0 10 8 50 4
SRC 0803 8.0 0.3 16 60 8 SRD 0602 6.0 0.2 12 50 6
SRC 0805 8.0 0.5 16 60 8 SRD 0603 6.0 0.3 12 50 6
SRC 0810 8.0 1.0 16 60 8 SRD 0605 6.0 0.5 12 50 6
ALTIN SRC 0815 8.0 1.5 16 60 8 223 °5:° 6.0 1‘0 E 50 6
SRC 0820 8.0 2.0 16 60 8 9649 5:0 2 ca) 2
SRD 0620 6.0 2.0 12 50 6
Finishing SRC 1003 10.0 0.3 20 75 10 Finishing SRD 0803 80 0.3 16 60 8
A | R e —
Ff‘:'?;:il]-g SRC 1005 10.0 0.5 20 75 10 FiSrf‘_rhniL-g SRD 0805 8.0 0.5 16 60 8
SRC 1010 10.0 1.0 20 75 10 SRD 0810 8.0 1.0 16 60 8
% SRC 1015 10.0 1.5 20 75 10 SRD 0815 8.0 1.5 16 60 8
SRC 1020 10.0 2.0 20 75 10 SRD10820 8.0 =9 16 60 8
SRD 1003 10.0 0.3 20 75 10
Profiling SRC 1030 10.0 3.0 20 75 10 Profiling SRD 1005 10.0 05 20 o 10
t SRC 1205 12.0 0.5 24 75 12 SRD 1010 10.0 1.0 20 75 10
SRC 1210 12.0 1.0 24 7S] 12 SRD 1015 10.0 1.5 20 75 10
SRC 1215 12.0 1.5 24 75 12 SRD 1020 10.0 2.0 20 75 10
SRC 1220 12.0 2.0 24 75 12 SRO 1030 100 =0 =0 75 10
- D2 | SRC 1230 12.0 3.0 24 75 12 SRD 1205 12.0 0.5 24 75 12
SRD 1210 12.0 1.0 24 75 12
SRD 1215 12.0 1.5 24 75 12
SRD 1220 12.0 2.0 24 75 12
SRD 1230 12.0 3.0 24 75 12
V¥ Depth of cut V¥ Recommended cutting condition for SRC V¥ Depth of cut V¥ Recommended cutting condition for SRD
NMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
Jf’-‘*_ S45C  FC,FCD, SCM, S50C, SKS..  SCr, SNCM, SKD11, SKDB1 , NAKBO... SKD1 1 . S45C  FC,FCD, SCM, S50C, SKS..  SCr, SNCM, SKD11, SKDB1 , NAKBO... SKD11
T =i =33 | / R
L= s HARDNESS ~HRC30 ~HRC50 ~HRC60 N e QL T HARDNESS ~HRC30 ~HRC50 ~HRC60
8e=D1 1 ¥ aesoozr
HRC45 | DIAMETER  SPEED FEED SPEED FEED SPEED FEED lé-_l HRC45 . DIAMETER SPEED FEED SPEED FEED SPEED FEED
as (min™1) mm { min (min) | mm / min (min™1) | mm / min e min 1) | mm / min (min") | mm / min (min™T) mm / min
J 3 7600 180 4800 120 2900 50 B 2 26000 1600 16500 1000 7500 300
2| ::f‘;f ek 4 6500 260 4000 160 2500 55 Jae i 3 19000 1800 12000 1200 5400 360
HRC45 1 5 5500 270 3200 160 2000 60 | 205002 D1 4 16000 3200 10000 1900 4800 480
6 4800 300 2900 170 1800 70 ‘ae HRC45 5 14000 3300 8000 2000 3800 500
8 3700 325 2200 170 1500 85 S 6 12000 3600 7200 2200 3500 650
10 2900 280 1700 140 1100 70 8 9600 4000 5600 2200 2700 750
12 2400 230 1400 120 1000 65 10 7000 3400 4400 1700 2100 650
SRC 16 1800 170 1100 90 700 45 12 6000 2800 3600 1400 1800 600 SRD

16 4500 2000 2800 1000 1400 450
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o 2
z =
= SUPER MILL SUPER MILL A\ &
P Corner Radius / for o o » Corner Radius / for o o
s R Dx Order No. ‘ Dla;:ter . CornRerR ) FIuteLL‘Iength.\ OE\Z.L. ) Shal:r;kzDia ] S R Order No. ) DiaBn:ter . CornRerR .I FIuteLL:ngth.ﬂ Ol.ixz.L. ‘ Sha[r;kzDia )
SRDX 0302 3.0 0.2 6 50 3 SRK 0302 3.0 0.2 8 50 3
"SG SRDX 0305 3.0 0.5 6 50 3 A;SG SRK 0305 3.0 0.5 8 50 3
SRDX 0402 4.0 0.2 8 50 4 D1 g‘ SRK 0402 4.0 0.2 14 50 4
SRDX 0405 4.0 0.5 8 50 4 ﬂl_/ 4 Flutes SRK 0405 4.0 0.5 by 50 4
SRDX 0605 6.0 0.5 12 50 6 r lﬂj% SRK 0410 4.0 1.0 11 50 4
SRDX 0610 6.0 1.0 12 50 6 SRK 0602 6.0 0.2 16 50 6
SRDX 0805 8.0 0.5 16 60 8 SRK 0605 6.0 0.5 16 50 6
SRDX 0810 8.0 1.0 16 60 8 : ' 7\ L1 SRK 0610 6.0 1.0 16 50 6
SRDX 1005 10.0 0.5 20 75 10 SRK 0615 6.0 1.5 16 50 6
SRDX 1010 10.0 1.0 20 75 10 SRK 0620 6.0 2.0 16 50 6
SRDX 1020 10.0 2.0 20 75 10 ’ ' SRK 0803 8.0 0.3 20 60 8
SRDX 1030 10.0 3.0 20 75 10 y SRK 0805 8.0 0.5 20 60 8
SRDX 1205 12.0 0.5 24 D 12 L2 SRK 0810 8.0 1.0 20 60 8
SRDX 1210 12.0 1.0 24 75 12 SRK 0815 8.0 115 20 60 8
SRDX 1220 12.0 2.0 24 75 12 SRK 0820 8.0 2.0 20 60 8
Kiaiitn SRDX 1230  12.0 3.0 24 75 12 i SRK 1003 10.0 0.3 25 75 10
V}‘éﬁ ‘:é‘éﬁ SRK 1005 10.0 0.5 25 75 10
SRK 1010 10.0 1.0 25 75 10
Side SRK 1015 10.0 1.5 25 75 10
ﬁ n SRK 1020 10.0 2.0 25 75 10
Profiling Profiling SRK 1030 10.0 3.0 25 75 10
t SRK 1205 12.0 0.5 30 D 12
SRK 1210 12.0 10 30 75 12
SRK 1215 12.0 1.5 30 75 12
- R SRK 1220 12.0 2.0 30 75 12
- D2 o D2 | SRK 1230 12.0 3.0 30 75 12
V¥ Depth of cut V¥ Recommended cutting condition for SRDX V¥ Depth of cut V¥ Recommended cutting condition for SRK
NMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
. S45C ,FC,FCD, SCM, S50C, SKS..  SCr, SNCM , SKD11, SKD61, NAKEJ.. SKD11 . S45C  FC,FCD, SCM, S50C, SKS..  SCr, SNCM, SKD11, SKD61, NAKSJ.. SKD11
L // " apsoozr HARDNESS ~HRC30 ~HRC50 ~HRC60 L // " apsoozw HARDNESS ~HRC30 ~HRC50 ~HRC60
l B ae<00r 1 J aeco0r
lé-_l HRC45 | DIAMETER  SPEED FEED SPEED FEED SPEED FEED L] HRC45 , DIAMETER SPEED FEED SPEED FEED SPEED FEED
J (min-) mm / min (min) | mm/min min!) | mm/min e min') | mm/min (min®) | mm/min (mim) mm / min
) 2 26000 1600 16500 1000 7500 300 i 2 26000 1600 16500 1000 7500 300
[ apsD1 3 19000 1800 12000 1200 5400 360 '__Iap apsD1 3 19000 1800 12000 1200 5400 360
| ae<0.02 D1 4 16000 3200 10000 1900 4800 480 | 2e<0.02 D1 4 16000 3200 10000 1900 4800 480
= HRC45 5 14000 3300 8000 2000 3800 500 ae HRC45 ! 5 14000 3300 8000 2000 3800 500
— 6 12000 3600 7200 2200 3500 650 T 6 12000 3600 7200 2200 3500 650
8 9600 4000 5600 2200 2700 750 8 9600 4000 5600 2200 2700 750
10 7000 3400 4400 1700 2100 650 10 7000 3400 4400 1700 2100 650
SRDX 12 6000 2800 3600 1400 1800 600 12 6000 2800 3600 1400 1800 600 SRK
16 4500 2000 2800 1000 1400 450 16 4500 2000 2800 1000 1400 450
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“ SUPER MILL
ALTIN
Finishing
Semi-
Finishing
Side
Profiling
V¥ Depth of cut
/R
ap[~ 3 /R ap=0.02R
B aes0.02r
L|  HRc4s)
de
T,
— ap=D1
1 @e=0.02 D1
= HRC45 1
R=Corner R
SERC
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P Long Shank Corner Radlus | for

=

00

Shank Dia

Order No. ‘ Dla;:ter CornRer R FIuteLL‘Iength OE\Z.L. s
SERC 0605 6.0 0.5 12 75 6
SERC 0605A 6.0 0.5 12 100 6
SERC 0610 6.0 1.0 12 75 6
SERC 0610A 6.0 1.0 12 100 6
SERC 0805 8.0 0.5 16 100 8
SERC 0810 8.0 1.0 16 100 8
SERC 1005 10.0 0.5 20 100 10
SERC 1010 10.0 1.0 20 100 10
SERC 1020 10.0 2.0 20 100 10
SERC 1205 12.0 0.5 24 100 12
SERC 1210 12.0 1.0 24 100 12
SERC 1220 12.0 2.0 24 100 12

V¥ Recommended cutting condition for SERC
NMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
$45C,FC,FCD,SCM,S50C, SKS..  SCr, SNCM, SKD11, SKDB1, NAKED... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
B “ivc) | ooten | twrh | omimh | onrh | et
6 12000 3600 7200 2200 3500 650
8 9600 4000 5600 2200 2700 750
10 7000 3400 4400 1700 2100 650
12 6000 2800 3600 1400 1800 600

SUPER MILL

ERC

V¥ Depth of cut

R
. . R
ap[ ’/k/ ap=0.02R
| W aeso0r
L]  HRC4s,
de
.-ﬂ[ap
— ap=0D1
1 es0.02 D1
"as HRC45 1
R=Corner R

www.hgt.com.tw

Finishing

Semi-
Finishing

Profiling

#ile:

Sl PU3

W

P Long Shank Corner Radius / for

00

s

Diameter Corner R

Flute Length| OAL | ShankDia
Order No. D1 R L1 L2 ‘ D2
SERCX 0605 6.0 0.5 12 75 6
SERCX 0610 6.0 1.0 12 75 6
SERCX 0805 8.0 0.5 16 100 8
SERCX 0810 8.0 1.0 16 100 8
SERCX 1005 10.0 0.5 20 100 10
SERCX 1010 10.0 1.0 20 100 10
SERCX 1020 10.0 2.0 20 100 10
SERCX 1205 12.0 0.5 24 100 12
SERCX 1210 12.0 1.0 24 100 12
SERCX 1220 12.0 2.0 24 100 12
¥ Recommended cutting condition for SERCX
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C , FC, FCD, SCM, S50C , SKS SCr, SNCM , SKD11, SKDG1 , NAKBD... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
DIAMETER  SPEED FEED SPEED FEED SPEED FEED
(i) | mm / min (min") mm { min (min™") mm / min
12000 3600 7200 2200 3500 650
9600 4000 5600 2200 2700 750
10 7000 3400 4400 1700 2100 650
12 6000 2800 3600 1400 1800 600

SERCX




m m
2 2
z =
2 SUPER MILL A\ SUPER MILL A\ e
» Power Corner Radius / for 00 P Long Neck / Ball Nose / for 00
Order N Diameter Corner Flute Length | Effective Length OAL. Shank Dia Order N Radius Neck Dia | Flute Length | Effective Length O.AL. Shank Dia
TEIrng D1 R L1 L3 L2 D2 o i s R D3 L1 L3 L2 D2
SRP 0615 6.0 1.5 3 18 50 6 SBF 00504  RO0.25 0.46 0.5 4 50 4
s SBF 00506  RO0.25 0.46 0.5 6 50 4
MG SRP 0615A 6.0 1.5 3 18 75 6 SBF 00604 RO.3 0.56 0.6 4 50 4
SRP 0820 8.0 2.0 4 24 60 8 SBF 00606  RO.3 0.56 0.6 6 50 4
SBF 00806 RO0.4 0.76 0.8 6 50 4
SRP 0820A 8.0 2.0 5l 24 100 8 SBF 00808 R0.4 0.76 0.8 8 50 4
SRP 1020  10.0 2.0 5 30 75 10 SEEOInge B0 U239 i B 20 !
SBF 01008 RO.5 0.95 1.5 8 50 4
SRP 1020A 10.0 2.0 5 30 100 10 SBF 01010 RO.5 0.95 1.5 10 50 4
SBF 01012 RO.5 0.95 1.5 12 50 4
SRE 1230; 120 3.0 6 36 i — SBF 01208 ___RO0.6 1.15 2 8 50 2
SRP 1230A 12.0 3.0 6 36 100 12 SBF 01212  RO0.6 1.15 2 12 50 4
SBF 01508  RO0.75 1.45 2 8 50 4
SBF 01512  R0.75 1.45 ] 12 50 4
SBF 01516 R0.75 1.45 2 16 50 4
SBF 01520  RO.75 1.45 2 20 50 4
SBF 01608  RO0.8 1.54 2.5 8 50 4
SBF 01612  RO0.8 1.54 2.5 12 50 4
SBF 01616  R0.8 1.54 2.5 16 50 4
SBF 02008 R1.0 1.92 3 8 50 4
—— SBF 02012 R1.0 1.92 3 12 50 4
o SBF 02016  R1.0 1.92 3 16 50 4
Finishing SBF 02020 R1.0 1.92 3 20 50 4
SBF 03008 R1.5 2.90 4 8 50 6
Roughing | Profiling SBF 03010 R1.5 2.90 4 10 50 6
SBF 03016 R1.5 2.90 4 16 50 6
[ SBF 03020 R1.5 2.90 4 20 75 6
SBF 03025 R1.5 2.90 4 25 75 6
SBF 04010 R2.0 3.88 5 10 75 6
SBF 04015 R2.0 3.88 5 15 75 6
SBF 04020 R2.0 3.88 5 20 75 6
SBF 04025  R2.0 3.88 5 25 75 6
SBF 04030 R2.0 3.88 5 30 75 6
V¥ Recommended cutting condition for SBF
MATERIAL Alloy Steels . Tool Steels . Hardened Steels S45C, SCM , S50C , SKS, SCr, SNCM , SKD11, SKD61, NAKBO
! RADIUS! e SPEED (min'") FEED mm /min DEPTH OF CUT ap (mm)
M D2 L Bisa R0.25 4 30000 - 40000 200 - 650 0.015
6 30000 - 40000 200 - 650 0.013
RO0.3 4 27000 - 40000 180 - 650 0.025
6 27000 - 40000 180 - 650 0.015
R0.4 6 25000 - 40000 400 - 750 0.025
8 25000 - 40000 400 - 750 0.025
RO.5 6 20000 - 32000 300 - 750 0.04
V¥ Depth of cut ¥ Recommended cutting condition for SRP V¥ Depth of cut 8 20000 - 32000 300 - 750 0.03
10 20000 - 32000 300 - 750 0.025
12 20000 - 32000 300 - 750 0.015
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels R0.6 8 22000 - 25000 500 - 600 0.05
S45C , FC,FCD, SCM, S50C, SKS..  SCr, SNCM , SKD11, SKD61, NAKEJ.. SKD11 Rl @axliIR L 22000:~ 25000 200 =500 0:03
R R>1 @e<0.2R R0.75 8 18000 - 20000 350 - 550 0.07
e / R ae 12 18000 - 20000 350 - 550 0.04
L] A 8p<0.02R HARDNESS ~HRC30 ~HRC50 ~HRC60 16 18000 - 20000 350 - 550 0.03
1 J acso0r . l 20 18000 - 20000 350 - 550 0.02
apl — RO.8 8 13000 - 18000 350 - 80O 0.08
lé-é| HRC45 | DIAMETER S(';EEP nfffm?n Sﬁfnﬁ? | mFEFn?n SEHEEP | mFmEEn% 12 13000 - 18000 350 - 800 0.06
16 13000 - 18000 350 - 800 0.05
3e 6 12000 12000 8000 8000 5000 4000 R=Radius R1.0 : Lot 0e= 1000 20000 2y
r 12 12000 - 17000 500 - 800 (v |
B l/ R 8 10000 10000 8000 8000 6000 4800 16 12000 - 17000 500 - 900 0.07
- s 10 7000 5000 6000 4000 4500 2000 O B 12000 - 1900 230~ 290 0.0
12 5000 7000 4000 5000 3000 3000 10 8000 - 11000 500 - 700 0.15
16 8000 - 11000 500 - 700 0.14
R=Comer R 20 8000 - 11000 500 - 700 0.12
25 8000 - 11000 500 - 700 0.1
R2.0 10 5000 - 8000 400 - 600 0.18
15 5000 - 8000 400 - 600 0.17
SRP 20 5000 - 8000 400 - 600 0.16 SBF
25 5000 - 8000 400 - 600 0.15
30 5000 - 8000 400 - 600 0.14
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= SUPER MILL A\ SUPER MILL A\ e
» Long Neck / Ball Nose / for 00 P Long Neck / Square / for 00
Order N Radius Neck Dia | Flute Length | Effective Length OAL. Shank Dia Order N Diameter Neck Dia | Flute Length | Effective Length OAL  ShankDia
ot R D3 L1 L3 L2 D2 MegriND: D1 D3 L1 L3 L2 D2
SBFX 00504 R0O.25 0.46 0.5 4 50 4 SEFA 01006 1.0 0.95 3 6 50 4
SBFX 00506 RO.25 0.46 0.5 6 50 4
SBFX 00604 RO.3 0.56 0.6 4 50 4 SEFA 01008 1.0 0.95 3 8 50 4
SBFX 00606 RO.3 0.56 0.6 6 50 4 SEFA 01010 1.0 0.95 3 10 50 4
SBFX 00806 RO.4 0.76 0.8 6 50 4
SBFX 00808 RO0.4 0.76 0.8 8 50 4 SEFA 01012 1.0 0.95 3 12 50 4
SBFX 01008 RO.5 0.95 1.5 8 50 4
SBFX 01010 RO.5 0.95 1.5 10 50 4 SEFA 01510 1.5 1.45 4 10 50 4
SBFX 01012 RO.5 0.95 1.5 12 50 4
SBFX 01208 R0.6 1.15 2 8 50 2 SEFA 01512 1.5 lian % 12 50 4
SBFX 01212 RO.6 1.15 2 12 50 4 SEFA 01516 1.5 1.45 4 16 50 4
SBFX 01508 RO.75 1.45 2 8 50 4
SBFX 01512 RO0.75 1.45 2 12 50 4 SEFA 02008 2.0 1.92 6 8 50 .
SBFX 01516 R0O.75 1.45 2 16 50 4 SEFA 02010 2.0 1.092 6 10 50 4
SBFX 01520 RO.75 1.45 2 20 50 4
SBFX 01608 RO.8 1.54 2.5 8 50 4 SEFA 02012 2.0 1.92 6 12 50 4
SBFX 01612 RO.8 1.54 2.5 12 50 4
SBFX 01616 RO.8 1.54 2.5 16 50 4 SEFA 02016 2.0 1.92 6 16 50 4
SBFX 02008 R1.0 1.92 3 8 50 4 SEFA 02020 2.0 1.92 6 20 50 4
— SBFX 02012 R1.0 1.92 3 12 50 4 —
Finishing Finishin
Wkl SBFX 02016 R1.0 1.92 3 16 50 4 MWMLE  SEFA 02510 2.5 240 8 10 =0 4
Finishing SBFX 02020 R1.0 1.92 3 20 50 4 Finishing SEFA 02512 2.5 2.40 8 12 50 4
SBFX 03008 R1.56 2.90 4 8 50 6
Profiling SBFX 03010 R1.5 2.90 4 10 50 6 SEFA 02516 2.5 2.40 8 16 50 4
SBFX 03016 R1.5 2.90 4 16 50 6
" SBFX 03020 R1.5 2.90 4 20 75 6 SEFA 02520 2.5 Gl g 20 2 4
SBFX 03025 R1.5 2.90 4 25 75 6 SEFA 03010 3.0 2.90 8 10 50 6
SBFX 04010 R2.0 3.88 5 10 75 6
SBFX 04015 R2.0 3.88 5 15 75 6 SEFA 03012 3.0 2.90 8 12 50 B
SBFX 04020 R2.0 3.88 5 20 75 6 SEFA 03016 3.0 2.90 8 16 50 6
SBFX 04025 R2.0 3.88 5 25 75 6
SBFX 04030 R2.0 3.88 5 30 75 6 SEFA 03020 3.0 2.90 8 20 75 6
) SEFA 03025 3.0 2.90 8 25 75 6
V¥ Recommended cutting condition for SBFX
MATERIAL Alloy Steels . Tool Steels . Hardened Steels S45C, SCM , S50C , SKS , SCr, SNCM , SKD11 , SKD61 , NAKBD
1 RADIUS “[fnamy SPEED (min'") FEED mm /min DEPTH OF CUT ap (mm) 3
D2 —_— R0.25 4 30000 - 40000 200 - 650 0.015 D2
- - - 6 30000 - 40000 200 - 850 0.013 = -
R0.3 4 27000 - 40000 180 - 650 0.025
6 27000 - 40000 180 - 650 0.015
RO.4 6 25000 - 40000 400 - 750 0.025
8 25000 - 40000 400 - 750 0.025
R0.5 6 20000 - 32000 300 - 750 0.04
V¥ Depth of cut 8 20000 - 32000 300 - 750 0.03 V¥ Depth of cut V¥ Recommended cutting condition for SEFA
10 20000 - 32000 300 - 750 0.025
12 20000 - 32000 300 - 750 0.015
Alloy Steels . Tool Steels . Hardened Steels
Ro.6 . e enel Aaceeg it et MATERIAL S45C , SCM ;500 SKS, SCr, SNCM , SKD11, SKD61 , NAKS0
R<l @e<0.1R 12 22000 - 25000 500 - 600 0.03 s : : . » SCr, : . :
R>1  3e<0.2R R0.75 8 18000 - 20000 350 - 550 0.07 e
ae 12 18000 - 20000 350 - 550 0.04 _,| DIAMETER [ [-CTVE SPEED (min") FEED mm /min DEPTH OF CUT ap (mm)
16 18000 - 20000 350 - 550 0.03 ap
= 20 18000 - 20000 350 - 550 0.02 = e=D1 1 5 25000 1500 0.05
ap] — l R0.8 8 13000 - 18000 350 - 800 0.08 6 25000 1500 0.03
12 13000 - 18000 350 - 800 0.06 10 25000 1500 0.01
16 13000 - 18000 350 - 800 0.05 15 4 15000 1200 01
=1 R 3 T
16 12000 - 17000 500 - 900 U:O? 10 15000 1200 0.025
20 12000 - 17000 500 - 900 0.04 i 15000 140 0.018
R1.5 8 8000 - 11000 500 - 700 017 2 8 12000 900 0.2
10 8000 - 11000 500 - 700 0.15 10 8800 700 0.12
16 8000 - 11000 500 - 700 0.14 12 7500 600 0.05
i e o e 5w
R2.0 10 5000 - 8000 400 - 600 0.18 3 10 8000 600 0.5
15 5000 - 8000 400 - 600 0.17 12 8000 600 0.45
SBFEX 20 5000 - 8000 400 - 600 0.16 16 5500 450 0.18 SEFA
25 5000 - 8000 400 - 600 0.15 20 4000 300 0.15
m 30 5000 - 8000 400 - 600 0.14 25 6000 400 01
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» Long Neck / Square / for o o P Long Neck / Corner Radius / for o o
Order N ) Diameter . Neck Dia Flute Length\ Effective Lengtﬁ OAL. ) Shank Dia ] Order N ) Diameter.\ Corner R.\ Neck Dia.\ Flute Lenglh\ Effective Lenglhx OAL. | Shank Dia;
TEarg: D1 D3 L1 L3 L2 D2 ToorND: D1 R D3 L1 L3 L2 D2
SEFAX 01006 1.0 0.95 3 6 50 4 SEF 01004 1.0 0.1 0.95 1.0 4 50 4
SEFAX 01008 1.0 0.95 3 8 50 4 mso SEF 01006 1.0 0.1 0.95 1.0 6 50 4
SEFAX 01010 1.0 0.95 3 10 50 4 SEF 01008 1.0 0.1 0.95 1.0 8 50 4
SEFAX 01012 1.0 0.95 3 12 50 4 i SEF 01010 1.0 0.1 0.95 1.0 10 50 4
SEFAX 01508 1.5 1.45 4 8 50 4 SEF 01504 1.5 0.2 1.45 1.5 4 50 4
SEFAX 01510 1.5 1.45 4 10 50 4 SEF 01506 1.5 0.2 1.45 1.5 6 50 4
SEFAX 01512 1.5 1.45 4 12 50 4 L3 SEF 01508 1.5 0.2 1.45 1.5 8 50 4
SEFAX 01516 1.5 1.45 4 16 50 4 SEF 01510 1.5 0.2 1.45 1.5 10 50 4
SEFAX 02008 2.0 1.92 6 8 50 4 SEF 01512 1.5 0.2 1.45 1.5 12 50 4
SEFAX 02010 2.0 1.92 6 10 50 4 SEF 02008 2.0 0.2 1.92 2.0 8 50 4
SEFAX 02012 2.0 1.92 6 12 50 4 s SEF 02010 2.0 0.2 1.92 2.0 10 50 4
SEFAX 02016 2.0 1.92 6 16 50 4 SEF 02012 2.0 0.2 1.92 2.0 12 50 4
SEFAX 02020 2.0 1.92 6 20 50 4 L2 SEF 02016 2.0 0.2 1.92 2.0 16 50 4
| Finishing SEFAX 02510 2.5 2.40 8 10 50 4 SEF 03008 3.0 0.2 2.90 3.0 8 50 6
S i-
Fin?sm-g SEFAX 02512 2.5 2.40 8 12 50 4 SEF 03010 3.0 0.2 2.90 3.0 10 50 6
SEFAX 02516 2.5 2.40 8 16 50 4 MWW SEF 03012 3.0 02 290 3.0 12 50 6
SEFAX 02520 2.5 2.40 8 20 50 4 FiSrf‘_rhniL-g SEF 03016 3.0 0.2 2.90 3.0 16 50 6
SEFAX 03010 3.0 2.90 8 10 50 6 SEF 03020 3.0 0.2 2.90 3.0 20 50 6
SEFAX 03012 3.0 2.90 8 12 50 6 %
SEFAX 03016 3.0 2.90 8 16 50 6
SEFAX 03020 3.0 2.90 8 20 75 6 Profiling
SEFAX 03025 3.0 2.90 8 25 75 6 |
! !
V¥ Depth of cut V¥ Recommended cutting condition for SEFAX V¥ Depth of cut ¥ Recommended cutting condition for SEF
Alloy Steels . Tool Steels . Hardened Steels Alloy Steels . Tool Steels . Hardened Steels
MATERIAL S45C , SCM , S50C , SKS , SCr, SNCM , SKD11 , SKD61 , NAK80 MATERIAL S45C , SCM , S50C , SKS , SCr, SNCM , SKD11 , SKD61 , NAK80
e e
/| DIAMETER & r-cTVE SPEED (min) FEED mm/mn | DEPTH OF CUT ap(mm) _,,| DIAMETER [ [ TVE SPEED (min'") FEED mm /min DEPTH OF CUT ap (mm)
a] ae=D1 1 4 25000 1500 0.05 @] ae=D1 1 4 30000 2200 0.15
6 25000 1500 0.03 6 30000 2200 0.12
10 25000 1500 0.01 8 30000 2200 0.12
1.5 4 15000 1200 0.1 10 30000 2200 0.12
8 15000 1200 0.05 1.5 4 25000 1800 0.20
10 15000 1200 0.025 6 25000 1800 0.18
12 15000 1200 0.018 13 ggggg Egg g-lg
2 13 1;238 900 0.2 12 25000 1800 0.15
700 0.12
= 500 600 e 2 8 20000 1500 0.30
10 20000 1500 0.30
16 7000 500 0.02 12 20000 1500 0.25
3 10 8000 600 0.5 16 20000 1500 0.25
12 8000 600 0.45 3 3 12000 900 0.40
SEFAX 16 5500 450 0.18 12 12000 900 0.40 SEF
20 4000 300 0.15 16 12000 900 0.30
m 25 6000 400 0.1 20 12000 900 0.30
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SEFX

L2

apl_/ ae=D1

SEFX
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35°

= Jei]

Finishing

Semi-
Finishing

A

» Long Neck / Corner Radius /

for o o

Order No. Diameter\ Corner R | Neck Dia | Flute Lenglh\ Effectve Length |  O.A.L. ) Shank Dié

D1 R D3 L1 L3 L2 D2
SEFX 01004 1.0 0.1 0.95 1.0 4 50 4
SEFX 01006 1.0 0.1 0.95 1.0 6 50 4
SEFX 01008 1.0 0:71 0.95 1.0 8 50 4
SEFX 01010 1.0 0.1 0.95 1.0 10 50 4
SEFX 01504 1.5 0.2 1.45 1.5 4 50 4
SEFX 01506 1.5 0.2 1.45 1.5 6 50 4
SEFX 01508 1.5 0.2 1.45 1.5 8 50 4
SEFX 01510 1.5 0.2 1.45 1.5 10 50 4
SEFX 01512 1.5 0.2 1.45 1.5 12 50 4
SEFX 02008 2.0 0.2 1.92 2.0 8 50 4
SEFX 02010 2.0 0.2 1.92 2.0 10 50 4
SEFX 02012 2.0 0.2 1.92 2.0 12 50 4
SEFX 02016 2.0 0.2 1.92 2.0 16 50 4
SEFX 03008 3.0 0.2 2.90 3.0 8 50 6
SEFX 03010 3.0 0.2 2.90 3.0 10 50 6
SEFX 03012 3.0 0.2 2.90 3.0 12 50 6
SEFX 03016 3.0 0.2 2.90 3.0 16 50 6
SEFX 03020 3.0 0.2 2.90 3.0 20 50 6

V¥ Recommended cutting condition for SEFX

Alloy Steels . Tool Steels . Hardened Steels

MlERIAL S45C, SOM , SB0C., SKS,, SCr, SNCM , SKD11, SKDB , NAK80
DIAMETER & f-cTVE SPEED (min) FEED mm /min DEPTH OF CUT ap (mm)
1 4 30000 2200 0.15
6 30000 2200 0.12
8 30000 2200 0.12
10 30000 2200 0.12
1.5 4 25000 1800 0.20
6 25000 1800 0.18
8 25000 1800 0.15
10 25000 1800 0.15
12 25000 1800 0.15
2 8 20000 1500 0.30
10 20000 1500 0.30
12 20000 1500 0.25
16 20000 1500 0.25
3 8 12000 900 0.40
12 12000 900 0.40
16 12000 900 0.30
20 12000 900 0.30
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& EFFICIENCY MILLS A\ EFFICIENCY MILLS A\ ¥
B M » Micro Diameter / Ball Nose / foro o » Small Shank / Ball Nose / for o o
Radius Flute Length . OAL. Shank Dia \ Radius Flute Length ] O.AL. ] Shank Dia
Order No. ‘ R l L1 L2 l D2 ‘ Order No. R L1 L2 D2
BM 0044 RO.2 0.8 50 4 BS 0103 RO.5 2 50 3
BM 0054 R0.25 1.0 50 4 BS 0153 RO.75 3 50 3
BM 0064 R0O.3 1.2 50 4 BS 0203 R1 4 50 3
BM 0074 R0O.35 1.4 50 4 BS 0253 R1.25 5 50 3
BM 0084 RO.4 1.6 50 4 BS 0303 R1.5 6 50 3
BM 0094 R0O.45 1.8 50 4 BS 0303A R1.5 6 75 3
BM 0124 RO.6 2.4 50 4 BS 0303B R1.5 6 100 3
BM 0144 RO.7 2.8 50 4 BS 0404 R2 8 75 4
BM 0164 RO.8 32 50 4 BS 0404A R2 8 100 4
BM 0184 RO.9 3.6 50 4
Finishing Finishing
Semi- Semi-
Finishing Finishing
Profiling Profiling
1 i
~ D2 | pi=2r __J D2|_  pi=r
V¥ Depth of cut ¥ Recommended cutting condition for BM ¥ Depth of cut V¥ Recommended cutting condition for BS
e MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels a6 MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
] S45C FC,FCD,SCM,S50C, SKS..  SCr, SNCM, SKD11, SKD61 , NAKSO... SKD11 » S45C  FC,FCD,SCM, S50C , SKS SCr, SNCM , SKD11, SKDB1, NAKSO... SKD11
apl": I ap=0.06R apl"r_- l ap=0.05R
} i 2es0.1R HARDNESS ~HRC30 ~HRC50 ~HRC60 - 2es0.1R HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 | HRC45 |
RADIUS SPEED FEED SPEED FEED SPEED FEED RADIUS SPEED FEED SPEED FEED SPEED FEED
. (min™1) mm { min (min) | mm / min (min™1) | mm / min - (i) | mm / min (min") mm { min (min™") mm / min
_ f[ aps0.03R RO0.1 32000 500 - 600 32000 400 - 500 25000 300 - 400 _ ,[ aps0.04R R0.5 45000 800 35000 600 20000 200
apl— i I & RO.15 32000 500 - 600 32000 400 - 500 25000 300 - 400 ]+ I I o e R1 23000 800 18000 600 10000 200
HRC45 1 R0.2 32000 500 - 600 32000 400 - 500 25000 300 - 400 HRC45 R1.5 16000 1000 12000 600 6500 200
R=Radius R0.25 32000 600 - 700 32000 500 - 600 25000 400 - 500 R=Radius R2 12000 1000 9500 700 5000 300
R0.3 32000 600 - 700 32000 500 - 600 25000 400 - 500
R0.35 32000 700 - 800 32000 600 - 700 25000 500 - 600
R0.4 32000 900 - 1000 32000 800 - 900 25000 600 - 700
BM R0.45 32000 1000- 1100 32000 900- 1000 25000 600 - 700 BS

s
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3 EFFICIENCY MILLS A\ EFFICIENCY MILLS A\ &
» Ball Nose / for o o » Ball Nose / for o o
\ Radius Flute Length | OAL. Shank Dia ] ) Radius . Flute Length ) O.AL. ) Shank Dia )
Order No. ‘ R l L1 L2 l D2 ‘ Order No. R L1 L2 ‘ D2
BA 0104 RO.5 2 50 4 BB 0104 RO.5 2 50 4
BA 0154 RO.75 3 50 4 BB 0154 RO.75 3 50 4
BA 0202 R1 4 50 2 BB 0204 R1 4 50 4
2 Flut BA 0204 R1 4 50 4 4 Flutes BB 0254 R1.25 5 50 4
BA 0254 R1.25 5 50 4 BB 0304 R1.5 6 50 4
BA 0304 R1.5 6 50 4 BB 0404 R2 8 50 4
BA 0354 R1.75 7 50 4 BB 0506 R2.5 10 50 6
BA 0404 R2 8 50 4 BB 0606 R3 12 50 6
BA 0456 R2.25 9 50 6 BB 0808 R4 16 60 8
BA 0505 R2.5 10 50 5 BB 1010 R5 20 75 10
BA 0506 R2.5 10 50 6 BB 1212 R6 24 75 12
BA 0556 R2.75 11 50 6
BA 0606 R3 12 50 6
Finishing BA 0707 R3.5 14 60 7 Finishing
Semi- Semi-
Finishing BA 0708 R3.5 14 60 8 Finishing
Profiling BA 0808 R4 16 60 8
ﬂ' BA 0910 R4.5 18 75 10
BA 1010 R5 20 75 10
BA 1212 R6 24 75 12
BA 1616 R8 32 100 16
BA 2020 R10 40 100 20
V¥ Depth of cut ¥ Recommended cutting condition for BA ¥ Depth of cut V¥ Recommended cutting condition for BB
e NMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels a6 VMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
] S45C FC,FCD,SCM,S50C, SKS..  SCr, SNCM, SKD11, SKD61 , NAKSO... SKD11 » $45C  FC,FCD,SCM, S50C , SKS SCr, SNCM , SKD11, SKDB1, NAKSO... SKD11
apl": I ap=0.05R apl'; I ap=0.15R
} i 2es0.1R HARDNESS ~HRC30 ~HRC50 ~HRC60 g aes0.04R HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 | HRC45 |
RADIUS SPEED FEED SPEED FEED SPEED FEED RADIUS SPEED FEED SPEED FEED SPEED FEED
ae (min™") mm / min (min) | mm / min (min) | mm / min ae (i) mm / min (min") mm / min (min™T) mm / min
[ R0.5 45000 800 35000 600 20000 200 [ R2 12000 1200 9500 900 5000 400
A aps0.04R T ap=0.05R
ap L d 2 s R1 23000 800 18000 600 10000 200 *L i S R3 8000 1400 6000 900 3500 500
HRC45 1 R1.5 16000 1000 12000 600 6500 200 HRC45 1 R4 6000 1600 5000 1000 2500 600
R=Radius R2 12000 1000 9500 700 5000 300 R=Radius R5 5000 1400 4000 1000 2000 600
R3 8000 1100 6000 700 3500 300 R6 4000 1200 3000 900 1500 500
R4 6000 1200 5000 800 2500 350 R8 3000 1200 2500 900 1000 500
R5 5000 1100 4000 800 2000 350 R10 2500 1000 2000 600 900 300
BA R6 4000 1000 3000 700 1500 300 BB

R8 3000 1000 2000 700 1000 300 _
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& EFFICIENCY MILLS A\ EFFICIENCY MILLS A\ 8
BLS BLM BLL » Long Shank / Ball Nose / for o o P Micro Diameter / Square / for o o
\ Radius Flute Length | OAL. Shank Dia ] ) Diameter . Flute Length ) O.AL. ) Shank Dia )
[ § Order No. ‘ R l L1 L2 l D2 ‘ Order No. D1 L1 L2 ‘ D2
BLS 0104 RO.5 2 75 4 EM 0044 0.4 0.8 50 4
BLS 0106 RO.5 2 75 6 EM 0054 0.5 1.0 50 4
ff" BLS 0154 RO.75 3 75 4 EM 0064 0.6 1.2 50 4
i 2 Fut BLS 0156 RO.75 3 75 6 EM 0074 0.7 1.4 50 4
BLS 0206 R1 4 75 6 EM 0084 0.8 1.6 50 4
BLS 0256 R1.25 5 75 6 EM 0094 0.9 1.8 50 4
BLS 0306 R1.5 6 75 6 EM 0124 1.2 3.0 50 4
BLS 0406 R2 8 75 6 EM 0144 1.4 3.0 50 4
BLS 0506 R2.5 10 75 6 EM 0164 1.6 4.0 50 4
BLS 0606 R3 12 75 6 EM 0184 1.8 50 50 4
BLM 0206 R1 4 100 6
BLM 0306 R1.5 6 100 6
L2 BLM 0406 R2 8 100 6
Finishing BLM 0606 R3 12 100 6 Finishing
Semi- Semi-
Finishing BLM 0808 R4 16 100 8 Finishing
Profiling BLM 1010 R5 20 100 10
" BLM 1212 R6 24 100 12
BLL 0606 R3 12 150 6
BLL 0808 R4 16 150 8
BLL 1010 RS 20 150 10
BLL 1212 R6 24 150 12
BLL 1616 R8 32 150 16
BLL 2020 R10 40 150 20
1 1
- D2 | pi=r - D2 |
V¥ Depth of cut ¥ Recommended cutting condition for BLS. BLM. BLL ¥ Depth of cut V¥ Recommended cutting condition for EM
e NMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels VMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
] S45C FC,FCD,SCM,S50C, SKS..  SCr, SNCM, SKD11, SKD61 , NAKSO... SKD11 r?—e— $45C  FC,FCD,SCM, S50C , SKS SCr, SNCM , SKD11, SKDB1, NAKSO... SKD11
ap[ - I @p=0.05R apff aps0.1 D1
i 2es0.1R HARDNESS ~HRC30 ~HRC50 ~HRC60 . de=D1 HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 | HRC45 |
RADIUS SPEED FEED SPEED FEED SPEED FEED DIAMETER  SPEED FEED SPEED FEED SPEED FEED
ae (min™") mm / min (min) | mm / min (min) | mm / min ae (i) | mm / min (min") | mm / min (min™T) mm / min
. f[ ap<0.04R R0O.5 45000 800 35000 600 20000 200 ].j ap<0.02 D1 0.4 40000 100 - 400 25000 80 - 350 10000 50 - 250
apl— d l 30<0.06R R1 23000 800 18000 600 10000 200 gt ae=D1 0.5 40000 100 - 500 25000 80 - 400 10000 50 -250
HRC45 1 R1.5 16000 1000 12000 600 6500 200 HRC45 t 0.6 38000 100 - 600 25000 80 - 500 8000 50 - 250
R=Radius R2 12000 1000 9500 700 5000 300 0.7 36000 100 - 700 20000 80 - 600 8000 50 -250
R3 8000 1100 6000 700 3500 300 0.8 34000 100 - 800 20000 80 -700 8000 50 - 250
BLS R4 6000 1200 5000 800 2500 350 0.9 32000 100 - 1000 20000 80 - 800 8000 50 -250
BLM R5 5000 1100 4000 800 2000 350
BLL R6 4000 1000 3000 700 1500 300 EM

m RS 3000 1000 2000 700 1000 300 _
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: EFFICIENCY MILLS A\ EFFICIENCY MILLS A\
S » Small Shank / Square / for o 0 » Square / for o o
Diameter Flute Length . OAL. Shank Dia \ ) Diameter . Flute Length ) O.AL. ) Shank Dia )
E Order No. ‘ D1 l L1 L2 l D2 ‘ Order No. D1 L1 L2 D2
ES 0103 1.0 3 50 3 EA 0104 1.0 3 50 4
ES 0153 1.5 4 50 3 EA 0154 1.5 4 50 4
ES 0203 2.0 6 50 3 EA 0204 2.0 6 50 4
ES 0253 2.5 8 50 3 EA 0254 2.5 8 50 4
ES 0303 3.0 8 50 3 EA 0304 3.0 8 50 4
ES 0303A 3.0 8 75 3 EA 0404 4.0 11 50 4
ES 0303B 3.0 8 100 3 EA 0506 5.0 13 50 6
ES 0404 4.0 11 75 4 EA 0606 6.0 16 50 6
ES 0404A 4.0 11 100 4 EA 0808 8.0 20 60 8
EA 1010 10.0 25 75 10
EA 1212 12.0 30 75 12
EA 1616 16.0 40 100 16
EA 2020 20.0 45 100 20
Finishing Finishing
Semi- Semi-
Finishing Finishing
Planing
r
¥ 1
_‘ D2 L 1 b2
V¥ Recommended cutting condition for EA
V¥ Depth of cut V¥ Recommended cutting condition for ES ¥ Depth of cut MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C FC,FCD,SCM,S50C, SKS..  SCr,SNCM, SKD11, SKD61, NAKRO... SKD11
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
Jf’-‘*_ S45C, FC,FCD, SCM, S50C, SKS..  SCr, SNCM , SKD11, SKD1 , NAKSO.. SKD11 F’-‘*_ HARDNESS ~HRC30 ~HRC50 ~HRC60
i D1<3 ap=0.15D1 & 7 D1<3 ap=0.15D1
1= L= SPEED FEED SPEED FEED SPEED FEED
D1=3 ap=0.25D1 sl 2 ~HIREI0 ~HRC50 ~HRC60 D1=3 ap=0.25D1 QEMEIER (minT) mm / min (min) | mm / min (min1) mm / min
ISt DIAMETER  SPEED FEED SPEED FEED SPEED FEED BIRGES Linsi 1 20000 80 15000 45 11000 30
(min™1) mm { min (min) | mm / min (min™1) mm / min
Jﬂ? ja_‘:‘ 1.5 13600 135 10000 60 9000 40
apl- D1<3 ap=0.05D1 1 20000 80 15000 45 11000 30 apI- D1<3 ap=0.05D1 2 9600 150 8500 50 6000 45
= D153 ap=0.1 D1 1.5 13600 135 10000 60 9000 40 - D1>3 ap=0.1 D1 3 6500 200 5800 75 4000 60
HRC45 t 2 9600 150 8500 50 6000 45 HRC45 ae=D1 4 5500 250 4000 80 3200 60
3 6500 200 5800 75 4000 60 5 4500 300 3000 80 2500 70
4 5500 250 4000 80 3200 60 6 4000 300 2500 80 2200 70
8 3500 350 2200 a0 1700 70
10 3000 400 2000 90 1500 70
ES 12 2500 400 1500 100 1000 70

n 16 2000 400 1200 100 800 70
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‘ EFFICIENCY MILLS
D1
Finishing
Semi-
Finishing
V¥ Depth of cut
.:lap aps1.5 D1
1 @es0.1 D1
3
HRC45 ,
_’lap apsD1
1 262005 D1
A
HRC45
EB
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» Square /for @ @

Flute Length

— ‘ Diag:ter w e ol.fxz.l_, l ShaI;I; Dia ‘
EB 0104 1.0 3 50 4
EB 0154 1.5 4 50 4
EB 0202 2.0 6 50 2
EB 0204 2.0 6 50 4
EB 0254 2.5 8 50 4
EB 0303 3.0 8 50 3
EB 0304 3.0 8 50 4
EB 0404 4.0 11 50 4
EB 0505 5.0 13 50 5
EB 0506 5.0 13 50 6
EB 0606 6.0 16 50 6
EB 0707 7.0 18 60 7
EB 0808 8.0 20 60 8
EB 1010 10.0 25 75 10
EB 1212 12.0 30 75 12
EB 1414 14.0 35 100 14
EB 1616 16.0 40 100 16
EB 1818 18.0 45 100 18
EB 2020 20.0 45 100 20
¥ Recommended cutting condition for EB
Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels

MATERIAL

545C  FC,FCD, SCM, S50C , SKS...

SCr, SNCM, SKD11 , SKDB1 , NAKSO...

HARDNESS ~HRC30 ~HRC50 ~HRC60
DIAMETER SPEED FEED SPEED FEED ‘ SPEED FEED ‘
{min} mm / min (rmin mm / min (min-1} mm / min
1 22000 400 18000 200 9000 140
1.5 12000 500 11000 280 5200 150
2 10000 550 10000 280 4600 170
3 9000 600 5500 310 3500 220
4 6000 600 5000 400 2200 220
5 4800 750 4000 400 1700 240
6 4500 800 3800 420 1600 300
8 3500 820 2800 420 1000 300
10 3000 820 1800 420 900 300
12 2000 820 1600 350 800 300
16 1500 650 1000 300 500 150
20 1200 600 900 300 400 150

EFFICIENCY MILLS

3 Flutes

Finishing

Semi-
Finishing

¥ Depth of cut

—F ap
7" ap=15D1

2e<0.2 D1
[
de
=
aps=0.5 D1
ap
I’ i aes<D1
HRC45 |
Ta
A P ap=D1
3e<0.05 D1
oy
de
|_§_a
ap]_/ ap=0.05 D1
E aesD1
HRC45 t
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» Square /for @ @

i

Diameter Flute Length O.AL. Shank Dia
Order No. D1 L1 L2 ‘ D2
EC 0304 3.0 8 50 4
EC 0404 4.0 11 50 4
EC 0506 5.0 13 50 6
EC 0606 6.0 16 50 6
EC 0808 8.0 20 60 8
EC 1010 10.0 25 75 10
EC 1212 12.0 30 75 12
EC 1616 16.0 40 100 16
EC 2020 20.0 45 100 20
¥ Recommended cutting condition for EC
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C , FC,FCD, SCM, $50C , SKS SCr, SNCM , SKD11, SKDG1 , NAKBO... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
DIAMETER  SPEED FEED SPEED FEED SPEED FEED
(min") mm / min (min") mm / min (min™™) mm { min
3 8000 550(300) 5500 300(100) 3500 200(95)
4 6500 550(300) 4500 300(100) 2200 200(95)
5 5000 800(400) 3600 350(120) 1800 210(100)
6 4000 800(400) 2800 350(120) 1500 210(110)
8 3500 800(400) 2600 350(120) 1300 210(100)
10 2500 800(400) 2000 350(120) 1100 210(100)
12 1800 750(350) 1500 350(120) 700 210(100)
16 1400 700(300) 1000 300(100) 500 170(70)

EC



St PU3

ED

EFFICIENCY MILLS

ED

V¥ Depth of cut

> Side Milling

—

ap
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)\
» Square /for @ @ ™
Order No. ‘ Dla;:ter w FIuteLL:nglh Ol.f\z.L, l ShaI;;Dm ‘
ED 0304 3.0 8 50 4
ED 0404 4.0 11 50 4
ED 0506 5.0 13 50 6
ED 0606 6.0 16 50 6
ED 0808 8.0 20 60 8
ED 1010 10.0 25 75 10
ED 1212 12.0 30 75 12
ED 1616 16.0 40 100 16
Finishing
Finiohing
Planing
o
% ¥ Recommended cutting condition for ED
Side Milling
S5/545C/SCM/FC SUS304/5U5316L Ti6AL-4V
ap:1D1 ae:0.5D1 ap:1D1 ae:0.5D1 ap:1D1 ae:0.5D1
onh by onh i tonh e
3.0 12730 1020 8490 440 8490 440
4.0 9550 1150 6370 500 6370 500
5.0 7640 1220 5095 510 5095 510
6.0 6370 1220 4250 510 4250 510
8.0 4780 1150 3185 550 3185 550
10.0 3820 1220 2550 580 2550 580
12.0 3180 1020 2125 510 2125 510
16.0 2390 960 1595 450 1595 450
Slotting
S5/545C/SCM/FC SUS304/5US316L TieAL-4V
ap:101 ap:1D1 ap:1D1
e N T - -
3.0 11450 590 7400 240 7400 240
4.0 8590 680 5600 250 5600 250
5.0 6870 750 4500 300 4500 300
6.0 5730 840 3700 330 3700 330
8.0 4300 820 2800 330 2800 330
10.0 3430 850 2200 340 2200 340
12.0 2860 760 1900 310 1900 310
16.0 2150 720 1400 280 1400 280

EFFICIENCY MILLS

3 Flutes

Roughing

Semi-
Finishing

¥ Depth of cut

— ap

-

-

=
A

HRC45 |

HRC45

aps1.5D1
2es0.2 D1

ap=0.5 D1
de=D1

ap=D1
8e=0.05 D1

ap=0.05 D1
des=D1
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» Square /for @ @

i

Diameter Flute Length OAL. Shank Dia
Order No. D1 L1 L2 D2
EP 0306 3.0 3 50 6
EP 0406 4.0 4 50 6
EP 0506 50 5 50 6
EP 0608 6.0 6 60 8
EP 0810 8.0 8 75 10
EP 1012 10.0 10 75 12
V¥ Recommended cutting condition for EP
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C , FC,FCD,SCM, S50C, SKS..  SCr, SNCM, SKD11, SKD61 , NAKBD... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
DIAMETER  SPEED FEED SPEED FEED SPEED FEED
(i) mm / min (min") mm / min (min™T) mm { min
3 8000 550(300) 5500 300(100) 3500 200(95)
4 6500 550(300) 4500 300(100) 2200 200(95)
5 5000 800(400) 3600 350(120) 1800 210(100)
6 4000 800(400) 2800 350(120) 1500 210(110)
8 3500 800(400) 2600 350(120) 1300 210(100)
10 2500 800(400) 2000 350(120) 1100 210(100)

EP
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= 2
3 EFFICIENCY MILLS EFFICIENCY MILLS A\ =
E I A P Long Shank / Square / for (P ) o E » Long Shank / Square / for () @
Diameter Flute Length . OAL. Shank Dia \ ) Diameter . Flute Length ) O.AL. ) Shank Dia )
Order No. ‘ D1 L1 L2 l D2 ‘ Order No. D1 L1 L2 ‘ D2
ELA 0606 6.0 15 75 6 ELB 0303 3.0 8 75 3
ELA 0606A 6.0 15 100 6 ELB 0404 4.0 11 75 4
ELA 0808 8.0 20 100 8 ELB 0606 6.0 15 75 6
ELA 1010 10.0 25 100 10 ELB 0606A 6.0 15 100 6
ELA 1010A 10.0 25 150 10 ELB 0808 8.0 20 100 8
ELA 1212 12.0 30 100 12 ELB 1010 10.0 25 100 10
ELA 1212A 12.0 30 150 12 ELB 1010A 10.0 25 150 10
ELB 1212 12.0 30 100 12
ELB 1212A 12.0 30 150 12
ELB 1616 16.0 40 150 16
Finishing Finishing
R —
Semi- Semi-
Finishing Finishing
Planing
(.
.
!
| b2 | | b2 |
V¥ Depth of cut ¥ Recommended cutting condition for ELA ¥ Depth of cut V¥ Recommended cutting condition for ELB
MATERIAL Carbon Steels . Alloy Steels Alloy Steels. Tool Steels Hardened Steels VMATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
J-a—e— S45C FC,FCD,SCM,S50C, SKS..  SCr, SNCM, SKD11, SKD61 , NAKSO... SKD11 .--[ap S45C , FC,FCD, SCM, $50C , SKS SCr, SNCM , SKD11, SKDB1, NAKSO... SKD11
ap T D1=3 ap=0.15D1 | ap=1.5D1
| & i - aes0.1 D1 i . <
D1>3 ap=025 D HARDNESS HRC30 HRC50 HRC60 |—!J = HARDNESS HRC30 HRC50 HRC60
HREcas An=mn DIAMETER  SPEED FEED SPEED FEED SPEED FEED HRC45 | DIAMETER SPEED FEED SPEED FEED SPEED FEED
ae (min™1) mm { min (min) | mm / min (min™1) | mm / min in1) | mm / min (min") | mm / min (min™T) mm / min
. lJ o 6 4000 300 2500 80 2200 70 (120 apepn 6 4500 800 3800 420 1600 300
Pl= D153 @p=0.1 D1 8 3500 350 2200 90 1700 70 . 2e=0.05 D1 8 3500 820 2800 420 1000 300
HRC45 t p— 10 3000 400 2000 90 1500 70 lha'e‘l 10 3000 820 1800 420 900 300
12 2500 400 1500 100 1000 70 HRC45 ! 12 2000 820 1600 350 800 300
16 2000 400 1200 100 800 70 16 1500 650 1000 300 500 150
20 1200 600 900 300 400 150
ELA ELB
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