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Suitable for high efficiency and high precision finishing of D1
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R—JLHR 2 IR BIRE | 85+A =R I IR HE SE(HE
R Dc 2 L2 a L Ds Stock Price
GSBH20020SF 0.2 0.4 0.4 0.6 10° 50 4 [] 13,100
GSBH20030SF 0.3 0.6 0.6 0.9 10° 50 4 [ ) 12,500
m GSBH20050SF 0.5 1 1 1.5 10° 50 4 [ ) 9,360
GSBH20075SF 0.75 1.5 1.5 2.3 10° 50 4 [ ) 10,200
GSBH20100SF 1 2 2 3 15° 60 6 [ ) 9450
[T GSBH20125SF 1.25 25 25 3.8 15° 60 6 [ 10,200
GSBH20150SF 1.5 3 3 4.5 15° 60 6 [ ) 10,200
GSBH20200SF 2 4 4 6 15° 70 6 [ 10,200
GSBH20250SF 2.5 5 5 75 15° 80 6 [ ) 11,200
GSBH20300SF 3 6 6 = = 80 6 [ 11,500
GSBH20400SF 4 8 8 — - 920 8 [ ) 15,000
@[ GSBH20500SF 5 10 10 = = 100 10 [ 19,000
GSBH20600SF 6 12 12 - - 110 12 [ ) 24,700
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%l | BeW | moem | oM A
O SS400, S10C | S45C,SCM440 | SUJ,NAK |  SKD, SKH Hardened Steels
~150HB | ~225HB | ~275HB | 30~40HRC | 40~55HRC | 55~ 65HRC f
O O ©) O
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SUS304 | Ti/NiAlloys | FC/FCD AC/ADC Cu Graphite oRE Eg‘; LD {} \.ZE.HHJ&J:U
@ ne-Pass” grinding
O BR3E Excellent O3 Good X : N3 Not Used HEEN (No mark): #E2Z L E B A Not recommended
L =
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HEYHEISEH  standard Milling Condition
it AN AN AN
ol Pre-H Id d Steel
Work Material MrIZj g;eee?: =S Hardened Steels Hardened Steels Hardened Steels
(40 ~ 50HRC) (50 ~ B55HRC) (55 ~ B0OHRC) (B0 ~ B5HRC)
IR—)LR [ElERE EDRE [ElERE EDIRE [BlERE EDRE [BIEREL EDRE
Ball Radius Rotation Feed Rotation Feed Rotation Feed Rotation Feed
(mm) (min'1) (mm/min) (minT) (mm/min) (min'1) (mm/min) (min'!) (mm/min)
RO.2 50000 530 50000 530 50000 500 50000 450 ap|
RO.3 50000 830 50000 830 50000 760 50000 690 —
R0O.5 50000 1360 50000 1360 50000 1250 41970 960
R0O.75 50000 2040 50000 2040 37310 1400 27980 960
R1 38130 2070 38130 2070 27980 1400 20990 960 D:%;; ’;fsrf/l"lﬁ“§
R1.25 30510 2070 30510 2070 22390 1400 16790 960 R: m—)b&:‘;
R1.5 25420 2070 25420 2070 18660 1400 13990 960 Ball Radius
R2 19070 2070 19070 2070 13990 1400 10490 960
R2.5 15250 2070 15250 2070 11190 1400 8390 960
R3 12710 2070 12710 2070 9330 1400 7000 960
R4 9530 2070 9530 2070 7000 1400 5250 960
R5 7630 2070 7630 2070 5600 1400 4200 960
R6 6360 2070 6360 2070 4660 1400 3500 960
tTHABE |ap 0.08D 0.05D
Depth of cut ‘ Pf 0.25D 0.15D
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1) Use highly rigid machining center and holder.
2) Recommend air blow or oil mist process
3) Use in wet condition in case of Stainless Steels, Nickel Alloys, Titanium

Alloys.

4) When depth of the cut is small, can increase feed speed more.

EEEMBEROMIIGELTVET, R—ILHEEHFEZE Tolerance of Ball nose : +0.003 ~— 0.007mm. ¥+ Z#E2 Tolerance of
Shank Dia. : 0 ~— 0.005mm #4Z Dc < &1 D1( B& = 442 +%7 0.05mm)



