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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.
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ITEM PAGE STRUCTURE

Product Name

MAGIC CUT

. QBM

Item Code
Working Material
Icons

Product specification

h

P Micro Diameter / Ball Nose { far

Product Image

Product diagram Jooe L
Depth of cut

Recommended
cutting condition

www. gt com. tw

R TEE ]

Radius Tlule Lenglh CAL Slank Cia
Hnarhos R ‘ L1 P Lz [i}]
QBN 0024 RO.1 o 50 A
0BM 0034 RO.15 0.6 50 4
(iK1 0044 130 2 O bl 4
QBM 0054 RO.25 10 50 4
ik 0084 12005 12 bl 4
QBM 0074 RO.35 1.4 50 4
0BM 0084 RO.4 18 50 4
QEM 0094 ROAG 18 50 A
0BM 0124 RO.6 2.4 50 4
QEM 0144 RO.7 2.8 50 A
rlE@:ﬂ 64 RO.B 3.2 50 4
ik 0184 1208 368 bl 4
¥ Re aricel catling conetion Tor QBM
Gorbon Seels . Alloy Sxcck Aloy &scek . Teel Stecls Harcenzo Etedls
MATERA 450 STUFCDLBIY 380G ME..  I0r SROM, 54077, 5<D61 W4REL. S0
HARDNESS ~FRZI0 ~FRCEQ ~HRCED
gm_@ SPEED FEZD
RO
RO1S
RO.2
RO.28
Jh; RO.3
ik RD.SS_
RO.4
RO.45

QBM




HGT SOLID CARBIDETOOLS

THE SYSTEM CODE INTRODUCES

Q MAGIC CUT
S SUPER MILL
E EFFICIENCY MILLS
I I.pro
D D MILL
G G.pro
@ DEN.pro
COM COM.pro
EX MAGIC SHANK
T T.pro
C C.pro
CD CD
CR CR
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144

155

160
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170

176

181
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TOLERANCE

Square End Mills  (wm Ball Nose End Mills (mm mm  Shank

m

0~-0.015 RO.5 £0.01 1.0 +0.01 ——

1.5 0~-0.015 R1 +0.01 2.0 +0.01 4 2 g"' 'g'ggg
2.0 0~-0.015 R1.5 +0.01 3.0 +0.01 : 5 R0
25 0~-0.015 R2 +0.01 4.0 +0.01 o e
3.0 0~-0.015 R2.5 +0.01 6.0 +0.01 :10 e
4.0 0~-0.015 R3 +0.01 8.0 +0.01 s T
5.0 0~-0.015 R4 +0.01 10.0 +0.01 A = R o s
6.0 0~-0.015 R5 +0.01 12.0 +0.01 : - T
8.0 0~-0.020 R6 +0.01 16.0 +0.015 '
100  0~-0.020 R8 +0.02
120  0~-0.020 R10 +0.02

16.0 0~ -0.020
20.0 0~ -0.020

Recommended Cutting Instructions

1. In order to enhance processing efficiency and extend life of cutters, please use the balanced chucks with
high rigidity and high accuracy.

2. Make overhang enough for processing. If it's necessary to extend the milling cutter, please be sure to reduce
spindle speed and feed speed.

3. If there's abnormal sound or vibration during processing, please adjust cutting data to prevent cutters from
being influenced or broken.

4. Please choose correct cutting oil to maximize efficiency.

5. The result of cutting data depends on working materials, machines, work clips, programming and etc.
Cutting data are for reference. You may increase cutting data starting from 50%.

Product Catalog Marking and Product Packaging Revision

1. To better distinguish the classification and functions of the products, the processing hardness of the
following products is revised this version.

T SBM. SBMX. SB. SBH. SBK. SBX. SBB. SBLS. SBLM. SBLL. SBLSX. SBLMX.
65 SBLLX. SBC. SBCX. SHA. SEZ. SRA. SRB. SRC. SRCX. SRD. SRDX. SRK.

HRCE5 — HRCB0 SERC. SERCX. SRP. SHB. SBF. SBFX. SEF. EXSB. EXSRD.

b B =

HRCB0 — HRC55

2. The packing and labeling will be modified as follow from the date of 2017.05.01

[HEt JERai T R | HEt [Eeial g
I3 ) - I - )



HGT SOLID CARBIDETOOLS

ICONS

Flutes

3 Putes 4 Autes B Flutes B Flutes
A gR, %
2y k2 :

e ) D ED D ED D

Work Material Hardness (40,5560,65

. Coating

|| Roughing Pitch

Tip Angle (6o°, 907, 1209

(i 70 (3 D 0 I 0

S s | us Juaafon Joc

Fins Rough

Corner Radius (0.1,02,03,05,1,15,2) -
' | R

60°
\ B
Mﬁm EEEE

|| Applications

Statistics For Drills

DEPTH OF CUT

Seml—

DIN h? 30"" 140°
.(‘\_,,

Drills Drills

Drills DIN DIN Shank Cutting
Type Type Type Code Code Diament Flute Angle
Tolerance  Tolerance
SIDE MILLING SLOTTING RADIUS PROFILING
e Be R
J ] /_, .
..:ap | | ap [~ o
. ap| l ‘ l - l
8 HRC45 | HRC45 , HRC45 | ae
HRC45 |
D16mml ap=1.5D @ae=0.02D ap=0.2D ap<0.04R ap=0.02R
D16mm7T ap=15D ae=0.05D ae=D1 ae<0.06R ae=0.02R



SOLID CARBIDE

ISO-Classification

Diameter

WIC+erscytve (%) 91.0
Density (gfem3) 14.40
HV3o (kg/mm2) 1920
HRA (1503738) 93.9
K (MNm-32) 93
TRS (N/mm2) > 4000

A <02
Porosity B 00

c 00
WC-grain size (um) 0.2-0.5

Co (%)

WIC+erscve (%)

Density (g/em3)
HV3o {kg/mm2)
HRA (1503738)
Kic (MNm-312)
TRS (N/mm2)

A
Porosity B

Vi
WC-grain size (um)

www.hgt.com.tw

yle

1SO-Classification

Diameter m
Co %) 10.0
WiICHeryctve (%) 90.0
Density (g/em3) 14.5
HV3o (kg/mm2) 1610
HRA (1S03738) 923
Kic (MNm-312) 10.5
TRS (N/fmm2) > 4000
A <02
Porosity B 00
& 00
WCgrain size  (#m) 0.6

5000nm

2000nm
—

Co % 9 Co % 12 Co % 10
WC incl. Doping (%) 89.83 WC incl. Doping (%) 88 WC incl. Doping (%) a0
Tungsten Carbide CL 20.2um Tungsten Carbide CL 20 4um Tungsten Carbide CL @0.6um

WORK MATERIAL

Low alloy steel

Hardened steel

MATERIAL

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

www.hgt.com.tw

Coating Nanohard- Thickness Friction Max usage  Coating
Type ness(GPa) (pm) Coefficient Temp(°C) Temp(°C)
TIALN . BLACK 30 1-4 0.4 800 4501
AITiIN . BLACK 38 1-4 0.6 900 4501
nACoB . BLUE 45 1-4 0.45 1200 4001
HELICA . COPPER 30 1-4 0.25 1000 4801
CrN N " METAL-SILVER 18 1-7 0.4 700 200 - 400
DLC . BLACK 20 1-3 0.15 400 150 - 250
G100 . BURGUNDY-VIOLET 33 1-4 0.3 500
G200 % " BLUE-GREY 34 1-4 0.55 850
G300 \\ SOFE GOLD 35 1-4 0.4 800
i8 ) GOLD-BRASS 47 1-4 0.45 900
us ) RED-BRASS 35 1-4 0.4 1100
Aldura . BLACK 32 1-4 0.35 1100

TialN

TIALN

G100

G300

HELICA
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COATING APPLICATIONS

C_T_;:::g Introduce coating on different materials
TIALN . BLACK General steel for wet cutting (HRC35-45)
AITiN . BLACK High Hard steel for Dry cutting (HRC45-65)
nACoB . BLUE High Hard steel for Dry cutting (HRC55-65)
HELICA e 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)
G200 % " BLUE-GREY High Hard steel for Dry and wet cutting (HRC55-65)
G300 C‘ SOFE 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)
us \:‘ RED-BRASS High Hard steel for Dry and wet cutting (HRC55-60)
Aldura . BLACK High Hard steel for Dry cutting (HRC55-65)
Diamond ° BLACK GRAY Graphite, Zirconium Oxide

Air Blow

Oilmist

Qil

Water
Soluble

A Hardness(HRC)

Hardened steels high speed and dry milling

nACoB /i8/ Aldura

AITiN / G200 / U5

HELICA / TIALN / G100

CrN/DLC

[ er

ninlum alloys

70
SKH(H)
SKD11(H) 60
HPM38(H)
SKD61(H) 50
NAKS0
MNAKES 40
SCM440
SUS304 30
S45C
S50C 20
10
0

50 100 150 200 250
V(m/min) Velocity
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MAGIC CUT

-t D2 e D1=2R

¥ Depth of cut

e

api'.::%-;‘ l

HRC45 |

ap=0.06R
ae<0.1R

de

| ap<0.03R
apl =
_[‘ ae<0.05R
HRC45 ¢
R=Radius
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Finishing

Semi-
Finishing

Profiling
=7

B

Sl PU3

» Micro Diameter / Ball Nose / for o o

Order No. Ragus Flutell_fngth Ol_f\z_L_ ShaEr;I;Dia
QBM 0024 RO.1 0.4 50 4
QBM 0034 RO.15 0.6 50 4
QBM 0044 RO.2 0.8 50 4
QBM 0054 R0O.25 1.0 50 <k
QBM 0064 RO.3 1.2 50 <
QBM 0074 R0O.35 1.4 50 <t
QBM 0084 RO.4 1.6 50 4
QBM 0094 R0.45 1.8 50 2
QBM 0124 RO.6 2.4 50 4
QBM 0144 RO.7 2.8 50 4
QBM 0164 RO.8 3.2 50 <l
QBM 0184 RO.9 3.6 50 <

V¥ Recommended cutting condition for QBM

Carbon Steels . Alloy Steels

MATERIAL  susc. e, Fe, SoM, S50C, 5K .

HARDNESS ~HRC30
RADIUS SPEED FEED
(min-1) mm / min
RO.1 32000 500 - 600
R0.15 32000 500 - 600
B g | 32000 500 - 600
R0.25 32000 600 - 700
_Rﬁ | 32000 600 - 700
R0.35 32000 700 - 800
R0.4 32000 900 - 1000
R0.45 32000 1000 - 1100

Alloy Steels . Tool Steels
SCr, SNCM , SKD11, SKDG1 | NAKSO...

~HRC50

SPEED FEED

(min-1) mm / min
32000 400 - 500
32000 400 - 500
32000 400 - 500
32000 500 - 600
32000 500 - 600
32000 600 - 700
32000 800 - 900
32000 900 - 1000

Hardened Steels

400

SKD11
~HRC60

SPEED FEED

(min-1) mm / min
25000 300 -
25000 300 - 400
25000 300 - 400
25000 400 - 500
25000 400 - 500
25000 500 - 600
25000 600 - 700
25000 600 - 700

'QBM
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MAGIC CUT

14

L2

— D1=2R

¥ Depth of cut

Be
A ap<0.04R
apl — g
_ ae<0.06R

HRC45 |
Be_
a ]:;-' 1 l ap=0.02R
H ae<0.03R
HRC45 t
R=Radius

QB
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Finishing

Semi-
Finishing

Profiling

[

A\

» Ball Nose / for @ o o

mnit: mm

Srdar i ‘ Ragus ‘ Flute Ll_;angth l ol_fxz_L. ‘ Shal:r;; Dia ‘
QB 0104 RO.5 2 50 4
QB 0106 RO.5 2 50 6
QB 0154 RO.75 3 50 4
QB 0156 RO.75 3 50 6
QB 0204 R1 4 50 4
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
QB 0808 R4 16 60 8
QB 1010 R5 20 75 10
QB 1212 R6 24 75 12
QB 1616 R8 32 100 16
¥ Recommended cutting condition for QB
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C , FC,FCD, SCM, S30C  SKS..  SCr, SNCM, SKD11, SKDE1, NAKSD... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRCGE0
RADUS o | mmimm | ey | mmimm | e | oeime
R1 23000 2000 22000 1800 16000 900
R1.5 16000 2000 15000 1800 11000 900
R2 15000 2400 14000 2000 10000 1300
R3 17000 5500 14000 5000 9000 1500
R4 12000 4000 9000 3000 6200 1400
R5 9000 3500 7000 2800 5200 900
R6 8000 2800 6500 1800 4300 800
R8 7000 2000 5000 1500 3300 700



MAGIC CUT

¥ Depth of cut

de

7 ‘ ap<0.04R
ap | —al
u ae<0.06R
HRC45 |
Be
21 aps<0.02R
apl f
8e<0.03R
HRC45 *
R=Radius
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o

Sl PU3

P Ball Nose / for

60

' Radius ' Flute Length OAL. Shank Dia
Order No. ‘ R ‘ L1 L2 D2
QBG 0404 R2 8 50 4
MQG QBG 0606 R3 12 50 6
QBG 0808 R4 16 60 8
QBG 1010 R5 20 75 10
QBG 1212 R6 24 5 12
Finishing
Semi-
Finishing
Profiling
V¥ Recommended cutting condition for QBG
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C FC FCD,SCM, S50C,SKS..  SCr,SNCM, SKD11, SKDG1 , NAKAD.. SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
RADIUS SPEED FEED SPEED FEED SPEED FEED
(mim-1) | mm / min (mim-1) mm / min (mim-1) | 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 17000 5500 14000 5000 9000 1500
R4 12000 4000 9000 3000 6200 1400
R5 9000 3500 7000 2800 5200 ano
R6 8000 2800 6500 1800 4300 800
R8 7000 2000 5000 1500 3300 700

QBG




Sl PU3

MAGIC CUT

| s |

L2

. D1=2R

¥ Depth of cut

Be
T ap<0.04R
ap|l = g
_ ae<0.06R

HRC45 |
2o
= 0.02R
ap [ o H l dap<
ae<0.03R
HRC45 1
R=Radius

QBR
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A\

» Ball Nose / for @ o o

mm

Radius Flute Length OAL. | Shank Dia )
Order No. ‘ R ‘ L1 l L2 ‘ D2 ‘
QBR 0104 RO.5 2 50 4
QBR 0154 RO.75 3 50 4
QBR 0204 R1 4 50 4
QBR 0306 R1.5 6 50 6
QBR 0406 R2 8 50 6
QBR 0506 R2.5 10 50 6
QBR 0606 R3 12 50 6
QBR 0808 R4 16 60 8
QBR 1010 R5 20 75 10
QBR 1212 R6 24 75 12
V¥ Recommended cutting condition for QBR
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C FC,FCD,SCM, S50C SKS..  SCr, SNCM,SKD11, SKD61, NAKAD... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
RADIUS SPEED FEED ‘ SPEED FEED SPEED FEED
(min-") mm / min (min-1) | mm / min (min-1) 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 17000 5500 14000 5000 9000 1500
R4 12000 4000 9000 3000 6200 1400
R5 9000 3500 7000 2800 5200 900
R6 8000 2800 6500 1800 4300 800
R8 7000 2000 5000 1500 3300 700



Sl PU3

MAGIC CUT ;
P Ball Nose / for @ o o
Q B N Order No. ‘ Ragus ‘ F1ute|_|.fngth l Ol_f\z_t__ | Shal:r;k2Dia
QBN 0104 RO.5 2 50 4
MQG QBN 0106 RO.5 2 50 6
QBN 0154 RO.75 3 50 4
QBN 0156 RO.75 3 50 6
QBN 0204 R1 4 50 4
QBN 0206 R1 4 50 6
QBN 0303 R1.5 6 50 3
QBN 0304 R1.5 6 50 4
QBN 0306 R1.5 6 50 6
QBN 0404 R2 8 50 4
QBN 0406 R2 8 50 6
QBN 0506 R2.5 10 50 6
QBN 0606 R3 12 50 6
b QBN 0808 R4 16 60 8
Fiiaing QBN 1010 R5 20 75 10
Profiing QBN 1212 R6 24 75 12
“.’ QBN 1616 R8 32 100 16
¥V Depth of cut V¥ Recommended cutting condition for QBN
= WATERAL o R0 SO G000 S0 SISO SO0 SOt
o .{::J ‘ l ap<0.04R
8e<0.06R HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 |
RADIUS SPEED FEED SPEED FEED SPEED FEED
ae {min-") | mm / min {min-1y mm / min (min-1) | mm / min
‘ S R1 23000 2000 22000 1800 16000 900
anl = “ l 2e<0.03R R1.5 16000 2000 15000 1800 11000 900
HRC45 * R2 15000 2400 14000 2000 10000 1300
R=Radius R3 17000 5500 14000 5000 9000 1500
R4 12000 4000 9000 3000 6200 1400
R5 9000 3500 7000 2800 5200 900
R6 8000 2800 6500 1800 4300 800
R8 7000 2000 5000 1500 3300 700 QBN
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Sl PU3

MAGIC CUT A N
» Ball Nose / for () o o
' Radits | FiutaLength | OAL | ShankDia
Order No. 2 L1 L2 D2
QBX 0104 RO.5 2 50 4
I?G QBX 0154 RO.75 3 50 4
e D1 i Q‘ QBX 0204 R1 4 50 4
) 2 QBX 0306 R1.5 6 50 6
A\ - QBX 0406 R2 8 50 6
300 QBX 0506 R2.5 10 50 6
QBX 0606 R3 12 50 6
QBX 0808 R4 16 60 8
QBX 1010 R5 20 75 10
| QBX 1212 R6 24 75 12
1 m QBX 1616 R8 32 100 16
L2
Finishing
Semi-
Finishing
1
— | . D1=2R
¥ Depth of cut ¥ Recommended cutting condition for QBX
a MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
| S45C FC,FCD,SCM,S50C,SKS..  SCr,SNCM, SKD11,SKD61, NAKSO.. SKD11
ap [l l ap<0.04R - i
[‘ @e<0.06R HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 | =
RADIUS SPEED FEED SPEED FEED SPEED FEED
ae (min-1) | mm / min | (min-1) | mm / min | (min-1) mm / min
. R1 23000 2000 22000 1800 16000 900
] ap<0.02R . i
ar I l Ae<0.03R R1.5 16000 2000 15000 1800 11000 900
HRC45 ¢ R2 15000 2400 14000 2000 10000 1300
R=Radius R3 17000 5500 14000 5000 9000 1500
R4 12000 4000 9000 3000 6200 1400
R5 9000 3500 7000 2800 5200 900
~ R6 8000 2800 6500 1800 4300 800
QBX R8 7000 2000 5000 1500 3300 700
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MAGIC CUT

L2

D2 = D1=2R

¥V Depth of cut

|-ae
J |
aps<0.04R
N ,
ae<0.06R
HRC45 |
Be
= | ap<0.02R
ap] —4h f
ae<0.03R
HRC45 *
R=Radius
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A

2 Flutes

Finishing

WA |

Semi-
Finishing

Profiling

=y

o

» Ball Nose / for @ o

K

Sl PU3

Order No. Radius ‘ Neck Dia .I Flute Length\ Effective Lengtﬁ OAL. Shank Dia
R D3 L1 L3 L2 D2
QBH 0104 RO.5 0.95 1 3 50 4
QBH 0154 R0O.75 1.45 1 3 50 4
QBH 0204 R1 1.92 2 5 50 4
QBH 0306 R1.5 2.90 S 8 50 6
QBH 0406 R2 3.88 2 10 50 6
QBH 0506 R2.5 4.80 5 13 50 6
QBH 0606 R3 5.80 6 15 50 6
QBH 0808 R4 7.70 8 20 60 8
QBH 1010 RS 9.60 10 25 75 10
QBH 1212 R6 11.50 12 30 75 12

Carbon Steels . Alloy Steels

V¥ Recommended cutting condition for QBH

Alloy Steels . Tool Steels

Hardened Steels

MATERIAL
S45C FC FCD,SCM, S50C SKS..  SCr, SNCM,SKD11,SKD61, NAKSO.. SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
RADIUS SPEED FEED SPEED FEED SPEED FEED
(min-1) | mm / min (min-1) mm / min (min-1) i 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 17000 5500 14000 5000 9000 1500
R4 12000 4000 9000 3000 6200 1400
R5 9000 3500 7000 2800 5200 900
R6 8000 2800 6500 1800 4300 800
R8 7000 2000 5000 1500 3300 700

QBH



Sl PU3

MAGIC CUT A N

B H » Ball Nose / for @ o G
1 Radius | Neck Dia 1 Flute Lengthﬂ Effective Length\' OAL. ) Shank Dia-:
Order-No. R D3 L1 L3 L2 D2

QBHN 0104 RO0.5 0.95 1 3 50 4
I?G QBHN 0154 R0.75 1.45 1 3 50 4
QBHN 0204 R1 1.92 2 5 50 4
QBHN 0306 R1.5 2.90 3 8 50 6
QBHN 0406 R2 3.88 4 10 50 6
QBHN 0506 R2.5 4.80 5 13 50 6
QBHN 0606 RS3 5.80 6 15 50 6
QBHN 0808 R4 7.70 8 20 60 8
QBHN 1010 RS5 9.60 10 25 75 10
QBHN 1212 RE6 11.50 12 30 75 12
Finishing
Semi-
Finishing
Profiling
D2 - Di1=Z2R
¥ Depth of cut V¥ Recommended cutting condition for QBHN
as MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
[=5] S45C FC,FCD,SCM,S50C ,SKS..  SCr,SNCM, SKD11,SKD61, NAKSD... SKD11
o ' A l ap<0.04R
ae<0.06R HARDNESS ~HRC30 ~HRC50 ~HRCG0
HRC45 |
RADIUS SPEED FEED SPEED FEED SPEED FEED
ae (min-1) i mm / min | (min-1) i mm / min (min-1) mm / min
< R1 23000 2000 22000 1800 16000 900
£ ap<0.02R
. H l s R1.5 16000 2000 15000 1800 11000 900
HRCA45 * R2 15000 2400 14000 2000 10000 1300
R=Radius R3 17000 5500 14000 5000 9000 1500
R4 12000 4000 9000 3000 6200 1400
RS 9000 3500 7000 2800 5200 900
R6 8000 2800 6500 1800 4300 800
QBHN RS 7000 2000 5000 1500 3300 700
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Sl PU3

MAGIC CUT A N
BHYV =228 .
| Radius | NeckDia | Flutelength Effeciveleng| OAL. | Shank Dia |
Order'No. R D3 L1 L3 L2 D2
QBHV 0104 RO.5 0.95 1 3 50 4
QBHV 0154 RO.75 1.45 1 3 50 4
QBHV 0204 R1 1.92 2 5 50 4
QBHYV 0306 R1.5 2.90 3 8 50 6
QBHYV 0406 R2 3.88 4 10 50 6
QBHYV 0506 R2.5 4.80 5 13 50 6
QBHV 0606 R3 5.80 6 15 50 6
QBHYV 0808 R4 7.70 8 20 60 8
QBHV 1010 R5 9.60 10 25 75 10
QBHV 1212 R6 11.50 12 30 75 12
Finishing
Semi-
Finishing
1
- D2 | D1=2R
¥ Depth of cut ¥ Recommended cutting condition for QBHV
B MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
B SA5C FC,FCD,SCM,S50C,SKS..  SCr,SNCM,SKD11, SKDB1 , NAKSD... SKD11
of ] l ap=0.04R ! Il |
}‘ 2e<0.06R HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 |
RADIUS SPEED FEED SPEED FEED SPEED FEED
ae (mim-1) | mm / min | (mim-1) mm / min | (mim-1) | mm / min
{5 R1 23000 2000 22000 1800 16000 900
— ap<0.02R J
ar. 9 ;‘ l SR R1.5 16000 2000 15000 1800 11000 900
HRCA45 * ~ R2 15000 2400 14000 2000 10000 1300
R=Radius R3 17000 5500 14000 5000 9000 1500
R4 12000 4000 9000 3000 6200 1400
R5 9000 3500 7000 2800 5200 900
R6 8000 2800 6500 1800 4300 800
RS 7000 2000 5000 1500 3300 700 QBHYV
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Sl PU3

MAGIC CUT A N
B H » Ball Nose / for () o o
] Radius ) Neck Dia ] Flute Length-. Effective Length\ OAL ‘ Shank Dia-.'
Order:Na. R D3 L1 L3 L2 D2
QBHX 0104 RO0.5 0.95 1 3 50 4
I?G QBHX 0154 R0.75  1.45 1 3 50 4
AR D1 i Q‘ QBHX 0204 R1 1.92 2 5 50 4
.N\f’-'* i QBHX 0306 R1.5 2.90 3 8 50 6
R QBHX 0406 R2 3.88 4 10 50 6
é ' QBHX 0506 R2.5 4.80 o 13 50 6
§ tf.L.S QBHX 0606 R3 5.80 6 15 50 6
: QBHX 0808 R4 7.70 8 20 60 8
44 QBHX 1010 RS5 9.60 10 25 75 10
QBHX 1212 RS6 11.50 12 30 75 12
!
L2
Finishing
Semi-
Finishing
|
— D2 | . D1=2R
¥ Depth of cut ¥ Recommended cutting condition for QBHX
e MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
i S45C FC FCD,SCM,S50C ,SKS..  SCr,SNCM, SKD11,SKD61, NAKS0.. SKD11
- Y l ap<0.04R S
]‘ ae<0.06R HARDNESS ~HRC30 ~HRC50 ~HRC60
HRCA45 ,
RADIUS SPEED FEED SPEED FEED SPEED FEED
e (min-1) mm / min (min-1) mm / min (min-1) mm / min
; R1 23000 2000 22000 1800 16000 900
— ap<0.02R bt
. 8 1‘ l s R1.5 16000 2000 15000 1800 11000 900
HRCAS5 ¢ R2 15000 2400 14000 2000 10000 1300
R=Radius R3 17000 5500 14000 5000 9000 1500
L R4 12000 4000 9000 3000 6200 1400
R5 9000 3500 7000 2800 5200 900
R6 I 8000 2800 6500 1800 4300 800
QBHX RS 7000 2000 5000 1500 3300 700
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Sl PU3

MAGIC CUT
BLS M L P Long Shankf Ball Nose I for ) o o it
Radius | FlueLength | OAL | ShankDia
Order:No. R L1 L2 D2
QBLS 0206 R1 4 T5 6
MQG QBLS 0306 R1.5 6 75 6
S - ,f’ QBLS 0406 R2 8 75 6
e QBLS 0506 R2.5 10 75 6
QBLS 0606 R3 12 75 6
B QBLS 0808 R4 16 75 8
QBLM 0606 R3 12 100 6
QBLM 0808 R4 16 100 8
QBLM 1010 R5 20 100 10
! QBLM 1212 R6 24 100 12
QBLL 1010 R5 20 150 10
QBLL 1212 R6 24 150 12
L2 QBLL 1616 R8 32 150 16
ALt QBLL 2020 R10 40 150 20
Semi-
Finishing
Profiling
1
.| | ., D1=2R
¥V Depth of cut ¥ Recommended cutting condition for QBLS. QBLM. QBLL
e MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
= S45C FC,FCD,SCM,S50C, SKS..  SCr,SNCM, SKD11,SKDB1 , NAKSD.. SKD11
l ap<0.04R |
]‘ H @e<0.06R HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 |
RADIUS SPEED FEED SPEED FEED SPEED FEED
ae (min-1) | mm / min | (min-1) mm / min | (min-1) | mm / min
R1 23000 2000 22000 1800 16000 900
1 ap=0.02R SO
7 " l ey R1.5 16000 2000 15000 1800 11000 900
HRC45 * R2 15000 2400 14000 2000 10000 1300
R=Radius R3 13000 3200 11000 2000 9000 1500
R4 9000 2300 8000 1500 6200 1400
R5 7500 1900 6500 1200 5200 90  opLs
R6 6300 1600 5500 1000 4300 800 QBLM
RS 4500 1200 3800 800 3300 700 QBLL
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Sl PU3

MAGIC CUT A N
BL Sx M » Long Shank / Ball Nose / for () @ @ -
_ Raditis | Fiito Length | OAL | ShankDia
[ [ Order N R L1 L2 D2
QBLSX 0206 R1 4 75 6
'?G QBLSX 0306 R1.5 6 75 6
& D1 i Q‘ QBLSX 0406 R2 8 75 6
: 2 QBLSX 0506 R2.5 10 o) 6
= QBLSX 0606 R3 12 75 6
30 QBLSX 0808 R4 16 75 8
QBLMX 0606 R3 12 100 6
QBLMX 0808 R4 16 100 8
QBLMX 1010 R5 20 100 10
QBLMX 1212 R6 24 100 12
QBLLX 1010 R5 20 150 10
m QBLLX 1212 R6 24 150 12
L2 QBLLX 1616 R8 32 150 16
ERisng QBLLX 2020 R10 40 150 20
Semi- -
Finishing
1
. D2 | pi=w
¥ Depth of cut ¥ Recommended cutting condition for QBLSX. QBLMX. QBLLX
e MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
i S45C FC,FCD,SCM, S50C ,SKS..  SCr,SNCM, SKD11,SKD61, NAKS0. . SKD11
ap [ l ap<0.04R _—
]‘ ae<0.06R HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 ,
RADIUS SPEED FEED SPEED FEED SPEED FEED
e (min-1) | mm / min | (min-1) | mm / min | (min-1) mm / min
- R1 23000 2000 22000 1800 16000 900
] ap<0.02R et Al
.. 1‘ I s R1.5 16000 2000 15000 1800 11000 900
HRCAS5 ¢ R2 15000 2400 14000 2000 10000 1300
R=Radius R3 13000 3200 11000 2000 9000 1500
R4 lll 9000 2300 8000 1500 6200 1400
QBLSX R5 7500 1900 6500 1200 5200 900
QBLMX  R6 6300 1600 5500 1000 4300 800
QBLLX
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Sl PU3

MAGIC CUT A
» Power Ball Nose / for (3) o o

Radius Neck Dia | Flute Length Effective Length OAL. Shank Dia

Qrsdarblo. 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 192 3 6 50 6
2 Fiutes QBP 0306 R1.5 2.90 4 8 50 6
QBP 0306A R1.5 2.90 4 8 Fi=) 6
5o QBP 0406 R2 3.88 ) 10 50 6
QBP 0406A R2 3.88 5 10 TH 6
QBP 0606 R3 5.80 6 12 50 6
QBP 0606A R3 5.80 6 16 75 6
QBP 0808 R4 7.0 8 16 60 8
QBP 0808A R4 7.70 8 25 100 8
M QBP 1010 R5 9.60 10 20 75 10
QBP 1010A R5 9.60 10 30 100 10
Roughing QBP 1212 R6 1150 12 25 TH 12
i j QBP 1212A R6 14.50 12 35 100 12
Profiling
1
_ '« Di=2R
¥V Depth of cut ¥ Recommended cutting condition for QBG
Alloy Steels . Tool Steels Alloy Steels . Tool Steels Hardened Steels
"'a'e“i MBIERAL SCr, SNCM  SKD11 , SKD61 , NAKSD... SKD61 SKD11
o ;.::i | l ap<0.04R S—
@e<0.06R HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 | = |
RADIUS SPEED FEED SPEED FEED SPEED FEED
2 (min-1) | mm / min | (min-1) mm / min | (min-1) | mm / min
= R1 45000 2000 18000 1500 12000 1200
s WY ap=0.02R S
° 2 ,‘ l S R1.5 42000 2000 18000 1500 12000 1200
HRC45 * R2 15000 3000 18000 1500 12000 1200
R=Radius R3 13000 5000 11000 3500 8000 1700
R4 9000 3000 8000 2000 4000 1400
R5 7500 2500 6500 1800 3500 1300

QBP

www.hgt.com.tw



Sl PU3

MAGIC CUT A N
» Power Ball Nose / for (%) o o o
Order N ] Radius Neck Dia i Flute Lengthﬁ Effective Length\' OAL. ) Shank Dia-.'
rder No. R D3 L1 L3 L2 D2
QBPG 0606 R3 5.80 6 12 50 6
QBPG 0606A R3 5.80 6 16 75 6
QBPG 0808 R4 =70 8 16 60 8
QBPG 0808A R4 7.70 8 25 100 8
% QBPG 1010 R5 9.60 10 20 74s) 10
! so QBPG 1010A R5 9.60 10 30 100 10
gy % QBPG 1212 R6 11.50 12 25 AL 12
QBPG 1212A R6 11.50 12 35 100 12
! E
L2
Roughing
Profiling
|2
_— <« Di1=2R
¥ Depth of cut ¥ Recommended cutting condition for QBPG
Alloy Steels . Tool Steels Alloy Steels . Tool Steels Hardened Steels
'?'e"i MAJERIAL SCr, SNCM , SKD11, SKD61 , NAKSD... SKDE1 SKD11
ao [la) l ap<0.04R -.
]‘ ae<0.06R HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 |
RADIUS SPEED FEED SPEED FEED SPEED FEED
e (min-1) | mm / min | (min-1) | mm / min | (min-1) mm / min
_. R1 45000 2000 18000 1500 12000 1200
— ap<0.02R e
. 8 ]‘ l e R1.5 42000 2000 18000 1500 12000 1200
HRCAS5 ¢ R2 15000 3000 18000 1500 12000 1200
R=Radius R3 13000 5000 11000 3500 8000 1700
R4 9000 3000 8000 2000 4000 1400
R5 7500 2500 6500 1800 3500 1300

QBPG
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MAGIC CUT

QE

L2

D2

¥V Depth of cut

e
mi
ap| _ ap=0.1 D1
aesD1
HRC45 |
12e
.:---"! |
ap| _ ap<0.02 D1
aesD1
HRC45
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Q
MG

2 Flutes

HEORE

Finishing

Semi-
Finishing

W

Sl PU3

» Micro Diameter / Square / for () @ @

Ordor No. DiaS1$ter FIuteLLfngth Ol_f\z_L_ 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 EC
QEM 0074 0.7 1.4 50 E
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 EC

V¥ Recommended cutting condition for QEM

MATERIAL

Carbon Steels . Alloy Steels

S45C FC,FCD, SCM, S50C, SKS...

HARDNESS
DIAMETER SPEED
(min-T)
0.2 40000
0.3 40000
~ 04 40000
0.5 40000
06 38000
0.7 36000
0.8 34000
0.9 32000

~HRC30

FEED

mm / min

100 - 300
100 - 350
100 - 400
100 - 500
100 - 600
100 - 700
100 - 800
100 - 1000

Alloy Steels . Tool Steels

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

~HRC50

SPEED FEED

(min-1) mm / min
30000 80 - 250
30000 80 - 300
25000 80 - 350
25000 80 - 400
25000 80 - 500
20000 80 - 600
20000 80-700
20000 80 - 800

Hardened Steels

SKD11

~HRC60

SPEED
(min-")
15000
15000
10000
10000

8000
8000
8000
8000

FEED

mm / min

50 - 150

50 - 200

50 - 250

50 - 250

50 - 250

50 - 250
50-250
50-250 QEM



Sl PU3

MAGIC CUT

D2

¥ Depth of cut

..-Tap

I-§é4
D1 6mml ap=15D1 ae=0.02D1
D1 6mmT ap=15D1 ae=0.05D1

HRC45 |

..--ap

-
de
D1 6mm /| @ap=15D1 ae=0.01D1

HRC45 t

D1 6mmT @p=15D1 @e=0.02D1
e,
_I__/
ap]__’_ ‘
HRC45 | ap<0.2D1 ae=D1

QEB

www.hgt.com.tw

Finishing

Semi-
Finishing

A\

» Square / for (3) o

m

Order No Diameter Flute Length OAL. Shank Dia
’ D1 L1 L2 D2
QEB 0104 1.0 3 50 4
QEB 0154 1.5 4 50 4
QEB 0204 2.0 6 50 4
QEB 0303 3.0 8 50 3
QEB 0304 3.0 8 50 4
QEB 0404 4.0 11 50 4
QEB 0506 50 13 50 6
QEB 0606 6.0 16 50 6
QEB 0808 8.0 20 60 8
QEB 1010 10.0 25 5 10
QEB 1212 12.0 30 5 12
QEB 1616 16.0 40 100 16
QEB 2020 20.0 45 100 20
¥ Recommended cutting condition for QEB
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C  FC,FCD,SCM, S50C, SKS..  SCr, SNCM , SKD11, SKD61, NAKBO... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
DIAMETER SPEED FEED SPEED FEED SPEED FEED
{min-1) | mm / min (min-1) mm / min (min-") mm / min
3 20000 2000 16000 1000 9000 500
4 19000 2000 12000 1300 6000 550
n 5 13000 1800 10000 1400 5000 500
E: 6 10000 3000 8000 1500 4500 700
s 8 8000 3200 5000 1300 3500 600
=
E‘- 10 7000 3000 4500 1200 3000 500
b 12 5000 2000 4000 1100 2000 500
16 4000 1800 3500 1000 1800 450
20 3500 1600 3000 1000 1300 450
3 20000 2000 20000 1200 16000 1200
4 16000 2000 16000 1200 12000 1300
5 13000 1800 13000 1100 10000 1400
6 10000 3000 10000 2100 8000 1500
8 8000 2900 8000 1800 6000 1400
10 7000 2800 6000 1700 5000 1300
12 5000 2300 5500 1700 4500 1200
16 3500 1800 4500 1800 3500 1200
20 3000 1400 3000 1500 2600 1100



SIi' PU3

MAGIC CUT

E BG P Square / for () ° G po—
Diameter i Flute Length OAL 1 Shank Dia

QOrder:No. ‘ D1 ‘ L1 L2 D2

QEBG 0404 4.0 11 50 4

M% QEBG 0606 6.0 16 50 6

QEBG 0808 8.0 20 60 8

QEBG 1010 10.0 25 75 10

QEBG 1212 12.0 30 75 12

Finishing

WA |

Semi-

Finishing

D2

¥ Recommended cutting condition for QEBG

MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C,FC,FCD,SCM S50C,SKS..  SCr,SNCM, SKD11, SKD61, NAKBO.. SKD11
¥ Depth of cut
) HARDNESS ~HRC30 ~HRC50 ~HRC60
e
HRC45 | DIAMETER  SPEED FEED SPEED FEED SPEED FEED
I. (min-1) | mm / min (min-1) mm / min (min-1) | mm / min
ke
D1 6mml @p=15D1 @e=0.02 D1 . 4 19000 2000 12000 1300 6000 550
D1 6mmT @ap=15D1 @ae=0.05D1 Qﬁ' 5 13000 1800 10000 1400 5000 500
% - 2 6 10000 3000 8000 1500 4500 700
[ HRC45 1 E 8 8000 3200 5000 1300 3500 600
. E | 10 7000 3000 4500 1200 3000 500
o~ | 12 5000 2000 4000 1100 2000 500
D1 6mm] @ap=15D1 @&e=0.01D1
D1 6mm7T @ap=1.5D1 @&e=0.02D1
3 4 16000 2000 16000 1200 12000 1300
=S 5 13000 1800 13000 1100 10000 1400
ap T'/ 6 10000 3000 10000 2100 8000 1500
i 8 8000 2900 8000 1800 6000 1400
HRC45 | ap<02D1 ae=D1 10 7000 2800 6000 1700 5000 1300
12 5000 2300 5500 1700 4500 1200 QEBG

www.hgt.com.tw



Sl PU3

MAGIC CUT A\

E B N » Square / for (3) ° o
| Diameter ] Flute Length OAL. ) Shank Dia |
Order No. ‘ D1 L1 L2 ‘ D2 ‘

QEBN 0304 3.0 8 50 4

M% QEBN 0404 4.0 11 50 4

QEBN 0506 50 13 50 6

QEBN 0606 6.0 16 50 6

QEBN 0808 8.0 20 60 8

QEBN 1010 10.0 25 75 10

QEBN 1212 12.0 30 75 12

QEBN 1616 16.0 40 100 16

QEBN 2020 20.0 45 100 20

Finishing

Semi-
Finishing

¥ Recommended cutting condition for QEBN

MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
—t S45C,FCFCD,SCM S50C,SKS..  SCr,SNCM, SKD11, SKD61 , NAKBO.. SKD11
HARDNESS ~HRC30 ~HRC50 ~HRCGE0
DIAMETER  SPEED FEED SPEED FEED SPEED FEED
{min-1) | mm / min (min-) | mm / min | (min-1) mm / min
¥ Depth of cut 20000 2000 16000 1000 9000 500
19000 2000 12000 1300 6000 550
= 13000 1800 10000 1400 5000 500
.ap 10000 3000 8000 1500 4500 700
' HRC45 8000 3200 5000 1300 3500 600
lEéJ 7000 3000 4500 1200 3000 500
D1 6mm) a@p=15D1 ae=0.02D1 5000 2000 4000 1100 2000 500
D1 6mmT @ap=15D1 ae=0.05D1 4000 1800 3500 1000 1800 450
'__.ap 3500 1600 3000 1000 1300 450
' HRC451
L!I 20000 2000 20000 1200 16000 1200
de 16000 2000 16000 1200 12000 1300
D1 6mml @ap=15D1 @&e=0.01D1
D1 6mm] @p=15D1 8e=002D1 13000 1800 13000 1100 10000 1400
B 10000 3000 10000 2100 8000 1500
- 8000 2900 8000 1800 6000 1400
ap Ii ‘ 7000 2800 6000 1700 5000 1300
[ 5000 2300 5500 1700 4500 1200
HRC45 | ap<0.2D1 3500 1800 4500 1800 3500 1200
QEBN 3000 1400 3000 1500 2600 1100
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Sl PU3

MAGIC CUT
E Bv ' square /for () @ @ ;
Diaiicter. | EhiloLangth | OAL | ShankDia
Order No. D1 L1 L2 D2
QEBV 0304 3.0 8 50 4
MQG QEBV 0404 4.0 11 50 4
o | QEBV 0506 5.0 13 50 6
[ QEBV 0606 6.0 16 50 6
QEBV 0808 8.0 20 60 8
| QEBV 1010 10.0 25 75 10
d | % QEBV 1212 12.0 30 75 12
'. QEBV 1616 16.0 40 100 16
| E QEBV 2020 20.0 45 100 20
|
K.
L2

Finishing

Semi-
Finishing

¥V Recommended cutting condition for QEBV

MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
! S45C, FC,FCD,SCM , S50C, SKS..  SCr,SNCM, SKD11, SKD61, NAKS0... SKD11
i D2 — I ——
HARDNESS ~HRC30 ~HRC50 ~HRC60
DIAMETER SPEED FEED SPEED FEED | SPEED FEED
(min~1) | mm / min (min-1) mm / min (min-1) mm / min
¥ Depth of cut 3 20000 2000 16000 1000 9000 500
4 19000 2000 12000 1300 6000 550
5 13000 1800 10000 1400 5000 500
(a0 6 10000 3000 8000 1500 4500 700
- HRC45, 8 8000 3200 5000 1300 3500 600
_|
b = 10 7000 3000 4500 1200 3000 500
D1 6mml @p=15D1 @e=0.02 D1 12 5000 2000 4000 1100 2000 500
D1 6mm1 @p=15D1 @e=0.05D1 . 16 4000 1800 3500 1000 1800 450
Hag 20 3500 1600 3000 1000 1300 450
" HRC45t
._ 3 20000 2000 20000 1200 16000 1200
ae’ 4 16000 2000 16000 1200 12000 1300
D1 6mml ap=15D1 ae=0.01D1 | —
DI 6mm1 @p=15D1 4e=0.02 D1 5 13000 1800 13000 1100 10000 1400
" 6 10000 3000 10000 2100 8000 1500
B el  IE 8000 2900 8000 1800 6000 1400
- 2 K 7000 2800 6000 1700 5000 1300
g | 12 5000 2300 5500 1700 4500 1200
HRC45 | ap<02D1 . 16 3500 1800 4500 1800 3500 1200
20 3000 1400 3000 1500 2600 1100 QEBY
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Sl PU3

MAGIC CUT

¥ Depth of cut

ap / ap=0.1 D1
" i Ae<D1
HRC45 ,
de
i'--4
= l/ h ap=<0.02 D1
T ae<D1
HRC45 !

QEX

www.hgt.com.tw

Finishing

Semi-
Finishing

A\

» Square / for

60

Diameter Flute Length OAL | ShankDia |
Orier NG ‘ D1 ‘ L1 l L2 ‘ D2 ‘
QEX 0304 3.0 8 50 4
QEX 0404 4.0 11 50 4
QEX 0506 5.0 13 50 6
QEX 0606 6.0 16 50 6
QEX 0808 8.0 20 60 8
QEX 1010 10.0 25 F e 10
QEX 1212 12.0 30 7D 12
QEX 1616 16.0 40 100 16
QEX 2020 20.0 45 100 20
¥ Recommended cutting condition for QEX
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C FC,FCD,SCM, S50C ,SKS..  SCr,SNCM, SKD11,SKD61, NAKS0.. SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC6E0
DIAMETER  SPEED FEED SPEED FEED SPEED FEED
(min-1) i mm / min (min-1) i mm / min (min-1) mm / min
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



MAGIC CUT

QELB

4 Fiutes

BORA =

L2
| Finishing

| Semi-
Finishing

¥ Depth of cut

“la
%" ap=15D1

n ae=0.1 D1
o
HRC45 |
1% ap=1D1
n @e=0.05 D1
‘ae’
HRC45 t

www.hgt.com.tw

Sl PU3

P Long Shankf Square / for

00

Order No. DlaS1$ter FIuteLLfngth
QELB 0606 6.0 15
QELB 0606A 6.0 15
QELB 0808 8.0 20
QELB 1010 10.0 25
QELB 1212 12.0 30

OAL
L2

75
100
100
100
100

Shank Dia
D2

6

6

8
10
12

¥ Recommended cutting condition for QELB

Carbon Steels . Alloy Steels
S45C  FCFCD, SCM, S50C , SKS...

MATERIAL Alloy Steels . Tool Steels

Hardened Steels

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

HARDNESS ~HRC30 ~HRC50
DIAMETER SPEED FEED SPEED FEED
in1) mm / min (min-1) mm / min
6 4500 800 3800 420
8 3500 820 2800 420
10 3000 820 1800 420
12 2000 820 1600 350

SKD11

~HRC60

SPEED
(min-1)
1600
1000
900
800

FEED

mm / min

300
300
300
300

QELB




Sl PU3

MAGIC CUT A N
D » Corner Radius / for () o o
Diameter Corner R Flute Length OAL. Shank Dia
QrdarNo; D1 R Th L2 D2
QRD 0102 1.0 0.2 2 50 4
I?G QRD 01502 1.5 0.2 3 50 a4
D1 % "~ QRD 01503 1.5 0.3 S 50 4
3 A e QRD 0202 2.0 0.2 4 50 4
ﬁ% QRD 0203 2.0 0.3 4 50 4
QRD 0205 2.0 0.5 4 50 4
QRD 0302 3.0 0.2 6 50 3
% QRD 0305 3.0 0.5 6 50 3
QRD 0402 4.0 02 8 50 4
QRD 0405 4.0 0.5 8 50 4
(\—ﬂ QRD 0410 4.0 1.0 8 50 4
QRD 0605 6.0 0.5 12 50 6
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
m ~ QRD 1005 10.0 0.5 20 75 10
QRD 1010 10.0 1.0 20 75 10
Finishing QRD 1020 10.0 2.0 20 75 10
Semi- ~ QRD 1030 10.0 3.0 20 75 10
il QRD 1205 12.0 0.5 24 75 12
QRD 1210 12.0 1.0 24 75 12
m QRD 1220 120 2.0 24 75 12
QRD 1230 12.0 3.0 24 75 12
¥ Depth of cut ¥ Recommended cutting condition for QRD
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
n R S45C FC,FCD,SCM S50C,SKS..  SCr,SNCM, SKD11, SKDE1 , NAKSD.. SKD11
ap T [/R ap<0.02R I |
l l 8e<0.02R HARDNESS ~HRC30 ~HRC50 ~HRCE0
HRC45 | -
" DIAMETER SPEED FEED SPEED FEED SPEED FEED
(min-1) mm / min (min-1) mm / min (min-1) mm / min

e it 2 26000 1600 16500 1000 7500 300
n T, 3 19000 1800 12000 1200 5400 360
P HRC45 * 4 16000 3200 10000 1900 4800 480
R=Corner 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
QRD 12 6000 2800 3600 1400 1800 600
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Sl PU3

MAGIC CUT A N
G P Corner Radius / for (3} o o ciE
| Diameter | ComerR | Fitelength| OAL | ShankDia |
Onder:No. D1 R L1 L2 D2
QRDG 0405 4.0 0.5 8 50 4
MQG QRDG 0605 6.0 0.5 12 50 6
D1 s QRDG 0610 6.0 1.0 12 50 6
1 v a QRDG 0805 8.0 0.5 16 60 8
Flutes
%@, QRDG 0810 8.0 1.0 16 60 8
QRDG 1005 10.0 0.5 20 75 10
QRDG 1010 10.0 1.0 20 ¥iio) 10
QRDG 1205 12.0 0.5 24 Fis) 12
QRDG 1210 120 1.0 24 75 12
Finishing
Semi-
Finishing
Profiling
¥ Depth of cut ¥ Recommended cutting condition for QRDG
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
> R . SI5C FC,FCD SCM, SS0C, SKS.  SCr,SNCM SKD11,SKD6! NAKSO.. SKD11
ap 1 R ap<0.02R |
1 J ae<oor HARDNESS ~HRC30 ~HRC50 ~HRCB0
HRC45 | _—
o DIAMETER  SPEED FEED SPEED FEED SPEED FEED
(min-1) mm/min | (min-1) mm / min | (min-1) | mm / min
_'_'_'_fap _— 4 16000 3200 10000 1900 4800 480
n s 6 12000 3600 7200 2200 3500 650
= HRC45 1 8 9600 4000 5600 2200 2700 750
R=Comer R 10 7000 3400 4400 1700 2100 650
12 6000 2800 3600 1400 1800 600

QRDG
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Sl PU3

MAGIC CUT \ -
P Corner Radius / for @’? o o
B | Diameter| ComerR| Neck Dia | Fiute Length| Efecivelengh| O.AL. | Shank Dial
raer No. D1 R D3 L1 ‘ L3 L2 D2

QRHN 0305 3.0 0.5 2.90 3 9 50 6
QRHN 0405 4.0 0.5 3.88 4 12 50 6
QRHN 0605 6.0 0.5 5.80 6 15 50 6
6 6
8 8
8 8

2 2

4 Fiutes QRHN 0610 6.0 1.0 5.80 15 50
‘#ﬁ) QRHN 0805 8.0 0.5 7.70 20 60
QRHN 0810 8.0 1.0 7.70 20 60
% QRHN 1010 10.0 1.0 9.60 10 25 75 10
QRHN 1020 10.0 2.0 9.60 10 25 75 10
(\‘ QRHN 1030 10.0 3.0 9.60 10 25 75 10
R QRHN 1210 12.0 1.0 11.50 12 30 75 12
E QRHN 1220 12.0 2.0 11.50 12 30 75 12
nAcoB
Finishing
Semi-
Finishing
Profiling
¥ Depth of cut ¥ Recommended cutting condition for QRHN
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
s R . S45C FC,FCD,SCM S50C,SKS..  SCr,SNCM,SKD11, SKDE1  NAKSD... SKD11
al= . " aps0oR
g ' 8e<0.02R HARDNESS ~HRC30 ~HRC50 ~HRC6E0
L] HRC45 |
ae DIAMETER  SPEED FEED SPEED FEED SPEED FEED
(min-1) I mm / min {min-1) ! mm / min | (min-1) mm J/ min
e _ 2 26000 1600 16500 1000 7500 300
u s 3 19000 1800 12000 1200 5400 360
e HRC45 1 4 16000 3200 10000 1900 4800 480
R=Corner 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
QRHN 12 6000 2800 3600 1400 1800 600
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Sl PU3

MAGIC CUT Y
Order No.
QRHV 0305 3.0 0.5 2.90 9 50

Q R H » Corner Radius / for (-} o o
QRHYV 0405 4.0 0.5 3.88 12 50

| Diameter| Comer R| Neck Dia | Flute Lengih| Hecivelongh] O.AL. | Shank Dia
3 6
4 6
1 e /Q‘ QRHYV 0605 6.0 0.5 5.80 6 15 50 6
" 8 2
4 8 8
8 8

<

D1 R D3 L1 L3 L2 D2
i D
?L{ 4 Fires QRHV 0610 6.0 1.0 5.80 15 50

4 ﬁﬁ QRHV 0805 8.0 0.5 7.70 20 60
4 a i QRHV 0810 8.0 1.0 7.70 20 60
4 ! i % QRHV 1010 10.0 1.0 9.60 10 25 75 10
ﬂ QRHV 1020 10.0 2.0 9.60 10 25 75 10
D3_| I QRHV 1030 10.0 3.0 9.60 10 25 75 10
R QRHV 1210 12.0 1.0 11.50 12 30 rd= 12
. I QRHV 1220 12.0 2.0 11.50 12 30 75 12
41 B
B
Finishing
Fvaming
Tﬂ
1
¥ Depth of cut ¥ Recommended cutting condition for QRHV
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
N R S45C FCFCD,SCM, S30C ,SKS..  SCr, SNCM, SKD11, SKD61 , NAKSO... SKD11
apT o R ap<002R J |
1 ’ @e<0.02R HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 | S—— :
ae DIAMETER  SPEED FEED SPEED FEED SPEED FEED
min!) | mm/min | (min-T) mm/min | (min) | mm /min
e i 2 26000 1600 16500 1000 7500 300
n Ty 3 19000 1800 12000 1200 5400 360
~ HRC45 1 4 16000 3200 10000 1900 4800 480
R=Comer R 5 14000 3300 8000 2000 3800 500
6 12000 3600 7200 2200 3500 650
—3 N 9600 4000 5600 2200 2700 750
10 7000 3400 4400 1700 2100 650
12 6000 2800 3600 1400 1800 600  QRHV
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Sl PU3

MAGIC CUT A
» Corner Radius / for (3} o o
Q R H x B i, | Diameter| ComerR| Neck Dia | Fiute Length| Efecivelengh| O.AL. | Shank Dial
D1 R D3 L1 L3 L2 D2
QRHX 0305 3.0 0.5 2.90 3 9 50 6
'?G QRHX 0405 4.0 0.5 3.88 4 T2 50 6
I QRHX 0605 6.0 05 580 6 18 50 6
4 Futes ORHX 0610 6.0 1.0 5.80 6 18 50 6
% QRHX 0805 8.0 0.5 7.70 8 24 60 8
QRHX 0810 8.0 1.0 7.70 8 24 60 8
% QRHX 1010 10.0 1.0 9.60 10 30 75 10
QRHX 1020 10.0 2.0 9.60 10 30 75 10
QRHX 1030 10.0 3.0 9.60 10 30 75 10
R QRHX 1210 12.0 1.0 11.50 12 36 75 12
E QRHX 1220 12.0 2.0 11.50 12 36 75 12
Finishing
P
¥ Depth of cut ¥ Recommended cutting condition for QRHX
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
5 R SA5C FC,FCD,SCM, S50C, SKS..  SCr, SNCM , SKD11, SKDG1 , NAK8O... SKDI1
ap iRt /’R ap<0.02R —
1 J aeso0r HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 | ]
ae DIAMETER  SPEED FEED SPEED FEED SPEED FEED
{min-") | mm / min | {min-1) | mm / min | (min-") mm / min
__'_'J"aﬂ i 2 26000 1600 16500 1000 7500 300
n S 3 19000 1800 12000 1200 5400 360
e HRC45 * 4 16000 3200 10000 1900 4800 480
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
QRHX 12 6000 2800 3600 1400 1800 600
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Sl PU3

MAGIC CUT
E RC P Long Shank | Corner Radius / for () o o :
' Diameter | Corner R | Flute Length OAL ] Shank Dia )
GnderiNe D1 R L1 L2 D2
QERC 0605 6.0 0.5 12 75 6
'ﬂQG QERC 0605A 6.0 0.5 12 100 6
bl D1 o Q\ QERC 0610 6.0 1:0 12 75 6
i 4 Fiutes QERC 0610A 6.0 1.0 12 100 6
ﬁﬁ QERC 0805 8.0 0.5 16 100 8
i QERC 0810 8.0 1.0 16 100 8
% QERC 1005 10.0 0.5 20 100 10
QERC 1010 10.0 1.0 20 100 10
(\— QERC 1020 10.0 2.0 20 100 10
!
R QERC 1205 12.0 0.5 24 100 12
QERC 1210 12.0 1.0 24 100 12
E QERC 1220 120 2.0 24 100 12
L2
Finishing
Semi-
Finishing
Profiling
B
¥ Depth of cut ¥ Recommended cutting condition for QERC
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
7 R R S45C FC FCD,SCM, S50C SKS..  SCr, SNCM, SKD11,SKDG1 , NAKSD... SKD11
apT i o ap<0.02R . |
{ ] ’ 8e<0.02R HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 | —
ae DIAMETER  SPEED FEED SPEED FEED SPEED FEED
(min-1) mm / min (min-1) mm / min (min-1) mm / min
e _— 6 12000 3600 7200 2200 3500 650
n s 8 9600 4000 5600 2200 2700 750
. HRC45 * - 10 7000 3400 4400 1700 2100 650
R=Corner R 12 6000 2800 3600 1400 1800 600

QERC
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Sl PU3

MAGIC CUT A N
» Long Shank / Corner Radius / for (3} o o .
S | Diameter| Comer R| Neck Dia | Fiute Length| Efecivelengh| O.AL. | Shank Dial
rderNo.  p1q R D3 L1 L3 L2 D2
QRHLX 0605 6.0 0.5 5.8 6 18 75 6
M‘% QRHLX 0610 6.0 1.0 5.8 6 18 75 6
i D - /Q\ QRHLX 0805 8.0 0.5 7.7 8 24 100 8
' 4 Flutes QRHLX 0810 8.0 1.0 7.7 8 24 100 8
% QRHLX 1005 10.0 0.5 9.6 10 30 100 10
QRHLX 1010 10.0 1.0 9.6 10 30 100 10
% QRHLX 1020 10.0 2.0 9.6 10 30 100 10
QRHLX 1205 12.0 0.5 11.5 12 36 100 12
(\_ QRHLX 1210 12.0 1.0 115 12 36 100 12
R QRHLX 1220 12.0 2.0 11.5 12 36 100 12
Finishing
Semi-
Finishing
Profiling
¥ Depth of cut ¥ Recommended cutting condition for QRHLX
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
- SA5C FC,FCD SCM, S50C, SKS.  SCr SNCM SKD11 SKDB1, NAKBD. SKD11
a ap<0.02R | il ! .
] l 8e<0.02R HARDNESS ~HRC30 ~HRC50 ~HRCE0
HRC45 | — :
ae DIAMETER  SPEED FEED SPEED FEED SPEED FEED
(min-1) mm / min (min-1) mm / min (min-1) mm / min
e oS 6 12000 3600 7200 2200 3500 650
R 8 9600 4000 5600 2200 2700 750
e HRC45 ¢ 10 7000 3400 4400 1700 2100 650
R=Comer R 12 6000 2800 3600 1400 1800 600
QRHLX
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Sl PU3

MAGIC CUT h
» Long Neck / Ball Nose / for () @ @

Radius | NeckDia | Flutelength Effectivelenghh OAL. | Shank Dia |

Gimrem | g D3 L1 L3 L2 D2
QBF 00504 R0.25 0.46 0.5 4 50 4
QBF 00506 R0.25 0.46 0.5 6 20 4
QBF 00604 RO.3 0.56 0.6 4 50 4
QBF 00606  RO0.3 0.56 0.6 6 20 i
QBF 00806 RO.4 0.76 0.8 6 50 4
QBF 00808 RO.4 0.76 0.8 8 50 4
QBF 01006 RO.5 0.95 1.5 6 50 4
QBF 01008 RO.5 0.95 1.5 8 50 4
QBF 01010 RO.5 0.95 15 10 50 4
QBF 01012 RO.5 0.95 1.5 12 50 4
QBF 01208 RO.6 1.15 2 8 50 4
QBF 01212 RO.6 1.15 2 12 20 4
QBF 01508 R0.75 1.45 2 8 50 4
QBF 01512 RO.75 1.45 2 12 20 4
QBF 01516 R0.75 1.45 2 16 50 4
QBF 01520 R0.75 1.45 2 20 50 4
QBF 01608 RO.8 1.54 2.5 8 20 4
QBF 01612 RO.8 1.54 25 12 50 4
QBF 01616 RO.8 1.54 2.5 16 50 4
QBF 02008 R1 1.92 3 8 50 4
— QBF 02012 R1 1.92 3 12 50 4
s 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
Profiing QBF 03010 R1.5 2.90 4 10 50 6
Fr QBF 03016 R1.5 2.90 4 16 50 6
QBF 03020 R1.5 2.90 4 20 75 6
QBF 03025 R1.5 2.90 4 25 75 6
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, SNCHM , SKD11, SKD61, NAKBO |
i RADIUS L CTVE SPEED (min™") FEED mm /min DEPTH OF CUT @p (mm)
B2 | e 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
~RO4 B 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 8 20000 - 32000 300 - 750 0.03
10 20000 - 32000 300 - 750 0.025
12 20000 - 32000 300 - 750 0.015
4o R0.6 8 22000 - 25000 500 - 600 0.05
12 22000 - 25000 500 - 600 0.03
o R0.75 8 18000 - 20000 350 - 550 0.07
ap | l 12 18000 - 20000 350 - 550 0.04
J‘ 16 18000 - 20000 350 - 550 0.03
20 18000 -20000 350 - 550 0.02
R<l @e<0.1R R0.8 8 13000 - 18000 350 - 800 0.08
R>1 @e<02R 12 13000 - 18000 350 - 800 0.06
s g 16 13000 - 18000 350 - 800 0.05
R1.0 8 12000 - 17000 500 - 900 0.1
12 12000 - 17000 500 - 900 0.1
16 12000 - 17000 500 - 900 0.07
20 12000 - 17000 500 - 900 0.04
R1.5 8 8000 - 11000 500 - 700 017
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 - 600 017
20 5000 - 8000 400 - 600 0.16 QBF
25 5000 - 8000 400 - 600 0.15
30 5000 - 8000 400 - 600 0.14
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Sl PU3

MAGIC CUT A N
» Long Neck / Square / for () o o _—
Diameter | Neck Dia ' Flute Length | Effective Length OAL. ‘ Shank Dia |
OrderNo. | 5y D3 L1 L3 L2 D2
QEFA 00504 0.5 0.46 1 4 50 4
Q QEFA 00506 0.5 0.46 1 6 50 4
MG  oceFa 00604 06 0.56 1.2 4 50 4
Bl QEFA 00606 0.6  0.56 1.2 6 50 4
2 Flutss QEFA 00804 0.8 0.76 1.2 4 50 4
@} QEFA 00806 0.8 0.76 1.2 6 50 4
h QEFA 00808 0.8 0.76 1.2 8 50 4
QEFA 01006 1.0 0.95 15 6 50 4
% QEFA 01008 1.0 0.95 1.5 8 50 4
QEFA 01010 1.0 0.95 1:5 10 50 4
QEFA 01012 1.0 0.95 1.5 12 50 4
QEFA 01208 1.2 1.15 2 8 50 4
QEFA 01212 1.2 1.15 2 12 50 4
QEFA 01508 1.5 1.45 2 8 50 4
QEFA 01510 1.5 1.45 2 10 50 4
QEFA 01512 1.5 1.45 2 12 50 4
QEFA 01516 1.5 1.45 2 16 50 4
Finishing QEFA 01608 1.6 1.54 2.5 8 50 4
Fi?!mi;g QEFA 01612 1.6 1.54 2.5 12 50 4
QEFA 01616 1.6 1.54 2.5 16 50 4
QEFA 02008 2.0 1.92 3 8 50 4
QEFA 02010 2.0 1.92 3 10 50 4
QEFA 02012 2.0 1.92 3 12 50 4
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
QEFA 02516 2.5 2.40 3 16 50 4
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 T2 50 6
! QEFA 03016 3.0 2.90 4 16 50 6
' QEFA 03020 3.0 2.90 4 20 75 6
- bz QEFA 03025 3.0 2.90 4 25 75 6
¥ Depth of cut V¥ Recommended cutting condition for QEFA
MATERIAL Alloy Steels . Tool Steels . Hardened Steels
S45C , SCM, S50C , SKS , SCr, SNCM , SKD11, SKD61 , NAKS0
;‘gﬁ DIAMETER ETTECTE SPEED (mn) | FEED mm/min DEPTH OF CUT ap (mm)
ap | l 1 4 25000 1500 0.05
g 6 25000 1500 0.03
10 25000 1500 0.01
ae=D1 15 4 15000 1200 0.1
8 15000 1200 0.05
10 15000 1200 0.025
12 15000 1200 0.018
2 8 12000 900 0.2
10 8800 700 0.12
12 7500 600 0.05
16 7000 500 0.02
3 8 8000 600 05
12 8000 600 0.45
16 5500 450 0.18
20 4000 300 0.15
QEFA 10 6000 400 07

= 16 5000 400 04
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Sl PU3

MAGIC CUT A N
» Long Neck / Corner Radius / for () o o
Brearti | Diameter| ComerR| Neck Dia| Fluta Length| Hchelengh| OAL. | Shank Dia)
raerNo- o1 R D3 L1 L3 L2 D2
QRFA 01004 1.0 0.1 0.95 1.0 4 50 4
N MQG QRFA 01006 10 01 095 1.0 6 50 4
= QRFA 01008 1.0 0.1 0.95 1.0 8 50 4
- 2 Flutes QRFA 01010 1.0 0.1 0.95 1.0 10 50 4
% QRFA 01504 1.5 0.2 1.45 15 4 50 4
QRFA 01506 1.5 0.2 1.45 1.5 6 50 4
% QRFA 01508 1.5 0.2 1.45 7 53 8 50 4
QRFA 01510 1.5 0.2 1.45 1.5 10 50 4
(\_ QRFA 01512 1.5 0.2 1.45 15, 12 50 4
] QRFA 02008 2.0 0.2 1.92 2.0 8 50 4
QRFA 02010 2.0 0.2 1.92 2.0 10 50 4
E QRFA 02012 2.0 0.2 1.92 2.0 12 50 4
QRFA 02016 2.0 0.2 1.92 2.0 16 50 4
QRFA 03008 3.0 0.2 2.90 3.0 8 50 6
QRFA 03010 3.0 0.2 2.90 3.0 10 50 6
S QRFA 03012 3.0 02 290 30 12 50 6
‘__ilie:nmi;g QRFA 03016 3.0 0.2 2.90 3.0 16 50 6
m QRFA 03020 3.0 0.2 2.90 3.0 20 50 6
Profiling
¥V Depth of cut V¥ Recommended cutting condition for QRFA
MATERIAL Alloy Steels . Tool Steels . Hardened Steels
S45C | SCM , S50C , SKS , SCr, SNCM , SKD11 , SKD61 , NAKS0
Be
DIAMETER STTECTE SPEED (min"") FEED mm/min DEPTH OF CUT ap (mm)
ap | i 1 4 30000 2200 0.15
6 30000 2200 0.12
i 8 30000 2200 0.12
e 10 30000 2200 0.12
15 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
D B ES 20000 1500 0.25
3 8 12000 900 0.40
12 12000 900 0.40
16 12000 900 0.30 QRFA
20 12000 900 0.30
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Sl PU3

MAGIC CUT A\
» Long Neck / Corner Radius / for &) @ o
F B B s, | Diameter| Comer R| Neck Dia | Fiute Length| Efecivelengh| O.AL. | Shank Dial
D1 R D3 L1 L3 L2 D2
QRFB 01004 1.0 0.1 0.95 1.0 4 50 4
" M‘% QRFB 01006 1.0 0.1 0.95 1.0 6 50 4
D1 QRFB 01008 1.0 0.1 0.95 1.0 8 50 4
- 4 Fiutes QRFB 01010 1.0 0.1 0.95 1.0 10 50 4
‘ﬁﬁ QRFB 01504 1.5 0.2 145 1.5 4 50 4
QRFB 01506 1.5 0 R 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 1.5 12 50 4
R 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
E QRFB 02012 2.0 0.2 1.92 2.0 12 50 4
QRFB 02016 2.0 0 1.92 2.0 16 50 4
M 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
WM QRFB 03012 30 02 290 30 12 50 6
Fi?:nhii'l-g QRFB 03016 3.0 0.2 2.90 3.0 16 50 6
3.0 0.2 2.90 3.0 20 50 6

QRFB 03020

QRFB
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A SUN MOON LAKE, NANTOU, TAIWAN

SUPER MILL Hs5C & HHC series




Sl PU3

A\

SUPER MILL

» Micro Diameter / Ball Nose / for (3} o o

= MATERIAL
A=
ap] - I ap<0.06R
]‘ aes0IR HARDNESS
HRC45 | i
RADIUS
Le
ap ' ap<0.03R RO
l‘ ae<0.05R R015
HRC45 1 ROz
R=Radius m—
R0.3
R0.35
R0.4
R0.45

SBM

www.hgt.com.tw

Carbon Steels . Alloy Steels
S45C  FC,FCD, SCM, S50C | SKS...

~HRC30

SPEED FEED

(minT) mm / min
32000 500 - 600
32000 500 - 600
32000 500 - 600
32000 600 - 700
32000 600 - 700
32000 700 - 800
32000 900 - 1000
32000 1000 - 1100

V¥ Recommended cutting condition for SBM

Alloy Steels . Tool Steels
SCr, SNCM , SKD11, SKD61 , NAKS0...

~HRC50

SPEED FEED

(min-1) mm / min
32000 400 - 500
32000 400 - 500
32000 400 - 500
32000 500 - 600
32000 500 - 600
32000 600 - 700
32000 800 - 900
32000 900 - 1000

Order No. Ragus FIuteLLfngth Ol_j\z_L. ShaEr;;Dia
SBM 0024 RO.1 0.4 50 4
SBM 0034 R0O.15 0.6 50 e
SBM 0044 RO0.2 0.8 50 4
SBM 0054 R0.25 1.0 50 4
SBM 0064 RO0.3 1.2 50 4
SBM 0074 R0.35 1.4 50 4
SBM 0084 R0.4 1.6 50 2
SBM 0094 R0.45 1.8 50 24
SBM 0124 RO.6 2.4 50 4
SBM 0144 RO.7 2.8 50 4
SBM 0164 RO0.8 3.2 50 4
SBM 0184 RO0.9 3.6 50 4

Finishing

Fnraning

Hardened Steels

SKD11

~HRC60

SPEED
(min°1)
25000
25000
25000
25000
25000
25000
25000
25000

FEED

mm / min

300 - 400
300 - 400
300 - 400
400 - 500
400 - 500
500 - 600
600 - 700
600 - 700



SUPER MILL

SBM

- D2 e D1=2R

¥V Depth of cut

e
|7 ap<0.06R
ap -l 4 l p=rs
W ae<0.1R
HRC45 |
Be
17 ap<0.03R
ap[ b P
_ 2e<0.05R
HRC45 ¢
R=Radius

www.hgt.com.tw

Finishing

Semi-
Finishing

Profiling
=7

RN

P Micro Diameter / Ball Nose / for |

Sl PU3

Y

Order No. Ragus Flutell_fngth Ol_j\z_L_ Shal:r;k2Dia
SBMX 0024 RO.1 0.4 50 4
SBMX 0034 RO.15 0.6 50 4
SBMX 0044 R0O.2 0.8 50 4
SBMX 0054 R0O.25 1.0 50 <k
SBMX 0064 RO.3 1.2 50 Ea
SBMX 0074 R0O.35 1.4 50 <t
SBMX 0084 RO.4 1.6 50 4
SBMX 0094 R0.45 1.8 50 2
SBMX 0124 RO.6 2.4 50 4
SBMX 0144 RO.7 2.8 50 4
SBMX 0164 RO.8 3.2 50 <l
SBMX 0184 RO.9 3.6 50 <

¥ Recommended cutting condition for SBMX

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

S45C FCFCD,SCM, S30C , SKS..  SCr, SNCM , SKD11, SKD61 , NAKS0... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
RADUS  STery | metmn | e | mmimm |t | mermn

RO.1 32000 500 - 600 32000 400 - 500 25000 300 - 400
R0.15 32000 500 - 600 32000 400 - 500 25000 300 - 400 -
R0.2 32000 500 - 600 32000 400 - 500 25000 300 - 400
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

'SBMX



Sl PU3

SUPER MILL
[l
AT

| s |

L2

. D1=2R

¥ Depth of cut

8e
a ] l ap<0.04R
i 8e<0.06R
HRC45 |

de

. ap<0.02R
H ae<0.03R
HRC45 1
R=Radius

SB

www.hgt.com.tw

Finishing

Semi-
Finishing

u

» Ball Nose / for @ o o

it: mm

Order No. ‘ Ragus ‘ FiuteLL;ength l Ol_:-\z_L. Shal:r;k2Dia
SB 0104 RO.5 2 50 4
SB 0106 RO.5 2 50 6
SB 0154 RO.75 3 50 4
SB 0156 RO.75 3 50 6
SB 0204 R1 4 50 E
SB 0206 R1 4 50 6
SB 0254 R1.25 5 50 2
SB 0256 R1.25 5 50 6
SB 0303 R1.5 6 50 3
SB 0304 R1.5 6 50 4
SB 0306 R1.5 6 50 6
SB 0404 R2 8 50 E
SB 0406 R2 8 50 6
SB 0505 R2.5 10 50 5
SB 0506 R2.5 10 50 6
SB 0606 R3 12 50 6
SB 0808 R4 16 60 8
SB 1010 R5 20 75 10
SB 1212 R6 24 75 12
SB 1616 R8 32 100 16

¥ Recommended cutting condition for SB

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
RADIUS SPEED FEED ‘ SPEED FEED SPEED FEED
(min-1) mm / min (min-1) mm / min (min-1) mm / min
RO.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




Sl PU3

SUPER MILL A N
» Ball Nose / for (&) o o
| Radiuss | Flute Length | OAL | ShankDia
Order No. R L1 L2 D2
SBH 0104 RO.5 2 50 4
SBH 0154 R0O.75 3 50 4
SBH 0204 R1 4 50 4
SBH 0306 R1.5 6 50 6
SBH 0406 R2 8 50 6
SBH 0506 R2.5 10 50 6
SBH 0606 R3 12 50 6
SBH 0808 R4 16 60 8
SBH 1010 R5 20 75 10
SBH 1212 R6 24 75 12
Semi-
Finishing
Profiling
¥ Depth of cut V¥ Recommended cutting condition for SBH
S MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
; | S45C FC FCD,SCM, S50C SKS..  SCr, SNCM,SKD11,SKD61 , NAKSO... SKD11
o =] l ap<0.04R S
E‘ ae<0.06R HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 | = 7
RADIUS SPEED FEED SPEED FEED SPEED FEED
ae (min-1) | mm / min | (min-1) mm / min | {min-") | mm / min
. | RO.5 45000 2000 45000 1800 28000 1000
5T ap<0.02R o
° 2 ,‘ l R R1 23000 2000 22000 1800 16000 900
HRC45 * R1.5 16000 2000 15000 1800 11000 900
R=Radius R2 15000 2400 14000 2000 10000 1300
y R3 13000 3200 11000 2000 9000 1500
R4 9000 2300 8000 1500 6200 1400
RS 7500 1900 6500 1200 5200 900 _
R6 6300 1600 5500 1000 4300 goo  SBH
R8 4500 1200 3800 800 3300 700
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St PU3

SUPER MILL
P Ball Nose / for @ o o
S B K Order No. ‘ Ragus ‘ F!uieLL;ength l Ol_:-\z_L. ) Shal:r;k2Dia )
SBK 0104 RO0.5 2 50 4
HSG SBK 0106 RO0.5 2 50 6
SBK 0154 RO.75 3 50 4
SBK 0156 RO.75 3 50 6
SBK 0204 R1 4 50 4
SBK 0206 R1 4 50 6
SBK 0254 R1.25 5 50 4
SBK 0256 R1.25 5 50 6
SBK 0303 R1.5 6 50 3
SBK 0304 R1.5 6 50 4
SBK 0306 R1.5 6 50 6
SBK 0404 R2 8 50 4
SBK 0406 R2 8 50 6
bl SBK 0506 R2.5 10 50 6
Fiaie SBK 0606 R3 12 50 6
SBK 0808 R4 16 60 8
@ SBK 1010 R5 20 75 10
SBK 1212 R6 24 75 12
SBK 1616 R8 32 100 16
¥ Depth of cut ¥ Recommended cutting condition for SBK
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
. SA5C , FC,FCD,SCM,S50C, SKS..  SCr, SNCM, SKD11, SKD61, NAK8D... SKD11
ap] & h l ap<0.04R
8 @e<0.06R HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 |
RADIUS SPEED FEED SPEED FEED SPEED FEED
ae {min-") mm / min ‘ (min-1) | mm / min (min-1) mm / min
aplj l . R0.5 45000 2000 45000 1800 28000 1000
H 2e<0.03R R1 23000 2000 22000 1800 16000 900
HRC45 * R1.5 16000 2000 15000 1800 11000 900
R=Radius 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
SBK R6 6300 1600 5500 1000 4300 800

m R8 4500 1200 3800 800 3300 700
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Sl PU3

SUPER MILL
S Bx ' Ball Nose / for ) @ @ :
Radiuss | Flute Length | OAL | ShankDia
Order No. = L1 L2 D2
SBX 0104 RO.5 2 50 4
;‘SG SBX 0154 RO.75 3 50 4
SRR ) S—— ,,?3 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 FAS 12
SBX 1616 R8 52 100 16
Finishing
Semi-
Finishing
Profiling
1
-l '« Di=2R
¥  Depth of cut V¥ Recommended cutting condition for SBX
S MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
= S45C FC FCD,SCM, S50C SKS..  SCr, SNCM,SKD11,SKDG1 , NAKSO.. SKD11
l ap<0.04R | 1] )
i @e<0.06R HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 | - | , 7
RADIUS SPEED FEED SPEED FEED SPEED FEED
ae (min-1) | mm / min | (min-1) mm / min | {min-") | mm / min
RO.5 45000 2000 45000 1800 28000 1000
ap<0.02R |
‘g‘ l SR R1 23000 2000 22000 1800 16000 900
HRC45 * ~ R15 16000 2000 15000 1800 11000 900
R=Radius 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 SBB
R8 4500 1200 3800 800 3300 700
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Sl PU3

SBB

SUPER MILL

D1

D2

¥ Depth of cut

ap [~ I‘

HRC45 |

ap [l [‘
HRC45 !
R=Radius

L2
Finishing
Semi-
Finishing
Profiling
1
‘- D1=2R
ap=0.04R
ae<0.06R
ap=0.02R
ae<0.03R

A

» Ball Nose / for |

Flute Length |

MATERIAL

Order No. Ragus » Ol_f\z_L. ShaEr;;Dia
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
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HARDNESS ~HRC30
RADIUS SPEED

(min-1)
R2 15000
R3 13000
R4 9000
R5 7500
R6 6300
R8 4500
R10 3700

Carbon Steels . Alloy Steels
S45C  FC,FCD, SCM, S50C , SKS...

FEED

mm / min

3000
4000
2800
2400
2100
1500
1200

¥ Recommended cutting condition for SBB

Alloy Steels . Tool Steels
SCr, SNCM , SKD11 , SKD61 , NAKS0...

~HRC50
SPEED FEED
(min-1) mm / min
14000 2600
11000 2600
8000 1900
6500 1500
5500 1300
3800 1000
3200 750

Hardened Steels

SPEED

(min-1)
10000
9000
6200
5200
4300
3300
2600

SKD11

~HRCE0

FEED

mm / min

1700
1900
1800
1100
1000

900

600



SIl!W PuU3

SUPER MILL A\
» Long Shank / Ball Nose / for (%) o o
s B LS . . Order No. ‘ Ragus ‘ FiuteLLfngm OI__,;L 1 Shal:r;k2Dia
SBLS 0104 RO.5 2 75 4
MSG SBLS 0106 RO.5 2 TH 6
- SBLS 0154 RO.75 3 75 4
4 2 Flutes SBLS 0156 RO.75 <5 s 6
> SBLS 0206 R1 4 75 6
300 SBLS 0256 R1.25 ) i 6
SBLS 0303 R1.5 6 75 3
SBLS 0306 R1.5 6 ) 6
SBLS 0404 R2 8 TH 4
SBLS 0406 R2 8 75 6
SBLS 0506 R2.5 10 T 6
ALTIN SBLS 0606 R3 12 75 6
SBLS 0808 R4 16 sy 8
Finishing
Fiianing SBLM 0206 R1 4 100 6
SBLM 0306 R1.:5 6 100 6
@ SBLM 0406 R2 8 100 6
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
D2 | pi=r SBLL 1212 R6 24 150 12
SBLL 1616 R8 32 150 16
SBLL 2020 R10 40 150 20
¥ Depth of cut V¥ Recommended cutting condition for SBLS. SBLM. SBLL
= I el e
- M T
; HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 |
RADIUS SPEED FEED SPEED FEED SPEED FEED
e {min-") ! mm / min {min-1) mm / min {min-1) i mm / min
> RO.5 45000 2000 45000 1800 28000 1000
[ “ l EE?E R1 23000 2000 22000 1800 16000 900
" R1.5 16000 2000 15000 1800 11000 900
R=Radius R2 15000 2400 14000 2000 10000 1300
R3 13000 3200 11000 2000 9000 1500
R4 9000 2300 8000 1500 6200 1400 i
R5 7500 1900 6500 1200 5200 900  SBLM
R6 6300 1600 5500 1000 4300 goo  SBLL
R8 4500 1200 3800 800 3300 700
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Sl PU3

D2

SUPER MILL

SBLSKMX.LX

- D1=2R

¥ Depth of cut

ap ]~ 1‘
HRC45 !
R=Radius

SBLSX
SBLMX
SBLLX

ap<0.04R
ae<0.06R

ap<0.02R
ae<0.03R
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Finishing

Semi-
Finishing

P Long Shank! Ball Nose I for ()

00

MATERIAL

HARDNESS

RADIUS SPEED

(min-")

RO.5 Il 45000
R1 23000
R1.5 16000
R2 15000
R3 ol 13000
R4 9000
R5 Il 7500
R6 6300
RE 4500

Carbon Steels . Alloy Steels
S45C  FC,FCD, SCM, S50C | SKS...

~HRC30

FEED

mm / min

2000
2000
2000
2400
3200
2300
1900
1600
1200

Alloy Steels . Tool Steels

~HRC50
SPEED FEED
(min-1) mm / min
45000 1800
22000 1800
15000 1800
14000 2000
11000 2000
8000 1500
6500 1200
5500 1000
3800

800

SCr, SNCM, SKD11, SKDE1 , NAKSD...

¥ Recommended cutting condition for SBLSX. SBLMX. SBLLX

Order No. Rasus FIuteLLfngth Ol__f;L ShaEr;;Dia
SBLSX 0206 R1 4 75 6
SBLSX 0306 R1.5 6 75 6

. SBLSX 0406 R2 8 75 6
. SBLSX 0506 R2.5 10 75 6
. SBLSX 0606 R3 12 75 6
SBLSX 0808 R4 16 i) 8
. SBLMX 0406 R2 8 100 6
SBLMX 0606 R3 12 100 6
SBLMX 0808 R4 16 100 8
SBLMX 1010 R5 20 100 10
SBLMX 1212 R6 24 100 12
. SBLLX 0606 R3 12 150 6
. SBLLX 0808 R4 16 150 8
SBLLX 1010 R5 20 150 10
-_ SBLLX 1212 R6 24 150 12

Hardened Steels

SKD11

~HRC60

SPEED
(min~")
28000
16000
11000
10000
9000
6200
5200
4300
3300

FEED

mm { min

1000
900
900

1300

1500

1400
900
800
700



SUPER MILL

2 Flutes

Finishing
[ |
Semi-
Finishing

ap<0.04R
ae<0.06R

‘.ae

ap— ]“

HRC45 *
R=Radius

ap<0.02R
ae<0.03R
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RN

» Taper Neck / Ball Nose / for @ o o

-

Order No. ‘ Ragus Flutet;ength Oi\zL l ShaEr;;Dia Tape;;\ng}e
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 57

V¥ Recommended cutting condition for SBC

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

S45C ,FC,FCD,SCM, S30C , SKS...  SCr, SNCM , SKD11, SKD61 , NAKS0... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
RADUS  SLE | mmimm | tmen | omimm | iy | wrem

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

SIl!W PU3

SBC




S PU3

SUPER MILL

SBC

D1

o
-

%
}%

V¥  Depth of cu

de

ap [ ]“ l

HRC45 |

e

ap 1::;';{ H I
HRC45 t
R=Radius

SBCX

-

I
|
L1
|

¥

t

ap<0.04R
ae<0.06R

ap<0.02R
ae<0.03R
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Semi-
Finishing

Profiling
¥

)\
» Taper Neck / Ball Nose / fo

900

3

Order No. ‘ Ragus \' F1utet$ngth Ol_f\z_L. ShaS;Dia Tape;s Angle |
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 5°
SBCX 0406 R2 8 100 6 1.5"
SBCX 0406A R2 8 100 6 3°
SBCX 0406B R2 8 75 6 5°
SBCX 0608 R3 12 100 8 1:.5°
SBCX 0608A R3 12 75 8 3°
SBCX 0608B R3 12 100 8 5°

¥ Recommended cutting condition for SBCX

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

S45C  FC,FCD, SCM, S30C , SKS..  SCr, SNCM, SKD11, SKDE1, NAKSD... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
RADUS  SES | mmmn | ey | mmimn |t | imn

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



Sl PU3

SUPER MILL A N
S E » Micro Diameter / Square / for (&) o o
| Diavistor | Flie Longth | OAL | ShankDia
Order No. D1 L1 L2 D2
SEM 0024 0.2 0.4 50 4
S
MG SEM 0034 0.3 0.6 50 4
_,:m.__ SEM 0044 0.4 0.8 50 4
2 Fiutes SEM 0054 0.5 1.0 50 4
SEM 0064 0.6 1.2 50 4
SEM 0074 D.F 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
M SEM 0184 1.8 5.0 50 4
Finishing
Semi-
Finishing
T
¥ Depth of cut ¥ Recommended cutting condition for SEM
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
2, S45C FC,FCD,SCM, S50C, SKS..  SCr, SNCM, SKD11, SKDB1 , NAKSD... SKD11
- E | aps<0.1 D1 —
ae<D1 HARDNESS ~HRC30 ~HRC50 ~HRC60
| T I )
HRGAZ DIAMETER  SPEED FEED SPEED FEED SPEED FEED
3e (min-1) | mm / min | (min-1) mm / min | {min-") | mm / min
o T R 0.2 40000 100 - 300 30000 80 - 250 15000 50 - 150
= Ae<D1 0.3 40000 100 - 350 30000 80 - 300 15000 50 - 200
HRC45 1 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 SEM
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Sl PU3

SUPER MILL

SEM

D2

¥ Depth of cut

|
7 <
a| ap=0.1 D1
ae<D1

ap

SEMX

ap<0.02 D1
‘i ae<D1

HRC45
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D«

2 Flutes

= Jei] 5o

Finishing
Semi-
Finishing

u

» Micro Diameter / Square / for ) @ @

V¥ Recommended cutting condition for SEMX

MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels

S5C FC,FCD,SCM,S50C SKS..  SCr,SNCM, SKD11, SKDG1, NAKSD..

HARDNESS ~HRC30 ~HRC50

DIAMETER SPEED FEED SPEED FEED

(min-") mm { min {min-") mm / min
0.2 | 40000 100 - 300 30000 80-250
0.3 40000 100 - 350 30000 80 - 300
04 40000 100 - 400 25000 80-350
0.5 40000 100 - 500 25000 80 - 400
06 38000 100 - 600 25000 80 - 500
0.7 36000 100 -700 20000 80 - 600
08 34000 100 - 800 20000 80-700
0.9 32000 100 - 1000 20000 80 - 800

Order No. Dial:r;:eter ' FIuteLLfngth Ol_j\z_L. ShaEr;;Dia
SEMX 0024 0.2 0.4 50 <
. SEMX 0034 0.3 0.6 50 4
. SEMX 0044 0.4 0.8 50 B
. SEMX 0054 0.5 1.0 50 2
. SEMX 0064 0.6 1.2 50 e
SEMX 0074 0.7 1.4 50 <
SEMX 0084 0.8 1.6 50 2
SEMX 0094 0.9 1.8 50 <
. SEMX 0124 1.2 3.0 50 4
. SEMX 0144 1.4 3.0 50 B
SEMX 0164 1.6 4.0 50 2
. SEMX 0184 1.8 5.0 50 e

Hardened Steels

SKD11

~HRC60

SPEED
(min°1)
15000
15000
10000
10000

8000
8000
8000
8000

FEED

mm / min

50 -150
50 - 200
50 - 250
50 - 250
50 - 250
50 - 250
50 - 250
50 - 250



SIl!W PU3

SUPER MILL A N
» Square / for (3) o o
| Diameter i Flute Length ) OAL 1 Shank Dia
Order No. ‘ D1 ‘ L1 ‘ L2 D2
SEA 0104 1.0 3 50 4
S
MG SEA 0154 1.5 4 50 4
SEA 0204 2.0 6 50 4
SEA 0306 3.0 8 50 6
SEA 0406 4.0 11 50 6
SEA 0506 5.0 13 50 6
SEA 0606 6.0 16 50 6
SEA 0808 8.0 20 60 8
SEA 1010 10.0 25 75 10
SEA 1212 12.0 30 75 12
SEA 1616 16.0 40 100 16
SEA 2020 20.0 45 100 20
Finishing
Semi-
Finishing
1
¥  Depth of cut V¥ Recommended cutting condition for SEA
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
|La-‘?. S45C FCFCD,SCM SS0C,SKS..  SCr,SNCM SKD11,SKDG! , NAKSD.. SKD11
ap\/ D1<3 ap=0.15 D1
i ' D153 ap=0.25 D1 HARDNESS ~HRC30 ~HRC50 ~HRCEG0
HROAS ae=D1 DIAMETER  SPEED FEED SPEED FEED SPEED FEED
ae (min-1) | mm / min (min-1) mm / min (min-1) i mm / min
=
e DI<3 ap=0.05D1 1 20000 80 15000 45 11000 30
ap | 8 1.5 13600 135 10000 60 9000 40
Rl Berhind 2 9600 150 8500 50 6000 45
HRC45 1 ae=D1 3 6500 200 5800 75 4000 60
4 5500 250 4000 80 3200 60
5 4500 300 3000 80 2500 70
6 4000 300 2500 80 2200 70
8 3500 350 2200 90 1700 70
10 3000 400 2000 90 1500 70 SEA
12 2500 400 1500 100 1000 70
16 2000 400 1200 100 800 70
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Sl PU3

SEB

SUPER MILL

SE

Semi-
Finishing

¥ Depth of cut

1% ap<15D1
n @e<0.1 D1

!'a-_
HRC45 |
..-1'a
13 apepi
u @e<0.05 D1
2

HRC45 t
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)\
> Squareffon_' (H ] o o

Diameter Flute Length ) OAL. Shank Dia
rcierNG. ‘ D1 ‘ L1 ‘ L2 D2
SEB 0104 1.0 3 50 4
SEB 0106 1.0 3 50 6
SEB 0154 1.5 4 50 4
SEB 0156 1.5 4 50 6
SEB 0204 2.0 6 50 4
SEB 0206 2.0 6 50 6
SEB 0254 25 8 50 4
SEB 0256 2.5 8 50 6
SEB 0303 3.0 8 50 3
SEB 0304 3.0 8 50 4
SEB 0306 3.0 8 50 6
SEB 0404 4.0 11 50 4
SEB 0406 4.0 11 50 6
SEB 0505 50 13 50 5
SEB 0506 5.0 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
V¥ Recommended cutting condition for SEB
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C FC,FCD,SCM,S50C,SKS..  SCr,SNCM, SKD11, SKD61 , NAK8O... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRCE0
DIAMETER SPEED FEED SPEED FEED SPEED FEED
{min-1) mm / min (min-1) . 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




SillA PU3

SUPER MILL A
K > square/for @) @ @
| Diavictor | FlisLongli | OAL | ShankDia
Order No. D1 L1 L2 D2
SEK 0104 1.0 3 50 4
S
MG SEK 0154 1:5 4 50 4
SEK 0204 2.0 6 50 4
4 Fiutes SEK 0306 3.0 8 50 6
%E?;’ SEK 0406 4.0 7 I | 50 6
SEK 0506 5.0 13 50 6
% SEK 0606 6.0 16 50 6
SEK 0808 8.0 20 60 8
SEK 1010 10.0 25 FAS 10
SEK 1212 12.0 30 Fas 12
SEK 1616 16.0 40 100 16
m SEK 2020 20.0 45 100 20
Finishing
Semi-
Finishing
¥ Recommended cutting condition for SEK
V¥ Depth of cut
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C  FC,FCD, SCM,S50C, SKS..  SCr,SNCM, SKD{1, SKD61 , NAKSO... SKD11
“Ta | _ |
| L F aps156D1 HARDNESS ~HRC30 ~HRC50 ~HRC60
| ae<0.1 D1 M
=] DIAMETER  SPEED FEED SPEED FEED | SPEED FEED
HRCA5 | (min-") | mm / min (min-1) mm / min | (min-1) | mm / min
B __1__ 220[}0 40_0 1_8000 200 E_)O(_}D ']40
P 1.5 12000 500 11000 280 5200 150
u . 8e<0.05 D1 2 10000 290 10000 280 4600 170
I 9000 600 5500 310 300 220
- 4 6000 600 5000 400 200 220
HREAS 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 ' SEK
16 1500 650 1000 300 500 150 ;
20 1200 600 900 300 400 150
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Sl PU3

SUPER MILL A N
S E x > square/for @ @ @
| Diamstsr | it Lengih | OAL | ShankDia
Order i, D1 L1 L2 D2
SEX 0304 3.0 8 50 4
'f"‘; SEX 0404 4.0 11 50 a
5 SEX 0506 50 13 50 6
i v Rae SEX 0606 6.0 16 50 6
% SEX 0808 8.0 20 60 8
SEX 1010 10.0 25 75 10
% SEX 1212 12.0 30 75 12
SEX 1616 16.0 40 100 16
E SEX 2020 20.0 45 100 20
Finishing
Semi-
Finishing
¥ Depth of cut V¥ Recommended cutting condition for SEX
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
T S15C FC_FCD SCM S50C, SKS.  SCr,SNCM,SKD11 SKDB1, NAKO.. SKD11
% ap<15D1
| 80401 HARDNESS ~HRC30 ~HRC50 ~HRC60
A’
HRC45 | DIAMETER  SPEED FEED SPEED FEED SPEED FEED
(min-1) mm / min (min-1) mm / min (min-1) mm / min
an apsD1 3 9000 600 5500 310 3500 220
- i 4 6000 600 5000 400 2200 220
5 4800 750 4000 400 1700 240
H?REC45 T 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
g | 1500 650 1000 300 500 150
20 1200 600 900 300 400 150

SEX
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SIl!W PU3

SUPER MILL A\
S E » square/for ) @ @
Diameter Flute Length ) OAL. 1 Shank Dia
Graer:Ho. ‘ D1 ‘ L1 ‘ L2 D2
SEQ 0104 1.0 3 50 4
'i% SEQ 0154 1.5 4 50 4
SEQ 0204 2.0 6 50 4
4 Futes SEQ 0306 3.0 8 50 6
SEQ 0406 4.0 14 50 6
SEQ 0506 5.0 13 50 6
% SEQ 0606 6.0 16 50 6
SEQ 0808 8.0 20 60 8
SEQ 1010 10.0 25 LS 10
SEQ 1212 12:0 30 75 12
SEQ 1616 16.0 40 100 16
m SEQ 2020 20.0 45 100 20
Finishing
Semi-
Finishing
¥ Recommended cutting condition for SEQ
¥V Depth of cut
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C FC FCD,SCM,S50C,SKS..  SCr,SNCM SKD11,SKD6! , NAKSD.. SKD11
Ta
| L P aps156D1 HARDNESS ~HRC30 ~HRC50 ~HRC60
. ae<0.1 D1
o DIAMETER  SPEED FEED SPEED FEED SPEED FEED
HF\?C45 | (min-") ! mm / min | (min-1) mm / min (min-") mm / min
: 1 22000 400 18000 200 9000 140
P 1.5 12000 500 11000 280 5200 150
B B aioiini 2 10000 550 10000 280 4600 170
T 3 9000 600 5500 310 3500 220
Hs ' 4 6000 600 5000 400 220_(_] 220
HREAS 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 SEQ
16 1500 650 1000 300 500 150
20 1200 600 900 300 400 150
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Sl PU3

SUPER MILL A\

» Power / Square / for Q o o
1 Dieeter | Eits Lengih OAL | ShankDia |

Order No. ‘ D1 L1 L2 D2

SEP 0306 3.0 8 50 6

S

MG SEP 0406 4.0 11 50 6

SEP 0506 5.0 13 50 6

SEP 0606 6.0 16 50 6

SEP 0808 8.0 20 60 8

SEP 1010 10.0 25 75 10

SEP 1212 12.0 30 75 12

SEP 1616 16.0 40 100 16

SEP 2020 20.0 45 100 20

Roughing

¥ Recommended cutting condition for SEP

MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C FCFCD,SCM,S50C,SKS..  SCr,SNCM SKD11,SKD6!, NAKSO.. SKD11
HARDNESS ~HRC30 ~HRC50 ~HRCE0
DIAMETER  SPEED FEED SPEED FEED SPEED FEED
{min-1) | mm / min (min-1) | mm / min | (min-1) mm / min
¥ Depth of cut 20000 2000 16000 1000 9000 500
19000 2000 12000 1300 6000 550
e 13000 1800 10000 1400 5000 500
___].ap 10000 3000 8000 1500 4500 700
' HRC45 8000 3200 5000 1300 3500 600
l_a"éJ 7000 3000 4500 1200 3000 500
D1 6mm) a@p=15D1 a&e=0.02D1 5000 2000 4000 1100 2000 500
D1 6mm T @ap=15D1 @e=0.05D1 4000 1800 3500 1000 1800 450
'_-.ap 3500 1600 3000 1000 1300 450
1 HRC451
L-.~| 20000 2000 20000 1200 16000 1200
e 16000 2000 16000 1200 12000 1300
D1 6mml @ap=15D1 @&e=0.01D1
DI 6mm] @p=15D1 8e=0.02D1 13000 1800 13000 1100 10000 1400
B 10000 3000 10000 2100 8000 1500
- 8000 2900 8000 1800 6000 1400
ap ‘-'i ' 7000 2800 6000 1700 5000 1300
i 5000 2300 5500 1700 4500 1200
HRC45 | ap<02 D1 3500 1800 4500 1800 3500 1200
SEP 8e=D1 3000 1400 3000 1500 2600 1100
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SUPER MILL

SE

D2

V¥ Depth of cut

ore
1 aps15D1

n @e<0 4 D1
N
HRC45 |
.-'l_'a
1% aps15D1
n @e<02 D1

e
HRC45 t
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=
—
Mo

7

Finishing

Semi-
Finishing

Planing

LM

W

» Square / for (&) o o

Sl PU3

Diameter Flute Length OAL. Shank Dia
Order No. D1 L1 L2 D2
SEW 0306 3.0 8 50 6
SEW 0406 4.0 11 50 6
SEW 0506 50 13 50 6
SEW 0606 6.0 16 50 6
SEW 0808 8.0 20 60 8
SEW 1010 10.0 25 75 10
SEW 1212 12.0 30 75 12
SEW 1616 16.0 40 100 16
SEW 2020 20.0 45 100 20
»/§ d X
(301 v
/1 . 4
R1#R2 a.c#b.d s arh
V¥ Recommended cutting condition for SEW
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C FC,FCD,SCM, S50C,SKS..  SCr, SNCM, SKD11,SKDE1 MAKSO. . SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
DIAMETER SPEED FEED SPEED FEED SPEED FEED
(min-1) mm / min (min-1) mm / min (min-1) mm / min
3 22000 1800 16000 1300 10000 800
4 15000 1400 12000 1250 7000 700
5 13000 1600 10000 1400 6000 650
6 11500 1650 8500 1300 5000 800
8 8000 1800 6500 1350 3500 700
10 7000 1800 5000 1400 2800 750
12 6000 1700 4000 1300 2300 650
16 3560 1500 3000 1250 1800 700
20 3000 1450 2500 1250 1500 780

SEW




Sl PU3

SUPER MILL

SEL

S
MG

L1

|—

Finishing
| Semi-
| Finishing

D2

¥ Depth of cut

ap

SELA

e,

- i D1<3 @p=0.15D1
. D1>3 ap=0.25D1
HRC45 , ae=D1

de
e
D1<3 @p=0.05D1
- l D1>3 ap=0.1D1
HRC45 ae=D1
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A

» Long Shank / Square / for

@

o

¥ Recommended cutting condition for SELA

MATERIAL

DIAMETER SFEED

min-1)

6 4000
8 3500
10 3000
12 2500

Carbon Steels . Alloy Steels
S45C , FC,FCD, SCM, S50C | SKS...

HARDNESS ~HRC30

FEED

mm / min
300
350
400
400

Alloy Steels . Tool Steels

Order No. Diag‘fter Flutetfngth Ol_j\z_L. ShaEr;;Dia
SELA 0606 6.0 15 75 6
- SELA 0606A 6.0 15 100 6
. SELA 0808 8.0 20 100 8
. SELA 1010 10.0 25 100 10
- SELA 1010A 10.0 25 150 10
SELA 1212 12.0 30 100 12
SELA 1212A 12.0 30 150 12

Hardened Steels

SKD11

~HRC60

SCr, SNCM , SKD11 , SKD61 , NAKE0...
~HRC50

SPEED FEED SPEED
(min-1) mm / min (min-1)
2500 80 2200
2200 90 1700
2000 90 1500
1500 100 1000

FEED

mm / min

70
70
70
70



Sl PU3

SUPER MILL
S E I B P Long Shankf Squareffor H. o o -
Diatioter. | ko Longth | OAL | ShankDia
GrderiNo. D1 L1 L2 D2
SELB 0303 3.0 8 75 3
S
MG SELB 0404 4.0 11 75 4
SELB 0606 6.0 15 75 6
4 Futes SELB 0606A 6.0 15 100 6
ﬁgf—" 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
SELB 1212A 12.0 30 150 12
SELB 1616 16.0 40 150 16
Finishing
Semi-
Finishing
¥ Depth of cut V¥ Recommended cutting condition for SELB
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
Ta S45C FC FCD,SCM, S50C SKS..  SCr, SNCM,SKD11,SKDG1 , NAKSO.. SKD11
| aps15D1 J ] |
b | Be=01.01 HARDNESS ~HRC30 ~HRC50 ~HRCB0
e’ S , '
HRC45 | DIAMETER  SPEED FEED SPEED FEED SPEED FEED
(min-1) mm / min (min-1) mm / min | {min-") | mm / min
B 6 4500 800 3800 420 1600 300
- el G 8 3500 820 2800 420 1000 300
Bap| L 3000 820 1800 420 900 300
HaF:C45 ' 12 _ 2000 820 1600 350 800 300
16 1500 650 1000 300 500 150

SELB
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Sl PU3

SELD

SUPER MILL

SEL

¥ Depth of cut

“Tap
1" ap<25D1

u Ae<0.05 D1
ae’
HRC45 |
1# apont
n @e<0.02 D
8’
HRC45 t
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» O

B
i
=
g
1]

BOBRC

Finishing
Semi-
Finishing

W

» Long Flute / Square / for ) @ @

Flute Length |

¥ Recommended cutting condition for SELD

MATERIAL

HARDNESS

DIAMETER

Carbon Steels . Alloy Steels

S5 FC,FCD, SCM , S50C, SKS...

~HRC30
SPEED FEED
(min-") mm / min
2000 80
1800 110
1500 110
1300 110
1000 110
900 110

Alloy Steels . Tool Steels

SCr, SNCM , SKD11, SKDE1 , NAKSD...

~HRC50
SPEED FEED
(min-1) mm / min
1700 70
1500 85
1400 15
1100 75
800 75
700 75

SPEED

Order No. Diag‘fter » Ol_j\z_L. ShaEr;;Dia
SELD 0404 4.0 25 75 4
. SELD 0506 50 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

Hardened Steels

(min~1)
700
600
550
450
300
250

SKD11

~HRCE0

FEED

mm / min

30
40
50
50
50
40



SUPER MILL

D2

¥ Depth of cut

“Tap

=" ap=D1
i 8e=0.02 D1
HRC30
_.-'.'a
%P ap=D1
. ae<0.015 D1
&
HRC50
Bt
™ apeps
. a8e=0.01 D1
| Max 0.2mm
Ae
HRC60
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B

Sl PU3

200

» Square / for |

Order No Diameter Flute Length OAL. Shank Dia
) D1 L1 L2 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
¥ Recommended cutting condition for SHA
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C FC FCD,SCM,S50C ,SKS..  SCr, SNCM , SKD11, SKDG1 , NAKBO... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
DIAMETER SPEED FEED SPEED FEED SPEED FEED
(min-1) mm / min (min-1) mm / min {min-") mm / min
6 12000 3000 8000 2000 5600 1400
8 9000 2400 6700 1900 3600 1200
10 6900 2100 5000 1600 3000 900
12 6000 2400 4300 1700 2400 1000
16 4500 2100 2500 1000 1600 700

SHA




Sl PU3

SUPER MILL A N
Z » Chamfer / Square /for ) @ @
| Diameter | Chamfer | Fstelength| OAL | ShankDia |
OrderNe. D1 c L1 L2 D2
SEZ 0405 4.0 0.5 11 50 6
'f"‘; SEZ 0410 4.0 1.0 11 50 6
i D1 i O SEZ 0605 6.0 0.5 16 50 6
4 Flutss SEZ 0610 6.0 1.0 16 50 6
'ﬁ% 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
C SEZ 1205 12.0 0.5 30 75 12
SEZ 1210 12.0 1.0 30 T5 12
E SEZ 1220 12.0 2.0 30 75 12
[ |
Finishing (]
Semi- T |
Finishing
i 1
¥ Depth of cut ¥ Recommended cutting condition for SEZ
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
T S45C FC,FCD SCM S50C, SKS.  SCr,SNCM SKD11 SKDB1, NAKO.. SKD11
% ap<15D1 |
| 8es0:4.01 HARDNESS ~HRC30 ~HRC50 ~HRC60
A’ =
HRC45 | DIAMETER  SPEED FEED SPEED FEED SPEED FEED
(min-1) mm / min (min-1) mm / min (min-1) mm / min
ap apsD1 4 6000 600 5000 400 2200 220
- st 5 4800 750 4000 400 1700 240
6 4500 800 3800 420 1600 300
Hi:ms T 8 3500 820 2800 420 1000 300
o 3000 820 1800 420 900 300
12 2000 820 1600 350 800 300

SEZ
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SUPER MILL

HRC45

ap=0.3 D1
ae=D1

ap=0.15 D1
ae=D1

www.hgt.com.tw

2 Flutes

£l
B
i

Finishing

Semi-
Finishing

Profiling

@

B

P Corner Radius / for @ o o

-

SIl!W PU3

Order No. Diameter\ Corner R\ Neck Dia-‘ Flute Length  Efiective Lengih\ OAL. | Shank Dié
D1 R D3 L1 L3 L2 D2
SRA 0402 4.0 0.2 3.88 8 12 50 E
SRA 0405 4.0 0.5 3.88 8 12 50 4
SRA 0602 6.0 0.2 5.80 12 18 50 6
SRA 0605 6.0 0.5 5.80 12 18 50 6
SRA 0610 6.0 1.0 5.80 12 18 50 6
SRA 0803 8.0 0.3 7.70 16 24 60 8
SRA 0805 8.0 0.5 7.70 16 24 60 8
SRA 0810 8.0 1.0 7.70 16 24 60 8
SRA 1003 10.0 0.3 9.60 20 30 75 10
SRA 1005 10.0 0.5 9.60 20 30 i) 10
SRA 1010 10.0 1.0 9.60 20 30 75 10
SRA 1020 10.0 2.0 9.60 20 30 75 10
SRA 1210 12.0 1.0 11.50 24 36 75 12
SRA 1220 12.0 2.0 11.50 24 36 75 12
SRA 1605 16.0 0.5 15.40 30 40 100 16
SRA 1610 16.0 1.0 15.40 30 40 100 16
V¥ Recommended cutting condition for SRA
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C FC FCD,SCM, S30C ,SKS..  SCr, SNCM , SKD11, SKD61 , NAKS0... SKD11

HARDNESS ~HRC30 ~HRC50 ~HRC60
DAMETER  SUEEY | mmtam | e | mmiam | e | oeren

3 7600 180 4800 120 2900 50

4 6500 260 4000 160 2500 55

5 5500 270 3200 160 2000 60

6 4800 300 2900 170 1800 70

8 3700 325 2200 170 1500 85

10 2900 280 1700 140 1100 70

12 2400 230 1400 120 1000 65

16 1800 170 1100 90 700 45

SRA




Sl PU3

SUPER MILL A N
» Corner Radius / for (3} 0 o
B B i, | Diameter| Comer R| Neck Dia | Fiute Length| Efecivelengh| O.AL. | Shank Dia
D1 R D3 L1 L3 L2 D2
SRB 0402 4.0 0.2 3.88 8 12 50 4
MS‘G :SRB 0405 4.0 0.5 3.88 8 12 50 4
= D1 _.Q\ SRB 0602 6.0 0.2 5.80 12 18 50 6
: P SRB 0605 60 05 580 12 18 50 6
%}% .SRB 0610 6.0 1.0 5.80 12 18 50 6
350 SRB 0803 8.0 0.3 7.70 16 24 60 8
SRB 0805 8.0 0.5 7.70 16 24 60 8
SRB 0810 8.0 1:0 7.70 16 24 60 8
:SRB 1005 10.0 0.5 9.60 20 30 75 10
R SRB 1010 10.0 1.0 9.60 20 30 75 10
SRB 1020 10.0 216 9.60 20 30 75 10
E .SRB 1030 10.0 3.0 9.60 20 30 75 10
.SRB 1205 12.0 0.5 11.50 24 36 75 12
m SRB 1210 12.0 1.0 11.50 24 36 75 12
SRB 1605 16.0 0.5 15.40 30 40 100 16
SR SRB 1610 160 1.0 1540 30 40 100 16
Fﬁl?srlr';lii'l-g
1
¥ Depth of cut ¥ Recommended cutting condition for SRB
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
i SA5C FC,FCD,SCM,S50C, SKS..  SCr, SNCM , SKD11 , SKDG1 , NAK8O... SKDI1
v ———
lw ./'R ap<0.02R HARDNESS ~HRC30 ~HRC50 ~HRC60
i # ac<oor
W R BT "o | oot |t | weinn | oty | omie
i 2 26000 1600 16500 1000 7500 300
e ap<D1 3 19000 1800 12000 1200 5400 360
1 ae<0.02 D1 4 16000 3200 10000 1900 4800 480
ae HRC45 5 14000 3300 8000 2000 3800 500
ReComer R 6 12000 3600 7200 2200 3500 650
8 9600 4000 5600 2200 2700 750
10 7000 3400 4400 1700 2100 650
SRB 12 6000 2800 3600 1400 1800 600

16 4500 2000 2600 000 1400 450
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SUPER MILL

¥V Depth of cut

ap _L, ' ap<0.3 D1
aes=D1

ap

HRC45 |

de

=

=

i | ap=0.15 D1
ae=D1

HRC45
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2 Flutes

]St

ALTIN

Finishing

Semi-
Finishing

Profiling

P ¢

SII'i PU3

)\
» Corner Radius / for (&) o G R
Order No. ‘ Dia];:ater Cor;er R ] F[utetfngth Ol.f\z.L_ Sha]:r;ksza

SRC 0302 3.0 0.2 6 50 3
SRC 0305 3.0 0.5 6 50 3
SRC 0402 4.0 0.2 8 50 4
SRC 0405 4.0 0.5 8 50 4
SRC 0410 4.0 1.0 8 50 4
SRC 0602 6.0 0.2 12 50 6
SRC 0605 6.0 0.5 12 50 6
SRC 0610 6.0 1.0 12 50 6
SRC 0615 6.0 1.5 12 50 6
SRC 0620 6.0 2.0 12 50 6
SRC 0803 8.0 0.3 16 60 8
SRC 0805 8.0 0.5 16 60 8
SRC 0810 8.0 1.0 16 60 8
SRC 0815 8.0 1.5 16 60 8
SRC 0820 8.0 2.0 16 60 8
SRC 1003 10.0 0.3 20 75 10
SRC 1005 10.0 0.5 20 75 10
SRC 1010 10.0 1.0 20 75 10
SRC 1015 10.0 1.5 20 75 10
SRC 1020 10.0 2.0 20 75 10
SRC 1030 10.0 3.0 20 75 10
SRC 1205 12.0 0.5 24 75 12
SRC 1210 12.0 1.0 24 75 12
SRC 1215 12.0 1.5 24 75 12
SRC 1220 12.0 2.0 24 75 12
SRC 1230 12.0 3.0 24 75 12

V¥ Recommended cutting condition for SRC

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

S45C FC FCD,SCM, S30C ,SKS..  SCr, SNCM , SKD11, SKD61 , NAKS0... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
DIAMETER SPEED FEER: SPEED FEED SPEED FEED
min) | mm/min {min-1) mm / min min) | mm/min

3 7600 180 4800 120 2900 50
4 6500 260 4000 160 2500 55
5 5500 270 3200 160 2000 60
6 4800 300 2900 170 1800 70
8 3700 325 2200 170 1500 85
10 2900 280 1700 140 1100 70
12 2400 230 1400 120 1000 65
16 1800 170 1100 90 700 45

SRC




Sl PU3

SUPER MILL A N
S RC x > Corner Radius /for ©) @ @
| Digvioler | Comerit | Eiie Ler:gth\ OAL | ShankDia |
Order N D1 R L1 L2 D2
SRCX 0302 3.0 0.2 6 50 3
lﬁi ~ SRCX 0305 3.0 0.5 6 50 3
R N ~ SRCX 0402 4.0 0.2 8 50 4
2 Flutss SRCX 0405 4.0 0.5 8 50 4
% SRCX 0605 6.0 0.5 12 50 6
SRCX 0610 6.0 1.0 12 50 6
% SRCX 0805 8.0 0.5 16 60 8
SRCX 0810 8.0 1.0 16 60 8
(\_ SRCX 1005 10.0 0.5 20 75 10
R SRCX 1010 10.0 1.0 20 75 10
SRCX 1020 10.0 2.0 20 75 10
E SRCX 1030 10.0 3.0 20 75 10
SRCX 1205 12.0 0.5 24 75 12
SRCX 1210 12.0 1.0 24 75 12
SRCX 1220 12.0 2.0 24 75 12
== SRCX 1230 12.0 3.0 24 75 12
Semi-
Finishing
Profiling
¥ Depth of cut V¥ Recommended cutting condition for SRCX
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
e, S45C FC,FCD SCM,S50C, SKS.  SCr,SNCM, SKD11, SKDB1, NAKBO.. SKD11
L i e HARDNESS ~HRC30 ~HRC50 ~HRC60
HRGAT DIAMETER  SPEED FEED SPEED FEED SPEED FEED
e (min-1) | mm / min | (min-1) | mm / min | (min-1) mm / min
= 3 7600 180 4800 120 2900 50
*®l= l 221115 b1 4 6500 260 4000 160 2500 55
HRC45 * & 5500 270 3200 160 2000 60
6 4800 300 2900 170 1800 70
8 3700 325 2200 170 1500 85
10 2900 280 1700 140 1100 70
a2 2400 230 1400 120 1000 65
SRCX 16 1800 170 1100 90 700 45
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Sl PU3

SUPER MILL A
D » Corner Radius / for () o o
Diameter Corner R Flute Length OAL Shank Dia
GrderNo D1 R *h L2 D2
SRD 01502 1.5 0.2 3 50 4
S SRD 0202 2.0 0.2 4 50 4
MG SRD 0205 2.0 0.5 4 50 4
SRD 0302 3.0 0.2 6 50 3
4@%':5 SRD 0302.4 3.0 0.2 6 50 4
: SRD 0303.4 3.0 0.3 6 50 4
SRD 0305 3.0 0.5 6 50 3
% SRD 0305.4 3.0 0.5 6 50 4
SRD 0310.4 3.0 1.0 6 50 4
SRD 0402 4.0 0.2 8 50 4
SRD 0_4_05 4.0 0.5 8 50 4
SRD 0410 4.0 1.0 8 50 4
SRD 0602 6.0 0.2 12 50 6
E SRD 0603 6.0 0.3 12 50 6
SRD 0605 6.0 0.5 12 50 6
SRD 0610 6.0 1.0 12 50 6
m SRD 0615 6.0 1.5 12 50 6
'SRD 0620 6.0 2.0 12 50 6
Finishing SRD 0803 8.0 0.3 16 60 8
Semi- 'SRD 0805 8.0 0.5 16 60 8
SRD 0810 8.0 1.0 16 60 8
'SRD 0815 8.0 1.5 16 60 8
SRD 0820 8.0 2.0 16 60 8
'SRD 1003 10.0 0.3 20 75 10
Profiling SRD 1005 10.0 0.5 20 75 10
‘ SRD 1010 10.0 1.0 20 75 10
SRD 1015 10.0 1.5 20 75 10
SRD 1020 10.0 2.0 20 75 10
SRD 1030 10.0 3.0 20 75 10
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 SRD
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
i S45C  FC,FCD, SCM, S50C, SKS..  SCr, SNCM, SKD11, SKD61 , NAK8O.. SKD11
w2 " apoom HARDNESS ~HRC30 ~HRC50 ~HRC60
i J ac<oor L .
L HRC45 , DIAMETER  SPEED FEED SPEED FEED SPEED FEED
e (min-1) mm / min (min-1) mm / min | {min-1) mm / min
2 26000 1600 16500 1000 7500 300
i 3 19000 1800 12000 1200 5400 360
u ae<0.02 D1 4 16000 3200 10000 1900 4800 480
ae HRC45 1 5 14000 3300 8000 2000 3800 500
AComor R 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 SRD
16 4500 2000 2800 1000 1400 450
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Sl PU3

SUPER MILL b\
P Corner Radius / for @ o o
s R Dx Srdar i ‘ Diag;}ter ] ComRer R | Flute LL‘;ength\ o]_ixz_L_ ‘ ShaS; Dia |
SRDX 0302 3.0 0.2 6 50 3
';36 SRDX 0305 30 0.5 6 50 3
SRDX 0402 4.0 0.2 8 50 4
4 Fuutes SRDX 0405 4.0 0.5 8 50 4
*ﬁ% SRDX 0605 6.0 Bk 12 50 6
SRDX 0610 6.0 1.0 12 50 6
% SRDX 0805 8.0 0.5 16 60 8
SRDX 0810 8.0 1.0 16 60 8
SRDX 1005 10.0 0.5 20 75 10
R SRDX 1010 10.0 1.0 20 fFis) 10
SRDX 1020 10.0 2.0 20 75 10
E SRDX 1030 10.0 3.0 20 TS 10
SRDX 1205 12.0 0.5 24 75 12
m SRDX 1210 12.0 1.0 24 75 1,2
SRDX 1220 12.0 2.0 24 75 12
Finsking SRDX 1230 12.0 3.0 24 75 12
Fﬁl?srlr'::'l-g
¥ Depth of cut ¥ Recommended cutting condition for SRDX
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
. SA5C, FC,FCD, SCM,S50C, SKS..  SCr, SNCM, SKD11, SKD61, NAK8D... SKD11
] /./R ap<0.02R HARDNESS ~HRC30 ~HRC50 ~HRC60
m ¥ a=ooxr
L] HRC45 . DIAMETER  SPEED FEED SPEED FEED SPEED FEED
Qe {min-1) i mm / min {min-1y i mm / min (min-1) mm / min
i 2 26000 1600 16500 1000 7500 300
-___-_iLa" ap<D1 3 19000 1800 12000 1200 5400 360
| e<0.02 D1 4 16000 3200 10000 1900 4800 480
ae HRC45 5 14000 3300 8000 2000 3800 500
ReComer R 6 12000 3600 7200 2200 3500 650
8 9600 4000 5600 2200 2700 750
10 7000 3400 4400 1700 2100 650
SRDX 12 6000 2800 3600 1400 1800 600

16 4500 2000 2800 1000 1400 450
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Sl PU3

SUPER MILL A
» Corner Radius / for () o o
S R K B, Diag;eter ) ComRer R | Flute LL‘;angth\ oE\z_L_ ) ShaS; B |
SRK 0302 3.0 0.2 8 50 3
MSG SRK 0305 3.0 0.5 8 50 3
SRK 0402 4.0 0.2 i 50 4
4 Fiutes SRK 0405 4.0 0.5 11 50 4
% SRK 0410 4.0 1.0 11 50 4
SRK 0602 6.0 0.2 16 50 6
% SRK 0605 6.0 0.5 16 50 6
SRK 0610 6.0 1.0 16 50 6
SRK 0615 6.0 T 16 50 6
R SRK 0620 6.0 20 16 50 6
SRK 0803 8.0 0.3 20 60 8
E SRK 0805 8.0 0.5 20 60 8
SRK 0810 8.0 1.0 20 60 8
m SRK 0815 8.0 .5 20 60 8
SRK 0820 8.0 2.0 20 60 8
PR SRK 1003 10.0 0.3 25 75 10
Fi?srgin-g SRK 1005 10.0 0.5 25 7D 10
SRK 1010 10.0 1.0 25 75 10
E SRK 1015 10.0 1.5 25 75 10
SRK 1020 10.0 2.0 25 75 10
Profing SRK 1030 10.0 3.0 25 75 10
m SRK 1205 2.0 0.5 30 75 12
SRK 1210 12.0 1.0 30 75 12
SRK 1215 12.0 1.5 30 75 T2
SRK 1220 12.0 2.0 30 75 12
SRK 1230 12.0 3.0 30 TS 12
¥V Depth of cut ¥ Recommended cutting condition for SRK
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
i S45C FC FCD, SCM  S50C, SKS..  SCr, SNCM, SKD11, SKD1 , NAK8O.. SKD11
w= " aoon HARDNESS ~HRC30 ~HRC50 ~HRC60
I J ac<oor i _ _
. R o | e | o | omeien | e | i
_ 2 26000 1600 16500 1000 7500 300
[ ap<D1 3 19000 1800 12000 1200 5400 360
u ae<0.02 D1 4 16000 3200 10000 1900 4800 480
ae HRC45 5 14000 3300 8000 2000 3800 500
RComer R 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 'SRK
16 4500 2000 2800 1000 1400 450
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Sl PU3

SUPER MILL
S E RC P Long Shank Corner Radlus | for &) o o —
Diameter | Corner R \mememn OAL 1 Smmkmai
Order e D1 R L1 L2 D2
SERC 0605 6.0 0.5 12 75 6
lﬁi SERC 0605A 6.0 0.5 12 100 6
" SERC 0610 6.0 1.0 12 75 6
/i i 4 Flutss 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
L1 % SERC 1005 10.0 0.5 20 100 10
SERC 1010 10.0 1.0 20 100 10
1 (\_ SERC 1020 10.0 2.0 20 100 10
' R SERC 1205 12.0 0.5 24 100 12
SERC 1210 12.0 1.0 24 100 12
E SERC 1220 12.0 2.0 24 100 12
L2
Finishing
Semi-
Finishing
1
¥ Depth of cut ¥ Recommended cutting condition for SERC
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
. S45C FC,FCD,SCM, S50C,SKS..  SCr,SNCM, SKD11,SKDE1, NAKSD.. SKD11
K R '
L 8p<0.02R HARDNESS ~HRC30 ~HRC50 ~HRC60
i # ac<oor i
] HRC45 , DIAMETER  SPEED FEED SPEED FEED SPEED FEED
e (min-1) mm / min (min-1) mm / min (min-1) mm / min
6 12000 3600 7200 2200 3500 650
s, ap<D1 8 9600 4000 5600 2200 2700 750
| 8e<0.02 D1 L1 7000 3400 4400 1700 2100 650
ae HRC45 * 12 6000 2800 3600 1400 1800 600
R=Corner R

SERC

www.hgt.com.tw



SUPER MILL

SERC

D2

V¥ Depth of cut

d R
ap|— g ap=0.02R
i J ae<o0r
HRC45 ,
de
.--'.'ap
— ap=D1
1 @e<0.02 D1
ae HRC45 *
R=Comer R
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§w><

£l
B
it

Finishing

Semi-
Finishing

W

Sl PU3

» Long Shank Corner Radius / for (©) o o

1 1
Flute Length

-

Shank Dia |

Diameter Comer R OAL
Grder N 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,SKDA1 , NAKRO... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
DIAMETER SPEED FEED SPEED FEED SPEED FEED
(min-1) mm / min (min-1) mm / min {min-") mm / min
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
SERCX




Sl PU3

SUPER MILL

-
Mo

Roughing

1H0BRGEE v

'd
L.

¥ Depth of cut

i R
ap| g ap<0.02R
1 # acoor
[ HRCA45 |

de'
e
ap |2 ap=0.3 D1
ae=D1
R=Corner R
SRP

www.hgt.com.tw

A

» Power Corner Radius / for (&) o o

Diameter '

' Flute Length | Effective Length'

| Shank Dia |

OrderNo. | by R L1 L3 s D2
SRP 0615 6.0 15 3 18 50 6
SRP 0615A 6.0 15 3 18 75 6
SRP 0820 8.0 2.0 4 24 60 8
SRP 0820A 8.0 2.0 4 24 100 8
SRP 1020  10.0 2.0 5 30 75 10
SRP 1020A 10.0 2.0 5 30 100 10
SRP 1230  12.0 3.0 6 36 75 12

12.0 3.0 6 36 100 12

SRP 1230A

¥ Recommended cutting condition for SRP

Carbon Steels . Alloy Steels Alloy Steels . Tool Steels

MAIERIAL S45C FC,FCD,SCM, S50C ,SKS..  SCr,SNCM, SKD11,SKD61, NAKS0. .
HARDNESS ~HRC30 ~HRC50
DIAMETER SPEED FEED SPEED FEED
(min-") mm / min (min-1) mm / min
6 12000 12000 8000 8000
8 10000 10000 8000 8000
10 7000 5000 6000 4000
12 5000 7000 4000 5000

Hardened Steels

SKD11
~HRC6E0
SPEED FEED
(min-1) mm / min
5000 4000
6000 4800
4500 2000
3000 3000



SII' PU3

SUPER MILL A\
P Corner Radius / for @ o o
Hrelariti | Diameter| Comer R| Neck Dia| Flute Length| Efecivelenghl O.AL. | Shank Dial
raerNo-  pq R D3 L1 L3 L2 D2
SHB 0603 6.0 0.3 5.80 8 20 50 6
SHB 0803 8.0 0.3 7.70 10 25 60 8
SHB 1005 10.0 0.5 9.60 12 30 5 10
SHB 1205 12.0 0.5 11.50 15 36 75 12
SHB 1610 16.0 1.0 15.40 24 40 100 16
Profiling
V¥ Depth of cut V¥ Recommended cutting condition for SHB
Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
___j.ap ap<D1 AR S45C FC FCD,SCM, S50C SKS..  SCr, SNCM, SKD11,SKD61, NAKSD.. SKD11
n 8e<0.02 D1
i'{a‘é HARDNESS ~HRC30 ~HRC50 ~HRCE0
HRC30
DIAMETER SPEED FEED SPEED FEED SPEED FEED
Ty (min-1) | mm / min (min-1) mm / min {min-1) | mm J/ min
%P ap=D1 ' :
= 40<0.015 D! 6 15000 4000 9500 2500 6800 1800
?é.. 8 11000 3000 8000 2300 4400 1500
(=]

HRC50 10 8500 2500 6000 2000 3600 1100
E 12 7200 2800 5200 2000 2900 1200
|

1% ap<or 16 5500 2500 3000 1200 2000 900
n ae<0.01 D1
e
HRCB0 SHB
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Sl PU3

SUPER MILL

Finishing

Semi-
Finishing

D2 D1=2R

-— 1

¥ Depth of cut

R<1 ae<0.1R

R=1 ae<02R
de

ap] lli l

R=Radius

SBF
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)\

» Long Neck / Ball Nose / for () @ @

Flute Length. Effective Length'

| Shank Dia |

MATERIAL

RADIS: SO

R0.25 4
6

R0.3 4
6

R0.4 6

8

RO.5 6

8

10

12

R0.6 8

12

R0.75 8

12

16
_ 20

R0.8 8

12

16

R1.0 8

12

16

20

R1.5 8

10

16

20
25

R20 10

15

20

25

30

V¥ Recommended cutting condition for SBF

ord N Radius Neck Dia O.AL.
KEEE N R D3 L1 L3 L2 D2
_SBF 00504 R0.25  0.46 0.5 4 50 4
SBF 00506  R0.25  0.46 0.5 6 50 4
) SBF 00604 RO.3 0.56 0.6 4 50 4
_SBF 00606  R0.3 0.56 0.6 6 50 4
SBF 00806 RO.4 0.76 0.8 6 50 4
SBF 00808 RO.4 076 0.8 8 50 4
_SBF 01006 RO0.5 0.95 1.5 6 50 4
) SBF 01008 RO.5 0.95 i EA 8 50 4
SBF 01010 R0.5 0.95 1.5 10 50 4
SBF 01012 RO.5 0.95 1.5 12 50 4
] SBF 01208 RO.6 1.15 2 8 50 4
SBF 01212 RO.6 1.15 2 12 50 4
_SBF 01508 R0.75 1.45 2 8 50 4
SBF 01512 R0.75  1.45 2 12 50 4
SBF 01516 RO.75 1.45 2 16 50 4
] SBF 01520 RO.75 1.45 2 20 50 4
SBF 01608 R0.8 1.54 25 8 50 4
SBF 01612 RO.8 1.54 25 12 50 4
SBF 01616 RO.8 1.54 25 16 50 4
SBF 02008 R1.0 1.92 3 8 50 4
] SBF 02012 R1.0 1.92 3 12 50 4
'SBF 02016 R1.0 1.92 5 16 50 4
_SBF 02020 R1.0 1.92 3 20 50 4
_SBF 03008 R1.5 2.90 4 8 50 6
SBF 03010 R1.5 2.90 4 10 50 6
] SBF 03016 R1.5 2.90 4 16 50 6
'SBF 03020 R15 290 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

Alloy Steels . Tool Steels . Hardened Steels S45C, SCM, S50C, SKS, SCr, SNCM, SKD11, SKDB1 , NAKBD

SPEED

30000

30000

27000
27000
25000
25000
20000
20000
20000
20000
22000
22000
18000
18000
18000
18000
13000
13000
13000
12000
12000
12000
12000

(min-1)

- 40000
- 40000
- 40000
- 40000
- 40000
- 40000
- 32000
- 32000
- 32000
- 32000
- 25000
- 25000
- 20000
- 20000
- 20000
- 20000
- 18000
- 18000
- 18000
- 17000
- 17000
- 17000
- 17000

8000 - 11000
8000 - 11000
8000 - 11000
8000 - 11000
8000 - 11000

5000

_ 8000

5000 - 8000
5000 - 8000
5000 - 8000
5000 - 8000

FEED mm / min

200 - 650
200 - 650
180 - 650
180 - 650
400 - 750
400 - 750
300 - 750
300 - 750
300 - 750
300 - 750
500 - 600
500 - 600
350 - 550
350 - 550
350 - 550
350 - 550
350 - 800
350 - 800
350 - 800
500 - 900
500 - 900
500 - 900
500 - 900
500 - 700
500 - 700
500 - 700
500 - 700
500 - 700
400 - 600
400 - 600
400 - 600
400 - 600
400 - 600

DEPTH OF CUT ap (mm)

o

DDCJDDfDDDCJDDDDDIDDD_DDDDDD:DDDDDD:DDD

015

013
025
015

025
025

.04
.03

025

015
.05
.03

07
04

.03
02

08
06

.05



Sl PU3

SUPER MILL A\
» Long Neck / Ball Nose / for ) @ @ n—_—
B - -
Order N Radius Neck Dia | Flute Length Effective Length OAL. Shank Dia
raer No. R D3 L1 L3 L2 D2
SBFX 00504 R0.25  0.46 0.5 4 50 4
SBFX 00506 R0.25 0.46 0.5 6 50 4
SBFX 00604 RO0.3 0.56 0.6 4 50 4
SBFX 00606 RO.3 0.56 0.6 6 50 4
SBFX 00806  RO.4 0.76 0.8 6 50 4
SBFX 00808 RO.4 0.76 0.8 ) 50 4
SBFX 01006 RO0.5 0.95 1.5 6 50 4
SBFX 01008 RO0.5 0.95 1.5 3 50 4
SBFX 01010 RO.5 0.95 1.5 10 50 4
SBFX 01012 RO0.5 0.95 1.5 12 50 4
SBFX 01208 RO0.6 1.15 2 ) 50 4
SBFX 01212 RO0.6 1.15 2 12 50 4
SBFX 01508 R0.75  1.45 2 8 50 4
SBFX 01512 RO.75 1.45 2 12 50 4
SBFX 01516 RO0.75 1.45 2 16 50 4
SBFX 01520 RO0.75 1.45 2 20 50 4
SBFX 01608 RO0.8 1.54 2.5 8 50 4
SBFX 01612 RO0.8 1.54 2.5 12 50 4
SBFX 01616 RO0.8 1.54 2.5 16 50 4
SBFX 02008 R1.0 1.92 3 3 50 4
SBFX 02012 R1.0 1.92 3 12 50 4
e SBFX 02016 R1.0 192 3 16 50 4
St SBFX 02020 R1.0 1.92 3 20 50 4
SBFX 03008 R1.5 2.90 4 8 50 6
SBFX 03010 R1.5 2.90 4 10 50 6
“, SBFX 03016 R1.5 2.90 4 16 50 6
SBFX 03020 R1.5 2.90 4 20 75 6
| SBFX 03025 R1.5 2.90 4 25 75 6
SBFX 04010 R2.0 3.88 5 10 75 6
SBFX 04015 R2.0 3.88 5 15 75 6
SBFX 04020 R2.0 3.88 5 20 75 6
SBFX 04025 R2.0 3.88 5 25 75 6
SBFX 04030 R2.0 3.88 5 30 75 6
¥V Recommended cutting condition for SBFX
MATERIAL Alloy Steels . Tool Steels . Hardened Steels S45C_ SCM_ S50C, SKS SCr, SNCM  SKD11, SKDB1, NAKSO
: 3 RADIUS | imarm SPEED  (min") FEED mm/min | DEPTHOF CUT ap(mm)
D2 - R0.25 4 30000 - 40000 200 - 650 0.015
- - 6 30000 - 40000 200 - 650 0.013
" RO3 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
RO.5 6 20000 - 32000 300 - 750 0.04
¥  Depth of cut 8 20000 - 32000 300 - 750 0.03
10 20000 - 32000 300 - 750 0.025
12 20000 - 32000 300 - 750 0.015
R0.6 8 22000 - 25000 500 - 600 0.05
R<l @e<0.1R 12 22000 - 25000 500 - 600 0.03
S R0.75 8 18000 - 20000 350 - 550 0.07
B 12 18000 - 20000 350 - 550 0.04
16 18000 - 20000 350 - 550 0.03
e | Al 18000 - 20000 350 - 550 0.02
ap = M I RO.8 8 13000 - 18000 350 - 800 0.08
12 13000 - 18000 350 - 800 0.06
S ). 13000 - 18000 350 - 800 0.05
R=Radius R1.0 8 12000 - 17000 500 - 900 0.1
12 12000 - 17000 500 - 900 0.1
16 12000 - 17000 500 - 900 0.07
20 12000 - 17000 500 - 900 0.04
R1.5 8 8000 - 11000 500 - 700 017
10 8000 - 11000 500 - 700 0.15
16 8000 - 11000 500 - 700 0.14
20 8000 - 11000 500 - 700 0.12
8§ 7 8000 - 11000 500 - 700 0.1
R2.0 10 5000 - 8000 400 - 600 0.18
15 5000 - 8000 400 - 600 0.17
20 5000 - 8000 400 - 600 0.16 SBFX
25 5000 - 8000 400 - 600 0.15
30 5000 - 8000 400 - 600 0.14
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Sl PU3

SUPER MILL A N
» Long Neck / Square / for (C) @ o :
B i | Diameter | NeckDia | FiuteLength| Efecivelength] OAL. | Shank Dia |
rder No. D1 D3 L1 L3 L2 D2
SEFA 01006 1.0 0.95 3 6 50 4
'& SEFA 01008 1.0 0.95 3 8 50 4
10— SEFA 01010 1.0 0.95 3 10 50 4
\ 2 Flutss SEFA 01012 1.0 0.95 3 12 50 4
'._¢:; SEFA 01508 1.5 1.45 4 8 50 4
350 SEFA 01510 1.5 1.45 4 10 50 4
SEFA 01512 1.5 1.45 4 12 50 4
SEFA 01516 1.5 1.45 4 16 50 4
SEFA 02008 2.0 1.92 6 8 50 4
SEFA 02010 2.0 1.92 6 10 50 4
SEFA 02012 2.0 1.92 6 12 50 4
M SEFA 02016 2.0 1.92 6 16 50 4
SEFA 02020 2.0 1.92 6 20 50 4
Bdbil SEFA 02510 2.5 2.40 8 10 50 4
S i-
Finishing SEFA 02512 2.5 2.40 8 12 50 4
SEFA 02516 2.8 2.40 8 16 50 4
SEFA 02520 2.5 2.40 8 20 50 4
SEFA 03010 3.0 2.90 8 10 50 6
SEFA 03012 3.0 2.90 8 12 50 6
SEFA 03016 3.0 2.90 8 16 50 6
SEFA 03020 3.0 2.90 8 20 75 6
SEFA 03025 3.0 2.90 8 25 75 6
T
¥ Depth of cut ¥ Recommended cutting condition for SEFA
Alloy Steels . Tool Steels . Hardened Steels
MATERIAL $45C SCM SSOC SKS SCr,SNCM  SKD11 SKD61 NAKSO
8e ; —
i DIAMETER fzﬁgﬁf_ SPEED (min"") FEED mm/mn | DEPTHOF CUT ap (mm)
€ ae=D1 1 4 25000 1500 0.05
6 25000 1500 0.03
S B0 25000 1500 0.01
15 4 15000 1200 0.1
8 15000 1200 0.05
10 15000 1200 0.025
12 15000 1200 0.018
2 8 12000 900 02
10 8800 700 0.12
12 7500 600 0.05
S 16 7000 500 0.02
3 8 8000 600 05
12 8000 600 0.45
16 5500 450 0.18
SEFA 20 4000 300 0.15

10 6000 400 0.7
m 16 6000 400 0.4
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Sl PU3

SUPER MILL A N
» Long Neck / Square / for (-} o (K
Order N ) Diameter Neck Dia Flute Length-\ Effective Lenglh' OAL. | Shank Dia )
raer No. D1 D3 L1 L3 L2 D2
SEFAX 01006 1.0 0.95 3 6 50 4
;‘SG SEFAX 01008 1.0 0.95 3 8 50 4
—DE, SEFAX 01010 1.0 0.95 3 10 50 4
' 2 Flutes SEFAX 01012 1.0 0.95 3 12 50 4
e SEFAX 01508 1.5 1.45 4 8 50 4
SEFAX 01510 1.5 1.45 4 10 50 4
SEFAX 01512 1.5 1.45 4 12 50 4
SEFAX 01516 1.5 1.45 4 16 50 4
SEFAX 02008 2.0 1.92 6 8 50 4
SEFAX 02010 2.0 1.92 6 10 50 4
SEFAX 02012 2.0 1.92 6 12 50 4
SEFAX 02016 2.0 1.92 6 16 50 4
SEFAX 02020 2.0 1.92 6 20 50 4
g SEFAX 02510 2.5 2.40 8 10 50 4
Semi-
P SEEAX 02512 2.5 2.40 8 12 50 4
SEFAX 02516 2.5 2.40 8 16 50 4
SEFAX 02520 2.5 2.40 8 20 50 4
SEFAX 03010 3.0 2.90 8 10 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
SEFAX 03025 3.0 2.90 8 25 75 6
!
V¥ Depth of cut ¥ Recommended cutting condition for SEFAX
Alloy Steels . Tool Steels . Hardened Steels
MATERIAL S45C , SCM , S50C , SKS . SCr, SNCM , SKD11 , SKD61 , NAKS0
Be : :
- DIAMETER ETTECTVE SPEED  (min!) FEED mm /min DEPTH OF CUT ap (mm)
e l @e=D1 1 4 25000 1500 0.05
6 25000 1500 0.03
D B 25000 1500 0.01
15 4 15000 1200 0.1
8 15000 1200 0.05
10 15000 1200 0.025
12 15000 1200 0.018
2 8 12000 900 0.2
10 8800 700 0.12
12 7500 600 0.05
16 7000 500 0.02
3 8 8000 600 05
12 8000 600 0.45
16 5500 450 0.18
20 4000 300 0.15 SEFAX
10 6000 400 0.7
16 6000 400 0.4
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Sl PU3

SUPER MILL A N
» Long Neck / Corner Radius / for () o o
B | Diameter| Comer R| Neck Dia | Fiute Length| Efecivelengh| O.AL. | Shank Dia
rdero.  p1 R D3 L1 L3 L2 D2
SEF 01004 1.0 0.1 0.95 1.0 4 50 4
'f"‘; SEF 01006 10 01 095 1.0 6 50 4
D1 _.Q\ SEF 01008 1.0 0.1 0.95 1.0 8 50 4
i1 2 Fiutss SEF 01010 1.0 0.1 0.95 1.0 10 50 4
% SEF 01504 1.5 0.2 1.45 1.5 4 50 4
SEF 01506 1.5 0.2 1.45 1.5 6 50 4
i % SEF 01508 1.5 0.2 1.45 1.5 8 50 4
SEF 01510 1:5 0.2 1.45 1.5 10 50 4
(\_ SEF 01512 1.5 0.2 1.45 1:5 12 50 4
R SEF 02008 2.0 0.2 1.92 2.0 8 50 4
' SEF 02010 2.0 0.2 1.92 2.0 10 50 4
E SEF 02012 2.0 0.2 1.92 2.0 12 50 4
L2 SEF 02016 2.0 0.2 1.92 2.0 16 50 4
SEF 03008 3.0 0.2 2.90 3.0 8 50 6
SEF 03010 3.0 0.2 2.90 30 10 50 6
s SEF 03012 30 02 290 30 12 50 6
Fi?:nhii'l-g SEF 03016 3.0 0.2 2.90 3.0 16 50 6
m SEF 03020 3.0 0.2 2.90 3.0 20 50 6
Profiling
1
¥ Depth of cut V¥ Recommended cutting condition for SEF
Alloy Steels . Tool Steels . Hardened Steels
MATERIAL S45C , SCM , S50C . SKS . SCr, SNCM , SKD11 , SKD61 , NAKS0
8e :
- DIAMETER “EReTiF SPEED (min"") FEED mm /min DEPTH OF CUT ap (mm)
% |3 l ae=D1 1 4 30000 2200 015
: 6 30000 2200 0.12
8 30000 2200 0.12
10 30000 2200 0.12
15 4 25000 1800 0.20
6 25000 1800 018
8 25000 1800 0.15
10 25000 1800 015
L 25000 1800 0.15
2 8 20000 1500 030
10 20000 1500 030
12 20000 1500 0.25
16 20000 1500 025
3 8 12000 900 040
SEF 12 12000 900 0.40

16 12000 900 0.30
20 12000 900 0.30
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Sl PU3

SUPER MILL A N
» Long Neck / Corner Radius / for (3} o o
Befariid | Diameter| ComerR| Neck Dia| Fiuta Length| Hechelenh] OAL. | Shank Dia)
raerNo.  pq R D3 L1 L3 L2 D2
SEFX 01004 1.0 0.1 0.95 1.0 4 50 4
S SEFX 01006 1.0 0.1 0.95 1.0 6 50 4
N MG
= SEFX 01008 1.0 0.1 0.95 1.0 8 50 4
SEFX 01010 1.0 0.1 0.95 [} 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 7 253 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
E 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
W SEFX 03012 3.0 02 290 3.0 12 50 6
;—-i?sfnmi;g SEFX 03016 3.0 0.2 2.90 3.0 16 50 6
m SEFX 03020 3.0 0.2 2.90 3.0 20 50 6
Profiling
|
¥ Depth of cut ¥ Recommended cutting condition for SEFX
Alloy Steels . Tool Steels . Hardened Steels
MATERIAL $450 SCM  S0C, SKS SCr_SNCM  SKD11 SKDB1, NAKSD
Be
o DIAMETER “[ERemi® SPEED (") |  FEED mm/min DEPTH OF CUT ap (mm)
! l ae=D1 1 4 30000 2200 0.15
6 30000 2200 0.12
8 30000 2200 0.12
10 30000 2200 0.12
15 4 25000 1800 0.20
6 25000 1800 0.18
8 25000 1800 0.15
10 25000 1800 0.15
2 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 SEEX
16 12000 900 0.30
20 12000 900 0.30
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Sl PU3

EFFICIENCY MILLS A N
P Micro Diameter / Ball Nose / foro o

Radius | Flutelength | OAL | ShankDia

Order No. R L1 L2 D2
BM 0044 RO.2 0.8 50 4
BM 0054 RO0.25 1.0 50 4
BM 0064 RO.3 122 50 4
I 2 Flutes BM 0074 RO0.35 1.4 50 4
: BM 0084 RO.4 1.6 50 4
BM 0094 R0.45 1.8 50 4
BM 0124 RO.6 2.4 50 4
BM 0144 RO.7 2.8 50 4
BM 0164 RO.8 32 50 4
BM 0184 RO.9 3.6 50 4
L2
| Finishing
| Semi-
| Finishing
Profiling
1
1 D2 | bR
¥V  Depth of cut V¥ Recommended cutting condition for BM
ae MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
[ | S45C, FC,FCD,SCM, S50C,SKS..  SCr, SNCM,SKD11,SKDE1  NAKBO. . SKD11
a — I ap=0.06R S
plL—
]‘ @e<0.1R HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 |
RADIUS SPEED FEED SPEED FEED SPEED FEED
ae (min-1) | mm / min | (min-1) mm / min | {min-") | mm J/ min
| ap<0.03R RO.1 32000 500 - 600 32000 400 - 500 25000 300 - 400
ap| — }‘ I As<0 05R R0.15 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
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 BM

www.hgt.com.tw



Sl PU3

- D2 - D1=2R

¥ Depth of cut

Be
l ] ap<0.05R
apl —al
]‘ ae<0.1R
HRC45
ge
I ap<0.04R
ap |l
I ae<0.06R
HRC45 !
R=Radius

BS

www.hgt.com.tw

EFFICIENCY MILLS A N

» Small Shank / Ball Nose / for () @

Order No. Ragus FIuteLLfngth Ol_j\z_L. ShaEr;;Dia
BS 0103 RO.5 2 50 3
BS 0153 RO.75 3 50 3
BS 0203 R1 4 50 3
BS 0253 R1.25 5 50 3
BS 0303 R1.5 6 50 3
. BS 0303A R1.5 6 75 3
7 BS 0303B R1.5 6 100 3
BS 0404 R2 8 75 4
BS 0404A R2 8 100 4

HEOE

Finishing
Semi-
Finishing

¥ Recommended cutting condition for BS

MATERIAL o6 Fc.FD. SCM S50C. SKS..
HARDNESS “HRCH
RADUS ~ SPEED i B
{min-T) L i
RO.5 45000 800
R1 23000 800
R15 16000 1000
R2 12000 1000

Carbon Steels . Alloy Steels

Alloy Steels . Tool Steels

~HRC50
SPEED FEED
(min-1) mm / min
35000 600
18000 600
12000 600
9500 700

SCr, SNCM , SKD11 , SKD1 , NAKBO...

Hardened Steels

SKD11
~HRC60
SPEED FEED

(min-1) mm / min
20000 200
10000 200

6500 200

5000 300



SII' PU3

EFFICIENCY MILLS A N

» Ball Nose / for o o

Brisrits. ‘ Ragus ‘ Flute LL;ength ‘ ol_fxz_L_ Shal:r;kz Dia
BA 0104 RO.5 2 50 4
BA 0154 RO.75 3 50 4
BA0202 R1 4 50 2
2 Flutes BA 0204 R1 4 50 4
BA 0254 R1.25 5 50 4
BA 0304 R1.5 6 50 4
BA 0354 R1.75 7] 50 4
BA 0404 R2 8 50 4
BA 0456 R2.25 9 50 6
BA 0505 R2.5 10 50 5
BA 0506 R2.5 10 50 6
m BA 0556 R2.75 2 | 50 6
BA 0606 R3 12 50 6
Bgel BA 0707 R3i5 14 60 7
Fiianing BA 0708 R3.5 14 60 8
Profiing BA 0808 R4 16 60 8
ﬁ’ BA 0910 R4.5 18 75 10
BA 1010 R5 20 i) 10
BA 1212 R6 24 F4s) 12
BA 1616 R8 32 100 16
BA 2020 R10 40 100 20
__.._L___ D1=2R
¥ Depth of cut V¥ Recommended cutting condition for BA
- Ml s se. [ SR e  son
ap'{:j h l ap<0.05R
ae<0.1R HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 |
RADIUS SPEED FEED SPEED FEED SPEED FEED
._a_§1 {min-") | mm / min {min-1) mm / min {min-") | mm / min
W k l i R0.5 45000 800 35000 600 20000 200
SRR R1 23000 800 18000 600 10000 200
HRCA45 * R1.5 16000 1000 12000 600 6500 200
R=Radius R2 12000 1000 9500 700 5000 300
R3 8000 1100 6000 700 3500 300
R4 6000 1200 5000 800 2500 350
RS 5000 1100 4000 800 2000 350
R6 4000 1000 3000 700 1500 300
RS 3000 1000 2000 700 1000 300
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Sl PU3

ap] — ‘
@e<0.04R

EFFICIENCY MILLS

el e DI=2R

¥ Depth of cut

de

ap=0.15R

HRC45 |

de

]‘ _ ap<0.05R
dap | — a8
H @e<0.02R
HRC45 t
R=Radius

BB

www.hgt.com.tw

o
]

Finishing
Semi-
Finishing

Profiling

=y

u

» Ball Nose / for o o

Radius Flute Length ] OAL. Shank Dia
e N ‘ R ‘ L1 ‘ L2 D2
BB 0104 RO.5 2 50 4
BB 0154 RO.75 3 50 4
BB 0204 R1 4 50 4
BB 0254 R1.25 5 50 4
BB 0304 R1.5 6 50 4
BB 0404 R2 8 50 4
BB 0506 R2.5 10 50 6
BB 0606 R3 52 50 6
BB 0808 R4 16 60 8
BB 1010 R5 20 75 10
BB 1212 R 6 24 75 12
V¥ Recommended cutting condition for BB
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C FC,FCD,SCM, S50C ,SKS..  SCr,SNCM,SKD11, SKD61, NAKAD... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
RADIUS SPEED FEED SPEED FEED SPEED FEED
(min-1) I mm / min (min-1) ! mm / min (min-1) mm / min
R2 12000 1200 9500 900 5000 400
R3 8000 1400 6000 900 3500 500
R4 6000 1600 5000 1000 2500 600
R5 5000 1400 4000 1000 2000 600
R6 4000 1200 3000 900 1500 500
R8 3000 1200 2500 900 1000 500
R10 2500 1000 2000 600 900 300




Sl PU3

EFFICIENCY MILLS A N

BLS BLM BLL » Long Shank / Ball Nose / for o o s
) Radiuss | Flute Length | OAL | ShankDia
' ' Order:No. R L1 L2 D2

BLS 0104 RO.5 2 TS 4
BLS 0106 RO.5 2 TH 6
o BLS 0154 RO.75 3 75 4
A1 BLS 0156 R0O.75 3 75 6
BLS 0206 R1 4 s 6
BLS 0256 R1.25 L5 s 6
BLS 0306 R1.5 6 75 6
BLS 0406 R2 8 7 LS 6
BLS 0506 R2.5 10 TH 6
BLS 0606 R3 12 Wl 6
BLM 0206 R1 4 100 6
BLM 0306 R1.5 6 100 6
L2 BLM 0406 R2 8 100 6
| e BLM 0606 R3 12 100 6
| Finiaing BLM 0808 R4 16 100 8
I Profiing 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 R5 20 150 10
BLL 1212 R6 24 150 12
BLL 1616 R8 32 150 16
BLL 2020 R10 40 150 20
1
ool |+ Di1=2R
¥ Depth of cut ¥ Recommended cutting condition for BLS. BLM. BLL
- WATERAL o Foo SO, G005 6O SO SO SOOI ST
ap=0.05R |
»'4 ]‘ l a:SO-'IR HARDNESS ~HRC30 ~HRC50 ~HRC60
HRC45 | ————
RADIUS SPEED FEED SPEED FEED SPEED FEED
e {minT) | mm/min | (min-1) mm /min | {min~") | mm / min
- . RO.5 45000 800 35000 600 20000 200
a ]‘ l :Ziggiﬁ R1 23000 800 18000 600 10000 200
HRC45 * R1.5 16000 1000 12000 600 6500 200
R=Radius R2 12000 1000 9500 700 5000 300
R3 8000 1100 6000 700 3500 300
R4 6000 1200 5000 800 2500 350 BLS
RS 5000 1100 4000 800 2000 350 BLM
R6 4000 1000 3000 700 1500 300  BLL
R8 3000 1000 2000 700 1000 300
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Sl PU3

BHORQA =

D2
¥ Depth of cut
_I |
<
a [l ap<0.1 D1
3 ae<D1
— <
. ap<0.02 D1
@esD1

HRC45

EM

www.hgt.com.tw

EFFICIENCY MILLS

2 Flutes

Finishing

Semi-
Finishing

u

» Micro Diameter / Square / for 0 o

Order No. Diag‘fter FIuteLLfngth Ol_j\z_L. ShaEr;;Dia
EM 0044 0.4 0.8 50 4
EM 0054 0.5 1.0 50 4
EM 0064 0.6 1.2 50 4
EM 0074 0.7 1.4 50 4
EM 0084 0.8 1.6 50 4
EM 0094 0.9 1.8 50 4
EM 0124 1.2 3.0 50 4
EM 0144 1.4 3.0 50 4
EM 0164 1.6 4.0 50 4
EM 0184 1.8 50 50 4

¥ Recommended cutting condition for EM

MATERIAL

HARDNESS

DIAMETER

04
0.5
0.6
0.7
0.8
0.9

Carbon Steels . Alloy Steels
S45C ,FC,FCD, SCM, S50C , SKS...

~HRC30

SPEED

(minT)
40000
40000
38000
36000
34000
32000

FEED

mm / min

100 - 400
100 - 500
100 - 600
100 - 700
100 - 800
100 - 1000

Alloy Steels . Tool Steels

SCr, SNCM , SKD11, SKDE1 , NAKSD...

~HRC50

SPEED FEED

(min-1) mm / min
25000 80 - 350
25000 80 - 400
25000 80 - 500
20000 80 - 600
20000 80-700
20000 80 - 800

Hardened Steels

SPEED

(min~T)
10000
10000

8000

8000

8000

8000

SKD11

~HRC60

FEED

mm / min

50 -250
50 -250
50 -250
50 - 250
50 - 250
50 - 250



EFFICIENCY MILLS

D2 |

V¥  Depth of cut

www.hgt.com.tw

2 Flutes

BORDG =

Finishing

Semi-
Finishing

D1<3 ap=0.15D1

D1>3 ap=0.25D1

D1<3 ap=0.05D1

D1>3 ap=0.1D1

)\

» Small Shank / Square / for o o

Diameter Flute Length OAL. Shank Dia
Grder N D1 L1 L2 D2
ES 0103 1.0 3 50 3
ES 0153 1.5 4 50 3
ES 0203 2.0 6 50 3
ES 0253 25 8 50 3
ES 0303 3.0 8 50 3
ES 0303A 3.0 8 i 3
ES 0303B 3.0 8 100 3
ES 0404 4.0 11 75 4
ES 0404A 4.0 11 100 4
¥ Recommended cutting condition for ES
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C FC FCD,SCM, S50C,SKS..  SCr, SNCM, SKD11, SKDG1 , NAKAD. . SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
DIAMETER SPEED FEED SPEED FEED SPEED FEED
(min-1) mm / min (min-1) mm / min {min-") mm / min
1 _ 20000 80 15000 45 11000 30
175 13600 135 10000 60 9000 40
_2_ _ 9600 150 8500 50 6000 45
6500 200 5800 75 4000 60
4 5500 250 4000 80 3200 60

Sl PU3

ES




Sl PU3

EFFICIENCY MILLS A N

» Square / for o o

Order No. ‘ Diag;:lter ‘ FiuteLL;ength l Ol_f\z_L. | Shal:r;k2Dia
EA 0104 1.0 3 50 4
MG EA 0154 1.5 4 50 4
EA 0204 2.0 6 50 4
e 2 Flutes EA 0254 2.5 8 50 4
EA 0304 3.0 8 50 4
EA 0404 4.0 11 50 4
% EA 0506 5.0 13 50 6
EA 0606 6.0 16 50 6
EA 0808 8.0 20 60 8
EA 1010 10.0 25 75 10
EA 1212 12.0 30 75 12
m EA 1616 16.0 40 100 16
L2 EA 2020 20.0 45 100 20
Finishing
F‘i?:.?sﬂ:g
N
—— D2 i -
V¥ Recommended cutting condition for EA
¥ Depth of cut MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
SI5C FC, FCD, SCM, S50C SKS_  SCr.SNCM,SKD11 SKDG1, NAKSD.. SKD11
ja-?1= HARDNESS ~HRC30 ~HRC50 ~HRC60
@ i e DIAMETER  SPEED FEED SPEED FEED SPEED FEED
D1>3 @p=0.25D1 (min) | mm/min (minhy | mm/min (min-1) mm / min
HREAD: ae=D1 1 20000 80 15000 45 11000 30
Be, 1.5 13600 135 10000 60 9000 40
% [/’l i D1<3 ap=0.05D1 2 9600 150 8500 50 6000 45
' D153 ap=0.1 D1 3 6500 200 5800 75 4000 60
HRC45 ae=D1 4 5500 250 4000 80 3200 60
5 4500 300 3000 80 2500 70
6 4000 300 2500 80 2200 70
8 3500 350 2200 90 1700 70
10 3000 400 2000 90 1500 70

12 2500 400 1500 100 1000 70

m 16 2000 400 1200 100 800 70

www.hgt.com.tw



SII' PU3

EFFICIENCY MILLS A\

» Square / for o o

B, ‘ Dta81$ter ‘ Flute LL;ength ‘ ol_fxz_L_ Shal:r;kz Dia
EB 0104 1.0 3 50 4
MG EB 0154 1.5 4 50 a4
EB 0202 2.0 6 50 2
A i 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
m EB 0707 7.0 18 60 7
EB 0808 8.0 20 60 8
i EB 1010 10.0 25 75 10
Fvening 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
E EB 2020 20.0 45 100 20

—— D2 .
¥V Recommended cutting condition for EB
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
¥ Depth of cut $45C ,FC,FCD , SCM, S50C, SKS...  SCr, SNCM , SKD11, SKD61 , NAKSO.. SKD11
HARDNESS ~HRC30 ~HRC50 ~HRCE0
'_'_'j'_ap ap<15 D1 DIAMETER SPEED FEED SPEED FEED SPEED FEED
3 . (min-1) | mm / min (min-1) mm / min (min-1) | mm / min
n ae<0.1 D1
:Lééﬂi 1 22000 400 18000 200 9000 140
HRC45 | 15 12000 500 11000 280 5200 150
2 10000 550 10000 280 4600 170
] ap aps<D1 3 9000 600 5500 310 3500 220
- Al a0t 4 6000 600 5000 400 2200 220
™y 5 4800 750 4000 400 1700 240
HRC45 1 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

www.hgt.com.tw



Sl PU3

EFFICIENCY MILLS

EC

D2

¥ Depth of cut

ap

L ap<1.5D1
a ae<0.2 D1
L=
'ae
de
I—--—:
= ap<05D1
.’:]plL 2 i
i ae<D1
HRC45 |
—a
P ap<p1
C | ae<0.05 D1
Qe
dg,
ai] 1 ap<0.05 D1
§ ae<D1
HRC45 1

www.hgt.com.tw

[11]
]
£
g
(]

-
w
[

Finishing
Semi-
Finishing

u

» Square / for o o

Diameter Flute Length ] OAL. 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
V¥ Recommended cutting condition for EC
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C  FC,FCD,SCM, S50C ,SKS..  SCr, SNCM, SKD11, SKDB1, NAKSD... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
DIAMETER SPEED FEED SPEED FEED SPEED FEED
(min-1) | mm / min (min-1y mm / min (min-1) 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)



Sl PU3

EFFICIENCY MILLS A N

E D » Square/for @ @ M © —
1 Diwicir | Eukelengi | OAL | ShankDia
Order No. D1 L1 L2 D2

ED 0304 3.0 8 50 4

MG ED 0404 4.0 11 50 4

D1 ED 0506 5.0 13 50 6
Arnies 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

BOREC

Finishing

Semi-
Finishing

=2
&
=]
[

B

ED

www.hgt.com.tw



Sl PU3

EP
102

EFFICIENCY MILLS

EP

V¥V  Depth of cut

" ap<15D1

1 ae<0.2 D1
le=
'aa
de
I—--—:
i ap<05D1
.’:]plL ) | P
“1 ae<D1
HRC45 |
—a
%P ap<p1
| ae<0.05 D1
Qs
Ze,
I'-—.
7l <
an| ap<0.05 D1
% ae<D1
HRC45 1

www.hgt.com.tw

A\

» Square / for o o

Order No Diameter Flute Length OAL. Shank Dia
’ 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,SKDG1 , NAKAD... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRCE0
DIAMETER SPEED FEED SPEED FEED SPEED FEED
(min-1) i mm / min (min-1) i mm / min (min-1) 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)



Sl PU3

EFFICIENCY MILLS
E A P Long Shankf Square / for o 0 —
Diaiid | EhkoLongth | OAL | ShankDia
L Qder:No, D1 L1 L2 D2
ELA 0606 6.0 15 ¥ e 6
ELA 0606A 6.0 15 100 6
ELA 0808 8.0 20 100 8
ELA 1010 10.0 25 100 10
ELA 1010A 10.0 25 150 10
ELA 1212 120 30 100 1.2
ELA 1212A 12.0 30 150 12,
Finishing
| Semi-
| Finishing
| Planing
-
i f]
__ D2 Il
¥V Depth of cut V¥ Recommended cutting condition for ELA
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
5-a-?- S45C FC FCD,SCM, S50C SKS..  SCr, SNCM,SKD11,SKD61 , NAKSO.. SKD11
- = D1<3 ap=0.15 D1 —
5 I D153 ap=0.25 D1 HARDNESS ~HRC30 ~HRC50 ~HRC60
HRGAS ae=D1 DIAMETER SF'EED FEED SPEED FEED SPEED FEED
A in1) | mm / min | (min-1) mm / min | {min-") | mm J/ min
- D1<3 ap=0.05 D1 6 4000 300 2500 80 2200 70
ap = = 1
- D13 @p=0.1D1 8 3500 350 2200 a0 1700 70
HRC45 * e 10 3000 400 2000 90 1500 70
12 2500 400 1500 100 1000 70

16 2000 400 1200 100 800 70

ELA
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Sl PU3

EFFICIENCY MILLS

P Long Shank / Square / for o o

Diameter
E L B T D1

Flute Length OAL. Shank Dia

L1 L2 D2

ELB 0303 3.0 8 75 3
"G ._ ELB 0404 4.0 11 75 4
ELB 0606 6.0 15 ¥ 6
ELB 0606A 6.0 15 100 6
ELB 0808 8.0 20 100 8
ELB 1010 10.0 25 100 10
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

Semi-
Finishing

¥ Depth of cut

MATERIAL
- S5 FC,FCD, SCM , S50C, SKS...
| ap<15D1 l
| 8e=0.4.04 HARDNESS ~HRC30
'ge’ ————
HRC45 | DIAMETER ~ SPEED
(min-")
[ apens 6 4500
. Ae=0.05 D1 8 3500
! 10 3000
HRC45 t 12 2000
16 1500
20 1200

ELB

www.hgt.com.tw

Carbon Steels . Alloy Steels

FEED

mm / min

800
820
820
820
650
600

¥ Recommended cutting condition for ELB

Alloy Steels . Tool Steels
SCr, SNCM  SKD11, SKDG1 , NAKSO...

~HRC50
SPEED FEED
(min-1) mm / min
3800 420
2800 420
1800 420
1600 350
1000 300
900 300

Hardened Steels

~HRC60

SPEED
(min~1)
1600
1000
900
800
500
400

FEED

mm / min

300
300
300
300
150
150



I PU3

EFFICIENCY MILLS
E I C P Long Flute / Square / for o o
Diameter ] Flute Length ) OAL. 1 Shank Dia
OrderNo. ‘ D1 ‘ L1 ‘ L2 D2
ELC 0204 2.0 12 50 4
MG ELC 0304 3.0 20 50 4
ELC 0404 4.0 25 75 4
2 Fiutes ELC 0506 5.0 30 75 6
5 ELC 0606 6.0 30 75 6
ELC 0808 8.0 40 100 8
% ELC 1010 10.0 40 100 10
ELC 1212 12.0 45 100 12
Finishing
Semi-
Finishing
Planing
E o
¥V  Depth of cut V¥ Recommended cutting condition for ELC
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
iﬁs-“- S45C FC FCD,SCM, S50C  SKS..  SCr, SNCM,SKD11,SKD61  NAKSO.. SKD11
ap\f_ ap<0.15 D1
s e HARDNESS ~HRC30 ~HRC50 ~HRCB0
HROA DIAMETER  SPEED FEED SPEED FEED SPEED FEED
e (min-1) | mm / min (min-1) mm / min (min-1) | mm / min
.T--’—l 2 3000 25 1700 20 1000 15
= :"ngz o1 3 2300 35 1900 25 800 10
! o
HRC45 * 4 2000 45 1600 35 650 15
5 1800 40 1400 40 600 20
6 1700 60 1300 50 550 25
8 1300 60 1000 50 450 25
10 1000 60 800 50 350 25
12 800 60 700 50 300 25 ELC

www.hgt.com.tw



Sl PU3

EFFICIENCY MILLS

ELD

Finishing

Semi-
Finishing

¥ Depth of cut

“Tap
1" ap<25D1

n e<0.05 D1
"aa’
HRC45 |
1# apont
n @e<0.02 D1
ey
HRC45 t

ELD

www.hgt.com.tw

P Long Flute f Square / for Q0

Flute Length |

Order No. D|al:r;1$ter P Ol_f\z_L. ShaEr;;Dia
ELD 0204 2.0 15 50 4
ELD 0304 3.0 20 50 4
ELD 0404 4.0 25 75 4
ELD 0506 5.0 30 75 6
ELD 0606 6.0 30 75 6
ELD 0808 8.0 40 100 8
ELD 1010 10.0 40 100 10
ELD 1212 12.0 45 100 12
ELD 1616 16.0 60 150 16
ELD 2020 20.0 60 150 20

V¥ Recommended cutting condition for ELD

MATERIAL

HARDNESS ~HRC30

DIAMETER ~ SPEED

{min)

2 3000
3 | 2500
4 2000
5 1800
6 1500
8 1300
10 1000
12 900
16 800
20 500

Carbon Steels . Alloy Steels
S45C , FC,FCD, SCM, S50C , SKS...

FEED

mm / min

50
60
80
110
110
110
110
110
95
80

Alloy Steels . Tool Steels

SCr, SNCM , SKD'1, SKD61, NAK8D...

SPEED
(min~T)
2500
2000
1700
1500
1400
1100
800
700
500
400

FEED

mm { min

40
50
70
85
75
TS
75
75
70
60

Hardened Steels

SPEED
(min-T)
1000
800
700
600
550
450
300
250
150
120

SKD11

~HRCE0

FEED

mm { min

15
20
30
40
50
50
50
40
20
20



Sl PU3

EFFICIENCY MILLS A N

» Square / for o G

et Diameter | Flute Length | OAL | ShankDia
) D1 L1 L2 D2
EH 0606 6.0 16 50 6
MG EH 0808 8.0 20 60 8
D1 . EH 1010 10.0 25 75 10
i B Fiutes EH 1212 12.0 30 75 12
% EH 1616 16.0 40 100 16
% EH 2020 20.0 45 100 20
L1
! m
L2
: ! J
l E
T
¥V  Depth of cut ¥ Recommended cutting condition for EH
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
“Ta S45C  FC FCD,SCM, S50C  SKS..  SCr, SNCM, SKD11,SKD61  NAKSO.. SKD11
| aps15D1
- 8e01.01 HARDNESS ~HRC30 ~HRC50 ~HRC60
‘ae '
HRC45 | DIAMETER  SPEED FEED SPEED FEED SPEED FEED
(min-1) mm / min | (min-1) mm / min | {min-") | mm J/ min
a0 aens 6 5500 1000 4500 850 3800 650
. ae<0.05 D1 8 4000 1000 3500 850 3000 650
‘ae’ 10 3300 1000 3100 850 2400 650
HRC45 1 12 3000 900 2500 700 2000 600
16 2500 700 2000 550 1500 450
20 1800 550 1500 420 1200 380

EH

107

www.hgt.com.tw



Sl PU3

EFFICIENCY MILLS

EHL

D2

¥ Depth of cut

T
% ap<3pi

a e<0.01 D1
da’
HRC45 |
1# ap<3pi
n e<0.005 D1
Iy
HRC45 t

EHL

www.hgt.com.tw

i] = | i) 50l

d
L

P Long Flute f Square / for o o

Flute Length |

Order No. Dﬁ;ﬁer . Oi;m Smgzom
EHL 0606 6.0 o4 e 5
EHL 0808 8.0 32 - 5
EHL 1010 10.0 40 100 10
EHL 1212 12.0 45 100 12
EHL 1616 16.0 64 150 16
EHL 2020 20.0 5 150 20

V¥ Recommended cutting condition for EHL

MATERIAL

Carbon Steels . Alloy Steels
S45C ,FC,FCD, SCM, S50C , SKS...

HARDNESS ~HRC30

DIAMETER ~ SPEED
(min-1)

6 1900
8 1500
10 1200
12 1000
16 750
20 600

FEED

mm / min

400
380
360
340
280
240

Alloy Steels . Tool Steels

SCr, SNCM, SKD11, SKDE1 , NAKSD...

~HRC50
SPEED FEED
(min-1) mm / min
1500 300
1100 280
850 260
700 230
550 200
450 170

Hardened Steels

SKD11

~HRC60

SPEED
(min~")
1200
900
750
650
450
350

FEED

mm / min

220
200
190
180
150
120



SII'i PU3

EFFICIENCY MILLS Y
» Roughing / Square / for o o

Order No Diameter Flute Length OAL. Shank Dia
: D1 L1 L2 D2
EG 0606 6.0 16 50 6
EG 0808 8.0 20 60 8
D1 | EG 1010 10.0 25 75 10
T EG 1212 12.0 30 75 12
EG 1616 16.0 40 100 16
EG 2020 20.0 45 100 20
Fine
L1 @
L2 E
Roughing
D2
V¥V Depth of cut V¥V Recommended cutting condition for EG
Side Milling WATERAL  Cabon Steels. Aloy Steels Alloy Steels . Tool Steels Hardened Steels
J ap S45C, FC,FCD,SCM, S50C, SKS..  SCr, SNCM, SKD11, SKD61 , NAKBO... SKD11
7 ap=15D1
. ae=03 D1
[~ HRC45 | HARDNESS ~HRC30 ~HRC50 ~HRC60
“Tap DIAMETER  SPEED FEED SPEED FEED SPEED FEED
ap=D1 (min-1) | mm / min (min-1) mm / min {min-") | mm / min
. ae<0.05 D1
%_i HRC45 * 6 5500 550 3000 310 1150 120
] 8 4600 550 2500 310 920 120
GG 10 3700 550 2000 310 730 120
S 12 3000 500 1700 310 600 120
[ Emanin 5 —
| S
- R 16 2300 520 1200 310 460 120
ap | e ae=D1
HRC45 , 6 4400 440 2400 250 920 100
-[?.e_i 8 3600 440 2000 250 730 100
= ap<0.2 D1 10 3000 440 1600 250 580 100
@ | 3 ae=D1 12 2400 440 1350 250 480 100
HRC45 1 16 1800 440 960 250 370 100

EG

www.hgt.com.tw



Sl PU3

EG

¥ Depth of cut

Side Milling
1% ap<15D1
. ae<0.3D1
| HRC45 |
de
1® apep1
‘ ae<0.05 D1
HRC45 1
de
Grooving
e,
A
ap T i ap=0.6D1
HRC45 ,
Qe
ap ! ap<0.2 D1
HRC45 t

www.hgt.com.tw

EFFICIENCY MILLS

B
i
£
g
(]

E | sisifar]e

Roughing

m%k

A

» Roughing / Square / for o o

Diameter Flute Length OAL. Shank Dia
Qe Ne: D1 L1 L2 D2
EGA 0606 6.0 16 50 6
EGA 0808 8.0 20 60 8
EGA 1010 10.0 25 75 10
EGA 1212 12.0 30 75 12
EGA 1616 16.0 40 100 16
EGA 2020 20.0 45 100 20
¥ Recommended cutting condition for EGA
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C  FC,FCD,SCM,S50C , SKS..  SCr, SNCM , SKD11, SKD61, NAKSO... SKD11
HARDNESS ~HRC30 ~HRC50 ~HRC60
DIAMETER SPEED FEED SPEED FEED SPEED FEED
(min-1) mm / min (min-1) mm / min (min-1) mm / min
6 5500 550 3000 310 1150 120
8 4600 550 2500 310 920 120
3700 550 2000 310 730 120
30_00 50_0 : 'I ?’00 3_1 0 600 1 2_0
2300 520 1200 210 460 120
4400 440 2400 250 920 100
3600 440 2000 250 730 100
3000 440 1600 250 580 100
2400 440 1350 250 480 100
1800 440 960 250 370 100



I PU3

EFFICIENCY MILLS A N

E T » Long Flute . Taper / for o o N—
) Small Mill Dia Flute Length.\ TaperAngIe\ Large I'u'IiIlDia-" OAL. 1 Shank Dia
L OrdarNa. | gy L1 8 D3 L2 D2

ETL 01005 1.0 10 30" 1.17 50 4

ETL 01010 1.0 10 1° 1.35 50 4

ETL 01015 1.0 10 1° 30 1.52 50 4

ETL 01020 1.0 10 20 1.70 50 4

ETL 01025 1.0 10 2° 30 1.87 50 4

ETL 01030 1.0 10 3° 2.05 50 4

ETL 01050 1.0 10 50 2:74 50 4

ETL 01070 1.0 10 7° 3.44 50 4

ETL 01505 1.5 10 30' 1.67 50 4

ETL 01510 1.5 10 1° 1.87 50 4

ETL 01515 1.5 10 1° 30" 2.02 50 4

ETL 01520 1.5 10 2° 2.20 50 4

ETL 01525 1.5 10 2° 30 537 50 4

ETL 01530 1.5 10 3° 2.55 50 4

ETL 02005 2.0 13 30" 525 50 4

ETL 02010 2.0 13 1° 2.45 50 4

ETL 02015 2.0 13 1° 30 2.68 50 4

ETL 02020 2.0 13 2° 2.90 50 4

Finishing ETL 02025 2.0 13 2° 30 3.13 50 4
semi- | ETL 02030 2.0 13 3° 3.36 50 4
LRisinng ETL 02050 2.0 13 5° 4.27 50 6
ETL 02505 2.5 15 30 2.76 50 4

ETL 02510 2.5 15 1° 3.03 50 4

ETL 02515 2.5 15 1° 30 3.29 50 4

ETL 02520 2.5 15 2° 3.56 50 4

ETL 02525 2.5 15 2° 30 3.81 50 4

ETL 02530 2.5 15 3° 4.07 50 6

ETL 02550 2.5 15 50 5.13 50 6

ETL 03005 3.0 20 30" 3.35 60 6

ETL 03010 3.0 20 1° 3.70 60 6

ETL 03015 3.0 20 1° 30 4.05 60 6

ETL 03020 3.0 20 2° 4.39 60 6

ETL 03025 3.0 20 2° 30 4.65 60 6

ETL 03030 3.0 20 3° 5.10 60 6

ETL 03050 3.0 20 50 6.50 60 8

D2 | ETL 04005 4.0 25 30" 4.44 60 6
ETL 04010 4.0 25 1° 4.88 60 6

ETL 04015 4.0 25 1° 30 5.13 60 6

ETL 04020 4.0 25 2° 5.75 60 6

ETL 04025 4.0 25 2° 30 6.19 60 8

ETL 04030 4.0 25 3° 6.62 60 8

V' Depth of cut ETL 04050 4.0 25 5° 8.38 75 10

""[ap V¥ Recommended cutting condition for ETL

) %" ap25D1
h ae=0.02 D1
L MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
qe S45C ,FC,FCD,SCM, S50C ,SKS..  SCr, SNCM , SKD11, SKDA1 , NAKRD... SKD11
HRC45 ,
HARDNESS ~HRC30 ~HRC50 ~HRC60
P ap<25D1
ae<0.01 D1 DIAMETER SPEED FEED SPEED FEED SPEED FEED
L (min-1) | mm / min (min-1) mm / min (min-1) | mm / min
e
HRC45 * 1 12000 65 6800 40 2500 15
15 9600 70 5200 45 2000 15
2 7500 85 4000 48 1500 18
25 6800 100 3700 60 1700 20
4 3500 120 1800 60 600 20 EFL:

www.hgt.com.tw



Sl PU3

ET

EFFICIENCY MILLS

D2

Finishing

Semi-
Finishing

¥ Depth of cut

|ap

.|
da

HRC45 t

Vs

ap<2.5 D1
ae<0.02 D1

ap<2.5 D1
ae<0.01 D1

www.hgt.com.tw

u

» Taper Flute / for o o

~

Taper Angle

"

unit: mm

Shank Dia |

Small Mill Dia | Flute Length Large Mill Dia OAL.
OrdarNG. | by L1 R D3 L2 D2
ET 005005 0.5 2 30' 0.53 50 4
ET 005010 0.5 2 1° 0.57 50 4
ET 005015 0.5 2 1° 30' 0.60 50 4
ET 005020 0.5 2 2° 0.64 50 4
ET 005025 0.5 2 2° 30' 0.67 50 4
ET 005030 0.5 2 3° 0.71 50 4
ET 005050 0:5 2 52 0.85 50 4
ET 005070 0.5 2 re 0.99 50 4
ET 005100 0.5 2 10° 1.21 50 4
ET 010005 1.0 4 30' 1.07 50 4
ET 010010 1.0 4 1° 1.14 50 4
ET 010015 1.0 4 1° 30' 1.21 50 4
ET 010020 1.0 4 2° 1.28 50 4
ET 010025 1.0 4 2° 30 1:35 50 4
ET 010030 1.0 4 32 1.42 50 4
ET 010050 1.0 4 5° 1.70 50 4
ET 010070 1.0 4 7 1.98 50 4
ET 010100 1.0 4 10° 2.41 50 4
ET 015005 1-5 5 30' 1.59 50 4
ET 015010 1:5 5 1° 1.67 50 4
ET 015015 1.5 5 1° 30' 1.76 50 4
ET 015020 1.5 5 2° 1.85 50 4
ET 015025 1.5 5 2° 30' 1.93 50 4
ET 015030 1.5 5 3° 2.02 50 4
ET 015050 1.5 5 52 2.37 50 4
ET 015070 1.5 5 72 2.72 50 4
ET 015100 1.5 5 10° 3.26 50 4
ET 020005 2.0 6 30' 2.10 50 4
ET 020010 2.0 6 1° 2.21 50 4
ET 020015 2.0 6 1° 30 2.31 50 4
ET 020020 2.0 6 2° 2.41 50 4
ET 020025 2.0 6 2° 30' 2.52 50 4
ET 020030 2.0 6 3° 2.62 50 4
ET 020050 2.0 6 5° 3.05 50 4
ET 020070 2.0 6 ¥ i 3.47 50 4
ET 020100 2.0 6 10° 4.11 50 4
ET 025005 2.5 8 30' 2.64 50 4
ET 025010 2.5 8 1° 2.78 50 4
ET 025015 2.5 8 1° 30' 2.91 50 4
ET 025020 2.5 8 2° 3.05 50 4
ET 025025 2.5 8 2° 30' 3.20 50 4
ET 025030 2.5 8 32 3.33 50 4
ET 025050 2.5 8 52 3.90 50 4
ET 025070 2.5 8 e 4.46 50 6
ET 025100 2.5 8 10° 5.32 50 6
ET 030005 3.0 10 30' 3.17 50 6
ET 030010 3.0 10 1° 3.35 50 6
ET 030015 3.0 10 1° 30' 3.52 50 6
ET 030020 3.0 10 2° 3.69 50 6
ET 030025 3.0 10 2° 30' 3.87 50 6
ET 030030 3.0 10 3° 4.05 50 6
ET 030050 3.0 10 57 4.75 50 6
ET 030070 3.0 10 7 i 5.46 50 6
ET 030100 3.0 10 10° 6.53 60 8
ET 040005 4.0 15 30' 4.26 50 6
ET 040010 4.0 15 1° 4.52 50 6
ET 040015 4.0 15 1° 30' 4.79 50 6
ET 040020 4.0 15 2° 5.04 50 6
ET 040025 4.0 15 2° 30' 5.31 50 6
ET 040030 4.0 15 32 5.57 50 6




iYW PU3

EFFICIENCY MILLS A N
» Taper Flute / for o o P

\ o 8 = \

Small Mill Dia | Flute Length | Taper Angle  Large Mill Dia OAL. Shank Dia
OrderNo. | " pyy L1 R D3 L2 D2
ET 040050 4.0 15 5° 6.62 60 8
ET 040070 4.0 15 7° 7.68 60 8
ET 050005 5.0 20 30" 5.34 60 6
ET 050010 5.0 20 1° 5.70 60 6
e ET 050015 5.0 20 1° 30" 6.04 60 8
ET 050020 5.0 20 2° 6.39 60 8
ET 050025 5.0 20 2° 30 6.74 60 8
ET 050030 5.0 20 3e° 7.10 60 8
ET 050050 5.0 20 5° 8.50 75 10
ET 050070 5.0 20 7° 9.91 75 10
ET 060005 6.0 20 30' 6.35 60 8
ET 060010 6.0 20 i 6.70 60 8
ET 060015 6.0 20 1° 30 7.05 60 8
ET 060020 6.0 20 2° 7.40 60 8
ET 060025 6.0 20 2° 30 7.75 60 8
ET 060030 6.0 20 3 8.10 60 8
ET 060050 6.0 20 5° 9.50 75 10
ET 080005 8.0 25 30' 8.44 75 10
Finishing ET 080010 8.0 25 o 8.87 75 10
semi- | ET 080015 8.0 25 1° 30 9.31 75 10
LReinng ET 080020 8.0 25 2° 9.74 75 10
ET 080025 8.0 25 2° 30 10.18 75 12
ET 080030 8.0 25 3° 10.62 75 12
ET 080050 8.0 25 5° 12.37 100 16
ET 100005 10.0 35 30' 10.61 100 12
ET 100010 10.0 35 1° 11.22 100 12
ET 100015 10.0 35 1° 30 11.83 100 12
ET 100020 10.0 35 2° 12.44 100 16
ET 100025 10.0 35 2° 30 13.06 100 16
ET 100030 10.0 35 3° 13.67 100 16
ET 100050 10.0 35 5° 16.12 100 16
¥V Depth of cut V¥ Recommended cutting condition for ET
MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C,FC,FCD,SCM,S50C, SKS..  SCr,SNCM, SKD11,SKDB1, NAKSO.. SKD11
1% ap2501
h 8e<0.02 D1 HARDNESS ~HRC30 ~HRC50 ~HRC60
M
e DIAMETER  SPEED FEED SPEED FEED SPEED FEED
HRC45 , {min-T) | mm / min {min-1} mm / min (min-1) | mm / min
——Ta 1 12000 65 6800 40 2500 15
ih " S s 15 9600 70 5200 45 2000 15
Ae<0.01 D1
N 2 7500 85 4000 48 1500 18
He 25 6800 100 3700 60 1700 20
HRC45 t
4 3500 120 1800 60 600 20
2500 150 1600 80 550 25
2000 150 1200 80 450 25
10 1500 150 1000 80 350 25 ET
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Sl PU3

ERA

EFFICIENCY MILLS

D2

¥ Depth of cut

ap=0.3 D1
ae=D1

ap=0.15 D1
ae=D1

www.hgt.com.tw

2 Flutes
-~
% :

BORG

Finishing

Semi-
Finishing

Profiling

@m

A\

P Corner Radius / for o o

Diameter

Flute Length

Brdiar i ‘ o ComRer R 8 o]_ixz_L_ ‘ ShaS; Dia |
ERA 0302 3.0 0.2 6 50 3
ERA 0305 3.0 0.5 6 50 3
ERA 0402 4.0 0.2 8 50 4
ERA 0405 4.0 0.5 8 50 4
ERA 0410 4.0 1.0 8 50 4
ERA 0602 6.0 0.2 12 50 6
ERA 0605 6.0 0.5 12 50 6
ERA 0610 6.0 1.0 12 50 6
ERA 0615 6.0 15 12 50 6
ERA 0620 6.0 2.0 12 50 6
ERA 0803 8.0 0.3 16 60 8
ERA 0805 8.0 0.5 16 60 8
ERA 0810 8.0 1.0 16 60 8
ERA 0815 8.0 1.5 16 60 8
ERA 0820 8.0 2.0 16 60 8
ERA 1005 10.0 0.5 20 75 10
ERA 1010 10.0 1.0 20 75 10
ERA 1015 10.0 1.5 20 75 10
ERA 1020 10.0 2.0 20 75 10
ERA 1030 10.0 3.0 20 D 10
ERA 1205 12.0 0.5 24 7] 12
ERA 1210 12.0 1.0 24 75 12
ERA 1215 12.0 1.5 24 75 12
ERA 1220 12.0 2.0 24 75 12
ERA 1230 12.0 3.0 24 75 12

V¥ Recommended cutting condition for ERA

MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
S45C  FC,FCD, SCM, S30C , SKS..  SCr, SNCM, SKD11, SKDE1, NAKSD... SKD11

HARDNESS ~HRC30 ~HRC50 ~HRC60

DAETER  SUEry | mefmn | oy | omimn |t | mime

3 7600 180 4800 120 2900 50
4 6500 260 4000 160 2500 55
5 5500 270 3200 160 2000 60
6 4800 300 2900 170 1800 70
8 3700 325 2200 170 1500 85
10 2900 280 1700 140 1100 70
12 2400 230 1400 120 1000 65
16 1800 170 1100 90 700 45




Sl PU3

EFFICIENCY MILLS
P Corner Radlus | for o o i
E R B Order No. D|al:r;1$ter ' ComRer R | Fluteli_‘;angth\ OLAz_L_ ) ShaskzDia )
ERB 0302 3.0 0.2 6 50 3
MG ERB 0302.4 3.0 0.2 6 50 e
ERB 0305 3.0 0.5 6 50 3
4 Futes ERB 0305.4 3.0 0.5 6 50 4
% ERB 0310 3.0 1.0 6 50 3
ERB 0310.4 3.0 1. 6 50 4
% ERB 0402 4.0 0.2 8 50 4
ERB 0405 4.0 0.5 8 50 4
ERB 0410 4.0 1.0 8 50 &
R ERB 0602 6.0 0.2 12 50 6
ERB 0605 6.0 0.5 12 50 6
E ERB 0610 6.0 1.0 12 50 6
ERB 0615 6.0 1.5 12 50 6
m ERB 0620 6.0 2.0 12 50 6
ERB 0803 8.0 0.3 16 60 8
e ERB 0805 8.0 0.5 16 60 8
Fi?srﬂir;g ERB 0810 8.0 1.0 16 60 8
ERB 0815 8.0 1.5 16 60 8
E ERB 0820 8.0 2.0 16 60 8
ERB 1005 10.0 0.5 20 75 10
Profiling ERB 1010 10.0 1.0 20 75 10
‘ ERB 1015 10.0 1.5 20 75 10
ERB 1020 10.0 2.0 20 75 10
ERB 1030 10.0 3.0 20 75 10
ERB 1205 12.0 0.5 24 75 12
ERB 1210 12.0 1.0 24 75 12
ERB 1215 12.0 1.5 24 75 12
ERB 1220 12.0 2.0 24 75 12
ERB 1230 12.0 3.0 24 75 12
¥ Depth of cut
V¥ Recommended cutting condition for ERB
R MATERIAL Carbon Steels . Alloy Steels Alloy Steels . Tool Steels Hardened Steels
. L//_R aec0.028 S45C, FC,FCD, SCM, S50C, SKS..  SCr, SNCM, SKD11, SKD61 , NAKSO... SKD11
| i ' ReRER HARDNESS ~HRC30 ~HRC50 ~HRC60
- HRC45 | _
was [ sl s el o W
o ap<D! 3 9500 450 6000 290 3600 120
. ae<0.02 D1 4 8000 800 5000 480 3200 160
a0 HRC45 ! 5 6800 820 4000 500 2500 170
e 6000 900 3600 530 2300 220
4600 1000 2800 530 1800 250
10 3500 850 2200 420 1400 220
12 3000 720 1800 350 1200 200  ERB
16 2300 520 1400 250 900 150
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Sl PU3

¥ Depth of cut

ap [ ap<0.02R
I # acco0r
sl HRC45 ,
de’
~Tap
——* ap=D1
1 e<0.02 D1
e HRC45 1
R=Comer R

ERC

www.hgt.com.tw

EFFICIENCY MILLS

ERC

Finishing

Semi-
Finishing

P Long Shank Corner Radlus / for o o

| Flute Length |

Shank Dia

Order No. DlaS1$ter ComRer R > Oi\z_L_ oo
ERC 0605 6.0 0.5 12 75 6
ERC 0605A 6.0 0.5 12 100 6
ERC 0610 6.0 1.0 12 75 6
ERC 0610A 6.0 1.0 12 100 6
ERC 0805 8.0 0.5 16 100 8
ERC 0810 8.0 1.0 16 100 8
ERC 1005 10.0 0.5 20 100 10
ERC 1010 10.0 1.0 20 100 10
ERC 1020 10.0 2.0 20 100 10
ERC 1205 12.0 0.5 24 100 12
ERC 1210 12.0 1.0 24 100 12
ERC 1220 12.0 2.0 24 100 12

V¥ Recommended cutting condition for ERC

MATERIAL

HARDNESS

DIAMETER

10
12

Carbon Steels . Alloy Steels
S45C ,FC,FCD, SCM, S50C , SKS...

~HRC30

SPEED

{minT)

4800
3700
2900
2400

FEED

mm / min

2560
620
530
450

Alloy Steels . Tool Steels

SCr, SNCM , SKD11 , SKD1 , NAKBO...

~HRC50

SPEED

(min-1)
2900
2200
1700
1400

FEED

mm { min

330
330
260
220

Hardened Steels

SKD11

~HRC60

SPEED

(min-1)
1800
1500
1100
1000

FEED

mm / min

140
160
140
125



EFFICIENCY MILLS

L3

D2 D1=2R

- .

¥ Depth of cut

R<1 ae<0.1R

R>1 ae<0.2R
ge

R=Radius

www.hgt.com.tw

2 Flutes

£y

Finishing

Semi-
Finishing

Profiling
=7

T

Sl PU3

» Long Neck / Ball Nose / for () @

Neck Dia |

Flute Length\ Effective Lenglh:

Y

Shank Dia |

OrderNo. " D3 L1 L3 ry D2
BF 01006 RO.5  0.95 2 6 50 4
BF 01008 RO.5 0095 2 8 50 4
BF 01010 RO.5 0095 2 10 50 4
BF 01012 RO.5 0095 2 12 50 4
BF 01508 RO0.75 1.45 3 8 50 4
BF 01510  R0.75  1.45 3 10 50 P
BF 01512 RO.75 1.45 3 12 50 4
BF 01516 R0.75 1.45 3 16 50 4
BF 01520 RO.75 1.45 3 20 50 4
BF 02008 R1.0  1.92 4 8 50 4
BF 02010 R1.0  1.92 4 10 50 P
BF 02012 R1.0  1.92 4 12 50 4
BF 02016 R1.0  1.92 4 16 50 4
BF 02020 R1.0  1.92 4 20 50 4
BF 03008 R1.5  2.90 6 8 50 6
BF 03010 R1.5  2.90 6 10 50 6
BF 03012 R1.5  2.90 6 12 50 6
BF 03016 R1.5  2.90 6 16 50 6
BF 03020 R1.5  2.90 6 20 75 6
BF 03025 R1.5  2.90 6 25 75 6
BF 04012 R2.0  3.88 8 12 50 6
BF 04016 R2.0  3.88 8 16 50 6
BF 04020 R2.0  3.88 8 20 50 6
BF 04025 R2.0  3.88 8 25 75 6
BF 04030 R2.0  3.88 8 30 75 6

¥V Recommended cutting condition for BF

MATERIAL

RADIUS

R0O.5 6

RO75 8

R1.0 8

" R15 8

EFFECTIVE
_LENGTH

Alloy Steels . Tool Steels . Hardened Steels S45C, SCM, S50C , SKS, SCr, SNCM , SKD11, SKDB1, NAKSD

SPEED (min1)

20000 - 32000
20000 - 32000
20000 - 32000
20000 - 32000
18000 - 20000
18000 - 20000
18000 - 20000
18000 - 20000
12000 - 17000
12000 - 17000
12000 - 17000
12000 - 17000
8000 - 11000
8000 - 11000
8000 - 11000
8000 - 11000
8000 - 11000
5000 - 8000
5000 - 8000
5000 - 8000
5000 - 8000
5000 - 8000

FEED mm / min

300
300
300
300
350
350
350
350
500
500
500
500
500
500
500
500
500
400
400
400
400
400

- 750
- 750
- 750
- 750
- 550
- 550
- 550
- 550
- 900
- 900
- 900
- 900
- 700
- 700
- 700
- 700
- 700
- 600
- 600
- 600
- 600
- 600

DEPTH OF CUT ap (mm)

0.04
0.03
0.025
0.015
0.07
0.04
0.03
0.02

=R Bl

BF

e



Sl PU3

EFFICIENCY MILLS A\
» Long Neck / Square / for 0 (K

Diameter Neck Dia ' Flute Length | Effective Length OAL. .' Shank Dia |

OrderNo. | " py D3 L1 L3 L2 D2
EFA 01006 1.0 0.95 3 6 50 4
nG EFA 01008 1.8 0.95 3 8 50 4
_ D1 EFA 01010 1.0 0.95 3 10 50 4
2 Flutss EFA 01012 1.0 0.95 3 12 50 4
% EFA 01508 1.5 1.45 4 8 50 4
EFA 01510 1.5 1.45 4 10 50 4
% EFA 01512 1.5 1.45 4 12 50 4
EFA 01516 1.5 1.45 4 16 50 4
EFA 02008 2.0 1.92 6 8 50 4
EFA 02010 2.0 1.92 6 10 50 4
EFA 02012 2.0 1.92 6 12 50 4
m EFA 02016 2.0 1.92 6 16 50 4
EFA 02020 2.0 1.92 6 20 50 4
Sing EFA 02510 2.5 2.40 8 10 50 4
S j-
Finishing EFA 02512 2.5 2.40 8 12 50 4
EFA 02516 2.5 2.40 8 16 50 4
EFA 02520 2:5 2.40 8 20 50 4
EFA 03010 3.0 2.90 8 10 50 6
EFA 03012 3.0 2.90 8 12 50 6
EFA 03016 3.0 2.90 8 16 50 6
EFA 03020 3.0 2.90 8 20 75 6
EFA 03025 3.0 2.90 8 25 TS5 6
1
V¥ Recommended cutting condition for EFA
¥ Depth of cut MATERIAL Carbon Steels . Alloy Steels  Alloy Steels . Tool Steels Hardened Steels
SI5C FC,FCD, SCM SE0C  SKS.. SCr SNCM, K11 SKDBT NAKBD.. SKD11
- DAMETER “TTLTEE SPEED (min”") FEED mm/mn | DEPTH OF CUT ap(mm)
e 1 4 25000 1500 0.05
a | 6 25000 1500 0.03
3 I 10 25000 1500 0.01
15 4 15000 1200 0.1
@e=D1 8 15000 1200 0.05
10 15000 1200 0.025
_ 2 15000 1200 0.018
2 8 12000 900 0.2
10 8800 700 0.12
12 7500 600 0.05
S 7000 500 0.02
3 8 8000 600 05
12 8000 600 0.45
16 5500 450 0.18
- 20 4000 300 0.15
4 10 6000 400 0.7
EFA 16 6000 400 04
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Sl PU3

I.pro ‘
S B B » Ball Nose / for M )
Radits | FiitaLength | OAL | ShankDia

Order No. ‘ R ‘ L1 ‘ L2 D2
SBBI 0306 R1.5 6 50 6

S
MG SBBI 0406 R2 8 50 6
SBBI 0506 R2.5 10 50 6
4 Fiutos SBBI 0606 R3 12 50 6
% SBBI 0808 R4 16 60 8
= SBBI 1010 R5 20 75 10
SBBI 1212 R6 24 75 12

Finishing
Semi-
Finishing

Profiling

4 2

_.LL-_ Di1=2R

SBBI
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SIl' PU3

I.pro ‘

» Square / for M

Diameter | Flute Length | OAL | ShankDia

OrderNo. D1 L1 L2 D2
SEI 0306 3.0 8 50 6
MG SEI 0406 4.0 11 50 6
SEI 0506 5.0 13 50 6
SEI 0606 6.0 16 50 6
SEI 0808 8.0 20 60 8
SEI 1010 10.0 25 75 10
SEI 1212 12.0 30 75 12
SEI 1616 16.0 40 100 16
SEI 2020 20.0 45 100 20

Semi-
Finishing

¥ Recommended cutting condition for SEI

Side Milling
MATERIAL Stainless Steels Titanium alloy Inconel 718
1 Depth of cut ap=1D1 ae=0.05D1 ap=1D1 ae=0.05D1 ap=1D1 ae=0.05D1
- D2 | DIAMETER  SPEED FEED SPEED FEED | SPEED = FEED
(min~) | mm / min (min™) mm /min | (min™) mm / min
4600 590 4600 590 2600 230
3500 560 3500 560 2000 220
10 2700 535 2700 H3n: 1600 200
¥  Depth of cut ——
12 2400 520 2400 520 1400 170
16 1700 450 1700 450 1000 130
> Side Milling 20 1400 450 1400 450 800 100
e Slotting
|  MATERIAL Stainless Steels ~ Titanium alloy Inconel 718
ae’ Depth of cut ap=0.5D1 ae=1D1 ap=0.2D1 ae=1D1 ap=0.2D1 ae=1D1
DIAMETER  SPEED FEED | SPEED FEED | SPEED FEED
(min-") mm / min {min-1) mm / min {min-") mm / min
> Slotting ! -
e 6 3000 375 2600 335 1200 105
= 8 2200 360 2000 320 900 90
ap 10 1800 335 1600 310 750 80
12 1500 330 1300 300 600 70
16 1100 290 1000 250 450 50
20 900 290 800 250 360 40

SEI
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Sl PU3

I.pro ‘
E P S » Square / for M @
| Dimeter | ElitsLengih | OAL | ShankDia

Orderie ‘ D1 ‘ L1 ‘ L2 D2
SEPS 0306 3.0 8 50 6

S
MG SEPS 0406 4.0 11 50 6
SEPS 0506 5.0 13 50 6
3 Flutss SEPS 0606 6.0 16 50 6
@ SEPS 0808 8.0 20 60 8
SEPS 1010 10.0 25 75 10
% SEPS 1212 12.0 30 75 12
SEPS 1616 16.0 40 100 16
m SEPS 2020 20.0 45 100 20

Roughing

Finishing
Semi-
Finishing

SEPS
122
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¥ Depth of cut

P Side Milling

o

P Slotting
|,_ae

5
] h
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Finishing
[ |
Semi-
Finishing

\

» Square / for M @ -

Diameter Flute Length OAL Shank Dia
Order No. ‘ D1 ‘ L1 L2 D2
SEPI 0306 3.0 8 50 6
SEPI 0406 4.0 11 50 6
SEPI 0506 510 13 50 6
SEPI 0606 6.0 16 50 6
SEPI 0808 8.0 20 60 8
SEPI 1010 10.0 25 s 10
SEPI 1212 12.0 30 7D 12
SEPI 1616 16.0 40 100 16
SEPI 2020 20.0 45 100 20
V¥ Recommended cutting condition for SEPI
Side Milling
MATERIAL Stainless Steels Titanium alloy Inconel 718
Depth of cut ap=1D1 ae=0.05D1 ap=1D1 ae=0.05D1 ap=1D1 ae=0.05D1
DIAMETER SPEED FEED SPEED FEED SPEED FEED
(minT) mm / min (min~'} mm / min (min") mm / min
4600 590 4600 590 2600 230
8 3500 560 3500 560 2000 220
10 2700 535 2700 535 1600 200
12 2400 520 2400 520 1400 170
16 1700 450 1700 450 1000 130
20 1400 450 1400 450 800 100
Slotting
MATERIAL Stainless Steels Titanium alloy Inconel 718
Depth of cut ap=05D1 ae=1D1 ap=02D1 ae=1D1 ap=02D1 ae=1D1
DIAMETER SPEED FEED SPEED FEED SPEED FEED
(min-1) | mm / min (min-1) mm / min (min-1) mm / min
6 3000 375 2600 335 1200 105
2200 360 2000 320 900 90
10 1800 335 1600 310 750 80
12 1500 330 1300 300 600 70
16 1100 290 1000 250 450 50
20 900 290 800 250 360 40

Sl PU3

SEPI




Sl PU3

SIP

I.pro

SIP

¥ Depth of cut

P> Side Milling

]2

P> Slotting

Jae

a ]
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h

» Square/for M )

m

Diameter Flute Length OAL. Shank Dia
Order No. ‘ D1 L1 L2 D2
SIP 0606 6.0 16 50 6
S
MG SIP 0808 8.0 20 60 8
SIP 1010 10.0 25 S 10
SIP 1212 12.0 30 75 12
. .

Variable  {gmn?

v

rate ,, 4

a.c#b.d s

Semi-
Finishing

¥ Recommended cutting condition for SIP

Side Milling
MATERIAL Stainless Steels Titanium alloy Inconel 718
Depth of cut ap=1D1 ae=0.05D1 ap=1D1 ae=0.05D1 ap=1D1 ae=0.05D1
DIAMETER SPEED FEED SPEED FEED SPEED FEED
(min") mm / min (min™") mm / min (min) mm / min
4600 590 4600 590 2600 230
8 3500 560 3500 560 2000 220
10 2700 535 2700 535 1600 200
12 2400 520 2400 520 1400 170
16 1700 450 1700 450 1000 130
20 1400 450 1400 450 800 100
Slotting
MATERIAL Stainless Steels Titanium alloy Inconel 718
Depth of cut ap=05D1 ae=1D1 ap=0.2D1 ae=1D1 ap=02D1 ae=1D1
DIAMETER SPEED FEED SPEED FEED SPEED FEED
(min~1) | mm / min (min-1) mm / min (min-1) mm / min
3000 375 2600 335 1200 105
2200 360 2000 320 900 90
10 1800 335 1600 310 750 80
12 1500 330 1300 300 600 70
16 1100 290 1000 250 450 50
20 900 290 800 250 360 40




Sl PU3

I.pro ‘
» Square / for M @

Diameter Flute Length OAL Shank Dia
Order No. ‘ D1 ‘ L1 L2 D2
SIA 0306 3.0 8 50 6
S
SIA 0406 4.0 11 50 6
MG
SIA 0506 50 13 50 6
SIA 0606 6.0 16 50 6
SIA 0808 8.0 20 60 8
SIA 1010 10.0 25 Fiss 10
40°/43°
SIA 1212 12:0 30 75 12
SIA 1616 16.0 40 100 16
SIA 2020 20.0 45 100 20
Finishing
SEmI- . . d v a
iz Variable Variable 9
. v v
Planing helix angle rate % -
= oy g |
—_— R1#R2 a.c#b.d Chosia”h
V¥ Recommended cutting condition for SIA
Side Milling
MATERIAL Stainless Steels Titanium alloy Inconel 718
Depth of cut ap=1D1 ae=0.05D1 ap=1D1 ae=0.05D1 ap=1D1 ae=0.05D1
DIAMETER  SPEED FEED SPEED FEED | SPEED FEED
(minT) mm / min (min~'} mm / min (min") mm / min
4600 590 4600 590 2600 230
8 3500 560 3500 560 2000 220
10 2700 535 2700 535 1600 200
V¥ Depth of cut
12 2400 520 2400 520 1400 170
16 1700 450 1700 450 1000 130
P Side Milling 20 1400 450 1400 450 800 100
:__la" Slotting
!J MATERIAL Stainless Steels Titanium alloy Inconel 718
ae’ Depth of cut ap=0.5D1 ae=1D1 ap=0.2D1 ae=1D1 ap=0.2D1 ae=1D1
DIAMETER  SPEED FEED | SPEED FEED SPEED FEED
(min-1) | mm / min (min-1) mm / min (min-1) | mm / min
P> Slotting
Be 6 3000 375 2600 335 1200 105
¥ J 8 2200 360 2000 320 900 90
ap I.f 10 1800 335 1600 310 750 80
. 12 1500 330 1300 300 600 70
16 1100 290 1000 250 450 50
20 900 290 800 250 360 40

SIA
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Sl PU3

I.pro ‘

» Square /for M @

Order No. ‘ Dial:r;:ater F!uieLL;ength OI_:\2_L. ) Shal:r;k2Dia
SIB 0306 3.0 8 50 6

m% SIB 0406 4.0 11 50 6
SIB 0506 5.0 13 50 6
SIB 0606 6.0 16 50 6
SIB 0808 8.0 20 60 8
SIB 1010 10.0 25 75 10
SIB 1212 12.0 30 75 12
SIB 1616 16.0 40 100 16

Finishing SIB 2020 20.0 45 100 20

Fvaning

Planing

N a

Variable e - -3

A Ve -
atb#ctdie ¢

¥ Recommended cutting condition for SIB

Side Milling
MATERIAL Stainless Steels Titanium alloy Inconel 718

Depth of cut ap=1D1 ae=0.05D1 ap=1D1 ae=0.05D1 ap=1D1 ae=0.05D1
DIAMETER SPEED FEED SPEED FEED SPEED FEED
(min™) | mm / min (min™") | mm / min (min) mm / min

4600 740 4600 740 2600 290

8 3500 700 3500 700 2000 275

10 2700 670 2700 670 1600 250

¥ Depth of cut

12 2400 650 2400 650 1400 210

16 1700 560 1700 560 1000 160

» Side Milling 20 1400 560 1400 560 800 120

[ @ Slotting
MATERIAL Stainless Steels Titanium alloy Inconel 718

ae Depth of cut ap=05D1 ae=1D1 ap=0.2D1 ae=1D1 ap=02D1 ae=1D1
DIAMETER SPEED FEED SPEED FEED SPEED FEED
(min-1) | mm / min (min-1) | mm / min (min-1) mm / min

P> Slotting

ae 6 3000 470 2600 420 1200 130

_,J 8 2200 450 2000 400 900 110

a | 3 10 1800 420 1600 390 750 100
12 1500 410 1300 370 600 85

16 1100 360 1000 310 450 60

20 900 360 800 310 360 50

SIB

www.hgt.com.tw



SIl' PU3

I.pro
S H AI ' Square /for M ©) .
Digiicior | EhiloLangth | OAL | ShankDia

Order:No. D1 L1 L2 D2
SHAI 0606 6.0 16 50 6

S
MG SHAI 0808 8.0 20 60 8
D1 SHAI 1010 10.0 25 75 10

I B Fiutes SHAI 1212 12.0 30 75 12
% SHAI 1616 16.0 40 100 16
45°

L1 I/

D2

SHAI

127

www.hgt.com.tw



Sl PU3

SEGI

I.pro ‘
G » Roughing Square / for M
1 Dt | ElisLengi | OAL | ShankDia
OrderNot D1 L1 L2 D2
SEGI 0606 6.0 16 50 6
=y
MG SEGI 0808 8.0 20 60 8
SEGI 1010 10.0 25 75 10
4 Flutss SEGI 1212 12.0 30 75 12
I
SEGI 1616 16.0 40 100 16
SEGI 2020 20.0 45 100 20

[L2
Roughing

@0 SEE8E

www.hgt.com.tw



Sl PU3

I.pro
S R I P P Corner Radius / for M ()
' Diameter 1 Comer R ] Flute Length OAL ] Shank Dia
QirderNo. ‘ D1 R L1 L2 D2
SRIP 0305 3.0 0.5 8 50 6
h‘SG SRIP 0405 4.0 0.5 i fi | 50 6
SRIP 0605 6.0 0.5 16 50 6
__‘: SRIP 0610 6.0 1.0 16 50 6
p / SRIP 0805 8.0 0.5 20 60 8
SRIP 0810 8.0 1.0 20 60 8
SRIP 1005 10.0 0.5 25 75 10
SRIP 1010 10.0 1.0 25 T 10
SRIP 1205 12.0 0.5 30 75 T2
SRIP 1210 120 10 30 T 12
Finishing
Semi-
Finishing
Profllng
¥ Recommended cutting condition for SRIP
Side Milling
MATERIAL Stainless Steels Titanium alloy Inconel 718
Depth of cut ap=1D1 ae=0.05D1 ap=1D1 ae=0.05D1 ap=1D1 a==0.05D1
. b2 DIAMETER  SPEED FEED SPEED FEED | SPEED FEED
(minT) | mm / min (min~'} mm / min (min) mm / min
4600 590 4600 590 2600 230
8 3500 560 3500 560 2000 220
10 2700 53b 2700 535 1600 200
V¥ Depth of cut
12 2400 520 2400 520 1400 170
16 1700 450 1700 450 1000 130
P» Side Milling 20 1400 450 1400 450 800 100
i Slotting
lj MATERIAL Stainless Steels Titanium alloy Inconel 718
ae’ Depth of cut ap=0.5D1 ae=1D1 ap=0.2D1 ae=1D1 ap=0.2D1 ae=1D1
DIAMETER ~ SPEED FEED SPEED FEED SPEED FEED
(minT) | mm / min (min~} mm / min (min") | mm / min
P> Slotting
8e 6 3000 375 2600 335 1200 105
1_/| I 8 2200 360 2000 320 900 90
) 1|= 10 1800 335 1600 310 750 80
12 1500 330 1300 300 600 70
16 1100 290 1000 250 450 50
20 900 290 800 250 360 40

SRIP

www.hgt.com.tw
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__D __ D MILL Aluminum & Copper cutting series




Sl PU3

D MILL A
P Ball Nose / for 0
“ . .
Radius Flute Length OAL Shank Dia
Order No. R L1 L2 D2
DB 0104 RO.5 5! 50 4
DB 0154 RO.75 4 50 4
DB 0204 R1 6 50 4
DB 0303 R1.5 6 50 3
DB 0404 R2 8 50 4
DB 0606 R3 12 50 6
DB 0808 R4 16 60 8
DB 1010 R5 20 i, 10
DB 1212 R6 24 5y 12
|
) |
ol D2 |« D1=2R
¥V Depth of cut ¥ Recommended cutting condition for DB
Aluminum Aluminum alloy Aluminum alloy
MATERIAL
1070 2014 1 4032 5052 [ 6061/ 7075 AC85
. L J
Bl RADIUS SPEED = FEED SPEED FEED SPEED = FEED
| (min") mm / min (min") mm / min (min~") | mm / min
an il | I ap=0.1R . | | | 1
' !‘ ae<0.2R RO.5 50000 2300 37000 2000 50000 1400
R0.75 50000 3000 28000 2000 50000 1800
R=Radius —
R1 44000 4000 18500 2000 44000 2500
R1.5 28000 4000 11500 2000 28000 2500
R2 22000 4000 8800 2000 22000 2500
RS 16000 4000 6400 2000 16000 2500
R4 12000 4000 4800 2000 12000 2500
B R_5 10000 4000 4000 2000 10000 2500
R6 8000 4000 3200 2000 8000 2500

- DB

www.hgt.com.itw



Sl PU3

D MILL
D EA 'squam . .
Diameter ] Flute Length ] OAL. ) Shank Dia
OrderNo. D1 L1 L2 D2
DEA 0106 1.0 3 50 6
DEA 0206 2.0 6 50 6
MG
0 (— DEA 0306 3.0 9 50 6
2 Futes DEA 0406 4.0 12 50 6
& DEA 0506 5.0 15 50 6
- DEA 0606 6.0 18 50 6
DEA 0808 8.0 20 60 8
DEA 1010 10.0 30 75 10
DEA 1212 12.0 30 5 12
_ DEA 1616 16.0 45 100 16
Planing
' E o
1
¥ Depth of cut V¥ Recommended cutting condition for DEA
Aluminum Aluminum alloy Aluminum alloy
MAIERE 1070 2014 /4032 /5052 1 6061 / 7075 AC85
1% ap<15D1 _ Il
| 80404 DIAMETER  SPEED FEED SPEED FEED SPEED FEED
e (min") | mm / min (min"") | mm / min (min™") mm / min
: | | | |_
2 37000 2000(800) 16000 850(350) 20000 1100(450)
e .3 35000 2000(900) 14000 850(450) 18000 1100(550)
= S 4 26000 2000(1100) 11000 850(550) 13000 1100(660)
gt l ae=D1 5 21000 2000(1100) 9000 850(550) 10000 1100(660)
6 17000 2000(1100) 7000 850(550) 9000 1100(660)
8 13000 2000(1100) 5500 850(650) 7000 1100(800)
10 | 11000 2000(1300) 7000 850(650) 5500 1100(800)
12 i 8800 2000(1300) 3600 850(800) 4500 1100(800)
16 6500 2000(1100) 3000 850(550) 3500 1100(900)

DEA

Y o

www.hgt.com.tw



D MILL

L2
!
¥V Depth of cut
1% ap<15D1
n @e<0.1 D1
3
e
an] | aps0.1 D1
ae=D1

www.hgt.com.tw

2 Flutes

MG

45°

M D

B

SIllA PU3

» Square / for o

Ordor No. Diag?er Flutell_fngth Ol_j\z_L_ ShaEr;;Dia
DEB 0106 1.0 3 50 6
DEB 0206 2.0 6 50 6
DEB 0306 3.0 9 50 6
DEB 0406 4.0 12 50 6
DEB 0506 50 15 50 6
DEB 0606 6.0 18 50 6
DEB 0808 8.0 20 60 8
DEB 1010 10.0 30 75 10
DEB 1212 12.0 30 75 12
DEB 1616 16.0 45 100 16

V¥ Recommended cutting condition for DEB

Aluminum
MATERIAL 1070

DIAMETER SPEED FEED

{min"") mm / min
2 37000 2000(800)
3 35000 2000(900)
4 26000 2000(1100)
5 21000 2000(1 100j
6 17000 2000(1100)
8 13000 2000(1100)
10 11000 2000(1300)
12 8800 2000(1300)
16 6500 2000(1100)

Aluminum alloy

SPEED

(min”)
16000
14000
11000

9000

7000

5500

7000

3600

3000

201414032 15052 1 6061/ 7075

FEED

mm / min

850(350)
850(450)

850(550)

850(550)
850(550)
850

850(800)

(
(
(
(
(
850(550)

Aluminum alloy

AC85

SPEED

{min™")
20000
18000
13000
10000

9000

7000

5500

4500

3500

FEED

mm / min

1100(450)
1100(550)
1100(660)
1100(660) _
1100(660)
1100(800)
1100(800)
1100(800)

1100(900)
DEB

( ):Grooving



Sl PU3

DEC

D MILL

DEC

L1

D2

¥ Depth of cut

T
1™ ap<15D1

. 8e=0.2 D1

as

Be,

=
ap| _ ap<D1
ae=D1

www.hgt.com.tw

[11]
!
£
g
1]

&

w
"]
]

M D

P Square / for 0

Flute Length |

Order No. D|al:r;1$ter » Ol_j\z_L. ShaEr;;Dia
DEC 0206 2.0 6 50 6
DEC 0306 3.0 9 50 6
DEC 0406 4.0 12 50 6
DEC 0506 5.0 15 50 6
DEC 0606 6.0 18 50 6
DEC 0808 8.0 20 60 8
DEC 1010 10.0 30 75 10
DEC 1212 12.0 30 75 12
DEC 1616 16.0 45 100 16
DEC 2020 20.0 45 100 20

¥ Recommended cutting condition for DEC

Aluminum

MATERIAL
DIAMETER ~ SPEED
(min™")

2 37000
3 35000
4 26000
5 21000
6 17000
8 13000
10 11000
1= | 8800
1. | 6500
20 5300

FEED

mm / min

2400(950)

2400(1050
2400(1200
2400(1200
2400(1200

2400(1400
2400(1400
2400(1200
2400(1200

)
)
)
)
2400(1200)
)
)
)
)

Aluminum alloy

SPEED

(min™)
16000
14000
11000

9000

7000

5500

7000

3600

3000

2200

201414032 /5052 1 6061/ 7075

FEED

mm { min

1000(380)

1000(500)
1000(600)
1000(600)
1000(600)
1000(700)
1000(700)
1000(880)
1000(600)
1000(600)

Aluminum alloy

SPEED
(min™")
20000
18000
13000
10000
9000
7000
5500
4500
3500
2500

AC85

FEED

mm / min

1300(500
1300(600
1300(720
130 0(7 20
1300(720
‘I 30 U'( 8 8[]'
1300(880
1300(880
1300(1000)
1300(700)

[ )G ro;ving



D MILL

D2

¥V Depth of cut

..-gap

aps1.5 D1
. aes=0.2 D1
™
Be
ap T 1 ap=D1
ae=D1

www.hgt.com.tw

F-2
w
(]

Planing

M D

)\

» Square / for 0

Order No. DiaS1$ter Flutell_fngth Ol_f\z_L_ ShaEr;I;Dia
DED 0206 2.0 6 50 6
DED 0306 3.0 9 50 6
DED 0406 4.0 12 50 6
DED 0506 5.0 15 50 6
DED 0606 6.0 18 50 6
DED 0808 8.0 20 60 8
DED 1010 10.0 30 P 10
DED 1212 12.0 30 75 12
DED 1616 16.0 45 100 16
DED 2020 20.0 45 100 20

V¥ Recommended cutting condition for DED

MATERIAL

DIAMETER

=TI B ST ]

Aluminum Aluminum alloy

1070 2014 1403215052 1 6061/ 7075

SPEED FEED SPEED EEELD

{min~") mm / min (min") mm / min
37000 2400(950) 16000 1000(380)
35000 2400(1050) 14000 1000(500)
26000 2400(1200) 11000 1000(600)
21000 2400("1 2ODj 9000 1000(600)
17000 2400(1200) 7000 1000(600)
13000 2400(1200) 5500 1000(700)
11000 2400(1400) 7000 1000(700)
8800 2400(1400) 3600 1000(880)
6500 2400(1200) 3000 1000(600)
5300 2400(1200) 2200 1000(600)

Aluminum alloy

ACB5
SPEED FEED
{min"") mm / min
20000 1300(500)
18000 1300(600)
13000 1300(720)
10000 130(5(.720)“ _.
9000 1300(720)
Y_UD[} 1300(880)_ _
5500 1300(880)
4500 1300(880)
3500 1300(1000)
2500 1300(700)
{ ]:Grt;:.:nvin.g

Sl PU3

DED



Sl PU3

DEDP

D MILL

DED

L2

D2

¥ Depth of cut

T
_1* ap<15D1

. ae<0.2 D1
‘ae
8e,
o

apsD1

ae=D1

www.hgt.com.tw

E
g
L]

&

-
w
]

e faifii il 8

u

» Square / for 0

Flute Length |

Order No. Diag‘fter » Ol_j\z_L. ShaEr;;Dia
DEDP 0206 2.0 6 50 6
DEDP 0306 3.0 9 50 6
DEDP 0406 4.0 12 50 6
DEDP 0506 5.0 15 50 6
DEDP 0606 6.0 18 50 6
DEDP 0808 8.0 20 60 8
DEDP 1010 10.0 30 75 10
DEDP 1212 12.0 30 75 12
DEDP 1616 16.0 45 100 16
DEDP 2020 20.0 45 100 20

V¥ Recommended cutting condition for DEDP

Aluminum
MATERIAL 1070
DIAMETER SPEED FEED
(min™") mm / min
2 37000 2400(950)
5 35000 2400(1050)
4 26000 2400(1200)
5 21000 2405](% 2[}[}).
6 17000 2400(1200)
8 13000 2400(1200)
10 11000 2400(1400)
12 8800 2400(1400)
16 | 6500 2400(1200)
20 5300 2400(1200)

Aluminum alloy

201414032 15052 1 6061/ 7075

SPEED

(min™*)
16000
14000
11000

9000

7000

5500

7000

3600

3000

2200

FEED

mm { min

1000(380)
1000(500)
1000(600)
1000(600)
1000(600)
1000(700)
1000(700)
1000(880)
1000(600)
1000(600)

Aluminum alloy

SPEED
(min™")
20000
18000
13000
10000
9000
7000
5500
4500
3500
2500

AC85

FEED

mm / min

1300(500
1300(600
1300(720
130 []'"(72[];
1300(720
1300(350
130 0(8 80
1300(880
1300(1000)
1300(700)

[ )G .r;)ovin.g.;



I PU3

D MILL A N
» Long Flute / Square / for 0
it ) Dial:r;'l;ater T s Il.fngth | ol_f\z_L_ ] Shal:r;; Dia
DEL 0206 2.0 9 75 6
MG DEL 0306 3.0 12 i 6
— | T— DEL 0406 4.0 16 D 6
| l 3 Flutes DEL 0506 5.0 20 Fie) 6
DEL 0606 6.0 25 75 6
" DEL 0808 8.0 32 7o 8
= DEL 1010 10.0 50 100 10
DEL 1212 12.0 50 100 12
DEL 1616 16.0 65 150 16
J DEL 2020 20.0 75 150 20
Planing
B
1
V¥ Depth of cut ¥ Recommended cutting condition for DEL
L aps2.5 D1 J
1 Be=01501 DIAMETER SPEED ~ FEED SPEED FEED SPEED = FEED
= {min"") mm /min | (min"") | mm/min | {min™") | mm/min
2 30000 600(500) 15000 250(250 18000 300(300)
e 3 26000 600(500) 11000 250(250) 13500 300(350)
i DB _4—_ 20000 600(550) 8500 250(250) 10000 300(350)
*l= ae=D1 5 15600 600(550) 6700 250(200) 8000 300(350)
6 13500 600(550) 5500 250(200) 6700 300(350)
8 10000 600(600) 4200 250(200) 5000 300(350)
10 7500 600(600) 3300 250(200) 4000 300(350)
12 6700 600(600) 2700 250(200) 3400 300(350)
T 5000 600(500) 2300 250(200) 2500 300050)
20 4000 600(500) 1700 250(200) 2000 300(350)
( ):Grooving  akd

www.hgt.com.tw



Sl PU3

S » Square / for 0
| Dictes | ks Lengih | OAL | ShankDia
OrderNe. D1 L1 L2 D2
DEPS 0606 6.0 18 50 6
'f"‘; DEPS 0808 8.0 20 60 8
e DEPS 1010 10.0 30 75 10
I 3 Flutes DEPS 1212 12.0 30 75 12

&

1
-]
o

B

Planing

EE

D2

DEPS

www.hgt.com.tw



Sl PU3

» Roughing / Square / for 0

Diameter | Neck Dia | FluteLength| Effeciveleng| O.AL. | Shank Dia |
Order No. g 2

D1 D3 L1 L3 L2 D2

DEG 0606 6.0 5.80 12 18 50 6

MG DEG 0808 8.0 7.70 16 24 60 8

T - DEG 1010 10.0 9.60 20 30 75 10
3 Fuutas DEG 1212 12.0 11.50 24 36 75 12

DEG 1616 16.0 15.40 32 45 100 16

L2

o
(%]
1
_J_————_._I_“f
=
2

D2

DEG

www.hgt.com.tw



Sl PU3

D MILL
DFR }Squarefforo ——
Diaiicter | Elts Lengih: | OAL | ShankDia

Order e, D1 L1 L2 D2
DFR 0606 6.0 16 50 6

S
MG . DFR 0808 8.0 20 60 8
o D1 i DFR 1010 10.0 25 75 10
DFR 1212 12.0 30 75 12
DFR 1616 16.0 40 100 16
DFR 2020 20.0 45 100 20

D2

DFR

www.hgt.com.tw



Sl PU3

D MILL A N
P Corner Radius / for @ .
B i | Diameter| ComerR| Neck Dia| Fluta Length| Hcieleh| OAL | Shank Dia)
raer No. D1 R D3 L1 L3 L2 D2
DRC 0305 3.0 0.5 2.90 6 9 50 6
;‘SG DRC 0405 4.0 0.5 3.88 8 12 50 6
s D1 3 Q\ DRC 0605 6.0 0.5 5.80 12 18 50 6
< 2T B DRC 0610 6.0 10 580 12 18 50 6
o A
4y DRC 0805 80 05 7.70 16 24 60 8
| _ i DRC 0810 8.0 1.0 7.70 16 24 60 8
£ DRC 1002 10.0 0.2 9.60 20 30 75 10
% 4 L3 DRC 1005 10.0 0.5 9.60 20 30 75 10
"8 ' DRC 1010 10.0 1.0 9.60 20 30 75 10
DRC 1202 12.0 0.2 11.50 24 36 75 12
D3_ 1 — DRC 1205 12.0 0.5 11.50 24 36 75 12
| SamiE DRC 1210 12.0 1.0 11.50 24 36 75 12
Finighin
L2 . DRC 1603 16.0 0.3 15.40 30 40 100 16
Profiling DRC 1605 16.0 0.5 15.40 30 40 100 16
‘ DRC 1610 16.0 1.0 15.40 30 40 100 16
DRC 1630 16.0 3.0 15.40 30 40 100 16
i
1
V¥ Recommended cutting condition for DRC
Aluminum Aluminum alloy Aluminum alloy
MATERIAL 1070 2014 14032 15052 ( 6061 / 7075 ACS5
¥V Depth of cut —
DIAMETER  SPEED FEED | SPEED FEED | SPEED FEED
(min-") mm / min | (min-1) mm / min (min-1) mm / min
3 25000 1000 25000 1000 9000 350
1% ap<15D1 » I 18000 1200 18000 1200 7000 400
n ae<0.1 D1 4 5 15000 1300 15000 1300 6000 450
= . 6 12000 1400 12000 1400 5000 500
8 9000 1500 9000 1500 4000 550
10 7000 1800 7000 1800 3000 600
o] 12 6000 1900 6000 1900 2500 650
z ap<02 D1 16 4500 1900 4500 1900 1500 650
" @e=D1
3 25000 800 25000 800 9000 350
N 18000 800 18000 800 7000 400
4 5 15000 900 15000 900 6000 450
6 12000 1000 12000 1000 5000 500
8 9000 1000 9000 1000 4000 550
10 7000 1200 7000 1200 3000 600 DRC
12 6000 1300 6000 1300 2500 650
. 16 4500 1300 4500 1300 1500 650

www.hgt.com.tw



Sl PU3

D MILL A N
P Ball Nose / for 0
Radius Flute Length ] OAL. Shank Dia
Order N R L1 L2 D2
DBX 0104 RO.5 3 50 4
DBX 0154 RO.75 4 50 4
DBX 0204 R1 6 50 4
DBX 0303 R1.5 6 50 2}
DBX 0404 R2 8 50 4
DBX 0606 R3 12 50 6
DBX 0808 R4 16 60 8
DBX 1010 R5 20 T5 10
DBX 1212 R6 24 75 12

¥ Depth of cut

MATERIAL

de
1 RADIUS
ap<0.1R

ap T ‘ l :
_ ae<0.2R RO5

RO.75

R=Radius ——

R1
RIS
RE
Sl
R4

R5

R6
DBX -

www.hgt.com.tw

Aluminum
1070
SPEED FEED
{min") mm / min
50000 2300
50000 3000
44000 4000
28000 4000
22000 4000
16000 4000
12000 4000
10000 4000
8000 4000

V¥ Recommended cutting condition for DBX

Aluminum alloy

SPEED

(min™)
37000
28000
18500
11500

8800

6400

4800

4000

3200

201414032 15052 1 6061/ 7075

FEED

mm { min

2000
2000
2000
2000
2000
2000
2000
2000
2000

Aluminum alloy

SPEED

(min™")
50000
50000
44000
28000
22000
16000
12000
10000

8000

AC85

FEED

mm / min

1400
1800
2500
2500
2500
2500
2500
2500
2500



D MILL

DEDX

L1

D2

V¥ Depth of cut

..-iap

aps15 D1
. aes=0.2 D1
aé—
e
=
ap i 1 ap=D1
ae=D1

www.hgt.com.tw

S

@M a8

[4}]
1}
£
&
o
(]

g

F-2
w
(]

Sli' PU3

P Square / for 0

Order No. DlaS1$ter Flutell_fngth Ol_j\z_L_ ShaEr;I;Dia
DEDX 0206 2.0 6 50 6
DEDX 0306 3.0 9 50 6
DEDX 0406 4.0 12 50 6
DEDX 0506 5.0 15 50 6
DEDX 0606 6.0 18 50 6
DEDX 0808 8.0 20 60 8
DEDX 1010 10.0 30 75 10
DEDX 1212 12.0 30 75 12
DEDX 1616 16.0 45 100 16
DEDX 2020 20.0 45 100 20

V¥ Recommended cutting condition for DEDX

S v | et | ey | i | e | merme
2 37000 2400(950) 16000 1000(380) 20000 1300(500)
3 35000 2400(1050) 14000 1000(500) 18000 1300(600)

B 4_ N 26000 2400(1200) 11000 1000(600) 13000 1300(720)

5 . 21000 2400(120[})“ 9000 ‘IDDD(GDD) 10000 1300(720) .

6 . 17000 2400(1200) 7000 1000(600) 9000 1300(720) .

8 13000 2400(1200) 5500 1000(700) 7000 1300(880)
10 11000 ' 2400(1400)' 7000 100[1(700)' 5500 1300(880) '
12 . 8800 2400(1400) 3600 1000(880) 4500 1300(880).

) 16 _ 6500 2400(1200) 3000 1000(600) 3500 1300(‘IODO)DEDX
20 5300 2400(1200) 2200 1000(600) 2500 1300(700)
( ):Grooving m



A TAROKO NATIONAL PARK




Sl PU3

®

» Ball Nose / for 0

Radius | NeckDia | Flute Length Effectivelengthh OAL. | Shank Dia

Order/No, R D3 L1 L3 L2 D2
SGBB 0404 R2 3.88 4 8 50 4
SGBB 0606  R3 5.80 6 12 50 6
SGBB 0808 R4 7.70 8 16 60 8
SGBB 1010  R5 9.60 10 20 75 10
SGBB 1212 R6  11.50 12 20 75 12

Finishing

D3 Semi-
T Finishing

D2 D1=2R

e —

SGBB

www.hgt.com.tw



Sl PU3

: ! Finishing
D3 Semi-
e [ Finishing
T e
L2
Profiling
- Y 1
D2 || pem

SGBF

www.hgt.com.tw

j \
» Ball Nose / for 0

B R | Ra;ius ] Nech3Dia 1 Fuute LL‘;ength' Effectilv-e 3Length.\ ol.f\z_L_ ‘ ShaI;; Dia |
SGBF 0404 R2 3.88 20 25 75 4
SGBF 0404A R2 3.88 20 25 100 4
SGBF 0606 R3 5.80 25 30 75 6
SGBF 0606A RS3 5.80 25 30 100 6
SGBF 0606B R3 5.80 25 30 150 6
SGBF 0808 R4 7.70 30 40 100 8
SGBF 0808B R4 7.70 30 40 150 8
SGBF 1010 R5 9.60 30 40 100 10
SGBF 1010B R5 9.60 30 40 150 10
SGBF 1212 R6 11.50 30 40 100 12
SGBF 1212B R6 11.50 30 40 150 12



SIlIW PU3

G.pro ‘
» Square / for 0
s G E B e/ | Diameter | NeckDia | FiuteLength| Effecivelengh] O.AL. | Shank Dia |
D1 D3 L1 L3 L2 D2
SGEB 0404 4.0 3.88 20 25 75 4
fe SGEB 0404A 4.0 3.88 20 25 100 4
s R SGEB 0606 6.0 5.80 25 30 75 6
SGEB 0606A 6.0 5.80 25 30 100 6
SGEB 0606B 6.0 5.80 25 30 150 6
SGEB 0808 8.0 7.70 30 40 100 8
SGEB 0808B 8.0 7.70 30 40 150 8
SGEB 1010 10.0 9.60 30 40 100 10
. SGEB 1010B 10.0 9.60 30 40 150 10
Dlamond SGEB 1212 12.0 11.50 30 40 100 12
SGEB 1212B 12.0 11.50 30 40 150 12

Finishing

Semi-
Finishing

SGEB

www.hgt.com.tw



Sl PU3

G.pro ‘
P Corner Radius / for 0 :
B | Diameter| Comer R| Neck Dia | Fiute Length| Efecielengh| O.AL | Shank Dial
rder No. D1 R D3 L1 L3 L2 D2
SGRD 0403 4.0 0.3 3.88 4 8 50 4
f‘é SGRD 0405 40 05 388 4 8 50 4
o BE . SGRD 0603 6.0 0.3 5.80 6 12 50 6
T & e SGRD 0605 6.0 0.5 5.80 6 12 50 6
“ﬁa SGRD 0805 8.0 0.5 7.70 8 16 60 8
b SGRD 1010 10.0 1.0 9.60 10 20 75 10
L3 % SGRD 1210 12.0 1.0 1150 12 20 75 12
T
X
| R
03 | " Diamond
L2

Finishing

Semi-

Finishing

Profiling

3 1 ‘

SGRD

www.hgt.com.tw



Sl PU3

G.pro ‘
» Corner Radius / for 0 i
s G R B Erdaritice | Diameter| ComerR| Neck Dia| Fiuta Length| Hcielengh] OAL | Shank Dia)
D1 R D3 L1 L3 L2 D2
SGRB 0403 40 03 388 20 25 75 4
E’é SGRB0403A 40 03 3838 20 25 100 4
. SGRB 0405 40 05 3.88 20 25 75 4
: PP SGRBO0405A 40 05  3.88 20 25 100 4
o SGRB 0603 60 03 580 25 30 75 6
SGRBO603A 6.0 03 580 25 30 100 6
% SGRB0603B 6.0 03 580 25 30 150 6
SGRB 0605 60 05 580 25 30 75 6
SGRBO605A 6.0 05 580 25 30 100 6
R SGRB0605B 6.0 05 580 25 30 150 6
SGRB 0805 80 05 7.70 30 40 100 8
IFl  screossB 80 05  7.70 30 40 150 8
SGRB1010 10.0 1.0 9.60 30 40 100 10
vaid SGRB1010B  10.0 1.0 9.60 30 40 150 10
S cRe1210 120 1.0 1150 30 40 100 12
SGRB1210B 12.0 1.0 11.50 30 40 150 12

Profiling

£,

SGRB

www.hgt.com.tw



Sl PU3

G.pro ‘
» Long Neck / Ball Nose / for 0 —
s G B S Bt R Ra;ius ) Nech3Dia ] Fute LL‘;ength" EffectivLe 3Lengtrf ol.f\z_L_ ) ShaI;; Dia |
SGBS 01006 RO.5 0.95 15 6 50 4
ﬁ;e SGBS 01008 RO.5 0.95 16 8 50 4
e Dl /‘,2'\’ SGBS 01010 RO.5 0.95 15 10 50 4
‘lf/i i SGBS 01012 RO.5 0.95 1.5 12 50 4
H 1! N SGBS 01508 RO.75 1.45 2 8 50 4
(| n SGBS 01510 RO.75 1.45 2 10 50 4
L3 2 SGBS 01512 RO.75 1.45 2 12 50 4
| SGBS 01516 RO.75 1.45 2 16 50 4
%= . Diamond SGBS 01520 RO.75 1.45 2 20 50 4
1 SGBS 02008 R1 1.92 3 8 50 4
5; — SGBS 02010 R1 1.92 3 10 50 4
: Semi- SGBS 02012 R1 1.92 3 12 50 4
| b e, el ScBs 02016 Ri 1.92 3 16 50 4
| Profiling SGBS 02020 R1 1.92 3 20 50 4
‘ “— SGBS 03016 R1.5 2.90 4 16 50 4
SGBS 03025 R1.5 2.90 4 25 75 4
‘ SGBS 04020 R2 3.88 5 20 50 4
' 5 30 75 4

SGBS 04030 R2 3.88

- D2 e Di1=2R

SGBS

www.hgt.com.tw



Sl PU3

G.pro ‘
» Long Neck / Square / for 0

Diameter | Neck Dia | Flute Length Effecivelengh| OAL | ShankDia

OrderNo. | " pyy D3 L1 L3 L2 D2

SGES 01006 1.0 0.95 1.5 6 50 4

SGES 01008 1.0 0.95 1.5 8 50 4

SGES 01010 1.0 0.95 1.5 10 50 4

SGES 01510 1.5 1.45 2 10 50 4

SGES 01512 1.5 1.45 2 12 50 4

SGES 01516 1.5 1.45 2 16 50 4

SGES 02010 2.0 1.92 3 10 50 4

SGES 02012 2.0 1.92 3 12 50 4

SGES 02016 2.0 1.92 3 16 50 4

SGES 02020 2.0 1.92 3 20 50 4

pwwn  SGES 03016 3.0 2.90 4 16 50 4
o SGES 03020 3.0 2.90 4 20 50 4
5, el  SGEs 03025 3.0 2.90 4 25 75 4
SGES 04020 4.0 3.88 5 20 50 4

m SGES 04030 4.0 3.88 5 30 75 4

D2

SGES

www.hgt.com.tw
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SGRS

D2

www.hgt.com.tw

4 Flutes

BEe

==
=5
—
=
=
=

Finishing
Semi-
Finishing

Profiling

)

» Long Neck / Corner Radius / for 0

| Diameter| ComerR | Neck Dia | Flute Length. Effecivelengh|  O.ALL | Shank Dia

OrderNo.. | R D3 | W4 L3 L2 | D2 Fues
SGRS 01008 10 02 095 10 8 50 4 2
SGRS01010 10 02 095 10 10 50 4 2
SGRS01012 10 02 095 10 12 50 4 2
SGRS 01016 10 02 095 10 16 50 4 2
SGRS 01020 10 02 095 10 20 50 4 2
SGRS 01508 15 02 145 15 8 50 4 2
SGRS 01510 15 02 145 15 10 50 4 2
SGRSO01512 15 02 145 15 12 50 4 2
SGRS 01516 15 02 145 15 16 50 4 2
SGRS 01520 15 02 145 15 20 50 4 2
SGRS 02010 20 02 192 20 10 50 4 4
SGRS 02012 20 02 192 20 12 50 4 4
SGRS 02016 20 02 192 20 16 50 4 4
SGRS 02020 20 02 192 20 20 50 4 4
SGRS03020 30 02 290 30 20 50 4 4
SGRS 03025 30 02 290 30 25 75 4 4
SGRS 030201 30 05 290 30 20 50 4 4
SGRS 030251 30 05 290 30 25 75 4 4
SGRS 04020 40 02 388 40 20 50 4 4
SGRS 04030 40 02 388 40 30 75 4 4
SGRS 040201 40 05 388 40 20 50 4 4
SGRS 040301 40 05 388 40 30 75 4 4
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A SANSIANTAI / THE EAST COAST SEASHORE
DEN.pro Dental end mills




m
3

=%
=
I

P Long Neck / Ball Nose / for ZrO:

Radius | Neck Dia | Flute Length' Effective Length OAL ' Shank Dia.

fander.No, R D3 L1 L3 L2 D2
TOBF 00610.3 RO0.3 0.56 2.5 10 50 3
TOBF 00812.3 RO0.4 0.76 3.0 12 50 3
TOBF 01016.3 RO0.5 0.95 4.0 16 50 3
TOBF 01018.3 RO0.5 0.95 4.0 18 50 3
TOBF 01518.3 RO0.75 1.45 4.0 18 50 3
TOBF 02020.3 R 1.92 4.5 20 50 3
TOBF 02025.3 R1 1.92 4.5 25 50 3
TOBF 02522.3 R1.25 2.40 4.5 22 50 3
TOBF 02525.3 R1.25 2.40 4.5 25 50 3
TOBF 03025.3 R1.5 2.90 6.0 25 50 3
Finishing
"R | TOBF 00610.4 RO0.3 0.56 2.5 10 50 4
| Finishing
b TOBF 01018.4 RO0.5 0.95 4.0 18 50 4
! TOBF 02020.4 R1 1.92 4.5 20 50 4
f “ TOBF 02522.4 R1.25 2.40 4.5 22 50 4
!
| t TOBF 00610.6 RO.3 0.56 2.5 10 50 6
| _ TOBF 00812.6 RO0.4 0.76 3.0 12 50 6
| TOBF 01016.6 RO0.5 0.95 4.0 16 50 6
TOBF 01018.6 RO0.5 0.95 4.0 18 50 6
| TOBF 01518.6 RO0.75 1.45 4.0 18 50 6
TOBF 02020.6 R 1.92 4.5 20 50 6
TOBF 02025.6 R 1.92 4.5 25 50 6
TOBF 02522.6 R1.25 2.40 4.5 ) 50 6
! TOBF 02525.6 R1.25 2.40 4.5 25 50 6
- D2 | pi=r TOBF 03025.6 R1.5 2.90 6.0 25 50 6

TOBS

www.hgt.com.tw
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DEN.pro

N
> Long Neck / Ball Nose / for CoCr . Titanium
Brderiis | Radius | NeckDia | FluteLength Eflecivelengh OAL | Shank Dia |
. R D3 L1 L3 L2 D2
TTBF 00810.4 RO.4 0.76 3.5 10 50 4
TTBF 01012.4 RO0.5 0.95 3.5 12 50 4
TTBF 01514.4 RO0.75 1.45 4.0 14 50 4
TTBF 02016.4 R1 1.92 4.0 16 50 4
TTBF 02518.4 R1.25  2.40 4.5 18 50 4
TTBF 03022.4 R1.5 2.90 5.5 22 50 4
TTBF 00808.6 RO.4 0.76 3.5 8 50 6
TTBF 01008.6 RO0.5 0.95 3.5 8 50 6
TTBF 01010.6 RO0.5 0.95 3.5 10 50 6
— TTBF 01012.6 RO0.5 0.95 3.5 12 50 6
Finishing
i TTBF 01512.6 RO0.75 1.45 4.0 12 50 6
Finishing
TTBF 01516.6 RO0.75 1.45 4.0 16 50 6
TTBF 02012.6 R1 1.92 4.0 12 50 6
TTBF 02016.6 R1 1.92 4.0 16 50 6
— TTBF 02514.6 R1.25  2.40 4.5 14 50 6
t TTBF 02518.6 R1.25 2.40 4.5 18 50 6
TTBF 03015.6 R1.5 2.90 5.5 15 50 6
TTBF 03017.6 R1.5 2.90 5.5 17 50 6
TTBF 03022.6 R1.5 2.90 5.5 22 50 6
1
| - D1=2R
TTBF

www.hgt.com.tw
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DEN.pro

P Long Neck / Square / for CoCr . Titanium

Diameter I Neck Dia | Flute Len th.! Effective Len th\ OAL Shank Dia .'
Order No. g !

D1 D3 L1 L3 L2 D2
TTFA 00505.4 0.5 0.46 1.0 5 50 4
TTFA 00808.4 0.8 0.76 . 8 50 4
P .1 [ TTFA 00910.4 0.9 0.85 1.2 10 50 4
| ; u: i TTFA 01015.4 1.0 0.95 1.5 15 50 4
TTFA 012154 1.2 1.15 1.5 15 50 4
TTFA 01516.4 1.5 1.45 2.0 16 50 4
L3 TTFA 01616.4 1.6 1.54 2.5 16 50 4
D3_Hi- TTFA 01816.4 1.8 1.92 2.5 16 50 4
i TTFA 02016.4 2.0 1.92 3.0 16 50 4
TTFA 02518.4 2.5 2.40 3.0 18 50 4

| F:ishirig

ami-

Finishing

L2

TTFA

www.hgt.com.tw
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D —

N
> Long Neck /| Corner Radius / for CoCr . Titanium
Order N ' D|ameter ComerR NeckD|a Flute Length Eﬁﬂcn'.eLength OAL | Shank Diél
raer No. D1 = D3 L1 L3 L2 D2
TTRA 010154 1.0 0.1 0.95 1.5 15 50 4
TTRA 012154 1.2 0.1 i 10 L 1.5 15 50 4
TTRA 015164 1.5 0.2 1.45 2.0 16 50 4
TTRA 01816.4 1.8 0.2 1.3 25 16 50 4
TTRA 02016.4 2.0 0.2 1.92 3.0 16 50 4
TTRA 025184 2.5 0.2 2.40 3.0 18 50 4
Finishing
Semi-
Finishing
» Long Neck I Corner Radius / for CoCr . Titanium
Order N . D|ameter ComerR Neck D|a Flute Length EﬁectweLength OAL. 1 Shank Dié‘:
raerNe. D1 R D3 L1 L3 L2 D2
TTRB 020126 2.0 0.2 1.92 4.0 12 50 6
TTRB 03014.6 3.0 0.3 2.90 5.0 14 50 6
TTRB 03018.6 3.0 0.3 2.90 5.0 18 50 6
TTRB 04016.6 4.0 0.4 3.88 6.0 16 50 6
Finishing
Semi-
Finishing
TTRA
TTRB

i G2 . ‘ 157

www.hgt.com.tw
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P Long Neck / Ball Nose / for Composites

Radius = NeckDia | Flute Length| Effectivelengh OAL. | Shank Dia |

Qnder.No. R D3 L1 L3 L2 D2
TCBF 00812.6 RO0.4 0.76 3.5 12 50 6
TCBF 01014.6 RO0.5 0.95 3.5 14 50 6
TCBF 01516.6 RO0.75 1.45 4.0 16 50 6
TCBF 02018.6 R1 1.92 4.0 18 50 6
TCBF 02520.6 R1.25 2.40 4.5 20 50 6

6

TCBF 03025.6 R1.5 2.90 5.5 25 50

Finishing
A
Semi-
Finishing

D2 | pi=r

TCBF

www.hgt.com.tw
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P Long Neck / Ball Nose / for PMMA. Wax

Radius | NeckDia | Flute Length| Effeciivelengh OAL | Shank Dia |

Order'Ne. R D3 L1 L3 L2 D2
TWBF 00812.4 RO0.4 0.76 3.5 12 50 4
TWBF 01016.4 RO0.5 0.95 3.5 16 50 4
TWBF 01518.4 RO0.75 1.45 4.0 18 50 4
TWBF 02020.4 R1 1.92 4.0 20 50 4
TWBF 02525.4 R1.25 2.40 4.5 25 50 4
TWBF 03025.4 R1.5 2.90 55 25 50 4

Finishing
o

Semi-
Finishing

- . Profiling

| |- ey

Profiling

D2 | pi=r

TWBF

www.hgt.com.tw
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SII'W PU3

COM.pro
C F PA P Squareffor CFRP ST
Diameter Flute Length\' OAL ] Shank Dia ]
Order No. D1 L1 L2 D2 Flutes
CFPA 0606 6.0 18 75 6 10
:‘% CFPA 0808 8.0 24 75 8 10
CFPA 1010 10.0 30 100 10 12
o CFPA 1212 12.0 36 100 12 12

Flutes

12
Flutes

Diamond

Finishing

Semi-
Finishing

CFPA

www.hgt.com.tw
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COM.pro
c F RA P Corner Radius / for CFRP
Diameter Comer R | Flute Length\ OAL. Shank Dia
Order e, ‘ D1 R L1 L2 ‘ D2
CFRA 0602 6.0 0.2 18 75 6
fe CFRA 0802 8.0 0.2 24 75 8
s <?/\ CFRA 1002 10.0 0.2 30 100 10
i CFRA 1202 12.0 0.2 36 100 12
R
/~
Diamond
L2
Finishing
Semi-
Finishing
o

D2

CFRA
162
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EX MAGIC SHANK Magic shank s
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EXCS
EXSS

MAGIC SHANK

EXC

L1

-—

D1

MAGIC SHANK

EXS

: \:‘.._o
I}

| L1

L2

s

-

D1!

D3

D3

A
P Carbide Shank

Bl R | NeckDia | ShankDia| NeckDia | Efecivelength| Thread | OAL

D D1 D3 L1 M L2

EXCS 10150 9.6 10.0 9.6 90 M5.5 150
EXCS 12150 11.5 12.0 11:5 a0 M6 150
EXCS 12200 11.5 12.0 11:5 110 M6 200
EXCS 16150 15.2 16.0 15.2 90 M8 150
EXCS 16200 15.2 16.0 15.2 110 M8 200
EXCS 20150 18.3 20.0 18.3 a0 M10 150
EXCS 20200 18.3 20.0 18.3 110 M10 200
EXCS 20250 18.3 20.0 18.3 150 M10 250

A
» Steel Shank

Order No. ‘ Neck Dia .I Shank Dia Neck Dia | Effective Length\ Thread ] OAL.

D D1 D3 L1 M L2

EXSS 16150 15.2 16.0 15.2 a0 M8 150
EXSS 16200 15.2 16.0 15.2 110 M8 200
EXSS 20150 18.3 20.0 18.3 a0 M10 150
EXSS 20200 18.3 20.0 18.3 110 M10 200
EXSS 20250 18.3 20.0 18.3 150 M10 250




ueys didely

MAGIC SHANK

Ex B b EX Ball Nose / for
enum 3 0° Finishing W Profiling

Radius . Flute Length Thread OAL.

Order No.

R L1 M L2
EXQB 1010 R5 8 M5.5 28
EXQB 1212 R6 10 V(5] a2
EXQB 1616 R8 12 M8 38
EXQB 2020 R10 16 M10 48

¥ Recommended cutting condition for EXCS SHANK Depth Of Cut: 0.15mm
HRC30 - HRC6D
ltem No. R OAL SPEED min-" FEED mm / min
EXQ_EI 1010 RS 150 000 1200
EXaB 1212 RE6 150 5500 1500
EXQB 1212 RE6 200 4000 1000
EXQB 1616 R8 150 5500 2000
EXQB 1616 R8 200 3800 1000
ExXQB 2020 R10 150 4800 QQOD
ExXQB 2020 R10 200 4000 800
EXQB 2020 R10 250 2600 500
V¥ Recommended cutting condition for EXSS SHANK Depth Of Cut: 0.3mm

EXQB 1616 R8 150 4200 1600
EXQB 1616 RE8 ; 2[_)0 3000 400
ExXQB 2020 R10 150 3800 1500
EXQB 2020 R10 200 3200 400
EX_QEI 2020 R10 250 2200 200

MAGIC SHANK

P EX Corner Radius / for ( :
4 Flutss Finishing Profiling
MG o L

Diameter | Corner R .FluteLength' Thread . OAL

Order No. D1 = L1 M L2
EXQR 1005 10.0 0.5 8 M5.5 28
EXQR 1010 10.0 1.0 8 M5.5 28
; EXQR 1205 12.0 0.5 10 Mé 32
|H'3'f EXQR 1210 12.0 1.0 10 M6 32
.E' : EXQR 1605 16.0 0.5 12 M8 38
E_ : & EXQR 1610 16.0 1.0 12 M8 38
. B
= s M EXQR 2010 20.0 1.0 16 M10 48
EXQR 2020 20.0 2.0 16 M10 48
B ¥ Recommended cutting condition for EXCS SHANK Depth Of Cut: 0.15mm
'__/ * Item No. DxR OAL SPEED Sl HR_F%_‘?_EDD e
EXQR 1005 10.0 x 0.5 150 5800 1000
A A EXQR 1205 12.0 x 0.5 150 5500 1200
\ P4 EXQR 1205 12.0 x 0.5 200 4000 350
G “b O
a.c#b.d B B N 200 o e
EXQR 2010 200 x 1.0 150 4500 2000
EXQR 2010 200 x 1.0 200 3800 800
EXO_R 2010 200 x 1.0 250 2600 400
¥ Recommended cutting condition for EXSS SHANK Depth Of Cut: 0.3mm
EXQR 1605 16.0% 0.5 150 4000 1500 EXQB
EXQR 1605 16.0X 0.5 200 3000 500 EXQR
EXQR 2010 20.0% 1.0 150 3800 1500
EXQR 2010 200 1.0 200 3000 400

EXQR 2010 20.0% 1.0 250 2200 200
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EXQE
EXSB

MAGIC SHANK

P EX Square / for

Finishing

Semi-
Finishing

EXQE

. Diameter Flute Length Thread OAL.
N Order No. D1 L1 M L2
P |
EXQE 1010 10.0 8 M5.5 28
& EXQE 1212 12.0 10 M6 32
EXQE 1616 16.0 12 M8 38
EXQE 2020 20.0 16 M10 48
b
[
.
i ¥ Recommended cutting condition for EXCS SHANK Depth Of Cut: 0.15mm
.
v N w f : S SPEED mn' | ' FEED mm /min
EXQE 1010 10.0 150 5000 800
EXQE 1212 12.0 150 4800 1000
EXQE 1212 12.0 200 3800 400
EXQE 1616 16.0 150 4200 1000
EXQE 1616 16.0 200 3600 400
EXQE 2020 20.0 150 4200 1500
EXQE 2020 20.0 200 3200 600
EXQE 2020 20.0 250 2500 200
d -~ A a
*‘l Y ¥ Recommended cutting condition for EXSS SHANK Depth Of Cut: 0.3mm
2 EXQE 1616 16.0 150 4000 1200
A" 4 ~ EXQE 1616 16.0 200 3000 400
o /b EXQE 2020 20.0 150 3800 1200
a.c¥b.d A EXQE 2020 20.0 200 3000 400
EXQE 2020 20.0 250 2200 200
MAGIC SHANK
P Ex Ball Nose / for (.} o o
Finishing M Profiling
AT —
Semi- -
Finishing
Radius Flute Length Thread OAL.
Order No. R L1 M L2
EXSB 1010 R5 8 M5.5 28
EXSB 1212 R6 10 M6 32
EXSB 1616 R8 12 M8 38
EXSB 2020 R10 16 M10 48

¥ Recommended cutting condition for EXCS SHANK

Depth OFf Cut: 0.15mm
HRC30 - HRC60

b R ot SPEED min-! FEED mm / min
EXSB 1010 RS 150 6000 1200
EXSB 1212 RE& 150 5500 1500
EXSB 1212 RE6 200 4000 1000
EXSB 1616 R 150 5500 2000
EXSB 1616 R& 200 3800 1000
EXSB 2020 R10 150 <4800 2000
EXSB 2020 R10 200 <4000 800
EXSB 2020 R10 250 2600 500

¥ Recommended cutting condition for EXSS SHANK Depth Of Cut: 0.3mm
EXSB 1616 RE& 150 4200 1600
EXSB 1616 RB 200 3000 400
EXSB 2020 R10 150 3800 1500
EXSB 2020 R10 200 3200 400
EXSB 2020 R10 250 2200 200



yueys didely

MAGIC SHANK

P Ex Corner Radius / for | —_—
4Hu|:as Finishing M Profiling
MG sl s
D1

Diameter . Corner R .FluteLength Thread OAL.

Order No. D1 = L1 M L2
EXSRD 1005 10.0 0.5 8 M5.5 28
EXSRD 1010 10.0 1.0 8 M5.5 28
EXSRD 1205 12.0 0.5 10 M6 32
| 1 EXSRD 1210 12.0 1.0 10 M6 32
E i EXSRD 1605 16.0 0.5 12 M8 38
§ 1 . EXSRD 1610 16.0 1.0 12 M8 38
= : Cm EXSRD 2010 20.0 1.0 16 M10 48
EXSRD 2020 20.0 2.0 16 M10 48
¥ Recommended cutting condition for EXCS SHANK Depth Of Cut: 0.15mm
i o, HER Dk SPEED mim | FEED mm / min
EXSRD 1005 10.0 x 0.5 150 5800 1000
EXSRD 1205 12.0 x 0.5 150 5500 1200
EXSRD 1205 12.0 x 0.5 200 4000 350
EXSRD 1605 16.0 x 0.5 150 5000 2000
EXSRD 1805 16.0 x 0.5 200 3300 800
EXSRD 2010 200 x 1.0 150 4500 2000
EXSRD 2010 200 x 1.0 200 3800 800
EXSRD 2010 20.0 x 1.0 250 2600 400
¥ Recommended cutting condition for EXSS SHANK Depth OFf Cut: 0.3mm
EXSRD 1605 16.0 % 0.5 150 4000 1500
EXSRD 1805 16.0X 0.5 200 3000 500
EXSRD 2010 20.0% 1. o 150 3800 1500
EXSRD 2010 20 0 x ‘[ o 200 3000 400
EXSRD 2010 200X 1.0 250 2200 200

MAGIC SHANK

P Ex Square / for
4 Flutes Finishing
MG —

D1

Diameter Flute Length | Thread | OAL.

-

' Order No.

) D1 L1 M L2
EXSEB 1010 10.0 8 M5.5 28
EXSEB 1212 12.0 10 Mé 32
EXSEB 1616 16.0 12 M8 38
EXSEB 2020 20.0 16 M10 48

¥ Recommended cutting condition for EXCS SHANK Depth Of Cut: 0.15mm
HRC30 - HRC6ED
ltem No. D OAL SPEED min- FEED mm / min
EXSEB 1010 10.0 150 5000 800
EXSEB 1212 12.0 150 4800 1000
EXSEB 1212 12.0 200 3800 400
EXSEB 1616 16.0 150 4200 1000
EXSEB 1616 16.0 200 3600 400
EXSEB 2020 20.0 150 4200 1500
EXSEB 2020 20.0 200 3200 600
EXSEB 2020 20.0 250 2500 300
V¥ Recommended cutting condition for EXSS SHANK Depth OFf Cut: 0.3mm

EXSEB 1616 16.0 150 4000 1200 EXSRD
EXSEB 1616 16.0 200 3000 400 EXSEB
EXSEB 2020 20.0 150 3800 1200
EXSEB 2020 200 200 3000 400 l 167

EXSEB 2020 20.0 250 2200 200
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EXESD
EXECR
EXECMS

MAGIC SHANK

EXES

-EEEEREEE

MAGIC SHANK

EXEC

L2

EEREREER

MAGIC SHANK

EXECMS

[
.
L3
[
[
[
[
.
L

u

» Ex Spot Drills / for

2 Flutes
MG

Finishing
e |

Semi-
Finishing

Diameter Flute Length Thread QAL

Order No. D1 L1 M L2

EXESD 1010 10.0 8 M5.5 28
EXESD 1212 12.0 10 M6 32
EXESD 1616 16.0 12 M8 38
EXESD 2020 20.0 16 M10 48
» Ex Corner Rounding / for () @ @
3 Flutes 4 Futes Flnlshlng
MG Semi-
Finishing
Radius PJIot D|ameeter Thread ) OAL.

Order No. R D1 M L2 Flutes
EXECR 02010 R1 6 M5.5 28 3
EXECR 03012 R1.5 6 M6 32 3
EXECR 04016 R2 8 M8 38 4
EXECR 05020 R2.5 10 M10 48 4
EXECR 06020 R3 8 M10 48 4

» Ex Chamfering / for |
:3 Flutes Finishing
MG Semi-
Finishing
Tip Diameter Flute Length Thread OAL.

SidarNea. D1 L1 M L2
EXECMS 1010 2 4 M5.5 28
EXECMS 1212 2 5 M6 32
EXECMS 1616 3 6.5 M8 38
EXECMS 2020 5 TaD M10 48



yueys didely

MAGIC SHANK

P Ex Center Drills / for {; o o
e 60° Finishing
MG "‘ " Semi-

Finishing

Diameter . Flute Length Thread OAL.

Order No. D1 L1 M L2
EXCCD 0400 4.0 5.0 M5.5 28
EXCCD 0500 5.0 6.3 M6 32
MAGIC SHANK A\
» Ex Thread Milling/ for ) @ @
9 3 Flutes Finishing
A
MG gt S
" 2 3 s %
Thread Pitch Diameter Thread OAL.
= 2N Order No. MM D1 M L2
b | , 60°
EXEMT P10010 1.0 10 M5.5 28
v EXEMT P15010 1.5 10 M5.5 28
EXEMT P15012 1.5 12 M6 32
EXEMT P20012 2.0 12 M6 32
' 14P  Internal
v N &0°
N \
N q\ :
1BP  External
Denfined by: R262 (DIN 13)
Tolerance class: 6g/6H
MAGIC SHANK A\
» Ex Roughing Square / for
4 Futss Roughing Planmg
MG
n Diameter | Flute Length | Thread OAL.
e Order No. D1 L1 M L2
| EXEGA 1010 10 8 M5.5 28
EXEGA 1212 12 10 M6 32
EXEGA 1616 16 12 M8 38 EXCCD
EXEGA 2020 20 16 M10 48 EXEMT
EXEGA
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A SNOW SCENE OF HEHUAN MOUNTAIN
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Suipeaay |

T.pro h
» Internal Threading / for @ o o M @ 0

-

Order No. TShlr;aEd ‘ Diag‘?ter | Flmel.L‘? ngth\ sz'L ShaS;Dia\ Flute ‘
EMT 03P050 M3x0.5 2P 5.3 50 6 5
MG EMT 04P070 M4x0.7 A 7.4 50 6 3
EMT 05P080 M5x0.8 3.6 9.2 50 6 3
EMT 06P100 M6x1.0 4.0 10.5 50 6 3
E EMT 08P125 M8x1.25 5.0 14.4 50 6 3
EMT 10P150 M10x1.5 7.0 17.3 60 8 3
m EMT 12P175 M12x1.75 8.0 20.1 60 8 3
EMT 16P200 M16x2.0 10.0 27:0 75 10 3
Finishing EMT 20P250 M20x2.5 14.0 33.8 100 14 4
Semi-
Finishing

1/4P Internal

1/8P  Extemnal

Denfined by: R262 (DIN 13)
Tolerance class: 6g/6H

V¥ Recommended cutting condition for EMT

Work Hardness Ve Tool Dia (mm) / Feed f (mm/tooth)
(HRC) (m/min)
22 | 31 ‘ 36 ‘ 4.0 | 50 7.0 8.0 10.0 14.0

HRC45-55 5060 0015 002 0025 003 0035 005 0055 007 01
HRC55-60 40-50 0012 0015 002 0025 003 0035 004 005 0.08

EMT
171
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EMTW
172

T.pro
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Finishing

Semi-
Finishing

u

» Internal Threadin

Flute Length

g | Helical Flutes / for @oo M 9

n

Order No. ':Ir;::l Dia[r)n;}ter > OLAZ_L_ Shal:r;k2Dia Flute ‘
EMTW 03P050 M3x0.5 2.2 5.3 50 6 3
EMTW 04P070 M4x0.7 3.1 7.4 50 (<] 3
EMTW 05P080 M5x0.8 3.6 9:2 50 6 3
EMTW 06P100 M6x1.0 4.0 10.5 50 6 3
EMTW 08P125 M8x1.25 5.0 14.4 50 (<] 3
EMTW 10P150 M10x1.5 7.0 17.3 60 8 3
EMTW 12P175 M12x1.75 8.0 20.1 60 8 3
EMTW 16P200 M16x2.0 10.0 27.0 75 10 3
EMTW 20P250 M20x2.5 14.0 33.8 100 14 2

1/4P

Internal

1/8P

60°

External

Denfined by: R262 (DIN 13)

Tolerance class: 6g/6H



Suipeaayy

h
» Internal Threading / Helical Flutes / Hole Coolant;‘foreoo M 9@,

Brdar i Tshlr;aéj ‘ Diag;eter Flute LL;zngth o]_ixZ_L_ ShaI;kz Dial = - ‘
EMTH 04P070 M4x0.7 ES 4 7.4 50 6 3
MS‘G EMTH 05P080 M5x0.8 3.8 9.2 50 6 3
EMTH 06P100 M6x1.0 4.6 10:5 50 6 3
EMTH 08P125 M8x1.25 6.0 14.4 50 6 3
E EMTH 10P150 M10x1.5 #:8 173 60 8 3
EMTH 12P175 M12x1.75 9.0 20.1 60 8 3
m EMTH 16P200 M16x2.0 11.8 27.0 D 10 3
EMTH 20P250 M20x2.5 15.0 33.8 100 14 4
Finishing

Semi-
Finishing

External

Denfined by: R262 (DIN 13)
Tolerance class: 6g/6H

EMTH

173
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T.pro

Finishing

Semi-
Finishing

L2

EMTS
174
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u

P Internal Threading/for ) @ @ M © O

"

Bt i, TSh[r;e: ‘ Dfagiter l Eﬁecnlv-e 3Lengt|i'i sz_L_ ' Sha[r;kz Dia | o o ‘
EMTS 03P050 M3x0.5 235 10 50 6 3
EMTS 04P070 M4x0.7 3.10 13 50 6 3
EMTS 05P080 M5x0.8 3.80 16 50 6 3
EMTS 06P100 M6x1.0 4.65 20 5 6 3
EMTS 08P125 M8x1.25 5.95 24 4 6 3

Flute Length ( L1 ) = Pitch x 3

1/4P

Internal

[

1/8P

600

External

Denfined by: R262 (DIN 13)
Tolerance class: 6H

V¥ Recommended cutting condition for EMTS

Work Hardness Ve Tool Dia (mm) / Feed f (mm/tooth)
(HRC) (m/min)
3.5 31 3.8 | 4.65 5.95
HRC45-55 50-60 0.015 0.02 0.025 0.03 0.035
HRC55-60 40-50 0.012 0.015 0.02 0.025 0.03




Suipeaay |

T.pro ‘

» Internal Threading / for (

)00n00

Effective Length OAL

"

Thread | Diameter . | Shank Dia ..
Order No. SIZE ‘ D1 L3 L2 D2 Flute ‘
EMTF 03P050 M3x0.5 2.35 6 50 6 3
MG EMTF 04P070 M4x0.7 310 8 50 6 3
EMTF 05P080 M5x0.8 3.80 12 50 6 3
EMTF 06P100 M6x1.0 4.65 14 50 6 3
EMTF 08P125 M8x1.25 5.95 18 50 6 3
EMTF 10P150 M10x1.5 7.80 25 60 8 3
m EMTF 12P175 M12x1.75 9.00 25 D 10 3
Flute Length ( L1 ) = Pitch x 3
Finishing
Semi-
Finishing

1/4P Internal

External

Denfined by: R262 (DIN 13)
Tolerance class: 6H

¥ Recommended cutting condition for EMTF

Work Hardness Ve Tool Dia (mm) / Feed f (mm/tooth)
(HRC) (m/min)
2.35 | 31 | 3.8 4.65 | 5.95 | 7.8 | 9.0

HRC45-55 50-60 0.015 0.02 0.025 0.03 0.035 005 0.055
HRC55-60 40-50 0.012 0.015 0.02 0.025 0.03 0.035 0.04

EMTF
175
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C.pro ‘
C P Straight Chamfering / for () o Qnm 0
1 ipDiametss | Eike Langth | OAL | ShankDia
Order No. D1 L1 L2 D2
ECM 0104 1.0 15 50 4
D1—= MG ECM 0206 2.0 2.0 50 6
ECM 0208 2.0 3.0 60 8
) ECM 0210 2.0 4.0 75 10
ECM 0212 2.0 50 75 12

-
M

Finishing

Semi-
Finishing

ECM

www.hgt.com.tw
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C.pro
MG
D1—++ i

=
=

I\ 3 Flutes

N

= ] st -3]e

>

L2
Finishing

Semi-
Finishing

D2

ECMS
178
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W

» Chamfering / for (3} o o M

Order No.

ECMS 0104
ECMS 0206
ECMS 0208
ECMS 0210
ECMS 0212

Tip Diameter

D1

1.0
2.0
2.0
2.0
2.0

Flute Length |

L1

1.5
2.0
3.0
4.0
50

N

OAL
L2

50
50
60
75
75

Shank Dia
D2

4
6
8
10
12




C.pro

=
e

! Finishing

Semi-
Finishing

L2

D2

www.hgt.com.tw

A

» Corner Rounding / for (! o o M @
B ) Ragus | Pitot [E;z;meter " olf\éL_ | Shal:r;; Dia
ECR 0104 RO.5 15 50 "
ECR 0154 RO.75 15 50 i
ECR 0204 R1.0 15 50 7]
ECR 0256 R1.25 1.5 50 G
ECR 0306 R1.5 15 50 5
ECR 0356 R1.75 15 =0 &
ECR 0406 R2.0 1.5 50 6
ECR 0508 R2.5 15 60 8
ECR 0608 R3.0 15 60 5
ECR 0812 R4.0 2.0 75 12
ECR 1016 R5.0 3.0 100 16
ECR 1216 R6.0 3.0 100 16

Buuajurey)

ECR
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EMCR

C.pro

EMCR

L2

D2

www.hgt.com.tw

2 Flutes

Finishing
Semi-
Finishing

P Micro Dlameter Corner Roundmg | for {

Order No.

EMCR 0054
EMCR 0064
EMCR 0074
EMCR 0084
EMCR 0094

Radius

R

R0.25
RO.3
R0.35
RO.4
R0.45

Pilot Diameter ]

D1

1.1

1.2
1.3
1.4
1.5

)OO

OAL
L2

50
50
50
50
50

N

Shank Dia
D2

AlAAE R A
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A TAIWAN'S EASTERN COAST




slig

ESD ESD2 ESD > Spot Drills / for () 00
Diaiicter | EltsLengih | OAL | ShankDia
Order No. D1 L1 L2 D2

ESD 0303 3.0 6 50 3
ESD 0404 4.0 8 50 4
ESD 0606 6.0 12 50 6
ESD 0808 8.0 16 60 8
ESD 1010 10.0 20 75 10
ESD 1212 12.0 24 75 12
ESD 1616 16.0 30 100 16
ESD 2020 20.0 30 100 20
1 Finishing
st
L2
|
- D2 —
ESD2 P Spot Drills/for &) @ @
MG 5 dorHia ] Diagfter 1 Fiute Ll_fngth ] Ol__f;L ] Shal:r;; Dia
ESD2 0303 3.0 6 50 3
E ESD2 0404 4.0 8 50 4
ESD2 0606 6.0 12 50 6
E ESD2 0808 8.0 16 60 8
ESD2 1010 10.0 20 75 10
Finishing ESD2 1212 12.0 24 75 12
St ESD2 1616 16.0 30 100 16
ESD2 2020 20.0 30 100 20

ESD
ESD2

www.hgt.com.tw



sia

SDC ESDA ESDC P Spot Drills / for (1) D0
Diaticir. | Ehkolengih | OAL |  ShankDia
Order No. D1 L1 L2 D2

ESDC 0303 3.0 6 50 3
ESDC 0404 4.0 8 50 &
ESDC 0606 6.0 12 50 6
ESDC 0808 8.0 16 60 8
ESDC 1010 10.0 20 75 10
ESDC 1212 12.0 24 75 12
ESDC 1616 16.0 30 100 16
ESDC 2020 20.0 30 100 20
Lo Finishing
Fntaning
!
—_ D2 -
ESDA P Spot Drills/for () @ @
MG Order No. . Dia81$ter Flutell_fngth | OI__F;L ] Shal:r;k2Dia
ESDA 0303 3.0 6 50 3
ﬂ ESDA 0404 4.0 8 50 4
ESDA 0606 6.0 12 50 6
E ESDA 0808 8.0 16 60 8
ESDA 1010 10.0 20 75 10
ESDA 1212 12.0 24 75 12
ESDA 1616 16.0 30 100 16
ESDA 2020 20.0 30 100 20

Finishing

Semi-
Finishing

ESDC
ESDA

www.hgt.com.tw



sia

ESDS ESDL ESDS P Long Shank Spot Drills / for () 00
Diaficter | Elts Lengih: | OAL | ShankDia
Order No. D1 L1 L2 D2

ESDS 0606 6.0 12 100 6
ESDS 0808 8.0 16 100 8
ESDS 1010 10.0 20 100 10
ESDS 1212 12.0 24 100 12
ESDS 1616 16.0 30 150 16
\ ESDS 2020 20.0 30 150 20
Finishing
it
L2
ESDL P Long Shank Spot Drills / for () @ @
| > N il 5 MG order No. | Dial:r;'|1eter Flutetfngth Ol.j\z_L. ] ShaEr;;Dia
ESDL 0606 6.0 12 100 6
E ESDL 0808 8.0 16 100 8
ESDL 1010 10.0 20 100 10
E ESDL 1212 12.0 24 100 12
ESDL 1616 16.0 30 150 16
m ESDL 2020 20.0 30 150 20

Finishing
Semi-
Finishing

ESDS
ESDL
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CCD CCDA CCD b Center Drills / for (H o o
Disiioier. | EhkeLengih | OAL | ShankDia
Order:No. D1 L1 L2 D2

CCD 0050 0.50 0.8 38 3
CCD 0080 0.80 A1 38 3
b1, CCD 0100 1.00 1.3 38 3
| CCD 0125 1.25 1.6 38 3
CCD 0160 1.60 2.0 38 4
CCD 0200 2.00 2.5 50 5
CCD 0250 2.50 3.1 50 6
CCD 0315 3.15 3.9 60 8
Finishing CCD 0400 4.00 5.0 75 10
Sl CCD 0500 5.00 6.3 75 12
CCDA P Center Drilis / for () @ @
MG ikl ' DiaS1$ter 1 Fiute LL;eﬂgth ol.f\2_|__ ] Shal:r;; Dia
CCDA 0050 0.50 0.8 38 3
—— CCDA 0080 0.80 1.1 38 3
CCDA 0100 1.00 1.3 38 3
CCDA 0125 1.25 1.6 38 3
CCDA 0160 1.60 2.0 38 4
Finishing CCDA 0200 2.00 2.5 50 5
il CCDA 0250 2.50 3.1 50 6
CCDA 0315 3.15 3.9 60 8
CCDA 0400 4.00 5.0 75 10
CCDA 0500 5.00 6.3 75 12

CCDh
CCDA

www.hgt.com.tw
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CcD

cD

L1

D2

Cutting Data P> P.195

www.hgt.com.tw

o°

-

=

¥

\CD005~019

{C0020-430 )

Finishing

Semi-
Finishing

)\

» Carbide Drills / for ) @ @

Order '

| Fuutelengh OAL

Order :

| Futetengh| OAL |

Dia Dia

No. D1 L1 L2 No. D1 L1 L2
CD 005 0.5 6 26 CD 060 6.0 28 66
CD006 0.6 6 26 CDO061 6.1 31 70
CD007 0.7 6 26 CDO062 6.2 31 70
CD 008 0.8 6 26 CD 063 6.3 31 70
CD 009 0.9 6 26 CD 064 6.4 31 70
CDO010 1.0 6 26 CDO065 65 31 70
CcDO11 1.1 ¥ 28 CDO066 6.6 31 70
CD 012 1.2 8 30 CD 067 8.7 31 70
CD 013 1.3 8 30 CD 068 6.8 34 74
CD 014 1.4 9 32 CD 069 6.9 34 74
CDO015 15 9 32 cbho70 7.0 34 74
CD 016 1.6 10 34 CD 071 7:1 34 74
CD 017 i B 10 34 CD 072 72 34 74
CcDO018 1.8 11 3  CDO73 7.3 34 74
CD 019 1.9 11 36 CD 074 7.4 34 74
CD 020 2.0 12 38 CD 075 7.5 34 74
CD 021 2.1 12 38 CD 076 7.6 37 79
CD022 22 13 40  CDO77 77 37 79
CD023 23 13 40  CDO78 78 37 79
CD 024 2.4 14 43 CD 079 7as] 37 79
CD 025 2.5 14 43 CD 080 8.0 37 79
CD026 26 14 43 CDO081 8.1 37 79
CD 027 2.7 16 46 CD 082 82 37 79
CD 028 2.8 16 486 CD 083 8.3 37 79
CD 029 2:9 16 486 CD 084 8.4 37 79
CD 030 3.0 16 486 CD 085 8.5 37 79
CD 031 3.1 18 49 CD 086 8.6 40 84
CD 032 3.2 18 49 CD 087 8.7 40 84
CD 033 33 18 49 CD 088 8.8 40 84
CD 034 3.4 20 52 CD 089 8.9 40 84
CD 035 35 20 52 CD 090 9.0 40 84
CD 036 3.6 20 52 CD 091 9.1 40 84
CD 037 3T 20 52 CD 092 9.2 40 84
CD038 3.8 22 55  CDO093 93 40 84
CD 039 3.9 22 55 CD 094 9.4 40 84
CD 040 4.0 22 55 CD 095 9.5 40 84
CD 041 4.1 22 55 CD 096 9.6 43 89
CD042 4.2 22 55  CDO097 97 43 89
CD 043 4.3 24 58 CD 098 9.8 43 89
CD 044 4.4 24 58 CD 099 9.9 43 89
CD 045 4.5 24 58 cD100 10.0 43 89
CD046 4.6 24 58 CcD102 102 43 89
CD 047 4.7 24 58 cD105 105 43 89
CD 048 4.8 26 62 CD 110 11.0 47 95
CD 049 4.9 26 62 cCD115 115 47 95
CD050 5.0 26 62  CD120 120 51 102
CD 051 51 26 62 cD125 125 51 102
CD 052 52 26 62 CD130 13.0 51 102
CD053 53 26 62
CD 054 54 28 66
CD 055 5.5 28 66
CD 056 5.6 28 66
CDO057 57 28 66
CD058 538 28 66
CD 059 5.9 28 66



Finishing

Semi-
Finishing

Cutting Data P> P.195

A\

P Carbide Drills

fforﬁoo

1

Order  Dia | Flute | Overall| Shank Order | Dia | Flute | Overall| Shank |

No. D1 LeE?th Lelfgth BI; No. D1 LeE?th Lelr_gch Blg
CDA030 3.0 20 62 6.0 CDA085 85 a7 89  10.0
CDA031 3.1 20 62 6.0 CDA086 8.6 a7 89  10.0
CDA032 3.2 20 62 6.0 CDA087 87 47 89  10.0
CDA033 3.3 20 62 6.0 CDA088 8.8 a7 89  10.0
CDA034 3.4 20 62 6.0 CDA089 8.9 a7 89  10.0
CDA035 3.5 20 62 6.0 CDA090 9.0 a7 89  10.0
CDA036 3.6 20 62 6.0 CDA091 9.1 47 89  10.0
CDA037 3.7 20 62 6.0 CDA092 9.2 a7 89  10.0
CDA038 3.8 24 66 6.0 CDA093 9.3 a7 89  10.0
CDA039 3.9 24 66 6.0 CDA094 9.4 47 89  10.0
CDA040 4.0 24 66 6.0 CDA095 9.5 47 89  10.0
CDAO041 4.1 24 66 6.0 CDA096 9.6 a7 89  10.0
CDA042 4.2 24 66 6.0 CDA097 9.7 a7 89  10.0
CDA043 4.3 24 66 6.0 CDA098 9.8 47 89  10.0
CDAO44 4.4 24 66 6.0 CDA099 9.9 47 89  10.0
CDA045 4.5 24 66 6.0 CDA100 10.0 a7 89  10.0
CDA046 4.6 24 66 6.0 CDA101 10.1 55 102 120
CDA047 4.7 24 66 6.0 CDA102 10.2 55 102 12.0
CDA048 4.8 28 66 6.0 CDA103 10.3 55 102  12.0
CDA049 4.9 28 66 6.0 CDA104 10.4 55 102 120
CDA050 5.0 28 66 6.0 CDA105 10.5 55 102 12.0
CDA051 5.1 28 66 6.0 CDA 106 10.6 55 102 12.0
CDA052 5.2 28 66 6.0 CDA107 10.7 55 102  12.0
CDA053 5.3 28 66 6.0 CDA108 10.8 55 102  12.0
CDA054 5.4 28 66 6.0 CDA109 10.9 55 102 12.0
CDA055 5.5 28 66 6.0 CDA110 11.0 55 102  12.0
CDA056 5.6 28 66 6.0 CDA111  11.1 55 102  12.0
CDA057 5.7 28 66 6.0 CDAM2 112 55 102  12.0
CDA058 5.8 28 66 6.0 CDAM13 11.3 55 102  12.0
CDA059 5.9 28 66 6.0 CDAM14 114 55 102 12.0
CDA060 6.0 28 66 6.0 CDAM15 115 55 102  12.0
CDA061 6.1 34 79 8.0 CDA116 11.6 55 102 120
CDA062 6.2 34 79 80 CDAM7 11.7 55 102 120
CDA063 6.3 34 79 80 CDA118 11.8 55 102 120
CDA064 6.4 34 79 8.0 CDAM9 11.9 55 102 12.0
CDA065 6.5 34 79 8.0 CDA120 12.0 55 102  12.0
CDA066 6.6 34 79 80 CDA125 125 60 107 14.0
CDA067 6.7 34 79 80 CDA130 13.0 60 107 14.0
CDA068 6.8 34 79 80 CDA135 135 60 107 14.0
CDA069 6.9 34 79 8.0 CDA140 14.0 60 107 14.0
CDAO070 7.0 34 79 80 CDA145 145 65 115 16.0
CDAO71 7.1 41 79 80 CDA150 15.0 65 115 16.0
CDAO72 7.2 41 79 80 CDA155 15.5 65 115 16.0
CDA073 7.3 41 79 8.0 CDA160 16.0 65 115 16.0
CDAO74 7.4 41 79 8.0 CDA 165 16.5 73 123 18.0
CDAO075 7.5 41 79 80 CDA170 17.0 73 123 18.0
CDAO076 7.6 41 79 80 CDA175 175 73 123 18.0
CDAO077 7.7 41 79 80 CDA180 18.0 73 123 18.0
CDAO78 7.8 41 79 8.0 CDA185 18.5 79 131 20.0
CDAO079 7.9 41 79 8.0 CDA190 19.0 79 131 20.0
CDA080 8.0 41 79 8.0 CDA195 19.5 79 131 20.0
CDA081 8.1 47 89  10.0 CDA200 20.0 79 131 20.0
CDA082 8.2 47 89  10.0
CDA083 8.3 47 89  10.0
CDA084 8.4 47 89  10.0

sia

CDA




siia

cD

DIN
6537

Finishing

Semi-
Finishing

D2

Cutting Data P> P.195

CDB
§:1:]

www.hgt.com.tw

u

P Carbide Drills / for ) @ @

o

Order . Dia | Flute | Overall| Shank Order  Dia | Flute | Overall| Shank |

No. D1 Lecgth LeLngth Blg No. D1 Leﬂgth LeLngth Blg
CDB 030 3.0 28 66 6.0 CDB 085 8.5 61 103  10.0
CDB 031 3.1 28 66 6.0 CDB 086 8.6 61 103  10.0
CDB 032 3.2 28 66 6.0 CDB 087 8.7 61 103  10.0
CDB033 3.3 28 66 6.0 CDB 088 8.8 61 103  10.0
CDB 034 3.4 28 66 6.0 CDB 089 8.9 61 103  10.0
CDB 035 3.5 28 66 6.0 CDB 090 9.0 61 103  10.0
CDB 036 3.6 28 66 6.0 CDB 091 9.1 61 103  10.0
CDB 037 3.7 28 66 6.0 CDB 092 9.2 61 103 100
CDB 038 3.8 36 74 6.0 CDB 093 9.3 61 103  10.0
CDB 039 3.9 36 74 6.0 CDB 094 9.4 61 103  10.0
CDB 040 4.0 36 74 6.0 CDB 095 9.5 61 103  10.0
CDB 041 4.1 36 74 6.0 CDB 096 9.6 61 103 100
CDB 042 4.2 36 74 6.0 CDB 097 9.7 61 103  10.0
CDB 043 4.3 36 74 6.0 CDB 098 9.8 61 103  10.0
CDB 044 4.4 36 74 6.0 CDB 099 9.9 61 103 10.0
CDB045 4.5 36 74 6.0 CDB 100 10.0 61 103  10.0
CDB 046 4.6 36 74 6.0 CDB 101 10.1 71 118 120
CDB 047 4.7 36 74 6.0 CDB 102 10.2 71 118 120
CDB 048 4.8 44 82 6.0 CDB 103 10.3 71 118 120
CDB049 4.9 44 82 6.0 CDB 104 10.4 71 118 120
CDB 050 5.0 44 82 6.0 CDB 105 10.5 71 118 120
CDB 051 5.1 44 82 6.0 CDB 106 10.6 71 118 120
CDB 052 5.2 44 82 6.0 CDB 107 10.7 71 118 120
CDB053 5.3 44 82 6.0 CDB 108 10.8 71 118 120
CDB 054 5.4 44 82 6.0 CDB 109 10.9 71 118 12.0
CDB 055 5.5 44 82 6.0 CDB 110 11.0 71 118 120
CDB 056 5.6 44 82 6.0 CDB 111 11.1 71 118 120
CDB 057 5.7 44 82 6.0 CDB 112 11.2 71 118 120
CDB 058 5.8 44 82 6.0 CDB 113 11.3 71 118 120
CDB 059 5.9 44 82 6.0 CDB 114 11.4 71 118 12.0
CDB 060 6.0 44 82 6.0 CDB 115 11.5 71 118 120
CDB 061 6.1 53 91 8.0 CDB 116 11.6 71 118 120
CDB 062 6.2 53 91 8.0 CDB 117 11.7 71 118 120
CDB 063 6.3 53 91 8.0 CDB 118 11.8 71 118 120
CDB 064 6.4 53 91 8.0 CDB 119 11.9 71 118 12.0
CDB 065 6.5 53 91 8.0 CDB 120 12.0 71 118 120
CDB 066 6.6 53 91 8.0 CDB 125 12.5 77 124 140
CDB 067 6.7 53 91 8.0 CDB 130 13.0 77 124 140
CDB 068 6.8 53 91 8.0 CDB 135 13.5 77 124 140
CDB 069 6.9 53 91 8.0 CDB 140 14.0 77 124 140
CDB 070 7.0 53 91 8.0 CDB 145 14.5 83 133  16.0
CDB 071 7.1 53 91 8.0 CDB 150 15.0 83 133  16.0
CDB072 7.2 53 91 8.0 CDB 155 15.5 83 133  16.0
CDB073 7.3 53 91 8.0 CDB 160 16.0 83 133 16.0
CDB 074 7.4 53 91 8.0 CDB 165 16.5 93 143  18.0
CDBO075 7.5 53 91 8.0 CDB 170 17.0 93 143 180
CDB076 7.6 53 91 8.0 CDB 175 17.5 93 143 180
CDB 077 7.7 53 91 8.0 CDB 180 18.0 93 143 18.0
CDB078 7.8 53 91 8.0 CDB185 18.5 101 153 20.0
CDB 079 7.9 53 91 8.0 CDB190 19.0 101 153  20.0
CDB 080 8.0 53 91 8.0 CDB195 19.5 101 153  20.0
CDB 081 8.1 61 103 10.0 CDB200 20.0 101 153  20.0
CDB 082 8.2 61 103 10.0
CDB 083 8.3 61 103 10.0
CDB084 84 61 103 10.0
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Order  Dia | Flute | Overall| Shank Order | Dia | Flute | Overall| Shank |
No. D1 Lecgth Lelfgth BI; No. D1 LeE?th Lelr_gth Blg
CDC 030 3.0 34 72 6.0 CDC076 7.6 76 114 8.0
CDC 031 3.1 34 72 6.0 CDCO77 7.7 76 114 8.0
CDC 032 3.2 34 72 60 cDC078 7.8 76 114 8.0
CDC 033 3.3 34 72 6.0 cDCo79 7.9 76 114 8.0
CDC 034 3.4 34 72 6.0 CDC080 8.0 76 114 8.0
CDC035 3.5 34 72 60  CDCO81 8.1 95 142 10.0
CDC 036 3.6 34 72 6.0 CDC082 8.2 95 142 100
CDC 037 3.7 34 72 6.0 cDCo083 8.3 95 142 100
CDC 038 3.8 43 81 6.0 CDC 084 8.4 95 142 100
CDC 039 3.9 43 81 6.0 CDC 085 8.5 95 142 100
CDC 040 4.0 43 81 6.0 CDC 086 8.6 95 142 100
CDC 041 4.1 43 81 6.0 cDCos87 8.7 95 142 100
CDC 042 4.2 43 81 6.0 CDC088 8.8 95 142 100
CDC 043 4.3 43 81 6.0 CDC089 8.9 95 142 10.0
CDC 044 4.4 43 81 6.0 CDC090 9.0 95 142 100
CDC 045 4.5 43 81 6.0 cDco9l 9.1 95 142 100
CDC 046 4.6 43 81 6.0 CDC092 9.2 95 142 100
CDC 047 4.7 43 81 60  CDC093 9.3 95 142 10.0
CDC 048 4.8 57 95 6.0 CDC 094 9.4 95 142 100
CDC 049 4.9 57 95 6.0 CDC095 9.5 95 142 100
CDC 050 5.0 57 95 6.0 CDC096 9.6 95 142 100
CDC 051 5.1 57 95 6.0  CDCO97 9.7 95 142 10.0
CDC 052 5.2 57 95 6.0 CDC098 9.8 95 142 100
CDC 053 5.3 57 95 6.0 CcDC099 9.9 95 142  10.0
CDC 054 5.4 57 95 6.0 CDC 100 10.0 95 142 100
- CDC 055 5.5 57 95 6.0 cDCc101 101 114 162  12.0
FigiSking CDC 056 5.6 57 95 6.0 cDC102 102 114 162 12.0
Finishing CDC 057 5.7 57 95 6.0 cDC103 103 114 162 120
CDC 058 5.8 57 95 6.0 CDC104 104 114 162 12.0
CDC 059 5.9 57 95 6.0 CDC105 105 114 162 12.0
- CDC 060 6.0 57 95 6.0 CDC106 10.6 114 162 12.0
a CDC 061 6.1 76 114 8.0 cDC107 107 14 162 12.0
8 CDC 062 6.2 76 114 8.0 cDC108 10.8 114 162 12.0
CDC 063 6.3 76 114 8.0 CDC109 109 114 162 12.0
CDC 064 6.4 76 114 8.0 cbc10 110 14 162 12.0
CDC 065 6.5 76 114 8.0 coc11 111 14 162 12.0
CDC 066 6.6 76 114 8.0 cbcM12 112 14 162 12.0
Cutting Data B> P.195 CDC 067 6.7 76 114 8.0 cDCM13 113 14 162 12.0
CDC 068 6.8 76 114 8.0 cDC M4 114 14 162 12.0
CDC 069 6.9 76 114 8.0 cDCM15 115 114 162 12.0
CDC 070 7.0 76 114 8.0 cbc11e6 116 114 162  12.0
CDC o071 7.1 76 114 8.0 cbc M7 117 14 162 12.0
cDC 072 7.2 76 114 8.0 cbc118 11.8 14 162 12.0
CDC 073 7.3 76 114 8.0 cbc119 119 14 162 12.0
CDC 074 7.4 76 114 8.0 CDC120 120 114 162 12.0
CDCO075 7.5 76 114 8.0
cDC
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Order . Dia | Flute | Overall| Shank Order  Dia | Flute | Overall| Shank |
No. D1 Lecgth LeLngth Blg No. D1 Leﬂgth LeLngth Blg
CDACO030 3.0 20 62 6.0 CDACO085 8.5 47 89  10.0
CDACO031 3.1 20 62 6.0 CDACO08S 8.6 47 89  10.0
CDACO032 32 20 62 6.0 CDAC087 87 47 89  10.0
CDACO033 3.3 20 62 6.0 CDACO088 8.8 47 89  10.0
CDACO034 3.4 20 62 6.0 CDACO089 8.9 47 89  10.0
CDACO035 3.5 20 62 6.0 CDAC0%0 9.0 47 89  10.0
CDACO036 3.6 20 62 6.0 CDAC091 9.1 47 89  10.0
CDACO037 3.7 20 62 6.0 CDAC092 92 47 89  10.0
CDACO038 3.8 24 66 6.0 CDAC093 9.3 47 89  10.0
CDACO03® 3.9 24 66 6.0 CDAC094 9.4 47 89  10.0
CDAC040 4.0 24 66 6.0 CDAC095 9.5 47 89  10.0
CDACO041 4.1 24 66 6.0 CDAC09 9.6 47 89  10.0
CDAC042 42 24 66 6.0 CDAC097 9.7 47 89  10.0
CDAC043 4.3 24 66 6.0 CDAC098 9.8 47 89  10.0
CDAC044 4.4 24 66 6.0 CDAC09 9.9 47 89  10.0
CDAC045 45 24 66 6.0 CDAC100 10.0 47 89  10.0
CDAC046 4.6 24 66 6.0 CDAC 101 10.1 55 102  12.0
CDAC047T 47 24 66 6.0 CDAC102 102 55 102 12.0
CDAC048 4.8 28 66 6.0 CDAC103 10.3 55 102 12.0
CDACO49 4.9 28 66 6.0 CDAC104 104 55 102 12.0
CDAC050 5.0 28 66 6.0 CDAC105 10.5 55 102 12.0
CDACO051 5.1 28 66 6.0 CDAC106 106 55 102 12.0
CDAC052 52 28 66 6.0 CDAC107 107 55 102 12.0
CDACO053 5.3 28 66 6.0 CDAC108 10.8 55 102 12.0
CDAC054 5.4 28 66 6.0 CDAC109 109 55 102 12.0
- CDACO0S5 5.5 28 66 6.0 CDAC10 110 55 102 12.0
e CDAC056 5.6 28 66 6.0 CDAC111  11.1 55 102  12.0
Finishing CDACO057 57 28 66 6.0 CDACM2 112 55 102 12.0
CDAC058 5.8 28 66 6.0 CDACM3 113 55 102 12.0
CDAC059 5.9 28 66 6.0 CDACT4 114 55 102 12.0
CDACO60 6.0 28 66 6.0 CDAC15 115 55 102 12.0
CDACO061 6.1 34 79 80 CDAC16 116 55 102 120
CDAC062 6.2 34 79 80 CDACM7 117 55 102 12.0
CDACO063 6.3 34 79 80 CDAC118 11.8 55 102 12.0
CDAC 064 6.4 34 79 8.0 CDACT9 119 55 102 12.0
CDAC065 6.5 34 79 80 CDAC120 120 55 102 120
CDAC 066 6.6 34 79 80 CDAC125 125 60 107 14.0
Cutting Data P> P.195 CDAC 067 6.7 34 79 80 CDAC130 13.0 60 107 14.0
CDAC068 6.8 34 79 80 CDAC135 13.5 60 107 14.0
CDAC069 6.9 34 79 80 CDAC140 140 60 107 14.0
CDACO70 7.0 34 79 80 CDAC145 145 65 115 16.0
CDACOT1 7.1 41 79 80 CDAC150 150 65 115 16.0
CDACOT2 7.2 41 79 80 CDAC155 155 65 115 16.0
CDACO73 7.3 41 79 80 CDAC160 16.0 65 115 16.0
CDACO74 7.4 41 79 80 CDAC165 16,5 73 123  18.0
CDACOTS 7.5 41 79 80 CDAC170 17.0 73 123 180
CDACO76 7.6 41 79 8.0 CDAC175 17.5 73 123 18.0
CDACOT? 7.7 41 79 8.0 CDAC180 18.0 73 123 18.0
CDACO78 7.8 41 79 8.0 CDAC185 185 79 131 20.0
CDACO79 7.9 41 79 8.0 CDAC190 19.0 79 131 20.0
CDACO080 8.0 41 79 8.0 CDAC195 19.5 79 131  20.0
CDAC081 8.1 47 89  10.0 CDAC200 20.0 79 131 20.0
CDAC082 82 47 89  10.0
CDAC CDAC083 8.3 47 89  10.0

m CDACO084 8.4 47 89 10.0
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Order  Dia | Flute | Overall| Shank Order | Dia | Flute | Overall| Shank |
No. D1 LeEgth E_elfgth BI; No. D1 LeE%th LeE%th Blg
CDBCO30 3.0 28 66 6.0 CDBCO85 85 61 103  10.0
CDBCO31 3.1 28 66 6.0 CDBCO8S 86 61 103  10.0
CDBCO32 32 28 66 6.0 cDBCO087 87 61 103  10.0
CDBCO033 3.3 28 66 6.0 cDBCO88 8.8 61 103  10.0
CDBCO034 3.4 28 66 6.0 CDBCO89 89 61 103  10.0
CDBCO3 3.5 28 66 6.0 CDBCO%0 9.0 61 103  10.0
CDBC036 3.6 28 66 6.0 CDBC091 9.1 61 103  10.0
CDBC037 3.7 28 66 6.0 CDBC0%2 92 61 103  10.0
CDBCO038 3.8 36 74 6.0 CDBC093 9.3 61 103  10.0
CDBCO3® 3.9 36 74 6.0 CDBC094 9.4 61 103  10.0
CDBCO40 4.0 36 74 6.0 CDBCO% 9.5 61 103  10.0
CDBCO041 4.1 36 74 6.0 CDBC0% 9.6 61 103  10.0
CDBCO42 42 36 74 6.0 CDBC097 97 61 103  10.0
CDBCO043 4.3 36 74 6.0 CDBC098 9.8 61 103  10.0
CDBCO044 4.4 36 74 6.0 CDBCO% 9.9 61 103  10.0
CDBCO45 45 36 74 6.0 CDBC100 10.0 61 103  10.0
CDBCO46 4.6 36 74 6.0 CDBC 101 10.1 71 118  12.0
CDBCO047 47 36 74 6.0 CDBC102 102 71 118  12.0
CDBCO048 4.8 44 82 6.0 CDBC103 10.3 71 118  12.0
CDBCO49 4.9 44 82 6.0 CDBC 104 10.4 71 118  12.0
CDBCOS0 5.0 44 82 6.0 CDBC105 10.5 71 118  12.0
CDBCO51 5.1 44 82 6.0 CDBC106 10.6 71 118  12.0
CDBCO052 52 44 82 6.0 CDBC107 10.7 71 118  12.0
CDBCO053 5.3 44 82 6.0 CDBC108 10.8 71 118  12.0
CDBCO54 5.4 44 82 6.0 CDBC109 10.9 71 118 12.0
- CDBCO0S5 5.5 44 82 6.0 CDBC110 11.0 71 118  12.0
Finisking CDBCO0S6 5.6 44 82 6.0 CDBC 111 11.1 71 118  12.0
Finishing CDBCO57 57 44 82 6.0 coBC112 112 71 118  12.0
CDBCO058 5.8 44 82 6.0 CDBC13 113 71 118  12.0
CDBCO59 59 44 82 6.0 CDBC114 114 71 118 12.0
CDBCO60 6.0 44 82 6.0 CDBC115 115 71 118  12.0
CDBCO061 6.1 53 91 8.0 CDBC116 11.6 71 118  12.0
CDBCO62 6.2 53 91 8.0 coBC17 117 71 118  12.0
CDBCO063 6.3 53 91 8.0 CDBC118 11.8 71 118  12.0
CDBCO064 6.4 53 91 8.0 CDBC19 119 71 118  12.0
CDBCO065 6.5 53 91 8.0 CDBC120 12.0 71 118  12.0
CDBCO066 6.6 53 91 8.0 CDBC125 125 77 124  14.0
Cutting Data P> P.195 CDBC 067 6.7 53 91 8.0 CDBC 130 13.0 77 124 140
CDBCO068 6.8 53 91 8.0 CDBC135 135 77 124  14.0
CDBCO06® 6.9 53 91 8.0 CDBC140 140 77 124 14.0
CDBCO70 7.0 53 91 8.0 CDBC 145 14.5 83 133 16.0
CDBCOT1 7.1 53 91 8.0 CDBC150 150 83 133  16.0
CDBCO72 7.2 53 91 8.0 CDBC 155 15.5 83 133 16.0
CDBCO73 7.3 53 91 8.0 CDBC 160 16.0 83 133 16.0
CDBCO74 7.4 53 91 8.0 CDBC 165 16.5 93 143 180
CDBCO7S 7.5 53 91 8.0 CDBC170 17.0 93 143  18.0
CDBCO76 7.6 53 91 8.0 CDBC175 17.5 93 143  18.0
CDBCO7T7 7.7 53 91 8.0 CDBC 180 18.0 93 143 18.0
CDBCO78 7.8 53 91 8.0 CDBC185 18.5 101 153  20.0
CDBCO79 7.9 53 91 8.0 CDBC190 19.0 101 153  20.0
CDBCO80 8.0 53 91 8.0 CDBC195 19.5 101 153  20.0
CDBC081 8.1 61 103 10.0 CDBC200 20.0 101 153  20.0
CDBCO082 82 61 103 10.0
CDBC083 83 61 103 10.0 CDBC

CDBCO084 8.4 61 103 10.0
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Order | Dia | Flute | Overall| Shank Order  Dia | Flute | Overall| Shank |

No. D1 Lecgth Lelfgth B{g No. D1 Leﬂgth LeLngth Blg
CDCC 030 3.0 34 72 6.0 CDCC 076 7.6 76 114 8.0
CDCC 031 3.1 34 72 6.0 cbccor?r 7.7 76 114 8.0
CDCC 032 3.2 34 72 6.0 CDCC 078 7.8 76 114 8.0
CDCC 033 3.3 34 72 60 CDCC 079 7.9 76 114 8.0
CDCC 034 3.4 34 72 6.0 CDCC 080 8.0 76 114 8.0
CDCC 035 3.5 34 72 6.0 cDCC o081 8.1 95 142 10.0
CDCC 036 3.6 34 72 6.0 CDCC 082 8.2 95 142  10.0
CDCC 037 3.7 34 72 60 CDCC 083 8.3 95 142  10.0
CDCC 038 3.8 43 81 6.0 CDCC084 8.4 95 142  10.0
CDCC 039 3.9 43 81 6.0 CDCC 085 8.5 95 142 10.0
CDCC 040 4.0 43 81 6.0 CDCC 086 8.6 95 142  10.0
CDCC 041 4.1 43 81 6.0 CDCC 087 8.7 95 142  10.0
CDCC 042 4.2 43 81 6.0 CDCC 088 8.8 95 142  10.0
CDCC 043 4.3 43 81 6.0  CDCCO089 8.9 95 142 10.0
CDCC 044 4.4 43 81 6.0 CDCC 090 9.0 95 142 10.0
CDCC 045 4.5 43 81 6.0 CDCC 091 9.1 95 142  10.0
CDCC 046 4.6 43 81 6.0 CDCC092 9.2 95 142  10.0
CDCC 047 4.7 43 81 6.0 CDCC 093 9.3 95 142 10.0
CDCC 048 4.8 57 95 6.0 CDCC094 9.4 95 142  10.0
CDCC 049 4.9 57 95 6.0 CDCC 095 9.5 95 142 10.0
CDCC 050 5.0 57 95 6.0 CDCC 096 9.6 95 142  10.0
CDCC 051 5.1 57 95 6.0 CDCC 097 9.7 95 142 10.0
CDCC 052 5.2 57 95 6.0 CDCC098 9.8 95 142  10.0
CDCC 053 5.3 57 95 6.0 CDCC 099 9.9 95 142 10.0
CDCC 054 5.4 57 95 6.0 CDCC 100 10.0 95 142 10.0
CDCC 055 5.5 57 95 6.0
CDCC 056 5.6 57 95 6.0
CDCC 057 5.7 57 95 6.0
CDCC 058 5.8 57 95 6.0
CDCC 059 5.9 57 95 6.0
CDCC 060 6.0 57 95 6.0
CDCC 061 6.1 76 114 8.0
CDCC 062 6.2 76 114 8.0
CDCC 063 6.3 76 114 8.0
CDCC 064 6.4 76 114 8.0
CDCC 065 6.5 76 114 8.0
CDCC 066 6.6 76 114 8.0
CDCC 067 6.7 76 114 8.0
CDCC 068 6.8 76 114 8.0
CDCC 069 6.9 76 114 80
CDCC 070 7.0 76 114 8.0
CDCC 071 7.1 76 114 8.0
CDCC 072 7.2 76 114 8.0
CDCC 073 7.3 76 114 8.0
CDCC 074 7.4 76 114 8.0
CDCC 075 7.5 76 114 8.0
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Order Dia Flute | Overall Order Dia Flute | Overall

No. D1 Lecgth LeLngth Flutes No. D1 Leﬂgth LeLngth Flutes
CRAO010 1.0 6 34 4 CRA066 6.6 28 101 6
CRAO11 1.1 7 36 4 CRA067 6.7 31 101 6
CRAO012 1.2 7 38 4 CRA068 6.8 31 109 6
CRAO013 1.3 7 38 4 CRA069 6.9 31 109 6
CRAO14 14 8 40 4 CRAO070 7.0 31 109 6
CRAO015 1.5 8 40 4 CRAO71 7.1 31 109 6
CRAO016 1.6 9 43 4 CRAO072 7.2 31 109 6
CRAO017 1.7 9 43 4 CRAO073 7.3 31 109 6
CRAO018 1.8 10 46 4 CRAO074 74 31 109 6
CRAO019 1.9 10 46 4 CRAO075 7.5 31 109 6
CRAO20 2.0 11 49 4 CRAO076 7.6 33 17 6
CRAO021 2.1 11 49 4 CRAO077 7.7 33 17 6
CRA022 2.2 12 53 4 CRAO078 7.8 33 17 6
CRAO023 2.3 12 53 4 CRA079 7.9 33 117 6
CRA024 24 14 57 4 CRA080 8.0 33 17 6
CRA025 2.5 14 57 4 CRA081 8.1 33 17 6
CRAO026 2.6 14 57 4 CRA082 8.2 33 17 6
CRA027 2.7 15 61 4 CRA083 8.3 33 117 6
CRAO028 2.8 15 61 4 CRA084 8.4 33 17 6
CRA029 29 15 61 4 CRA085 8.5 33 17 6
CRAO030 3.0 15 61 4 CRA086 8.6 36 125 6
CRAO031 3.1 16 65 4 CRA087 8.7 36 125 6
CRAO032 3.2 16 65 4 CRA088 8.8 36 125 6
CRAO033 3.3 16 65 4 CRA089 8.9 36 125 6
CRAO034 34 18 70 4 CRA090 9.0 36 125 6
CRAO035 3.5 18 70 4 CRA091 9.1 36 125 6
CRAO036 3.6 18 70 4 CRA092 9.2 36 125 6
CRAO037 3.7 18 70 4 CRA093 9.3 36 125 6
CRAO038 3.8 19 75 4 CRA094 94 36 125 6
CRAO039 3.9 19 75 4 CRA095 9.5 36 125 6
CRA040 4.0 19 75 4 CRA096 9.6 38 133 6
CRAO41 4.1 19 75 4 CRA097 9.7 38 133 6
CRA042 4.2 19 5 4 CRA098 9.8 38 133 6
CRAD043 4.3 21 80 4 CRA099 9.9 38 133 6
CRAO44 4.4 21 80 4 CRA100 10.0 38 133 6
CRAO045 4.5 21 80 4 CRA101 10.1 38 133 6
CRA046 4.6 21 80 6 CRA102 10.2 38 133 6
CRA047 4.7 21 80 6 CRA103 10.3 38 133 6
CRA048 4.8 23 86 6 CRA104 104 38 133 6
CRA049 49 23 86 6 CRA105 10.5 38 133 6
CRAO050 5.0 23 86 6 CRA106 10.6 38 133 6
CRAO051 5.1 23 86 6 CRA107 10.7 41 142 6
CRAD52 5.2 23 86 6 CRA108 10.8 41 142 6
CRAO053 5.3 23 86 6 CRA109 10.9 41 142 6
CRAO054 54 26 93 6 CRA110 11.0 41 142 6
CRAOD55 5.5 26 93 6 CRA111 11.1 41 142 6
CRAO056 5.6 26 93 6 CRA112 11.2 41 142 6
CRAO057 5.7 26 93 6 CRA113 11.3 41 142 6
CRAO058 5.8 26 93 6 CRA114 114 41 142 6
CRAO059 5.9 26 93 6 CRA115 11.5 41 142 6
CRAO060 6.0 26 93 6 CRA116 11.6 41 142 6
CRAO061 6.1 28 101 6 CRAM117 11.7 41 142 6
CRA062 6.2 28 101 6 CRA118 11.8 41 142 6
CRA063 6.3 28 101 6 CRA119 11.9 44 151 6
CRAO064 6.4 28 101 6 CRA120 12.0 44 151 6
CRAO065 6.5 28 101 6




B Recommended cutting condition

V¥ Recommended cutting condition for CDA CDB CDAC CDBC

MATERIAL Carbon Steels . Alloy Steels  Alloy Steels . Tool Steels Hardened Steels
S45C  FC,FCD,SCM, S50C,SKS..  SCr, SNCM, SKD11, SKDB1, NAKSD. . SKD11
HARDNESS HRC35 HRC45 HRC55
DIAMETER Ve FEED Ve FEED Ve FEED
{m / min}) (mm /rev.) (m ! min}) (mm / rev.) {m { min) (mm / rev.)
2 110-140 0.05-0.08 85-115 0.05-0.07 25-50 0.02-0.03
3 110-140 0.12-0.15 85-115 0.08-0.11 25-50 0.04-0.48
4 110-140 0.16-0.20 85-115 0.10-0.15 25-50 0.05-0.06
5 110-140 0.16-0.20 85-115 0.10-0.15 25-50 0.05-0.06
6 110-140 0.20-0.24 85-115 0.12-0.18 25-50 0.06-0.08
8 110-140 0.25-0.30 85-115 0.16-0.23 2550 0.08-0.11
10 110-140 0.31-0.32 85-115 0.20-0.30 25-50 0.10-0.12
12 110-140 0.31-0.38 85-115 0.20-0.30 25-50 0.10-0.12
16 110-140 0.40-048 85-115 0.25-0.38 25-50 0.12-0.15
20 110-140 0.50-0.65 85-115 0.30-0.48 25-50 0.16-0.20

V¥ Recommended cutting condition for CDC CDCC

MATERIAL Carbon Steels . Alloy Steels  Alloy Steels . Tool Steels Hardened Steels
S45C  FC FCD,SCM,S50C, SKS..  SCr, SNCM, SKD11, SKD61 , NAK8O... SKD11
HARDNESS HRC35 HRC45 HRC55
DIAMETER Ve FEED Ve FEED Ve FEED
{m / min}) (mm /rev.) (m / min}) | (mm / rev.) (m / min) (mm /rev.)

3 110-140 0.08-0.11 85-115 0.05-0.08 25-50 0.02-0.03
4 110-140 0.10-0.15 85-115 0.06-0.11 25-50 0.03-0.04
5 110-140 0.10-0.15 85-115 0.06-0.11 25-50 0.03-0.04
6 110-140 0.12-0.18 85-115 0.08-0.15 25-50 0.05-0.06

= 8_ Al 1_‘_IO—‘_I4_D [}._1 6-0.23 85-1 '!_5 011018 _25—_50 O_OQ—[}_D_?

_10_ I 1_‘_IO—‘_I4_O D.__ED—(_}_SO 85—'1'!5 014024 _25—_50 0_0_?—0.[}9
12 110-140 0.20-0.30 85-115 0.14-0.24 25-50 0.08-0.10

V¥ Recommended cutting condition for CRA

Ve (m/min) Feed f (mm/rev)
Dia. -arbor: S_ta_els, _All_djr _Ste;Is, . Dia. Carbon Steels, Alloy Steels,
(mm) Alloy Steels Tool Steels (mm) Alloy Steels Tool Steels
~HRC40 HRC45~ ~HRC40 HRC45~
2.0 14 8 20 0.05 0.04
3.0 14 8 3.0 0.08 0.06
4.0 14 8 4.0 0.1 0.08
5.0 14 8 5.0 0.1 0.08
6.0 14 8 6.0 0.12 0.1
8.0 14 8 8.0 0.16 012
10.0 14 8 10.0 02 0.16
12.0 14 8 12.0 02 0.16

195



Ball Nose End Milling Real Diameter

(Ad) Depth of Cut (mm)

Ball:R Dia. 0.01 0.02 0.03 0.04 0.05 0.08 01 015 02 03 05 08 1.0 20 3.0

0.1 0.2 0.087 | 0.12 0.143| 0.16 [0.173 (0196 | 02 | — | — | — T s e o e
0.2 0.4 0125 0174 0211 024 0265 032 035 039 04 - e e S [P—
0.3 0.6 0.154 0215 0.262 0.299 0.332 041 045 052 057 06 - - csss | s | s

0.4 0.8 0178 025 0.304 0.349 0.387 048 053 062 069 077 077 - e
0.5 1 0199 0.28 0.341 0392 0436 054 06 071 08 092 1 e mecr | immamn | mamens
1 2 0.282 0.398 0486 056 0624 078 087 105 12 143 173 196 2 e 0o
1.5 3 0.346 0.488 0597 0.688 0.768 097 1.08 131 15 18 224 265 283 283 ——
2 4 0.399 0564 069 0.796 0.889 112 125 152 174 211 265 32 346 4 @ ——
2.5 5 0.447 0.631 0.772 0.891 0.995 125 14 171 196 237 3 367 4 49 49
6 0489 0692 0846 0977 1.091 138 154 1.87 215 262 332 4.08 447 566 6
8 0.565 0.799 0978 1.129 1.261 159 178 217 25 304 387 48 529 693 7.75
10 0.632 0.894 1.094 1.262 1411 178 199 243 28 341 436 543 6 8 917
0.693 0979 1.198 1.383 1546 195 218 267 3.07 375 48 599 6.63 894 10.39
14 0.748 1.058 1.295 1495 167 211 236 288 332 405 52 65 721 98 1149
16 0.8 1.131 1.384 1598 1786 226 252 308 356 434 557 697 7.75 1058 1249
18 0.848 1.199 1468 1.695 1.895 239 268 327 377 461 592 742 825 11.31 13.42
0.894 1.264 1.548 1.787 1.997 252 282 345 398 486 624 784 872 12 1428

Calculation of Real Dia. B ,.U‘
B 4

A
d=2./Ad (D-Ad) ——>——<— | Cutting Depth (Ad)

The Actual Cutting Size (d)

0 0N OO0 A W
-
N

-
Q
N
(=]

Spindle Speed Table

Con |

2 20 30 40 50 60 70 80 90 100 120 150 180 200 250 300

0.5 12740 19110 25480 31850 38220 44590 50960 57320 63690 76430 95540 114650 127390 159240 191080
0.6 10620 15920 21230 26540 31850 37150 42460 47770 53080 63690 79620 95540 106160 132700 159240

0.7 9100 13650 18200 22750 27300 31850 36400 40950 45500 54590 68240 81890 90990 113740 136490
0.8 7960 11940 15920 19900 23890 27870 31850 35830 39810 47770 59710 71660 79620 99520 119430
0.9 7080 10620 14150 17690 21230 24770 28310 31850 35390 42640 53080 63690 70770 88460 106160
1 6370 9550 12740 15920 19110 22290 25480 28660 31850 38220 47770 57320 63390 79620 95540
2 3180 4780 6370 7960 9550 11150 12740 14330 15920 19110 23890 28660 31850 39810 47770
3 2120 3180 4250 5310 6370 7430 8490 9550 10620 12740 15920 19110 21230 26540 31850
4 1590 2390 3180 3980 4780 5570 6370 7170 7960 9550 11940 14330 15920 19900 23890
5 1270 1910 2550 3180 3820 4460 5100 5730 6370 7640 9550 11460 12740 15920 19110
6 1060 1590 2120 2650 3180 3720 4250 4780 5310 6370 7960 9550 10620 13270 15920
8 800 1190 1590 1990 2390 2790 3180 3580 3980 4780 5970 7170 7960 9950 11940
10 640 960 1270 1590 1910 2230 2550 2870 3180 3820 4780 5730 6370 7960 9550
12 530 800 1060 1330 1590 1860 2120 2390 2650 3180 3980 4780 5310 6630 7960
14 450 680 910 1140 1360 1590 1820 2050 2270 2730 3410 4090 4550 5690 6820
15 420 640 850 1060 1270 1490 1700 1910 2120 2550 3180 3820 4250 5310 6370
16 400 600 800 1000 1190 1390 1590 1790 1990 2390 2990 3580 3980 4980 5970
20 320 480 640 800 960 1110 1270 1430 1590 1910 2390 2870 3180 3980 4780
25 250 380 510 640 760 890 1020 1150 1270 1530 1910 2290 2550 3180 3820
|
V= mDN F=Nx Z Xf V Cutting Speed (m/min) Z Number of Flutes
1000 m Circular constant (3.14) f Feed per Tooth (mm/Tooth)
B ' D Diameter (mm) F Feed (mm/min)
N RPM (min-1)
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Bl Calculation for Cutting Speed, Spindle Speed and Feed

BN Y V= Cutting Speed (m/min)
Cutting Speed (V) = 1,000 r = 3.14 The circular Constant
’ D = Diameter (mm)
Spindle Speed (N) = V+7+D x 1,000 N = RPM (min'1)
F = Feed (mm/min)
Feed (F) = NxfzxZ fz = Feed per Tooh (mm/tooth)
Z = Number of Flutes
Feed per Tooth (fz) = :
NxZ

| ..\.. .

B Selection of Number of Flute

2-Flutes 3-Flutes 4-Flutes 6-Flites

Slotting © O X
Side Milling O ©

Generally 2-flutes and 3-flutes are selected for slotting because of the larger chip pocket.
4-flutes and 6-flutes are recommended for side milling as no promble of chip disposal.

B Cutting Speed (V)

Appropriate Cutting Speed should be decided by parameters such as tool material, diameter,
length of cut, work material, cutting machine, rigidity of tool holder, machining configuration,
accuracy, cutting fluid, and etc.

Generally tool material and work material are main factors to determine the Cutting Speed.

, . Cutting Speed (m/min)
PR Carbide - Coated Carbide
Carbon Steels (s50C) _ 20~40 | 40~80
Alloy Steels (SCM.SKD) | 20~35 | 35~60
Prehardened Steels (NAK HPM) 15~30 _ 30~50
Stainless Steels (SUS304) | 5~20 | 10~30
Hardened Steels (SKD61.HRC60) | - _ 20~40

l Feed per Tooth (fz)

Feed per Tooth is an important element for efficient machining which should be determined by
parameters such as tool diameter,type, work material, cutting machine, rigidity of tool holder,
machining configuration, accuracy and cutting depth.

Feed per tooth (mm/tooth)

T A 2-Flutes 4-Flutes
1 _ 0.001~0.005
6 | 0.02~0.04 | 0.01~0.03
10 0.04~0.08 0.03~0.06
20 | 0.08~0.12 | 0.06~0.1
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Bl Comparison Table of Hardness

Rockwell Hardness Diamond Pyramid Brinell Hardness Rockwell Hardness | Shore Scleroscope Approx Tensile

C Scale 150kg Brale Hardnsfé;k:;mber, Stg;ﬁzrg:g:;tm A Scale 60kg Brale | Hardness Number Strength
(HRC) (HV) (HB) (HRA) (HS) N/mm?
68 | 940 | - 85.6 97 -
67 | 900 | - 85.5 95 -
66 | 865 | - 84.5 92 -
65 | 832 | - 83.9 91 -
64 | 800 | - 83.4 88 -
63 | 772 _ - 82.8 87 -
62 | 746 | - 82.3 85 -
61 | 720 | - 81.8 83 -
60 | 697 | - 81.2 81 -
59 | 674 | - 80.7 80 -
58 | 653 | - 80.1 78 -
57 | 633 | - 79.6 76 -
56 | 613 | - 79.0 75 -
55 | 595 | - 78.:5 T4 2079
54 | 577 | - 78.0 72 2010
53 | 560 | - T77.4 71 1952
52 | 544 | 500 76.8 69 1883
541 | 528 | 487 76.3 68 1824
50 | 513 | 475 75.9 67 1755
49 | 498 | 464 F 52 66 1687
48 | 484 | 451 T74.7 64 1639
47 | 471 | 442 74.1 63 1578
46 | 458 | 432 73.6 62 1530
45 | 446 | 421 73.1 60 1481
44 _ 434 | 409 T2:5 58 1432
43 | 423 | 400 72.0 57 1383
42 | 412 | 390 1.5 56 1334
41 | 402 | 381 70.9 55 1294
40 | 392 | 31 70.4 54 1245
39 | 382 | 362 69.9 52 1216
38 | 372 | 353 69.4 51 1177
37 | 363 | 344 68.9 50 1157
36 | 354 | 336 68.4 49 1118
35 | 345 | 327 67.9 48 1079
34 | 336 | 319 67.4 47 1059
33 | 327 | 311 66.8 46 1030
32 | 318 | 301 66.3 44 1000
31 | 310 | 294 65.8 43 981
30 | 302 | 286 65.3 42 952
29 | 294 | 279 64.7 41 932
28 | 285 | 271 64.3 41 912
27 | 279 | 264 63.8 40 883
26 | 272 | 258 63.3 38 863
25 | 266 | 253 62.8 38 843
24 | 260 | 247 62.4 37 824
23 | 254 | 243 62.0 36 804
22 | 248 | 237 61.5 35 785
21 | 243 | 231 61.0 35 775
20 | 238 | 226 60.5 _ 34 755
(18) | 230 . 219 - | 33 736
(16) | 222 | 212 - | 32 706
(14) | 213 | 203 - | 31 677
(12) | 204 | 194 - | 29 647
(10) | 196 | 187 - | 28 618
(8) | 188 | 179 - | 27 598
( 6) | 180 | 171 - | 26 579
(4) | 173 | 165 - | 25 549
( 2) | 166 | 158 - | 24 530
(0) 160 152 - 24 520
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B Factors for End Mill Operation

Factor

Rigidity of Machine

Collet Chuck and
Run out of End Mill

Work Clamp

Cutting Fluid and Chips

Selection of End Mill

Cutting Conditions

Overhang of End Mill
from tool holder

Instruction and Advice

1.Use a right machine.
2.Adjust cutting conditions according to the rigidity of machine.

1.Use a right and precise collet chuck.
2.Minimize the run out of end mill.

1.Work piece must be firmly clamped.
2.In case work piece cannot be firmly clamped,
relieve cutting condition.

1.Give a sufficient cutting fluid.

2.Recommend water-base cutting fluid for heavy cutting.
3.Some end mills apply dry cutting only.

4 .Use air blow for dry cutting.

5.Remove chips from working area.

1.Select most suitable end mills according to work material
and dimension.
2.Refer to the index table on front page.

1.Refer to recommended milling condition table.
2.1t is necessary to adjust conditions according to the machine
rigidity and clamping condition of work piece.

1.0Overhang of end mill must be as short as possible from tool
holder.

2.In case overhang cannot be shorten, relieve cutting condition.
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Bl Troubleshooting for End Mill Operation

Symptoms of troubles

Chattering

Breakage of end mill

Chipping of cutting edge

Abnormal wear

Clogging and Depositing

Deflection of end mill

Burr on finished surface

Poor surface roughness

Poor machining accuracy

Cause

-Excessive spindle speed

-Excessive feed

-Excessive long of effective length or overhang of end mill
-Work piece is not firmly clamped

-Wear of cutting edge progressed

-Excessive chucking runout

-Excessive depth of cut

-Chips clogged

-Excessive feed per tooth

-Wear of cutting edge progressed

-Excessive depth of cut

-Excessive feed

-Work piece is not firmly clamped

-Excessive spindle speed

-Excessive long of effective length or overhang of end mill
-Wear of cutting edge progressed

-Bullt up edge

-Excessive cooling

-Excessive spindle speed
-Tool low feed

-Chips are not well disposed
-Excessive feed

-Excessive depth of cut
-Inappropriate number of flute
-Wear of cutting edge progressed

-Excessive feed

-Excessive depth of cut

-Excessive long of effective length or overhang of end mill
-Large helix angle of flutes

-Wear of cutting edge progressed
-Small helix angle of flutes
-Excessive depth of cut

-Wear of cutting edge progressed

-Chips bite

-Excessive feed

-Excessive long of effective length or overhang of end mill
-Too low spindle speed

-Stock removals vary for finishing

-Excessive chucking runout

-Inconsistent thermal extension of spindle
-Stock removals vary for finishing
-Excessive feed

-Excessive chucking runout

Solution

-‘Reduce spindle speed

-‘Reduce feed

-Adjust effective length and overhang as short as possible
-Clamped work piece firmly

-Use new end mill or regrind

-Adjust chucking runout

-Reduce depth of cut

-Adjust coolant nozzle to right direction to dispose chips
‘Reduce feed per tooth

-Use new end mill or regrind

-Reduce depth of cut

-‘Reduce feed

-Clamped work piece firmly

-‘Reduce spindle speed

-Adjust effective length and overhang as short as possible
-Use new end mill or regrind

-Choose appropriate coating

-Use air blow or oil mist

‘Reduce spindle speed
-Increase feed

-Adjust coolant nozzle to right direction to dispose chips
-‘Reduce feed

-Reduce depth of cut

-Use fewer flutes end mill

-Use new end mill or regrind

-‘Reduce feed

‘Reduce depth of cut

-Adjust effective length and overhang as short as possible
-Use smaller helix angle

-Use new end mill or regrind
-Use smaller helix angle
-Reduce depth of cut

-Use new end mill or regrind

-Use coolant to remove chips

-‘Reduce feed

-Adjust effective length and overhang as short as possible
-Increase spindle speed

-Improve semi-finishing process

-Adjust chucking runout

-Warm up spindle by idling before starting operation
-Improve semi-finishing process

-‘Reduce feed

-Adjust chucking runout
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