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Total 20 models

Model Number

2001-0010
20015-0015
2002-0030

Model
Number

HGB 2001-0010
HGB 20015-0015
HGB 2002-0030
HGB 2003-0030
HGB 2003-0045
HGB 2004-0040
HGB 2004-0060
HGB 2005-0050
HGB 2005-0075
HGB 2006-0060
HGB 2006-0090
HGB 2008-0120
HGB 2010-0150
HGB 2015-0225
HGB 2020-0300
HGB 2025-0375
HGB 2030-0450
HGB 2040-0600
HGB 2050-0750
HGB 2060-0900

WORK MATERIAL

Radius of
Ball Nose
(mm)

R0.05
R0.075
RO.1

2003-0030
2003-0045
2004-0040
2004-0060
2005-0050
2005-0075
2006-0060
2006-0090

2008-0120
2010-0150
2015-0225
2020-0300
2025-0375
2030-0450
2040-0600
2050-0750
2060-0900
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R0.15
R0.2
R0.25

R0.3

R0.4
R0.5
R0.75
R1
R1.25
R1.5
R2
R2.5
R3
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Length
of Cut
(mm)

0.1
0.15
0.3
0.3
0.45
0.4
0.6
0.5
0.75
0.6
0.9
1.2
1.5
2.25
3
3.75
4.5
6
75
9

Radius of Length Shank Taper
Ball Nose of Cut Angle
R 2 Bta
RO.05 0.1 16°
RO.075 0.15 16°
RO.1 0.3 16°
0.3 o
RO.15 045 16
0.4
RO.2 16°
0 0.6 6
0.5 o
RO.25 075 16
0.6
RO. 16°
0.3 0.9 6
RO.4 1.2 16°
RO.5 1.5 16°
RO.75 2.25 16°
R1 3 16°
R1.25 8,78 16°
R1.5 45 16°
R2 6 16°
R2.5 7.5 16°
R3 9 —
GRIES | weogeors
NAR STAVAX RO
Spindle | Feed | dp Qe | Spinde  Feed = 8p | Qe
peed = Rate  AvalDeph RadialDepth Speed = Rate | AxialDepth Radial Depth
(min™) | (mmfmin) |~ (mm) (mmg (min®) | (mm/min) | (mm) (mmg
48,0000 200  0.005 0.01 |48,000 200 0.005 0.01
48,000 230 0.007 0.014 48,0000 230 0.007 0.014
44,0000 250 0.01 ' 0.03 42,0000 250 0.01 '0.03
44,0000 400 0.01 ' 0.03 42,000 350 0.01 | 0.03
44,000 400/0.01 ' 0.03 42,0000 350 0.01 |0.03
44,000 600 0.015 0.045 42,000 550 0.015 0.045
44,0000 600  0.015 0.045 42,000 550 0.015 0.045
44,0000 900 | 0.02 | 0.065 40,000 800 0.0150.05
44,0000 900 0.02 | 0.065 40,000 800 0.0150.05
40,000 1,400 | 0.045 0.15 36,000 1,200 0.025 0.13
40,000/ 1,400 | 0.045 0.15 36,000 1,200  0.025|0.13
35,000 1,600 0.06 ' 0.21 30,000 1,600 0.04 0.17
30,000 1,750 | 0.2 0.4 124,000 2,000 0.1 0.3
30,000 2,450  0.25 ' 0.55 17,000 2,000 0.12 0.4
28,000 2900 0.3 0.7 14,000 2,100 0.15 0.5
24,500 2,950 0.35 1 0.85 12,250 2,150 0.17 0.6
21,000 3,000 0.4 1 10,500 2,200 0.2 0.7
18,000 3,200 05 1.3 9,000/ 2,300 0.25 | 0.95
15,600 3,500 05 1.5 7,800 2,500  0.25 | 1.05
13,000 3,500 ' 0.6 1.8 6,500 2,500 0.3 1.3
Note:

Overall
Ler|1_gth

50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50

HARDENED STEELS

10
(62~66HRC)

Spindle = F
peed
(min™)
48,000
48,000
40,000
40,000
40,000
40,000
40,000
36,000
36,000
32,000 1,
32,000 1,
26,000 1,
21,000 1,
15,000 1,
14,700 2,
12,840 2,
11,040 2,
9,480 2,
8,160 2,
6,840 2,

eed

Rate
(mm/min)

150
170
200
300
300
500
500
600
600
000
000
350
750
750
160
220
280
400
520
640

ap
Axial Depth
(mm)

0.003
0.005
0.008
0.01
0.01
0.013
0.013
0.015
0.015
0.02
0.02
0.04
0.05
0.06
0.1
0.12
0.15
0.18
0.2
0.25

Unit (mm)

Shank Suggested
Diameter Retail Price
od ¥
4 12,960
4 12,600
4 9,120
4 7.440
4 7.440
4 5,040
4 5040
4 4,680
4 4,680
4 4 560
4 4,560
4 4,560
4 4,150
4 5,040
4 3,720
4 6.370
6 4,560
6 5,160
6 6,240
6 6.480
HARDENED STEELS
(66~7O{-I2RC)
Qe | Spindle  Feed = &p Aae
s S| ot "
0.006 140,000 120 | 0.002 | 0.004
0.01 40,000 135 0.003  0.006
0.024 136,000 150 | 0.006 | 0.018
0.03 36,000 250  0.008  0.024
0.03 36,0000 250 0.008 | 0.024
0.036 36,0000 350 0.01 | 0.027
0.036 136,000 350 | 0.01 | 0.027
0.05 30,000 400 0.015  0.03
0.05 /30,0000 400 0.015/0.03
0.1 25000 600 0.02 0.1
0.1 125,000 600 0.02 | 0.1
0.15 120,000 700 0.02 |0.12
0.2 16,000 875 0.05 0.2
0.29 11,250 875 0.06  0.29
0.35 11,040 1,080 0.08 | 0.35
0.45 | 9,660 1,110 0.1 0.45
0.55 | 8,280 1,140 0.12 | 0.55
0.75 | 7,080 1,200 0.15 |0.75
0.85 | 6,120 1,260 | 0.15 |0.85
1 5,000 1,500 02 1

- 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 machines

maximum speed, or when the tool is chattering and heats up to a red color.
- Every coolant offers stable milling.

Ball / Long
Shank Ball
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