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1 Variable rake angle design
2 HARDMAX coating
3 Suitable for various coolant types.

Optimized rake angles are designed from the ball tip to the peripheral cutting edge.
HARDMAX coating offers heat resistance, durability and lubricity at a high level.
Every coolant offers stable milling.
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HARDMAX 2#X OYIxwIiR—IVI2V RZ)L 2Flute Long Neck Ball End Mills

&5t 325 24 Total 325 models

BUE R—ILHR
Model Radius of
Number Ball Nose
R

HSLB 2001-002
HSLB 2001-003
HSLB 2001-005
HSLB 20015-003
HSLB 20015-005
HSLB 20015-010
HSLB 2002-003
HSLB 2002-005
HSLB 2002-005-6
HSLB 2002-0075
HSLB 2002-010
HSLB 2002-010-6
HSLB 2002-0125
HSLB 2002-015
HSLB 2002-015-6
HSLB 2002-0175
HSLB 2002-020
HSLB 2002-020-6
HSLB 2002-0225
HSLB 2002-025
HSLB 2002-030
HSLB 2003-005
HSLB 2003-006
HSLB 2003-0075
HSLB 2003-010
HSLB 2003-010-6
HSLB 2003-0125
HSLB 2003-015
HSLB 2003-015-6
HSLB 2003-0175
HSLB 2003-020
HSLB 2003-020-6
HSLB 2003-0225
HSLB 2003-025
HSLB 2003-030
HSLB 2003-040
HSLB 2003-050
HSLB 2004-005
HSLB 2004-0075
HSLB 2004-010
HSLB 2004-010-6
HSLB 2004-0125
HSLB 2004-015
HSLB 2004-015-6
HSLB 2004-0175
HSLB 2004-020
HSLB 2004-020-6
HSLB 2004-0225

RO.05

R0.075

RO.1
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0.2
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0.5
0.3
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0.3
0.5
0.5
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1.25
1.5
1.5
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2.25
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2.25
25
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1.5
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2.25
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0.08

0.12

0.24
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0.095

0.135

0.29

0.39
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Shank Taper
Angle
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11°
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45
45
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45
45
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50
45
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od ¥
9,300
9,300
10,030
10,760
11,400
11,860
6.470
6.470
9.030
6.470
6.470
9.030
7.020
7.020
9.800
7.750
7.750
10.820
8,480
8,480
9,120
6.380
6.380
6.380
6.380
8.660
6.840
6.840
9.490
6.840
6.840
9,490
7.020
7.020
7.020
7.300
8210
4,380
4,380
4,380
6.380
4,470
4,470
6.470
4,560
4,560
6.660
4,740
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30°
0.21
0.32
0.54
0.36
057
1.10
0.39
0.61
061
0.87
1.13
1.13
1.38
1.64
1.64
1.90
2.16
2.16
2.42
2.68
3.20
0.60
0.71
0.87
1.13
1.13
1.38
1.64
1.64
1.90
2.16
2.16
2.42
2.68
3.20
423
5.26
0.60
0.86
1.13
1.13
1.37
1.64
1.64
1.90
2.16
2.16
2.42

BT Unit (mm)

J—URRAICHT 2EREMR
Effective Length by Inclined Angles

1 1730 2
023 025 027
035 037 040
057 061 0.64
0.38 040 042
060 063 067
1.15 1.21 1.27
042 044 046
064 066 069
064 066 069
0.91 095 | 0.98
1.18  1.22 1.26
1.18  1.22 1.26
1.44 149 1.54
1.71 1.76 182
1.71 1.76 182
197 204 211
224 231 2.39
224 231 2.39
251 259 268
277 286 296
3.30 341 3.53
063 066 0.68
074 077 0.80
0.91 094 097
1.18 122 126
1.18 122 1.26
1.43 148 1.53
1.70 176 182
1.70  1.76 1.82
197 203 210
224 231 2.38
224 231 2.38
250 258 267
277 286 295
330 341 3.52
437 451 4.66
543 561 5.80
063 065 068
090 093 096
1.17 0 1.21 1.25
117 1.21 1.25
143 148 152
170 1.75 18]
1.70 1.75  1.8I]
1.97 203 209
223 230 2.38
223 230 2.38
250 258 266

0.31
0.45
0.72
047
0.75
1.43
0.50
0.74
0.74
1.05
1.35
1.35
1.65
1.96
1.96
2.26
2.57
2.57
2.87
3.18
3.79
0.73
0.85
1.04
1.34
1.34
1.64
1.94
1.94
2.25
2.56
2.56
2.86
3.17
3.78
5.00
6.23
0.72
1.03
1.33
1.33
1.63
1.93
1.93
2.24
2.55
2.55
2.85



HARDMAX 2#X OYIxwIiR—IVI2V RZ)L 2Flute Long Neck Ball End Mills

Number Ball Nose Length of Cut Diameter Angle Length Diameter Retail Price
R 2, [} od Bta L od ¥ 30" i 1°30° 2 3

HSLB 2004-025 2.5 45 4 4,740 268 276 285 295 316
HSLB 2004-025-6 25 50 6 6.840 268 276 285 295 | 316
HSLB 2004-030 3 45 4 5,020 320 330 340 352 377
HSLB 2004-030-6 3 50 6 7.300 320 330 340 352 377
HSLB 2004-035 3.5 45 4 5470 3.71 383 395 409 438

RO.2 0.32 0.39 16°
HSLB 2004-040 4 45 4 5470 423 436 450 466 499
HSLB 2004-040-6 4 50 6 7.440 423 436 450 466 499
HSLB 2004-045 4.5 45 4 5,740 474 489 505 be2 561
HSLB 2004-050 5 45 4 5,740 526 543 560 579 6.22
HSLB 2004-060 6 45 4 6,660 629 649 670 693 744
HSLB 2005-010 1 45 4 4,380 1.12 1.17 1.21 1.24 1.32
HSLB 2005-0125 1.25 45 4 4,380 1.37 143 147 152 162
HSLB 2005-015 1.5 45 4 4,380 1.63 1.70 1.75 1.80 1.92
HSLB 2005-015-6 1.5 50 6 6.380 163 170 175 180 1.92
HSLB 2005-0175 1.75 45 4 4,380 190 196 202 209 223
HSLB 2005-020 2 45 4 4,380 216 223 230 237 | 254
HSLB 2005-020-6 2 50 6 6.380 216 223 230 237 254
HSLB 2005-0225 2.25 45 4 4,380 242 2560 257 266 284
HSLB 2005-025 25 45 4 4,380 268 276 285 294 315
HSLB 2005-025-6 25 50 6 6.380 268 276 285 294 | 315
HSLB 2005-030 3 45 4 4,380 320 329 340 351 3.76
HSLB 2005-030-6 3 50 6 6.380 320 329 340 351 3.76

RO.25 0.4 0.49 16°
HSLB 2005-035 3.5 45 4 4,380 3.71 383 395 408 437
HSLB 2005-040 4 45 4 4,380 423 436 450 465 498
HSLB 2005-040-6 4 50 6 6.380 423 436 450 465 498
HSLB 2005-045 4.5 45 4 4,470 474 489 505 b2 559
HSLB 2005-050 5 45 4 4,470 526 b42 560 579 621
HSLB 2005-055 55 45 4 4,560 577 596 6.15 636 | 682
HSLB 2005-060 6 45 4 4,560 629 649 670 693 743
HSLB 2005-070 7 45 4 5470 732 7565 780 806 865
HSLB 2005-080 8 45 4 5,470 835 862 890 920 988
HSLB 2005-090 9 45 4 6.380 938 968 1000 1034 | 11.10
HSLB 2005-100 10 50 4 6,800 1042 1075 11.10 1148 1232
HSLB 2006-010 1 45 4 3,740 112 116 120 124 131
HSLB 2006-0125 1.25 45 4 3.380 1.37 1.42 1.47 151 1.61
HSLB 2006-015 1.5 45 4 3.380 1.63 1.69 1.74 1.80 1.91
HSLB 2006-015-6 1.5 50 6 5,100 1.63 1.69 1.74 1.80 1.91
HSLB 2006-0175 1.75 45 4 3.380 189 196 202 208 222
HSLB 2006-020 2 45 4 3.380 215 223 229 236 252
HSLB 2006-020-6 2 50 6 5,100 215 223 229 236 2562
HSLB 2006-0225 2.25 45 4 3.460 242 249 257 265 283

RO.3 0.48 0.59 16°
HSLB 2006-025 25 45 4 3.460 267 276 284 293 314
HSLB 2006-025-6 25 50 6 5,100 267 276 284 293 314
HSLB 2006-030 3 45 4 3.460 319 329 339 350 375
HSLB 2006-030-6 3 50 6 5,200 319 329 339 350 375
HSLB 2006-035 3.5 45 4 3,560 371 382 394 407 436
HSLB 2006-040 4 45 4 3.560 423 436 449 464 497
HSLB 2006-040-6 4 50 6 5,380 423 436 449 464 497
HSLB 2006-045 4.5 45 4 3.560 474 489 504 b2l 5.58



HARDMAX 2#X OYIxwIiR—IVI2V RZ)L 2Flute Long Neck Ball End Mills

Number Ball Nose Length of Cut Diameter Angle Length Diameter Retail Price
R 2, [} od Bta L od ¥ 30" i 1°30° 2 3
HSLB 2006-050 5 45 4 3.560 526 b42 559 578 6.20
HSLB 2006-050-6 5 50 6 5,380 526 | 542 | 559 | 578 | 620
HSLB 2006-055 5.5 45 4 3.560 577 5985 6.14 635 681
HSLB 2006-060 6 45 4 3.560 629 649 669 692 742
HSLB 2006-060-6 6 50 6 5,380 629 649 669 692 742
HSLB 2006-065 6.5 45 4 4,020 6.80 702 725 749 8083
HSLB 2006-070 RO.3 7 0.48 0.59 16° 45 4 4,020 732 755 780 806 864
HSLB 2006-080 8 45 4 4,740 8.35 8.61 890 920 987
HSLB 2006-080-6 8 50 6 6.840 8.35 8.61 890 920 987
HSLB 2006-090 9 45 4 5,020 938 968 1000 10.34  11.09
HSLB 2006-100 10 50 4 4830 1041 1074 11.10 1147 1231
HSLB 2006-100-6 10 50 6 7,300 1041 1074 11.10 1147 1231
HSLB 2006-120 12 50 4 5470 1248 1287 1330 1375 1476
HSLB 2007-020 2 45 4 3,380 2156 | 222 | 229 | 236 | 251
HSLB 2007-040 4 45 4 3,560 422 435 449 483 496
R0O.35 0.56 0.69 16°
HSLB 2007-060 6 45 4 3,560 629 648 669 691 741
HSLB 2007-080 8 45 4 3,560 835 861 889 919 | 986
HSLB 2008-020 2 45 4 3,380 216 | 222 | 228 235 | 250
HSLB 2008-020-6 2 50 6 5,100 216 222 228 235 | 250
HSLB 2008-030 3 45 4 3,560 3.19 | 328 | 338 | 349 | 373
HSLB 2008-030-6 3 50 6 5,380 3.19 328 338 349 373
HSLB 2008-040 4 45 4 3.560 422 435 448 463 495
HSLB 2008-040-6 4 50 6 5,380 422 435 448 463 495
HSLB 2008-050 5 45 4 3.560 525 b4l 5568 bB77 6.17
HSLB 2008-060 6 45 4 3.560 629 648 668 691 7.40
HSLB 2008-060-6 RO.4 6 0.64 0.79 16° 50 6 5,380 629 648 668 691 7.40
HSLB 2008-070 7 45 4 3.560 732 754 779 804 862
HSLB 2008-080 8 45 4 3,560 835 861 889 918 984
HSLB 2008-080-6 8 50 6 5,380 835 861 889 918 984
HSLB 2008-090 9 45 4 4,740 938 967 999 1032 11.07
HSLB 2008-100 10 50 4 4,740 1041 1074 11.09 1146 1229
HSLB 2008-100-6 10 50 6 6,840 1041 1074 11.09 1146 1229
HSLB 2008-120 12 50 4 5840 1247 1287 1329 1374 1474
HSLB 2008-160 16 50 4 7990 1660 17.13 17.69 1829 19.63
HSLB 2009-020 2 45 4 3,380 216 222 228 234 | 248
HSLB 2009-040 4 45 4 3.560 422 435 448 462 494
HSLB 2009-060 6 45 4 3,560 6.28 648 668 690 7.39
HSLB 2009-080 8 45 4 3,560 835 861 888 918 | 983
HSLB 2009-100 R0.45 10 0.72 0.89 16° 45 4 4,740 1041 1073 11.08 1145 1228
HSLB 2009-120 12 50 4 5840 1247 1286 1328 1373 1473
HSLB 2009-140 14 50 4 6.770 1454 1499 1548 16.01 17.18
HSLB 2009-160 16 50 4 7990 16.60 17.12 1768 1829 19.62
HSLB 2009-180 18 55 4 7990 1866 19.25 1989 2056 22.07
HSLB 2010-020 2 45 4 2,820 216 222 228 235 249
HSLB 2010-025 25 45 4 2,820 268 276 283 292 311
HSLB 2010-030 3 45 4 2,820 320 329 | 338 349 372
RO.5 0.8 0.98 16°
HSLB 2010-030-6 3 50 S] 4,470 320 329 338 349 372
HSLB 2010-040 4 45 4 3.190 423 435 449 463 494
HSLB 2010-040-6 4 50 6 4,930 423 435 449 463 494



HARDMAX 2#X OYIxwIiR—IVI2V RZ)L 2Flute Long Neck Ball End Mills

Number Ball Nose Length of Cut Diameter Angle Length Diameter Retail Price
R 2, [} od Bta L od ¥ 30" i 1°30° 2 3
HSLB 2010-050 5 45 4 3.190 526 b42 559 b77 6.16
HSLB 2010-050-6 5 50 6 4,930 526 | 542 | 559 | 577 | 6.16
HSLB 2010-060 6 45 4 3.460 629 648 669 690 7.39
HSLB 2010-060-6 6 50 6 5,200 629 648 669 690 7.39
HSLB 2010-070 7 45 4 3.460 732 755 779 804 861
HSLB 2010-070-6 7 50 6 5,200 732 755 779 804 861
HSLB 2010-080 8 45 4 3.460 8.36 8.61 889 918 984
HSLB 2010-080-6 8 50 6 5,200 8.36 8.61 889 918 0984
HSLB 2010-090 9 45 4 3.460 939 968 999 1032 11.06
HSLB 2010-100 10 45 4 3460 1042 1074 11.09 1146 1228
HSLB 2010-100-6 RO.5 10 0.8 0.98 16° 50 6 5200 1042 1074 11.09 1146 1228
HSLB 2010-120 12 45 4 3460 1248 1287 1329 1374 1473
HSLB 2010-120-6 12 50 6 5200 1248 1287 1329 1374 1473
HSLB 2010-140 14 50 4 4020 1454 15.00 1549 16.01 17.18
HSLB 2010-140-6 14 60 6 5660 1454 1600 1549 1601 17.18
HSLB 2010-160 16 50 4 4740 1661 17.13 1769 1829 19.62
HSLB 2010-160-6 16 60 6 6,840 1661 17.13 17.69 1829 19.62
HSLB 2010-180 18 55 4 4740 1867 19.26 1989 2057 22.07
HSLB 2010-200 20 55 4 5740 | 20.73 21.39 22.09 2285 2452
HSLB 2010-200-6 20 70 6 8,120 | 20.73 21.39 22.09 2285 24.52
HSLB 2010-220-6 22 70 6 8480 22.80 2352 2429 2512 26.97
HSLB 2012-025 2.5 45 4 4,290 254 260 267 274 291
HSLB 2012-040 4 45 4 4,290 408 420 432 445 475
HSLB 2012-060 6 45 4 4,650 6.15 6.33 652 673 7.19
HSLB 2012-060-6 6 50 6 6.620 6.15 633 652 673 7.19
HSLB 2012-080 8 45 4 4,650 8.21 846 872 901 9.64
HSLB 2012-080-6 8 50 6 6.620 8.21 846 872 901 9.64
HSLB 2012-100 10 45 4 4650 1027 1059 1092 1128 1209
HSLB 2012-100-6 RO.6 10 0.96 1.19 16° 50 6 6,620 10.27 1059 1092 11.28 1209
HSLB 2012-120 12 45 4 4650 1233 1272 13.12 1356 1454
HSLB 2012-120-6 12 50 6 6,620 12.33 1272 13.12 1356 | 1454
HSLB 2012-140 14 50 4 5020 | 1440 1485 1533 1584 16.98
HSLB 2012-160 16 50 4 5470 1646 1698 1753 1812 1943
HSLB 2012-160-6 16 60 6 7530 1646 1698 1753 1812 1943
HSLB 2012-180 18 55 4 5930 18562 19.11 19.73 20.39 21.88
HSLB 2012-200 20 60 4 5930 | 2058 21.23 21.93 2267 24.33
HSLB 2014-060 6 45 4 4,020 6.18 636 655 676 722
HSLB 2014-080 8 45 4 4,020 824 849 875 903 | 966
RO.7 1.12 1.37 16°
HSLB 2014-120 12 45 4 4,020 1237 1275 13.15 1359 1456
HSLB 2014-160 16 50 4 4,020 1649 1701 1756 18.14 1945
HSLB 2015-030 3 45 4 3.280 3.08 316 324 333 353
HSLB 2015-040 4 45 4 3.280 411 423 434 447 476
HSLB 2015-060 6 45 4 3.280 6.18 635 655 675 720
HSLB 2015-060-6 6 50 6 5,290 6.18 635 655 675 720
HSLB 2015-080 R0O.75 8 1.2 1.47 16° 45 4 3.460 824 848 875 903 965
HSLB 2015-080-6 8 50 6 5,290 824 848 875 903 965
HSLB 2015-100 10 45 4 3740 10.30 1061 1095 11.30  12.10
HSLB 2015-100-6 10 50 6 5290 10.30 1061 1095 11.30 12.10
HSLB 2015-120 12 45 4 4,020 1237 1274 13.15 1368 1455



HARDMAX 2#X OYIxwIiR—IVI2V RZ)L 2Flute Long Neck Ball End Mills

B
Model
Number

HSLB 2015-120-6
HSLB 2015-140
HSLB 2015-160
HSLB 2015-160-6
HSLB 2015-180
HSLB 2015-200
HSLB 2015-200-6
HSLB 2015-220
HSLB 2015-250
HSLB 2015-300
HSLB 2016-040
HSLB 2016-080
HSLB 2016-120
HSLB 2016-160
HSLB 2016-200
HSLB 2018-040
HSLB 2018-060
HSLB 2018-080
HSLB 2018-100
HSLB 2018-120
HSLB 2018-160
HSLB 2018-180
HSLB 2018-200
HSLB 2018-220
HSLB 2018-250
HSLB 2018-300
HSLB 2020-030
HSLB 2020-040
HSLB 2020-040-6
HSLB 2020-060
HSLB 2020-060-6
HSLB 2020-080
HSLB 2020-080-6
HSLB 2020-100
HSLB 2020-100-6
HSLB 2020-120
HSLB 2020-120-6
HSLB 2020-130
HSLB 2020-140
HSLB 2020-160
HSLB 2020-160-6
HSLB 2020-180
HSLB 2020-200
HSLB 2020-200-6
HSLB 2020-220
HSLB 2020-250
HSLB 2020-250-6
HSLB 2020-270
HSLB 2020-300

R—ILHR
Radius of
Ball Nose

R

RO.8

RO.9

R1

MR
Effective
Length

24

12
14
16
16
18
20
20
22
25
30

a4

8
12
16
20

a4

6

8
10
12
16
18
20
22
25
30

o o o > b O

10
12
12
13
14
16
16
18
20
20
22
25
25
27
30

IR

Length

of Cut
2

1.28

1.44

=53
Neck

Diameter

@d;

1.47

1.78

JvIIT—I\B
Shank Taper
Angle

Bta

2R
Overall
Length

L

50
50
50
60
55
55
60
55
65
70
45
45
45
50
55
45
45
45
45
45
50
55
55
60
65
70
45
45
50
45
50
45
50
45
50
45
50
45
50
50
60
55
55
70
60
65
80
65
70

yyyoR  HRIGEERE
Shank
Diameter

@d
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Suggested
Retail Price
¥

6.020
4,020
4,020
6.020
4,020
4,020
6.020
4,020
5,600
6.570
4,560
4,650
4,650
4,650
4,650
3.800
3.800
4,020
4,020
4,020
4,020
4,020
4,020
5,500
5,600
6.340
2.820
2.820
4,470
3.190
4,830
3.460
5,200
3.460
5,200
3.460
5,200
3.460
3.460
3.460
5,200
3.460
3.460
5,200
4,740
4,830
6.840
4,830
5470

30°
12.37
14.43
16.49
16.49
18.55
20.62
20.62
22.68
25.77
30.93
4.09
8.22
12.35
16.47
20.60
4.09
6.15
8.22
10.28
12.34
16.47
18.53
20.59
22.66
25.75
30.91
3.06
4.09
4.09
6.15
6.15
8.21
8.21
10.28
10.28
12.34
12.34
13.37
14.40
16.46
16.46
18.53
20.59
20.59
22.65
25.75
25.75
27.81
30.90

J—UREAICNT 2EREMR
Effective Length by Inclined Angles

1
1274
14.87
17.00
17.00
19.13
21.26
21.26
23.39
26.59
31.91
4.20
8.46
1272
16.98
21.24
4.20
6.33
8.46
10.59
12.72
16.97
19.10
21.23
23.36
26.56
31.88
3.13
4.19
4.19
6.32
6.32
8.45
8.45
10.58
10.58
12.71
12.71
13.77
14.84
16.97
16.97
19.10
21.23
21.23
23.36
26.55
26.55
28.68
31.88

1°30°
13.15
15.35
17.55
17.55
19.75
21.95
21.95
24.15
27.45
32.96
4.32
8.72
13.12
17.53
21.93
4.31
6.51
871
10.91
13.11
17.52
19.72
21.92
24.12
27.42
32.92
3.20
4.30
4.30
6.50
6.50
8.70
8.70
10.90
10.90
13.10
13.10
14.20
15.31
1751
1751
19.71
21.91
21.91
24.11
27.41
27.41
29.61
32.91

o 3
1358 1455

1586 16.99

18.14 19.44

18.14 19.44

2041  21.89

22.69 24.34

22.69 | 24.34

FHEL
No Interference
FHEL
No Interference
FHEL
No Interference

24.97
28.38
34.08
445 472
900 962
1355 14.61

18.11 1941

FHEL
No Interference

443 470

22.66

6.71 7.15
899 960

11.26 1204

1354 1449

18.10 19.39

20.37 21.83
FHIEL
No Interference
FHIEL
No Interference

FHEL
28.34 No Interference
FEHEL | FEEU
No Interference | No Interference

3.28 346

22.65
24.93

442 468
442 468
6.70 7.13
6.70 7.13
897 958
897 958

11.25 1202

11.25 1202

1353 1447

1353 1447

1467 15.69

15680 16.92

18.08 19.36

18.08 19.36

FHIEL
No Interference
FHEEL
No Interference

22.64 24.26

FHEL
No Interference
FHEL
No Interference

20.36
22.64

24.91
28.33

28.33 30.38

FHEL | FHEL
No Interference | No Interference
FEEL | FEELU
No Interference | No Interference



HARDMAX 2#HA OYJ2RwIik—JLI> R=JL 2Flute Long Neck Ball End Mills

B
Model
Number

HSLB 2020-300-6
HSLB 2020-320
HSLB 2020-350
HSLB 2020-350-6
HSLB 2020-400
HSLB 2020-400-6
HSLB 2025-060
HSLB 2025-080
HSLB 2025-100
HSLB 2025-150
HSLB 2025-200
HSLB 2025-250
HSLB 2025-300
HSLB 2025-350
HSLB 2030-060
HSLB 2030-060-3
HSLB 2030-060-4
HSLB 2030-080
HSLB 2030-100
HSLB 2030-120
HSLB 2030-140
HSLB 2030-150
HSLB 2030-160
HSLB 2030-180
HSLB 2030-200
HSLB 2030-220
HSLB 2030-250
HSLB 2030-270
HSLB 2030-300
HSLB 2030-320
HSLB 2030-350
HSLB 2030-400
HSLB 2035-100
HSLB 2035-150
HSLB 2035-200
HSLB 2035-250
HSLB 2035-300
HSLB 2035-400
HSLB 2035-450
HSLB 2040-080
HSLB 2040-080-4
HSLB 2040-100
HSLB 2040-120
HSLB 2040-140
HSLB 2040-150
HSLB 2040-160
HSLB 2040-180
HSLB 2040-200
HSLB 2040-220

R—ILHR
Radius of
Ball Nose

R

R1.25

R1.75

R2

MR
Effective
Length

2,

30
32
35
35
40
40

6

8
10
15
20
25
30
35

6

6

6

8
10
12
14
15
16
18
20
22
25
27
30
32
35
40
10
15
20
25
30
40
45

8

8
10
12
14
15
16
18
20
22

IR
Length
of Cut

)

2.4

2.8

3.2

=53
Neck

Diameter

@d;

2.45

2.95

3.45

3.95

JvIIT—I\B
Shank Taper
Angle

Bta

2R
Overall
Length

L

80
70
80
80
80
90
45
45
45
50
55
65
70
70
60
60
60
60
60
60
60
60
60
60
70
70
70
70
70
80
80
80
60
60
65
70
70
90
90
70
70
70
70
70
70
70
70
70
70

Yo | HENGEEE

Shank
Diameter

@d

o o o 0o 0o o0 o0 o0 Mo o oo oo o0 o0 o0 o0 o0 o0 o0 o0 o0 o0 o0 o0 o0 o0 o0 o0 o0 o0 o0 >0 oo > Dd>M>d D> PdMo Mo Mo

Suggested
Retail Price
¥

7.750
5470
7.480
10,120
7.480
10,120
3.740
3.760
3.920
4,650
5470
5,840
5,840
6.750
3.460
3.190
3.190
3.460
4,020
4,190
4,650
4,560
4,650
4,650
4,470
4,470
4,470
4,470
5,100
6.470
6.470
8,020
5,100
5,100
5470
5470
5.840
7.750
8.480
3.560
3.340
3.560
4,650
4,650
4,650
4,650
4,650
4,650

4,650

J—UREAICNT 2EREMR
Effective Length by Inclined Angles

30° 1
30.90 31.88
32.97 34.01
36.06 | 37.20
36.06  37.20
41.22 4252
41.22 4252

620 6.36

826 849
10.32 10.62
1548 1594
2064 21.27
25.79 26.59
3095 31.92
36.11 37.24

6.19 6.34

FHEL | FHEL
No Interference | No Interference

6.19 6.34

825 847
10.31 10.60
1238 12.73
1444 14.86
1547 156.93
16.50 16.99
1856 19.12
20.63 21.25
2269 23.38
25.78 | 26.57
2785 28.70
3094 31.90
33.00 34.03
36.10 37.22
41.25 4255
10.31 10.59
1546 15691
20.62 21.23
25.78 | 26.56
30.93  31.88
41.25 4253
46.40 47.85

823 844

FHEEL | FEHEU
No Interference | No Interference

10.30 10.57
12.36 12.70
1442 1483
1545 16.89
16.49 16.96

1855 19.09
2061 21.22

22.67 | 23.35

1°30° 2 3
3291 34.02 36.50
35.11 FHEL | FHEL

No Interference | No Interference
FHEL | FHEL
No Interference | No Interference

3842
3842 | 39.72 | TAEL

No Interference
FHEL | FHEL | FHEL
No Interference | No Interference | No Interference

4392 4541 TAEU

No Interference

653 672 7.14
874 900 959
10.94
16.44

2194 2266 No Interference
FHEL | FHEL

2744 No Interference | No Interference
FHEL | FHEL | FHEL

No Interference | No Interference | No Interference
FHEL | FHEL | FHEL

No Interference | No Interference | No Interference

6.51 6.68 7.08

FHEL | FHEL | FHEL
No Interference | No Interference | No Interference

6.51 668 7.08

1128 12.03

FHEL
No Interference

FEEL

16.97

8.71 896 953

1091 1124 1198

13.11 1352 1442

15631 1579 16.87

1641 16.93 18.09

1751 18.07 19.32

19.71 20.35 21.77

2191 2263 2421

24.12 2490 26.66
27.42 2832 30.33
2962 3060 PEL
3292 3401 PRV
3512 3629 PEL
3842 39.71 PRl
1121 1192

10.88
16.39

21.89 2259 24.16

FHIEL
No Interference
FHIEL
32.89 33.98 No Interference
FHEL | FHEL
No Interference | No Interference
FEEL | FEEL
No Interference | No Interference

16.90 18.04

27.39 | 28.29

43.90
49.40

866 889 942

FEEL | FEHELEL | FELEL
No Interference | No Interference | No Interference

1086 11.17 1187
13.06
15.26
16.36
17.46

1345 14.31

1573 16.76

16.86 17.99

1800 1921

FHEL
No Interference
FHEL
No Interference
FHEEL
No Interference

19.66 20.28
21.86 22.56
24.07 2484



HARDMAX 2#HA OYJ2RwIik—JLI> R=JL 2Flute Long Neck Ball End Mills

BIE
Model
Number

HSLB 2040-250
HSLB 2040-270
HSLB 2040-300
HSLB 2040-320
HSLB 2040-350
HSLB 2040-400
HSLB 2040-450
HSLB 2040-500
HSLB 2040-600
HSLB 2050-100
HSLB 2050-150
HSLB 2050-200
HSLB 2050-250
HSLB 2050-300
HSLB 2050-350
HSLB 2050-400
HSLB 2050-450
HSLB 2050-500
HSLB 2060-100
HSLB 2060-150
HSLB 2060-180
HSLB 2060-200
HSLB 2060-220
HSLB 2060-250
HSLB 2060-270
HSLB 2060-300
HSLB 2060-320
HSLB 2060-350
HSLB 2060-400
HSLB 2060-450
HSLB 2060-500
HSLB 2060-600

R—ILHR
Radius of
Ball Nose

R

R2

R2.5

R3

MR
Effective
Length

24

25
27
30
32
35
40
45
50
60
10
15
20
25
30
35
40
45
50
10
15
18
20
22
25
27
30
32
35
40
45
50
60

IR
Length
of Cut

2

3.2

4.8

=53
Neck

Diameter

@d;

3.95

495

5.95

JvIIT—I\B
Shank Taper
Angle

Bta

2R

Overall
Length

L
70
70
70
80
80
90
90
100
120
70
70
70
70
80
80
90
100
100
80
80
80
80
80
80
80
80
80
80
90
100
120
120

Ve HRINGEHE

Shank
Diameter

@d

[ORNoORNORNORNORNORNORNORNORNNORNONNORNONNONNCNNORNONNONNONNONNORNO NN RN RN RO NN NN IO NN I IN)]

Suggested
Retail Price
¥

4,650
4,650
4,650
5,380
5,380
6.020
7.750
8.300
8,460
5470
7.7560
7.750
7.750
8,300
8,300
10.490
10,940
11.860
5,840
5,840
5,840
5,840
5,840
5,840
5.840
6.020
6.020
6,200
6.570
7.020
7.110
7.540

J—UREAICNT 2EREMR
Effective Length by Inclined Angles

"~ . 30 = z
2577 2654 2737 2825  ABL

No Interference

27.83 2867 2957 3053 , 28U

No Interferencel

30.93 31.87 3287  IABL  THEL

No Interferencel|No Interference

FHEL | FHEL
3289 34.00 35.07 No Interference | No Interference

FHEL | FHEL

36.08 37.19 3837 No Interferencel| No Interference
FHEL | FHEL | FHEL

41.24 4251 No Interference [No Interferencel| No Interference
FHEL | FHEL | FHEL

4640 47.84 No Interference | No Interference | No Interference
FEEL | FELEL | FELEL

5155 5816 No Interferencel | No Interference | No Interference
61.87 FHEL | FEEL | FELEL | FELEU

i No Interferencel | No Interference | No Interference | No Interference

10.28 1054 1081 11.10 11.78
15.44 1586 16.31 1680  172@UL

No Interferencel
FHEL | FHEL
2060 21.19 2182 No Interference | No Interferencel
FHEL | FHEL | FEHEL
2575 2651 No Interference | No Interference | No Interference
B B B
3091 31.83 FHEL | FHEL | FHEL
No Interference | No Interference |No Interferencel
36.07 FHEL | FHEL | FHEL | FHEL
| No Interference | No Interference | No Interference | No Interference
4102 FHEL | FHEL | FEHEL | FHEL
: No Interferencel|No Interferencel |No Interferencel |No Interferencel
46.38 FHEL | FHEL | FHEL | FHEL
| No Interference | No Interference | No Interference | No Interference
51.54 FHEL  FHEL | FHEL | FHEL
. No Interferencel|No Interferencel |No Interferencel |No Interferencel
FHEL | FHEL | FEEL | FHEL | FHEL
No Interference | No Interference | No Interference | No Interference | No Interference
FHEL | FHEL | FEHEL | FEHEL | FHEL
No Interferencel|No Interferencel |No Interferencel | No Interferencel | No Interferencel
FHEL | FHEL | FEEL | FHEL | FHEL
No Interferencel |No Interferencel |No Interferencel |No Interferencel |No Interferencel
FHEL | FHEL | FEHEL | FEHEL | FHEL
No Interferencel|No Interferencel |No Interferencel | No Interferencel | No Interferencel
FHEL | FHEL | FEEL | FEEL | FHEL
No Interferencel |No Interferencel |No Interferencel |No Interferencel| No Interference
FHEL | FEEL | FEEL | FEHEL | FEHEL
No Interferencel |No Interferencel |No Interferencel|No Interferencel | No Interference
FHEL | FHEL | FEEL | FEHEL | FHEU
No Interferencel No Interferencel |No Interferencel |No Interferencel | No Interferencel
FHEL | FEEL | FEEL | FEEL | FEEL
No Interferencel |No Interferencel |No Interferencel|No Interferencel | No Interference
FHEL | FEEL | FEEL | FEEL | FEEL
No Interferencel |No Interferencel |No Interferencel |No Interferencel| No Interference
FHHEL | FEEL | FEEL | FEEL | FHEL
No Interferencel |No Interferencel |No Interferencel|No Interferencel | No Interference
FHHEL | FHEEL | FEEL | FEEL | FEHEL
No Interferencel |No Interferencel |No Interferencel |No Interferencel | No Interference
FHEL | FEEL | FEEL | FEEL | FEEL
No Interferencel |No Interferencel |No Interferencel | No Interferencel|No Interference
FHEL | FEEL | FEEL | FEEL | FEHEL
No Interferencel|No Interferencel |No Interferencel |No Interferencel |No Interferencel
FHEL | FEEL | FEEL | FHEL | FEEL
No Interference | No Interference | No Interference | No Interference | No Interferencel




HARDMAX 2#H Ya—byv2o0YI5%yIKR—IVI> RZ)L 2Flute Short Shank Long Neck Ball End Mills

——————

B4 X Size R0.1~R3
Ya—=bvy 2O YU—=X Short Shank Series

4 | | ] [
- 30° Shank Dia Back Taper
— & 0/-0.004 R Geometry

R0.1~R2 R3

TMEEIMER GfOODIBEICHESE) Material Applications (¥ Highly Recommended © Recommended O Suggested)

~R0.4 €,/D=10l&
SNy 57— TR TIEBD A & esE
Back taper geometry does not apply to NEW Price

R0.4 or below, and £, / D=10.

# Bl # Work Material
RS asl | JU\-rvE AN @ | 7IZER | J5T74b D B |[AS2AbEE| FYVAR | BMEBES | BESE | @R
CARBON | ALLOY |PREHARDENED HARDENED STEELS CASTIRON | ALUMINUM | GRAPHITE | COPPER | PLASTICS | GLASS | TITANIUM | HEAT | CEMENTED | HARDBRITTLE
STEELS STEELS STEELS ALLOYS FILLED ALLOYS RESISTANT | CARBIDE | (NON-METALLIC)
S45C SK/SCM NAK ~55HRC | ~60HRC | ~ 70HRC PLASTICS ALLOYS MATERIALS
§55C SuUS HPM
O O © © © © O O O O

1 SEEREEHRILIFEDYa— b v D

2 01T < V\AERET TITELR~NEADET. SEMCELET VAR,

3 HARDMAXO— R &E4RF Wiz, 9. EEMEEL AL THS UIcHARDMAX O— MR,
42TDI—SYMIHEE T770— FCILIZ N, KB - HEETESBOVTNICBVTHRE LT A 4L,

1 Short shank for high accuracy shrink-fit holder.
2 Variable rake angle design Optimized rake angles are designed from the ball tip to the peripheral cutting edge.
3 HARDMAX Coating HARDMAX coating offers heat resistance, durability and lubricity at a high level.
4 Suitable for various coolant types.  Every coolant offers stable milling.

& - _R 5 Bta
23 HT : ]
=~ Qa o
o S
.8 |t . * s
oged ' H 2
g g L 4 %’,
Iy OT—)\BIFERCTY, ®e
J—2 EQFEDDEFISEEUFRA L THRL TS0, % &
_ {‘ 5 Bta — vV UBE T =D DEMICTERLEE . K
%1 /T et - The shank taper angle shown is not an exact value and to avoid 2
= QL%_ S contact with the work piece, we recommend the user controls the v
g 5 ﬂﬂ precise value of this angle. Shank taper angle should not make
ogo 1 H f ¥
T :—-‘ contact with the work piece. | :,:,_ P
s © 1 Inclined Angle

%EL\%’EEH:.' LE'UJI]IEJE‘E ! Short overhang length with short shank length!

PRIV RV

Conventional series

Ya—kovovy—-X
Short shank series

BULREH URICK b TESEHRDIRNZZHNH

Short overhang length minimizes tool run-out

- BRREMIRE
High precision milling
,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, - ITEOEEVRES
\ Minimizes vibration and chattering
- TERSmIE

BFUOREHULR!

Longer tool life
Short overhang length! o

TERKEARDEVVNE MC ALY ICRE !

Ideal for tool holders where the maximum insertion is short.

EU%E*%E% ! ﬂﬁﬁﬁ * R*%E * :J‘\’ 37&/&% Tighter Tolerance Design! Diameter Tolerance, Ball Radius Accuracy, and Shank Diameter Tolerance

HSB / HSLB 237 Tolerance HSB-S / HSLB-S 232 Tolerance

IR—)UHE DA EIN R #5E v I IBRRE R—)LHE HNERE R %5 VY I IBRRE
Radius of Diameter Ball Radius Shank Diameter Radius of Diameter Ball Radius Shank Diameter
Ball Nose Tolerance Accuracy Tolerance Ball Nose Tolerance Accuracy Tolerance

0/-0.005 Ro.1~R1 | 0/-0.008
R0.1 ~R3 0/-0.015 +0.005 +
(h5) - +0.003 | 0/-0.004
——— 0/-0.01
R3 +0.005

h4 ﬁ%i‘jﬁf\ ! Shank diameter tolerance h4!



HARDMAX 2#HA Ya—by+v2o0OVIRYyIMR—IVIY RZ)L 2 Flute Short Shank Long Neck Ball End Mills

&5t 61 242 Total 61 models

BUE
Model
Number

HSLB 2002-005S
HSLB 2002-010S
HSLB 2003-005S
HSLB 2003-0075S
HSLB 2003-010S
HSLB 2003-015S8
HSLB 2004-005S
HSLB 2004-010S
HSLB 2004-015S
HSLB 2004-020S
HSLB 2004-025S
HSLB 2004-030S
HSLB 2005-010S
HSLB 2005-015S
HSLB 2005-020S
HSLB 2005-025S
HSLB 2005-030S
HSLB 2006-010S
HSLB 2006-015S
HSLB 2006-020S
HSLB 2006-030S
HSLB 2006-040S
HSLB 2006-050S
HSLB 2006-060S
HSLB 2008-020S
HSLB 2008-030S
HSLB 2008-040S
HSLB 2008-060S
HSLB 2010-020S
HSLB 2010-025S
HSLB 2010-030S
HSLB 2010-040S
HSLB 2010-060S
HSLB 2010-080S
HSLB 2015-030S
HSLB 2015-040S
HSLB 2015-060S
HSLB 2015-080S
HSLB 2015-100S
HSLB 2020-030S
HSLB 2020-040S
HSLB 2020-060S
HSLB 2020-080S
HSLB 2020-100S
HSLB 2020-120S
HSLB 2020-140S
HSLB 2020-160S
HSLB 2020-200S

R—ILH&

Radius of

Ball Nose

R

RO.15

RO.2

R0O.25

RO.3

RO.4

RO.5

RO.75

R1

R
Effective
Length

2,
0.5
1
0.5
0.75

_ -
a

mbmawmbwmmbm[\)mmbmmmmbmm

12
14
16
20

AR
Length
of Cut

e

0.16

0.24

0.32

0.4

0.48

0.64

0.8

B
Neck
Diameter

@d;

0.19

0.29

0.39

0.49

0.59

0.79

0.98

1.47

AVl
Shank Taper
Angle

Bta

16°

2R
Overall
Length

L
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
35
40
40
40
35
35
35
40
35
35
35
35
40
40
35
35
40
40
40
35
35
35
40
40
45
45
50
50

od

A DDA DM DA DDA DDA DDA DMDDAMDDASDMD DD DD DA DM DAMDDAMDDAMDDSAEDMDAMD DD DM DDA DDA DD DMND™D

Shank
Length

H
26.0
25.5
26.0
26.0
25.5
25.0
26.5
26.0
25.5
25.0
24.5
24.0
26.0
25.5
25.0
24.5
24.0
26.0
25.5
25.0
24.0
28.0
27.0
26.0
25.5
24.5
23.5
26.5
25.5
25.0
24.5
23.5
26.5
24.5
255
24.5
27.5
25.5
235
26.5
25.5
23.5
26.5
24.5
27.5
25.5
28.5
24.5

YvIUR BAYrYoR TL\GTEiE
Shank
Diameter

Suggested
Retail Price
¥

6.470
6.470
6.380
6.380
6.380
6.840
4,380
4,380
4,470
4,560
4,740
5,020
4,380
4,380
4,380
4,380
4,380
3.740
3.380
3.380
3.460
3.660
3.560
3.560
3.380
3.560
3.560
3.560
2.820
2.820
2,820
3.190
3.460
3.460
3.280
3.280
3.280
3.460
3.740
2.820
2,820
3.190
3.460
3.460
3.460
3.460
3.460
3.460

30°
0.63
1.15
063
0.89
1.15
1.66
0.63
1.15
1.66
2.18
2.70
3.21
1.15
165
2.18
269
321
1.14
165
2.17
3.21
4.24
527
6.30
2.17
3.21
4.24
6.30
2.18
2.70
3.21
4.24
6.31
8.37
3.10
4.13
6.19
8.25
10.32
3.07
4.10
6.16
8.23
10.29
12.35
14.41
16.48
20.60

J—URREAICHNT 2REMNR
Effective Length by Inclined Angles

=
0.66
1.20
0.65
0.92
1.19
1.72
0.65
1.19
1.71
225
278
3.31
1.19
1.71
2.24
278
3.31
1.18
1.71
2.24
3.31
4.37
5.44
6.50
223
3.30
4.36
6.49
2.24
2.77
3.30
437
6.50
8.63
3.18
4.24
6.37
850
1063
3.14
4.20
6.33
8.46
10.59
1272
14.85
16.98
21.24

1730
0.68
1.24
0.68
0.96
1.23
1.77
067
1.23
1.77
2.32
2.87
3.42
1.22
1.76
2.31
2.86
3.41
1.22
1.76
2.31
341
451
561
6.71
2.30
3.40
4.50
6.70
2.30
2.85
3.40
4.50
6.70
8.90
3.26
4.36
6.56
8.76
10.96
3.21
4.31
6.51
8.72
10.92
13.12
156.32
17.52
21.92

5
0.71
1.28
0.70
0.99
127
1.83
0.70
1.26
1.82
2.39
2.96
353
1.26
1.82
2.39
2.96
353
125
1.81
2.38
352
4.66
5.80
6.93
2.37
350
4.64
6.92
2.36
293
350
4.64
6.92
9.20
3.35
4.49
6.76
9.04
11.32
3.29
4.43
6.71
8.99
11.26
13.54
15.82
18.10
22,65

BT Unit (mm)

3
0.76
1.37
0.75
1.05
1.36
1.96
0.74
1.35
1.95
2.56
3.17
3.79
1.34
1.94
2.55
3.16
3.77
1.33
1.93
2.54
3.76
4.99
6.21
743
2.52
3.74
4.97
741
2.51
3.12
3.73
4.96
7.40
9.85
3.55
4.77
7.22
9.67
12.11
347
4.70
7.14
9.59
12.04
14.48
16.93

19.38

FHIEL
No Interference



HARDMAX 2#83A Ya—bov2o0OVI%yIR—IVI> RZ)L 2Flute Short Shank Long Neck Ball End Mills

. e P T s R [y
by | Mban | Gabe | lweh | N Swwe| Onm | an Towi | Smmw|  ZgrmEAc sk
Number Ball Nose Length of Cut Diameter Angle Length Diameter Length Retail Price

R 2, 2 @d, Bta L ¢od H ¥ 30 1° 1°30 2 3

HSLB 2030-060-4S 6 35 a 250 @ 3460 620 635 652 669 7.09

HSLB 2030-080-4S 8 40 4 280 3460 826 848 872 897 954

HSLB 2030-100-4S e 10 o b os . 40 4 260 = 4020 1032 1061 1092 11.25 N;ffﬁ’je‘;w

HSLB 2030-120-4S ' 12 40 4 240 4190 1238 1274 1312 1353  FEEL

HSLB 2030-160-4S 16 45 4 250 4650 1651 1700 1752 T#EL 6L

HSLB 2030-200-4 20 50 4 260 4470 2064 2126 JPEL EEEL EHEL

HSLB 2040-080-4S 8 35 4 | 240 | 3560 |\ TUEC UL et o toneten:

HSLB 2040-10045 10 40 | 4 | 280 | BB6O0 | | s e matacis| oo o

HSLB 2040-1204S ~ R2 12 32 3.95 — 40 4 260 = 4650 [JAEL THEL | ESEL | AEEL | TEEL

HSLB 2040-160-4 16 45 | 4 | 270 | 4680 |\ RO | s iopitasie|loatee|V atosos

HSLB 2040-2004 20 50 4 280 | 4850 |\JUEL TR e o e o

HSLB20GO-1805 15 as | ses | _ 45 | B | 280 | 5840 || e vateses steees st

HSLB 2060-2008 20 50 6 | 280 | 5840 | e lenaase lorare e e




HSLB / HSLB-S tJHlZ&{4ZR Milling Conditions

TUIN— RV [ AN BEANER BEANSR BEANEE
A PREHARDENED STEELS / HARDENED STEELS HARDENED STEELS HARDENED STEELS HARDENED STEELS
WORK MATERIAL NAK / STAVAX SKD11 HAP10 HAP72
(~55HRC) (55~62HRC) (62~66HRC) (66~70HRC)

BE  A-LHE AR BERE XDERE A Ae EEEE XDEE A Ae EEEE XDEE A Ade [EEEE XDEE A aAe
Model | Radius of | Effective = Spindle Feed Axial Radial Spindle Feed Axial Radial Spindle Feed Axial Radial Spindle Feed Axial Radial
Number | BallNose —Length = Speed = Rate | Depth = Depth | Speed | Rate | Depth | Depth | Speed | Rate | Depth | Depth | Speed = Rate | Depth = Depth
(mm)  (mm)  (min) (mm/min)  (mm)  m) | min) mm/min) mm) | (mm)  MminD (mm/min) (mm)  (mm) | (min) (mm/min) (mm) | (mm)

0.2 48,000 55 | 0.002 = 0.002 48,000 45 | 0.002 = 0.002 48,000 45 | 0.002 = 0.002 36,000 22 | 0.002 0.002

2001 R0.05 0.3 48,000 55 | 0.002 0.002 48,000 45  0.002 0.002 48,000 45 0.002 0.002 36,000 22 0.002 0.002
0.5 48,000 35 | 0.002 0.002 48,000 35 | 0.002 0.002 48,000 35 | 0.002 0.002 36,000 17 | 0.002 = 0.002

0.3 48,000 90  0.004 0.004 48,00 70  0.004 0.004 48,000 70 | 0.004 0.004 36,000 35  0.004 0.004

20015 R0.075 0.5 48,000 60 = 0.004 = 0.004 48,00 50 = 0.004 = 0.004 48,000 50 = 0.004 @ 0.004 36,000 25 | 0.004 0.004
1 48,000 60  0.001 0.002 48,000 20  0.001 = 0.002 48,000 20  0.001  0.002 36,000 10 0.001  0.002

03 60,000 200 0.003 0.005 60,000 200 0.002 0.003 60000 130 0.002 0.003 45,000 65 = 0.002 0.003

0.5 60,000 200 0.003 0.005 60,000 200 0.002 0.003 60,000 130 0.002 0.003 45,00 65  0.002 0.003

0.75 60,000 200 0.003 0.005 60,000 200 0.002 0.03 60000 130 0.002 0.003 45,000 65 = 0.002 0.003

1 60,000 200 0.003 0.005 60,000 200 0.02 0.003 60000 130 0.02 0.003 45,000 65 0.002 0.003

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

2002 RO.1 15 60,000 130 0.002 0.003 48,000 80  0.001 0.002 48,00 65 0.001 0.002 36,000 30 0.001 0.002
1.75 60,000 110 = 0.001 0.002 48,000 60 0.001  0.001 48,000 50 0.001  0.001 36,000 25 0.001  0.001

2 60,000 90 0.001 0.002 48,000 50 0.001 0.001 48,000 40 0.001 0.001 36,000 20 0.001 0.001

2.25 53,000 70 | 0.001 | 0.001 44,200 40 | 0.001 | 0.001 44,200 30  0.001  0.001 33,1180 15 0.001 = 0.001

25 46,850 60 0.001 0.001 40,450 30 0.001 0.001 40,450 20 0.001  0.001 30,350 10 0.001  0.001

3 33,750 30  0.001  0.001 33,600 20  0.001  0.001 33,600 15 0.001 0.001 25200 7 0001 0.001

05 60000 350 0006 0008 45000 310 0.004 0.007 43500 180 0.003 0.005 32,500 90  0.003 0.005

0.6 60000 350 0006 0.008 45000 310 0.004 0.007 43500 180 0.003 0.005 32,500 90 | 0.003 0.005

0.75 60,000 350 0.006 0.008 45000 310 0.004 0.07 43500 180 0.003 0.005 32,500 90  0.003 0.005

1 60,000 350 0.006 0.008 45000 310 0.004 0.007 43500 180 0.003 0.005 32500 90 | 0.003 0.005

125 60,000 350 0.006 0.008 45000 310 0.04 0.007 43500 180 0.003 0.005 32500 90  0.003 0.005

15 60,000 350 0.006 0.008 45000 310 0.004 0007 43500 180 0.003 0.005 32500 90 0.003 0.005

2003 R0.15 1.75 60,000 280 0.005 0.007 45000 250 0.03 0006 43500 145 0.002 0.004 32500 70 | 0.002 0.004
2 60,000 210 0.004 0.007 45000 190 0.003 0005 43500 110 0.002 0.004 32500 55 | 0.002 0.004

225 55600 190 0.003 0006 41500 160 0.002 0.004 40,000 95 0.001 0.003 30,000 45  0.001 0.003

25 51250 175 0.003 0005 38500 135 0.002 0.004 37,750 85 0.001  0.003 28300 40 | 0.001  0.003

3 42500 140 0.002 0.004 32,000 80 0.002 0.004 32,000 65 0.001 0.002 24,000 30 0.001 0.002

4 23,900 45 0.001  0.001 22550 30 0.001 0.001 22300 20 0.001  0.001 16,720 10 | 0.001  0.001

5 21,000 30 0.001 0.001 20,000 20 0.001 0.001 19,500 10 = 0.001 = 0.001 14,600 5 0.001 0.001

05 50000 500 001 002 37500 420 0.007 0.012 35000 240 0.05 0.08 26250 ~ 120 @ 0.005 0.008

0.75 50000 500 001 002 37500 420 0.007 0.012 35000 240 0.05 0.008 26250 120 0.005 0.008

1 50,000 500 0.01 002 37500 420 0.007 0.012 35000 240 0005 0008 26250 120 = 0.005 0.008

125 50,000 500 0.01 002 37500 420 0.07 0012 35000 240 0005 0008 26250 120 0.005 0.008

15 50,000 500 001 002 37500 420 0.07 0012 35000 240 0005 0008 26250 120 0.005 0.008

175 50,000 500 001 002 37500 420 0.007 0012 35000 240 0005 0008 26250 120 0.005 0.008

2 50,000 500 001 002 37500 420 0.007 0012 35000 240 0005 0.008 26250 120 = 0.005 @ 0.008

2004 R0.2 225 47500 430 0008 0016 36000 360 0006 001 33750 210 0.004 0.007 25270 100 0.004 0.007
25 45000 360 0007 0012 34500 300 0.005 0.008 32500 190 0.004 0.007 24,300 95 | 0.004 0.007

3 40,000 250 0.005 0.008 31,900 210 0.004 0.08 30,500 160 0.003 0.005 22,800 80 0.003 0.005

35 36000 210 0004 0007 28700 180 0.003 0.006 27,400 140 0.002 0.004 20,550 70 | 0.002 0.004

4 32,000 180 0.003 0.005 25500 150 0.002 0.004 24300 120 0.002 0.004 18,200 60 0.002 0.004

45 28500 150 0.002 0.004 23500 125 0.002 0.003 22400 100 0.001 0.003 16,800 50 | 0.001 0.003

5 25000 120 0.002 0.003 21,500 100 0.001 0.002 20,500 80  0.001 0.002 15,350 40 ' 0.001 0.002

6 18,000 60 = 0.001 = 0.002 18,000 60 = 0.001 = 0.002 17,000 45 | 0.001  0.002 12,750 20 | 0.001 = 0.002



HSLB / HSLB-S tJHlZ&{4ZR Milling Conditions

TUIN— RV [ AN BEANER BEANSR BEANEE
A PREHARDENED STEELS / HARDENED STEELS HARDENED STEELS HARDENED STEELS HARDENED STEELS
WORK MATERIAL NAK / STAVAX SKD11 HAP10 HAP72
(~55HRC) (55~62HRC) (62~66HRC) (66~70HRC)

BE AR BYMR BEERE XDEE  dp Ade EE@EE XDEE dp Ae EEEE XDEE A Ade EE@EE XDEE A Qe
Model | Radius of = Effective = Spindle Feed Axial Radial Spindle Feed Axial Radial Spindle Feed Axial Radial Spindle Feed Axial Radial
Number | BallNose | Length Speed Rate Depth Depth Speed Rate Depth Depth Speed Rate Depth Depth Speed Rate Depth Depth
(mm)  (mm)  (minD) (mm/min) (mm)  mm)  minD mmmin mm) | @m  min) mm/min mm)  mm)  min?) mm/min) (mm) | (mm)

1 44,000 650 0.015 @ 0.04 33,000 530 0.01 0.02 30,000 300 0.007 0.01 22500 150  0.007 = 0.01

1.25 44,000 650 0.015 0.04 33,000 530  0.01 0.02 30,000 300 0.007 0.01 22500 150  0.007 0.01

1.5 44,000 650 0.015 0.04 33,000 530  0.01 0.02 30,000 300 0.007 0.01 22500 150 = 0.007 = 0.01

1.75 44,000 650 0.015 0.04 33,000 530 0.01 0.02 30,000 300 0.007 0.01 22,5500 150  0.007 = 0.01

2 44,000 650 0.015 0.04 33,000 530 0.01 0.02 30,000 300 0.007 0.01 225500 150 = 0.007 = 0.01

2.25 44,000 650 0.015 0.04 33,000 530 0.01 0.02 30,000 300 0.007 0.01 22,500 150  0.007 = 0.01

25 44,000 650 0.015 0.04 33,000 530 0.01 0.02 30,000 300 0.007 0.01 22,500 150 = 0.007 = 0.01

3 40,000 500 0.01 0.02 31,000 400 0.007 0.01 28,550 230 0.005 0.008 21,400 115 0.005 0.008

35 36350 340 | 0.007 0017 29,000 270 0.005 0.008 27,100 160  0.003 = 0.006 20,300 80 = 0.003 0.006

2005 R0.25
32,700 180 0.005 0.015 27,150 150  0.003 0.008 25,650 100 = 0.002 0.005 19,900 50  0.002 0.005
45 29,900 150 | 0.004 001 25700 130 | 0.002 = 0.007 24,500 85 0.002 0.004 18,350 43 | 0.002 0.004
5 27,000 135  0.003 0.008 24,200 110 0.002 = 0.005 23,500 75 0.002 0.004 17,600 35 0.002 0.004
55 24,150 110 | 0.002 = 0.006 22,750 90  0.001 | 0.004 22,400 60  0.001 | 0.003 16,800 30 | 0.001  0.003
6 21,350 90 0.002 0.005 21,300 75 0.001  0.003 21,300 50 0.001  0.002 16,000 25 0.001 0.002
7 18,600 75 0.001 = 0.004 18,600 55 0.001 = 0.002 18,600 35 0.001 0.002 13,950 17 0.001  0.002
8 15,900 60 0.001 0.003 15,900 40 0.001 0.002 15,900 25 0.001 0.002 11,950 12 0.001  0.002
9 15,400 55 0.001 = 0.002 14,750 30 0.001 0.001 14,750 20  0.001  0.001 11,050 10 |~ 0.001 = 0.001
10 14,900 50 0.001 0.002 13,600 20 0.001 0.001 13,600 15 0.001  0.001 10,200 7 0.001 0.001
1 40,000 1,400 0.045 015 30,000 1,500 0.03 | 013 26500 1,000 0.015 0.09 20,000 500 0.015 0.09
125 40,000 1,250 0.035 014 30,000 1,335 0.025 0.1 26500 900 0.01 0.08 20,000 450 0.01 0.08
15 40,000 1,100 003 = 0.3 30,000 1,200 0.02 @ 0.1 26,500 800  0.01 0.075 20,000 400 0.01 0.075
1.75 40,000 1,100 0.03 013 30,000 1,200 0.2 @ 0.1 26,500 800 0.01 0.075 20,000 400 0.01 0.075
2 40,000 1,100 003  0.13 30,000 1,200 0.02 | 0.1 26,500 800 0.0 0.075 20,000 400 0.01 0.075
225 40,000 950 0.025 0.1 30,000 1,000 0015 009 26500 660 0.008 0.065 20,000 330 0.008 0.07
25 40,000 800 002 01 30,000 800 0015 009 26500 520 0.008 0.065 20,000 260 0.008 0.065
3 40,000 800 002 @ 0.1 30,000 800 0015 009 26500 520 0.008 0.065 20,000 260 0.008 0.065
35 40,000 500 0015 0.09 | 30000 500 0.01 0.075 26,500 340 0.006 0.05 20,000 170 @ 0.006 0.05
40,000 500 0015 0.09 30,000 500 0.01 0075 26,500 340 0.006 0.05 20000 170 0.006 0.05
2008 | R0 45 32,000 400 0.01 0.075 25000 390 0.007 005 23000 260 0.005 004 18,000 130 | 0.005 0.04
5 32,000 400 0.01 0.075 25000 390 0.007 005 23000 260 0005 0.04 18,000 130 0.005 0.04
55 28000 350 ' 0.008 0.065 23000 350 0.006 0.05 21,000 230 0004 004 15750 115 0.004 0.04
6 24000 300 0.007 006 21,000 320 0005 0.04 19500 210 0004 0.03 15000 105 0.004 0.03
65 22000 270 0.006 006 | 19500 300 0.004 0.04 18500 190  0.03 0.3 13,900 95 0.003 0.03
7 20,000 250 0.006 005 18500 280 0.004 003 17500 180 0.003 0.02 13,100 90  0.003 0.02
8 16,000 200 0.005 005 16,000 240 0.003 0.2 16,000 160  0.003 = 0.02 12,000 80 | 0.003 0.02
9 15450 185 0.004 0.035 15450 200 0.002 0.017 15450 135 0.002 0.017 11,580 65 = 0.002 0.017
10 14,900 175 0.003 = 0.02 14,900 175 0.002 = 0.015 14,900 115 0.002 = 0.015 11,100 55 0002 0015
12 13,800 150  0.002 = 0.015 13,800 110 0.001 0.01 13,800 70 0.001 0.01 | 10,350 35 0.001 0.01
2 37,000 1,350 0.045 017 28500 1,400 003 @ 0135 25000 900 0.015 0.1 18,750 450 = 0.015 | 0.1
4 31,250 920 0035 015 25750 975 0.025 012 23750 650 0.012 009 17,800 325 0.012 0.09
2007 | P03 6 25500 500 0.025 013 23,000 550 0.02 | 011 22500 400 0.01 0.08 16,850 200 0.01 0.08
8 19,000 270 0.007 0.06 17,000 320 0.005 0.04 16500 220 0.004 0.025 12350 110 0.004 0.025
2 35,000 1,600 006 021 27,000 1,600 004 | 017 23500 1,000 0.02 012 17500 500 0.02 | 0.2
2008 Ro0.4 3 35000 1400 005 019 27,000 1,400 003 015 23500 900 0.015 0.1 17,500 450 0.015 0.1
4 35,000 1,200 0.04 017 27,000 1,200 0025 0.135 23,500 600 0.012  0.095 17,500 300 0.012 0.095



HSLB / HSLB-S tJHlZ&{4ZR Milling Conditions

TUIN— RV [ AN BEANER BEANSR BEANEE
A PREHARDENED STEELS / HARDENED STEELS HARDENED STEELS HARDENED STEELS HARDENED STEELS
WORK MATERIAL NAK / STAVAX SKD11 HAP10 HAP72
(~55HRC) (55~62HRC) (62~66HRC) (66~70HRC)

BE  A-LHE AR BERE XDERE A Ae EEEE XDEE A Ae EEEE XDEE A Ade [EEEE XDEE A aAe

Model | Radius of | Effective = Spindle Feed Axial Radial Spindle Feed Axial Radial Spindle Feed Axial Radial Spindle Feed Axial Radial

Number | BallNose —Length = Speed = Rate | Depth = Depth | Speed | Rate | Depth | Depth | Speed | Rate | Depth | Depth | Speed = Rate | Depth = Depth

(mm)  (mm)  (min) (mm/min)  (mm)  m) | min) mm/min) mm) | (mm)  MminD (mm/min) (mm)  (mm) | (min) (mm/min) (mm) | (mm)

5 31,500 900 0.3 015 25000 900 002 = 012 22000 500 001 | 008 16500 250 0.01  0.085

28,000 600 0.2 012 23000 600 0.012 0.095 20500 400 0.006 0.065 15500 200 0.006 0.065

23,750 460 0.016 0.105 20,500 =~ 480 = 0.009 0.08 18,750 340 0.005 0062 14,000 170 0.005 0.062
19500 330 0.012 009 18000 375 0.007 0.07 17,000 285 0.005 0.06 12,750 140 0.005 0.06
9 17500 290 0.011 0.09 16,000 350 0.006 0.06 | 15700 250 | 0.005 @ 0.05 11,800 125 0.005 0.05

10 15000 260 0.01  0.085 14700 340 0.005 006 14650 225 0.004 005 11,000 110 0004 0.05

12 14000 220 0005 006 13700 290 0.003 0.04 13650 140  0.02 0.03 10,250 70 |+ 0.002 0.03

16 13300 185 0003 002 11,100 150 = 0.001 0.013 11,100 90 0.001 0.013 8300 45 0.001 0.013

2 32,500 1,650 0.1 028 25500 1,800 @ 0.55 | 021 22,000 12300 @ 0.025 0.4 16500 650 0.025 0.14

4 32500 1,650 008 025 25500 1,800 0.04 018 22000 1300 002 013 16500 650 0.02 = 0.13

6 29,000 800 0.035 047 22000 800 002 | 013 20000 620 0015 011 15000 310 0.015 0.1

8 25500 700 0015 041 18500 500 001 009 18500 420 001 009 13850 210 001  0.09

2009 R0.45 10 20,000 400 0.012 O0d1 15,700 400 0.008 008 15700 300 0.08 0.08 11,800 150 = 0.008 0.08
12 15000 280 001 009 13300 300 0.006 0.07 13300 220 0.006 0.7 10,000 110 0.006 0.07

14 14000 240 0007 007 12000 250 @ 0.004 0.035 12,000 160 | 0.004 @ 0.035 9,000 80  0.004 0.035
16 13,700 220 0005 005 10,800 200 0.003 0.03 10,800 130 = 0.003 0.3 8,100 65  0.003 0.03

18 13,000 200 0004 0025 9750 150 @ 0.002 0.015 9,750 =~ 100 | 0.002 | 0.015 7,300 50 = 0.002 0.015
2 30,000 1,750 @ 0.2 04 24000 2,000 0.1 03 21,000 1,750 @ 0.05 @ 0.2 16,000 875 005 02
25 30,000 1,750 @ 0.2 04 24000 2000 0.1 03 21,000 1,750 @ 0.05 @ 0.2 16,000 875 005 @ 02
3 30,000 1,750 0.1 03 24,000 2000 0.05 @ 02 21,000 1750 0.03 | 0.47 16000 875 003  0.17
4 30,000 1,750 0.1 03 24,000 2000 005 @ 02 21,000 1750 @ 0.03 | 047 16000 875 003 @ 0.17
5 30,000 1,750 0.1 03 24,000 2000 005 02 21,000 1750 0.03 | 0.47 16000 875 003  0.17

6 30,000 1,150 006 @ 023 21,500 1250 0.03 017 19700 1,050 0025 0.15 14500 525 @ 0.025 0.15

7

8

9

©

2008 R0.4

24250 800 0.04 019 20,000 900 002 @ 014 19,000 750 0.02 014 14250 375 002 @ 0.14
24000 800 0025 0.155 18500 580 @ 0.015 012 18400 480 0.015 012 13,800 240 0.015 0.12

2010 Ro.5
23,000 700 0.021 0.14 16650 500 @ 0.012 0.1 16,550 420 = 0.012 0. 12,400 210  0.012 0.
10 22,000 600 0018 0.13 14800 430 0.1 0.09 14,700 360 0.01 0.09 11,100 180 0.01 0.09
12 14,150 320 0.015 012 13,400 380 0.008 0.08 13300 290 0.008 0.08 9950 145 0.008 0.08
14 13,500 280 | 0.012 0.1 12,000 = 350 ' 0.007 0.8 12,000 220 | 0.007 0.08 9,000 110 | 0.007 = 0.08
16 12,750 240 0.008 0.08 10,500 250 0.005 0.045 10,500 160 = 0.005 0.045 7,850 80  0.005 0.045
18 12,350 = 220 | 0.006 0.065 9,750 200 & 0.004 0.035 9750 130 = 0.004 0.035 7,300 65 0.004 0.035
20 12,000 200 0.005 0.03 9,000 150 0.003 0.02 9,000 100 0.003 0.02 6,750 50 = 0.003 0.02
22 12,000 = 150 | 0.003 = 0.02 9,000 110 | 0.002 = 0.012 9,000 75 | 0.002 @ 0012 6,750 35  0.002 0.012
25 30,000 2000 022 046 20500 2000 0.1 034 17,800 1,750 005 023 13350 875 0.05 0.23
4 30,000 2,000 042 036 20,000 2000 006 @ 024 17,500 1,750 0.036 0.2 13,100 875 0.036 0.2
6 30,000 2,000 042 036 20,000 2000 006 024 17500 1,750 0.036 0.2 13,100 875 0.036 0.2
8 20,200 800 005 023 16600 900 0025 0.17 15850 750 0.025 017 11,900 375 0.025 0.17
10 15500 480 0.03  0.18 15500 580 0015 013 15350 480 0.015 013 11500 240 0.015 0.13
2z |ROS 12 12,400 360 0.02 015 12400 430 0.01 0095 12250 360 0.01 009 9200 180 0.01 0.095
14 11,850 320 0.018 0.14 11200 380 0.008 0.08 11,100 290 0.008 0.8 8300 145 0.008 0.085
16 11,300 280 0.014 0.42 10,000 360 0.007 0.08 10,000 230 0.007 0.08 7500 115 0.007 & 0.08
18 10,900 260 0.011 0.1 9,400 300 0.006 0.07 9,400 190  0.006 0.07 7,050 95 0.006 0.07
20 10,500 240 = 0.009 0.09 8800 250 0.006 0.05 8,800 160 0.006 0.05 6,600 80 0.006 0.05
o014 | RO 25200 2,000 013 042 17,450 2,000 0065 027 15000 1,750 0.036 023 11,250 875 0.036 0.23

25200 1,300 008 032 15350 1,250 0.04 | 023 14,050 1,050 0.03 @ 0.2 10,550 525 0.03 02



HSLB / HSLB-S tJHlZ&{4ZR Milling Conditions

TUIN— RV [ AN BEANER BEANSR BEANEE
A PREHARDENED STEELS / HARDENED STEELS HARDENED STEELS HARDENED STEELS HARDENED STEELS
WORK MATERIAL NAK / STAVAX SKD11 HAP10 HAP72
(~55HRC) (55~62HRC) (62~66HRC) (66~70HRC)

BE  A-LHE AR BERE XDERE A Ae EEEE XDEE A Ae EEEE XDEE A Ade [EEEE XDEE A aAe
Model | Radius of | Effective = Spindle Feed Axial Radial Spindle Feed Axial Radial Spindle Feed Axial Radial Spindle Feed Axial Radial
Number | BallNose —Length = Speed = Rate | Depth = Depth | Speed | Rate | Depth | Depth | Speed | Rate | Depth | Depth | Speed = Rate | Depth = Depth
(mm)  (mm)  (min) (mm/min)  (mm)  m) | min) mm/min) mm) | (mm)  MminD (mm/min) (mm)  (mm) | (min) (mm/min) (mm) | (mm)
12 13500 450 0.035 021 12500 460 0.025 0.18 12000 300 002 | 016 = 9000 150 0.02 @ 0.16
16 10,000 320 0016 0.145 9050 390 0.01 012 880 230 0012 012 6650 115 0012 0.12
3 30,000 2450 025 055 17,000 2000 012 @ 04 15000 1,750 006 = 029 11250 875 0.06 = 0.29
4 30,000 2450 025 055 17,000 2000 0.2 @04 15000 1,750 006 029 11250 875 0.06  0.29
6 30,000 2450 0.15 045 17,000 2000 007 031 15000 1,750 0.04 024 11250 875 0.04 024
8 23500 1,300 0.1 0.37 15000 1,250 @ 0.045 025 14000 1,050 003 021 10500 525 0.03 021
10 23500 1,300 0.1 0.37 15000 1,250 @ 0.045 025 14,000 1,050 003 021 10500 525 0.03 021
12 13,100 480 003 021 13000 580 0.02 017 13000 480 002 017 9750 240 002 0.17
2015 R0.75 14 11,200 400 0.025 0.19 10900 485 0015 0.145 10900 385  0.015  0.145 8200 190 0.015 0.145
16 935 320 002 017 880 390 0012 013 8800 290 0012 013 = 6600 145 0012 0.13
18 9,150 300 0019 0.165 8400 370 0011 0125 8400 255 0.011 0125 6300 125 0.011 0.125
20 9,000 280 0018 016 8000 35 001 012 8000 220 001 012 6000 110 001 0.2
22 8580 245 0014 013 7150 320 0008 012 7150 165 0.008 0.12 = 5350 80 0.008 0.12
25 8100 210 001 0.1 6250 220 0006 009 6250 120 0.005 0.08 4,700 60 0.005 0.08
30 7,600 175 0006 004 = 5370 135 0004 003 @ 5370 75 | 0.003  0.03 | 4,000 35 | 0.003 0.03
4 30,000 2500 025 058 17500 2,100 0.2 @ 04 15300 1,800 006 03 11,500 900 006 03
8 30,000 2500 0.16 048 17500 2,100 008 032 15300 1,800 005 0275 11500 900 0.05 = 0.275
2016 R0.8 12 13500 500 0.04 0245 13500 600 0.024 0.19 13400 490 0.024 0.19 10,050 245 0.024 0.19
16 10800 375 003 021 10,800 450 @ 0.016 0.15 10,700 370 = 0.016 @ 0.15 8,000 185  0.016 0.15
20 10300 330 0025 019 9750 400 0.013 013 = 9650 230 0.013 0.13 8,000 115 0.013 0.3
4 30,000 2700 028 065 15000 2000 O0.14 048 13,000 1,750 0.07 034 9750 875  0.07 034
6 30,000 2700 0.18 054 15000 2000 007 034 13000 1,750 004 026 = 9750 875 0.04 0.26
8 30,000 2700 0.18 054 15000 2000 007 034 13,000 1,750 004 026 = 9750 875 004  0.26
10 25750 2,000 0.4 048 14400 1650 006 032 12900 1425 0035 024 9700 713 0035 0.24
12 21,500 1,350 0.1 041 13800 1,350 005 @ 029 12800 1,100 003 | 023 9600 550 003 @ 0.23
2018 R0.9 16 15550 860 0.065 033 11,700 900 003 022 11,150 730 002 = 018 = 8400 365 002 0.18
18 9600 375 003 023 9600 450 0015 016 = 9500 370 001 013 7150 185  0.01 | 0.13
20 9300 350 0.027 0.1 9050 420 0014 045 9000 330 0009 012 6750 165 0.009 0.12
22 9,000 320 0025 0.2 8500 400 0012 014 8500 290 0008 015 = 6400 145 0.008 0.15
25 8500 280 002 018 7750 320 001 0.1 7,750 220 0.007 009 @ 5800 110 0007 0.9
30 8000 240 0015 045 7000 250 0009 007 = 7000 160 0.006 0.06 @ 5250 80  0.006 0.06
3 28,000 2,900 0.3 0.7 14,000 2,100 015 05 12250 1,800 008 035 9200 900 0.08 @ 0.35
4 28,000 2,900 0.3 0.7 14,000 2,100 015 | 05 12,250 1,800 008 035 9200 900 0.08 @ 0.35
6 28,000 2,900 0.2 0.6 14,000 2,100 0.1 0.4 12,250 1,800 006 @ 03 9200 900 006 @ 03
8 28,000 2,900 0.2 0.6 14,000 2,100 0.1 0.4 12,250 1,800 006 03 9200 900 006 @ 03
10 28,000 2,900 0.2 0.6 14,000 2,100 0.1 04 12,250 1,800 006 03 9200 900 006 03
12 19500 1,350 0.42 045 12400 1,350 006 034 11500 1,100 0045 027 @ 8650 550 0.045 027
13 19,500 1,350 0.2 045 12400 1350 006 034 11,500 1,100 0045 027 8650 550 0.045 0.27
14 19,500 1,350 012 045 12,400 1,350 0.06 @ 034 11500 1,100 0.045 027 8650 550 0.045 027
16 10,800 500 005 03 10800 600 003 024 10,700 490 0.03 024 8000 245 003 024
18 9700 435 004 028 9700 520 0025 022 @ 9650 430 0.025 0.22 7250 215 0025 0.22
20 8650 375 0035 025 8650 450 002 019 8560 370 0.02 019 6400 185 0.02  0.19
22 8450 350 0.032 0245 8200 440 0018 018 8200 330 0.018 0.18 6,150 =~ 165  0.018 0.18
25 8250 320 003 024 7800 440 0016 016 = 7,800 290 0.016 016 580 145 0.016 0.16
27 8,050 300 0.027 0.22 7400 390 0015 016 = 7400 250 0015 016 @ 5550 120 @ 0.015 0.16

2014 Ro.7
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HSLB / HSLB-S tJHlZ&{4ZR Milling Conditions

TUN— RV [ AR BEAN BEAN BEAN
B PREHARDENED STEELS / HARDENED STEELS HARDENED STEELS HARDENED STEELS HARDENED STEELS
WORK MATERIAL NAK'/ STAVAX SKD11 HAP10 HAP72
(~55HRC) (65~62HRC) (62~66HRC) (66~70HRC)

BE AR BYMR BEERE XDEE  dp Ade EE@EE XDEE dp Ae EEEE XDEE A Ade EE@EE XDEE A Qe
Model | Radius of = Effective = Spindle Feed Axial Radial Spindle Feed Axial Radial Spindle Feed Axial Radial Spindle Feed Axial Radial
Number | BallNose | Length Speed Rate Depth Depth Speed Rate Depth Depth Speed Rate Depth Depth Speed Rate Depth Depth
(mm)  (mm)  (minD) (mm/min) (mm)  mm)  minD mmmin mm) | @m  min) mm/min mm)  mm)  min?) mm/min) (mm) | (mm)

30 7850 280 0024 02 7,000 350 0.014 0.16 7,000 220 0.014 0.16 5250 110 0.014  0.16
32 7650 260 002 0.8 6,550 300 0.012 0.12 6,550 190 0.012 0.12 4,900 90 0012 0.12

200 | M 35 7,450 240 0.016 0.16 6,150 250  0.01 0.09 6,150 160  0.01 0.09 4,600 80 = 0.01 0.09
40 7,000 200 0.01 0.06 5250 150 0.006 = 0.04 5250 100 0.006 0.04 3,950 50 0.006 0.04
6 25,000 3,000 035 @ 08 12400 2200 017 @ 06 11,000 1,850 0.1 0.45 8250 920 0.1 0.45
8 25,000 3,000 024 076 12400 2200 0.3 051 11,000 1,850 008  0.38 8250 920 0.08 @ 0.38
10 25,000 3,000 024 076 12400 2200 0.43 051 11,000 1,850 0.08 | 0.38 8250 920 008  0.38
15 17,300 1,400 0.145 057 11,000 1,400 0.08 044 10300 1,140 006 035 7,700 570 006 @ 0.35
205 | A28 20 9600 520 006 @ 038 9600 630 004 031 9600 510 004 031 7200 255 0.04 @ 031
25 6,900 375 0042 032 6,900 450 0024 023 6840 370 0024 023 5150 185 0.024 0.235
30 6,500 320 | 0.025 0.24 6,200 400 002 022 6,200 280 002 022 4650 140 002 @ 022
35 6200 280 0017 02 5500 350 @ 0.014 0.18 5500 220 @ 0.014 0.18 4150 110  0.014 0.18
6 21,000 3,000 04 1 10,500 2,200 = 0.2 0.7 9,200 1,900 | 012 055 6,900 950 | 0.12 @ 055
8 21,000 3,000 04 1 10,500 2200 0.2 0.7 9,200 1,900 012 055 6,900 950 012 @ 055
10 21,000 3,000 0.3 0.9 10,500 2200 0.15 = 0.65 9,200 1,900 0.1 0.5 6,900 950 0.1 0.5
12 21,000 3,000 03 0.9 10,500 2200 0.15  0.65 9,200 1,900 0.1 0.5 6,900 950 0.1 0.5
14 21,000 3,000 03 0.9 10,500 2200 0.15  0.65 9,200 1,900 0.1 0.5 6,900 950 0.1 0.5
15 21,000 3,000 03 0.9 10,500 2200 0.15 = 0.65 9,200 1,900 0.1 0.5 6,900 950 0.1 0.5
16 21,000 3,000 03 0.9 10,500 = 2,200 0.15 = 0.65 9,200 1,900 0.1 05 6,900 950 0.1 05
2030 | Ri5 18 17,750 2,180 024 08 9,800 1,800 0.13 @ 057 8900 1,500 0.08 @ 047 6650 760 008 @ 047

20 14,500 | 1,360 0.18 0.7 9,250 1,400 0.1 0.5 8,600 1,150 0.075 0.45 6,450 575 | 0.075 045
22 11,250 940 012 057 8625 1,000 0.07 @ 044 8300 830 006 041 6200 410 006 041
25 8,000 520 0.07 @ 045 8,000 630 005 @ 038 8,000 510 005 038 6,000 255 | 0.05 @ 038
27 6850 440 006 @ 041 6850 540 004 033 6,850 440 004 033 5100 220 0.04 033
30 5750 375 | 005 038 5750 = 450 | 0.03  0.29 5700 370 003 @ 0.29 4275 185 | 0.03 @ 0.29
32 5650 350 0.045 037 5550 440 0.025 0.28 5500 340 0025 0.28 4100 170 = 0.025 0.28
35 5550 335 | 0.045 0.36 5350 440  0.025 027 5350 310 | 0.025 027 4,000 155 | 0.025 0.27
40 5350 300 0.04 034 4900 390 002 @ 024 4850 250 0.02 @ 024 3650 125 002 024
10 19,000 3,000 035 105 10,000 2200 @ 0.17  0.75 8,400 1,900 0.1 0.61 6,300 950 0.1 0.61
15 19,000 3,000 035  1.05 10,000 2200 0.17  0.75 8,400 1,900 0.1 0.61 6,300 950 0.1 0.61
20 19,000 3,000 035 105 10,000 2200 | 0.17  0.75 8,400 1,900 0.1 0.61 6,300 950 = 0.11 0.61
2035 R1.75 25 13,000 1,750 = 0.21 0.83 8,450 1,400 0.1 0.61 7,650 1,200 008 @ 0.52 5750 600 0.08  0.52
30 6,900 520 | 0.08 052 6,900 630  0.06 @ 045 6,900 510 | 0.06 045 5200 255 0.06 @ 045
40 5750 410 006 @ 045 5560 510 0.04 @ 037 5500 380 004 037 4150 190 004 = 037
45 4600 300 0.045 0.39 4200 390 0.025 0.29 4100 250 = 0.025 0.29 3,100 125 0.025 @ 0.29
8 18,000 3,200 0.5 1.3 9,000 2300 025 @ 095 7,900 2000 015 @ 075 5900 1,000 015 @ 0.75
10 18,000 3,200 0.5 1.3 9,000 2300 025 @ 095 7,900 2,000 0145 @ 0.75 5900 1,000 015 @ 0.75
12 18,000 3,200 0.4 1.2 9,000 2300 0.2 0.85 7,900 2000 013 @ 07 5900 1,000 013 07
14 18,000 3,200 0.4 1.2 9,000 2300 0.2 0.85 7,900 2000 013 @ 07 5900 1,000 013 @ 07
15 18,000 3200 0.4 1.2 9,000 2300 0.2 0.85 7,900 2000 013 @ 07 5900 1,000 013 07
16 18,000 3,200 0.4 1.2 9,000 2300 0.2 0.85 7,900 2000 013 @ 07 5900 1,000 013 @ 07
18 18,000 3,200 0.4 1.2 9,000 2300 0.2 0.85 7,900 2000 013 07 5900 1,000 013 0.7
20 18,000 3,200 0.4 1.2 9,000 2300 0.2 0.85 7,900 2000 013 @ 07 5900 1,000 013 @ 07
22 15,000 2,350 032  1.05 8500 1,850 0.16  0.75 7,650 1,600 0.1 0.6 5750 810 0.1 0.6
25 12,500 1 1,500 025 @ 0.95 8,000 1450 013 @ 07 7,450 1250 0.09 @ 055 5600 625  0.09 @ 055

2040 R2



HSLB / HSLB-S tIElIS&{4Z% Milling Conditions

TYUN— RS [ AN BEANGE BEANGE BEANGE
g PREHARDENED STEELS / HARDENED STEELS HARDENED STEELS HARDENED STEELS HARDENED STEELS
WORK MATERIAL NAK / STAVAX SKD11 HAP10 HAP72
(~55HRC) (55~62HRC) (62~66HRC) (66~70HRC)

BE  A-LHE AR BERE XDERE A Ae EEEE XDEE A Ae EEEE XDEE A Ade [EEEE XDEE A aAe
Model | Radius of | Effective = Spindle Feed Axial Radial Spindle Feed Axial Radial Spindle Feed Axial Radial Spindle Feed Axial Radial
Number | BallNose | Length Speed Rate Depth Depth Speed Rate Depth Depth Speed Rate Depth Depth Speed Rate Depth Depth
(mm)  (mm)  (min) (mm/min)  (mm)  m) | min) mm/min) mm) | (mm)  MminD (mm/min) (mm)  (mm) | (min) (mm/min) (mm) | (mm)
27 9,750 1,000 047 076 = 7500 1,05 009 055 = 7200 890 0.07 | 05 5400 440 007 05
30 7,000 550 0.1 0.6 7000 660 006 045 7000 540 006 045 5250 270 0.06  0.45
32 6500 535 009 059 6500 640 0055 044 = 6500 520 0.055 044 = 4850 260 0.055 0.44
35 6000 520 009 059 6000 630 0055 043 6000 510 0.055 043 = 4500 255 0.055 043
40 4300 375  0.065 05 4300 450 004 039 4300 370 004 039 3200 185 0.04 = 0.39
45 4150 330 0.058 047 4000 440 0033 036 = 4,000 300 0.033 036 3000 150 0.033 0.36
50 4,000 300 0.053 044 3750 400 003 033 3750 260 003 033 280 130 003 033
60 3900 280 0.048 04 3500 350 0.028 0.3 3500 220 0.028 0.3 2600 110 0.028 03
10 14,400 3200 05 15 7200 2300 025 105 6350 2000 016 08 | 4750 1,000 0.16 = 0.88
15 14,400 3200 05 1.5 7200 2300 025 105 6350 2000 016 08 4750 1,000 0.16  0.88
20 14,400 3200 05 1.5 7200 2300 025 105 @ 6350 2000 O0.16 | 088 | 4750 1,000 0.16 @ 0.88
25 12200 2350 0405 135 6800 1,850 0205 095 6250 1,600 0.135 0.805 4650 800 0.135 0.805
2050 R2.5 30 10,000 1,500 0.31 1.2 6,400 1450 016 088 6200 1250 011 073 4650 625 0.11 @ 0.73
35 8,000 1,050 0.1 1 6200 1,070 012 076 6100 900 009 068 4600 450 0.095 0.68
40 6,000 570 0125 078 6000 690 008 0625 6000 570 0.08 @ 0.625 4500 285 0.08 @ 0.625
45 5150 500 041 072 5150 600 007 04 5100 500 0.07 @ 04 3800 250 007 04
50 4300 430 009 065 4300 510 006 018 4200 435 006 @ 018 = 3150 215 006 = 0.18

2040 R2

10 13,000 3,500 0.6 1.8 6,500 2500 0.3 1.3 5700 2200 0.2 1 4300 1,100 0.2 1
15 13,000 3,500 0.6 1.8 6,500 2500 0.3 1.3 5700 2200 0.2 1 4300 1,100 0.2 1
18 13,000 3,500 0.6 1.8 6,500 2500 0.3 1.3 5700 2200 0.2 1 4300 1,100 0.2 1
20 13,000 3,500 0.6 1.8 6,500 2500 0.3 1.3 5700 2200 0.2 1 4300 1,100 0.2 1
22 13,000 3,500 0.6 1.8 6,500 2500 0.3 1.3 5700 2200 0.2 1 4300 1,100 0.2 1
25 13,000 3,500 0.6 1.8 6,500 2500 0.3 1.3 5700 2200 0.2 1 4300 1,100 0.2 1
27 13,000 3,500 0.6 1.8 6,500 2500 0.3 1.3 5700 2200 0.2 1 4300 1,100 0.2 1
2060 | B3 30 13,000 3,500 0.6 1.8 6,500 2500 0.3 1.3 5700 2200 0.2 1 4300 1,100 0.2 1
32 12,000 3,100 054 17 6,300 2250 027 @ 1.15 5600 2000 018 09 4200 1,000 018 @ 09
35 11,000 2,750 048 16 6,100 2,050 @ 025 @ 1.05 5500 1,800 0175 08 4150 900 0175 08
40 9,000 2050 0375 1.35 5750 1,600 0.2 0.8 5350 1,400 0.15  0.65 4000 700 015 @ 0.65
45 7,000 1,300 026 @ 1.1 5350 1,150 | 0.15  0.55 5150 1,000 @ 0.125 045 3850 500  0.125 045
50 5000 600 015 09 5000 720 01 0.3 5000 600 0.1 0.3 3,750 300 0.1 0.3
60 3,600 430 0105 0.75 3600 510 008 022 3550 435 | 0.08 @ 022 2650 215 | 0.08 @ 022
s \AJ
2]
®E

- BITELDED T, EDREZ 50%UTICTIFTLIZE,
- EOEESRENE D EVBE Y. MTHREEY PTEDRANFEET HIBG(E. BEmRELEDREZFUHETTFTIZE,
- KA - HEEIEBE. AR M TP TO-DOVFNICBVNTHRE LIKMINEIHETY .

Note:

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

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

SKH51 (63HRC)

No. Ti2 gz =l EERE  ROEE
Process Tool Spindle Feed ap e Cycle
Speed Rate Time
(min™  (mm/min)  (mm) (mm) (h:m)
T £Q-
1 Reghing HMS ¢ 10% 122 2000 1,000 175 02 0:59:48
=T .
2 Gomtonghing HSB B3 5700 2200 02 03 0:37:55
HRET .
3 Gemronghing HSLB  R2XEL8 7900 2000  0.15 03 0:05:44
4 BET HLRS 06xCROTXEL1Z 4000 1080 - 135 1:38:31
it EIF .
5 Griininng HSLB  R2XEL8 7900 1,000  0.04 004 | 0:04:08
6 57 HSLB RI75XELI0 16,800 920 004 004 = 226:27
Size : 50 x 50 x 30 mm 7 BET HSLB RiIxXELS 12250 900 003 003  0:11:47
Total  6:03:50
No. Ii2 ERIE B ROEE
Process Tool Spindle Feed ap Ae Cycle
Speed Rate Time
(min™  (mm/min)  (mm) (mm) (h:m)
1 FmI HSB R5 3750 1750 @ 03 1.7 0:35:28
Roughing
o FRIML  HSB  R3 5700 2200 02 03 0:29:29
Semi-roughing
3 g’ﬁﬂﬂl. HSLB R2xEL8 7900 2000  0.15 0.3 0:20:42
emi-roughing
4 ;Pfi..i!f _ HSLB R2XxEL8 7900 1,000 0.4 004  1:30:26
emi-finishing
5 FELEF  HSLB  R1.75XEL10 8,400 920 - - 0:34:04
Semi-finishing
6 {ijnfs:h'ﬂg HSLB R1.75XEL10 16,800 920 004 004 | 2:17:59
Size : 50 x 50 x 30 MM 7 1F:IE1IJS:hl;g HSLB R1XEL3 12,250 900 003 003  0:08:02
Total  5:56:10
- Coolant : Air blow. Oil Mist
- R1.75 R—)L{t_EIFmE Surface roughness  : Ra0.10 ~0.24 um (Ave 0.17 um)
HHI%FFEL\ICJ:Z)MIEIZEE R] 75 X EL] O Surface condition by different milling conditions.
T4 TG TR MTHRG TG
Milling condition | Milling condition | Milling condition | Milling condition | | Milling condition
A B c D E
EEHERE (min™)
Spindle Speed 8,400 16,800
EDIREE (mm/min)
B e mmimin 1,900 1,390 1,230 920 920
Ap.8e (mm) 0.04 0.04 0.04 0.04 0.04
1 ASIEDS0R (m 0.1 0.083 0073 0.05 0.027
ZOEEOHE 100% 75% 66% 50% 50%
XHHOTEHEN—Z=A 3 Aisbased on the catalog milling conditions.
INIRE A TR B MIREC NI D TG E
Milling condition A Milling condition B Milling condition C Milling condition D Milling condition E

Good Excellent

Test A~D) EEREES,400 min'ZEIE. 4FEDED RE TITIHE%ZLLE,
BR- - - 1AEDEETIFIEMIAENREL .
Compared milling surfaces with 4 different feed rates and the spindle speed of 8,400 min™.
Result - - - The milling surface improved with reduced feed per tooth.

Test E) EEREEZ2(ED16,800 min'OF X ~EXENE,

&R - - -OEEEEZFIFEE. BICNTEMNRIFELE > (Ra0.17 um) o
Tested with the double spindle speed of 16,800 min™.
Result -+ -+ - The milling surface improved even more (Ra 0.17 «m) with increased spindle speed.
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CAUTION

IR INETERAVEESEBICE, JHEGEOTEE Y TOEXFEPHB. TEOERE EICLURAPRR IMIVOESELEEEXE
EMEBLIEPHBIETDOT, +0TEBSESV, BEI FINEHHAEIYPTTLS, BIRICEEL TEH2TEECEEL,

O HIEEMND EERETIEFBYETDT, T— XD SHREMBBERFHTERBI LSV,

@I NINEFELABE MBLATNETERETZZENF BN ETOT. BIRICTERC LS L,

OIENDHEENEMPTEBEICLWEHERI/ L. IEPRETIIENVHUETOT, REHIN—PRED P REDREL & IEA LSV,
OTHIRMHREBIZHNDELRERTHDTY . EEDIMI TRIHHIMOMIE, IMIFK. BEAIE. FHLEOMITRRICL Y, MIRHFOKBEIDEELIHEVHVET,
QRN DN VRIMEDE VR E ZEAC 280 METE (¢ 1UT) ICHVTIRIRN BIME  sum T EHERLE .

@FXMEDZVIBADAER 381 T 1280,

A=Y I RABELIY RIVEREBEOEE
OEELLOMBEENBIAS V& I BTRED I BERAL T LSV, FBEERVRAEEVE IBFYRIIEPHFTLLE L,

A Advisory for Safe Use of UNIMAX Tungsten Carbide End Mills

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

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

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

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

@Use a machine that has high rigidity and generates a low level of vibration.

@Do not use flammable cutting oils.

Advisory for regrinding UNIMAX Tungsten Carbide End Mills

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

N e I e,

UNION TOOL CO.

AAEEE:
T140-0013 RRER)IXmEAHE-17-1
TEL.03-5493-1030 (41 ¥)L1>) FAX.03-5493-1014

RETE:
T940-1104 ¥R R REMEAREIF4112706-6
TEL.0258-22-2620(fX) FAX.0258-22-0045

REERA:
TEL.0258-22-0030(fX) FAX.0258-22-0022

RIS
T954-0076 #15R R iR =ET3-1
TEL.0258-66-0800(fX) FAX.0258-66-0801

LRI E R
T370-0046 HBESIGAIARI1425 €2 42101
TEL.027-310-1195 FAX.027-310-1196

REERA
T446-0056 BB LT =ARWET2-1-1 IHTRHEILZ2F-A
TEL.0566-79-0147 FAX.0566-74-9990

LEEERM
T491-0912 BB —EmM#%E1-2-8 Zyt1—=EILEF
TEL.0586-43-2900(X) FAX.0586-43-2899

KERE R
T532-0033 KBRAFABRATE X#=3-9-14 EAV=EEILZF
TEL.06-6392-3159(fX) FAX.06-6392-3169

U.S. UNION TOOL, INC.

(U.S. HEADQUARTERS)

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

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

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

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

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

155 Bridgepoint Drive, Unit 3 South St. Paul, MN 55075 U.S.A.
Tel: 1-651-5652-0440 Fax: 1-651-552-0435

TAIWAN UNION TOOL CORP.

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

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

UNION TOOL EUROPE S.A.

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

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

UNION TOOL (SHANGHAI) Co., LTD.

No.9-10, Lane 385, Gaoji Road, Sijing High New Technology
Development Zone, Songjiang District, Shanghai, 201601 CHINA
Tel: 86-21-5762-8577 Fax: 86-21-5762-8436

UNION TOOL HONG KONG LTD.

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

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

DONGGUAN UNION TOOL LTD.

No.5, Hong Jin Road, Hongmei Town,

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

Fax: 86-769-8884-8296

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

UNION TOOL (THAILAND) CO., LTD.

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

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

-

TV R OEMINEHEVEGDOEETERET

9 0120-60-2620

AR 1 9:30~12:00,13:00~16:30 (L&, HEE, #1H. KRB %ZR<)

https://www.uniontool.co.jp
FHL2ATROLRI, FEELIKEET AT EHHBYETDTTTEIREEL,

Price & Specifications are subject to change without notice. o
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