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COMPANY'S

SPEED TIGER PROFILE
NEE T

Speed Tiger Precision Technology Co., Ltd. was founded in 1998. It is not only
the largest cutting tools manufacturer, but also the first one that combined coating
technology. We have up to 160 sales locations in 42 major industrial countries from
Europe, America, Japan, etc.

EEBENERMNARATIAIIUR 1998 F - FERQEREREBENRIR  EAEE —XESEEMN
MM - ERE 160 EHERY  ERREXBF42H -

VISION (¥ f5

Be the BEST Asian manufacturer in cutting tools market, and assist enterprises in
using high efficient cutting tools to produce high quality and innovative products.

BAJNEMSPRSHBNEARE  GOHEXERREASREEOSmE - BINER

VALUES E({E#

Integrity F{S1IER
Quality Assurance E2&FmE
Customer Satisfaction EBEim=

QUALITY POLICY FEHE

Continual Improvement « Customer Satisfaction

FHENGE - BERE

New Head Office
SPREREZSED O
Y . avre " =




COMPANY'S

SPEED TIGER

WWVI/. speedtiger.com.tw

PROFILE
a8 T

Advanced Production Technology
Foitt Ay & E Rl

SPEED TIGER introduced the latest technology and facilities,
and have more than 100 sets of grinding machine from Germany,
Switzerland, Japan and Taiwan. We have been increasing our
productivity to do mass production and produce customized tools in
a short time, and match up with the updating requests.

FERSIERE - mEt - BA - 8EFRHEbNREERIN - SFE
100 B8R ARERBEEEERICEERN AZRBRSTHEEMN
BENTRE®L -

Professional Coating Technology
B Z BRI

Speed Tiger introduced coating technology and equipments from
Switzerland in 2004, and became the first manufacturer combining
cutting tools with coating techniques. We are also good at
developing many kinds of coating based on customers’ processed
requests and eventually become an eco friendly cutting tools
company.

SRR ZERZITERG - BEEERHEBENRERRZEERMESNE
- BERKBEFEREMBESEZRERE - EREENTEENER -

Strict Quality Control System
BT R EFIE

Ahead of others, Speed Tiger developed auto-inspect machines with
our collaboration factory. From raw materials to finished products,
we insist on high standard of inspection system, to make sure every
product share equivalent and stable quality.

RAXRFABREIHSFABZNEEBZRH - HEHNEHE - ZREEMm
BEBAFNERSERE ERESEERNRE N EEFREENIHRE
BE -

Highest Precision Indication + 2 um
RARBLOERTE2um

Speed Tiger cutting tool's tolerance indication entered the
nanometer level precision; the world highest precision sizet2um
in faith value enables the user to grasp the cutting tool's news
thoroughly, understood how to request the cutting tool quality

2um ANEERERERAEFMHIHIENAEZEFERE - EEGUM
ER7)EmE -




SPEED TIGER CoME

DB

Taiwan No.1- Ildentity Number
AESR-NREERE

Speed Tiger built the End Mills Traceability System in order to
ensure the accountability of each process participants, from
incoming raw material to finished products, of any production
procedure. Once there is any doubt about our cutting tools, we will
track its “identity number”, and then clarify the problem and recall
the products promptly, to lower the damage and loss caused by the
issue.

ERBUNRLEEREENRE  THFPHEHIHEEEEREDR
F2HERREE  —BIAREEMHRE  eRBEXNELN &
ERERR, @ MEFFEEALRRETSPBRREENR  REXS
EHHEMERENEERIER -

Well-rounded and Rapid Service
EH AR ERT

Speed Tiger Test Center is dedicated to innovative R&D and cutting
test, in order to quickly solve our customers' various processing
problems, and help them reduce processing time and costs. That's
why we can become the best milling adviser.

JIEBRATOENRBIFGE - IIHAE - BREFSENTHE - fERE
B EE P TREEMRE - RBEFRERHIER -

Customized Services
ERLIRFE

Speed Tiger offers not only the high efficient cutting tools, but also
advice and guidance about the idea through to implementation of
the customized machining process. In collaboration with customers,
we work continuously to develop innovative solutions to the most
varied of problems in the most varied of processing requests.

We are the people to contact if you need special tools for special
machining tasks.

ERETEHESENSNIIR - hiBHEARITRENFEHEEE - H
MEEFRBGHE BETERNTEAMIBZRBEFABHNERTE -
MREBEERFANMIMESRBHANIR - HAIEEETESNEE
B
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SPEED TIGER
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Products Index E&Z%Es|

ct Lines Application & Series >

Proéugtglﬁine Ap%%%ﬁon S%rigeus
an. liss | R
600 PLUS Series - Taper Core Design for General Application 33
SRR - FHFOENERE
) 400 PLUS Series - Unequal Flute Sgcin & Helix Design 78
%e%eglafe"es RERRY - FHFRE - FFRETIBER
200 PLUS Series - Unequal Flute Spacing & Unequal Leads Design for
Hi?_ﬁ Hardness Exotic Materials 115
RIMEBNARS - FE2E - TFOERA
General Series for Non-Ferrous 152
aEEA7
Non-Ferrous Series High Speed Series for Non-Ferrous
MRS R 174
Aerospa}c%%'li h Speed Series for Aluminum 177
R;TE%Nickel I Inconel Alloy 186
Rﬂf ES%?wAmi-Wear 192
FHP Series - Hea 216
EﬁEEEﬂJHﬂ JJK 1|
FHP+ Series - Heavy Duty Plus 224
SEEYHABREHR RS
HPSS Series - High Speed Plugging & Slotting & Side Milling
ERN=A — EIMIBT A5 228
;K J.'lsglﬁeﬂs %u)l; Flutes H|gh Efficiency 232
SH Series - Super High Hardness & Super High Speed Cutting
BEWE & BAEN LIRS 238
Big Foot Series - Double Removal Rate
SmERI R 242
SUS Series - Stainless Steel Expert 246
FRHEEAR
Multi-function SeriesCDM 248
SINEESE T

Product Lines divided to 8 parts:
EmZs|  REEREREEED ROEER]

Mills  Al-S58EII 857
d Mills Zil-$58837 8% 70
System BEfE R

02 )\ Determine the material to'befmachined;
/) and there are 3 main applicationtyou
can refer to.

%5 - REMTRRARRM=E=RNIR

1.General Application ;ZFAZ %I

2.Non-Ferrous JEEFRZR5
3.Functional Application IhEEEIZ 51

Eind the page
RIS E H M ETS

Step 1 Select your cutting application
R IE T EE h

Choose tools type

O EIEToRT| R AR
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600 PLUS Series - Taper Core Design for General Application
SMRT - RELETIRE
O[O O[O
- e — ALTBN | © |© |© | O O
Square Miniature
7] Square Type P-MIE
NEIIEET] e
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SPEED TIGER Specificesy
SR

Series Name Series / HRC / Helix Angle / Design
R52% AR5 1EE | RieAE / JJ8E
3. End Mill Type — Flutes = Tool’s Photo
JIE-TIE J1RE R
Cutting Condition Page Dimension
TIEIR G BT Hg

SPEED TIGER Sauare |

— 87
@600 =P
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9. 27) 318k 7] L il bra
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35 10 =0 B ) P-SED352 5 s {a}] 02 (i)
4 " =0 ] 2 PSEMOZ 0 a1 o2 B3
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Coating Purchase Code: Choose your coating by our code. Ex: P-SE0452 ZrN-A purchase code is P-SE0452.03
ZERE BETENZENN - 10 P-SE0504 ZrN-AfRREBAIEAP-SE0504.03

@ Recommended Application & FA#4E:

The advantage of each coating is difference, so we provide our best suggestion through circle/star sign for your reference.

EEZENBRZTE - HAUBE/ERFRRTHMANSERES -

www.speedtiger.com. tw
- e




SPEED TIGER

#I=ms5|

S g
= oot iateriais BRHE

m Tool Materials $58i#1&

Tungsten Carbide
600 600 Nano
WELED 485@60025K

- lungsten Carbide

«===» lungsten Carbide
400 400 Nano
WEED 485@A002K

Tungsten Carbide

200 200PLUS
WD $538 2005 KPLUS

400 400 PLUS
LAY g88@40025 KPLUS

m Coating ZE[E

TR
T W
T_‘B g ?géﬁﬁg; : E Eg ggogi@ ,

E 2: ;Eo}{%ﬁ:ngi : n‘BS 222 ggo}ging, ,

200 200Nano
GWEED ges@R00ZSK

ALTIBN Coating
ALTIBN /8

nACo Coating
nACo $i/&

TiSiN Coating
GO TSN

SS Coating
W Ss#E

m Helix Angle 12z AE

C
]
@
0
C
o
)
Q
o
w

&SR

Helix Angle 8
PBINAE 6

¥ Unequal Helix Angle

m ADDITIONAL GEOMETRY {085t

. Unequal Flute Spacing
ANEDE

o
c Taper Core

wzay NEOE

Corner Radius Rake Angle
CEY:), 4 S Ui
Protective Chamfer Free Space
pa]mL:iyz S v ANL Y

v Partially Polished Edge = %
/ 4," ﬁﬁﬁ{%%% R «

) TAE
High precision radius accuracy
requestis available
= A EERE D] 5T &

m Tools Specification 1 TiEE

Working Hardness 45°

Special Chip Breaker

AEDE

F AR

Sharp-edged
Ui £ 50 f8

AERel:

Front Chamfer

Wi

m Working Hardness 40°

50 | IITHEEE 40° 45 | INTHEE 45°

Tungsten Carbide

& Unequal Flute Spacing

Special Groove Geometry

Working Hardness 50°

Tungsten Carbide
600 600 PLUS
GLEIET 484M60025 KPLUS

2EP470Z[E15E Please refer to P470 for coating advantage.

P-nACo Coating

w P-nACo $§/&

NACRo Coating
m nACRo /g

JICN, ricn g

SSA Coating
SSA ccpmps
-—

SSAE

Unequal Helix Angle
PEWRE

Unequal Flute Spacing
ANETE

1

Edge Conditioning
paImE: (e

Protective Chamfer of 45°
i £5 15 £

1%

Double Rake Angle
“hi

Working Hardness 55°

P50 | INTIEE 50°

Working Hardness 60°

Working Hardness 65°

P55 INTIEE 55°

Wl INTHEEE 60° Wi nTHEEE 65°

mWWI/I/. speedtiger.com.tw




SPEED TIGER Products Index
E =Sl

Product Line Application Series Page

Em5l FEF5A! #51 Bi%

600 PLUS Series - Taper C‘or‘e Design for General Application 33
BRARY - FFOETRIEE
400 PLUS Series - Unequal Flute Spacing & Helix Design

R RBERS - FEHE - FSEEENRREH 78
200 PLUS Series - Unequal Flute Spacing & Unequal Leads
Design for High Hardness Exotic Materials 115
HIHMSHINARS - FEQE - FFERERE
General Series for Non-Ferrous 152
RS EEAT

Non-Ferrous Series High Speed Series for Non-Ferrous 174

FEEA RS BERAT

Aerospaci(_e_- High Speed Series for Aluminum 177
BAH - SERAT]

Titanium Nickel / Inconel Alloy 186
SKFIEg RS

RS Series - Anti-Wear 192
BHBRY

FHP Series - Heavy Duty 216
ﬁﬁﬁﬁiﬂﬂﬂﬂﬁﬂ

FHP+ Series - Heavy Duty Plus 224
SEEYHIEET® RS

HPSS Series - High Speed Plugging & Slotting & Side Milling 228
Hig=8—SENHIMID RS

KK Series - Multi Flutes High Efficiency 232
SNEMIH®T

SH Series - Super High Hardness & Super High Speed Cutting 238
BEEE & BaEMIAS

_B_ig Foot Series - Double Removal Rate 242
EBRERITIRS

SUS Series - Stainless Steel Expert 246
FRESHR

Multi-function Series 248
CDMZ IhEESR 7D

General Series 600 Nano Series 249
AR5 600 SRR
Non-Ferrous Series High Speed Series for Non-Ferrous 253

FFEA RS BEERA7

400 PLUS Series - Unequal Flute Spacing & Helix Design 255
NRRI-FF2E - FFRAEDERE

400 PLUS Series - Unequal Flute Spacing & Helix Design
High Performance for Exotic Materials 256

;ﬁﬂ]ﬁll*il.ai&nﬁﬁb'ﬂ AERE - FEBhET)BRE
ST-3500 Induction Machine 3.5KW EEfl; 2t R FENN 287K S 1 4R 259

Dual End Carbide Anti-Vibration Shrink Fit Extension S EREfEfRlItEERIE 264
Adapter &£ BARESE FE 266
Power Tips - Replaceable End Mills Head £RSE5R A - ol &2 JJBAIt 7D 268
Insert & Insert Holder : | . . . . q
TIE&TIE T8 General Series ZFH%5%] RD s WR -+ HN + CN - AP Series 25 284
Spot Drill
Crnas'gzteze’g'" For General Steel ~ Carbon Steel ~ Non-Ferrous —#&3fil ~ i &l - B SEiEH 312
ERE A ADE
Position Drills Position Drill PDST Series 314
EfrH Efuis Efih
Carbide Reamer RE Series 318
e N iSME 7
Carbide Edge Reamer REC Series 319
TIEBERFHERER D JIEREEMERER 0
Mini System For Small Space /NEEHI 320

www.speedtiger.com. tw
- e
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video t1HIE

=

Tool

I

Work Material
MmIFs
Milling Type
tHEE
Milling Speed
EREE
Speed (min™)
tiR

Depth of cut
RAAR
Cooling Way
EAKE

Machine

I/VI/I/I/I/. speedliger. corm.tw
- e

H D BERET + 8L OEARE - #NRA
RANHEY FAREEEANEREEZ[

Maximized rigidity, and chip removals are greatly improved due to special geometric
design and reinforced design in cutting edges against chipping at corners.

600 PLUS

600 PIuUsS series

2 MHIERHR R IR S a3 SR E NN BARE

Excellent performance of anti-vibration and noise.

3 7NREZEE: RRBRXEEESRZEE
BRRESNESHEMIRERE

High hardness-used coating,effectively improves tool life and finishes.

L |
e
ARA M I ai- 40
This shape makes more efficient
b>a
Taper Core $#EE
ARAEFAEHR AR EEEF : M 476013 EFER HELHR

Enhanced geometry of end mills Patent of Taiwan: M 476013 Patent product, all rights reserved

REm! 600 PLUSHFI JJEESEmiIEM22%
New geometry for 600 PLUS can prolong tool life by 22%!

P-PE0804T IHIERE Milling Length (mm)
10.900 15,900 20,900
ik S45C P-PE0804T 5
(98mm)
{Rl &% A
Side milling fit#Competitor 1.224=
(28mm) ‘B 1.22 times!!
100m/min
B
1400mm/min P-PE0804T : MNT140MHIEFER A fih& : T 140MAIIBFER A
P-PE080A4T : Picture of wear after Competitor : Picture of wear after
ap—1 5.00mm milling 140m milling 140m
ae=1.00mm
=R
Air Blow
UXmSMI

Vertical Machining Center

Unit/EEfiI: mm




SPEED TIGER

600 PLUS# 7B EEs0m M I TR LR - HEREFNINTIRE

The new developed 600 PLUS enable to operate stable without
chipping and produce a superb surface finish.

P-PE0804T

I% "
Work Material Pk S45C

MmIs= {Rl £

Milling Type Side milling

M3 . /
Milling Speed 'A

ERREE .
S SN 1400mm/min /
Speed (min™)

iR ap=15.00mm
DITel (aNeI M |8 ae=1.00mm
<A =L

(0folo] o] AWEYA Air Blow
ERKE UmRAMmIH

Machine Vertical Machining Center

P-PE0804T : MIKRHER ftthe : — AR TRE
Favorable Machined Surface Competitor : General Machined
Surface

MEUP! 600 PLUSEREEMT - Bi& M THFRE25% 1
Achieving efficient maching by 600 PLUS ; Milling time reduced by more than 25%!

fttk¥ Competitor SPEED TIGER 600 PLUS ftth# Competitor
@8mm P-PE0804T

Lt . i

Work Material ikl S50C 8INEE209 8
MIAR 1R 5% Cutting Time

Milling Type Side milling 8hr 20min
tIHIEE . .

Milling Speed 100m/min 100m/min

ELIEE . . )

L"ngr. 4 2200mm/min 2800mm/min RITET25%0 THFF
Speed (min”) SAVE your time 25% 1
iR ap=15.00mm

Depth of cut ae=1.00mm

MIRE 110m

Working Length SF’GEOEODP RJBSER

N TRERE . .

Working Time 500min Sl IR
REAT =R 6/\FF329 2
Cooling Way Air Blow Cutting Time
fEREA uRGE ML Ehed2ni
Machine Vertical Machining Center

Unit/EAI: mm

www. speealger.com.tw
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S
6007 2
Miniature Square Type - 2 flutes m
B 27)NESIER T e

Super Ultra Fine Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um

z % )E .00 01 02 .oi
L 1
Eﬁg Dimension #31% Purchase Code #RiEHS
R R D R R NN =[] -
4 2 P-MIE0022 .00 .01 .02 .03
0.3 0.6 50 4 2 P-MIE0032 .00 .01 .02 .03
0.4 0.8 50 4 2 P-MIE0042 .00 .01 .02 .03
0.5 1 50 4 2 P-MIE0052 .00 .01 .02 .03
0.6 1.2 50 4 2 P-MIE0062 .00 .01 .02 .03
0.7 1.4 50 4 2 P-MIE0072 .00 .01 .02 .03
0.8 1.6 50 4 2 P-MIE0082 .00 .01 .02 .03
0.9 1.8 50 4 2 P-MIE0092 .00 .01 .02 .03
1 3 50 4 2 P-MIE0102 .00 .01 .02 .03
% 1.1 3 50 4 2 P-MIEO112 .00 .01 .02 .03
1.2 3 50 4 2 P-MIE0122 .00 .01 .02 .03
1.3 3 50 4 2 P-MIE0132 .00 .01 .02 .03
14 3 50 4 2 P-MIE0142 .00 .01 .02 .03
1.5 4 50 4 2 P-MIE0152 .00 .01 .02 .03
1.6 4 50 4 2 P-MIE0162 .00 .01 .02 .03
1.7 4 50 4 2 P-MIE0172 .00 .01 .02 .03
1.8 4 50 4 2 P-MIE0182 .00 .01 .02 .03
1.9 4 50 4 2 P-MIE0192 .00 .01 .02 .03
2 6 50 4 2 P-MIE0202 .00 .01 .02 .03
2.1 6 50 4 2 P-MIE0212 .00 .01 .02 .03
2.2 6 50 4 2 P-MIE0222 .00 .01 .02 .03
2.3 6 50 4 2 P-MIE0232 .00 .01 .02 .03
24 6 50 4 2 P-MIE0242 .00 .01 .02 .03
2.5 8 50 4 2 P-MIE0252 .00 .01 .02 .03
2.6 8 50 4 2 P-MIE0262 .00 .01 .02 .03
2.7 8 50 4 2 P-MIE0272 .00 .01 .02 .03
2.8 8 50 4 2 P-MIE0282 .00 .01 .02 .03
2.9 8 50 4 2 P-MIE0292 .00 .01 .02 .03
3 8 50 4 2 P-MIE0302 .00 .01 .02 .03
Application #ERME : % Perfect &iEE O Excellent & O Good &
Cg:;iing Ef\htgons?éee?l, AT High-hardened Stainless steel Titagii(lf §alloy Nic"jl/lg’;me' Cﬁ%@% aligy Alumﬁg]i% alloy
=B | %%, 5€M | -s50rRc | -~50HRC | ~55HRC | ~BOMRC | ~65HRC = BEES i =
(@] (@] (@] (@]
ALTIBN ©) ©) ©) o) o)
TisiN, o o o o
ZNA [¢) o [¢) o) o o) o)

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
- e




SPEED TIGER

600"

7.2 P333

Cutting Condition

Square Type - 2 flutes

m 27)3I8%70

600

% b>a

® Micro Grain Carbide

¢ =

Dimension #31%

Diameter Al e SUETLS FIutes
Length Length Diameter

@® \WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um

N

Purchase Code &S

Coating EE

e

»> 45

1 3 3 2 P-SSE0102 .00
1 3 50 4 2 P-MSE0102 .00 .01 .02 .03
1.5 4 50 3 2 P-SSE0152 .00 .01 .02 .03
1.5 4 50 4 2 P-MSE0152 .00 .01 .02 .03
2 6 50 3 2 P-SSE0202 .00 .01 .02 .03
2 6 50 4 2 P-MSE0202 .00 .01 .02 .03
2.5 8 50 3 2 P-SSE0252 .00 .01 .02 .03
25 8 50 4 2 P-MSE0252 .00 .01 .02 .03
3 8 50 3 2 P-SSE0302 .00 .01 .02 .03
3 8 50 4 2 P-MSE0302 .00 .01 .02 .03 %
3.5 10 50 4 2 P-MSE0352 .00 .01 .02 .03 _
4 11 50 4 2 P-MSE0402 .00 .01 .02 .03
1 3 50 6 2 P-SE0102 .00 .01 .02 .03
1.5 4 50 6 2 P-SE0152 .00 .01 .02 .03
2 6 50 6 2 P-SE0202 .00 .01 .02 .03
2.5 8 50 6 2 P-SE0252 .00 .01 .02 .03
3 8 50 6 2 P-SE0302 .00 .01 .02 .03
35 10 50 6 2 P-SE0352 .00 .01 .02 .03
4 11 50 6 2 P-SE0402 .00 .01 .02 .03
45 13 50 6 2 P-SE0452 .00 .01 .02 .03
Application EFRAMHE : * Perfect RIEE O Excellent & O Good
Coating Ciﬂ:;onsitez?l, Pre'“;é%?ﬁ“‘ High-hardened H#EREiE Stainless steel | Titanium alloy Nickzlllllg;:onel Copper alloy | Aluminum alloy
BB | RZ# B8 | usHRc | -SOHRC | -S5HRC | ~60HRC | ~GSHRC LEd BESS e, 8 Haw
) @) @) )
ALTIEN o o o 0 0
Tisinl o) 0 o) ©
A o o o @ o o o
Unit/E{I: mm

www.speedtiger.com. tw
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600" 7
Square Type - 2 flutes

m 27)~I8% 7] SOMAE

® Micro Grain Carbide @ WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um
Py T .00 .01 .02 .03
AN )IC o 1
& IS \ \ \\ \
L \ A A
Dimension #31% Purchase Code RIS
» 45
5 6 2 P-SE0502
5.5 13 50 6 2 P-SE0552 .00 .01 .02 .03
6 16 50 6 2 P-SE0602 .00 .01 .02 .03
6.5 16 60 8 2 P-SE0652 .00 .01 .02 .03
7 16 60 8 2 P-SE0702 .00 .01 .02 .03
7.5 19 60 8 2 P-SE0752 .00 .01 .02 .03
8 20 60 8 2 P-SE0802 .00 .01 .02 .03
8.5 20 75 10 2 P-SE0852 .00 .01 .02 .03
9 20 75 10 2 P-SE0902 .00 .01 .02 .03
% 9.5 25 75 10 2 P-SE0952 .00 .01 .02 .03
— 10 25 75 10 2 P-SE1002 .00 .01 .02 .03
10.5 25 75 12 2 P-SE1052 .00 .01 .02 .03
1" 30 75 12 2 P-SE1102 .00 .01 .02 .03
11.5 30 75 12 2 P-SE1152 .00 .01 .02 .03
12 32 75 12 2 P-SE1202 .00 .01 .02 .03
14 40 100 16 2 P-SE1402 .00 .01 .02 .03
16 40 100 16 2 P-SE1602 .00 .01 .02 .03
18 45 100 20 2 P-SE1802 .00 .01 .02 .03
20 45 100 20 2 P-SE2002 .00 .01 .02 .03
Application EFRAMHE : * Perfect RIEE O Excellent & O Good
ccgiing f’i‘\ﬁ?”s?éee?" Prfarend High-hardened AR Stainless steel Titang 2oy Nic"jl’l'g‘;me' c%pg% al!ﬁgy AIumﬁigniné alloy
xR, 828 | -45HRC | ~50HRC | ~55HRC | ~BOHRC | ~65HRC = BESS = =
(@] (@] (@] (@]
AN o o o @ o
TisiN, o o o o
ZNA o o o o) o o) o)

Unit/EEfI: mm

WWI/I/. speedtiger.com.tw
B @490
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6007 ir

Square Type - 4 flutes

B 47)318%7)

600

% b>a

® Micro Grain Carbide

® IS

Dimension #31%

@® \WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um

Purchase Code &S

, Flute Full Shank
o | i | e | o | e | eon

Coating EE

N[ ]

HRC
> 45

1 3 3 4 P-SSE0104 .01 .02 .03
1 3 50 4 4 P-MSE0104 .00 .01 .02 .03
1.5 4 50 3 4 P-SSE0154 .00 .01 .02 .03
1.5 4 50 4 4 P-MSE0154 .00 .01 .02 .03
2 6 50 3 4 P-SSE0204 .00 .01 .02 .03
2 6 50 4 4 P-MSE0204 .00 .01 .02 .03
2.5 8 50 3 4 P-SSE0254 .00 .01 .02 .03
25 8 50 4 4 P-MSE0254 .00 .01 .02 .03
3 8 50 3 4 P-SSE0304 .00 .01 .02 .03
3 8 50 4 4 P-MSE0304 .00 .01 .02 .03
3.5 10 50 4 4 P-MSE0354 .00 .01 .02 .03
4 1 50 4 4 P-MSE0404 .00 .01 .02 .03
1 3 50 6 4 P-SE0104 .00 .01 .02 .03
1.5 4 50 6 4 P-SE0154 .00 .01 .02 .03
2 6 50 6 4 P-SE0204 .00 .01 .02 .03
2.5 8 50 6 4 P-SE0254 .00 .01 .02 .03
3 8 50 6 4 P-SE0304 .00 .01 .02 .03
35 10 50 6 4 P-SE0354 .00 .01 .02 .03
4 11 50 6 4 P-SE0404 .00 .01 .02 .03
45 13 50 6 4 P-SE0454 .00 .01 .02 .03
5 13 50 6 4 P-SE0504 .00 .01 .02 .03 —
B
Application EFRAMHE : * Perfect RIEE O Excellent & O Good
Coating Ciﬂ:;onsitez?l, Pre'“;é%?ﬁ“‘ High-hardened H#EREiE Stainless steel | Titanium alloy Nickzlllllg;:onel Copper alloy | Aluminum alloy
BB | RZ# B8 | usHRc | -SOHRC | -S5HRC | ~60HRC | ~GSHRC LEd BESS e, 8 Haw
) @) @) )
ALTIEN o o o 0 0
Tisinl o) 0 o) ©
A o o o @ o o o
Unit/E{I: mm

www.speedtiger.com. tw




SPEED TIGER

600" i
Square Type - 4 flutes

m 47)~I8% 7] SOMAE

® Micro Grain Carbide @® \WC=90 Co=10 HV30=1571 Rupture=3750N/mm?’ Grain Size=0.6pm
—Z -1 T .00 .01 .02 .03
& IESS ) . :
1 | ‘ l\‘
- | \
\
» 45
ANl
6 4 P-SE0554
6 16 50 6 4 P-SE0604 .00 .01 .02 .03
6.5 16 60 8 4 P-SE0654 .00 .01 .02 .03
7 16 60 8 4 P-SE0704 .00 .01 .02 .03
7.5 19 60 8 4 P-SEQ0754 .00 .01 .02 .03
8 20 60 8 4 P-SE0804 .00 .01 .02 .03
8.5 20 75 10 4 P-SE0854 .00 .01 .02 .03
9 20 75 10 4 P-SE0904 .00 .01 .02 .03
9.5 25 75 10 4 P-SE0954 .00 .01 .02 .03
10 30 75 10 4 P-SE1004 .00 .01 .02 .03
10.5 30 75 12 4 P-SE1054 .00 .01 .02 .03
11 30 75 12 4 P-SE1104 .00 .01 .02 .03
11.5 30 75 12 4 P-SE1154 .00 .01 .02 .03
12 32 75 12 4 P-SE1204 .00 .01 .02 .03
14 40 100 16 4 P-SE1404 .00 .01 .02 .03
16 40 100 16 4 P-SE1604 .00 .01 .02 .03
18 45 100 20 4 P-SE1804 .00 .01 .02 .03
20 45 100 20 4 P-SE2004 .00 .01 .02 .03
B
Application ERA#MHE : * Perfect R O Excellent & O Good £
Coating Cf\ﬁ’ons?é%‘fl' Pr‘?'if%?&i‘ee' High-hardened BT Stainless steel | Titanium alloy Nickzlllllgconel Copper alloy | Aluminum alloy
BB | gZ# A8W | sRc | -5HRC | -SSHRC | ~60HRC | ~66HRC R Ba® ﬁ%%ﬁyi e, M #aw
O (@) O O
AN © © © 0o o)
TisiN 0 0 0 ()
ZNA o o o ¢ o o 0

Unit/EEfI: mm

WWI/I/. speedtiger.com.tw
B @490




SPEED TIGER

6007
Square Type - Helix Angle 45° - 3 flutes

m 37)45° =Igk7] oW HE

® Micro Grain Carbide @ WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm
-7 - i .00 .01 .02 .03
& IESST .
! \ §\
L \ \
¥
\\\
Dimension #1& Purchase Code #RiEXHS
Diamet Flute Full Shank FI . o R
fameter Length Length Diameter dies == HRC
» 45
. " HRC
1 3 4 3 P-MPE0103 .00 .01 .02 .03 NS
1.5 4 50 4 3 P-MPE0153 .00 .01 .02 .03
2 6 50 4 3 P-MPE0203 .00 .01 .02 .03
2.5 8 50 4 3 P-MPE0253 .00 .01 .02 .03
3 8 50 3 3 P-MPE3303 .00 .01 .02 .03
3 8 50 4 3 P-MPE0303 .00 .01 .02 .03
3.5 10 50 4 3 P-MPE0353 .00 .01 .02 .03
4 11 50 4 3 P-MPE0403 .00 .01 .02 .03
1 3 50 6 3 P-PE0103 .00 .01 .02 .03
1.5 4 50 6 3 P-PE0153 .00 .01 .02 .03
2 6 50 6 3 P-PE0203 .00 .01 .02 .03
2.5 8 50 6 3 P-PE0253 .00 .01 .02 .03
3 8 50 6 3 P-PE0O303 .00 .01 .02 .03
3.5 10 50 6 8 P-PE0353 .00 .01 .02 .03
4 1 50 6 3 P-PE0403 .00 .01 .02 .03
4.5 13 50 6 3 P-PE0453 .00 .01 .02 .03 @
Application EFRAMHE : * Perfect RIEE O Excellent & O Good
Coating C%fgonsféz‘?l’ Pre'h;;a%'ﬁitee' High-hardened H#EREiE Stainless steel | Titanium alloy Nickzlllllg;:onel Copper alloy | Aluminum alloy
BB %= S8 | -asiRc | -50HRC | -55HRC | ~GOMRC | ~B5HRC LEd BESS maw A gEa®
) @) @) )
AN o o o @ o
Tisi o) 0 o) ©
A o o o @ o o o

www.speedtiger.com.tw
B @490 s )
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SPEED TIGER

6007
Square Type - Helix Angle 45° - 3 flutes

m 37)45° =Igk7] oW HE

® Micro Grain Carbide @® WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm
-7 - i .00 .01 .02 .03
& ISSSR i A
I \} LA\
L \ \
| “ W

Dimension #31% Purchase Code RIS

Diameter Al e SUETLS Flutes
Length Length Diameter

5 6 3 P-PE0503
5.5 13 50 6 & P-PE0553 .00 .01 .02 .03
6 16 50 6 3 P-PE0603 .00 .01 .02 .03
6.5 16 60 8 3 P-PE0653 .00 .01 .02 .03
7 16 60 8 3 P-PE0703 .00 .01 .02 .03
7.5 19 60 8 3 P-PE0753 .00 .01 .02 .03
8 20 60 8 3 P-PE0O803 .00 .01 .02 .03
8.5 20 75 10 & P-PE0853 .00 .01 .02 .03
9 20 75 10 3 P-PE0903 .00 .01 .02 .03
9.5 25 75 10 3 P-PE0953 .00 .01 .02 .03
10 30 75 10 3 P-PE1003 .00 .01 .02 .03
10.5 30 75 12 3 P-PE1053 .00 .01 .02 .03
1 30 75 12 3 P-PE1103 .00 .01 .02 .03
11.5 30 75 12 & P-PE1153 .00 .01 .02 .03
12 32 75 12 3 P-PE1203 .00 .01 .02 .03
@ 14 40 100 16 3 P-PE1403 .00 .01 .02 .03
— 16 40 100 16 3 P-PE1603 .00 .01 .02 .03
18 45 100 20 3 P-PE1803 .00 .01 .02 .03
20 45 100 20 3 P-PE2003 .00 .01 .02 .03
Application EFRAMHE : * Perfect RIEE O Excellent & O Good
Coating C%fgonsféz‘?l’ Pre'h;;a%'ﬁitee' High-hardened H#EREiE Stainless steel | Titanium alloy Nickzlllllg;:onel Copper alloy | Aluminum alloy
BB | RZ# B8 | usHRc | -SOHRC | -S5HRC | ~60HRC | ~GSHRC LEd BESS e, 8 Haw
(@] (@] (@] (@]
AN o o o @ o
Tisi o) 0 o) ©
A o o o @ o o o

WWI/I/. speedtiger.com.tw

Unit/EEfI: mm




SPEED TIGER

6007 i
Square Type - Helix Angle 45° - 4 flutes

m 47)45° SI8ET] s

® Micro Grain Carbide @ WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm
‘%Z -1 T .00 01 02 .03
ﬂ D ‘{ \ i ':(
. \
L ." \
L VA VR VR
Dimension #1& Purchase Code #RiEXHS
, Flute Full Shank N R
conng 218 g
— > 45
1 3 50 4 4 P-MPE0104 .00 .01 .02 .03 —
1.5 4 50 4 4 P-MPE0154 .00 .01 .02 .03
2 6 50 4 4 P-MPE0204 .00 .01 .02 .03
2.5 8 50 4 4 P-MPE0254 .00 .01 .02 .03
3 8 50 3 4 P-MPE3304 .00 .01 .02 .03
3 8 50 4 4 P-MPE0304 .00 .01 .02 .03
35 10 50 4 4 P-MPE0354 .00 .01 .02 .03
4 11 50 4 4 P-MPE0404 .00 .01 .02 .03
1 3 50 6 4 P-PE0104 .00 .01 .02 .03
1.5 4 50 6 4 P-PE0154 .00 .01 .02 .03
2 6 50 6 4 P-PE0204 .00 .01 .02 .03
2.5 8 50 6 4 P-PE0254 .00 .01 .02 .03
3 8 50 6 4 P-PE0304 .00 .01 .02 .03
3.5 10 50 6 4 P-PE0354 .00 .01 .02 .03
4 11 50 6 4 P-PE0404 .00 .01 .02 .03
4.5 13 50 6 4 P-PE0454 .00 .01 .02 .03
Application EFRAMHE : * Perfect RIEE O Excellent & O Good
Coating C%fgonsféz‘?l’ Pre'h;;a%'ﬁitee' High-hardened H#EREiE Stainless steel | Titanium alloy Nickzlllllg;:onel Copper alloy | Aluminum alloy
BB %= S8 | -asiRc | -50HRC | -55HRC | ~GOMRC | ~B5HRC #as BESS maw A gEa®
) @) @) )
AN o o o @ o
Tisi o) 0 o) ©
ZNA o e} o @ o o o

www.speedtiger.com.tw
B @490 s )



SPEED TIGER

6007 i
Square Type - Helix Angle 45° - 4 flutes

m 47)45° SI8ET] s

® Micro Grain Carbide @ WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6ym
‘%Z I N T .00 .01 .02 .03
d D y - <
L | y VX
| VA VA VR
Dimension 1§ Purchase Code %
e RO Coatng 2%
» 45
S m
5 6 4 P-PE0504 .02 .03
5.5 13 50 6 4 P-PE0554 .00 .01 .02 .03
6 16 50 6 4 P-PE0604 .00 .01 .02 .03
6.5 16 60 8 4 P-PE0654 .00 .01 .02 .03
7 16 60 8 4 P-PE0704 .00 .01 .02 .03
7.5 19 60 8 4 P-PE0754 .00 .01 .02 .03
8 20 60 8 4 P-PE0804 .00 .01 .02 .03
8.5 20 75 10 4 P-PE0854 .00 .01 .02 .03
9 20 75 10 4 P-PE0904 .00 .01 .02 .03
9.5 25 75 10 4 P-PE0954 .00 .01 .02 .03
10 30 75 10 4 P-PE1004 .00 .01 .02 .03
10.5 30 75 12 4 P-PE1054 .00 .01 .02 .03
" 30 75 12 4 P-PE1104 .00 .01 .02 .03
11.5 30 75 12 4 P-PE1154 .00 .01 .02 .03
12 32 75 12 4 P-PE1204 .00 .01 .02 .03
14 40 100 16 4 P-PE1404 .00 .01 .02 .03
16 40 100 16 4 P-PE1604 .00 .01 .02 .03
18 45 100 20 4 P-PE1804 .00 .01 .02 .03
20 45 100 20 4 P-PE2004 .00 .01 .02 .03
&
Application EFRAMHE : * Perfect RIEE O Excellent & O Good
ccgiing f’i‘\ﬁ?”s?éee?" Prfarend High-hardened AR Stainless steel Titang 2oy Nic"jl’l'g‘;me' c%pg% al!ﬁgy AIumﬁigniné alloy
xR, 828 | -45HRC | ~50HRC | ~55HRC | ~BOHRC | ~65HRC = BESS = =
(@] (@] (@] (@]
AN o o o @ o
TisiN, o o o o
ZNA o o o o) o o) o)

Unit/EEfI: mm

WWI/I/. speedtiger.com.tw
B @490




SPEED TIGER

6007 -2
Square Type - Long Shank - 2 flutes

B 2] RRIER ] s/

® Micro Grain Carbide @ WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm
_ . .00 .01 .02 .03
@Z ﬂ & ) 1o by ! b
R B \
| ‘ (\\ ‘ \
Dimension #1& Purchase Code #RiEXHS
. Flute Full Shank o R
MWEMMM“MHW%--I conng 218 g
» 45
. " HRC
6 6 2 P-SLE0602 .00 .01 .02 .03 NS
6 16 100 6 2 P-MLE0602 .00 .01 .02 .03
8 20 75 8 2 P-SLE0802 .00 .01 .02 .03
8 20 100 8 2 P-MLE0802 .00 .01 .02 .03
10 25 100 10 2 P-SLE1002 .00 .01 .02 .03
10 25 150 10 2 P-MLE1002 .00 .01 .02 .03
12 32 100 12 2 P-SLE1202 .00 .01 .02 .03
12 32 150 12 2 P-MLE1202 .00 .01 .02 .03
Application EFRAMHE : * Perfect RIEE O Excellent & O Good
Coating | Carbon steel, Pre'h;;a%'ﬁitee' High-hardened H#EREiE Stainless steel | Titanium alloy bz el ! Copper alloy | Aluminum alloy
2E _Alloy steel REE (PPN alloy wHee 0 PPN
K&M, §€#M | -45HRc | ~50HRC | ~55HRC | ~60HRC | ~65HRC = BEES = =
) @) @) )
AN o o 0 @ o
Tisi o) 0 o) 0
A o o 0 @ o o o

www.speedtiger.com.tw
B @490 s )



SPEED TIGER

» 45

600" =

Square Type - Long Shank - 4 flutes

m ATIRIEET] oA E

® Micro Grain Carbide @ WC=90 Co=10 HV30=1571 Rupture=3750N/mm’ Grain Size=0.6pm
.00 .01 .02 .03
—Z \
d D ¢ 1)
g IES o % ;
— | \ %

Dimension #31% Purchase Code RIS

Coating EE

6 16 75 6 4 P-SLE0604 .00 .01 .02 .03
6 16 100 6 4 P-MLE0604 .00 .01 .02 .03
8 20 75 8 4 P-SLE0804 .00 .01 .02 .03
8 20 100 8 4 P-MLE0804 .00 .01 .02 .03
10 30 100 10 4 P-SLE1004 .00 .01 .02 .03
10 30 150 10 4 P-MLE1004 .00 .01 .02 .03
12 32 100 12 4 P-SLE1204 .00 .01 .02 .03
12 32 150 12 4 P-MLE1204 .00 .01 .02 .03
o
Application EFRAMHE : * Perfect RIEE O Excellent & O Good
Coating C%fgonsféz‘?l’ Pre?é%’ﬁitee' High-hardened H#EREiE Stainless steel | Titanium alloy Nickzlllllg;:onel Copper alloy | Aluminum alloy
BB | RZ# B8 | usHRc | -SOHRC | -S5HRC | ~60HRC | ~GSHRC R LEd BESS e, 8 Haw
(@] (@] (@] (@]
AN o o 0 @ o
Tisi o) 0 o) 0
ZNA o o 0 @ o o o

WWI/I/. speedtiger.com.tw

Unit/EEfI: mm




SPEED TIGER

600"
Square Type - Long Flute - 2 flutes

m 27)E 7SSk s

® Micro Grain Carbide @® WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm

o ) \\ )

Dimension #1& Purchase Code #RiEXHS
. Flute Full Shank e B ———
» 45
[ i o
1 4 2 P-LET0102 .00 01 02 03 R —
1.5 9 50 4 2 P-LET0152 .00 .01 .02 .03
2 12 50 4 2 P-LET0202 .00 .01 .02 .03
2.5 12 50 4 2 P-LET0252 .00 .01 .02 .03
3 15 60 6 2 P-LET0302 .00 .01 .02 .03
3.5 15 60 6 2 P-LET0352 .00 .01 .02 .03
4 20 75 6 2 P-LET0402 .00 .01 .02 .03
4.5 20 75 6 2 P-LET0452 .00 .01 .02 .03
5 25 75 6 2 P-LET0502 .00 .01 .02 .03
5.5 25 75 6 2 P-LET0552 .00 .01 .02 .03 %
6 30 75 6 2 P-LET0602 .00 .01 .02 .03
7 30 100 8 2 P-LET0702 .00 .01 .02 .03
8 40 100 8 2 P-LET0802 .00 .01 .02 .03
9 40 100 10 2 P-LET0902 .00 .01 .02 .03
10 40 100 10 2 P-LET1002 .00 .01 .02 .03
1 40 100 12 2 P-LET1102 .00 .01 .02 .03
12 50 100 12 2 P-LET1202 .00 .01 .02 .03
14 50 150 16 2 P-LET1402 .00 .01 .02 .03
16 60 150 16 2 P-LET1602 .00 .01 .02 .03
20 90 200 20 2 P-LET2002 .00 .01 .02 .03
Application EFRAMHE : * Perfect RIEE O Excellent & O Good
Coating Ciﬂ:;onsitez?l, Pre'“;é%?ﬁ“‘ High-hardened H#EREiE Stainless steel | Titanium alloy Nickzlllllg;:onel Copper alloy | Aluminum alloy
BB %= S8 | -asiRc | -50HRC | -55HRC | ~GOMRC | ~B5HRC R #as BESS maw A gEa®
) @) @) )
ALTIEN o o) o 0 0
Tisinl o) 0 o) 0
ZNA o e} o @ o o o
Unit/EEAI: mm

www.speedtiger.com. tw
- e i




» 45

SPEED TIGER

6007 i3
Square Type - Long Flute - 4 flutes

m ARSI AT

® Micro Grain Carbide @ WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6ym
%Z E W E .00 \ .01 .02 .?3
e \, i
: L | \ }}\
\

Dimension #31% Purchase Code RIS

, Flute Full Shank A
Slameter Length Length Fltes _ ey A

E M
01 02 03

1 4 4 P-LET0104 .00
15 9 50 4 4 P-LET0154 .00 .01 .02 .03
2 12 50 4 4 P-LET0204 .00 .01 .02 .03
2.5 12 50 4 4 P-LET0254 .00 .01 .02 .03
3 15 60 6 4 P-LET0304 .00 .01 .02 .03
&5 15 60 6 4 P-LET0354 .00 .01 .02 .03
4 20 75 6 4 P-LET0404 .00 .01 .02 .03
4.5 20 75 6 4 P-LET0454 .00 .01 .02 .03
5 25 75 6 4 P-LET0504 .00 .01 .02 .03
5.5 25 75 6 4 P-LET0554 .00 .01 .02 .03
6 30 75 6 4 P-LET0604 .00 .01 .02 .03
7 30 100 8 4 P-LET0704 .00 .01 .02 .03
8 40 100 8 4 P-LET0804 .00 .01 .02 .03
9 40 100 10 4 P-LET0904 .00 .01 .02 .03
10 40 100 10 4 P-LET1004 .00 .01 .02 .03
1 40 100 12 4 P-LET1104 .00 .01 .02 .03
12 50 100 12 4 P-LET1204 .00 .01 .02 .03
14 50 150 16 4 P-LET1404 .00 .01 .02 .03
16 60 150 16 4 P-LET1604 .00 .01 .02 .03
20 90 200 20 4 P-LET2004 .00 .01 .02 .03
o
Application EFRAMHE : * Perfect RIEE O Excellent & O Good
Coating Ciﬂ:;onsitez?l, Pre'“;é%?ﬁ“‘ High-hardened H#EREiE Stainless steel | Titanium alloy Nickzlllllg;:onel Copper alloy | Aluminum alloy
BB | RZ# B8 | usHRc | -SOHRC | -S5HRC | ~60HRC | ~GSHRC R LEd BESS e, 8 Haw
(@] (@] (@] (@]
ALTIEN o o o 0 0
Tisinl o) 0 o) 0
A o o 0 @ o o o

WWI/I/. speedtiger.com.tw

Unit/EEfI: mm




SPEED TIGER

HBET)
600 + r%;;g F340.341
Square Type - Long Neck - 2 flutes

m 2 FEEEIST A

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um

—Z i E .00

L
\ ‘
Dimension #1& Purchase Code #REE{XHE
. Flute Efficient Full Shank S

» 45
S e

0.5 0.75 2 4 2 P-LNT05022 .00 .01 .02 .03
0.5 0.75 4 50 4 2 P-LNT05042 .00 .01 .02 .03
0.5 0.75 6 50 4 2 P-LNT05062 .00 .01 .02 .03
0.6 0.9 2 50 4 2 P-LNT06022 .00 .01 .02 .03
0.6 0.9 4 50 4 2 P-LNT06042 .00 .01 .02 .03
0.6 0.9 6 50 4 2 P-LNT06062 .00 .01 .02 .03
0.7 1.1 4 50 4 2 P-LNT07042 .00 .01 .02 .03
0.7 1.1 6 50 4 2 P-LNT07062 .00 .01 .02 .03
0.8 1.2 4 50 4 2 P-LNT08042 .00 .01 .02 .03
0.8 1.2 6 50 4 2 P-LNT08062 .00 .01 .02 .03 %
0.8 1.2 8 50 4 2 P-LNT08082 .00 .01 .02 .03
0.9 1.4 6 50 4 2 P-LNT09062 .00 .01 .02 .03
0.9 14 8 50 4 2 P-LNT09082 .00 .01 .02 .03
0.9 14 10 50 4 2 P-LNT09102 .00 .01 .02 .03
1 1.5 6 50 4 2 P-LNT10062 .00 .01 .02 .03
1 1.5 8 50 4 2 P-LNT10082 .00 .01 .02 .03
1 1.5 10 50 4 2 P-LNT10102 .00 .01 .02 .03
1 1.5 12 50 4 2 P-LNT10122 .00 .01 .02 .03
1 15 16 50 4 2 P-LNT10162 .00 .01 .02 .03
1.2 1.8 6 50 4 2 P-LNT12062 .00 .01 .02 .03
1.2 1.8 8 50 4 2 P-LNT12082 .00 .01 .02 .03
1.2 1.8 10 50 4 2 P-LNT12102 .00 .01 .02 .03
1.2 1.8 12 50 4 2 P-LNT12122 .00 .01 .02 .03
1.4 21 6 50 4 2 P-LNT 14062 .00 .01 .02 .03
14 2.1 10 50 4 2 P-LNT14102 .00 .01 .02 .03
Application #ERME : % Perfect &iEE © Excellent & O Good &
Coating C%:%ons?‘tez?l, P’e'h;;a%‘{é"ﬁt“‘ High-hardened H#EREiE Stainless steel | Titanium alloy Nick«:lllgw;:onel Copper alloy | Aluminum alloy
BB | RZ# B8 | usHRc | -SOHRC | -S5HRC | ~60HRC | ~GSHRC LEd BESS e, 8 Haw
(@] (@] (@] (@]
ALTIBN o <) 0 0 o)
TisiN 0 0 0 0
ZNA o o 0 @ o o o

Unit/EAI: mm

www.speedtiger.com.tw
- e




SPEED TIGER

600 + fgf% F340.341
Square Type - Long Neck - 2 flutes

B 27 EBEESIST] AT

@® Micro Grain Carbide @® WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm

<k
RBE )

o

~Z 4T E 00
=S 1 \\\
A\

Dimension #3218 Purchase Code 5
EE— . Flute Efficient Full Shank P
S — 1.4 2.1 16 50 4 2 P-LNT14162 .00 .01 .02 03
1.5 2.3 6 50 4 2 P-LNT15062 .00 .01 .02 .03
1.5 2.3 8 50 4 2 P-LNT15082 .00 .01 .02 .03
1.5 2.3 10 50 4 2 P-LNT15102 .00 .01 .02 .03
1.5 2.3 12 50 4 2 P-LNT15122 .00 .01 .02 .03
1.5 2.3 14 50 4 2 P-LNT15142 .00 .01 .02 .03
1.5 2.3 16 50 4 2 P-LNT15162 .00 .01 .02 .03
1.5 2.3 18 50 4 2 P-LNT15182 .00 .01 .02 .03
1.5 2.3 20 50 4 2 P-LNT15202 .00 .01 .02 .03
% 1.6 24 6 50 4 2 P-LNT16062 .00 .01 .02 .03
—_— 1.6 24 8 50 4 2 P-LNT16082 .00 .01 .02 .03
1.6 24 10 50 4 2 P-LNT16102 .00 .01 .02 .03
1.6 2.4 12 50 4 2 P-LNT16122 .00 .01 .02 .03
1.6 24 14 50 4 2 P-LNT16142 .00 .01 .02 .03
1.6 24 16 50 4 2 P-LNT16162 .00 .01 .02 .03
1.6 2.4 18 50 4 2 P-LNT16182 .00 .01 .02 .03
1.8 2.7 8 50 4 2 P-LNT18082 .00 .01 .02 .03
1.8 2.7 14 50 4 2 P-LNT18142 .00 .01 .02 .03
1.8 2.7 20 50 4 2 P-LNT18202 .00 .01 .02 .03
2 3 6 50 4 2 P-LNT20062 .00 .01 .02 .03
2 3 8 50 4 2 P-LNT20082 .00 .01 .02 .03
2 3 10 50 4 2 P-LNT20102 .00 .01 .02 .03
2 3 12 50 4 2 P-LNT20122 .00 .01 .02 .03
2 3 14 50 4 2 P-LNT20142 .00 .01 .02 .03
2 3 16 50 4 2 P-LNT20162 .00 .01 .02 .03
Application EFRAMHE : * Perfect RIEE O Excellent & O Good
Coating Ciﬂ:;onsitez?l, Pre'“;é%?ﬁ“‘ High-hardened H#EREiE Stainless steel | Titanium alloy Nickzlllllg;:onel Copper alloy | Aluminum alloy
BB %= S8 | -asiRc | -50HRC | -55HRC | ~GOMRC | ~B5HRC #as BESS maw A gEa®
) @) @) )
ALTIEN o o) o 0 0
Tisinl o) 0 o) 0
ZNA o e} o o) o o o

Unit/EfI: mm

WWI/I/. speedtiger.com.tw
- e




SPEED TIGER

C
FBET]

600 + r%;;g F340.341

Square Type - Long Neck - 2 flutes

m 2 FEEEIST A

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um

~Z a1 E .00
o |

L
\!
i\ -
Dimension #1& Purchase Code #REE{XHE
. Flute Efficient Full Shank S

» 45
BB R BN~
2

e ]

3 4 2 P-LNT20182 .00 .01 .02 .03
3 20 50 4 2 P-LNT20202 .00 .01 .02 .03
2.5 4 8 50 4 2 P-LNT25082 .00 .01 .02 .03
2.5 4 10 50 4 2 P-LNT25102 .00 .01 .02 .03
2.5 4 12 50 4 2 P-LNT25122 .00 .01 .02 .03
2.5 4 14 50 4 2 P-LNT25142 .00 .01 .02 .03
25 4 16 50 4 2 P-LNT25162 .00 .01 .02 .03
2.5 4 20 50 4 2 P-LNT25202 .00 .01 .02 .03
3 4.5 8 50 6 2 P-LNT30082 .00 .01 .02 .03
3 4.5 10 50 6 2 P-LNT30102 .00 .01 .02 .03 %
3 4.5 12 50 6 2 P-LNT30122 .00 .01 .02 .03
3 4.5 16 60 6 2 P-LNT30162 .00 .01 .02 .03
3 4.5 20 60 6 2 P-LNT30202 .00 .01 .02 .03
3 4.5 25 75 6 2 P-LNT30252 .00 .01 .02 .03
3.5 6 12 50 6 2 P-LNT35122 .00 .01 .02 .03
3.5 6 16 60 6 2 P-LNT35162 .00 .01 .02 .03
3.5 6 20 75 6 2 P-LNT35202 .00 .01 .02 .03
3.5 6 25 75 6 2 P-LNT35252 .00 .01 .02 .03
3.5 6 30 75 6 2 P-LNT35302 .00 .01 .02 .03
4 6 12 50 6 2 P-LNT40122 .00 .01 .02 .03
4 6 16 60 6 2 P-LNT40162 .00 .01 .02 .03
4 6 20 75 6 2 P-LNT40202 .00 .01 .02 .03
4 6 25 75 6 2 P-LNT40252 .00 .01 .02 .03
4 6 30 75 6 2 P-LNT40302 .00 .01 .02 .03
4 6 35 75 6 2 P-LNT40352 .00 .01 .02 .03
Application #ERME : % Perfect &iEE © Excellent & O Good &
Coating C%:%ons?‘tez?l, P’e'h;;a%‘{é"ﬁt“‘ High-hardened H#EREiE Stainless steel | Titanium alloy Nick«:lllgw;:onel Copper alloy | Aluminum alloy
BB | RZ# B8 | usHRc | -SOHRC | -S5HRC | ~60HRC | ~GSHRC LEd BESS e, 8 Haw
(@] (@] (@] (@]
ALTIBN o <) 0 0 o)
TisiN 0 0 0 0
ZNA o o 0 @ o o o

Unit/EAI: mm

www.speedtiger.com.tw
- e




s Ticer //roeties EE

S HHFE Bt J)
6 0 0 }’gﬁ?g P342
Fine Pitch & Roughing Type - 3 flutes

m 37JfHFEEESI T 7]

o0 We W =7F

® Micro Grain Carbide @® \WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um

Omenson 8 IIIIMM%I..II
» 45
4 8 50 6 3 P-NTA0403 .01 .02 .03
5 13 50 6 3 P-NTA0503 .01 .02 .03
6 16 50 6 3 P-NTA0603 .01 .02 .03
7 16 60 8 3 P-NTA0703 .01 .02 .03
8 19 60 8 3 P-NTA0803 .01 .02 .03
9 25 75 10 B P-NTA0903 .01 .02 .03
10 25 75 10 3 P-NTA1003 .01 .02 .03
11 30 75 12 3 P-NTA1103 .01 .02 .03
12 30 75 12 3 P-NTA1203 .01 .02 .03
16 35 100 16 3 P-NTA1603 .01 .02 .03
20 45 100 20 3 P-NTA2003 .01 .02 .03
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating sz)ons?é%?l' P”Eg'{i‘ee' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllll(x:onel Copper alloy |Aluminum alloy
o o o
ZE xz ,B&8M | ~45HRC | ~50HRC | ~55HRC | ~BOHRC | ~65HRC Rial sag EEHES LR Bae
mgn o o o) o)
TisiN, o) o o 0
ZNA o o o o

Unit/EEfI: mm

WWI/I/. speedtiger.com.tw
B @200 e




seep Toer / foe e

tHFE 8t 7]
6007 ks

Fine Pitch & Roughing Type - 4 flutes m
600 /
B A7)FEFSEEII 8D T ba
® Micro Grain Carbide @® \WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um
—z — ;‘""‘“JI -mm“m ‘A.m"l P
I B
L | i
1 “
\
. Flute Full Shank e
— e
» 45
ﬂgﬁ ‘ "HRG
4 6 4 P-NTA0404 .01 .02 .03 S
5 13 50 6 4 P-NTA0504 .01 .02 .03
6 16 50 6 4 P-NTA0604 .01 .02 .03
7 16 60 8 4 P-NTA0704 .01 .02 .03
8 19 60 8 4 P-NTA0804 .01 .02 .03
9 25 75 10 4 P-NTA0904 .01 .02 .03
10 25 75 10 4 P-NTA1004 .01 .02 .03
11 30 75 12 4 P-NTA1104 .01 .02 .03
12 30 75 12 4 P-NTA1204 .01 .02 .03
14 35 100 16 4 P-NTA1404 .01 .02 .03
15 35 100 16 4 P-NTA1504 .01 .02 .03
16 35 100 16 4 P-NTA1604 .01 .02 .03
20 45 100 20 4 P-NTA2004 .01 .02 .03
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating sz)ons?é%?l' P”Eﬁé’;ﬁ‘*' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
ZE  g= , &% | ~45HRC | -50HRC | ~55HRC | ~60HRC | ~65HRC R Haw HEAS LR BEE
ALTIBN o o o) o)
TisiN, o) o o 0
ZNA o o o o

www.speedtiger.com.tw
B @490 s )



SPEED TIGER _

- e——— *E % 7]
6007 i
Roughing Type - 3 flutes

m 37T L/ R

® Micro Grain Carbide @ WC=90 Co=10 HV30=1571 Rupture=3750N/mm’ Grain Size=0.6pm
Bt Iz
] -
L
Dimension #i1%& Purchase Code #Ri&f
— ) Flute Full Shank
e mw!@“@ﬂ@@ﬁ@ﬂlﬁl‘
» 45
~ HRC : ﬂgﬁ
4 6 3 P-XTA0403 .01
) 13 50 6 & P-XTA0503 .01 .02 .03
6 16 50 6 3 P-XTA0603 .01 .02 .03
7 16 60 8 3 P-XTA0703 .01 .02 .03
8 19 60 8 3 P-XTA0803 .01 .02 .03
9 25 75 10 3 P-XTA0903 .01 .02 .03
10 25 75 10 3 P-XTA1003 .01 .02 .03
11 30 75 12 3 P-XTA1103 .01 .02 .03
12 30 75 12 3 P-XTA1203 .01 .02 .03
16 35 100 16 3 P-XTA1603 .01 .02 .03
20 45 100 20 3 P-XTA2003 .01 .02 .03
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating sz)ons?é%?l' P”Eﬁé’;ﬁ‘*' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
ZE xz A€M | -45HRC | ~50HRC | ~55HRC | ~60HRC | ~B5HRC R Haw HEAS LR BEE
mgn o o o) o)
TisiN, o) o o 0
ZNA o o o o

Unit/EEfI: mm

WWI/I/. speedtiger.com.tw
B @490




SPEED TIGER : o

4 #H Bt 7]
6 00 %1#?2 P345
Roughing Type - 4 flutes

m SESSISET e/

® Micro Grain Carbide @ WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um
—Z -
| N I
— | t
L
1 (“‘
) Flute Full Shank o B8 —
e
» 45
ﬂgﬁ M “HRC
4 6 4 P-XTA0404 .01 .02 .03
) 13 50 6 4 P-XTA0504 .01 .02 .03
6 16 50 6 4 P-XTA0604 .01 .02 .03
7 16 60 8 4 P-XTA0704 .01 .02 .03
8 19 60 8 4 P-XTA0804 .01 .02 .03
9 25 75 10 4 P-XTA0904 .01 .02 .03
10 25 75 10 4 P-XTA1004 .01 .02 .03
11 30 75 12 4 P-XTA1104 .01 .02 .03
12 30 75 12 4 P-XTA1204 .01 .02 .03
16 35 100 16 4 P-XTA1604 .01 .02 .03
20 45 100 20 4 P-XTA2004 .01 .02 .03
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating sz)ons?é%?l' P”Eﬁé’;ﬁ‘*' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
ZE xz A€M | -45HRC | ~50HRC | ~55HRC | ~60HRC | ~B5HRC R Haw HEAS LR BEE
mgn o o o) o)
TisiN, o) o o 0
ZNA o o o o

www.speedtiger.com.tw
B @490 s )



SPEED TIGER : —

- eo—— MHELL#T]
600 wux P346
Taper Square Type - 2 flutes

m27)RESISkT) AT

® Micro Grain Carbide @® WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm

¢ B F \ \ \
o

Purchase Code #RiB{{HS
Coating EE
0.5 2 50 4 30" 0.53 2 P-TTA005005
HRC 0.5 2 50 4 1° 0.57 2 P-TTA005010 .01 .02 .03
> 55 0.5 2 50 4 1°30" | 0.6 2 P-TTA005015 01 02 03
0.5 2 50 4 2° 0.64 2 P-TTA005020 .01 .02 .03
0.5 2 50 4 2°30" 0.67 2 P-TTA005025 .01 .02 .03
0.5 2 50 4 3° 0.71 2 P-TTA005030 .01 .02 .03
0.5 2 50 4 5° 0.85 2 P-TTA005050 .01 .02 .03
0.5 2 50 4 7° 0.99 2 P-TTA005070 .01 .02 .03
0.5 2 50 4 10° 1.21 2 P-TTA005100 .01 .02 .03
1 4 50 4 30" 1.07 2 P-TTA010005 .01 .02 .03
1 4 50 4 1° 1.14 2 P-TTA010010 .01 .02 .03
% 1 4 50 4 1°30" 1.21 2 P-TTA010015 .01 .02 .03
T 1 4 50 4 2° 1.28 2 P-TTA010020 .01 .02 .03
1 4 50 4 2°30" 1.35 2 P-TTA010025 .01 .02 .03
1 4 50 4 3° 1.42 2 P-TTA010030 .01 .02 .03
1 4 50 4 5° 1.7 2 P-TTA010050 .01 .02 .03
1 4 50 4 7° 1.98 2 P-TTA010070 .01 .02 .03
1 4 50 4 10° 2.41 2 P-TTA010100 .01 .02 .03
1.5 5 50 4 30" 1.59 2 P-TTA015005 .01 .02 .03
1.5 5 50 4 1° 1.67 2 P-TTA015010 .01 .02 .03
1.5 5 50 4 1°30" 1.76 2 P-TTA015015 .01 .02 .03
1.5 5) 50 4 2° 1.85 2 P-TTA015020 .01 .02 .03
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating szaons?é%?l' P”Eggﬁm‘ High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
ZE  g= , &% | ~45HRC | -50HRC | ~55HRC | ~60HRC | ~65HRC R Haw HEAS LR BEE
ALTEN 0 o 0 @ ¢
TisiN 0 (9 () 0
A 0 o 0 @ @ o

Unit/EEfI: mm

WWI/I/. speedtiger.com.tw
- e




SPEED TIGER ; —

+ HELL#T]
6 0 0 }’gﬁg‘g P346
Taper Square Type - 2 flutes

m27)RESISkT) AT

® Micro Grain Carbide @ WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm
d1
| a o 01 02 03
-7 - §
)
L
Purchase Code RiES
Coating EE
1.5 5 50 4 2°30" 1.93 2 P-TTA015025
1.5 5 50 4 3° 2.02 2 P-TTA015030 .01 .02 .03 HRC
15 5 50 4 5 237 2 P-TTA015050 01 02 03 > 55
1.5 5 50 4 7° 2.73 2 P-TTA015070 .01 .02 .03
1.5 5 50 4 10° 3.26 2 P-TTA015100 .01 .02 .03
2 6 50 4 30" 2.1 2 P-TTA020005 .01 .02 .03
2 6 50 4 1° 2.21 2 P-TTA020010 .01 .02 .03
2 6 50 4 1°30" 2.31 2 P-TTA020015 .01 .02 .03
2 6 50 4 2° 2.41 2 P-TTA020020 .01 .02 .03
2 6 50 4 2°30" 2.52 2 P-TTA020025 .01 .02 .03 %
2 6 50 4 3° 2.62 2 P-TTA020030 .01 .02 .03
2 6 50 4 5° 3.05 2 P-TTA020050 .01 .02 .03
2 6 50 4 7° 3.47 2 P-TTA020070 .01 .02 .03
2 6 50 4 10° 4.11 2 P-TTA020100 .01 .02 .03
2.5 8 50 4 30" 2.64 2 P-TTA025005 .01 .02 .03
2.5 8 50 4 1° 2.78 2 P-TTA025010 .01 .02 .03
2.5 8 50 4 1°30" 2.91 2 P-TTA025015 .01 .02 .03
2.5 8 50 4 2° 3.05 2 P-TTA025020 .01 .02 .03
2.5 8 50 4 2°30" 3.2 2 P-TTA025025 .01 .02 .03
2.5 8 50 4 3° 3.33 2 P-TTA025030 .01 .02 .03
2.5 8 50 4 5° 3.9 2 P-TTA025050 .01 .02 .03
2.5 8 50 6 7° 4.46 2 P-TTA025070 .01 .02 .03
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating Czhbon steel, P”Eggﬁm‘ High-hardened E#ERE Stainless steel | Titanium alloy iehelilieass] Copper alloy |Aluminum alloy
BE | gy N2 3 T #ae 3, | W2 @ | mas
R&EM, A€M | -45HRc | ~50HRC | ~55HRC | ~60HRC | ~B5HRC HEAS ’
mgn o) o o) o) o)
TisiN, o) o o 0
ZNA o o o) o) o o
Unit/EEAI: mm

www.speedtiger.com. tw
- e i




SPEED TIGER : —

- eo—— MHELL#T]
600 wux P346
Taper Square Type - 2 flutes

m27)RESISkT) AT

® Micro Grain Carbide @® WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm

N — T
M — \ \ |
| ucwsecoeswt®

Purchase Code #RiB{{HS
Coating EE
2.5 8 50 6 10° 5.32 2 P-TTA025100
HRC 3 10 50 6 30" 3.17 2 P-TTA030005 .01 .02 .03
> 55 3 10 50 6 1° 3.35 2 P-TTA030010 01 02 03
3 10 50 6 1°30" 3.52 2 P-TTA030015 .01 .02 .03
3 10 50 6 2° 3.69 2 P-TTA030020 .01 .02 .03
) 10 50 6 2°30" 3.87 2 P-TTA030025 .01 .02 .03
3 10 50 6 3° 4.05 2 P-TTA030030 .01 .02 .03
3 10 50 6 5° 4.75 2 P-TTA030050 .01 .02 .03
3 10 50 6 7° 5.46 2 P-TTA030070 .01 .02 .03
3 10 50 6 10° 6 2 P-TTA030100 .01 .02 .03
4 15 50 6 30" 4.26 2 P-TTA040005 .01 .02 .03
% 4 15 50 6 1° 4.52 2 P-TTA040010 .01 .02 .03
T 4 15 50 6 1°30" 4.79 2 P-TTA040015 .01 .02 .03
4 15 50 6 2° 5.04 2 P-TTA040020 .01 .02 .03
4 15 50 6 2°30" 5.31 2 P-TTA040025 .01 .02 .03
4 15 50 6 3° 5.57 2 P-TTA040030 .01 .02 .03
4 15 60 8 5° 6.62 2 P-TTA040050 .01 .02 .03
4 15 60 8 7° 7.68 2 P-TTA040070 .01 .02 .03
5 20 60 6 30" 5.34 2 P-TTA050005 .01 .02 .03
5 20 60 6 1° 5.7 2 P-TTA050010 .01 .02 .03
5 20 60 6 1°30" 6 2 P-TTA050015 .01 .02 .03
5 20 60 8 2° 6.39 2 P-TTA050020 .01 .02 .03
5 20 60 8 2°30" 6.74 2 P-TTA050025 .01 .02 .03
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating szaons?é%?l' P”Eggﬁm‘ High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
ZE  g= , &% | ~45HRC | -50HRC | ~55HRC | ~60HRC | ~65HRC R Haw HEAS LR BEE
ALTEN 0 o 0 @ ¢
TisiN 0 (9 () 0
ZNA 0 o 0 0 0 0

Unit/EEfI: mm

WWI/I/. speedtiger.com.tw
- e




SPEED TIGER ; —

+ HELL#T]
6 0 0 }’gﬁg‘g P346
Taper Square Type - 2 flutes

m 27§ SISk o/

® Micro Grain Carbide @® WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm

d1
\ a

Y
T R

Purchase Code #RiB{{HS
Coating EE
5 20 60 8 3° 7.1 2 P-TTA050030 .01 .02 .03
5 20 75 10 & 8.5 2 P-TTA050050 .01 .02 .03 HRC
5 20 75 10 7 9.91 2 P-TTA050070 01 02 03 > 85
6 20 60 8 30" 6.35 2 P-TTA060005 .01 .02 .03
6 20 60 8 1° 6.7 2 P-TTA060010 .01 .02 .03
6 20 60 8 1°30" 7.05 2 P-TTA060015 .01 .02 .03
6 20 60 8 2° 74 2 P-TTA060020 .01 .02 .03
6 20 60 8 2°30" 7.75 2 P-TTA060025 .01 .02 .03
6 19 60 8 3° 7.99 2 P-TTA060030 .01 .02 .03
6 20 75 10 5° 9.5 2 P-TTA060050 .01 .02 .03 %
8 25 75 10 30" 8.44 2 P-TTA080005 .01 .02 .03
8 25 75 10 1° 8.87 2 P-TTA080010 .01 .02 .03
8 25 75 10 1°30" 9.31 2 P-TTA080015 .01 .02 .03
8 25 75 10 2° 9.74 2 P-TTA080020 .01 .02 .03
8 25 75 12 2°30" 10.18 2 P-TTA080025 .01 .02 .03
8 25 75 12 3° 10.62 2 P-TTA080030 .01 .02 .03
8 22 100 12 5° 11.8 2 P-TTA080050 .01 .02 .03
10 35 100 12 30" 10.61 2 P-TTA100005 .01 .02 .03
10 35 100 12 1° 11.22 2 P-TTA100010 .01 .02 .03
10 35 100 12 1°30" 11.83 2 P-TTA100015 .01 .02 .03
10 35 100 12 2° 11.96 2 P-TTA100020 .01 .02 .03
10 35 100 16 2°30" 13.06 2 P-TTA100025 .01 .02 .03
10 35 100 16 3° 13.67 2 P-TTA100030 .01 .02 .03
10 35 100 16 5° 16.12 2 P-TTA100050 .01 .02 .03
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating szaons?é%?l' P”Eggﬁm‘ High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
ZE  g= , &% | ~45HRC | -50HRC | ~55HRC | ~60HRC | ~65HRC R Haw HEAS LR BEE
ALTIBN o o 0 0 0
Tisin, 0 (9 () 0
ZNA o o o 0 0 o
Unit/E{I: mm

www.speedtiger.com. tw
- e i




SPEED TIGER : —

- e—— MHELL#T]
6007 e
Taper Type - Long flute - 2 flutes

B 271 RIFABEILIRT] SEUTE

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um
d1
‘ .01 .02 .03
4 o a J—
EISSN ) [o
1 ‘ ‘
L ! \

Dimension 11§ Purchase Code $REEXHS

Flute Full Shank VS
) 12 L
.01 .02 .03

1 10 50 4 30" 1.17 2 P-LTTA010005
HRC 1 10 50 4 1° 1.35 2 P-LTTA010010 .01 .02 .03
»> 55 1 10 50 4 1°30" 1.52 2 P-LTTA010015 .01 .02 .03
1 10 50 4 2° 1.7 2 P-LTTA010020 .01 .02 .03
1 10 50 4 2°30" 1.87 2 P-LTTA010025 .01 .02 .03
1 10 50 4 3° 2.05 2 P-LTTA010030 .01 .02 .03
1 10 50 4 5° 2.74 2 P-LTTA010050 .01 .02 .03
1 10 50 4 7° 3.44 2 P-LTTA010070 .01 .02 .03
1.5 10 50 4 30" 1.67 2 P-LTTA015005 .01 .02 .03
1.5 10 50 4 1° 1.85 2 P-LTTA015010 .01 .02 .03
% 1.5 10 50 4 1°30" 2.02 2 P-LTTA015015 .01 .02 .03
1.5 10 50 4 2° 2.2 2 P-LTTA015020 .01 .02 .03
1.5 10 50 4 2°30" 2.37 2 P-LTTA015025 .01 .02 .03
1.5 10 50 4 3° 2.55 2 P-LTTA015030 .01 .02 .03
1.5 10 50 4 5° 3.24 2 P-LTTA015050 .01 .02 .03
1.5 10 50 4 7° 3.94 2 P-LTTA015070 .01 .02 .03
2 13 50 4 30" 2.22 2 P-LTTA020005 .01 .02 .03
2 13 50 4 1° 2.45 2 P-LTTA020010 .01 .02 .03
2 13 50 4 1°30" 2.68 2 P-LTTA020015 .01 .02 .03
2 13 50 4 2° 2.9 2 P-LTTA020020 .01 .02 .03
2 13 50 4 2°30" 3.13 2 P-LTTA020025 .01 .02 .03
2 13 50 4 3° 3.36 2 P-LTTA020030 .01 .02 .03
2 13 50 6 5° 4.27 2 P-LTTA020050 .01 .02 .03
2 13 50 6 7° 5.17 2 P-LTTA020070 .01 .02 .03
2.5 15 50 4 30" 2.76 2 P-LTTA025005 .01 .02 .03
2.5 15 50 4 1° 3.03 2 P-LTTA025010 .01 .02 .03
25 15 50 4 1°30" 3.29 2 P-LTTA025015 .01 .02 .03
2.5 15 50 4 2° 3.56 2 P-LTTA025020 .01 .02 .03
2.5 15 50 4 2°30" 3.81 2 P-LTTA025025 .01 .02 .03
2.5 15 50 6 3° 4.07 2 P-LTTA025030 .01 .02 .03
2.5 15 50 6 5° 5.13 2 P-LTTA025050 .01 .02 .03
Application ERME : * Perfect RitE O Excellent & O Good &
Coating Cimnons?é?a?l' Pm"{é’%ﬁ‘*‘ High-hardened E#ERE Stainless steel | Titanium alloy NiCK(;IIIIL:;onel Copper alloy |Aluminum alloy
L€ , &% | ~45HRC | -50HRC | ~55HRC | ~60HRC | ~65HRC Rl Haw HEAS LR BEE
ALTIEN o o 0 0 0
Tisi 0 (9 () 0
ZNA o o 0 0 0 o

Unit/EEfI: mm

mWWVI/. speedtiger.com.tw
- e




SPEED TIGER : —

+ ENEAVE A
6 0 0 }@;;g P346
Taper Type - Long flute - 2 flutes

B 271 RIFABEILIRT] SHEUTE

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um
d1
‘ .01 .02 .03
—7 a N
EHSSN ) Io
S |
8 ! \

Dimension 11§ Purchase Code $REEXHS

Flute Full Shank VS
- . -_-
.01 .02 .03

3 20 60 6 30" 3.35 2 P-LTTA030005

3 20 60 6 1° 3.7 2 P-LTTA030010 .01 .02 .03 HRC

3 20 60 6 1°30" 4.05 2 P-LTTA030015 .01 .02 .03 L)

3 20 60 6 2° 4.39 2 P-LTTA030020 .01 .02 .03

3 20 60 6 2°30" 4.65 2 P-LTTA030025 .01 .02 .03

3 20 60 6 3° 5.1 2 P-LTTA030030 .01 .02 .03

3 20 60 8 5° 6.5 2 P-LTTA030050 .01 .02 .03

4 25 60 6 30" 4.44 2 P-LTTA040005 .01 .02 .03

4 25 60 6 1° 4.88 2 P-LTTA040010 .01 .02 .03

4 25 60 6 1°30" 5.13 2 P-LTTA040015 .01 .02 .03 %

4 25 60 6 2° 5.75 2 P-LTTA040020 .01 .02 .03

4 25 60 8 2°30" 6.19 2 P-LTTA040025 .01 .02 .03

4 25 60 8 3° 6.62 2 P-LTTA040030 .01 .02 .03

4 25 75 10 5° 8.38 2 P-LTTA040050 .01 .02 .03

5 30 75 6 30" 5.52 2 P-LTTA050005 .01 .02 .03

5 30 75 8 1° 6.05 2 P-LTTA050010 .01 .02 .03

5 30 75 8 1°30" 6.57 2 P-LTTA050015 .01 .02 .03

5 30 75 8 2° 7.09 2 P-LTTA050020 .01 .02 .03

5 30 75 8 2°30" 7.62 2 P-LTTA050025 .01 .02 .03

5 30 75 10 3° 8.14 2 P-LTTA050030 .01 .02 .03

5 30 75 12 5° 10.25 2 P-LTTA050050 .01 .02 .03

6 35 75 8 30" 6.61 2 P-LTTA060005 .01 .02 .03

6 35 75 8 1° 7.22 2 P-LTTA060010 .01 .02 .03

6 35 75 8 1°30" 7.83 2 P-LTTA060015 .01 .02 .03

6 35 75 10 2° 8.44 2 P-LTTA060020 .01 .02 .03

6 35 100 10 2°30" 9.05 2 P-LTTA060025 .01 .02 .03

6 35 100 10 3° 9.67 2 P-LTTA060030 .01 .02 .03

6 34 100 12 5° 11.95 2 P-LTTA060050 .01 .02 .03

Application ERME : * Perfect RitE O Excellent & O Good &
Coating Cimnons?é?a?l' Pm"{é’%ﬁ‘*‘ High-hardened E#ERE Stainless steel | Titanium alloy NiCK(;IIIIL:;onel Copper alloy |Aluminum alloy

L€ , &% | ~45HRC | -50HRC | ~55HRC | ~60HRC | ~65HRC Haw HEAS LR BEE
ALTIEN o o 0 0 0
Tisi 0 (9 () 0
ZNA o o 0 0 0 o

Unit/EAI: mm

www.speedtiger.com.tw
- e



SPEED TIGER

600" i

Miniature Ball Nose Type - 2 flutes

B 27)GINERERBYST 8D

Micro Grain Carbide

o

*H

I

ou= P347-348

Cutting Condition

d

\

600

WS B BY

3% b>a

WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um

\\

\

Eﬁg Dimension #1& Purchase Code #Ri#CES
Flute Full Shank B
0.3 0.15 4 2 P-MIB0032 .00 .01 .02 .03
0.4 0.2 0.8 50 4 2 P-MIB0042 .00 .01 .02 .03
0.5 0.25 1 50 4 2 P-MIB0052 .00 .01 .02 .03
0.6 0.3 1.2 50 4 2 P-MIB0062 .00 .01 .02 .03
0.7 0.35 14 50 4 2 P-MIB0072 .00 .01 .02 .03
0.8 0.4 1.6 50 4 2 P-MIB0082 .00 .01 .02 .03
0.9 0.45 1.8 50 4 2 P-MIB0092 .00 .01 .02 .03
1 0.5 2 50 4 2 P-MIB0102 .00 .01 .02 .03
1.1 0.55 2.2 50 4 2 P-MIB0112 .00 .01 .02 .03
1.2 0.6 2.4 50 4 2 P-MIB0122 .00 .01 .02 .03
1.3 0.65 2.6 50 4 2 P-MIB0132 .00 .01 .02 .03
14 0.7 2.8 50 4 2 P-MIB0142 .00 .01 .02 .03
15 0.75 3 50 4 2 P-MIB0152 .00 .01 .02 .03
@ 1.6 0.8 3.2 50 4 2 P-MIB0162 .00 .01 .02 .03
1.7 0.85 3.4 50 4 2 P-MIB0172 .00 .01 .02 .03
1.8 0.9 3.6 50 4 2 P-MIB0182 .00 .01 .02 .03
1.9 0.95 3.8 50 4 2 P-MIB0192 .00 .01 .02 .03
2 1 4 50 4 2 P-MIB0202 .00 .01 .02 .03
21 1.05 4.2 50 4 2 P-MIB0212 .00 .01 .02 .03
2.2 1.1 4.4 50 4 2 P-MIB0222 .00 .01 .02 .03
2.3 1.15 4.6 50 4 2 P-MIB0232 .00 .01 .02 .03
24 1.2 4.8 50 4 2 P-MIB0242 .00 .01 .02 .03
2.5 1.25 5 50 4 2 P-MIB0252 .00 .01 .02 .03
2.6 1.3 52 50 4 2 P-MIB0262 .00 .01 .02 .03
2.7 1.35 54 50 4 2 P-MIB0272 .00 .01 .02 .03
2.8 14 5.6 50 4 2 P-MIB0282 .00 .01 .02 .03
2.9 1.45 5.8 50 4 2 P-MIB0292 .00 .01 .02 .03
3 1.5 6 50 4 2 P-MIB0302 .00 .01 .02 .03
Application #ERME : % Perfect &iEE O Excellent & O Good &
Coating C%:%ons?‘tez?l, Prehﬁaritgﬁtee\ High-hardened H#EREiE Stainless steel | Titanium alloy Niijﬂg‘;mel Copper alloy | Aluminum alloy
BB %= S8 | -asiRc | -50HRC | -55HRC | ~GOMRC | ~B5HRC #as BESS maw A gEa®
(@] (@] (@] (@]

ALTIBN ©) ©) ©) 0 o)

TisiN, o o o o

ZNA o e} (o} o) (o) o o

WWVI/. speedtiger.com.tw

Unit/EEfI: mm




SPEED TIGER Ball Nose -

S IxBY gk J]
6007 P
Ball Nose Type - 2 flutes

m 27)ERBYSI St T AT

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um

z Ei <
/._’.‘

e
o
— -

Dimension #1& Purchase Code #REEXHE
Flute FuII Shank RS

» 45

2 3 2 P-SSB0102 .00 .01 .02 .03
1 0.5 2 50 4 2 P-MSB0102 .00 .01 .02 .03
1.5 0.75 3 50 3 2 P-SSB0152 .00 .01 .02 .03
1.5 0.75 3 50 4 2 P-MSB0152 .00 .01 .02 .03
2 1 4 50 3 2 P-SSB0202 .00 .01 .02 .03
2 1 4 50 4 2 P-MSB0202 .00 .01 .02 .03
2.5 1.25 5 50 3 2 P-SSB0252 .00 .01 .02 .03
2.5 1.25 5 50 4 2 P-MSB0252 .00 .01 .02 .03
3 1.5 6 50 3 2 P-SSB0302 .00 .01 .02 .03
3 1.5 6 50 4 2 P-MSB0302 .00 .01 .02 .03
3.5 1.75 7 50 4 2 P-MSB0352 .00 .01 .02 .03
4 2 8 50 4 2 P-MSB0402 .00 .01 .02 .03
1 0.5 2 50 6 2 P-SB0102 .00 .01 .02 .03
1.5 0.75 3 50 6 2 P-SB0152 .00 .01 .02 .03
2 1 4 50 6 2 P-SB0202 .00 .01 .02 .03
2.5 1.25 5 50 6 2 P-SB0252 .00 .01 .02 .03
3 1.5 6 50 6 2 P-SB0302 .00 .01 .02 .03 @
3.5 1.75 7 50 6 2 P-SB0352 .00 .01 .02 .03
4 2 8 50 6 2 P-SB0402 .00 .01 .02 .03
4.5 2.25 9 50 6 2 P-SB0452 .00 .01 .02 .03
5 2.5 10 50 6 2 P-SB0502 .00 .01 .02 .03
5.5 2.75 11 50 6 2 P-SB0552 .00 .01 .02 .03
6 3 12 50 6 2 P-SB0602 .00 .01 .02 .03
7 3.5 14 60 8 2 P-SB0702 .00 .01 .02 .03
8 4 16 60 8 2 P-SB0802 .00 .01 .02 .03
9 4.5 18 75 10 2 P-SB0902 .00 .01 .02 .03
10 5 20 75 10 2 P-SB1002 .00 .01 .02 .03
11 5.5 22 75 12 2 P-SB1102 .00 .01 .02 .03
12 6 24 75 12 2 P-SB1202 .00 .01 .02 .03
14 7 28 100 16 2 P-SB1402 .00 .01 .02 .03
16 8 32 100 16 2 P-SB1602 .00 .01 .02 .03
18 9 36 100 20 2 P-SB1802 .00 .01 .02 .03
20 10 40 100 20 2 P-SB2002 .00 .01 .02 .03
High precision radius accuracy request is available
SiEERETTH
Application #ERME : % Perfect &iEE © Excellent & O Good &
Coating C%:%ons?‘tez?l, Prehﬁaritgﬁtee\ High-hardened H#EREiE Stainless steel | Titanium alloy N|ck<zaaI|/|I:;:oneI Copper alloy | Aluminum alloy
BB | RZ# B8 | usHRc | -SOHRC | -S5HRC | ~60HRC | ~GSHRC R LEd BESS e, 8 Haw
@) @) ) @)
ALTIBN o <) o 0 o)
TisiN 0 0 0 (o
ZNA o e} (o} @ o o o

Unit/EAI: mm

www.speedtiger.com. tw
- e



SPEED TIGER Ball Nose _

o Ek Bt 7]
600" i
Cutting Condition
Ball Nose Type - 4 flutes —
,}’ & 600 'HRC 3% a7
B 4A7)BkBISTER 7D W il b>a
Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um

e TEY
— LA

» 45
- N5
1 0.5 2 50 4 4 P-MSB0104 .00 .01 .02 .03
1.5 0.75 3 50 4 4 P-MSB0154 .00 .01 .02 .03
2 1 4 50 4 4 P-MSB0204 .00 .01 .02 .03
2.5 1.25 5 50 4 4 P-MSB0254 .00 .01 .02 .03
3 15 6 50 3 4 P-SSB0304 .00 .01 .02 .03
& 15 6 50 4 4 P-MSB0304 .00 .01 .02 .03
3.5 1.75 7 50 4 4 P-MSB0354 .00 .01 .02 .03
4 2 8 50 4 4 P-MSB0404 .00 .01 .02 .03
1 0.5 2 50 6 4 P-SB0104 .00 .01 .02 .03
15 0.75 3 50 6 4 P-SB0154 .00 .01 .02 .03
2 1 4 50 6 4 P-SB0204 .00 .01 .02 .03
2.5 1.25 5 50 6 4 P-SB0254 .00 .01 .02 .03
3 1.5 6 50 6 4 P-SB0304 .00 .01 .02 .03
3.5 1.75 7 50 6 4 P-SB0354 .00 .01 .02 .03
4 2 8 50 6 4 P-SB0404 .00 .01 .02 .03
4.5 2.25 9 50 6 4 P-SB0454 .00 .01 .02 .03
5 2.5 10 50 6 4 P-SB0504 .00 .01 .02 .03
5.5 2.75 11 50 6 4 P-SB0554 .00 .01 .02 .03
6 3 12 50 6 4 P-SB0604 .00 .01 .02 .03
7 3.5 14 60 8 4 P-SB0704 .00 .01 .02 .03
8 4 16 60 8 4 P-SB0804 .00 .01 .02 .03
9 4.5 18 75 10 4 P-SB0904 .00 .01 .02 .03
10 5 20 75 10 4 P-SB1004 .00 .01 .02 .03
11 5.5 22 75 12 4 P-SB1104 .00 .01 .02 .03
12 6 24 75 12 4 P-SB1204 .00 .01 .02 .03
14 7 28 100 16 4 P-SB1404 .00 .01 .02 .03
16 8 32 100 16 4 P-SB1604 .00 .01 .02 .03
@ 18 9 36 100 20 4 P-SB1804 .00 .01 .02 .03
20 10 40 100 20 4 P-SB2004 .00 .01 .02 .03
High precision radius accuracy request is available
SIEERETRIH
Application #ERME : % Perfect &iEE O Excellent & O Good &
Coating | Carbon steel, P’e'h;;a%‘{é"ﬁt“‘ High-hardened H#EREiE Stainless steel | Titanium alloy bz el ! Copper alloy | Aluminum alloy
BE | oy steel X' #as alloy CEY N T
REM, B€M | -45HRC | ~50HRC | ~55HRC | ~BOHRC | ~65HRC BESS ’
(@] (@] (@] (@]
ALTIBN ©) ©) ©) o) o)
TisiN, o o o o
ZNA [¢) o [¢) o) o o) o)

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
- e



SPEED TIGER Ball Nose -

| i B 2t 7]
600 + 7 U p347.348
Cutting Condition
Ball Nose Type - Long Shank - 2 flutes p—
e 600 'HRC a7
m 27) RARBREY S8 7D e/
Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm

.00 .01

z E/@ 0 fi \ 0\ o;\
R — ) !

AN
1 0.5 2 75 6 2 P-SLB0102 .00 01 .02 03
1 0.5 2 100 6 2 P-MLB0102 .00 .01 .02 .03
15 0.75 3 75 6 2 P-SLB0152 .00 .01 .02 .03
15 0.75 3 100 6 2 P-MLB0152 .00 .01 .02 .03
2 1 4 75 6 2 P-SLB0202 .00 .01 .02 .03
2 1 4 100 6 2 P-MLB0202 .00 .01 .02 .03
25 1.25 5 75 6 2 P-SLB0252 .00 .01 .02 .03
2.5 1.25 5 100 6 2 P-MLB0252 .00 .01 .02 .03
3 1.5 6 75 6 2 P-SLB0302 .00 .01 .02 .03
3 1.5 6 100 6 2 P-MLB0302 .00 .01 .02 .03
3.5 1.75 7 100 6 2 P-MLB0352 .00 .01 .02 .03
4 2 8 75 6 2 P-SLB0402 .00 .01 .02 .03
4 2 8 100 6 2 P-MLB0402 .00 .01 .02 .03
5 2.5 10 75 6 2 P-SLB0502 .00 .01 .02 .03 %
5 25 10 100 6 2 P-MLB0502 .00 .01 .02 .03
6 3 12 75 6 2 P-SLB0602 .00 .01 .02 .03
6 3 12 100 6 2 P-MLB0602 .00 .01 .02 .03
6 3 12 150 6 2 P-LLB0602 .00 .01 .02 .03
8 4 16 75 8 2 P-SLB0802 .00 .01 .02 .03
8 4 16 100 8 2 P-MLB0802 .00 .01 .02 .03
8 4 16 150 8 2 P-LLB0802 .00 .01 .02 .03
10 5 20 100 10 2 P-MLB1002 .00 .01 .02 .03
10 5 20 150 10 2 P-LLB1002 .00 .01 .02 .03
10 5 20 200 10 2 P-XLB1002 .00 .01 .02 .03
12 6 24 100 12 2 P-MLB1202 .00 .01 .02 .03
12 6 24 150 12 2 P-LLB1202 .00 .01 .02 .03
12 6 24 200 12 2 P-XLB1202 .00 .01 .02 .03
16 8 32 150 16 2 P-LLB1602 .00 .01 .02 .03
16 8 32 200 16 2 P-XLB1602 .00 .01 .02 .03
Application #ERME : % Perfect &iEE © Excellent & O Good &
Cg:;iing Cf\htgons?éee?l, P'e'h’,gg‘{i?gee‘ High-hardened Hi&E i Stair%lzeésﬁsteel TitagxiT §alloy Nic"jl/l':;me' Cﬁ%@% aligy Alumﬁg]i% alloy
S8 REW, 82 | -usHRC | ~50HRC | ~55HRC | ~60HRC | ~65HRC = #HESS S oL =
(@] (@] (@] (@]
ALTIBN ©) ©) o) o) o)
TisiN, o o o o)
ZNA [¢) o o) o) o o) o)

Unit/EAI: mm

www.speedtiger.com. tw
- e



Ball Nose
L N

SPEED TIGER k
% 8 TR BY

& Hl
600"
Cutting Condition

Ball Nose Type - Long Neck - 2 flutes 200 TIE
hNoT N 1 — 3% a
B 27)iRiBREERBISIEET) o0 i A i
Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm

I e N

Dimension #1& Purchase Code REEXHES

| VAV
L mmeen  eesesews

TR 0o | o | G | oo | oan oo P | woe | omwemE |
E O B B AN~ -
0.5 0.25 0.75 2 50 4 2 P-LNBT05022 .00 .01 .02 .03
0.5 0.25 0.75 4 50 4 2 P-LNBT05042 .00 .01 .02 .03
0.5 0.25 0.75 6 50 4 2 P-LNBT05062 .00 .01 .02 .03
0.6 0.3 0.9 2 50 4 2 P-LNBT06022 .00 .01 .02 .03
0.6 0.3 0.9 4 50 4 2 P-LNBT06042 .00 .01 .02 .03
0.6 0.3 0.9 6 50 4 2 P-LNBT06062 .00 .01 .02 .03
0.8 04 1.2 4 50 4 2 P-LNBT08042 .00 .01 .02 .03
0.8 0.4 1.2 6 50 4 2 P-LNBT08062 .00 .01 .02 .03
0.8 0.4 1.2 8 50 4 2 P-LNBT08082 .00 .01 .02 .03

1 0.5 1.5 6 50 4 2 P-LNBT10062 .00 .01 .02 .03
1 0.5 15 8 50 4 2 P-LNBT10082 .00 .01 .02 .03
1 0.5 1.5 10 50 4 2 P-LNBT10102 .00 .01 .02 .03
1 0.5 1.5 12 50 4 2 P-LNBT10122 .00 .01 .02 .03
1.2 0.6 1.8 6 50 4 2 P-LNBT12062 .00 .01 .02 .03
@ 1.2 0.6 1.8 8 50 4 2 P-LNBT12082 .00 .01 .02 .03
1.2 0.6 1.8 10 50 4 2 P-LNBT12102 .00 .01 .02 .03
1.2 0.6 1.8 12 50 4 2 P-LNBT12122 .00 .01 .02 .03
14 0.7 21 6 50 4 2 P-LNBT14062 .00 .01 .02 .03
14 0.7 2.1 10 50 4 2 P-LNBT14102 .00 .01 .02 .03
14 0.7 21 16 50 4 2 P-LNBT14162 .00 .01 .02 .03
1.5 0.75 2.3 6 50 4 2 P-LNBT15062 .00 .01 .02 .03
1.5 0.75 2.3 8 50 4 2 P-LNBT15082 .00 .01 .02 .03
15 0.75 2.3 10 50 4 2 P-LNBT15102 .00 .01 .02 .03
1.5 0.75 2.3 12 50 4 2 P-LNBT15122 .00 .01 .02 .03
1.5 0.75 2.3 14 50 4 2 P-LNBT15142 .00 .01 .02 .03
1.5 0.75 2.3 16 50 4 2 P-LNBT15162 .00 .01 .02 .03
1.5 0.75 2.3 18 50 4 2 P-LNBT15182 .00 .01 .02 .03
1.5 0.75 2.3 20 50 4 2 P-LNBT15202 .00 .01 .02 .03
1.6 0.8 2.4 6 50 4 2 P-LNBT16062 .00 .01 .02 .03
1.6 0.8 2.4 8 50 4 2 P-LNBT16082 .00 .01 .02 .03
Application #ERME : % Perfect &iEE O Excellent & O Good &
Coating Ci‘\hbon steel, Prehﬁaritgﬁtee\ High-hardened H#EREiE Stainless steel | Titanium alloy bz el ! Copper alloy | Aluminum alloy
2E | o Sl XL ] sae alloy CET I
&M, 5%#M | -4surc | -50HRC | ~65HRC | ~6OHRC | ~65HRC BESS ’
(@] (@] (@] (@]
ALTIBN o <) 0 0 o)
TisiN 0 0 0 0
ZNA o o 0 @ o o o

Unit/EEfI: mm

mwww. speedtiger.com.tw
- e




Ball Nose
L Neck
o 8 D B

SPEED TIGER

+ T
600" =7
Cutting Condition

Ball Nose Type - Long Neck - 2 flutes 200 TIE
hNoT N 1 — 3% a
B 27)iRiBREERBISIEET) o0 s A i
Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm

E u

Dimension #1& Purchase Code REEXHES

| VAV
L mmeen  eesesews

e e o | omar | Fuos | wooe | coamsmw  EEE
L o o NJE e
1.6 0.8 2.4 10 50 4 2 P-LNBT16102 .00 .01 .02 .03
1.6 0.8 2.4 12 50 4 2 P-LNBT16122 .00 .01 .02 .03
1.6 0.8 2.4 14 50 4 2 P-LNBT16142 .00 .01 .02 .03
1.6 0.8 2.4 16 50 4 2 P-LNBT16162 .00 .01 .02 .03
1.6 0.8 2.4 18 50 4 2 P-LNBT16182 .00 .01 .02 .03
1.6 0.8 2.4 20 50 4 2 P-LNBT16202 .00 .01 .02 .03
1.8 0.9 2.7 8 50 4 2 P-LNBT18082 .00 .01 .02 .03
1.8 0.9 2.7 14 50 4 2 P-LNBT18142 .00 .01 .02 .03
1.8 0.9 2.7 20 50 4 2 P-LNBT18202 .00 .01 .02 .03
2 1 3 8 50 4 2 P-LNBT20082 .00 .01 .02 .03
2 1 3 10 50 4 2 P-LNBT20102 .00 .01 .02 .03
2 1 3 12 50 4 2 P-LNBT20122 .00 .01 .02 .03
2 1 3 14 50 4 2 P-LNBT20142 .00 .01 .02 .03
2 1 3 16 50 4 2 P-LNBT20162 .00 .01 .02 .03
2 1 3 18 50 4 2 P-LNBT20182 .00 .01 .02 .03 %
2 1 3 20 50 4 2 P-LNBT20202 .00 .01 .02 .03
2.5 1.25 4 8 50 4 2 P-LNBT25082 .00 .01 .02 .03
2.5 1.25 4 12 50 4 2 P-LNBT25122 .00 .01 .02 .03
25 1.25 4 16 50 4 2 P-LNBT25162 .00 .01 .02 .03
2.5 1.25 4 20 50 4 2 P-LNBT25202 .00 .01 .02 .03
3 15 4.5 10 50 6 2 P-LNBT30102 .00 .01 .02 .03
3 1.5 4.5 12 50 6 2 P-LNBT30122 .00 .01 .02 .03
3 1.5 4.5 16 60 6 2 P-LNBT30162 .00 .01 .02 .03
3 15 4.5 20 60 6 2 P-LNBT30202 .00 .01 .02 .03
3 1.5 4.5 25 75 6 2 P-LNBT30252 .00 .01 .02 .03
4 2 6 12 50 6 2 P-LNBT40122 .00 .01 .02 .03
4 2 6 16 60 6 2 P-LNBT40162 .00 .01 .02 .03
4 2 6 20 75 6 2 P-LNBT40202 .00 .01 .02 .03
4 2 6 25 75 6 2 P-LNBT40252 .00 .01 .02 .03
4 2 6 30 75 6 2 P-LNBT40302 .00 .01 .02 .03
Application #ERME : % Perfect &iEE © Excellent & O Good &
C‘;?,i"g Cihtgons?‘tez?l, P’e';ﬁag‘gﬁm‘ High-hardened Hi&E i Stainless steel Titag;;lfﬁauoy Nick:aalllllg;:onel Cﬁ%rﬁ% al!ﬁ%y AIumﬁigrgrjﬁalloy
S8 REW, 82 | -usHRC | ~50HRC | ~55HRC | ~60HRC | ~65HRC = #HESS S oL =
(@] (@] (@] (@]
ALTIBN ©) ©) o) 0 o)
TisiN, o o o o)
ZNA o e} o o) (o) o o

Unit/EAI: mm

www.speedtiger.com.tw
- e



SPEED TIGER Pancl Necl

4 7 ¥8 B BY
600 fé’#?! P352
Pencil Neck Ball Nose Type - 2 flutes

m 27 ISR ST o A

® Micro Grain Carbide @® WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm

R L | \ \\ \

Dimension 1§ Purchase Code B

Flute Full Shank =
m Length Length Flmes Coating N

-
2

1 0.5 6 2 P-PBTA0101 .03
HRC 1.5 0.75 3 75 6 1° 2 P-PBTA0151 .01 .02 .03
>55 2 1 4 75 6 10 2 P-PBTA0201 01 02 03
2 1 12 100 8 5° 2 P-PBTA0205 .01 .02 .03
3 1.5 6 75 6 1° 2 P-PBTA0301 .01 .02 .03
3 1.5 8 100 8 5° 2 P-PBTA0305 .01 .02 .03
4 2 8 75 6 1° 2 P-PBTA0401 .01 .02 .03
4 2 10 100 8 5° 2 P-PBTA0405 .01 .02 .03
6 3 12 100 10 5° 2 P-PBTA0605 .01 .02 .03
6 3 16 150 12 3° 2 P-PBTA0603 .01 .02 .03
8 4 16 100 12 5° 2 P-PBTA0805 .01 .02 .03
8 4 20 150 12 3° 2 P-PBTA0803 .01 .02 .03
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating sz)ons?é%?l' P”Eﬁé’;ﬁ‘*' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
ZE xz A€M | -45HRC | ~50HRC | ~55HRC | ~60HRC | ~B5HRC Rial sag EEHES LR Bae
mgn o o o) o) o)
TisiN, o) o) o 0
ZNA o o o) o) (o) o o
Unit/EfiI: mm

mwww. speedtiger.com.tw




SPEED TIGER

P352

+ TU pacoy
600" =
Cutting Condition

Taper Ball Nose Type - 2 flutes

B 27)FEEREISI8%T)

Micro Grain Carbide

7 d‘1
# I

BlETEEr Flute Full
Length Lengtl
=

Dimension 1%

Shank
Diameter

WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um

A\

Flutes

Ta

600

er Ball Nose

=

= P BY

3% b>a

Purchase Code #RiEXEE

Coating EE

D i
1 0.5 10 50 4 1.17 30" 2 P-TBTA050005
1 0.5 10 50 4 1.35 1° 2 P-TBTA050010 .01 .02 .03
1 0.5 10 50 4 1.52 1°30" 2 P-TBTA050015 .01 .02 .03
1 0.5 10 50 4 1.7 2° 2 P-TBTA050020 .01 .02 .03
1 0.5 10 50 4 1.87 3° 2 P-TBTA050030 .01 .02 .03
1 0.5 10 50 4 2.05 4° 2 P-TBTA050040 .01 .02 .03
1 0.5 10 50 4 2.74 5° 2 P-TBTA050050 .01 .02 .03
1 0.5 10 50 4 3.44 7° 2 P-TBTA050070 .01 .02 .03
1 0.5 10 50 4 4.51 10° 2 P-TBTA050100 .01 .02 .03
1.5 0.75 10 50 4 1.67 30" 2 P-TBTA075005 .01 .02 .03
1.5 0.75 10 50 4 1.85 1° 2 P-TBTA075010 .01 .02 .03
1.5 0.75 10 50 4 2.02 1°30" 2 P-TBTA075015 .01 .02 .03
1.5 0.75 10 50 4 2.2 2° 2 P-TBTA075020 .01 .02 .03
1.5 0.75 10 50 4 2.37 3° 2 P-TBTA075030 .01 .02 .03
1.5 0.75 10 50 4 2.55 4° 2 P-TBTA075040 .01 .02 .03
1.5 0.75 10 50 4 3.24 5° 2 P-TBTA075050 .01 .02 .03
1.5 0.75 10 50 4 3.94 7° 2 P-TBTA075070 .01 .02 .03
1.5 0.75 10 50 6 5.02 10° 2 P-TBTA075100 .01 .02 .03
2 1 13 50 4 2.22 30" 2 P-TBTA100005 .01 .02 .03
2 1 13 50 4 2.45 1° 2 P-TBTA100010 .01 .02 .03
2 1 13 50 4 2.68 1°30" 2 P-TBTA100015 .01 .02 .03
2 1 13 50 4 3.9 2° 2 P-TBTA100020 .01 .02 .03
Application ERME : * Perfect RitE O Excellent & O Good &
Coating Cimnons?é?a?l' Pm"{é%ﬁ‘ee‘ High-hardened E#ERE Stainless steel | Titanium alloy NiCK(;IIIIL:;onel Copper alloy |Aluminum alloy
L€ , &% | ~45HRC | -50HRC | ~55HRC | ~60HRC | ~65HRC R Haw HEAS LR BEE
ALTIEN o o 0 0 0
Tisi 0 0 0 0
ZNA o o 0 0 o o o

Unit/EAI: mm

HRC
» 55

www.speedtiger.com. tw m




SPEED TIGER Taper Ball Nose

4 FETKEY
6 00 %1#% P352
Taper Ball Nose Type - 2 flutes

m 27 EBRISISE D oM ZE

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um
d1

| a - 01 .02 .03

—Z {
@ A P \
/' ki

g B
L

Dimension 31§ Purchase Code REEXHES

Flute Full Shank S

2 1 13 50 4 3.13 3° 2 P-TBTA100030 .01 .02 .03
HRC 2 1 13 50 4 3.36 4° 2 P-TBTA100040 .01 .02 .03
> 55 2 1 13 50 6 4.27 5° 2 P-TBTA100050 .01 .02 .03
2 1 13 50 6 5.17 7° 2 P-TBTA100070 .01 .02 .03
2 1 13 60 8 6.56 10° 2 P-TBTA100100 .01 .02 .03
2.5 1.25 15 50 4 2.76 30" 2 P-TBTA125005 .01 .02 .03
2.5 1.25 15 50 4 3.03 1° 2 P-TBTA125010 .01 .02 .03
2.5 1.25 15 50 4 3.29 1°30" 2 P-TBTA125015 .01 .02 .03
25 1.25 15 50 4 3.56 2° 2 P-TBTA125020 .01 .02 .03
2.5 1.25 15 50 4 3.81 3° 2 P-TBTA125030 .01 .02 .03
2.5 1.25 15 50 6 4.07 4° 2 P-TBTA125040 .01 .02 .03
25 1.25 15 50 6 5.13 5° 2 P-TBTA125050 .01 .02 .03
25 1.25 15 60 6 6.17 7° 2 P-TBTA125070 .01 .02 .03
@ 2.5 1.25 15 60 8 7.77 10° 2 P-TBTA125100 .01 .02 .03
3 1.5 20 50 4 3.34 30" 2 P-TBTA150005 .01 .02 .03
3 1.5 20 50 4 3.6 1° 2 P-TBTA150010 .01 .02 .03
3 1.5 20 60 6 4.04 1°30" 2 P-TBTA150015 .01 .02 .03
3 1.5 20 60 6 4.39 2° 2 P-TBTA150020 .01 .02 .03
3 1.5 20 60 6 5.08 3° 2 P-TBTA150030 .01 .02 .03
3 1.5 20 60 6 5.78 4° 2 P-TBTA150040 .01 .02 .03
3 1.5 20 60 8 6.48 5° 2 P-TBTA150050 .01 .02 .03
3 1.5 20 60 8 7.9 7° 2 P-TBTA150070 .01 .02 .03
3 1.5 20 75 10 10.04 10° 2 P-TBTA150100 .01 .02 .03
Application ERME : * Perfect RitE O Excellent & O Good &
Coating Cimnons?é?a?l' Pm"{é%ﬁ‘ee‘ High-hardened E#ERE Stainless steel | Titanium alloy NiCK(;IIIIL:;onel Copper alloy |Aluminum alloy
L€ , &% | ~45HRC | -50HRC | ~55HRC | ~60HRC | ~65HRC R Haw HEAS LR BEE
ALTIEN o o 0 0 0
Tisi 0 0 0 0
ZNA o o 0 0 o o o

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
- e



SPEED TIGER

+ T
600" 7
Cutting Condition

Corner Radius Type - 2 flutes — m—
600 HRC' a7,
m 27)[E &I o vt VA i L
Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm
—Z TJN E .01 .02 03{
j ] A
L
8

\\ \

e [ [ [ [ e | o | cnm [
— » 45
1 0.1 3 50 4 2 P-RTA010012 .00 .01 .02 .03
1 0.2 3 50 4 2 P-RTA010022 .00 .01 .02 .03
1 0.3 3 50 4 2 P-RTA010032 .00 .01 .02 .03
1.5 0.2 4 50 4 2 P-RTA015022 .00 .01 .02 .03
1.5 0.3 4 50 4 2 P-RTA015032 .00 .01 .02 .03
2 0.2 6 50 4 2 P-RTA020022 .00 .01 .02 .03
2 0.3 6 50 4 2 P-RTA020032 .00 .01 .02 .03
2 0.5 6 50 4 2 P-RTA020052 .00 .01 .02 .03
2.5 0.2 8 50 4 2 P-RTA025022 .00 .01 .02 .03
3 0.2 8 50 3 2 P-RTA030022 .00 .01 .02 .03
3 0.3 8 50 3 2 P-RTA030032 .00 .01 .02 .03
3 0.5 8 50 3 2 P-RTA030052 .00 .01 .02 .03 %
3 1 8 50 3 2 P-RTA030102 .00 .01 .02 .03
3 0.2 8 50 4 2 P-RTA430022 .00 .01 .02 .03
3 0.3 8 50 4 2 P-RTA430032 .00 .01 .02 .03
3 0.5 8 50 4 2 P-RTA430052 .00 .01 .02 .03
3 1 8 50 4 2 P-RTA430102 .00 .01 .02 .03
4 0.2 10 50 4 2 P-RTA040022 .00 .01 .02 .03
4 0.3 10 50 4 2 P-RTA040032 .00 .01 .02 .03
4 0.5 10 50 4 2 P-RTA040052 .00 .01 .02 .03
4 1 10 50 4 2 P-RTA040102 .00 .01 .02 .03
4 1.5 10 50 4 2 P-RTA040152 .00 .01 .02 .03
5 0.2 13 50 6 2 P-RTA050022 .00 .01 .02 .03
© 0.3 13 50 6 2 P-RTA050032 .00 .01 .02 .03
5 0.5 13 50 6 2 P-RTA050052 .00 .01 .02 .03
® 1 13 50 6 2 P-RTA050102 .00 .01 .02 .03
Application #ERME : % Perfect &iEE © Excellent & O Good &
Coating C%:%ons?‘tez?l, P’e'h;;a%‘{é"ﬁt“‘ High-hardened H#EREiE Stainless steel | Titanium alloy Nick«:lllgw;:onel Copper alloy | Aluminum alloy
BB | RZ# B8 | usHRc | -SOHRC | -S5HRC | ~60HRC | ~GSHRC R LEd BESS e, 8 Haw
(@] (@] (@] (@]
ALTIBN o <) o 0 o)
TisiN 0 0 0 (o
ZNA o o o @ o o o

Unit/EAI: mm

www.speedtiger.com. tw
- e




SPEED TIGER

+ T
600" 7
Cutting Condition

Corner Radius Type - 2 flutes — m—
600 HRC' a7
m 27)[E &I o vt VA i L
Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm
& IE=D g ‘B
] A
L
8

\\ \

. Flute Full Shank e B
~ EOEIFEAR
d yJ?g R {E ggn"‘ E-
6 0.2 15 50 6 2 P-RTA060022 .00 .01 .02 .03
6 0.3 15 50 6 2 P-RTA060032 .00 .01 .02 .03
6 0.5 15 50 6 2 P-RTA060052 .00 .01 .02 .03
6 1 15 50 6 2 P-RTA060102 .00 .01 .02 .03
6 15 15 50 6 2 P-RTA060152 .00 .01 .02 .03
6 2 15 50 6 2 P-RTA060202 .00 .01 .02 .03
8 0.3 20 60 8 2 P-RTA080032 .00 .01 .02 .03
8 0.5 20 60 8 2 P-RTA080052 .00 .01 .02 .03
8 1 20 60 8 2 P-RTA080102 .00 .01 .02 .03
8 1.5 20 60 8 2 P-RTA080152 .00 .01 .02 .03
8 2 20 60 8 2 P-RTA080202 .00 .01 .02 .03
% 8 2.5 20 60 8 2 P-RTA080252 .00 .01 .02 .03
8 3 20 60 8 2 P-RTA080302 .00 .01 .02 .03
10 0.3 25 75 10 2 P-RTA100032 .00 .01 .02 .03
10 0.5 25 75 10 2 P-RTA100052 .00 .01 .02 .03
10 1 25 75 10 2 P-RTA100102 .00 .01 .02 .03
10 1.5 25 75 10 2 P-RTA100152 .00 .01 .02 .03
10 2 25 75 10 2 P-RTA100202 .00 .01 .02 .03
10 2.5 25 75 10 2 P-RTA100252 .00 .01 .02 .03
10 3 25 75 10 2 P-RTA100302 .00 .01 .02 .03
12 0.3 30 75 12 2 P-RTA120032 .00 .01 .02 .03
12 0.5 30 75 12 2 P-RTA120052 .00 .01 .02 .03
12 1 30 75 12 2 P-RTA120102 .00 .01 .02 .03
12 1.5 30 75 12 2 P-RTA120152 .00 .01 .02 .03
12 2 30 75 12 2 P-RTA120202 .00 .01 .02 .03
12 2.5 30 75 12 2 P-RTA120252 .00 .01 .02 .03
12 3 30 75 12 2 P-RTA120302 .00 .01 .02 .03
Application #ERME : % Perfect &iEE O Excellent & O Good &
Coating C%:%ons?‘tez?l, P’e'h;;a%‘{é"ﬁt“‘ High-hardened H#EREiE Stainless steel | Titanium alloy Nick«:lllgw;:onel Copper alloy | Aluminum alloy
BB %= S8 | -asiRc | -50HRC | -55HRC | ~GOMRC | ~B5HRC R #as BESS maw A gEa®
(@] (@] (@] (@]
ALTIBN ©) ©) o 0 o)
TisiN, o o o o
ZNA o e} (o} o) (o) o o

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
- e



SPEED TIGER

4 =it/]
6 0 0 77 p354
Cutting Condition
Corner Radius Type - 4 flutes pr— m—
— 600 HRC' F
m AJJEIE3iiRT] 0 i A Ci
® Micro Grain Carbide @ Wwc=90 Co=10 HV30=1571 Rupture=3750N/mm’ Grain Size=0.6pm
—z T T .00 01 02 03
& =T 0 | |
A \ Q
L | A
\
» 45
BERANC ~
2 6 4 4 P-RTA020024 .00 01 02 03 ——
2 0.3 6 50 4 4 P-RTA020034 .00 .01 .02 .03
2 0.5 6 50 4 4 P-RTA020054 .00 .01 .02 .03
2.5 0.2 8 50 4 4 P-RTA025024 .00 .01 .02 .03
3 0.2 8 50 3 4 P-RTA030024 .00 .01 .02 .03
8 0.3 8 50 3 4 P-RTA030034 .00 .01 .02 .03
3 0.5 8 50 3 4 P-RTA030054 .00 .01 .02 .03
3 1 8 50 3 4 P-RTA030104 .00 .01 .02 .03
3 0.2 8 50 4 4 P-RTA430024 .00 .01 .02 .03
3 0.3 8 50 4 4 P-RTA430034 .00 .01 .02 .03
3 0.5 8 50 4 4 P-RTA430054 .00 .01 .02 .03
3 1 8 50 4 4 P-RTA430104 .00 .01 .02 .03
4 0.2 10 50 4 4 P-RTA040024 .00 .01 .02 .03
4 0.3 10 50 4 4 P-RTA040034 .00 .01 .02 .03
4 0.5 10 50 4 4 P-RTA040054 .00 .01 .02 .03
4 1 10 50 4 4 P-RTA040104 .00 .01 .02 .03
4 1.5 10 50 4 4 P-RTA040154 .00 .01 .02 .03
5 0.2 13 50 6 4 P-RTA050024 .00 .01 .02 .03
5 0.3 13 50 6 4 P-RTA050034 .00 .01 .02 .03
) 0.5 13 50 6 4 P-RTA050054 .00 .01 .02 .03
5 1 13 50 6 4 P-RTA050104 .00 .01 .02 .03
6 0.2 15 50 6 4 P-RTA060024 .00 .01 .02 .03
6 0.3 15 50 6 4 P-RTA060034 .00 .01 .02 .03
6 0.5 15 50 6 4 P-RTA060054 .00 .01 .02 .03 %
Application EFRAMHE : * Perfect RIEE O Excellent & O Good
C‘g,%"g ii?f?"s?éee?" Pfe‘*",;;{i?’ﬁ‘ee‘ High-hardened Hi&E i Stair%eésﬁsteel Titagii(lf ﬁalloy Nic"j{lg’;me' Cﬁ?ﬂrﬁ% al!ﬂcéy Alumﬁignir% alloy
&, 5€# | -4surc | ~50HRC | ~55HRC | ~BOHRC | =~65HRC = BEES = =
(@] (@] (@] (@]
ALTEN o o) o 0 o)
TisiN 0 0 0 o
ZNA o e} (o} o) (o) o o
Unit/EEAI: mm

www.speedtiger.com. tw
- e i
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SPEED TIGER

P354

+ 94 paca
600" =
Cutting Condition

Corner Radius Type - 4 flutes

m ATIEE ST sy

b>a

® Micro Grain Carbide

& TS

Dimension #i1&
Flute Full Shank Flutes
Length Lengt! Diameter

Diameter

Bk

Purchase Code #RiE{{HS

Coating EE

@ wC=90 Co=10 Hv30=1571 Rupture=3750N/mm’ Grain Size=0.6pum

ALY

I T —
ANl -]

6 6 4 P-RTA060104 .00
6 1.5 15 50 6 4 P-RTA060154 .00 .01 .02 .03
6 2 15 50 6 4 P-RTA060204 .00 .01 .02 .03
8 0.3 20 60 8 4 P-RTA080034 .00 .01 .02 .03
8 0.5 20 60 8 4 P-RTA080054 .00 .01 .02 .03
8 1 20 60 8 4 P-RTA080104 .00 .01 .02 .03
8 15 20 60 8 4 P-RTA080154 .00 .01 .02 .03
8 2 20 60 8 4 P-RTA080204 .00 .01 .02 .03
8 2.5 20 60 8 4 P-RTA080254 .00 .01 .02 .03
8 3 20 60 8 4 P-RTA080304 .00 .01 .02 .03
10 0.3 25 75 10 4 P-RTA100034 .00 .01 .02 .03
10 0.5 25 75 10 4 P-RTA100054 .00 .01 .02 .03
10 1 25 75 10 4 P-RTA100104 .00 .01 .02 .03
10 15 25 75 10 4 P-RTA100154 .00 .01 .02 .03
10 2 25 75 10 4 P-RTA100204 .00 .01 .02 .03
10 2.5 25 75 10 4 P-RTA100254 .00 .01 .02 .03
10 3 25 75 10 4 P-RTA100304 .00 .01 .02 .03
12 0.3 30 75 12 4 P-RTA120034 .00 .01 .02 .03
12 0.5 30 75 12 4 P-RTA120054 .00 .01 .02 .03
12 1 30 75 12 4 P-RTA120104 .00 .01 .02 .03
12 1.5 30 75 12 4 P-RTA120154 .00 .01 .02 .03
12 2 30 75 12 4 P-RTA120204 .00 .01 .02 .03
— 12 2.5 30 75 12 4 P-RTA120254 .00 .01 .02 .03
% 12 8 30 75 12 4 P-RTA120304 .00 .01 .02 .03
Application EFRAMHE : * Perfect RIEE O Excellent & O Good
Coating Ciﬂ:;onsitez?l, Pre'“;é%?ﬁ“‘ High-hardened H#EREiE Stainless steel | Titanium alloy Nickzlllllg;:onel Copper alloy | Aluminum alloy
BB | RZ# B8 | usHRc | -SOHRC | -S5HRC | ~60HRC | ~GSHRC LEd BESS e, 8 Haw
) @) @) )
ALTIEN o o o 0 0
Tisinl o) 0 o) ©
A o o o @ o o o
Unit/EfI: mm

WWI/I/. speedtiger.com.tw




SPEED TIGER

600" 353
Corner Radius Type - Long Shank - 2 flutes

m 27 EREISSISET] oW HEL

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um

FET—— \ \ \

Dimension #1& Purchase Code REEXHES
Flute Full Shank

3 3 2 P-LRTA030032

3 0.5 8 75 3 2 P-LRTA030052 .01 .02 .03 HRC

3 1 8 75 3 2 P-LRTA030102 .01 .02 .03 > 55

4 0.3 10 75 4 2 P-LRTA040032 .01 .02 .03

4 0.5 10 75 4 2 P-LRTA040052 .01 .02 .03

4 1 10 75 4 2 P-LRTA040102 .01 .02 .03

4 15 10 75 4 2 P-LRTA040152 .01 .02 .03

6 0.3 15 100 6 2 P-LRTA060032 .01 .02 .03

6 0.5 15 100 6 2 P-LRTA060052 .01 .02 .03

6 1 15 100 6 2 P-LRTA060102 .01 .02 .03

6 1.5 15 100 6 2 P-LRTA060152 .01 .02 .03

6 2 15 100 6 2 P-LRTA060202 .01 .02 .03

8 0.3 20 100 8 2 P-LRTA080032 .01 .02 .03

8 0.5 20 100 8 2 P-LRTA080052 .01 .02 .03 %

8 1 20 100 8 2 P-LRTA080102 .01 .02 .03

8 1.5 20 100 8 2 P-LRTA080152 .01 .02 .03

8 2 20 100 8 2 P-LRTA080202 .01 .02 .03

8 2.5 20 100 8 2 P-LRTA080252 .01 .02 .03

8 3 20 100 8 2 P-LRTA080302 .01 .02 .03

10 0.3 25 100 10 2 P-LRTA100032 .01 .02 .03

10 0.5 25 100 10 2 P-LRTA100052 .01 .02 .03

10 1 25 100 10 2 P-LRTA100102 .01 .02 .03

10 1.5 25 100 10 2 P-LRTA100152 .01 .02 .03

10 2 25 100 10 2 P-LRTA100202 .01 .02 .03

10 2.5 25 100 10 2 P-LRTA100252 .01 .02 .03

10 3 25 100 10 2 P-LRTA100302 .01 .02 .03

12 0.3 30 100 12 2 P-LRTA120032 .01 .02 .03

12 0.5 30 100 12 2 P-LRTA120052 .01 .02 .03

12 1 30 100 12 2 P-LRTA120102 .01 .02 .03

12 1.5 30 100 12 2 P-LRTA120152 .01 .02 .03

12 2 30 100 12 2 P-LRTA120202 .01 .02 .03

12 2.5 30 100 12 2 P-LRTA120252 .01 .02 .03

12 3 30 100 12 2 P-LRTA120302 .01 .02 .03

Application #ERME : % Perfect &iEE © Excellent & O Good &
Coating C%:%ons?‘tez?l, Prehﬁaritgﬁtee\ High-hardened H#EREiE Stainless steel | Titanium alloy Niijﬂg‘;mel Copper alloy | Aluminum alloy

BB %= S8 | -asiRc | -50HRC | -55HRC | ~GOMRC | ~B5HRC R #as BESS maw A gEa®
ALTIEN o o o 0 0
Tisi 0 0 0 0
ZNA o o o o) o 0 0

Unit/EAI: mm

www.speedtiger.com. tw
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SPEED TIGER

6007
Corner Radius Type - Long Shank - 4 flutes

m AT EMEISSIS T so0 WE' 7 “ 7% [

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um

&y ‘»\ \\ m\

Dimension #1& Purchase Code REEXHES

Flute Full Shank
Dlameter m Length FIutes

3 3 4 P-LRTA030034
HRC 3 0.5 8 75 3 4 P-LRTA030054 .01 .02 .03
» 55 3 1 8 75 3 4 P-LRTA030104 .01 .02 .03
4 0.3 10 75 4 4 P-LRTA040034 .01 .02 .03
4 0.5 10 75 4 4 P-LRTA040054 .01 .02 .03
4 1 10 75 4 4 P-LRTA040104 .01 .02 .03
4 15 10 75 4 4 P-LRTA040154 .01 .02 .03
6 0.3 15 100 6 4 P-LRTA060034 .01 .02 .03
6 0.5 15 100 6 4 P-LRTA060054 .01 .02 .03
6 1 15 100 6 4 P-LRTA060104 .01 .02 .03
6 1.5 15 100 6 4 P-LRTA060154 .01 .02 .03
6 2 15 100 6 4 P-LRTA060204 .01 .02 .03
8 0.3 20 100 8 4 P-LRTA080034 .01 .02 .03
8 0.5 20 100 8 4 P-LRTA080054 .01 .02 .03
8 1 20 100 8 4 P-LRTA080104 .01 .02 .03
8 1.5 20 100 8 4 P-LRTA080154 .01 .02 .03
8 2 20 100 8 4 P-LRTA080204 .01 .02 .03
8 2.5 20 100 8 4 P-LRTA080254 .01 .02 .03
8 3 20 100 8 4 P-LRTA080304 .01 .02 .03
10 0.3 25 100 10 4 P-LRTA100034 .01 .02 .03
10 0.5 25 100 10 4 P-LRTA100054 .01 .02 .03
10 1 25 100 10 4 P-LRTA100104 .01 .02 .03
10 1.5 25 100 10 4 P-LRTA100154 .01 .02 .03
10 2 25 100 10 4 P-LRTA100204 .01 .02 .03
10 2.5 25 100 10 4 P-LRTA100254 .01 .02 .03
10 3 25 100 10 4 P-LRTA100304 .01 .02 .03
12 0.3 30 100 12 4 P-LRTA120034 .01 .02 .03
% 12 0.5 30 100 12 4 P-LRTA120054 .01 .02 .03
12 1 30 100 12 4 P-LRTA120104 .01 .02 .03
12 1.5 30 100 12 4 P-LRTA120154 .01 .02 .03
12 2 30 100 12 4 P-LRTA120204 .01 .02 .03
12 2.5 30 100 12 4 P-LRTA120254 .01 .02 .03
12 3 30 100 12 4 P-LRTA120304 .01 .02 .03
Application #ERME : % Perfect &iEE O Excellent & O Good &
Coating Cz'l'lgonsfé‘:?l’ Prehﬁaritgﬁtee\ High-hardened &2 Stainless steel | Titanium alloy Nickc;lllll‘?;onel Copper alloy | Aluminum alloy
28 ﬁ?ﬁﬁl BEM | -4sHRC | ~50HRC | ~55HRC | ~60HRC | ~B5HRC R #as BESS LLERL #Ea®
ALTIBN o o o) o) o)
Tisiny o) 0 0 0
ZNA o o o) o) o o) o

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
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General Series <.

15

400 PLUS Series - Unequal Flute Spacing & Helix Design
MERI - FF2E - FFREDBEEE

www. speedr/gers. c




nequal Flute Spacing & Helix
oy e

e Excellent vibration absorption provides stability.
o BREJNBMIKEENEEE

e Less chatter and high efficiency finishing.
o E /0 T HAIE YT Bl E AL

e Reduce metal burr when machining.

o E/A BT EE/YIROER

-8 www. speealt/ger. corm.tw




400 PLUS

| 400 PLUS Series 400 PLUS &35!

Unequal Flute Spacing & Helix R& 9 & | RZ 125k

Strong edge to preventichippingfaticorners®
IEE V=Rl IS S

EGEQE

St AT A B
£ REJREE

Superior.wear, and chippingiresistanceidueltol
optimally. matched coatinglandicarbidefmaterial
SOREEREEM B S S 1ERME i A2 1

1. EXcellent vibration absorption provides stability.
FETDEMTREENREAE

2.Less chatter and high efficiency finishing.
Y THRIER L HIRAL

3.Reduce metal burr when machining.
A 1B T E % /i OB

Unit/EE{I: mm

www.speedtiger.com. tw
- (ks B



SPEED TIGER 400 PLUS

| Cutting Performance Z3ith&:

Use Dynamometer Measure System to inspect the vibration of general end mills and 400PLUS during milling.
EHRRIEIERE (X & ) SRUTBENEE (Y 8 ) T - ERSNHSEAE—ARIEE 400PLUS RETIBEMIRENER -

General geometry end mill CY" 400PLUS

i b
AT TVTY

%EQX:FIE

T YT
e e Rl
.

Vibration frequency is more intensive,
it means that the force of the
workpiece is more even.

EERERERE RN IHRNBRTS -

Equal V.S Unequal - Performance of Slotting SUS316
—fixJJB VS 400PLUS-SUS316 BHiBE R

G 1 t d mill PVE1004 (210 5
_en:eraageome ry end mi g (210mm) Unequal Design
ﬂxj],\ ooy b
2SR
+

Special Elute/Geometry,
= SR
v PreventBurr HOER
Metal Burr: A lot 2R e 1

ER: RS

Equal vs. Unequal - Shouldering and Corner Part
— 2718 VS 400PLUS- St B8 A E bR

General geometry end mill Gy PVE0804 (8mm) Smooth cutting at shouldering and corner part.

—H®8 . ~  400PLUS - AERREHIHISRERE - EREXE

Unit/EEfiI: mm

mwww. speedtiger.com.tw
- ks




SPEED TIGER 400 PLUS

J Cutting Performance EHILLE:

Unequal V.S Unequal - Surface and Tool Life Comparison
fiifgnEIE V.S BRENETE - REKSHLER

End mill 718 \ PVE1004 (@10mm) 400PLUS video tI#I%
Workpiece Material T f SUS316
Milling Type MIITAT Slotting & ##
Rotation Speed (S) 3% 2644rpm
Milling Speed (Vc) tTHIZEE | 83m/min
Feed Rate (min-1) (F) #47%E | 646 mm/min 4 b= [
o ap=10mm o
Depth of cut tliE 26~ 10mm [ tomm
Feed of teeth (Fz) EYJi4AE | 0.062
. N Vertical Machining Center
Machine fER#E& RS T
Competitor A fthE A Competitor B fit}# B

Metal Burr: Heavy E#|: &E Metal Burr: Some E#| : &/ Metal Burr: Less E& ; /)

Surface: Fine 1JJE%: [&0] Surface: Chattering tJ1E% : E4UBAEE Surface : Excellent t]1E%: %=

Rl
Maximized
Rigidity
=AM

The cutting edge broke. The cutting edge got chipping. Tihelcutting/edgellis fine!
Y] ERER 15 JIERER A JERE 45

Different Cutting Conditions on milling Carbon Steel (S45€
MR xR S45C MR HIEE

Slotting &t 5 Ramping

5EH #
$2546rpm F500 Sz%zfpﬁfzﬁ(gzﬁ
ae:10mm ap:10mm ae:6mm ap:13.8mm

Helical Milling
Helical Slot Milling SEFMI

B{CHMI
S3183rpm F1273
ae:2mm ap:10mm

S3183rpm F1273
ae:2mm ap:12mm

Wave Side Milling
BRI
S3183rpm F1273
ae:2mm ap:20mm

Wave Slotting
BRFIE
S2228rpm F446
ae:10mm ap:10mm

Side Milling {8l %
S3183rpm F637
ae:2mm ap:20mm

Unit/EAI: mm

/ww.speedtiger.com. tw




seep Toer { troeere =

g St T]
400" 7
1B
Cutting Condition

Miniature Square Type - 2 flutes pr— .
. puig 400 HRC E i
m 27)5INESIER D s >0 ’
® Ultra Fine Micro Grain Carbide @ WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4pm
%z o m )70 01 .04‘ .08
I ‘ \ \\ \
L | *\
Dimension #1& Purchase Code #Rf&f
0.2 0.4 38 3 2 P-UMIE3022 .01 .04 .08
0.3 0.6 38 3 2 P-UMIE3032 .01 .04 .08
04 0.7 38 3 2 P-UMIE3042 .01 .04 .08
HRC 0.5 0.8 38 3 2 P-UMIE3052 .01 .04 .08
> €0 0.6 0.9 38 3 2 P-UMIE3062 01 04 08
0.7 1.4 38 3 2 P-UMIE3072 .01 .04 .08
0.8 1.6 38 3 2 P-UMIE3082 .01 .04 .08
0.9 1.8 38 3 2 P-UMIE3092 .01 .04 .08
1 3 38 3 2 P-UMIE3102 .01 .04 .08
% 1.1 3 38 3 2 P-UMIE3112 .01 .04 .08
—— 1.2 3 38 3 2 P-UMIE3122 .01 .04 .08
1.3 3 38 3 2 P-UMIE3132 .01 .04 .08
14 3 38 3 2 P-UMIE3142 .01 .04 .08
15 4 38 & 2 P-UMIE3152 .01 .04 .08
1.6 4 38 3 2 P-UMIE3162 .01 .04 .08
1.7 4 38 3 2 P-UMIE3172 .01 .04 .08
1.8 4 38 3 2 P-UMIE3182 .01 .04 .08
1.9 4 38 3 2 P-UMIE3192 .01 .04 .08
2 6 38 3 2 P-UMIE3202 .01 .04 .08
21 6 38 3 2 P-UMIE3212 .01 .04 .08
— 2.2 6 38 3 2 P-UMIE3222 .01 .04 .08
2.3 6 38 3 2 P-UMIE3232 .01 .04 .08
- 2.4 6 38 3 2 P-UMIE3242 .01 .04 .08
2.5 8 38 3 2 P-UMIE3252 .01 .04 .08
- 2.6 8 38 3 2 P-UMIE3262 .01 .04 .08
2.7 8 38 & 2 P-UMIE3272 .01 .04 .08
— 2.8 8 38 3 2 P-UMIE3282 .01 .04 .08
2.9 8 38 3 2 P-UMIE3292 .01 .04 .08
S 3 8 38 3 2 P-UMIE3302 .01 .04 .08
Application ER#E : % Perfect RIEE O Excellent & O Good &
Coating szaons?é%?l' P”Eggﬁ‘ea' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
ZE  g= , &% | ~45HRC | -50HRC | ~55HRC | ~60HRC | ~65HRC R Haw HEAS LR L
ALTEN ) o o (o ¢
s () o () @
nACRg () o () o o 0 0
Unit/EfiI: mm

WWI/I/. speedtiger.com.tw
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seep Toer [ e S

mUNAE 8t T
1007 o
Cuttlng Condition

Miniature Square Type - 2 flutes 200 TFE
4 2308 == : /
m 2T NI T) o o
Ultra Fine Micro Grain Carbide WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4um
.01 .04 .08
2GRN o ‘
o \ | \
L \

Dimension #31% Purchase Code B

: Flute Full Shank

ﬁgﬁ
01 04 08

50 4 2 P-UMIE0022
0.3 0.6 50 4 2 P-UMIE0032 .01 .04 .08
0.4 0.7 50 4 2 P-UMIE0042 .01 .04 .08
0.5 0.8 50 4 2 P-UMIE0052 .01 .04 .08 HRC
0.6 0.9 50 4 2 P-UMIE0062 .01 .04 .08 > 60
0.7 1.4 50 4 2 P-UMIE0072 .01 .04 .08
0.8 1.6 50 4 2 P-UMIE0082 .01 .04 .08
0.9 1.8 50 4 2 P-UMIE0092 .01 .04 .08
1 3 50 4 2 P-UMIE0O102 .01 .04 .08
1.1 3 50 4 2 P-UMIEO112 .01 .04 .08 %
1.2 3 50 4 2 P-UMIEO122 .01 .04 .08
1.3 3 50 4 2 P-UMIE0132 .01 .04 .08
1.4 3 50 4 2 P-UMIEO142 .01 .04 .08
1.5 4 50 4 2 P-UMIE0152 .01 .04 .08
1.6 4 50 4 2 P-UMIE0162 .01 .04 .08
1.7 4 50 4 2 P-UMIE0172 .01 .04 .08
1.8 4 50 4 2 P-UMIE0182 .01 .04 .08
1.9 4 50 4 2 P-UMIE0192 .01 .04 .08
2 6 50 4 2 P-UMIE0202 .01 .04 .08
2.1 6 50 4 2 P-UMIE0212 .01 .04 .08
2.2 6 50 4 2 P-UMIE0222 .01 .04 .08
2.3 6 50 4 2 P-UMIE0232 .01 .04 .08
24 6 50 4 2 P-UMIEQ0242 .01 .04 .08
2.5 8 50 4 2 P-UMIE0252 .01 .04 .08
2.6 8 50 4 2 P-UMIE0262 .01 .04 .08
2.7 8 50 4 2 P-UMIE0272 .01 .04 .08
2.8 8 50 4 2 P-UMIE0282 .01 .04 .08
2.9 8 50 4 2 P-UMIE0292 .01 .04 .08
3 8 50 4 2 P-UMIE0302 .01 .04 .08
Application ERME : * Perfect RitE O Excellent & O Good &
Coating Cimnons?é?a?l' Pm"{é%ﬁ‘ee‘ High-hardened E#ERE Stainless steel | Titanium alloy NiCK(;IIIIL:;onel Copper alloy |Aluminum alloy
L€ , &% | ~45HRC | -50HRC | ~55HRC | ~60HRC | ~65HRC R Haw HEAS LR L
ALTIEN o o () 0 0
zis () (9 () 0
nACRY ©) ©) o 0 o o) o)

Unit/EAI: mm

www.speedtiger.com. tw
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SPEED TIGER

+ TW pace
400"
Cutting Condition

Square Type - 2 flutes

m 27)3I8%70

® Ultra Fine Micro Grain Carbide

& IESSS

L

@® \WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4um

| . | ‘
0\
N \

Dimension #1& Purchase Code #Rf&f
o |\ | own | owe | Fuee | weor | ommem |
R R Rl
1 3 50 4 2 P-UET0102
1.5 4 50 4 2 P-UET0152 .01 .04 .08
2 6 50 4 2 P-UET0202 .01 .04 .08
HRC 2.5 8 50 4 2 P-UET0252 .01 .04 .08
> €0 3 8 50 4 2 P-UET0302 01 04 08
3.5 10 50 4 2 P-UET0352 .01 .04 .08
4 11 50 4 2 P-UET0402 .01 .04 .08
4.5 13 50 6 2 P-UET0452 .01 .04 .08
5 13 50 6 2 P-UET0502 .01 .04 .08
% 5.5 13 50 6 2 P-UET0552 .01 .04 .08
T 6 16 50 6 2 P-UET0602 .01 .04 .08
6.5 16 60 8 2 P-UET0652 .01 .04 .08
7 17 60 8 2 P-UET0702 .01 .04 .08
7.5 17 60 8 2 P-UET0752 .01 .04 .08
8 21 60 8 2 P-UET0802 .01 .04 .08
8.5 25 75 10 2 P-UET0852 .01 .04 .08
9 25 75 10 2 P-UET0902 .01 .04 .08
9.5 25 75 10 2 P-UET0952 .01 .04 .08
10 26 75 10 2 P-UET1002 .01 .04 .08
11 28 75 12 2 P-UET1102 .01 .04 .08
12 30 75 12 2 P-UET1202 .01 .04 .08
13 33 75 14 2 P-UET1302 .01 .04 .08
14 33 75 14 2 P-UET1402 .01 .04 .08
15 33 75 16 2 P-UET1502 .01 .04 .08
16 33 75 16 2 P-UET1602 .01 .04 .08
18 45 100 18 2 P-UET1802 .01 .04 .08
20 50 100 20 2 P-UET2002 .01 .04 .08
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating szaons?é%?l' P”Eggﬁ‘ea' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
ZE  g= , &% | ~45HRC | -50HRC | ~55HRC | ~60HRC | ~65HRC R Haw HEAS LR BEE
ALTEN ) o o (o 0 0
s () o () @ ¢
nACRg () o () o @ o 0
Unit/EfI: mm

WWI/I/. speedtiger.com.tw




SPEED TIGER

RO —
4007 =7
Cutting Condition

Square Type - 4 flutes —

. 400 HRC'
m 47)3I8%7] God
® Ultra Fine Micro Grain Carbide @® WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4ym
01 04 08
—Z I T «
& JESS ); (
- - 4
EETEE ‘ 0,
| \\
Dimension #R1& Purchase Code #f&f
: Flute Full Shank
1 3 50 4 4 P-UET0104
1.5 4 50 4 4 P-UET0154 .01 .04 .08
2 6 50 4 4 P-UET0204 .01 .04 .08
2.5 8 50 4 4 P-UET0254 .01 .04 .08 HRC
3 8 50 4 4 P-UET0304 01 04 08 > 60
3.5 8 50 4 4 P-UET0354 .01 .04 .08
4 " 50 4 4 P-UET0404 .01 .04 .08
4.5 13 50 6 4 P-UET0454 .01 .04 .08
5 13 50 6 4 P-UET0504 .01 .04 .08
5.5 13 50 6 4 P-UET0554 .01 .04 .08
6 16 50 6 4 P-UET0604 .01 .04 .08
6.5 16 60 8 4 P-UET0654 .01 .04 .08
7 17 60 8 4 P-UETO0704 .01 .04 .08
21 60 8 4 P-UET0804 .01 .04 .08
8 26 75 8 4 P-UET0814 .01 .04 .08
8.5 26 75 10 4 P-UET0854 .01 .04 .08
9 26 75 10 4 P-UET0904 .01 .04 .08
9.5 26 75 10 4 P-UET0954 .01 .04 .08
10 30 75 10 4 P-UET1004 .01 .04 .08
1 30 75 12 4 P-UET1104 .01 .04 .08
12 32 75 12 4 P-UET1204 .01 .04 .08
13 33 75 14 4 P-UET1304 .01 .04 .08 ﬁ%
14 35 75 14 4 P-UET1404 .01 .04 .08
16 46 100 16 4 P-UET1604 .01 .04 .08
20 46 100 20 4 P-UET2004 .01 .04 .08
25 50 100 25 4 P-UET2504 .01 .04 .08
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating szaons?é%?l' P”Eggﬁ‘ea' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
Bz , A€M | ~45HRC | ~50HRC | ~55HRC | ~BOHRC | ~65HRC KR #EE BEASE Hag, @ BEE
‘ALTIEN o o o o o) o)
7S o o o o) o)
ACR (¢) [¢) [¢) (¢ 0 (o) 0 0
Unit/EAI: mm

www.speedtiger.com. tw
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SPEED TIGER

4007 s
Square Type - Long Flute - 2 flutes

B 27)R 718k 7D

® Ultra Fine Micro Grain Carbide

EE

d
L

Dimension #1&
vaneir | ot | o | o | Mo | e |
ome | 2w - AN
1 4 2 P-ULETO0102 .01 .04 .08
15 6 50 4 2 P-ULET0152 .01 .04 .08
2 8 50 6 2 P-ULET0202 .01 .04 .08
HRC 2.5 10 50 6 2 P-ULET0252 .01 .04 .08
> €0 3 12 60 6 2 P-ULET0302 01 04 08
3.5 14 60 6 2 P-ULET0352 .01 .04 .08
4 16 60 6 2 P-ULET0402 .01 .04 .08
4.5 16 60 6 2 P-ULET0452 .01 .04 .08
5 20 60 6 2 P-ULET0502 .01 .04 .08
% 55 20 60 6 2 P-ULET0552 .01 .04 .08
—_ 6 25 75 6 2 P-ULET0602 .01 .04 .08
7 26 75 8 2 P-ULET0702 .01 .04 .08
8 26 75 8 2 P-ULET0802 .01 .04 .08
8 36 100 8 2 P-ULET0812 .01 .04 .08
10 40 100 10 2 P-ULET1002 .01 .04 .08
1 40 100 12 2 P-ULET1102 .01 .04 .08
12 46 100 12 2 P-ULET1202 .01 .04 .08
14 46 100 14 2 P-ULET1402 .01 .04 .08
15 46 100 16 2 P-ULET1502 .01 .04 .08
16 46 100 16 2 P-ULET1602 .01 .04 .08
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating CZ']FO"SiEZ?l' p’e;hé%?ﬁﬁm' High-hardened B Stainless steel| Titanium alloy Nickc;llllijnconel Copper alloy | Aluminum alloy
ZE k34, 8£M | -45HRC | ~50HRC | ~55HRC | ~BOHRC | ~B5HRC oL kS ﬁggﬁ LEE Lk
ALTIBN ) © © © o o
s © © © o 0
AR © © © © 0 © o) o)
Unit/EfI: mm

mwww. speedtiger.com.tw
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SPEED TIGER

T H paco
4007 7%
Cutting Condition

Square Type - Long Flute - 4 flutes p— .
. 400 ‘HRC'
m 4J)RJISIHkT] (PLUS Jf 60
® Ultra Fine Micro Grain Carbide @ WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4pm
_ N .01 .04 .08
—Z | \ iy
@ IESSST . F ER
1 ‘ \
L ‘ £
: Flute Full Shank
ﬁgﬁ -
1 4 4 P-ULET0104 .01 04 08
1.5 6 50 4 4 P-ULETO0154 .01 .04 .08
2 9 50 4 4 P-ULET0204 .01 .04 .08
2.5 10 50 4 4 P-ULET0254 .01 .04 .08 HRC
3 12 50 6 4 P-ULET0304 01 04 08 > 60
3.5 14 50 6 4 P-ULETO0354 .01 .04 .08
4 16 60 6 4 P-ULET0404 .01 .04 .08
4.5 18 60 6 4 P-ULET0454 .01 .04 .08
5 25 75 6 4 P-ULET0504 .01 .04 .08
6 25 75 6 4 P-ULETO0604 .01 .04 .08
7 30 75 8 4 P-ULETO0704 .01 .04 .08
8 35 100 8 4 P-ULET0804 .01 .04 .08
10 40 100 10 4 P-ULET1004 .01 .04 .08
12 45 100 12 4 P-ULET1204 .01 .04 .08
12 60 150 12 4 P-ULET1214 .01 .04 .08
14 45 100 14 4 P-ULET1404 .01 .04 .08
16 65 150 16 4 P-ULET1604 .01 .04 .08
20 75 150 20 4 P-ULET2004 .01 .04 .08
25 80 150 25 4 P-ULET2504 .01 .04 .08
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating sz)ons?é%?l' P”Eﬁé’;ﬁ‘*' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
2@ K&l , 5€M | -45HRc | ~50HRC | ~55HRC | ~6OHRC | ~B5HRC KR #EE BEASE Hag, @ Bag
‘ALTIEN o o o o o) o)
7S o o o o) o) o)
ACR (¢) [¢) [¢) (¢ 0 (o) 0 0

www.speedtiger.com.tw
B @490 s )



SPEED TIGER

4007 “Erse0
Square Type - For Hard Material - Multiple Flutes om o E ?

m SNSEERH G

® Ultra Fine Micro Grain Carbide @® WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4ym

. Flute Full Shank
6 16 50 6 5 P-UVT0605 .01 .04 .08
8 20 60 8 7 P-UVT0807 .01 .04 .08
10 30 75 10 7 P-UVT1007 .01 .04 .08
E%ﬁ 12 32 75 12 7 P-UVT1207 .01 .04 .08
16 40 100 16 9 P-UVT1609 .01 .04 .08
20 45 100 20 9 P-UVT2009 .01 .04 .08
25 45 100 25 9 P-UVT2509 .01 .04 .08
Application ERAME : % Perfect RIEE O Excellent & O Good &
Coating sz)ons?é%?l' P”Eg'{i‘ee' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllll(x:onel Copper alloy |Aluminum alloy
o o o
ZE xz ,B&8M | ~45HRC | ~50HRC | ~55HRC | ~BOHRC | ~65HRC Rial sag EEHES LR BEE
mgn o o o o o) o)
s o o o 0 o)
ARy ¢) o ¢) o o) o o) o)
Unit/EfiI: mm

WWI/I/. speedtiger.com.tw
B @200 e




SPEED TIGER

4007 7Erse0
Square Type - Long Flute - Multiple Flutes

n SNETNRASINT 00 WS e b

® Ultra Fine Micro Grain Carbide @® WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4ym

6 25 75 6 5 P-ULVT0605 .01 .04 .08
8 30 75 8 7 P-ULVTO0807 .01 .04 .08
10 40 100 10 7 P-ULVT1007 .01 .04 .08
12 45 100 12 7 P-ULVT1207 .01 .04 .08 !Igg
16 65 150 16 9 P-ULVT1609 .01 .04 .08
20 75 150 20 9 P-ULVT2009 .01 .04 .08
25 80 150 25 9 P-ULVT2509 .01 .04 .08
Application ERAME : % Perfect RIEE O Excellent #& O Good &
Coating sz)ons?é%?l' P”Eg'{i‘ee' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllll(x:onel Copper alloy |Aluminum alloy
o o o
B gz ,B&8M | ~45HRC | ~50HRC | ~55HRC | ~BOHRC | ~65HRC * sag EEHES LR BEE
mgn o o o o o) o)
s o o o 0 o)
ARy ¢) o ©) o o) o o) o)

www.speedtiger.com. tw m
- e 0




SPEED TIGER

Neck
+ 27 37 BT
400 sz P36T g P362
Square Type - Long Neck - 2 & 3 flutes

m 27)&37)ix BRI

® Ultra Fine Micro Grain Carbide @ \WC=87 Co=12 HRA=92.1 Rupture=3800N/mm’ Grain Size=0.4um
~Z 4t E 01 04 08
|
L1
L \ N
Dimension #i1& Purchase Code #
. Flute Efficient Full Shank
MMMMMMMMM@HEI IIIMIII
0.5 0.75 2 50 4 2 P-ULNT05022
!lgg 0.5 0.75 4 50 4 2 P-ULNT05042 .01 .04 .08
0.5 0.75 6 50 4 2 P-ULNT05062 .01 .04 .08
0.6 0.9 2 50 4 2 P-ULNT06022 .01 .04 .08
1 15 6 50 4 3 P-ULNT10063 .01 .04 .08
1 1.5 8 50 4 3 P-ULNT10083 .01 .04 .08
1 1.5 10 50 4 3 P-ULNT10103 .01 .04 .08
1 1.5 12 50 4 3 P-ULNT10123 .01 .04 .08
— 1.5 23 6 50 4 3 P-ULNT15063 .01 .04 .08
% 1.5 2.3 8 50 4 3 P-ULNT15083 .01 .04 .08
E— 1.5 2.3 10 50 4 3 P-ULNT15103 .01 .04 .08
1.5 2.3 12 50 4 3 P-ULNT15123 .01 .04 .08
1.5 2.3 14 50 4 3 P-ULNT15143 .01 .04 .08
1.5 2.3 16 50 4 3 P-ULNT15163 .01 .04 .08
— 1.5 2.3 18 50 4 3 P-ULNT15183 .01 .04 .08
@ 1.5 2.3 20 50 4 3 P-ULNT15203 .01 .04 .08
E— 2 3 6 50 4 3 P-ULNT20063 .01 .04 .08
2 3 8 50 4 3 P-ULNT20083 .01 .04 .08
2 3 10 50 4 3 P-ULNT20103 .01 .04 .08
2 3 12 50 4 3 P-ULNT20123 .01 .04 .08
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating szaons?é%?l' P”Eggﬁ‘ea' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
ZE  g= , &% | ~45HRC | -50HRC | ~55HRC | ~60HRC | ~65HRC R Haw HEAS LR BEE
ALTEN ) o o (o 0 0
s () o () @ ¢
nACRg () o () o @ o 0 0

Unit/EEfI: mm

mwww. speedtiger.com.tw
- e




SPEED TIGER

Neck
3% Y-V

27
+ TH R
4 00 guz P361 .z P362
Cutting Condition  Cutting Condition

Square Type - Long Neck - 3 flutes 00 TiE .
m 3J)RiERMEIET] W
® Ultra Fine Micro Grain Carbide @ WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4pm
~Z 4t E 01 04 08
I
L1
L \ N
Dimension #31& Purchase Code *
. Flute Efficient Full Shank
2 3 50 4 3 P-ULNT20143
2 3 16 50 4 3 P-ULNT20163 .01 .04 .08 lll;lé
2 3 18 50 4 3 P-ULNT20183 .01 .04 .08
2 8 20 50 4 3 P-ULNT20203 .01 .04 .08
2.5 4 8 50 4 3 P-ULNT25083 .01 .04 .08
2.5 4 12 50 4 3 P-ULNT25123 .01 .04 .08
2.5 4 16 50 4 3 P-ULNT25163 .01 .04 .08
2.5 4 20 50 4 3 P-ULNT25203 .01 .04 .08
3 45 10 50 6 3 P-ULNT30103 .01 .04 .08
3 4.5 12 50 6 3 P-ULNT30123 .01 .04 .08
3 4.5 16 60 6 3 P-ULNT30163 .01 .04 .08
3 4.5 20 60 6 3 P-ULNT30203 .01 .04 .08
3 4.5 25 75 6 3 P-ULNT30253 .01 .04 .08
4 6 12 50 6 3 P-ULNT40123 .01 .04 .08
4 6 16 60 6 3 P-ULNT40163 .01 .04 .08
4 6 20 75 6 3 P-ULNT40203 .01 .04 .08 @
4 6 25 75 6 3 P-ULNT40253 .01 .04 .08
4 6 30 75 6 3 P-ULNT40303 .01 .04 .08
4 6 35 75 6 3 P-ULNT40353 .01 .04 .08
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating szaons?é%?l' P”Eggﬁ‘ea' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
ZE xz A€M | -45HRC | ~50HRC | ~55HRC | ~60HRC | ~B5HRC Rial sag EEHES LR Bae
mgn o o o <) o) o)
s o o o o) o)
ACRo ¢) o ¢) [©) o) [¢) o) o)
Unit/EEAI: mm

www.speedtiger.com. tw
- e i




SPEED TIGER

4007 ire

MUNIE FrBY

Miniature Ball Nose Type - 2 flutes 200 TiE
4 YATT | = - } Y,
m 27 NERR RS $ET) o O e
Ultra Fine Micro Grain Carbide WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4um

dt
R

oo [ [ 5 | B8y [ [ | o | ot
0.3 0.15 0.6 38 3 2 P-UMIB3032 .01 .04 .08
0.4 0.2 0.7 38 3 2 P-UMIB3042 .01 .04 .08
0.5 0.25 0.8 38 3 2 P-UMIB3052 .01 .04 .08
HRC 0.6 0.3 0.9 38 3 2 P-UMIB3062 .01 .04 .08
> 60 0.7 0.35 14 38 3 2 P-UMIB3072 .01 .04 .08
0.8 0.4 1.6 38 3 2 P-UMIB3082 .01 .04 .08
0.9 0.45 1.8 38 3 2 P-UMIB3092 .01 .04 .08
1 0.5 2 38 3 2 P-UMIB3102 .01 .04 .08
1.1 0.55 2.2 38 3 2 P-UMIB3112 .01 .04 .08
1.2 0.6 2.4 38 3 2 P-UMIB3122 .01 .04 .08
1.3 0.65 2.6 38 3 2 P-UMIB3132 .01 .04 .08
1.4 0.7 2.8 38 3 2 P-UMIB3142 .01 .04 .08
1.5 0.75 3 38 3 2 P-UMIB3152 .01 .04 .08
@ 1.6 0.8 3.2 38 3 2 P-UMIB3162 .01 .04 .08
1.7 0.85 3.4 38 3 2 P-UMIB3172 .01 .04 .08
1.8 0.9 3.6 38 3 2 P-UMIB3182 .01 .04 .08
1.9 0.95 3.8 38 3 2 P-UMIB3192 .01 .04 .08
2 1 4 38 3 2 P-UMIB3202 .01 .04 .08
2.1 1.05 4.2 38 3 2 P-UMIB3212 .01 .04 .08
2.2 1.1 4.4 38 3 2 P-UMIB3222 .01 .04 .08
23 1.15 4.6 38 3 2 P-UMIB3232 .01 .04 .08
2.4 1.2 4.8 38 3 2 P-UMIB3242 .01 .04 .08
25 1.25 5 38 3 2 P-UMIB3252 .01 .04 .08
2.6 1.3 5.2 38 3 2 P-UMIB3262 .01 .04 .08
2.7 1.35 5.4 38 3 2 P-UMIB3272 .01 .04 .08
2.8 14 5.6 38 3 2 P-UMIB3282 .01 .04 .08
2.9 1.45 5.8 38 3 2 P-UMIB3292 .01 .04 .08
B 1.5 6 38 3 2 P-UMIB3302 .01 .04 .08
Application ERME : * Perfect RitE O Excellent & O Good &
Coating Cimnons?é?a?l' Pm"{é%ﬁ‘ee‘ High-hardened E#ERE Stainless steel | Titanium alloy NiCK(;IIIIL:;onel Copper alloy |Aluminum alloy
2B  zW S8 | siRc | -soMRC | -65HRC | -60MRC | ~65HRC R Haw HEAS LR BEE
ALTIEN o o () 0 o 0
zis () (9 () 0 0
nACRY ©) ©) o 0 0 ©) o) o)

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
- e



SPEED TIGER

4007 e

mUNE FrBY

Miniature Ball Nose Type - 2 flutes 200 T
4 YATT | = - } Y,
m 27 NERR RS $ET) 0 O e
Ultra Fine Micro Grain Carbide WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4um

S W\

oo [ [ 5 | B8y [ [ | o | ot
0.3 0.15 0.6 50 4 2 P-UMIB0032 .01 .04 .08
0.4 0.2 0.7 50 4 2 P-UMIB0042 .01 .04 .08
0.5 0.25 0.8 50 4 2 P-UMIB0052 .01 .04 .08
0.6 0.3 0.9 50 4 2 P-UMIB0062 .01 .04 .08 HRC
0.7 0.35 14 50 4 2 P-UMIB0072 .01 .04 .08 > 60
0.8 0.4 1.6 50 4 2 P-UMIB0082 .01 .04 .08
0.9 0.45 1.8 50 4 2 P-UMIB0092 .01 .04 .08
1 0.5 2 50 4 2 P-UMIB0102 .01 .04 .08
1.1 0.55 2.2 50 4 2 P-UMIB0112 .01 .04 .08
1.2 0.6 2.4 50 4 2 P-UMIB0122 .01 .04 .08
1.3 0.65 2.6 50 4 2 P-UMIB0132 .01 .04 .08
1.4 0.7 2.8 50 4 2 P-UMIB0142 .01 .04 .08
1.5 0.75 3 50 4 2 P-UMIB0152 .01 .04 .08
1.6 0.8 3.2 50 4 2 P-UMIB0162 .01 .04 .08 @
1.7 0.85 3.4 50 4 2 P-UMIB0172 .01 .04 .08
1.8 0.9 3.6 50 4 2 P-UMIB0182 .01 .04 .08
1.9 0.95 3.8 50 4 2 P-UMIB0192 .01 .04 .08
2 1 4 50 4 2 P-UMIB0202 .01 .04 .08
2.1 1.05 4.2 50 4 2 P-UMIB0212 .01 .04 .08
2.2 1.1 4.4 50 4 2 P-UMIB0222 .01 .04 .08
23 1.15 4.6 50 4 2 P-UMIB0232 .01 .04 .08
2.4 1.2 4.8 50 4 2 P-UMIB0242 .01 .04 .08
2.5 1.25 5 50 4 2 P-UMIB0252 .01 .04 .08
2.6 1.3 5.2 50 4 2 P-UMIB0262 .01 .04 .08
2.7 1.35 5.4 50 4 2 P-UMIB0272 .01 .04 .08
2.8 14 5.6 50 4 2 P-UMIB0282 .01 .04 .08
2.9 1.45 5.8 50 4 2 P-UMIB0292 .01 .04 .08
B 1.5 6 50 4 2 P-UMIB0302 .01 .04 .08
Application ERME : * Perfect RitE O Excellent & O Good &
Coating Cimnons?é?a?l' Pm"{é%ﬁ‘ee‘ High-hardened E#ERE Stainless steel | Titanium alloy NiCK(;IIIIL:;onel Copper alloy |Aluminum alloy
2B  zW S8 | siRc | -soMRC | -65HRC | -60MRC | ~65HRC R Haw HEAS LR BEE
ALTIEN o o () 0 o 0
zis () (9 () 0 0
nACRY ©) ©) o 0 0 ©) o) o)

Unit/EAI: mm

www.speedtiger.com. tw
- e




SPEED TIGER

4007 e

Ball Nose |

INGiCE WA

Ball Nose Type - 2 flutes

m 27)ERBISTHETD

® Ultra Fine Micro Grain Carbide

& I g

.01

\\

.08

Dimension #31& Purchase Code *
: Flute Full Shank
Danais IMHMMMMMMI Illllll
1 2 4 2 P-UBT0102
1.5 0.75 3 50 4 2 P-UBT0152 .01 .04 .08
2 1 4 50 4 2 P-UBT0202 .01 .04 .08
HRC 2.5 1.25 5 50 4 2 P-UBT0252 .01 .04 .08
> &0 3 15 6 50 4 2 P-UBT0302 01 04 08
3.5 1.75 7 50 4 2 P-UBT0352 .01 .04 .08
4 2 8 50 4 2 P-UBT0402 .01 .04 .08
4.5 2.25 9 50 6 2 P-UBT0452 .01 .04 .08
5 2.5 10 50 6 2 P-UBT0502 .01 .04 .08
5.5 2.75 11 50 6 2 P-UBT0552 .01 .04 .08
6 3 12 50 6 2 P-UBT0602 .01 .04 .08
7 3.5 14 60 8 2 P-UBT0702 .01 .04 .08
8 4 16 60 8 2 P-UBT0802 .01 .04 .08
% 8 4 16 75 8 2 P-UBT0812 .01 .04 .08
— 9 4.5 18 75 10 2 P-UBT0902 .01 .04 .08
10 5 20 75 10 2 P-UBT1002 .01 .04 .08
12 6 24 75 12 2 P-UBT1202 .01 .04 .08
14 7 28 75 14 2 P-UBT1402 .01 .04 .08
16 8 32 100 16 2 P-UBT1602 .01 .04 .08
20 10 40 150 20 2 P-UBT2002 .01 .04 .08
25 12.5 45 150 25 2 P-UBT2502 .01 .04 .08
High precision radius accuracy request is available
SEERETTH
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating szaons?é%?l' P”Eggﬁ‘ea' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
ZE xz A€M | -45HRC | ~50HRC | ~55HRC | ~60HRC | ~B5HRC sag EEHES LR Bae
ALTEN ) o o (o 0 0
s () o () @ ¢
nACRg () o () o @ o 0
Unit/EfiI: mm

WWI/I/. speedtiger.com.tw
- e




SPEED TIGER Ball Nose _

+ IREISET)
4 0 0 rg;;g P364
Ball Nose Type - 4 flutes

m AT)EREISIEET] =i

® Ultra Fine Micro Grain Carbide @® WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4ym
7 — 01 .04 .08
d
% J/ SN o @
R | | ‘ \ “\ \
Flute Full Shank L
1 0.5 2 50 4 4 P-UBT0104 .01 .04 .08
2 1 4 50 4 4 P-UBT0204 .01 .04 .08
2.5 1.25 5 50 4 4 P-UBT0254 .01 .04 .08
3 1.5 6 50 4 4 P-UBT0304 .01 .04 .08
2 8 50 4 4 P-UBT0404 .01 .04 .08 !Igg
4.5 2.25 9 50 6 4 P-UBT0454 .01 .04 .08
5 2.5 10 50 6 4 P-UBT0504 .01 .04 .08
6 3 12 50 6 4 P-UBT0604 .01 .04 .08
7 35 14 60 8 4 P-UBT0704 .01 .04 .08
8 4 16 60 8 4 P-UBT0804 .01 .04 .08
8 4 16 75 8 4 P-UBT0814 .01 .04 .08
10 5 20 75 10 4 P-UBT1004 .01 .04 .08
12 6 24 75 12 4 P-UBT1204 .01 .04 .08
14 7 28 100 14 4 P-UBT1404 .01 .04 .08
16 8 32 100 16 4 P-UBT1604 .01 .04 .08
20 10 40 150 20 4 P-UBT2004 .01 .04 .08
25 12.5 50 150 25 4 P-UBT2504 .01 .04 .08
Long Shank -
Flute Full Shank g 2B
6 3 12 75 6 4 P-ULBT0604 .01 .04 .08
8 4 16 100 8 4 P-ULBT0804 .01 .04 .08
10 5 20 100 10 4 P-ULBT1004 .01 .04 .08 %
12 6 24 100 12 4 P-ULBT1204 .01 .04 .08
16 8 32 150 16 4 P-ULBT1604 .01 .04 .08
High precision radius accuracy request is available
SiEERETTH
Application #ERME : % Perfect RiE O Excellent BE& O Good f£
5 Carbon steel, | Prehardensteel High-hardened SEEHE ; o Nickel/Inconel q
Coating Alov steel | | TR Igh-hardened ®ie/= Stainless steel | Titanium alloy alloy Copper alloy |Aluminum alloy
=3 B2 = P
BB | 5w, 28 | -asHRc | -50HRC | ~s5HRC | ~60WRC | ~6SHRC R Hag BESS LR gEaw
ALTIEN o o o o o) o)
s o o o o o)
nAGRy o o o o o () 0 0

Unit/EAI: mm

www.speedtiger.com.tw
B @900 e N




SPEED TIGER Ball Nose -

+ kB R T
4007 i
Ball Nose Type - Short Flute - 2 flutes

B 27)38 15 J)BRBIST§ET)

® Ultra Fine Micro Grain Carbide @® WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4ym
. 01 04 .08
o IS o g
= ‘ \
g L \
L
Dimension #31& Purchase Code #RiEHS
. Flute Efficient Full Shank
1 4 2 P-UBTSX010
1.5 0.75 1.5 4 50 4 2 P-UBTSX015 .01 .04 .08
2 1 2 5 50 4 2 P-UBTSX020 .01 .04 .08
'»"E;ﬁ 2.5 1.25 2.5 6 50 4 2 P-UBTSX025 .01 .04 .08
3 1.5 3 8 50 4 2 P-UBTSX030 .01 .04 .08
3.5 1.75 3.5 8 50 4 2 P-UBTSX035 .01 .04 .08
3 1.5 3 8 50 6 2 P-UBTSX036 .01 .04 .08
2 4 10 50 4 2 P-UBTSX044 .01 .04 .08
45 2.25 4.5 11 50 6 2 P-UBTSX045 .01 .04 .08
4 2 4 10 50 6 2 P-UBTSX046 .01 .04 .08
5 25 5 13 50 6 2 P-UBTSX050 .01 .04 .08
5.5 2.75 5.5 14 50 6 2 P-UBTSX055 .01 .04 .08
6 3 6 15 50 6 2 P-UBTSX060 .01 .04 .08
@ 7 3.5 7 16 60 8 2 P-UBTSX070 .01 .04 .08
— 8 4 8 20 60 8 2 P-UBTSX080 .01 .04 .08
9 4.5 9 22 75 10 2 P-UBTSX090 .01 .04 .08
10 5 10 25 75 10 2 P-UBTSX100 .01 .04 .08
12 6 12 30 75 12 2 P-UBTSX120 .01 .04 .08
14 7 14 35 75 16 2 P-UBTSX140 .01 .04 .08
16 8 16 40 100 16 2 P-UBTSX160 .01 .04 .08
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating szaons?é%?l' P”Eggﬁ‘ea' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
ZE  g= , &% | ~45HRC | -50HRC | ~55HRC | ~60HRC | ~65HRC R Haw HEAS LR BEE
ALTEN ) o o (o 0 0
s () o () @ ¢
nACRg () o () o @ o 0 0

Unit/EEfI: mm

mwww. speedtiger.com.tw
- e




SPEED TIGER Ball Nose -

4 PREIER ]
4 00 Ef#?g P365
Ball Nose Type - Long Shank - 2 flutes p— .
= 200 TRC E =
m 27) RABRBISIHET]
Ultra Fine Micro Grain Carbide WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4um
%@Z E/L ‘ )E .01 \ .0:\ .08
R L\

Dimension #1& Purchase Code #REEXH5

FIute Full Shank .
Dlameter Lengt Length Gestliar 4

ﬂgﬁ.
01 04 08

2 6 2 P-ULBTS0102
1.5 0.75 3 75 6 2 P-ULBTS0152 .01 .04 .08
2 1 4 75 6 2 P-ULBTS0202 .01 .04 .08
25 1.25 5 75 6 2 P-ULBTS0252 .01 .04 .08 HRC
3 1.5 6 75 6 2 P-ULBTS0302 .01 .04 .08 > 60
35 1.75 7 75 6 2 P-ULBTS0352 .01 .04 .08
4 2 8 75 6 2 P-ULBTS0402 .01 .04 .08
4.5 2.25 9 75 6 2 P-ULBTS0452 .01 .04 .08
5 25 10 75 6 2 P-ULBTS0502 .01 .04 .08
5.5 2.75 1 75 6 2 P-ULBTS0552 .01 .04 .08
6 3 12 75 6 2 P-ULBTS0602 .01 .04 .08
7 35 14 75 8 2 P-ULBTS0702 .01 .04 .08
8 4 16 100 8 2 P-ULBTS0802 .01 .04 .08
9 4.5 18 100 10 2 P-ULBTS0902 .01 .04 .08 @
10 5 20 100 10 2 P-ULBTS1002 .01 .04 .08
12 6 24 100 12 2 P-ULBTS1202 .01 .04 .08
14 7 28 100 14 2 P-ULBTS1402 .01 .04 .08
16 8 32 150 16 2 P-ULBTS1602 .01 .04 .08
6 3 12 100 6 2 P-ULBTMO0602 .01 .04 .08
8 4 16 150 8 2 P-ULBTMO0802 .01 .04 .08
10 5 20 150 10 2 P-ULBTM1002 .01 .04 .08
12 6 24 150 12 2 P-ULBTM1202 .01 .04 .08
16 8 32 200 16 2 P-ULBTM1602 .01 .04 .08
6 3 12 150 6 2 P-ULBTL0602 .01 .04 .08
20 10 40 200 20 2 P-ULBTL2002 .01 .04 .08
25 12.5 45 200 25 2 P-ULBTL2502 .01 .04 .08

Application ¥ : * Perfect RIEEE O Excellent & O Good &

Pre-harden steel ) - :
Coating Carbon steel, re}ﬁaraﬂaee High-hardened E#ERE Stainless steel | Titanium alloy iehelilieass] Copper alloy |Aluminum alloy
BE | gy N2 3 T #ae 3, | W2 @ | mas
REM, 5&#M | -45HRC | ~50HRC | ~55HRC | ~BOHRC | ~65HRC e HEAS Sl e
ALTI o (@] (¢} €} (@] O
2 (@] (€] (@] O (@]
nAC (@] o (@] (€] O (€] (@] (@]

Unit/EAI: mm

www.speedtiger.com. tw
- e




Ball Nose
Long Neck
o 8 DI BY

SPEED TIGER

4007 “irssa

Ball Nose Type - Long Neck - 2 flutes 700 "TiE
m 27 SRR ST ) hid =
® Ultra Fine Micro Grain Carbide @® \WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4pm
~Z J@ )E .01 .04 .08
%@ ] |
L1
L 1 N
| b

Dimension 1% Purchase Code RIS

. Flute Efficient Full Shank =
Cameter m Length | Length | Length i

0.5 0.25 0.75 2 4 2 P-ULNBTO05022
0.5 0.25 0.75 4 50 4 2 P-ULNBTO05042 .01 .04 .08
0.5 0.25 0.75 6 50 4 2 P-ULNBTO05062 .01 .04 .08
HRC 0.6 0.3 0.9 2 50 4 2 P-ULNBT06022 .01 .04 .08
> 60 0.6 0.3 0.9 4 50 4 2 P-ULNBT06042 .01 .04 .08
0.6 0.3 0.9 6 50 4 2 P-ULNBT06062 .01 .04 .08
0.8 0.4 1.2 4 50 4 2 P-ULNBTO08042 .01 .04 .08
0.8 0.4 1.2 6 50 4 2 P-ULNBTO08062 .01 .04 .08
0.8 0.4 1.2 8 50 4 2 P-ULNBTO08082 .01 .04 .08
1 0.5 1.5 6 50 4 2 P-ULNBT10062 .01 .04 .08
1 0.5 1.5 8 50 4 2 P-ULNBT10082 .01 .04 .08
1 0.5 1.5 10 50 4 2 P-ULNBT10102 .01 .04 .08
—— 1 0.5 1.5 12 50 4 2 P-ULNBT10122 .01 .04 .08
% 1.5 0.75 23 6 50 4 2 P-ULNBT 15062 .01 .04 .08
— 1.5 0.75 2.3 8 50 4 2 P-ULNBT15082 .01 .04 .08
1.5 0.75 2.3 10 50 4 2 P-ULNBT15102 .01 .04 .08
1.5 0.75 2.3 12 50 4 2 P-ULNBT15122 .01 .04 .08
1.5 0.75 2.3 14 50 4 2 P-ULNBT15142 .01 .04 .08
1.5 0.75 2.3 16 50 4 2 P-ULNBT15162 .01 .04 .08
1.5 0.75 23 18 50 4 2 P-ULNBT15182 .01 .04 .08
1.5 0.75 2.3 20 50 4 2 P-ULNBT15202 .01 .04 .08
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating szaons?é%?l' P”Eggﬁ‘ea' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
ZE  g= , &% | ~45HRC | -50HRC | ~55HRC | ~60HRC | ~65HRC R Haw HEAS LR BEE
ALTEN ) o o (o 0 0
s () o () @ ¢
nACRg () o () o @ o 0 0

mwww. speedtiger.com.tw

Unit/EEfI: mm




Ball Nose
Long Neck

SPEED TIGER

400 T P366:367
Ball Nose Type - Long Neck - 2 flutes

u ZJJI*'IEE::.\BRi_LﬁJJ

® Ultra Fine Micro Grain Carbide @® WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4ym
2 Ao )To 01 04 08
o |
L1
L 1 N
b
Dimension 1% Purchase Code #RiEHS
. Flute Efficient Full Shank
2 1 3 4 2 P-ULNBT20082
2 1 3 10 50 4 2 P-ULNBT20102 .01 .04 .08
2 1 3 12 50 4 2 P-ULNBT20122 .01 .04 .08
2 1 3 14 50 4 2 P-ULNBT20142 .01 .04 .08 !lég
2 1 3 16 50 4 2 P-ULNBT20162 .01 .04 .08
2 1 3 18 50 4 2 P-ULNBT20182 .01 .04 .08
2 1 3 20 50 4 2 P-ULNBT20202 .01 .04 .08
2.5 1.25 4 8 50 4 2 P-ULNBT25082 .01 .04 .08
2.5 1.25 4 12 50 4 2 P-ULNBT25122 .01 .04 .08
2.5 1.25 4 16 50 4 2 P-ULNBT25162 .01 .04 .08
2.5 1.25 4 20 50 4 2 P-ULNBT25202 .01 .04 .08
3 1.5 4.5 10 50 6 2 P-ULNBT30102 .01 .04 .08
3 15 4.5 12 50 6 2 P-ULNBT30122 .01 .04 .08
3 1.5 4.5 16 60 6 2 P-ULNBT30162 .01 .04 .08 @
3 1.5 4.5 20 60 6 2 P-ULNBT30202 .01 .04 .08
3 15 4.5 25 75 6 2 P-ULNBT30252 .01 .04 .08
4 2 6 12 50 6 2 P-ULNBT40122 .01 .04 .08
4 2 6 16 60 6 2 P-ULNBT40162 .01 .04 .08
4 2 6 20 75 6 2 P-ULNBT40202 .01 .04 .08
4 2 6 25 75 6 2 P-ULNBT40252 .01 .04 .08
4 2 6 30 75 6 2 P-ULNBT40302 .01 .04 .08
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating szaons?é%?l' P”Eggﬁ‘ea' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
ZE xz A€M | -45HRC | ~50HRC | ~55HRC | ~60HRC | ~B5HRC Rial sag EEHES LR Bae
mgn o o o o o) o)
s o o o 0 o)
ARy ¢) o ¢) [©) o) o o) o)
Unit/EEAI: mm

www.speedtiger.com. tw m
- e i




SPEED TIGER Pancl Necl

R # SHERBY
4007 B8

Pencil Neck Ball Nose Type - 2 flutes 400 TiE
o =i

B 2J)RBFSEBKBISI IR 7D n

® Ultra Fine Micro Grain Carbide @® \WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4pm

6
' I

dr N

Dimension 1% Purchase Code #i&

. . Flute Efficient Full Shank RS
Dlameter Length Length Length MOBE Coating M

08

1 2 6 1.5° 2 P-UPBT101520
1.5 0.75 3 20 75 6 1.5° 2 P-UPBT151520 .01 .04 .08
2 1 4 25 75 6 1° 2 P-UPBT201025 .01 .04 .08
l»“(';g 2.5 1.25 5 25 75 6 1° 2 P-UPBT251025 .01 .04 .08
3 1.5 6 30 75 6 1° 2 P-UPBT301030 .01 .04 .08
4 2 7 85! 75 6 1° 2 P-UPBT401035 .01 .04 .08
4 7 45 150 8 2.5° 2 P-UPBT402545 .01 .04 .08
5 2.5 9 50 150 10 2.5° 2 P-UPBT502550 .01 .04 .08
6 3 10 38 150 10 3° 2 P-UPBT603038 .01 .04 .08
8 13 38 150 12 3° 2 P-UPBT803038 .01 .04 .08
10 5 16 42 150 16 4° 2 P-UPBT904042 .01 .04 .08
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating sz)ons?é%?l' P”Eﬁé’;ﬁ‘*' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
ZE xz A€M | -45HRC | ~50HRC | ~55HRC | ~60HRC | ~B5HRC Rial sag EEHES LR Bae
mgn o o o o o) o)
s o o o 0 o)
ARy ¢) o ©) o o) o o) o)

WWI/I/. speedtiger.com.tw

Unit/EEfI: mm




SPEED TIGER Pancl Necl

+ 7 ¥8 B BY
400 E«#gg P368
Pencil Neck Ball Nose Type - Long Neck - 2 flutes

m 27) R B R SIEARE T 7 TEeY

® Ultra Fine Micro Grain Carbide @® WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4ym
€]
o | _ 01 04 08
%Z e b \
&L ‘
L1
L
Dimension #31% Purchase Code #REEXHS
. Flute Efficient Full Shank i s
2 1 3 60 100 6 0.5° 2 P-ULPBT200560 .01 .04 .08
2 1 3 60 100 6 1° 2 P-ULPBT201060 .01 .04 .08
2 1 3 60 100 6 1.5° 2 P-ULPBT201560 .01 .04 .08
2 1 3 57 100 6 2° 2 P-ULPBT202057 .01 .04 .08 !lég
3 1.5 4 60 100 6 0.5° 2 P-ULPBT300560 .01 .04 .08
3 1.5 4 60 100 6 1° 2 P-ULPBT301060 .01 .04 .08
3 1.5 4 57 100 6 1.5° 2 P-ULPBT301557 .01 .04 .08
3 1.5 4 43 100 6 2° 2 P-ULPBT302043 .01 .04 .08
4 2 5 60 100 6 0.5° 2 P-ULPBT400560 .01 .04 .08
4 2 5 57 100 6 1° 2 P-ULPBT401057 .01 .04 .08
4 2 5 38 100 6 1.5° 2 P-ULPBT401538 .01 .04 .08
4 2 5 29 100 6 2° 2 P-ULPBT402029 .01 .04 .08
Application EFAME : * Perfect RIEE © Excellent & O Good f
Coating Czlt:)ons?é%?l, P”;'S%e&it“' High-hardened B Stainless steel Titanilin alloy Nicke;lllll(?;onel Copper alloy AIuminim alloy
B 5z , B | ~45HRC | ~50HRC | ~55HRC | ~BOHRC | ~65HRC T #Hag BEAS LCE R Bag
ALTIEN <) o o o o o)
s o o o o) o
ACRy [©) ©) o o o) ©) o) o)

Unit/E{I: mm )
www.speedtiger.com. tw I




SPEED TIGER

4007

7.2 P369

Cutting Condition

Corner Radius Type - 2 flutes

m 27]EI23% 7]

® Ultra Fine Micro Grain Carbide

%
f

Diameter

!

Dimension 1%

\

.08

Purchase Code #*f&{XHS

Coating EE

Flute Full Shank
Rad'”s Length

1 2 4 2 P-URTA010022
1 0.3 2 50 4 2 P-URTA010032 .01 .04 .08
1.5 0.2 3 50 4 2 P-URTA015022 .01 .04 .08
HRC 1.5 0.3 3 50 4 2 P-URTA015032 .01 .04 .08
> 60 2 0.2 5 50 4 2 P-URTA020022 .01 .04 .08
2 0.3 5) 50 4 2 P-URTA020032 .01 .04 .08
2 0.5 5 50 4 2 P-URTA020052 .01 .04 .08
3 0.2 8 50 4 2 P-URTA030022 .01 .04 .08
3 0.3 8 50 4 2 P-URTA030032 .01 .04 .08
3 0.5 8 50 4 2 P-URTA030052 .01 .04 .08
— 4 0.2 10 50 4 2 P-URTA040022 .01 .04 .08
% 4 0.3 10 50 4 2 P-URTA040032 .01 .04 .08
— 4 0.5 10 50 4 2 P-URTA040052 .01 .04 .08
4 1 10 50 4 2 P-URTA040102 .01 .04 .08
5 0.3 13 50 6 2 P-URTA050032 .01 .04 .08
5 0.5 13 50 6 2 P-URTA050052 .01 .04 .08
5 1 13 50 6 2 P-URTA050102 .01 .04 .08
6 0.2 16 75 6 2 P-URTA060022 .01 .04 .08
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating sz)ons?é%?l' P”Eﬁé’;ﬁ‘*' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
ZE  g= , &% | ~45HRC | -50HRC | ~55HRC | ~60HRC | ~65HRC R Haw HEAS LR BEE
ALTIBN o o () 0 o 0
s () (9 () 0 0
AR ©) ©) o 0 0 ©) o) o)
Unit/EfI: mm

WWI/I/. speedtiger.com.tw




SPEED TIGER

4007 %o

B = Et7]

Corner Radius Type - 2 flutes

m 27)[EI&23157 y

® Ultra Fine Micro Grain Carbide @® WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4ym

Bl

o \ \
VA

Dimension #31% Purchase Code B
. Flut: Full Sh k
6 6 2 P-URTA060032
6 0.5 16 75 6 2 P-URTA060052 .01 .04 .08
6 16 75 6 2 P-URTA060102 .01 .04 .08
6 2 16 75 6 2 P-URTA060202 .01 .04 .08 !Iég
8 0.3 20 75 8 2 P-URTA080032 .01 .04 .08
8 0.5 20 75 8 2 P-URTA080052 .01 .04 .08
8 20 75 8 2 P-URTA080102 .01 .04 .08
8 2 20 75 8 2 P-URTA080202 .01 .04 .08
10 0.5 25 75 10 2 P-URTA100052 .01 .04 .08
10 1 25 75 10 2 P-URTA100102 .01 .04 .08
10 1.5 25 75 10 2 P-URTA100152 .01 .04 .08
10 2 25 75 10 2 P-URTA100202 .01 .04 .08 %
10 3 25 75 10 2 P-URTA100302 .01 .04 .08
12 0.5 30 75 12 2 P-URTA120052 .01 .04 .08
12 1 30 75 12 2 P-URTA120102 .01 .04 .08
12 1.5 30 75 12 2 P-URTA120152 .01 .04 .08
12 2 30 75 12 2 P-URTA120202 .01 .04 .08
12 3 30 75 12 2 P-URTA120302 .01 .04 .08
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating sz)ons?é%?l' P”Eﬁé’;ﬁ‘*' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
ZE xz A€M | -45HRC | ~50HRC | ~55HRC | ~60HRC | ~B5HRC Rial sag EEHES LR Bae
mgn o o o o o) o)
s o o o 0 o)
ARy ¢) o ¢) o o) o o) o)

www.speedtiger.com. tw YU




SPEED TIGER

4007 i
Corner Radius Type - 4 flutes

m AJJEIEsIik7]

Ultra Fine Micro Grain Carbide

¢
g \
Dimension #1& Purchase Code B
. Flute Full Shank RE

--
0.3

3 3 4 P-URTA03034
3 0.5 8 50 3 4 P-URTA03054 .01 .04 .08
3 1 8 50 3 4 P-URTA03104 .01 .04 .08
HRC 4 0.2 10 50 4 4 P-URTA04024 .01 .04 .08
> 60 4 0.3 10 50 4 4 P-URTA04034 .01 .04 .08
4 0.5 10 50 4 4 P-URTA04054 .01 .04 .08
4 1 10 50 4 4 P-URTA04104 .01 .04 .08
5 0.3 13 75 6 4 P-URTA05034 .01 .04 .08
5 0.5 13 75 6 4 P-URTA05054 .01 .04 .08
5 1 13 75 6 4 P-URTA05104 .01 .04 .08
6 0.2 16 75 6 4 P-URTA06024 .01 .04 .08
6 0.3 16 75 6 4 P-URTA06034 .01 .04 .08
6 0.5 16 75 6 4 P-URTA06054 .01 .04 .08
6 16 75 6 4 P-URTA06104 .01 .04 .08
6 2 16 75 6 4 P-URTA06204 .01 .04 .08
8 0.3 20 75 8 4 P-URTA08034 .01 .04 .08
8 0.5 20 75 8 4 P-URTA08054 .01 .04 .08
8 1 20 75 8 4 P-URTA08104 .01 .04 .08
8 2 20 75 8 4 P-URTA08204 .01 .04 .08
10 0.5 25 75 10 4 P-URTA10054 .01 .04 .08
10 1 25 75 10 4 P-URTA10104 .01 .04 .08
10 1.5 25 75 10 4 P-URTA10154 .01 .04 .08
10 2 25 75 10 4 P-URTA10204 .01 .04 .08
ﬂ% 10 3 25 75 10 4 P-URTA10304 .01 .04 .08
12 0.5 30 75 12 4 P-URTA12054 .01 .04 .08
12 1 30 75 12 4 P-URTA12104 .01 .04 .08
12 1.5 30 75 12 4 P-URTA12154 .01 .04 .08
12 30 75 12 4 P-URTA12204 .01 .04 .08
12 3 30 75 12 4 P-URTA12304 .01 .04 .08
Application ERME : * Perfect RitE O Excellent & O Good &
Coating Cimnons?é?a?l' Pm"{é%ﬁ‘ee‘ High-hardened E#ERE Stainless steel | Titanium alloy NiCK(;IIIIL:;onel Copper alloy |Aluminum alloy
L€ , &% | ~45HRC | -50HRC | ~55HRC | ~60HRC | ~65HRC R Haw HEAS LR BEE
ALTIEN o o () 0 o 0
zis () (9 () 0 0
nACRY ©) ©) o 0 0 ©) o) o)

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
- e



SPEED TIGER S

+ BSHE
400 Ef#gg P371
Pencil Neck Corner Radius Type - 2 flutes

m 2R SAEISIHt 7]

©® Ultra Fine Micro Grain Carbide @® \WC=87 Co=12 HRA=92.1 Rupture=3800N/mm2 Grain Size=0.4um
0=1
5 | 01 04
1 13 .
/.
= )
L1
: W\
Dimension #31& Purchase Code #REEXHE
: Flute Efficient Full Shank
1 4 2 P-UCRS010022
1.5 0.2 15 4.5 50 4 2 P-UCRS015022 .01 .04 .08
1.5 0.3 1.5 4.5 50 4 2 P-UCRS015032 .01 .04 .08
2 0.2 2 6 50 4 2 P-UCRS020022 .01 .04 .08 HRC
2 0.3 2 6 50 4 2 P-UCRS020032 01 04 08 > 60
2 0.5 2 6 50 4 2 P-UCRS020052 .01 .04 .08
3 0.2 3 9 50 6 2 P-UCRS030022 .01 .04 .08
3 0.3 3 9 50 6 2 P-UCRS030032 .01 .04 .08
3 0.5 3 9 50 6 2 P-UCRS030052 .01 .04 .08
3 1 3 9 50 6 2 P-UCRS030102 .01 .04 .08
4 0.2 4 12 50 6 2 P-UCRS040022 .01 .04 .08
4 0.3 4 12 50 6 2 P-UCRS040032 .01 .04 .08 %
4 0.5 4 12 50 6 2 P-UCRS040052 .01 .04 .08
4 1 4 12 50 6 2 P-UCRS040102 .01 .04 .08
5 0.3 5 15 50 6 2 P-UCRS050032 .01 .04 .08
5 0.5 5 15 50 6 2 P-UCRS050052 .01 .04 .08
5 1 5 15 50 6 2 P-UCRS050102 .01 .04 .08
6 0.2 6 18 50 6 2 P-UCRS060022 .01 .04 .08
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating szaons?é%?l' P”Eggﬁ‘ea' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
ZE xz A€M | -45HRC | ~50HRC | ~55HRC | ~60HRC | ~B5HRC Rial sag EEHES LR Bae
mgn o o o o o) o)
s o o o 0 o)
ARy ¢) o ¢) [©) o) o o) o)
Unit/EEAI: mm

www.speedtiger.com. tw I




SPEED TIGER S

+ BSHE
400 Téé‘é‘ P371
Pencil Neck Corner Radius Type - 2 flutes

m 2R SAEISIHt 7]

©® Ultra Fine Micro Grain Carbide @® \WC=87 Co=12 HRA=92.1 Rupture=3800N/mm2 Grain Size=0.4um
p=1°

2 | H*D 01 04

= o

/.
R 1 %
L1
: WA\ \

Dimension #31& Purchase Code #REEXHE

: Flute Efficient Full Shank Y
Diameter m Length Length Length FIutes Coating ZEE

6 6 6 2 P-UCRS060032
6 0.5 6 18 50 6 2 P-UCRS060052 .01 .04 .08
6 1 6 18 50 6 2 P-UCRS060102 .01 .04 .08
HRC 6 2 6 18 50 6 2 P-UCRS060202 .01 .04 .08
> 60 8 0.3 8 20 60 8 2 P-UCRS080032 01 04 08
8 0.5 8 20 60 8 2 P-UCRS080052 .01 .04 .08
8 1 8 20 60 8 2 P-UCRS080102 .01 .04 .08
8 2 8 20 60 8 2 P-UCRS080202 .01 .04 .08
10 0.5 10 25 75 10 2 P-UCRS100052 .01 .04 .08
10 1 10 25 75 10 2 P-UCRS100102 .01 .04 .08
10 1.5 10 25 75 10 2 P-UCRS100152 .01 .04 .08
% 10 2 10 25 75 10 2 P-UCRS100202 .01 .04 .08
— 10 3 10 25 75 10 2 P-UCRS100302 .01 .04 .08
12 0.5 12 30 75 12 2 P-UCRS120052 .01 .04 .08
12 1 12 30 75 12 2 P-UCRS120102 .01 .04 .08
12 1.5 12 30 75 12 2 P-UCRS120152 .01 .04 .08
12 2 12 30 75 12 2 P-UCRS120202 .01 .04 .08
12 3 12 30 75 12 2 P-UCRS120302 .01 .04 .08
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating szaons?é%?l' P”Eggﬁ‘ea' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
ZE  g= , &% | ~45HRC | -50HRC | ~55HRC | ~60HRC | ~65HRC R Haw HEAS LR BEE
ALTEN ) o o (o 0 0
s () o () @ ¢
nACRg () o () o @ o 0 0

WWI/I/. speedtiger.com.tw

Unit/EEfI: mm




SPEED TIGER S

+ BSHE
400 Ef#gg P372
Pencil Neck Corner Radius Type- 4 flutes

m 4R SEEIS 7]

® Ultra Fine Micro Grain Carbide @® WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4um
8=1°
s o | T 01 .04 .08
s L
= A\
L1 \
L
‘ \
Dimension #i1& Purchase Code #Ri#fCES
Diameter m FIutes Coating EE
e e e P
2 2 6 4 4 P-UCRS020024
2 0.3 2 6 50 4 4 P-UCRS020034 .01 .04 .08
2 0.5 2 6 50 4 4 P-UCRS020054 .01 .04 .08
3 0.2 B 9 50 6 4 P-UCRS030024 .01 .04 .08 HRC
3 0.3 3 9 50 6 4 P-UCRS030034 01 04 08 > 60
3 0.5 3 9 50 6 4 P-UCRS030054 .01 .04 .08
3 1 3 9 50 6 4 P-UCRS030104 .01 .04 .08
4 0.2 4 12 50 6 4 P-UCRS040024 .01 .04 .08
4 0.3 4 12 50 6 4 P-UCRS040034 .01 .04 .08
4 0.5 4 12 50 6 4 P-UCRS040054 .01 .04 .08
4 1 4 12 50 6 4 P-UCRS040104 .01 .04 .08
5 0.3 5 15 50 6 4 P-UCRS050034 .01 .04 .08
5 0.5 5 15 50 6 4 P-UCRS050054 .01 .04 .08
5 1 5 15 50 6 4 P-UCRS050104 .01 .04 .08
6 0.2 6 18 50 6 4 P-UCRS060024 .01 .04 .08
6 0.3 6 18 50 6 4 P-UCRS060034 .01 .04 .08
6 0.5 6 18 50 6 4 P-UCRS060054 .01 .04 .08
B
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating szaons?é%?l' P”Eggﬁ‘ea' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
ZE  g= , &% | ~45HRC | -50HRC | ~55HRC | ~60HRC | ~65HRC R Haw HEAS LR BEE
ALTIBN o o o o o 0
s () (9 () 0 0
AR ©) ©) ©) o o) ©) o) o)
Unit/EEAI: mm

www.speedtiger.com. tw SIU4




Corner Radius

SPEED TIGER Pencil Neck

4 EI=F=1
400 E{fﬁ% P372
Pencil Neck Corner Radius Type - 4 flutes

m 4R SEEIS 7]

® Ultra Fine Micro Grain Carbide @® WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4ym

o=1°
01 04 08
O

Dimension #31& Purchase Code #REEXHE

: Flute Efficient Full Shank Y
Cemeter m Length | Length | Length i

&
N =]
=

]

L1
L

- M

6 1 6 18 50 6 4 P-UCRS060104
6 2 6 18 50 6 4 P-UCRS060204 .01 .04 .08
8 0.3 8 20 60 8 4 P-UCRS080034 .01 .04 .08
HRC 8 0.5 8 20 60 8 4 P-UCRS080054 .01 .04 .08
> €0 8 8 20 60 8 4 P-UCRS080104 01 04 08
8 2 8 20 60 8 4 P-UCRS080204 .01 .04 .08
10 0.5 10 25 75 10 4 P-UCRS100054 .01 .04 .08
10 1 10 25 75 10 4 P-UCRS100104 .01 .04 .08
10 1.5 10 25 75 10 4 P-UCRS100154 .01 .04 .08
10 2 10 25 75 10 4 P-UCRS100204 .01 .04 .08
10 3 10 25 75 10 4 P-UCRS100304 .01 .04 .08
12 0.5 12 30 75 12 4 P-UCRS120054 .01 .04 .08
12 1 12 30 75 12 4 P-UCRS120104 .01 .04 .08
12 15 12 30 75 12 4 P-UCRS120154 .01 .04 .08
12 2 12 30 75 12 4 P-UCRS120204 .01 .04 .08
12 3 12 30 75 12 4 P-UCRS120304 .01 .04 .08
Vo
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating sz)ons?é%?l' P”Eﬁé’;ﬁ‘*' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
ZE  g= , &% | ~45HRC | -50HRC | ~55HRC | ~60HRC | ~65HRC R Haw HEAS LR BEE
ALTIBN o o o o o 0
s () (9 () 0 0
AR ©) ©) ©) o o) ©) o) o)

WWI/I/. speedtiger.com.tw

Unit/EEfI: mm




Corner Radius
L Neck

SPEED TIGER

4007 =3
Corner Radius Type- Long Neck - 4 flutes

m A REEISTHRtT]

® Ultra Fine Micro Grain Carbide @® WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4ym

e

&
N ‘-5‘
=

2

Dimension #31& Purchase Code #REEXHE

: Flute Efficient Full Shank

6 0.3 7 16 75 6 4 P-UCR06034

6 0.5 7 16 75 6 4 P-UCR06054 .01 .04 .08

6 1 7 16 75 6 4 P-UCR06104 .01 .04 .08

8 0.3 9 20 100 8 4 P-UCR08034 .01 .04 .08 HRC

8 0.5 9 20 100 8 4 P-UCR08054 01 04 08 > 60

8 1 9 20 100 8 4 P-UCR08104 .01 .04 .08

10 0.5 10 25 100 10 4 P-UCR10054 .01 .04 .08

10 1 10 25 100 10 4 P-UCR10104 .01 .04 .08

10 1.5 10 25 100 10 4 P-UCR10154 .01 .04 .08

10 2 10 25 100 10 4 P-UCR10204 .01 .04 .08

12 0.5 12 30 100 12 4 P-UCR12054 .01 .04 .08

12 1 12 30 100 12 4 P-UCR12104 .01 .04 .08

12 15 12 30 100 12 4 P-UCR12154 .01 .04 .08

12 2 12 30 100 12 4 P-UCR12204 .01 .04 .08

Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating sz)ons?é%?l' P”Eﬁé’;ﬁ‘*' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy

ZE xz A€M | -45HRC | ~50HRC | ~55HRC | ~60HRC | ~B5HRC Rial sag EEHES LR Bae
mgn o o o <) o) o)
s o o o 0 o)
ARy ¢) o ¢) [©) o) o o) o)

www.speedtiger.com. tw SRIGY




SPEED TIGER

4 0 0 + 7.7 374379

~ Cutting Condition

Square Type - 4 flutes

m A7) AEIERTD

Ultra Fine Micro Grain Carbide

Dimension #31%

Diameter Al e SUETLS Flutes
Length Length Diameter

WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4um

.08
Purchase Code #Ri&f

MODE

- e

— 3 6 4 PVE0304 .01 .04 .08
El;g 4 9 50 6 4 PVE0404 .01 .04 .08
5 11 50 6 4 PVE0504 .01 .04 .08
6 13 50 6 4 PVE0604 .01 .04 .08
8 17 60 8 4 PVE0804 .01 .04 .08
10 22 75 10 4 PVE1004 .01 .04 .08
12 26 75 12 4 PVE1204 .01 .04 .08
14 31 100 16 4 PVE1404 .01 .04 .08
16 35 100 16 4 PVE1604 .01 .04 .08
20 40 100 20 4 PVE2004 .01 .04 .08
25 50 120 25 4 PVE2504 .01 .04 .08
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating sz)ons?é%?l' P”Eﬁé’;ﬁ‘*' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
ZE xz A€M | -45HRC | ~50HRC | ~55HRC | ~60HRC | ~B5HRC Rial sag EEHES LR Bae
mgn o o o o o) o)
s o o o 0 o)
ARy ¢) o ©) o o) o * o) o)

WWI/I/. speedtiger.com.tw

Unit/EEfI: mm




SPEED TIGER

4 0 0 + fg#;“ P374379

Square Type - Short /| Medium / Long Flute .
- - 300 HRC

m AFSIGT - g / 1568 / sERm ML 4

Ultra Fine Micro Grain Carbide WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4um

.01 .04 .08

\‘\ \\

Purchase Code REERS

Flute Full Shank Flutes
Length Length Diameter

6 6 50 6 4 PVES0604
8 8 60 8 4 PVES0804 .01 .04 .os '»“;E

10 10 75 10 4 PVES1004 01 04 08

12 12 75 12 4 PVES1204 01 04 08

16 16 100 16 4 PVES1604 01 04 08 >80
20 20 100 20 4 PVES2004 01 04 08 SET—

Purchase Code REBES
Flute Full Shank o

6 9 50 6 4 PVEMO0604 J—
8 12 60 8 4 PVEMO0804 .01 .04 .08
10 15 75 10 4 PVEM1004 01 .04 .08 ——
12 18 75 12 4 PVEM1204 .01 04 .08
16 24 100 16 4 PVEM1604 01 04 .08
20 30 100 20 4 PVEM2004 .01 .04 .08

i i Purchase Code #REE{LES
Flute Full Shank Y
&

. mom

6 20 75 6 4 PVEL0604 .01 .04 .08
8 25 75 8 4 PVEL0804 .01 .04 .08
10 30 100 10 4 PVEL1004 .01 .04 .08 —
12 35 100 12 4 PVEL1204 .01 .04 .08
16 45 120 16 4 PVEL1604 .01 .04 .08
20 50 120 20 4 PVEL2004 .01 .04 .08
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
.| Carbon steel, |Preardensteel High-hardened SHEEE . - Nickel/Inconel .
Coating ‘Alloy steel ' | FiEiH g r =iz Stainless steel | Titanium alloy alloy Copper alloy |Aluminum alloy
o o o
BB | 5m@ S8 | usiRc | ~sMRC | ~55HRC | ~GOMRC | =65HRG R #ag BESS LLER gaE
ALTIBN o o o o o) o)
s o o o 0 o)
ARy ©) ©) ©) o o) o o * o) o)

www.speedtiger.com. tw I



SPEED TIGER

4007 wrem

Square Type - Heavy Duty

m ANIARSIIRT) 5Z2EFy

Ultra Fine Micro Grain Carbide

Dimension #31%

WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4um

Purchase Code #Ri&f

‘

Sl

A

‘

: Flute Full Shank
=
—— 6 13 50 4 PVEC0604

El;g 8 17 60 8 4 PVEC0804 .01 .04 .08
10 22 75 10 4 PVEC1004 .01 .04 .08
12 26 75 12 4 PVEC1204 .01 .04 .08
16 35 100 16 4 PVEC1604 .01 .04 .08
20 40 100 20 4 PVEC2004 .01 .04 .08

Patent of Japan No:Nr.3145277 Patent of Germany No:Nr.20 2007 008 896.5

FERSEOTEF FR  Nr.3145277 AERSERESET FIR : Nr.20 2007 008 896.5

Patent of China No:ZL 2007 2 0154039.4
JEChEIEF) 5% ¢ ZL 2007 20154039.4

Patent of Italy No:N. 0000268164
EHEAFIEF FIR © N. 0000268164

Patent of Taiwan No:M 328331
TOBET) T HEE M328331

Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating szaons?é%?l' P”Eggﬁ‘ea' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllllon;onel Copper alloy |Aluminum alloy
2B %2l 289 | usiRc | -soRC | -s5HRC | ~6OHRC | <6SHRC Ridiin #aw BESS LEER was
ALTEN ) o o (o 0 0
s () o () @ ¢
nACRg () o () o @ o * 0 0

WWI/I/. speedtiger.com.tw

Unit/EEfI: mm




SPEED TIGER Ball Nose -
PRBIERT]
4. 0 0+ fg#;“ P374379

Ball Nose Type - 4 flutes
m AT TSR] B8 o e o

Ultra Fine Micro Grain Carbide WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4um
- T .01 .04 .08
%Z ﬂ@ H P é
- e
R —IJ L ‘ \ \
\ \\\ \

Dimension #31% Purchase Code #REEXHE

ity

6 3 6 50 6 4 PVB0604 01 04 08
8 4 8 60 8 4 PVB0804 01 04 08 HRC
10 5 10 75 10 4 PVB1004 01 04 08 >S5S
12 6 12 75 12 4 PVB1204 01 04 08
16 8 16 100 16 4 PVB1604 01 04 08

6 3 9 15 60 6 4 PVBSX0604 .01 .04 .08
8 4 12 20 75 8 4 PVBSX0804 .01 .04 .08
10 5 15 25 80 10 4 PVBSX1004 .01 .04 .08
12 6 18 30 100 12 4 PVBSX1204 .01 .04 .08
16 8 24 40 120 16 4 PVBSX1604 .01 .04 .08
Application ERME : % Perfect RIEE © Excellent BE& O Good f£
Coating C%E’ons?éz?l' P”Eg'{i‘ee' High-hardened E#ERE Stainless steel | Titanium alloy Nickzlllll(;;:onel Copper alloy |Aluminum alloy
o o o
B | RZH SEM | ushrc | -s0MRC | ~SSHRC | ~60HRC | ~G5HRC R #ag BESS LLER gaE
mgn o o o o o) o)
s o o o 0 o)
ARy ¢) o ©) o o) o o * o) o)

www.speedtiger.com. tw SREE




SPEED TIGER

4007 =

Corner Radius Type - 4 flutes 250 TIiF o
m AT SEBIHT s [
Ultra Fine Micro Grain Carbide WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4um
LR SNN—: 0o
S A
| “;

Dimension #1& Purchase Code RS

Corner Flute Full Shank =
Length | Length i

3 7 6 4 PVR0300104
HRC 3 0.3 7 50 6 4 PVR0300304 .01 .04 .08
» 55 3 0.5 7 50 6 4 PVR0300504 .01 .04 .08
4 0.1 9 50 6 4 PVR0400104 .01 .04 .08
4 0.3 9 50 6 4 PVR0400304 .01 .04 .08
4 0.5 9 50 6 4 PVR0400504 .01 .04 .08
4 1 9 50 6 4 PVR0401004 .01 .04 .08
5 0.5 11 50 6 4 PVR0500504 .01 .04 .08
6 0.1 13 50 6 4 PVR0600104 .01 .04 .08
6 0.3 13 50 6 4 PVR0600304 .01 .04 .08
6 0.5 13 50 6 4 PVR0600504 .01 .04 .08
6 1 13 50 6 4 PVR0601004 .01 .04 .08
8 0.1 17 60 8 4 PVR0800104 .01 .04 .08
8 0.5 17 60 8 4 PVR0800504 .01 .04 .08
8 1 17 60 8 4 PVR0801004 .01 .04 .08
8 2 17 60 8 4 PVR0802004 .01 .04 .08
10 0.1 22 75 10 4 PVR1000104 .01 .04 .08
10 0.5 22 75 10 4 PVR1000504 .01 .04 .08
10 1 22 75 10 4 PVR1001004 .01 .04 .08
10 2 22 75 10 4 PVR1002004 .01 .04 .08
12 0.1 26 75 12 4 PVR1200104 .01 .04 .08
12 0.5 26 75 12 4 PVR1200504 .01 .04 .08
12 1 26 75 12 4 PVR1201004 .01 .04 .08
12 2 26 75 12 4 PVR1202004 .01 .04 .08
16 0.5 35 100 16 4 PVR1600504 .01 .04 .08
16 1 35 100 16 4 PVR1601004 .01 .04 .08
16 2 35 100 16 4 PVR1602004 .01 .04 .08
ﬁ% 16 8 85! 100 16 4 PVR1603004 .01 .04 .08
20 1 40 100 20 4 PVR2001004 .01 .04 .08
20 15 40 100 20 4 PVR2001504 .01 .04 .08
20 2 40 100 20 4 PVR2002004 .01 .04 .08
20 2.5 40 100 20 4 PVR2002504 .01 .04 .08
20 3 40 100 20 4 PVR2003004 .01 .04 .08
25 1 50 120 25 4 PVR2501004 .01 .04 .08
Application ERME : * Perfect RitE O Excellent & O Good &
Coating Cimnons?é?a?l' Pm"{é’%ﬁ‘*‘ High-hardened E#ERE Stainless steel | Titanium alloy NiCK(;IIIIL:;onel Copper alloy |Aluminum alloy
ZE xz A€M | -45HRC | ~50HRC | ~55HRC | ~60HRC | ~B5HRC sag EEHES WEE, # Bae
ALTIBN o o o o o) o)
zhs o o o 0 o)
nACRy ¢) o ©) o o) o o * o) o)

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
- e
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SPEED TIGER

High Performance for High Hardness Exotic Materials
HUNMSVIERI - REHE A55RTIEEEE

e 5 Sk

www. speedar




SPEED TIGER

High Performance for High Hardness Exotic Materials

= XS R ) H Bt T

We are different E IR —ix

l Characteristics Excellent Anti-vibration effect IRE)HIFIHR
=3 » Unequal flute spacing and unequal lead design have
excellent and long effect of anti-vibration during milling.
Unequal flute spacing A D BRALESE - AEEEEMARE I TIFAYEEIR - RIFD
REHE A BT A HE

» Super Ultra Fine Micro Grain Carbide raw material with the
most suitable flute geometry ensure to improve chip disposal
and rigidity.

REASEEMR - BESKRRET - BATIEHEE D EE -

Long tool life @R JJESm

» With Super Ultra Fine Micro Grain Carbide raw material which
has high temperature resistance and with P-nACo coating that
can extend tool life.

RASMEAMNEEMEBP-nACOEE - ERJIASM -
* It's much easier to have finishing procedure on Hardened
steel compare to general endmills.

L1 L2 L3 —REFDERNLFERAMENRERES - AEmO BRI

L1#L2#L3#L4 #L5#L6 FEIRE L AN T IR 8% -

l 200PLUS Ball nose & Corner radius type - surface and angle
200PLUS iXJI&ERT]-REKAEE

R angle:0~90° Negative angle design
R &8 0~90° AEJHIARFERE

..,

Specular surface & E i &

I 200PLUS square type - surface
200PLUS ¥J]-FRMH

OD specular surface OD 25 H i B
Cutting edge specular surface 1] Bl £ % & if BB

Patent of Taiwan No: | 280288
(the method of tool surface hardening)
FERCESE—ENARERILSEZSMEETER 1280288

Unit/EfI: mm

WWVI/. speedtiger.com.tw
-




SPEED TIGER

P-SFUET1004P-nACo

(910mm)

Competitor ftit k&
(&10mm)

P-SFUET1004P-nACo Tool Life

Before Cutting
AR

Tool’ s Cutting
Part 7JEYIE

A B
. e - P-SFUET1004P-nACo : Competitor :
Milling Length tTHIRE ) Picture of wear after milling 60m Picture of wear after milling 30m
2 80 P-SFUET1004P-nACo : ftt 18
i T 60M RYIBFER A I 30M IR A

=

"= AR

Cutting

Cutting
_Edge
Al (2)

7.5mm

Edge 1)

Ailiw (1)

Total Cutting Length tHI4E R E

15mm

(2)

15mm

(1)

7.5mm
(2)

Competitor Tool Life B = dn

Before Cutting
A

Tool" s Cutting
Part 7JEJIE

Cutting | Cutting
_Edge | Edge 7.51mm
miE (1) | mE | (1)

Cutting Condition Fz:0.04 mm/ 3] Vc:100 m/min Cutting Condition Fz:0.04 mm/ J] Vc:100 m/min
AP:15 mm  AE:0.1 mm AP:15 mm  AE:0.1 mm
ERSH: S:3183 min F:510 mm/min ERSH: S$:3183min F:510 mm/min
Machine fF§ CNC #& : | MAKINO V33 Machine {#F CNC #& : | MAKINO V33
Cooling Way /2#1530 :  |Air =% Cooling Way /2#153 :  |Arr =%
Parameter |Work Material fHIZE# : | SKD11 BRI 2158 (HRC58) Parameter |Work Material tIHIZE# :  |SKD11 BR324 (HRC58)
RESE | Tool BT - SFUPVE1004-FIN-nACo HRESE | Tool MIHTI - Competitor 8
. GD HSK-F63-EZ10-090 . GD HSK-F63-EZ10-090
Holder f£F 742 : Shrink Fit Botos st T Holder 2RI 7] : Shrink Fit Holder #4&5% 7112
The Length gf:TooI Extend 37mm 17'51% I{.g&gg Jg:‘l'ool Extend 37mm
Runout of Tool 7JE{®# : |0.002mm Runout of Tool 7JE {1 : [0.002mm

15mm

(2)

15mm

(1)

7.5mm

(2)

Total Cutting Length tEI#E & E

Before & After
Cutting
A AE

Work Surface
TH=RE
(0.2mK)

Work Surface
THRE
(60m k)

=

-

Before & After
Cutting
B AUE

Work Surface
THRE
(0.2m3K)

Work Surface
THRE
(30m3K)

Unit/EAfI: mm

Before Cutting Iz AT

l'-l.

Work Surface T#&RE

- D04 pated b/ B
Parameter &R &2 # g edge broke
. - Fz:0.08 mm/ 3] Vc:80 m/min

%u%ln ;(’)qnd|t|on AP:0.2 mm AE:0.2 mm %hesl‘fg] ‘E}JDPI (BT 33mm

. $:2546 min  F:814 mm/min =
Work Material SKD11 BtE32;% 1588 (HRC58) Cooling Way Air 2%
tIEIRM : ( 100mm*15mm ) BRAAT <
1001 - P-SFUBT1004 Uncoated S Suling Time 18 min
Holder GD HSK-F63-EZ10-090 Runout of Tool 0.001mm
ER7R Shink Fit Holder {07018 TERE : :
Machine Load of Spindle
£/ CNC & : MAKINO V33 THAR : 5%

After Cutting il & %

Surface Roughness(Ra) 18 #& &

117

www.speedtiger.com. tw




SPEED TIGER

200 * 7. P3so
Miniatu:'e Sq::_a:e_Type - 2 flutes 550 TP E
B 27)§MEILERTD (0 G e i

Super Ultra Fine Micro Grain Carbide WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2pm

.06 .07

AR )lo

Dimension 31§ Purchase Code REEXHS

. Flute Full Shank s
Demeter Length Length MOBE Ceailiyr 4

0.2 04 38 3 2 P-SFUMIE0023 .06 .07

0.3 0.6 38 3 2 P-SFUMIE0033 .06 .07

0.4 0.8 38 3 2 P-SFUMIE0043 .06 .07

0.5 1 38 3 2 P-SFUMIE0053 .06 .07

I;"(';E 0.6 1.2 38 3 2 P-SFUMIE0063 .06 .07

0.7 1.4 38 3 2 P-SFUMIE0073 .06 .07

0.8 1.6 38 3 2 P-SFUMIE0083 .06 .07

0.9 1.8 38 3 2 P-SFUMIE0093 .06 .07

1 2 38 3 2 P-SFUMIEO103 .06 .07

1.1 2 38 3 2 P-SFUMIEO113 .06 .07

% 1.2 25 38 3 2 P-SFUMIEO123 .06 .07

1.3 2.5 38 3 2 P-SFUMIE0133 .06 .07

1.4 3 38 3 2 P-SFUMIE0143 .06 .07

1.5 3 38 3 2 P-SFUMIE0153 .06 .07

1.6 3.5 38 3 2 P-SFUMIEO163 .06 .07

1.7 3.5 38 3 2 P-SFUMIEO173 .06 .07

1.8 4 38 3 2 P-SFUMIEO183 .06 .07

1.9 4 38 3 2 P-SFUMIE0193 .06 .07

2 4 38 3 2 P-SFUMIE0203 .06 .07

2.1 4 38 3 2 P-SFUMIE0213 .06 .07

2.2 45 38 3 2 P-SFUMIE0223 .06 .07

2.3 4.5 38 3 2 P-SFUMIE0233 .06 .07

24 5 38 3 2 P-SFUMIE0243 .06 .07

2.5 5 38 3 2 P-SFUMIE0253 .06 .07

2.6 5 38 3 2 P-SFUMIE0263 .06 .07

2.7 5.5 38 3 2 P-SFUMIE0273 .06 .07

2.8 55 38 3 2 P-SFUMIE0283 .06 .07

2.9 6 38 3 2 P-SFUMIE0293 .06 .07

3 6 38 3 2 P-SFUMIE0303 .06 .07

Application ERME : * Perfect RIEE © Excellent B& O Good f£
Coating C/a\:lbo(;ns?:;l, Prehﬁa%%tee‘ LI £ Stainless steel | Titanium alloy N'Ck:/lr;""e' CO_Pper allt_)y Aluminum alloy
B | o Som Fi #as #E2: | #ag.® #ag
~45HRC | ~50HRC | ~55HRC | ~BOHRC | ~65HRC

Tisilix o) 0 0 © o o
P1AG) 0 0 0 (o o *

Unit/ZfiI: mm
WWVI/. speedtiger.com.tw
- e




SPEED TIGER -
S
200* 7.5 P380

Miniature Square Type - 2 flutes —
200 HRC 2
m 27BN I TD o0 i e

Super Ultra Fine Micro Grain Carbide WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2um

AR ) [p

Dimension 31§ Purchase Code REEXHS

. Flute Full Shank s
Demeter Length Length MOBE Ceailiyr 4

0.2 0.4 50 4 2 P-SFUMIE0024 .06 .07
0.3 0.6 50 4 2 P-SFUMIE0034 .06 .07
0.4 0.8 50 4 2 P-SFUMIE0044 .06 .07
0.5 1 50 4 2 P-SFUMIE0054 .06 .07
0.6 1.2 50 4 2 P-SFUMIEO064 .06 .07 E%g
0.7 1.4 50 4 2 P-SFUMIEO074 .06 .07
0.8 1.6 50 4 2 P-SFUMIE0084 .06 .07
0.9 1.8 50 4 2 P-SFUMIE0094 .06 .07
1 2 50 4 2 P-SFUMIEO104 .06 .07
1.1 2 50 4 2 P-SFUMIEO114 .06 .07
1.2 25 50 4 2 P-SFUMIEO124 .06 .07 %
1.3 2.5 50 4 2 P-SFUMIE0134 .06 .07
1.4 3 50 4 2 P-SFUMIEOQ144 .06 .07
1.5 3 50 4 2 P-SFUMIEO154 .06 .07
1.6 3.5 50 4 2 P-SFUMIEO164 .06 .07
1.7 3.5 50 4 2 P-SFUMIEO174 .06 .07
1.8 4 50 4 2 P-SFUMIEO184 .06 .07
1.9 4 50 4 2 P-SFUMIE0194 .06 .07
2 4 50 4 2 P-SFUMIE0204 .06 .07
2.1 4 50 4 2 P-SFUMIEO214 .06 .07
2.2 45 50 4 2 P-SFUMIE0224 .06 .07
2.3 4.5 50 4 2 P-SFUMIE0234 .06 .07
2.4 5 50 4 2 P-SFUMIE0244 .06 .07
2.5 5 50 4 2 P-SFUMIE0254 .06 .07
2.6 5 50 4 2 P-SFUMIE0264 .06 .07
2.7 5.5 50 4 2 P-SFUMIE0274 .06 .07
2.8 55 50 4 2 P-SFUMIE0284 .06 .07
2.9 6 50 4 2 P-SFUMIE0294 .06 .07
3 6 50 4 2 P-SFUMIE0304 .06 .07
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Coating C/a\:lbo(;ns?:;l, Prehﬁa%%tee‘ LI £ Stainless steel | Titanium alloy N'Ck:/lr;""e' CO_Pper allt_)y Aluminum alloy
B | o Som Fi #as #E2: | #ag.® #ag
~45HRC | ~50HRC | ~55HRC | ~BOHRC | ~65HRC
Tisilix o) 0 0 © o o
P1AG) 0 0 0 (o o *

Unit/EAfI: mm

www.speedtiger.com. tw
- e



SPEED TIGER

» 65

;2”()‘5’4L TH p281

gz P381

Cutting Condition

Square Type - 2 flutes

m 27)3I8%70

200
I i l'l'

ts

E LI#L2#L3#L4

® Super Ultra Fine Micro Grain Carbide

& ESSS

L

Dimension 31§

@® \WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2um

Purchase Code &S

.07

1 2.5 50 4 2 P-SFUET0102 .06 .07

1.5 & 50 4 2 P-SFUET0152 .06 .07

2 5 50 4 2 P-SFUET0202 .06 .07

25 6 50 4 2 P-SFUET0252 .06 .07

3 7.5 50 4 2 P-SFUET0302 .06 .07

3.5 8 50 4 2 P-SFUET0352 .06 .07

4 9 50 4 2 P-SFUET0402 .06 .07

4.5 10 50 6 2 P-SFUET0452 .06 .07

5 11 50 6 2 P-SFUET0502 .06 .07

5.5 12 50 6 2 P-SFUET0552 .06 .07

6 13 60 6 2 P-SFUET0602 .06 .07

6.5 14 60 8 2 P-SFUET0652 .06 .07

7 14 60 8 2 P-SFUETO0702 .06 .07

7.5 16 60 8 2 P-SFUETO0752 .06 .07

8 16 60 8 2 P-SFUET0802 .06 .07

8.5 18 75 10 2 P-SFUET0852 .06 .07

9 18 75 10 2 P-SFUETO0902 .06 .07

9.5 22 75 10 2 P-SFUET0952 .06 .07

10 22 75 10 2 P-SFUET1002 .06 .07

10.5 24 75 12 2 P-SFUET1052 .06 .07

11 24 75 12 2 P-SFUET1102 .06 .07

11.5 24 75 12 2 P-SFUET1152 .06 .07

12 26 75 12 2 P-SFUET1202 .06 .07

14 30 75 16 2 P-SFUET1402 .06 .07

15 30 75 16 2 P-SFUET1502 .06 .07

16 33 75 16 2 P-SFUET1602 .06 .07

20 45 100 20 2 P-SFUET2002 .06 .07

Application ERME : * Perfect RIEE © Excellent B& O Good f£
Coating Ci:ﬁ;;,nsleal' Pre'%”i‘;g%‘ee' LI £ Stainless steel | Titanium alloy NICk:II/Iryconel Copper alloy Aluminum alloy
BB | g oem T8 #as #Ea2 CEEN Bag
~45HRC | ~50HRC | ~55HRC | ~60HRC | ~B5HRC
Tisini o) 0 0 © o o
PACo 0 0 0 (o o *
Unit/E4I: mm

WWI/I/. speedtiger.com.tw
- e




SPEED TIGER

+ T pagd
200" TP
Cutting Condition

Square Type - 4 flutes

W 4 7J)318k7]
F S i = =

Dimension #31& Purchase Code #Ri#{{ES

1 2.5 50 4 4 P-SFUETO0104 .06 .07

1.5 5 50 4 4 P-SFUETO0154 .06 .07

2 5 50 4 4 P-SFUET0204 .06 .07

25 6 50 4 4 P-SFUET0254 .06 .07

3 7 50 4 4 P-SFUETO0304 .06 .07

3.5 8 50 4 4 P-SFUET0304 .06 .07

4 10 50 4 4 P-SFUET0404(4D) .06 .07

4 9 50 6 4 P-SFUETO0404 .06 .07

45 10 50 6 4 P-SFUETO0454 .06 .07

5 11 50 6 4 P-SFUET0504 .06 .07

5.5 12.5 60 6 4 P-SFUETO0554 .06 .07

13 50 6 4 P-SFUET0604 .06 .07

20 60 8 4 P-SFUETO0704 .06 .07

8 19 60 8 4 P-SFUETO0804 .06 .07

10 22 75 10 4 P-SFUET1004 .06 .07

12 26 75 12 4 P-SFUET1204 .06 .07

14 30 80 16 4 P-SFUET1404 .06 .07

16 35 100 16 4 P-SFUET 1604 .06 .07

20 44 100 20 4 P-SFUET2004 .06 .07

25 55 100 25 4 P-SFUET2504 .06 .07

Application ERME : * Perfect RIEE © Excellent B& O Good f£
Coating Ci:ﬁ;;,nsleal' Pre'%”i‘;g%‘ee' LI £ Stainless steel | Titanium alloy NICk:II/Iryconel Copper alloy Aluminum alloy
BB | g oem T8 #as #Ea2 CEEN Bag
~45HRC | ~50HRC | ~55HRC | ~60HRC | ~B5HRC
Tisini o) 0 0 © o o
PACo 0 0 0 (o o *
Unit/EfiI: mm

www.speedtiger.com. tw SYPA




» 65

SPEED TIGER

2007 &=
Square Type - Long Flute - 2 flutes

m 27V ETISIET] e

® Super Ultra Fine Micro Grain Carbide @ WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2um
- .06 07
_ \
IS e
! |

| ‘ \

L

Dimension 31§

1 4 50 4 2 P-SFULET0102 .06 .07

1.5 6 50 4 2 P-SFULET0152 .06 .07

8 50 4 2 P-SFULET0202 .06 .07

3 11 60 6 2 P-SFULET0302 .06 .07

14 60 6 2 P-SFULET0402 .06 .07

4.5 16 60 6 2 P-SFULET0452 .06 .07

5 18 60 6 2 P-SFULET0502 .06 .07

5.5 20 60 6 2 P-SFULET0552 .06 .07

6 25 75 6 2 P-SFULET0602 .06 .07

6.5 25 75 8 2 P-SFULET0652 .06 .07

7 25 75 8 2 P-SFULET0702 .06 .07

7.5 25 75 8 2 P-SFULET0752 .06 .07

8 25 75 8 2 P-SFULET0802 .06 .07

8 35 100 8 2 P-SFULET0812 .06 .07

8.5 35 100 10 2 P-SFULET0852 .06 .07

9 35 100 10 2 P-SFULET0902 .06 .07

9.5 40 100 10 2 P-SFULET0952 .06 .07

10 40 100 10 2 P-SFULET1002 .06 .07

10.5 40 100 12 2 P-SFULET1052 .06 .07

11 40 100 12 2 P-SFULET1102 .06 .07

11.5 45 100 12 2 P-SFULET1152 .06 .07

12 45 100 12 2 P-SFULET1202 .06 .07

14 45 100 16 2 P-SFULET1402 .06 .07

15 45 100 16 2 P-SFULET1502 .06 .07

16 45 100 16 2 P-SFULET1602 .06 .07

Application ERME : * Perfect RIEE © Excellent B& O Good f£
Coating Ci:ﬁ;;,nsleal' Pre'%”i‘;g%‘ee' LI £ Stainless steel | Titanium alloy NICk:II/Iryconel Copper alloy Aluminum alloy
BB | g oem T8 #as #Ea2 CEEN Bag
~45HRC | ~50HRC | ~55HRC | ~60HRC | ~B5HRC
Tisini o) 0 0 © o o
PACo 0 0 0 (o o *
Unit/E4I: mm

WWI/I/. speedtiger.com.tw




SPEED TIGER

+ TV paaa
200 iz P384
Cutting Condition

Square Type - Long Flute - 4 flute 300 T
-~ .
. 4w E w uﬁ” ‘Illh’ ﬂ E L1#£L2#L3#L4
® Super Ultra Fine Micro Grain Carbide @® WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2um
_ — , J— 06 07
@ IESSSU b
R B N
L A\

Dimension 31§
1 4 50 4 4 P-SFULETO0104 .06 .07
15 6 50 4 4 P-SFULETO0154 .06 .07
2 8 50 4 4 P-SFULET0204 .06 .07
& 12 60 6 4 P-SFULETO0304 .06 .07
4 16 60 6 4 P-SFULET0404 .06 .07
5 20 75 6 4 P-SFULET0504 .06 .07 W
6 25 75 6 4 P-SFULET0604 .06 .07 » 65
7 30 75 8 4 P-SFULETO0704 .06 .07
8 30 75 8 4 P-SFULETO0804 .06 .07
10 40 100 10 4 P-SFULET1004 .06 .07
12 45 100 12 4 P-SFULET1204 .06 .07
14 45 100 16 4 P-SFULET1404 .06 .07
16 65 150 16 4 P-SFULET1604 .06 .07
20 75 150 20 4 P-SFULET2004 .06 .07
25 80 150 25 4 P-SFULET2504 .06 .07
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Pre-harden steel . = Nickel/Inconel
Coating Ci:FOn fteTl' TR ARz (i Stainless steel | Titanium alloy alloy Copper alloy Aluminum alloy
BE | pxg 2em S sa mEse CEEN #a®
' ~45HRC ~50HRC ~55HRC ~60HRC | ~65HRC
Tisitis 0 0 0 o (e} e}
PACo 0 0 0 (o o *
Unit/EfiI: mm

www.speedtiger.com. tw SYPE]




SPEED TIGER

2007 ==
Square Type - For Hard Material - Multiple Flutes ——

m ZIEEEALRT pik|

® Super Ultra Fine Micro Grain Carbide @ WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2um

6 15 60 6 5 P-SFUVTO0605 .06 .07
8 20 60 8 7 P-SFUVTO0807 .06 .07
10 25 75 10 7 P-SFUVT1007 .06 .07
12 30 75 12 7 P-SFUVT1207 .06 .07
16 45 100 16 9 P-SFUVT1609 .06 .07
_ 20 45 100 20 9 P-SFUVT2009 .06 .07
!E;E 25 45 100 25 9 P-SFUVT2509 .06 .07
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Pre-harden steel . = Nickel/Inconel
Coating Ci:FOn fteTl' TR ARz (i Stainless steel | Titanium alloy alloy Copper alloy Aluminum alloy
BE | pxg 2em S sa mEse CEEN #a®
’ ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC
Tisitis o) 0 0 © o o
PG o) o) o) [©) o *

Unit/EfI: mm

WWI/I/. speedtiger.com.tw
B @490




SPEED TIGER

2007 57
Square Type - Long Flute - Multiple Flutes

B SNRIHEANIET]

® Super Ultra Fine Micro Grain Carbide @® WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2um
AN ! | ‘ |
H4 H3 L ’:"4

6 25 75 6 5 P-SFULVT0605 .06 .07
8 35 100 8 7 P-SFULVT0807 .06 .07
10 45 100 10 7 P-SFULVT1007 .06 .07
12 50 100 12 7 P-SFULVT1207 .06 .07
16 65 150 16 9 P-SFULVT1609 .06 .07
20 75 150 20 9 P-SFULVT2009 .06 .07 W
25 80 150 25 9 P-SFULVT2509 .06 .07 » 65
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Pre-harden steel . = Nickel/Inconel
Coating Ci:FOn fteTl' TR ARz (i Stainless steel | Titanium alloy alloy Copper alloy Aluminum alloy
BE | pxg 2em S sa mEse CEEN #a®
’ ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC
Tisitis o) 0 0 © o o
PACo 0 0 0 (o o *

Unit/E 41 mm
www.speedtiger.com. tw PR




SPEED TIGER

a7
ré]lJ & Hl
200 pux P361 .. P386
Cutting Condition Cutting Condition
Square Type - Long Neck - 284 flutes 200 TFT E
B 2J7)4A7)FRiBRMIHT) Ficres Prepees
Super Ultra Fine Micro Grain Carbide WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2um

Diameter

0.5 0.75 2 50 4 2 P-SFULNT05022 .06 .07

0.5 0.75 4 50 4 2 P-SFULNTO05042 .06 .07

0.5 0.75 6 50 4 2 P-SFULNT05062 .06 .07

0.6 0.9 2 50 4 2 P-SFULNT06022 .06 .07

0.6 0.9 4 50 4 2 P-SFULNT06042 .06 .07

0.6 0.9 6 50 4 2 P-SFULNT06062 .06 .07

E%E 0.7 1.1 4 50 4 2 P-SFULNTOQ7042 .06 .07

0.7 1.1 6 50 4 2 P-SFULNT07062 .06 .07

0.8 1.2 4 50 4 2 P-SFULNT08042 .06 .07

0.8 1.2 6 50 4 2 P-SFULNT08062 .06 .07

% 0.8 1.2 8 50 4 2 P-SFULNT08082 .06 .07

1 1.5 6 50 4 4 P-SFULNT10064 .06 .07

1 1.5 8 50 4 4 P-SFULNT10084 .06 .07

1 1.5 10 50 4 4 P-SFULNT10104 .06 .07

1 1.5 12 50 4 4 P-SFULNT10124 .06 .07

1 1.5 16 50 4 4 P-SFULNT10164 .06 .07

1.5 2.3 6 50 4 4 P-SFULNT15064 .06 .07

1.5 2.3 8 50 4 4 P-SFULNT15084 .06 .07

1.5 2.3 10 50 4 4 P-SFULNT15104 .06 .07

1.5 2.3 12 50 4 4 P-SFULNT15124 .06 .07

15 2.3 14 50 4 4 P-SFULNT15144 .06 .07

1.5 2.3 16 50 4 4 P-SFULNT15164 .06 .07

% 1.5 2.3 18 50 4 4 P-SFULNT15184 .06 .07

1.5 2.3 20 50 4 4 P-SFULNT15204 .06 .07

2 3 6 50 4 4 P-SFULNT20064 .06 .07

Application ERME : * Perfect RIEE © Excellent B& O Good f£
Coating Ci:ﬁ,oyn;:le" ngfgnﬂ%’eﬂ A ) Stainless steel | Titanium alloy N'Ck:||/l|(':;°"e| CO_PPel' allc_)y Aluminum alloy
BE | oxm pom FiliA #as nEae | #ag. W #ag
~45HRC | ~50HRC | ~55HRC | ~60HRC | ~B5HRC

Tisihi4 0 0 0 o © (0
P1AG) o) 0 0 o o *

Unit/ZE41: mm
WWVI/. speedtiger.com.tw
- e




SPEED TIGER

+ TW pasn
200" 7
Cutting Condition

Square Type - Long Neck - 4 flutes —
200 ‘HRC' E
B A7)RBREART) 0 kil g i
Super Ultra Fine Micro Grain Carbide WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2um

2 3 8 50 4 4 P-SFULNT20084 .06 .07
2 3 10 50 4 4 P-SFULNT20104 .06 .07
2 3 12 50 4 4 P-SFULNT20124 .06 .07
2 3 14 50 4 4 P-SFULNT20144 .06 .07
2 3 16 50 4 4 P-SFULNT20164 .06 .07
2 3 18 50 4 4 P-SFULNT20184 .06 .07 HRC
2 3 20 50 4 4 P-SFULNT20204 .06 .07 » 65
25 4 8 50 4 4 P-SFULNT25084 .06 .07
2.5 4 10 50 4 4 P-SFULNT25104 .06 .07
2.5 4 12 50 4 4 P-SFULNT25124 .06 .07
25 4 14 50 4 4 P-SFULNT25144 .06 .07
2.5 4 16 50 4 4 P-SFULNT25164 .06 .07
2.5 4 20 50 4 4 P-SFULNT25204 .06 .07
3 4.5 8 50 6 4 P-SFULNT30084 .06 .07
3 4.5 10 50 6 4 P-SFULNT30104 .06 .07
3 4.5 12 50 6 4 P-SFULNT30124 .06 .07
3 4.5 16 60 6 4 P-SFULNT30164 .06 .07
3 4.5 20 60 6 4 P-SFULNT30204 .06 .07
3 4.5 25 75 6 4 P-SFULNT30254 .06 .07
4 6 12 50 6 4 P-SFULNT40124 .06 .07
4 6 16 60 6 4 P-SFULNT40164 .06 .07
4 6 20 75 6 4 P-SFULNT40204 .06 .07
4 6 25 75 6 4 P-SFULNT40254 .06 .07 ﬁ%’
4 6 30 75 6 4 P-SFULNT40304 .06 .07
4 6 35 75 6 4 P-SFULNT40354 .06 .07
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Pre-harden steel . = Nickel/Inconel
Coating C/a\:lbon ?teTl' TR TRl (S Stainless steel | Titanium alloy alloy Copper alloy Aluminum alloy
BB | c2q com Ex e #nEse CEEN #a®
’ ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC
Tisihi+ o 0 0 o o o
P1AG) 0 0 0 (o o *

Unit/EAfI: mm

www.speedtiger.com.tw
- e




» 60

SPEED TIGER

2007 e

P387

Cutting Condition

WS BBy

Miniature Ball Nose Type - 2 flutes

B 27)GINERERBYST 8D

) o

® Super Ultra Fine Micro Grain Carbide

—~Z
@
:

R%‘

Diameter

@® \WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2um

.06

.07

0.3 0.15 0.6 38 3 2 P-SFUMIB0033 .06 .07
0.4 0.2 0.8 38 3 2 P-SFUMIB0043 .06 .07
0.5 0.25 1 38 3 2 P-SFUMIB0053 .06 .07
0.6 0.3 1.2 38 3 2 P-SFUMIB0063 .06 .07
0.7 0.35 1.4 38 3 2 P-SFUMIB0073 .06 .07
0.8 0.4 1.6 38 3 2 P-SFUMIB0083 .06 .07
1 0.5 2 38 3 2 P-SFUMIB0103 .06 .07
1.2 0.6 2.5 38 3 2 P-SFUMIB0123 .06 .07
14 0.7 3 38 3 2 P-SFUMIB0143 .06 .07
1.5 0.75 3 38 3 2 P-SFUMIB0153 .06 .07
1.6 0.8 3.5 38 3 2 P-SFUMIB0163 .06 .07
1.8 0.9 4 38 3 2 P-SFUMIB0183 .06 .07
2 1 4 38 3 2 P-SFUMIB0203 .06 .07
2.2 1.1 4.5 38 3 2 P-SFUMIB0223 .06 .07
24 1.2 5 38 3 2 P-SFUMIB0243 .06 .07
2.5 1.25 5 38 3 2 P-SFUMIB0253 .06 .07
3 1.5 6 38 3 2 P-SFUMIB0303 .06 .07
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Coating Ci:ﬁ;;,nsleal' Pre'%”i‘;g%‘ee' LI £ Stainless steel | Titanium alloy NICk:II/Iryconel Copper alloy Aluminum alloy
BB | g oem T8 #as #Ea2 CEEN Bag
~45HRC | ~50HRC | ~55HRC | ~60HRC | ~B5HRC
Tisini o) 0 0 © o o
PACo 0 0 0 (o o *
Unit/E4I: mm

WWI/I/. speedtiger.com.tw
- e




SPEED TIGER

+ T pan7
200" P
Cutting Condition

WUNVEERBY

Miniature Ball Nose Type - 2 flutes 200 THE
P E

B 27)GNEBRBIST % D S il

® Super Ultra Fine Micro Grain Carbide @® WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2um

—Z .06 .07
e = 3
4 \

R

N ‘ \ \

Diameter
0.3 0.15 0.6 50 4 2 P-SFUMIB0034 .06 .07
0.4 0.2 0.8 50 4 2 P-SFUMIB0044 .06 .07
0.5 0.25 1 50 4 2 P-SFUMIB0054 .06 .07
0.6 0.3 1.2 50 4 2 P-SFUMIB0064 .06 .07 R
0.7 0.35 14 50 4 2 P-SFUMIB0074 .06 07 ',"gﬁ
0.8 0.4 1.6 50 4 2 P-SFUMIB0084 .06 .07 —
1 0.5 2 50 4 2 P-SFUMIB0104 .06 .07
1.2 0.6 25 50 4 2 P-SFUMIB0124 .06 07
14 0.7 3 50 4 2 P-SFUMIB0144 .06 .07
15 0.75 3 50 4 2 P-SFUMIB0154 .06 .07
1.6 0.8 35 50 4 2 P-SFUMIB0164 .06 07
1.8 0.9 4 50 4 2 P-SFUMIB0184 .06 .07
2 1 4 50 4 2 P-SFUMIB0204 .06 .07
2.2 1.1 45 50 4 2 P-SFUMIB0224 .06 .07 S
2.4 1.2 5 50 4 2 P-SFUMIB0244 .06 .07 @
25 1.25 5 50 4 2 P-SFUMIB0254 .06 .07 ——
3 15 6 50 4 2 P-SFUMIB0304 .06 07
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Coating Ci:ﬁ;;,nsleal' Pre'%”i‘;g%‘ee' LI £ Stainless steel | Titanium alloy NICk:II/Iryconel Copper alloy Aluminum alloy
2B | w2q aom Fshsm sas BEsS HaS, g#as
~45HRC ~50HRC ~55HRC ~60HRC ~65HRC
s o o) o) o [¢) [¢)
PACo 0 0 0 (o o *
Unit/EEfiI: mm

www.speedtiger.com. tw SYPAY




SPEED TIGER Ball Nose -

i Ex8dgx 7]
200 i F328

Ball Nose Type - 2 flutes 200 THRC

—Z %@ )liD .06 ! .07

Dimension #1&

Diameter Flute Ful SIEL Flutes
Length Length Diameter

1 4 2 P-SFUBTO0102 .06 .07
1.5 0.75 2.5 50 4 2 P-SFUBT0152 .06 .07
2 1 3 50 4 2 P-SFUBT0202 .06 .07
2.5 1.25 4 50 4 2 P-SFUBT0252 .06 .07
3 1.5 45 50 4 2 P-SFUBT0302 .06 .07
4 2 6 50 4 2 P-SFUBT0402 .06 .07
5 2.5 7.5 50 6 2 P-SFUBT0502 .06 .07
6 & 9 50 6 2 P-SFUBT0602 .06 .07
7 3.5 14 60 8 2 P-SFUBTO0702 .06 .07
8 4 12 60 8 2 P-SFUBT0802 .06 .07
9 4.5 18 75 10 2 P-SFUBT0902 .06 .07
10 5 15 75 10 2 P-SFUBT1002 .06 .07
12 6 18 75 12 2 P-SFUBT1202 .06 .07
14 7 24 80 16 2 P-SFUBT1402 .06 .07
16 8 24 100 16 2 P-SFUBT1602 .06 .07
20 10 30 150 20 2 P-SFUBT2002 .06 .07
25 12.5 35 150 25 2 P-SFUBT2502 .06 .07
E High precision radius accuracy request is available
SEERETTH
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Coating Ci:ﬁ;;,nsleal' Pre'%”i‘;g%‘ee' LI £ Stainless steel | Titanium alloy NICk:II/Iryconel Copper alloy Aluminum alloy
28 | pxg 2om R siae pEAS FEER | @mae
~45HRC ~50HRC ~55HRC ~60HRC ~65HRC
Tisitis 0 0 0 o (e} e}
PACo 0 0 0 (o o *
Unit/EfI: mm

WWI/I/. speedtiger.com.tw
- e




SPEED TIGER Ball Nose -

L ExBY g% 7]
2007 e
Ball Nose Type - 4 flutes 200 THRC

& IS 2 a2 a

1 0.5 1.5 50 4 4 P-SFUBTO0104
15 0.75 3 50 4 4 P-SFUBT0104 .06 .07
2 1 3 50 4 4 P-SFUBT0204 .06 .07
2.5 1.25 5 50 4 4 P-SFUBT0254 .06 .07
3 15 4.5 50 4 4 P-SFUBT0304 .06 .07
4 2 6 50 4 4 P-SFUBT0404 .06 .07
5 2.5 7.5 50 6 4 P-SFUBTO0504 .06 .07
6 3 9 50 6 4 P-SFUBT0604 .06 .07
6 3 9 75 6 4 P-SFUBT0614 .06 .07
8 4 12 60 8 4 P-SFUBT0804 .06 .07
10 5 15 75 10 4 P-SFUBT1004 .06 .07
10 5 20 100 10 4 P-SFUBT1014 .06 .07
12 6 18 75 12 4 P-SFUBT1204 .06 .07
12 6 24 100 12 4 P-SFUBT1214 .06 .07
14 7 28 100 16 4 P-SFUBT1404 .06 .07
16 8 24 100 16 4 P-SFUBT 1604 .06 .07
20 10 40 150 20 4 P-SFUBT2004 .06 .07
25 125 50 150 25 4 P-SFUBT2504 .06 .07
E High precision radius accuracy request is available
SIEERETETH
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Coating Ci:ﬁ;;,nsféz‘lal' Pre'%”i‘;g%‘ee‘ LI £ Stainless steel | Titanium alloy N'ijl/l'(;‘;""e' Copper aIIt_)y Aluminum alloy
28 | pxg 2om S sa mEse R #a®
~45HRC ~50HRC ~55HRC ~60HRC ~65HRC
Tisitis 0 0 0 © o o
P1AG) 0 0 0 (o o *
Unit/EfiI: mm

www. speeadtiger.com.tw SEEY




SPEED TIGER Ball Nose -

NGk WA

+ T U pago
200" 5P
Cutting Condition

Ball Nose Type - Short Flute - 2 flutes 200 TIE
— —
B 27)58 )8 DERBISNTER 7D S
® Super Ultra Fine Micro Grain Carbide @® WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2um

E/ @ )E 06 07

Dimension 71§
Length Length Length Diameter
B ORIy
1 2 P-SFUBTSX010 .06 .07
1.5 0.75 1.5 4 50 4 2 P-SFUBTSX015 .06 .07
2 1 2 5 50 4 2 P-SFUBTSX020 .06 .07
2.5 1.25 2.5 6 50 4 2 P-SFUBTSX025 .06 .07
3 1.5 3 8 50 4 2 P-SFUBTSX030 .06 .07
E— 1.5 8 50 6 2 P-SFUBTSX630 .06 .07
E%g 3.5 1.75 3.5 8 50 4 2 P-SFUBTSX035 .06 .07
S 4 2 4 10 50 4 2 P-SFUBTSX040 .06 .07
4 2 4 10 50 6 2 P-SFUBTSX640 .06 .07
45 2.25 4.5 11 50 6 2 P-SFUBTSX045 .06 .07
5 25 5 13 50 6 2 P-SFUBTSX050 .06 .07
5.5 2.75 5.5 14 50 6 2 P-SFUBTSX055 .06 .07
6 3 6 15 50 6 2 P-SFUBTSX060 .06 .07
B 7 3.5 7 16 60 8 2 P-SFUBTSX070 .06 .07
% 8 4 8 20 60 8 2 P-SFUBTSX080 .06 .07
— 9 4.5 9 22 75 10 2 P-SFUBTSX090 .06 .07
10 5 10 25 75 10 2 P-SFUBTSX100 .06 .07
12 6 12 30 75 12 2 P-SFUBTSX120 .06 .07
14 7 14 35 75 16 2 P-SFUBTSX140 .06 .07
16 8 16 40 100 16 2 P-SFUBTSX160 .06 .07
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Coating Ci:ﬁ;;,nsleal' Pre'%”i‘;g%‘ee' LI £ Stainless steel | Titanium alloy NICk:II/Iryconel Copper alloy Aluminum alloy
2@ 520 So8 ES - Hase BESE Hae, mas
~45HRC | ~50HRC | ~55HRC | ~B6OHRC | ~B5HRC
Tisini o) 0 0 © o o
PACo 0 0 0 (o o *
Unit/E4I: mm

WWI/I/. speedtiger.com.tw
- e




SPEED TIGER Ball Nose -

IxEI 8t ]

+ T W pane
2007 77
Cutting Condition

Ball Nose Type - Long Shank - 2 flutes 200 “TRE
1] == 200 ,
m 27)RHABRBISTEE )
® Super Ultra Fine Micro Grain Carbide @® WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2um
_ . .06 07
A NS JIo
R/ 1 \
L \
Dimension #31& Purchase Code #RIBER
. Flute Full Shank
1 3 2 P-SFULBTO0102
2 1 4 75 6 2 P-SFULBT0202 .06 .07
3 1.5 5 75 6 2 P-SFULBT0302 .06 .07
4 2 6 75 6 2 P-SFULBT0402 .06 .07
5 2.5 8 75 6 2 P-SFULBT0502 .06 .07
6 3 9 75 6 2 P-SFULBT0602 .06 .07
6 3 9 100 6 2 P-SFULBT0612 06 07 HRC
7 3.5 14 75 8 2 P-SFULBT0702 .06 .07
8 4 16 75 8 2 P-SFULBT0802 .06 .07
8 4 16 100 8 2 P-SFULBT0812 .06 .07
9 4.5 18 100 10 2 P-SFULBT0902 .06 .07
10 5 20 100 10 2 P-SFULBT1002 .06 .07
10 5 20 150 10 2 P-SFULBT1012 .06 .07
12 6 24 100 12 2 P-SFULBT1202 .06 .07
12 6 24 150 12 2 P-SFULBT1212 .06 .07 %
14 7 28 100 16 2 P-SFULBT1402 .06 .07
16 8 32 150 16 2 P-SFULBT1602 .06 .07
16 8 32 200 16 2 P-SFULBT1612 .06 .07
20 10 40 200 20 2 P-SFULBT2002 .06 .07
25 12.5 50 200 25 2 P-SFULBT2502 .06 .07
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Pre-harden steel . = Nickel/Inconel
Coating Ci:FOn fteTl' TR TRl (S Stainless steel | Titanium alloy alloy Copper alloy Aluminum alloy
BE | pxg 2em S sa mEse CEEN #a®
' ~45HRC | ~50HRC | ~55HRC | ~60HRC | ~B5HRC
Tisinis o o) o) o (e} e}
PACo 0 0 0 (o o *
Unit/EAfI: mm

www. speeadtiger.com.tw SRS




Ball Nose
L Neck
o 8 D B

SPEED TIGER

2007 rsw

Ball Nose Type - Long Neck - 2 flutes 200 T
H ZJJI*'EE:.\H:;_L%D (PLUS Jf > 65_
Super Ultra Fine Micro Grain Carbide WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2um
E;Z Ea )[o 06 07
/
R
L1

-

Dimension #1& Purchase Code #*f&{XHS

. Flute Efficient Full Shank
Dlameter m Length Length Length “ Coating B

L1 BuE s PnACo

0.5 0.25 0.75 2 50 4 2 P-SFULNBT05022 .06 .07
0.5 0.25 0.75 4 50 4 2 P-SFULNBT05042 .06 .07
0.5 0.25 0.75 6 50 4 2 P-SFULNBT05062 .06 .07
0.6 0.3 0.9 2 50 4 2 P-SFULNBTO06022 .06 .07
0.6 0.3 0.9 4 50 4 2 P-SFULNBT06042 .06 .07
0.6 0.3 0.9 6 50 4 2 P-SFULNBT06062 .06 .07
E%E 0.8 0.4 1.2 4 50 4 2 P-SFULNBT08042 .06 .07
0.8 0.4 1.2 6 50 4 2 P-SFULNBT08062 .06 .07
0.8 0.4 1.2 8 50 4 2 P-SFULNBT08082 .06 .07
1 0.5 15 6 50 4 2 P-SFULNBT10062 .06 .07
1 0.5 1.5 8 50 4 2 P-SFULNBT10082 .06 .07
1 0.5 1.5 10 50 4 2 P-SFULNBT10102 .06 .07
1 0.5 15 12 50 4 2 P-SFULNBT10122 .06 .07
1.5 0.75 2.3 6 50 4 2 P-SFULNBT15062 .06 .07
@ 15 0.75 2.3 8 50 4 2 P-SFULNBT15082 .06 .07
1.5 0.75 2.3 10 50 4 2 P-SFULNBT15102 .06 .07
1.5 0.75 2.3 12 50 4 2 P-SFULNBT15122 .06 .07
1.5 0.75 2.3 14 50 4 2 P-SFULNBT15142 .06 .07
1.5 0.75 2.3 16 50 4 2 P-SFULNBT15162 .06 .07
1.5 0.75 2.3 18 50 4 2 P-SFULNBT15182 .06 .07
15 0.75 2.3 20 50 4 2 P-SFULNBT15202 .06 .07
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Coating C/a\:lbo(;ns?:;l, Prehﬁa%%tee‘ LI £ Stainless steel | Titanium alloy N'Ck:/lr;""e' CO_Pper allt_)y Aluminum alloy
B | o Som Fi #as #E2: | #ag.® #ag
~45HRC | ~50HRC | ~55HRC | ~BOHRC | ~65HRC
Tisilix o) 0 0 © o o
P1AG) 0 0 0 (o o *

Unit/ZfiI: mm
WWVI/. speedtiger.com.tw
- e



Ball Nose
L Neck
o 8 D B

SPEED TIGER

2007 rsw

Ball Nose Type - Long Neck - 2 flutes 200 T
H ZJJI*'EE:.\H:;_L%D (PLUS Jf > 65_
Super Ultra Fine Micro Grain Carbide WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2um
E;Z Ea )[o 06 07
/
R
L1

-

Purchase Code #RiE{{HS

FIgE ,

2 1 3 8 50 4 2 P-SFULNBT20082 .06 .07
2 1 3 10 50 4 2 P-SFULNBT20102 .06 .07
2 1 3 12 50 4 2 P-SFULNBT20122 .06 .07
2 1 & 14 50 4 2 P-SFULNBT20142 .06 .07
2 1 3 16 50 4 2 P-SFULNBT20162 .06 .07
2 1 3 18 50 4 2 P-SFULNBT20182 .06 .07
2 1 3 20 50 4 2 P-SFULNBT20202 .06 .07 E%E
2.5 1.25 4 8 50 4 2 P-SFULNBT25082 .06 .07
25 1.25 4 12 50 4 2 P-SFULNBT25122 .06 .07
25 1.25 4 16 50 4 2 P-SFULNBT25162 .06 .07
3 1.5 45 10 50 6 2 P-SFULNBT30102 .06 .07
3 1.5 4.5 12 50 6 2 P-SFULNBT30122 .06 .07
3 1.5 4.5 16 60 6 2 P-SFULNBT30162 .06 .07
3 1.5 4.5 20 60 6 2 P-SFULNBT30202 .06 .07
3 1.5 4.5 25 75 6 2 P-SFULNBT30252 .06 .07 @
4 2 6 12 50 6 2 P-SFULNBT40122 .06 .07
4 2 6 16 60 6 2 P-SFULNBT40162 .06 .07
4 2 6 20 75 6 2 P-SFULNBT40202 .06 .07
4 2 6 25 75 6 2 P-SFULNBT40252 .06 .07
4 2 6 30 75 6 2 P-SFULNBT40302 .06 .07
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Coating C/a\:lbo(;ns?:;l, Prehﬁa%%tee‘ LI £ Stainless steel | Titanium alloy N'Ck:/lr;""e' CO_Pper allt_)y Aluminum alloy
B | o Som Fi #as #E2: | #ag.® #ag
~45HRC | ~50HRC | ~55HRC | ~BOHRC | ~65HRC
Tisilix o) 0 0 © o o
P1AG) 0 0 0 (o o *

Unit/E 41 mm
www.speedtiger.com. tw
- e




SPEED TIGER

+ T pao6
200" TP
Cutting Condition

Corner Radius Type - 4 flutes 300 TIF =
= =R oS :
m 4 J]EE3IR7] ) s s e e
Super Ultra Fine Micro Grain Carbide WC=91 Co=9 HRA=93.2 Rupture=4000N/mm’* Grain Size=0.2um

7
4 0.2 9 50 6 4 P-SFURTA04024 .06 .07
4 0.5 9 50 6 4 P-SFURTA04054 .06 .07
6 0.5 15 50 6 4 P-SFURTA06054 .06 .07
6 1 15 50 6 4 P-SFURTA06104 .06 .07
8 0.5 19 60 8 4 P-SFURTA08054 .06 .07
8 1 19 60 8 4 P-SFURTA08104 .06 .07
E%E 10 0.5 22 75 10 4 P-SFURTA10054 .06 .07
10 1 22 75 10 4 P-SFURTA10104 .06 .07
10 2 22 75 10 4 P-SFURTA10204 .06 .07
12 0.5 26 75 12 4 P-SFURTA12054 .06 .07
12 1 26 75 12 4 P-SFURTA12104 .06 .07
12 2 26 75 12 4 P-SFURTA12204 .06 .07

Patent of Japan No:Nr.3145278 Patent of Taiwan No:M 303075
EEAEF 5% : Nr.3145278 EEEER 5 | #ESE M 30307558

Application ERME : * Perfect RIEE © Excellent B& O Good f£
Pre-harden steel . = Nickel/Inconel
Coating Cizlboons?;?l' TR TRl (S Stainless steel | Titanium alloy alloy Copper alloy Aluminum alloy
RE l“fiﬂy a2l S -1 fIN=F BEAS HEE, REe
’ ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC
Tisil O O O € @} ©)
PAC) o o o o o *

Unit/ZfiI: mm
WWVI/. speedtiger.com.tw
- e




SPEED TIGER Cormer

4 ESELH
200" =P
Corner Radius Type - Long Neck & Shank - 2 flutes PR
yp g 200 TRC Ex E

m 2 RERWEISIHRT]

® Super Ultra Fine Micro Grain Carbide @ WC=91 Co=9 HRA=93.2 Rupture=4000N/mm’* Grain Size=0.2um

% IL@ E .0‘6 ‘ .07

R

L1#L2#L3#L4

Purchase Code #RiE{HS
3
6 0.2 9 18 75 6 2 P-SFUCRMO060022 .06 .07
6 0.3 9 18 75 6 2 P-SFUCRMO060032 .06 .07
6 0.5 9 18 75 6 2 P-SFUCRMO060052 .06 .07
6 1 9 18 75 6 2 P-SFUCRMO060102 .06 .07
6 2 9 18 75 6 2 P-SFUCRMO060202 .06 .07
8 0.3 12 20 100 8 2 P-SFUCRMO080032 .06 .07 W
8 0.5 12 20 100 8 2 P-SFUCRMO080052 .06 .07 » 65
8 1 12 20 100 8 2 P-SFUCRMO080102 .06 .07
8 2 12 20 100 8 2 P-SFUCRMO080202 .06 .07
10 0.5 15 25 100 10 2 P-SFUCRM100052 .06 .07
10 1 15 25 100 10 2 P-SFUCRM100102 .06 .07
10 1.5 15 25 100 10 2 P-SFUCRM100152 .06 .07
10 15 25 100 10 2 P-SFUCRM100202 .06 .07 %
10 5 15 25 100 10 2 P-SFUCRM100302 .06 .07
12 0.5 18 30 100 12 2 P-SFUCRM120052 .06 .07
12 1 18 30 100 12 2 P-SFUCRM120102 .06 .07
12 1.5 18 30 100 12 2 P-SFUCRM120152 .06 .07
12 2 18 30 100 12 2 P-SFUCRM120202 .06 .07
12 3 18 30 100 12 2 P-SFUCRM120302 .06 .07
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Pre-harden steel . = Nickel/Inconel
Coating Ci:FOn fteTl' TR TRl (S Stainless steel | Titanium alloy alloy Copper alloy Aluminum alloy
BE | pxg 2em S sa mEse CEEN #a®
' ~45HRC ~50HRC ~55HRC ~60HRC | ~65HRC
Tisitis 0 0 0 o (e} e}
P1AG) 0 0 0 (o o *
Unit/EfiI: mm

www.speedtiger.com. tw RIS




» 65

SPEED TIGER Cormer

4 BEESERM
200" =7
c Radius Type - L Neck & Shank - 4 flut — o
orner radius iype - Long NecC an utes - m - E

B ARERIAEIESIHtT]

LI#L2#L3#L4

® Super Ultra Fine Micro Grain Carbide @® WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2um
E@ H D .06 07
/ — £ s
R 1|
L1 ‘
L

Dimension #31& Purchase Code #RIBCER

. Corner Flute Efficient Full Shank
Dlameter Length Length Length Coating 2

[ e e | = DD

6 4 P-SFUCRMO060024 07

6 0.3 9 18 75 6 4 P-SFUCRM060034 .06 .07

6 0.5 9 18 75 6 4 P-SFUCRMO060054 .06 .07

6 1 9 18 75 6 4 P-SFUCRMO060104 .06 .07

6 2 9 18 75 6 4 P-SFUCRMO060204 .06 .07

8 0.3 12 20 100 8 4 P-SFUCRMO080034 .06 .07

8 0.5 12 20 100 8 4 P-SFUCRMO080054 .06 .07

8 1 12 20 100 8 4 P-SFUCRMO080104 .06 .07

8 2 12 20 100 8 4 P-SFUCRMO080204 .06 .07

10 0.5 15 25 100 10 4 P-SFUCRM100054 .06 .07

10 1 15 25 100 10 4 P-SFUCRM100104 .06 .07

10 1.5 15 25 100 10 4 P-SFUCRM100154 .06 .07

10 15 25 100 10 4 P-SFUCRM100204 .06 .07

10 3 15 25 100 10 4 P-SFUCRM100304 .06 .07

12 0.5 18 30 100 12 4 P-SFUCRM120054 .06 .07

12 1 18 30 100 12 4 P-SFUCRM120104 .06 .07

12 15 18 30 100 12 4 P-SFUCRM120154 .06 .07

12 2 18 30 100 12 4 P-SFUCRM120204 .06 .07

12 3 18 30 100 12 4 P-SFUCRM120304 .06 .07
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Coating Ci:ﬁ;;,nsféz‘lal' Pre'%”i‘;g%‘ee‘ LI £ Stainless steel | Titanium alloy N'ijl/l'(;‘;""e' Copper aIIt_)y Aluminum alloy

BB | g oem T8 #as #Ea2 CEEN Bag

~45HRC | ~50HRC | ~55HRC | ~60HRC | ~B5HRC
Tisini o) 0 0 © o o
P1AG) 0 0 0 (o o *

Unit/E4I: mm

www.speedtiger.com. tw




SPEED TIGER S

+ BE#E
200" =5
Pencil Neck Type - Corner Radius - 2 flutes

m 2R SAEISIHt 7]

® Super Ultra Fine Micro Grain Carbide @ WC=91 Co=9 HRA=93.2 Rupture=4000N/mm’ Grain Size=0.2um

1 0.2 1 3 50 4 2 P-SFUCRS010022 .06 07
1.5 0.2 1.5 45 50 4 2 P-SFUCRS015022 .06 .07
15 0.3 1.5 45 50 4 2 P-SFUCRS015032 .06 .07
2 0.2 2 6 50 4 2 P-SFUCRS020022 .06 .07
2 0.3 2 6 50 4 2 P-SFUCRS020032 .06 .07
2 0.5 2 6 50 4 2 P-SFUCRS020052 .06 .07 —
3 0.2 3 9 50 6 2 P-SFUCRS030022 .06 07 E%E
3 0.3 3 9 50 6 2 P-SFUCRS030032 .06 .07 —
3 0.5 3 9 50 6 2 P-SFUCRS030052 .06 .07
3 1 3 9 50 6 2 P-SFUCRS030102 .06 .07
4 0.2 4 12 50 6 2 P-SFUCRS040022 .06 .07
4 0.3 4 12 50 6 2 P-SFUCRS040032 .06 .07
4 0.5 4 12 50 6 2 P-SFUCRS040052 .06 07 %
4 1 4 12 50 6 2 P-SFUCRS040102 .06 .07
5 0.3 5 15 50 6 2 P-SFUCRS050032 .06 .07
5 0.5 5 15 50 6 2 P-SFUCRS050052 .06 .07
5 1 5 15 50 6 2 P-SFUCRS050102 .06 .07
6 0.2 6 18 50 6 2 P-SFUCRS060022 .06 .07
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Coating Ci:ﬁ;;,nsleal' Pre'%”i‘;g%‘ee' LI £ Stainless steel | Titanium alloy NICk:II/Iryconel Copper alloy Aluminum alloy
2B | pzg nem el sae nEae CEEN #a®
~45HRC ~50HRC ~55HRC ~60HRC ~65HRC
s o o) o) o [¢) [¢)
PACo 0 0 0 (o o *
Unit/EEfiI: mm

www.speedtiger.com. tw SRRE




» 65

SPEED TIGER GO

+ BE#E
200" =
Pencil Neck Type - Corner Radius - 2 flutes

m 2R SAEISIHt 7]

® Super Ultra Fine Micro Grain Carbide @ WC=91 Co=9 HRA=93.2 Rupture=4000N/mm’ Grain Size=0.2um

6=1°

—Z _ l T .06 .07
& 3 g \
L

3]

6 0.3 6 18 50 6 2 P-SFUCRS060032 .06 .07

6 0.5 6 18 50 6 2 P-SFUCRS060052 .06 .07

6 1 6 18 50 6 2 P-SFUCRS060102 .06 .07

6 2 6 18 50 6 2 P-SFUCRS060202 .06 .07

8 0.3 8 20 60 8 2 P-SFUCRS080032 .06 .07

8 0.5 8 20 60 8 2 P-SFUCRS080052 .06 .07

8 1 8 20 60 8 2 P-SFUCRS080102 .06 .07

8 2 8 20 60 8 2 P-SFUCRS080202 .06 .07

10 0.5 10 25 75 10 2 P-SFUCRS100052 .06 .07

10 1 10 25 75 10 2 P-SFUCRS 100102 .06 .07

10 1.5 10 25 75 10 2 P-SFUCRS100152 .06 .07

10 2 10 25 75 10 2 P-SFUCRS100202 .06 .07

10 3 10 25 75 10 2 P-SFUCRS 100302 .06 .07

12 0.5 12 30 75 12 2 P-SFUCRS120052 .06 .07

12 1 12 30 75 12 2 P-SFUCRS120102 .06 .07

12 1.5 12 30 75 12 2 P-SFUCRS 120152 .06 .07

12 2 12 30 75 12 2 P-SFUCRS120202 .06 .07

12 & 12 30 75 12 2 P-SFUCRS120302 .06 .07

Application ERME : * Perfect RIEE © Excellent B& O Good f£
Coating Ci:ﬁ;;,nsleal' Pre'%”i‘;g%‘ee' LI £ Stainless steel | Titanium alloy NICk:II/Iryconel Copper alloy Aluminum alloy
BB | g oem T8 #as #Ea2 CEEN Bag
~45HRC | ~50HRC | ~55HRC | ~60HRC | ~B5HRC
Tisini o) 0 0 © o o
PACo 0 0 0 (o o *
Unit/E4I: mm

WWI/I/. speedtiger.com.tw




SPEED TIGER S

+ BEfME
200" =
Pencil Neck Type - Corner Radius - 4 flutes

m 4R SEEIS 7]

® Super Ultra Fine Micro Grain Carbide @® WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2um
o=1°

2 ' \

2 0.2 2 6 50 4 4 P-SFUCRS020024 .06 07
2 0.3 2 6 50 4 4 P-SFUCRS020034 .06 .07
2 0.5 2 6 50 4 4 P-SFUCRS020054 .06 .07
3 0.2 3 9 50 6 4 P-SFUCRS030024 .06 .07
3 0.3 3 9 50 6 4 P-SFUCRS030034 .06 .07
3 0.5 3 9 50 6 4 P-SFUCRS030054 .06 .07 —
3 1 3 9 50 6 4 P-SFUCRS030104 .06 07 E%E
4 0.2 4 12 50 6 4 P-SFUCRS040024 .06 .07 —
4 0.3 4 12 50 6 4 P-SFUCRS040034 .06 .07
4 0.5 4 12 50 6 4 P-SFUCRS040054 .06 .07
4 1 4 12 50 6 4 P-SFUCRS040104 .06 .07
5 0.3 5 15 50 6 4 P-SFUCRS050034 .06 .07
5 0.5 5 15 50 6 4 P-SFUCRS050054 .06 07
5 1 5 15 50 6 4 P-SFUCRS050104 .06 .07
6 0.2 6 18 50 6 4 P-SFUCRS060024 .06 .07
6 0.3 6 18 50 6 4 P-SFUCRS060034 .06 .07
&
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Coating Ci:ﬁ;;,nsleal' Pre'%”i‘;g%‘ee' LI £ Stainless steel | Titanium alloy NICk:II/Iryconel Copper alloy Aluminum alloy
2B | pzg nem el sae nEae CEEN #a®
~45HRC ~50HRC ~55HRC ~60HRC ~65HRC
s o o) o) o [¢) [¢)
PACo 0 0 0 (o o *
Unit/EEfiI: mm

www.speedtiger.com. tw G
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SPEED TIGER S

P BEfME
200" .=
Pencil Neck Type - Corner Radius - 4 flutes

m 4R SEEIS 7]

® Super Ultra Fine Micro Grain Carbide @® WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2um
6=1°

%Z | E . .o

- e

Dimension #31& Purchase Code REBILES

. Corner Flute Efficient Full Shank =
Dlameter Length Length Length Coating &M

6 4 P-SFUCRS060054
6 1 6 18 50 6 4 P-SFUCRS060104 .06 .07
6 2 6 18 50 6 4 P-SFUCRS060204 .06 .07
8 0.3 8 20 60 8 4 P-SFUCRS080034 .06 .07
8 0.5 8 20 60 8 4 P-SFUCRS080054 .06 .07
8 1 8 20 60 8 4 P-SFUCRS080104 .06 .07
8 2 8 20 60 8 4 P-SFUCRS080204 .06 .07
10 0.5 10 25 75 10 4 P-SFUCRS100054 .06 .07
10 1 10 25 75 10 4 P-SFUCRS100104 .06 .07
10 15 10 25 75 10 4 P-SFUCRS100154 .06 .07
10 2 10 25 75 10 4 P-SFUCRS100204 .06 .07
10 3 10 25 75 10 4 P-SFUCRS100304 .06 .07
12 0.5 12 30 75 12 4 P-SFUCRS120054 .06 .07
12 1 12 30 75 12 4 P-SFUCRS120104 .06 .07
12 1.5 12 30 75 12 4 P-SFUCRS120154 .06 .07
12 2 12 30 75 12 4 P-SFUCRS120204 .06 .07
12 3 12 30 75 12 4 P-SFUCRS120304 .06 .07
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Pre-harden steel . = Nickel/Inconel
Coating Ci:FOn fteTl' TR TRl (S Stainless steel | Titanium alloy alloy Copper alloy Aluminum alloy
BE | pxg 2em S sa mEse CEEN #a®
’ ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC
Tisitis o) 0 0 © o o
PnAGy o) 0 o) o ) *
Unit/E4I: mm

WWI/I/. speedtiger.com.tw




Corner Radius
Long Ne k

SPEED TIGER

200" 7
L Neck T -C Radius - 2 flut
ong NecC ype orner rRaaius utes 200 m E

m 27) RimHEESIHtT]

L1#L2#L3#L4

Super Ultra Fine Micro Grain Carbide WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2um
16° .06 .07
B ——— R N (]
/
R
L1

Dimension #1& Purchase Code #REBHHEE

: Corner Flute Efficient FuII Shank
Diameter Length Length Length Effective Leng by Inclined Angles Coating E[E

3 B e e o A Al IR -1~
0.1

0.4 1 126 | 144 159 | 1.72 | 1.96 | P-SFUCR004012(ELO1)
0.4 0.1 0.4 2 50 4 239 | 262  2.80 296  3.24 | P-SFUCR004012(EL02) .06 .07
0.4 0.1 0.4 3 50 4 3.49 | 3.75 | 3.96 | 414 | 4.32 | P-SFUCR004012(EL03) .06 .07
0.4 0.1 0.4 4 50 4 457 | 486 | 5.09  5.29 | 569 P-SFUCR004012(EL04) .06 .07
0.5 0.1 0.5 1 50 4 1.26 | 1.44 | 159 | 1.72 | 1.96 = P-SFUCR005012(EL01) .06 .07
0.5 0.1 0.5 2 50 4 239 | 2.62 | 2.80 2.96 3.24 P-SFUCR005012(EL02) .06 .07
0.5 0.1 0.5 3 50 4 349 | 3.75 | 3.96 | 4.14 | 432 | P-SFUCR005012(EL03) .06 .07 E%g
0.5 0.1 0.5 4 50 4 457 486  5.09 529 | 569 P-SFUCR005012(EL04) .06 .07
0.5 0.1 0.5 5 50 4 5.64 | 596 | 6.21 | 6.43 | 6.92 P-SFUCR005012(ELO5) .06 .07
0.5 0.1 0.5 6 50 4 6.70 | 7.05 | 7.32 | 7.57 | 8.14 | P-SFUCR005012(EL06) .06 .07
0.6 0.1 0.6 2 50 4 239 | 262 | 2.80  2.96 | 3.24 | P-SFUCR006012(EL02) .06 .07
0.6 0.1 0.6 3 50 4 3.49 | 3.75 | 3.96 4.14  4.32 P-SFUCRO006012(EL03) .06 .07
0.6 0.1 0.6 4 50 4 457 | 486 | 5.09 | 5.29 | 5.69 P-SFUCR006012(EL04) .06 .07 %
0.6 0.1 0.6 6 50 4 6.70 | 7.05  7.32 7.57 | 8.14 | P-SFUCR006012(EL06) .06 .07
0.6 0.1 0.6 8 50 4 8.81 | 9.20 | 9.52 | 9.85 10.59 P-SFUCR006012(EL08) .06 .07
0.7 0.1 0.7 4 50 4 457 | 486 | 5.09  5.29 | 569 P-SFUCRO007012(EL04) .06 .07
0.7 0.1 0.7 6 50 4 6.70 | 7.05 | 7.32 | 7.57 | 8.14 | P-SFUCR007012(EL06) .06 .07
0.8 0.1 0.8 4 50 4 457 | 486 5.09 | 529 | 5.69 | P-SFUCR008012(EL04) .06 .07
0.8 0.1 0.8 6 50 4 6.70 | 7.05 | 7.32 | 7.57 | 8.14 | P-SFUCR008012(EL06) .06 .07
0.8 0.2 0.8 4 50 4 457 486  5.09 529 | 569 P-SFUCR008022(EL04) .06 .07
0.8 0.2 0.8 6 50 4 6.70 | 7.05 | 7.32 | 7.57 | 8.14 @ P-SFUCR008022(EL06) .06 .07
1 0.1 1 2 50 4 255 | 273 | 290 | 3.04 | 3.31 | P-SFUCR010012(EL02) .06 .07
1 0.1 1 4 50 4 469 | 495 516 | 536 | 5.76 | P-SFUCR010012(EL04) .06 .07
1 0.1 1 6 50 4 6.80 | 7.12 | 7.38 | 7.63 § 8.21 P-SFUCR010012(ELO06) .06 .07
1 0.1 1 8 50 4 8.90 | 9.26 | 9.58 | 9.91 |10.65 | P-SFUCR010012(EL08) .06 .07
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Coating C/a\:lbotzlns?;:al, P"’?g%‘;%‘ee‘ LI £ Stainless steel | Titanium alloy N'Ck:||/||(;‘;°"e| CO_Pper allt_)y Aluminum alloy
BR | a baw Fi #as #E2: | #ag.® #ag
~45HRC | ~50HRC | ~55HRC | ~BOHRC | ~65HRC
Tisilix o) 0 0 © o o
P1AG) 0 0 0 (o o *

Unit/ZfiI: mm
www.speedtiger.com.tw
B 0 000 s




Corner Radius
Long Ne k

SPEED TIGER

2007
L Neck T -C Radius - 2 flut
ong NecC ype orner rnadius utes 200 m E

m 27) RimHEESIHtT]

L1#L2#L3#L4

Super Ultra Fine Micro Grain Carbide WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2um
16° .06 .07
?kz e —— §
L1

Dimension #1& Purchase Code #REBHHEE

: Corner Flute Efficient FuII Shank
Diameter Length Length Length Effective Leng by Inclined Angles Coating E[E

------- =

1 1 10.99 | 11.39 | 11.78 | 12.19 | 13.10 | P-SFUCR010012(EL10)
1 0.1 1 12 60 4 13.07 13.52 13.98 14.47 15.55 P-SFUCR010012(EL12) .06 .07
1 0.1 1 16 60 4 17.22117.78  18.38 | 19.02 | 20.44 | P-SFUCR010012(EL16) .06 .07
1 0.1 1 20 60 4 21.3522.04 22.78|23.57 | 25.34  P-SFUCRO010012(EL20) .06 .07
1 0.2 1 2 50 4 255|273 | 290  3.04 | 3.31 | P-SFUCR010022(EL02) .06 .07
1 0.2 1 4 50 4 469 495 5.16 | 5.36 | 5.76 | P-SFUCR010022(EL04) .06 .07
E%g 1 0.2 1 6 50 4 6.80 | 7.12 | 7.38 | 7.63 | 8.21 | P-SFUCR010022(EL06) .06 .07
1 0.2 1 8 50 4 8.90  9.26 H 9.58 9.91 10.65 P-SFUCR010022(EL08) .06 .07
1 0.2 1 10 50 4 10.99  11.39 | 11.78 | 12.19 | 13.10 | P-SFUCR010022(EL10) .06 .07
1 0.2 1 12 60 4 13.07 | 13.52  13.98 | 14.47 | 15.55  P-SFUCRO010022(EL12) .06 .07
1 0.2 1 16 60 4 17.2217.78  18.38 | 19.02 | 20.44 | P-SFUCR010022(EL16) .06 .07
1 0.2 1 20 60 4 21.35|22.04 | 22.78  23.57 | 25.34 | P-SFUCR010022(EL20) .06 .07
% 1 0.3 1 2 50 4 255 | 273 | 2.90 | 3.04 | 3.31 | P-SFUCR010032(EL02) .06 .07
1 0.3 1 4 50 4 469 495 516 5.36 | 5.76 | P-SFUCR010032(EL04) .06 .07
1 0.3 1 6 50 4 6.80 | 7.12 | 7.38 | 7.63 | 8.21 @ P-SFUCR010032(EL06) .06 .07
1 0.3 1 8 50 4 8.90 | 9.26 | 9.58 | 9.91 |10.65 P-SFUCR010032(EL08) .06 .07
1 0.3 1 10 50 4 10.99  11.39 1 11.78 /1 12.19 | 13.10 | P-SFUCR010032(EL10) .06 .07
1 0.3 1 12 60 4 13.07 13.52|13.98 14.47 15.55 P-SFUCR010032(EL12) .06 .07
1 0.3 1 16 60 4 17.22117.78  18.38 | 19.02 | 20.44 | P-SFUCR010032(EL16) .06 .07
1 0.3 1 20 60 4 21.3522.04  22.78  23.57 | 25.34  P-SFUCR010032(EL20) .06 .07
1.2 0.2 1.2 6 50 4 6.19 | 6.40 | 6.61 | 6.84 | 7.36 = P-SFUCR012022(EL06) .06 .07
1.2 0.2 1.2 12 60 4 12.38 | 12.78 13.21 | 13.67 | 14.70 | P-SFUCRO012022(EL12) .06 .07
1.2 0.2 1.2 20 60 4 20.6321.3022.02 | 22.78 | 24.49 | P-SFUCR012022(EL20) .06 .07
1.2 0.3 1.2 6 50 4 6.19 | 6.40  6.61  6.84 7.36 P-SFUCR012032(EL06) .06 .07
1.2 0.3 1.2 12 60 4 12.38112.78 1 13.21 | 13.67 | 14.70 | P-SFUCR012032(EL12) .06 .07
1.2 0.3 1.2 20 60 4 20.6321.3022.02  22.78 24.49 P-SFUCR012032(EL20) .06 .07
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Coating C/a\:lbotzlns?;:al, P"’?g%‘;%‘ee‘ LI £ Stainless steel | Titanium alloy N'Ck:||/||(;‘;°"e| CO_Pper allt_)y Aluminum alloy
BR | a baw Fi #as #E2: | #ag.® #ag
~45HRC | ~50HRC | ~55HRC | ~BOHRC | ~65HRC
Tisilix o) 0 0 © o o
P1AG) 0 0 0 (o o *

Unit/ZE41: mm
www.speedtiger.com.tw
- e




Corner Radius
Long Ne k

SPEED TIGER

200" 7
L Neck T -C Radius - 2 flut
ong NecC ype orner rRaaius utes 200 m E

m 27) RimHEESIHtT]

L1#L2#L3#L4

Super Ultra Fine Micro Grain Carbide WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2um
16° .06 .07
?kz e ——— §
L1

Dimension #1& Purchase Code #REBHHEE

: Corner Flute Efficient FuII Shank
Diameter Length Length Length Effective Leng by Inclined Angles Coating E[E

53 B e o A IR -1~

1.5 0.2 413 | 427 | 441 | 457 | 491 | P-SFUCR015022(EL04

(ELO4)
1.5 0.2 1.5 6 50 4 6.19 | 6.40 6.61 6.84  7.36 | P-SFUCR015022(EL06) .06 .07
15 0.2 1.5 8 50 4 8.26 | 8.52 | 8.81 | 9.12 | 9.80 | P-SFUCR015022(EL08) .06 .07
1.5 0.2 1.5 10 50 4 10.32 | 10.65 11.01 | 11.40 | 12.25 P-SFUCRO015022(EL10) .06 .07
1.5 0.2 1.5 12 60 4 12.38 1 12.78  13.2113.67 | 14.70 | P-SFUCR015022(EL12) .06 .07
1.5 0.2 1.5 16 60 4 16.51 17.04 | 17.62 18.23 | 19.59  P-SFUCR015022(EL16) .06 .07
1.5 0.2 15 20 60 4 20.63 121.30  22.02 | 22.78 * P-SFUCR015022(EL20) .06 .07 E%g
1.5 0.3 1.5 4 50 4 413 | 427 441 457 | 491 | P-SFUCR015032(EL04) .06 .07
15 0.3 1.5 6 50 4 6.19 | 6.40 | 6.61 | 6.84 | 7.36 = P-SFUCR015032(EL06) .06 .07
1.5 0.3 1.5 8 50 4 8.26 | 8.52 | 8.81 | 9.12 | 9.80 | P-SFUCR015032(EL08) .06 .07
1.5 0.3 1.5 10 50 4 10.32/10.65  11.01 | 11.40 | 12.25 | P-SFUCR015032(EL10) .06 .07
1.5 0.3 1.5 12 60 4 12.38 12.78|13.21 13.67 | 14.70  P-SFUCRO015032(EL12) .06 .07
1.5 0.3 1.5 16 60 4 16.51 | 17.04 | 17.62 | 18.23 | 19.59 | P-SFUCR015032(EL16) .06 .07 %
1.5 0.3 1.5 20 60 4 20.63/21.3022.0222.78 * P-SFUCR015032(EL20) .06 .07
15 0.5 1.5 4 50 4 413 | 427 441 | 457 | 491 | P-SFUCR015052(EL04) .06 .07
1.5 0.5 1.5 6 50 4 6.19 | 6.40 | 6.61 | 6.84 | 7.36 | P-SFUCR015052(EL06) .06 .07
1.5 0.5 1.5 8 50 4 8.26 | 8.52 | 8.81 | 9.12 | 9.80 | P-SFUCR015052(EL08) .06 .07
1.5 0.5 1.5 10 50 4 10.32 10.65| 11.01  11.40 12.25 P-SFUCR015052(EL10) .06 .07
1.5 0.5 1.5 12 60 4 12.38 112.78 1 13.21 | 13.67 | 14.70 | P-SFUCR015052(EL12) .06 .07
1.5 0.5 1.5 16 60 4 16.51 17.04 17.62 18.23 19.59 | P-SFUCRO015052(EL16) .06 .07
15 0.5 1.5 20 60 4 20.63 121.30 | 22.02 | 22.78 * P-SFUCR015052(EL20) .06 .07
2 0.1 2 4 50 4 417 | 430 4.45 | 4.60 4.95 | P-SFUCR020012(EL04) .06 .07
2 0.1 2 6 50 4 6.23 | 6.43 | 6.65  6.88 | 7.40 | P-SFUCR020012(EL06) .06 .07
2 0.1 2 8 50 4 8.29 | 8.56 | 8.85 9.16  9.85 P-SFUCR020012(EL08) .06 .07
2 0.1 2 10 50 4 10.35/10.69 | 11.05 | 11.44 | 12.29 | P-SFUCR020012(EL10) .06 .07
2 0.1 2 12 60 4 12.42 12.82 13.25 13.71  14.74 | P-SFUCR020012(EL12) .06 .07
2 0.1 2 16 60 4 16.54 1 17.08 | 17.65 | 18.27 * P-SFUCR020012(EL16) .06 .07
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Coating C/a\:lbotzlns?;:al, P"’?g%‘;%‘ee‘ LI £ Stainless steel | Titanium alloy N'Ck:||/||(;‘;°"e| CO_Pper allt_)y Aluminum alloy
BR | a baw Fi #as #E2: | #ag.® #ag
~45HRC | ~50HRC | ~55HRC | ~BOHRC | ~65HRC
Tisilix o) 0 0 © o o
P1AG) 0 0 0 (o o *

Unit/E 41 mm
www.speedtiger.com. tw
B 0 000 s




SPEED TIGER f°’“e,{,“a,{"“‘

2007
L Neck T -C Radius - 2 flut — p—
ong NecC ype orner rnadius utes - m - E

m 27] RimHEESIHtT]

L1#L2#L3#L4

Super Ultra Fine Micro Grain Carbide WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2um
16° .06 .07
?kz e —— R 1
L1

Dimension #1& Purchase Code #REBHHEE

: Corner Flute Efficient FuII Shank
Diameter Length Length Length Effective Leng by Inclined Angles Coating E[E

------- =

2 2 20.67 | 21.34  22.06 | 22.82 * P-SFUCR020012(EL20)
2 0.1 2 26 75 4 26.86 27.73 28.66 * * P-SFUCR020012(EL26) .06 .07
2 0.2 2 4 50 4 417 | 430 445 | 46 | 4.95 | P-SFUCR020022(EL04) .06 .07
2 0.2 2 6 50 4 6.23 | 6.43 | 6.65 | 6.88 | 7.40 | P-SFUCR020022(EL06) .06 .07
2 0.2 2 8 50 4 8.29 | 8.56 | 8.85  9.16 | 9.85 | P-SFUCR020022(EL08) .06 .07
2 0.2 2 10 50 4 10.35 10.69 | 11.05  11.44 12.29 P-SFUCR020022(EL10) .06 .07
E%g 2 0.2 2 12 60 4 12.42112.82/13.25|13.71 | 14.74 | P-SFUCR020022(EL12) .06 .07
2 0.2 2 16 60 4 16.54 17.08 17.65 18.27 | * P-SFUCR020022(EL16) .06 .07
2 0.2 2 20 60 4 20.67 | 21.34 | 22.06 | 22.82 * P-SFUCR020022(EL20) .06 .07
2 0.2 2 26 75 4 26.86 27.73|28.66 * * P-SFUCR020022(EL26) .06 .07
2 0.3 2 4 50 4 417 | 430 | 445 | 460 | 4.95 | P-SFUCR020032(EL04) .06 .07
2 0.3 2 6 50 4 6.23 | 6.43 | 6.65 6.88 7.40 P-SFUCR020032(EL06) .06 .07
% 2 0.3 2 8 50 4 8.29 | 8.56 | 8.85 | 9.16 | 9.85 | P-SFUCR020032(EL08) .06 .07
2 0.3 2 10 50 4 10.35 10.69 11.05 11.44 12.29 | P-SFUCR020032(EL10) .06 .07
2 0.3 2 12 60 4 12.42 1 12.82|13.25 13.71 | 14.74 | P-SFUCR020032(EL12) .06 .07
2 0.3 2 16 60 4 16.54  17.08 17.65 18.27| * P-SFUCR020032(EL16) .06 .07
2 0.3 2 20 60 4 20.67|21.34|/22.06|/22.82 * P-SFUCR020032(EL20) .06 .07
2 0.3 2 26 75 4 26.86  27.73 | 28.66 * * P-SFUCR020032(EL26) .06 .07
2 0.5 2 4 50 4 417 | 430 | 445 | 460 | 4.95 P-SFUCR020052(EL04) .06 .07
2 0.5 2 6 50 4 6.23 | 6.43 6.65 6.88 7.40 @ P-SFUCR020052(EL06) .06 .07
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Coating C/a\:lbo(;ns?:;l, Prehﬁa%%tee‘ LI £ Stainless steel | Titanium alloy N'Ck:/lr;""e' CO_Pper allt_)y Aluminum alloy
B | o Som Fi #as #E2: | #ag.® #ag
~45HRC | ~50HRC | ~55HRC | ~BOHRC | ~65HRC
Tisilix o) 0 0 © o o
P1AG) 0 0 0 (o o *

Unit/ZE41: mm
www.speedtiger.com.tw
- e




Corner Radius
Long Ne k

SPEED TIGER

200" 55
L Neck T -C Radius - 2 flut — PR
ong NecC ype orner rRaaius utes e m - E

m 27] RimHEESIHtT]

L1#L2#L3#L4

Super Ultra Fine Micro Grain Carbide WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2um
16° .06 .07
?kz R § )
L1

Dimension #1& Purchase Code #REBHHEE

: Corner Flute Efficient FuII Shank
Diameter Length Length Length Effective Leng by Inclined Angles Coating E[E

------- =

2 2 8.29 | 8.56 | 8.85 | 9.16 | 9.85 | P-SFUCR020052(EL08)
2 0.5 2 10 50 4 10.35 10.69 11.05 11.44 12.29  P-SFUCR020052(EL10) .06 .07
2 0.5 2 12 60 4 12.42112.82/13.25|13.71 | 14.74 | P-SFUCR020052(EL12) .06 .07
2 0.5 2 16 60 4 16.54 | 17.08 17.65 18.27| * P-SFUCR020052(EL16) .06 .07
2 0.5 2 20 60 4 20.67|21.34|22.06|22.82 * P-SFUCR020052(EL20) .06 .07
2 0.5 2 26 75 4 26.86  27.73 | 28.66 * * P-SFUCR020052(EL26) .06 .07
2.5 0.3 2.5 10 50 4 10.35/10.69 | 11.05 | 11.44 | 12.29 | P-SFUCR025032(EL10) .06 .07 E%g
2.5 0.3 25 20 60 4 20.67 | 21.34 22.06 * * P-SFUCR025032(EL20) .06 .07
2.5 0.3 2.5 30 75 4 30.98 | 31.99 * * * P-SFUCR025032(EL30) .06 .07
2.5 0.5 2.5 10 50 4 10.35/10.69 11.05 | 11.44 | 12.29  P-SFUCR025052(EL10) .06 .07
25 0.5 25 20 60 4 20.67 |21.34 22.06 * * P-SFUCR025052(EL20) .06 .07
2.5 0.5 2.5 30 75 4 30.98 | 31.99 * * * P-SFUCR025052(EL30) .06 .07
3 0.1 3 6 60 6 6.23 | 6.43 | 6.65 | 6.88 | 7.40 | P-SFUCR030012(EL06) .06 .07 %
3 0.1 3 16 60 6 16.54 17.08 17.65 18.26 19.63  P-SFUCR030012(EL16) .06 .07
3 0.1 3 26 75 6 26.85 | 27.72 | 28.66 | 29.65 * P-SFUCRO030012(EL26) .06 .07
3 0.1 3 36 75 6 37.17 1 38.37 1 39.66 | 41.04 * P-SFUCR030012(EL36) .06 .07
3 0.2 3 6 60 6 6.23 | 6.43 | 6.65  6.88 | 7.40 | P-SFUCR030022(EL06) .06 .07
3 0.2 3 16 60 6 16.54 17.08 | 17.65 18.26 | 19.63  P-SFUCR030022(EL16) .06 .07
3 0.2 3 26 75 6 26.85/27.72|28.66  29.65 * P-SFUCR030022(EL26) .06 .07
3 0.2 3 36 75 6 37.17 | 38.37 39.66 41.04 * P-SFUCR030022(EL36) .06 .07
3 0.3 3 6 60 6 6.23 | 6.43 | 6.65  6.88 | 7.40 P-SFUCRO030032(ELO06) .06 .07
3 0.3 3 16 60 6 16.54 | 17.08 | 17.65 18.26 | 19.63 | P-SFUCR030032(EL16) .06 .07
3 0.3 3 26 75 6 26.85|27.72|28.66|29.65 * P-SFUCR030032(EL26) .06 .07
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Coating C/a\:lbo(;ns?:;l, Prehﬁa%%tee‘ LI £ Stainless steel | Titanium alloy N'Ck:/lr;""e' CO_Pper allt_)y Aluminum alloy
B | o Som Fi #as #E2: | #ag.® #ag
~45HRC | ~50HRC | ~55HRC | ~BOHRC | ~65HRC
Tisilix o) 0 0 © o o
P1AG) 0 0 0 (o o *

Unit/ZfiI: mm
www.speedtiger.com.tw
- e



Corner Radius
Long Ne k

SPEED TIGER

2007
L Neck T -C Radius - 2 flut — p—
ong NecC ype orner rnadius utes - m - E

m 27] RimHEESIHtT]

L1#L2#L3#L4

Super Ultra Fine Micro Grain Carbide WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2um
16° .06 .07
-z I}&:/i)ﬁ
R L
L1

Dimension #1& Purchase Code #REBHHEE

: Corner Flute Efficient FuII Shank
Diameter Length Length Length Effective Leng by Inclined Angles Coating E[E

e FE [ EA R A A EA R =TT~
3 3 37.17 | 38.37 1 39.66 | 41.04 P-SFUCR030032(EL36)
3 0.5 3 6 60 6 6.23 | 6.43 6.65 6.88  7.40 @ P-SFUCR030052(EL06) .06 .07
3 0.5 3 16 60 6 16.54 | 17.08  17.65| 18.26 | 19.63 | P-SFUCRO030052(EL16) .06 .07
3 0.5 3 26 75 6 26.85 27.7228.66 29.65 * P-SFUCR030052(EL26) .06 .07
3 0.5 3 36 75 6 37.17 | 38.37 | 39.66 41.04 * P-SFUCR030052(EL36) .06 .07
3 1 3 6 60 6 6.23 | 6.43 | 6.65 6.88 7.40 P-SFUCR030102(ELO06) .06 .07
E%g 3 1 3 16 60 6 16.54 | 17.08 | 17.65| 18.26 | 19.63 | P-SFUCR030102(EL16) .06 .07
3 1 3 26 75 6 26.85|27.7228.66 29.65 * P-SFUCR030102(EL26) .06 .07
3 1 3 36 75 6 37.17 | 38.37 | 39.66 | 41.04 * P-SFUCR030102(EL36) .06 .07
4 0.1 4 8 60 6 8.47 | 8.74 | 9.04 | 9.35 |10.06  P-SFUCR040012(EL08) .06 .07
4 0.1 4 20 60 6 20.8421.52|22.24|23.02 * P-SFUCR040012(EL20) .06 .07
4 0.1 4 32 75 6 33.22 | 34.30 35.45 * * P-SFUCR040012(EL32) .06 .07
% 4 0.1 4 48 100 6 49.72 1 51.34 * * * P-SFUCR040012(EL48) .06 .07
4 0.3 4 8 60 6 8.47 | 8.74 1 9.04 9.35 10.06 P-SFUCR040032(EL08) .06 .07
4 0.3 4 20 60 6 20.84 1 21.52 | 22.24 | 23.02 * P-SFUCR040032(EL20) .06 .07
4 0.3 4 32 75 6 33.2234.30 3545 * * P-SFUCR040032(EL32) .06 .07
4 0.3 4 48 100 6 49725134 * * * P-SFUCR040032(EL48) .06 .07
4 0.5 4 8 60 6 8.47 | 8.74 | 9.04  9.35 10.06 P-SFUCR040052(EL08) .06 .07
4 0.5 4 20 60 6 20.84 | 21.52 1 22.24 | 23.02 * P-SFUCR040052(EL20) .06 .07
4 0.5 4 32 75 6 33.2234.30 3545 * * P-SFUCR040052(EL32) .06 .07
4 0.5 4 48 100 6 49.72 1 51.34 * * * P-SFUCR040052(EL48) .06 .07
4 1 4 8 60 6 8.47 | 8.74 | 9.04 | 9.35 |10.06  P-SFUCR040102(EL08) .06 .07
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Coating C/a\:lbo(;ns?:;l, Prehﬁa%%tee‘ LI £ Stainless steel | Titanium alloy N'Ck:/lr;""e' CO_Pper allt_)y Aluminum alloy
B | o Som Fi #as #E2: | #ag.® #ag
~45HRC | ~50HRC | ~55HRC | ~BOHRC | ~65HRC
Tisilix o) 0 0 © o o
P1AG) 0 0 0 (o o *

Unit/ZE41: mm
www.speedtiger.com.tw
- e




Corner Radius
Long Ne k

SPEED TIGER

200" ==
Long Neck Type - Corner Radius - 2 flutes

m 2 EEEEEE ST T e

Super Ultra Fine Micro Grain Carbide WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2um
16° .06 .07
?kz R §
L1

Dimension #1& Purchase Code #RIBER

: Corner Flute Efficient FuII Shank
Diameter Length Length Length Effective Leng by Inclined Angles Coating E[E

e E A [ EA R G A EA R I-1E-
4 20.84 | 21.52 1 22.24 | 23.06 * P-SFUCR040102(EL20)
4 1 4 32 75 6 33.2234.30 3545 * * P-SFUCR040102(EL32) .06 .07
4 1 4 48 100 6 49.72 1 51.34 * * * P-SFUCR040102(EL48) .06 .07
5 0.3 5 20 75 6 20.84 2152 * * * P-SFUCR050032(EL20) .06 .07
5 0.3 5 40 100 6 4147 * * * * P-SFUCR050032(EL40) .06 .07
5 0.5 5 20 75 6 20.84 21.52 * * * P-SFUCR050052(EL20) .06 .07
5 0.5 5 40 100 6 4147, * * * * P-SFUCR050052(EL40) .06 .07 E%g
5 1 5 20 75 6 20.84 12152 * * * P-SFUCR050102(EL20) .06 .07
5 1 5 40 100 6 41.47 * * * * P-SFUCR050102(EL40) .06 .07
6 0.1 6 12 60 6 * * * * * P-SFUCR060012(EL12) .06 .07
6 0.1 6 30 100 6 * * * * * P-SFUCR060012(EL30) .06 .07
6 0.1 6 60 120 6 * * * * * P-SFUCR060012(EL60) .06 .07
6 0.3 6 30 100 6 * * * * * P-SFUCR060032(EL30) .06 .07 %
6 0.3 6 60 120 6 * * * * * P-SFUCR060032(EL60) .06 .07
6 0.5 6 12 60 6 * * * * * P-SFUCRO060052(EL12) .06 .07
6 0.5 6 30 100 6 * * * * * P-SFUCR060052(EL30) .06 .07
6 0.5 6 60 120 6 * * * * * P-SFUCR060052(EL60) .06 .07
6 1 6 12 60 6 * * * * * P-SFUCR060102(EL12) .06 .07
6 1 6 30 100 6 * * * * * P-SFUCR060102(EL30) .06 .07
6 1 6 60 120 6 * * * * * P-SFUCR060102(EL60) .06 .07
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Coating C/a\:lbo(;ns?:;l, Prehﬁa%%tee‘ LI £ Stainless steel | Titanium alloy N'Ck:/lr;""e' CO_Pper allt_)y Aluminum alloy
B | o Som Fi #as #E2: | #ag.® #ag
~45HRC | ~50HRC | ~55HRC | ~BOHRC | ~65HRC
Tisilix o) 0 0 © o o
P1AG) 0 0 0 (o o *

Unit/EAfI: mm

www.speedtiger.com. tw
- e




SPEED TIGER

P396

2 + TV paon
0 0 R
Cutting Condition

Ball Nose |

NGk WA

Ball Nose Type - 3 different flutes

B 3] SR EIRT

5 i ke

® Micro Grain Carbide

& 7
R 1

@® \WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2um

.06 .07

Dimension #R1& Purchase Code #XiE5
. : Flute Full Shank s s
1 0.5 1.5 60 6 3 DAB0103 06
2 1 3 60 6 3 DAB0203 .06 .07
3 15 4.5 75 6 3 DAB0303 .06 .07
4 2 6 75 6 3 DAB0403 .06 .07
5 25 7.5 75 6 3 DAB0603 .06 .07
S 6 & 9 75 6 3 DABMO0603 .06 .07
E%E 6 3 9 100 6 3 DABL0603 .06 .07
8 4 12 100 8 & DAB0803 .06 .07
8 4 12 120 8 3 DABL0803 .06 .07
10 5 15 100 10 & DAB1003 .06 .07
10 5 15 130 10 3 DABL1003 .06 .07
12 6 18 100 12 & DAB1203 .06 .07
12 6 18 150 12 3 DABL1203 .06 .07
16 8 24 150 16 8 DAB1603 .06 .07
20 10 30 150 20 3 DAB2003 .06 .07
20 10 30 200 20 3 DABL2003 .06 .07
S 1.Milling For All Hard Working Material
Qg BERZEHIH
= 2.Unique Variable Shape, Super Vibration Resistance
REDERE - BRIETHINES
3.Perfect Technology, Excellent Cutting Surface
BIEZEJIR - tHREEALEFIE
4.Less Working Distress, Longer Tool Life
BURENLERE  JESHER.
5.Unbalance Flute Design For Fast Chip Remove
HABEHIBRRE - HERIEIES
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Pre-harden steel . = Nickel/Inconel
Coating Ci:FOn fteTl' TR ARz (i Stainless steel | Titanium alloy alloy Copper alloy Aluminum alloy
BE | pxg 2em S sa mEse CEEN #a®
' ~45HRC | ~50HRC | ~55HRC | ~B6OHRC | ~B5HRC
Tisitis o o o [ ()
PACo o) o) o) [©) o *

WWI/I/. speedtiger.com.tw

Unit/EfI: mm




SPEED TIGER

2007 i

Corner Radius Type - 3 flutes 200 THE ™= TN
=]
3RS HEEST] g e e
® Micro Grain Carbide @ WC=91 Co=9 HRA=93.2 Rupture=4000N/mm’ Grain Size=0.2pum
1 06 07

o

& IS8T b e ) W
&l R

'_
o
-

L1 L
Type 1 Type 2

Dimension 1§ Purchase Code RIBUES
. Corner Flute | Efficient Full Shank Effectlve Leng by
2 6.41 | 6.77 | 7.39  7.89 DAC020053
3 0.8 6 9 75 6 3 9.46 | 9.87 [10.62 1148 1 DAC030083 .06 .07
4 1 8 12 75 6 3 12.6 113.09/14.07(15.21| 1 DAC040103 .06 .07
5 1 10 15 75 6 3 15.72| 16.3  — — 1 DAC050103 .06 .07
6 1.5 12 - 75 6 3 - - - — 2 DAC060153 .06 .07
8 2 16 = 100 8 3 = = = = 2 DAC080203 .06 .07 SE—
10 2 20 - 100 10 3 — — - — 2 DAC100203 .06 .07 !%E
12 2 24 — 100 12 3 — — - — 2 DAC120203 .06 .07
16 3 32 - 150 16 3 - - - - 2 DAC160303 .06 .07
20 3 40 — 150 20 3 — — — — 2 DAC200303 .06 .07
1.Milling For All Hard Working Material &
BERZEHIM
2.Unique Variable Shape, Super Vibration Resistance
&5 EIRET, FREIHIAES
3.Perfect Technology, Excellent Cutting Surface
SEEJIR, tHREEXETIE
4.Less Working Distress, Longer Tool Life
BUEENTIER, JTESHER.
5.Unbalance Flute Design For Fast Chip Remove
HABEHIBRR R, BEHEIES
Application ERME : * Perfect RIEE © Excellent B& O Good f£
Pre-harden steel . = Nickel/Inconel
Coating Ci:FOn fteTl' TR ARz (i Stainless steel | Titanium alloy alloy Copper alloy Aluminum alloy
BE | pxg 2em S sa mEse CEEN #a®
= ~45HRC | ~50HRC | ~55HRC | ~60HRC | ~B5HRC
Tisitis 0 0 0 © o o
PACo 0 0 0 (o o *

Unit/E 41 mm
www.speedtiger.com. tw SEBY







~~  Non - Ferrous
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atiger.com.w m




gVood & Plastic
¥ARE, KRIXIt7]

SPEED TIGER

T
apz P398

Cutting Condition

Square Type - For Wood & Plastic

m BB KITASST il /

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm
MODE Diameter L';':;fh Lg:g';th Dg:gtke ) Flutes
AP0100 1 4 50 3 1
AP0150 1.5 6 50 3 1
AP0200 2 8 50 2 1
AP0201 2 8 60 2 1
AP0202 2 8 50 3 1
AP0250 2.5 8 50 3 1
AP0251 25 8 60 3 1
AP0300 3 10 50 3 1
AP0301 3 10 60 3 1
AP0302 3 10 80 6 1
AP0310 3.17 (1/8") 12.7 60 6.35 1
AP0400 4 12 60 4 1
AP0401 4 20 70 4 1
AP0402 4 30 80 4 1
AP0403 4 12 60 6 1
AP0470 4.765 (3/16") 15.9 70 6.35 1
AP0500 5 16 70 5 1
@ AP0501 5 30 80 5 1
] AP0600 6 16 60 6 1
AP0601 6 25 75 6 1
AP0602 6 30 75 6 1
E 52 AP0604 6 38 100 6 1
AP0630 6.35 (1/4") 15.8 70 6.35 1
AP0800 8 22 75 8 1
‘ ﬂ.‘ AP0801 8 38 100 8 1
b AP1000 10 30 80 10 1
l ﬁ AP1200 12 30 100 12 1
L
R
o]
Application #ERAMHE : * Perfect RIEE O Excellent & O Good &
Cirlll)ooynsst:e?il’ Pre.;g%?gﬁ]ﬁeel ng',‘;‘-iga;gf%ne‘j Stainless steel Co!)per all_oy Aluminum alloy plastic Wood
RER SN FiEsm HEE M REe 8 AT

~45HRC ~50HRC ~55HRC ~60HRC ~65HRC

©) (©)

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
- kL




g\lood & Plastic
¥ARE, RKRIYXIR7]

SPEED TIGER

T
apz P398

Cutting Condition

Square Type - For Wood & Plastic

= B - A TR % F T

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm
MODE Diameter L;:‘g'}'th Diﬁg{‘e ,
AP0100 TB 1 4 50 3 1
AP0150 TB 1.5 6 50 3 1
AP0200 TB 2 8 50 2 1
AP0201 TB 2 8 60 2 1
AP0202 TB 2 8 50 3 1
AP0250 TB 2.5 8 50 3 1
AP0251 TB 2.5 8 60 3 1
AP0300 TB 3 10 50 3 1
APQ0301 TB 3 10 60 3 1
AP0302 TB 3 10 80 6 1
AP0310 TB 3.17 (1/8") 12.7 60 6.35 1
AP0400 TB 4 12 60 4 1
AP0401 TB 4 20 70 4 1
AP0402 TB 4 30 80 4 1
AP0403 TB 4 12 60 6 1
AP0470 TB 4.765 (3/16") 15.9 70 6.35 1
AP0500 TB 5 16 70 5 1
AP0501 TB 5 30 80 5) 1 @
AP0600 TB 6 16 60 6 1
= AP0601 TB 6 25 75 6 1
AP0602 TB 6 30 75 6 1
E 52 AP0604 TB 6 38 100 6 1
AP0630 TB 6.35 (1/4") 15.8 70 6.35 1
AP0800 TB 8 22 75 8 1
Li AP0801 TB 8 38 100 8 1
b AP1000 TB 10 30 80 10 1
1 AP1200 TB 12 30 100 12 1
L
x
o1
Application #ERAMHE : * Perfect RIEE O Excellent & O Good &
Cirlll)ooynsst:e?il’ Pre.;g%?gﬁ]ﬁeel ng',‘;‘-iga;gf%ne‘j Stainless steel Co!)per all_oy Aluminum alloy plastic Wood
e RCE ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC ran HE® Sk 28 AT
) (©)

Unit/EAI: mm

vww.speedtiger.com. tw
- LR



Copper &

SPEED TIGER Alu%’inum Square

HinSEIHT]

Square Type - For Copper & Aluminum Alloy - 2 flutes —

B 2RSS EASIST] S0 Vi

@® Micro Grain Carbide @® WC=90 Co=10 HV30=1571 Rupture=3750N/mm?’ Grain Size=0.6um

ouz P399

Cutting Condition

Diameter AL L Sl Flutes
Length Length Diameter

AE50302 3 9 50 6 2
AE50402 4 12 50 6 2
AE50502 5 15 50 6 2
AE50602 6 18 50 6 2
AE50802 8 20 60 8 2
AE51002 10 30 75 10 2
AE51202 12 32 75 12 2
AE51602 16 45 100 16 2
AE52002 20 45 100 20 2
(= P400-401

~ Cutting Condition

Long flute - £7]

Shank

Diameter Flutes

WWI/I/. speedtiger.com.tw

Length Length Diameter
‘ L.‘ AEL50302 3 12 60 6 2
7 AEL50402 4 16 60 6 2
f AEL50502 5 20 60 6 2
AEL50602 6 25 75 6 2
T AEL50802 8 32 75 8 2
\ AEL51002 10 45 100 10 2
L AEL51202 12 45 100 12 2
AEL51602 16 65 150 16 2
AEL52002 20 75 150 20 2
o
Application #EFRHE : * Perfect RIEE O Excellent & O Good &
cirl?;ynsstzell, Pre';g@i;g;tee' Hig—é’%arg&"ed Smir;é;sﬂ;teel ngieé aé:ﬁoy Alum;gnir; alloy
RRE S2E ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC = -
O ©]
Unit/EEfiI: mm




Copper &

SPEED TIGER Alu%,inumSuare
tHinsS T tt7]

Square Type - For Copper & Aluminum Alloy Long flute - 2 flutes — PR

B 27 ENRSSEAINT] S0 Vi B

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um

7.2 P399

Cutting Condition

Do | o
m3 D
AE50302 TB 3 9 50 6 2
AE50402 TB 4 12 50 6 2
AE50502 TB 5 15 50 6 2
AE50602 TB 6 18 50 6 2
AE50802 TB 8 20 60 8 2
AE51002 TB 10 30 75 10 2
AE51202 TB 12 32 75 12 2
AE51602 TB 16 45 100 16 2
AE52002 TB 20 45 100 20 2
2 P400-401
Cutting Condition
Long flute - £7] S

. Flute Full Shank

3 12 6 2

‘L.‘ AEL50302 TB 60
T AEL50402 TB 4 16 60 6 2
f AEL50502 TB 5 20 60 6 2
AEL50602 TB 6 25 75 6 2
T AEL50802 TB 8 32 75 8 2
\ AEL51002 TB 10 45 100 10 2
L AEL51202 TB 12 45 100 12 2
AEL51602 TB 16 65 150 16 2
AEL52002 TB 20 75 150 20 2
"o
Application #ERAMHE : * Perfect RIEE O Excellent & O Good &
Cirllljtfynsst:;ell’ Pre-;;rfiﬁegmsteel Hig_é—%z}_r;i%ned Stainless steel Copier alloy Aluminim alloy
RRE S2E ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i Rt Eas
O @]

Unit/EAI: mm

www.speedtiger.com. tw
- e




Copper &

SPEED TIGER Aluminum Square

HinSEIHT]

Square Type - For Copper & Aluminum Alloy - 3 flutes

B 37)HERS TS AIIHtT)

@® Micro Grain Carbide

@® WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um

600
(NENO |

cuz PA02

Cutting Condition

Shank
Diameter

Diameter

AE50303 3 9 50 6 3
AE50403 4 12 50 6 3
AE50503 5 15 50 6 3
AE50603 6 18 50 6 3
AE50803 8 20 60 8 3
AE51003 10 30 75 10 3
AE51203 12 32 75 12 3
AE51603 16 45 100 16 3
AES52003 20 45 100 20 3
cu= P403

Cutting Condition

Long Flute - &7

: Flute Full Shank
MOBE Length Length

3 12 60 6

sk

Flutes
Z ¥
3

AEL50303
AEL50403 4 16 60 6 3
AEL50503 5 20 60 6 3
AEL50603 6 25 75 6 3
AEL50803 8 32 75 8 3
L AEL51003 10 45 100 10 3
AEL51203 12 45 100 12 3
AEL51603 16 65 150 16 3
AEL52003 20 75 150 20 3
o
Application #EFRHE : * Perfect RIEE O Excellent & O Good &
carbon steel, Pre-;grfii;gﬂsteel Hig—,%'a%argemd Stainless steel Copper alloy Aluminum alloy
oy steel XY YY) #as
K@ 22l ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC '
@) ©)
Unit/EfiI: mm

WWI/I/. speedtiger.com.tw
- e




Copper &

SPEED TIGER Alu%,inumSuare
tHinsS T tt7]

Square Type - For Copper & Aluminum Alloy - 3 flutes

m 3NGESSEASNRT o % &,

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um

T
gz PA02

Cutting Condition

Diameter Disar::gtke 5
AE50303 TB 3 9 50 6 3
AE50403 TB 4 12 50 6 3
AE50503 TB 5 15 50 6 3
AE50603 TB 6 18 50 6 3
AE50803 TB 8 20 60 8 3
AE51003 TB 10 30 75 10 3
AE51203 TB 12 32 75 12 3
AE51603 TB 16 45 100 16 3
AE52003 TB 20 45 100 20 3

¢uz PAO3

Cutting Condition

Long Flute - &7

Diameter AR L SULLLS Flutes
Length Length Diameter

o @ 2
12

AEL50303 TB 3 60 6 3 @
AEL50403 TB 4 16 60 6 3
! AEL50503 TB 5 20 60 6 3
AEL50603 TB 6 25 75 6 3
L. / AEL50803 TB 8 32 75 8 3
L AEL51003 TB 10 45 100 10 3
AEL51203 TB 12 45 100 12 3
AEL51603 TB 16 65 150 16 3
AEL52003 TB 20 75 150 20 3
R
Application #ERAMHE : % Perfect RIEE O Excellent & O Good &
Cirl?;ynssti?l’ Pre.;;@iiegﬂiﬁee' Hig_%—%z}_r;i%ned Stainless steel Copier alloy Aluminim alloy
RRE S2E ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i ik Eas
O ©]

Unit/EAI: mm

www.speedtiger.com. tw
- e



o Tioer / oo [

SNV E o YN
= P399

Cutting Condition

Specular Square Type - For Aluminum - 2 flutes

B 27)EiREER IR 7] 600 37

Micro Grain Carbide WC=90 Co=10 Hv30=1571 Rupture=3750N/mm’® Grain Size=0.6um
-
! AET0052 0.5 1.5 50 4 2
\ AET0062 0.6 1.5 50 4 2
AET0082 0.8 2 50 4 2
\ AET0102 1 3 50 6 2
\ AET0122 1.2 4 50 6 2
AET0152 1.5 4 50 6 2
/ AET0182 18 4 50 6 2
AET0202 2 6 50 6 2
AETO0302 3 8 50 6 2
AET0402 4 10 50 6 2
AET0502 5 13 50 6 2
AET0602 6 15 50 6 2
AET0802 8 20 60 8 2
AET1002 10 25 75 10 2
AET1202 12 30 75 12 2
AET1602 16 42 100 16 2
AET2002 20 52 100 20 2
% AET2502 25 62 125 25 2
&
—
| ?
L
)
A
Application #ERAMHE : * Perfect RIEE O Excellent & O Good &
Cirl?synsstiﬁly Pre-ggggﬁsml Hig‘,;"-g}gﬂ%ned Stainless steel Cop}fr alloy Aluminim alloy
KRl a2 ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i ity #ag

O ©}

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
- e




o Toer / s [
CEENE Y

= P399

Cutting Condition

Specular Square Type - For Aluminum - 2 flutes

m 27) R EREEAMIH ] so0 % 15,

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um
e | e | | stane
g8 | s9E | i=s | owe | zmm |
AET0052 TB 0.5 1.5 50 4 2
AET0062 TB 0.6 1.5 50 4 2
AET0082 TB 0.8 2 50 4 2
AET0102 TB 1 3 50 6 2
AET0122 TB 1.2 4 50 6 2
AET0152 TB 1.5 4 50 6 2
AET0182 TB 1.8 4 50 6 2
AET0202 TB 2 6 50 6 2
AET0302 TB 3 8 50 6 2
AET0402 TB 4 10 50 6 2
AET0502 TB 5 13 50 6 2
AET0602 TB 6 15 50 6 2
AET0802 TB 8 20 60 8 2
AET1002 TB 10 25 75 10 2
AET1202 TB 12 30 75 12 2
AET1602 TB 16 42 100 16 2
AET2002 TB 20 52 100 20 2
AET2502 TB 25 62 125 25 2 %
.
—
| ?
L
S S
o1
Application #ERAMHE : * Perfect RIEE O Excellent & O Good &
Cirl?;yn:tte?l’ Pre-;;rfiﬁegmsteel Hig_%—%z}_r;i%ned Stainless steel Copier alloy Aluminim alloy
RRE S2E ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i ik Eas

O @]

Unit/EAI: mm

vww.speedtiger.com.tw
- e



o Toer / oo [

=SB /]
ouz PA02

Cutting Condition

Specular Square Type - For Aluminum - 3 flutes

B 3] EIRMEER IR ] 600 7

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um
MODE Diameter L::g']'th Disaﬁgtker Flutes
AETO0103 1 3 50 4 3
AET0123 1.2 4 50 4 3
AETO0153 15 4 50 4 3
AETO0183 1.8 5 50 4 3
AET0203 2 6 50 4 3
AET0303 S 8 50 6 3
AET0403 4 10 50 6 3
AET0503 5 13 50 6 3
AET0603 6 15 50 6 3
AET0803 8 20 60 8 3
AET1003 10 25 75 10 3
AET1203 12 30 75 12 3
AET1603 16 42 100 16 3
AET2003 20 52 100 20 3
AET2503 25 62 125 25 3
e
2\
1
i
L
)
o
Application #ERAMHE : * Perfect RIEE O Excellent & O Good &
cirlllngynssttezﬁl, Pre'gg%e;mﬁee' Hig‘,eg-%?éned Stai;?;sﬂlfteel ngieé ail;ioy Alumﬁignin?ﬁ alloy
ES UNCE ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC HeEE a
O (€]

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
- e




o Tioer / e
Y

ouz PA02

Cutting Condition

Specular Square Type - For Aluminum - 3 flutes

m 37 REEEIBAEIH T 00 97 18

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm
s78 | r7s | ies | ome | zom _

AET0103 TB 1 3 50 4 3

AET0123 TB 1.2 4 50 4 3]

AET0153 TB 1.5 4 50 4 3

AET0183 TB 1.8 5 50 4 3

AET0203 TB 2 6 50 4 3

AET0303 TB 3 8 50 6 &

AET0403 TB 4 10 50 6 3

AET0503 TB 5 13 50 6 3

AET0603 TB 6 15 50 6 3

AET0803 TB 8 20 60 8 3

AET1003 TB 10 25 75 10 3

AET1203 TB 12 30 75 12 3

AET1603 TB 16 42 100 16 3

AET2003 TB 20 52 100 20 3

AET2503 TB 25 62 125 25 3

2\
A N
o
Application #ERAMHE : * Perfect RIEE O Excellent & O Good &
Cirlllj;ynsstte?jl’ Pre-;;rfiﬁegmsteel Hig_%—%z}_r;i%ned Stainless steel Copier alloy Aluminim alloy
RRE S2E ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i ik Eas
O ©]

Unit/EAI: mm

www.speedtiger.com.tw
B 0 000 s




o Toer { oo [
SEEE )

s P400-401

Cutting Condition

Specular Square Type - Long Flute - For Aluminum - 2 flutes um

2 = 600 ‘94 TB
B 27 RNEIRMIAMEIIERT] G o
Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6ym
) Flute Full Shank

ez Dl Length Length Diameter
 =w | o | zwm | e | oms | com |

ALET0602 TB 6 30 75 6 2

ALET0802 TB 8 40 100 8 2

ALET1002 TB 10 42 100 10 2

ALET1202 TB 12 52 100 12 2

ALET1602 TB 16 72 150 16 2

ALET2002 TB 20 92 150 20 2

ALET2502 TB 25 112 175 25 2

o1
Application #ERAMHE : * Perfect RIEE O Excellent & O Good &
Pre-hard | High-hardened
Cirl?;ynsstzijh * ;gégmm Ig‘%ﬁ%ﬂ%ﬂe Stainless steel Copper alloy Aluminum alloy
KM S2H ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC Faw Has M Bas
(@] (€]

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
- e




o Toer {/ e S

A=AV E o YN
suz PA03

Cutting Condition

Specular Square Type - Long Flutes & Shank - —
600 4 TB
(N<NO | -—

For Aluminum - 3 flutes

B 3 EFEERMERARART

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um

. Flute Shank Full
MODE Diameter Length Length Flutes

6 30

ALET0603 TB 6 75 3
ALETO0803 TB 8 40 8 100 3
ALET1003 TB 10 42 10 100 3
ALET1203 TB 12 52 12 100 3
ALET1603 TB 16 72 16 150 3
ALET2003 TB 20 92 20 150 &
ALET2503 TB 25 112 25 175 3
o1
Application #ERAMHE : * Perfect RIEE O Excellent & O Good &
cirlllnon steel, Pre-;;rfiﬁegmsteel Hig_%—%z}_r;i%ned Stainless steel Copper alloy Aluminum alloy
oy ool Y'Y Was @ #ase
KER#E B2l ~45HRC ~50HRC ~55HRC ~B0HRC ~B5HRC '
O ©]

Unit/EAI: mm

www.speedtiger.com. tw
- e



o Toer /e [
b

in=EMEBT]
ou= PA04

Cutting Condition

Roughing Type - For Aluminum - 3 flutes

m 37)33 FESE ] iy o

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm
ANTO0403 4 8 50 6 3
ANTO0503 5 13 50 6 3
ANTO0603 6 15 50 6 3
ANTO0653 6.5 16 60 8 3
ANTO0703 7 16 60 8 3
ANTO0753 7.5 20 60 8 3
ANTO0803 8 20 60 8 3
ANT0853 8.5 20 75 10 &
ANT0903 9 20 75 10 3
ANT0953 9.5 22 75 10 &
ANT1003 10 25 75 10 3
ANT1103 11 30 75 12 3
ANT1203 12 30 75 12 3
ANT1303 13 30 75 14 3
ANT1403 14 32 75 16 3
ANT1503 15 32 75 16 3
ANT1603 16 35 100 16 3
ANT1703 17 35 100 20 3
ANT1803 18 35 100 20 3
ANT2003 20 45 100 20 3
ANT2503 25 50 105 25 3
A\
L
+
o
Application #ERAMHE : * Perfect RIEE O Excellent & O Good &
Cirl?synsstiﬁly Pre’ggggmm' Hig%—%z}gjﬂ%ned Stainless steel Cop}fr alloy Aluminim alloy
KRl SEl ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i Bk e
O ©}

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
- e




o Toer /e

in = E M EtT]

Cutting Condition

Roughing Type - For Aluminum - 3 flutes

= 37)ERFIEEETD so0 % 15

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um
. Flute Full Shank

D thfE Z 1%

ANTO0403 TB 4 8 50 3
ANTO0503 TB 5 13 50 6 3
ANTO0603 TB 6 15 50 6 3
ANT0653 TB 6.5 16 60 8 &
ANTO0703 TB 7 16 60 8 3
ANTO0753 TB 7.5 20 60 8 S
ANTO0803 TB 8 20 60 8 3
ANTO0853 TB 8.5 20 75 10 &
ANT0903 TB 9 20 75 10 3
ANT0953 TB 9.5 22 75 10 8
ANT1003 TB 10 25 75 10 3
ANT1103 TB 11 30 75 12 &
ANT1203 TB 12 30 75 12 3
ANT1303 TB 13 30 75 14 3
ANT1403 TB 14 32 75 16 3
ANT1503 TB 15 32 75 16 3
ANT1603 TB 16 35 100 16 3
ANT1803 TB 18 35 100 20 3
ANT2003 TB 20 45 100 20 3
ANT2503 TB 25 50 105 25 3
« High efficient « Excellent chip removal ¢ Low vibration
- BEEEMI - tIHIBEH ER « MTIEFREND
B a
1
/.
L
N
o1
Application #ERAMHE : * Perfect RIEE O Excellent & O Good &

cirlllnon steel, Pre-;;rfiﬁegmsteel Hig_%—%z}_r;i%ned Stainless steel Copper alloy Aluminum alloy

oy ool Y'Y Was @ #ase

K@ 22l ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC '

O @]

Unit/EAI: mm

vww.speedtiger.com. tw
- e



SPEED TIGER

& Al
RE P405

Cutting Condition

Square Type - For Copper - 2 flutes

B 2SS SRS 00 7

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6ym
. Flute Full Shank
MODE Diameter Length Length Diameter Flutes
CE0102 1.0 3 50 4 2
CE0152 1.5 4 50 4 2
CE0202 2.0 6 50 4 2
CE0302 3.0 9 50 6 2
CE0402 4.0 12 50 6 2
CE0502 5.0 15 50 6 2
CE0602 6.0 15 50 6 2
CE0802 8.0 20 60 8 2
CE1002 10.0 30 75 10 2
CE1202 12.0 32 75 12 2
CE1602 16.0 45 100 16 2
CE2002 20.0 45 100 20 2
P ~Z
e
1
L
T
Application #ERAMHE : * Perfect RIEE O Excellent & O Good &
Pre-harden steel High-hardened
cirlllnon steel, * };%%Stee Ig‘,%ﬁz;‘rg;ine Stainless steel Copper alloy Aluminum alloy
oy steel XY Y #as
KER#E B2l ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC '
(@] O
Unit/EfiI: mm

WWVI/. speedtiger.com.tw
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SPEED TIGER

& Al
RE P405

Cutting Condition

Square Type - For Copper - 2 flutes

m 2SS SRS T) o T 1=,

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um
. Flute Full Shank
MODE Length Length B WCY
CE0102 TB 1 3 50 4 2
CE0152 TB 1.5 4 50 4 2
CE0202 TB 2 6 50 4 2
CE0302 TB 3 9 50 6 2
CE0402TB 4 12 50 6 2
CE0502 TB 5 15 50 6 2
CE0602 TB 6 15 50 6 2
CE0802 TB 8 20 60 8 2
CE1002 TB 10 30 75 10 2
CE1202 TB 12 32 75 12 2
CE1602 TB 16 45 100 16 2
CE2002 TB 20 45 100 20 2
- TREIRRR RS & Also suitable for Aluminum
« B&F A% Tolerance for Dia : 0 ~ -0.03mm
I
1
L
T
Application #ERAMHE : * Perfect RIEE O Excellent & O Good &
Pre-harden steel High-hardened
ci\rﬁ)on steel, * igﬁ?gﬁsm Ig‘%ﬁ%ﬂ%ﬂe Stainless steel Copper alloy Aluminum alloy
oy steel EXT Y gas
KM S2H ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC '
(@) @)

Unit/EAI: mm

www.speedtiger.com. tw
B 0 000 s




SPEED TIGER

sz P406

Cutting Condition

Square Type - Long Neck - For Copper - 2 flutes 600
m 2 RS TRBEINT i/

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm

(&
(o)

o o o
CEL1004 TB 1 2 4 50 4 0.95 2
CEL1006 TB 1 2 6 50 4 0.95 2
CEL1010 TB 1 2 10 50 4 0.95 2
CEL1012 TB 1 2 12 50 4 0.95 2
CEL1016 TB 1 2 16 50 4 0.95 2
CEL1506 TB 1.5 3 6 50 4 1.45 2
CEL1510 TB 1.5 3 10 50 4 1.45 2
CEL1512 TB 1.5 3 12 50 4 1.45 2
CEL1516 TB 1.5 3 16 50 4 1.45 2
CEL2008 TB 2 4 8 50 4 1.92 2
CEL2012 TB 2 4 12 50 4 1.92 2
CEL2014 TB 2 4 14 50 4 1.92 2
CEL2020 TB 2 4 20 50 4 1.92 2
CEL3012 TB 3 6 12 50 6 2.9 2
CEL3016 TB 3 6 16 50 6 2.9 2
CEL3020 TB 3 6 20 60 6 2.9 2
CEL3025 TB 3 6 25 75 6 29 2
CEL4010 TB 4 8 10 60 6 3.88 2
CEL4012 TB 4 8 12 60 6 3.88 2
Q o CEL4016 TB 4 8 16 60 6 3.88 2
CEL4020 TB 4 8 20 60 6 3.88 2
%Z CEL4025 TB 4 8 25 75 6 3.88 2
8
1
L1
L
o7
Application #ERAMHE : * Perfect RIEE O Excellent & O Good &
Cirl?;yn:ttejl’ Pre-;;rfiﬁegmsteel ng%-%gﬁ%ned Stainless steel Copper alloy Aluminum alloy
KRB 2El ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i hEs8 Bas
© (€]

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
- kL




SPEED TIGER et
8RS S HETH)

ou= P347-348

Cutting Condition

Ball Nose Type - For Copper & Aluminum - 2 flutes

B 27)SRSR S RERRISIE T s00 i

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um
MODE Diameter Radius Lg:g'}'th onank Flutes
ACB0102 1 0.5 2 50 4 2
ACB0152 15 0.75 3 50 4 2
ACB0202 2 1 4 50 4 2
ACB0252 25 1.25 5 50 4 2
ACB0302 3 15 6 50 4 2
ACB0352 3.5 1.75 7 50 4 2
ACB0402 4 2 8 50 4 2
ACB0452 4.5 2.25 9 50 6 2
ACB0502 5 25 10 50 6 2
ACB0552 5.5 275 11 50 6 2
ACB0602 6 3 12 50 6 2
ACB0802 8 4 16 60 8 2
ACB1002 10 5 20 75 10 2
ACB1202 12 6 24 75 12 2
- Tolerance for Ball radius : £0.01mm RZ&&FE

LR
1
L
o
Application #ERAMHE : * Perfect RIEE O Excellent & O Good &
Pre-harden steel High-hardened

carbon steel, EEH SEER Stainless steel Copper alloy Aluminum alloy
s e s Y gag
em mE ~45HRC ~50HRC ~55HRC ~B0HRC ~B5HRC

©} ©}

Unit/EAI: mm

vww.speedtiger.com. tw
- e



SPEED TIGER et
SRS S HE T

ou= P347-348

Cutting Condition

Ball Nose Type - For Copper & Aluminum - 2 flutes

m 27 RS RIRE ] @ 7l 72

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um
. . Flute Full Shank
biIelEl= Rl Length Length Diameter Al
ACB0102 TB 1 0.5 2 2
ACB0152 TB 1.5 0.75 3 50 4 2
ACB0202 TB 2 1 4 50 4 2
ACB0252 TB 2.5 1.25 5 50 4 2
ACB0302 TB 3 1.5 6 50 4 2
ACB0352 TB 3.5 1.75 7 50 4 2
ACB0402 TB 4 2 8 50 4 2
ACB0452 TB 4.5 2.25 9 50 6 2
ACBO0502 TB 5 2.5 10 50 6 2
ACB0552 TB 5.5 2.75 11 50 6 2
ACB0602 TB 6 3 12 50 6 2
ACB0802 TB 8 4 16 60 8 2
ACB1002 TB 10 5 20 75 10 2
ACB1202 TB 12 6 24 75 12 2
» Tolerance for Ball radius : £0.01mm R&:f=
L
o
Application #ERAMHE : * Perfect RIEE O Excellent & O Good &
Pre-harden steel High-hardened
Cirl?;yn:tte?l’ * };%%Stee Ig‘,%ﬁz;‘rg;ine Stainless steel Copper alloy Aluminum alloy
KER#E B2l ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i Has gas
(@) ©)

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
- e




Copper & Aluminum
Bam)N e

SPEED TIGER o8

MRS EIREIIHT]

ou= P07

Cutting Condition

Ball Nose Type - Long Neck - For Copper & Aluminum - 2 flutes

m 27 BTSRRI R SISk T s00 7A

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um

ol
(o)

pone | o | e | (1, | S |
ACBL1004 TB 1 0.5 2 4 50 4 0.95 2
ACBL1006 TB 1 0.5 2 6 50 4 0.95 2
ACBL1010 TB 1 0.5 2 10 50 4 0.95 2
ACBL1012 TB 1 0.5 2 12 50 4 0.95 2
ACBL1016 TB 1 0.5 2 16 50 4 0.95 2
ACBL1506 TB 1.5 0.75 3 6 50 4 1.45 2
ACBL1510 TB 1.5 0.75 3 10 50 4 1.45 2
I ACBL1512 TB 1.5 0.75 3 12 50 4 1.45 2
ACBL1516 TB 1.5 0.75 3 16 50 4 1.45 2
ACBL2008 TB 2 1.0 4 8 50 4 1.92 2
ACBL2012TB 2 1.0 4 12 50 4 1.92 2
ACBL2014 TB 2 1.0 4 14 50 4 1.92 2
ACBL2020 TB 2 1.0 4 20 50 4 1.92 2
ACBL3012 TB 3 1.5 6 12 50 6 2.9 2
ACBL3016 TB 3 1.5 6 16 50 6 29 2
ACBL3020 TB 3 1.5 6 20 60 6 29 2
ACBL3025 TB 3 1.5 6 25 75 6 2.9 2
ACBL4010 TB 4 2 8 10 60 6 3.88 2
ACBL4012 TB 4 2 8 12 60 6 3.88 2
%Z ACBL4016 TB 4 2 8 16 60 6 3.88 2
ACBL4020 TB 4 2 8 20 60 6 3.88 2
ACBL4025 TB 4 2 8 25 75 6 3.88 2 %
R d
~ M » Tolerance for Ball radius : £0.01mm R&E
3
L1
L
5]
Application #ERAMHE : * Perfect RIEE O Excellent & O Good &
cirlllngynssttezﬁl, Pre'gg%e;mﬁee' Hig—é’%ﬁg&”ed Stai;?;sﬂlfteel ngieé ail;ioy Alumﬁignin?ﬁ alloy
KRl Sl ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC . -

©} @]

Unit/EAI: mm

vww.speedtiger.com. tw
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SPEED TIGER

It AVE YN

AUE AUEL
& Al ] Hl
B P408 R P409

Cutting Condition Cutting Condition

High Feed U-Type For Aluminum - 3 flutes

m 3NERERAIT]

@® Micro Grain Carbide

@® WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um

e Z 1%
AUE0253 25 8 50 6 3
AUE0303 3 9 50 6 3
AUE0403 4 12 50 6 3
AUE0503 5 15 50 6 3
AUE0603 6 18 50 6 3
AUE0803 8 20 60 8 3
AUE1003 10 30 75 10 3
AUE1203 12 32 75 12 3
AUE1603 16 45 100 16 3

, AUE2003 20 45 100 20 3

Long Flute - &7]

Flute Full Shank

MODE Diameter Flutes

Length Length Diameter
6 R, AUEL0603 6 30 75 6 3
- AUEL0803 8 40 100 8 3
AUEL1003 10 42 100 10 3
AUEL1203 12 52 100 12 3

X Special U-Type design: o )
Material removal rate (MRR) and surface finishes are greatly improved due to
effective chip removal at high rate

X Strong tooth with double relief angles:
Excellent production rates become 100% possible due to the Improvement of
tooth hardness.

X Sharp aluminum alloy tooth design Applicable for roughing and finishing

Feed Rate Comparsion (Side Milling)

Feed Rate Comparsion (Slotting)

Work piece material: Aluminum alloy expanding material 6061
Speed: 15000 min-1, Depth of Cut: AP=2.0D, AE=0.5D

Work piece material: Aluminum alloy expanding material 6061
Speed: 10000 min-1, Depth of Cut: AP=2.0D, AE=1.0D

D

Application #EFRHE : * Perfect RIEE O Excellent & O Good &

WWI/I/. speedtiger.com.tw

Pre-harden steel High-hardened
carbon steel, JEfEH BEE Stainless steel Copper alloy Aluminum alloy
s e s CERY gag
ewmu A ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC
o *
Unit/EfI: mm




SPEED TIGER Bal Nose

T =Y b fieAVE 5 I
ou= P10

Cutting Condition

High Feed Ball Nose Type For Aluminum - 2 flutes

m 27) SRR EN R ST T) 0 % 18,

Micro Grain Carbide WC=87 Co=12 HRA=92.1 Rupture=3800N/mm2 Grain Size=0.4pum

Blerser Flute Efficient Full Shank Flutes
Length Length Length Diameter
1

d &
AUB020 TB 2 1.5 8 50 6 2
AUB025 TB 2.5 1.25 2 10 50 6 2
AUBO030 TB 3 1.5 25 12 50 6 2
AUB040 TB 4 2 3.5 16 50 6 2
AUBO050 TB 5 25 4.5 20 60 6 2
AUB060 TB 6 3 55 25 60 6 2
AUBO080 TB 8 4 7 30 75 8 2
AUB100 TB 10 5 8.5 35 75 10 2
AUB120 TB 12 6 10.5 40 75 12 2
AUB160 TB 16 8 14 50 100 16 2
AUB200 TB 20 10 17 50 100 20 2
&
A

N

o]

Application #ERAMHE : * Perfect RIEE O Excellent & O Good &
Cirl?;ynssti?l’ Pre-;;rfiﬁegmsteel Hig_%—%z}_r;i%ned Stainless steel Copier alloy Aluminim alloy
RRE S2E ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i ik Eas

© *

Unit/EAI: mm

www.speedtiger.com. tw
- e



Aluminum -
SPEED TIGER Corner Radius
treEESYIiH/]

TE pano
sz P40O8

Cutting Condition

High Feed Corner Radius Type For Aluminum 3 flutes

" I EREERES % 7

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm

-

%
v3) wooe | omersr | Sone | e
3 AUR060053 6 0.5 15 50 6 3
-"'.-" AUR060103 6 1 15 50 6 3
AUR080053 8 0.5 20 60 8 3
.If AUR080103 8 1 20 60 8 3
) AUR080203 8 2 20 60 8 3
1 f‘l AUR100053 10 0.5 25 75 10 3
AUR100103 10 1 25 75 10 3
AUR100203 10 2 25 75 10 3
AUR120053 12 0.5 30 75 12 3
AUR120103 12 1 30 75 12 3
AUR120203 12 2 30 75 12 3
AUR120303 12 3 30 75 12 3
AUR160053 16 0.5 45 100 16 3
AUR160103 16 1 45 100 16 3
S B AUR160203 16 2 45 100 16 3
AUR160303 16 3 45 100 16 3
AUR200053 20 0.5 45 100 20 3
%Z AUR200103 20 1 45 100 20 3
AUR200203 20 2 45 100 20 3
AUR200303 20 3 45 100 20 3
N
s %
L
U
o
Application #ERAMHE : * Perfect RIEE O Excellent & O Good &
cirlllngynssttezﬁl, Pre'gg%e;mﬁee' Hig—é’%ﬁg&”ed Stai;?;sﬂlfteel ngieé ail;ioy Alumﬁignin?ﬁ alloy
KRl Sl ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC . -
o *

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
- kL




SPEED TIGER

AUE PLUS

SERIES
HighlEeedlU-TypelAluminumlEnd|MilllForgSlotting ;
i8R En G N AT

With Speed Tiger exclusive TB Tetrabond Diamond Coating.
Super High lubrication, super low friction coefficient, and longer tool life.

ERIERERERRE TB BEHREERE -
ESREN BEEEGHY BREG

Special U-Type design:
Material removal rate (MRR) and surface finishes are greatly improved due to
effective chip removal at high rate.

W% U BURRE RSB R AR -
REBRE REXRE

Strong tooth with double relief angles:

Excellent production rates become 100% possible due to the improvement of
tooth hardness.

EEEERRIT]
JAFBERA - BRTBEMNSARMI

Sharp aluminum alloy tooth design applicable for roughing and finishing,
dry and cutting.
HIFHESER - ZZMIET

video IHll%

TB C oati Nn g DLC coatings are generally deposited by five methods, each having different properties :

TB 348 AE 5l DLC WA 5 ERRNNES % - MS—EESERRAZY :

=
-

PVD a:CH| PVD Me:CH CVvD PaCVvD

Depositontemp  SEIERE ILERENO under 200 C | under 200 C | over 900 C | under 200 C

| e Tac |

| under150C |
Range of substrates E4 R Broad Broad Limited Broad
Oxidation temp aERE 350 C 300C 700 C 300 C
Adhesion RE=pal Good Very Good Excellent Good
Smoothness EEE Very good Good Good Excellent
Hardness (GPA)  BBIE 25 10-15 40-90 20-40
Coefficient of friction EEfE{AEX <0.1 0.15 <0.4 <0.1
Hydrogenated &k “ Yes or No Yes No Yes
Metal content SR “ Yes Yes No No

All DLC coatings are not equal : especially on Hardness and Oxidation
A Molecular Structure 3 F#1EE FEFEENALRANS T - LHEEENSERE

Unit/EEfi: mm .
www.speedtiger.com. tw SN




o Toer /e [

& Al
RE P408

Cutting Condition

bif=tAVE: 70

80 Vi I8

B Specification 118

Diameter

Flute Length

Efficient Length

Full Length

Shank Diameter

6 10 15 50 6

Flutes

S-AUE0603 TB 3
S-AUE0803 TB 8 13 20 60 8 S
S-AUE1003 TB 10 16 25 75 10 3
S-AUE1203 TB 12 19 30 75 12 8
. A A
B Extreme Testing &Rt - S-AUE1003
7th 8 7 % | 8th 3 8 % 10th % 10 ;%
Before v . u Before u Before
Cutting 5 \ \\ Cutting Cutting
TIEAERAT TIE{ERAT TIEEFRAT
Cutting Condition ;gﬂ-gs""“j\ggcﬂﬁ"w"‘" Cutting Condition |Fz03omm/ 25‘-’1%358"'""‘" Cutting Condition |Fz042mm/] Ve:3Semimin Cutting Condition |Fz0dsmm/ ”A"E‘?ifg"""'"i"
EHeSH: Sc11400min F123t2mmimin EHSH: SH100min F13338mmirin EHSH: Siidoomn F-1dsp4mmimin EHeSH: sii4oomin F15380mmimin
Machine £ CNC #8 : | YCM K FV102A Machine £/ CNC & : | YCM i FV102A Machine £/ CNC #& : | YCM ki FV102A Machine £ CNC & : | YCM K& FV102A
Coolant 2415 :  |Wet Cutting /K% Coolant ##15= :  |Wet Cutting K% Coolant #8155 :  |Wet Cutting K% Coolant ##15= : |Wet Cutting /K%
Work Material I%# : | AL6061 Work Material 1§14 : | AL6061 Work Material HI8IZ# : |AL6061 Work Material 1§I%# : | AL6061
P Tool RIF TN : S-AUE1003 D Tool BIF TR : S-AUE1003 P Tool RIFTIA : S-AUE1003 P Tool IFTIM : S-AUE1003
3 & . BT40 Pull Back Holder | & = . BT40 Pull Back Holder | & = . BT40 Pull Back Holder | § = . BT40 Pull Back Holder
% a Holder {EFR7J42 : ] % ; Holder {742 : wiR T % g Holder {742 : ER T § g Holder {EFR7J4 : L]
@ 20 [Tool's Clamping Length @ # |Tool's Clamping Length @ 2 |Tool's Clamping Length @ 20 |Tool's Clamping Length
T JAEmERE: 0" T | JEmERE: 0™ T JEmERE: 0™ S JEmpRE: O™
Cutting Length tTHIRE : | 0.1m 3t Cutting Length HIHIRE : | 0.1m 3k Cutting Length tIHIRE : | 0.1m 3k Cutting Length tIHIRE : | 0.1m 3k
Runout of Tool 7JE{&# : |0.002mm Runout of Tool 7JE{E# : |0.002mm Runout of Tool 7JE{&# : |0.002mm Runout of Tool 7JE{&# : |0.002mm
Load of Spindle #&# : [180% Load of Spindle #&# : [180% Load of Spindle XM : [178% Load of Spindle EHEH : | 174%
Concentration of cutting water g Concentration of cutting water o Concentration of cutting water o Concentration of cutting water &
MR : (Bx) |0 B NI : (Bx) |00 B TINIKOREE : (Bx) |0 B MR : (Bx) | OB
After After ' After
Cutting Cutti Cutting
TIRER% TIEfERE

80BLING YIOM

B EH

(ey)ssauybnoy

80BLING YIOM

20BHNg

i &% 3

80BLING YoM
Hi#FH

Before Before Before Before
Cutting Cutting Cutting Cutting
TIEfERA TIR{ERAT JIE{ERAT TIEfERA
Cutting C'ondition ;ﬁ?fgmm’agﬁﬁ:’m"‘ Cutting QOndition ;€?15(;2:72EY1°§"55;"”“‘" Cutting QOndition ;ﬁ?ﬁm’:?gﬁgfg‘/’"i" Cutting C.ondition ;ﬁ?fg;:“m’zz‘ff;sn?:‘/m‘"
ERSH: S:11400min F16416mmimin ERASH: S:11400min F:A7442mmimin ERSH: 5:11400min F:18468mmimin ERSH: S:11400min F:19494mmimin
Machine fF CNC #4 : | YCM ki FV102A Machine £/ CNC & : | YCM it FV102A Machine /3 CNC #& : | YCM kit FV102A Machine £ CNC & : | YCM K& FV102A
Coolant 2&175= : | Wet Cutting K% Coolant 281753 : | Wet Cutting k% Coolant /2801752 : | Wet Cutting k3% Coolant 241753 : | Wet Cutting k%
Work Material /1§14t : | AL6061 Work Material 4I%&# : |AL6061 Work Material 4IZ# : |AL6061 Work Material ]1§I%# : | AL6061
P Tool AIELTIRK : S-AUE1003 P Tool LTI : S-AUE1003 P Tool RIBTIRR : S-AUE1003 D Tool AL TIRK : S-AUE1003
S 2 . BT40 Pull Back Holder | @ = . BT40 Pull Back Holder | g = . BT40 Pull Back Holder | g = . BT40 Pull Back Holder
g 3 Holder {EFR7J42 : ] ?D ; Holder {742 : ] g ; Holder fE7)42 : ] g ; Holder {#FR7J42 : L]
@ # |Tool's Clamping Length |37y @ # | Tool's Clamping Length |37y @ # | Tool SZ’E (;%ar%)}&g Length |57 @ # |Tool's Clamping Length | 370
E E & E
Cutting Length tIHIRE : | 0.1m 3k Cutting Length tTHIEE : | 0.1m 3k Cutting Length tTHIEE : | 0.1m 3k Cutting Length HIHIRE : | 0.1m 3K
Runout of Tool JJE{R# : |0.002mm Runout of Tool 7JE{&# : |0.002mm Runout of Tool 7JE{&# : |0.002mm Runout of Tool 7JE{&# : |0.002mm
Load of Spindle T#EH : [174% Load of Spindle E#&H : [173% Load of Spindle E#M&H : [173% Load of Spindle T#& : [169%
Concentration of cutting water . Concentration of cutting water g Concentration of cutting water o Concentration of cutting water &
o 10.5 ~ o 10.5 P o 10.5° o 10.5'
HIMIAGRE : (‘Bx) Bx HIMIAGRE : (‘Bx) Bx HIMIARE : (‘Bx) Bx HIMIAGRE : (‘Bx) 3
After After
Cutting Cutting
TIRER% TIRER%

80BLING YIOM
BiFH

ol |
24 |
s
|

Py
=}
2
«Q
S
3
@
8
3
Py
QO

[ %

(ey)ssauybnoy

90BJING IO

s0BpNg

i &% &

WWI/I/. speedtiger.com.tw

(ey)ssauybnoy

80BJING IO

EiMRFH

s0BpNg

80BLING YoM
= R ]

(ey)ssauybnoy

Unit/EEfI: mm




o Toer / e

tasSEYIEt)]
ouz PA11

Cutting Condition

High Speed Square Type - For Aluminum (Aerospace)- 3 flutes

B 37)ESERAM T (AAXH)

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um

)

AA0203 TB 2 6 50 4 3
AA0303 TB 3 8 50 6 3
AA0403 TB 4 11 50 6 3
AA0503 TB 5 13 60 6 3
AAS0603 TB 6 13 50 6 3
AA0603 TB 6 18 60 6 3
AAQ703 TB 7 16 75 8 3
AAS0803 TB 8 19 75 8 3
AA0803 TB 8 25 75 8 3
AA1003 TB 10 30 75 10 3
AAS1203 TB 12 26 75 12 3
AA1203 TB 12 33 75 12 3
AA1603 TB 16 32 100 16 3
AA2003 TB 20 38 105 20 &
2\
o
Application #ERAMHE : * Perfect RIEE O Excellent & O Good &
Cirl?;yn:tte?l’ Pre-;;rfiﬁegmsteel ng',?g%?i%ned Stainless steel Copier alloy Aluminim alloy
K@ 22l ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i hEs8 Bas
o *

Unit/EAI: mm

vww.speedtiger.com. tw
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o Toer { e [

tasSEYIEt)]
ouz PA12

Cutting Condition

Super High Speed Square Type - Long Neck -

For Aluminum (Aerospace) - 3 flutes 600 4% E
B 3NERERARMIHI (FAXH)
Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm?’ Grain Size=0.6um

Flute Efficient Full Shank Neck
MOPE Length Length Length
BUSR

AAL0206 TB 1.94 3
AALO0309 TB 3 4.5 9 50 6 2.85 )
AAL0412 TB 4 6 12 50 6 3.8 3
AALO515 TB 5 7.5 15 60 6 4.8 3
AAL0618 TB 6 9 18 60 6 5.8 3
AAL0824 TB 8 12 24 75 8 7.8 3
AAL1030 TB 10 22 30 75 10 9.8 3
AAL1236 TB 12 26 36 75 12 11.8 &
AAL1648 TB 16 32 48 100 16 15.8 3
AAL2055 TB 20 38 55 110 20 19.8 &
L
o]
Application #ERAMHE : * Perfect RIEE O Excellent & O Good &
Pre-hard | High-hardened
Cirl?;ynssti?l’ * };%%Stee Ig‘,%ﬁz;‘rg;ine Stainless steel Copper alloy Aluminum alloy
KER#E B2l ~45HRC ~50HRC ~55HRC ~B0HRC ~B5HRC i Has gas
O ©]

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
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Aluminum -
SPEED TIGER Corner Radius

NS EESIIE]
guz PA13

Cutting Condition

High Speed Corner radius Type - For Aluminum (Aerospace) - 2 flutes

m o NREEEESaS @Al 2 2 WU E

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm

. Corner Flute
U5k

2 3

CMF020022 TB 2 0. 6 40 3 2
CMF025022 TB 2.5 0.2 3 6 40 3 2
CMF030022 TB 3 0.2 4 8 40 3 2
CMF040022 TB 4 0.2 5 12 50 4 2
CMF050022 TB 5 0.2 8 14 50 5 2
CMF060022 TB 6 0.2 8 18 65 6 2
CMF080022 TB 8 0.2 10 22 70 8 2
CMF080042 TB 8 0.4 10 22 70 8 2
CMF080302 TB 8 3 10 22 70 8 2
CMF100022 TB 10 0.2 14 28 80 10 2
CMF100042 TB 10 0.4 14 28 80 10 2
CMF100302 TB 10 & 14 28 80 10 2
CMF120022 TB 12 0.2 16 35 90 12 2
CMF120042 TB 12 0.4 16 35 90 12 2
CMF120252 TB 12 2.5 16 35 90 12 2
CMF120302 TB 12 8 16 35 90 12 2
CMF120402 TB 12 4 16 35 90 12 2
CMF160022 TB 16 0.2 20 40 90 16 2
CMF160042 TB 16 0.4 20 40 90 16 2
CMF160252 TB 16 2.5 20 40 90 16 2
—z CMF160302 TB 16 3 20 40 90 16 2
@ CMF160402 TB 16 4 20 40 90 16 2
CMF200022 TB 20 0.2 25 50 100 20 2
CMF200042 TB 20 0.4 25 50 100 20 2 %
R CMF200252 TB 20 25 25 50 100 20 2
CMF200302 TB 20 & 25 50 100 20 2
L ! % CMF200402 TB 20 4 25 50 100 20 2
L
[ S —
o]

Application #ERAMHE : * Perfect RIEE O Excellent & O Good &
cirlllnon steel, Pre-;;rfiﬁegmsteel Hig_'?g-%egﬁ%ned Stainless steel Copper alloy Aluminum alloy
oy ool Y'Y Was @ #ase
KRB 2El ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC '

O (€]

Unit/EAI: mm

vww.speedtiger.com. tw
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Aluminum -
SPEED TIGER Corner Radius

tnSEESYIHT)
fu= PA14

Cutting Condition

High Speed Corner Radius Type - For Aluminum o

(Aerospace) - 3 flutes 600 4% E TB

e
m 37NRASEESIMT (AR) o
Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm
CA-AA03005009 TB 3 0.5 4.5 9 50 6 2.7 3
CA-AA04005012 TB 4 0.5 6 12 50 6 3.6 3
CA-AA04010012 TB 4 1 6 12 50 6 3.6 3
CA-AA05005015 TB 5 0.5 7.5 15 60 6 4.5 3
CA-AA06003015 TB 6 0.3 9 15 60 6 5.4 3
CA-AA06005015 TB 6 0.5 9 15 60 6 5.4 3
CA-AA06010015 TB 6 1 9 15 60 6 54 3
CA-AA08005020 TB 8 0.5 12 20 75 8 7.2 3
CA-AA08010020 TB 8 1 12 20 75 8 7.2 3
CA-AA10005025 TB 10 0.5 15 25 75 10 9 3
CA-AA10010025 TB 10 1 15 25 75 10 9 3
CA-AA12005030 TB 12 0.5 18 30 100 12 1" 3
CA-AA12010030 TB 12 1 18 30 100 12 1" 3
CA-AA16005040 TB 16 0.5 24 40 105 16 15 3
CA-AA16010040 TB 16 1 24 40 105 16 15 3
CA-AA16030040 TB 16 & 24 40 105 16 15 3
CA-AA20005050 TB 20 0.5 30 50 125 20 19 3
A CA-AA20010050 TB 20 1 30 50 125 20 19 3
% CA-AA20030050 TB 20 3 30 50 125 20 19 3
N
@ L1 ! %
L
E S
o]

Application #ERAMHE : * Perfect RIEE O Excellent & O Good &
cirlllngynssttezﬁl, Pre'gg%e;mﬁee' Hig—é’%ﬁg&”ed Stai;?;sﬂlfteel ngieé ail;ioy Alumﬁignin?ﬁ alloy
KR AR ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC Hes =

O (€]

Unit/EEfI: mm
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Aluminum -
SPEED TIGER Corner Radius
B RinSEES U]
2u= P415-416

Cutting Condition

Super High Speed Corner Radius Type - For Aluminum

(Aerospace) - 3 flutes 600 4% E anil
l—
B 3ESERAESIIHt (fuXH)

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm

CR-AA030020 TB 3 0.2 8 50 6 3

CR-AA030030 TB 3 0.3 8 50 6 3

CR-AA030050 TB 3 0.5 8 50 6 3

CR-AA040020 TB 4 0.2 11 50 6 3

CR-AA040030 TB 4 0.3 11 50 6 3

CR-AA040050 TB 4 0.5 11 50 6 3

CR-AA040100 TB 4 1 11 50 6 3

CR-AA050020 TB ® 0.2 13 50 6 3

CR-AA050050 TB 5 0.5 13 50 6 3

CR-AA050100 TB 5 1 13 50 6 3

CR-AA060020 TB 6 0.2 13 50 6 3

CR-AA060030 TB 6 0.3 13 50 6 3

CR-AA060050 TB 6 0.5 13 50 6 3

CR-AA060100 TB 6 1 13 50 6 3

CR-AA080025 TB 8 0.25 19 75 8 3

CR-AA080030 TB 8 0.3 19 75 8 3

CR-AA080050 TB 8 0.5 19 75 8 3

CR-AA080075 TB 8 0.75 19 75 8 3

CR-AA080100 TB 8 1 19 75 8 3

CR-AA080120 TB 8 1.2 19 75 8 3

CR-AA080150 TB 8 1.5 19 75 8 3

- CR-AA080200 TB 8 2 19 75 8 3

CR-AA100025 TB 10 0.25 22 75 10 3

CR-AA100030 TB 10 0.3 22 75 10 3 @
L
o
Application #ERAMHE : * Perfect RIEE O Excellent & O Good &
e | " R S el Coperaley | Auminun ol
ES NCEd ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC e =
O @}

Unit/EAI: mm

vww.speedtiger.com. tw
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Aluminum -
SPEED TIGER Corner Radius

b= A=Ak )
}.‘gﬁ‘;’;{ P415-416
Super High Speed Corner Radius Type - For o= e
Aluminum (Aerospace) - 3 flutes 600 4% E iy
| = = -
m 37)BEERAESIHtI) (fAXH)
Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm

CR-AA1 00040 TB 22

Flute Full Shank
Z ¥
3

CR-AA100050 TB 10 0.5 22 75 10 3
CR-AA100075 TB 10 0.75 22 75 10 3
CR-AA100080 TB 10 0.8 22 75 10 3
CR-AA100100 TB 10 1 22 75 10 3
CR-AA100120 TB 10 1.2 22 75 10 3
CR-AA100150 TB 10 1.5 22 75 10 3
CR-AA100200 TB 10 2 22 75 10 3
CR-AA100250 TB 10 2.5 22 75 10 3
CR-AA100300 TB 10 & 22 75 10 3
CR-AA120050 TB 12 0.5 26 75 12 3
CR-AA120100 TB 12 1 26 75 12 3
CR-AA120150 TB 12 1.5 26 75 12 3
CR-AA120200 TB 12 2 26 75 12 3
CR-AA120300 TB 12 3 26 75 12 3
CR-AA160100 TB 16 1 32 100 16 3
CR-AA160150 TB 16 1.5 32 100 16 3
CR-AA160200 TB 16 2 32 100 16 3
CR-AA160300 TB 16 3 32 100 16 3
CR-AA200100 TB 20 1 38 105 20 3
CR-AA200150 TB 20 1.5 38 105 20 3
- CR-AA200200 TB 20 2 38 105 20 3
CR-AA200300 TB 20 3 38 105 20 3
2
L
o
Application #ERAMHE : * Perfect RIEE O Excellent & O Good &
Cirl?;yn:ttejl’ Pre-;;rfiﬁegmsteel Hig_'?g-%egﬁ%ned Stainless steel Copier alloy Aluminim alloy
KRl Sl ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i ik Eas
O @]

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
- kL







For NEW

Titanium &GRS
Nickelyainconeiralloy

Application
ShEs & BEALEANE

I/VI/I/I/I/. speealiger. com.w




SPEED TIGER

EY 0

Anti-Vibration

Unequal Flute Spacing

AEDE

Speed Tiger New Series for Titanium Application can prolong too life to 200%

Two rake angles

= 913

Special Flute Geometry
35k ] BB 5% (] 52 5

Unequal Helix Angle
REIZTE

—— . ——

SnER!| BERIKESEERTIFaIEM 200%! .

T A Tool

PVE1T1004 HIHIRE Milling Length (m)

I Work Material

PVE1T 1004 33 %

(210mm)

Titanium Ti-6Al-4V

SSpeed Tiger

MI A Milling Type A% Side milling ftth# Competitor ¢ 11 %
(@10mm) WIXXX
K E Milling Speed 79m/min ]
Speed Tiger WIXXX
##3% Rotation Speed (S) 2500rpm PVETT 1004 : AT 33V RIBFERE kg - 0T 1M BOIEAER A
PVE1T 1004 : Picture of wear after Competitor : Picture of wear after
4 E Feed Rate (F) 450mm/min [niling s miling t1m
B Y4 E Feed of teeth (fz) [0.045mm
s ap=20mm [R&1AR K=
LD Depth of cut ag=3mm booling Way waltercoolant

fEFA#A Machine

UREEMIH Vertical Machining Center

ERASEERTIEAFEVMIKEENEE - SHEREFNINTIRE

Speed Tiger New Series for Titanium Application enable to operate stable without chipping and produce a superb surface finish.

TH Tool PVE1T1004 PVE1T1004 : MITRERF ftihg . —ARMITRE
Favorable Machined Surface Competitor : General Machined
Surface
I Work Material Titanium Ti-6Al-4V

M 7L Milling Type

% Side milling

I E Milling Speed 79m/min

#3% Rotation Speed (S) 2500rpm

44 IEE Feed Rate (F) 450mm/min

B Y] E Feed of teeth (fz) [0.045mm o
tIi& Depth of cut ggzg%%m é)éo%uli)r‘::_g:)_:t Way \Z\lgtir coolant

fERAA Machine

URLEMIM Vertical Machining Center

Unit/EAI: mm

ww. speeatiger.com. tw




Titanium Nickel

SPEED TIGER Inconel Allo
URRRIFESE

sz PA17

Cutting Condition

Square Type For Exotic Materials

m EBYNMSESST s R
-zl w&n : ﬂ

[ ]
Roughing ##f  Finishing (&

Shank Corner

meE d @ DG 2% cH
| @ | anE | R | --_
0.2

PVE1T0404 4 8 50
PVE1T0504 ) 10 50 6 4 0.25
HRC PVE1T0604 6 12 50 6 4 03
PVE1T0804 8 19 60 8 4 0.4
PVE1T1004 10 23 75 10 4 0.5
PVE1T1204 12 27 75 12 4 0.6
PVE1T1604 16 32 100 16 4 0.8
PVE1T2004 20 39 100 20 4 1
Unit:mm
| &
o0l °
Long Flute Roughing Bt Finishing $51&
. Shank Corner
A
@ Diameter |Flute Length| Full Length Diameter Flutes Chamfer Width
PLVE1T0404 4 13 75 6 4 0.2
0.05C
N ‘ d PLVE1T0504 5 16 75 6 4 0.25
PLVE1T0604 6 21 75 6 4 0.3
PLVE1T0804 8 31 100 8 4 0.4
1 PLVE1T1004 10 37 100 10 4 0.5
PLVE1T1204 12 44 100 12 4 0.6
PLVE1T1604 16 53 150 16 4 0.8
ﬁ%’ L PLVE1T2004 20 62 150 20 4 1
____ N Unit:mm
R N S
o 1
Application EFRAMHE : * Perfect RIEE © Excellent & O Good &
Carbon steel, Stainless steel Titanium alloy Nickel/Inconel Aluminum Copper alloy
<30HRC 30~40HRC 40~50HRC 50~65HRC J‘;‘E%Ii%{séeg Figsh stae ﬁagcg/ﬁ iglll:l)y SE'S%
@) ) @) @)

Unit/EEfI: mm

I/VI/I/I/I/. speedliger.corm.tw
B 490 s B



SPEED TIGER

‘HemESE

i P418

Square Type For Exotic Materials 700 TP &Y E p—

m EYEIE AT 0 s s i s
B oo

Roughing it  Finishing f{&

Diameter Efficient _Neck _Shank Cornerl
Length | Diameter Diameter Chamfer Width
PNVE1T0404 4 6 22 3.7 75 6 4 0.2
PNVE1T0504 5 8 24 4.6 75 6 4 0.25
PNVE1T0604 6 9 26 5.5 75 6 4 0.3 EI}IE
PNVE1T0804 8 12 35 7.4 100 8 4 0.4
PNVE1T1004 10 15 43 9.2 120 10 4 0.5
PNVE1T1204 12 18 51 11 120 12 4 0.6
PNVE1T1604 16 24 59 15 120 16 4 0.8
Unit:mm

&

0.05¢ |

dn

o ]
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
Carbon steel, i itani NlckeI/InconeI Aluminum
<30HRC 30~40HRC 40~50HRC S0-65HRC | Alloy seel S‘a"%ei;;;tee' T"ag(‘f;”"y aloy_ aloy Copper 2lloy
REH, a2 = BESE fBEE =
(@) @) @) @)

Unit/EAI: mm

www. speearger. com.tw
- e




Titanium Nickel

SPEED TIGER

& Hl
iz PA18

Cutting Condition

Square Type For Exotic Materials 200 TiE &9
m HIEMSRR/ERD 20D s

Q -ZI -ZI w

Roughing ##t  Finishing 15/
Diameter Flute Length Full Length |Shank Diameter Flutes
d I8
PVE1TF0404 4 8 50 6 4
PVE1TF0504 5 10 50 6 4
HRC PVE1TF0604 6 12 50 6 4
PVE1TF0804 8 19 60 8 4
PVE1TF1004 10 23 75 10 4
PVE1TF1204 12 27 75 12 4
PVE1TF1604 16 32 100 16 4
PVE1TF2004 20 39 100 20 4
Unit:mm
:

z

&

N =
1
& L
d NS
o 1
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
Carbon steel, Stainless steel | Titanium alloy Nickel/Inconel Aluminum Copper allo
<30HRC 30~40HRC 40~50HRC 50~65HRC Alloy steel alloy alloy Rper alloy
xEH Aem R #ae nEze gaz Wes
@) ) @) @)

I/VWI/I/. speedliger.corm.tw
- e

Unit/EEfI: mm




SPEED TIGER

nel AllG
NIBRESE
pux PA18

Cutting Condition

Corner Radius Type For Exotic Materials 400 m J E E

B REMERESIIHRT
-ZI -Zl E w

Roughing 18§ Finishing (&

Diameter C°”.‘er Flute Length| Full Length S

Radius Diameter

PVR1T040054 4 0.5 8 50 6 4
PVR1T050054 5 0.5 10 50 6 4
PVR1T060054 6 0.5 12 50 6 4 HRC
PVR1T060104 6 1 12 50 6 4 -
PVR1T080054 8 0.5 19 60 8 4
PVR1T080104 8 1 19 60 8 4
PVR1T080204 8 2 19 60 8 4
PVR1T100054 10 0.5 23 75 10 4
PVR1T100104 10 1 23 75 10 4
PVR1T100204 10 2 23 75 10 4
PVR1T120054 12 0.5 27 75 12 4
PVR1T120104 12 1 27 75 12 4
PVR1T120204 12 2 27 75 12 4
PVR1T120304 12 3 27 75 12 4
| ¥ PVR1T160104 16 1 32 100 16 4
PVR1T160204 16 2 32 100 16 4
PVR1T160304 16 3 32 100 16 4
PVR1T160404 16 4 32 100 16 4
—Z PVR1T200104 20 1 39 100 20 4
PVR1T200204 20 2 39 100 20 4
PVR1T200304 20 3 39 100 20 4
PVR1T200404 20 4 39 100 20 4
7L\ 4 ] Unit:mm
l
o
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
<30HRC 30~40HRC 40~50HRC 50~65HRC ;g%ﬁ?%g;ﬁ S‘ai’%ei;sﬂ;tee' T"ag;‘g‘;”"y NIC;ZUIo:ywneI AEE)nyum Copper alloy
(@) @) (@) (@)

Unit/EAI: mm

www. speearger. com.tw




o TioeR a8

1] BE 11 £t 7]

| 745t Z#E 8% From Finishing and Roughing
| #¢8z X232 From Wet and Dry Cutting
| 7S - e STEE - HEN

From Stainless Steels, Titanium Alloy, Cast Iron, Mold Steels
B/ 1E Get Simplification
S &R Get Universal
BUE Get Efficiency
B8 Get Reducing Cost

Unit/EEfI: mm

I/l/l/l/l/l/. speedliger.corm.tw




SPEED TIGER
INEE 'I'Efﬁﬂ

RS series Technical Data

Details EmidFEh

I AZRSZEIE Feature of RS coating

| & Oxidation start temperature : 1,000°C

| /€ Hardness: 2,800HV

| B2 1248 Coefficient of friction : 0.4

| IS E Thickness (1) :3~4 1
EEE Color:#R & Silver

18 R - MIHKAE—RAITING Rg
2E3MGFEm - -
Dry and Wet Coolant , Cutting performance of soft %
material improved by 2~3 times than Altin Coating

CrSiNEACrNZBIZET] ? Difference between CrSiN and CrN

I CrSiN:ZSisEs4RIECINRL - BEETIERKER - RECIN— BRI EORSHEEE
30~40GPa - Hifit 2R E o] %1,000E -
CrSiN Coating can improve the CrN grain to be reached NANO grade. Excepting the all
advantage of CrN coating, it drastically improves the hardness to 30~40GPa and Oxidation
start temperature:1,000°C

| CrN:BCr S S BARMMEER - ABFEEMELERE - HEEBBHEEEREARILN
ZEHBEEHEREEG WP AETHEEER17-20GPaEHMEREER700E -
CrN coating with Cr element has low affinity with Fe material. It exhibits lower friction than that
of conventional coating. But the Hardness only 17~20GPa and the Oxidation Start Temperature
700°C.

RsZE[E EFRTEMR ? Application of RS

I &2=XI0T Dry Cutting

I ;&= T Wet Cutting

I —#%10T General Cutting

| ST High Speed Cutting

|88 Tl - k5 REMW - 0 - 8. ZSLTFASFHERMNIM

Cast Iron, Stainless, Titanium Alloy, Carbon Steel, Copper, Aluminum

sZEE B Eh Advantage of RS

| KIgEMIIE - #HE 2 {#ERAZEd Improve the tooling and mold life
| 3EEEE = Improve productivity and product quality

| 25 T #=ERE Better Surface finish

I &R REH Mold Release forces

I :2StNHI4E# Improved Cutting Condition

Unit/EAI: mm

ww. speeariger. com. tw
- T



o Toer / troeene =S

NS

sz P332

Cutting Condition

Miniature Square Type - 2 flutes

B 27)§MEILERTD

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um

SUMIE 0022 0.2 0.4 50 4 2
SUMIE 0032 0.3 0.6 50 4 2
SUMIE 0042 0.4 0.8 50 4 2
I SUMIE 0052 0.5 1 50 4 2
SUMIE 0062 0.6 1.2 50 4 2
SUMIE 0072 0.7 14 50 4 2
SUMIE 0082 0.8 1.6 50 4 2
SUMIE 0092 0.9 1.8 50 4 2
HRC SUMIE 0102 1 3 50 4 2
» 50 SUMIE 0112 1.1 3 50 4 2
SUMIE 0122 1.2 3 50 4 2
SUMIE 0132 1.3 3 50 4 2
SUMIE 0142 14 3 50 4 2
SUMIE 0152 1.5 4 50 4 2
SUMIE 0162 1.6 4 50 4 2
SUMIE 0172 1.7 4 50 4 2
SUMIE 0182 1.8 4 50 4 2
SUMIE 0192 1.9 4 50 4 2
% SUMIE 0202 2 6 50 4 2
7 SUMIE 0212 2.1 6 50 4 2
% SUMIE 0222 2.2 6 50 4 2
SUMIE 0232 2.3 6 50 4 2
SUMIE 0242 2.4 6 50 4 2
Y SUMIE 0252 25 8 50 4 2
SUMIE 0262 2.6 8 50 4 2
I SUMIE 0272 2.7 8 50 4 2
SUMIE 0282 2.8 8 50 4 2
SUMIE 0292 2.9 8 50 4 2
SUMIE 0302 3 8 50 4 2
L
| -
o
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
e R Stainless steel Copper alloy Aluminum alloy
retmeoseeS ~45HRC ~S0MRC | ~S5HRC | ~GOMRC | ~BSHRC i Mk Ees
(@) (@) (@) O O (@) O O

I/VI/I/I/I/. speedliger.corm.tw

Unit/EEfI: mm



SPEED TIGER

sz P332

Cutting Condition

Square Type - Helix angle 45°- 2 flutes p—
600 HRC 3
m 27045° SIEETD s A &

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm
MODE Diameter L;:g'th D.S;::gtke ,
SUPE0102 1 3 50 6 2
SUPE3102 1 8 50 3 2
SUPE4102 1 3 50 4 2
SUPE0152 1.5 4 50 6 2
SUPE3152 15 4 50 3 2
SUPE4152 15 4 50 4 2
SUPE0202 2 6 50 6 2
SUPE3202 2 6 50 3 2
SUPE4202 2 6 50 4 2
SUPE0252 2.5 8 50 6 2
SUPE3252 25 8 50 3 2 HRC
SUPE4252 25 8 50 4 2 > 50
SUPE0302 3 8 50 6 2
SUPE3302 3 8 50 3 2
SUPE4302 3 8 50 4 2
SUPEO0352 3.5 10 50 6 2
SUPE4352 3.5 10 50 4 2
SUPE0402 4 11 50 6 2
SUPE4402 4 11 50 4 2
SUPE0452 45 13 50 6 2
SUPE0502 5 13 50 6 2
SUPE0552 55 13 50 6 2 %
SUPE0602 6 16 50 6 2
SUPE0652 6.5 16 60 8 2
SUPEQ0702 7 16 60 8 2
SUPE0752 7.5 19 60 8 2
SUPE0802 8 20 60 8 2
SUPE0852 8.5 20 75 10 2
SUPE0902 9 20 75 10 2
SUPE0952 9.5 25 75 10 2
SUPE1002 10 25 75 10 2
SUPE1052 10.5 25 75 12 2
SUPE1102 1 30 75 12 2
SUPE1152 115 30 75 12 2
SUPE1202 12 32 75 12 2
SUPE1402 14 40 100 16 2
SUPE1602 16 40 100 16 2
SUPE1802 18 45 100 20 2
SUPE2002 20 45 100 20 2
—
C
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
c:rﬁ);;ynsstteejl, Pre-?;r%egﬁsteel ng_'%-%agﬁelned Stainless steel Copper alloy Aluminum alloy
KRE Bl ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i f=en Bas
@} (@} @} O (@] O O

Unit/EAI: mm

ww. speeariger. com. tw
- kR




SPEED TIGER

ouz PA19

Square Type - Helix Angle 45° - 3 flutes

m 37)45° SI§k7]

Micro Grain Carbide

600
evalio))

W 7 s

WC=90 Co=10 HV30=1571 Rupture=3750N/mm?’ Grain Size=0.6um

MODE Diameter L;‘;'th Di';ﬁ"e‘tz ,
SUPE0103 1 3 50 6 3
SUPE4103 1 & 50 4 3
SUPE0153 1.5 4 50 6 3
SUPE4153 15 4 50 4 3
SUPE0203 2 6 50 6 3
SUPE4203 2 6 50 4 3
SUPE0253 2.5 8 50 6 3
SUPE4253 25 8 50 4 3
HRC SUPE0303 3 8 50 6 3
> 50 SUPE3303 3 8 50 3 3
SUPE4303 3 8 50 4 3
SUPE0353 3.5 10 50 6 3
SUPE4353 3.5 10 50 4 3
SUPE0403 4 11 50 6 &
SUPE4403 4 11 50 4 3
SUPE0453 45 13 50 6 8
SUPE0503 5 13 50 6 3
SUPE0553 5.5 13 50 6 S8
o
a =
| %
L
| _
o
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
Ciﬁfgynsstgil' e e Stai;lzegsmsteel C;ﬂfyféaélﬁoy A|um§ianim§ alloy
RRA a2l ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC = o
@} @} O O @} O O

I/VWI/I/. speedliger.corm.tw

Unit/EEfI: mm



SPEED TIGER

ouz PA19

Cutting Condition

Square Type - Helix Angle 45° - 3 flutes — p—
600 'HRC'
m 37045° SI8ET) o i T B3y

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um
MODE Diameter L';':;’fh L;:g'th DiSa'::ther Flutes
SUPE0603 6 16 50 6 3
SUPE0653 6.5 16 60 8 &
SUPEO0703 7 16 60 8 3
SUPEO0753 7.5 19 60 8 8
SUPE0803 8 20 60 8 3
SUPE0853 8.5 20 75 10 3
SUPE0903 9 20 75 10 3
SUPE0953 9.5 25 75 10 3
SUPE1003 10 30 75 10 3 HRC
SUPE1053 10.5 30 75 12 3 >0
SUPE1103 1 30 75 12 3
SUPE1153 1.5 30 75 12 3
SUPE1203 12 32 75 12 3
SUPE1403 14 40 100 16 3
SUPE1603 16 40 100 16 3
SUPE1803 18 45 100 20 3
SUPE2003 20 45 100 20 3

E. ~—
o
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
Pre-harden steel High-hardened
carbon steel, TEIESH g‘,é.ﬁ[gﬂl Stainless steel Copper alloy Aluminum alloy
et o TR PEEY #as
Lt L ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC
©) ©) O O ] O O

Unit/EAI: mm

www. speearger. com.tw
B 0 000 s




SPEED TIGER

u= P336-337

Cutting Condition

Square Type - Helix angle 45°- 4 flutes p—
600 HRC
N 47)45° SISETD i A B

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm
MODE Diameter Le'::é'th Dg:gtke ,

SUPE0104 1 3 50 6 4

SUPE4104 1 3 50 4 4

SUPE0154 1.5 4 50 6 4

SUPE4154 15 4 50 4 4

SUPE0204 2 6 50 6 4

SUPE4204 2 6 50 4 4

SUPE0254 2.5 8 50 6 4

SUPE4254 2.5 8 50 4 4

SUPE0304 3 8 50 6 4

HRC SUPE3304 & 8 50 3 4

> 50 SUPE4304 3 8 50 4 4

SUPE0354 3.5 10 50 6 4

SUPE4354 3.5 10 50 4 4

SUPE0404 4 1" 50 6 4

SUPE4404 4 1" 50 4 4

SUPE0454 4.5 13 50 6 4

SUPEO0504 5 13 50 6 4

SUPE0554 5.5 13 50 6 4

SUPE0604 6 16 50 6 4

SUPE0654 6.5 16 60 8 4

SUPEOQ704 7 16 60 8 4

-7 SUPEQ754 7.5 19 60 8 4

‘% SUPE0804 8 20 60 8 4

SUPE0854 8.5 20 75 10 4

SUPE0904 9 20 75 10 4

o ] SUPE0954 9.5 25 75 10 4

T SUPE1004 10 30 75 10 4

1 SUPE1054 10.5 30 75 12 4

SUPE1104 1 30 75 12 4

SUPE1154 11.5 30 75 12 4

SUPE1204 12 32 75 12 4

L SUPE1404 14 40 100 16 4

ﬁ% SUPE1604 16 40 100 16 4

SUPE1804 18 45 100 20 4

SUPE2004 20 45 100 20 4

o
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
Cirl?gyn:éejl' Pre_;;%gﬁsmel ng%-ﬁ%agﬂeﬂned Stainless steel Copzfer alloy AIuminim alloy
RRA A2 ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i Ha® #as
(©) (©) (©) O (@) (@] O

Unit/EEfI: mm

I/VI/I/I/I/. speedliger.corm.tw
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SPEED TIGER

ou= P420

Cutting Condition

Square Type - Long Flute - Helix angle 45°- 4 flutes

m 47)45° E7IISET) o0 WE % RS,

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um
SULPE0104 1 4 60 6 4
SULPEOQO154 1.5 6 60 6 4
SULPE0204 2 8 60 6 4
SULPE0254 25 10 60 6 4
SULPE0304 3 12 60 6 4
SULPE0404 4 16 60 6 4
SULPE0504 5 21 60 6 4
SULPE0604 6 26 75 6 4
SULPE0804 8 31 75 8 4 HRC
SULPE1004 10 35 100 10 4 > 50
SULPE1204 12 40 100 12 4
SULPE1604 16 61 150 16 4
SULPE2004 20 76 150 20 4

JE S N

51
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
Pre-harden steel High-hardened
carbon steel, FETE g%ﬁi}gﬂﬂ Stainless steel Copper alloy Aluminum alloy
s o FiliR fae #a2
Ll L ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC
@} @} @} O ©) O O

Unit/EAI: mm

www. speearger. com.tw
- e



SPEED TIGER

T
g P358

Cutting Condition

Square Type - Long Flute - 2 flutes

m 271K 71518k 70

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um

oo oaneer | e | r S e
me | ave | zns | iex | ows | om
SULET0102 1 7 50 4 2
SULET0152 1.5 9 50 4 2
SULET0202 2 12 50 4 2
SULET0252 2.5 12 50 4 2
SULET0302 3 15 60 6 2
SULET0352 3.5 15 60 6 2
SULET0402 4 20 75 6 2
SULET0452 4.5 20 75 6 2
HRC SULET0502 5 25 75 6 2
> 50 SULET0552 5.5 25 75 6 2
SULET0602 6 30 75 6 2
SULET0702 7 30 100 8 2
SULET0802 8 40 100 8 2
SULET0902 9 40 100 10 2
SULET1002 10 40 100 10 2
SULET1102 1 40 100 12 2
SULET1202 12 50 100 12 2
1 SULET1402 14 50 150 16 2
% SULET1602 16 60 150 16 2
%Z SULET2002 20 90 200 20 2
=8
"7’
4
!
=i
o
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
Cirlf’;’y” Steel. "R S Stainless steel Copper alloy Aluminum aloy
RRA 2% ~45HRC ~50HRC | ~55HRC ~60HRC ~65HRC i ke Eas
@} @} @} O ] O O

I/VI/I/I/I/. speedliger.corm.tw

Unit/EEfI: mm



SPEED TIGER

ou= P359

Cutting Condition

Square Type - Long Flute - 4 flutes PR
4 ype g 600 WIE G s
m ATE DI s A B

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm?’ Grain Size=0.6um

. Flute Full Shank
HlelelE i Length Length Diameter

6 4

SULETO0104 1 50 4
SULETO0154 1.5 9 50 4 4
SULET0204 2 12 50 4 4
SULET0254 2.5 12 50 4 4
SULET0304 3 15 60 6 4
SULETO0354 35 15 60 6 4
SULETO0404 4 20 75 6 4
SULETO0454 4.5 20 75 6 4
SULETO0504 5 25 75 6 4 HRC
SULETO0554 5.5 25 75 6 4 >0
SULETO0604 6 30 75 6 4
SULETO0704 7 30 100 8 4
SULETO0804 8 40 100 8 4
SULET0904 9 40 100 10 4
SULET1004 10 40 100 10 4
SULET1104 11 40 100 12 4
SULET1204 12 50 100 12 4
SULET1404 14 50 150 16 4
SULET1604 16 60 150 16 4
SULET2004 20 90 200 20 4
L.
&
5
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
Cirlf’;’y” sst;e;' Pre_gg?iegﬁsml Hig‘,%i%agaelned Stainless steel Copper alloy Aluminum aloy
RRA 2% ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i ke Eas
©) ©) ©) O ] O O

Unit/EAI: mm

vww. speeatiger. com.iw
- e



SPEED TIGER

sz P406

Cutting Condition

Square Type - Long Neck - 2 flutes

m 2 EEAEE ST 600 WE U &s,

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm
. wooE | D | (S | Sl | rul ] stk
SULNTO05022 0.5 0.75 2 50 4 2
SULNTO05042 0.5 0.75 4 50 4 2
SULNTO05062 0.5 0.75 6 50 4 2
SULNT06022 0.6 0.9 2 50 4 2
SULNTO06042 0.6 0.9 4 50 4 2
SULNTO06062 0.6 0.9 6 50 4 2
\ SULNTOQ7042 0.7 1.1 4 50 4 2
\ SULNTO07062 07 1.1 6 50 4 2
SULNTO08042 0.8 1.2 4 50 4 2
SULNTO08062 0.8 1.2 6 50 4 2
HRe SULNT08082 0.8 1.2 8 50 4 2
SULNT09062 0.9 1.4 6 50 4 2
SULNT09082 0.9 14 8 50 4 2
SULNT09102 0.9 14 10 50 4 2
SULNT10062 1 15 6 50 4 2
SULNT10082 1 1.5 8 50 4 2
SULNT10102 1 15 10 50 4 2
SULNT10122 1 1.5 12 50 4 2
SULNT10162 1 1.5 16 50 4 2
SULNT12062 1.2 1.8 6 50 4 2
N SULNT12082 1.2 1.8 8 50 4 2
% SULNT12102 1.2 1.8 10 50 4 2
SULNT12122 1.2 1.8 12 50 4 2
~Z SULNT14062 1.4 2.1 6 50 4 2
SULNT14102 14 2.1 10 50 4 2
SULNT14162 1.4 2.1 16 50 4 2
SULNT15062 15 2.3 6 50 4 2
‘i‘ SULNT15082 1.5 2.3 8 50 4 2
SULNT15102 15 2.3 10 50 4 2
I SULNT15122 1.5 2.3 12 50 4 2
L1 SULNT15142 15 2.3 14 50 4 2
SULNT15162 15 2.3 16 50 4 2
SULNT15182 1.5 2.3 18 50 4 2
) S SULNT15202 15 2.3 20 50 4 2
SULNT16062 1.6 2.4 6 50 4 2
SULNT16082 1.6 2.4 8 50 4 2
SULNT16102 1.6 2.4 10 50 4 2
SULNT16122 1.6 2.4 12 50 4 2
o
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
CaArlfgynsst:;elly Pre_;;ggﬂsme' ng%-ﬁ%agﬂeﬂned Stainless steel Copper alloy Aluminum alloy
Ces S ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i ke i
(©) (©) (©) O (@) (@] O

Unit/EEfI: mm

I/VI/I/I/I/. speedliger.corm.tw
- L




SPEED TIGER

Long
7 s Be §A 11 Bt /]

sz P406

Cutting Condition

Square Type - Long Neck - 2 flutes
B 27)FiESARMINRT]

Micro Grain Carbide

- % 7

WC=90 Co=10 HV30=1571 Rupture=3750N/mm?’ Grain Size=0.6um

,. el I E
SULNT16142 1.6 24 14 50 4 2
SULNT16162 1.6 2.4 16 50 4 2
SULNT16182 1.6 2.4 18 50 4 2
SULNT18082 1.8 2.7 8 50 4 2
SULNT18142 1.8 2.7 14 50 4 2
SULNT18202 1.8 2.7 20 50 4 2
SULNT20062 2 3 6 50 4 2
' SULNT20082 2 3 8 50 4 2
SULNT20102 2 3 10 50 4 2
SULNT20122 2 & 12 50 4 2 HRC
SULNT20142 2 3 14 50 4 2 » 50
SULNT20162 2 & 16 50 4 2
SULNT20182 2 3 18 50 4 2
SULNT20202 2 3 20 50 4 2
SULNT25082 25 4 8 50 4 2
SULNT25102 2.5 4 10 50 4 2
SULNT25122 25 4 12 50 4 2
SULNT25142 2.5 4 14 50 4 2
SULNT25162 2.5 4 16 50 4 2
! SULNT25202 2.5 4 20 50 4 2
SULNT30082 3 4.5 8 50 6 2 %
SULNT30102 3 4.5 10 50 6 2
-z SULNT30122 3 4.5 12 50 6 2
SULNT30162 3 4.5 16 60 6 2
SULNT30202 3 4.5 20 60 6 2
SULNT30252 3 4.5 25 75 6 2
‘E_‘ SULNT35122 3.5 6 12 50 6 2
SULNT35162 3.5 6 16 60 6 2
1 SULNT35202 3.5 6 20 75 6 2
L1 SULNT35252 SI5 6 25 75 6 2
SULNT35302 3.5 6 30 75 6 2
SULNT40122 4 6 12 50 6 2
- SULNT40162 4 6 16 60 6 2
L SULNT40202 4 6 20 75 6 2
SULNT40252 4 6 25 75 6 2
SULNT40302 4 6 30 75 6 2
SULNT40352 4 6 35 75 6 2
o7
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
Ciﬁ?gynssttee;l' Pre-;;rii;gﬁsteel ng_'%-hz}gﬁelned Stainless steel Copper alloy Aluminum alloy
XRW B2l ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i h=eR Bas
@} @} @} O ] O O

Unit/EAI: mm

ww. speearger. com. tw
- LR



s Ticer /toesi EOR

tHAEEt 7]

ou= P342

Cutting Condition

Fine Pitch Roughing Type - 3 flutes

m 37)18¥58t 70

Micro Grain Carbide

RS

5 &

WC=90 Co=10 HV30=1571 Rupture=3750N/mm?’ Grain Size=0.6um

600
niale)

SUNTA0403 4 8 50 6 3
SUNTA0503 5 13 50 6 3
SUNTA0603 6 16 50 6 3
SUNTAO0703 7 16 60 8 3
SUNTA0803 8 19 60 8 3
SUNTA0903 9 25 75 10 3
SUNTA1003 10 25 75 10 3
SUNTA1103 11 30 75 12 3
HRC SUNTA1203 12 30 75 12 3
> 50 SUNTA1603 16 35 100 16 3
SUNTA2003 20 45 100 20 3

&

L

(N

D

Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
Pre-harden steel High-hardened
carbon steel, JETEH g% i Stainless steel Copper alloy Aluminum alloy
Alloy steel R ey Eae
o PN axE, \aE
KR B2 ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC
@} @} O O @) O O

I/VWI/I/. speedliger.corm.tw

Unit/EEfI: mm



o Toer /e

tHAEEt ]
iz P343

Cutting Condition

Fine Pitch & Roughing Type - 4 flutes

m ATEEST o0 WE T &s,

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um
MODE Diameter L';'r:’;fh Lg:é'th Dg:gtke ) Flutes
SUNTA0504 5 13 50 6 4
SUNTA0604 6 16 50 6 4
SUNTA0704 7 16 60 8 4
SUNTA0804 8 19 60 8 4
SUNTA0904 9 25 75 10 4
SUNTA1004 10 25 75 10 4
SUNTA1104 11 30 75 12 4
SUNTA1204 12 30 75 12 4
SUNTA1404 14 35 100 16 4 HRC
SUNTA1504 15 35 100 16 4 > 50
SUNTA1604 16 35 100 16 4
SUNTA2004 20 45 100 20 4

D

Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
Pre-harden steel High-hardened
carbon steel, JETE g%ﬁi]gﬁl Stainless steel Copper alloy Aluminum alloy
vy T Was N gae
RERE B2l ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC '
@} @} O O ] O O

Unit/EAI: mm

www. speearger. com.tw
- e



SPEED TIGER :
HH k7D

ou= P344

Roughing Type - 3 flutes

m 37J4H8% 7] o0 WS T s,

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um
. Flute Full Shank
PLEREACT Length Length Diameter Al
SUXTA0403 4 8 50 6 3
SUXTA0503 ) 13 50 6 3
SUXTA0603 6 16 50 6 3
SUXTAOQ703 7 16 60 8 &
SUXTA0803 8 19 60 8 3
SUXTA0903 9 25 75 10 3
SUXTA1003 10 25 75 10 3
SUXTA1103 11 30 75 12 &
SUXTA1203 12 30 75 12 3
HRC SUXTA1603 16 85) 100 16 &
> 50 SUXTA2003 20 45 100 20 3
%kz
Ql %
1
L
D
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
c:ﬁ?gynsstteeeﬁl’ Pre-;;r%egﬁsteel Hig%—ﬁ%agﬁelned Stainless steel Copper alloy Aluminum alloy
KRE a8 ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i has W gas
@} (@} O (@) (@] O O

Unit/EEfI: mm

I/VWI/I/. speedliger.corm.tw
- e




SPEED TIGER

sz P345

Roughing Type - 4 flutes — —
600 ‘HAC'
m 47)3HSE T &5 aa T &y

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um

Diameter Flute Full shank
r‘ \‘ i Length Length Diameter

: SUXTAO0504 5 13 50 6 4
SUXTA0604 6 16 50 6 4
SUXTAOQ704 7 16 60 8 4
SUXTA0804 8 19 60 8 4
SUXTAQ0904 9 25 75 10 4
SUXTA1004 10 25 75 10 4
SUXTA1104 1 30 75 12 4
SUXTA1204 12 30 75 12 4
SUXTA1604 16 35 100 16 4 HRC
SUXTA2004 20 45 100 20 4 > 50

D
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
Pre-harden steel High-hardened
carbon steel, JETE g%ﬁi]gﬁl Stainless steel Copper alloy Aluminum alloy
vy T Was N gae
RERE B2l ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC '
@} @} O O ] O O

Unit/EAI: mm

www. speearger. com.tw



SPEED TIGER

S
IV TR BY
ou= P347-348

Cutting Condition

Miniature Ball Nose Type - 2 flutes

W 27) NSRBI ST RETD

Micro Grain Carbide

- U

WC=90 Co=10 HV30=1571 Rupture=3750N/mm?’ Grain Size=0.6um

. MODE Diameter m L';':;fh Le';:‘é'th Di':f:g{‘e , Flutes
\ SUMIB0032 03 0.15 06 50 4 2
\ SUMIB0042 0.4 0.2 07 50 4 2
SUMIB0052 05 0.25 058 50 4 2
SUMIB0062 06 03 0.9 50 4 2
SUMIB0072 0.7 0.35 1.4 50 4 2
SUMIB0082 08 04 1.6 50 4 2
SUMIB0092 0.9 0.45 1.8 50 4 2
SUMIB0102 1.0 05 2 50 4 2
E'gg SUMIBO112 1.1 0.55 2.2 50 4 2
SUMIB0122 1.2 06 24 50 4 2
SUMIB0132 1.3 0.65 26 50 4 2
SUMIB0142 1.4 0.7 2.8 50 4 2
SUMIBO0152 15 0.75 3 50 4 2
SUMIB0162 1.6 0.8 3.2 50 4 2
SUMIB0172 1.7 0.85 34 50 4 2
SUMIB0182 1.8 0.9 36 50 4 2
1 SUMIB0192 1.9 0.95 38 50 4 2
SUMIB0202 2.0 1 4 50 4 2
. SUMIB0212 2.1 1.05 4.2 50 4 2
% SUMIB0222 2.2 1.1 4.4 50 4 2
SUMIB0232 2.3 1.15 46 50 4 2
& . SUMIB0242 24 1.2 4.8 50 4 2
_\H SUMIB0252 25 1.25 5 50 4 2
I SUMIB0262 26 1.3 5.2 50 4 2
SUMIB0272 2.7 1.35 5.4 50 4 2
SUMIB0282 2.8 1.4 56 50 4 2
SUMIB0292 2.9 1.45 58 50 4 2
) SUMIB0302 3.0 1.5 6 50 4 2
o ]
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &

Pre-harden steel High-hardened
Cirlﬁ);msstteee?ly FamE BiEE Stainless steel Copper alloy Aluminum alloy
wxd 2o ES CEER £ae
PR, a ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC
©) ©) ©) O ] O O

I/VI/I/I/I/. speedliger.corm.tw

Unit/EEfI: mm



SPEED TIGER Ball Nose -

PREIEET)
ou= P347-348

Cutting Condition

Ball Nose Type - 2 flutes

B 27 RIS EE 7] 600 WE T =s,

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm
MODE Diameter Radius Lg:gljlth
SUBT0102 1 0.5 2 50 6 2
SUBT3102 1 0.5 2 50 8 2
SUBT4102 1 0.5 2 50 4 2
SUBT0152 1.5 0.75 3 50 6 2
SUBT3152 1.5 0.75 3 50 3 2
SUBT4152 1.5 0.75 3 50 4 2
SUBT0202 2 1 4 50 6 2
SUBT3202 2 1 4 50 3 2
SUBT4202 2 1 4 50 4 2
SUBT0252 2.5 1.25 5 50 6 2 HRC
SUBT3252 25 1.25 5 50 3 2 > 50
SUBT4252 2.5 1.25 5 50 4 2
SUBT0302 3 15 6 50 6 2
SUBT3302 3 1.5 6 50 3 2
SUBT4302 3 1.5 6 50 4 2
SUBT0352 B15) 1.75 7 50 6 2
SUBT4352 3.5 1.75 7 50 4 2
SUBT0402 4 2 8 50 6 2
SUBT4402 4 2 8 50 4 2
SUBT0452 4.5 2.25 9 50 6 2
SUBT0502 5 25 10 50 6 2
—Z SUBT0552 55 2.75 11 50 6 2
% SUBT0602 6 3 12 50 6 2
SUBT0702 7 3.5 14 60 8 2
SUBT0802 8 4 16 60 8 2 %
R\\_dJ SUBT0902 9 45 18 75 10 2
T SUBT1002 10 5 20 75 10 2
JL@ SUBT1102 11 5.5 22 75 12 2
SUBT1202 12 6 24 75 12 2
SUBT1402 14 7 28 100 16 2
SUBT1602 16 8 32 100 16 2
. SUBT1802 18 9 36 100 20 2
SUBT2002 20 10 40 100 20 2
U
o
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
cirl?gynsséeeell, pre.gér%?gﬂsteel ng%_ﬁ%agg%ned Stai;l:e%sﬂ;teel ngieé a;;:y AIumgignim% alloy
RRW Bel ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC = =
©) ©) ©) O (@) O O

Unit/EAI: mm

ww. speeariger. com. tw
- kR




INGiCE WA

SPEED TIGER

sz PA21

Cutting Condition

Ball Nose Type - 4 flutes

B AJ)EREISIEETD

Micro Grain Carbide

= %

WC=90 Co=10 HV30=1571 Rupture=3750N/mm?’ Grain Size=0.6um

MODE Diameter Radius Le!::g”th onank Flutes
x| oz | wa | irr | ex | ows | o
SUBT0104 1 0.5 2 50 6 4
SUBT4104 1 05 2 50 4 4
SUBT0154 1.5 0.75 3 50 6 4
SUBT4154 15 0.75 3 50 4 4
SUBT0204 2 1 4 50 6 4
SUBT4204 2 1 4 50 4 4
SUBTO0254 25 1.25 5 50 6 4
SUBT4254 25 1.25 5 50 4 4
HRC SUBTO0304 3 1.5 6 50 6 4
> 30 SUBT3304 3 1.5 6 50 3 4
SUBT4304 3 1.5 6 50 4 4
SUBTO0354 35 1.75 7 50 6 4
SUBT4354 35 1.75 7 50 4 4
SUBT0404 4 2 8 50 6 4
SUBT4404 4 2 8 50 4 4
SUBT0454 4.5 2.25 9 50 6 4
SUBT0504 5 25 10 50 6 4
SUBT0554 55 2.75 11 50 6 4
SUBT0604 6 3 12 50 6 4
-~z SUBT0704 7 35 14 60 8 4
% SUBT0804 8 4 16 60 8 4
SUBT0904 9 4.5 18 75 10 4
NN SUBT1004 10 5 20 75 10 4
T SUBT1104 1 55 22 75 12 4
} SUBT1204 12 6 24 75 12 4
SUBT1404 14 7 28 100 16 4
SUBT1604 16 8 32 100 16 4
SUBT1804 18 9 36 100 20 4
L SUBT2004 20 10 40 100 20 4

-

o
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
Pre-harden steel High-hardened
carbon steel, FETE g% B Stainless steel Copper alloy Aluminum alloy
s o FiliR fae #a2
Ll L ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC
@} @} @} O ©) O O

I/VI/I/I/I/. speedliger.corm.tw

Unit/EEfI: mm



SPEED TIGER Ball Nose -
EREY 8% 7]

ou= P347-348

Cutting Condition

Ball Nose Type - Long Shank - 2 flutes P
m 27) R EI$ ) o0 0 A s

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um

« ooe | e | e | 25| D

:
l SULBTS0102 1 0.5 2 75 6 2
SULBTMO0102 1 0.5 2 100 6 2
A‘ SULBTS0152 15 0.75 3 75 6 2
SULBTMO0152 1.5 0.75 8 100 6 2
SULBTS0202 2 1 4 75 6 2
SULBTM0202 2 1 4 100 6 2
SULBTS0252 2.5 1.25 5 75 6 2
SULBTM0252 2.5 1.25 5 100 6 2

SULBTS0302 3 15 6 75 6 2 HAc
SULBTM0302 & 1.5 6 100 6 2
SULBTMO0352 3.5 1.75 7 100 6 2
SULBTS0402 4 2 8 75 6 2
SULBTMO0402 4 2 8 100 6 2
SULBTS0502 5 2.5 10 75 6 2
SULBTMO0502 5 2.5 10 100 6 2
SULBTS0602 6 & 12 75 6 2
4 SULBTMO0602 6 3 12 100 6 2
SULBTL0602 6 & 12 150 6 2
— SULBTS0802 8 4 16 75 8 2
SULBTM0802 8 4 16 100 8 2
SULBTL0802 8 4 16 150 8 2
R SULBTM1002 10 5 20 100 10 2 %
77\‘3.‘ SULBTL1002 10 5 20 150 10 2
JL SULBTX1002 10 5 20 200 10 2
SULBTM1202 12 6 24 100 12 2
SULBTL1202 12 6 24 150 12 2
SULBTX1202 12 6 24 200 12 2
L SULBTL1602 16 8 32 150 16 2
SULBTX1602 16 8 32 200 16 2
Bl
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
cirﬁgynsst;ejlv Pre_;;?iegﬁsml Hig‘,%i%agaelned Stair;fl;;;sﬁ;teel ngieé a;llioy Alumﬁi;in; alloy
XRA agH ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC = =
@} @} @} O ] O O

Unit/EAI: mm

ww. speeatiger. corm.tw
- LR




Ball Nose
L Neck
o 8 D BY

SPEED TIGER

ou= P07

Cutting Condition

Ball Nose Type - Long Neck - 2 flutes s00 TiE —
2 RBRERE 3T s T B

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um

) Flute Efficient Full Shank
% MODE m Length Length Length

’
SULNBT05022 0.5 0.25 0.75 2 50 4 2
SULNBT05042 0.5 0.25 0.75 4 50 4 2
SULNBT05062 0.5 0.25 0.75 6 50 4 2
SULNBT06022 0.6 0.3 0.9 2 50 4 2
SULNBT06042 0.6 0.3 0.9 4 50 4 2
SULNBT06062 0.6 0.3 0.9 6 50 4 2
SULNBT08042 0.8 0.4 1.2 4 50 4 2
SULNBT08062 0.8 0.4 1.2 6 50 4 2
HRe SULNBT08082 0.8 0.4 1.2 8 50 4 2
SULNBT10062 1 0.5 1.5 6 50 4 2
SULNBT10082 1 0.5 1.5 8 50 4 2
SULNBT10102 1 0.5 1.5 10 50 4 2
SULNBT10122 1 0.5 1.5 12 50 4 2
SULNBT12062 1.2 0.6 1.8 6 50 4 2
SULNBT12082 1.2 0.6 1.8 8 50 4 2
SULNBT12102 1.2 0.6 1.8 10 50 4 2
SULNBT12122 1.2 0.6 1.8 12 50 4 2
SULNBT 14062 14 0.7 21 6 50 4 2
7 SULNBT14102 14 0.7 2.1 10 50 4 2
%@» SULNBT14162 14 0.7 2.1 16 50 4 2
SULNBT15062 1.5 0.75 2.3 6 50 4 2
% SULNBT 15082 1.5 0.75 23 8 50 4 2
R\‘E“‘ SULNBT15102 15 0.75 2.3 10 50 4 2
Ii ﬁ SULNBT15122 15 0.75 2.3 12 50 4 2
H SULNBT15142 1.5 0.75 2.3 14 50 4 2
— SULNBT15162 1.5 0.75 2.3 16 50 4 2
SULNBT15182 1.5 0.75 2.3 18 50 4 2
L SULNBT 15202 1.5 0.75 23 20 50 4 2
SULNBT16062 1.6 0.8 2.4 6 50 4 2
SULNBT16082 1.6 0.8 2.4 8 50 4 2
Bl
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
cirlfgynsst;ejlv Pre_;;?iegﬁsm‘ Hig‘,%_ﬁr;gaelned Stai;z;sﬁ;tem ngieé a;;y A|umi:gnim2 alloy
XRA 2% ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC ' = e
@} (@) @} O ] O O

Unit/EEfI: mm

I/VI/I/I/I/. speedliger.corm.tw
- L




Ball Nose
L Neck
o 8 D B

SPEED TIGER

ou= P07

Cutting Condition
Ball Nose Type - Long Neck - 2 flutes
TP 1] =
B 2J)iRiBREBKEIH ]
Micro Grain Carbide
; | woor oo | s | 0 SRR |0 | o | e |

1.6 0.8 2.4 10 50 4 2

SULNBT16102

RS
-

= %

WC=90 Co=10 HV30=1571 Rupture=3750N/mm?’ Grain Size=0.6um

SULNBT16122 1.6 0.8 24 12 50 4 2
SULNBT16142 1.6 0.8 24 14 50 4 2
SULNBT16162 1.6 0.8 24 16 50 4 2
SULNBT16182 1.6 0.8 24 18 50 4 2
SULNBT16202 1.6 0.8 24 20 50 4 2
SULNBT18082 1.8 0.9 27 8 50 4 2
SULNBT18142 1.8 0.9 27 14 50 4 2
SULNBT18202 1.8 0.9 2.7 20 50 4 2 EI;E
SULNBT20082 2 1 3 8 50 4 2
SULNBT20102 2 1 3 10 50 4 2
SULNBT20122 2 1 3 12 50 4 2
SULNBT20142 2 1 3 14 50 4 2
SULNBT20162 2 1 3 16 50 4 2
SULNBT20182 2 1 3 18 50 4 2
SULNBT20202 2 1 3 20 50 4 2
SULNBT25082 25 1.25 4 8 50 4 2
SULNBT25122 25 1.25 4 12 50 4 2
o SULNBT25162 25 1.25 4 16 50 4 2
% SULNBT25202 25 1.25 4 20 50 4 2
SULNBT30102 3 15 45 10 50 6 2
SULNBT30122 3 1.5 45 12 50 6 2 &
N SULNBT30162 3 15 45 16 60 6 2
i ﬁ SULNBT30202 3 15 4.5 20 60 6 2
v SULNBT30252 3 15 45 25 75 6 2
— SULNBT40122 4 2 6 12 50 6 2
SULNBT40162 4 2 6 16 60 6 2
. SULNBT40202 4 2 6 20 75 6 2
SULNBT40252 4 2 6 25 75 6 2
SULNBT40302 4 2 6 30 75 6 2

Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
Pre-harden steel High-hardened
carbon steel, TEIESH g‘,é.ﬁ[gﬂl Stainless steel Copper alloy Aluminum alloy
vy eX'T Was M gae
KR B2 ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC '
©) ©) ©) O ] O O

Unit/EAI: mm

ww. speearger. com. tw
- LR



SPEED TIGER

ouz PA22

Cutting Condition

Corner Radius Type - 3 flutes o o= e
m 37)EIS I8k 0 o M L B
el T
Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm
wooe | amwr | omer | e | | S
A
{ SURTA0200203 2 0.2 6 50 4 3
SURTA0200253 2 0.25 6 50 4 8
SURTA0200303 2 0.3 6 50 4 3
SURTA0200503 2 0.5 6 50 4 3
SURTA0300203 3 0.2 10 50 3 3
SURTA0300303 3 0.3 10 50 3 &
SURTA0300503 3 0.5 10 50 3 3
SURTA0301003 3 1 10 50 3 3
HAc SURTA4300203 3 0.2 10 50 4 3
SURTA4300253 3 0.25 10 50 4 3
SURTA4300303 3 0.3 10 50 4 3
SURTA4300503 3 0.5 10 50 4 3
SURTA4300753 3 0.75 10 50 4 3
SURTA4301003 3 1 10 50 4 3
SURTA0400203 4 0.2 13 60 4 3
SURTA0400253 4 0.25 13 60 4 3
SURTA0400303 4 0.3 13 60 4 3
SURTA0400503 4 0.5 13 60 4 3
7 SURTA0400753 4 0.75 13 60 4 3
«% SURTA0401003 4 1 13 60 4 3
SURTA0500203 5 0.2 15 60 5 3
R SURTA0500253 5 0.25 15 60 ® 3
. \‘_d" SURTA0500303 5 0.3 15 60 5 3
SURTA0500503 5 0.5 15 60 ) 3
@ ! SURTA0500753 5 0.75 15 60 5 3
SURTA0501003 5 1 15 60 5 3
SURTA0600203 6 0.2 16 70 6 3
L SURTA0600253 6 0.25 16 70 6 3
SURTA0600303 6 0.3 16 70 6 3
U
o7
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
c:/a\rﬁ);;ynsstteee?l, o ey Stai;eg;;ﬂstea c;lgieéa;;ioy Alumﬁi;in; alloy
KRE Bl ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC = =
(@) (@) (@) O (@) O O

Unit/EEfI: mm

I/VI/I/I/I/. speedliger.corm.tw
- R



SPEED TIGER

ouz PA22

Cutting Condition

Corner Radius Type - 3 flutes

‘HRE v/ T

m 37)EIRHT] ) 2

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm
wooe | cmetr | Somer | e |
A o
! SURTA0600503 6 0.5 16 70 6 3
SURTA0600753 6 0.75 16 70 6 3
SURTA0601003 6 1 16 70 6 3
SURTA0601253 6 1.25 16 70 6 3
SURTA0601503 6 1.5 16 70 6 3
SURTA0800253 8 0.25 23 70 8 8
SURTA0800303 8 0.3 23 70 8 3
SURTA0800503 8 0.5 23 70 8 8
SURTA0800753 8 075 23 70 8 3 HAc
SURTA0801003 8 1 23 70 8 3
SURTA0801253 8 1.25 23 70 8 3
SURTA0801503 8 1.5 23 70 8 &
SURTA0802003 8 2 23 70 8 3
SURTA1000253 10 0.25 25 80 10 3
SURTA1000303 10 0.3 25 80 10 3
SURTA1000503 10 0.5 25 80 10 3
SURTA1000753 10 0.75 25 80 10 3
SURTA1001003 10 1 25 80 10 3
7 SURTA1001253 10 1.25 25 80 10 3
«% SURTA1001503 10 1.5 25 80 10 3
SURTA1002003 10 2 25 80 10 3
R SURTA1002503 10 2.5 25 80 10 3
. \“_d" SURTA1200303 12 0.3 30 80 12 3
SURTA1200503 12 0.5 30 80 12 3
! SURTA1201003 12 1 30 80 12 3 @
— SURTA1201253 12 1.25 30 80 12 3
SURTA1201503 12 1.5 30 80 12 3
L SURTA1202003 12 2 30 80 12 3
SURTA1202503 12 2.5 30 80 12 3
SURTA1203003 12 3 30 80 12 3
] J
o]

Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
cirl?gynsstteeeell, o ™ Stai;lze%sﬂ;teel c;ﬁpie;;;:y A|um¥ignim$ alloy
RRW Bel ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC = =

©) ©) ©) O (@) O O

Unit/EAI: mm

ww. speeariger. com. tw
- LR
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SPEED TIGER

FULGURITE AND

1) B 2% 7

1 UMG-FHPS
1 UMG-FHP
1 UMG-CR-FHP

R&Fn

TERFHFAZE 0 ~-0.02mm

Tool diameter tolerance 0 ~-0.02mm
for all size

Long tool life

SR EE

FREEEY - BESTIEK « BEMEREME

Superior wear and chipping
resistance due to optimally matched
coating and carbide material

High efficient

SRE

PAVARY b}

Smooth radiul relief

High accuracy

BEMNIRR

T
ééﬁ%ﬁb
SRENIRESEAENT
SEENT—RER

EEAUIRIHELIE
CIRIBEEIES

FRBIZ IR
EITBEYRIER

=ElE
BRI

KIEERSBIEERE
MIMEEEXIRES

Unit/EAI: mm

A new geomatry is

adopted to ensure rigidity

Anti-Vibration Design

RER-REDR

Unequal Helix Angle

/!7 AEEI

Unequal Flute Spacing
|

/ww.speedtiger.com. tw




SPEED TIGER

2 P423-424

Cutting Condition

FHP Type - Short Flute - 4 flutes

400 'HRC'
M| == ALTIBN
B AJ)EYIHIIEET] v ok Sl
Ultra Micro Grain Carbide WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4 u m
N ey P
% i Purchase Code S L ‘
- }%Eﬁﬁ% : FHPS020.A 1

Dimension #34& Purchase Code #Ri#{{ES

e Flute Full Shank Flutes Standard Type Anti-Vibration Design
Length Length Diameter RETIR B

2 3 50 6 4 FHPS020 FHPS020.A
2.1 3.2 50 6 4 FHPS021 FHPS021.A
HRC 2.2 3.3 50 6 4 FHPS022 FHPS022.A
»> 60 2.3 35 50 6 4 FHPS023 FHPS023.A
2.4 3.6 50 6 4 FHPS024 FHPS024.A
2.5 3.8 50 6 4 FHPS025 FHPS025.A
2.6 3.9 50 6 4 FHPS026 FHPS026.A
2.7 4.1 50 6 4 FHPS027 FHPS027.A
2.8 4.2 50 6 4 FHPS028 FHPS028.A
29 4.4 50 6 4 FHPS029 FHPS029.A
3 4.5 50 6 4 FHPS030 FHPS030.A
3.1 4.7 50 6 4 FHPS031 FHPS031.A
3.2 4.8 50 6 4 FHPS032 FHPS032.A
3.3 5) 50 6 4 FHPSO033 FHPSO033.A
3.4 5.1 50 6 4 FHPS034 FHPS034.A
3.5 5.3 50 6 4 FHPSO035 FHPSO035.A
3.6 54 50 6 4 FHPS036 FHPS036.A
3.7 5.6 50 6 4 FHPSO037 FHPS037.A
3.8 5.7 50 6 4 FHPS038 FHPS038.A
3.9 5.9 50 6 4 FHPSO039 FHPS039.A
4 6 50 6 4 FHPS040 FHPS040.A
,ﬁ% 4.1 6.2 50 6 4 FHPS041 FHPS041.A
4.2 6.3 50 6 4 FHPS042 FHPS042.A
4.3 6.5 50 6 4 FHPS043 FHPS043.A
4.4 6.6 50 6 4 FHPS044 FHPS044.A
4.5 6.8 50 6 4 FHPS045 FHPS045.A
4.6 6.9 50 6 4 FHPS046 FHPS046.A
4.7 71 50 6 4 FHPS047 FHPS047.A
4.8 7.2 50 6 4 FHPS048 FHPS048.A
4.9 7.4 50 6 4 FHPS049 FHPS049.A
5 75 50 6 4 FHPS050 FHPS050.A
51 7.7 50 6 4 FHPS051 FHPS051.A
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
cirlfoo;sstteeeell, Pre';g?;gﬂsmel ng%_ﬁ%agr[zd%ned Stai;l:gésémsteel C;%)ieé ail{l;y Alumii;im% alloy
CeS R ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC R =
(@] (@] (@] (@] (@]
Unit/EfiI: mm

WWVI/. speedtiger.com.tw
- e




SPEED TIGER

] #l
ce: PA23-424
Cutting Condition
FHP Type - Short Flute - 4 flutes %50 TP T
= Wl 400 ALTIBN
Ultra Micro Grain Carbide WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4 1 m
RS Sa— @ 1 E
— |
Purchase Code L
% i REEAE : FHPS052.A |
UMG - FHPS
Dimension #8#& Purchase Code ##iE{XHS
Length Length Diameter 1REETIE mEIE
5.2 7.8 50 6 4 FHPS052 FHPS052.A
5.3 8 50 6 4 FHPS053 FHPS053.A
5.4 8.1 50 6 4 FHPS054 FHPS054.A HRC
515 8.3 50 6 4 FHPS055 FHPS055.A > 60
5.6 8.4 50 6 4 FHPS056 FHPS056.A
5.7 8.6 50 6 4 FHPS057 FHPS057.A
5.8 8.7 50 6 4 FHPS058 FHPS058.A
5.9 8.9 50 6 4 FHPS059 FHPS059.A
6 9 50 6 4 FHPS060 FHPS060.A
6.1 9.2 60 8 4 FHPS061 FHPS061.A
6.2 9.3 60 8 4 FHPS062 FHPS062.A
6.3 9.5 60 8 4 FHPS063 FHPS063.A
6.4 9.6 60 8 4 FHPS064 FHPS064.A
6.5 9.8 60 8 4 FHPS065 FHPS065.A
6.6 9.9 60 8 4 FHPS066 FHPS066.A
6.7 10.1 60 8 4 FHPS067 FHPS067.A
6.8 10.2 60 8 4 FHPS068 FHPS068.A
6.9 10.4 60 8 4 FHPS069 FHPS069.A
7 10.5 60 8 4 FHPSO070 FHPS070.A
71 10.7 60 8 4 FHPSO071 FHPSO071.A
7.2 10.8 60 8 4 FHPSO072 FHPS072.A
7.3 11 60 8 4 FHPSO073 FHPS073.A %
74 111 60 8 4 FHPS074 FHPS074.A
7.5 11.3 60 8 4 FHPSO075 FHPS075.A
7.6 114 60 8 4 FHPS076 FHPS076.A
7.7 11.6 60 8 4 FHPSO077 FHPSO077.A
7.8 11.7 60 8 4 FHPS078 FHPS078.A
7.9 11.9 60 8 4 FHPS079 FHPS079.A
8 12 60 8 4 FHPS080 FHPS080.A
8.1 12.2 75 10 4 FHPS081 FHPS081.A
8.2 12.3 75 10 4 FHPS082 FHPS082.A
8.3 12.5 75 10 4 FHPS083 FHPS083.A
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
ciﬁ:’g;sst;eeelh Pre-;%%egmsleel ng%-ﬁ%aédﬁ%ned Stainless steel Copper alloy Aluminum alloy
RRM Bel ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i ke BEE
(€] (€] (€] (@] (@]

Unit/EAI: mm

www.speedtiger.com. tw
B 0 000 s




SPEED TIGER

2 P423-424

Cutting Condition

FHP Type - Short Flute - 4 flutes

m ATEE IS T 00 WRE, homy

Ultra Micro Grain Carbide WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4 u m
NN = S|
d

Purchase Code L
> REEAE : FHPS020.A |

=

Dimension #34& Purchase Code #Ri#{{ES

e Flute Full Shank Flutes Standard Type Anti-Vibration Design
Length Length Diameter RETIR B

8.4 12.6 75 10 4 FHPSO084 FHPSO084.A
8.5 12.8 75 10 4 FHPS085 FHPS085.A
HRC 8.6 12.9 75 10 4 FHPS086 FHPS086.A
» 60 8.7 13.1 75 10 4 FHPS087 FHPSO087.A
8.8 13.2 75 10 4 FHPSO088 FHPSO088.A
8.9 13.4 75 10 4 FHPS089 FHPS089.A
9 13.5 75 10 4 FHPSO090 FHPS090.A
9.1 13.7 75 10 4 FHPS091 FHPS091.A
9.2 13.8 75 10 4 FHPS092 FHPS092.A
9.3 14 75 10 4 FHPS093 FHPS093.A
9.4 14.1 75 10 4 FHPS094 FHPS094.A
9.5 14.3 75 10 4 FHPS095 FHPS095.A
9.6 14.4 75 10 4 FHPS096 FHPS096.A
9.7 14.6 75 10 4 FHPS097 FHPS097.A
9.8 14.7 75 10 4 FHPS098 FHPS098.A
9.9 14.9 75 10 4 FHPS099 FHPS099.A
10 15 75 10 4 FHPS100 FHPS100.A
10.5 15.8 100 12 4 FHPS105 FHPS105.A
11 16.5 100 12 4 FHPS110 FHPS110.A
11.5 17.3 100 12 4 FHPS115 FHPS115.A
12 18 100 12 4 FHPS120 FHPS120.A
12.5 18.8 100 14 4 FHPS125 FHPS125.A
,ﬁ% 13 19.5 100 14 4 FHPS130 FHPS130.A
13.5 20.3 100 14 4 FHPS135 FHPS135.A
14 21 100 14 4 FHPS140 FHPS140.A
14.5 21.8 100 16 4 FHPS145 FHPS145.A
15 225 100 16 4 FHPS150 FHPS150.A
15.5 23.3 100 16 4 FHPS155 FHPS155.A
16 24 100 16 4 FHPS160 FHPS160.A
17 25.5 100 20 4 FHPS170 FHPS170.A
18 27 100 20 4 FHPS180 FHPS180.A
19 28.5 100 20 4 FHPS190 FHPS190.A
20 30 100 20 4 FHPS200 FHPS200.A
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
C%?()o;sst:eeeell’ Pre-rf]g?;gﬂsmel H'g%%%aéd;%ned Stainless steel Copper alloy Aluminum alloy
KR B2 ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i nEs Eas
©} O ©} O O

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
- e




SPEED TIGER

(i PA23-424
~ Cutting Condition
FHP Type - Short Flute - 4 flutes ey
o 7 HRE ai7e
m A7)FEIIEYIHII#ET] e
® Ultra Micro Grain Carbide @ \WC=87 Co=12 HRA=92.1 Rupture=3800N/mm?’ Grain Size=0.4 u m

N @ 1 5

-

E i ;;ua;?ézé Code . t1ipos0.A |

UMG - FHP
Dimension 1§ Purchase Code %
-Vibration Design
B
3 8 60 6 4 FHP030 FHPO030.A
4 11 60 6 4 FHP040 FHPO040.A
5 13 60 6 4 FHP050 FHPO050.A
6 13 60 6 4 FHP060 FHP060.A
8 19 60 8 4 FHP080 FHPO080.A
10 22 75 10 4 FHP100 FHP100.A W
12 26 100 12 4 FHP120 FHP120.A » 60
16 35 100 16 4 FHP160 FHP160.A
20 40 100 20 4 FHP200 FHP200.A
Application EFRAMHE : * Perfect RIEE © Excellent & O Good &

Cirl?gynssée:ll' Pre-;érggﬁsteel Hig%—%agﬂ%ned Stainless steel Copper alloy Aluminum alloy

KRM AL ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i HEs Eas
©) ©) ©) O O

Unit/EEAI: mm

www.speedtiger.com. tw
- e i




SPEED TIGER _

YIEtT]

2 P423-424

Cutting Condition

FHP Type - Medium / Long Flute - 4 flutes

m ATIRDEEISIHT 300, WRE, e

® Ultra Micro Grain Carbide @ \WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4 p m

N o P

-

E i ;;ua;?ézé Code 1 1pMo30.A |

UMG - FHPM
Dimension #8#& Purchase Code ##iE{XHS
Diameter Flute Full SHEN]S Flut Standard Type Anti-Vibration Design
amete Length Length Diameter utes RRETIR eI
3 12 60 6 4 FHPMO030 FHPMO030.A
4 16 60 6 4 FHPMO040 FHPMO040.A
5 18 60 6 4 FHPMO050 FHPMO050.A
6 20 60 6 4 FHPMO060 FHPMO060.A
8 25 75 8 4 FHPMO080 FHPMO080.A
Tﬂ 10 30 80 10 4 FHPM100 FHPM100.A
» 60 12 35 100 12 4 FHPM120 FHPM120.A
16 45 110 16 4 FHPM160 FHPM160.A
20 50 125 20 4 FHPM200 FHPM200.A
UMG - FHPL
Dimension 3R#& Purchase Code #REELHE
Diameter Flute Full SETIS Flutes Standard Type Anti-Vibration Design
Length Length Diameter 7]’*“ }TLFBWJ
3 15 60 6 4 FHPL030 FHPL030.A
4 20 60 6 4 FHPL040 FHPL040.A
5 22 60 6 4 FHPL050 FHPL050.A
6 25 75 6 4 FHPLO060 FHPL060.A
8 30 75 8 4 FHPLO80 FHPL080.A
10 35 80 10 4 FHPL100 FHPL100.A
— 12 40 100 12 4 FHPL120 FHPL120.A
% 16 55 110 16 4 FHPL160 FHPL160.A
_— 20 60 125 20 4 FHPL200 FHPL200.A
Application EFRAMHE : * Perfect RIEE © Excellent & O Good &
caArl?é)ynsst;e;I, Pre-?;rggﬁsteel Hig%{éagéned Stainless steel Copper alloy Aluminum alloy
KRE a8 ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i nEz® Bas
© © © O O
Unit/EfI: mm

WWI/I/. speedtiger.com.tw
B @490




SPEED TIGER

ou= P423-424

Cutting Condition

FHP Type - Corner Radius - 4 flutes

B A7)EYHIES 7318t 7]

Ultra Micro Grain Carbide

L

WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4 um

& ST

1
Purchase Code R L ‘
; IEEERTE : CRFHP0302.A |

Dimension 1§

Purchase Code #Ri#{{ES

Diameter Corner Flute Full Shank Flutes Standard Type Anti-Vibration Design
Radius Length Length Diameter RRETIR }E%ﬂ?.!

d Hf
3 0.2 8 60 6 4 CRFHP0302 CRFHP0302.A
3 0.5 8 60 6 4 CRFHPO0305 CRFHP0305.A
4 0.2 11 60 6 4 CRFHP0402 CRFHP0402.A
4 0.5 11 60 6 4 CRFHP0405 CRFHP0405.A E%ﬁ
4 1 11 60 6 4 CRFHP0410 CRFHP0410.A
5 0.2 13 60 6 4 CRFHP0502 CRFHP0502.A
5 0.5 13 60 6 4 CRFHP0505 CRFHP0505.A
5 1 13 60 6 4 CRFHP0510 CRFHPO0510.A
6 0.3 13 60 6 4 CRFHP0603 CRFHP0603.A
6 0.5 13 60 6 4 CRFHP0605 CRFHP0605.A
6 1 13 60 6 4 CRFHP0610 CRFHP0610.A
8 0.3 19 60 8 4 CRFHP0803 CRFHPO0803.A
8 0.5 19 60 8 4 CRFHP0805 CRFHP0805.A
8 1 19 60 8 4 CRFHP0810 CRFHP0810.A
8 1.5 19 60 8 4 CRFHP0815 CRFHP0815.A
8 2 19 60 8 4 CRFHP0820 CRFHP0820.A
10 0.3 22 75 10 4 CRFHP1003 CRFHP1003.A
10 0.5 22 75 10 4 CRFHP1005 CRFHP1005.A
10 1 22 75 10 4 CRFHP1010 CRFHP1010.A
10 1.5 22 75 10 4 CRFHP1015 CRFHP1015.A
10 2 22 75 10 4 CRFHP1020 CRFHP1020.A
10 3 22 75 10 4 CRFHP1030 CRFHP1030.A
12 0.5 26 100 12 4 CRFHP1205 CRFHP1205.A
12 1 26 100 12 4 CRFHP1210 CRFHP1210.A ﬁ%
12 1.5 26 100 12 4 CRFHP1215 CRFHP1215.A
12 2 26 100 12 4 CRFHP1220 CRFHP1220.A
12 3 26 100 12 4 CRFHP1230 CRFHP1230.A
16 1 35 100 16 4 CRFHP1610 CRFHP1610.A
16 1.5 35 100 16 4 CRFHP1615 CRFHP1615.A
16 2 35 100 16 4 CRFHP1620 CRFHP1620.A
16 3 35 100 16 4 CRFHP1630 CRFHP1630.A
20 1 40 100 20 4 CRFHP2010 CRFHP2010.A
20 1.5 40 100 20 4 CRFHP2015 CRFHP2015.A
20 2 40 100 20 4 CRFHP2020 CRFHP2020.A
20 3 40 100 20 4 CRFHP2030 CRFHP2030.A
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
cirlrg;sst;eeell, pre_;gggﬂsleel ng%_ﬁ%agﬁ%ned Stainless steel Copfr alloy AIuminim alloy
RRM Bel ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i ke BEE
(€] (€] (€] (@] (@]

Unit/EAI: mm

vww.speedtiger.com. tw
- e



a a - 8l # Innovation :
l/ / + EERENBETRNER  SBERXSHER  WES

FBENEREES -
I> ! Combine the advantage of roughing and
series finishing milling ,remove chip efficiently

and smooth surface quality.

AICTSIN(nACro) R KRB iR IR W 2B EZ AU HIR T - gia 2AVEBRERE » RE
MIRA ~ w /D EFREFE - B LETHIR S RIRE - BIRGZEMEI ©

Excellent AICrSiN(nACro)coating for dry machining

Reduction of coolant oil

Reduction of production cost

Reduction of Energy Consumption

Reduction of cleaning Effort

Economical Environmentally manufacturing

Patent of Japan No:Nr.3145277 Patent of Germany No:Nr.20 2007 008 896.5
FERSEAXHEF FIR 1 Nr.3145277 AERBEREHF FI : Nr.20 2007 008 896.5

wrulul SEUTICHLAND

Patent of China No:ZL 2007 2 0154039.4 Patent of Italy No:N. 0000268164 Patent of Taiwan No:M 328331
FEHEISFI 5% ¢ ZL 2007 2 0154039.4 EEATEF 5% : N. 0000268164 SEER 5 ¢ FASE M 328331

=
H _..'_..:-.u.li

| Innovation - Environmental ProtectiontiPatent
www.speedtiger.com. tw




SPEED TIGER

Details Em45Eh

+
1) BE A5 2% 7

UMG-EHIPC
UMG-EHPME

UMG-EHPIEC
UMG-CREEH|PC

Anti-Vibration Design

HER-mENE

y Unequal Helix Angle
FERIE

Unequal Flute Spacing

AERE

Unit/EE{I: mm

O

« The FHP" endmill features 4 flutes with a 45° helix,four
serrated flutes and four continuous flutes.

» The tool is fully effective and enables running at rough
machining parameters, resulting in finish surface quality.

* The unique tool design reduces vibration at high load
applications.

* The tool produces short and long chips simultaneously. This
chip mixture is evacuated more easily than each individual
chip type an excellent solution in slotting and cavity milling
applications.

» One tool change and setup time can be eliminated.

* A single tool replaces the roughing and finishing endmills,
dramatically reducing cycle time and increasing productivity.

« Extra tool position is gained on the machine.

« Eliminates the need to keep a large amount of stock.
* 4 flutes : 4 serrated plus 4 continuous flutes.

* Excellent performance and tool life.

» Suitable for all types of steel.

Excellent performance in machining titanium, Inconel,
stainless steel and high temperature alloys.

« FHP+II§%7] - 45° WRAEA - 4UR5EY] - 4B HETIHRE - 46B R NEY]
EME - ANIMTIHNSE  BIIHNREESE
‘REREHEN T EEE T IRENRE, B S HIERE

- MMIBREBRKBES - RERSHIIBLEE—BRNBEZREL -
EERNM I REREESRHN L @RRRSG R

- E—ETIR - SRAEE

E—EHIHER THSERIBEHMNT - Hethfg, TNTRHRESTEER
TEFSZ 7 —EREEMDEMTIM

- EHIRBESR  ERPEBEMASTEVEES

« RIBRMAICISINEKEB=Tt=HE

o ABEIRRET] - ABHETIHEIRET - 43IBIENED]

- RREH - JASGR

- NIt EE - BIEE S (inconel) - FEEMES RS EE - RIBFN

FHPC video {4182

www.speedtiger.com.tw
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SPEED TIGER

T
apz P425

Cutting Condition

FHP Plus Heavy duty - Square Type - 4 flutes

B N52hR47) EHIHILIEETD

400 WRE oo 2

© Ultra Micro Grain Carbide

SS—

&

UMG-FHPC (4 Flutes . Short)
Dimension #R#§

Purchase Code

EEEAE : FHPCO060.A

@® \WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4 p m

Purchase Code ﬁéﬂ.ﬁ 3

Diameter Shank Diameter FIutes Standard Type R¥J]B | Anti-Vibration DeS|gn nE]E
6 FHPCOGO FHPC060 A
8 19 60 8 4 FHPC080 FHPCO080.A
10 22 75 10 4 FHPC100 FHPC100.A
HRC 12 26 100 12 4 FHPC120 FHPC120.A
» 60 16 35 100 16 4 FHPC160 FHPC160.A
20 40 100 20 4 FHPC200 FHPC200.A
25 50 110 25 4 FHPC250 FHPC250.A

Dimension #R#§

Flute Length Full Length Shank Diameter

Purchase Code iXiE{E5

Standard Type 1R#7]2! | Anti-Vibration DeS|gn mEJIE

FIutes

RN R L 7 I

6 FHPMCO060 FHPMCOGO A
8 25 75 8 4 FHPMCO080 FHPMCO080.A
10 30 80 10 4 FHPMC100 FHPMC100.A
12 35 100 12 4 FHPMC120 FHPMC120.A
16 45 110 16 4 FHPMC160 FHPMC160.A
20 50 125 20 4 FHPMC200 FHPMC200.A
25 60 125 25 4 FHPMC250 FHPMC250.A

Dimension #R#§

Purchase Code H:Fﬁ

Flute Length Full Length Shank Diameter Standard Type 1R%7]2 | Anti-Vibration DeS|gn nE]E

N R I 7 | I

6 FHPLCO060 FHPLCOGO A
8 30 75 8 4 FHPLCO080 FHPLCO080.A
10 35 80 10 4 FHPLC100 FHPLC100.A
12 40 100 12 4 FHPLC120 FHPLC120.A
16 55 110 16 4 FHPLC160 FHPLC160.A
20 60 125 20 4 FHPLC200 FHPLC200.A
25 80 160 25 4 FHPLC250 FHPLC250.A
Application EFRAMHE : * Perfect RIEE O Excellent & O Good
- High-hardened
c?\rl?(fynsst:aee?ly e ggrfji;gﬁsmel Ig%,' a; a Stainless steel Copper alloy Aluminum alloy
RER#A B2l ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC b was® Eag
© © © O O O O
Unit/EfI: mm

WWI/I/. speedtiger.com.tw




SPEED TIGER

T
gp= PA2S

Cutting Condition

FHP Plus Heavy duty - Corner Radius Type - 4 flutes

B NiEhR47)ESHIEE ]

Ultra Micro Grain Carbide

&

Purchase Code
EEAN

: CRFHPC0603.A

UMG-CR-FHPC (4 Flutes . Short with Corner Radius )
Dimension 1§

Diameter

0.3 13
0.5 13
1 13

0.3 19
0.5 19
1 19

1.5 19
2 19

0.3 22
0.5 22
1 22

1.5 22
22

3 22

0.5 26
1 26

1.5 26
2 26

3 26

1 35

1.5 35
2 35

3 35

1 40

1.5 40
2 40

3 40

60
60
60
60
60
60
60
60
75
75
75
75
75
75
100
100
100
100
100
100
100
100
100
100
100
100
100

Type of machining Process

—
S

SR T EER

G IO G NG G G N G G G G G G G N GO NG NG G G O N O NG T NG NG TS

CRFHPC0603
CRFHPC0605
CRFHPC0610
CRFHPC0803
CRFHPC0805
CRFHPC0810
CRFHPC0815
CRFHPC0820
CRFHPC1003
CRFHPC1005
CRFHPC1010
CRFHPC1015
CRFHPC1020
CRFHPC1030
CRFHPC1205
CRFHPC1210
CRFHPC1215
CRFHPC1220
CRFHPC1230
CRFHPC1610
CRFHPC1615
CRFHPC1620
CRFHPC1630
CRFHPC2010
CRFHPC2015
CRFHPC2020
CRFHPC2030

Purchase Code #Ri&{{H5
Corner Flute Full Shank Flutes Standard Type
Radius Length Length Diameter RETIR

Anti-Vibration Design
mEJE

CRFHPCO0603.A
CRFHPC0605.A
CRFHPCO0610.A
CRFHPC0803.A
CRFHPC0805.A
CRFHPC0810.A
CRFHPCO0815.A
CRFHPC0820.A
CRFHPC1003.A
CRFHPC1005.A
CRFHPC1010.A
CRFHPC1015.A
CRFHPC1020.A
CRFHPC1030.A
CRFHPC1205.A
CRFHPC1210.A
CRFHPC1215.A
CRFHPC1220.A
CRFHPC1230.A
CRFHPC1610.A
CRFHPC1615.A
CRFHPC1620.A
CRFHPC1630.A
CRFHPC2010.A
CRFHPC2015.A
CRFHPC2020.A
CRFHPC2030.A

HRC
> 60

Application EFRAMHE : % Perfect &iEE © Excellent & O Good &

Pre-harden steel High-hardened
caArl?gn:t;e:ll' FEIESH BEER Stainless steel Copper alloy Aluminum alloy
S oo Fibsh Bas B #ae
il ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC
@} ©} @} O O O O

Unit/EAI: mm

www.speedtiger.com. tw







SPEED TIGER .
D) HEME 87D

REm

Long tool life

b5 A ERARTE

Cutting edges designed to
prevent chipping at corners

RERGTNELISEE

Optimized chip pocket
at end of cutting edge

JEHFRZE 0~-0.02mm

Tool diameter tolerance 0 ~-0.02mm
for all size

RABEBIE

Smooth chip flow due
to high potential

FRBIEEM - BESTUEKE
(BEMEREE

ENBEERKER

A new SS AICrN coating

Superior wear and chipping
resistance due to optimally matched
coating and carbide material

=XEE ~ RREINL
— DN TR RE#E %20 %~50% 8] 17

i‘]l] E EEEE m Save time to 20% ~ 50% possj)le
BN A - ¥ELDEIF SRS .

The tool can be applied for plug, IEIEE.$7JDI
slot and side milling. BEZ - SHBM

Smooth connection between flute and shank

prevents a condition of stress

2 IHE

i@k~ BT~ BII T —2R5ERY - ERERIE

Anti-Vibration Design

FARER-E 7]
y, Unequal Helix Angle =
/A s
B Unequal Flute Spacing
FEDE HPSS video
YRR

Unit/EAI: mm

www.speedtiger.com. tw




o Toer /s

1)1 e 1* £t /]

E(ERY3M I IRZAR

AEEFREBIRGE - &% BINI - AENISESI6EE

& N &R HI—

B N TEERI —

MIFEXIERERER1/3

Unit/EEfiI: mm

WWW. speedtiger.com.tw
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SPEED TIGER -

YL EkT]

iz PA26

plugging+Slotting+Side milling

m ESL/ES/ B = s P

Ultra Micro Grain Carbide WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4 1 m
B - A N\ &
Purchase Code —I’l L ‘
E % REEAE : HPSS0200.A |
Dimension #8#& Purchase Code REEHS HRC
2 4 50 6 3 HPSS0200 HPSS0200.A
2.5 5 50 6 3 HPSS0250 HPSS0250.A
3 6 50 6 3 HPSS0300 HPSS0300.A
S5 8 50 6 3 HPSS0350 HPSS0350.A
4 8 50 6 3 HPSS0400 HPSS0400.A
4.5 10 50 6 3 HPSS0450 HPSS0450.A
5 10 50 6 3 HPSS0500 HPSS0500.A
515 13 50 6 3 HPSS0550 HPSS0550.A
6 13 60 6 3 HPSS0600 HPSS0600.A
6.5 16 60 8 3 HPSS0650 HPSS0650.A
7 16 60 8 3 HPSS0700 HPSS0700.A
7.5 16 60 8 3 HPSS0750 HPSS0750.A
8 19 60 8 3 HPSS0800 HPSS0800.A
8.5 19 75 10 3 HPSS0850 HPSS0850.A
9 19 75 10 3 HPSS0900 HPSS0900.A @
9.5 19 75 10 3 HPSS0950 HPSS0950.A
10 22 75 10 3 HPSS1000 HPSS1000.A
11 22 75 12 3 HPSS1100 HPSS1100.A
12 26 100 12 3 HPSS1200 HPSS1200.A
13 26 100 14 & HPSS1300 HPSS1300.A
14 26 100 14 3 HPSS1400 HPSS1400.A
15 26 100 16 & HPSS1500 HPSS1500.A
16 30 100 16 3 HPSS1600 HPSS1600.A
20 32 100 20 & HPSS2000 HPSS2000.A
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
C%?g;;‘;ﬁl' Pre‘?%%?gms‘eel Hig%—%aédﬁeﬂned Stainless steel Copper alloy Aluminum alloy
RRM Bel ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i nasm EE2
o (€] O

Unit/EAI: mm

www.speedtiger.com. tw
- e



Yl
yara

lS'E ries

BEEEF F5% : Nr.20 2006 014 089.1

Patent of Germany No:Nr.20 2006 014 089.1
ZE S

Apply in the multinational patent.

EEHAEF 5 : Nr.3145278
Patent of Japan No:Nr.3145278
ZEETPE

Apply in the multinational patent.

¥ EOEEF 5 ZL 2006 2 0124295.4

Patent of China No:ZL 2006 2 0124295.4
ZEEFFFE
Apply in the multinational patent.

EEESR F5  MB%E M 303075 5%
Patent of Taiwan No:M 303075
SEERBE

Apply in the multinational patent.




SPEED TIGER

Features =452,

I EETE 8k 7]
o\

Unit/EE{I: mm

Two flutes with four teeth, Four flutes with eight teeth, High performance,
High efficient, double tooling life, saving time and cost.
Adding second cutting teeth near the major cutting teeth will improve the
cutting performance greatly. The meaning of this new development is like
the second razor blade innovating the shaving experience. KK is developed
according to the innovation of razor. The characteristic of KK endmill is 2
flutes with 4, 3 flutes with 6 teeth, 4 flutes with 8 teeth, 5 flutes with 10 teeth.
Geometric appearance of endmill creates longer tooling life, low vibration,
high feed rate, and smooth surface. The reason of longer tooling life is when
the major tooth wear, the second tooth is still shape. Longer tooling life also
benefit to reduce the horizontal vibration. Close distance between two teeth
make the cutting edge produce irregular touch with working material and
reduce harmful resonance. It contributes to control vibration that changes of
helix angle between every group tooth
Reduction of cutting load of per teeth, 2 teeth enable increase feed rate (for
each group tooth , the cutting load of second tooth is less than first tooth so
the cutting area of econd is smaller than first one’ s)
Low vibration and cutting flute sharpness with more lasting edge make a
contribution to improvement of surface accuracy.
Stocked item: Dia 6mm~25mm
Coating: KKH nACo

KKM Si

KKF ~ KKR nACro

By - WAEN\T] - BIIRKERE RIS - Fan S - ERENMREEEE
A7 E LBk R RARE Y HI VI RERE SR AVt 5 N ESE A LIHIY] - i E B A
E LIRS TR A - EE BT RNERERIBINE_RIRERT
FIARVASERAR - IR EE BPEEL RV IR I EFAR -

B1E "KKZ" indt )R EE 18] =AY M\ AE+T] &
BRORARRKDRETERNIASH EENRE ESHNELRE B
MREXRE -JIESHNER  SREREIIERR - £ VIRARSHEHN
#A - JASTHNERRZE TSN IIHBEPIRENKERFEFE - MERELE
BUOREERE - ESEENTHREEERREE EMBAMBEIEERE
RENRYFEN - BATIEIT) ZBECRYIRIE A th BB IEHIIRE -

E&RS—tHETBERY - JIINMEREEELAEMEAMIER -
(BE—RWIRYIMES  FTINYBERBLE—EED - B4 FJIEE
BYTNE R~ g HEu) - BIRE R IEITIEFAEMNESREMIIEEN
ReBETER - SERKIENTRHEER6MmMEI25mmAYRIE -

EREERIFKEE L —EBEE- H
First Diameter (Roughing) Scenod Diameter (Finishing)
SE—IME (FEAE) SETIME(RER)
Diameter Tolerance (Unit : mm ) Tolerance (Unit : mm )
7 & AE (B mm) AE (Bf:mm)
6mm -0.08~-0.10 +0.00~-0.02
8mm -0.10~-0.12 +0.00~-0.02
10mm -0.12~-0.15 +0.00~-0.02
12mm -0.15~-0.18 +0.00~-0.02
16mm -0.20~-0.24 +0.00~-0.02
20mm -0.24~-0.30 +0.00~-0.02

www.speedtiger.com.tw



SPEED TIGER & Finishing B

iRt ]

sz P27

Cutting Condition

KKH Multi Flutes High Efficiency
B ZSIEILHT]

@ Ultra Micro Grain Carbide

KKH (2 Flutes - 270 )
Length Length Diameter
6
KKH1002P-nACo 10 22 75 10

KKH0802P-nACo 8 19 60 8
KKH1602P-nACo 16 35 110 16
KKH2002P-nACo 20 40 110 20
KKH2502P-nACo 25 45 110 25

KKH0602P-nACo 16 50 6 2
2
2
KKH1202P-nACo 12 26 75 12 2
2
2
2

KKH (3 Flutes-37] )

Diameter At Al Sl Flutes
Length Length Diameter

0 E
KKH0603P-nACo 6 16 50 6 3
KKH0803P-nACo 8 19 60 8 3
—% KKH1003P-nACo 10 25 75 10 3
KKH1203P-nACo 12 30 75 12 3
~Z KKH1603P-nACo 16 40 110 16 3
% KKH2003P-nACo 20 45 110 20 3
KKH2503P-nACo 25 50 110 25 3

‘ d

KKH (4 Flutes -47] )
1
— Diameter Al Al Sl Flutes
E— Length Length Diameter

278
TN L KKH1004P-nACo 10 25 75 10 4
ﬁ% KKH1204P-nACo 12 30 75 12 4
KKH1604P-nACo 16 40 110 16 4
KKH2004P-nACo 20 45 110 20 4
KKH2504P-nACo 25 50 110 25 4
R S N
o
Application EFRAMHE : * Perfect RIEE © Excellent & O Good &
caArI?;)ynsst:aee?L Pre-?gfji;gisml Hig%—%ag;ned Stainless steel Copper alloy Aluminum alloy
KRE AEW ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i HEs W gas
(@) (@) (@) ©) ©) @)
Unit/EfiI: mm

WWI/I/. speedtiger.com.tw
B @490




Roughing

SPEED TIGER & Finishing

tHiEEE ]

Il
s P428

Cutting Condition

KKM Multi Flutes High Efficiency
B ZIIEMILERT]

© Ultra Micro Grain Carbide

7

@® WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4 p m

‘iRe’
(%55

400
(Nano

KKM ( 2 Flutes - 27]

Shank

)
Diameter

Flute Full Flutes
Length Length

Diameter
L2& | D W
KKM0602 6 16 50 6 2
KKM0802 8 19 60 8 2
KKM1002 10 22 75 10 2
KKM1202 12 26 75 12 2
KKM1602 16 35 110 16 2
KKM2002 20 40 110 20 2
KKM2502 25 45 110 25 2

KKM ( 3 Flutes - 37]

Shank
Diameter

)
Diameter

Flute Full Flutes
Length Length

» 55

.
/

KKM (4 Flutes - 47] )
. Flute Full Shank
o5
L KKM1004 10 25 75 10 4
KKM1204 12 30 75 12 4
KKM1604 16 40 110 16 4
KKM2004 20 45 110 20 4
KKM2504 25 50 110 25 4
R S N
o
Application EFRAMHE : * Perfect RIEE © Excellent & O Good &
caAl]?;Jynsst;eeell, Pre_;g%gﬂsmel Hig%—ha;d g Stainless steel Copper alloy Aluminum alloy
RRW B2l ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC Fam nEs8 BES
(@) (@) (©) (©)

Unit/EAI: mm

o s

KKMO0603 6 16 50 6 3

KKM0803 8 19 60 8 3

KKM1003 10 25 75 10 3 N
KKM1203 12 30 75 12 3 %
KKM1603 16 40 110 16 3

KKM2003 20 45 110 20 3

KKM2503 25 50 110 25 3

www.speedtiger.com.tw
B @490 s



SPEED TIGER & Finishing B

= PA29

KKF Multi Flutes High Efficiency 756 TP 37 T
m BIEBIHT g i A

@  Ultra Micro Grain Carbide @® WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4 um

Diameter Al A Sl Flutes
Length Length Diameter

6

KKF0602 16 50 6 2

KKF0802 8 19 60 8 2

KKF1002 10 25 75 10 2

B KKF1202 12 30 75 12 2
" HREe KKF1602 16 35 110 16 2
> 45 KKF2002 20 45 110 20 2

Diameter A AL SIS Flutes
Length Length Diameter

& | L2& | ows
6 3

‘ d ‘ KKF0603 16 50 6
@ 1 KKF0803 8 19 60 8 3
. KKF1003 10 25 75 10 3
KKF1203 12 30 75 12 3
KKF1603 16 35 110 16 3
KKF2003 20 45 110 20 3
L
o
Application EFRAMHE : * Perfect RIEE © Excellent & O Good &
¥ High-hardened
carbon steel, e ?%?gegﬁsmel |Q%Eaé§ne Stainless steel Copper alloy Aluminum alloy
oy Steel ey Was @ gae
KM ALl ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC '
(@) (@) (@) O
Unit/EfiI: mm

WWI/I/. speedtiger.com.tw
B @490




Roughing

SPEED TIGER & Finishing

tHiEEk ]

Il
= P430

Cutting Condition

KKR Multi Flutes High Efficiency
B ZIIEMILERT]

© Ultra Micro Grain Carbide

@® WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4 p m

Shank

’ Flute Full
Length Length

Diameter
_e5 | oms

KKR0602 6 16 50 6 2

KKR0802 8 19 60 8 2

KKR1002 10 25 75 10 2

KKR1202 12 30 75 12 2

KKR1602 16 35 110 16 2 " HRE
KKR2002 20 45 110 20 2 > 45
KKR2502 25 50 110 25 2

Shank
Diameter

, Flute Full
Length Length

1 T8 L 28 D 1S

L d | KKR0603 6 16 50 6 3
| KKR0803 8 19 60 8 3 @
I KKR1003 10 25 75 10 3
KKR1203 12 30 75 12 3
KKR1603 16 35 110 16 3
KKR2003 20 45 110 20 3
t KKR2503 25 50 110 25 3
51
Application EFRAMHE : * Perfect RIEE © Excellent & O Good &

Pre-harden steel High-hardened
caArl?;’nssée:ll' JETEH BEE Stainless steel Copper alloy Aluminum alloy
S oo e ] HaW #ae
il ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC
O @} O O
Unit/E{I: mm

www.speedtiger.com.tw



SPEED TIGER

1 EE M 8t /]

- j_j & Super High Speed Cutting

KCR video
tDEIE

SEERN T8RS
HEREEE - B2RIT
HeEWEZER - BeEEEE
R lon Bond £li5{FFIZE

S ¢ Super Coating SH

KB SZEERASKERIEY - XIBNERENR - LE#SE
SEHYMIEERENE -

FELEMEREERE - LHEENAKIIN TMRE2[ELL - I
BHESEHENAK -~ ki B8R JASmASmENT -

BRI ARNE - ABRIENIEIRE - FIEINIHITT - 8
SREINTAT -

mNano-composite coating which is improved the adhesion
property without making the abrassive property lower by new
coating mterial of nano-crystal.

mExcellent cutting is reached in machining plastic moulds,
especially in NAK steels with over two times in machining
efficiency. Long tool life and precision machining in carbon
steels, alloy steels, NAK55 etc.

mDry cutting applicable, because of less cutting heat by improving
friction property very much and high speed cutting applicable.

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
L




SPEED TIGER

e Bt 7]

— W Super High Hardness & Super High Speed Cutting

S

Super Hardness Steel Coating "SH" - SX SH Power Radius

EmFEh

&0 Long Tool Life « TEHERAKIER The tool life has drastically been improved
EFEE High Acuracy « RYEMEIRAD » BN LTEES Less dimensional change, It's suitable for finishing

BSBEZR High Efficient « 3@JEELIEIFEINTSI{T A powerful roughing is available
EFEE High Acuracy « SFEEBIEZINL Highly accurate finish cutting is possible

SH RIEMBNNRTEFEEENMENT - (EFERFIHRCAS B SHERE HiHRC65°

BRIBAEEARHY SHRIIRIRDER GBS RIBEANT(BE—REST] 38U LWE)
RIEE=0.01TmmUAT » RYEFE/) » SEBERINLIIIT

The tool exhibits it's power to various materials from pre-harden steel(45 HRC class to high hardness 65 HRC class)
Especially for tp make possible the high performance roughing process on molds milling

(3 times or more efficient than of a general radius endmill)

R tolerance: £0.01mm. Highly accurate finish cutting is possible

RERZIHZ EaE

Unique Corner Radius Geometry More stable cutting edge
{355 LI HI = SH Series
Low Revolution, High Feed Cutting !%yﬁ%q High Feed %—ﬁ"a

5000 E=m
Power Cutting Edge Longer tool life
=R T HE2S

High speed machining

=l R e g4 EDFERSE IRVIUER

BCT\HEE

Dry machining

Hard machining \ Keys to productivity and competitivity

ﬂéﬁoﬂﬂlhin BOABTEREEE
EPIJI]g:I: 9 Maximum use of machines (3 x 8)

. Reduced personnel without surveillance
Semi-finishing

fEREERN - RELERERE
Cycles as short as possible
Quality of machined surface

BT
Finishing

Unit/EAI: mm

www.speedtiger.com. tw



SPEED TIGER Ball Nose _

BBt )
gun PA31

Cutting Condition

SH KTG Super High Hardness &
Super High Speed Cutting Ball Nose Type 200 TRE —

R BEEE / BSENTHT =

-—
@®  Ultra Micro Grain Carbide @® WC=91Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2 um

Domeren Flute Efficient Neck Full Shank
Length Length Dia Length Diameter
=

KTG0102SH 1 0.5 1 2.5 0.96 50 6

KTG0152SH 1.5 0.75 1.5 4 1.46 50 6

KTG0202SH 2 1 2 6 1.96 50 6

KTG0252SH 2.5 1.25 25 7 2.46 50 6

KTGO0302SH 3 1.5 3 8 2.96 50 6

KTG4402SH 4 4 8 3.96 50 4

KTG0402SH 4 2 4 8 3.96 50 6

KTGO0502SH 5 2.5 5 12 4.96 50 6

KTG0602SH 6 3 6 13 5.96 50 6

KTGO0802SH 8 4 8 16 7.9 60 8

S KTG1002SH 10 5 10 20 9.9 75 10
E%E KTG1202SH 12 6 12 24 11.9 75 12

@
L
o
Application EFRAMHE : * Perfect RIEE © Excellent & O Good &
C%?gynsst:ae(ﬁ' el Hig%a%aé’geq”ed Stainless steel Copper alloy Aluminum alloy
Ces B ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i M Eas
@) @) ©) (©) (©) *
Unit/EfI: mm

WWI/I/. speedtiger.com.tw
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SPEED TIGER

= P432

Cutting Condition

SH Super High Speed / High Hardness

R BSEE / BSENIES 200 WS . sH,

Ultra Micro Grain Carbide WC=91 Co=9 HRA=93.2 Rupture=4000N/mm? Grain Size=0.2 4 m

d BE LanE | =g D g
KCR0203 2 0.3 0.8 5 1.8 60 6 4
KCR0205 2 0.5 0.8 5 1.8 60 6 4
KCRO0307 3 0.75 1.2 75 2.7 60 6 4
KCR0310 3 1 1.2 75 2.7 60 6 4
KCR0405 4 0.5 1.6 10 36 75 6 4
KCR0410 4 1 1.6 10 36 75 6 4
KCR0510 5 1 12 45 75 6 4
KCR0512 5 1.2 2 12 45 75 6 4
KCR0610 6 1 25 13 5.4 100 6 4
KCR0615 6 15 25 13 5.4 100 6 4
KCR0810 8 1 35 16 7.2 100 8 4
KCR0820 8 2 35 16 7.2 100 8 4
KCR0920 9 2 4 18 8.2 100 10 4 E%g
KCR1010 10 1 4 20 9 100 10 4
| KCR1020 10 2 4 20 9 100 10 4
KCR1210 12 1 5 24 1 100 12 4
KCR1220 12 2 5 24 1 100 12 4
%Z KCR1230 12 3 5 24 1 100 12 4
NN
I AR

B | w—
e
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
Pre-harden steel High-hardened
carbon steel, FEIESH g%ﬁi}gﬂﬂ Stainless steel Copper alloy Aluminum alloy
_ Aloy steel R a2 i #ad
KR B2 ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC '
O O @} ©} ©} *

Unit/EAI: mm

www.speedtiger.com. tw
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SPEED TIGER

BIG.,FOOT

@IEIEEILTE: ENDMITIE

R&m

VAPART =B, i=|

Smooth radiul relief

TIEEFFHRZE 0~-0.02mm

Tool diameter tolerance 0 ~-0.02mm
for all size

KEIEEY - BRESTET - BEWERM

Superior wear and chipping
resistance due to optimally matched
coating and carbide material

=XEE ~ SREIL

D[IIH%F'WE/BZZO%~50%75

= 267
SEERIL
B - DHIEEEEA
M THRER20%~50%E1¢3

Long tool life

=REE

High efficient

SRE

High accuracy

EX ARl ob:ZEIN

A new SH A(Tin coating

=
R0

BEFR ARSI TS
TR A IR
KRESS

www.speedtiger.com.tw



SPEED TIGER .

NIITEHR CUTTING DATA

mra 1]
MIETRRENRENT

o

MNTE2
EfTEEEE (N TR B85
[

E

INIE-3:
EWE - ERAEAERBEREST

INfERTIERAK

AEEENTHENEARST] -

HZIREBZBLERE 1,

ERINAE - 9
\ & 0.48mm
\

\R]Q

WWVI/. speedtiger.com.tw
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SPEED TIGER Ball Nose -
EBY 8 7]

4= P433

Cutting Condition

BIG FOOT Super Remover 555 TiE ———
B BIG FOOT SiBIRERRT) o v T Sy i

Ultra Micro Grain Carbide WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4 u m

R

BIG FOOT

BFR06050 6 5 0.66 3 7 60 6
BFR06051 6 5 0.66 3 7 100 6
BFR06060 6 6 0.66 3 1.5 7 60 6
BFR06061 6 6 0.66 3 1.5 7 100 6
BFR08080 8 8 0.88 4 2 9 60 8
BFR08081 8 8 0.88 4 2 9 100 8
BFR10100 10 10 0.9 5 3 11 75 10
BFR10101 10 10 0.9 5 3 11 100 10
BFR12120 12 12 1.6 6 3 13 75 12
BFR12121 12 12 1.6 6 3 13 100 12
BFR12150 | 12 15 0.91 6 3 15 75 12 EEE
BFR12151 12 15 0.91 6 3 15 100 12
BFR16160 16 16 1.77 8 4 18 150 16
BFR16200 16 20 1.5 8 3 22 150 16
Eez
R
\‘.i.
- A -
L
o1
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
caArl?gynsst:eeeelly Pre_;é%gﬁmel Hig%—ﬁ%agﬂeﬂned Stainless steel Copper alloy Aluminum alloy
KM AL ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC Fm HEs M Eas
O O @} ©} ©} *

Unit/EAI: mm

www.speedtiger.com. tw
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SPEED TIGER
DIREME#ET]

Unceasing transcend self
Appear perfect limit

e/ fEE - E  ZE=2RMARISUSRIVB R THRENTENT - ILERNSRIASEHE—RINIHIS
ERSm - ARSSABRRERTSELEE « SEERIUSHEFIE - SUSRIIEE IS EIN S0 T 2550
/8 T 5 ERIEISAETIME - IEEIRENRSMATIR - EREFFTASEIURIASMERMEEMERIR
A & SABHINTREEARE - URAHDEMEINIRERSESNAEPFENE -

Tip &

4

Power cutting edge, and the SSAcoating
can improve the hardness to HV4,000 for
the surface of cutter.

SUSHRII#E D7) O E MR b RIER SIS »
BIlESSAzEIES ) BEREEEIZEHV4,000

SUS series end mill use SSA (AICr203) coating, /

can reach the anti-oxidation to 1,100 degree.
SUSHRII#E IS FRASSA(AICr03) 3 fE »
HE AT OImELREEIL,100°C

SSA coating passed through the NANO level,

can increase the hardness and wear-resisting,

also effective segregate the stick between the

work piece and cutting tool.

SSAZE @B =KL T IRSEE RMENE » SSAAIC0:)E
BB R T RR BRI E

WWVI/. speedtiger.com.tw
- TTLKRK[K[K



SPEED TIGER

SUS Stainless Steel Expert

n FHHWAIIHT] SEES

@ Ultra Micro Grain Carbide @® WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6 u m

(s P336-337

~ Cutting Condition

SUS0104 1 3 50 4 4

SUS0154 15 4 50 4 4

SUS0204 2 6 50 4 4

SUS0254 2.5 8 50 4 4

SUS0304 3 9 50 4 4

SUS6304 3 9 50 6 4

SUS0404 4 11 50 4 4 —
SUS6404 4 11 50 6 4 E"sg
SUS0504 5 13 50 6 4

SUS0604 6 16 50 6 4

SUS0804 8 20 60 8 4

SUS1004 10 30 75 10 4

SUS1204 12 32 75 12 4

T
gz P359

Cutting Condition

o
SUSL0104 1 4 50 4 4
. SUSL0154 1.5 6 50 4 4
SUSL0204 2 8 50 4 4
SUSL0254 2.5 10 50 4 4
/ SUSL6304 3 12 50 6 4 P
- SUSL6404 4 16 50 6 4 %
SUSL0504 5 20 60 6 4 J—
SUSL0604 6 24 60 6 4
SUSL0804 8 35 75 8 4
SUSL1004 10 45 100 10 4
I SUSL1204 12 45 100 12 4
o
Application EFRAMHE : * Perfect RIEE © Excellent & O Good &
caArl?;Jynsst;eeell, Pre_g%gﬂsmel ng%-ﬁ%?ﬂ%ned Stainless steel Copper alloy Aluminum alloy
RRW Bel ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC Fm ke Bas
(@) (@) @)
Unit/E{I: mm

www.speedtiger.com. tw
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SPEED TIGER

ou= P434

Cutting Condition

Multi - Function type - 2 flutes —
600 HRC'
m 27)BIHEESI T e VA

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6 u m

PLERIT :  HENT FEMIT ViEmT RIEMNT
Centering : Counter-sinking :  Chamfering Grooving Side milling

60° X X
90°
120°
N N N A Y
— o
» 50 CDMO060030 ALTIBN 3 6 50 4 60° 2
CDMO090030 ALTIBN & 6 50 4 90° 2
CDM120030 ALTIBN 3 6 50 4 120° 2
CDMO060040 ALTIBN 4 8 50 6 60° 2
CDMO090040 ALTIBN 4 8 50 6 90° 2
CDM120040 ALTIBN 4 8 50 6 120° 2
CDMO060050 ALTIBN 5 10 50 6 60° 2
CDMO090050 ALTIBN ® 10 50 6 90° 2
CDM120050 ALTIBN 5 10 50 6 120° 2
CDMO060060 ALTIBN 6 12 60 8 60° 2
% CDMO090060 ALTIBN 6 12 60 8 90° 2
CDM120060 ALTIBN 6 12 60 8 120° 2
CDMO060080 ALTIBN 8 16 75 10 60° 2
CDMO090080 ALTIBN 8 16 75 10 90° 2
CDM120080 ALTIBN 8 16 75 10 120° 2
CDMO060100 ALTIBN 10 20 75 12 60° 2
CDMO090100 ALTIBN 10 20 75 12 90° 2
T CDM120100 ALTIBN 10 20 75 12 120° 2
CDM060120 ALTIBN 12 25 75 12 60° 2
1 CDMO090120 ALTIBN 12 25 75 12 90° 2
CDM120120 ALTIBN 12 25 75 12 120° 2
T CDMO060140 ALTIBN 14 28 80 14 60° 2
CDMO090140 ALTIBN 14 28 80 14 90° 2
- CDM120140 ALTIBN 14 28 80 14 120° 2
CDMO060160 ALTIBN 16 32 100 16 60° 2
CDMO090160 ALTIBN 16 32 100 16 90° 2
CDM120160 ALTIBN 16 32 100 16 120° 2
CDMO060200 ALTIBN 20 35 100 20 60° 2
R CDM090200 ALTIBN 20 35 100 20 90° 2
‘ D CDM120200 ALTIBN 20 35 100 20 120° 2
Application EFR#MHE : © Recommend &% O Suitable#® & X Not Recommend A&
C%:’:;;Le:‘ Pre'?gggmml ng',;"-%?ﬂ%ned Stainless steel Copper alloy Aluminum alloy
KR@ 2EH ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC TR nEs8 Bas
O ©] ©] O O

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
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FRACTIONAL i

HIGH PERFORMANCE FOR EXOTIC MATERIALS

GENERAL APPLICATION , . .
ﬁ 600Nano

/ Inch | | / Inchj




SPEED TIGER

Cutting Condition

P435-440
Square Type - 2 flutes 600 TIE —
- 600 o/
H 2J)3i8%7) NS %55 | -
Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6 u m
. Shank
DTS Diameter
ISE1/16"2T 1/16 3/16 1-1/2 1/8 2
ISE5/64"2T 5/64 3/16 1-1/2 1/8 2
I. ISE3/32"2T 3/32 9/32 1-1/2 1/8 2
ISE7/64"2T 7164 3/8 1-1/2 1/8 2
l ISE1/8"2T 1/8 3/8 1-1/2 1/8 2
ISE3/16"2T 3/16 5/8 2 3/16 2
ISE1/4"2T 1/4 3/4 2-1/2 1/4 2
ISE5/16"2T 5/16 13/16 2-1/2 5/16 2
ISE3/8"2T 3/8 1 2-1/2 3/8 2
HRC ISE1/2"2T 1/2 1 3 1/2 2
» 55 ISE5/8"2T 5/8 1-1/4 3-1/2 5/8 2
Unit:iinch
~Z
<]
ya
L
E B
o
Application ERAMHE : % Perfect &iEE © Excellent & O Good &
carbon steel, Pre-?;rfj@egﬁsteel Hig%—ﬁ%e;gﬁelned Stainless steel Copper alloy Aluminum alloy
_ Aloy steel Rk HES #as
KRE a8 ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC '
©} @} @) (@) (@]

WWVI/. speedtiger.com.tw




SPEED TIGER

Cutting Condition

P435-440

Square Type - 4 flutes

W 47)318%7)

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6 u m

Diameter $hank Flutes
Diameter
D
ISE1/16"4T 1/16 3/16 1-1/2 1/8 4
ISE5/64"4T 5/64 3/16 1-1/2 1/8 4
ISE3/32"4T 3/32 9/32 1-1/2 1/8 4
ISE7/64"4T 7/64 3/8 1-1/2 1/8 4
ISE1/8"4T 1/8 3/8 1-1/2 1/8 4
ISE3/16"4T 3/16 5/8 2 3/16 4
ISE1/4"4T 1/4 3/4 2-1/2 1/4 4
ISE5/16"4T 5/16 13/16 2-1/2 5/16 4
ISE3/8"4T 3/8 1 2-1/2 3/8 4
ISE1/2"4T 1/2 1 3 1/2 4 ¢
ISE5/8"4T 5/8 1-1/4 3-1/2 5/8 4 I;m55
Unit:iinch
L &
S N
o 1
Application ERAMHE : % Perfect &iEE © Excellent & O Good &
caArl?gyn:t;e:ll' Pre_g%gﬂswe' HigEh-ha;dened Stainless steel Copper alloy Aluminum alloy
KM AL ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC Fm HEs M Eas
(©) (©) (©) (@) O

www.speedtiger.com. tw



SPEED TIGER i

IREI 8t J]

Cutting Condition

P435-440

Ball Nose Type - 2 flutes — —_—
600 ‘HRC'
B 27)BREISIRET) o v T

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6 u m

JRACTIONALZg)

Diameter Sl Flutes

Diameter

1ISB1/16"2T 1/16 3/16 1-1/2 1/8 2

ISB5/64"2T 5/64 3/16 1-1/2 1/8 2

ISB3/32"2T 3/32 9/32 1-1/2 1/8 2

ISB7/64"2T 7/64 3/8 1-1/2 1/8 2

1ISB1/8"2T 1/8 3/8 1-1/2 1/8 2

ISB3/16"2T 3/16 5/8 2 3/16 2

1ISB1/4"2T 1/4 3/4 2-1/2 1/4 2

ISB5/16"2T 5/16 13/16 2-1/2 5/16 2

1ISB3/8"2T 3/8 1 2-1/2 3/8 2

ISB1/2"2T 1/2 1 3 1/2 2

E%E 1ISB5/8"2T 5/8 1-1/4 3-1/2 5/8 2

Unit:inch
&
L
p—
e
Application ERAMHE : % Perfect &iEE © Excellent & O Good &
C%?{:’ynsst;e;l' Pre-?;rfi@egﬁsteel ng%-ﬁ%egﬁelned Stainless steel Copper alloy Aluminum alloy
KM ALl ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i hEs gas
©) ©) ©) O O

WWVI/. speedtiger.com.tw
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o Toer /e

Cutting Condition

P44

Square function type- For Aluminum - 2 flutes 600 —
B 27)SR RS AIST] %0 W 2N,

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6 u m

JRACTIONALZg)

Diameter Disar:re:gtker Flutes
IAE5 1/4"2 ZrN 1/4 3/4 2 1/4 2
IAE5 5/16"2 ZrN 5/16 5/8 2-1/2 5/16 2
IAES 3/8"2 ZrN 3/8 1-1/4 2-1/2 3/8 2
IAES5 1/2"2 ZrN 1/2 1-1/4 3 1/2 2
IAES5 5/8"2 ZrN 5/8 1-5/8 3-1/2 5/8 2
Unit:inch

L1
o
Application #EFRAMHE : * Perfect RIEE O Excellent & O Good &
Pre-harden steel High-hardened
carbon steel, BiEE SEES Stainless steel Copper alloy Aluminum alloy
e ool eX'T Was gase
KR A ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC '

O @]

www.speedtiger.com. tw
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o Toer / poner (O

utting Condition

 P441

High Feed U-Type For Aluminum

m 37) B ER I T 500 %

@® Micro Grain Carbide @® WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6 um

Shank
Diameter

Diameter

Flutes

IAUE1/8"3 1/8 3/8 1-1/2 1/8 3
IAUE3/16"3 3/16 9/16 2 3/16 3
IAUE1/4"3 1/4 3/4 2 1/4 3
IAUE5/16"3 5/16 5/8 2-1/2 5/16 3
IAUE3/8"3 3/8 1-1/4 2-1/2 3/8 3
IAUE1/2"3 1/2 1-1/4 3 1/2 3
IAUES/8"3 5/8 1-5/8 3-1/2 5/8 3
Unit:iinch

IAUE video tJJ3IE2

% Special U-Type design:
Material removal rate (MRR) and surface finishes are greatly improved due to

%FZ effective chip removal at high rate.
% Strong tooth with double relief angles:
Excellent production rates become 100% possible due to the improvement of
tooth hardness.

RN

L % Sharp aluminum alloy tooth design. Applicable for roughing and finishing.

Feed Rate Comparison (Side Milling) Feed Rate Comparison (Slotting)

4zandand _ Szandard -
ke —
WIN IAUE3/8"3

L LT

Wi i
WIN  AUE3E3

[

B I R MeF  fied a0

Work piece material: Aluminum alloy expanding material 6061
\j Speed: 15000 min-1, Depth of Cut: ap=2.0D, ae=0.5D

o

Work piece material: Aluminum alloy expanding material 6061
Speed: 10000 min-1, Depth of Cut: ap=2.0D, ae=1.0D

Application ERAMHE : * Perfect RIEE O Excellent & O Good &
Pre-harden steel High-hardened
carbon steel, TETE BEEs Stainless steel Copper alloy Aluminum alloy
e ool eX'T Was gase
RER#E B2l ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC '
@} *

WWI/I/. speedtiger.com.tw
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SPEED TIGER

utting Condition

400PLUS

P442-447

Unequal Flute Spacing & Helix Design iER5I-F S « FSIBMENEERE

Square type - 4 flutes PR ——
400 HRC

ROEESE Y ol g S

@ Ultra Fine Micro Grain Carbide @® WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4 um

Shank
Diameter

Diameter

IPVE1/4"4 1/4 1/2 2-1/2 1/4 4
IPVE5/16"4 5/16 13/16 2-1/2 5/16 4
IPVE3/8"4 3/8 7/8 2-1/2 3/8 4
IPVE1/2"4 1/2 1 3 1/2 4
IPVE5/8"4 5/8 1-1/4 3-1/2 5/8 4
Unit:iinch
HRC
» 55
E ~Z
R
AN A
1
. P
A N S
o
Application ERAMHE : * Perfect RIEE O Excellent & O Good &
¥ High-hardened
caArl?(;)n steel, e ;é%gﬁs’ed Ig‘,‘a‘ ajé e Stainless steel Copper alloy Aluminum alloy
o) Steel R Was M gas
KM AL ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC '
©) ©) ©) ©) (@)

www.speedtiger.com. tw



400PLUS
SPEED TIGER Corner Radius [inch

utting Condition

_ P448
Unequal Flute Spacing & Helix Design High Performance for Exotic Materials

HIHIMERNARY - £F2E - FFEETIRERET

corner radius type - 4 flutes

B ANAFERIIRT]

® Ultra Fine Micro Grain Carbide @ WC=87 Co=12 HRA=92.1 Rupture=3800N/mm? Grain Size=0.4 p m

ZRACTIONAL )

Diameter celinel Flute Length| Full Length S Flutes

Radius Diameter

Z
IPVR1T1/4" 0.015" 4 1/4 R.015 9/16 2-1/2 1/4 4
IPVR1T1/4" 0.03" 4 1/4 R.030 9/16 2-1/2 1/4 4
IPVR1T1/4"” 0.06" 4 1/4 R.060 9/16 2-1/2 1/4 4
IPVR1T5/16" 0.015" 4 5/16 R.015 11/16 2-1/2 5/16 4
IPVR1T5/16” 0.03" 4 5/16 R.030 11/16 2-1/2 5/16 4
IPVR1T5/16” 0.06" 4 5/16 R.060 11/16 2-1/2 5/16 4
IPVR1T3/8” 0.02" 4 3/8 R.020 13/16 2-1/2 3/8 4
IPVR1T3/8" 0.03" 4 3/8 R.030 13/16 2-1/2 3/8 4
IPVR1T3/8" 0.06" 4 3/8 R.060 13/16 2-1/2 3/8 4
I IPVR1T3/8" 0.09” 4 3/8 R.090 13/16 2-1/2 3/8 4
EIII: IPVR1T1/2” 0.02" 4 1/2 R.020 1 3 1/2 4
58 IPVR1T1/2" 0.03" 4 | 12 R.030 1 3 172 4
IPVR1T1/2" 0.06" 4 1/2 R.060 1 3 1/2 4
IPVR1T1/2" 0.09” 4 1/2 R.090 1 3 1/2 4
IPVR1T1/2" 0.125" 4 1/2 R.125 1 3 1/2 4
IPVR1T5/8” 0.03" 4 5/8 R.030 1-1/4 3-1/2 5/8 4
IPVR1T5/8" 0.06" 4 5/8 R.060 1-1/4 3-1/2 5/8 4
IPVR1T5/8" 0.09” 4 5/8 R.090 1-1/4 3-1/2 5/8 4
IPVR1T5/8" 0.125" 4 5/8 R.125 1-1/4 3-1/2 5/8 4
Unitiinch
E -z
R
AN S
l
o
Application ERAMHE : * Perfect RIEE O Excellent & O Good &
caArlllaon steel, Pre-?;r;;gﬁsteel Hig—,»%}%argﬁm Stainless steel Titanium alloy Nickel/Inconel alloy
Alloy steel YT sae BnEae
RR#E ARl ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC
) ) () o o} o O

WWI/I/. speedtiger.com.tw
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HighlEifficient Cutting System
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ST-3500

3.5KW Induction Machine and
Water Cooling Station
3.5KW St/ Bk t4E

www.speedtiger.




SPEED TIGER

3.5KW Induction Machine and Water Cooling Station
3.5KW Era = EMEK S #H4H c €

1.

[— .
| T N YT YR
L

| =

¥ SPEED TIGER =
= N SPEED TIGER"

ST-3500 ST-3500 eco

Features =745,

Generate an alternating electromagnetic field by using 3.5KW high-frequency thermal coil.
Refer to the heating time sheet, it's easy to load and unload tools just need to set the
diameter and heating seconds.

2. Prolong holder life by using low-powered heating and water cooling.

. By water-cooling with coolant, it can clean most of carbon deposits and prevent the chuck
become rusty.

. Use with Speed Tiger Shrink Fit Chucks and Power Tips Series, will show the maximum
performance and economic benefits of shrink system.

Combine 2 functions in 1 machine: Operate heating and cooling process at one machine, i.e.
no need to remove the base. Operating time within 1 minute and use friendly.

1. SRS SKWINRETHBIKRE - EERMES - ETREME - AfERARSERIBTWEETME -
2 BINZEMNE - o[IERJIIESFd - BEaEEMHMEINKSL -
. MAKLAAER - BERERLAE - EMBRAI &K - EAVIEITIRER -
4. AR BEERERERESREGEEARIER EURRLEGERATAYE -
5. AR —RETNRRET - IBESAIE — K L1EE - IR EAEOIE—DERNTRIESE -
Specifications & H1E ST-3500 ST-3500 eco
Power IfiZE 3.5KW
Voltage E B 12220V 15A
Tools EAJIE Solid Carbide 53
Tool diameter EAJIE B 3~32mm
Maximum length of shrink fit chuck & A E4E IR RE 300mm
Dimensions 28R~ (W)B00x(L)480x(H)777 mm (W)410x(L)480x(H)777 mm
Weight #2352 80Kg 40Kg

WWVI/. speedtiger.com.tw




SPEED TIGER

3.5KW Induction Machine and Water Cooling Station
3.5KW SR gtk e i

Standard Equipment 1Z# g {4

INDUCTION UNIT TOOLHOLDER BASE |/ JJ12&
CODE %%% \W BB (KG)| QTY)Wa#E®| ST3500 | ST3500 eco

EZ BASE NO40(FIT BT40, SK40 & CAT40)
(i85 BT40, SK40 & CAT40 7]12)

Standard Equipment include ONE piece “Toolholder base” . We provide various spec. for choosing.
If no specified, it will be included tool holder base fit BT40.

HERHAS —EJIRERE - SERBETHE -

EHEASRIGERA - RIFEEC BT40 JHSEEE -

1.00 1PC/ 1 {& \ \Y

.
HEAT RESIST GLOVES / iiBAF & Yy
CODE #gg W EE (KG)| QTY) ha#i@| ST3500 | ST3500 eco /
HEAT RESIST GLOVES fi{#tF & 0.08 1PC/ 1 {8 Vv \
&

ROUND TRAY / 2 RIS D12 ) EER I E R

CODE Eugg W EE (<G) (QTY) HSBE | ST3500 | ST3500 eco

EZ ROUND TRAY
MRS )RR S AT E S 0-50 1PC/ 1 @ v \

Suitable for EZ BASE Sxx & F{EI#R1E 2 JI 12 EL BB

SHOWER HOUSE / [SAIRSH E&
CODE ®igf W EE (KG)| (QTY) ha#i@| ST3500 | ST3500 eco

EZ3W SHOWER HOUSE (A)
AR e [LETS 1.40 1PC/ 1 \%
EZ3W A L3 (A ® \
EZ3W SHOWER HOUSE EXTENSION (B)
TR A4 1PC/ 1 \
(A) (B)
Has been installed
on ST3500
BRE#LE

COOLANT LIQUID / }SaN%E|
CODE &igf \w =82 (KG)‘ QTY) ASBE \ ST3500 \ ST3500 eco

EZ3W COOLANT LIQUID 600ML
808 600 7+ 060 | 1PCHE v T

EZ3W COOLANT LIQUID 600ML is for the whole tank of shower station. Use coolant liquid same as grinding machine.
Recommand coolant liquid Castrol Syntilo 9930, and replace coolant liquid for all tank at every 6~12 months.

AANR 600 EFHMILFHLBIKIEREF » EZ3W A AR ERKAE IR ER

$ZFR{ER Castrol Syntrol 9930 KiFMAIHIMER + 6 6~12 AERKIELANR -

TooL SeT / TE#H 0.4KG / SET
CODE gk | @TY)RAME | ST3500 |ST3500 eco

>
o
m
m
®

A.Power Plug Adapter #5i&HaE 1PC/1 @ Vv V

B. Heating Sleeve EHER 1PC/1 & \Y - .TI

C. Filter 848 1PC/1 & \Y; - a b |
D. Stainless Steel Ruler 150mm R $#&HR 1PC/1 @& \Y; f:‘ =

E. Long Nose Plier 2&H 1PC/1 & Vv - |

F. Slip Joint Plier &£z sH 1PC/1 & Y, - [

G. Hex Wrench SET < BIRE/M 1SET/ 1 48 v & —_— f

Heating Sleeve EEER

w.speedtiger.com. tw




SPEED TIGER

3.5KW Induction Machine and Water Cooling Station
3.5KW Ziim g stoKeta

Optional Equipment 22 H0 {4

TOOLHOLDER BASE | JJ{2E
STOCK &7z ~ CODE g W EE (KG)

o EZ BASE NO20 (FIT 1S020 & 1SO20G) 1.00
o EZ BASE NO25 (FIT 1ISO25 & I1S025G) 1.00

[© EZ BASE NO30 (FIT BT30 & BT30G) 1.00

o EZ BASE NO40 (FIT BT40, SK40 & CAT40) 1.00

[©) EZ BASE NO50 (FIT BT50, SK50 & CAT50) 1.00

[©) EZ BASE H025 (FIT HSK025) 1.00

e EZ BASE H032 (FIT HSK032, PSC032 & TS032) 1.00

o EZ BASE H040 (FIT HSK040, PSC040 & TS040) 1.00 1 .
[© EZ BASE H050 (FIT HSK050, PSC050 & TS050) 1.00 —
o EZ BASE H063 (FIT HSKO063, PSC063 & TS063) 1.00

[©) EZ BASE H080 (FIT HSKO080, PSC080 & TS080) 1.00

©) EZ BASE H100 (FIT HSK100, PSC100 & TS100) 1.00

TOOLHOLDER EXTENSION BASE / JJ1RiERAFE FE
STOCK 77 CODE gk W EE£ (KG)

©) EZ BASE S10 0.30
o EZ BASE S12 0.30
O EZ BASE S16 0.35
(@) EZ BASE S20 0.35
© EZ BASE S25 0.30
(© EZ BASE S32 0.30
(@) EZ BASE SU03 3/8" 0.30
(©) EZ BASE SU04 1/2" 0.30
(@) EZ BASE SUO5 5/8" 0.35
© EZ BASE SU06 3/4" 0.35 gm ;;gg'gr Base
© EZ BASE SU10 1" 0.30
(©) EZ BASE SU12 1 1/4" 0.35
Needs EZ BASE NO40 or EZ ROUND TRAY to operate
FEIBAC EZ BASE NOA40 5 #fw RIS AERBME—EER
EXTENSION FOR BT50 TOOLHOLDER BASE / BT50 )12 EEEEF L
BT30 Round Tray BT30 JIigMRIE 0.60 Round Tray
BT40 Round Tray BT40 J1i8MRI 0.60 R
HSK30 Round Tray ~ HSK30 JI12fRE 0.60
HSK40 Round Tray  HSK40 J]i2fziR 0.60
HSK50 Round Tray  HSK50 J]12FRiR 0.60
BT50 toolholder base uses with these Round Tray, and then it can apply to BT30/BT40/HSK30/HSK40/
%%gga%?rl%%tmsgm s AR IR + BIETiER BT30/BTA0/HSK30/HSKA0/HSK50 JJ#% - gigg %’%’g'&ef Base

STOCK © = #ZE%#£7EE R // STOCK © =regular stock

WWVI/. speedtiger.com.tw
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SPEED TIGER ST-3500

For further information of ST-3500 operation,

please refer to below QR code.
HAUE—D T HE ST-3500 Efg R EME KL HAEEL - FF2ELT QR code.

m Introduction

Qoo oococec = A 47
K phthdal Em A

m Standard Mode Operation
REETVIE(FRAA
Insert the tool
RETIR

Take out the tool

i TIBIRF

T

m Custom Mode Operation

BEENIFEFHRA

m Heating Sleeve Instruction
BREGERRA

m  Shrink Fit Program for Dual End Set
L HRRERAIR(ERAA
Insert the tool
BETR
Take out the tool
BETIR

m Heating Second Reference
BEEEZSER

Operation Mannual Download ST3500 ST3500
RIEFMTE Operation Video-English RIERZF (h2)

(=] s
e

/w.speedtiger.com. z‘W




o Toer /ool

H E
IIIustration of Different Match

EEH A JJ1R

(SHEE/ I /ER/DC/SK... Z ) ZRIIELE TR

Shrink Fit Chucks

1. SMmEME
2. ZIERE OB

Chucks

3. BUEIBRERES

4. IRRENRERIEIESE

5. UREANGES - RIULERRE
6. a[HEEC P K

1. Carbide anti-vibration materials.

2. Many specifications for your option.
3.Manufacturing process becomes

it gt 58 ey e proe
i ; . Best choice for eco-friendly.
Shrink Fit Heads 5. Higher accuracy by sinter in}éorporated
_ . _ 6. Work with coolant is available.
1. ERAYRERFRRESEHARERE &S
AISESS )
2. BRI, BREIRNE AR

3. %’:ﬁ% , ﬁiﬁéﬁa Internal coolant hole

1. Reduce the run-out and improve tool life by using
EORRE R
Adapter

dual End Anti-Vibration Shrink Fit Extension.
2. Reduce the cost of cutting tools.
3. Many choices and with more flexible applications.
1. BR ~ IUEkERR s
(EFEm, HEBRE)
2. EOREE RSN R
RICEERERENT
1. Speed Tiger and YAMAKEN co-
branded developed. (Patent Product,
All Rights Reserved.)
2. More flexible application by using the
adapter of Dual End Anti-Vibration
| Shrink Fit Extension.

Luﬂmﬂ'
Power Tips

WWI/I/. speedtiger.com.tw
B @200 e

chyty 7K $EEE ZNiEMMEBE IR
Drills/Coolant Drills Carbide End Mills




SPEED TIGER

Dual End Carbide Anti-Vibration Shrink Fit Extension

B SRRl RERT

Shank Diameter S;;reog, Shank Length Full Length Length of Combination
d1 AiERTER LX A54R
S1006-L120 87 103 120
S1006-L160 10 6 127 143 160
S1006-L200 167 183 200
S1006-L300 267 283 300
S1208-L120 85 102 120
S1208-L160 12 8 125 142 160
S1208-L200 165 182 200
S1208-L300 265 282 300
S1610-L120 79 99 120
S1610-L160 16 10 119 139 160
S1610-L200 159 179 200
S1610-L300 259 279 300
S2012-L120 79 99 120
S2012-L160 20 12 119 139 160
S2012-L200 159 179 200
S2012-L300 259 279 300
S2516-L120 71 95 120
S2516-L160 25 16 111 135 160
S2516-L200 151 175 200
S$2516-L300 251 275 300
S3220-L120 59 89 120
S$3220-L160 32 20 99 129 160
S$3220-L200 139 169 200
S$3220-L300 239 269 300

Unit/EAI: mm

www.speedtiger.com. tw
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SPEED TIGER

Adapter

B SECARES IR

8 : SKD #itt
Material: SKD Steel

L1 Shrink Length

Diameter d1 Diameter d2 Diameter Full Length

JEEERE
SD10-EZ06-EZ04-033 4 14
SD10-EZ06-EZ06-033 10 6 6 14 16 33
SD12-EZ08-EZ04-035 4 14
SD12-EZ08-EZ06-035 12 8 6 15 17 35
SD12-EZ08-EZ08-035 8 16
SD16-EZ10-EZ06-041 6 15
SD16-EZ10-EZ08-041 16 10 8 16 20 41
SD16-EZ10-EZ10-041 10 19
SD20-EZ12-EZ08-041 8 16
SD20-EZ12-EZ10-041 20 12 10 19 20 41
SD20-EZ12-EZ12-041 12 19
SD25-EZ16-EZ10-049 10 19
SD25-EZ16-EZ12-049 25 16 12 19 24 49
SD25-EZ16-EZ216-049 16 23
SD32-EZ20-EZ12-061 12 19
SD32-EZ20-EZ16-061 32 20 16 23 30 61
SD32-EZ20-EZ20-061 20 29
ELEST R - FBUSE M 515426 57
Patent of Taiwan No.: M 515426
EDEEF =25% : 201520716712.3
Patent of China No.: 201520716712.3
BRERESE  BRENEEZEFEWHRFE - Wear heat resist gloves during the operation of heating tool change
VLR 4 ETIAERIREK - SREBEEEFRIEAL - Clean the bore every time tool change for 3, 4 & 5 mm
6 FLEUEETIERIME 10 XiF » EEFRIERIL 1R - Clean the bore once for every 10 times tool change tool for 6mm and above
SR ARBRERSS " KA " BIRBERESTEATL - Wrong clamping length will damage the shrink fit chucks "FOREVER"
TR TRIE SIS E R ERE - Precision will be affected when tool contact with Carbide Fit Extension
TERA7ITEER - RERFRE ° Use ezShrink cutter shank holder set up clamping length
! o 'm_z'_n.

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
- e



SPEED TIGER

Fixture of Heating

Eiﬁ mA hu nn I I:I

MODE m#&

Fixture of Heating @45 N 24 B

Order No.&%%D07250110101 38 25 120 29 20

Unit: mm

Unit/EAI: mm

www.speedtiger.com.tw
B 0 000 s
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Power Tips

Replaceable End Mills Head
CIf= -l AvE > )

I S ES video UJﬁU%H‘
¢ Accessibility w Superior Access U u
impossible to access access possible possible to perform deep
cavity milling
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SPEED TIGER

SBS 2 7] SBS 47)

gz P307-348 .o P449

~ Cutting Condition Cutting Condition

SBS Ball Nose Tip - 2 & 4 flutes

W kA JI8R271/47)

600 HRC .

SHEN]S

2 Flutes - 2 7

Diameter Radius Diameter Flutes

d I
SBS0802 nACRo 8 4 6 20 6 2
SBS1002 nACRo 10 5 8 24 6 2
SBS1102 nACRo 11 5.5 8 24 6 2
SBS1202 nACRo 12 6 9 26 6 2
SBS1302 nACRo 13 6.5 9 26 6 2
SBS1602 nACRo 16 8 12 32 10 2 Eltl';g
SBS1702 nACRo 17 8.5 12 32 10 2
SBS2002 nACRo 20 10 15 85] 12 2
SBS2102 nACRo 21 10.5 15 35 12 2

4 Flutes - 4 7]

SIHEN]S
Diameter

Diameter

SBS0804 nACRo 8 4 6 20 6 4
SBS1004 nACRo 10 5) 8 24 6 4
SBS1204 nACRo 12 6 9 26 6 4
SBS1604 nACRo 16 8 12 32 10 4
SBS2004 nACRo 20 10 15 35 12 4
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
Pre-harden steel ) T
C?\rllljc?nsst:aeeﬁl’ “REn High-hardened &2l Stainless steel Copper alloy Aluminum alloy
2ES k4 ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC Fiai CER Ba®
(@} o (@} (@) (@)

Unit/EAI: mm

www.speedtiger.com. tw
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SPEED TIGER

RTAS 2 7] RTAS 4 7]
& Hl & Hl
iz P450 sz P4ST

Cutting Condition

RTAS Corner Radius Tip - 2 & 4 flutes

m EENFE2 7 /4T

Cutting Condition

S
(@)
=
o

2 Flutes - 2 7]

Diameter gg;?j; Dﬂ:ﬁzrer Flutes
D A

RTAS080052 nACRo 8 0.5 6 20 6 2
RTAS080102 nACRo 8 1 6 20 6 2
RTAS080202 nACRo 8 2 6 20 6 2
RTAS 100052 nACRo 10 0.5 8 24 6 2
RTAS100102 nACRo 10 1 8 24 6 2
RTAS100202 nACRo 10 2 8 24 6 2
RTAS110052 nACRo 11 0.5 8 24 6 2
RTAS110102 nACRo 11 1 8 24 6 2
HRC - RTAS 120052 nACRo 12 0.5 9 26 6 2
» 50 % RTAS120102 nACRo 12 1 9 26 6 2
RTAS120202 nACRo 12 2 9 26 6 2
RTAS130052 nACRo 13 0.5 9 26 6 2
R RTAS130102 nACRo 13 1 9 26 6 2
77\‘ ‘—dl RTAS160102 nACRo 16 1 12 32 10 2
JL RTAS160202 nACRo 16 2 12 32 10 2
RTAS160302 nACRo 16 3 12 32 10 2
L RTAS170052 nACRo 17 0.5 12 32 10 2
RTAS170102 nACRo 17 1 12 32 10 2
RTAS200102 nACRo 20 1 15 35 12 2
1 RTAS200202 nACRo 20 2 15 35 12 2
‘ﬂ RTAS200302 nACRo 20 3 15 35 12 2
RTAS210052 nACRo 21 0.5 15 35 12 2
RTAS210102 nACRo 21 1 15 35 12 2

4 Flutes - 4 7]

Corqer Shank Flutes
Radius Diameter

RTAS080054 nACRo 8 0.5 6 20 6 4
RTAS080104 nACRo 8 1 6 20 6 4
—z RTAS080204 nACRo 8 2 6 20 6 4
% RTAS100054 nACRo 10 0.5 8 24 6 4
RTAS100104 nACRo 10 1 8 24 6 4
RTAS 100204 nACRo 10 2 8 24 6 4
R\LL* RTAS120054 nACRo 12 0.5 9 26 6 4
T RTAS120104 nACRo 12 1 9 26 6 4
ﬂ% JL RTAS120204 nACRo 12 2 9 26 6 4
RTAS 160104 nACRo 16 1 12 32 10 4
L RTAS160204 nACRo 16 2 12 32 10 4
RTAS160304 nACRo 16 3 12 32 10 4
RTAS200104 nACRo 20 1 15 35 12 4
It RTAS200204 nACRo 20 2 15 85) 12 4
‘ D ‘ RTAS200304 nACRo 20 3 15 35 12 4

Application EFRAMHE : % Perfect &iEE © Excellent & O Good &

Pre-harden steel . =TE R
c?\ﬁ?gnsitezz‘all' RN High-hardened 12 Stainless steel Copper alloy Aluminum alloy
" Was 8 Az
PSS ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC LS #a
©) ©) ©) O O

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
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SPEED TIGER

4 > P452

Cutting Condition

SES Square Tip - 2 & 4 flutes

m I 27) /4] so0, WE, 7 v

2 Flutes - 2 7

I Shank
| Diameter

SES0802 nACRo 8 6 6 20 2
SES1002 nACRo 10 8 6 24 2
SES1202 nACRo 12 9 6 26 2
SES1602 nACRo 16 12 10 32 2 ——
N SES2002 nACRo 20 15 12 35 2 HRC
-4
l %
L
o1
4 Flutes -4 7] Q

Diameter Shank Flutes
Diameter

SES0804 nACRo 8 6 6 20 4
SES1004 nACRo 10 8 6 24 4
SES1204 nACRo 12 9 6 26 4
%Z SES1604 nACRo 16 12 10 32 4
SES2004 nACRo 20 15 12 35 4
e —
1 D —
L
Bl
Application EFRAMHE : * Perfect RIEE © Excellent & O Good &
Pre-harden steel ) S
C%?:nsstgil’ it High-hardened &2 & Stainless steel Copper alloy Aluminum alloy
ES kS ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC LER #as
(©) (©) @) O O
Unit/E{I: mm

www.speedtiger.com. tw
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SPEED TIGER

4= P453

PES Square Tip - 3 flutes

m SE7IEE 3 70 45°

it
ts
5

Shank
Diameter

Diameter

PES0803 nACRo 8 6 6 20 3
PES1003 nACRo 10 8 6 24 3
PES1103 nACRo 1 8 6 24 3
PES1203 nACRo 12 9 6 26 3
lllzg PES1303 nACRo 13 9 6 26 3
PES1603 nACRo 16 12 10 32 3
PES1703 nACRo 17 12 10 32 3
PES2003 nACRo 20 15 12 35 3
PES2103 nACRo 21 15 12 35 3
%‘*Z
e
I
L
& N
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
Pre-hard: | : =i
c%ﬁ;}nsstg:il, TR High-hardened =12 H Stainless steel Copper alloy Aluminum alloy
xR, A2H ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC AR RLER #a®
(€] (€] O O

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
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SPEED TIGER

AES527) AES5 3 7]

& Hl & Hl
iz P44 gy PASS

Cutting Condition Cutting Condition

AES5 Square Tip - For Aluminum Alloy - 2 & 3 flutes R

W SREJIEE 270 /3 7) s

L8

40 %

:

L V% 2 Flutes - 2 7]
Diameter DShank Flutes
iameter
7]
AES50802 8 6 20 6 2
HRC
AES51002 10 8 24 6 2 » 40
AES51202 12 9 26 6 2
%Z AES51602 16 12 32 10 2
AES52002 20 15 35 12 2
e
—E
| ?
o S
3 Flutes - 3 7]
. Shank
DHETRET Diameter
-~z AES50803 8 6 20 6 3 @
AES51003 10 8 24 6 3 S—
AES51203 12 9 26 6 3
d AES51603 16 12 32 10 3
E AES52003 20 15 35 12 3
1
t === =+
(=]
EmiThh
X E— B TERIIHRT]
o1 IRF 55° IRHIEACRE - EHBIEE  SENIHRSREHS > TRANIEE -
Application EFRAMHE : * Perfect RIEE © Excellent & O Good &
ci\rl?c:)nsstg?l, R High-hardened =12 Stainless steel Copper alloy Aluminum alloy
wRH, a2l ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC AR RLERY Lk
(@] o
Unit/EEAI: mm

www.speedtiger.com. tw
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SPEED TIGER

2 P456-457

Cutting Condition

FHPCS Heavy-duty - 4 flutes

 EHEITIIE 4T W %

HRC
» 50

Application EFRAMHE :

Diameter SLEDLS Flutes

Diameter

FHPCS080 nACRo 8 6 6 20 45° 4
FHPCS100 nACRo 10 8 6 24 45° 4
FHPCS120 nACRo 12 9 6 26 45° 4
FHPCS160 nACRo 16 12 10 32 45° 4
FHPCS200 nACRo 20 15 12 35 45° 4

Detailsy3t1

The FHPCS endmill features 4 flutes with a 45° helix,four serrated flutes and four
continuous flutes.

The tool is fully effective and enables running at rough machining

parameters, resulting in finish surface quality.

The unique tool design reduces vibration at high load applications.

The tool produces short and long chips simultaneously.

This chip mixture is evacuated more easily than each individual chip type an
excellent solution in slotting and cavity milling applications.

One tool change and setup time can be eliminated.

A single tool replaces the roughing and finishing endmills, dramatically reducing
cycle time and increasing productivity.

Extra tool position is gained on the machine.

Eliminates the need to keep a large amount of stock.

Superior nACRo nano metallic element coating.

4 flutes : 4 serrated plus 4 continuous flutes.

Excellent performance and tool life.

Suitable for all types of steel.

Excellent performance in machining titanium, Inconel, stainless steel and high
temperature alloys.

FHPCS II$%7] - 45° $RfEA - 4 BEY] - 4 BT FWE - 4 HBFBIEY)
BME - @AMIMIHNSH  BNINKREESE
BERERNTSEETIENIRE , BFEEHERE
FIMIBREUIBRAKELE  RERSHNUIBLEE-—BEMNIBEESREL -
EERMIKBEERANEERRER

E—ETIR -  mRHEE

E—ESKIMmEA THBERBHEMNT HetB@ O TNIBHRESTEER
NERZ2T—EXREMIDENITIMT

ERRBESEN  ERPEMAGCERVEEFS

RIERM NACRo RIKEB=TTRHEE

4 EIRNED] - 4 BHEIIHEHRE - 4 XBBIET]

RS - JESW

BRARAMAEEMNERAMT

MIfKES  BEHES S (inconel) - FAHEMERBRES SR - KIRAR

% Perfect RIEE O Excellent B& O Good f£

Pre-harden steel : J—
cirlll)gnsst‘.:azell' R High-hardened T2 Stainless steel Copper alloy Aluminum alloy
" Was, Az
S NS ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC LER #a
©) ©) ©) O

WWVI/. speedtiger.com.tw
L

Unit/EEfI: mm



SPEED TIGER : h

2 P458-460

KTGS Ball Nose Tip - Super high & hardness - 2 flutes

R EEE EEEESNBREIEL2D ooy A e

. Shank
Diameter Diameter
KTGS0802 nACo 8 4 6 20 6 2
KTGS1002 nACo 10 5 8 24 6 2
KTGS1202 nACo 12 6 9 26 6 2
KTGS1602 nACo 16 8 12 32 10 2
KTGS2002 nACo 20 10 15 35 12 2
HRC
%z » 60
N
1
} EmiTEh
T RASEZ KRS NACO 28 > HESHERNEEE @
& IE\-?DDKK}%%
SEE RY&piEd » BN ITRES
BFAODER  EERaSBIMTRE  SBEERIE
SR SEECDAEIEI Ta47
=SEE SREEBEREIT
KTGS nACo RIsEMBNNRIFAFFEERIHENIT - 1EFEEVE HRC45 EISEEH
HRCO5 #FRIEAEFEEMELIHEI KTGS nACo RIRHEE L IVBR S - IE—MRTIEEELD
(HBBE—m TIATn3 B EZd68)
REE +0.0Imm AT » RTYEFR/) > SBBERINIIT
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
ce;\rllln:nssigil, Pre'?;?;gismel High-hardened R Stainless steel Co_;?ger alloy AIuminim alloy
RRH, SEH ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC AR LER Ba®
@) (@) (@} o (€]
Unit/EEAI: mm

www.speedtiger.com. tw
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SPEED TIGER : h

2 P461-462

Cutting Condition

KCRS Corner Radius Tip - Super high 200 TRE
speed & high hardness - 4 flute OR > 55 |

mBSE - ERERIHIESTIE 4 7)

=
E

[

' Diameter Corr?er LTS _Shank Flutes
Radius Length Diameter
T T
KCRS0805 nACo 0.5 35 4
KCRS0810 nACo 8 1 35 6 20 6 4
KCRS0820 nACo 8 2 35 6 20 6 4
KCRS1005 nACo 10 0.5 4 8 24 6 4
KCRS1010 nACo 10 1 4 8 24 6 4
KCRS1020 nACo 10 2 4 8 24 6 4
KCRS1210 nACo 12 1 5 9 26 6 4
KCRS1220 nACo 12 2 5 9 26 6 4
HRC KCRS1230 nACo 12 3 5 9 26 6 4
> 60 . KCRS1610nACo 16 1 7 12 32 10 4
% KCRS1620 nACo 16 2 7 12 32 10 4
KCRS1630 nACo 16 3 7 12 32 10 4
Rob—
L1Jl—
L EmiFRh
| RASLTEZXRBEnACo ZE  BEEWEMNSEE
o1 ES® TESHAKNEH
=R E RYg{vimd » B IHxRES
RMAOTDER  EERSBIIERE  SHEERE
SREXR WAOEUEAENIIT
SiEE SREEBEBINL
KCRS nACo RINBMEBENHRIREEFFEEBNMENTL » 82V HRC45 EIS1E E iff
HRC6D 45 RIFE A EE B #EH) KCRS nACo RIBEEE GBS REEENT
(BE—HEE7] 3 B LEMEK)
ﬁ%’ RAEE £0.0Imm AT » RYEFR/) » BBERINIIT

Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
cirlllagnssttezﬁl, Pre-;gr%ﬂ%e' High-hardened R Stainless steel Copper alloy Aluminum alloy
o S, =g
KR#, G2l ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC ® #a
(©) (©) (€] (€] O

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
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SPEED TIGER

Dovetail Cutter R ——
‘iR
(P45 |

B EET] ud

Diameter Cutting Length after _Shank
Length Shrink Diameter

D 5MR RiEEEEER d e
TAMS160045 16 4 19 10 40 6
TAMS200045 20 5 19 45° 10 40 6
TAMS250045 25 6.3 24 12 45 6
TAMS320045 32 8 29 12 50 8
TAMS 160060 16 6.3 19 10 40 6
TAMS200060 20 8 19 60° 10 40 6
TAMS250060 25 10 24 12 45 6
TAMS320060 32 12.5 29 12 50 8

PHRBRIRBEREELE

Make to order for special requests is available.

AN
CL
1®
L
e
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
Pre-harden steel ; J—
C?\rl?:nsst:eeeﬁl’ A High-hardened ST Stainless steel Copper alloy Aluminum alloy
EEE Aal N 5, BEe
e LR ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC
(@} o O (@] (@] O

Unit/EAI: mm

www.speedtiger.com.tw
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SPEED TIGER

= PA6T7

Cutting Condition

Position Chamfer Cutter JR— ——
600 'HRC

N ] o0 W 7 i

Diameter Dzm:; r Flutes
D JJ&
PDSTS040600 4 8 - 4 40 2 1
PDSTS060600 6 12 - 6 40 2 1
PDSTS080600 8 15 - 8 40 2 1
PDSTS100600 10 60° 15 - 10 40 2 1
PDSTS120600 12 15 - 12 40 2 1
PDSTS160600 16 20 20 10 50 2 2
PDSTS200600 20 20 20 10 50 2 2
PDSTS040900 4 8 - 4 40 2 1
PDSTS060900 6 12 - 6 40 2 1
PDSTS080900 8 15 - 8 40 2 1
PDSTS100900 10 90° 15 - 10 40 2 1
PDSTS120900 12 15 - 12 40 2 1
PDSTS160900 16 20 20 10 50 2 2
PDSTS200900 20 20 20 10 50 2 2
i3 PDSTS040120 4 8 - 4 40 2 1
PDSTS060120 6 12 - 6 40 2 1
PDSTS080120 8 15 - 8 40 2 1
PDSTS100120 10 120° 15 - 10 40 2 1
PDSTS120120 12 15 - 12 40 2 1
PDSTS160120 16 20 20 10 50 2 2
PDSTS200120 20 20 20 10 50 2 2

BHRABO KRB RBEELEE
Make to order for special requests is available.

'.

g .
— ] 1
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
carbon steel, Pre_%%QﬂSteel High-hardened =R/ Stainless steel Copper alloy Aluminum alloy
. Alloy steel : Ex ] Wag, W #ag
S NS ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC ’
(€] (€] (@) O (@] O

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
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SPEED TIGER

Corner Rounding Cutter —

= 5hR ] 23 i

gg&?fsr Diameter | Diameter
d SEimfE
RCS015054 0.5 1.5 4 - - 40 4 1
RCS015104 1 1.5 4 - - 40 4 1
RCS015154 1.5 1.5 6 - - 40 4 1
RCS015204 2 1.5 6 - - 40 4 1
RCS015304 3 1.5 8 - - 40 4 1
RCS020404 4 2 12 - - 40 4 1
RCS030504 5 3 16 10 20 50 4 2
RCS030604 6 3 16 10 20 50 4 2
BHRABOURBEREEEE
Make to order for special requests is available.

P
B
A
[ 1
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
carbon steel, Pre_?;rggﬁsmel High-hardened &1 & Stainless steel Copper alloy Aluminum alloy
. All0y steel : EX 1 T Bag
KR, SEH ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC ’
@} (@} O (@] (@] O

Unit/EAI: mm

www.speedtiger.com. tw
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SPEED TIGER

Double Chamfer Cutter e —

m EEEET g Gl

:

Cutting | Efficient | Efficient | Shank

Diameter Length | Diameter | Length | Diameter

CLYE |%&fS (Ed) | & (EL)

TMAS080060 | 8 25 3.6 5 4 50 4
TMAS100060 | 10 3.2 36 6 4 50 6
TMAS120060 | 12 60° 3.8 5.4 7 6 50 6
TMAS160060 | 16 5.1 7.2 9 6 50 6
TMAS200060 | 20 6.3 9 11 10 50 8
TMAS080090 | 8 4 3.6 9 4 50 4
TMAS100090 | 10 6 3.6 11 4 50 6
TMAS120090 | 12 90° 6 5.4 11 6 50 6
TMAS160090 | 16 8 7.2 13 8 50 6
TMAS200090 | 20 10 9 15 10 50 8
BIRRBOUIRBRIZEEE

Make to order for special requests is available.

f—|
- =< }
A I
o — *
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
Pre-harden steel : =
Ciﬁ?gnsite%‘all' R High-hardened SR Stainless steel Copper alloy Aluminum alloy
RE Ael ] HEE, M #E5e
ZESSE S ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC
(€] (©) O O (@] O

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
- e




SPEED TIGER B

Keyseat Cutter

m EET 600 7

Cutting Length after Shank

IEGE Length Shrink Diameter AL
CLIE |ERgEdHE
TMTS08010 1 13 30 6
TMTS08015 8 15 13 4 30 6
TMTS08020 2 13 30 6
TMTS10010 1 13 30 6
TMTS10015 10 1.5 13 4 30 6
TMTS10020 2 13 30 6
TMTS12010 1 13 30 6
TMTS12015 12 1.5 13 6 30 6
TMTS12020 2 13 30 6
TMTS16010 1 12 30 8
TMTS16015 15 12 30 8
TMTS16020 16 2 12 8 30 8
TMTS16025 2.5 12 30 8
TMTS16030 3 12 30 8
TMTS20010 1 14 35 8
" . TMTS20015 1.5 14 35 8
TMTS20020 2 14 35 8
- TMTS20025 2.5 14 35 8
i TMTS20030 20 3 14 10 35 8
TMTS20050 5 19 40 8
TMTS20060 6 19 40 8
TMTS20070 7 24 45 8
TMTS20080 8 24 45 8
TMTS25010 1 14 35 10
TMTS25020 2 14 35 10
— 1 TMTS25025 25 14 35 10
TMTS25030 B 3 14 » 35 10
— TMTS25050 5 19 40 10
TMTS25060 6 19 40 10
TMTS25070 7 24 45 10
TMTS25080 8 24 45 10
TMTS30010 1 10 35 10
TMTS30020 2 10 35 10
TMTS30030 3 10 35 10
TMTS30040 30 4 10 16 35 10
TMTS30050 5 15 40 10
TMTS30060 6 15 40 10
TMTS30070 7 20 45 10
TMTS30080 8 20 45 10

BHRREORBREEEE

Make to order for special requests is available.

Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
Pre-harden steel ; J—
C%ansstgfil’ HER High-hardened SER M Stainless steel Copper alloy Aluminum alloy
=, A%l iz Hae, i mEe
Rbl , S8 ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC
©) ©) o) @) ) O

Unit/EAI: mm

vww.speedtiger.com.tw
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SPEED TIGER : h

Keyseat Cutter - Full Radius

mTRIRT] 6001@

Corner Length after Shank

REES Radius Shrink Diameter
EEEBER

TMRS080050 0.5 13 30 6
TMRS080075 8 0.75 13 4 30 6
TMRS080100 1 13 30 6
TMRS100050 0.5 13 30 6
TMRS100075 10 0.75 13 4 30 6
TMRS100100 1 13 30 6
TMRS120050 0.5 13 30 6
—_ TMRS120075 12 0.75 13 6 30 6
TMRS120100 1 13 30 6
TMRS 160050 0.5 12 30 8
TMRS160075 0.75 12 30 8
TMRS160100 16 1 12 8 30 8
TMRS160125 1.25 12 30 8
TMRS160150 1.5 12 30 8
TMRS200050 0.5 14 35 8
TMRS200075 0.75 14 35 8
TMRS200100 1 14 35 8
g1 ] 1 TMRS200125 1.25 14 35 8
I TMRS200150 20 1.5 14 10 35 8
TMRS200250 2.5 19 40 8
TMRS200300 3 19 40 8
TMRS200350 3.5 24 45 8
TMRS200400 4 24 45 8
TMRS250050 0.5 14 35 10
TMRS250100 1 14 35 10
! TMRS250125 1.25 14 35 10
TMRS250150 25 1.5 14 12 35 10
_d TMRS250250 2.5 19 40 10
TMRS250300 3 19 40 10
TMRS250350 3.5 24 45 10
TMRS250400 4 24 45 10
TMRS300050 0.5 10 35 10
TMRS300100 1 10 35 10
TMRS300150 1.5 10 35 10
TMRS300200 30 2 10 16 35 10
TMRS300250 2.5 15 40 10
TMRS300300 3 15 40 10
TMRS300350 3.5 20 45 10
TMRS300400 4 20 45 10

BIRRBURBRIEELEE

Make to order for special requests is available.

Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
carbon steel, Pre-;grggﬂsme' High-hardened &1 Stainless steel Copper alloy Aluminum alloy
wa Sl : XL CEER Eas
S ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC
o @] O @) O O

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
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220° Ball Nose Cutter P

m 220° 7] 506 umi

Corner . Cutting

Radius ST Length
TRSS12006T 6 12 9.3 6 26 6
TRSS16006T 8 16 188 200° 6 32 6
TRSS20006T 10 20 16 10 35 6
TRSS25006T 12.5 25 20 12 40 6

BRREORBREEEE

Make to order for special requests is available.

{ i
| ( -
.- l\ Ly
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
carbon steel, Pre-?;%egismel High-hardened & &4 Stainless steel Copper alloy Aluminum alloy
. Aoy steel : g1 LT Bag
2ES k4 ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC ’
(@} o O (@] (@] O

Unit/EAI: mm

www.speedtiger.com. tw
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High Precision Indexable Radius End Mills
aRIENIES) R

Multi-Purpose hy ONE Insert, Stable Machining of High Hardness

Steel, Stainless Steel, and General Purpose.
SRETEI N -BRTE—ETRENTREEE - REE - —REHEmn -

M Class E, H high accuracy E * H FEERSRE

M New ultra-toughened carbide UF1025 #2355 8084

B Nano composite, super high hardness SH coating K&k SH B EE
B Easy cut strengthened-shape design #{EHRHIEEE

B RDH Insert for Aluminum RDH #&8F 7]/

M TB (DLC) coating for non-ferrous material JESEMEBEEF TB EEEE

video EIg

WWVI/. speedtiger.com.tw
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Indexable Radius End Mills for Efficient Machining

EAEMAESRT A

B Features i

Easy Cut Strengthened-Shape Design

sqbIRAIERE

Improve feed rate, and processing efficiency

REEARENTMAE

Standard shape
R

-~

Easy cutt strengthened shape

BICHREIR

.

e o

New uitra toughened micro-grain solid carbide UF1002 Super high hardnessinanc
composite SH coating

FEEERMRIEESE UF1025 - SRGEBSHEE SH ZiE

B Achieve stable machining of high hardness steel, stainless
steel, and general purpose by ONE tool.
B Super high hardness and superior adhesion; also be good

at high feed machining of hard materials application.
BERTE-JREIBENTIRSERE - FF#l - M—ikiF e

mAMK -

BESZEEWRE - BEE)  BRANSEEMEASERLNT -

TB coating shows outstanding performance in machining non-ferrous

Surpass 6 ~ 8 times efficacy in uncoated tool
TBZERRT7BRERHRRNIIFEMEINNT - BEKZEETIR 6-8 {EIAEE

TB coating is super high hardness and accuracy coating. The material removal rate
(MRR) and the productivity in non-ferrous material process are greatly improved, due

to the super low friction coefficient and the low metal content.

EEEEREEN TB £2E ; ARKERTEEERGE - RIVAREESERME - X

@Mt T IFEMEM TSR ERELEENE -

Super high
hardness
nano
composite
SH coating

New ultra
toughened
micro-grain
solid carbide
UF1025

[erial

PVD a:CH | PVD Me:CH CVD PaCVD
Deposition temp KERE under 200° C under 200° C over 900° C under 200° C
Range of substrates  E#1[R#| Broad Broad Broad Limited Broad
Oxidation temp S{LBE m 350° C 300° C 700° C 300° C
Adhesion HizEAH Good Very Good Excellent Good
Smoothness TBE Very good Good Good Excellent
Hardness (GPA) TR 25 10-15 40-90 20-40
Coefficient of friction [EER{RE] <0.1 0.15 <0.4 <0.1
Hydrogenated gk Yes or No Yes No Yes
Metal content SEBHMN “ Yes Yes No No

All DLC coatings are not equal : especially on Hardness and Oxidation
SEEEEREARMNSYE - LHEREENSRE

/w.speedtiger.com. z‘W
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Cutting Performance

B PEISAE

l Carbon Steel - Heavy Duty Milling ms:m - st

Excellent wear resistance when machining heavy duty carbon steel, and also can prolong tool life by 60%!

BENNESNERREMEE - TESMmRE 60%

Cutting Conditions ] {&4

Cutting Length (m)

TERE(ER)

Work material T : fz B4 .
S45C 0.3mm/rev
|I ST-RDEWO702

Holder 7122 : Feed EAEE : Continuous Machining
RD072 D203 S20-150 2500mm/min cIFFEM T
Insert J1F : Ap : 1 mm
RDEWO0702 Ae : 4 mm

. Chipping
Ve tNHIEERE : Speed 3% : g1
176m/min 2800rpm o 20 a0 60 &0 (m)

l Stainless Steel - Heavy Duty Milling rs=sm - s673|

Excellent wear resistance when heavy duty Stainless steel machining , achieved 35% tool life beyond the

competitor.

BENAESNERTRMELE) - DESMmRAHE 35%

Cutting Conditions ] {&4:

Work material T :
SUS316

fz B4 .
0.17mm/rev

Holder 7J28 :

Feed #E4REE

Cutting Length (m)
TERER (2R

ST-RDEW1003

Continuous Machining

WWVI/. speedtiger.com.tw

RD103 D202 S20-150 | 1050mm/min AEEMT
Insert 71R : Ap : 1 mm
RDEW1003 Ae : 4 mm
Chipping
Ve tHEE : Speed 3% : g ]
129 m/min 2050rpm o 20 a0 60 20 100 120 (m)



SPEED TIGER

Cutting Performance

B A% EE

B High Hardness Steel - Heavy Duty Milling =50 - sty

Excellent wear resistance when heavy duty High Hardness steel machining , achieved 53% tool life
beyond the competitor.

BENTNEEMEERIBERELE - DESHIEFHE 53%

Cutting Length {m)
TESE (BR)

Cutting Conditions t])¥|{&

Work material T : - .
Pre-Hardened SKD§1 | 2 DI A :
0.1mm/rev

(HRCS5) ST-RDEW1003
Holder 7J%8 : Feed #4EE : Continuous Machining
RD103 D202-S20-150 | 450mm/min @M
Insert 7R : Ap : 0.2 mm e S
RDEW1003 Ae : 3mm m

Chipping
Ve HIHIEERE : Speed B : HiH
94.3m/min 1500 0 40 B0 /0 100 120 {m}

l Aluminum Application - Heavy Duty Milling 3=+ - st

Tools with TB coating are good at non-ferrous material process. Under dry-heavy duty machining, the

tool life is prolonged to 1000%.
I%%%%zé (OLO) ieFEsEi=MINTHER T BEIHIREE - TELZAEHIERNT - JESMIIRHE

o

® Dry machining is available; it not only reduces the cost of coolant oil, but also makes the economical
environmentally manufacturing come true.

gz UR] - BEIRIRIERRE - RFEREENIITIE -

Cutting Conditions t])¥|{&

Work material T4 :
AL6061

fz B4 -
0.25mm/rev

Holder JJ%8 :

Feed E4REE :

II ST-RDEW1003

Cutting Length (m)
THERE (R

Continuous Machining

RD072 D203 S20-150 3000mm/min AEENL
Insert J1R : Ap : 1.0 mm entional (Uncoated)
RDHX0702 Ae : 12.0 mm EiE & (27
Adhesion
o]
Ve tNHIERE : Speed 3% :
220m/min 3342 10 20 30 an 50 &0 (m)

vww.speedtiger.com.tw
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aus PA63

Cutting Condition

Indexable Radius End Mill

m FEERESNT

INSERTS .

Ort{_er No.

ﬂﬂ%ﬁ

Iltem code
FRABHS

Dimensions(mm)
s

Available Tools
75

JFRD2001-2| RDEW0501M0-3225 | 5 |1.59| 2.1 [15°| SH
. JFRD2002-2| RDEW0702M0-3225 | 7 |2.38(2.75(15°| SH | 290,291 289 A
v JFRD2003-2| RDEW1003M0-3225 [10(3.18| 4.5 | 15°| SH
JFRD2004-2| RDEX0802M0-3225 | 8 |2.38| 3.4 | 15°| SH
. Y |JFRD2005-2] RDEX10T3M0-3225 |10(3.97| 4.5 | 15°| SH
290,291 289 )
3 / |JFRD2006-2] RDEX1204M0-3225 |12 |4.76| 4.5 [15°| SH
JFRD2007-2| RDEX1604M0-3225 |16 |4.76| 5.5 | 15° | SH
@: Main Application =Z MR A: Secondary Application RE &R
o
d
INSERTS for Alumi
D S

Iltem code

RIS

Available Tools
Pl AR
ShTrink Fit
e
e
Page

JFRD2002-b | RDHXO0702EF-0225 7 233 | 275 | 15 No
JFRD2003-b | RDHX1003EF-0225 10 | 312 | 45 |15 No
JFRD2004-b | RDHX0802EF-0225 8 232 | 34 |15 No
JFRD2005-b | RDHX10T3EF-0225 10 | 3.92 | 45 |15 No
JFRD2006-b | RDHX1204EF-0225 12 | 472 | 45 |15 No
JFRD2007-b | RDHX1604EF-0225 16 | 472 | 55 |15 No
5 290,291 289
JFRD2002-b1 | RDHX0702EF-7225 7 233|275 |15 TB
JFRD2003-b1 | RDHX1003EF-7225 10 | 312 | 45 |15 B
JFRD2004-b1 | RDHXO0802EF-7225 8 232 | 34 |15 B
JFRD2005-b1 | RDHX10T3EF-7225 10 | 3.92 | 45 |15 B
JFRD2006-b1 | RDHX1204EF-7225 12 | 472 | 45 |15 TB
JFRD2007-b1 | RDHX1604EF-7225 16 | 4.72 | 55 |15 B
@: Main Application =Z MR A: Secondary Application REEF
Unit/EfI: mm

WWI/I/. speedtiger.com.tw
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RD Shrink Fit Head

B RD ISFE 4L JIEE

2dl
P

Dimensions (mm) Available Insert Wrench

SRD05-D1602 16 16 35 10 2 RD..0501 MS2004A TO6
SRD05-D1603 16 16 35 10 3 RD..0501 MS2004A TO6
SRD05-D1702 17 16 35 10 2 RD..0501 MS2004A TO6
SRD05-D1703 17 16 35 10 3 RD..0501 MS2004A TO6
SRD07-D1602 16 16 35 10 2 RD..0702 MS2506A T09
SRD07-D1603 16 16 35 10 3 RD..0702 MS2506A T09
SRD07-D1702 17 16 35 10 2 RD..0702 MS2506A T09
SRD07-D1703 17 16 35 10 3 RD..0702 MS2506A T09
SRD07-D2003 20 20 40 10 3 RD..0702 MS2506A T09
SRD07-D2004 20 20 40 10 4 RD..0702 MS2506A T09
SRD07-D2103 21 20 40 10 3 RD..0702 MS2506A T09
SRD07-D2104 21 20 40 10 4 RD..0702 MS2506A T09

ERLBENEAEL% & 8= Product with Screw and Wrench

BEEER 75 : MEE M 512454 5% EPEEF F3E : 201520721653.9
Patent of Taiwan No.: M 512454 Patent of China No.: 201520721653.9

FR AL RAHRETF
Lm0 L

TR

Unit/EAI: mm

www.speedtiger.com. tw
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Radius End Mill Holder

B RD {EEAERETIW

7

Radius Milling ‘ ‘ Surface Milling ‘ ‘ Face Milling ‘
RAMI HEMT mmnIT

Dimensions(mm i Dimensions(mm i
Itergcode ﬁﬁ;( ) oot A\Ilr?lslggle Iter’gcode fmg( ) oo A\llg'slggle
aA 3 an 3
BRR nn BRI R
RD051-D122-S12-100| 12 | 12 {10022 | 2 RD072-D355-S32-150 150
35/32—30| 5
RD051-D132-S12-100| 13 | 12 {10018 | 2 RD072-D355-S32-200 200
RDEWO0702
RD051-D164-S16-150 150 RD072-D356-S32-150 150
16|16 — 30| 4 |RDEWO0501 35/32—30| 6
RD051-D164-S16-200 200 RD072-D356-S32-200 200
RD051-D174-S16-150 150 RD103-D202-S20-150 150
17 /16— 20| 4 2020 —— 40| 2
RD051-D174-S16-200 200 RD103-D202-S20-200 200
RD072-D162-S16-150 150 RD103-D212-S20-150 150
16 (16— 35| 2 21120—25| 2
RD072-D162-S16-200 200 RD103-D212-S20-200 200
RD072-D172-S16-150 150 RD103-D253-S25-150 150
1716 —20| 2 —
RD072-D172-S16-200 200 RD103-D253-S25-200 | 25|25 |200(40 | 3
RD072-D203-S20-150 150 RD103-D253-S25-250 250
20 20— 35| 3
RD072-D203-S20-200 200 RD103-D263-S25-150 150
RD072-D213-S20-150 150 RD103-D263-S25-200 | 26 | 25 |200( 25 | 3
21/20—— 25| 3 288 — 288
RD072-D213-S20-200 200 RD103-D263-S25-250 250
RD072-D254-S25-150 150 RD103-D303-S25-150 150
— — RDEW1003
RD072-D254-S25-200 | 25 | 25 [200| 40 | 4 RD103-D303-S25-200 | 30|25 (20025 | 3
— RDEWO0702 —
RD072-D254-S25-250 250 RD103-D303-S25-250 250
RD072-D255-S25-150 150 RD103-D323-S32-150 150
RDO072-D255-S25-200| 25 | 25 (200140 | 5 RD103-D323-S32-200 | 32|32 (200/40 | 3
RD072-D255-S25-250 250 RD103-D323-S32-250 250
RDO072-D264-S25-150 150 RD103-D353-S32-150 150
RDO072-D264-S25-200| 26 | 25 |200| 25| 4 RD103-D353-S32-200 | 35|32 (200/40 | 3
RD072-D264-S25-250 250 RD103-D353-S32-250 250
RD072-D265-S25-150 150 RD103-D354-S32-150 150
RDO072-D265-S25-200| 26 | 25 (200 25| 5 RD103-D354-S32-200 | 35|32 |200(40 | 4
RDO072-D265-S25-250 250 RD103-D354-S32-250 250

ERLEMESZEL4&4RF Product with Screw and Wrench

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
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Radius End Mill Holder

B RD IERAEE IR

r w & & o

‘ Radius Milling ‘ ‘SurfaceMiIIing‘ ‘ Face Milling ‘
RAMI BEMT =T

Available

Dimensions(mm)
pskicd

Item code Page
= Insert
BE 1 i f1
C12-4R12-130 12 12 130 30 1
C16-4R16-150 150
C16-4R16-200 16 16 200 35 !
C16-4R172-150 17 16 150 25 2
C20-4R20-150 20 20 150 40 2 RDEX0802
C20-4R20-200 200
C20-4R21-150 150
C20-4R21-200 21 20 200 25 2
C25-5R25-150 150
C25-5R25-200 25 25 200 45 2
C25-5R25-250 250
C25-5R26-150 150
C25-5R26-200 26 25 200 30 2
C25-5R26-250 250
C25-5R302-150 150
C25-5R302-200 30 25 200 35 2 288
C25-5R302-250 250
C25-5R303-150 150
C25-5R303-200 30 25 200 35 3
C25-5R303-250 250
C32-5R32-150 150 RDEX10T3
C32-5R32-200 200
C32-5R32-250 32 32 250 45 3
C32-5R32-300 300
C32-5R35-150 150
C32-5R35-200 200
C32-5R35-250 35 32 250 50 3
C32-5R35-300 300
C32-5R40-150 150
C32-5R40-200 200
C32-5R40-250 40 32 250 50 3
C32-5R40-300 300

EREEH4&BIB44&RF Product with Screw and Wrench

www.speedtiger.com. tw
- e i

Unit/EAI: mm
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M Class H high accuracy H fRS1EE

B New ultra-toughened carbide UF1025 HriEi&zisaH

B Nano composite, super high hardness SH coating Z53K4R SH #EiEEE
B S-Shaped design lower cutting resistance S EREE{EtHIPE IR

B Wide range, Screw-in holder is available R1EH%EZE , $iF = JI2L 08

video £

WWVI/. speedtiger.com.tw
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Ball-nose Insert

EMEEARTD A

B Features i

High accuracy indexable Inser
EREREARII A

10mm 9.988mm 9.97mm

Tolerance grade H. Accurate radius tolerance

MELQZE H iR

180° 5 0°

S-Shaped design for lowering cutting res

S BRERIKIIHIPE HERET

Improve chip removal performance, reduce edge wear,
extend tool life and enhance the quality of processing.

IRSBFEEE - BUNVIOERR » KigiRSDESMRIIEE

New uitra toughened micro-grain solid carbide UF1002
Super high hardness nano composite SH coating
FREEIARM N REE S E UF1025 - FRZESTEE SH ZE

l Achieve stable machining of high hardness
steel, stainless steel, and general purpose
by ONE tool.

Il Super high hardness and superior adhesion;
also be good at high feed machining of hard
materials application.

B ERTE-JRETUBENLRIEE « R -
M—RgRVERIE -

N ERZEEE « EaE) - BRREEEME
EARERRINT -

Super high
hardness
nano
composite
SH coating

New ultra
toughened
micro-grain
solid carbide
UF1025

vw.speedtiger.com. z‘W
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Ball-nose Insert

EMEEARTD A

Hl Cutting Performance tpss:

WRHS0162-Hardened steel milling

FRtEHIEl SKD61-HRC55°

Excellent wear resistance when machining high hardness materials, and the tool life is prolonged by 20%
than the conventional.

REREMHIT - BREENWENE - FdamiBt—RI8ER 20% -

Wear after milling 30m Wear after milling 150m Wear after milling 420m
Chipping 18
CY WRHS016 e
Continuous Machining Feasible BI{#%#&H T }
0 100 200 300 400 500 Cutting Length
TERE (MM)

Wear after milling 30m Wear after milling 150m Wear after milling 450m Wear after milling 510m

Cutting Conditions ¥t

Work Material T : Pre-Hardened SKD61 (HRC55)  fz B J]i#45 : 0.2 mm/rev

Tool Holder 7J28 : WGR16-S16-150 Feed #4EE : 1200mm/min
Insert 1R : WRHS016 Ap : 0.15 mm

Ve tNHBEE : 151mm/min Ae : 0.5 mm

WWVI/. speedtiger.com.tw
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202 PAG4

Cutting Condition

Ball-nose Insert

EMEREARIIA

WRH

H &

FEE*+0.013

H CLASS
TOLERANCE: +0.013

i

15

D s
. ) Shank | Shrink Fit
Dimensions(mm)#1& ;
Order No. ltem code Holder |Coating| Type Type
G5 RIEH N% | 2@ | mmx | mex |P|M]|K
Page Page
JFWR2002-1 | WRHS010-3225 | 10 | 5R | 2.5 11.5| 5 |WGR10
JFWR2003-1 | WRHS012-3225 |12 | 6R | 2.5 12 | 6 |WGR12
JFWR2004-1 | WRHS016-3225 |16 | 8R | 3 14 | 6 |\WGR16| SH 297 296
JFWR2005-1 | WRHS020-3225 |20 [10R| 3 16 | 6 | WGR20
JFWR2006-1 | WRHS025-3225 | 25 (125R| 4 21.5| 9 |WGR25

@: Main Application =ZMEFM A: Secondary Application XRZE &R

Application EFR#MHE :

O Recommend RES

O Suitable & &

X Not Recommend F&:#

Pre-harden steel : =
sz’on;;%?l, ey High-hardened STEEH Stainless steel Copper alloy Aluminum alloy
o % g YA
KR, 528 ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC LR 55
© (@) @] (©) O (@]

Unit/EAI: mm

www.speedtiger.com.tw
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WR Shrink Fit Head

B WR 3RS JIEE

Dimensions (mm) Available Insert Wrench

SWR10-HD06 10 10 35 6 1 WR..010 MGR4010 T15
SWR12-HD08 12 12 40 8 1 WR..012 MGR5012 T20
SWR16-HD14 16 16 55 10 1 WR..016 MGR5016 T20
SWR20-HD18 20 20 60 12 1 WR..020 MGR5020 T20

EmtENHAIR4 & #RF Product with Screw and Wrench

BAEEF FIE : HIBLE M 512454 5§ EhEEF F5 : 201520721653.9
Patent of Taiwan No.: M 512454 Patent of China No.: 201520721653.9

FR AL RAHRETF
Lm0 L

BEEEE A

EREIEIE AR RIS
AR RN AR
CEE L T

A AT ! fr

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
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Ball-nose Insert Holder

B ¥R ERAEE IR

WGR

~a
2

() | oo

Radius Milling Surface Milling
é ) ‘ R &ML ‘ ‘ i ‘

Dimensions(mm)
R

Iltem code
o
an

WGR10-S10-100 10 100 25
10 1 WRHO010
WGR10-S12-150 12 150 36
WGR12-812-150 12 150 32
12 1 WRHO012
WGR12-516-200 16 200 58
WGR16-516-150 150
16 16 36 1 WRHO016
WGR16-516-200 200
WGR20-S20-150 150
20 45 295
WGR20-S20-200 200
20 1 WRH020
WGR20-S25-200 200
25 76
WGR20-S25-250 250
WGR25-525-200 200
25 45
WGR25-525-250 250
25 1 WRH025
WGR25-S32-200 200
32 98
WGR25-S32-300 300

EmEEHHAIB4&1RF Product with Screw and Wrench

Unit/EAI: mm

www.speedtiger.com. tw
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Indexable HN End Mill for Efficient Machining
= aEAT N ' AR

Multi-Purpose, Stable Machining of Steel, Cast Iron,

Stainless Steel, and General Purpose hy ONE Tool.

BIR yE—/JEO@ENMIR—ik#E « 558 - NBfaERT -

B The double-sided multi-edge design make it a cost-efficient solution — 12 times use.
KIEPRETIBRAA - EEEFL+ ARl _

B Special cutting edge geometries with a high cutting performance to cast iron.
JIO4FFRRETE RS S A R F a9t Hl 4

Bl Circular arc design of corner is to maximize cutting edge, and improve tool life effectively
EAEBENRHRAIIORE - BRURATIESH -

B Nano composite; the oxidation temperature of nACro coating is up to 1,100°C
ZKER nACro Bt EEEEERE video LHIE;

B Nano composite, super high hardness SH coating ZX K4k SH EiEZEE

WWW. speedtiger.com.tw
- T
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HN Indexable Insert

B SEEAARIA

B Feature j%&

Design 5P BYEGET

The double-sided multi-edge design make it a
cost-efficient solution — 12 times use. It offers
high productivity and a low cost per edge.

SEHE R BTN - WD TR
Rk «

Special cutting edge geometries with a
high cutting performance to cast iron.

TR TR ISR B RIFAIHIE -

Circular arc design of corner is to
maximize cutting edge, and improve tool
life effectively.

BAENHERFATIORE - AR ]

aFA0 °

Coating ZE[E7 43 - nACro and SH coatin
The oxidation temperature of nACro coating is up to 1,100°C , which is suitable for milling cast iron,
carbon steel, stainless steel, and alloy steel.
nACro E55E 1100°C E(LiRERISF - ERARIIEIEE - —ARRE - THFMURSSHMWERE -

SH coating is with low friction coefficient and super high hardness which is over HV4000; thus, with
b/ cutting tool, it can mill steel very easily.
L / SHEBRERFEY - BSERE - REEEE Hv4000 B E - HIELWTE -
1 A

A\

Application - New ultra toughened micro-grain solid carbide 3225/4225 & 3220/42
R - BEasmamEE S E 3225/4225 X 3220/4220

Tool |ISO Standard : Application =0 it | T
) Cutting pplications e @ o
Material Code Material EREE z g. % a
| e | MAEE SEEIEEIEE
BEE | R s g
=
P Cemented ——— - A
3225 M Carbide “
K BEEaE -
P Super Hard - A
4225 M Alloy n
K [ d==F -
P Super Hard -
3220 M Alloy n A
K [ id==F -
P Super Hard -
4220 M Alloy =T ll A
BIEEAE
K - o |

@: Main Application EEEFR A: Secondary Application REREFR

vww.speedtiger.com. tw
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Cutting Performance

B PEIRAE

l Carbon Steel - S45C
HNGX0604 15l S45C hhixifi

Cutting Length INTITELRE (m)
20

ap=1.75mm_fz=0.27mm.tooth >

Cutting Conditions {4 EIER fHARAE

Material T4l S45C

Cutting Fluid £¥li& Air [B5&,

Spindle Horsepower #1555 7.5/11kW

Chucks JI12R1§ BT40

Tool JJELFRIE PHNO06-5006(50mm x 145mm x 6T)
Insert 714§ HNGX0604-R-3225

Ve YEERE 250(m/min)

Ae EEILIHIE BE 33mm

Formula A&, Vc= xDN/1000 F=fz - T- N

WWVI/. speedtiger.com.tw
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Surface Performance

B REMAEEE

H HN face milling HN H#f

Surface Roughness Tester KEHEHISE : Mitutoyo Surftest_SJ-301

Carbon Steel thiifij - S45C

Holder JJE - PHN06-5006(50mm x 145mm x 6T)
Insert 7] - HNGX0604-R-3225
Vc=200m/min
N=1270rpm
Fz=0.1mm/tooth Fz=0.3mm/tooth Fz=0.5mm/tooth
Ra=1.22 ym Ra=1.66 um Ra=1.82yum

Stainless Steel A~§&ff - SUS304

FPRR LR B3 AR R AN A th-L-uL-—L-."'a..I--. il I,

C T T AL

CTETR NN VNN NN
| L

R i e ] y -
Holder J1& - PHN06-5006(50mm x 145mm x 6T)
Insert 71 - HNGX0604-R-3225

Vc=120m/min
N=764rpm
Fz=0.1mm/tooth Fz=0.3mm/tooth Fz=0.5mm/tooth
Ra=1.19um Ra=1.51um Ra=1.85um

Nodular Cast Iron/Ductile Iron ERZEiEHE

Holder JJ1E -PHNO06-5006(50mm x 145mm x 6T)
Insert 7] - HNGX0604-R-3225
Vc=200m/min

N=1270rpm
Fz=0.1mm/tooth Fz=0.3mm/tooth Fz=0.5mm/tooth
Ra=1.38 um Ra=1.90 yum Ra=2.85um

www.speedtiger.com. tw
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SPEED TIGER

7 H
iz PA6S

Cutting Condition

HN Indexable Insert

B HN SEENAHRT

. . Coating
Dimensions (mm) 5
Item Code (mm) 4§ ZiE Radius Milling

MBS R1{E Rl

Roughing 8%
Medium oo
Finishing ¥5&%
Roughing 8%
Medium oo
Finishing ¥5&%
Roughing #8 %
Medium oo
Finishing ¥5&%
Roughing #8 %
Medium oo
Finishing ¥5&%

HNGX0604-R-3225 [10.5|3.64|5.26| 15 |0.08 W

RO0.6

HNGX0604-R-4225 (10.5|3.64(5.26| 15 |0.08| w

HNGX0906-R-3225 (16.5|4.74| 6.4 | 15 |0.08 v

RO.8

HNGX0906-R-4225 (16.5|4.74| 6.4 | 15 |0.08| w*

@: Main Application EZ R A: Secondary Application REEFR

Unit/EEfI: mm

WWI/I/. speedtiger.com.tw
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SPEED TIGER

HNOG6 Holder

B HNO6 $EFEINEERS IR

i - BdHT
- “7 b _‘
—
| /\ . .
= .:F_ il 1 H y
H VYT L |
- L ' L
S . i
e
E ]
<
Apmax 3mm 1
70
\\((? 7 #D ‘
Kr 45° &D1

Shell Type Milling Cutter EZEYE %70

Dimensions (mm) #3#&

Avallable Tools

Iltem Code
IR T Insert Screw Screwdriver
Vilay ERiRi HERARF
PHNO06-4005-C16 47.3
PHNO06-5004-C22 50 22 40 57.3 10.4 6.3 4
PHNO06-5006-C22 50 22 40 57.3 10.4 6.3 6 M3x7 9x4 4xT10
PHNO06-6306-C22 63 22 40 70.3 10.4 6.3 6 HNGX0604-R (D0X71.6)(;1.0(;(119) T10
PHNO06-6308-C22 63 22 40 70.3 | 104 6.3 8
PHNO06-8007-C27 80 27 50 86.8 | 12.4 7.0 7
PHNO06-8010-C27 80 27 50 86.8 | 12.4 7.0 10
E - w
9 .
L
Apmax 3mm
yp 7
vf 7°
Kr 45°
Holder 7112 75x&E##% 7]
o Code Dimensions (mm) 334§ Avalle;téli'lé)ols
HHETS Screwdriver
ERARFE
HHNO06-2502-S25-150 32.2 150 2
HHINO6-2503-525-150 25 | 322 | 150 | 100 | 25 | 3 | | | Mox7.oxeaxTio 1o
HHN06-3203-S32-150| 32 | 39.3 | 150 | 100 | 32 3 (D07160100119)
HHNO06-3204-S32-150| 32 39.3 150 100 32 4

Unit/EAI: mm

www.speedtiger.com. tw



SPEED TIGER

HNO9 Holder

B HNO9 #EFEINEERS IR

bt

o

E

<

Apmax 5mm

Yp s
yf 7°
Kr 45°

Shell Type Milling Cutter 25 EYE %70

Dimensions (mm) ##&

* Insert Screw Screwdriver
PHNO09-5004-C22 61.7 10.4

PHN09-6306-C22 22 63 74.7 40 10.4 6.3 6
PHNO09-8006-C27 27 80 91.7 50 12.4 7.0 6
8
8

Ave;ilable Tools

Item Code

PHNO09-8008-C27 27 80 91.7 50 12.4 7.0 M4.x11.2x5.7xT15

HNGX 0906-R T15
PHN09-10008-C32 32 100 | 1M1.7 50 14.4 8.0 (D07160100120)
PHN09-10010-C32 | 32 100 | 111.7 | 50 14.4 8.0 10
PHN09-12510-C40 | 40 125 | 136.7 | 63 16.4 9.0 10

PHN09-12510-C40-L| 40 125 | 136.7 | 63 16.4 9.0 10
Unit/EfiI: mm

WWI/I/. speedtiger.com.tw
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i,

Indexable CN End Mill for Efficient Machining
=N CN S|t A

®

SPEED TIGER

Multi-Purpose, Stable Machining of Steel, Cast Iron, Stainless

Steel, and General Purpose hy ONE Tool.

BIR yE—JEOBENMI Rk « 58 - FEia@EmaT -

B High accuracy insert which is suitable for middle finishing and finishing.
SREJTRBERRD - 5k

M 4 times use - The double-sided 2-edge design make it a cost-efficient solution.
AIEFFETERA - EEmEBEHL AT EHiR

W Nano composite; the oxidation temperature of nACro coating is up to 1,100°C
K& nACro Bt EIEREZE

B Nano composite, super high hardness SH coating 53Kk SH BiEEE

w.speedtiger.com. tW

:--.'_-. ey
ET
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SPEED TIGER

CN Indexable Insert

mCNEmHRID A
B Feature i3

Design 5P BUEGET

High accuracy insert which is
suitable for middle finishing and
finishing.

SRETRBRARS - 1F -

4 times use - The double-sided
2-edge design make it a cost-
efficient solution.

%Eﬂ#ﬁlﬂ%ﬁlgm RO TIE R

Coating ZEJE7 43 - nACro and SH coa

The oxidation temperature of nACro coating is up to 1,100°C , which is suitable for milling cast iron,
carbon steel, stainless steel, and alloy steel.

nACro BEAESE 1100°CECRERE - BRARTIAIEE - —MRWRHE - NBEMURSSMaOERE -

SH coating is with low friction coefficient and super high hardness which is over HV4000; thus, with
cutting tool, it can mill steel very easily.

SH &R EERGE - BSEE - REEEE Hv4000 BLE - HISEME -

Application - New ultra toughened micro-grain solid carbide 3225/4225 & 3220/42
FER - BEaMREESE 32256/4225 K 3220/4220

Tool [ISO Standard ; Applicati it T |58 T
Material Code ,\(A;”“"TQ ;;é)ﬁlg;ﬁls 2 § =1 %
e ‘altengal & 5 a5 |M>
- RS 20 |RE
g ma| <
Q
=
P Super Hard ! ! ! ! - A
3225 M Alloy “
K BEEaS -
P Super Hard - A
4225 M Aloy | A |
K BREEa® -
P Super Hard -
3220 M Aloy @ | A
K BEEa® -
P Super Hard -
4220 M Alloy I I A A u A
K rEESS e ————— [ ]

@: Main Application EER A: Secondary Application REER

WWVI/. speedtiger.com.tw




SPEED TIGER

Surface Performance

B REHEEE
H CN face milling CN F§f

Surface Roughness Tester KEHE HISE : MitutoyoSurftest_SJ-301

Carbon Steel Hfixifi -S45C

ﬂ" f]i}'1i|ir|mun|. i

i
R L

Holder 7J& : HCN07-D1602- S16 150
Insert 71 : CNGX07-3225

Vc=180m/min
N=3580rpm
Fz=0.05mm/tooth Fz=0.2mm/tooth Fz=0.3mm/tooth
Ra=0.45pum Ra=1.01pum Ra=2.06 pm

Stainless Steel A ##fl - SUS304

i I|+'| rr H

B Uﬂl

||. LLLLLY
e \
.. Lh ., ”'u‘.. 1."-".'..I| LI LLLL
Holder 7J& : HCN07-D1602-S16-150
Insert 71/ : CNGX07-3225

Vc=100m/min
N=1990rpm
Fz=0.05mm/tooth Fz=0.2mm/tooth Fz=0.3mm/tooth
Ra=0.38 u m Ra=0.52 um Ra=1.38 um

Nodular Cast Iron/Ductile Iron kB
. l'*‘“'ﬂ !* ) .I'I J‘1|l‘ll ..- i

Holder 718 : HCN07 D1602-S16-150
Insert 71/ : CNGX07-3225

VVc=200m/min
N=3980rpm
Fz=0.05mm/tooth Fz=0.2mm/tooth Fz=0.3mm/tooth
Ra=0.81um Ra=1.09 um Ra=1.30pm

www.speedtiger.com. tw
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SPEED TIGER

aus PA6G6

Cutting Condition

CN Indexable Insert

B CNSEmERRT

RIS R & 3

i i & ing & .
‘ ltem Code Dimensions (mm) #R1& Coating £ |Radius Milling

Roughing #8

CNGX07-3225 | 7 | 3.1 341/ 36 |80 | 15| 0% v Medium &
Finishing &%

Roughing 1%

CNGX07-4225 | 7 | 3.1(341| 36 |80 15| %02 | Medium &
Finishing &%

R1 Roughing 1%

CNGX07-3220 | 7 | 3.1 |341| 36 |80 | 15 | 0% v Medium =
Finishing &%

Roughing 1@

CNGX07-4220 | 7 | 3.1 |341/36 |80 | 15| 32| v Medium
Finishing 1&#%

@: Main Application EZ MM A: Secondary Application REEF

Unit/EEfI: mm

WWI/I/. speedtiger.com.tw
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SPEED TIGER

CNGXO07 Shrink Fit Head & Holder

B CNGX07 fZFAKRL TG & EETIW

CN Indexable Shrink Fit Head CN (&R, /&4 7158

Item Code Dimensions (mm) 4§

el N O - N 9 =75

Avallable Tools

SCN07-D1602 35.0
SCN07-D1603 16 16 10 45 35.0 3
SCNO07-D1702 17 16 10 45 35.0 2
SCNO07-D1703 17 16 10 45 35.0 3 CN 07 M2.5x6.0x3.6xT8 T8
SCNO07-D2003 20 20 12 45 40.0 3 — (D07160100112)
SCN07-D2004 20 20 12 45 40.0 4
SCN07-D2103 21 20 12 45 40.0 3
SCNO07-D2104 21 20 12 45 40.0 4
BOEER PR MEE M 512454 5} EPEBR FI - 201520721653.9

Patent of Taiwan No.: M 512454 Patent of China No.: 201520721653.9

|
// 77557745777574%

Holder EZEET14H

ltem Code

Dimensions (mm) #24& Avallable Tools

PAla iR TERZARTE

HCNO07-D1602-S16-150 150
HCNO07-D1702-S16-150 17 16 150 35 2 oN o7 M2.5x6.0x3.6xT8 T8
HCNO07-D2003-S20-150 20 20 150 40 3 (D07160100112)
HCNO07-D2103-S20-150 21 20 150 40 3

Unit/EfiI: mm

www.speedtiger.com. tw
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SPEED TIGER

Radius End Mill

mERAERRI)

Dimensions(mm)

Available Tools

BRI
Order No. Item code
= Shrink Fit Type
an ik FRIBHS Pl
Page
JFAP3001 APKT1003PDER | 6.7 | 10 |0.5| 1 |2.8|3.5/11° | AITiN
JFAP3002 APKT1604PDER | 9.5 [15.5/0.8 (1.4 |4.4|5.2 11" | AITIN
31
JFAP2001 APMT1135PDER |6.16(10.83/ 0.8 (1.92(2.8 (3.5 [11° | AITIN
JFAP2002 APMT1604PDER [9.26(16.26/ 0.8 | 2 |4.6 [4.76[11° | AITIN
@: Main Application =Z MR A: Secondary Application REEF
INSERTS for Alumi AT
or uml 1/ J/.]
L
-
D @ N )
/ N—

$8F3 7] Insert for aluminum

Dimensions(mm) Available Tools

Rts

Order No.

AR SR

Item code
G

BRI
Shrink Fit Type
Page

*' JFAP1001 | APEX1604PDFR | 9.5 |16.5| 0.2 | 1.2 | 4.4 |4.76 [11° NO
w- JFAP1001-al | APEX1604PDFR | 9.5 (16.5| 0.2 | 1.2 | 4.4 |4.76 [11° (DTLBC)

311

@: Main Application =ZfEFR A: Secondary Application XREEF

WWI/I/. speedtiger.com.tw

Unit/EEfiI: mm




SPEED TIGER

AP Shrink Fit Head

AP B ELS 5

Dimensions (mm) Available Insert Wrench

SAP10-D1602 16 16 45 10 2
SAP10-D1702 17 16 45 10 2
SAP10-D2002 20 20 45 12 2
APKT1003 MS2506A T09
SAP10-D2003 20 20 45 12 3
SAP10-D2102 21 20 45 12 2
SAP10-D2103 21 20 45 12 3

EREEM&EEIREL#% & #RF Product with Screw and Wrench

BEEER 75 : MEE M 512454 5% EhEEF F5% : 201520721653.9
Patent of Taiwan No.: M 512454 Patent of China No.: 201520721653.9

H o
H -

FR AL RAHRETF !
Lm0 L

TR

L R e

LI
T et
CEE L T

& &3 ;;ﬁ

Unit/EAI: mm

www.speedtiger.com. tw
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Spot Drill /| Chamfer Mill + Inserts SET
s / EHmJ]) JIB%E

| a"m

| X meoEo TOER "L

ot < «
. s gy
- v A .8~ -
’ ‘H‘“-_, L anli €
« 9 o
.

GPpa” " g )
c e Y./

@ Characteristic 432, :

1.For general chamfering and NC spot drilling.
RIEEZFERMEIAINTI K NC ERHSE,

2.The multi-edge design make it a cost-efficient solution- 4 times use.
TR rIEGmER, H TR/,

3.New spotting way, stable center spotting, improve tool life effectively.
FEDREMAN - THREREEDD -EE58BE KBERJIAS® -

4.Newly developed SH + ZrN coating increases the lubrication, lowers
the friction, and improves tool performance effectively.
FREZEE SH+ZrN BRI T AB LR T EE - MRS
JIEMRE -

5.Patent of Taiwan No. : M560955
EHFI5E : M560955

Patent of Taiwan: M 560955
AERESESEBHEEF 5 : M 560955

i



SPEED TIGER

ou= P313

Cutting Condition

Spot Drill /| Chamfer Mill + Inserts SET

m ERE/EAT) NALH

Holder Standard Accessories included
| ' e R

| Spot Drill(W-+Cr)/ .
Charmfer Mill45" ) SET HSE1245-S16-120 16 | 120 | 45°| 169 | 40 | 0.8 1.Insert 715 (SE12T4)*5pcs

| 2. Wrench #g=F (T15)*1pc

Spot Dril(W+Cr)/ Py . 3. Screw R #% (TS4006)*1pc
Chamfer Mill(30° ) SET HSE1230-S16-120 16 120 30" | 20.8 40 0.8

Spotting Drill

Work

@ Recommend Cutting €
EE TR

Vc (m/min) f Diameter| Speed

Material

W NI BEE | BE
. 100 004]| 6 5300 | 210
—— : \ Ge“f’ﬁ;ﬂ;ﬁtee' 003| 8 3200 | 95
= ‘L 0» 1 iaI 80 [003] 10 [ 2500 | 75
_-_3: / — 1 002] 12 [ 2100 [ 40
BT ' 20 005| 4 3200 | 160
= " L | Carbon steel 0.04 6 2100 85
' e 003| 8 1400 | 40
3% 003| 10 1100 | 30
006| 4 12000 | 700
Non-ferrous 006] 6 8000 | 480
alloy 150 [006] 8 6000 | 360
S g 0.06 10 4800 280
006| 12 | 4000 | 240

Chamfering

Work ' \yc mmin)| Ap |Chamfer|Speed

oy | IMEE enxEem Hch | @2
0.5C 2600 | 0.25
10 2! 1.c_| 2% [2100 [0.22
12 0.5C 1200 | 0.25
General 2~4 1.C 4800 | 1100 | 0.22
% WARNING F&E : steel 120 2.C 820 | 0.17
1.Please use high rigidity machine and tool holder. —& 0.5C 800 | 0.25
S5 PR L 2 M3 e o 46 1€ | 3500 [ 700 [022
. . 2.C 550 | 0.17
2.Please adjust the Speed and Feed Rate if tool
vibration happened on the low rigidity machine. 3.C 385 | 0.12
EIRERT OISR TE « HIRREN - LR 21 (255 3900 (201 009
LeBlEAREREEHIERERE - :)g 18300 g-gg
3.Recommend the maximum tool over length is 5D. - -
Please adjust the parameters according gtJo the actual Carbon 2~4 1.C 1600 | 65 | 0.04
situation. ﬁsﬁt;em! 40 2.C 50 0.03
JIESRFSRHEI 5D HEHEE - B NS SR - FEiSIHIR ) 0.5C 65 | 0.06
HECEREREE - 4~6 1.C_ | 4100 | 55| 005
2.C 45 0.04
3.C 35 0.03
0.5C 3000 | 0.25
2| 1.C 12000 2750 | 0.23
0.5C 1500 | 0.25
Non-fer- 2~4 1.C 6000 | 1400 | 0.23
rousalloy | 150 2.C 1250 | 0.21
FHEE 0.5C 1000 | 0.25
1.C 920 | 0.23
4~6 T3¢ 409 550 [0.21
video LI 3.C 600 O.E)m

Unit/EAI: mm

vw.speedtiger.com. z‘W
B 400000




SPEED TIGER Position Drill
E 1 28

sz P46T

Cutting Condition

Position Drill

m (s o

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm
MODE Diameter L';':;fh L::g']'th Tip Angle
r ' PDSTO030900 3 10 50 3 90°
] PDST030120 & 10 50 3 120°
PDST040900 4 12 50 4 90°
PDST040120 4 12 50 4 120°
PDST050900 5 15 50 5 90°
PDST050120 5 15 50 5 120°
HRC PDST060900 6 20 60 6 90°
» 45 PDST060120 6 20 60 6 120°
PDST080900 8 25 60 8 90°
PDST080120 8 25 60 8 120°
PDST100900 10 25 75 10 90°
PDST100120 10 25 75 10 120°
PDST120900 12 30 75 12 90°
PDST120120 12 30 75 12 120°
PDST160900 16 35 100 16 90°
PDST160120 16 35 100 16 120°
PDST200900 20 40 100 20 90°
% %Z PDST200120 20 40 100 20 120°
)
4]
T
L1
U
o
Application M H : % Perfect &i&E © Excellent #%& O Good &
cirlfé’y”sj‘eee‘?" e R Stainless steel | Titanium all NiCke!|'|’;°°"e' Copper alloy | Aluminum alloy
Ces B ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i s REAS M Eas
O @} O O O

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
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SPEED TIGER Position Drill
E 1 28

sz P46T

Cutting Condition

Position Drill

- 600 HRC' 74
H E{Eﬁg -l
Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6pm
PDST030900T 3 10 50 3 90°
PDST030120T 3 10 50 3 120°
PDST040900T 4 12 50 4 90°
PDST040120T 4 12 50 4 120°
PDST050900T 5 15 50 5 90°
PDST050120T 5 15 50 E 120°
PDST060900T 6 20 60 6 90°
PDST060120T 6 20 60 6 120°
PDST080900T 8 25 60 8 90°
PDST080120T 8 25 60 8 120° HRC
PDST100900T 10 25 75 10 90° > 50
PDST100120T 10 25 75 10 120°
PDST120900T 12 30 75 12 90°
PDST120120T 12 30 75 12 120°
PDST160900T 16 35 100 16 90°
PDST160120T 16 35 100 16 120°
PDST200900T 20 40 100 20 90°
PDST200120T 20 40 100 20 120°

L1

o
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
Pre-harden steel High-hardened i
carbon steel, FEIESH g%ﬁﬁfgﬁﬂ Stainless steel | Titanium ally Nickel/Inconel Copper alloy | Aluminum alloy
oy Steel R #as ally Y gas
RR# SEH ~45HRC ~50HRC | ~55HRC | ~60HRC | ~B5HRC REAS ’
O ©) ©) O (@) (@) O O O

Unit/EAI: mm

vww.speedtiger.com. tw
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SPEED TIGER Position Drill
E 1 28

sz P46T

Cutting Condition

Position Drill - Long Shank

m REE =

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um
. Flute Full Shank .
ﬁ Diameter Length Length Tip Angle
PDST040901 4 12 100 4 90°
PDST040121 4 12 100 4 120°
PDST060901 6 20 100 6 90°
PDST060121 6 20 100 6 120°
PDST080901 8 25 100 8 90°
PDST080121 8 25 100 8 120°
HRC PDST100901 10 25 150 10 90°
» 45 PDST100121 10 25 150 10 120°
PDST120901 12 30 150 12 90°
PDST120121 12 30 150 12 120°
PDST160901 16 35 150 16 90°
PDST160121 16 35 150 16 120°
PDST200901 20 40 150 20 90°
PDST200121 20 40 150 20 120°
% % ~Z
A
/i>
l %
L1
ol
Application M H : % Perfect &i&E © Excellent #%& O Good &
c:rlﬁ);)ynsstteejl, Pre-?;r%egﬁsteel Hig%—ﬁ%agﬁelned Stainless steel | Titanium ally NickeEIlllllr;coneI Copper alloy | Aluminum alloy
KRE a8 ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC Fam #Es BESS nEs® Bas
(@) (@) (@) O O

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
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SPEED TIGER Position Drill
E 1 28

sz P46T

Cutting Condition

Position Drill - Long Shank

- 600 HRE' 75
H i wdd
Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um
. Flute Full Shank .
; ilelEl= e Length Length Diameter
PDST040901T 4 12 100 4 90°
PDST040121T 4 12 100 4 120°
PDST060901T 6 20 100 6 90°
| PDST060121T 6 20 100 6 120°
PDST080901T 8 25 100 8 90°
PDST080121T 8 25 100 8 120°
PDST100901T 10 25 150 10 90°
PDST100121T 10 25 150 10 120°
PDST120901T 12 30 150 12 90° HRC
PDST120121T 12 30 150 12 120° > 50
PDST160901T 16 35 150 16 90°
PDST160121T 16 35 150 16 120°
PDST200901T 20 40 150 20 90°
PDST200121T 20 40 150 20 120°
% ~Z %
A
/i>
l %
L1
ol
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
C?\rl?gynsst:eeeelly Pre';é%gﬁswel Hig%—%agﬁeﬂned Stainless steel | Titanium ally Nicke;/lllr;lconel Copper alloy | Aluminum alloy
KM AL ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC i #as BESS has W gas
O ©) ©) O (@) (@) O O O

Unit/EAI: mm

vww.speedtiger.com. tw
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SPEED TIGER

& Hl
iz PA68

Cutting Condition

Reamer series

m F5HIER 7]

Micro Grain Carbide

MODE Flute Length Neck Diameter Shank Length Full Length Flutes
1

600 HRC
(P65 |

WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um

RE015 1.5 8 1.35 20 40
RE016 1.6 9 1.4 20 43
..' i RE017 1.7 9 1.5 18 43
1\l \ RE018 18 10 16 18 46
| REO020 2.0 1 1.8 18 49
I | RE022 2.2 12 2.0 18 53 4
REO025 2.5 14 2.6 20 57
RE028 2.8 15 2.6 20 61
| RE030 3.0 16 2.8 20 65
RE035 3.5 18 3.3 23 70
| RE040 4.0 19 3.7 25 75
REO045 4.5 21 4.2 26 80
REO050 5.0 23 4.7 35 86
REO055 5.5 26 5.1 35 93
= RE060 6.0 26 5.6 35 93
RE065 6.5 28 6.1 32 101
REO070 7.0 31 6.5 36 109
| REO075 7.5 31 6.5 36 109
HRC RE080 8.0 33 7.5 42 17
» 65 RE085 8.5 33 7 42 117 6
RE090 9.0 36 8.0 42 125
| RE095 9.5 36 8.0 42 125
RE100 10.0 38 9.0 45 133
RE105 10.5 38 9.0 45 133
RE110 11.0 41 9.0 50 142
. RE115 11.5 41 9.0 50 142
RE120 12.0 44 9.0 50 151
RNALE
a
L1
L l—]
& °
) @
& o
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
carbon steel, Pre-?;rfj@egﬁsteel ng%-hafened Stainless steel Copper alloy Aluminum alloy
_ Aloy steel pS- 1| HES #as
KM AL ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC '
(@) (@) (@) O O O @) O O

WWVI/. speedtiger.com.tw
- kL

Unit/EEfI: mm



SPEED TIGER Reamer o

XJ & =5 2t 88 £2 7]

& Hl
iz PA68

Cutting Condition

Carbide Edge Reamer

m J)EREREMERER 7]

Micro Grain Carbide WC=90 Co=10 HV30=1571 Rupture=3750N/mm? Grain Size=0.6um
Diameter Neck Diameter D_Shank Flutes
iameter
Hf&d NDFEHPE R D A%
RECO085 8.5 33 7.0 42 117 8 6
REC090 9.0 36 8.0 42 125 10 6
REC095 9.5 36 8.0 42 125 10 6
REC100 10.0 38 9.0 42 135 10 6
REC105 10.5 38 9.0 45 133 10 6
REC110 11.0 41 9.0 50 142 10 6
REC115 11.5 41 9.0 50 142 10 6
REC120 12.0 44 9.0 50 151 12 6
REC125 125 44 9.0 50 151 12 6
REC130 13.0 44 11.0 50 151 12 6
REC135 13.5 47 11.0 58 160 12 8
REC140 14.0 47 11.0 58 160 12 8
REC145 14.5 50 11.0 58 162 12 8
REC150 15.0 50 11.0 58 162 12 8
REC155 15.5 52 11.0 58 170 12 8
REC160 16.0 52 11.0 58 170 12 8
iy . . L .
Helix Angle : Tolerance for outer diameter Application : Mold steel and nonmetal material
Main character : Specialized in ream process of mold, could reach prefect tolerance for outer
diameter, the helix angle more larger, the surface more smooth.
z ~Z
=
I BiEA:.7 ~12° ” EHT
ERVE EEEEMRRIEEESEMETHNR - BREREEEERAIEE - JEIFEE
FHAEAE - BIRAMA - AWM IEELE -
L [\o|
2
U
g &
Application EFRAMHE : % Perfect &iEE © Excellent & O Good &
carbon steel, Pre_;%%gﬁme' Hig%—ﬁ%ggﬂeﬂned Stainless steel Copper alloy Aluminum alloy
o Alloy stee! ENT ) Bee M Bas
RRW Bel ~45HRC ~50HRC ~55HRC ~60HRC ~65HRC '
O O O O O O O (@] O

Unit/EAI: mm
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SPEED TIGER

MINI SYSTEM

MiE

RITE

Min. boring hole diameter | Coating Spec.
R/ TAE ZE RgR
Boring - —
BR 7, @0.5mm~@8.0mm Tisi 322
Profiling & Boring N —
PF22 5T & 17, @1.0mm~@8.0mm Tisi 323
A S
d Profiling & Boring 5 ]
PF47 HL 5T & 7, @1.0mm~@8.0mm Tisi 324
Back Turning N (]
BT 225 ) @4.0mm~@8.0mm Tisi 325
NS
Internal Grooving N [ ]
IG #m A @4.0mm~@8.0mm TisiN 326
g - .
A
A~ .
Internal Grooving —
IGR Sﬁm Radius @4.0mm~@8.0mm TiSi 327
AEEBE
A
;/f' DT T AR B
o ' Face Grooving L]
I ~ o
FG ;/ | R @4.0mm~@8.0mm Tisi 328
B o s
Face Grooving Radius 5 A
FGR ripepA @4.0mm~@6.0mm Tisi 328
Chamfering & Profiling _
CP /&\m BIE & 15T @1.0mm TiSi 329
25
[ Threading _ ]
TA i 42 457 5 1 @2.3mm~@6.0mm TiSiN 329
g -

Unit/EAI: mm
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SPEED TIGER MINI SYSTEM
IEERITH

Bori
i g{frgg P330 TS
. ;E ?L Cutting Condition

L1

MODE
@ min
§-£sﬁ

BR07-05.003-015 R/L 4 0.03
BR07-05.003-025 R/L 4 0.5 0.2 50 2.5 0.03
BR07-10.005-03 R/L 4 1 0.4 50 3.0 0.05
BR07-10.005-05 R/L 4 1 0.4 50 5.0 0.05
BR07-20.005-06 R/L 4 2 0.8 50 6.0 0.05
BR07-20.005-10 R/L 4 2 0.8 50 10.0 0.05
BR07-20.005-14 R/L 4 2 0.8 50 14.0 0.05
BR07-30.010-09 R/L 4 3 1.3 50 9.0 0.1
BR07-30.010-15 R/L 4 3 1.3 50 15.0 0.1
BR07-30.010-21 R/L 4 3 1.3 50 21.0 0.1
BR07-40.010-12 R/L 4 4 1.8 50 12.0 0.1
BR07-40.010-20 R/L 4 4 1.8 50 20.0 0.1
BR07-40.010-28 R/L 4 4 1.8 60 28.0 0.1
BR07-50.020-15 R/L 6 5 23 50 15.0 0.2
BR07-50.020-25 R/L 6 5 23 50 25.0 0.2
BR07-50.020-35 R/L 6 5 23 60 35.0 0.2
BR07-60.020-18 R/L 6 6 2.8 50 18.0 0.2
BR07-60.020-30 R/L 6 6 2.8 60 30.0 0.2
BR07-60.020-42 R/L 6 6 2.8 75 42.0 0.2
BR07-70.020-21 R/L 8 7 3.3 60 21.0 0.2
BR07-70.020-35 R/L 8 7 3.3 75 35.0 0.2
BR07-70.020-49 R/L 8 7 3.3 100 49.0 0.2
BR07-80.020-24 R/L 8 8 3.8 60 24.0 0.2
BR07-80.020-40 R/L 8 8 3.8 75 40.0 0.2
BR07-80.020-56 R/L 8 8 3.8 100 56.0 0.2

Unit/EEfI: mm

WWVI/. speedtiger.com.tw
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SPEED TIGER

MINI SYSTEM
MEEHITE

Profiling & Boring

N -
B {AAETL B o

PF22-10.005-03 R/L 4 1 0.4 50 3 0.05 0.2
PF22-10.005-05 R/L 4 1 0.4 50 5 0.05 0.2
& PF22-20.005-06 R/L 4 2 0.8 50 6 0.05 0.4
-T PF22-20.005-10 R/L 4 2 0.8 50 10 0.05 0.4
| oy PF22-20.005-14 R/L 4 2 0.8 50 14 0.05 0.4
-~ I'. PF22-30.010-09 R/L 4 3 1.3 50 9 0.1 0.6
\ \ PF22-30.010-15 R/L 4 3 1.3 50 15 0.1 0.6
f | x I PF22-30.010-21 R/L 4 3 1.3 50 21 0.1 0.6
-3 ___--’}f PF22-40.010-12 R/L 4 4 1.8 50 12 0.1 0.8
'-.{""' R/ PF22-40.010-20 R/L 4 4 1.8 50 20 0.1 0.8
: PF22-40.010-28 R/L 4 4 1.8 60 28 0.1 0.8
PF22-50.020-15 R/L 6 5 23 50 15 0.2 1
PF22-50.020-25 R/L 6 5 23 50 25 0.2 1
PF22-50.020-30 R/L 6 5 23 60 30 0.2 1
PF22-60.020-18 R/L 6 6 2.8 50 18 0.2 1.2
PF22-60.020-30 R/L 6 6 2.8 60 30 0.2 1.2
PF22.60.020-42 R/L 6 6 2.8 75 42 0.2 1.2
PF22-70.020-21 R/L 8 7 3.3 60 21 0.2 1.4
PF22-70.020-35 R/L 8 7 3.3 75 35 0.2 1.4
PF22-70.020-49 R/L 8 7 3.3 100 49 0.2 1.4
PF22-80.020-24 R/L 8 8 3.8 60 24 0.2 1.6
PF22-80.020-40 R/L 8 8 3.8 75 40 0.2 1.6
PF22-80.020-56 R/L 8 8 3.8 100 56 0.2 1.6

Unit/EAI: mm

www.speedtiger.com.tw
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SPEED TIGER MINI SYSTEM
IEEHTE

Profiling & Boring

] H P s
m {58 aix P339 TS

PF47-10.005-03 RIL 4 1 0.4 50 3 0.05 0.2
PF47-10.005-05 RIL 4 1 0.4 50 5 0.05 0.2
PF47-20.005-06 RIL 4 2 08 50 6 0.05 0.4
PF47-20.005-10 RIL 4 2 08 50 10 0.05 0.4
PF47-20.005-14 RIL 4 2 08 50 14 0.05 0.4
PF47-30.010-09 RIL 4 3 13 50 9 0.1 06
PF47-30.010-15 RIL 4 3 13 50 15 0.1 06
PF47-30.010-21 RIL 4 3 13 50 21 0.1 06
PF47-40.010-12 RIL 4 4 1.8 50 12 0.1 08
PF47-40.010-20 RIL 4 4 18 50 20 0.1 0.8
PF47-40.010-28 RIL 4 4 1.8 60 28 0.1 0.8
PF47-50.020-15 RIL 6 5 23 50 15 0.2 1
PF47-50.020-25 RIL 6 5 23 50 25 0.2 1
PF47-50.020-35 RIL 6 5 23 60 35 0.2 1
‘/ EiE / / / = PF47-60.020-18 RIL 6 6 28 50 18 02 1.2
R =ttt PF47-60.020-30 RIL 6 6 28 60 30 0.2 1.2
bl HEH PF47.60.020-42 RIL 6 6 28 75 42 0.2 1.2
‘\L - PF47-70.020-21 RIL 8 7 33 60 21 0.2 1.4
== | ST PF47-70.020-35 RIL 8 7 33 75 35 0.2 1.4
/,r/ ,/_//_,; 7 ya PF47-70.020-49 R/L 8 7 B 100 49 0.2 1.4
PF47-80.020-24 RIL 8 8 3.8 60 24 0.2 16
PF47-80.020-40 R/L 8 8 3.8 75 40 0.2 16
PF47-80.020-56 R/L 8 8 3.8 100 56 0.2 1.6
Unit/EEfI: mm
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SPEED TIGER

MINI SYSTEM

INEEBEHTE
Back Turnin -
? iz P330 Tisi

B 5EH

Cutting Condition

BT30-40.010-12 R/L 4 4 1.8 50 12 0.1 1 1.5
BT30-40.010-20 R/L 4 4 1.8 50 20 0.1 1 1.5
BT30-60.020-18 R/L 6 6 2.8 50 18 0.2 1.5 2

BT30-60.020-30 R/L 6 6 2.8 60 30 0.2 15 25
BT30-80.020-24 R/L 8 8 3.8 60 24 0.2 2 25
BT30-80.020-40 R/L 8 8 3.8 75 40 0.2 2 25

Unit/EAI: mm
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SPEED TIGER MINI SYSTEM
IEEHTE

Internal Grooving

cur P330 TS
. m @%E ﬁ%g Condition TISI

1G05-40.005-10 R/L 4 4 1.8 50 10 0.5 0.05 0.5
1G05-40.005-15 R/L 4 4 1.8 50 15 0.5 0.05 0.5
1G10-40.010-10 R/L 4 4 1.8 50 10 1.0 0.10 1.0
1G10-40.010-15 R/L 4 4 1.8 50 15 1.0 0.10 1.0
1G15-40.015-10 R/L 4 4 1.8 50 10 15 0.15 1.0
1G15-40.015-15 R/L 4 4 1.8 60 15 15 0.15 1.0
1G10-50.010-15 R/L 6 5 2.3 50 15 1.0 0.10 1.2
1G10-50.010-25 R/L 6 5 23 50 25 1.0 0.10 1.2
1G15-50.015-15 R/L 6 5 23 50 15 15 0.15 1.2
1G15-50.015-25 R/L 6 5 23 50 25 15 0.15 1.2
1G20-50.020-15 R/L 6 5 23 50 15 2.0 0.20 1.2
1G20-50.020-25 R/L 6 5 2.3 50 25 2.0 0.20 1.2
1G10-60.010-15 R/L 6 6 2.8 50 15 1.0 0.10 15
1G10-60.010-25 R/L 6 6 2.8 50 25 1.0 0.10 1.5
1G15-60.015-15 R/L 6 6 2.8 50 15 15 0.15 15
1G15-60.015-25 R/L 6 6 2.8 50 25 15 0.15 15
1G20.60.020-15 R/L 6 6 2.8 50 15 2.0 0.20 15
1G20.60.020-25 R/L 6 6 2.8 50 25 2.0 0.20 15
1G10-70.010-20 R/L 8 7 3.3 60 20 1.0 0.10 1.8
1G10-70.010-30 R/L 8 7 3.3 75 30 1.0 0.10 1.8
1G15-70.015-20 RIL 8 7 3.3 60 20 15 0.15 2.0
1G15-70.015-30 R/L 8 7 3.3 75 30 1.5 0.15 2.0
1G20-70.020-20 R/L 8 7 3.3 60 20 2.0 0.20 25
1G20-70.020-30 R/L 8 7 3.3 75 30 2.0 0.20 25
1G10-80.010-20 R/L 8 8 3.8 60 20 1.0 0.10 1.8
1G10-80.010-30 R/L 8 8 3.8 75 30 1.0 0.10 1.8
1G15-80.015-20 R/L 8 8 3.8 60 20 15 0.15 2.0
1G15-80.015-30 R/L 8 8 3.8 75 30 15 0.15 2.0
1G20-80.020-20 R/L 8 8 3.8 60 20 2.0 0.20 25
1G20-80.020-30 R/L 8 8 3.8 75 30 2.0 0.20 25
Unit/EEfiI: mm
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SPEED TIGER MINI SYSTEM
NEEHTHE

Internal Grooving Radius

T -
" AEREE me 1539 I3

IGR10-40.050-12 R/L 4 4 1.8 50 12 10 | 050 | 10
IGR15-40.075-12R/L 4 4 1.8 50 12 15 | 075 | 1.0
o IGR20-40.100-12 R/L 4 4 1.8 50 12 20 | 100 | 13
Wl IGR10-60.050-18 R/L 6 6 28 50 18 10 | 050 | 16
W
IGR15-60.075-18 R/L 6 6 28 50 18 15 | 075 | 16
B o 1
//:/i'/ ]”// /j IGR20-60.100-18 R/L 6 6 2.8 50 18 20 | 100 | 16
IGR10-80.050-24 R/L 8 8 38 60 24 10 | 050 | 25
IGR15-80.075-24 R/L 8 8 38 60 24 15 | 075 | 25
IGR20-80.100-24 R/L 8 8 38 60 24 20 | 100 | 25

Unit/EAI: mm
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SPEED TIGER MINI SYSTEM
IEEHTE

Face Grooving

1 Hl
A guz P330  TiSi
. HWE%E (Iiutting Condition

FG075-40.010-15 R/L 4 4 1.8 50 15 0.75 0.1 1.2

LI FG100-40.010-15 R/L 4 4 1.8 50 15 1.00 0.1 1.5
B FG150-40.010-15 R/L 4 4 1.8 50 15 1.50 0.1 26
FG075-50.010-22 R/L 6 5 23 50 22 0.75 0.1 1.2

FG100-50.010-22 R/L 6 5 23 50 22 1.00 0.1 1.5

FG150-50.010-22 R/L 6 5 23 50 22 1.50 0.1 25

FG200-50.010-22 R/L 6 5 23 50 22 2.00 0.1 3.6

FG100-60.010-22R/L 6 6 2.8 50 22 1.00 0.1 1.5

FG150-60.010-22R/L 6 6 2.8 50 22 1.50 0.1 25

FG200-60.010-22 R/L 6 6 2.8 50 22 2.00 0.1 3.0

FG250-60.010-22 R/L 6 6 2.8 50 22 2.50 0.1 4.6

FG250-80.010-22 R/L 8 8 3.8 60 22 2.50 0.1 4.6

Face Grooving Radius

!IZJ i P330 .
. Eﬁﬁ%% 1(?:%59 Condition X

FGR100-40.050-15 R/L 4 4 1.8 50 15 1.0 0.50 1.2
FGR150-40.075-15 R/L 4 4 1.8 50 15 1.5 0.75 1.5
FGR100-50.050-22 R/L 6 5 23 50 22 1.0 0.50 1.2
FGR150-50.075-22 R/L 6 5 23 50 22 1.5 0.75 1.5
FGR200-50.100-22 R/L 6 5 23 50 22 2.0 1.00 25
FGR100-60.050-22 R/L 6 6 23 50 22 1.0 0.50 1.2
FGR150-60.075-22R/L 6 6 2.8 50 22 15 0.75 1.5
FGR200-60.100-22R/L 6 6 238 50 22 2.0 1.00 25
Unit/EfiI: mm
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SPEED TIGER

MINI SYSTEM

MEEHITE

Chamfering & Profiling

m AR

@ P330 Tjsi

Cutting Condition

CP30-10.020-18

CP45-10.020-18

CP60-10.020-18

Threading

m IRAE I

CN
suz P331

Cutting Condition

TiSi

TA60-23-08 R/L 4 23 1.0 0.2-0.5 | 80-48 50 8 0.45 0.03
TA60-30-15 R/L 4 3.0 1.3 0.5-0.75 40-36 50 15 0.75 0.06
TA60-40-15 R/L 4 4.0 1.8 0.5-1.0 | 40-24 50 15 0.75 0.06
TA60-60-20 R/L 6 6.0 28 |0.75-1.5| 36-18 50 20 0.80 0.09

Unit/EAI: mm
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SPEED TIGER

MR R

= 2P322 %.9P323 %.%P324 %.%P325 %.%P326 %.P327 %.7P328 %.7P329

Specification page Specification page Specification page Specification page Specification page Specification page Specification page Specification page

® Internal Turning (Boring & Profiling ) RAE&EH] (#E3l & G/2)

Work Materials Ve(m/min) F(mm/rev) Work Materials Ve(m/min) F(mm/rev)

AT B s Y E Ty Al Y13 s

B - SE19 i AW

SUS303 » SUS430% .- 20-100 0.01-0.1 FC200 - FCD400Z - 30-100 0.01-0.08

i f=F

HEE  MRSE
A5052 + AB061 » A7025% - 50-140 0.01-0.12 : 20-80 0.01-0.08

Ti-6AI-4V/(TC4)% -

=i

C2801 » C3604%--- 50-150 0.01-0.12

® Internal Cutting [JEELDHE|

Work Materials Ve(m/min) F(mm/rev) Work Materials Ve(m/min) F(mm/rev)
RIAE e BATHIAR e
31{%2& ﬁsuﬁﬂg 50-140 0.01-0.04 84;?:&3'0?,%&?%“ 30-120 0.01-0.04
SUS303 | SUS430%... 20-100 0.01-0.04 Fo08 - Fonao0.. 30-100 0.01-0.04
AS052 - Aont - ATzs.. | 50140 0.01-0.04 1?§sﬁv<@§;a§ 20-80 0.01-0.04
Com01 | GRS 50-150 0.01-0.04

® Face Cutting imEELDE|

Work Materials Ve(m/min) F(mm/rev) Work Materials Ve(m/min) F(mm/rev)
WA o S ey o
31{%(6;#‘ iﬁsuﬁﬂg 50-140 0.01-0.06 34;?&3'03?5%“_ 30-120 0.01-0.06
sussosx'ﬁéﬁjm;%o%... 20-100 0.01-0.06 e #&%ﬁgm 30-100 0.01-0.06
AB052 - Aeﬁgg $A7025%... 50-140 0.01-0.06 ﬁgﬁvﬁigﬁ 20-80 0.01-0.06
2801 -%333@604%... 50-150 0.01-0.06
Unit/&{i1: mm

WWW. speedtiger.com.tw
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SPEED TIGER

R E:

EusP329

Specification page

® Internal Threading ARIZENEIEl

Vc(m/min) P-0.75mm P-1.25mm
Work Materials
St 4T A Number of Number of Number of Number of Number of
WAHIA Y Passes _Passes Passes Passes _Passes
ETRE ETRE ETIRE ETRE ETRE
EhEsd - 5 HI _ - - ~ ~
S10C + SUM222% 50-150 5~7 7~9 9~11 11~14 14~17
i a2 - - - _ -
S45C » SCM415% 30-120 6~8 8~10 10~12 12~15 15~18
N i N " 5 5 N
SUS303 + SUS430%... 20-100 8~10 10~12 12~14 15~17 18~20
B - FRBEN ~ _ - _ _
FC200 - FCD400&. . 30-100 7~9 9~11 11~13 14~16 17~19
Y=k 5 - 5 " 5
A5052 - AG061 - A7025%... 50-150 6~8 8~10 10~12 12~14 15~17
Hif 50-150 6~8 8~10 10~12 12~14 15~17
C2801 - C3604%...

Unit/EE{I: mm
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SPEED TIGER Cuttir
P-MIE P SLE/P-MLE SUMIE SUPE tJ] ﬁu ﬂs*z {tF E
e P36 fma% P45 ;m;% P194 Lz P195

Specification page Specification page Specification page Specification page

SLE/P-MLE,SUMIE,SUPE, 2 Flutes Standard Cutting Conditions 1ZZt]JH|

Carbon Steels, Alloy HIRCS0™4S Austenitic stainless steels gig%qeg;;ils

Work Steels AETSIce Sl SEHE SUS304,SUS316% ey
Material ) S50C, SCM, AIS| 304,AIS| 316 ' .

S o5 HEH, SKD61, NAKE

WHIH AISI 1049, Castiron | Froherdencasteels. IS\ - s usensn 2,517 R -
xRl - 524 ~HRC30 AR
A&l - TEH
Cutting
Speed 8 i i in i 20~40m/min
THIEE
Feed Rate Feed Rate Feed Rate Feed Rate Feed Rate
(mm/min) (mm/min) (mm/min) (mm/min) (mm/min)
Diameter in” EREE in” EREE in” EREE in” EREE in” EREE
BHff(mm) |@& ' el Side i Side tul Side pul Side
Milling g Milling g Milling g Milling g Milling
{RIE {RIE {RIE {RIE {RIE
0.2 40,000 90 30 [40,000 - 120 |40,000 - 100 |28,000 - 60 |[32,000 - 25
0.3 40,000 130 40 |40,000 - 160 |40,000 - 120 |28,000 - 70 [32,000 - 35
0.4 40,000 170 55 (40,000 - 200 |40,000 - 160 |28,000 - 90 |[24,000 - 35

0.5 40,000 | 210 70 |40,000| 320 | 250 (40,000 240 | 190 |25,000| 200 | 120 [19,000| 75 60
0.6 40,000 | 245 85 |38,000| 380 | 300 |33,000) 270 | 210 |21,000( 220 | 130 [16,000| 75 60
0.7 40,000 | 285 95 |36,000( 420 | 330 (28,000 300 | 240 |18,000( 240 | 140 [14,000| 75 60
0.8 40,000 | 330 110 |34,000| 480 | 380 |25,000( 340 | 270 |16,000| 260 150 (12,000, 75 60
0.9 40,000 375 | 125 |32,000| 540 | 430 |22,000( 370 | 290 |14,000| 280 | 160 |10,600| 75 60

1 40,000 420 | 140 |30,000| 600 | 480 |20,000( 400 | 320 |(12,600 300 | 180 | 9,600 | 75 60
1.5 32,000/ 800 | 270 |20,000| 600 | 480 |14,000K 400 | 320 | 8,400 | 300 | 180 | 6,400 | 75 60
2 24,000 1,000 | 330 |15,000| 600 | 480 |10,000f 400 | 400 | 6,300 | 300 | 180 | 4,800 | 75 60

25 19,000 1,000 | 330 |12,000| 600 | 480 | 8,200 | 400 | 320 | 5,100 | 300 | 180 | 3,800 | 75 60

3 16,000| 1,000 | 330 |[10,000| 600 480 | 7,000 | 400 320 | 4,200 | 300 180 | 3,200 75 60
4 12,000( 1,000 | 330 | 7,500 | 600 480 | 5,200 | 400 320 | 3,100 | 300 180 | 2,400 75 60
5 9,600 | 1,000 | 330 | 6,000 | 600 480 | 4,200 | 400 320 | 2,500 | 300 180 | 1,900 75 60
6 8,000 | 1,000 | 330 | 5,000 | 600 480 | 3,500 | 400 320 | 2,100 | 300 180 | 1,600 75 60
8 6,000 | 1,000 | 330 | 4,000 | 520 410 | 2,800 | 350 280 | 1,600 | 260 150 | 1,200 65 50
10 4,800 | 1,000 | 330 | 3,200 | 450 360 | 2,200 | 300 240 | 1,300 | 230 130 | 1,000 65 50
12 4,000 | 1,000 | 330 | 2,700 | 410 320 | 1,900 | 270 210 | 1,100 | 210 120 800 65 50
16 3,000 | 1,000 | 330 | 2,000 | 240 190 | 1,400 | 210 160 840 160 100 600 60 45
20 2,400 | 1,000 | 330 | 1,600 | 200 160 | 1,100 | 170 130 680 140 80 480 50 40
25 1,900 | 1,000 | 330 | 1,300 | 160 130 900 140 110 540 120 70 380 45 35
Depth <0.1D (D=@3) 5 002D
of cut <0.2D (D>@3)
(D:Ef&Dia) <1.5D <0.1D (D<@2) D <10
MHEEE =02pB=oa Z0.05D (005 <002)
<0.1D (D>@2)

1. Please use Sl coating tools for work materials of 50~60HRC.
2. In cutting Austenitic stainless steels, the use of non-water-soluble cutting fluid isespecially effective.
3. If the rigidity of the machine or the work material installation is very low, or chattering is
generated, please reduce the revolution and the feed rate proportionately.
4. When drilling, please set the feed rate at 1/3 or below of the above value.

1. t1El 50~60 HRC WU Lz #1345 - FEfER SI RIEZTIR -

2. tNAEIK T B 25 R - A ERIEKB I EHBRBY -

3. R AR TR R E - WIREEN - BRI AIR ERIFEREHEREE -
4. HEERAR  EREERRERLRZ1IBUT -

Unit/EEfiI: mm
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SPEED TIGER

0 0
st P37-38

Specification page

® P-SSE/P-MSE/P-SE 2 Flutes Slotting ;& tH!

MILD STEELS, CARBON HARDENED STEELS, PREHARDENED STEELS, STAINLESS
STEELS, STEELS
WORK MATERIAL | COPPER, ALUMINUMALLOY | SS400 * S55C * FC250 * NAK55 SKT * SKD61 * NAKS0 * HPM1 ~ DH
L)) R = —MRABIERM - RN REH - TAEE - A ERE
I I
MILL DIA. FEED FEED FEED FEED
(mm) (mm/min) (mm/min) (mm/min) (mm/min)
'R AR EAE AR ERE
1 47,500 280 17,500 96 12,500 72 11,000 52
1.5 32,000 256 12,500 96 8,900 72 7,900 52
2 24,000 248 9,700 104 7,000 72 6,300 56
25 20,000 280 8,200 128 6,100 72 5,300 56
3 16,000 320 6,900 136 5,300 80 4,400 60
3.5 14,000 336 6,000 152 4,600 96 3,800 64
4 12,000 360 5,400 168 4,200 100 3,500 72
4.5 10,500 400 5,100 192 3,900 104 3,200 76
5 9,500 432 4,800 216 3,500 104 3,000 80
55 8,800 432 4,400 216 3,200 104 2,700 80
6 7,900 424 4,000 216 2,900 104 2,500 80
6.5 7,500 424 3,700 216 2,700 104 2,300 80
7 6,900 424 3,400 216 2,500 104 2,100 80
7.5 6,400 424 3,200 216 2,300 104 2,000 80
8 5,900 416 3,000 208 2,200 100 1,900 80
8.5 5,600 416 2,800 208 2,000 100 1,700 80
9 5,300 408 2,600 208 1,900 100 1,500 80
9.5 5,100 408 2,500 208 1,800 100 1,400 76
10 4,700 400 2,400 200 1,700 100 1,500 76
11 4,400 400 2,200 200 1,600 100 1,100 76
12 4,000 408 2,000 200 1,400 100 1,200 76
16 3,000 320 1,500 160 1,100 92 800 64
18 2,700 288 1,300 144 900 80 700 56
20 2,400 240 1,200 120 800 72 600 48
<02D
D
DEPTH OF CUT <1D
MIFRE 0.2D
Unit/Efi: mm

www.speedtiger.com.tw
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P-MPE/P-PE(45°)

P43-44

Spemflcatlon page

MPE/P-PE(45°) 4T Side Milling {AI&t74
HARDENED STEELS,
c AMRI’IéEC))ﬁTSE'I'EELESL’S LN SSTT'EE'EE'L-SS TOOL| "™ bREHARDENED | STAINLESS STEELS, | HARDENED STEELS, | HEAT RESISTANT
el P S STEELS HARDENED STEELS | TITANIUM ALLOY ALLOY STEELS
WORK MATERIAL| g7 cio KD SKT * SKD * NAK55 * SUS304 + SKD STEELS INCONEL
) FC250(~750N/mm2) ~HRC30& &4 « HPM1 HRC38~45F i@ ff] - HRC45~55 &S =4 -
_ﬂ #ﬁLFﬁﬂﬂ = HRC30~38 HE HEH - ®hES mifae
- A - TERER
MILL DIA. SPEED | FEED | SPEED SPEED | FEED | SPEED | FEED | SPEED | FEED
(mm) i (min™) (min™) | (mm/ (min™) m/m (min™) | (mm/min)
BHE : : R JOLEEES JOLEEES : R ELRE
3 12,500 880 9,550 672 8,100 500 7,650 7,400 436 3,800 176
4 9,750 960 7,550 788 6,400 544 6,050 568 5,850 504 3,000 192
5 7,950 1,040 6,150 840 5,250 580 4,950 620 4,800 536 2,450 196
6 6,750 1,280 5,250 960 4,450 712 4,200 668 4,050 556 2,100 200
8 5,050 1,240 3,950 880 3,350 652 3,150 648 3,050 540 1,600 180
10 4,100 1,160 3,200 840 2,700 580 2,550 572 2,450 508 1,250 172
12 3,400 1,120 2,650 800 2,250 576 2,100 540 2,050 484 1,050 168
16 2,550 960 2,000 752 1,700 508 1,600 444 1,550 404 765 168
20 2,050 788 1,600 604 1,350 472 1,250 412 1,250 368 635 160
25 1,650 704 1,250 540 1,100 428 1,000 388 990 316 510 148
=0.1D (D=@3) =0.05D
=0.2D (D>@3) D =1D D
DEPTH
OF CUT =1.5D =0.1D (D<@2) <0.05D (D=@2)
MTRE =0.2D (D=@2) =0.1D (D>@2)

MPE/P-PE(45°) 4T Slotting ;&4
MILD STEELS,  |ALLOY STEELS, TOOL| HARDENED STEELS, | STAINLESS STEELS,
CARBON STEELS, STEELS PREHARDENED | HARDENED STEELS | MARDENED STEELS, | - HEAT RESISTART
WORK CAST IRON SCM ~ SKT + SKS * STEELS SUS304 + SKD STEELS INCONEL
MATERIAL SS400 * S55C - 0) SKT ~ SKD - NAK55 + | HRC38~457R5 - HRCAE-55 SV
WHBIH FC250(~750N/mm?) | ~HRC30& &4 - TH HPM1 EES HEE . Hes Emee
—aﬂsﬁmﬂﬂ wE ] HRC30~38 SR A SRS
Hi - AR
MILL DIA. SPEED | FEED FEED
(mm) (min™) in”' mm/mi (mm/min)
=gy O EigE %3 i EIRE
3 10,500 584 8,550 544 7,850 416 7,450 7,200 2,500 100
4 7,750 584 6,400 620 5,900 416 5,550 412 5,400 396 1,900 108
5 6,200 588 5,100 604 4,700 436 4,450 436 4,300 428 1,500 116
6 5,150 592 4,250 508 3,950 460 3,700 456 3,600 436 1,250 116
8 3,850 480 3,200 440 2,950 440 2,800 420 2,700 408 945 124
10 3,100 464 2,550 432 2,350 384 2,250 380 2,150 364 760 116
12 2,600 448 2,150 380 1,950 368 1,850 352 1,800 348 630 116
16 1,950 444 1,600 344 1,500 296 1,400 296 1,350 292 475 88
20 1,550 380 1,300 304 1,200 284 1,100 264 1,100 264 380 88
25 1,250 360 1,000 292 945 252 890 228 865 188 300 84
<0.1D (D=0@3) <0.05D
DEPTH =020 (D>@3) D =1D D
OF CUT =1.5D 201D (D<@2 =0.05D (D=02)
MIRE <0.2D Engraz; =0.1D (D>@2)
Unit/EEfiI: mm
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PE (45°) 3 Flutes Slotting Milling ;Z# 4!

MILD STEELS, CARBON STEELS, | HARDENED STEELS, PREHARDENED STEELS, STAINLESS STEELS

g FEED FEED FEED FEED

MILL DIA. (mm/min) (mm/min) (mm/min) (mm/min)
(mm) ELRE o3 ELRE o3 ELRE o3 EhaE
1 47,500 420 17,500 144 12,500 108 11,000 78
1.5 32,000 384 12,500 144 8,900 108 7,900 78
2 24,000 372 9,700 156 7,000 108 6,300 84
25 20,000 420 8,200 192 6,100 108 5,300 84
3 16,000 480 6,900 204 5,300 120 4,400 90
35 14,000 504 6,000 228 4,600 144 3,800 96
4 12,000 540 5,400 252 4,200 150 3,500 108
4.5 10,500 600 5,100 288 3,900 156 3,200 114
5 9,500 648 4,800 324 3,500 156 3,000 120
5.5 8,800 648 4,400 324 3,200 156 2,700 120
6 7,900 636 4,000 324 2,900 156 2,500 120
6.5 7,500 636 3,700 324 2,700 156 2,300 120
7 6,900 636 3,400 324 2,500 156 2,100 120
7.5 6,400 636 3,200 324 2,300 156 2,000 120
8 5,900 624 3,000 312 2,200 150 1,900 120
8.5 5,600 624 2,800 312 2,000 150 1,700 120
9 5,300 612 2,600 312 1,900 150 1,500 120
9.5 5,100 612 2,500 312 1,800 150 1,400 114
10 4,700 600 2,400 300 1,700 150 1,500 114
1 4,400 600 2,200 300 1,600 150 1,100 114
12 4,000 612 2,000 300 1,400 150 1,200 114
16 3,000 480 1,500 240 1,100 138 800 96
18 2,700 432 1,300 216 900 120 700 84
20 2,400 360 1,200 180 800 108 600 72

0.3D(SUS304=0.2D)

DEPTH b

OF CUT 1.5D @1~2.5=0.5D

MIRE @3~12=1D

(SKD, SCM=0.5D)
Unit/Ef1: mm

www.speedtiger.com.tw
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SPEED TIGER cuttin
P- SLEIP MLE sUPE sus IR ELE ¥
Sux P46 5T P198 T.: P247

Specification page Specification page ‘Specification page

e P-SLE,P-MLE,SUPE,SUS 4 Flutes Standard Cutting Conditions 1ZZt]JH|

Work Carbon Steels, Alloy Steels Alloy Steels,Tool Steels Austenitic stainless Steels Hardened Steels
M tori | S50C, SCM, $Z88FC250% FAE#M, SKD61, NAKE SUS304, SUS316% SKD61, SKD11, NAK, STAVAXZE
?;ﬁfﬁ,; AIS| 1049, Cast iron Prehardened Steels, AISI H13 AIS| 304, AISI 316 AISI H13
&= - S£#M~HRC30 a£4 - TEMHRC30~45 K HA B 88 £ 51 R 3 4 FERIEMHRCA45~50
Cutting
Speed 00m/min 5 /min 30~60m/min 30~50m/min
HHIEE
Feed Rate (mm/min) Feed Rate (mm/min) Feed Rate (mm/min) Feed Rate (mm/min)
ERIEE ERIEE S ERIEE EREE
Diameter e g pge_d N
& . Side . Side (min") Side 1 Side
E&(mm) A - z ; \ . \ .
a Milling Slc:%lng a Milling S"Zgng EBE | \illing S"’%‘”g a Milling S"’%‘”Q
BIE ‘ (i1 ‘ {:0)=1) ‘ {201 ‘
1 30,000 900 720 20,000 600 480 12,600 450 270 15,000 180 140
1.5 20,000 900 720 14,000 600 480 8,400 450 270 10,000 180 140
2 15,000 900 720 10,000 600 480 6,300 450 270 8,000 180 140
2.5 12,000 900 720 8,200 600 480 5,100 450 270 6,100 180 140
3 10,000 900 720 7,000 600 480 4,200 450 270 5,000 180 140
4 7,500 900 720 5,200 600 480 3,100 450 270 4,000 180 140
5 6,000 900 720 4,200 600 480 2,500 450 270 3,200 180 140
6 5,000 900 720 3,500 600 480 2,100 450 270 2,700 180 140
8 4,000 780 620 2,800 520 410 1,600 390 230 2,000 160 125
10 3,200 680 540 2,200 450 360 1,300 340 200 1,600 140 110
12 2,700 620 490 1,900 410 320 1,100 310 180 1,300 120 95
16 2,000 360 280 1,400 310 240 840 240 140 1,000 100 80
20 1,600 300 240 1,100 250 200 680 210 120 800 90 70
25 1,300 240 190 900 210 160 540 180 100 640 70 55
<0.1D (D=23) <0.05D
Depth of cut =020 (b>23) D =1 P
(D:Ef&Dia) =15D 20D (D<22) <0.05D (D=@2)
HISE%E =0.2D (D=22) =0.1D (D>22)

-

. Please use Sl coating tools for work materials of 50~60HRC.

2. In cutting Austenitic stainless steels, the use of non-water-soluble cutting fluid is especially effective.

3. If the rigidity of the machine or the work material installation is very low, or chattering is generated,
please reduce the revolution and the feed rate proportionately.

. When drilling, please set the feed rate at 1/3 or below of the above value.

N

. 1K 50~60 HRC M L2 #1#4kF - (5 S| KE 218 -
BRI RS AREMU RS SN - BERIEKBHTHRBRBRY

. BEER ﬁ:‘ZI#EWZﬁIﬁ]J'&Kﬂ -‘:I:.'EE%EI]H—: uaL,UfEﬂtbﬁﬂ?ﬁtﬁkﬁlﬁlﬁiﬁ&!&%ﬁ xE -
HEEAR  ERBEERERLERZA1BUT -

BWN -

Unit/EEfiI: mm

WWW. speedtiger.com.tw
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SPEED TIGER

P- SLEIP MLE SUPE SUS

Sux P46 5T P198 T.: P247

Specification page Specification page ‘Specification page

R E:

e P-SLE,P-MLE,SUPE,SUS 4 Flutes High-Speed Milling Conditions =& Z/ 1

Work Carbon Steels, Alloy Steels Alloy Steels,Tool Steels Hardened steels
Material S50C, SCM, $E#8FC250% FE M, SKD61, NAKSE SKD61, SKD11, NAK, STAVAX%
?;ﬁfﬁ,; AIS| 1049, Cast iron Prehardened steels, AISI H13 AISI H13

k&l - 2 ~HRC30 &% - TEMHHRC30~45 EEIEHHRC45~50
Cutting
Speed 300m/min 200m/min 100m/min
HIEE
Diameter Speed (min™) F(;er:/qu‘;‘)"' Speed (min”) Tii:j/ar?r:)e Speed (min') F(;erg /r?f‘n‘)e
E&(mm) POELE A mEE A mEg AR
1 40,000 1,200 30,000 900 30,000 360
2 40,000 2,400 30,000 1,800 23,800 530
3 30,000 2,700 21,200 1,800 15,900 530
4 23,800 2,850 15,900 1,800 11,900 530
5 19,000 2,850 12,700 1,800 9,500 530
6 15,900 2,850 10,600 1,800 7,900 530
8 11,900 2,325 7,900 1,485 5,900 470
10 9,500 2,000 6,300 1,290 4,700 410
12 7,900 1,800 5,300 1,125 3,900 360
16 6,000 1,000 4,000 880 3,000 300
20 4,800 900 3,200 720 2,400 270
25 3,800 700 2,500 580 1,900 200
<0.02D
Depth of cut -1
(D:Ef&Dia)
THISE%E
Unit/EE{I: mm

www.speedtiger.com.tw
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Specification page

R E:

e P-LET 2 Flutes Side MILING P-LET 27 gt

WORK

MILD STEELS, CARBON
STEELS,

HARDENED STEELS, PREHARDENED STEELS, STAINLESS

MATERIAL COPPER, ALUMlNUM ALLOY |SS400 * S55C * FC250 * NAK55 SKT ~ SKD61 * NAK80 * HPM1 ~ DH
i) CBREE —ARIBIERH - IREM AREH - R - AR
 wwe | wemw | woew
MILL DIA. FEED FEED FEED FEED
(mm) (mm/min) (mm/min) (mm/mln) (mm/min)
BE bt g b g LA LA
1 9,800 96 5,700 36 5,400 40 - -
1.5 7,000 104 3,900 36 3,600 40 - -
2 5,200 96 3,000 36 2,800 40 - -
25 4,100 112 2,500 44 2,500 40 - -
3 3,400 120 2,100 48 2,100 40 1,900 24
3.5 2,800 128 1,800 56 1,800 44 1,600 24
4 2,400 136 1,600 60 1,600 52 1,400 28
4.5 2,100 160 1,500 68 1,500 52 1,300 32
5 2,000 168 1,400 76 1,400 52 1,300 32
5.5 1,800 168 1,300 76 1,300 52 1,100 32
6 1,600 168 1,200 76 1,200 52 1,000 32
8 1,100 160 900 76 900 52 800 32
10 900 160 700 72 700 52 630 32
12 800 160 600 72 600 52 525 32
=0.05D D
DEPTH (Max 0.5mm) <0.1D (D<@2)
OF CUT =250 <0.2D (D=@2)
MIRE (Max 3mm)
Unit/EEfiI: mm

WWW. speedtiger.com.tw
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SPEED TIGER

R E:
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Specification page

® P-LET 4 Flutes Side Milling P-LET 4% I}

MILD STEELS, CARBON STEELS,
WORK MATERIAL SS8400 ~ S55C ~ FC250 * NAK55

HARDENED STEELS, PREHARDENED STEELS,
STAINLESS STEELS

LAl COPPER ALUMINUM ALLOY —RIBEFN - B K s et
B T R
MILL DIA. FEED FEED FEED
(mm) (mm/min) (mm/min) ! (mm/min)
BHE bl L3 ERE W3 ERE el L b ERE
1 5,880 96 3,420 36 3,240 40 -
1.5 4,200 104 2,340 36 2,160 40 -
2 3,120 96 1,800 36 1,680 40 -
25 2,460 112 1,500 44 1,500 40 -
3 2,040 120 1,260 48 1,260 40 1,140
3.5 1,680 128 1,080 56 1,080 44 960
4 1,440 136 960 60 960 52 840
4.5 1,260 160 900 68 900 52 780
5 1,200 168 840 76 840 52 780
55 1,080 168 780 76 780 52 660
6 960 168 720 76 720 52 600
8 660 160 540 76 540 52 480
10 540 160 420 72 420 52 378
12 480 160 360 72 360 52 315
=0.05D D
DEPTH (Max 0.5mm) <0.1D (D<@2)
OF CUT <25D =0.2D (D2 @2)
MIRE (Max 3mm)
Unit/Efi: mm

www.speedtiger.com.tw
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2 Flutes Slotting P-LNT 2% ;&84

MILD STEELS, CARBON

STEELS,SS400 ~ S55C HARDENED STEELS, PREHARDENED STEELS, STAINLESS

WORK MATERIAL STEELSSKT * SKD61 * NAK80 * HPM1 * DH

RATHIH CORRER A L ALLON e B - AR - A
ARC#2-50
MILL DIA. | Efficient FEED FEED FEED FEED
(mm) Length (mm/min) (mm/min) (mm/min) (mm/min)
BE BUE L EEE EEE ERE

2 38,500 480 0.054 32,000 400 0.045 32,000 320 0.038 29,000 240 0.030

0.5 4 33,500 384 0.025 28,000 320 0.021 28,000 256 0.018 25,000 200 0.014
6 26,500 336 0.007 22,000 280 0.006 22,000 176 0.005 20,000 144 0.004

2 38,500 576 0.065 32,000 480 0.054 32,000 320 0.045 27,000 240 0.036

0.6 4 33,500 432 0.048 28,000 360 0.040 28,000 240 0.033 25,000 160 0.260
6 26,500 240 0.022 22,000 200 0.018 22,000 160 0.015 20,000 120 0.012

7 4 33,500 432 0.055 28,000 360 0.046 28,000 240 0.039 22,000 240 0.031
0 6 33,500 432 0.035 28,000 360 0.029 28,000 160 0.250 22,000 160 0.020
4 38,500 576 0.064 32,000 480 0.053 32,000 480 0.044 25,000 320 0.035

0.8 6 31,000 432 0.041 26,000 360 0.034 26,000 320 0.028 21,000 240 0.022
8 26,500 336 0.290 22,000 280 0.024 22,000 240 0.020 18,000 200 0.016

6 36,000 960 0.071 30,000 800 0.059 28,000 624 0.050 22,000 480 0.040

0.9 8 31,000 768 0.046 26,000 640 0.038 25,000 480 0.032 19,000 320 0.025
10 24,000 576 0.032 20,000 480 0.027 20,000 400 0.023 16,000 240 0.018

6 32,500 960 0.084 27,000 800 0.070 26,000 720 0.060 20,000 480 0.040

8 27,500 768 0.048 23,000 640 0.040 22,000 560 0.040 18,000 320 0.030

1.0 10 23,000 576 0.036 19,000 480 0.030 18,000 400 0.028 15,000 240 0.020
12 23,000 576 0.024 19,000 480 0.020 18,000 400 0.019 15,000 240 0.010

16 18,000 288 0.010 15,000 240 0.008 15,000 240 0.007 12,000 160 0.006

6 27,500 960 0.096 23,000 800 0.080 22,000 720 0.070 18,000 560 0.060

8 24,000 672 0.084 20,000 560 0.070 19,000 560 0.050 17,000 480 0.050

12 10 24,000 672 0.060 20,000 560 0.050 19,000 560 0.040 14,000 320 0.040
12 20,500 576 0.048 17,000 480 0.040 16,000 400 0.030 14,000 320 0.030

6 24,000 960 0.156 20,000 800 0.013 19,000 720 0.110 15,000 480 0.090

1.4 10 21,500 768 0.072 18,000 640 0.050 17,000 560 0.040 13,000 320 0.030
16 18,000 576 0.036 15,000 480 0.030 14,000 400 0.020 11,000 240 0.020

6 21,500 960 0.168 18,000 800 0.014 18,000 720 0.110 14,000 480 0.090

8 19,000 768 0.120 16,000 640 0.010 15,000 560 0.080 12,000 320 0.070

10 19,000 768 0.096 16,000 640 0.080 15,000 560 0.070 12,000 320 0.050

12 19,000 768 0.072 16,000 640 0.060 15,000 560 0.050 12,000 320 0.040

15 14 19,000 768 0.060 16,000 640 0.050 15,000 560 0.045 12,000 320 0.035
16 17,000 576 0.060 14,000 480 0.050 13,000 400 0.040 10,000 240 0.030

18 17,000 576 0.036 14,000 480 0.030 13,000 400 0.020 10,000 240 0.020

20 14,500 400 0.024 12,000 336 0.020 11,000 304 0.015 10,000 240 0.010

6 20,500 960 0.180 17,000 800 0.150 17,000 720 0.130 13,000 480 0.100

8 18,000 768 0.168 15,000 640 0.140 15,000 560 0.120 11,000 320 0.100

10 18,000 768 0.132 15,000 640 0.110 15,000 560 0.090 11,000 320 0.070

1.6 12 18,000 768 0.084 15,000 640 0.070 15,000 560 0.060 11,000 320 0.050
14 18,000 768 0.072 15,000 640 0.060 15,000 560 0.050 11,000 320 0.040

16 15,500 576 0.060 13,000 480 0.050 13,000 400 0.040 9,000 240 0.035

18 15,500 576 0.048 13,000 480 0.040 13,000 400 0.030 9,000 240 0.030

8 19,000 1,040 0.252 16,000 880 0.210 15,000 800 0.170 12,000 560 0.130

1.8 14 17,000 768 0.096 14,000 640 0.080 14,000 560 0.060 10,000 400 0.050
20 14,500 576 0.048 12,000 480 0.040 12,000 400 0.040 8,000 320 0.030

6 18,000 1,040 0.372 15,000 880 0.310 14,000 800 0.260 11,000 560 0.210

8 18,000 1,040 0.312 15,000 880 0.260 14,000 800 0.220 11,000 560 0.180

10 15,500 768 0.288 13,000 640 0.240 12,000 560 0.200 9,000 400 0.160

12 15,500 768 0.156 13,000 640 0.130 12,000 560 0.110 9,000 400 0.090

20 14 15,500 768 0.132 13,000 640 0.110 12,000 560 0.090 9,000 400 0.070
16 15,500 768 0.096 13,000 640 0.080 12,000 560 0.070 9,000 400 0.060

18 15,500 768 0.084 13,000 640 0.070 12,000 560 0.060 9,000 400 0.050

20 13,000 576 0.060 11,000 480 0.050 10,000 400 0.050 7,000 320 0.040

8 14,500 1,040 0.468 12,000 880 0.039 11,000 800 0.330 9,000 560 0.260

10 14,500 1,040 0.396 12,000 880 0.033 11,000 800 0.280 9,000 560 0.220

25 12 14,500 1,040 0.276 12,000 880 0.230 11,000 800 0.190 9,000 560 0.150
14 12,000 768 0.204 12,000 640 0.170 9,000 560 0.140 7,000 400 0.110

16 12,000 768 0.144 12,000 640 0.120 9,000 560 0.100 7,000 400 0.080

20 12,000 768 0.108 12,000 640 0.090 9,000 560 0.090 7,000 400 0.060

Unit/EEfiI: mm

WWI/I/. speedtiger.com.tw
B @200




SPEED TIGER

- ) H % o 5
st P49-51

Specification page

MILD STEELS, CARBON
STEELS,SS400 - S55C *
FC250 * NAK55
—RRIBIERE - KRR

HARDENED STEELS, PREHARDENED STEELS, STAINLESS
STEELSSKT * SKD61 * NAK80 » HPM1 ~ DH

WORK MATERIAL
Bl - TR - AR

WHEIH COPPER, ALUMINUM ALLOY

i maE

HRC42~50
MILL DIA. | Efficient
(mm) Length
BE BUER
8 12,000 1,040 0.432 10,000 880 0.360 10,000 800 0.300 8,000 560 0.240
10 12,000 1,040 0.348 10,000 880 0.290 10,000 800 0.240 8,000 560 0.190
12 12,000 1,040 0.324 10,000 880 0.270 10,000 800 0.230 8,000 560 0.180
30 16 12,000 768 0.240 10,000 640 0.200 9,000 560 0.170 6,000 400 0.130
20 12,000 768 0.156 10,000 640 0.130 9,000 560 0.110 6,000 400 0.080
25 12,000 768 0.132 10,000 640 0.110 9,000 560 0.090 6,000 400 0.070
12 8,550 1,080 0.456 7,000 880 0.380 7,000 800 0.320 6,000 560 0.260
16 8,550 1,080 0.432 7,000 880 0.360 7,000 800 0.300 6,000 560 0.240
20 8,550 776 0.408 7,000 640 0.340 6,000 560 0.280 5,000 400 0.220
4.0 25 8,550 776 0.312 7,000 640 0.260 6,000 560 0.220 5,000 400 0.180
30 8,550 776 0.228 7,000 640 0.190 6,000 560 0.160 5,000 400 0.130
35 8,550 776 0.204 7,000 640 0.170 6,000 560 0.140 5,000 400 0.110
DEPTH
OF CUT _I_r I Ap
MIRE
Unit/E4I: mm

www.speedtiger.com.tw
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SPEED TIGER

P NTA SUNTA

%E#ﬁi% P52 %E#ﬁi% P204

Specification page Specification page

R E:

e P-NTA,SUNTA 3 Flutes Side Cutting f|E 4|

Work S8400, AlSI 1050, SCM AISI H13, AIS| D2%

AlSI 304, AISI 3165 SKD61%

Material 888, FC250% A, TEM, g & — ~ MEASSESRE
WHIM | %M, %M ~HRC30 |  SEEMHRC30~35 AR HE ST RN G RRE D
Feed Rate Speed Feed Rate Feed Rate Speed Feed Rate Feed Rate
(mm/min) (min™) (mm/min) in” (mm/min) (min™) (mm/min) in”' (mm/min)
EAEE mEg EREE o EAEE mEg EREE a EREE
5 7600 555 4500 285 3800 195 3200 75 2500 53
6 6400 563 3700 293 3200 218 2700 83 2100 56
8 4800 585 2800 315 2400 255 2000 105 1600 71
10 3800 593 2200 315 1900 255 1600 113 1300 79
12 3200 593 1900 315 1600 240 1300 113 1100 83
16 2400 578 1400 293 1200 225 1000 113 800 83
20 1900 570 1100 278 1000 225 800 105 600 75
=0.5D =0.3D
Depth of
cut =1.5D =1D
THIRE
P NTA SUNTA

T P52 T.7 P204

Specification page Specification page

e P-NTA,SUNTA 3 Flutes Slot Cutting ;Z11T

Work S§8400, AlSI 1050, SCM AISI H13, AIS| D2%

’ = 2 AIS| 304, AIS| 3165 SKD61%
Material 58, FC250% asil, TE#, A e g o
WHIM | G WEE-HRC30 |  HEMHRC30-35 AR DM A5 TR Rl
Feed Rate Speed Feed Rate Feed Rate Speed Feed Rate Feed Rate
(mm/min) (min™) (mm/min) in” (mm/min) (min™) (mm/min) (min™) (mm/min)
HELREE mEsE EREE pal HELREE mEsE EREE TWEE HELREE
5 6400 428 3800 210 3200 143 1900 38 1300 19
6 5300 435 3200 218 2700 150 1600 41 1100 23
8 4000 450 2400 240 2000 165 1200 53 800 26
10 3200 450 1900 233 1600 165 1000 53 600 26
12 2700 450 1600 233 1300 158 800 56 500 30
16 2000 428 1200 240 1000 135 600 56 400 34
20 1600 405 1000 203 800 120 500 53 300 30
Depth of ° °
CUL <1D <0.5D
TIHIRE

Unit/EEfiI: mm

WWW. speedtiger.com.tw
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P NTA SUNTA

Tz P53 .: P205

‘Specification page ‘Specification page

R E:

e P-NTA,SUNTA 4 Flutes Side Cutting {8/ tH

Work S§8400, AlSI 1050, SCM AISI H13, AISI D2%

) " AISI 304, AISI 316% SKD61%
Material $=88, FC250% S, TEM, A o S _
WHIM | 6 WEM~HRC30 |  BEMHRC30-35 sl Joela L] AR REAEL
Feed Rate Speed Feed Rate Feed Rate Speed Feed Rate Speed Feed Rate
(mm/min) (min™) (mm/min) in” (mm/min) (min™) (mm/min) (min™) (mm/min)
EREE FOLEE ¢ EREE a EREE FEELE EREE FOLEEE ¢ EREE
7,600 740 4,500 380 3,800 260 3,200 100 2,500 70
6,400 750 3,700 390 3,200 290 2,700 110 2,100 75
4,800 780 2,800 420 2,400 340 2,000 140 1,600 95
10 3,800 790 2,200 420 1,900 340 1,600 150 1,300 105
12 3,200 790 1,900 420 1,600 320 1,300 150 1,100 110
16 2,400 770 1,400 390 1,200 300 1,000 150 800 110
20 1,900 760 1,100 370 1,000 300 800 140 600 100
=<0.5D =0.3D
Depth of
cut =1.5D =1D
HIRE
P-NTA SUNTA

Sus P53 %.% P205

Specification page Specification page

® P-NTA,SUNTA 4 Flutes Slot Cutting

Work §S400, AlSI 1050, SCM AISI H13, AISI DZ%

Speed Feed Rate Feed Rate Feed Rate Speed Feed Rate Speed Feed Rate
(min™) (mm/min) in”' (mm/min) in”' (mm/min) (min™) (mm/min) (min™) (mm/min)
mEEE ELAEE o ELAEE mEE ELAEE FEELE EAEE mEEE EEEE
6,400 570 3,800 280 3,200 190 1,900 50 1,300 25
5,300 580 3,200 290 2,700 200 1,600 55 1,100 30
4,000 600 2,400 320 2,000 220 1,200 70 800 35
10 3,200 600 1,900 310 1,600 220 1,000 70 600 35
12 2,700 600 1,600 310 1,300 210 800 75 500 40
16 2,000 570 1,200 320 1,000 180 600 75 400 45
20 1,600 540 1,000 270 800 160 500 70 300 40
Depth of ° °
cut <1D =0.5D
THIRE

1. In cutting Austenitic stainless steels, the use of non-water-soluble cutting fluid is especially
effective; in cutting heat-resisting alloy, it is more effective to use water-soluble cutting fluid.
2. It can improve the speed and feed to cut non-deep depth.
3. If the installation rigidity of machine tool or working material is very low, or shaking andnoise happen ,
please in accordance with reducing the and feeding proportionally, or reduce the depth of cutting .
. Suggest to right o'clock cutting when Side working.

IN

: tﬂﬁﬂ&ﬁﬁﬂiﬁ%?ﬂ*ﬁmﬂ—: ERKAMIHIMBRERYT - AT S SE - ERIEKBETIHRBRRY -
HUHRERE - JRSEEMEREE -

ERARERIAMENZENSRE  HHRBHENIRS - FHEGELHREEENELAEE - HEFRVIHRE -
CEEERENITRERIER

h.‘*’!\’—‘

Unit/EE{I: mm

www.speedtiger.com.tw
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P-XTA

= P54

Specification page

SUXTA

ez P206

Specification page

MR R

e P-XTA,SUXTA 3 Flutes Side Cutting 8/Et]4|

Hardened Steels
Prehardened Steels
(Free-cutting)

Alloy Steels, Tool Steels

el SCM SKT SKS SKD

Cast iron FC FCD Mild Steels, Carbon Steels

Hardened Steels
Stainless Steels

Material o 032 SS400 SS55C(~750N/mm) g SUS304 SKD
A - —BIRERE - R e T h SK;%%’}% NRC3oss | | #BEE HRC38~45
’ E8M (HH) il
Cutting
Speed 100~140m/min Om/min 100m/min 50~80m/min 35~65m/min
HIHIZEE
Feed Rate Feed Rate Feed Rate Feed Rate Feed Rate
(mm/min) (mm/min) (mm/min) (mm/min) (mm/min)
EREE EREE EREE EREE EREE
6 6350 570 5300 480 4500 270 3450 210 2650 158
8 4750 570 4000 480 3400 308 2600 233 2000 180
10 3800 570 3200 480 2700 323 2050 248 1600 195
12 3200 578 2650 480 2250 113 1700 255 1350 203
14 2750 578 2250 488 1950 353 1500 270 1150 210
16 2400 578 2000 480 1700 360 1300 270 1000 210
18 2100 570 1750 473 1500 360 1150 263 900 203
20 1900 570 1600 458 1350 353 1050 263 800 195
Ae
Depth of cut Ap Ae A Ap Ae
TIHIRE 1.5D 0.4D P 1.5D 03D

e P-XTA,SUXTA 3 Flutes Slot Cutting ’

Hardened Steels
Prehardened Steels
(Free-cutting)

Alloy Steels, Tool Steels

Work SCM SKT SKS SKD

Cast Iron FC FCD Mild Steels, Carbon Steels

Hardened Steels
Stainless Steels

Material = SS400 SS55C(~750N/mm SUS304 SKD
A ) ey i som 0w | S EEE HRcao-se | | MM HRC38-d5
A (A i
Speed 80~120m/min 7 0m/min 55~85m/min 40 30~60m/min
THEE
Feed Rate Speed ERERE Speed Feed Rate Speed Feed Rate Feed Rate
(mm/min) (min™) Feed Rate (min™) (mm/min) (min™) (mm/min) (mm/min)
EREE FEEEE (mm/min) FELEE EREE FELEE EREE EREE
6 5,300 480 4,500 405 3,700 225 2,900 173 2,400 143
8 4,000 480 3,400 405 2,800 255 2,200 195 1,800 165
10 3,200 480 2,700 405 2,250 270 1,750 210 1,450 173
12 2,650 480 2,250 405 1,850 278 1,450 217 1,200 180
14 2,250 473 1,950 428 1,600 285 1,250 225 1,000 180
16 2,000 480 1,700 405 1,400 293 1,100 233 900 188
18 1,750 473 1,500 405 1,250 300 950 218 800 180
20 1,600 480 1,350 383 1,100 293 900 225 700 173
Ae
Depih of cut 0750 &
HIMIRE Ap Maxet 2mm Ap 0.5D
1. Use air blow. When using cutting fluids. Use high-quality fluid with high smoke retardant properties.
2. When chattering occurs. Reduce the speed and feed simultaneously.
3. Use arigid and precision machine and holder.
1. BERARES %EfjﬁmK%EEIEEEQﬂJﬁU,&
2. EEERERHE - AR EBEMELRE -
3. Em‘r*?.alﬁﬂtﬁi‘aﬁ&ﬁﬂmﬁ .
Unit/EfiI: mm
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SUXTA

Lt P207

Specification page

P-XTA

= P55

Specification page

R E:

e P-XTA,SUXTA 4 Flutes Side Cutting {AIEtIH|

Hardened Steels

Alloy Steels, Tool Steels Prehardened Steels

Hardened Steels

Work . Mild Steels, Carbon Steels . Stainless Steels
Material Shtei |ro££i;c FCD 155400 S855C(~750N/mm)|  SCM SKT SKS SKD (Pree-cutting) SUS304 SKD
s e il e " ~HRC30 SKT SKD NAK55 HPM1 e
?&EUM —Eﬂﬁleﬁﬁﬁﬁ . ﬁf%ﬁm é‘%ﬁlﬁ] .y IE&M sﬁgim HRC30~38 iﬁﬁm HRC38~45
’ E8M (HH) il
Cutting
Speed 100~140m/min Om/min 100m/min 50~80m/min 35~65m/min
LK
Feed Rate Feed Rate Feed Rate Feed Rate Feed Rate
(mm/min) (mm/min) (mm/min) (mm/min) (mm/min)
EREE EREE EREE EREE EREE
6 6,350 760 5,300 640 4,500 360 3,450 280 2,650 210
8 4,750 760 4,000 640 3,400 410 2,600 310 2,000 240
10 3,800 760 3,200 640 2,700 430 2,050 330 1,600 260
12 3,200 770 2,650 640 2,250 450 1,700 340 1,350 270
14 2750 770 2,250 650 1,950 470 1,500 360 1,150 280
16 2,400 770 2,000 640 1,700 480 1,300 360 1,000 280
18 2,100 760 1,750 630 1,500 480 1,150 350 900 270
20 1,900 760 1,600 610 1,350 470 1,050 350 800 260
Ae
Depth of cut Ap Ae A Ap Ae
IEIRE 1.5D 0.4D P 1.5D 03D

e P-XTA,SUXTA 4 Flutes Slot Cutting ;Z/[I LT

Hardened Steels

Alloy Steels, Tool Steels Prehardened Steels

Hardened Steels

Work Mild Steels, Carbon Steels . Stainless Steels
Material e "‘i’_;“i';fc FCD 155400 S855C(~750N/mm)|  SCM iﬁ-;(sBKOS SKD 1 g p Sroecctling) it SUS304 SKD
2 = —RRBERM - fkEM 250 TEHE 525 88 HRC30~38 A il HRC38~45
(=] by ==
S (HRE) A
Cutting
Speed 80~120m/min 7 0m/min 55~85m/min 40 30~60m/min
HIHIEE
Feed Rate Speed EREE Speed Feed Rate Speed Feed Rate Feed Rate
(mm/min) (min™) Feed Rate (min™) (mm/min) (min™) (mm/min) (mm/min)
EREE EEE (mm/min) FEEEE EREE FELEE EREE EREE
6 5,300 640 4,500 540 3,700 300 2,900 230 2,400 190
8 4,000 640 3,400 540 2,800 340 2,200 260 1,800 220
10 3,200 640 2,700 540 2,250 360 1,750 280 1,450 230
12 2,650 640 2,250 540 1,850 370 1,450 290 1,200 240
14 2,250 630 1,950 570 1,600 380 1,250 300 1,000 240
16 2,000 640 1,700 540 1,400 390 1,100 310 900 250
18 1,750 630 1,500 540 1,250 400 950 290 800 240
20 1,600 640 1,350 510 1,100 390 900 300 700 230
Ae
Depth of cut 0 ?gD Ap
TIHIERE Ap Max=12mm Ap 0.5D
1. Use air blow. When using cutting fluids. Use high-quality fluid with high smoke retardant properties.
2. When chattering occurs. Reduce the speed and feed simultaneously.

3. Use arigid and precision machine and holder.

GERARRS GHHTIEEH%;F%EEIEEE%MU}&
EELRERYE - FREEENELAEE -
%%EH%EEEMU'&&E‘J%Q%*H%E .

w

Unit/EE{I: mm
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Specification page

MR R

Carbon Steels,Alloy HRC30~45 Hardened steels
Steels,S50C,SCM, Alloy Steels, Tool Steels, | Austenitic stainless steels SKD61.SKD11 NAK STAVAX
MATERIAL iHi8FC250%% A E i, SKD61,NAKE SUS0304,SUS316% / %AIS’I H13’
Eag)) k) AISI 1049,Cast iron Prehardened steels,AlS| K BT FB 85 % 5 A< 5 8 ?&EiﬁlﬂHRC45~50
xRl - S£#~HRC30 H13 &£, TEH# e
Cutting
Speed /min 0m/min 30~60m/min 20~40m/min
HHIEE
Feed Rate Feed Rate Feed Rate Feed Rate
(mm, (mm/min) (mm/min)
Shank I AR SPEED SPEED BIREE S(rﬁﬁg’ EREE
M (mm) Slde Slotting Side | Slotting i§ Slde Slottlng !§L Side | Slotting EEEE Side | Slotting
Milling | #8540 Milling | #8540 Milling | #8401 Milling | i&#%t Milling | i#&8%tl
1A 5% Hl 1R 5% Hl 1R 5% Hl {AI§% Hil {RI 5% Hil
4 12,000 | 1,000 330 7,500 600 480 5,200 400 320 3,100 300 180 2,400 75 60
6 8,000 | 1,000 330 5,000 600 480 3,500 400 320 2,100 300 180 1,600 75 60
8 6,000 1,000 330 4,000 520 410 2,800 350 280 1,600 260 150 1,200 65 50
10 4,800 1,000 330 3,200 450 360 2,200 300 240 1,300 230 130 1,000 65 50
12 4,000 1,000 330 2,700 410 320 1,900 270 210 1,100 210 120 800 65 50
16 3,000 | 1,000 330 2,000 240 190 1,400 210 160 840 160 100 600 60 45
<0.1D (D=23) b <0.02D
=0.2D (D>@3)
DEPTH OF D =
cuT =1.5D =<0.1D (D<@2) <0.02D (D<205) 1D
MIEE =0.2D (Dz@2) =0.05D (@0.5=D=@2)
=0.1D (D>@2)
2 e P60-61

Specification page

e P-LTTA 2 Flutes Standard Cutting Conditons 7=

Carbon Steels,Alloy
Steels,S50C,SCM,
iRiFC250%
AIS| 1049,Cast iron

HRC30~45
Alloy Steels, Tool Steels, ;A&
#fll, SKD61,NAKZ Prehardened
steels,AISI H13 &€, TR

WORK
MATERIAL
WATEIA

Austenitic stainless steels
SUS0304,SUS316%5
KA EH 38 % 51 AR 5 8

Hardened steels
SKD61,SKD11,NAK,STAVAXZ
AISI H13

HEIEFHHRC45~50

fix&Zifl - S2#~HRC30
Cutting
Speed 30~50m/min 30~40m/min 20~30m/min 15~25m/min
tIHIEE
Feed Rate Feed Rate Feed Rate Feed Rate
i { in) (mm/min)
Shank E EREE
e i) Milling Slotting l\/?lllclj:g Slotting Milling Slotting Nﬁlllllj:g Slotting
BRI BEETIH b $5270): BEE A
Bk b=$737)) Bk b=$737)) Bk EEEA gk b5 7))
2,100 50
4 3,400 80 60 2,700 65 45 1,700 35 25
1,600 30
1,500 75
6 2,500 120 60 2,000 100 50 1,300 50 25
1,100 30
1,200 80
8 1,900 130 60 1,500 100 50 1,000 50 25
900 30
950 75
10 1,600 130 60 1,300 100 50 800 50 25
710 30
800 75
12 1,300 120 60 1,100 100 50 670 50 25
600 30
=0.05D D ~0.02D
DEPTH OF (Max 0.5mm) 01D (D<@2) (Max 0.3mm) P
CuT =2.5D =0.2D (D=@2) =0.05D
MIRE (Max 3mm) =2D (Max 0.5mm)
Unit/EfiI: mm

WWW. speedtiger.com.tw
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Specification page Specification page Specification page Specification page Specification page Specification page Specification page

®* P-MIB,P-SLB,P-MLB,P-LLB,P-XLB,ACB,SUMIB,SUBT,SULBT,SBS 2 Flutes
Standard Cutting Conditions 1ZZt]]H]

Alloy Steels
Mvavt(;rrli(al Carbon §teels S50C Prehardened Steels ';?{ggqi?_igtggg Aluminum
80 B fix &l SCM SKD SUS HPM NAK EEE bl b
axi - REH
Cutting
Speed 150m/min 120~150m/min 80~100m/min 150~m/min 100~150m/min
TIHIEE
Feed Feed Feed Feed Feed
Rate Rate Rate Rate Rate
(mm/min) (mm/min) (mm/min) (mm/min) (mm/min)
EREE EREE EREE EREE EREE
D0.15R 40,000 400 40,000 360 40,000 330 40,000 440 40,000 400
D0.2R 40,000 500 40,000 480 40,000 500 40,000 480 40,000 480
D0.25R 40,000 620 40,000 610 40,000 620 40,000 540 40,000 540
D0.3R 40,000 750 40,000 750 40,000 750 40,000 600 40,000 600
D0.4R 40,000 960 40,000 1,000 36,000 900 40,000 800 40,000 800
D0.5R 40,000 1,200 38,000 1,200 29,000 900 40,000 1,000 40,000 830
D0.75R 30,000 1,270 25,500 1,100 19,000 700 40,000 1,360 30,000 1,160
D1R 24,000 1,160 19,000 800 14,300 600 40,000 2,000 24,000 1,200
D1.25R 19,000 1,000 15,300 670 11,500 510 38,000 2,400 19,000 1,200
D1.5R 16,000 930 13,000 600 9,600 460 32,000 2,400 16,000 1,200
D1.75R 13,700 930 11,400 580 8,200 450 27,300 2,400 13,600 1,200
D2R 12,000 930 10,000 570 7,200 450 24,000 2,400 12,000 1,200
D2.5R 9,600 930 8,000 560 5,700 450 19,000 2,400 9,600 1,200
D3R 8,000 930 6,400 540 4,800 450 16,000 2,400 8,000 1,200
D4R 6,000 900 4,800 540 3,600 450 12,000 2,400 6,000 1,200
D5R 4,800 900 3,800 540 2,900 450 9,600 2,300 4,800 1,150
D6R 4,000 900 3,200 540 2,400 450 8,000 2,100 4,000 1,050
D7R 3,400 900 2,750 540 2,050 450 6,800 2,000 3,400 1,000
D8R 3,000 900 2,400 540 1,800 450 6,000 2,000 3,000 1,000
D10R 2,400 900 1,900 520 1,450 450 4,800 2,000 2,400 1,000
D12.5R 1,900 720 1,520 450 1,160 420 3,840 1,900 1,920 940
(R0.1~0.5=0.2XR)
! 0.3XR
Depth of cut 0.1xR(~45HRC) ~0.16XR R=0.3 (~45HRC)
(RIEKFEHEE) ~0.08XR(~50HRC) ~0.25XR R=3 (~45HRC)
T Do Caonro)

. When Slotting, reduce the feed by 60% from above values.

. Length of overhang is 4 times dia, as standard. When it is longer then 4 times dia, follow figures of above table.
. Use Oil-mist coolant or Air blow.

. Adjust both spindle speed and feed according to Milling conditions and machine rigidity.

B WON -

1. BMIZEARE  BRERLMEY 60% -

2. 7JERFRHEMN 4D REE - B LSS - BiFtIERTEEE 2R -
3. FEfEAHEE (Oil-mist) 2 ISR E AL (Air blow) EfTHIHI -

4. TMEBERKRSEREE - BEUERLGIEBERE -

Unit/EE{I: mm

www.speedtiger.com.tw
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Specification page

* P-.MIB,P-SLB,P-MLB,P-LLB,P-XLB,ACB,SUMIB,SUBT,SULBT,SBS 2 Flutes

ions SIRIZZEGHI

Carbon Steels Alloy Steels Prehardened Steels
Material S50C SCM, SKD, SUS HPM, NAK

I fix = 8 axif REH

Hardened Steels
SKD61~HRC50

Cutting
Speed 250m/min 200m/min 180m/min 100m/min
TNHEE

Speed Feed Feed Speed Feed Feed
(min™) Rate Rate (min™) Rate Rate
mE (mm/min) (mm/min) WEEE (mm/min) (mm/min)
EREE ELEEE EREE EEEE
D0.15R ~ 40,000 ~ 1,200 ~ 40,000 ~ 960 ~ 40,000 ~ 800 ~ 40,000 350
D0.2R ~ 40,000 ~ 1,200 ~ 40,000 ~ 960 ~ 40,000 ~ 800 ~ 40,000 480
D0.25R ~ 40,000 ~ 1,200 ~ 40,000 ~ 960 ~ 40,000 ~ 800 ~ 40,000 520
D0.3R ~ 40,000 ~ 1,200 ~ 40,000 ~ 960 ~ 40,000 ~ 800 ~ 40,000 560
D0.4R ~ 40,000 ~ 2,400 ~ 40,000 ~ 2,000 ~ 40,000 ~ 1,760 40,000 1,000
D0.5R ~ 40,000 ~ 2,400 ~ 40,000 ~ 2,000 ~ 40,000 ~ 1,760 32,000 1,500
D0.75R ~ 40,000 ~ 3,700 ~ 40,000 ~ 3,000 38,000 2,700 21,300 1,500
D1R 40,000 5,000 32,000 3,200 29,000 2,900 16,000 1,500
D1.25R 32,000 5,000 25,000 3,200 23,000 2,900 12,800 1,500
D1.5R 27,000 5,000 21,000 3,200 19,000 2,900 10,600 1,500
D1.75R 23,000 5,000 18,000 3,200 16,400 2,900 9,100 1,500
D2R 20,000 4,000 16,000 3,200 14,000 2,900 8,000 1,500
D2.5R 16,000 3,500 12,800 2,500 11,500 2,300 6,400 1,300
D3R 13,500 3,000 10,600 2,000 9,500 1,800 5,300 1,200
D4R 10,000 3,000 8,000 2,000 7,200 1,800 4,000 1,200
D5R 8,000 3,000 6,400 2,000 5,700 1,800 3,200 1,200
D6R 6,700 2,500 5,300 1,800 4,800 1,600 2,700 1,200
D8R 5,000 2,000 4,000 1,500 3,600 1,300 2,000 800
D10R 4,000 1,500 3,200 1,200 2,900 1,000 1,600 800
D12.5R 3,200 1,200 2,550 900 2,300 700 1,280 760
(R0.2~R0.5=0.1XR)
Depth of cut | 2R
HISE % 0.1xR(~45HRC)
(R:BRE ) \ Z ~0.08XR(~50HRC) M AR
1.When Slotting, reduce the feed by 60% from above values.
2.Length of overhang is 4 times dia. as standard. When it is longer then 4 times dia.,
follow figures of above table.
3. Recommend Oil-mist coolant or Air blow.
4. If the rigidity of the machine or the work material installation is very low, or chattering
is generated, please reduce the revolution and the feed rate proportionately.
5.Use a rigid machine and holder.
1.BMIKZEAEE - FFRER LMEZ 60% °
2. JJERFBRHEM 4D HEE - BH LSS - FiRIEIRGFEE 2R -
3. EfEAHTE (Oil-mist) 2 AIFME AL (Air blow) EITHHI -
4. R ES THNRESEITERZE - HIREHN - ALERELHIE R EEEHRIEREE -
5. A BRI 2 e AmER & 558 -
Unit/EfI: mm
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MILD STEELS, CARBON STEELS. HARDENED STEELS, PREHARDENED STEELS, STAINLESS

STEELS
WORK COPPER, ALUMINUM ALLOY 83402%8*%?5%5&]C‘2?£§%AK55 SKT - SKD61 * NAK80 * HPM1 * DH

MATERIAL i 825 R - AR - A

WHI#
HRC33~41 HRC42~50

DEPTH OF CUT FEED |DEPTH CuT DEPTH OF CUT
SPEED| FEED | ™"y Toeps D (mmy MIFE MIFE
min)i
3
R 0.05 | 40,000 120 0.003 | 0.005 | 32,000 60 0.005 | 0.005 | 32,000 40 0.005 | 0.005 | 32,000 28 0.005 | 0.005

R0.1 |40,000| 240 | 0.010 | 0.020 |32,000| 160 | 0.010 | 0.010 | 32,000 | 160 | 0.010 | 0.010 | 32,000 | 160 | 0.005 | 0.005
RO.2 | 40,000 | 392 | 0.020 | 0.080 | 32,000 | 328 | 0.020 | 0.080 |32,000| 264 | 0.040 | 0.080 |32,000 | 164 | 0.020 | 0.040
R0.3 | 40,000 | 464 | 0.030 | 0.120 | 32,000 | 392 | 0.030 | 0.120 | 32,000 | 336 | 0.060 | 0.120 | 32,000 | 212 | 0.030 | 0.060
R0.4 | 40,000 | 528 | 0.040 | 0.160 | 32,000 | 440 | 0.040 | 0.160 | 31,500 | 336 | 0.080 | 0.160 | 27,500 | 232 | 0.040 | 0.080
R0.5 |32,000| 600 | 0.050 | 0.200 | 31,500 | 496 | 0.050 | 0.200 | 25,000 | 320 | 0.100 | 0.200 | 22,000 | 228 | 0.050 | 0.100
R1 19,000 | 600 | 0.200 | 0.400 | 15,500 | 496 | 0.200 | 0.400 | 12,500 | 320 | 0.200 | 0.400 | 11,000 | 232 | 0.100 | 0.200
R1.5 |12,500| 608 | 0.300 | 0.600 | 10,500 | 504 | 0.300 | 0.600 | 8,450 | 324 | 0.300 | 0.600 | 7,400 | 232 | 0.150 | 0.300
R2 9,500 608 | 0.400 | 0.800 | 7,950 504 | 0.400 | 0.800 | 6,350 | 356 | 0.400 | 0.080 | 5,550 | 296 | 0.200 | 0.400
R3 6,300 640 | 0.600 | 1.200 | 5,300 536 | 0.600 | 1.200 | 4,200 | 372 | 0.600 | 1.200 | 3,700 312 | 0.300 | 0.600
R4 4,750 760 | 0.800 | 1.600 | 3,950 632 | 0.800 | 1.600 | 3,150 | 444 | 0.800 | 1.600 | 2,750 364 | 0.400 | 0.800
R5 3,800 712 1.000 | 2.000 | 3,150 596 1.000 | 2.000 | 2,500 | 420 1.000 | 2.000 | 2,200 344 | 0.500 | 1.000
R6 3,170 672 1.200 | 2.400 | 2,650 560 1.200 | 2.400 | 2,100 392 1.200 | 2.400 | 1,850 344 | 0.600 | 1.200
R8 2,400 504 1.600 | 3.200 | 1,990 | 420 1.600 | 3.200 | 1,580 | 296 1.600 | 3.200 | 1,390 | 260 | 0.800 | 1.600
R10 1,900 | 400 | 2.000 | 4.000 | 1,590 336 | 2.000 | 4.000 | 1,260 | 232 | 2.000 | 4.000 | 1,110 208 | 1.000 | 2.000

Pf

DEPTH
OF CUT Ap
MIFE

® pP-SSB/P-MSB/P-SB 2 Flutes HIGH-SPEED LIGHT Milling
P-SSB/P-MSB/P-SB 27 514!

HARDENED STEELS, PREHARDENED STEELS, STAINLESS
STEELS
g ™ SKT ~ SKD61 * NAK80 * HPM1 - DH
COPPER, AI?UM/IL\IéM ALLOY —REEEE - = EEEEE - TEIEEE . TSR

1l B min) | (mm/mi il in m/mi MIRE
mEgE | LA B
R 0.5 |50,000| 2,680 | 0.020 | 0.050 | 50,000 | 2,240 | 0.020 | 0.050 | 50,000 | 2,000 | 0.020 | 0.050 | 47,500 | 1,800 | 0.020 | 0.050
R1 31,500 | 2,680 | 0.040 | 0.100 | 25,000 | 2,240 | 0.040 | 0.100 | 24,500 | 2,000 | 0.040 | 0.100 | 23,500 | 1,800 | 0.040 | 0.100
R1.5 21,000 | 2,680 | 0.060 | 0.150 | 16,500 | 2,240 | 0.060 | 0.150 | 16,000 | 2,000 | 0.060 | 0.150 | 15,500 | 1,800 | 0.060 | 0.150
R2 15,500 | 3,264 | 0.080 | 0.200 | 15,500 | 2,720 | 0.080 | 0.200 | 15,000 | 2,200 | 0.080 | 0.200 | 13,500 | 1,960 | 0.080 | 0.200
R3 10,500 | 4,128 | 0.120 | 0.300 | 13,500 | 3,440 | 0.300 | 0.600 | 11,500 | 2,200 | 0.300 | 0.600 | 9,500 | 1,800 | 0.120 | 0.300
R4 7,900 | 3,072 | 0.160 | 0.400 | 10,000 | 2,560 | 0.400 | 0.800 | 8,950 | 1,680 | 0.400 | 0.800 | 7,150 | 1,360 | 0.160 | 0.400
R5 6,300 | 2,496 | 0.200 | 0.500 | 8,250 | 2,080 | 0.500 | 1.000 | 7,150 | 1,360 | 0.500 | 1.000 | 5,700 | 1,080 | 0.200 | 0.500
R6 5,250 | 2,064 | 0.240 | 0.600 | 6,850 | 1,720 | 0.500 | 2.400 | 5,950 | 1,120 | 0.500 | 2.400 | 4,750 880 0.240 | 0.600
R8 4,950 | 1,240 | 0.320 | 0.800 | 4,110 | 1,032 | 0.500 | 3.200 | 4,460 840 0.500 | 3.200 | 3,560 656 0.320 | 0.800
R10 3,950 992 0.400 | 1.000 | 3,290 824 0.500 | 4.000 | 3,570 672 0.500 | 4.000 | 2,850 528 0.320 | 1.000

MILD STEELS, CARBON STEELS,
WORK SS400 - S55C - FC250 * NAK55

MATERIAL
WA i - $A 5

Pf

DEPTH
OF CUT Ap
MIRE

Unit/EEfI: mm
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MILD STEELS, CARBON

STEELS,

HARDENED STEELS, PREHARDENED STEELS, STAINLESS

WORK MATERIAL N N N STEELS
I COPPER, ALUMINUM ALLOY | SS400 * S55C * FC250 SKT ~ SKD61 ~ NAK80 * HPM1 * DH
W Eae PN HE - T - R A
—RBIERAH - kRl > =
~32HRC HRC33~41 HRC42~50
FEED FEED FEED FEED
(mm/min) (mm/min) (mm/min) (mm/min)
ERE ERE LA ERE
R 0.05 40,000 180 32,000 90 32,000 60 32,000 42
RO0.1 40,000 360 32,000 240 32,000 240 32,000 240
R0.2 40,000 588 32,000 492 32,000 396 32,000 246
RO.3 40,000 696 32,000 588 32,000 504 32,000 318
RO0.4 40,000 792 32,000 660 31,500 504 27,500 348
RO.5 32,000 900 31,500 744 25,000 480 22,000 342
R1 19,000 900 15,500 744 12,500 480 11,000 348
R1.5 12,500 912 10,500 756 8,450 486 7,400 348
R2 9,500 912 7,950 756 6,350 534 5,550 444
R3 6,300 960 5,300 804 4,200 558 3,700 468
R4 4,750 1,140 3,950 948 3,150 666 2,750 546
R5 3,800 1,068 3,150 894 2,500 630 2,200 516
R6 3,170 1,008 2,650 840 2,100 588 1,850 516
R8 2,400 756 1,990 630 1,580 444 1,390 390
R10 1,900 600 1,590 504 1,260 348 1,110 312
(R0.1~0.5=0.2XR)
0.3XR

DERTH OF CUT 0.1xR(~45HRC ~0.16XR R=0.3 (~45HRC)

MIFRE ~o.o's>)éRE~50HRc; M ~025XR R=3 (~45HRC)

~0.17XR Rz4 (~45HRC)

~0.05XR (~50HRC)

® P-SSB/P-MSB/P-SB 4 Flutes HIGH-SPEED LIGHT Milling
P-SSB/P-MSB/P-SB 47 = &4

MILD STEELS, CARBON

HARDENED STEELS, PREHARDENED STEELS, STAINLESS

STEELS, STEELS
WORK MATERIAL | COPPER, ALUMINUM ALLOY SS400 ~ S55C * FC250 -~ SKT » SKD61 * NAK80 * HPM1 + DH
W I+ iH- Emae NAK55 AE - AR - R
—RREERAM - REE
~32HRC HRC33~41 HRC42~50
SPEED SPEED FEED
(min™) (min™) (mm/min)
W= WEEE LR
RO0.5 50,000 4,020 50,000 3,360 50,000 3,000 47,500 2,700
R1 31,500 4,020 25,000 3,360 24,500 3,000 23,500 2,700
R1.5 21,000 4,020 16,500 3,360 16,000 3,000 15,500 2,700
R2 15,500 4,896 15,500 4,080 15,000 3,300 13,500 2,940
R3 10,500 6,192 13,500 5,160 11,500 3,300 9,500 2,700
R4 7,900 4,608 10,000 3,840 8,950 2,520 7,150 2,040
R5 6,300 3,744 8,250 3,120 7,150 2,040 5,700 1,620
R6 5,250 3,096 6,850 2,580 5,950 1,680 4,750 1,320
R8 4,950 1,860 4,110 1,548 4,460 1,260 3,560 984
R10 3,950 1,488 3,290 1,236 3,570 1,008 2,850 792
(R0.2~R0.5=0.1XR)
0.2XR
DEPTH ?_F cut 0.1XR(~45HRC)
MIRE ~0.08XR(~50HRC) 04XR
Unit/EEfiI: mm
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® P-LNBT 2 Flutes Regular M

MILD STEELS, CARBON HARDENED STEELS, PREHARDENED STEELS, STAINLESS
WORK STEELS,SS400 STEELS

MATERIAL | COPPER, ALUMINUM ALLOY + 855C  FC250 * NAK55 SKT » SKD61 * NAKEO * HPM1 + DH
3700k %) —RRtBE R - fkE A - TENE - iR

~32HRC HRC33~41 HRC42~50

FEED |DEPTH OF CUT [SPEED| FEED | DEPTH OF CUT |SPEED| FEED | DEPTH OF CUT
()| MTRE | mERS | GLT 6o ”
R [ BRI T

2 32,000| 480 | 0.040 | 0.050 |32,000| 320 | 0.020 | 0.025 |32,000| 240 | 0.020 | 0.020 |32,000| 240 | 0.010 | 0.010
0.25 4 27,000| 360 | 0.040 | 0.050 |27,000| 240 | 0.020 | 0.025 |27,000| 160 | 0.020 | 0.020 |27,000| 160 | 0.010 | 0.010
6 21,000| 240 | 0.020 | 0.030 |20,000| 160 | 0.010 | 0.015|20,000| 120 | 0.010 | 0.010 |{20,000| 120 | 0.010 | 0.010
2 32,000| 540 | 0.045 | 0.120 | 32,000 360 | 0.030 | 0.060 | 32,000 240 | 0.030 | 0.050 |32,000| 240 | 0.030 | 0.030
0.30 4 30,000 300 | 0.045 | 0.120 | 25,000 200 | 0.030 | 0.060 |24,000| 160 | 0.030 | 0.040 | 24,000| 160 | 0.030 | 0.030
6 25,000 180 | 0.045 | 0.120 | 20,000 120 | 0.030 | 0.060 | 20,000| 120 | 0.030 | 0.040 |20,000| 120 | 0.020 | 0.020
4 27,000| 540 | 0.060 | 0.160 | 23,000 | 360 | 0.040 | 0.080 |21,000| 240 | 0.040 | 0.060 |[21,000| 240 | 0.040 | 0.040
0.40 6 24,000 300 | 0.060 | 0.120 | 21,000 200 | 0.040 | 0.080 | 19,000| 160 | 0.040 | 0.050 | 19,000| 160 | 0.020 | 0.025
8 22,000| 180 | 0.060 | 0.120 | 19,000| 120 | 0.040 | 0.060 | 17,000 120 | 0.040 | 0.050 | 17,000| 120 | 0.020 | 0.025
6 21,000| 360 | 0.075 | 0.200 | 19,000 240 | 0.050 | 0.100 | 16,000| 160 | 0.050 | 0.080 | 16,000 160 | 0.050 | 0.050
0.50 8 21,000| 360 | 0.075| 0.150 | 19,000/ 240 | 0.050 | 0.075 | 16,000| 160 | 0.050 | 0.060 | 16,000 160 | 0.030 | 0.030
10 [18,000| 240 | 0.060 | 0.120 | 17,000| 160 | 0.030 | 0.050 | 14,000/ 120 | 0.030 | 0.040 | 14,000 120 | 0.010 | 0.015
12 |18,000| 240 | 0.060 | 0.120 | 17,000| 160 | 0.030 | 0.050 | 14,000/ 120 | 0.030 | 0.040 | 14,000 120 | 0.010 | 0.015
6 20,000| 360 | 0.090 | 0.240 | 17,000, 240 | 0.060 | 0.120 | 14,000| 160 | 0.060 | 0.100 | 14,000| 160 | 0.060 | 0.060
8 20,000| 360 | 0.090 | 0.240 | 17,000/ 240 | 0.060 | 0.120 | 14,000| 160 | 0.060 | 0.100 | 14,000 160 | 0.060 | 0.060
060 10 |20,000| 360 | 0.090 | 0.180 | 17,000| 240 | 0.060 | 0.090 | 14,000/ 160 | 0.060 | 0.070 | 14,000/ 160 | 0.030 | 0.030
12 |16,000| 240 | 0.090 | 0.180 | 14,000 160 | 0.060 | 0.090 | 11,000/ 120 | 0.060 | 0.070 | 11,000 120 | 0.030 | 0.030

0.70 16 | 13,000 | 240 | 0.090 | 0.180 | 12,000 160 | 0.060 | 0.090 | 9,000 | 120 | 0.040 | 0.070 | 9,000 | 120 | 0.010 | 0.030
6 18,000 600 | 0.120 | 0.300 | 15,000 | 400 | 0.080 | 0.150 | 12,000 280 | 0.080 | 0.120 | 12,000| 240 | 0.080 | 0.100
8 17,000 360 | 0.120 | 0.300 | 15,000 | 240 | 0.080 | 0.150 | 12,000 200 | 0.080 | 0.120 | 12,000 | 200 | 0.080 | 0.100
10 |17,000| 360 | 0.120 | 0.300 | 15,000| 240 | 0.080 | 0.150 | 12,000 200 | 0.080 | 0.120 | 12,000 | 200 | 0.080 | 0.100
12 |17,000| 360 | 0.120 | 0.240 | 15,000| 240 | 0.080 | 0.120 | 12,000 200 | 0.080 | 0.090 | 12,000 | 200 | 0.050 | 0.060

075 14 |17,000| 360 | 0.120 | 0.240 | 15,000| 240 | 0.080 | 0.120 | 12,000/ 200 | 0.080 | 0.090 | 12,000 | 200 | 0.050 | 0.060
16 | 13,000 240 | 0.090 | 0.180 | 12,000| 160 | 0.060 | 0.010 | 9,500 | 120 | 0.060 | 0.070 | 9,500 | 120 | 0.010 | 0.030
18 13,000 240 | 0.090 | 0.180 | 12,000| 160 | 0.060 | 0.010 | 9,500 | 120 | 0.060 | 0.070 | 9,500 | 120 | 0.010 | 0.030
20 [13,000| 240 | 0.090 | 0.180 | 12,000| 160 | 0.060 | 0.010 | 9,500 | 120 | 0.060 | 0.070 | 9,500 | 120 | 0.010 | 0.030
8 16,500 | 360 | 0.120 | 0.320 | 14,000 | 240 | 0.080 | 0.160 | 11,000| 200 | 0.080 | 0.130 | 11,000 200 | 0.080 | 0.100
0.80 12 [16,500| 360 | 0.120 | 0.240 | 14,000| 240 | 0.080 | 0.120 | 11,000 200 | 0.080 | 0.080 | 11,000 200 | 0.050 | 0.050
16 [ 11,500 | 240 | 0.120 | 0.240 | 11,000 | 160 | 0.080 | 0.120 | 9,000 | 120 | 0.080 | 0.080 | 9,000 | 120 | 0.050 | 0.050
20 |11,500| 240 | 0.090 | 0.200 | 11,000 160 | 0.060 | 0.120 | 9,000 | 120 | 0.060 | 0.075 | 9,000 | 120 | 0.015 | 0.030
0.90 8 16,500| 480 | 0.130 | 0.360 | 14,000 320 | 0.090 | 0.180 | 11,000| 240 | 0.090 | 0.160 | 11,000 240 | 0.090 | 0.120

20 11,000 240 | 0.100 | 0.220 | 11,000| 160 | 0.060 | 0.130 | 8,000 | 160 | 0.060 | 0.080 | 8,000 | 160 | 0.020 | 0.030
8 14,000 840 | 0.150 | 0.560 | 16,500 400 | 0.100 | 0.280 | 10,000 240 | 0.100 | 0.280 | 10,000 240 | 0.100 | 0.200
10 |14,000| 600 | 0.150 | 0.560 | 13,000| 400 | 0.100 | 0.280 | 10,000/ 240 | 0.100 | 0.280 | 10,000/ 240 | 0.100 | 0.200
12 14,000( 600 | 0.150 | 0.560 | 13,000 400 | 0.100 | 0.280 | 10,000 240 | 0.100 | 0.280 | 10,000| 240 | 0.100 | 0.200
1.00 14 | 14,000 600 | 0.150 | 0.560 | 13,000/ 400 | 0.100 | 0.280 | 10,000| 240 | 0.100 | 0.280 | 10,000| 240 | 0.100 | 0.200
16 | 14,000/ 600 | 0.150 | 0.420 | 13,000 400 | 0.100 | 0.210 | 10,000/ 240 | 0.100 | 0.180 | 10,000| 240 | 0.060 | 0.100
18 | 14,000f 600 | 0.150 | 0.420 | 13,000/ 400 | 0.100 | 0.210 | 10,000| 240 | 0.100 | 0.180 | 10,000| 240 | 0.060 | 0.100
20 11,000, 300 | 0.150 | 0.420 | 10,000| 200 | 0.100 | 0.210 | 8,000 | 160 | 0.100 | 0.180 | 8,000 | 160 | 0.060 | 0.100
1.25 20 | 12,000/ 480 | 0.180 | 0.560 | 10,000/ 320 | 0.120 | 0.280 | 8,500 | 240 | 0.120 | 0.200 | 8,500 | 240 | 0.080 | 0.150
12 10,000 720 | 0.200 | 0.840 | 9,500 | 480 | 0.150 | 0.420 | 7,500 | 320 | 0.150 | 0.360 | 7,500 | 320 | 0.150 | 0.300
16 | 10,000| 360 | 0.200 | 0.840 | 8,500 | 240 | 0.150 | 0.420 | 6,500 | 200 | 0.150 | 0.360 | 6,500 | 200 | 0.150 | 0.300
20 |10,000| 360 | 0.200 | 0.840 | 8,500 | 240 | 0.150 | 0.420 | 6,500 | 200 | 0.150 | 0.360 | 6,500 | 200 | 0.150 | 0.300
25 10,000 360 | 0.200 | 0.840 | 8,500 | 240 | 0.150 | 0.420 | 6,500 | 200 | 0.150 | 0.300 | 6,500 | 200 | 0.090 | 0.150
12 9,000 | 720 | 0.500 | 1.280 | 7,500 | 480 | 0.200 | 0.640 | 6,000 | 320 | 0.200 | 0.600 | 6,000 | 320 | 0.200 | 0.400
16 9,000 | 720 | 0.500 | 1.280 | 7,500 | 480 | 0.200 | 0.640 | 6,000 | 320 | 0.200 | 0.600 | 6,000 | 320 | 0.200 | 0.400
2.00 20 7,000 | 480 | 0.500 | 1.280 | 6,000 | 320 | 0.200 | 0.640 | 5,000 | 200 | 0.200 | 0.600 | 5,000 | 200 | 0.200 | 0.400
25 7,000 | 480 | 0.500 | 1.280 | 6,000 | 320 | 0.200 | 0.640 | 5,000 | 200 | 0.200 | 0.600 | 5,000 | 200 | 0.200 | 0.400
30 7,000 | 480 | 0.400 | 1.280 | 6,000 | 320 | 0.200 | 0.640 | 5,000 | 200 | 0.200 | 0.560 | 5,000 | 200 | 0.120 | 0.200

1.50

DEPTH Pf
OF

MIx
E

Unit/EAI: mm
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Working material hardness

WM IERE HRC45~52 HRC52~ 55

HE #R LLE 4
PBTA0101T 8800 260 7920 234
PBTA0151T 6900 190 4950 171
PBTA0201T 5600 420 5040 378
PBTA0205T 5600 420 4320 378
PBTA0301T 7200 380 6480 342
PBTA0305T 7200 380 6480 342
PBTA0401T 7200 380 6480 342
PBTA0405T 5400 300 4860 270
PBTA0605T 9728 1280 7040 768
PBTA0603T 9728 1216 6400 704
PBTA0805T 5120 1536 3200 832
PBTA0803T 5120 1152 2048 640

= 2P69-70

Specification page

Alloy Steels
WORK Prehardened Steels gaKrgzqe?_igtggg
MATERIAL SCM SKD HPM NAK B
W E#2 Sl - RE
Cutting
Speed 100~150m/min
TIEIEE
Shank Feed Rate Feed Rate Feed Rate Feed Rate Feed Rate
1S (mm) (mm/min) (mm/min) (mm/min) (mm/min) in” (mm/min)
= EREE i EREE ‘ A3 EREE o EREE FOLEFES EREE
4 12,000 930 10,000 570 7,200 450 24,000 2,400 12,000 1,200
6 8,000 930 6,400 540 4,800 450 16,000 2,400 8,000 1,200
8 6,000 900 4,800 540 3,600 450 12,000 2,400 6,000 1,200
10 4,800 900 3,800 540 2,900 450 9,600 2,300 4,800 1,150

(R0.1~0.5=0.2XR)
0.3XR

DEPTH OF ]
cuTt 0.1xR(~45HRC) ~0.16XR R=0.3 (~45HRC)
MITERE ~0.08XR(~50HRC) ~0.25XR R=3 (~45HRC)
~0.17XR Rz4 (~45HRC)
( )

~0.05XR ~50HRC

Unit/EEfiI: mm

WWW. speedtiger.com.tw
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~ Specification page

® P-RTA/P-LRTA 2 Flutes Slotting
P-RTA/P-LRTA 27 &#t 74!

WORK MATERIAL | COPPER, ALUMINUM ALLOY

MILD STEELS, CARBON
STEELS,
S§8400 ~ S55C * FC250 *

HARDENED STEELS, PREHARDENED STEELS, STAINLESS
STEELS
SKT - SKD61 * NAK80 * HPM1  DH

" PN NAK55 -
I 1 - § = o ™ iEEEM - Bt ~ 7
47))= k) i - BEE= — R - RE - FEE - A
~32HRC HRC33~41 HRC42~50
MILL DIA. SPEED FEED SPEED FEED SPEED FEED SPEED
(mm) (min™) (mm/min) (min™) (mm/min) (min™) (mm/m (min™)
BHiE 3 &3 mEE i 3 i
2 24,000 9,700 7,000 6,300 56
3 16,000 320 6,900 136 5,300 80 4,400 60
4 12,000 360 5,400 168 4,200 100 3,500 72
5 9,500 432 4,800 216 3,500 104 3,000 80
6 7,900 424 4,000 216 2,900 104 2,500 80
8 5,900 416 3,000 208 2,200 100 1,900 80
10 4,700 400 2,400 200 1,700 100 1,500 76
12 4,000 408 2,000 200 1,400 100 1,200 76
=0.02D
D
DEPTH OF CUT =1D
MIRE 0.02D
Unit/E4I: mm

www.speedtiger.com.tw
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P-RTA P-LRTA
c:2P73-74 .2P76
Specification page Specification page

R E:

® P-RTA/P-LRTA 4 Flutes Slotting
P-RTA/P-LRTA 47 &# 74!

MILD STEELS,
CARBON STEELS, | ALLOY STEELS,
CAST IRON TOOL STEELS
WORK MATERIAL | SS400 -« S55C + |SCM » SKT * SKS -
LTI FC250 SKD
(~750N/mm2) ~HRC30& 24 *
—RBE A - TE#E
x5l - 55

MILL DIA. SPEED FEED
(mm) (min™) [ (mm/min)
BE migE | ELRE

HARDENED
STEELS,
PREHARDENED
STEELS
SKT - SKD
NAKS5 ~ HPM1
HRC30~38
RE - FREH

STAINLESS
STEELS,
HARDENED
STEELS
SUS304 - SKD
HRC38~45
AR - REHE

HARDENED
STEELS, TITANIUM
ALLOY STEELS
HRC45~55
HEH - REE

HEAT RESISTANT
ALLOY STEELS

INCONEL
it S 50
2EE

WWW. speedtiger.com.tw

3 10,500 584 8,550 544 7,850 416 7,450 368 7,200 352 2,500 100
4 7,750 584 6,400 620 5,900 416 5,550 412 5,400 396 1,900 108
5 6,200 588 5,100 604 4,700 436 4,450 436 4,300 428 1,500 116
6 5,150 592 4,250 508 3,950 460 3,700 456 3,600 436 1,250 116
8 3,850 480 3,200 440 2,950 440 2,800 420 2,700 408 945 124
10 3,100 464 2,550 432 2,350 384 2,250 380 2,150 364 760 116
12 2,600 448 2,150 380 1,950 368 1,850 352 1,800 348 630 116
=0.02D
D
DEPTH OF CUT <1D
MIRE 0.02D
Unit/EEfiI: mm
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= .2pg2-83

Specification page

e P-UMIE 2 Flutes Cutting Condition 1Z%t]]4]

Working material hardness

WA TE HRC30~ 50 HRC50~ 55
Diameter iR &R iR &R
D
D0.2 25000 144 22500 130
D0.3 25000 171 22500 154
D0.4 25000 189 22500 170
D0.5 25000 216 22500 194
D0.6 25000 216 22500 194
D0.7 23000 252 20700 227
D0.8 21500 270 19350 243
D0.9 20000 324 18000 292

Attention : In order to get better cutting surface and lengthen the life-time of the end mill, please use high
accuracy, high rigidity and dynamic equilibrium of holder.

AEER  RTRIAREZVHNRERERTIES® - FHELERSHEE - SA - B TFHEZIIEREE -

N

. Before using the end mill, please examine the end mill to lean towards and put, when the precision of the leaning towards of end mill
exceeds 0.01mm, please cut after correcting.

2.1t is better that end mill stretches out shorter from chuck, when the end mill stretches out longer, please adjust the rotational speed,
feeding speed or cutting amount.

3. Unusual vibrations or sound happen when cutting, please adjust and lower the rotational speed of the main shaft one by one, feeding
speed and cutting amount until improving the situation, or change the high-quality end mill.

4. It is the best way to cool steel material by spraying or air in order to make nB$ efficiently; we commend to adopt non-water cutting
liquid to cool the stainless steel, titanium alloy or heat-resisting alloy.

5. Cutting will be influenced by work piece, machine and software; the above-mentioned data are only for reference, please improve
feeding speed by 30%~50% up after cutting situation steadily.

CERATIEMFATIERRE - JEZREEEEB0.01mmE; - FBIERBETIIA -

JEEEREZRESERT - JEZBHEBEHELBRERE - FETHREEE ELEENHE -
CETHPNMREEREZRGNBEER - FRE-ARIHEE  ERERERHEZERNESL  AEBRSREE -
CERRAIMEZEREERXAREEAST MENBSRESEYR - FRMKSSTMASSEBRAIFKBHIHR -
CIHIA SR TH  #aE  REZRE  DUEZBRERSE . SUHKIREERBSELEET LIRS 30%-50% -

a A WO N =

Unit/EE{I: mm

www.speedtiger.com.tw
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R E:

® P-UET 2 Flutes Cutting Condition 1ZZE{]JH||

Working material hardness

AT RE

Rotational speed | Feeding speed | Rotational speed | Feeding speed | Rotational speed
[L}Ed Eha B Eha (L35

Feeding speed
b7 ja

Diameter &R
/5 mm/% /5 mm/%3 /5
D1.0 11500 384 8896 288 6720 243
D1.5 10800 480 8250 380 6400 290
D2.0 9472 448 8192 384 5760 320
D2.5 9100 500 8050 420 5600 320
D3.0 7680 550 7150 480 4992 320
D3.5 7200 610 6850 520 4680 350
D4.0 6950 680 6350 580 4480 350
D4.5 6660 700 6100 600 4500 360
D5.0 6400 700 5850 600 4310 360
D5.5 6200 750 5900 650 4100 380
D6.0 6200 750 5900 650 3900 380
D6.5 6000 800 5700 710 3800 410
D7.0 5900 850 5000 760 3700 420
D7.5 5900 850 4600 760 3600 420
D8.0 4500 950 2880 800 1850 470
D8.5 4100 1020 2450 900 1750 500
D10.0 2900 1400 1500 750 1100 380
D10.5 2800 1400 1350 680 1000 350
D11.0 2700 1300 1250 500 950 300
D11.5 2600 1300 1100 450 850 250
D12.0 2450 1000 1020 420 790 210
D12.5 2100 900 950 380 680 200
D13.0 1800 700 870 350 620 180
D14.0 1680 650 740 320 570 170
D15.0 1500 600 700 320 520 170
D16.0 1400 600 670 300 490 170
D17.0 1300 600 630 290 450 170
D18.0 1190 550 580 270 430 160
D19.0 1050 550 490 250 395 150
D20.0 920 550 440 210 310 120
D25.0 780 400 380 165 280 120
Unit/EEfiI: mm
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¢ P-UET 4 Flutes Cutting Condition 1Z%4]]H]

Working material hardness

WENHIMTEE
Diameter LCEE ELL (L L E Eia
D f&
D1.0 13800 461 10675 346 8064 292
D1.5 12960 576 9900 456 7680 348
D2.0 11366 538 9830 461 6912 384
D2.5 10920 600 9660 504 6720 384
D3.0 9216 660 8580 576 5990 384
D3.5 8640 732 8220 624 5616 420
D4.0 8340 816 7620 696 5376 420
D4.5 7992 840 7320 720 5400 432
D5.0 7680 840 7020 720 5172 432
D5.5 7440 900 7080 780 4920 456
D6.0 7440 900 7080 780 4680 456
D6.5 7200 960 6840 852 4560 492
D7.0 7080 1020 6000 912 4440 504
D7.5 7080 1020 5520 912 4320 504
D8.0 5400 1140 3456 960 2220 564
D8.5 4920 1224 2940 1080 2100 600
D10.0 3480 1680 1800 900 1320 456
D10.5 3360 1680 1620 816 1200 420
D11.0 3240 1560 1500 600 1140 360
D11.5 3120 1560 1320 540 1020 300
D12.0 2940 1200 1224 504 948 252
D12.5 2520 1080 1140 456 816 240
D13.0 2160 840 1044 420 744 216
D14.0 2016 780 888 384 684 204
D15.0 1800 720 840 384 624 204
D16.0 1680 720 804 360 588 204
D17.0 1560 720 756 348 540 204
D18.0 1428 660 696 324 516 192
D19.0 1260 660 588 300 474 180
D20.0 1104 660 528 252 372 144
D25.0 936 480 456 198 336 144
Unit/Efi: mm
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e P-ULET,SULET 2 Flutes Standard Cutting Conditions {Z%t]}4|

Carbon Steels, Alloy Steels Alloy Steels, Tool Steels Austenitic stainless steels Hardened steels
Material S50C, SCM, §R#FC250% FHEH, SKD61, NAKES SUS304, SUS316% SKD61,SKD11, NAK,STAVAXZ
I AISI 1049, Cast iron Prehardened steels, AISI H13 AISI 304, AISI 316 AISI H13

k=il - S ~HRC30 A%l - TEMHRC30~45 -l ERTIES - f HEIREHHRC45~50

Cutting
Speed 30~50m/min 30~40m/min 20~30m/min 15~25m/min
TIHIEE
Feed Rate Feed Rate Feed Rate Feed Rate
(mm/min) (mm/min) (mm/min) (mm/min)
Diameter EREE EREE ee EREE Speed EREE
HE(mm) - - ‘ - s | se
Slotting - i mE 2106 Slotting
E e Milling §
B B i B
{RIE
60

Work

1 13,000 60 9,500 45 45 8,000 35 35 6,400 25 25
1.5 8,500 60 60 6,400 45 45 5,300 35 35 4,200 25 25
2 6,400 60 60 4,800 45 45 4,000 35 35 3,200 25 25
25 5,100 60 60 3,800 45 45 3,200 40 40 2,500 25 25
3 4,200 65 60 3,400 55 45 2,600 40 40 2,100 25 25
2,100 50
4 3,400 80 60 2,700 65 45 1,600 30 1,700 35 25
1,800 60
5 2,900 100 60 2,300 80 45 1.350 30 1,500 40 25
1,500 75
6 2,500 120 60 2,000 100 50 1.100 30 1,300 50 25
1,200 80
8 1,900 130 60 1,500 100 50 900 30 1,000 50 25
950 75
10 1,600 130 60 1,300 100 50 710 30 800 50 25
800 75
12 1,300 120 60 1,100 100 50 600 30 670 50 25
600 45
16 1,000 80 40 820 65 30 450 20 500 30 15
480 40
20 800 65 30 650 50 25 360 15 400 25 13
380 30
25 650 50 25 520 40 20 280 12 320 20 10
Depth of cut o 0 mm) ° twaxoamm | °
(DE@DIG) <25D ;g;g Eg;gg =2D iﬂ%)?g%mm)
THIS &% - (Max 3mm) b '
1. Please use Sl coating tools for work materials of 50~60HRC.
2. In cutting Austenitic stainless steels, the use of non-water-soluble cutting fluid is especially effective.
3. If the rigidity of the machine or the work material installation is very low, or chattering
is generated, please reduce the revolution and the feed rate proportionately.
4. When drilling, please set the feed rate at 1/3 or below of the above value.
1. tHI 50~60 HRC M EZ#1 il - #5fEF S| #EiE 2 J]8 -
2. YK AR 8 2 50 R JRE0ES - B ERIEKE M HH MR R -
3. MR B THMRBAMEARE - BIREHE - FRERLAR LRFEDEHRELAEE -
4 HEEELRLES - EABREFRRERLERZABUT -
Unit/EfiI: mm
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SUSL

s P247

‘Specification page

® P-ULET,SULET,SUSL 4 Flutes Standard Cutting Conditions

Non is essential please

Carbon Steels, HRC30~45

- n Hardened Steels don't attempt
Alloy SteelsS50C, SCM, | Alloy Steels,Tool Steels | Austenitic stainless Steels
MW°”.‘ $EiEFC250% JE M, SKD61, NAKZ | SUS304, SUS316% SKD61, SKD11, NAK, Hardened Sieels
aterial : STAVAXZE SKD11F
- AISI 1049, Cast iron Prehardened Steels, AISI 304, AISI 316
220 w o . AISI H13 AISI D2
k=4 - AISI H13 TR = B IEHHRCA5~50 FEREB TR
&&#M~HRC30 & TEH A il
#0272 il (HRC50~60)
Cutting
Speed 15~20m/min
THEE
Feed Rate Feed Rate Feed Rate
(mm/min) (mm/min) (mm/min)
Diameter el EREE EREE Speed | i
HE(mm) (min_) (min”) =
LEEH L o o o EEE 2108 Slotting
Milling Milling Milling Milling e Milling o
R e flE R E ‘ fAE ‘
8,000 50
1 11,000| 85 40 9,500 65 30 6,400 20 6,400 35 17 4,800 20 10
5,300 50
15 7,400 85 40 6,400 90 45 4.240 20 4,200 35 17 3,200 20 10
4,000 50
2 5,600 85 40 4,800 90 45 3,200 20 3,200 35 17 2,400 20 10
3,200 55
2.5 4,500 85 40 3,800 90 45 2,560 22 2,500 35 17 2,100 20 10
2,600 60
3 4,200 | 100 50 3,400 90 45 2.080 24 2,100 35 17 1,800 25 12
2,100 70
4 3,400 | 125 60 2,700 90 45 1,680 28 1,700 50 25 1,400 30 15
1,800 85
5 2,900 | 155 75 2,300 | 110 55 1,440 34 1,500 55 27 1,200 35 17
1,500 | 110
6 2,500 | 180 90 2,000 | 140 70 1,200 24 1,300 70 35 1,000 40 20
8 1,900 | 200 100 | 1,500 | 140 70 1,200 10 1,000 70 35 800 40 20
960 44
10 1,600 | 205 100 | 1,300 | 140 70 950 110 800 70 35 650 40 20
760 44
800 110
12 1,300 | 180 90 1,100 | 140 70 640 24 670 70 35 530 40 20
16 1,000 | 120 60 820 100 50 600 8 500 50 25 400 30 15
480 32
480 70
20 800 95 45 650 75 35 384 8 400 40 20 320 25 12
380 50
25 650 75 35 520 60 30 280 20 320 35 17 250 20 10
Depth of cut i 0o P (Ma 0.3mm) °
(D:EfEDia) e 2070 (0= <20 (Max 0 5mm)
HISE%E o (Max 3mm)

1. In cutting Austenitic stainless steels, the use of non-water-soluble cutting fluid is especially effective.
2. If the rigidity of the machine or the work material installation is very low, or chattering is

generated, please reduce the revolution and the feed rate proportionately.
3. When drilling, please set the feed rate at 1/3 or below of the above value.

1. UIHKE 38 2 5 RS LU R i 2 S 05 - FBEAIE KB HIM R -
2. MR A THRREAMERE - WIREEE - FREREL AR L RIFEEBHREREE -
3. HiELR  BREEFRERLRZIBMUT -

Unit/EE{I: mm
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e P-UVT Multi Flutes Cutting Condition 1Z4£t]JHI]

e Al HRC30~ 50 HRC50~ 55°
Diameter iz T Wi e
D&
D3.0 14040 1498 6760 749
D4.0 10920 1778 5200 842
D5.0 9360 2013 4628 983
D6.0 8320 2714 4160 1358
D8.0 4640 2714 2400 1358
D10.0 3360 2668 2000 1358
D12.0 2480 2246 1520 1123
D16.0 1440 1685 1080 842
D20.0 612 576 504 456
D25.0 468 360 342 216

s P89

Specification page

e P-ULVT Long Flutes Multi Flutes Cutting Condition 1ZZ4])}|

M L s HRC30~ 50 HRC50~ 55°
Diameter Wiz e Wi i
D& mm/min. mm/min.
mm/%3 mm/%3
D3.0 5200 599 62704 300
D4.0 4640 71 2080 337
D5.0 3360 805 1851 393
D6.0 3080 1086 1664 543
D8.0 2240 1086 1248 543
D10.0 1800 1067 998 543
D12.0 1320 899 832 449
D16.0 680 570 624 337
D20.0 510 480 420 380
D25.0 390 300 285 180

Unit/EEfiI: mm
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e P-ULNT,P-SFULNT 2 Flutes Cutting Condition 1Z%t]]H|

Working material hardness

T B4 18
Rotational Speed Rotational Speed Feeding Speed

Diameter-efficiency length |E EE E e

JE-BY
D1.6-14 19904 796 15924 637
D1.6-16 18909 756 15127 605
D1.6-18 17964 719 14371 575
D1.6-20 17066 683 13652 546
D1.8-8 17693 708 14154 566
D1.8-14 16808 672 13447 538
D1.8-20 15968 639 12774 511
D2-6 15924 637 12739 510
D2-8 15127 605 12102 484
D2-10 14371 575 11497 460
D2-12 13652 546 10922 437
D2-14 12970 519 10376 415
D2-16 12321 493 9857 394
D2-18 11705 468 9364 375
D2-20 11120 445 8896 356
D2.5-8 12739 637 10191 510
D2.5-12 12102 605 9682 484
D2.5-16 11497 575 9197 460
D2.5-20 10922 546 8738 437
D3-8 10616 531 8493 425
D3-12 10085 504 8068 403
D3-16 9581 479 7665 383
D3-20 9102 455 7281 364
D3-25 8647 432 6917 346
D3.5-12 9099 546 7279 437
D3.5-16 8644 519 6915 415
D3.5-20 8212 493 6570 394
D3.5-25 7801 468 6241 374
D3.5-30 7411 445 5929 356
D4-12 7962 478 6369 382
D4-16 7564 454 6051 363
D4-20 7186 431 5748 345
D4-25 6826 410 5461 328
D4-30 6485 389 5188 31
D4-35 6161 370 4929 296

Unit/Efi1: mm
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® P-ULNT 3 Flutes Cutting Condition 1ZZ£t]JHI]

Working material hardness

WOEIEE HRC30~ 50 HRC50~ 55
Rotational speed Rotational speed Feeding speed
Diameter-efficiency length | ELE 3 et
JE-BY
D1.6-14 19904 1194 15924 955
D1.6-16 18909 1135 15127 908
D1.6-18 17964 1078 14371 862
D1.6-20 17066 1024 13652 819
D1.8-8 17693 1062 14154 849
D1.8-14 16808 1008 13447 807
D1.8-20 15968 958 12774 766
D2-6 15924 955 12739 764
D2-8 15127 908 12102 726
D2-10 14371 862 11497 690
D2-12 13652 819 10922 655
D2-14 12970 778 10376 623
D2-16 12321 739 9857 591
D2-18 11705 702 9364 562
D2-20 11120 667 8896 534
D2.5-8 12739 955 10191 764
D2.5-12 12102 908 9682 726
D2.5-16 11497 862 9197 690
D2.5-20 10922 819 8738 655
D3-8 10616 796 8493 637
D3-12 10085 756 8068 605
D3-16 9581 719 7665 575
D3-20 9102 683 7281 546
D3-25 8647 648 6917 519
D3.5-12 9099 819 7279 655
D3.5-16 8644 778 6915 622
D3.5-20 8212 739 6570 591
D3.5-25 7801 702 6241 562
D3.5-30 7411 667 5929 534
D4-12 7962 717 6369 573
D4-16 7564 681 6051 545
D4-20 7186 647 5748 517
D4-25 6826 614 5461 491
D4-30 6485 584 5188 467
D4-35 6161 554 4929 444

Unit/EEfiI: mm
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e P-UMIB 2 Flutes Cutting Condition 1ZZE]JH|

T HRC30~ 50 HRC50~ 55
Radius of Ball Nose L35 LA (L1 LA
RE
D0.15R 25000 200 25000 198
D0.2R 25000 275 25000 248
D0.25R 25000 330 25000 297
D0.3R 25000 418 25000 376
D0.35R 25000 495 25000 446
D0.4R 25000 561 25000 505
D0.45R 25000 638 25000 574

Attention : In order to get better cutting surface and lengthen the life-time of the end mill, please use high
accuracy, high rigidity and dynamic equilibrium of holder.

FIER AT RIRECTHIREKERTIESS, FHOMERASRE. B, BTFEEITERAE,

N

. Before using the end mill, please examine the end mill to lean towards and put, when the precision of the leaning towards of end mill
exceeds 0.01mm, please cut after correcting.

2.1t is better that end mill stretches out shorter from chuck, when the end mill stretches out longer, please adjust the rotational speed,
feeding speed or cutting amount.

3. Unusual vibrations or sound happen when cutting, please adjust and lower the rotational speed of the main shaft one by one, feeding
speed and cutting amount until improving the situation, or change the high-quality end mill.

4. It is the best way to cool steel material by spraying or air in order to make nB$ efficiently; we commend to adopt non-water cutting
liquid to cool the stainless steel, titanium alloy or heat-resisting alloy.

5. Cutting will be influenced by work piece, machine and software; the above-mentioned data are only for reference, please improve
feeding speed by 30%~50% up after cutting situation steadily.

ERXTIRMFEATERE - JREZFERBERIR.0ImmES - BIUERBETIIN -

IEMEREZRESEEYT - JEZBHEFRHERRE - FETRAMEE - EREFNIIHE -

CEVHIPNREEREZRIRBER  FE—ARIHERE  EREEHEYHSEBRNESL  AFERSRETE -
HRRAMERREERRNAREERASR - MUE nBSREREUR  FHREKSSAMBSSEBRAIFKBEETHEIRT -
AIEIA R IG  BER  MEZRE  DLEZHREHRSE  SUHRKREBEEESERKEET LIRS 30%-50% -

a A O N =

Unit/EE{I: mm
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® P-UBT 2 Flutes Cutting Condition {ZZEt]JH

Working material hardness

W HIMEE
Radius of Ball Nose HiE ER Bix ER Bix R
R & mm/min. mm/min. mm/min.
mm/% 25 mm/% mm/%

D0.5R 20480 768 16640 512 13440 486
D0.75R 19500 820 15700 680 12700 560
D1.0R 18944 896 14272 742 11520 640
D1.25R 17000 1060 12800 950 10500 640
D1.5R 15360 1408 11520 1024 9984 640
D2.0R 14720 2048 10880 960 8960 870
D2.5R 13800 2560 9984 1280 7040 768
D3.0R 12800 2560 9728 1216 6400 704
D3.5R 9300 2680 6800 1420 4500 780
D4.0R 8320 2816 5120 1536 3200 832
D4.5R 6590 2600 4100 1380 2800 750
D5.0R 4864 2432 2560 1152 2048 640
D6.0R 3800 2300 2560 1280 1536 576
D7.0R 2200 1250 1580 690 980 420
D8.0R 1650 780 1050 520 700 360
D10.0R 1100 600 680 410 490 245
D12.5R 860 500 530 260 385 190

P- UBT /| P-ULBT

= P95

Specification page

¢ P-UBT,P-ULBT 4 Flutes Cutting Condition 1ZZE{]JH||

Radius of Ball Nose HiE i ER i ER
R® mm/mln mm/min. mm/min.
mm/%3 - mm/% 25 mm/%

D0.5R 18432 691 14976 461 12096 438
DO0.75R 17550 738 14130 612 11430 504
D1.0R 17050 806 12845 668 10368 576
D1.25R 15300 954 11520 855 9450 576
D1.5R 13824 1267 10368 922 8986 576
D2.0R 13248 1843 9792 864 8064 783
D2.5R 12420 2304 8986 1152 6336 691
D3.0R 11520 2304 8755 1094 5760 634
D3.5R 8370 2412 6120 1278 4050 702
D4.0R 7488 2534 4608 1382 2880 749
D4.5R 5931 2340 3690 1241 2520 675
D5.0R 4378 2189 2304 1037 1843 576
D6.0R 3420 2070 2304 1152 1382 518
D7.0R 1980 1125 1422 621 882 378
D8.0R 1485 702 945 468 630 324
D10.0R 990 540 612 369 441 221
D12.5R 774 450 477 234 347 171

Unit/EEfiI: mm
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® P-UBTSX 2 Flutes Cutting Condition 1ZZE{]JH||

Working material hardness

WNBIFEE
Radius of Ball Nose LEEE 4 L # LS #R
R
D0.5R 20480 768 16640 512 13440 486
D0.75R 19500 820 15700 680 12700 560
D1.0R 18944 896 14272 742 11520 640
D1.25R 17000 1060 12800 950 10500 640
D1.5R 15360 1408 11520 1024 9984 640
D2.0R 14720 2048 10880 960 8960 870
D2.5R 13800 2560 9984 1280 7040 768
D3.0R 12800 2560 9728 1216 6400 704
D3.5R 9300 2680 6800 1420 4500 780
D4.0R 8320 2816 5120 1536 3200 832
D4.5R 6590 2600 4100 1380 2800 750
D5.0R 4864 2432 2560 1152 2048 640
D6.0R 3800 2300 2560 1280 1536 576
D7.0R 2200 1250 1580 690 980 420
D8.0R 1650 780 1050 520 700 360
D10.0R 1100 600 680 410 490 245
D12.5R 860 500 530 260 385 190

s P97

‘Specification page

® P-ULBTS & P-ULBTM & P-ULBTL 2 Flutes Cutting Condition 1Z# ]|

Working material hardness

W | e | oo
Radius of Ball Nose LS ped] L Efa L] &R
R
DO0.5R 20480 768 16640 512 13440 486
D0.75R 19500 820 15700 680 12700 560
D1.0R 18944 896 14272 742 11520 640
D1.25R 17000 1060 12800 950 10500 640
D1.5R 15360 1408 11520 1024 9984 640
D2.0R 14720 2048 10880 960 8960 870
D2.5R 13800 2560 9984 1280 7040 768
D3.0R 12800 2560 9728 1216 6400 704
D3.5R 9300 2680 6800 1420 4500 780
D4.0R 8320 2816 5120 1536 3200 832
D4.5R 6590 2600 4100 1380 2800 750
D5.0R 4864 2432 2560 1152 2048 640
D6.0R 3800 2300 2560 1280 1536 576
D7.0R 2200 1250 1580 690 980 420
D8.0R 1650 780 1050 520 700 360
D10.0R 1100 600 680 410 490 245
D12.5R 860 500 530 260 385 190
Unit/E4I: mm
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o P-ULNBT,P-SFULNBT 2 Flutes Cutting Condition 1Z%4]]4|

Working material hardness

WM TR HRC30~ 50 HRC50~ 55
Diameter-efficiency length LR #i [} ped
JBR-BY ‘ '

S

D0.25-2 25000 250 22500 225
D0.25-4 23000 220 20700 198
D0.25-6 17500 200 15750 180
D0.3-2 25000 320 22500 288
D0.3-4 23000 250 20700 252
D0.3-6 17500 220 15750 198
D0.4 -4 18000 400 16200 360
D0.4 -6 17000 380 15300 342
D04 -8 16000 300 14400 270
D0.5-6 12000 420 10800 378
D0.5-8 10500 330 9450 297
D0.5-10 9300 300 8370 270
D0.5-12 8800 260 7920 234
D0.6 - 6 11500 420 10350 378
D0.6 - 8 9800 330 8820 297
D0.6 - 10 8500 300 7650 270
D0.6 - 12 7800 260 7020 234
D0.7 -6 10500 520 9450 468
D0.7 - 10 9500 380 8550 342
D0.7 - 16 8300 290 7470 261
D0.75-6 13000 600 11700 540
D0.75-8 11000 550 9900 495
D0.75-10 9900 470 8910 423
D0.75 - 12 8800 390 7920 351
D0.75 - 14 8100 280 7290 252
D0.75 - 16 7800 200 7020 180
D0.75-18 6900 190 6210 171
D0.75 - 20 5500 190 4950 171
D0.8 -6 13000 600 11700 540
D0.8 -8 11000 550 9900 495
D0.8 - 10 9900 470 8910 423
D0.8 - 12 8800 390 7920 351

Unit/EEfiI: mm
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e P-ULNBT,P-SFULNBT 2 Flutes Cutting Condition Z#t]JH|)

Working material hardness

WM HRC30~ 50 HRC50~ 55

Rotational speed Rotational speed Feeding speed
Diameter-efficiency length Wz #ia i p

JE-AW
D0.8 - 14 8100 280 7290 252
DO0.8 - 16 7800 200 7020 180
D0.8 - 18 6900 190 6210 171
DO0.8 - 20 5500 190 4950 171
D0.9-8 12000 750 10800 675
D0.9 - 14 8500 670 7650 603
D0.9 - 20 7200 320 6480 288
D1-8 11000 800 9900 720
D1-10 8500 730 7650 657
D1-12 7900 680 7110 412
D1-14 6600 650 5940 585
D1-16 6100 520 5490 468
D1-18 5600 420 5040 378
D1-20 4800 300 4320 270
D1.25-8 11000 850 9900 765
D1.25-12 7900 710 7100 639
D1.25-16 6100 640 5490 576
D1.25-20 4800 420 4320 378
D1.5-10 13000 850 11700 765
D1.5-12 12000 650 10800 585
D1.5-16 10600 480 9540 411
D1.5-20 9700 400 8730 396
D1.5-25 7200 380 6480 342
D2-12 12000 650 10800 585
D2-16 10600 490 9540 441
D2 - 20 9700 440 8730 396
D2 -25 7200 380 6480 342
D2 - 30 5400 300 4860 270
Unit/Efi1: mm
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e P-UPBT 2 Flutes Cutting Condition {ZZ4]]H||

Working material hardness

WINITEE HRC45~ 52 HRC52~ 62

| & L35 4
UPBT101520 8800 260 7920 234
UPBT151520 6900 190 4950 171
UPBT201025 5600 420 5040 378
UPBT251025 4800 420 4320 378
UPBT301030 7200 380 6480 342
UPBT401035 7200 380 6480 342
UPBT402545 5400 300 4860 270
UPBT502550 9984 1280 7040 768
UPBT603038 9728 1216 6400 704
UPBT803038 5120 1536 3200 832
UPBT904042 2560 1152 2048 640

et P101

Specification page

e P-ULPBT 2 Flutes Cutting Condition 1Z# 4|

Working material hardness _ _EE°
T B T HRC30~ 50 HRC50~ 55

Rotational speed Feeding speed Rotational speed Feeding speed
B pit ] [L}ES EHA

ULPBT200560 4800 300 4320 270
ULPBT201060 4800 300 4320 270
ULPBT201560 4800 300 4320 270
ULPBT202057 4800 300 4320 270
ULPBT300560 7200 380 6480 342
ULPBT301060 7200 380 6480 342
ULPBT301557 7200 380 6480 342
ULPBT302043 7200 380 6480 342
ULPBT400560 5400 300 4860 270
ULPBT401507 5400 300 4860 270
ULPBT401538 5400 300 4860 270
ULPBT402029 5400 300 4860 270

Unit/EEfiI: mm
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e P-URTA 2 Flutes Cutting Condition 1ZZ4]H|

Working material hardness

WA BPF 52 FE

Diameter X Radius ks i oz &ha oz i
DX R

D1.0x0.1R 11088 549 8120 364 5488 252
D1.0x 0.2R 11088 549 8120 364 5488 252
D1.0x0.3R 11088 549 8120 364 5488 252
D1.5x0.2R 9800 672 7728 392 4760 280
D1.5x0.3R 9800 672 7728 392 4760 280
D2.0x 0.1R 8960 840 7056 504 4032 280
D2.0x0.2R 8960 840 7056 504 4032 280
D2.0 x 0.3R 8960 840 7056 504 4032 280
D3.0x0.1R 6370 882 4082 588 3675 245
D3.0 x 0.2R 6370 882 4802 588 3675 245
D3.0 x 0.3R 6370 882 4802 588 3675 245
D4.0x 0.2R 6125 980 4557 515 3332 245
D4.0 x 0.3R 6125 980 4557 515 3332 245
D2.0 x 0.5R 7840 588 6370 441 4508 294
D3.0 x 0.5R 6370 980 4802 735 3675 245
D4.0 x 0.5R 6125 980 4557 515 3332 245
D6.0 x 0.5R 5635 1470 4312 980 2254 368
D8.0 x 0.5R 4239 1666 2622 833 1887 402
D10.0 x 0.5R 2695 1372 1568 539 809 284
D12.0 x 0.5R 2279 1421 1078 466 637 260
D3.0x 1R 7326 127 5522 845 4226 282
D4.0x 1R 7044 1127 5241 592 3832 282
D6.0x 1R 6480 1691 4959 1127 2592 423
D8.0x 1R 4875 1916 3015 958 2170 462
D10.0x 1R 3099 1568 1803 620 930 327
D12.0x 1R 2621 1634 1240 698 733 299
D6.0 x 1.5R 6762 1764 5174 1176 2705 441
D8.0 x 1.5R 5086 1999 3146 1000 2264 482
D10.0x 1.5R 3234 1646 1882 647 970 341
D12.0 x 1.5R 2734 1705 1294 559 764 312
D6.0 x 2R 7326 1911 5606 1274 2930 478
D8.0 x 2R 5510 2166 3408 1083 2452 522
D10.0 x 2R 3504 1784 2038 701 1051 369
D12.0 x 2R 2962 1847 1401 605 828 338
D8.0 x 3R 5722 2249 3539 1125 2548 542
D10.0 x 3R 3638 1852 2117 728 1092 384
D12.0x 3R 3076 1918 1455 629 860 351

Unit/EAI: mm
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¢ P-URTA 4 Flutes Cutting Condition 1ZZE4]JHI|

Arial Unicode MS

Rotatlonal speed Feedmg speed Rotatlonal speed Feedlng speed Rotanonal speed Feeding speed
Diameter X Radius i

DX R
D3.0x0.1R 7280 1008 5488 672 4200 280
D3.0x 0.2R 7280 1008 5488 672 4200 280
D3.0x0.3R 7280 1008 5488 672 4200 280
D4.0 x 0.2R 7000 1120 5208 588 3808 280
D4.0x 0.3R 7000 1120 5208 588 3808 280
D3.0 x 0.5R 7280 1120 5488 840 4200 280
D4.0 x 0.5R 7000 1120 5208 588 3808 280
D6.0 x 0.5R 6440 1680 4928 1120 2576 420
D8.0 x 0.5R 4844 1904 2996 952 2156 459
D10.0x 1R 3080 1568 1792 616 924 325
D12.0x 1R 2604 1624 1323 532 728 297
D3.0x 1R 3872 1288 6311 966 4830 322
D4.0x 1R 8050 1588 5989 676 4379 322
D6.0 x 1R 7406 1932 5667 1288 2962 483
D8.0x 1R 5571 2190 3446 1095 2480 528
D10.0x 1R 3541 1792 2016 708 1063 374
D12.0x 1R 2995 1868 1417 798 837 342
D6.0 x 1.5R 7728 2016 5914 1344 3091 504
D8.0 x 1.5R 5813 2285 3595 1142 2587 551
D10.0 x 1.5R 3696 1882 2150 739 1109 390
D12.0x 1.5R 3125 1949 1478 638 874 356
D6.0 x 2R 8372 2184 6406 1456 3349 546
D8.0 x 2R 6297 2475 3895 1238 2803 597
D10.0 x 2R 4004 2038 2330 801 1201 422
D12.0x 2R 3385 2111 1602 692 946 386
D8.0 x 2.5R 6540 2570 4045 1285 2912 620
D10.0 x 2.5R 4158 2117 2419 832 1248 438
D12.0 x 2.5R 3516 2192 1663 718 983 401

Unit/EEfiI: mm
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Working material hardness

W DB TR

Diameter X Radius iR &4 [L17 &R [L17 &R
DX R

D1.0x 0.1R 15840 784 11600 520 7840 360
D1.0x 0.2R 15840 784 11600 520 7840 360
D1.0x 0.3R 15840 784 11600 520 7840 360
D1.5x 0.2R 14000 960 11040 560 6800 400
D1.5x0.3R 14000 960 11040 560 6800 400
D2.0 x 0.1R 12800 1200 10080 720 4760 400
D2.0x 0.2R 12800 1200 10080 720 5760 400
D2.0 x 0.3R 12800 1200 10080 720 5760 400
D3.0x0.1R 9100 1260 6860 840 5250 350
D3.0x 0.2R 9100 1260 6860 840 5250 350
D3.0 x 0.3R 9100 1260 6860 840 5250 350
D4.0 x 0.2R 8750 1400 6860 735 4760 350
D4.0 x 0.3R 8750 1400 6510 735 4760 350
D2.0 x 0.5R 11200 840 9100 630 6440 420
D3.0 x 0.5R 9100 1400 6860 1050 5250 350
D4.0 x 0.5R 8750 1400 6510 735 4760 350
D6.0 x 0.5R 8050 2100 6160 1400 3220 525
D8.0 x 0.5R 6055 2380 3745 1190 2695 574
D10.0 x 0.5R 3850 1960 2240 770 1155 406
D12.0 x 0.5R 3255 2030 1540 665 910 371
D3.0x 1R 10465 1610 7889 1208 6038 403
D4.0 x 1R 10063 1610 7487 846 5474 403
D6.0 x 1R 9258 2415 7084 1610 3703 604
D8.0 x 1R 6964 2737 4307 1369 3100 660
D10.0x 1R 4428 2240 2576 886 1329 467
D12.0x 1R 3744 2335 1771 998 1047 427
D6.0 x 1.5R 9660 2520 7392 1680 3864 630
D8.0 x 1.5R 7266 2856 4494 1428 3234 689
D10.0 x 1.5R 4620 2352 2688 924 1386 487
D12.0 x 1.5R 3906 2436 1848 798 1092 445
D6.0 x 2R 10465 2730 8008 1820 4186 683
D8.0 x 2R 7872 3094 4869 1547 3504 746
D10.0 x 2R 5005 2548 2945 1001 1502 528
D12.0 x 2R 4232 2639 5005 865 1183 482
D8.0 x 3R 8175 3213 5056 1607 3640 775
D10.0 x 3R 5198 2646 3024 1040 1560 548
D12.0 x 3R 4395 2741 2079 898 1229 501

Unit/EAI: mm
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® P-UCRS 4 Flutes Cutting Condition 1Z#t]]H|]

Working material hardness

WINHI AT
Diameter X Radius i pd
DX R .
D3.0x 0.1R 10400 1440 7840 960 6000 400
D3.0 x 0.2R 10400 1440 7840 960 6000 400
D3.0x 0.3R 10400 1440 7840 960 6000 400
D4.0 x 0.2R 10000 1600 7440 840 5440 400
D4.0 x 0.3R 10000 1600 7440 840 5440 400
D3.0 x 0.5R 10400 1600 7840 1200 6000 400
D4.0 x 0.5R 10000 1600 7440 840 5440 400
D6.0 x 0.5R 9200 2400 7040 1600 3680 600
D8.0 x 0.5R 6920 2420 4280 1360 3080 656
D10.0 x 0.5R 4400 2240 2560 880 1320 464
D12.0 x 0.5R 3720 2320 1760 760 1040 424
D3.0x 1R 11960 1840 9016 1380 6900 460
D4.0 x 1R 11500 1840 8556 966 6256 460
D6.0 x 1R 10580 2760 8096 1840 4232 690
D8.0 x 1R 7958 3128 4922 1564 3542 754
D10.0 x1R 5060 2560 2944 1012 1518 534
D12.0x 1R 4278 2668 2024 1140 1196 488
D6.0 x 1.5R 11040 2880 8448 1920 4416 720
D8.0 x 1.5R 8304 3264 5136 1632 3696 787
D10.0 x 1.5R 5280 2688 3072 1056 1584 557
D12.0x 1.5R 4464 2784 2112 912 1248 509
D6.0 x 2R 11960 3120 9152 5080 4784 780
D8.0 x 2R 8996 3536 5564 1768 4004 853
D10.0 x 2R 5720 2912 3328 1144 1716 603
D12.0x 2R 4836 3016 2288 988 1352 551
D8.0 x 3R 9342 3672 5778 1836 4160 886
D10.0 x 3R 5940 3024 3456 1188 1782 626
D12.0 x 3R 5022 3132 2376 1026 1404 573

Unit/EEfiI: mm
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Working material hardness

WM TR E

Rotational speed Feeding speed Rotational speed Feeding speed Rotational speed Feeding speed
[L3Ed Eha (L35S Eha B Eha

mm/min. mm/min. mm/min.

mm/%3 mm/% mm/%3
UCRO0603-nBS 7360 1920 5700 1280 3130 510
UCR0605-nBS 8280 2160 6340 1440 3310 540
UCR0610-nBS 9520 2484 7290 1660 3810 620
UCRO0803-nBS 6230 2448 3850 1225 2780 590
UCRO0805-nBS 6574 2580 4066 1290 2930 623
UCR0810-nBS 7560 2972 4676 1485 3365 716
UCR1005-nBS 4810 2128 2432 836 1254 440
UCR1010-nBS 4810 2432 2797 960 1442 507
UCR1015-nBS 5020 2553 2918 1003 1505 530
UCR1020-nBS 5434 2766 3162 1088 1630 573
UCR1205-nBS 3534 2205 1675 722 990 403
UCR1210-nBS 4064 2535 1923 1083 1136 464
UCR1215-nBS 4240 2645 2006 1085 1186 484
UCR1220-nBS 4594 2865 2174 1087 1284 524

Attention : In order to get better cutting surface and lengthen the life-time of the end mill, please use high
accuracy, high rigidity and dynamic equilibrium of holder.

BHAER - RTYRIREZVHRERERTASS @ FHLEASHEE - SRIY - BIFEEZIEKER

N

. Before using the end mill, please examine the end mill to lean towards and put, when the precision of the leaning towards of end mill
exceeds 0.01mm, please cut after correcting.

2.1t is better that end mill stretches out shorter from chuck, when the end mill stretches out longer, please adjust the rotational speed,
feeding speed or cutting amount.

3. Unusual vibrations or sound happen when cutting, please adjust and lower the rotational speed of the main shaft one by one, feeding
speed and cutting amount until improving the situation, or change the high-quality end mill.

4. It is the best way to cool steel material by spraying or air in order to make nB$ efficiently; we commend to adopt non-water cutting
liquid to cool the stainless steel, titanium alloy or heat-resisting alloy.

5. Cutting will be influenced by work piece, machine and software; the above-mentioned data are only for reference, please improve
feeding speed by 30%~50% up after cutting situation steadily.

ERATIEMFNNERRE - JEZREBEEEB0.01mmE - FBIIERBETIIN -

EREREZRESERY - JEZHAHRESFHERRE - BETHKEE - BREEHE -
CETHPNMREEREZZRBNBESE - FE-ARIHEE  ELEERHEZERNERL -  AEBRSREE -
ERLSAINERREERXAREERASR - MUE nBSHERENR  THEASSIAMWMHE BB RAIEKBHIHE -
CHMEIAR T - R - B CRE  DMEZEBEHRSE  SUHRIBEEEREREET LIRS 30%-50% -

a A O N =

Unit/EE{I: mm
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R E:

e PVE/PVES/PVEM/PVEL/PVEC/PVB/PVBSX/PVR Series Side Milling
PVE/PVES/PVEM/PVEL/PVEC/PVB/PVBSX/PVR 3%75!/{lIs%

/ CARBON STEELS
1018, 1040, 1080, 1090,
lﬁ//" 10L50, 1140, 1212, 12L15,
1525, 1536

Side
Milling ALLOY STEELS TOOL STEELS TOOL STEELS TOOL STEELS
4140, 4150, 4320, 5120, A2, D2, H13, L2, M2, A2, D2, H13, L2, M2, A2, D2, H13, L2, M2,

5150, 8630, 86L20, 50100 P20, S7, T15, W2 P20, S7, T15, W2 P20, S7, T15, W2

Hardness
BRINELL

15 | o[ ww |w] om | »]
Ae=0.5D Ae=0.5D Ae=0.5D Ae=0.5D
Ap=1.5D Ap=1.5D Ap=1.5D Ap=1.5D

MILL DIA. Feed
(Metric) 4 Flutes 4 Flutes
3 15,962 |0.01016| 648.7 | 9,099 | 0.00762 | 277.33 | 3,729 | 0.01270 | 189 | 6,066 | 0.01016 | 246.5 | 2554 |0.00508| 51.9
4 13,621 |10.01397| 761.2 | 7,764 | 0.00889 | 276.09 | 3,182 | 0.01715 | 218 |5,176 | 0.01397 | 289.2 | 2179 |0.00699| 60.9
6 9,081 |0.02350| 853.4 | 5176 | 0.01842 | 381.28 | 2,121 | 0.02826 | 240 | 3,451 |0.02350 | 324.3 | 1453 |0.01175| 68.3
8 6,811 |0.03683| 1003.4 | 3,882 | 0.02794 | 433.86 | 1,591 | 0.04445 | 283 | 2,588 | 0.03683 | 381.3 | 1090 |0.01842| 80.3
10 5,449 |0.05017| 1093.3 | 3,106 | 0.03715 | 461.47 | 1,273 | 0.06064 | 309 | 2,070 | 0.05017 | 415.5 | 872 |0.02508| 87.5
12 4,540 (0.05969| 1084.1 | 2,588 | 0.04509 | 466.73 | 1,061 | 0.07176 | 304 | 1,725 | 0.05969 | 411.9 | 726 |0.02985| 86.7
16 3,405 |0.07874| 1072.5 | 1,941 | 0.06096 | 473.31 795 | 0.09906 | 315 | 1,294 | 0.08128 | 420.7 | 545 |0.04064| 88.6
20 2,956 |0.08128| 961.1 | 1,685 | 0.06350 | 427.97 691 | 0.10668 | 295 | 1,123 | 0.08890 | 399.4 | 473 |0.04445| 84.1
25 2,078 |0.08890| 739.1 | 1,185 | 0.06858 | 324.99 486 | 0.12700 | 247 790 |0.09652 | 304.9 | 333 |0.04826| 64.2
Depth of cut
— o
Unit/EfI: mm
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e PVE/PVES/PVEM/PVEL/PVEC/PVB/PVBSX/PVR Series Side Milling

CAST IRONS CAST IRONS STAINLESS STEELS STAINLESS STEELS [ STAINLESS STEELS(PH)
(LOW&MEDIUM ALLOY) (HIGH ALLQOY) (FREE MACHINING ) (DIFFICULT ) 13-8 PH,15-5PH,17-4PH,
Gray, Malleable, Ductile Gray, Malleable, Ductile | 303, 416,420F,430F,440F 304, 304L,316,316L Custom 450

>18.8
= = =
Ae=0.5D Ae=0.5D Ae=0.5D Ae=0.5D =
Ap=1.5D Ap=1.5D Ap=1.5D Ap=1.5D

Hardness
BRINELL

MILL DIA.
(Metric)
3 12658 | 0.01016 | 514 9,737 |0.00762| 296.8 | 14,047 | 0.00762 | 428.2 | 9,737 |0.00508| 197.9 | 8,939 |0.00508| 181.6
4 10802 | 0.01397 | 604 8,309 |0.01016| 337.7 | 11,987 | 0.01016 | 487.1 | 8,309 |0.00762| 253.3 | 7,628 |0.00762| 232.5
6 7201 | 0.02350 | 677 5,539 |0.01651| 365.8 | 7,991 |0.01651 | 527.7 | 5,539 |0.01397| 309.5 | 5,085 |0.01397| 284.2
8 5401 | 0.03556 | 768 | 4,155 |0.02667| 443.2 | 5,993 |0.02667 | 639.4 | 4,155 |0.02159| 358.8 | 3,814 |0.02159| 329.4
10 4321 | 0.04763 | 823 3,324 |0.03683| 489.6 | 4,795 | 0.03683 | 706.4 | 3,324 |0.02889| 384.1 | 3,051 |0.02889| 352.6
12 3601 | 0.05715 | 823 | 2,770 (0.04318| 478.4 | 3,996 |0.04318 | 690.1 | 2,770 |0.03366| 372.9 | 2,543 |0.03366| 342.3
16 2700 | 0.07620 | 823 2,077 |0.05842| 485.4 | 2,997 |0.05842 | 700.3 | 2,077 |0.04572| 379.9 | 1,907 |0.04572| 348.8
20 2344 | 0.07874 | 738 1,803 [0.06096| 439.7 | 2,601 |0.06096 | 634.3 | 1,803 |0.04826| 348.1 | 1,655 |[0.04826| 319.6
25 1648 | 0.08636 | 569 1,268 [0.06350| 322.0 | 1,829 |0.06350 | 464.6 | 1,268 |0.05080| 257.6 | 1,164 |0.05080| 236.5

Depth of cut
e

Unit/EE{I: mm
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e PVE/PVES/PVEM/PVEL/PVEC/PVB/PVBSX/PVR Series Side Milling
PVE/PVES/PVEM/PVEL/PVEC/PVB/PVBSX/PVR 3%75!/{ls%

Side Milling TITANIUM ALLOYS
SUPER ALLOYS SUPER ALLOYS TITANIUM ALLOYS (DIFFICULT)
(NICKEL,COBALT,IRON,BASE) | (NICKEL,COBALT,IRON,BASE) Pure Ttanium, Ti6AI4V, Ti10AI2Fe3Al, Ti5AI5V5Mo3Cr,
Inconel 601,617,625, Incoly Inconel 718,750X,Incoly Ti6AI2Sn4Zr2Mo, Ti7Al4Mo, Ti3AI8V6Cr4Zr4Mo,
800,Monel 400 925,Waspalloy,Hastelloy,Rene Ti4Al4Mo2Sn0.5Si TiBAIBV6SN, Ti15V3
Cr3Sn3Al

Hardness
BRINELL

N(I:\httlrjltl:? 4F|:E?es Rk e 4F|§I§?es R e 4F|§ﬁ?es 4F|:3?es
3 2,235 0.00508 45.4 1,756 0.00254 17.8 6,385 0.00508 129.7 2,235 0.00508 45.4
4 1,907 0.00635 48.4 1,498 0.00381 22.8 5,448 0.00699 152.2 1,907 0.00699 53.3
6 1,271 0.00953 48.4 999 0.00699 27.9 3,632 0.01175 170.7 1,271 0.01175 59.7
8 953 0.01524 58.1 749 0.01016 30.4 2,724 0.01905 207.6 953 0.01905 72.7
10 763 0.02096 63.9 599 0.01334 32.0 2,179 0.02635 229.7 763 0.02635 80.4
12 636 0.02413 61.4 499 0.01651 33.0 1,816 0.03112 226.0 636 0.03112 79.1
16 477 0.03302 63.0 375 0.02286 343 1,362 0.04064 221.4 477 0.04064 77.5
20 414 0.03556 58.9 325 0.02540 33.0 1,182 0.04318 204.2 414 0.04318 71.5
25 291 0.03810 44.3 229 0.02794 256 831 0.04572 152.0 291 0.04572 53.2

Depth of cut -

Unit/EEfiI: mm
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e PVE/PVES/PVEM/PVEL/PVEC/PVB/PVBSX/PVR Series Slotting
PVE/PVES/PVEM/PVEL/PVEC/PVB/PVBSX/PVR Z75;EHLH1Y!

Slot Milling

CARBON STEELS
1018, 1040, 1080, 1090
10L50, 1140, 1212, 12L15
1525, 1536

ALLOY STEELS TOOL STEELS TOOL STEELS TOOL STEELS
4140, 4150, 4320, 5120, A2, D2, H13, L2, M2, A2, D2, H13, L2, M2, A2, D2, H13, L2, M2,
’| 5150, 8630, 86L20, 50100 P20, S7, T15, W2 P20, S7, T15, W2 P20, S7, T15, W2

Hardness
BRINELL

MILL DIA.

(Metric)
3 12,770 |0.01016| 519.0 | 5,832 |0.00762| 177.77 | 3,007 [0.01270| 153 4,853 |0.01016| 197.2 2043 |0.00508| 41.5
4 10,897 (0.01397 | 608.9 | 4,977 |0.00889| 176.98 | 2,566 |0.01715| 176 4,141 |0.01397| 231.4 | 1744 |0.00699| 48.7
6 7,265 |0.02350| 682.7 | 3,318 |0.01842| 244.41 | 1,711 |0.02826| 193 2,761 |0.02350| 259.4 | 1162 |0.01175| 54.6
8 5,449 |0.03683| 802.7 | 2,489 |0.02794| 278.12 | 1,283 |0.04445| 228 2,070 |0.03683| 305.0 872 |0.01842| 64.2
10 4,359 |0.05017| 874.6 | 1,991 |0.03715| 295.82 | 1,026 |0.06064| 249 1,656 |0.05017| 332.4 697 |0.02508| 70.0
12 3,632 |0.05969| 867.3 | 1,659 [0.04509| 299.19 | 855 |0.07176| 246 1,380 |0.05969| 329.6 581 |0.02985| 69.4
16 2,724 |0.07874| 858.0 | 1,244 |0.06096| 303.40 | 642 |0.09906| 254 1,035 |0.08128| 336.6 436 |0.04064| 70.9
20 2,365 |0.08128| 768.9 | 1,080 |0.06350| 274.34 | 557 |0.10668| 238 899 (0.08890| 319.6 378 |0.04445| 67.3
25 1,663 |0.08890| 591.3 759 |0.06858 | 208.33 392 |0.12700| 199 632 |0.09652| 243.9 266 |0.04826| 51.4

—p——te
Depth IAP
of cut

Unit/EE{I: mm
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e PVE/PVES/PVEM/PVEL/PVEC/PVB/PVBSX/PVR Series Slotting
PVE/PVES/PVEM/PVEL/PVEC/PVB/PVBSX/PVR Z757&&LH

Slot Milling
CAST IRONS CAST IRONS STAINLESS STEELS STAINLESS STEELS STAINLESS STEELS(PH)
(LOW&MEDIUM ALLOY) (HIGH ALLOY) (FREE MACHINING ) (DIFFICULT ) 13-8 PH,15-5PH,17-4PH,
Gray, Malleable, Ductile Gray, Malleable, Ductile | 304, 416,420F,430F,440F 304, 304L,316,316L Custom 450

Hardness = >220 = =

= =
= = Ae=1D = =
Ap=1D =

MILL DIA.
(Metric)
3 8,114 |0.01016| 330 6,242 |0.00762| 190.2 | 9,005 |0.00762| 274.5 | 6,242 |0.00508| 126.8 | 5,730 [0.00508| 116.4
4 6,924 |0.01397| 387 5,326 |0.01016| 216.5 | 7,684 |0.01016| 312.3 | 5,326 |0.00762| 162.3 | 4,890 [0.00762| 149.0
6 4,616 |0.02350( 434 3,651 |0.01651| 234.5 | 5,123 |0.01651| 338.3 | 3,551 |0.01397| 198.4 | 3,260 [0.01397| 182.2
8 3,462 |0.03556| 492 2,663 |0.02667 | 284.1 | 3,842 |0.02667| 409.9 | 2,663 |0.02159| 230.0 | 2,445 |0.02159| 211.1
10 2,770 |0.04763| 528 2,131 |0.03683| 313.9 | 3,074 |0.03683| 452.8 | 2,131 |0.02889| 246.2 | 1,956 |0.02889| 226.0
12 2,308 |0.05715| 528 1,775 |0.04318| 306.7 | 2,561 |0.04318| 442.4 | 1,775 |0.03366| 239.0 | 1,630 |0.03366| 219.4
16 1,731 |0.07620| 528 1,332 |0.05842| 311.2 | 1,921 |0.05842| 448.9 | 1,332 |0.04572| 243.5 | 1,222 |0.04572| 223.6
20 1,503 |0.07874| 473 1,156 |0.06096| 281.9 | 1,668 |0.06096| 406.6 | 1,156 |0.04826| 223.1 | 1,061 |0.04826| 204.8
25 1,057 |0.08636| 365 813 |0.06350| 206.4 | 1,172 |0.06350| 297.8 813 |0.05080| 165.1 746 |0.05080| 151.6
— e
Depth of cut }p

Unit/EEfiI: mm
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SPEED TIGER

PVE

0 [ []
PVBIPVBSX PVR tJ] ﬁu ﬂs*z 1¢ E
=2 P110 2.2 P111 %.2 P112 %.2 P113 %.7 P114

Specification page Specification page Specification page Specification page Specification page

PVESIPVEMIPVEL PVEC

e PVE/PVES/PVEM/PVEL/PVEC/PVB/PVBSX/PVR Series Slotting
PVE/PVES/PVEM/PVEL/PVEC/PVB/PVBSX/PVR Z757&&LH

Slot Milling TITANIUM ALLOYS
SUPER ALLOYS SUPER ALLOYS TITANIUM ALLOYS (DIFFICULT)
(NICKEL,COBALT,IRON,BASE) | (NICKEL,COBALT,IRON,BASE) Pure Ttanium, Ti6AI4V, Ti10AI2Fe3Al, Ti5AI5V5Mo3Cr,
Inconel 601,617,625, Incoly Inconel 718,750X,Incoly Ti6AI2Sn4Zr2Mo, Ti7Al4Mo, Ti3AI8V6Cr4Zr4Mo,
800,Monel 400 925,Waspalloy,Hastelloy,Rene Ti4Al4Mo2Sn0.5Si TiBAIBV6SNn, Ti15V3
Cr3Sn3Al
Hardness = =
Ae=1D Ae=1D = =
Ap=1D Ap=1D

MILL DIA. Feed Feed Feed Feed
(Metric) | RPM F2 | 4Fites | RPM F2 | 4Fites | RPM F2 | 4Futes 4 Flutes

3 1,433 0.00508 291 1,126 0.00254 11.4 4,093 0.00508 83.2 1,433 0.00508 291

4 1,222 0.00635 31.0 960 0.00381 14.6 3,493 0.00699 97.6 1,222 0.00699 34.2

6 815 0.00953 31.0 640 0.00699 17.9 2,328 0.01175 109.4 815 0.01175 38.3

8 611 0.01524 37.3 480 0.01016 19.5 1,746 0.01905 133.1 611 0.01905 46.6

10 489 0.02096 41.0 384 0.01334 20.5 1,397 0.02635 147.3 489 0.02635 51.5

12 407 0.02413 39.3 320 0.01651 211 1,164 0.03112 144.9 407 0.03112 50.7

16 306 0.03302 40.4 240 0.02286 220 873 0.04064 141.9 306 0.04064 49.7

20 265 0.03556 37.7 208 0.02540 21.2 758 0.04318 130.9 265 0.04318 45.8

25 187 0.03810 28.4 147 0.02794 16.4 533 0.04572 97.5 187 0.04572 341

——|—|<— Ae
Depth of cut :I:AP

Unit/EE{I: mm
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Specification page

¢ P-SFUMIE 2 Flutes Cutting Condition 1ZZEt]JH

Working material hardness _ _
WEEIEE HRC30~ 50 HRC50~ 60
Rotational speed Feeding speed Rotational speed Feeding speed
Diameter Eix R HiE R
D mm/min. mm/min.
mm/%3 mm/%3
D0.2 25000 144 22500 130
D0.3 25000 171 22500 154
D0.4 25000 189 22500 170
D0.5 25000 216 22500 194
DO0.6 25000 216 22500 194
DO0.7 23000 252 20700 227
D0.8 21500 270 19350 134
D0.9 20000 324 18000 292

Unit/EEfiI: mm

WWI/I/. speedtiger.com.tw
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SPEED TIGER

1
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Specification page

SFUET 2,4 Flutes

Working material
hardness Below ~HRC30 HRC30~35 HRC35~40 HRC40~45 HRC45~65
WA B+ 1

DiaDm{;ter mm/min mm/min mm/min mm/min mm/min
D1 17600 660 16280 550 15290 495 14300 440 11550 418
D2 16280 770 15290 715 14080 660 12265 638 9900 550
D3 13200 1210 12100 1100 10780 990 9900 880 8580 550
D4 12650 1760 10780 1485 9900 1045 9350 825 7700 748
D5 11000 2200 10450 1870 9790 1430 8580 1100 6050 660
D6 11000 2200 9900 1815 9020 1320 8360 1045 5500 605
D8 7150 2420 6600 1980 4950 1650 4400 1320 2750 715
D10 4180 2090 3300 1650 2750 1210 2200 990 1760 550
D12 3520 1980 2970 1650 2750 1320 2200 1100 1320 495

Unit/Efi1: mm

www.speedtiger.com.tw
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s P130-131

Specification page

Working material
ardness Below ~HRC30 HRC30~45 HRC45~65
WHEIMEE

Rotational speed Feeding speed Rotational speed Feeding speed Rotational speed Feeding speed
L34 i BE bt ] iR &L

Radius of Ball Nose
R &

DO.5R 28160 1056 22880 704 18480 669
D1R 26048 1232 19624 1021 15840 880
D1.5R 21120 1936 15840 1408 13728 880
D2R 20240 2816 14960 1320 12320 1197
D2.5R 17600 3520 13728 1760 9680 1056
D3R 17600 3520 13376 1672 8800 968
D4R 11440 3872 7040 2112 4400 1144
D5R 6688 3344 3520 1584 2816 880
D6R 5632 3168 3520 1760 2112 792
Unit/EfiI: mm

WWW. speedtiger.com.tw
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Specification page

® P-SFULET 2 Flutes Standard Cutting Conditions ZZt]]H|

Carbon Steels, Alloy Steels Alloy Steels, Tool Steels Austenitic stainless steels Hardened steels

S50C, SCM, §R#FC250% FHEH, SKD61, NAKES SUS304, SUS316% SKD61,SKD11, NAK,STAVAXZ
I AISI 1049, Cast iron Prehardened steels, AISI H13 AISI 304, AISI 316 AISI H13

k=il - S ~HRC30 A%l - TEMHRC30~45 -l ERTIES - f EEIEHHRC45~50

Cutting
Speed 30~50m/min 30~40m/min 20~30m/min 15~25m/min
TIHIEE
Feed Rate Feed Rate Feed Rate Feed Rate
(mm/min) (mm/min) (mm/min) (mm/min)
Diameter e g =< EREE Speed EIREE
H&(mm) i i \ i (i) Sid
Slotting - i mE 2106 Slotting
& o~ = Milling E
{RUET
60

Work
Material

1 13,000 60 9,500 45 45 8,000 35 35 6,400 25 25
1.5 8,500 60 60 6,400 45 45 5,300 35 35 4,200 25 25
2 6,400 60 60 4,800 45 45 4,000 35 35 3,200 25 25
2.5 5,100 60 60 3,800 45 45 3,200 40 40 2,500 25 25
3 4,200 65 60 3,400 55 45 2,600 40 40 2,100 25 25
2,100 50
4 3,400 80 60 2,700 65 45 1,600 30 1,700 35 25
1,800 60
5 2,900 100 60 2,300 80 45 1.350 30 1,500 40 25
1,500 75
6 2,500 120 60 2,000 100 50 1.100 30 1,300 50 25
1,200 80
8 1,900 130 60 1,500 100 50 200 30 1,000 50 25
950 75
10 1,600 130 60 1,300 100 50 710 30 800 50 25
800 75
12 1,300 120 60 1,100 100 50 600 30 670 50 25
600 45
16 1,000 80 40 820 65 30 450 20 500 30 15
480 40
20 800 65 30 650 50 25 360 15 400 25 13
380 30
25 650 50 25 520 40 20 280 12 320 20 10
Depth of cut o 0 mm) ° twaxoamm | °
(DE@DIQ) <25D ;g;g Eg;gg =2D iﬂ%)?g%mm)
THIEE% - (Max 3mm) b '
1. Please use Sl coating tools for work materials of 50~60HRC.
2. In cutting Austenitic stainless steels, the use of non-water-soluble cutting fluid is especially effective.
3. If the rigidity of the machine or the work material installation is very low, or chattering
is generated, please reduce the revolution and the feed rate proportionately.
4. When drilling, please set the feed rate at 1/3 or below of the above value.

. tEl 50~60 HRC M 2z #1#Es - B SI 278 -

- PNEK S B 8 2 5 A 838005 - A RIEKB I BHBIRERY -

MR AN THAREREE AR E - LIREEE - BRI AR L REEDEHREREE
CHiEERR  ERAEEERERLERZ1BUT -

A OWN =

Unit/EE{I: mm

www.speedtiger.com.tw
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SPEED TIGER
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‘Specification page

e P-SFULET 4 Flutes Standard Cutting Conditions 1ZZ4]JH]

Non is essential please
Hardened Steels don't attempt
SKD61, SKD11, NAK, Hardened Steels
STAVAXZ SKD11%
AISI H13 AISI D2
R EHMHRC45~50 FEREFEZER]
#0272 il (HRC50~60)

Carbon Steels, HRC30~45
Work Alloy SteglsSSOCi, SCM, /_-\Iloy Steels, Tool Steels | Austenitic stainless Steels
Material i%ﬁthzsog’i_ A, SKD61, NAKE SUS304, SUS316%
WHIHE AlISI 19.49, Cast iron Prehardened Steels, ‘AISI 304;AISI 316
fix =4 - AISI H13 TR =
&52#~HRC30 a2l - TEH

Cutting
THEE
Feed Rate Feed Rate Feed Rate Feed Rate
(mm/min) (mm/min) { in) (mm/min)
Diameter EERE = i = EREE o Speed EIREE

= (min") (min”) —
- Gdf) LEEH L i ; o i ; o ing | % o Slotting EEE S@e Slotting
Milling oo Milling f Milling e Milling e Milling o
R E FIE FIE {RIE ‘ FRIE .
8,000 | 50
1 11,000| 85 40 9,500 65 30 6,400 20 6,400, 35 17 4,800 20 10
5,300 | 50
1.5 7,400 | 85 40 | 6,400 | 90 45 4,240 20 4,200 35 17 3,200 | 20 10
4,000 50
2 5,600 | 85 40 | 4,800 | 90 45 3.200 20 3,200 35 17 | 2,400 | 20 10
3,200 | 55
2.5 4,500 85 40 3,800 90 45 2560 22 2,500, 35 17 2,100 20 10
2,600 | 60
3 4,200 | 100 50 | 3,400 | 90 45 2,080 24 2,100 35 17 1,800 | 25 12
2,100 70
4 3,400 | 125 60 | 2,700 | 90 45 1,680 28 1,700| 50 25 1,400 | 30 15
1,800 | 85
5 2,900 | 155 75 2,300 | 110 55 1,440 34 1,500 55 27 1,200 35 17
1,500 | 110
6 2,500 | 180 90 | 2,000 | 140 70 1.200 44 1,300 70 35 1,000 | 40 20
8 1,900 | 200 100 | 1,500 | 140 70 1,200 | 110 1,000 70 35 800 40 20
960 44
10 1,600 | 205 100 | 1,300 | 140 70 950 10 800 70 35 650 40 20
760 44
800 110
12 1,300 | 180 90 1,100 | 140 70 640 44 670 70 35 530 40 20
16 1,000 | 120 60 820 100 50 600 80 500 50 25 400 30 15
480 32
480 70
20 800 95 45 650 75 35 384 28 400 40 20 320 25 12
380 50
25 650 75 35 520 60 30 280 20 320 35 17 250 20 10
Depth of cut i 0o P (Ma 0.3mm) °
(D:EfEDia) e 2070 (0= <20 (Max 0 5mm)
HISE%E o (Max 3mm)

1. In cutting Austenitic stainless steels, the use of non-water-soluble cutting fluid is especially effective.
2. If the rigidity of the machine or the work material installation is very low, or chattering is

generated, please reduce the revolution and the feed rate proportionately.
3. When drilling, please set the feed rate at 1/3 or below of the above value.

1. UIHKE 38 2 5 RS LU R i 2 S 05 - FBEAIE KB HIM R -
2. MR A THRREAMERE - WIREEE - FREREL AR L RIFEEBHREREE -
3. HiELR  BREEFRERLRZIBMUT -

Unit/EEfiI: mm
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SPEED TIGER onditic
U1 B 4 2R

s P124

Specification page

® P-SFUVT Multi Flutes Cutting Condition 1ZZEt]]H|)

Working material hardness

WEBITEE HRC45~ 52 HRC52~ 62
Diameter [L3E LA E L
D&
D3.0 17550 1872 8450 936
D4.0 13650 2223 6500 1053
D5.0 11700 2516 5785 1229
D6.0 10400 3393 5200 1697
D8.0 5800 3393 3000 1697
D10.0 4200 3335 2500 1697
D12.0 3100 2808 1900 1404
D16.0 1800 2106 1350 1053

Eet P125

Specification page

e P-SFULVT Multi Flutes Cutting Condition 1ZZH|

Working material hardness

T B T8 B HRC45~ 52 HRC52~ 62
Diameter HiE i HE 4
D&
D3.0 6500 749 3380 374
D4.0 5800 889 2600 421
D5.0 4200 1006 2314 492
D6.0 3850 1357 2080 679
D8.0 2800 1357 1560 679
D10.0 2250 1334 1248 679
D12.0 1650 1123 1040 562
D16.0 850 842 780 421
Unit/Efi: mm

www.speedtiger.com.tw
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SPEED TIGER
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® P-SFULNT 4 Flutes Cutting Condition 2%t}

Working material hardness

WOEIEE HRC30~ 50 HRC50~ 55
Rotational Speed Rotational Speed Feeding Speed
Diameter-efficiency length |E EE E e
JE-BY
D1.6-14 19904 1592 15924 1274
D1.6-16 18909 1513 15127 1210
D1.6-18 17964 1437 14371 1150
D1.6-20 17066 1365 13652 1092
D1.8-8 17693 1415 14154 1132
D1.8-14 16808 1345 13447 1076
D1.8-20 15968 1277 12774 1022
D2-6 15924 1274 12739 1019
D2-8 15127 1210 12102 968
D2-10 14371 1150 11497 920
D2-12 13652 1092 10922 874
D2-14 12970 1038 10376 830
D2-16 12321 986 9857 789
D2-18 11705 936 9364 749
D2-20 11120 890 8896 712
D2.5-8 12739 1274 10191 1019
D2.5-12 12102 1210 9682 968
D2.5-16 11497 1150 9197 920
D2.5-20 10922 1092 8738 874
D3-8 10616 1062 8493 849
D3-12 10085 1008 8068 807
D3-16 9581 958 7665 766
D3-20 9102 910 7281 728
D3-25 8647 865 6917 692
D3.5-12 9099 1092 7279 874
D3.5-16 8644 1037 6915 830
D3.5-20 8212 985 6570 788
D3.5-25 7801 936 6241 749
D3.5-30 7411 889 5929 71
D4-12 7962 955 6369 764
D4-16 7564 908 6051 726
D4-20 7186 862 5748 690
D4-25 6826 819 5461 655
D4-30 6485 778 5188 623
D4-35 6161 739 4929 591

Unit/EEfiI: mm
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e P-SFUMIB 2 Flutes Cutting Condition 1ZX4H|

Working material hardness

WL BE HRC30~ 50 HRC50~ 60
Radius of Ball Nose L3 LS E LA
R &
D0.15R 25000 220 25000 198
D0.2R 25000 275 25000 248
D0.25R 25000 330 25000 297
D0.3R 25000 418 25000 376
D0.35R 25000 495 25000 446
D0.4R 25000 561 25000 505
D0.45R 25000 638 25000 574
D0.5R 21000 640 17000 610
Unit/Efi1: mm

www.speedtiger.com.tw
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SPEED TIGER onditic
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s P130-131

Specification page

Working material
ardness Below ~HRC30 HRC30~45 HRC45~65
WHEIMEE

Rotational speed Feeding speed Rotational speed Feeding speed Rotational speed Feeding speed
L34 i BE bt ] iR &L

Radius of Ball Nose
R &

DO.5R 28160 1056 22880 704 18480 669
D1R 26048 1232 19624 1021 15840 880
D1.5R 21120 1936 15840 1408 13728 880
D2R 20240 2816 14960 1320 12320 1197
D2.5R 17600 3520 13728 1760 9680 1056
D3R 17600 3520 13376 1672 8800 968
D4R 11440 3872 7040 2112 4400 1144
D5R 6688 3344 3520 1584 2816 880
D6R 5632 3168 3520 1760 2112 792
Unit/EfiI: mm
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R E:

e P-SFUBTSX 2 Flutes Cutting Cond

Working material hardness

B RE

Radius of Ball Nose

Below ~HRC30

ion 1ZZE4H|

HRC30~45

HRC45~65

Rotatlonal speed Feedmg speed Rotahonal speed Feedlng speed Rotanonal speed
Y

Feeding speed

pd]

R &
DO0.5R 30720 1152 24960 768 20160 730
D1.0R 28416 1344 21408 1113.6 17280 960
D1.5R 23040 2112 17280 1536 14976 960
D2.0R 22080 3072 16320 1440 13440 1305
D2.5R 19200 3840 14976 1920 10560 11562
D3.0R 19200 3840 14592 1824 9600 1056
D4.0R 12480 4224 7680 2304 4800 1248
D5.0R 7296 3648 3840 1728 3072 960
D6.0R 6144 3456 3840 1920 2304 864
Eez P133

Specification page

e P-SFULBT 2 Flutes Cutting Condition 1ZZEt]JHI

Working material hardness 0 _ )
WM RS Below ~HRC30 HRC30~45 HRC45~65

Radius of Ball Nose

Rotational speed | Feeding speed | Rotational speed | Feeding speed | Rotational speed [ Feeding speed
(L3S Efa B A (L35 kA
rAN

R &
DO0.5R 25600 960 20800 640 16800 608
D1.0R 23680 1120 17840 928 14400 800
D1.5R 19200 1760 14400 1280 12480 800
D2.0R 18400 2560 13600 1200 11200 1088
D2.5R 16000 3200 12480 1600 8800 960
D3.0R 16000 3200 12160 1520 8000 880
D4.0R 10400 3520 6400 1920 4000 1040
D5.0R 6080 3040 3200 1440 2560 800
D6.0R 5120 2880 3200 1600 1920 720

Unit/EE{I: mm
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Working material

hardness Below ~HRC30
WM TEE
Diameter X Radius : : : . .
D X R mm/min mm/min mm/min mm/min mm/min

D1.0x0.1R 13068 647 11550 561 9570 429 7920 370 6468 297
D1.0x0.2R 13068 647 11550 561 9570 429 7920 370 6468 297
D1.0x0.3R 13068 647 11550 561 9570 429 7920 370 6468 297
D1.5x0.2R 11550 792 10032 594 9108 462 6930 396 5610 330
D1.5x0.3R 11550 792 10032 594 9108 462 6930 396 5610 330
D2.0x0.1R 10560 990 8712 726 8316 594 6468 495 4752 330
D2.0x0.2R 10560 990 8712 726 8316 594 6468 495 4752 330
D2.0x0.3R 10560 990 8712 726 8316 594 6468 495 4752 330
D3.0x0.1R 8580 1188 7260 990 6468 792 5412 693 4950 330
D3.0x0.2R 8580 1188 7260 990 6468 792 5412 693 4950 330
D3.0x0.3R 8580 1188 7260 990 6468 792 5412 693 4950 330
D4.0x0.2R 8250 1320 6930 1188 6138 693 5181 561 4488 330
D4.0x0.3R 8250 1320 6930 1188 6138 693 5181 561 4488 330
D2.0x0.5R 10560 792 9570 726 858 594 6600 495 6072 396
D3.0x0.5R 8580 1320 7260 1188 6468 990 5412 726 4950 330
D4.0x0.5R 8250 1320 6930 1188 6138 693 5181 561 4488 330
D6.0x0.5R 7590 1980 6600 1716 5808 1320 4752 990 3036 495
D8.0x0.5R 5709 2244 5247 1782 3531 1122 3069 792 2541 541
D10.0x0.5R 3630 1848 2772 1254 2112 726 1782 627 1089 383
D12.0x0.5R 3069 1914 2277 1122 1452 627 1188 528 858 350
D3.0x1R 9867 1518 8349 1366 7438 1139 6224 835 5693 380
D4.0x1R 9488 1518 7970 1367 7059 798 5959 646 5161 380
D6.0x1R 8729 2277 7590 1973 6679 1518 5465 1139 3491 570
D8.0x1R 6566 2581 6035 2049 4061 1290 3530 911 2923 623
D10.0x1R 4175 2112 3288 1442 2429 835 2049 722 1253 440
D12.0x1R 3530 2201 2619 1290 1670 941 1366 574 987 403
D6.0x1.5R 7590 2376 7920 2059 6970 1584 5702 1188 3643 594
D8.0x1.5R 6851 2693 6296 2138 4237 1346 3683 950 3049 649
D10.0x1.5R 396 2218 3326 1505 2534 871 2138 752 1307 460
D12.0x1.5R 3683 2297 2732 1346 1742 752 1426 634 1030 420
D6.0x2R 9867 2574 8580 2231 7550 1716 6178 1287 3947 644
D8.0x2R 7422 2917 6821 2317 4590 1459 3990 3303 3303 704
D10.0x2R 4719 2402 3604 1630 2746 944 2317 1416 1416 497
D12.0x2R 3990 2488 2960 1459 1888 815 1544 1115 1115 454
D8.0x3R 7708 3029 7084 2406 4767 1515 4144 1069 3432 730
D10.0x3R 4901 2495 3742 1693 2851 980 2406 847 1471 517
D12.0x3R 4144 2584 4175 1515 1960 847 1604 713 1158 473

Unit/EEfiI: mm
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e P-SFUCRM 2 Flutes Cutting Condition 1Z4 4]

Working material hardness

WM ERE ~HRC30 ~HRC40 ~HRC50 ~HRC55 ~HRC60

Rotational speed | Feeding speed | Rotational speed | Feeding speed | Rotational speed | Feeding speed | Rotational speed | Feeding speed |Rotational speed | Feeding speed
Diameter X Radius | et | et | &4 | &4 | &4

DX R

D3.0x0.1R 5460 756 4620 630 4116 504 3444 441 3150 210
D3.0 x 0.2R 5460 756 4620 630 4116 504 3444 441 3150 210
D3.0 x 0.3R 5460 756 4620 630 4116 504 3444 441 3150 210
D4.0 x 0.3R 5250 840 4410 756 3906 441 3297 357 2856 210
D2.0 x 0.5R 6720 504 6090 462 5460 378 4620 315 3864 252
D3.0 x 0.5R 5460 840 4620 756 4116 630 3444 462 3150 210
D4.0 x 0.5R 5250 840 4410 756 3906 441 3297 357 2856 210
D6.0 x 0.5R 4830 1260 4200 1092 3696 840 3024 630 1932 315
D8.0 x 0.5R 3633 1428 3339 1134 2247 714 1953 504 1617 344
D10.0 x 0.5R 2310 1176 1764 798 1344 462 1134 399 693 244
D12.0x 0.5R 1953 1218 1449 714 924 399 756 336 546 223
D3.0x 1R 6279 966 5313 869 4733 725 3961 531 3623 242
D4.0x 1R 6600 966 5072 870 4492 507 3792 411 3284 242
D6.0 x 1R 5555 1449 4830 1256 4250 966 3478 725 2222 362
D8.0 x 1R 4178 1642 3840 1304 2584 821 2246 580 1860 396
D10.0x 1R 2657 1344 2029 918 1546 531 1304 459 797 280
D12.0x 1R 2246 1401 1667 821 1063 599 869 386 628 256
D6.0 x 1.5R 5796 1512 5040 1310 4435 1008 3629 756 2318 378
D8.0 x 1.5R 4360 1714 4007 1361 2696 857 2344 605 1940 413
D10.0 x 1.5R 2772 1411 2117 958 1613 554 1361 479 832 292
D12.0x 1.5R 2344 1462 1739 857 1109 479 907 403 6555 267
D6.0 x 2R 6279 1638 5460 1420 4805 1092 3931 819 2512 410
D8.0 x 2R 4723 1856 4341 1474 2921 928 2539 2102 2102 448
D10.0 x 2R 3003 1529 2293 1037 1747 601 1474 901 901 317
D12.0x 2R 2539 1583 1884 928 1201 519 983 710 710 289
D8.0 x 3R 4905 1928 4508 1531 3034 964 2637 680 2184 465
D10.0x 3R 3119 1588 2381 1077 1814 624 1531 539 936 329
D12.0x 3R 2637 1644 1956 964 1247 539 1021 454 737 301

Unit/EAI: mm
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e P-SFUCRM 4 Flutes Cutting Condition {Z# 4]

Working material hardness

AR T8

Diameter X Radius | H2 ) S TS E ) Y TS i T
D X R

D3.0x0.1R 6006 831 5082 693 4527 554 3788 485 3465 231
D3.0x0.2R 6006 831 5802 693 4527 554 3788 485 3465 231
D3.0x0.3R 6006 831 5082 693 4527 554 3788 485 3465 231
D4.0 x 0.3R 5775 924 4851 831 4296 485 3626 392 3141 231
D2.0x0.5R 7392 554 6699 508 6006 415 5082 346 4250 277
D3.0x 0.5R 6006 924 5082 831 4527 693 3788 508 3465 231
D4.0 x 0.5R 5775 924 4581 831 4296 485 3626 392 3141 231
D6.0 x 0.5R 5313 1386 4620 1201 4065 924 3326 693 2125 346
D8.0x 0.5R 3996 1570 3672 1247 2471 785 2148 554 1778 378
D10.0 x 0.5R 2541 1293 1940 877 1478 508 1247 438 762 268
D12.0x 0.5R 2148 1339 1593 785 1016 438 831 369 600 245
D3.0x 1R 6906 1062 5844 955 5206 797 4357 584 3985 266
D4.0x 1R 6641 1062 5579 957 4941 557 4171 452 3612 266
D6.0x 1R 6110 1593 5313 1381 4675 1062 3825 797 2444 398
D8.0x 1R 4595 1806 4224 1434 2842 903 2470 638 2046 398
D10.0x 1R 2922 1478 2231 1009 1700 584 1431 504 876 308
D12.0x1R 2470 1541 1833 903 1169 658 955 424 690 281
D6.0 x 1.5R 6375 1663 5544 1441 4878 1108 3991 831 2549 415
D8.0 x 1.5R 4796 1885 4407 1497 2965 942 2578 665 2134 454
D10.0 x 1.5R 3049 1552 2328 1053 1774 609 1479 526 915 321
D12.0x 1.5R 2578 1608 1912 942 1219 526 997 443 720 293
D6.0 x 2R 6900 1801 6006 1502 5285 1201 4324 900 2763 451
D8.0 x 2R 5195 2041 4775 1621 3213 1020 2792 2312 2312 492
D10.0 x 2R 3303 1681 2522 1140 1921 661 1621 991 991 384
D12.0x 2R 2792 1741 2072 1020 1321 570 1081 781 781 317
D8.0 x 3R 5395 2120 4958 1684 3337 1060 2900 748 2402 511
D10.0 x 3R 3430 1746 2619 1184 1995 686 1684 592 1029 361
D12.0 x 3R 2900 1808 2151 1060 1371 592 1123 499 810 331

Unit/EEfiI: mm
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e P-SFUCRS 2 Flutes Cutting Condition 1ZZEt]JH||

Working material hardness

WA B4 1
Diameter X Radius LB i o Eia (L Eha B Efa LY
DX R mm/min.
mm/%3
D2.0x 0.1R 11200 1050 9240 770 8820 630 6860 525 5040 350
D2.0 x 0.2R 11200 1050 9240 770 8820 630 6860 525 5040 350
D2.0x 0.3R 11200 1050 9240 770 8820 630 6860 525 5040 350
D3.0x 0.1R 9100 1260 7700 1050 6860 840 5740 735 5250 350
D3.0x0.2R 9100 1260 7700 1050 6860 840 5740 735 5250 350
D3.0 x 0.3R 9100 1260 7700 1050 6860 840 5740 735 5250 350
D4.0 x 0.2R 8750 1400 7350 1260 6510 735 5495 595 4760 350
D4.0 x 0.3R 8750 1400 7350 1260 6510 735 5495 595 4760 350
D2.0 x 0.5R 11200 840 10150 770 9100 630 7700 525 6440 420
D3.0 x 0.5R 9100 1400 7700 1260 6860 1050 5740 770 5250 350
D4.0 x 0.5R 8750 1400 7350 1260 6510 735 5495 595 4760 350
D6.0 x 0.5R 8050 2100 7000 1820 6160 1400 5040 1050 3220 525
D8.0 x 0.5R 6055 2380 5565 1890 3745 1190 3255 840 2695 574
D10.0 x 0.5R 3850 1960 2940 1330 2240 770 1890 665 1155 406
D12.0 x 0.5R 3255 2030 2415 1190 1540 665 1260 560 910 371
D3.0x 1R 10465 1610 8855 1449 7889 1208 6601 886 6038 403
D4.0 x 1R 10063 1610 8453 1450 7487 846 6320 685 5474 403
D6.0 x 1R 9258 2415 8050 2093 7084 1610 5796 1208 3703 604
D8.0 x 1R 6964 2737 6400 2174 4307 1369 3744 966 3100 660
D10.0x 1R 4428 2240 3381 1530 2576 886 2174 765 1329 467
D12.0x 1R 3744 2335 2778 1369 1771 998 1449 644 1047 427
D6.0 x 1.5R 9660 2520 8400 2184 7392 1680 6048 1260 3864 630
D8.0 x 1.5R 7266 2856 6778 2268 4494 1428 3906 1008 3234 689
D10.0 x 1.5R 4620 2352 3528 1596 2688 924 2268 798 1386 487
D12.0x 1.5R 3906 2436 2898 1428 1848 798 1512 672 1092 445
D6.0 x 2R 10465 2730 9100 2366 8088 1820 6552 1365 4186 683
D8.0 x 2R 7872 3094 7235 2457 4869 1547 4232 3504 3504 746
D10.0 x 2R 5005 2548 3822 1729 2912 1001 2457 1502 1502 528
D12.0x 2R 4232 2639 3140 1547 2002 865 1638 1183 1183 482
D8.0 x 3R 8175 3213 7513 2552 5056 1607 4395 1134 3640 775
D10.0 x 3R 5198 2646 3969 1796 3024 1040 2552 898 1560 548
D12.0 x 3R 4395 2741 3261 1607 2079 898 1701 756 1229 501
Unit/EEfi: mm
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® P-SFUCRS 4 Flutes Cutting Condition 1ZZ£t]]H||

Working material hardness

WA TEE

Diameter X Radius | W% e Wiz g Wiz g Wiz e Wiz g
D X R

D1.0x0.1R 19800 980 17500 850 14500 650 12000 560 9800 450
D1.0 x 0.2R 19800 980 17500 850 14500 650 12000 560 9800 450
D1.0x0.3R 19800 980 17500 850 14500 650 12000 560 9800 450
D1.5x0.2R 17500 1200 15200 900 13800 700 10500 600 8500 500
D1.5x0.3R 17500 1200 15200 900 13800 700 10500 600 8500 500
D2.0x0.1R 16000 1500 13200 1100 12600 900 9800 750 7200 500
D2.0 x 0.2R 16000 1500 13200 1100 12600 900 9800 750 7200 500
D2.0 x 0.3R 16000 1500 13200 1100 12600 900 9800 750 7200 500
D3.0x0.1R 13000 1800 11000 1500 9800 1200 8200 1050 7500 500
D3.0x 0.2R 13000 1800 11000 1500 9800 1200 8200 1050 7500 500
D3.0x 0.3R 13000 1800 11000 1500 9800 1200 8200 1050 7500 500
D4.0x0.2R 12500 2000 10500 1800 9300 1050 7850 850 6800 500
D4.0x 0.3R 12500 2000 10500 1800 9300 1050 7850 850 6800 500
D2.0 x 0.5R 16000 1200 14500 1100 13000 900 11000 750 9200 600
D3.0x0.5R 13000 2000 11000 1800 9800 1500 8200 1100 7500 500
D4.0 x 0.5R 12500 2000 10500 1800 9300 1050 7850 850 6800 500
D6.0 x 0.5R 11500 3000 10000 2600 8800 2000 7200 1500 4600 750
D8.0 x 0.5R 8650 3400 7950 2700 5350 1700 4650 1200 3850 820
D10.0x 0.5R 5500 2800 4200 1900 3200 1100 2700 950 1650 580
D12.0 x 0.5R 4650 2900 3450 1700 2200 950 1800 800 1300 530
D3.0 x1R 14950 2300 12650 2070 11270 1725 9430 1265 8625 575
D4.0x 1R 14375 2300 12075 2072 10695 1208 9028 978 7820 575
D6.0x 1R 13225 3450 11500 2990 10120 2300 8280 1725 5290 863
D8.0x 1R 9948 3910 9143 3105 6153 1955 5348 1380 4428 943
D10.0 x1R 6325 3200 4830 2185 3680 1265 3105 1093 1898 667
D12.0x 1R 5348 3335 3968 1955 2530 1425 2070 920 1495 610
D6.0 x 1.5R 13800 3600 12000 3120 10560 2400 8640 1800 5520 900
D8.0 x 1.5R 10380 4080 9540 3240 6420 2040 5580 1440 4620 984
D10.0x 1.5R 6600 3360 5040 2280 3840 1320 3240 1140 1980 696
D12.0x 1.5R 5580 3480 4140 2040 2640 1140 2160 960 1560 636
D6.0 x 2R 14950 3900 13000 3380 11440 2600 9360 1950 5980 975
D8.0 x 2R 11245 4420 10335 3510 6955 2210 6045 5005 5005 1066
D10.0 x 2R 7150 3640 5460 2470 4160 1430 3510 2145 2145 754
D12.0 x 2R 6045 3770 4485 2210 2860 1235 2340 1690 1690 689
D8.0 x 3R 11678 4590 10733 3645 7223 2295 6278 1620 5200 1107
D10.0 x 3R 7425 3780 5670 2565 4320 1485 3645 1283 2228 783
D12.0x 3R 6278 3915 4658 2295 2970 1283 2340 1080 1755 716

Unit/EEfI: mm
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A/
ng AIEIH]
WorI‘< SS400;AISI 1050;_ SCM AISIAH13. AISI D25 SUS304.SKD SKD612
Material 818 FC250% % TRR S ETSHHRC38~45 {5 K SHHRCA5~50
R EF —RIBIEHE. ik R #.~HRC30 A E#MHRC30~35 i
Diameter Feed Rate Feed Rate Feed Rate Feed Rate
Hg EREE EREE EREE EREE
(mm) (mm/min) (mm/min) (mm/min) (mm/min)
6 4300 780 3200 580 2200 380 1100 160
8 3200 780 2400 580 1600 380 800 160
10 2600 780 1900 580 1300 380 650 160
12 2100 780 1600 580 1100 380 530 160
*Side milling ({818%) *Side milling ({818%)
A A
Depth of cut I P I P
tJJHUEﬁ;
(D=E1&Dia) Ae e
Ae: 0.1 DAp:1.5D Ae:0.05DAp:1.0D

Unit/EE{I: mm
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e DAB Series Cutting Condition 1ZZ4£t]]Hl]

Working material
hardness Below HRC30 HRC30~45 HRC45~65
RN EE

Rotational Speed Feeding Speed Rotational Speed Feeding Speed Rotational Speed Feeding Speed
% Eha B3R S o EiE

Radius of Ball Nose

D0.5R 25600 1035 20800 960 16800 912
D1.0R 23680 1680 17840 1392 14400 1200
D1.5R 19200 2640 14400 1920 12480 1200
D2.0R 18400 3840 13600 1800 11200 1632
D2.5R 16000 4800 12480 2400 8800 1440
D3.0R 16000 4800 12160 2280 8000 1320
D4.0R 10400 5280 6400 2880 4000 1560
D5.0R 6080 4560 3200 2160 2560 1200
D6.0R 5120 4320 3200 2400 1920 1080

Unit/EEfiI: mm
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e DAC Series Cutting Condition 1ZZEH|

Working material
hardness Below ~HRC30 ~HRC40 ~HRC50 ~HRC55
WNBIMEE

Rotational Feeding Rotational Feeding Rotational Feeding Rotational Feeding Rotational Feeding
Speed Speed Speed Speed Speed Speed Speed Speed Speed Speed
E LA L FE] LA [LF43 L

Diameter X Radius
DXR

D1.0 X0.1R 11880 441 10500 383 8700 2925 7200 252 5880 202.5
D1.0 X 0.2R 11880 441 10500 383 8700 390 7200 252 5880 202.5
D1.0 X0.3R 11880 441 10500 383 8700 390 7200 252 5880 202.5
D1.5 X 0.2R 10500 540 9120 405 8280 420 6300 270 5100 225
D1.5X0.3R 10500 540 9120 405 8280 420 6300 270 5100 225
D2.0 X 0.1R 9600 675 7920 495 7560 540 5880 338 4320 225
D2.0 X 0.2R 9600 675 7920 495 7560 540 5880 338 4320 225
D2.0 X 0.3R 9600 675 7920 495 7560 540 5880 338 4320 225
D2.0 X 0.5R 9600 540 8700 495 7800 540 6000 338 5520 270
D3.0 X0.1R 7800 810 6600 675 5880 720 4920 473 4500 225
D3.0 X 0.2R 7800 810 6600 675 5880 720 4920 473 4500 225
D3.0 X 0.3R 7800 810 6600 675 5880 720 4920 473 4500 225
D3.0 X 0.5R 7800 900 6600 810 5880 900 4920 495 4500 225
D3.0 X 1R 8970 1035 7590 932 6762 1035 5658 569 5175 259
D4.0 X0.2R 7500 900 6300 810 5580 630 4710 383 4080 225
D4.0 X 0.3R 7500 900 6300 810 5580 630 4710 383 4080 225
D4.0 X 0.5R 7500 900 6300 810 5580 630 4710 383 4080 225
D4.0 X 1R 8625 1035 7245 932 6417 725 5417 440 4692 259
D6.0 X 0.5R 6900 1350 6000 1170 5280 1200 4320 675 2760 338
D6.0 X 1R 7935 1553 6900 1346 6072 1380 4968 776 3174 389
D6.0 X 1.5R 6900 1620 7200 1404 6336 1440 5184 810 3312 405
D6.0 X 2R 8970 1755 7800 1521 6864 1560 5616 878 3588 439
D8.0 X 0.5R 5190 1530 4770 1215 3210 1020 2790 540 2310 369
D8.0 X 1R 5969 1760 5486 1397 3692 1173 3209 621 2657 425
D8.0 X 1.5R 6228 1836 5724 1458 3852 1224 3348 648 2772 443
D8.0 X 2R 6747 1989 6201 1580 4173 1326 3627 2252 3003 480
D8.0 X 3R 7007 2066 6440 1640 4334 1377 3767 729 3120 498
D10.0 X 0.5R 3300 1260 2520 855 1920 660 1620 428 990 261
D10.0 X 1R 3795 1440 2898 983 2208 759 1863 492 1139 300
D10.0 X 1.5R 3960 1512 3024 1026 2304 792 1944 513 1188 314
D10.0 X 2R 4290 1638 3276 1112 2496 858 2106 965 1287 339
D10.0 X 3R 4455 1701 3402 1154 2592 891 2187 578 1337 353
D12.0 X 0.5R 2790 1305 2070 765 1320 570 1080 360 780 239
D12.0 X 1R 3209 1501 2381 880 1518 855 1242 392 897 275
D12.0 X 1.5R 3348 1566 2484 918 1584 684 1296 432 936 287
D12.0 X 2R 3627 1697 2691 995 1716 741 1404 761 1014 310
D12.0 X 3R 3767 1762 2795 1033 1782 770 1458 486 1053 323
Unit/Efi: mm
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e AP Series Cutting Condi

Working material

ion 1ZZEYHI]

B 5 /)

ALUMINIUM-IS<8%

WINEI+ SBEE
DiaErr%%ter Rotational Speed nggg&g _ F; Rotationgl Speed Fsesgg:‘g _ F;
) E Y BYES B e BIERS
2 32000 2200 200 0.069 23000 1500 145 0.065
3 25000 2400 235 0.096 18000 1700 170 0.094
4 20000 2400 250 0.12 15000 1800 190 0.12
5 15000 2200 235 0.147 12000 1800 190 0.15
6 13500 2300 255 0.17 10000 1800 190 0.18
8 10000 2400 250 0.24 7800 1900 195 0.244
10 8000 2400 250 0.3 6000 2000 190 0.333
12 6700 2300 255 0.343 5000 2200 190 0.44
o
(D=Ef&Dia)
Unit/EfI: mm
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R E:

e AE5,AET
Work Material COPPER COPPER AL AIum|num_aIon expandmg mat(_arlal A7075
" Aluminum alloy casting<Sil 13%
) =} Eas
Max Cutting Speed(V) :
RATHIEE (V) 380m/min
Diameter Feed Rate Feed Rate
B ERRE EREE
(mm) (mm/min) (mm/min)
3 14,770 2,100 39,910 6,380
4 11,080 1,580 29,940 4,790
5 8,860 1,260 23,950 3,830
6 7,380 1,060 19,960 3,190
8 5,550 790 15,000 2,400
10 4,430 630 11,980 1,920
12 3,690 530 9,980 1,600
16 2,770 400 7,490 1,200
20 2,220 320 5,980 960
25 1,780 260 4,790 770
*Side milling ({8184
Depth of cut A _
mHE RS I ’ Ao=0.5D
(D=HEf&Dia) :
e
VEREE 140 VEREE 380
ZIH 2 ZI¥ 2
Fz 0.07 Fz 0.08

e AE5,AET
. Aluminum alloy expanding material A7075
Woggmf”a' AIuminunz aIIcE)y casti%g<SiI 13%
maE
Max Cutting Speed(V .
%xtnﬁﬁiz?g(w( ) S10m/min

Diameter Feed Rate Speed Feed Rate
HE ERRE EEE EREE
(mm) (mm/min) (min™) (mm/min)

3 9,740 700 32,910 2630

4 7,300 520 24,680 1970

5 5,850 420 19,750 1580

6 4,870 350 16,450 1320

8 3,660 260 12,340 990

10 2,960 210 9,870 790

12 2,440 180 8,230 660

16 1,820 130 6,170 490

20 1,460 100 4,940 400

25 1,170 90 3,950 320

*Slotting (&%)
—f——re
e = oo
(D=EfEDia) lAP Ae=1.0D
VEREE 90 VEREE 310
ZII8 2 ZII# 2
Fz 0.04 Fz 0.04
Unit/E4I: mm
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e AEL5,ALET 2T Series Side g RIEELIH]

Work Material COPPER,COPPER ALLOY Alumlpﬂtmiiﬂtg ;Tgazg!;% riastﬁr!le;’:‘;?7075
HHIA - AEs San :

Max Cutting Speed(V)

Diameter Feed Rate Feed Rate
BE i EREE | EREE
(mm) in” (mm/min) (mm/min)
3 7,540 650 20,380 1,960
4 5,660 480 15,290 1,460
5 4,530 390 12,230 1,180
6 3,770 320 10,190 980
8 2,780 240 7,500 720
10 2,260 190 6,110 580
12 1,890 160 5,100 490
16 1,420 120 3,820 370
20 1,130 100 3,060 300
25 900 80 2,450 230
*Side milling ({8184
Depth of cut IAP
HEES Ap=4.5D
(D=E{EDia) Ae=0.05D
VIREE 70 VIREE 190
ZIH 2 ZI¥ 2
Fz 0.04 Fz 0.05
1.When Slotting, reduce the feed by 60% from above values.
2.Length of overhang is 4 times dia. as standard. When it is longer then 4 times dia.,
follow figures of above table.
3. Recommend Oil-mist coolant or Air blow.
4.1f the rigidity of the machine or the work material installation is very low, or chattering
is generated, please reduce the revolution and the feed rate proportionately.
5.Use a rigid machine and holder.
1. BMIZERERE  BFREALMEZ 60% -
2. JJERFRHEEL 4D REE - B FHUS SR - FRIEHIRGEEE 2H2E -
3. EfEAHE (Oil-mist) 2 &M E A (Air bIow) &ﬁtﬂﬂu
4. WRER THARESEERE « HIREEES - FUEERLEE ERIFEREHFELREE -
5. FAE BB 7t AR A% 5 R JEEE -
Unit/EfI: mm

WWI/I/. speedtiger.com.tw
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R E:

e AELS5,ALET 2T Series Slotting &t

Aluminum alloy expanding material A7075

WO;;%i?rial COPPER_‘COPP';R (ALHOY Aluminum alloy casting<Sil 13%
- b=k
=)

Diameter Speed Feed Rate Feed Rate
BE mEEE] Ead EREE
(mm) (min™) (mm/min) (mm/min)

3 5,030 16,990 820
4 3,770 160 12,740 610
5 3,020 130 10,190 490
6 2,510 110 8,490 410
8 1,890 80 6,370 310
10 1,480 60 5,100 240
12 1,260 60 4,250 200
16 940 40 3,180 150
20 750 30 2,550 120
25 600 20 2,040 100
*Slotting &%)
Depth of cut ———1te
HEXS Ap=2.0D
(D=Ef&Dia) IAp Ae=1.0D
VEREE 50 VEREE 160
ZI¥ 2 Z¥ 2
Fz 0.02 Fz 0.02

1.When Slotting, reduce the feed by 60% from above values.

2.Length of overhang is 4 times dia. as standard. When it is longer then 4 times dia.,
follow figures of above table.

3. Recommend Oil-mist coolant or Air blow.

4.1f the rigidity of the machine or the work material installation is very low, or chattering
is generated, please reduce the revolution and the feed rate proportionately.

5.Use a rigid machine and holder.

OBENIRZEGEE - FARERLMEZ 60% -

JIERFREE AD REE - B LHSEN - FEiSTIHIRGEEE ZHE -

. FEERIMTE (Oil-mist) ;2 AIEKIRAEIT T (Air blow) #EFT A -

CHEWMBRER THNRBEMARR - HIREEE - BEMERLEAIR EREEOBHEELEE -

abwnN =~

IR IERERER M 2 iR R & 35

Unit/EE{I: mm
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e AE5,AET
. Aluminum alloy expanding material A7075
WO;;%';?"@' ‘ o AIuminurr}: allgy casti?\g<SiI 13%
f =k
Max Cutting Speed(V ;
BADAEEY) S8omimin
Diameter Speed Speed Feed Rate
BE WIFE mEEE EREE
(mm) (min™) (min™) (mm/min)
3 14,770 3,160 39,910 9,580
4 11,080 2,370 29,940 7,180
5 8,860 1,900 23,950 5,750
6 7,380 1,580 19,960 4,790
8 5,550 1,190 15,000 3,600
10 4,430 940 11,980 2,870
12 3,690 790 9,980 2,390
16 2,770 590 7,490 1,800
20 2,220 470 5,980 1,440
25 1,780 380 4,790 1,150
*Side milling ({AI8%)
Depth of cut
DRER IAP Ap=2.00
(D=E1&Dia) :
VEREE 140 VIREE 380
ZI# 3 ZIH 3
Fz 0.07 Fz 0.08

® AES5,AET 3T Series Slotting ;&84

Work Material COPPER,COPPER ALLOY AT LTI g Wil AU
a1k 2 o~ Aluminum alloy casting<Sil 13%
B I i - HES Eae

Max Cutting Speed(V)

BAHBERE (V) 90m/min 310m/min
Diameter Speed Feed Rate
BE FELEE ¢ EREE
(mm) (mm/min) (min™) (mm/min)
3 9,740 1,040 32,910 3950
4 7,300 780 24,680 2960
5 5,850 620 19,750 2370
6 4,870 520 16,450 1970
8 3,660 390 12,340 1480
10 2,960 320 9,870 1180
12 2,440 260 8,230 990
16 1,820 190 6,170 740
20 1,460 150 4,940 590
25 1,170 130 3,950 470
*Slotting GB#L
Depth of cut —t—f—te
HEES Ap=2.0D
(D=E1{&Dia) IAP Ae=1.0D
VEREE 90 VEREE 310
ZI¥ 3 Z7¥ 3
Fz 0.04 Fz 0.04
Unit/EfiI: mm
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R E:

Work Material

Aluminum alloy expanding material A7075

WAL Aluminum aII;EyAcaﬁsting<Sil 13%
=}
Max Cutting Speed(V ;
%xtﬂﬁﬁgpyg(v)( ) 190m/min

Diameter Feed Rate
B EREE
(mm) (mm/min) (mm/min)

3 7,540 970 20,380 2,940

4 5,660 730 15,290 2,200

5 4,530 580 12,230 1,760

6 3,770 480 10,190 1,460

8 2,780 360 7,500 1,080

10 2,260 290 6,110 880

12 1,890 240 5,100 740

16 1,420 180 3,820 550

20 1,130 140 3,060 440

25 900 120 2,450 350

*Side milling (f8l§%
ool IAP
(D=HfEDia) Ae=0.05D
VEREE 70 VIRRE 190
Z7H 3 ZI¥ 3
Fz 0.04 Fz 0.05

e AELS5,ALET

Work Material

BIYIE!

Aluminum alloy expanding material A7075

WAL Aluminum aIonacasting<SiI 13%
Max Cutting Speed(V :
?E?(ﬂ])ﬁﬁing(w( ) 160m/min
Diameter Feed Rate Feed Rate
HE ERRE EREE
(mm) (mm/min) (mm/min)
3 5,030 320 16,990 1220
4 3,770 240 12,740 920
5 3,020 190 10,190 730
6 2,510 160 8,490 610
8 1,890 120 6,370 460
10 1,480 100 5,100 370
12 1,260 80 4,250 310
16 940 60 3,180 230
20 750 50 2,550 180
25 600 40 2,040 150
*Slotting (;B#%)
Depth of cut — e
THIEES Ap=2.0D
(D=E1&Dia) :IE\P Ae=1.0D
VEREE 50 VEREE 160
ZI# 3 ZIIE 3
Fz 0.02 Fz 0.02
Unit/E4I: mm
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e ANT 3 Flutes 244

Work Material Aluminum alloy Aluminum alloy
o;ﬁﬁﬁ;na expanding material A7075 casting<Sil 13%
b= mas
Velocity 250-400 mm/min 150-250 mm/min
s f (mm / Tooth)
ANT 0603 0.043 0.054 0.036 0.045
ANT 0803 0.055 0.069 0.047 0.058
ANT 1003 0.068 0.085 0.057 0.071
ANT 1203 0.080 0.100 0.066 0.083
ANT 1403 0.092 0.115 0.077 0.096
ANT 1603 0.105 0.131 0.087 0.109
ANT 2003 0.130 0.162 0.108 0.135
ANT 2503 0.160 0.200 0.134 0.167
*Slotting (&%) *Side milling (R#%) *Slotting (&%) *Side milling (f8I$%)
Depth of cut he A pe he M e
MIRE JEger 1 Aot 50 T 21 47
Unit/EfI: mm

WWW. speedtiger.com.tw
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Specification page

o CE 2T Series Side M

Work Material

Aluminum alloy expanding material A7075

COPPER,COPPER ALLOY : > . no
WAL W Hen Aluminum aIonAcastlng<S|I 13%
Max Cutting Speed(V) 140 mn
BAIHIEE (V)
Diameter eed Rate Speed Feed Rate
TYPE NO. B EREE FOLEE ¢ EREE
mm (mm/min) (min™) (mm/min)
CEO0302 3 14,770 1,060 39,910 3,190
CE0402 4 11,080 790 29,940 2,390
CEO0502 5 8,860 630 23,950 1,920
CE0602 6 7,380 530 19,960 1,600
CE0802 8 5,550 400 15,000 1,200
CE1002 10 4,430 320 11,980 960
CE1202 12 3,690 260 9,980 800
CE1602 16 2,770 200 7,490 600
CE2002 20 2,220 160 5,980 480
*Side milling (fAI%)
Depth of cut A -
ST I Ay
(D=Ef8Dia) :
VIREE 140 VIREE 380
ZIIE 2 ZII# 2
Fz 0.04 Fz 0.04

e CE 2T Series Slotting E& 4!

Aluminum alloy expanding material A7075

WO(k !\{Iaterlal COPPER O HFSNAT Aluminum alloy casting<Sil 13%
REA i PO
b =tn
Max Cutting Speed(V .
%tt}]ﬁﬁ?sz(V)( ) S10mimin
Diameter Feed Rate Feed Rate
TYPE NO. g EREE EREE
(mm) (mm/min) (mm/min)
CE0302 3 9,740 350 32,910 1320
CE0402 4 7,300 260 24,680 990
CE0502 5 5,850 210 19,750 790
CE0602 6 4,870 180 16,450 660
CE0802 8 3,660 130 12,340 490
CE1002 10 2,960 100 9,870 390
CE1202 12 2,440 90 8,230 330
CE1602 16 1,820 60 6,170 250
CE2002 20 1,460 60 4,940 200
*Slotting (&%)
Depth of cut ———~e
THIEES Ap=2.0D
(D=Ef&Dia) ]}P Ae=1.0D
VIRERE 90 VIREE 310
ZI¥ 2 ZI¥ 2
Fz 0.02 Fz 0.02
Unit/E4I: mm

www.speedtiger.com.tw
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® CEL,SULNT 2 Flutes Standard Cutting Conditions 1ZZ]JH|

Carbon Steels, Alloy Steels
Work Prehardened Steels Aluminum Plastics
Material S50C, SCM, SKD, SUS, HPM, 8 s
REIF NAK =
xR - S - BAEH

Cutting Speed _ q _ q _ - _ q
N 30~80m/min 100~200m/min 50~150m/min 50~80m/min

Diameter | Ad Depth Feed Rate Feed Rate Feed Rate Feed Rate
(mm) of cut (mm/min) (mm/min) (mm/min) (mm/min)
BE (mm) ELEE EREE ELEE EREE
0.2 |0.002~0.01 47,800~ 200~400 50,000~ 200~400 50,000~ 200~400 50,000~ 200~400
0.3 |0.002~0.02 31,800~ 200~600 50,000~ 200~600 50,000~ 300~600 50,000~ 200~600
0.4 |0.002~0.02 23,900~ 200~800 50,000~ 200~800 39,800~ 300~800 39,800~ 200~800

0.5 |0.001~0.04 19,100~ 200~1,000 50,000~ 200~1,000 31,800~ 300~1,000 31,800~ 200~1,000
1 0.002~0.05 | 9,600~25,500 | 300~1,300 31,800~ 300~2,600 | 15,900~47,800| 450~1,950 | 15,900~25,500 | 300~1,300
1.5 |0.002~0.1 | 6,400~17,000 | 250~900 |21,200~42,500|250~1,800 |10,600~31,800375~1,350|10,600~17,000| 250~900
2 0.003~0.2 | 4,800~12,700 | 250~700 |15,900~31,800|250~1,400 | 8,000~23,900 | 375~1,050| 8,000~12,700 | 250~700

25 0.01~0.4 | 3,800~10,200 | 200~500 |12,700~25,500200~1,000 | 6,400~19,100 | 300~750 | 6,400~10,200 | 200~500
3 0.012~0.6 | 3,200~8,500 | 200~500 |10,600~21,200|200~1,000| 5,300~15,900 | 300~750 | 5,300~8,500 | 200~500

. Adjust depth of cut according to effective length.

. When under 20 (effective length / diameter), refer to the conditions listed above.
. Use cultting fluid with retardant.

. Recommend reciprocating cutting.

A OWN =

BE2ETEZANR - RARHEROEE - KEELRE -

L EEHS L1(ARER ) D( 8 ) = 20 KEE - BY PSS | BARRRIIBIEE -
GEERARBRZEEZ A -

GEEREESNETIE -

AwN

Unit/EEfiI: mm

WWW. speedtiger.com.tw
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‘Specification page  Specification page

R E:

e ACBL,SULNBT 2 Flutes Standard Cutting Conditions 1ZZ4]JHI|

Alloy Steels Prehardened Steels
MWork Carbon Steels SCM., SK, SUS Meraee) seclls Hardened steels
aterel SS0C(~225HB) (225~325HB) NAK.SKD HRC30~45 SKDIT.01 5K
2 k) fix = 228 mEE HRC40~50 &3 %
Cutting
Speed 50~65m/min 40~55m/min 30~50m/min 30~40m/min
TIHIEE
Ad Feed Speed Feed Feed Feed
Depth of cut Rate (min™) Rate Rate Rate
p(mm) (mm/min) mEE (mm/min) (mm/min) (mm/min)
ELAEE EREE EAEE EAEE
D0.25R 0.003~0.01 32,000 640 32,000 640 26,000 300 20,000 240
D0.3R 0.006~0.03 32,000 830 27,000 700 21,000 340 16,000 260
D0.5R 0.005~0.08 19,000 870 16,000 740 13,000 420 10,000 320
D0.75R 0.06~0.12 13,000 940 10,500 760 8,500 440 6,500 340
D1R 0.03~0.21 10,000 1,000 8,000 800 6,000 420 5,000 350
D1.5R 0.03~0.23 6,600 730 5,300 580 4,000 310 3,300 260
D2R 0.01~0.28 5,000 660 4,000 530 3,000 260 2,500 230
=<0.1R (R=1)
Depth of cut <0.2R (R>1)
(RIEKFEHE) L
pl)ll=g =% Ad

. Use a rigid machine and holder.

. If the rigidity of the machine or the work material installation is very low, or chattering is generated, please reduce the revolution
and the feed rate proportionately.

3. Use cutting fluid with retardant.

N -

-

iR EREREM M 2 MR iR KI5
2. WWREE ARSI ARE - HIRREN - FUHEERLHR ERIFELCEHREREE -
3. BIERAEZBEZNHHE -

Unit/EE{I: mm

www.speedtiger.com.tw
- ks B




SPEED TIGER

AU E AUR S-AUE

Eet P174 .5 P176 %.%Z P178

Specification page

R E:

Specification page Specification page

e AUE,AUR,S-AUE Series 3 Flutes Side Milling {#t]4!)

Aluminum alloy expanding material A7075

\Work Material Aluminum alloy casting<Sil 13%

2 ) PO
Max Cutting Speed(V) : .
Diameter Feed Rate Feed Rate
TYPE NO. BE EREE EREE
(mm/min) (mm/min)
AUE0253 2.5 30,000 2,600 11,000 800
AUE0303 3 25,000 2,900 9,250 1,000
AUE0403 4 18,750 3,300 6,950 1,300
AUE0503 5 15,000 3,700 5,550 1,600
AUE0603 6 12,500 4,150 4,650 2,000
AUE0803 8 9,400 3,150 3,500 1,520
AUE1003 10 7,500 2,500 2,800 1,200
AUE1203 12 6,250 2,100 2,300 1,000
AUE1603 16 4,700 1,550 1,750 760
AUE2003 20 3,750 1,250 1,400 600
*Side milling (]
Depth of cut _
D A=200 }p
(D=Ef&Dia) ’
e
VERIEE 235.5 ViRIRE 87.92
ZII¥ 3 ZII¥ 3
Fz 0.1 Fz 0.10
AUE AUR S-AUE

st P174

Specification page

s P176

Specification page

.2 P178

‘Specification page

® AUE,AUR,S-AUE Series 3 Flutes Slottin

Aluminum alloy expanding material A7075
Aluminum alloy casting<Sil 13%

Work Material
REIF

fEas
Max Cutting Speed(V) : :
Diameter Feed Rate Feed Rate
TYPE NO. HE EREE EREE
(mm/min) (mm/min)
AUE0253 2.5 20,000 1,500 11,800 850
AUEO0303 3 18,000 1,800 9,840 990
AUEO0403 4 15,000 2,300 7,440 1,100
AUEO0503 5 13,000 2,800 5,920 1,200
AUE0603 6 12,000 4,000 4,960 1,350
AUEO0803 8 10,000 3,040 3,680 1,050
AUE1003 10 8,000 2,400 2,960 850
AUE1203 12 6,660 2,000 2,480 700
AUE1603 16 5,000 1,300 1,840 500
AUE2003 20 4,000 1,000 1,520 400
*Slotting (&%)

Depth of cut _ ———re

MR e \‘ r

(D=E1&®Dia) ’ ]}F’

VIRIEE 251.2 ViRIRE 92.944
ZI)E 3 ZI)¥ 3
Fz 0.10 Fz 0.14
Unit/EfiI: mm

WWW. speedtiger.com.tw
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e AUEL Series 3 Flutes Side Milling fil#;t7Hl
. Aluminum alloy expanding material A70
Work Material : : a0
WAL Aluminum alloy casting<Sil 13%
Max Cutting Speed (V) :
BATHIEEV) S40mimin
TYPE NO. Diameter Feed Rate Feed Rate
BE EREE EREE
(mm) (mm/min) (mm/min)
AUEL0603 6 6360 1259 2330 419
AUEL0803 8 4770 944 1747 315
AUEL1003 10 3816 756 1398 252
AUEL1203 12 3180 630 1165 210
*Side milling ({
Depth of cut
TIHIEES Apf4.5D IAP
(D=EfEDia) Ae=0.05D
VIREE 120 VIREE 43.96
ZII8 3 ZIIE 3
Fz 0.066 Fz 0.06

o AUEL Series 3 Flutes Slotting M

Aluminum alloy exp:

Work Material

: : a0
WHIHE Aluminum aIonAcastlng<S|I 13%
mEE
Max Cutting Speed (V) : .
BANIEEV) 240m/min 87m/min
Diameter Feed Rate Feed Rate
TYPE NO. 'Hg EREE EAEE
(mm) (mm/min) (mm/min)
AUEL0603 6 6657 1198 2463 621
AUEL0803 8 4993 899 1847 466
AUEL1003 10 3994 719 1478 372
AUEL1203 12 3328 599 1232 310
*Slotting (&%)
Depth of cut ——|—|<—Ae
HEES
(D=E&Dia) Ap=1.0D Ap
Ae=1.0D
VIREE 125.6 VIREE 46.472
ZI]¥ 3 ZI)¥ 3
Fz 0.060 Fz 0.084

Unit/EE{I: mm

www.speedtiger.com.tw
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MR R

e AUB Series 1ZZt]Hl)
Work Material Aluminum
2 ) &
C”,‘ﬁ%ﬁ;ﬂgfﬁed 150m/min 150m/min
IS2
Feed Rate Feed Rate
Radius (mm/min) (mm/min)
EREE EREE
D0.15R 40000 440 40000 400
DO0.2R 40000 480 40000 480
D0.25R 40000 540 40000 540
D0.3R 40000 600 40000 600
D0.4R 40000 800 40000 800
D0.5R 40000 1000 40000 830
D0.75R 40000 1360 30000 1160
D1R 40000 2000 24000 1200
D1.25R 38000 2400 19000 1200
D1.5R 32000 2400 16000 1200
D1.75R 27300 2400 13600 1200
D2R 24000 2400 12000 1200
D2.5R 19000 2400 9600 1200
D3R 16000 2400 8000 1200
D4R 12000 2400 6000 1200
D5R 9600 2300 4800 1150
D6R 8000 2100 4000 1050
D7R 6800 2000 3400 1000
D8R 6000 2000 3000 1000
D10R 4800 2000 2400 1000
D12.5R 3840 1900 1920 940
(R0.1~0.5=0.2XR)
0.3XR
Depth of cut ! 0.1%R(~45HRC) 0.16XR R=0.3 (~45HRC)
MR R u AXR(~ ~0. =03 (~
ey ~0.08XR(~50HRC ~0.25XR R=3 (~45HRC)
(R=IRFAHE) ¢ ) ~0.17XR R=4 (~45HRC)
1 ~0.05XR (~50HRC)
Unit/EEfiI: mm

WWI/I/. speedtiger.com.tw
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e AAS,AA 3 Flutes Side Milling {3l#;tH!

. Aluminum alloy Aluminum alloy
Wo;;%i?rlal expanding material A7075 casting<Sil 13% Selplzer aﬁl[li]oy S
Y= b= -
Speed Feed Speed Feed Speed Feed
(mm™) (mm/min) (mm™) (mm/min) (mm™) (mm/min)
WERE EREE WERRE EREE EEEE EREE
AA 0303 21000 950 21000 950 7950 320
AA 0403 15500 1080 15500 1080 5950 350
AA 0503 12500 1100 12500 1100 4750 380
AA 0603 10500 1200 10500 1200 3950 400
AA 0803 7950 1300 7950 1300 2950 450
AA 1003 6350 1500 6350 1500 2350 480
AA 1203 5300 1550 5300 1550 1950 510
AA 1603 3950 1550 3950 1550 1450 510
AA 2003 3150 1550 3150 1550 1150 510
*Side milling (fA18%) :|:
Ap =
Depth of cut 23:?123
MIFRE
L

e AAS,AA 3 Flutes Slotting ;&4

. Aluminum alloy Aluminum alloy
Wo;;%i?rlal expanding material A7075 casting<Sil 13% Hellziar ailllaoy iy
fREE faE®
Cutting Speed tHIZEE 200m/min 200m/min 75m/min
Speed Feed Feed Speed Feed
(mm™) (mm/min) (mm/min) (mm™) (mm/min)
WEEE EREE pEL LB EREE WEFEE EREE
AA 0303 21000 670 21000 670 7950 325
AA 0403 15500 700 15500 700 5950 365
AA 0503 12500 745 12500 745 4750 385
AA 0603 10500 820 10500 820 3950 405
AA 0803 7950 865 7950 865 2950 455
AA 1003 6350 970 6350 970 2350 475
AA 1203 5300 1030 5300 1030 1950 510
AA 1603 3950 1030 3950 1030 1450 510
AA 2003 3150 1030 3150 1030 1150 510
. . N Ae
Slotting (&) Ap=1.0D
D;E’? ;f IEUt ]}p Ae=0.5D
RE

* Use a rigid and precise machine and holder.
* Use a water soluble cutting fluid.
* Please adjust the speed and feed when the cutting depth is large or when machines with low rigidity are used.

Unit/EE{I: mm

www.speedtiger.com.tw
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o AAL Series 3 Flutes Side M

Work Material Aluminum alloy expan

WAL Aluminum allggy/_\caﬁsting<8il 13%
Diameter Feed Rate Feed Rate
TYPE NO. HE ERERE ERRE
(mm) (mm/min) (mm/min)
AAL0206 2 15900 2385 6360 859
AAL0309 3 10600 1590 4240 572
AAL0412 4 7950 1193 3180 429
AAL0515 5 6360 954 2544 343
AAL0618 6 5300 795 2120 286
AAL0824 8 3975 596 1590 215
AAL1030 10 3180 477 1272 172
AAL1236 12 2650 398 1060 143
AAL2055 16 1988 298 795 107
AAL1649 20 1590 239 636 86
*Side milling ({81§%)
Depth of cut :|:Ap Ap=4.5D
HIERS L‘ Ae=0.05D
(D=E&Dia)
e
VEREE 100 VEREE 40
ZI]¥ 3 ZIIE 3
Fz 0.05 Fz 0.045

e AAL Series 3 Flutes Slotting M BT
. Aluminum alloy expanding material A7075
WO;;)’;{I“%FHN Aluminurr): allc?ygcast%g<8il 13%
ey
Diameter Feed Rate Feed Rate
TYPE NO. 'R EREE EREE
(mm) (mm/min) (mm/min)
AAL0206 2 15900 1670 7155 923
AAL0309 3 10600 1113 4770 615
AAL0412 4 7950 835 3578 461
AAL0515 5] 6360 668 2862 369
AAL0618 6 5300 557 2385 308
AAL0824 8 3975 417 1789 231
AAL1030 10 3180 334 1431 185
AAL1236 12 2650 278 1193 154
AAL2055 16 1988 209 894 115
AAL1649 20 1590 167 716 92
“Slotting (EZ) —1 """ ap=200
Depth of cut A p=2.
HIEES IAP Ae=1.0D
(D=H&Dia)
VIRIEE 100 VIREE 45
Z7]H 3 ZI)¥ 3
Fz 0.035 Fz 0.043
Unit/EfiI: mm

WWW. speedtiger.com.tw
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® CMF Series

Work Material Aluminum alloy expanding material A7075

WHIHE Aluminum all?y Easting< Sil 13%

Diameter Feed Rate Feed Rate
HE EREE EREE
(mm/min) (mm/min)

2.5 30000 1733 11000 533

3 25000 1933 9250 667

4 18750 2200 6950 867

5] 15000 2467 5550 1067

6 12500 2767 4650 1333

8 9400 2100 3500 1013

10 7500 1667 2800 800

12 6250 1400 2300 667

16 4700 1033 1750 507

20 3750 833 1400 400

*Side milling (fI55) IA
IR
(D=HEf&Dia)
e
Ve REE 2355 87.92
YAPIL ¢ 3 3
Fz 0.11 0.1

e CMF Series Slotting ;E#tTH|

Aluminum alloy expanding material A7075

Work Material

W+ Aluminum aIoniaﬁsting< Sil 13%
5%
Diameter Feed Rate Feed Rate
g EREE ELAEE
(mm/min) (mm/min)
2.5 20000 1000 118000 567
3 18000 1200 9840 660
4 15000 1533 7440 733
5 13000 1867 5920 800
6 12000 2667 4960 900
8 10000 2027 3680 700
10 8000 14933 2960 567
12 6660 1333 2480 467
16 5000 867 1840 333
20 4000 667 1520 267
5 *Slotting (&#h) 2 apetsp
epth of cut
HEES ]}p Ae=1D
(D=HE&Dia)
Ve REE 251.2 92.944
Z ¥ 3 3
Fz 0.1 0.14
Unit/EE{I: mm

www.speedtiger.com.tw
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) i 2 1 35

® CA-AA 3 Flutes Side M yilsziazal]l
: . . . o
WO(k !\{Iaterlal Aluminum alloy expanding material A7075 (LT aIon:astlng<S|I 135
) b7y
Diameter Feed Rate Feed Rate Feed Rate
BE EREE EREE EREE
(mm) (mm/min) (mm/min) (mm/min)
CA-AA03 21000 950 21000 950 7950 320
CA-AA04 15500 1080 15500 1080 5950 350
CA-AA06 10500 1200 10500 1200 3950 400
CA-AA08 7950 1300 7950 1300 2950 450
CA-AA10 6350 1500 6350 1500 2350 480
CA-AA12 5300 1550 5300 1550 1950 510
CA-AA16 3950 1550 3950 1550 1450 510
CA-AA20 3150 1550 3150 1550 1150 510
*Side milling (A1) :|:

Depth of cut AP Ap=15D
HIEESE A2=0.1D

(D=E1&Dia)

e

- e A/
AA 3 Flutes Slotting Milling ;554!
Work Material : " f Aluminum alloy casting<Sil 13%
B Aluminum alloy expanding material A7075 PPN
Diameter Feed Rate Feed Rate Feed Rate
I=Kd EREE EREE EREE
(mm) (mm/min) (mm/min) (mm/min)
CA-AA03 21000 670 21000 670 7950 325
CA-AA04 15500 700 15500 700 5950 365
CA-AA06 10500 820 10500 820 3950 405
CA-AA08 7950 865 7950 865 2950 455
CA-AA10 6350 970 6350 970 2350 475
CA-AA12 5300 1030 5300 1030 1950 510
CA-AA16 3950 1030 3950 1030 1450 510
CA-AA20 3150 1030 3150 1030 1150 500
Qlafting (5 e

Depth of cut Slotting (&) Ap=1.5D

MR % Ap  Ae=1.0D

(D=E1&Dia)

Unit/EfiI: mm

WWW. speedtiger.com.tw
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3 Flutes Side M

Aluminum alloy

Aluminum alloy

Work Material ) ) . : Copper alloy C1100
" expanding material A7075 casting<Sil 13% 5
k) maa Eae ]
Speed Feed Speed Feed Spee Feed
(mm™) (mm/min) (mm™) (mm/min) (mm™) (mm/min)
IR E EREE EEEE EREE EEEE ERRE
CRAA 03-- 21000 950 21000 950 7950 320
CRAA 04-- 15500 1080 15500 1080 5950 350
CRAA 06-- 10500 1200 10500 1200 3950 400
CRAA 08-- 7950 1300 7950 1300 2950 450
CRAA 10-- 6350 1500 6350 1500 2350 480
CRAA 12-- 5300 1550 5300 1550 1950 510
CRAA 16-- 3950 1550 3950 1550 1450 510
CRAA 20-- 3150 1550 3150 1550 1150 510
*Side milling (A1) :|:
Ap -
Depth of cut ﬁe;?';g
MIRE P
et o

e CR-AA 3 Flutes Slotting ;&4
. Aluminum alloy Aluminum alloy
Wor?l);)l;/llﬁfnal expanding material A7075 casting<Sil 13% et aiilﬂoy iy
mEE faes
Speed Feed Feed Speed Feed
(mm™) (mm/min) (mm/min) (mm™) (mm/min)
CRAA 03-- 21000 670 21000 670 7950 325
CRAA 04-- 15500 700 15500 700 5950 365
CRAA 06-- 10500 820 10500 820 3950 405
CRAA 08-- 7950 865 7950 865 2950 455
CRAA 10-- 6350 970 6350 970 2350 475
CRAA 12-- 5300 1030 5300 1030 1950 510
CRAA 16-- 3950 1030 3950 1030 1450 510
CRAA 20-- 3150 1030 3150 1030 1150 500
—t—f—~
*Slotting G&#%) ° Ae=1.0D
Depth of cut il}p Ap=0.5D
MIRE

* Use a rigid and precise machine and holder.
* Use a Water soluble cutting fluid.
* Please adjust the speed and feed when the cutting depth is large or when machines with low rigidity are used.

Unit/EE{I: mm
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R E:

e CR-AA 3 Flutes High Speed Side Mi

Aluminum alloy
expanding material A7075

ng SRAIEETIH!

Aluminum alloy

Work Material casting<Sil 13%

Copper alloy C1100

el Bmae Eae s

Speed Feed Feed Speed Feed

(mm™) (mm/min) (mm/min) (mm™) (mm/min)

TmEEE EBREE EREE TmEEE EREE
CRAA 03-- 40000 2080 24000 1260 17000 625
CRAA 04-- 32000 2550 19200 1550 14300 800
CRAA 06-- 26500 3500 15900 2150 10600 959
CRAA 08-- 20000 3750 12000 2250 8000 1130
CRAA 10-- 16000 4300 9600 2580 6350 1150
CRAA 12-- 13300 4400 7980 2650 5300 1250
CRAA 16-- 10000 4400 6000 2650 4000 1250
CRAA 20-- 8000 4400 4800 2650 3200 1250

*Side milling (fI$) I
A
Depth of cut i ﬁe:% P
MIFE ?
e

¢ CR-AA 3 Flutes High JIH
. Aluminum alloy Aluminum alloy
WO;;ZI“%G”N expanding material A7075 casting<Sil 13%
BE® =g
Speed Feed
(mm™) (mm/min) (mm™) (mm/min)
WEEEE EREE WEEE EEEE
CRAA 03-- 40000 1450 24000 800
CRAA 04-- 32000 1680 19200 1000
CRAA 06-- 26500 2400 15900 1450
CRAA 08-- 20000 2500 12000 1500
CRAA 10-- 16000 2800 9600 1700
CRAA 12-- 13300 2950 7980 1780
CRAA 16-- 10000 3000 6000 1800
CRAA 20-- 8000 3000 4800 1800
— A
*Slotting (&) 0 Ae=1.0D
D;E%E g IEUt IAP Ap=0.25D
B
Unit/EfI: mm

WWW. speedtiger.com.tw
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PVE1T/PLVE1T Cutting Condition

TITANIUM ALLOYS
(DIFFICULT)
Ti10AI2Fe3Al, Ti5AI5V5Mo3Cr, Ti7Al4Mo,
Ti3AIBV6Cr4Zr4Mo, TiGAIBV6ESN, Ti15V3

TITANIUM ALLOYS(DIFFICULT)
Ti10AI2Fe3Al, Ti5AI5V5Mo3Cr, Ti7Al4Mo,
Ti3AI8V6Cr4Zr4aMo, TiBAIGV6ESN, Ti15V3

Hardness
BRINELL

Hardness
BRINELL

MILL DIA Feed

MILL DIA Feed
(Metric) 4 Flutes (Metric) 4 Flutes

4 4,775 0.0159 303.2
5 3,820 0.0238 363.7 5 3,184 0.0190 242.5
6 3,183 0.0318 404.3 6 2,653 0.0265 280.8
8 2,388 0.0397 378.7 8 1,990 0.0297 236.7
10 1,910 0.0429 327.5 10 1,592 0.0333 212.3
12 1,592 0.0582 370.6 12 1,327 0.0423 224.6
16 1,194 0.0642 306.5 16 995 0.0494 196.5
20 955 0.0762 291.1 20 796 0.0572 182.0

PLVEI1T

TITANIUM ALLOYS
(DIFFICULT)
Ti10AI2Fe3Al, Ti5AI5V5Mo3Cr, Ti7Al4Mo,
Ti3AIBV6Cr4Zr4Mo, TIBAIBV6ESN, Ti15V3

PLVE1T

TITANIUM ALLOYS
(DIFFICULT)
Ti10AI2Fe3Al, Ti5AI5V5Mo3Cr, Ti7Al4Mo,
TiBAI8V6Cr4Zr4aMo, Ti6AIBV6ESN, Ti15V3
Hardness
BRINELL

Hardness
BRINELL

MILL DIA Feed MILL DIA Feed
(Metric) 4 Flutes (Metric) 4 Flutes

4 3980 0.0079 126.4

5 3820 0.0238 363.7 5 3184 0.0143 181.9

6 3183 0.0265 336.9 6 2653 0.0212 224.6

8 2388 0.0297 284.0 8 1990 0.0248 197.3

10 1910 0.0381 291.1 10 1592 0.0286 182.0

12 1592 0.0476 303.2 12 1327 0.0370 196.6

16 1194 0.0593 282.9 16 995 0.0444 176.9

20 955 0.0667 254.7 20 796 0.0524 166.8

T oo
Ap
Depth of cut - Depth of cut :I:AP
e

Unit/EE{I: mm
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Specnflcatlon page Speclflcatlon page

PNVE1T/PVE1TF/PVR1T Cutting Condition
PNVE1T, PVE1TF PNVE1T, PVE1TF

TITANIUM ALLOYS
(DIFFICULT)

TITANIUM ALLOYS
(DIFFICULT)
Ti10AI2Fe3Al, Ti5AI5V5Mo3Cr, Ti7Al4Mo,
Ti3AI8V6Cr4Zr4Mo, TiBAIBV6SN, Ti15V3

Slot "

o
Milling @ Ti10AI2Fe3Al, Ti5AI5V5Mo3Cr, Ti7Al4Mo,
Ti3AI8V6Cr4Zr4Mo, TIBAIGVESN, Ti15V3

Hardness
BRINELL

Hardness
BRINELL

MILL DIA MILL DIA

(Metric) (Metric)
5 3,820 | 0.0238 | 363.7 | 3,184 | 0.0190 | 242.5 5 3,184 | 0.0190 | 242.5 | 2,548 | 0.0143 | 145.5
6 3,183 | 0.0318 | 404.3 | 2,653 | 0.0212 | 224.6 6 2,653 |0.0265 | 280.8 | 2,123 | 0.0212 | 179.8
8 2,388 |0.0397 | 378.7 | 1,990 | 0.0248 | 197.3 8 1,990 |0.0347 | 276.2 | 1,593 | 0.0248 | 157.9
10 1,910 |0.0429 | 327.5 | 1,592 | 0.0333 | 212.3 10 1,692 |0.0429 | 272.9 | 1,274 | 0.0286 | 145.6
12 1,692 | 0.0635 | 404.3 | 1,327 | 0.0423 | 224.6 12 1,327 |0.0529 | 280.8 | 1,062 | 0.0423 | 179.8
16 1,194 | 0.0642 | 306.5 | 995 |0.0494 | 196.5 16 995 | 0.0593 | 235.8 796 | 0.0444 | 141.5
20 955 | 0.0714 | 272.9 796 | 0.0572 | 182.0 20 796 | 0.0667 | 212.3 637 | 0.0524 | 133.5

TITANIUM ALLOYS
(DIFFICULT)
Ti10AI2Fe3Al, Ti5AI5V5Mo3Cr, Ti7Al4Mo,
Ti3AIBV6CraZraMo, TIBAIGVESN, Ti15V3

Slot (] TITANIUM ALLOYS
Milling 'Z{_ (DIFFICULT)
@ Ti10AI2Fe3Al, Ti5AI5V5Mo3Cr, Ti7Al4Mo,
Ti3AI8V6Cr4ZrdaMo, Ti6AIBV6SN, Ti15V3
Hardness
BRINELL

Hardness
BRINELL

MILL DIA Feed MILL DIA Feed

(Metric) 4 Flutes (Metric) 4 Flutes
5 3,184 0.0190 242.5 5 2,548 0.0143 145.5
6 2,653 0.0212 224.6 6 2,123 0.0212 179.8
8 1,990 0.0248 197.3 8 1,593 0.0248 157.9
10 1,592 0.0333 212.3 10 1,274 0.0286 145.6
12 1,327 0.0423 224.6 12 1,062 0.0423 179.8
16 995 0.0494 196.5 16 796 0.0444 141.5
20 796 0.0572 182.0 20 637 0.0524 133.5

I —.|—|..—Ae
Ap
Depth of cut Depth of cut ]}P
L

Unit/EEfiI: mm
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Specification page

e SUPE 3 Flutes Standard Cutting Conditions 1ZZE4]JHl]

MWO”.‘ Carbon Steels S50C Alloy Tool Steels, SCM, Skp | Stainiess Steels, Titanium Alloys | o1, jened Steels, HPM, NAK
aterial = 22 TEH SUS304, SUS316% R ~HRC40
RE - b R, KEE
Cutting
Speed ~100m/min ~50m/min ~35m/min ~56m/min
tIHIEE
Feed Rate (mm/min) Feed Rate (mm/min) Feed Rate (mm/min) Feed Rate (mm/min)
EREE EREE EREE EREE
Diameter g g
b (min™) (min™)
Eff(mm) | g Side . o | smgmey | Side . - Side . - Side . -
omEy Milli Slotting | Drilling mEy o Slotting | Drilling o Slotting | Drilling o Slotting | Drilling
illing § Milling § Milling [ P Milling g
R (AU R ‘ R
1 15,000 400 | 200 70 |15,000| 210 | 100 | 40 |10,000| 200 70 - [15,000| 200 | 100 | 50
1.5 13,000 500 | 250 70 |13,000| 270 | 120 | 40 | 7,000 | 250 70 - [13,000| 250 | 130 | 50
2 11,000| 600 | 300 | 100 | 8,000 | 350 | 140 50 | 5,000 | 250 70 - [10,000| 300 | 150 | 70
2.5 10,000 700 | 400 | 100 | 7,000 | 450 | 160 60 | 4,000 | 250 70 - 8,000 | 350 | 170 | 90
3 9,600 | 800 | 550 | 200 | 4,200 | 550 | 200 | 100 | 3,600 | 250 | 100 - 5,800 | 400 | 250 | 100
4 7,200 | 900 | 650 | 210 | 3,200 | 500 | 250 | 120 | 2,800 | 250 | 100 - 4,400 | 400 | 250 | 110
5 5,700 | 1,000 | 700 | 260 | 2,500 | 450 | 250 | 120 | 2,200 | 300 | 120 - 3,500 | 500 | 300 | 120
6 4,800 (1,200 | 720 | 300 | 2,000 | 400 | 300 | 150 | 1,800 | 300 | 120 - 3,000 | 600 | 330 | 130
8 3,600 | 1,000 | 760 | 300 | 1,600 | 400 | 300 | 120 | 1,400 | 300 | 120 - 2,200 | 600 | 330 | 100
10 3,000 | 900 | 800 | 300 | 1,300 | 350 | 200 | 100 | 1,100 | 300 | 100 - 1,700 | 400 | 200 | 80
12 2,600 | 850 | 740 | 280 | 1,100 | 340 | 180 80 900 | 270 | 100 - 1,500 | 340 | 180 | 70
0.3D(SUS304=0.2D)
Depth of cut D
(D:Ef&Dia) 150 03120
HIEE%E (SKD, SCM=0.5D)
1. Use a rigid and precise machine and holder.
2. Please adjust the speed and feed when the cutting depth is large or when machines with low rigidity are used.
3. Air blow is recommended.
4. Non-water cutting fluid is recommended for cutting stainless steels.

. 5 152 PR 14 R 3 E R R 2 AR IR B

. EHIEBAEMAERER - FREQEEREREE -
RERAREAETIA -

HNEIRESES - BERIEKBHEIEGS -

AWN o

Unit/EE{I: mm
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¢ SULPE 4 Flutes Standard Cutting Conditions 1ZZE4]JH|

HRC30~45 Hardened Steels
Alloy Steels,Tool Steels | Austenitic stainless Steels SKD61, SKD11, NAK,
e FHE i, SKD61, NAKE SUS304, SUS316% STAVAXZ SKD112Z
= | Prehardened Steels, AISI AISI 304, AISI 316 AISI H13 AlSI Dé

H13 K i F 85 % 51 A 87 £ EEIBHRC45~50 CELEHENER
Sl - TR#E 2 78 $(50~60HRC)

Non is essential please
don't attempt
Hardened Steels

Carbon Steels, Alloy
Work Steels
Material S50C, SCM, $Z§8FC250
5 Hll#1 AISI 1049, Cast iron
fix%=il - 58 ~HRC30

Cutting
Speed 35~50m/min 30~40m/min 20~30m/min 15~25m/min 15~20m/min
THIZEE

Feed Rate Feed Rate Feed Rate Feed Rate
_ (mm/min) (mm/min) (mm/min) (mm/min)
Diameter EREE i EREE EREE EREE
EH&(mm) . (min™) : : :
Milling l Milling - L h/i;ﬁ:g I\/ﬁ:l(lj:g Nillltljr?g
wE | wE | wE | wE | I
8,000 50
1 11,000 | 85 40 9,500 65 30 6.400 20 6,400 35 17 4,800 20 10
5,300 50
15 7,400 85 40 6,400 90 45 4240 20 4,200 35 17 3,200 20 10
4,000 50
2 5,600 85 40 4,800 90 45 3.200 20 3,200 35 17 2,400 20 10
3,200 55
25 4,500 85 40 3,800 90 45 2 560 2 2,500 35 17 2,100 20 10
2,600 60
3 4,200 | 100 50 3,400 90 45 2080 24 2,100 35 17 1,800 25 12
2,100 70
4 3,400 | 125 60 2,700 90 45 1680 28 1,700 50 25 1,400 30 15
1,800 85
5 2,900 | 155 75 2,300 110 55 1440 34 1,500 55 27 1,200 35 17
1,500 110
6 2,500 | 180 90 2,000 | 140 70 1200 a4 1,300 70 35 1,000 40 20
1,200 110
8 1,900 | 200 100 | 1,500 | 140 70 960 4 1,000 70 35 800 40 20
950 110
10 1,600 | 205 100 | 1,300 | 140 70 760 a 800 70 35 650 40 20
800 110
12 1,300 | 180 90 1,100 | 140 70 640 a4 670 70 35 530 40 20
600 80
16 1,000 | 120 60 820 100 50 480 32 500 50 25 400 30 15
480 70
20 800 95 45 650 75 35 384 28 400 40 20 320 25 12
380 50
25 650 75 35 520 60 30 280 20 320 35 17 250 20 10
Depth of cut =0.05D D =0.02D D
(DE@ED@) (Max 0.5mm) 201D (D<22) (Max 0.3mm) <0050
e ot =2.5D iﬁc;.fgﬁj@z) =2D (Max 0.5mm)

1. In cutting Austenitic stainless steels, the use of non-water-soluble cutting fluid is especially effective.

2. If the rigidity of the machine or the work material installation is very low, or chattering is generated,
please reduce the revolution and the feed rate proportionately.

3. When drilling, please set the feed rate at 1/3 or below of the above value.

1. UIHDKE 38 2 5 RSB LU R il 3 S 05 - FBEAIE KB HI MR YT -
2. EmERAS THRREAME R R - WIREEE - AR AR L RFEEBHRELREE -
3. HiELR  BREEFRERLRZIBMUT -

Unit/EEfiI: mm
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e SUBT 4 Flutes Standard Cutting Conditons 1ZZ£t]]HI]

Alloy Steels
i Carbon Steels S50C Prehardened Steels Tl izl Aluminum
MATERIAL o SKD61~HRC50
L ] SCM SKD HPM NAK B 723
aeifl - REH
Cutting
Speed 150m/min 120~150m/min 80~100m/min 150~m/min 100~150m/min
THIEE
Feed Rate SPEED Feed Rate SPEED Feed Rate SPEED Feed Rate Feed Rate
(mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min) (mm/min)
EREE mEE EREE WEEE EREE WIgE EREE EREE
D0.15R 40,000 800 40,000 720 40,000 660 40,000 880 40,000 800
D0.2R 40,000 1,000 40,000 960 40,000 1,000 40,000 960 40,000 960
D0.25R 40,000 1,240 40,000 1,220 40,000 1,240 40,000 1,080 40,000 1,080
D0.3R 40,000 1,500 40,000 1,500 40,000 1,500 40,000 1,200 40,000 1,200
D0.4R 40,000 1,920 40,000 2,000 36,000 1,800 40,000 1,600 40,000 1,600
D0.5R 40,000 2,400 38,000 2,400 29,000 1,800 40,000 2,000 40,000 1,660
D0.75R 30,000 2,540 25,500 2,200 19,000 1,400 40,000 2,720 30,000 2,320
D1R 24,000 2,320 19,000 1,600 14,300 1,200 40,000 4,000 24,000 2,400
D1.25R 19,000 2,000 15,300 1,340 11,500 1,020 38,000 4,800 19,000 2,400
D1.5R 16,000 1,860 13,000 1,200 9,600 920 32,000 4,800 16,000 2,400
D1.75R 13,700 1,860 11,400 1,160 8,200 900 27,300 4,800 13,600 2,400
D2R 12,000 1,860 10,000 1,140 7,200 900 24,000 4,800 12,000 2,400
D2.5R 9,600 1,860 8,000 1,120 5,700 900 19,000 4,800 9,600 2,400
D3R 8,000 1,860 6,400 1,080 4,800 900 16,000 4,800 8,000 2,400
D4R 6,000 1,800 4,800 1,080 3,600 900 12,000 4,800 6,000 2,400
D5R 4,800 1,800 3,800 1,080 2,900 900 9,600 4,600 4,800 2,300
D6R 4,000 1,800 3,200 1,080 2,400 900 8,000 4,200 4,000 2,100
D7R 3,400 1,800 2,750 1,080 2,050 900 6,800 4,000 3,400 2,000
D8R 3,000 1,800 2,400 1,080 1,800 900 6,000 4,000 3,000 2,000
D10R 2,400 1,800 1,900 1,040 1,450 900 4,800 4,000 2,400 2,000
D12.5R 1,900 1,440 1,520 450 1,160 840 3,840 3,800 1,920 1,880
(R0.1~0.5=0.2XR)
0.3XR
DEPTH OF 0.1xR(~45HRC) ~0.16XR R=0.3 (~45HRC)
cuT ~0.08XR(~50HRC) ~0.25XR R=3 (~45HRC)
MIRE ~0.17XR R=4 (~45HRC)
~0.05XR (~50HRC)
Unit/E4I: mm
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e SURTA 3 Flutes Standard Cutting Conditions 1Z2t]]H||

Hardened Steels

Work Carbon Steels, Alloy Steels Alloy Steels, Tool Steels Austenitic stainless Steels SKD61, SKD11, NAK,
Matc;';‘ial S50C, SCM, i5##iFC250% FHEH, SKD61, NAKE SUS304, SUS316% Sr\/v e
WA AISI 1049, Cast iron Prehardened Steels, AISI H13 AISI 304, AISI 31G - AISI H13
REME - 52W~HRC30 &2 - TREHRC30~45 bR EXTES P REIZMHRCA5~50
Cutting
Speed 50~100m/min 50~70m/min 30~60m/min 20~40m/min
YIRIEE
Feed Rate (mm/min) Feed Rate(mm/min) Feed Rate(mm/min) Feed Rate (mm/min)
. EREE EREE ELREE Speed BREE
Diameter (min”) S
EH&(mm Side . Side . Side . N ide .
i) Milling S"’:ﬁf'”g Milling S"{%‘”g Milling S"’,gng EBE | g Slo:gng
e : fUE ‘ fE : U ‘
2 11,000 180 180 7,200 110 110 6,000 920 90 4,800 45 45
3 8,500 200 160 5,300 130 100 4,400 110 66 3,200 55 44
4 7,200 360 290 4,400 220 180 3,000 180 110 2,400 67 54
5 6,000 380 300 3,600 230 180 2,400 190 110 1,900 70 56
6 5,300 420 340 3,200 240 190 2,200 210 130 1,600 75 60
8 4,000 450 360 2,400 240 190 1,600 220 130 1,200 65 50
10 3,200 390 310 1,900 190 150 1,300 190 110 1,000 65 50
12 2,700 330 260 1,600 160 130 1,000 150 90 800 65 50
TIHISE%E 0.1D b 0.02D b
Depth of cut
(D:Ef€Dia) 1.5D <0.3D 1D 0.05D
A Caution A FEEE
1. Please use Sl coating tools for work materials of 50~60HRC. 1.871H150~60 HRC M EZ# 05 - FEEASIHwEZTIA -
2. In cutting Austenitic stainless Steels, the use of non-water-soluble 2 ]V HK i L 88 % 5 A SR SIS - FAE IR I BB R YGF -
cutting fluid is especially effective. MR ET THMNRFAMAR - HIREER - BELUEELLHZ
3. If the rigidity of the machine or the work material installation is very TREEEEHREREE -
low, or chattering is generated, please reduce the revolution and the 4 HEEELRNT - EAREEBRERLRZ1BUT -

feed rate proportionately.
4. When drilling, please set the feed rate at 1/3 or below of the above
value.

Unit/EEfiI: mm
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Specification page Specification page Specification page Specification page

R E:

e FHPS,FHP,FHPM/FHPL,CRFHP 4 Flutes Side M

Mild steels Carbon steels, Hardened steels,

Hardened steels, Hardened steels,
o e () sWITIRICIR | e | EREE | et | RS
—RIERHN - R - S8 ;ﬁgill 'HRC30~38

MR | e | T | S (iﬁfg;}) e «f,;n"n;ﬁ;m el <n§§’§;§m gl (M) “ewaz” | oo
3 10600 975 8300 760 7000 560 6600 555 6035 485 3200 190
4 79500 | 1000 6200 820 5250 565 4950 590 4750 515 2400 190
5 6350 1050 4950 845 4200 590 3950 630 3800 535 1900 190
6 5300 1250 | 4150 945 3500 700 3300 660 3200 545 1600 190
8 4000 1250 3100 895 2650 660 2450 640 2400 555 1200 175
10 3200 1100 2500 855 2100 605 1950 590 1900 525 955 160
12 2650 1100 2050 850 1750 565 1650 535 1600 475 795 160
16 2000 955 1550 745 1300 500 1250 445 1200 400 595 160
20 1600 765 1250 595 1050 455 985 395 955 355 475 160
Depth of cut APT " Ap | Ae Ap | Ae Ap | he

MIFRE — &ﬂ 1.5D 0.1D 1D 0.05D

Ae

¢ FHPS,FHP,FHPM/FHPL,CRFHP 4 Flutes Slottin ZAELH!

Mild steels Carbon steels, Hardened steels,
Cast iron Alloy steels, Tool steels, Prehardened steels,
$8400,855¢,FC250 SCM, SKTSKS SKD HRC30 ( Free-cutting )
(-750N/mm2 ) SKT, SKD, NAK55, HPM1
—ARIBIEAMA - RA - Wil A HRC30~38

Hardened steels, Hardened steels,
Stainless steels Titanium alloys, Hardened steels,
SUS304, SKD Heat resistant alloys steels, iBE 1 HRC55~60
#8%# HRC38~45 Al HRC45~55

Working material
WA HI#

Speed Speed

- S <ol T ) | ommy | St il
3 8500 705 6350 959 5850 455 5500 400 4450 320 2100 110
4 6350 705 4750 675 4400 455 4150 450 3350 360 1600 120
5 5100 715 3800 660 3500 475 3300 475 2650 385 1250 125
6 4250 715 3200 560 2900 500 2750 495 2250 400 1050 125
8 3200 660 2400 550 2200 545 2050 515 1650 415 795 125
10 2550 610 1900 535 1750 475 1650 470 1350 380 635 115
12 2100 610 1600 475 1450 450 1400 440 1100 355 530 115
16 1600 610 1200 430 1100 370 1050 370 835 300 400 88
20 1250 510 955 380 875 350 830 330 670 265 320 89

Depth of cut -
iy l—-:J,LAP Ap=0.5D Ap=0.05D

Unit/EE{I: mm
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R E:

® FHPS,FHP,FHPM/FHPL,CRFHP 4 Flutes High SpeedSide Milling =& {/Et]4|

Mild steels Carbon steels,

Working material

W EI#

Castiron

$8400,S55¢,FC250

Alloy steels, Tool steels,
SCM, SKT SKS SKD~HR030

Hardened steels,
Prehardened steels,
( Free- cumng )

Hardened steels,
Stainless steels

SUS304, SKD

Hardened steels,
Titanium alloys,
Heat resistant alloys steels,

Hardened steels,
A HRC55~60

MEE | ewes) e e W) ey <M> “ewag e <> e
3 21200 2150 21200 2400 21200 1300 15900 1150 10600 680 8500 440
4 15900 2050 15900 2300 15900 1300 11900 1250 79500 795 6350 460
5 12700 1900 12700 2150 12700 1250 9550 1350 6350 840 5100 510
6 10600 3050 10600 2650 10600 2000 7950 1450 5300 910 4250 610
8 7950 2800 7950 2400 7950 1900 5950 1400 4000 860 3200 575
10 6350 2550 6350 2200 6350 1850 4750 1350 3200 830 2550 510
12 5300 2550 5300 2200 5300 1800 4000 1350 2650 830 2100 510
16 4000 1900 4000 1900 4000 1700 3000 1350 2000 830 1600 510
20 3200 1550 3200 1550 3200 1550 2400 1150 1600 730 1250 510
A"L Ap | Ae Ap | Ae Ap | Ae
Depth of cut D<@6 |1.5D [0.02D D<@6 | 1.5D [0.01D D<@6 | 1D |0.01D
MTRE 26D | 1.5D [0.05D @6=D | 1.5D |0.02D @6sD | 1D 0.02D
Ae AeMax=0.5mm AeMax=0.5mm AeMax=0.5mm

e FHPS,FHP,FHPM/FHPL,CRFHP 4 Flutes High SpeedSlotting =& &1ZZ |
Working material i S(S%Sa;?:g:" SIeEls Alloy steels, Tool steels, Pr”e(‘:;drzgi:;tsizlt):l's, HS?;?:IZZ: :::ZI‘:'
S$8400,S55¢,FC250 SCM, SKT,SKS,SKD~HRC30 Free-cutting
Mill DIA.(mm) Speed(mm™") Speed(mm/min) Speed(mm™’) Speed(mm/min) Speed(mm’) Speed(mm/min) Speed(mm’’) Speed(mm/min)
BEE WEEE BEE EHEEE REE WEEE REE WERE BEE
3 12700 1050 10600 935 9550 745 6350 460
4 9550 1150 7950 1000 7150 745 5150 560
5 7650 1200 7000 1100 6350 865 4150 595
6 3650 1550 5850 1150 5300 910 3700 670
8 4750 1450 4400 1300 4000 985 2800 690
10 3800 1400 3500 1200 3200 865 2250 635
12 3200 1250 2900 1150 2650 815 1850 595
16 2400 1050 2200 965 2000 675 1400 500
20 1900 840 1750 770 1600 635 1100 445
Depth of cut M T A Ap=0.2D
WIAR ;!LL ’ ApMax=3mm

Unit/EEfiI: mm
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R E:

Specification page

e FHPC,FHPMC,FHPLC,CRFHPC 4 Flutes Side Milling A/EtI4

Mild steels Carbon steels,
Cast iron
SS400,S55¢,FC250
( -750N/mm2 )

— RIS - R -

Hardened steels,
Prehardened steels,
( Free-cutting )
SKT, SKD, NAK55,
HPM1
Wil HRC30~38

Hardened steels,
Titanium alloys,
Heat resistant alloys
steels,
HHE#l HRC45~55

Alloy steels, Tool steels,
SCM, SKT,SKS,SKD
~HRC30
asil - TEM

Hardened steels,
Stainless steels
SUS304, SKD

i E S HRC38~45

Working
material
W AEI#

Hardened steels,
#HE # HRC55~60

=il

Cutting Speed

66 m/min 30 m/min

6 4240 1250 3320 945 2800 700 2640 660 2560 545 1280 190

8 3200 1250 2480 895 2120 660 1960 640 1920 555 960 175

10 2560 1100 2000 855 1680 605 1560 590 1520 525 764 160

12 2120 1100 1640 850 1400 565 1320 535 1280 475 636 160

16 1600 955 1240 745 1040 500 1000 445 960 400 476 160

20 1280 765 1000 595 840 455 788 395 764 355 380 160
Depth of cut APT Ap_ | Ae Ap | Ae Ap | Ae
MIRE . _150 [ 02D 15D | 01D _ 1D 005D

Ae

® FHPC,FHPMC,FHPLC,CRFHPC 4 Flutes4 Flutes Slotting

Mild steels Carbon steels,
Cast iron
S$8400,S55¢,FC250
(-750N/mm2 )

Working material

HEEI#

Alloy steels, Tool steels,
SCM, SKT,SKS,SKD

~HRC30

Hardened steels,
Prehardened steels,
( Free-cutting )
SKT, SKD, NAK55, HPM1

Hardened steels,
Stainless steels

SUS304, SKD

R

Hardened steels,
Titanium alloys,
Heat resistant alloys steels,

Hardened steels,
B E# HRC55~60

g a2 - THN Nl A HRC38~45 A HRCA5~-55
Mill DIA.(mm) | Speed(mm”) Sr‘:jed Speed(mm’) n?i’jyidn Speed(mm) ?r‘;fedn Speed(mm’) nfr‘:;’;dn Speed(mm) n?‘:fridn Speed(mm”) Srl:;;‘?
BR AR Ul R el AR U EEEE S aEE Sy AR Gl
6 3400 715 2560 560 2320 500 2200 495 1800 400 840 125
8 2560 660 1920 550 1760 545 1640 515 1320 415 636 125
10 2040 610 1520 535 1400 475 1320 470 1080 380 508 115
12 1680 610 1280 475 1160 450 1120 440 880 355 424 115
16 1280 610 960 430 880 370 840 370 668 300 320 88
20 1000 510 764 380 700 350 664 330 536 265 256 89
D;E%;gé”‘ l—-i AP Ap=0.5D Ap=0.05D

Unit/EE{I: mm

www.speedtiger.com.tw
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e HPSS 3 Flutes Side g AEIE!
Wi s Carbon steels,Alloy steels Mold steels Stainless steels
o ?&t%ﬁu:; d ~HRC30 HRC30~45 SUS304,SUS316
S50C,SCM,SSHix =il - Sl SKD611ZE 1 A i
rpm(mm’") Feed(mm/min) rpm(mm’™") Feed(mm/min) rom(mm’™") Feed(mm/min)
g E EREE mEgEE ELAEE mEEEE ELAEE
2 11000 600 7200 310 6000 210
8 8500 770 5300 380 4400 220
4 7200 850 4400 480 3700 250
6 5300 940 3200 490 2700 270
8 4000 1000 2400 560 2000 280
10 3200 1000 1900 480 1600 300
12 2700 950 1600 440 1300 300
16 2000 720 1200 350 1000 260
20 1600 600 1000 290 800 240
<0.2D(D>03) s}
<0.1D(D<p3)
Depth of cut =1.5D
IS

e HPSS 3 Flutes Slot Milling jE1Z% 44|

Working material Carbon steels,Alloy steels Mold steels SIEIEEIS CES
%B:it%ﬁlm ' ~HRC30 HRC30~45 SUS304,5US316
S50C,SCM,SSTk = - S/l SKD611£E i N ]
rpm(mm’") Feed(mm/min) rpm(mm’") Feed(mm/min) rpm(mm’™") Feed(mm/min)
WEFEE EREE EEEE EREE WEEE EREE
2 11000 500 7200 260 6000 130
& 8500 640 5300 320 4200 130
4 7200 650 4400 370 3400 140
6 5300 720 3200 380 2200 140
8 4000 780 2400 430 1600 140
10 3200 770 1900 370 1300 150
12 2700 730 1600 340 1100 150
16 2000 600 1200 290 800 130
20 1600 500 1000 240 640 120
D
— —
Depth of cut
IHIE%E =1D JéO.SD

e HPSS 3 Flutes Plung Milling FEE1Z#4]H)

Working material Carbon steels,Alloy steels Mold steels Stainless steels
o w%ﬁu:; d ~HRC30 HRC30~45 SUS304,SUS316
S50C,SCM,SStix &l - &Ml SKD611E 8. N
rpm(mm’") Feed(mm/min) i Feed(mm/min) rom(mm’™") Feed(mm/min)
TEEE EREE TEEERE EREE TEEEE EAEE
2 11000 200 7200 140 6000 30
& 8500 250 5300 180 4400 50
4 7200 300 4400 210 3700 60
6 5300 300 3200 210 2700 70
8 4000 320 2400 220 2000 80
10 3200 340 1900 240 1600 70
12 2700 320 1600 220 1300 70
16 2000 250 1200 180 1000 55
20 1600 200 1000 140 800 55
Depth of cut Q Q
B =1D =0.5D

Unit/EEfiI: mm

WWW. speedtiger.com.tw
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¢ KKH Side M
SS400. AISI 1050, SCM

Work Material | .8 o pnpmngm Tw AISI H13. AISI D2% o " Inconnel
I+ =8 FCzsﬁ%ﬁHRﬂéﬁme {7 &% 8. TEHMHRC30~35 SKD61%5#% X #iHRC45~50 e s=mes
Diameter Feed Rate Feed Rate Feed Rate Feed Rate
I=Ed EREE EREE EREE EREE
(mm) (mm/min) (mm/min) (mm/min) (mm/min)
6 6400 750 3700 390 2700 110 2100 75
8 4800 780 2800 420 2000 140 1600 95
10 3800 790 2200 420 1600 150 1300 105
12 3200 790 1900 420 1300 150 1100 110
16 2400 770 1400 390 1000 150 800 110
20 1900 760 1100 370 800 140 600 100
25 1500 600 900 300 640 115 480 80
*Side milling (fI§%) I *Side milling ({gI%)
Depth of cut AP Ap=15D Ap =
IHIE B Ae=0.3D Aom150
(D=HEf®Dia)

¢ KKH Slotting /51Z’
SS400. AISI 1050. SCM

Work Material | o qse o pnpmngm e AISI H13. AISI D2% ) " Inconnel
I+ feti] FCZSﬁOﬁ%HRﬂéﬁL.ﬂ. {7 &% TEHHRC30~35 SKD61%&#% X #liHRC45~50 e amme
Diameter Feed Rate Feed Rate Feed Rate Feed Rate
B EREE EREE EREE EREE
(mm) (mm/min) (mm/min) (mm/min) (mm/min)
6 5300 580 3200 290 1600 55 1100 30
8 4000 600 2400 320 1200 70 800 35
10 3200 600 1900 310 1000 70 600 35
12 2700 600 1600 310 800 75 500 40
16 2000 570 1200 320 600 75 400 45
20 1600 540 1000 270 500 70 300 40
25 1300 440 760 205 380 55 240 30
*Slotting (&%)
o —fe—te e
Depth of cut *Slotting (&) Ap=1.0D
EE T IA” 1D I\p
(D=Ef&Dia)
Ap=0.5D Ae=1D

Unit/EE{I: mm

www.speedtiger.com.tw
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MR R

Mild seteels Carbon steels,
Cast iron
SS400.S55¢.FC250

Hardened steels.
Prehardened steels.

Alloy Steels.Tool Steels.

R SCM.SKT.SKS.SKD

Hardened steels.

UV EVIDE: Hardened steels.

0 B (-750N/mm2) o KT, (Free-cutting) Heat resistant alloys B2 SHRC55~60
e mEEEE | C305 £ TEif . steels.
#AE HfHRC45~55
Diameter Feed Rate Feed Rate Feed Rate Feed Rate Feed Rate
B WEE EREE EREE EREE EREE L FE] EREE
(mm) (mm/min) (mm/min) (mm/min) (mm/min) in’ (mm/min)
6 6760 1280 5250 960 4450 712 4050 556 2100 200
8 5050 1240 3950 880 3350 652 3050 540 1600 180
10 4100 1160 3200 840 2700 580 2450 508 1250 172
12 3400 1120 2650 800 2250 576 2050 484 1050 168
16 2550 960 2000 752 1700 508 1550 404 765 168
20 2050 788 1600 604 1350 472 1250 368 635 160
25 1650 704 1250 540 1100 428 990 316 510 148

*Side milling ({AI$%)

—L‘}p

—t——Ae
Ae: =0.3DAp: 15D

Depth of cut
THIEES
(D=E1&Dia)

*Side milling ({8%)

IE

Ae: =0.15DAp: 1.0D

o KKM Slotting E1Z4 4]

Mild seteels Carbon steels,
Cast iron
SS400.S55¢.FC250

Hardened steels.
Prehardened steels.

Alloy Steels.Tool Steels.

Work Material SCM.SKT.SKS.SKD

Hardened steels.

UV EtarEs Hardened steels.

o (Free-cutting) Heat resistant alloys -
I - alel B =
wHI —ﬂ"%‘gg(;ﬂNi{g%ngﬂ% @ ~HRC30& &l TR SKT SKD.NAK55.HPM1 steels. AHMHRC55~60
% RES TR Ei] A EHfHRC45~55
Diameter Feed Rate Feed Rate Feed Rate Speed Feed Rate Speed Feed Rate
R TR ELEEE EEEE EAEE mEEE EAEE mEEE EEEE
(mm) ) (mm/min) (mm/min) (mm/min) (min™) (mm/min) (min™) (mm/min)
6 5150 592 4250 508 3950 460 3600 436 1250 116
8 3850 480 3200 440 2950 440 2700 408 945 124
10 3100 464 2550 432 2350 384 2150 364 760 116
12 2600 448 2150 380 1950 368 1800 348 630 116
16 1950 444 1600 344 1500 296 1350 292 475 88
20 1550 380 1300 304 1200 284 1100 264 380 88
25 1250 360 1000 292 945 252 865 188 300 84
Slotting (>§$ﬁ)A *Slotting (E$)
e
Depth of cut Ap: =0.5D ——f—Ae
MR I;,, p: 0.
(D=E1&Dia) IAD

WWW. speedtiger.com.tw

Unit/EEfiI: mm
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® KKF Side Milling IEtIY]
Mild stee(lzzg:tai;gzn steels, Hardened steels. Hardened steels.
Work Material | SS400.855¢.FC250 A”Oy,atefg'TT(o' Stsg's' Prehlfrde”ed.Stee's' v fianiun a”‘”’ﬁ' Hardened steels.
0 B (-750N/mm2) SCM.SKT.SKS.S (Free-cutting) eat resistant alloys B2 HRC55~60
R R ~HRC30& £ TE# | SKT.SKD.NAK55.HPM1 steels. =
x SRR #AE#MHRC30~38 AEMHRC45~55
Max Cutting
Speed (V) . . . . :
BEATINIEE 100m/min 78m/min 66m/min 60m/min 30m/min
v)

Diameter Feed Rate Feed Rate Feed Rate Speed Feed Rate Feed Rate
I=Ed EREE EREE EREE WEE EREE EREE
(mm) (mm/min) (mm/min) (mm/min) (min™) (mm/min) (mm/min)

6 4240 1250 3320 945 2800 700 2560 545 1280 190
8 3200 1250 2480 895 2120 660 1920 555 960 175
10 2560 1100 2000 855 1680 605 1520 525 764 160
12 2120 1100 1640 850 1400 565 1280 475 636 160
16 1600 955 1240 745 1040 500 960 400 476 160
20 1280 765 1000 595 840 455 764 355 380 160

*Side milling ({BI$k)

—L‘}"

Ap=1.5D Ae=0.3D

Depth of cut
P EES
(D=E1&Dia)

*Side milling (%)

—L‘Im

Ap=1.0D Ae=0.15D

o KKF Slotting ;B1Z# 44

Mild steels Carbon steels,

Cast iron Hardened steels. Hardened steels.

Work Material SS400.S55¢.FC250 Alloy Steels.Tool Steels. Prehardened steels. Titaniun alloys. Hardened steels
WHIHE (-750N/mm2) SCM.SKT.SKS.SKD (Free-cutting) Heat resistant alloys gﬁﬁﬁimHR055~6(')
— IR E . ik R . ~HRC30& . TH# | SKT.SKD.NAK55.HPM1 steels. i
e ] FAEHMHRC30~38 FAEHMHRC45~55
Max Cutting
Speed (V) . . . . :
BAEEE 100m/min 78m/min 66m/min 60m/min 30m/min
V)

Diameter Feed Rate Feed Rate Feed Rate Feed Rate Feed Rate
B EREE EREE EREE EREE EREE
(mm) (mm/min) (mm/min) (mm/min) (mm/min) (mm/min)

6 3400 715 2560 560 2320 500 1800 400 840 125
8 2560 660 1920 550 1760 545 1320 415 636 125
10 2040 610 1520 535 1400 475 1080 380 508 115
12 1680 610 1280 475 1160 450 880 355 424 115
16 1280 610 960 430 880 370 668 300 320 88
20 1000 510 764 380 700 350 536 265 256 89

*Slotting (G&#%)
Depth of cut

*Slotting (&L

— —f—f—Ae = —t+—t—Ae
P Ap=1D Ap=0.5D
(D=EfEDia) Ae=1.0D IAP Ae=1.0D IA”
Unit/E&4I: mm

www.speedtiger.com.tw
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R E:

e KKR Side M

§S400. AISI 1050. SCM
=il FC250%
—ARIBIEHE. fix 3= 8. ~HRC30

AISI H13. AISI D2%
axil TEM
#EHHRC30~35

Work Material
R EA

¥ K $lIHRC45~50

SKD61%& Inconnel

M##EEHDRE

Diameter Feed Rate Feed Rate Feed Rate Feed Rate
BHE EREE EREE ELEE EAEE
(mm) (mm/min) (mm/min) (mm/min) (mm/min)

6 6400 750 3700 390 2700 110 2100 75
8 4800 780 2800 420 2000 140 1600 95
10 3800 790 2200 420 1600 150 1300 105
12 3200 790 1900 420 1300 150 1100 110
16 2400 770 1400 390 1000 150 800 110
20 1900 760 1100 370 800 140 600 100
25 1500 600 900 300 640 115 480 80

*Side milling ({BI$%)

LI
—f—f—Ae
Ae: =0.3DAp:1.5D

Depth of cut
HIEES
(D=Ef&Dia)

*Side milling (%)

—L‘IAp

Ae: =0.15DAp: 1.0D

® KKR Slotting ;&

§S400. AISI 1050. SCM

AISI H13. AISI D2%

Work Material S o SKD61%& Inconnel
S 518 FC250% axil. TRH e o
I 5 = ma K = e
WA — BRI R R 8. ~HRC30 $MEMHRC30~35 BEXMHRCA45~50 LEEEZ
Diameter Feed Rate Feed Rate Feed Rate Feed Rate
B EREE EREE EREE EREE
(mm) (mm/min) (mm/min) (mm/min) (mm/min)
6 5300 580 3200 290 1600 55 1100 30
8 4000 600 2400 320 1200 70 800 35
10 3200 600 1900 310 1000 70 600 35
12 2700 600 1600 310 800 75 500 40
16 2000 570 1200 320 600 75 400 45
20 1600 540 1000 270 500 70 300 40
25 1300 440 760 205 380 55 240 30
*Slotting GE&#T) *Slotting &)
Depth of cut ——f—Ae - —Ae
THIEES Ap: 1.0D
(D=HEf&Dia) IAp _\_,_ IAP
Ap: 0.5 D

WWW. speedtiger.com.tw

Unit/EEfiI: mm
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e KTG 2 Flutes Standard Cutting Conditions 12225

Working
material
I

Alloy steels, Tool steels,
SCM,SKD61,SKD11,NAK,AISI H13,AISI D2 ect
a&il - TRl - BEH

Hardened steels,

SKD61,SKD11,STAVAX,AISI H13 ect

#HHE# HRCA5~55

Hardened steels,
SKD11,SKH,SKS,ASP23,AISI H13 ect
#AE M HRC55~60

Inclination of M (mm)
: R || e ) Pick feed ) Pick feed )
DO.5R a=15" | 40000 | 3120 |=0.2R|=0.1R| 35000 2340 =0.2R | =0.1R | 21000 1300 =0.2R | =0.05R
a>15" | 35000 | 2080 [=0.2R|=0.1R| 30000 1430 =0.2R | =0.1R | 15000 740 =0.2R | =0.05R
a=15" | 40000 | 3900 |=0.2R|=0.1R| 30000 2470 =0.2R | =0.1R | 14000 1160 =0.2R | =0.05R
DO.75R a>15" | 30000 | 2210 |=0.4R|[=0.1R| 25000 1560 =0.4R | =0.1R | 10000 610 =0.2R | =0.05R
DIR a=15" | 35000 | 3900 |=0.4R|=0.1R| 25000 2340 =0.4R | =0.1R | 11000 1040 =0.2R | =0.05R
a>15" | 25000 | 2210 [=0.4R|=0.1R| 20000 1430 =04R | =0.1R | 8000 560 =0.2R | =0.05R
a=15" | 33000 | 3900 |=0.4R|=0.1R| 22000 2210 =04R | =0.1R 9300 920 =0.2R | =0.05R
D1.25R a>15" | 24000 | 2210 |=0.4R|=0.1R| 17000 1300 =0.4R | =0.1R 6500 480 =0.2R | =0.05R
D1.5R a=15" | 30000 | 3900 |=0.4R|=0.1R| 20000 2210 =04R | =0.1R 8000 870 =0.2R | =0.05R
a>15" | 23000 | 2210 |=0.4R|[=0.1R| 15000 1300 =04R | =0.1R 5600 450 =0.2R | =0.05R
a=15" | 25000 | 3900 |=0.4R|=0.1R| 17000 2210 =04R | =0.1R 6400 830 =0.2R | =0.05R
D2R a>15" | 20000 | 2210 |=0.4R|=0.1R| 13000 1300 =0.4R | =0.1R 4500 440 =0.2R | =0.05R
D2.5R a=15" | 23000 | 3900 |=0.4R|=0.1R| 15000 2210 =0.4R | =0.1R 5000 710 =0.2R | =0.05R
a>15" | 17000 | 2210 |=0.4R|[=0.1R| 11000 1300 =04R | =0.1R 3500 380 =0.2R | =0.05R
D3R a=15" | 20000 | 3900 |=0.4R|=0.1R| 13000 2210 =04R | =0.1R 4200 690 =0.2R | =0.05R
a>15" | 15000 | 2210 |=0.4R|=0.1R| 10000 1300 =04R | =0.1R 2900 350 =0.2R | =0.05R
D4R a=15" | 15000 | 3900 |=0.4R|=0.1R| 10000 2210 =04R | =0.1R 3200 700 =0.2R | =0.05R
a>15" | 11000 | 2210 |=0.4R|[=0.1R| 7500 1300 =04R | =0.1R | 2200 360 =0.2R | =0.05R
D5R a=15" | 12000 | 3770 |=0.4R|=0.1R| 8000 2080 =04R | =0.1R 2500 660 =0.2R | =0.05R
a>15° 9000 | 2080 |=0.4R|=0.1R| 6000 1170 =04R | =0.1R 1800 350 =0.2R | =0.05R
DER a=15" | 10000 | 3250 |=0.4R|=0.1R| 6600 1820 =04R | =0.1R | 2100 570 =0.2R | =0.05R
a>15" | 7500 | 1820 |=0.4R|[=0.1R| 5000 1040 =04R | =0.1R 1500 300 =0.2R | =0.05R
et Z0.4R o <0.4R ?JARX 0.5mm) =0.2R ?MO:;°'3mm)
Z0.2R(=R1) =0.2R(=R1)

o KTG 2 Flutes High Speed Mil

Working
material

WK

Alloy steels, Tool steels,

A& TEA - HigA

SCM,SKD61,SKD11,NAK,AISI H13,AISI D2 ect

ng Conditions = RIZZHI)

Hardened steels,

SKD61,SKD11,STAVAX,AISI H13 ect

iHE# HRC45~55

Hardened steels,
SKD11,SKH,SKS,ASP23,AISI H13 ect
#HE M HRC55~60

Pick feed | Milling Amount AR pick feed ) S mgﬂg(
05R HB(R) 40000 3120 0.2 0.05 40000 | 2470 0.15 0.04 30000 1560 0.1 0.03
(F) 40000 3900 0.1 0.05 40000 | 3120 0.8 0.04 30000 1950 0.6 0.03
1R H(R) 40000 6240 0.2 0.2 40000 | 4940 0.2 0.15 20000 2080 0.15 0.12
W (F) 40000 7800 0.2 0.1 40000 | 6240 0.1 0.1 20000 | 2600 0.1 0.06
oR HB(R) 30000 6240 0.4 0.3 30000 | 4940 0.3 0.2 20000 | 2470 0.25 0.15
(F) 30000 7800 0.2 0.15 30000 | 6240 0.2 0.1 20000 | 3120 0.2 0.1
H(R) 20000 5200 0.6 0.4 20000 | 4160 0.5 0.3 16000 2470 0.3 0.2
3R W (F) 20000 6500 0.2 0.2 20000 | 5200 0.2 0.2 16000 | 3120 0.2 0.2
4R HE(R) 16000 4940 1 0.8 16000 | 3900 0.8 0.6 10000 1820 0.7 0.5
(F) 16000 6240 0.2 0.2 16000 | 4940 0.2 0.2 10000 | 2340 0.2 0.2
5R H(R) 12000 4680 2 1 12000 3640 1 0.8 8000 1560 1 0.7
WA (F) 12000 5850 0.3 0.3 12000 | 4680 0.2 0.2 8000 2080 0.2 0.2
6R HE(R) 10000 3900 3 1.2 10000 | 3120 1.5 1.2 6400 1248 1.5 1
(F) 10000 4870 0.3 0.3 10000 | 3900 0.2 0.2 6400 1560 0.2 0.2
— — Pf
Depth of cut \/\@_:":Ad
MIRE Ad ; ;
Pf
Unit/E4I: mm

www.speedtiger.com.tw
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e KCR 4 Flutes High Speed M

Mild steels Carbon steels,
Cast iron
S$8400,S55¢,FC250
(-750N/mm2 )
—ARBIE A - IR - i

Hardened steels,
Prehardened steels,
( Free-cutting )
SKT, SKD, NAK55, HPM1
Al HRC30~38

Alloy steels, Tool steels,
SCM, SKT,SKS,SKD

Hardened steels, Hardened steels,
Stainless steels Titanium alloys, Hardened steels,
SUS304, SKD Heat resistant alloys steels, AL HRC55~60
BE# HRC38~45 HE# HRC45~55

Working material
i T+ ~HRC30

A& TE#A

Speed(mm/
min)

Speed(mm/
min)

Speed(mm/
min)

Speed(mm/
min)

Speed(mm/
min)

Speed(mm) Speed(mm) Speed(mm) Speed(mm) Speed(mm) Spe:iirg;nm/

Mill DIA(mm) | Speed(mm) peed( 2 =l e
BER mEEE EEE LEEE BEEE mEEE EEE mEEE EEE oEEE BEEE mEEE EEE

D2xR0.5 | 30250 9970 30400 9070 30400 9070 22800 6800 22800 6130 15200 2710
D3xR0.75 | 19950 | 11870 | 19950 | 11400 | 19950 | 11400 | 15200 7980 15200 7450 9980 3130
D4xR1 15200 | 12350 | 15200 | 11400 | 15200 | 11400 11400 8550 11400 7790 7550 3370
D5xR1.2 | 11870 | 13300 | 11870 | 11870 | 11870 11870 9070 9070 9070 8170 6030 3610
D6xR1.5 | 10070 | 13300 | 10070 | 12060 | 10070 | 12060 7550 9070 7550 8170 5030 3610
D7xR1.5 8650 11400 8650 10350 8650 10350 6460 7790 6460 6980 4320 3090
D8xR2 7550 13300 7550 12060 7550 12060 5650 9070 5650 8170 3800 3610
D9xR2 6700 11780 6700 10730 6700 10730 5030 8075 5030 7270 3370 3230
D10xR2 6030 13300 6030 12060 6030 12060 4510 9070 4510 8170 3040 3610
D11xR2 5510 12060 5510 11020 5510 11020 4130 8260 4130 7410 2750 3320
D12xR3 5030 13300 5030 12060 5030 12060 3800 9070 3800 8170 2520 3610
D13xR3 4650 12250 4650 11210 4650 11210 3460 8360 3460 7550 2330 3370

a a a a
Depth of cut aa [ ’8 ada ar a ’ a ’
MIFE X 030 R=2| 0.1xR | 03D R=2]0.05xR| 0.3D
- - 2<R| 0.2mm 0.3D 2<R| 0.1mm 0.3D

® KCR 4 Flutes Regular Milling (Low-speed,high-feed Milling) 124124474

Mild steels Carbon steels,
Cast iron
$8400,S55¢,FC250
(-750N/mm2 )
—ARIBIEAE - RA - Sl

Hardened steels,
Prehardened steels,
( Free-cutting )
SKT, SKD, NAK55, HPM1
#H# HRC30~38

Alloy steels, Tool steels,
SCM, SKT,SKS,SKD
~HRC30
a&il - TRl

Hardened steels, Hardened steels,
Stainless steels Titanium alloys, Hardened steels,
SUS304, SKD Heat resistant alloys steels, B #l HRC55~60
#HHE# HRC38~45 A% $8 HRC45~55

Working material
T

TIHIM

Speed
(mm/min)

B

Mill DIA.(mm) Speed(mm’™) Speed(mm)
R4 WEEEE BEE EEEE

D2xR0.5 | 15200 4990 15200 4510 11870 3610 10450 3180 7550 2040 4510 820
D3xR0.75 | 9970 5940 9970 5320 8070 4270 7080 3705 5030 2470 3040 940
D4xR1 7550 6270 7550 5700 6030 4560 5270 3990 3800 2610 2280 1000
D5xR1.2 6030 6650 6030 6030 4840 4840 4230 4230 3040 2710 1800 1090
D6xR1.5 5030 6650 5030 6030 4040 4840 3510 4230 2520 2710 1520 1090
D7xR1.5 4320 5700 4320 5180 3470 4130 3040 3610 2140 2330 1280 930
D8xR2 3800 6650 3800 6030 3040 4840 2660 4230 1900 2710 1140 1090
D9xR2 3370 5890 3370 5370 2710 4320 2370 3750 1660 2420 1000 950
D10xR2 3040 6650 3040 6030 2420 4840 2140 4230 1520 2710 910 1090
D11xR2 2750 6030 2750 5510 2180 4420 1950 3840 1380 2470 830 1000
D12xR3 2520 6650 2520 6030 2000 4840 1760 4230 1280 2710 750 1090
D13xR3 2330 6130 2330 5600 1850 4460 1610 3900 1140 2520 700 1000

Deoth of aa [ B aa ar aa ar aa ar

epth of cut —

MTEE R=2] 0.2xR 0.5D R=2| 02xR 0.5D R=2[0.1xR 0.5D
2<R | 0.5mm 0.5D 2<R 0.5D 2<R 0.5D

0.4mm 0.2mm

Sgeedgmm") Sgeedgmm”) Sgeed(mm") Speed(mm ")
TIEE e WEEE R WEEE B WIS

Unit/EEfiI: mm

WWW. speedtiger.com.tw
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e BFR Series STANDARD Cutting ConditionS

Carbon steels, Cast iron Alloy steels, Mold steels, Prehardened steels Tem_pered SEEs, Hardened steels Hardened steels
Stainless steels

jaciingliatens S550,FC250 SCM,SKD HRC30~38 HRC45~55 HRC55~60

BEHIM R - B PP NET wEE R cse ol EEEN BN

Speed(mm™) | Feed(mm/min) | Speed(mm™) | Feed(mm/min)| Speed(mm”) |Feed(mm/min)| Speed(mm™) | Feed(mm/min)| Speed(mm”) | Feed(mm/min) | Speed(mm”) | Feed(mm/min)
oy peech Aol hoedt g pesdt g Y poedt g Y hesat Y

P A I EWEE
BFR6x0.66 | 5300 1000 4800 780 4200 600 3700 430 3200 320 1600 120
BFR8x0.88 | 4250 965 3850 770 3350 590 3000 420 2600 310 1300 120
BFR10x0.9 | 3200 930 2900 760 2500 580 2200 410 1900 300 1000 120
BFR12x1.6 | 2700 910 2400 730 2100 560 1900 410 1600 300 800 110
BFR12x0.91 | 2700 820 2400 660 2100 500 1900 370 1600 270 800 100
BFR16x1.77 | 2000 800 1800 650 1600 510 1400 360 1200 260 600 100

WHEE EREE WEEE EREE WEEE EREE TEEE EREE

BFR16x1.5 1600 700 1400 550 1300 460 1100 310 1000 240 480 80
SRR ) 0.1D 0.05D
C%r:)v:dr}:iig:al Adjust Milling condition when unusual vibration,different sound occur by cutting.

S RYINIELE HBRBERERBENFERRE - BISEIHIRS -

¢ BFR Series HIGH - SPEED CONDITIONS Z#:4])4|

Tempered steels,

W°'§”t%gl};’)}e”a' S55¢,FC250 SCM.SKD HRC30~38 St HRCA5~55 HRC55~60
R - m asill - =AM okt A - R SEER =R

Carbon steels, Cast iron Alloy steels, Mold steels, Prehardened steels Hardened steels Hardened steels

(mm) Speed(mm”) [ Feed(mm/min) [ Speed(mm™) | Feed(mm/min)| Speed(mm™) | Feed(mm/min)| Speed(mm”) |Feed(mm/min)| Speed(mm”) | Feed(mm/min) | Speed(mm™) | Feed(mm/min)
SMEXARE WEEE TEEE EREE EEE EREE TGRS EREE WERE WEEE EREE

BFR6x0.66 | 17000 | 4100 16000 3800 13000 3100 12000 2300 12000 2000 8000 960
BFR8x0.88 | 13500 3600 13000 3400 10500 2750 9650 2000 9500 1750 6400 840
BFR10x0.9 | 10000 3000 10000 3000 8000 2400 7300 1800 7000 1500 4800 720
BFR12x1.6 | 8500 2000 8000 1900 6600 1600 6100 1200 5800 1000 4000 400
BFR12x0.91 | 9050 2100 8500 2000 8000 1900 6600 1600 6100 1200 4400 480
BFR16x1.77 | 6400 1800 6000 1700 5000 1400 4600 1100 4400 900 3000 430
BFR16x1.5 5100 1500 4800 1400 4000 1200 3700 900 3500 700 2400 360

Depth of cut
X (1)When using low speed machines,use the maximum speed asn adjust the feed rate.
High Speed EEREMERS - BERRSMEDSERGEE -
Cutting Condition

R UIEE L (2)Adjust Milling condition when unusual vibration,different sound occur by cutting.
THBRRERERBENRIER R - SBSESEDHIRE -

Unit/EE{I: mm

www.speedtiger.com.tw
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® CDM Centering

Mild steels, Carbon steels,

Hardened steels.

Cast iron
el $S400, S55C, Fc250 | Alloy Steels, Tool Steels, R S B B34 FC250% Aluminum alloy expanding
Material SCM, SKT, SKS, SKD (Free-cutting) _gnmgm p .
o (-750N/mm2) PN ARtBiEH IR . material
REF e R e ~HRC30& £l TRl SKT.SKD.NAK55.HPM1 ~HRC30
S A - FEEMHRC30~38
Diameter RoStagggal Feed Rate Feed Rate Feed Rate Feed Rate Feed Rate
BE @pﬁg EREE EREE EREE EREE EREE
(mm) (min™) (mm/min) (mm/min) (mm/min) (mm/min) (mm/min)
3 5300 318 3200 192 1600 72 5300 318 8000 600
4 4000 320 2400 180 1200 72 4000 320 6000 600
5 3200 320 1900 181 960 67 3200 320 4800 600
6 2600 324 1600 168 800 68 2700 324 4000 600
8 2000 300 1200 156 600 66 2000 300 3000 600
10 1600 288 960 134 480 62 1600 288 2400 600
12 1300 260 800 124 400 60 1300 260 2000 600
16 1000 240 600 114 300 57 1000 240 1500 600
20 800 224 480 110 240 55 800 224 1200 600

e CDM Chamfering &3, fIHtIH|
M stee(l:sésct)airrcl))r?n SEE Hardened steels.
Worl§ $5400, S55C, FC250 Alloy Steels, Tool Steels, Prehardened_steels. $84 FC250% Aluminum alloy expanding
Material (-750N/mmz2) SCM, SKT, SKS, SKD (Free-cutting) R R material
WEIM | nmeen pesmon ae | ~HRCI0SZMA. TR | SKT.SKD.NAK55.HPM1 = “HRC30
= SRR iAEM - FEEMHRC30~38
Diameter Feed Rate Feed Rate Feed Rate Feed Rate Feed Rate
I=Kd EREE EREE EREE ELAEE ELAEE
(mm) (mm/min) (mm/min) (mm/min) (mm/min) (mm/min)
3 5300 200 3200 100 1600 40 5300 450 8000 400
4 4000 200 2400 100 1200 40 4000 450 6000 400
5 3200 200 1900 100 960 40 3200 450 4800 400
6 2600 200 1600 100 800 40 2700 450 4000 400
8 2000 200 1200 100 600 40 2000 450 3000 400
10 1600 200 960 100 480 40 1600 450 2400 400
12 1300 200 800 100 400 40 1300 450 2000 400
16 1000 200 600 100 300 40 1000 450 1500 400
20 800 180 480 100 240 35 800 400 1200 360
Unit/EfiI: mm
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Specification page Specification page

“HTH i

ISE/ISB Series Side CUTTING #I@EmtIH| W

CARBON STEELS ALLOY STEELS TOOL STEELS TOOL STEELS

4140, 4150, 4320, 5120, A2, D2, H13, L2, M2, A2, D2, H13, L2, M2,
5150, 8630, 86L20, 50100 P20, S7, T15, W2 P20, S7, T15, W2

Hardness
BRINELL

(133-199)

Ae(2)=0.05D Ae(3)—. Ae(2 )=0.05D Ae(3)=0.25D Ae(2)=0.05D Ae(3)=0.25D 05D Ae(3)=0.25D
Ae(4)=0.25D Ap( )=0.25D Ap(2)=1.5D Ae(4) =0.25D  Ap(2)=1.5D 25D Ap(2)=1.5D
Ap(3)=1.5D  Ap(4)= 150 A 3_ 5D Ap(4 =1.5D 5D Ap(3) 15D Ap(4)=1.5D

Feed (IPM) Feed (IPM Feed (IPM Feed (IPM
M”.'L DIA. RPM Fz 2Flutes 3 Flu(es 2 Flutes (3 Flutls RPM | Fz 2 Flutes (3 Flutzzs 4 2 Flutes (3 FIu(()es
(inch) 4 Flutes 4 Flutes 4 Flutes 4 Flutes

1/64 106,838 10.00003| 6.4 | 9.6 | 12.8 [77,806(0.00002| 3.11 | 4.67 | 6.22 | 77992 [0.00003| 4.7 | 7.0 [ 9.4 |40598(0.00002| 1.6 [ 24 [ 3.2
1/32 53,419 10.00006| 6.4 | 9.6 | 12.8 [38,903]|0.00005( 3.89 | 5.84 | 7.78 [ 38996 |0.00006| 4.7 | 7.0 | 9.4 [20299)0.00005| 2.0 | 3.0 | 4.1
3/64 35,613 |0.00010( 7.1 | 10.7 [ 14.2 |25,935[0.00007 | 3.63 | 5.45 | 7.26 [25997|0.00010( 5.2 | 7.8 | 10.4 | 13533]0.00007| 1.9 | 2.8 | 3.8
1/16 26,709 (0.00013| 6.9 | 10.4 [ 13.9 |19,451|0.00009| 3.50 | 5.25 | 7.00 | 19498 |0.00013| 5.1 7.6 [ 10.1 110150 (0.00009| 1.8 | 2.7 | 3.7
5/64 21,368 | 0.00018( 7.7 | 11.5 | 15.4 [15,561]0.00012( 3.66 | 5.49 | 7.31 [ 15598 0.00018| 5.6 | 8.4 | 11.2 [ 8120 |0.00012| 19 | 2.9 | 3.8
3/32 17,806 [0.00023| 8.2 [ 12.3 | 16.4 [12,968(0.00015| 3.76 | 5.64 | 7.52 | 12999 [0.00023| 6.0 [ 9.0 [ 12.0 | 6766 [0.00015] 2.0 [ 29 [ 3.9
7/64 15,263 |0.00027| 8.2 | 12.4 | 16.5 |11,115(0.00017| 3.83 | 5.75 | 7.67 | 11142 {0.00027| 6.0 [ 9.0 [ 12.0 | 5800 {0.00017| 2.0 [ 3.0 [ 4.0
1/8 13,355 |0.00030| 8.0 [ 12.0 | 16.0 | 9,726 [0.00020| 3.89 | 5.84 | 7.78 | 9749 [0.00030| 5.8 | 8.8 [ 11.7 | 5075 [0.00020| 2.0 [ 3.0 [ 41
9/64 11,871 [0.00036| 8.6 | 12.9 | 17.2 | 8,645 )0.00025| 4.32 | 6.48 | 8.65 | 8666 |0.00036( 6.3 | 9.4 | 12.6 | 4511 |0.00025( 2.3 | 3.4 | 45
5/32 10,684 [0.00043| 9.1 [ 13.6 | 18.2 | 7,781 [0.00030| 4.67 | 7.00 | 9.34 | 7799 (0.00043| 6.6 [ 9.9 [ 13.3 | 4060 {0.00030| 2.4 | 3.7 [ 4.9
11/64 9,713 10.00049| 9.5 | 14.2 | 18.9 [ 7,073 | 0.00035| 4.95 | 7.43 | 9.90 | 7090 |0.00049| 6.9 | 10.4 | 13.8 | 3691 |0.00035| 26 | 3.9 | 52
3/16 8,903 |0.00055( 9.8 | 14.7 | 19.6 | 6,484 [0.00040| 5.19 | 7.78 | 10.37 | 6499 |0.00055 7.1 | 10.7 | 14.3 | 3383 |0.00040| 2.7 | 4.1 5.4
13/64 8,218 0.00061( 10.1 | 15.1 | 20.1 | 5,985 | 0.00045| 5.39 | 8.08 | 10.77 | 5999 |0.00061| 7.3 | 11.0 | 14.7 | 3123 |0.00045| 2.8 | 4.2 | 5.6
7/32 7,631 |0.00068| 10.3 [ 15.5 | 20.6 | 5,558 [0.00050| 5.56 | 8.34 | 11.12| 5571 [0.00068| 7.5 | 11.3 [ 15.0 | 2900 {0.00050| 2.9 | 4.3 | 5.8
15/64 7,123 |0.00074] 10.5 [ 15.8 | 21.0 | 5,187 [0.00055| 5.71 | 8.56 | 11.41| 5199 [0.00074| 7.7 | 11.5 [ 15.3 | 2707 [0.00055| 3.0 [ 45 [ 6.0
1/4 6,677 10.00080( 10.7 | 16.0 | 21.4 | 4,863 | 0.00060( 5.84 | 8.75 | 11.67 | 4874 |0.00080| 7.8 | 11.7 | 15.6 | 2537 |0.00060| 3.0 | 46 | 6.1
17/64 6,285 10.00089( 11.2 | 16.7 | 22.3 | 4,577 | 0.00066 [ 6.06 | 9.10 | 12.13 | 4588 |0.00089| 8.1 | 12.2 | 16.3 | 2388 |0.00066| 3.2 | 4.7 | 6.3
9/32 5,935 [0.00098| 11.6 [ 17.4 | 23.1 | 4,323 [0.00073| 6.27 | 9.40 | 12.54| 4333 [0.00098| 8.4 | 12.7 [ 16.9 | 2255 [0.00073| 3.3 | 49 [ 6.5
19/64 5,623 [0.00106| 11.9 [ 17.9 | 23.9 | 4,095 [0.00079| 6.45 | 9.67 |12.90| 4105 [0.00106| 8.7 | 13.1 [ 17.4 | 2137 [0.00079| 3.4 | 5.0 | 6.7
5/16 5,342 |0.00115] 12.3 | 18.4 | 24.6 | 3,890 [0.00085| 6.61 | 9.92 |13.23| 3900 [0.00115] 9.0 | 13.5 [ 17.9 | 2030 [0.00085| 3.5 | 52 | 6.9
21/64 5,088 [0.00124] 12.6 | 18.9 | 25.2 | 3,705 [0.00091| 6.76 | 10.14]13.52| 3714 [0.00124| 9.2 | 13.8 [ 18.4 | 1933 [0.00091| 3.5 | 53 [ 71
11/32 4,856 |0.00133| 12.9 | 19.3 | 25.7 | 3,537 [0.00098 | 6.90 [10.34 | 13.79 | 3545 | 0.00133| 9.4 | 14.1 | 18.8 | 1845 |0.00098| 3.6 | 54 | 7.2
23/64 4,645 10.00141| 13.1 | 19.7 | 26.2 | 3,383 | 0.00104 | 7.02 [ 10.53 | 14.04 | 3391 |0.00141| 9.6 | 14.4 | 19.2 | 1765 |0.00104| 3.7 | 55 | 7.3
3/8 4,452 10.00150( 13.4 | 20.0 | 26.7 | 3,242 | 0.00110| 7.13 [10.70| 14.26 | 3250 |0.00150| 9.7 | 14.6 | 19.5 [ 1692 |0.00110| 3.7 | 56 | 74
25/64 4,274 10.00156 | 13.4 | 20.0 | 26.7 | 3,112 | 0.00115[ 7.16 [ 10.74|14.32| 3120 |0.00156| 9.7 | 14.6 | 19.5 | 1624 |0.00115| 3.7 | 56 | 7.5
13/32 4,109 0.00163 | 13.4 | 20.0 | 26.7 | 2,993 |0.00120| 7.18 [ 10.77 | 14.36| 3000 |0.00163| 9.7 | 14.6 | 19.5 [ 1561 |0.00120| 3.7 | 56 | 7.5
27/64 3,957 10.00169| 13.4 [ 20.0 | 26.7 | 2,882 [0.00125]| 7.20 | 10.81|14.41| 2889 [0.00169| 9.7 | 14.6 [ 19.5 | 1504 [0.00125| 3.8 | 56 [ 7.5
7/16 3,816 [0.00175] 13.4 [ 20.0 | 26.7 | 2,779 [0.00130| 7.22 | 10.84 | 14.45| 2785 [0.00175| 9.7 | 14.6 [ 19.5 | 1450 (0.00130| 3.8 | 657 [ 7.5
29/64 3,684 [0.00181) 13.4 [ 20.0 | 26.7 | 2,683 [0.00135)| 7.24 | 10.87 | 14.49| 2689 [0.00181| 9.7 | 14.6 [ 19.5 | 1400 {0.00135| 3.8 | 5.7 | 7.6
15/32 3,561 [0.00188| 13.4 | 20.0 | 26.7 | 2,594 [0.00140| 7.26 | 10.89 | 14.52| 2600 [0.00188| 9.7 | 14.6 [ 19.5 | 1353 [0.00140| 3.8 | 5.7 | 7.6
31/64 3,446 |0.00194| 13.4 | 20.0 | 26.7 | 2,510 | 0.00145| 7.28 | 10.92 | 14.56 | 2516 |0.00194| 9.7 | 14.6 | 19.5 | 1310 [0.00145| 3.8 | 57 | 7.6
12 3,339 [0.00200| 13.4 [ 20.0 | 26.7 | 2,431 [0.00150| 7.29 | 10.94 | 14.59| 2437 [0.00200| 9.7 | 14.6 [ 19.5 | 1269 [0.00150| 3.8 | 5.7 | 7.6
9/16 2,968 10.00210( 12.5 | 18.7 | 24.9 | 2,161 |0.00158 | 6.81 [ 10.21)|13.62| 2166 |0.00210| 9.1 | 13.6 | 18.2 | 1128 |0.00158| 3.6 | 53 | 7.1
5/8 2,671 10.00220( 11.8 | 17.6 | 23.5 | 1,945 |0.00165| 6.42 | 9.63 | 12.84 | 1950 |0.00220| 8.6 | 12.9 | 17.2 | 1015 |0.00165| 3.3 | 5.0 | 6.7
11/16 2,428 10.00230( 11.2 | 16.8 | 22.3 [ 1,768 | 0.00173 | 6.10 | 9.15 | 12.20| 1773 |0.00230| 8.2 [ 12.2 | 16.3 | 923 |0.00173| 3.2 | 48 | 6.4
3/4 2,226 10.00240( 10.7 | 16.0 | 21.4 [ 1,621 |0.00180( 5.84 | 8.75 | 11.67 | 1625 |0.00240| 7.8 | 11.7 | 15.6 | 846 |0.00180| 3.0 | 46 | 6.1
7/8 1,908 [0.00260| 9.9 | 14.9 | 19.8 | 1,389 |0.00195| 5.42 | 8.13 [10.84 | 1393 |0.00260( 7.2 | 10.9 | 14.5 | 725 |0.00195( 2.8 | 42 | 57
1 1,669 [0.00280| 9.3 | 14.0 | 18.7 | 1,216 10.00210| 5.11 | 7.66 [10.21| 1219 |0.00280( 6.8 | 10.2 | 13.6 | 634 |0.00210( 2.7 | 4.0 | 53

Depth of TAP
cut -
THISE%E
—t e

rpm=sfmx3.82/D1
ipm=(inch/flute)x4xrpm

Unit/EAI: mm
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“HTH i

ISE/ISB Series Side CUTTING #I@EmtIH| W

TOOL STEELS CAST IRONS STAINLESS STEELS STAINLESS STEELS
A2, D2, H13, L2, M2, Gray, Malleable, Ductile (Free MachiNIng) (Difficult )

P20, S7, T15, W2 303, 416, 420F, 430F 440F 304, 304L,316, 316L
Hardness
BRINELL

] Ae(2)=0.05D Ae(3)=0.25D
Ae(4)=0.25D Ap(2)=1.5D Ae(4)=0.25D Ap(2) ) Ae(4)=0.25D Ap(2) 1.5D
Ap(3)=1.5D  Ap(4)=1.5D Ap(3)=1.5D  Ap(4)=1.5D Ap(3)=1.5D _Ap(4)=1.5D
MILL DIA. Feed (IPM) Feed (IPM) Feed (IPM) Feed (IPM)

inch 2Flutes 3 Flutes 2Flutes 3 Flutes 2Flutes 3 Flutes 2Flutes 3 Flutes
(inch) 4 Flutes 4 Flutes 4 Flutes 4 Flutes

1/64 17094 0.00001| 0.3 0.5 0.7 |77,806(0.00003| 4.7 | 7.0 | 9.3 |85935/0.00002| 3.4 | 52 | 6.9 |59,225|0.00002( 2.4 | 3.6 | 47
1/32 8547 10.00003| 0.4 0.6 0.9 |38,903(0.00006| 4.7 | 7.0 | 9.3 |42,967|0.00005| 4.3 | 6.4 | 8.6 |29,613|0.00004 2.4 | 3.6 | 47
3/64 5698 [0.00004| 0.4 0.6 0.8 |25,935/0.00010| 5.2 | 7.8 | 10.4 |28,645/0.00007| 4.0 | 6.0 | 8.0 [19,742|0.00006| 2.4 | 3.6 | 4.7
1/16 4274 [0.00005| 0.4 0.6 0.8 |19,451/0.00013| 5.1 7.6 [ 10.1 121,484|0.00009| 3.9 | 5.8 [ 7.7 |14,806|0.00008 2.4 | 3.6 | 4.7
5/64 3419 10.00006| 0.4 0.6 0.8 |15,561/0.00018| 5.6 | 8.4 [ 11.2 |17,187)|0.00012| 4.0 | 6.1 8.1 |11,845|0.00011| 2.6 | 39 | 5.2
3/32 2849 (0.00007| 0.4 0.6 0.8 |12,968(0.00023| 6.0 | 8.9 [ 11.9 |14,322|0.00015| 4.2 | 6.2 | 8.3 |9871)0.00014( 2.8 | 4.1 5.5
7/64 2442 (0.00009| 0.4 0.6 0.8 11,115(0.00027| 6.0 | 9.0 | 12.0 |12,276|0.00017| 4.2 | 64 [ 8.5 |8461]0.00017( 29 | 43 | 58
1/8 2137 (0.00010| 0.4 0.6 0.9 |9,726 (0.00030| 5.8 | 8.8 | 11.7 |10,742)0.00020| 4.3 | 6.4 | 8.6 |7,403|0.00020( 3.0 | 44 [ 59
9/64 1899 10.00013| 0.5 0.7 0.9 |8,645(0.00036| 6.3 | 9.4 [ 12.5 9,548 |0.00025| 4.8 | 7.2 [ 9.5 |6,5810.00024| 3.1 4.7 | 6.3
5/32 1709 10.00015( 0.5 0.8 1.0 | 7,781 [0.00043| 6.6 [ 9.9 | 13.2 | 8593 [0.00030| 5.2 | 7.7 | 10.3 [ 5923 [0.00028| 3.3 | 49 | 6.5
11/64 1554 10.00018| 0.5 0.8 1.1 | 7,073 [0.00049| 6.9 [ 10.3 | 13.8 | 7,812 [0.00035| 5.5 | 8.2 | 10.9 | 5,384 [0.00031| 3.4 | 5.0 | 6.7
3/16 1425 10.00020 | 0.6 0.9 1.1 [6,484 |0.00055( 7.1 | 10.7 | 14.3 | 7,161 [0.00040| 5.7 | 8.6 | 11.5 | 4,935|0.00035| 3.5 | 52 | 6.9
13/64 1315 0.00023| 0.6 0.9 1.2 | 5,985 (0.00061) 7.3 [ 11.0 | 14.7 | 6,610 [0.00045| 59 | 8.9 | 11.9 [ 4,556 [0.00039| 3.5 | 53 | 7.1
7/32 122110.00025| 0.6 0.9 1.2 | 5,558 [0.00068| 7.5 [ 11.3 [ 15.0 | 6,138 |0.00050| 6.1 9.2 | 12.3 [ 4,230 [0.00043| 3.6 | 54 | 7.2
15/64 1140 [0.00028| 0.6 0.9 1.3 | 5187 [0.00074) 7.7 [ 11.5 | 15.3 | 5,729 [0.00055| 6.3 | 9.5 | 12.6 | 3,948 [0.00046| 3.7 [ 55 | 7.3
1/4 1068 | 0.00030( 0.6 1.0 1.3 | 4,863 [0.00080) 7.8 [ 11.7 | 15.6 | 5371 [0.00060| 6.4 | 9.7 | 12.9 [ 3,702 [0.00050| 3.7 | 56 | 74
17/64 1006 | 0.00033| 0.7 1.0 1.3 | 4,577 [0.00089| 8.1 [ 12.2 | 16.2 | 5,065 [0.00066| 6.7 | 10.0 | 13.4 | 3,484 [0.00055| 3.8 | 67 | 7.7
9/32 950 10.00036| 0.7 1.0 1.4 4,323 [0.00098| 8.4 [ 12.6 | 16.9 | 4,774 [0.00073| 6.9 | 10.4 | 13.8 [ 3,290 [0.00060| 3.9 [ 69 | 7.9
19/64 900 1 0.00039| 0.7 1.1 1.4 |4,095(0.00106) 8.7 [ 13.1 | 17.4 | 4,523 [0.00079| 7.1 | 10.7 | 14.2 | 3,117 {0.00065| 4.1 6.1 8.1
5/16 855 10.00043| 0.7 1.1 1.5 |3,890[0.00115) 8.9 [ 13.4 | 17.9 | 4,297 [0.00085| 7.3 | 11.0 | 14.6 | 2,961 [0.00070| 4.1 6.2 | 83
21/64 814 10.00046| 0.7 1.1 1.5 | 3,705 [0.00124) 9.2 [ 13.8 | 18.3 | 4,092 [0.00091| 7.5 | 11.2 | 14.9 | 2,820 [0.00075| 4.2 | 6.3 | 85
11/32 777 10.00049| 0.8 1.1 1.5 [3,55370.00133| 9.4 | 14.1 | 18.7 | 3,906 [0.00098| 7.6 | 11.4 | 15.2 | 2,692 |0.00080| 4.3 | 6.5 | 8.6
23/64 743 10.00052( 0.8 1.2 1.5 | 3,383 [0.00141) 9.6 [ 14.3 | 19.1 | 3,736 [0.00104| 7.8 | 11.6 | 15.5 | 2,575 [0.00085| 4.4 | 6.6 | 8.8
3/8 712 10.00055( 0.8 1.2 1.6 | 3,242 {0.00150| 9.7 [ 14.6 | 19.5 | 3,581 [0.00110| 7.9 | 11.8 | 15.8 | 2,468 [0.00090| 4.4 | 6.7 | 8.9
25/64 684 10.00058| 0.8 1.2 1.6 | 3,112 {0.00156)| 9.7 [ 14.6 | 19.5 | 3,437 [0.00115| 7.9 | 11.9 | 15.8 | 2,369 [0.00094| 4.4 | 6.7 | 8.9
13/32 657 10.00060| 0.8 1.2 1.6 2,993 [0.00163) 9.7 [ 14.6 | 19.5 | 3,305 [0.00120| 7.9 | 11.9 | 15.9 | 2,278 [0.00098| 4.4 | 6.7 | 8.9
27/64 633 10.00063| 0.8 1.2 1.6 |2,882[0.00169| 9.7 [ 14.6 | 19.5 | 3,183 [0.00125| 8.0 | 11.9 | 15.9 [ 2,194 [0.00101]| 4.4 | 6.7 | 8.9
7/16 611 10.00065( 0.8 1.2 1.6 | 2,779 [0.00175) 9.7 [ 14.6 | 19.5 | 3,069 [0.00130| 8.0 | 12.0 | 16.0 | 2,115 [0.00105| 4.4 | 6.7 | 8.9
29/64 589 10.00068( 0.8 1.2 1.6 | 2,683 [0.00181) 9.7 [ 14.6 | 19.5 | 2,963 [0.00135| 8.0 | 12.0 | 16.0 | 2,042 [0.00109| 4.4 | 6.7 | 8.9
15/32 570 10.00070| 0.8 1.2 1.6 | 2,594 [0.00188) 9.7 [ 14.6 | 19.5 | 2,864 [0.00140| 8.0 | 12.0 | 16.0 | 1,974 [0.00125] 49 | 74 | 9.9
31/64 551 [0.00073| 0.8 1.2 1.6 [25100.00194| 9.7 | 14.6 | 19.5 | 2,772 [0.00145| 8.0 | 12.1 | 16.1 | 1,910 | 0.00116| 44 | 6.7 | 89

12 534 10.00075| 0.8 1.2 1.6 | 2,431 [0.00200) 9.7 [ 14.6 | 19.5 | 2,685 [0.00150| 8.1 | 12.1 | 16.1 | 1,851 [0.00120] 4.4 | 6.7 | 8.9
9/16 475 10.00079| 0.7 1.1 1.5 | 2,161 [0.00210) 9.1 [ 13.6 | 18.2 | 2,387 [0.00158| 7.5 | 11.3 | 15.0 | 1,645 [0.00125| 4.1 62 | 82
5/8 427 10.00083| 0.7 1.1 1.4 |1,945(0.00220| 8.6 [ 12.8 | 17.1 | 2,148 [0.00165| 7.1 | 10.6 | 14.2 | 1,481 [0.00130| 3.8 | 58 | 7.7

11/16 389 10.00086( 0.7 1.0 1.3 | 1,768 [0.00230| 8.1 [ 12.2 | 16.3 | 1,953 [0.00173| 6.7 | 10.1 | 13.5 [ 1,346 [0.00135| 3.6 [ 55 | 7.3
3/4 356 10.00090( 0.6 1.0 1.3 | 1,621[0.00240) 7.8 [ 11.7 | 15.6 | 1,790 [0.00180| 6.4 | 9.7 | 12.9 [ 1,234 [0.00140| 3.5 [ 52 | 6.9
7/8 305 10.00098( 0.6 0.9 1.2 11,389 [0.00260) 7.2 [ 10.8 | 14.4 | 1,535 [0.00195| 6.0 | 9.0 | 12.0 [ 1,058 [0.00155] 3.3 | 49 | 6.6

1 267 10.00105]| 0.6 0.8 1.1 11,216 {0.00280) 6.8 [ 10.2 | 13.6 | 1,343 [0.00210| 5.6 | 85 | 11.3 | 925 [0.00170| 3.1 4.7 | 6.3

Depth of cut
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SPEED TIGER

“HTH i

ISE ISB
=] =}
== P250-251 %.7P252
Specification page Specification page
ik
ISE/ISB Series Side CUTTING fl|Et#! JERACTIONAL 575
Side SUPER ALLOYS TITANIUM ALLOYS
Milling /ai (NICKEL,COBALT,IRON,BASE) Ti6AI4V,Ti6AI2Sn4Zr2Mo, Ti4Al4Mo2Sn0.5Si,Ti1 GRAPHITE
'//' Inconel 601,617,625,718,Incoly 800,Monel 0AI2Fe3Al, Ti5AI53Mo3Cr, Ti7Al4Mo, Ti3AI8VECr
l/ 400,Rene,Waspalloy 4Zr4Mo, TiIBAIBV6SN, Ti52 Cr3Sn3Al
Hardness
BRINELL
(502-752)
Ae(2)=0.05D Ae(3)=0.25D Ae(4)=0.25D Ae(2)=0.05D Ae(3)=0.25D Ae(4)=0.25D Ae(2)=0.05D Ae(3)=0.25D Ae(4)=0.25D
Ap(2)=1.5D  Ap(3)=1.5D Ap(4)=1.5D Ap(2)=1.5D  Ap(3)=1.5D Ap(4)=1.5D Ap(2)=1.5D  Ap(3)=1.5D Ap(4)=1.5D
MILL DIA. Feed (IPM) Feed (IPM) Feed (IPM)
(inch) 2Flutes 3 Flutes 4 Flutes 2 Flutes 3 Flutes 4 Flutes 2Flutes 3 Flutes 4 Flutes
15,097 | 0.00002 . . . 41,806 | 0.00002 . 2.5 . 153,289 | 0.00006
1/32 7,548 |0.00003 0.5 0.7 0.9 20,903 [ 0.00004 1.7 2.5 3.3 76,644 | 0.00012| 18.4 27.6 36.8
3/64 5,032 | 0.00005 0.5 0.7 0.9 13,935 | 0.00006 1.7 2.5 3.3 51,096 | 0.00020| 20.4 30.7 40.9
116 3,774 |0.00006 0.5 0.7 0.9 10,452 |0.00008 1.7 2.5 3.3 38,322 | 0.00026 | 19.9 29.9 39.9
5/64 3,019 [0.00010 0.6 0.9 1.1 8,361 |0.00011 1.8 2.8 3.7 30,658 | 0.00036| 22.1 33.1 441
3/32 2,516 [0.00013 0.7 1.0 1.3 6,968 |0.00014 2.0 2.9 3.9 25,548 [0.00046| 23.5 35.3 47.0
7/64 2,157 [0.00017 0.7 1.1 1.4 5,972 |0.00017 2.0 3.0 4.1 21,898 | 0.00054| 23.7 35.5 47.3
1/8 1,887 |0.00020 0.8 1.1 1.5 5,226 |0.00020 21 3.1 4.2 19,161 [0.00060| 23.0 34.5 46.0
9/64 1,677 |0.00023 0.8 1.1 1.5 4,645 |0.00024 2.2 3.3 4.4 17,032 [ 0.00073 | 24.7 37.0 49.4
5/32 1,510 |0.00025 0.8 1.1 1.5 4,181 |0.00028 2.3 3.4 4.6 15,329 [0.00085| 26.1 39.1 52.1
11/64 1,372 [0.00028 0.8 1.1 1.5 3,801 |0.00031 2.4 3.6 4.8 13,935 [0.00098| 27.2 40.8 54.3
3/16 1,258 [0.00030 0.8 1.1 1.5 3,484 |0.00035 2.4 3.7 4.9 12,774 [ 0.00110| 28.1 42.2 56.2
13/64 1,161 [0.00033 0.8 1.1 1.5 3,216 |0.00039 2.5 3.7 5.0 11,791 |1 0.00123| 28.9 43.3 57.8
7/32 1,078 [0.00035 0.8 1.1 1.5 2,986 |0.00043 2.5 3.8 5.1 10,949 [0.00135| 29.6 44.3 59.1
15/64 1,006 |0.00038 0.8 1.1 1.5 2,787 |0.00046 2.6 3.9 5.2 10,219 [0.00148| 30.1 45.2 60.3
1/4 944 | 0.00040 0.8 1.1 1.5 2,613 |0.00050 2.6 3.9 5.2 9,581 [0.00160| 30.7 46.0 61.3
17/64 888 | 0.00045 0.8 1.2 1.6 2,459 |0.00055 2.7 4.1 5.4 9,017 [(0.00178| 32.0 48.0 64.0
9/32 839 | 0.00050 0.8 1.3 1.7 2,323 |0.00060 2.8 4.2 5.6 8,516 [0.00195]| 33.2 49.8 66.4
19/64 795 | 0.00055 0.9 1.3 1.7 2,200 |0.00065 2.9 4.3 5.7 8,068 [0.00213| 34.3 51.4 68.6
5/16 755 | 0.00060 0.9 1.4 1.8 2,090 |0.00070 2.9 4.4 5.9 7,664 |0.00230| 35.3 52.9 70.5
21/64 719 |0.00065 0.9 1.4 1.9 1,991 |0.00075 3.0 4.5 6.0 7,299 [0.00248| 36.1 54.2 72.3
11/32 686 |0.00070 1.0 1.4 1.9 1,900 |[0.00080 3.0 4.6 6.1 6,968 |0.00265| 36.9 55.4 73.9
23/64 656 |0.00075 1.0 1.5 2.0 1,818 [0.00085 3.1 4.6 6.2 6,665 |0.00283| 37.7 56.5 75.3
3/8 629 |[0.00080 1.0 1.5 2.0 1,742 |0.00090 3.1 4.7 6.3 6,387 |0.00300( 38.3 57.5 76.6
25/64 604 |0.00083 1.0 1.5 2.0 1,672 |0.00094 3.1 4.7 6.3 6,132 |0.00313| 38.3 57.5 76.6
13/32 581 [0.00085 1.0 1.5 2.0 1,608 |[0.00098 3.1 4.7 6.3 5,896 |0.00325| 38.3 57.5 76.6
27/64 559 |0.00088 1.0 1.5 2.0 1,548 [0.00101 3.1 4.7 6.3 5,677 |0.00338| 38.3 57.5 76.6
7/16 539 [0.00090 1.0 1.5 1.9 1,493 |0.00105 3.1 4.7 6.3 5,475 |0.00350| 38.3 57.5 76.6
29/64 521 | 0.00093 1.0 1.4 1.9 1,442 10.00109 3.1 4.7 6.3 5,286 |0.00363| 38.3 57.5 76.6
15/32 503 |[0.00095 1.0 1.4 1.9 1,394 |0.00125 3.5 5.2 7.0 5,110 [0.00375| 38.3 57.5 76.6
31/64 487 |0.00098 0.9 1.4 1.9 1,349 |0.00116 3.1 4.7 6.3 4,945 |0.00388| 38.3 57.5 76.6
1/2 472 |0.00100 0.9 1.4 1.9 1,306 |0.00120 3.1 4.7 6.3 4,790 |0.00400( 38.3 57.5 76.6
9/16 419 |[0.00105 0.9 1.3 1.8 1,161 |]0.00125 2.9 4.4 5.8 4,258 |0.00420( 35.8 53.7 71.5
5/8 377 10.00110 0.8 1.2 1.7 1,045 |0.00130 2.7 4.1 5.4 3,832 [0.00440| 33.7 50.6 67.4
11/16 343 |0.00115 0.8 1.2 1.6 950 |0.00135 2.6 3.8 5.1 3,484 [0.00460| 32.1 48.1 64.1
3/4 315 |0.00120 0.8 1.1 1.5 871 0.00140 2.4 3.7 4.9 3,194 (0.00480| 30.7 46.0 61.3
7/8 270 |0.00155 0.8 1.3 1.7 747 [0.00155 2.3 3.5 4.6 2,737 |0.00520| 28.5 42.7 56.9
1 236 |0.00140 0.7 1.0 1.3 653 |0.00170 2.2 3.3 4.4 2,395 [0.00560| 26.8 40.2 53.7
L
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SPEED TIGER
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e P250-251 .5 P252

Specification page Specification page

“HTH i

ISE/ISB Series SLOT CUTTING E/NT FRACTIONAL i)

St Mg CARBON STEELS
) 1018, 1040, 1080, 1090,
f 10L50, 1140, 1212, 12L15,
1525, 1536

ALLOY STEELS TOOL STEELS TOOL STEELS
4140, 4150, 4320, 5120, A2, D2, H13, L2, M2, A2, D2, H13, L2, M2,
8630, 86L20, 50100 P20, 87, T15, W2 P20, S7, T15, W2

Hardness
BRINELL

(106-159)

Ae(2)=1D Ae(3)=1D Ae(3)=1D Ae(2)=1D Ae(3)=1D
Ae(4)=1D Ap(2)=1D Ap(2)=1D Ae(4)=1D Ap(2)=1D

Ae(4 p D
Ap(3)=0.5D Ap(4)=0.4D Ap(3)=0.5D Ap(4)=0.4D b Ap(4)=0.4D Ap(3)=0.5D Ap(4)=0.4D
MILL DIA. Feed (IPM) Feed (IPM) Feed (IPM) Feed (IPM)

inch 2Flutes 3 Flutes 2Flutes 3 Flutes 2Flutes 3 Flutes 2Flutes 3 Flutes
(inch) 4 Flutes 4 Flutes 4 Flutes 4 Flutes

1/64 85,470 0.00003| 5.1 7.7 [ 10.3 162,245/ 0.00002 | 2.49 | 3.73 [ 4.98 [ 62393 |0.00003| 3.7 | 56 | 7.5 |[32479(0.00002( 1.3 | 1.9 [ 2.6
1/32 42,73510.00006 | 5.1 7.7 [ 10.3 131,122/ 0.00005| 3.11 | 4.67 | 6.22 | 31197 | 0.00006 3.7 | 56 | 7.5 [16239(0.00005( 1.6 | 24 [ 3.2
3/64 28,490)0.00010( 5.7 | 85 | 11.4 [20,748]0.00007 [ 2.90 | 4.36 | 5.81 [ 20798 0.00010| 4.2 | 6.2 | 8.3 [10826)0.00007| 1.5 [ 2.3 | 3.0
1/16 21,368 10.00013 5.6 | 83 | 11.1 [15,561]0.00009 [ 2.80 | 4.20 | 5.60 [ 15598 |0.00013| 4.1 6.1 8.1 | 8120 [0.00009 1.5 | 22 | 2.9
5/64 17,094 (0.00018| 6.2 | 9.2 | 12.3 |12,449)|0.00012| 2.93 | 4.39 | 5.85 [ 12479)0.00018( 4.5 | 6.7 | 9.0 | 6496 [0.00012( 1.5 | 23 [ 31
3/32 14,245(0.00023| 6.6 | 9.8 | 13.1 |10,374)|0.00015| 3.01 | 4.51 [ 6.02 [ 10399 0.00023 4.8 | 7.2 | 9.6 | 5413 [0.00015( 1.6 | 24 [ 31
7/64 12,210 (0.00027| 6.6 | 9.9 | 13.2 | 8,892 0.00017 | 3.07 | 4.60 | 6.14 | 8913 | 0.00027 4.8 | 7.2 | 9.6 | 4640 [0.00017| 1.6 | 24 | 3.2
1/8 10,684 [0.00030| 6.4 | 9.6 | 12.8 | 7,781 0.00020 | 3.11 | 4.67 | 6.22 | 7799 |0.00030| 4.7 | 7.0 | 9.4 | 4060 [0.00020( 1.6 | 24 | 3.2
9/64 9,497 10.00036| 6.9 | 10.3 | 13.8 | 6,916 | 0.00025| 3.46 | 5.19 | 6.92 | 6933 |0.00036| 5.0 | 7.5 | 10.1 | 3609 |0.00025| 1.8 | 2.7 | 3.6
5/32 8,547 [0.00043| 7.3 [ 10.9 | 14.5 | 6,224 [0.00030| 3.73 | 5.60 | 7.47 | 6239 [0.00043| 5.3 | 8.0 [ 10.6 | 3248 |0.00030| 1.9 | 29 | 3.9
11/64 7,770 [0.00049| 7.6 [ 11.4 | 15.2 | 5659 [0.00035)| 3.96 | 5.94 | 7.92 | 5672 [0.00049| 5.5 [ 8.3 [ 11.1 | 2953 | 0.00035]| 2.1 3.1 4.1
3/16 7,123 [0.00055| 7.8 [ 11.8 | 15.7 | 5,187 [0.00040 | 4.15 | 6.22 | 8.30 | 5199 [0.00055| 5.7 | 8.6 [ 11.4 | 2707 |0.00040| 2.2 | 3.2 | 43
13/64 6,575 [0.00061| 8.1 [ 12.1 | 16.1 | 4,788 [0.00045)| 4.31 | 6.46 | 8.62 | 4799 [0.00061| 59 | 8.8 [ 11.8 | 2498 |0.00045| 2.2 | 3.4 | 45
7/32 6,105 [0.00068 | 8.2 [ 12.4 | 16.5 | 4,446 [0.00050 | 4.45 | 6.67 | 8.89 | 4457 [0.00068| 6.0 | 9.0 [ 12.0 | 2320 |0.00050| 2.3 | 3.5 | 4.6
15/64 5,698 [0.00074| 8.4 | 12.6 | 16.8 | 4,150 | 0.00055| 4.56 | 6.85 | 9.13 | 4160 |0.00074| 6.1 9.2 [ 12.3 | 2165 |0.00055| 2.4 | 3.6 | 4.8
1/4 5,342 [0.00080| 8.5 [ 12.8 | 17.1 | 3,890 [ 0.00060 | 4.67 | 7.00 | 9.34 | 3900 (0.00080| 6.2 | 9.4 [ 12.5 | 2030 |0.00060| 2.4 | 3.7 | 4.9
17/64 5,028 [0.00089| 8.9 [ 13.4 | 17.8 | 3,661 [0.00066| 4.85 | 7.28 | 9.70 | 3670 [0.00089| 6.5 | 9.8 [ 13.0 | 1911 |0.00066| 2.5 | 3.8 | 5.1
9/32 4,748 10.00098| 9.3 | 13.9 | 18.5 | 3,458 | 0.00073 [ 5.01 | 7.52 | 10.03 | 3466 | 0.00098| 6.8 | 10.1 | 13.5 | 1804 |0.00073| 2.6 [ 3.9 | 5.2
19/64 4,498 |10.00106 | 9.6 | 14.3 | 19.1 | 3,276 [0.00079 | 5.16 | 7.74 | 10.32| 3284 | 0.00106| 7.0 | 10.5 [ 14.0 | 1709 | 0.00079| 2.7 | 4.0 | 5.4
5/16 4,274 10.00115| 9.8 | 14.7 | 19.7 [ 3,112 [ 0.00085| 5.29 [ 7.94 | 10.58| 3120 | 0.00115) 7.2 [ 10.8 | 14.4 | 1624 |0.00085| 2.8 | 4.1 5.5
21/64 4,070 10.00124 | 10.1 | 15.1 | 20.1 [ 2,964 [ 0.00091 | 5.41 | 8.11 | 10.82| 2971 |0.00124| 7.4 | 11.0 | 14.7 | 1547 |0.00091| 2.8 [ 42 | 56
11/32 3,885 [0.00133| 10.3 [ 15.4 | 20.6 | 2,829 [0.00098 | 5.52 | 8.28 | 11.03 | 2836 [0.00133| 7.5 | 11.3 [ 15.0 | 1476 |0.00098| 2.9 | 43 | 5.8
23/64 3,716 [0.00141] 10.5 [ 15.7 | 21.0 | 2,706 [0.00104 | 5.62 | 8.42 | 11.23| 2713 [0.00141]| 7.7 | 11.5 [ 15.3 | 1412 |0.00104| 2.9 | 44 | 59
3/8 3,561 [0.00150| 10.7 [ 16.0 | 21.4 | 2,594 [0.00110 ) 5.71 | 8.56 | 11.41| 2600 [0.00150| 7.8 | 11.7 [ 15.6 | 1353 |0.00110| 3.0 | 4.5 | 6.0
25/64 3,419 [0.00156| 10.7 [ 16.0 | 21.4 | 2,490 [ 0.00115) 5.73 | 8.59 | 11.45| 2496 [0.00156| 7.8 | 11.7 [ 15.6 | 1299 |0.00115| 3.0 | 4.5 | 6.0
13/32 3,287 [0.00163| 10.7 [ 16.0 | 21.4 | 2,394 [0.00120 | 5.75 | 8.62 | 11.49| 2400 (0.00163| 7.8 | 11.7 [ 15.6 | 1249 |0.00120| 3.0 | 4.5 | 6.0
27/64 3,166 [0.00169| 10.7 | 16.0 | 21.4 | 2,305 [0.00125) 5.76 | 8.65 | 11.53 | 2311 [0.00169| 7.8 | 11.7 [ 15.6 | 1203 |0.00125] 3.0 | 4.5 | 6.0
7/16 3,053 |0.00175| 10.7 | 16.0 | 21.4 | 2,223 | 0.00130 | 5.78 | 8.67 | 11.56 | 2228 |0.00175| 7.8 | 11.7 | 15.6 | 1160 |0.00130| 3.0 | 4.5 | 6.0
29/64 2,947 [0.00181] 10.7 | 16.0 | 21.4 | 2,146 [0.00135) 5.80 | 8.69 | 11.59 | 2151 [0.00181| 7.8 | 11.7 [ 15.6 | 1120 |0.00135| 3.0 | 4.5 | 6.0
15/32 2,849 [0.00188| 10.7 [ 16.0 | 21.4 | 2,075 [0.00140) 5.81 | 8.71 | 11.62| 2080 [0.00188| 7.8 | 11.7 [ 15.6 | 1083 |0.00140| 3.0 | 4.5 | 6.1
31/64 2,757 [0.00194| 10.7 [ 16.0 | 21.4 | 2,008 [ 0.00145) 5.82 | 8.73 | 11.65| 2013 [0.00194| 7.8 | 11.7 [ 15.6 | 1048 |0.00145| 3.0 | 4.6 | 6.1
12 2,671 [0.00200| 10.7 [ 16.0 | 21.4 | 1,945 [0.00150 | 5.84 | 8.75 | 11.67 | 1950 [0.00200| 7.8 | 11.7 [ 15.6 | 1015 |0.00150| 3.0 | 4.6 | 6.1
9/16 2,374 [0.00210| 10.0 [ 15.0 | 19.9 | 1,729 [0.00158 | 5.45 | 8.17 | 10.89| 1733 [0.00210| 7.3 | 10.9 [ 14.6 | 902 |0.00158| 2.8 | 43 | 5.7
5/8 2,137 [0.00220| 9.4 [ 14.1 | 18.8 | 1,556 [0.00165) 5.14 | 7.70 | 10.27 | 1560 [0.00220| 6.9 | 10.3 [ 13.7 | 812 |0.00165| 2.7 | 4.0 | 54
11/16 1,943 |0.00230( 8.9 | 13.4 | 17.9 | 1,415 ]0.00173 | 4.88 | 7.32 | 9.76 | 1418 |0.00230| 6.5 | 9.8 | 13.0 [ 738 [0.00173| 2.5 [ 3.8 | 51

3/4 1,781 0.00240| 8.5 | 12.8 | 17.1 | 1,297 | 0.00180 | 4.67 | 7.00 | 9.34 | 1300 |0.00240( 6.2 | 9.4 | 12.5 | 677 [0.00180 2.4 | 3.7 | 4.9

7/8 1,526 [0.00260| 7.9 [ 11.9 | 15.9 [ 1,112 |0.00195| 4.33 | 6.50 | 8.67 | 1114 [0.00260| 5.8 [ 8.7 | 11.6 | 580 [0.00195| 2.3 | 34 | 45

1 1,335 [0.00280| 7.5 [ 11.2 | 15.0 | 973 |0.00210 | 4.08 | 6.13 | 8.17 | 975 [0.00280| 5.5 [ 8.2 | 10.9 [ 507 [0.00210| 2.1 32 [ 43
—t—t—re

Depth of cut IAp
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ISE/ISB Series SLOT CUTTING E/NT FRACTIONAL i)

Slot Milling
TOOL STEELS STAINLESS STEELS STAINLESS STEELS

]
) A2, D2, H13, L2, M2, CRSITIRONS (Free MachiNing) (Difficult )

P20, 87, T15, W2

Hardness > 475 < <
> 50
—

Gz, WEeblts, DuEE 303, 416, 420F, 430F 440F 304, 304L,316, 316L

-306) (225-337)
Ae(2)=1D  Ae(3)=1 Ae(3)=1D Ae(3)=1D
Ae(4)=1D  Ap(2)=1 Ap(2)=1D Ap(2)=1D
Ap(4)=0.4D Ap(3)=0.5D  Ap(4)= 04D =0. Ap(4)=0.4D : Ap(4)=0.4D
MILL DIA. Feed (IPM) Feed (IPM) Feed (IPM) Feed (IPM)
- 2Flutes 3 Flutes 2Flutes 3 Flutes 2Flutes 3 Flutes 2Flutes 3 Flutes
(inch) 4 Flutes 4 Flutes 4 Flutes 4 Flutes
1/64 13675]0.00001| 0.3 [ 0.4 | 0.5 [62,245/0.00003| 3.7 | 5.6 [ 7.5 |68,748/0.00002| 2.7 | 41 5.5 [47,380]0.00002| 19 | 2.8 [ 3.8
1/32 6838 | 0.00003| 0.3 | 0.5 | 0.7 [31,122{0.00006| 3.7 [ 56 | 7.5 [34,374/0.00005( 3.4 | 5.2 [ 6.9 [23,690|0.00004| 19 | 2.8 | 3.8
3/64 4558 10.00004| 0.3 | 0.5 | 0.6 |20,748(0.00010| 4.1 6.2 | 8.3 [22916(0.00007| 3.2 | 4.8 | 6.4 ([15793|0.00006 1.9 | 2.8 [ 3.8
116 3419 10.00005( 0.3 | 0.5 | 0.6 [15561({0.00013| 4.0 | 6.1 8.1 |17,187]0.00009 | 3.1 46 [ 6.2 [11,845/0.00008| 19 | 2.8 | 3.8
5/64 27350.00006 0.3 | 0.5 | 0.6 |12,449({0.00018| 4.5 [ 6.7 | 9.0 [13,750/0.00012| 3.2 | 4.8 | 6.5 [9476]0.00011| 2.1 3.1 4.2
3/32 2279 0.00007| 0.3 | 0.5 | 0.7 [10,374{0.00023| 4.8 [ 7.2 | 9.5 [11,458|0.00015 3.3 | 5.0 | 6.6 [7,8970.00014| 2.2 | 3.3 | 44
7/64 1954 [0.00009| 0.3 | 0.5 | 0.7 |8892]0.00027| 4.8 | 7.2 | 9.6 [9821(0.00017| 3.4 | 5.1 6.8 [6,7690.00017| 2.3 | 3.5 [ 4.6
1/8 1709 [0.00010| 0.3 | 0.5 | 0.7 |7,781]0.00030| 4.7 | 7.0 | 9.3 |8593[0.00020| 3.4 | 52 | 6.9 |5923|0.00020( 24 | 3.6 | 47
9/64 1519 10.00013| 04 | 0.6 | 0.8 |6,916|0.00036| 5.0 | 7.5 | 10.0 | 7,639 |0.00025| 3.8 | 5.7 | 7.6 |5264[0.00024| 2.5 [ 3.8 | 5.0
5/32 1368 [0.00015| 0.4 | 0.6 | 0.8 |6,224 10.00043| 53 | 7.9 | 10.6 | 6,875 [0.00030| 4.1 6.2 | 82 |4738[0.00028| 2.6 | 39 | 52
11/64 1243 [0.00018| 0.4 | 0.7 | 0.9 |5659|0.00049| 55 | 8.3 | 11.0 | 6,250 [0.00035| 4.4 | 6.6 | 8.7 |4,307|0.00031| 2.7 | 40 | 54
3/16 1140 |1 0.00020 0.5 | 0.7 | 0.9 |5187 [0.00055| 5.7 | 8.6 | 11.4 [ 5729 |0.00040( 4.6 | 6.9 [ 9.2 |3948|0.00035| 2.8 | 41 5.5
13/64 1052 [0.00023| 0.5 | 0.7 | 0.9 |4,788|0.00061| 5.9 | 8.8 | 11.7 [ 5288 [0.00045| 4.8 | 7.1 9.5 [3,645)0.00039| 2.8 | 42 | 56
7/32 977 10.00025| 0.5 | 0.7 1.0 | 4,446 [0.00068| 6.0 [ 9.0 | 12.0 [ 4911 |0.00050| 4.9 | 7.4 [ 9.8 [3,384)0.00043| 29 | 43 [ 58
15/64 912 10.00028| 0.5 | 0.8 1.0 | 4,150 [0.00074| 6.1 9.2 | 12.2 (4,583 [0.00055| 5.0 | 7.6 | 10.1 [3,159]0.00046| 2.9 | 44 [ 58
1/4 855 10.00030| 0.5 | 0.8 1.0 |3,890 [0.00080| 6.2 [ 9.3 | 12.4 [ 4,297 |0.00060| 5.2 | 7.7 [ 10.3 [2,961]0.00050| 3.0 | 44 [ 59
17/64 804 10.00033| 0.5 | 0.8 1.1 |3,661[0.00089| 6.5 [ 9.7 | 13.0 [ 4,044 |0.00066| 5.4 | 8.0 [ 10.7 [ 2,787 |0.00055| 3.1 46 | 61
9/32 760 10.00036| 0.6 | 0.8 1.1 3,458 [0.00098| 6.7 | 10.1 | 13.5 | 3,819 |0.00073| 5.5 | 83 [ 11.1 [2,632]0.00060| 3.2 | 4.7 | 6.3
19/64 720 |0.00039| 0.6 | 0.9 1.1 3,276 [0.00106| 7.0 [ 10.4 | 13.9 [ 3,618 |0.00079| 5.7 | 8.5 [ 11.4 [2494]0.00065| 3.2 | 49 [ 6.5
5/16 684 10.00043| 0.6 | 0.9 1.2 | 3,112 [0.00115] 7.2 [ 10.7 | 14.3 [ 3,437 |0.00085| 5.8 | 8.8 [ 11.7 [ 2,369 |0.00070| 3.3 | 5.0 | 6.6
21/64 651 10.00046| 0.6 | 0.9 1.2 12964 [0.00124| 7.3 [ 11.0 | 14.7 [ 3,274 |0.00091| 6.0 | 9.0 [ 11.9 [ 2,256 |0.00075| 3.4 | 5.1 6.8
11/32 622 10.00049| 0.6 | 0.9 1.2 12,829 (0.00133] 7.5 [ 11.2 | 15.0 [ 3,125 | 0.00098 | 6.1 9.1 | 12.2 12,154 [0.00080| 3.4 [ 52 | 6.9
23/64 595 10.00052| 0.6 | 0.9 1.2 12,706 [{0.00141] 7.6 [ 11.5 | 15.3 [ 2,989 |0.00104| 6.2 | 9.3 [ 12.4 [ 2,060 0.00085| 3.5 | 63 [ 7.0
3/8 570 10.00055| 0.6 | 0.9 1.3 12594 [0.00150| 7.8 [ 11.7 | 15.6 [ 2,864 [0.00110| 6.3 | 9.5 [ 12.6 [1,974]0.00090| 3.6 | 63 [ 7.1
25/64 547 10.00058| 0.6 | 0.9 1.3 12490 [0.00156| 7.8 [ 11.7 | 15.6 [ 2,750 [0.00115| 6.3 | 9.5 | 12.6 [ 1,895)0.00094| 3.6 | 63 [ 7.1
13/32 526 10.00060| 0.6 | 0.9 1.3 [2,39410.00163| 7.8 | 11.7 | 15.6 | 2,644 [0.00120| 6.3 | 9.5 [ 12.7 | 1,822 (0.00098| 3.6 | 53 | 7.1
27/64 506 |0.00063| 0.6 | 0.9 1.3 [2,305)0.00169| 7.8 | 11.7 | 15.6 | 2,546 [0.00125| 6.4 | 9.5 [ 12.7 | 1,755 [0.00101] 3.6 | 53 | 7.1
7/16 488 |0.00065| 0.6 1.0 1.3 12,223 [0.00175]| 7.8 [ 11.7 | 15.6 [ 2,455 [0.00130| 6.4 | 9.6 [ 12.8 [ 1,692 |0.00105| 3.6 | 53 [ 7.1
29/64 472 10.00068 | 0.6 1.0 1.3 2,146 [0.00181]| 7.8 [ 11.7 | 15.6 [ 2,371 [0.00135| 6.4 | 9.6 [ 12.8 [ 1,634 |0.00109| 3.6 | 53 [ 7.1
15/32 456 |0.00070( 0.6 1.0 1.3 |2,075(0.00188| 7.8 [ 11.7 | 15.6 [ 2,292 |0.00140| 6.4 | 9.6 [ 12.8 [1,579]0.00125| 3.9 | 59 [ 7.9
31/64 441 10.00073| 0.6 1.0 1.3 12,008 [0.00194]| 7.8 [ 11.7 | 15.6 [ 2,218 [0.00145| 6.4 | 9.6 [ 12.9 [ 1,528 |0.00116| 3.6 | 653 [ 7.1
12 427 10.00075( 0.6 1.0 1.3 1,945 [0.00200| 7.8 [ 11.7 | 15.6 [ 2,148 [0.00150| 6.4 | 9.7 [ 12.9 [1,481]0.00120| 3.6 | 63 [ 7.1
9/16 380 |0.00079| 0.6 | 0.9 1.2 11,729 {0.00210| 7.3 [ 10.9 | 14.5 [ 1,910 |0.00158| 6.0 | 9.0 [ 12.0 [ 1,316 |0.00125| 3.3 | 4.9 [ 6.6
5/8 342 10.00083| 0.6 | 0.8 1.1 1,556 [0.00220| 6.8 [ 10.3 | 13.7 [ 1,719 |0.00165| 5.7 | 85 [ 11.3 [ 1,185]0.00130| 3.1 46 | 6.2
11/16 311 [0.00086| 0.5 | 0.8 1.1 11,415(0.00230| 6.5 [ 9.8 | 13.0 [ 1,562 [0.00173| 5.4 | 81 [ 10.8 [1,077]0.00135| 29 | 44 [ 58
3/4 285 [0.00090| 0.5 0.8 1.0 [1,297 10.00240 | 6.2 9.3 | 12.4 |1 1,432 ]0.00180| 5.2 7.7 | 10.3 [ 987 |0.00140| 2.8 | 4.1 5.5
7/8 244 [0.00098| 0.5 | 0.7 1.0 | 1,112 [0.00260| 5.8 | 8.7 | 11.6 [ 1,228 |0.00195| 4.8 | 7.2 | 9.6 | 846 |0.00155| 2.6 | 3.9 | 5.2
1 214 10.00105| 0.4 | 0.7 | 0.9 | 973 |0.00280( 5.4 | 8.2 | 10.9 | 1,074 |0.00210| 4.5 [ 6.8 | 9.0 | 740 |0.00170 2.5 | 3.8 | 5.0
—f—t—he
Depth of cut :|:Ap
TIHI S 8%

rpm=sfmx3.82/D1
ipm=(inch/flute)x4xrpm

Unit/EAI: mm
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ik
ISE/ISB Series SLOT CUTTING &/l T JERACTIONAL 57
Slot Milling SUPERALLOYS TITANIUM ALLOYS
” (NICKEL,COBALT,IRON,BASE) Ti6AI4V,Ti6A.I28n4Zr2Mo,Ti.4AI4M028.nO.SSi,Ti1 GRAPHITE
Inconel 601,617,625,718,Incoly 800,Monel [ 0AI2Fe3Al, Ti5AI53Mo3Cr, Ti7Al4Mo, Ti3AI8V6Cr
400,Rene,Waspalloy 4Zr4Mo, TiBAIBV6SN, Ti52 Cr3Sn3Al
Hardness
BRINELL
(399-599)
Ae(3 Ae(4)=1D Ae(2)=1D Ae(3 Ae(4)=1D Ae(2)=1D Ae(3)=1D Ae(4)=1D
Ap(3)=0.5D  Ap(4)=0.4D Ap(2)=1D Ap(3)=0.5D  Ap(4)=0.4D Ap(2)=1D Ap(3)=0.5D  Ap(4)=0.4D
MILL DIA. Feed (IPM) Feed (IPM) Feed (IPM)
(inch) 2Flutes 3 Flutes 4 Flutes 2Flutes 3 Flutes 4 Flutes 2Flutes 3 Flutes 4 Flutes
0.00002 . . . 33,445 [0.00002 . . . 122,631 0.00006
1/32 6,039 | 0.00003 0.4 0.5 0.7 16,722 |0.00004 1.3 2.0 2.7 61,316 [0.00012| 14.7 221 29.4
3/64 4,026 | 0.00005 0.4 0.5 0.7 11,148 [0.00006 1.3 2.0 2.7 40,877 [0.00020| 16.4 24.5 32.7
1/16 3,019 [0.00006 0.4 0.5 0.7 8,361 |0.00008 1.3 2.0 2.7 30,658 | 0.00026| 15.9 23.9 31.9
5/64 2,415 [0.00010 0.5 0.7 0.9 6,689 | 0.00011 1.5 2.2 2.9 24,526 [0.00036| 17.7 26.5 35.3
3/32 2,013 [0.00013 0.5 0.8 1.0 5,574 |0.00014 1.6 2.3 3.1 20,439 [0.00046| 18.8 28.2 37.6
7/64 1,725 |0.00017 0.6 0.9 1.1 4,778 |0.00017| 1.6 24 3.2 17,519 [0.00054| 18.9 28.4 37.8
1/8 1,510 |0.00020 0.6 0.9 1.2 4,181 |0.00020( 1.7 25 3.3 15,329 [0.00060| 18.4 27.6 36.8
9/64 1,342 |0.00023 0.6 0.9 1.2 3,716 |0.00024| 1.8 2.6 3.5 13,626 [0.00073| 19.8 29.6 39.5
5/32 1,208 |0.00025| 0.6 0.9 1.2 3,344 |0.00028| 1.8 2.8 3.7 12,263 [0.00085| 20.8 31.3 41.7
11/64 1,098 |0.00028| 0.6 0.9 1.2 3,040 |0.00031 1.9 2.9 3.8 11,148 | 0.00098 | 21.7 32.6 43.5
3/16 1,006 |0.00030| 0.6 0.9 1.2 2,787 |0.00035| 2.0 2.9 3.9 10,219 [0.00110| 22.5 33.7 45.0
13/64 929 [0.00033| 0.6 0.9 1.2 2,573 ]0.00039| 2.0 3.0 4.0 9,433 [0.00123| 23.1 34.7 46.2
7/32 863 [0.00035| 0.6 0.9 1.2 2,389 |0.00043| 2.0 3.0 4.1 8,759 [0.00135| 23.7 35.5 47.3
15/64 805 |0.00038| 0.6 0.9 1.2 2,230 |0.00046| 2.1 3.1 4.1 8,175 [0.00148| 24.1 36.2 48.2
1/4 755 | 0.00040 0.6 0.9 1.2 2,090 |0.00050| 2.1 3.1 4.2 7,664 [0.00160| 24.5 36.8 49.1
17/64 710 |0.00045 0.6 1.0 1.3 1,967 |0.00055 2.2 3.2 4.3 7,214 [0.00178| 25.6 38.4 51.2
9/32 671 | 0.00050 0.7 1.0 1.3 1,858 |0.00060| 2.2 3.3 4.5 6,813 [0.00195| 26.6 39.9 53.1
19/64 636 | 0.00055 0.7 1.0 1.4 1,760 |0.00065| 2.3 3.4 4.6 6,454 [0.00213| 27.4 411 54.9
5/16 604 | 0.00060 0.7 1.1 1.4 1,672 |0.00070( 2.3 3.5 4.7 6,132 [0.00230| 28.2 42.3 56.4
21/64 575 | 0.00065 0.7 1.1 1.5 1,693 |0.00075( 2.4 3.6 4.8 5,840 [0.00248| 28.9 43.4 57.8
11/32 549 |0.00070 0.8 1.2 1.5 1,520 [0.00080| 2.4 3.6 4.9 5,574 |0.00265| 29.5 44.3 59.1
23/64 525 [0.00075 0.8 1.2 1.6 1,454 [0.00085| 2.5 3.7 4.9 5,332 |0.00283| 30.1 45.2 60.2
3/8 503 [0.00080 0.8 1.2 1.6 1,394 [0.00090| 2.5 3.8 5.0 5,110 [0.00300| 30.7 46.0 61.3
25/64 483 |0.00083 0.8 1.2 1.6 1,338 [0.00094| 2.5 3.8 5.0 4,905 |0.00313| 30.7 46.0 61.3
13/32 465 | 0.00085 0.8 1.2 1.6 1,286 [0.00098| 2.5 3.8 5.0 4,717 |0.00325| 30.7 46.0 61.3
27/64 447 | 0.00088 0.8 1.2 1.6 1,239 [0.00101 2.5 3.8 5.0 4,542 |0.00338| 30.7 46.0 61.3
7/16 431 | 0.00090 0.8 1.2 1.6 1,194 10.00105| 2.5 3.8 5.0 4,380 |0.00350| 30.7 46.0 61.3
29/64 416 | 0.00093 0.8 1.2 1.5 1,153 10.00109( 2.5 3.8 5.0 4,229 |0.00363| 30.7 46.0 61.3
15/32 403 |0.00095| 0.8 1.1 1.5 1,115 [0.00125| 2.8 4.2 5.6 4,088 |0.00375| 30.7 46.0 61.3
31/64 390 [0.00098| 0.8 1.1 1.5 1,079 | 0.00116| 2.5 3.8 5.0 3,956 [0.00388| 30.7 46.0 61.3
12 377 [0.00100| 0.8 1.1 1.5 1,045 10.00120( 2.5 3.8 5.0 3,832 [0.00400| 30.7 46.0 61.3
9/16 335 |[0.00105( 0.7 1.1 1.4 929 |0.00125( 2.3 3.5 4.6 3,406 [0.00420| 28.6 42.9 57.2
5/8 302 |0.00110 0.7 1.0 1.3 836 |0.00130( 2.2 3.3 4.3 3,066 [0.00440| 27.0 40.5 54.0
11/16 274 [0.00115 0.6 0.9 1.3 760 [0.00135| 2.1 3.1 4.1 2,787 |0.00460| 25.6 38.5 51.3
3/4 252 [0.00120| 0.6 0.9 1.2 697 |0.00140( 2.0 2.9 3.9 2,555 |0.00480| 24.5 36.8 49.1
7/8 216 [0.00155| 0.7 1.0 1.3 597 [0.00155| 1.9 2.8 3.7 2,190 |0.00520| 22.8 34.2 45.5
1 189 |0.00140 0.5 0.8 1.1 523 [0.00170| 1.8 2.7 3.6 1,916 |0.00560| 21.5 32.2 42.9
—t—f—Ae
Depth of cut IAp
TS &%

rpm=sfmx3.82/D1
ipm=(inch/flute)x4xrpm

Unit/EEfI: mm
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IAE5 / IAUESeries Cutting Condition 1Z#t7]4| FRACTIONAL 5|

Side Milling

[), ALUMINUM ALLOYS COPPERALLOYS
//,! 2017,2024,356,6061,7075 Alum Bronze,C110,Muntz Brass

¢

Hardness
BRINELL

= 76.4 HRB
533 (446~669)

MILL DIA. Feed (IPM) Feed (IPM) Feed (IPM) Feed (IPM)
(inch) IAUE-3Flutes | IAE5-2Flutes IAUE-3Flutes | IAE5-2Flutes

1/8 29,380 0.00060 52.9 35.3 16,193 0.00030 14.6 9.7
3/16 19,587 0.00110 64.6 431 10,795 0.00055 17.8 11.9
1/4 14,690 0.00160 70.5 47.0 8,096 0.00080 19.4 133
5/16 11,752 0.00230 81.1 54.1 6,477 0.00115 22.3 14.9
3/8 9,793 0.00300 88.1 58.8 5,398 0.00150 24.3 16.2
1/2 7,345 0.00400 88.1 58.8 4,048 0.00200 243 16.2
5/8 5,876 0.00440 77.6 51.7 3,239 0.00220 214 143
3/4 4,897 0.00480 70.5 47.0 2,699 0.00240 19.4 13

1 3,673 0.00560 61.7 411 2,024 0.00280 17.0 11.3

Depth of cut
tIHIE &%

rpm=sfmx3.82/D1
Feed(IPM)=RPM x Fz x T(Flute)

Slot Milling
a ALUMINUM ALLOYS COPPER ALLOYS
) 2017,2024,356,6061,7075 Alum Bronze,C110,Muntz Brass
Hardness
BRINELL
= 76.4 HRB
648~972) 446 (357~535)
MILL DIA. Feed (IPM) Feed (IPM) Feed (IPM) Feed (IPM)
(inch) IAUE-3Flutes IAE5-2Flutes IAUE-3Flutes IAE5-2Flutes
1/8 23,504 0.00060 42.3 28.2 12,954 0.00030 11.7 7.8
3/16 15,670 0.00110 51.7 34.5 8,636 0.00055 14.2 9.5
1/4 11,752 0.00160 56.4 37.6 6,477 0.00080 15.5 10.4
5/16 9,402 0.00230 64.9 43.2 5,182 0.00115 17.9 11.9
3/8 7,835 0.00300 70.5 47.0 4,318 0.00150 19.4 13.0
12 5,876 0.00400 70.5 47.0 3,239 0.00200 19.4 13.0
5/8 4,701 0.00440 62.1 41.4 2,591 0.00220 17.1 11.4
3/4 3,917 0.00480 56.4 37.6 2,159 0.00240 15.5 10.4
1 2,938 0.00560 49.4 32.9 1,619 0.00280 13.6 9.1
—t—f—Ae
Depth of cut IAP
HEEE

rpm=sfmx3.82/D1
Feed(IPM)=RPM x Fz x T(Flute)

Unit/EAI: mm
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IPVE Series Side CUTTING &Y FRACTIONAL i)

CARBON STEELS

018 o1 1080, 1060 ALLOY STEELS TOOL STEELS TOOL STEELS TOOL STEELS
o O e 1o | 4140, 4150, 4320, 5120, A2, D2, H13, L2, M2, A2, D2, H13, L2, M2, A2, D2, H13, L2, M2,
R | 5150, 8630, 86L20, 50100 P20, S7, T15, W2 P20, S7, T15, W2 P20, S7, T15, W2
Hardness =<
BRINELL 598
=398
(72-108)
Ae=0.5D Ae=0.5D
Ap=1.5D Ap=1.5D
Feed Feed
M'('i‘r']‘cﬁ;A' (IPM) (IPM)
4 Flutes 4 Flutes
118 16,894 | 0.00040| 270 | 9629 | 0.00030 | 1156 | 12,332 | 0.00050 | 247 | 6.420 | 0.00040 | 10.3 | 2,703 |0.00020| 2.2
/64 15,017 |0.00048| 285 | 8559 | 0.00028 | 942 | 10,962 | 0.00059 | 25.8 | 5706 | 0.00048 | 10.8 | 2,403 |0.00024| 2.3

5/32 13,615 | 0.00055| 29.7 7,704 | 0.00035 10.78 9,866 | 0.00068 | 26.6 | 5,136 | 0.00055 1.3 2,162 |0.00028 | 2.4
11/64 12,286 | 0.00063| 30.7 7,003 | 0.00043 11.91 8,969 | 0.00076 | 27.4 | 4,669 | 0.00063 1.7 1,966 [0.00031 25

3/16 11,262 [ 0.00070| 31.5 6,420 | 0.00050 12.84 8,222 | 0.00085 | 28.0 | 4,280 [ 0.00070 12.0 1,802 (0.00035| 2.5
13/64 10,396 | 0.00078| 32.2 5,926 | 0.00058 13.63 7,589 | 0.00094 28,5 | 3,951 | 0.00078 12.2 1,663 [(0.00039 | 2.6
7132 9,654 |0.00085| 32.8 5,503 | 0.00065 14.31 7,047 | 0.00103 | 28.9 | 3,668 | 0.00085 12.5 1,545 (0.00043 | 2.6
15/64 9,010 |0.00093| 33.3 5,136 | 0.00073 14.89 6,577 | 0.00111 29.3 | 3,424 | 0.00093 12.7 1,442 (0.00046 2.7
1/4 8,447 |0.00100| 33.8 4,815 | 0.00080 15.41 6,166 | 0.00120 29.6 | 3,210 | 0.00010 1.3 1,351 (0.00005| 0.3
17/64 7,950 |0.00113| 35.8 4,531 | 0.00088 15.86 5,803 | 0.00134 31.0 | 3,021 | 0.00113 13.6 1,272 (0.00056 | 2.9
9/32 7,508 |0.00123| 36.9 4,280 | 0.00095 16.26 5,481 | 0.00148 | 323 | 2,853 | 0.00123 14.0 1,201 [ 0.00061 29
19/64 7,113 [0.00134| 38.1 4,054 | 0.00103 16.62 5,193 | 0.00161 33.5 | 2,703 | 0.00134 14.5 1,138 [0.00067 [ 3.0
5/16 6,757 |0.00145| 39.2 3,852 | 0.00110 16.95 4,933 | 0.00175 | 345 | 2,568 | 0.00145 14.9 1,081 (0.00073 | 3.1
21/64 6,436 |0.00156 | 40.2 3,668 | 0.00118 17.24 4,698 | 0.00189 | 355 | 2,446 | 0.00156 15.3 1,030 (0.00078 | 3.2
11/32 6,143 |0.00168| 41.3 3,502 | 0.00125 17.51 4,485 | 0.00203 | 36.3 | 2,334 | 0.00168 15.6 983 |0.00084| 3.3
23/64 5,876 |0.00178| 41.8 3,349 | 0.00133 17.75 4,290 | 0.00216 371 2,233 | 0.00179 16.0 940 |0.00089| 3.4
3/8 5,631 |0.00190| 42.8 3,210 | 0.00140 17.97 4,111 | 0.00230 37.8 | 2,140 | 0.00190 16.3 901 |0.00095| 3.4
25/64 5,406 |0.00198| 427 3,081 | 0.00146 18.03 3,946 | 0.00239 | 37.7 | 2,054 | 0.00198 16.2 865 |0.00099| 3.4

13/32 5,198 |0.00205| 426 2,963 | 0.00153 18.07 3,795 | 0.00248 37.6 1,975 [ 0.00205 16.2 832 |0.00103| 3.4
27/64 5,006 |0.00213| 425 2,853 | 0.00159 18.12 3,654 | 0.00256 375 1,902 [ 0.00213 16.2 801 |0.00106| 3.4
7116 4,827 |0.00220  42.5 2,751 | 0.00165 18.16 3,524 | 0.00265 37.3 1,834 | 0.00220 16.1 772 10.00110 34
29/64 4,660 |0.00228 | 42.4 2,656 | 0.00171 18.20 3,402 | 0.00274 37.3 1,771 | 0.00228 16.1 746 |0.00114 3.4
15/32 4,505 |0.00235( 42.3 2,568 | 0.00178 18.23 3,289 | 0.00283 | 37.2 1,712 | 0.00235 16.1 721 10.00118 3.4
31/64 4,360 |0.00243 | 423 2,485 | 0.00184 18.26 3,183 | 0.00231 29.4 1,657 [ 0.00243 16.1 698 |0.00121 3.4

12 4,223 |0.00250 | 42.2 2,407 | 0.00190 18.30 3,083 | 0.00300 37.0 1,605 [ 0.00250 16.0 676 |[0.00125( 3.4
9/16 3,754 |0.00210| 31.5 2,140 | 0.00215 18.40 2,741 | 0.00345 | 37.8 1,427 | 0.00285 16.3 601 |[0.00143( 3.4
5/8 3,379 |0.00310| 41.9 1,926 | 0.00240 18.49 2,466 | 0.00390 38.5 1,284 | 0.00320 16.4 541 |0.00160| 3.5
11/16 3,072 |0.00315| 38.7 1,751 | 0.00245 17.16 2,242 | 0.00405 36.3 1,167 | 0.00335 15.6 491 |[0.00168 | 3.3
3/4 2,816 |0.00320| 36.0 1,605 | 0.00250 16.05 2,055 | 0.00420 34.5 1,070 [ 0.00350 15.0 450 |[0.00175( 3.2
7/8 2,413 |0.00335| 32.3 1,376 | 0.00260 14.31 1,762 | 0.00460 324 917 | 0.00365 13.4 386 |0.00183| 2.8

1 2,112 |0.00350| 29.6 1,204 | 0.00270 13.00 1,542 | 0.00500 30.8 802 | 0.00380 12.2 338 |0.00190| 26

Depth of IAP
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IPVE Series Side CUTTING &4 FRACTIONAL i)

SideMilling

CAST IRONS CAST IRONS STAINLESS STEELS STAINLESS STEELS STAINLESS STEELS(PH)
ai LOW&MEDIUM ALLOY) (HIGH ALLOY) (FREE MACHINING ) (DIFFICULT ) 13-8 PH,15-5PH,17-4PH,
l‘// Gray, Malleable, Ductile Gray, Malleable, Ductile 304, 416,420F,430F,440F 304, 304L,316,316L Custom 450

Hardness = > 220 =

3 |
] o [0 ] oo [ @] e [0 we [0] e
Ae=0.5D 5D Ae=0.5D =

Ap=1.5D Ap 1.5D Ap=1.5D

= G G
4 Flutes 4 Flutes
1/8 10,812 | 0.00040 17.3 10,305 | 0.00030 | 12.40 | 14,866 | 0.00030 17.8 10,305 | 0.00020 8.2 9,460 | 0.00020 7.6
9/64 9,611 | 0.00048 | 18.3 | 9,160 [0.00035| 12.80 | 13,215 | 0.00035 | 18.5 | 9,160 |0.00025| 9.2 8,409 [0.00025| 8.4
5/32 8,650 | 0.00055 [ 19.0 | 8,244 |0.00040 [ 13.20 | 11,893 | 0.00040 | 19.0 | 8,244 [0.00030| 9.9 7,568 [0.00030| 9.1
11/64 7,863 | 0.00063 | 19.7 7,495 |0.00045| 13.50 | 10,812 | 0.00045 | 19.5 | 7,495 |0.00035| 10.5 | 6,880 |0.00035| 9.6
3/16 7,208 | 0.00070 | 20.2 | 6,870 [0.00050| 13.70 | 9,911 | 0.00050 | 19.8 | 6,870 |0.00040| 11.0 6,307 [0.00040| 10.1
13/64 6,654 | 0.00078 | 20.6 | 6,342 |0.00055| 14.00 | 9,149 | 0.00055 | 20.1 6,342 [0.00045| 11.4 5,822 [0.00045| 10.5
7132 6,178 | 0.00085 [ 21.0 5,889 |0.00060| 14.10 | 8,495 | 0.00060 [ 20.4 | 5,889 |0.00050 | 11.8 5,406 |0.00050| 10.8
15/64 5,766 | 0.00093 | 21.3 | 5496 [0.00065| 14.30 | 7,929 | 0.00065 | 20.6 | 5,496 |0.00055| 12.1 5,046 [0.00055| 11.1
1/4 5406 | 0.00100 | 21.6 | 5,153 [0.00070 | 14.40 | 7,433 | 0.00070 | 20.8 | 5,153 |0.00060| 12.4 | 4,730 |0.00060| 11.4
17/64 5,088 | 0.00110 | 22.4 | 4,849 [0.00079| 15.30 | 6,996 | 0.00079 | 22.0 | 4,849 |0.00066| 12.9 | 4,452 [0.00066 | 11.8
9/32 4,805 | 0.00120 | 23.1 4,580 [0.00088| 16.00 | 6,607 | 0.00088 | 23.1 4,580 [0.00073| 13.3 | 4,205 |0.00073 | 12.2
19/64 4,552 | 0.00130 [ 23.7 | 4,339 |0.00096| 16.70 | 6,260 | 0.00096 | 24.1 4,339 [0.00079| 13.7 3,983 [0.00079| 12.5
5/16 4,325 | 0.00140 | 242 | 4,122 |0.00105| 17.30 | 5,947 | 0.00105 | 25.0 | 4,122 [0.00085| 14.0 3,784 [0.00085| 12.9
21/64 4,119 | 0.00150 24.7 3,926 | 0.00114| 17.90 | 5,663 | 0.00114 | 25.8 3,926 | 0.00091 14.3 3,604 |0.00091| 13.2
11/32 3,932 | 0.00160 | 252 | 3,747 [0.00123| 18.40 | 5,406 | 0.00123 | 26.5 | 3,747 |0.00098 | 14.6 3,440 [0.00098 | 13.4
23/64 3,761 | 0.00170 | 256 | 3,584 [0.00131| 18.80 | 5,171 | 0.00131 | 27.1 3,584 [0.00104| 14.9 | 3,291 [0.00104 | 13.7
3/8 3,604 | 0.00180 | 259 | 3,435 [0.00140| 19.20 | 4,955 | 0.00140 | 27.8 | 3,435 |0.00110| 15.1 3,153 [0.00110| 13.9
25/64 3,460 | 0.00188 | 259 | 3,298 [0.00145| 19.10 | 4,757 | 0.00145| 27.6 | 3,298 |0.00114| 15.0 | 3,027 [0.00114| 13.8
13/32 3,327 | 0.00195 | 259 | 3,171 [0.00150 | 19.00 | 4,574 | 0.00150 | 27.4 | 3,171 |0.00118| 14.9 2,911 [0.00118 | 13.7
27/64 3,204 | 0.00203 | 259 | 3,053 [0.00155| 18.90 | 4,405 | 0.00155| 27.3 | 3,053 |0.00121| 14.8 | 2,803 [0.00121| 13.6
7116 3,089 | 0.00210 | 259 | 2,944 [0.00160| 18.80 | 4,248 | 0.00160 | 27.2 | 2,944 |0.00125| 14.7 | 2,703 [0.00125| 13.5
29/64 2,983 | 0.00218 [ 259 | 2,843 |0.00165| 18.80 | 4,101 | 0.00165 | 27.1 2,843 [0.00013| 1.5 2,610 [0.00013| 1.3
15/32 2,883 | 0.00225 | 259 | 2,748 |0.00170| 18.70 | 3,964 | 0.00170 | 27.0 | 2,748 [0.00133| 14.6 | 2,523 |0.00133 | 13.4
31/64 2,790 | 0.00233 | 259 | 2,659 [0.00175| 18.60 | 3,837 | 0.00175| 26.9 | 2,659 |0.00136| 14.5 | 2,441 [0.00136| 13.3
12 2,703 | 0.00240 | 259 | 2,576 [0.00180| 18.50 | 3,717 | 0.00180 | 26.8 | 2,576 |0.00140| 14.4 | 2,365 [0.00140| 13.2
9/16 2,403 | 0.00270 25.9 2,290 |0.00205| 18.80 | 3,304 | 0.00205 | 27.1 2,290 |0.00160| 14.7 2,102 | 0.00160| 13.5
5/8 2,162 | 0.00300 | 259 | 2,061 [0.00230| 19.00 | 2,973 | 0.00230 | 27.4 | 2,061 |0.00180| 14.8 1,892 |0.00180 | 13.6
11/16 1,966 | 0.00305 | 24.0 1,874 [0.00245| 18.40 | 2,703 | 0.00245 | 26.5 1,874 [0.00185| 13.9 1,720 |0.00185( 12.7
3/4 1,802 | 0.00310 | 22.3 1,718 [0.00240 | 16.50 | 2,478 | 0.00240 | 23.8 1,718 [0.00190| 13.1 1,577 |0.00190 [ 12.0
7/8 1,545 | 0.00325 | 20.1 1,472 (0.00245| 14.40 | 2,124 | 0.00245 | 20.8 1,472 [0.00195| 11.5 1,351 [0.00195| 10.5
1 1,351 | 0.00340 | 18.4 1,288 [0.00250 | 12.90 | 1,858 | 0.00250 | 18.6 1,288 |0.00200| 10.3 1,183 [0.00200| 9.5
Depth of :|:Ap
cut . _I
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IPVE Series Side CUTTING fi|E {74 [FRACTIONAL

TITANIUM ALLOYS
SUPER ALLOYS SUPER ALLOYS TITANIUM ALLOYS (DIFFICULT)
(NICKEL,COBALT,IRON,BASE) (NICKEL,COBALT,IRON,BASE) Pure Ttanium, Ti6AI4V, Ti10AI2Fe3Al, Ti5AI5V5Mo3Cr,
Inconel 601,617,625,Incoly Inconel 718,750X,Incoly Ti6Al2Sn4Zr2Mo, Ti7Al4Mo, Ti3AI8V6Cr4Zr4Mo,
800,Monel 400 925,Waspalloy,Hastelloy,Rene Ti4Al4M0o2Sn0.5Si Ti6AIBV6SN, Ti15V3
Cr3Sn3Al

SideMilling

Hardness < <

= 321 <321

Ae=0.5D Ae=0.5D Ae=0.5D
Ap=1.5D Ap=1.5D Ap=1.5D

T = (o (o (o
4 Flutes 4 Flutes 4 Flutes 4 Flutes
18 2,365 0.00020 1.9 1,858 0.00010 0.70 6,757 0.00020 54 2,365 0.00020 1.9
9/64 2,102 0.00023 1.9 1,652 0.00013 0.80 6,007 0.00024 5.7 2,102 0.00024 2.0
5/32 1,892 0.00025 1.9 1,487 0.00015 0.90 5,406 0.00028 5.9 1,892 0.00028 21
11/64 1,720 0.00028 1.9 1,351 0.00018 0.90 4,915 0.00031 6.1 1,720 0.00031 22
3/16 1,577 0.00030 1.9 1,239 0.00020 1.00 4,505 0.00035 6.3 1,577 0.00035 22
13/64 1,455 0.00033 1.9 1,144 0.00023 1.00 4,158 0.00039 6.4 1,455 0.00039 23
7132 1,351 0.00035 1.9 1,062 0.00025 1.10 3,861 0.00043 6.6 1,351 0.00043 23
15/64 1,261 0.00038 1.9 991 0.00028 1.10 3,604 0.00046 6.7 1,261 0.00046 23
1/4 1,183 0.00040 1.9 929 0.00030 1.10 3,379 0.00050 6.8 1,183 0.00050 2.4
17/64 1,113 0.00045 2.0 874 0.00033 1.10 3,180 0.00057 7.2 1,113 0.00057 25
9/32 1,051 0.00050 2.1 826 0.00035 1.20 3,003 0.00063 7.6 1,051 0.00063 2.6
19/64 996 0.00055 2.2 782 0.00038 1.20 2,845 0.00069 7.8 996 0.00069 2.7
5/16 946 0.00060 23 743 0.00040 1.20 2,703 0.00075 8.1 946 0.00075 28
21/64 901 0.00065 2.3 708 0.00043 1.20 2,574 0.00081 8.4 901 0.00081 29
11/32 860 0.00070 24 676 0.00045 1.20 2,457 0.00088 8.6 860 0.00088 3.0
23/64 823 0.00075 25 646 0.00048 1.20 2,350 0.00094 8.8 823 0.00094 3.1
3/8 788 0.00080 25 619 0.00050 1.20 2,252 0.00100 9.0 788 0.00100 3.2
25/64 757 0.00083 25 595 0.00053 1.20 2,162 0.00104 9.0 757 0.00104 3.1
13/32 728 0.00085 25 572 0.00055 1.30 2,079 0.00108 8.9 728 0.00108 3.1
27/64 701 0.00088 25 551 0.00058 1.30 2,002 0.00111 8.9 701 0.00111 3.1
7/16 676 0.00090 24 531 0.00060 1.30 1,931 0.00115 8.9 676 0.00115 3.1
29/64 652 0.00093 2.4 513 0.00063 1.30 1,864 0.00119 8.9 652 0.00119 3.1
15/32 631 0.00095 2.4 496 0.00065 1.30 1,802 0.00123 8.8 631 0.00123 3.1
31/64 610 0.00098 24 480 0.00068 1.30 1,744 0.00126 8.8 610 0.00126 3.1
12 591 0.00100 24 465 0.00070 1.30 1,689 0.00130 8.8 591 0.00130 3.1
9/16 526 0.00115 2.4 413 0.00080 1.30 1,502 0.00145 8.7 526 0.00145 3.0
5/8 473 0.00130 25 372 0.00090 1.30 1,351 0.00160 8.6 473 0.00160 3.0
11/16 430 0.00135 23 338 0.00095 1.30 1,229 0.00165 8.1 430 0.00165 2.8
3/4 394 0.00140 2.2 310 0.00100 1.20 1,126 0.00170 7.7 394 0.00170 2.7
7/8 338 0.00145 2.0 265 0.00011 0.10 965 0.00175 6.8 338 0.00175 24
1 296 0.00150 1.8 232 0.00110 1.00 845 0.00180 6.1 296 0.00180 21
Depth of :|:Ap
cut
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IPVE Series SLOT CUTTING &/1T FRACTIONAL i)

Slot Milling
o CAREION] SIS ALLOY STEELS TOOL STEELS TOOL STEELS TOOL STEELS

75 o 4140, 4150, 4320, 5120, A2, D2, H13, L2, M2, A2, D2, H13, L2, M2, A2, D2, H13, L2, M2,
@ o e 5150, 8630, 86L.20, 50100 P20, S7, T15, W2 P20, S7, T15, W2 P20, S7, T15, W2

Hardness
BRINELL

T G
4 Flutes 4 Flutes
1/8 13,515 [0.00040| 21.6 | 6,163 [0.00030| 7.40 | 9,866 [0.00050| 19.7 | 5,136 |0.00040 | 8.2 2,162 |0.00020 | 1.7
9/64 12,013 | 0.00048 | 22.8 | 5478 |0.00028| 6.03 | 8770 |0.00059| 20.6 | 4,565 |0.00048 | 8.7 1,922 |0.00024 | 1.8
5/32 10,812 | 0.00055| 23.8 | 4,930 |0.00035| 6.90 | 7,893 |0.00068| 21.3 | 4,109 |0.00055| 9.0 1,730 |0.00028 | 1.9
11/64 9,829 [0.00063| 246 | 4,482 |0.00043| 7.62 | 7,175 |0.00076 | 21.9 | 3,735 |0.00063| 9.3 1,573 |0.00031| 2.0
3/16 9,010 [0.00070| 252 | 4,109 |0.00050| 8.22 | 6,577 |0.00085| 22.4 | 3,424 |0.00070| 9.6 1,442 10.00035| 2.0
13/64 8,317 [0.00078 | 258 | 3,793 |0.00058| 8.72 | 6,071 |0.00094| 22.8 | 3,160 |0.00078 | 9.8 1,331 |0.00039 | 2.1
7/32 7,723 [0.00085| 26.3 | 3,522 |0.00065| 9.16 | 5638 |0.00103| 23.1 2,935 [0.00085| 10.0 1,236 |0.00043 | 2.1
15/64 7,208 |0.00093| 26.7 | 3,287 [0.00073| 953 | 5262 |0.00111| 234 | 2,739 |0.00093| 10.1 1,153 |0.00046 | 2.1
1/4 6,757 [0.00100| 27.0 | 3,081 |0.00080| 9.86 | 4,933 |0.00120| 237 | 2,568 |0.00010| 1.0 1,081 |0.00005| 0.2
17/64 6,360 |0.00113| 286 | 2,900 |0.00088| 10.15 | 4,643 |0.00134 | 24.8 | 2,417 |0.00113 | 10.9 1,018 |0.00056 | 2.3
9/32 6,007 [0.00123| 29.6 | 2,739 [0.00095| 10.41 | 4,385 |0.00148| 259 | 2,283 [0.00123| 11.2 961 [0.00061| 2.4
19/64 5691 [0.00134| 305 | 2,595 |0.00103| 10.64 | 4,154 |0.00161| 26.8 | 2,162 |0.00134 | 11.6 910 [0.00067 | 2.4
5/16 5406 |0.00145| 314 | 2465 |0.00110| 10.85 | 3,946 |0.00175| 27.6 | 2,054 |0.00145| 11.9 865 |[0.00073| 25
21/64 5,149 [0.00156  32.1 2,348 |0.00118 | 11.03 3,758 [0.00189( 28.4 1,956 |0.00156 | 12.2 824 0.00078 2.6
11/32 4,915 [0.00168 | 33.0 | 2,241 [0.00125| 11.21 | 3,588 |0.00203| 29.1 1,868 |0.00168 | 12.5 786 |0.00084 | 2.6
23/64 4,701 [0.00178 | 33.5 | 2,144 [0.00133| 11.36 | 3,432 |0.00216| 29.7 1,786 |0.00179 | 12.8 752 10.00089 | 2.7
3/8 4,505 [0.00190 | 34.2 | 2,054 [0.00140| 11.50 | 3,289 |0.00230| 30.3 1,712 |0.00190 | 13.0 721 |0.00095| 2.7
25/64 4,325 |0.00198 | 34.2 1,972 |0.00146 | 11.54 | 3,157 [0.00239| 30.2 1,643 |0.00198 | 13.0 692 [0.00099| 2.7
13/32 4,158 [0.00205| 34.1 1,896 |0.00153 | 11.57 | 3,036 |[0.00248| 30.1 1,580 |0.00205| 13.0 665 |[0.00103| 2.7
27/64 4,004 |0.00213| 34.0 1,826 |0.00159 | 11.60 | 2,923 [0.00256 | 30.0 1,522 |0.00213 | 12.9 641 [0.00106 | 2.7
7/16 3,861 [0.00220| 34.0 1,761 |0.00165| 11.62 | 2,819 [0.00265| 29.9 1,467 |0.00220 | 12.9 618 |[0.00110| 2.7
29/64 3,728 [0.00228 | 33.9 1,700 |0.00171| 11.65 | 2,722 |0.00274| 29.8 1,417 [0.00228 | 12.9 597 [0.00114| 27
15/32 3,604 |0.00235| 33.9 1,643 |0.00178 | 11.67 | 2,631 [0.00283| 29.7 1,370 |0.00235| 12.9 577 |0.00118| 2.7
31/64 3,488 |[0.00243| 33.8 1,590 |0.00184 | 11.69 | 2,546 [0.00231| 23.6 1,325 |0.00243 | 12.9 558 |0.00121| 2.7
1/2 3,379 [0.00250 | 33.8 1,541 |0.00190 | 11.71 | 2,466 [0.00300| 29.6 1,284 |0.00250 | 12.8 541 0.00125| 2.7
9/16 3,003 [0.00210( 25.2 1,370 |0.00215| 11.78 2,192 (0.00345( 30.3 1,141 10.00285| 13.0 481 0.00143 2.7
5/8 2,703 [0.00310| 335 1,233 |0.00240 | 11.83 | 1,973 [0.00390| 30.8 1,027 |0.00320 | 13.1 432 [0.00160 | 2.8
11/16 2,457 [0.00315| 31.0 1,121 |0.00245| 10.98 | 1,794 |0.00405| 29.1 934 [0.00335| 125 393 |0.00168| 2.6
3/4 2,252 [0.00320| 28.8 1,027 |0.00250 | 10.27 | 1,644 [0.00420| 27.6 856 [0.00350 | 12.0 360 |0.00175| 25
7/8 1,931 |0.00335| 25.9 880 |0.00260| 9.16 1,409 |0.00460 | 25.9 734 |0.00365| 10.7 309 |0.00183| 2.3
1 1,689 |0.00350 | 23.7 770 |0.00270 | 8.32 1,233 |0.00500 | 24.7 642 [0.00380| 9.8 270 [0.00190 | 2.1
—t—F+—~Ae
Depth of
cut IAP
THISE%E
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CAST IRONS CAST IRONS STAINLESS STEELS STAINLESS STEELS STAINLESS STEELS(PH)
(LOW&MEDIUM ALLOY) (HIGH ALLOY) (FREE MACHINING ) (DIFFICULT ) 13-8 PH,15-5PH,17-4PH,
Gray, Malleable, Ductile Gray, Malleable, Ductile 304, 416,420F,430F,440F 304, 304L,316,316L Custom 450

Hardness
BRINELL

3 O N

Ae=1D Ae=1D
) )
Feed Feed Feed Feed
M'('i'r';cﬁ;A' @Pm) | RPM | F RPM | F M) | ReM | F (IPM) (IPM)
4 Flutes 4 Flutes 4 Flutes 4 Flutes
118 6,920 |0.00040| 111 | 6595 |0.00030| 7.90 | 9515 |0.00030| 114 | 6595 |0.00020| 53 | 6055 |0.00020| 4.8
9/64 6,151 |0.00048| 117 | 5862 |0.00035| 820 | 8457 |0.00035| 11.8 | 5862 |0.00025| 59 | 5382 |0.00025| 54
5/32 5536 |0.00055| 12.2 | 5276 |0.00040| 840 | 7.612 |0.00040| 122 | 5276 |0.00030| 6.3 | 4844 |0.00030| 58
11/64 5032 |0.00063| 12.6 | 4,797 |0.00045| 860 | 6,920 |0.00045| 125 | 4,797 |0.00035| 67 | 4403 |0.00035| 6.2

3/16 4,613 |0.00070 | 12.9 4,397 |0.00050 | 8.80 6,343 [0.00050 ( 12.7 4,397 | 0.00040 7.0 4,036 | 0.00040 6.5
13/64 4,258 |0.00078 | 13.2 4,059 |0.00055| 8.90 5,855 [0.00055( 12.9 4,059 |0.00045 7.3 3,726 |0.00045 6.7

7132 3,954 |0.00085| 13.4 3,769 |0.00060 | 9.00 5,437 [0.00060 ( 13.0 3,769 |0.00050 75 3,460 |0.00050 6.9
15/64 3,690 |0.00093| 13.7 3,517 |0.00065| 9.10 5,074 |0.00065| 13.2 3,517 |0.00055 7.7 3,229 |0.00055 71

1/4 3,460 |0.00100| 13.8 3,298 |0.00070 | 9.20 4,757 |0.00070 | 13.3 3,298 |0.00060 7.9 3,027 |0.00060 7.3
17/64 3,256 | 0.00110 | 14.3 3,104 |0.00079 | 9.80 4,477 |10.00079 | 14.1 3,104 |0.00066 8.2 2,849 |0.00066 7.6
9/32 3,075 |0.00120 | 14.8 2,931 |0.00088 | 10.30 4,229 |10.00088 | 14.8 2,931 |0.00073 8.5 2,691 |0.00073 7.8
19/64 2,914 |0.00130 | 15.2 2,777 |0.00096 | 10.70 4,006 |0.00096 | 15.4 2,777 |0.00079 8.7 2,549 |0.00079 8.0
5/16 2,768 |0.00140 | 15.5 2,638 |0.00105| 11.10 3,806 |0.00105| 16.0 2,638 |0.00085 9.0 2,422 |10.00085 8.2
21/64 2,636 |0.00150 | 15.8 2,512 |0.00114 | 11.40 3,625 |0.00114 | 16.5 2,512 | 0.00091 9.2 2,307 |0.00091 8.4
11/32 2,516 |0.00160 | 16.1 2,398 |0.00123 | 11.80 3,460 |0.00123| 17.0 2,398 |0.00098 9.4 2,202 |0.00098 8.6
23/64 2,407 |0.00170| 16.4 2,294 |0.00131| 12.00 3,309 |0.00131| 17.4 2,294 |0.00104 9.5 2,106 |0.00104 8.7

3/8 2,307 |0.00180 | 16.6 2,198 |0.00140 | 12.30 3,172 |0.00140 ( 17.8 2,198 |0.00110 9.7 2,018 |0.00110 8.9

25/64 2,214 |0.00188 | 16.6 2,110 |0.00145| 12.20 3,045 (0.00145( 17.7 2,110 |(0.00114 9.6 1,938 | 0.00114 8.8
13/32 2,129 |0.00195| 16.6 2,029 |0.00150 | 12.20 2,928 [0.00150( 17.6 2,029 |0.00118 9.5 1,863 | 0.00118 8.8

27/64 2,050 |0.00203| 16.6 | 1,954 |0.00155| 12.10 | 2,819 |0.00155| 17.5 | 1,954 |0.00121| 9.5 1,794 |0.00121| 87
7/16 1,977 |0.00210 | 16.6 1,884 |0.00160 | 12.10 | 2,718 [0.00160| 174 | 1,884 [0.00125| 9.4 1,730 |0.00125| 8.6
29/64 1,909 [0.00218| 16.6 1,819 |0.00165| 12.00 | 2,625 |0.00165| 17.3 | 1,819 [0.00013| 0.9 1,670 |0.00013| 0.9
15/32 1,845 |0.00225| 16.6 1,759 |0.00170 | 12.00 | 2,537 |0.00170| 17.3 | 1,759 |0.00133| 9.3 1,615 [0.00133| 86
31/64 1,786 |0.00233 | 16.6 1,702 |0.00175| 11.90 | 2,455 |0.00175| 17.2 1,702 |0.00136| 9.3 1,563 [0.00136| 8.5
1/2 1,730 |0.00240 | 16.6 1,649 |0.00180 | 11.90 | 2,379 [0.00180| 17.1 1,649 |0.00140| 9.2 1,514 |0.00140| 85
9/16 1,538 |0.00270 | 16.6 1,466 |0.00205| 12.00 | 2,114 |0.00205| 17.3 | 1,466 |0.00160| 9.4 1,345 |0.00160 | 8.6
5/8 1,384 [0.00300| 16.6 1,319 [0.00230 | 12.10 | 1,903 |0.00230| 17.5 | 1,319 [0.00180| 9.5 1,211 |0.00180 | 8.7
1/16 1,258 |0.00305| 15.3 1,199 |0.00245| 11.80 | 1,730 |0.00245| 17.0 1,199 |0.00185| 8.9 1,101 |0.00185| 8.1
3/4 1,153 |0.00310 | 14.3 1,099 |0.00240 | 10.60 | 1,586 [0.00240| 15.2 1,099 |0.00190 | 8.4 1,009 |0.00190 | 7.7
7/8 989 |0.00325| 12.9 942 |0.00245| 9.20 | 1,359 [0.00245| 13.3 942 |0.00195| 7.3 865 |0.00195| 6.7
1 865 |0.00340 | 11.8 824 |0.00250 | 820 | 1,189 [0.00250 | 11.9 824 |0.00200| 6.6 757 |0.00200 | 6.1
—t—1—Ae
Depth of
cut IAP
HEEE

Unit/EEfI: mm

WWI/I/. speedtiger.com.tw
- e




SPEED TIGER

“HTH i

=]
E s P255
Specification page
IPVE Series SLOT CUTTING &/ T FRACTIONAL s
TITANIUM ALLOYS
SUPER ALLOYS SUPER ALLOYS TITANIUM ALLOYS (DIFFICULT)
(NICKEL,COBALT,IRON,BASE) (NICKEL,COBALT,IRON,BASE) Pure Ttanium, Ti6AI4V, Ti10AI2Fe3Al, Ti5AI5V5Mo3Cr,
Inconel 601,617,625,Incoly Inconel 718,750X,Incoly Ti6AI2Sn4Zr2Mo, Ti7Al4Mo, Ti3AI8V6Cr4Zr4Mo,
800,Monel 400 925,Waspalloy,Hastelloy,Rene Ti4Al4Mo2Sn0.5Si Ti6AIBV6SN, Ti15V3
Cr3Sn3Al
Hardness
BRINELL
T T -
e[ @n o] ew | w ] wm |
Ap=1D Ap=1D Ap=1D
M'('i‘r'gcﬁ;A' RPM F (Flgﬁi) RPM B (Flgi/?) RPM B (Flgf/?) ('TS:/%
4 Flutes 4 Flutes 4 Flutes 4 Flutes
1/8 1,514 0.00020 1.2 1,189 0.00010 0.50 4,325 0.00020 35 1,514 0.00020 1.2
9/64 1,345 0.00023 1.2 1,057 0.00013 0.50 3,844 0.00024 3.7 1,345 0.00024 1.3
5/32 1,21 0.00025 1.2 951 0.00015 0.60 3,460 0.00028 3.8 1,211 0.00028 1.3
11/64 1,101 0.00028 1.2 865 0.00018 0.60 3,145 0.00031 3.9 1,101 0.00031 1.4
3/16 1,009 0.00030 1.2 793 0.00020 0.60 2,883 0.00035 4.0 1,009 0.00035 1.4
13/64 931 0.00033 1.2 732 0.00023 0.70 2,661 0.00039 4.1 931 0.00039 14
7/32 865 0.00035 1.2 680 0.00025 0.70 2,471 0.00043 4.2 865 0.00043 1.5
15/64 807 0.00038 1.2 634 0.00028 0.70 2,307 0.00046 43 807 0.00046 1.5
1/4 757 0.00040 1.2 595 0.00030 0.70 2,162 0.00050 43 757 0.00050 1.5
17/64 712 0.00045 1.3 560 0.00033 0.70 2,035 0.00057 4.6 712 0.00057 1.6
9/32 673 0.00050 1.3 529 0.00035 0.70 1,922 0.00063 4.8 673 0.00063 1.7
19/64 637 0.00055 1.4 501 0.00038 0.80 1,821 0.00069 5.0 637 0.00069 1.8
5/16 605 0.00060 1.5 476 0.00040 0.80 1,730 0.00075 5.2 605 0.00075 1.8
21/64 577 0.00065 1.5 453 0.00043 0.80 1,648 0.00081 54 577 0.00081 1.9
11/32 550 0.00070 1.5 432 0.00045 0.80 1,573 0.00088 55 550 0.00088 1.9
23/64 526 0.00075 1.6 414 0.00048 0.80 1,504 0.00094 5.6 526 0.00094 2.0
3/8 505 0.00080 1.6 396 0.00050 0.80 1,442 0.00100 5.8 505 0.00100 2.0
25/64 484 0.00083 1.6 381 0.00053 0.80 1,384 0.00104 5.7 484 0.00104 2.0
13/32 466 0.00085 1.6 366 0.00055 0.80 1,331 0.00108 5.7 466 0.00108 2.0
27/64 448 0.00088 1.6 352 0.00058 0.80 1,281 0.00111 5.7 448 0.00111 2.0
7/16 432 0.00090 1.6 340 0.00060 0.80 1,236 0.00115 5.7 432 0.00115 2.0
29/64 418 0.00093 1.5 328 0.00063 0.80 1,193 0.00119 5.7 418 0.00119 2.0
15/32 404 0.00095 1.5 317 0.00065 0.80 1,153 0.00123 5.7 404 0.00123 2.0
31/64 391 0.00098 1.5 307 0.00068 0.80 1,116 0.00126 5.6 391 0.00126 2.0
12 378 0.00100 1.5 297 0.00070 0.80 1,081 0.00130 5.6 378 0.00130 2.0
9/16 336 0.00115 1.5 264 0.00080 0.80 961 0.00145 5.6 336 0.00145 20
5/8 303 0.00130 1.6 238 0.00090 0.90 865 0.00160 55 303 0.00160 1.9
11/16 275 0.00135 1.5 216 0.00095 0.80 786 0.00165 5.2 275 0.00165 1.8
3/4 252 0.00140 1.4 198 0.00100 0.80 721 0.00170 4.9 252 0.00170 1.7
7/8 216 0.00145 1.3 170 0.00011 0.10 618 0.00175 43 216 0.00175 1.5
1 189 0.00150 1.1 149 0.00110 0.70 541 0.00180 3.9 189 0.00180 1.4
—fF—t—Ae
Depth of
cut :|:Ap
THEEX
Unit/EEAI: mm
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IPVRAT Series Cutting Conditions 1Z¥ 4| FRACTIONAL 37|
IPVR1T IPVR1T
St llline TITANIUM ALLOYS
7, (DIFFICULT)
f;yz! Ti10AI2Fe3Al, Ti5AI5V5Mo3Cr, Ti7Al4Mo,
l/ Ti3AIBV6Cr4ZraMo, TIBAIBV6SN, Ti15V3

Sltst (IMIE TITANIUM ALLOYS
" (DIFFICULT)
Ti10AI2Fe3Al, Ti5AI5V5Mo3Cr, Ti7Al4Mo,
@ TI3AIBV6Cr4ZraMo, TIBAIBVESN, Ti15V3

Hardness
BRINELL

Hardness
BRINELL

MILL DIA. Feed (IPM) MILL DIA. Feed (IPM)

(inch) 4 Flutes (inch) 4 Flutes

1/8 5,014 0.0005 9.4 1/8 4,013 0.0003 5.0
3/16 3,345 0.0007 10.0 3/16 2,676 0.0006 6.0

1/4 2,507 0.0008 8.4 1/4 2,006 0.0008 6.7
5/16 2,008 0.0010 7.8 5/16 1,607 0.0010 6.3

3/8 1,671 0.0013 8.8 3/8 1,338 0.0011 6.0

112 1,254 0.0017 8.4 12 1,003 0.0017 6.7

5/8 1,008 0.0019 7.8 5/8 806 0.0017 5.6

3/4 836 0.0023 7.5 3/4 669 0.0021 5.5

IAP AL
Depth of cut Depth of cut ]}
PIIE =2 tIHIEEE LI P

e pe

. Unit/EEfiI: mm
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ABTEIEAS Hardened Steels

MATERIAL Carbon §teels S50C Prehardened Steels SKD61~HRG50 Aluminum
LTI fix =l SCM SKD HPM NAK BEE iR
A&l - BEH
Cutting
Speed i i i i 100~150m/min
HIHIEE
Feed Rate Feed Rate Feed Rate Feed Rate Feed Rate
(mm/min) (mm/min) (mm/min) (mm/min) (mm/min)
EREE EREE EAEE EAREE EREE
D0.15R 40,000 800 40,000 720 40,000 660 40,000 880 40,000 800
D0.2R 40,000 1,000 40,000 960 40,000 1,000 40,000 960 40,000 960
D0.25R 40,000 1,240 40,000 1,220 40,000 1,240 40,000 1,080 40,000 1,080
D0.3R 40,000 1,500 40,000 1,500 40,000 1,500 40,000 1,200 40,000 1,200
D0.4R 40,000 1,920 40,000 2,000 36,000 1,800 40,000 1,600 40,000 1,600
D0.5R 40,000 2,400 38,000 2,400 29,000 1,800 40,000 2,000 40,000 1,660
D0.75R 30,000 2,540 25,500 2,200 19,000 1,400 40,000 2,720 30,000 2,320
D1R 24,000 2,320 19,000 1,600 14,300 1,200 40,000 4,000 24,000 2,400
D1.25R 19,000 2,000 15,300 1,340 11,500 1,020 38,000 4,800 19,000 2,400
D1.5R 16,000 1,860 13,000 1,200 9,600 920 32,000 4,800 16,000 2,400
D1.75R 13,700 1,860 11,400 1,160 8,200 900 27,300 4,800 13,600 2,400
D2R 12,000 1,860 10,000 1,140 7,200 900 24,000 4,800 12,000 2,400
D2.5R 9,600 1,860 8,000 1,120 5,700 900 19,000 4,800 9,600 2,400
D3R 8,000 1,860 6,400 1,080 4,800 900 16,000 4,800 8,000 2,400
D4R 6,000 1,800 4,800 1,080 3,600 900 12,000 4,800 6,000 2,400
D5R 4,800 1,800 3,800 1,080 2,900 900 9,600 4,600 4,800 2,300
D6R 4,000 1,800 3,200 1,080 2,400 900 8,000 4,200 4,000 2,100
D7R 3,400 1,800 2,750 1,080 2,050 900 6,800 4,000 3,400 2,000
D8R 3,000 1,800 2,400 1,080 1,800 900 6,000 4,000 3,000 2,000
D10R 2,400 1,800 1,900 1,040 1,450 900 4,800 4,000 2,400 2,000
D12.5R 1,900 1,440 1,520 900 1,160 420 3,840 3,800 1,920 940
(R0.1~0.5=0.2XR)
0.3XR
DEPTH OF 0.1xR(~45HRC) ~0.16XR R=0.3 (~45HRC)
cuT ~0.08XR(~50HRC) ~0.25XR R=3 (~45HRC)
MIRE ~0.17XR R=4 (~45HRC)
~0.05XR (~50HRC)

Unit/EE{I: mm
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e RTAS 2 Flutes Standard Cutting Con

Work Carbon Steels, Alloy Steels Alloy Steels, Tool Steels
S50C,SCM, i$#iFC250% FHEMMSKD61, NAKE SUS304, SUS316% SKD61, SKD11, NAK, STAVAXE

r;;;‘z;;' AiSi 1049, Cast iron __ Prehardened steels, AiSi H13 AiSi 304, AiSi 316 AiSi H13
=EM - 52#~HRC30 S&4 - TR - REH HRC30~45 SRHT R % 5 R s SRR ( HRC45~50 )

Cutting Speed _ . - . ~ : _ .
PERE 50~100m/min 50~70m/min 30~60m/min 20~40m/min

: Feed Rate ( mm/min ) Feed Rate ( mm/min ) Feed Rate ( mm/min ) Feed Rate ( mm/min )
Diameter Speed EREE Speed EREE Speed EREE Speed EREE

Austenitic stainless steels Hardened steels

E&(mm) e e e ot
= (min™ ) | side Milling (min™ ) | side Milling | Slotting | (MiN" ) | Side Milling | Slotting | (MiN" ) | Side Milling | Slotting
TEH = L F TEH S mEEg F
8 4000 450 360 2400 240 190 1600 220 130 1200 65 50
10 3200 390 310 1900 190 150 1300 190 110 1000 65 50
12 2700 330 260 1600 160 130 1000 150 90 800 65 50
0.02D
0.1D D
1D
Depth of cut [
(D:E&Dia) 1.5D £0.3D 4 o
tIHIEE
1 —‘ I0.0SD

s P270

Specification page

¢ RTAS 2 Flutes High-Speed M

Carbon Steels, Alloy Steels Alloy Steels, Tool Steels Hardened steels
Work S50C,SCM, iR$iiFC250% HAEHSKD61, NAKZE SKD61, SKD11, NAK, STAVAX%
material AiSi 1049, Castiron Prehardened steels, AiSi H13 AiSi H13
WEI RE# - SE#~HRC30 A& - THH# - RiE# HRC30~45 ERIEH HRC45~55
Cutting Speed : : .
PIElEE 250m/min 150m/min 100m/min
Diameter Speed ( min™) Feed Rate ( mm/min ) Speed (min™) Feed Rate ( mm/min ) Speed (min™) Feed Rate ( mm/min )
H1®(mm) W ERREE FELLE 4 EREE mEE EREE
8 9900 1290 6000 750 4000 220
10 7900 1100 4800 650 3200 200
12 6600 1000 4000 560 2600 200
(mm) Ap
Milling Amount Ap=0.05D Ap=0.03D Ap=0.02D
@A EEIE
. =z
A Caution AFEEE
1.Please use S| coating tools for work materials of 50~60HRC. 1.t1HI50~60HRCL L Z#1ishs - FBERSIEEE 2 IR -
2.In cutting Austenitic stainless steels, the use of non-water-soluble cutting 2 YK ER S 25 R BT - 35 (FEAIEAGE ML H MM BT -
fluid is especially effective. . s 1) AE =
3.1f the rigidity of the machine or the work material installation is very low, SR ER TENRSEERR - LIRREE - BUAEREAIR
or chattering is generated, please reduce the revolution and the feed LTREEQEBHREREE -
rate proportionately. MELORE | EARERESTE A by .
4.When drilling, please set the feed rate at 1/3 or below of the above value. 4 HiEigaR - EEBERRER LR1BUT
Unit/EfI: mm
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o RTAS 4 Flutes Standard Cutting Condi

HRC30~45
Alloy Steels, Tool Steels
HAEHSKD61, NAKZE
Prehardened steels, AiSi

IRZELH]
Hardened steels
SKD61, SKD11, NAK,

STAVAXZE
AiSi H13

Hardened steels
SKD11, & AiSi D2
#Z32H HRC55~60

Austenitic stainless steels
SUS304, SUS316%
AiSi 304, AiSi 316

Carbon Steels, Alloy Steels
S50C,SCM, iE##iFC250%
AiSi 1049, Cast iron

Work
material

)

K& - §2#~HRC30 H13 - ils e ETIES o ] EEI2H (HRC45~50 )
At - TEH - 78
Cutting
Speed 15~30m/min
HIEIZEE
Feed Rate Feed Rate Feed Rate Feed Rate Feed Rate
( mm/min ) ( mm/min ) ( mm/min ) ( mm/min ) ( mm/min )
Diameter | Speed EREE Speed ; EREE BIRAEE
EHE(mm) (‘én!igéﬁ) Side (\E}ig;ﬂ) Side Slotting
a Milling . AR Milling . Milling . Milling ¢ Milling .
mE | ® pE | ® wE | * wE | * wE | *
8 4000 680 2400 360 2000 330 1600 130 800 70
10 3200 590 1900 290 1600 290 1300 120 650 65
12 2700 500 1600 240 1300 230 1100 100 530 55
{BIESide Milling {BIESide Milling
Depth of cut
(D:EfEDia) 1D 1D
TIHIEE%E
0.1D 0.02D
E =}
= P270

Specification page

¢ RTAS 4 Flutes Hig ng Conditions S RIZZEHH

Carbon Steels, Alloy Steels

Alloy Steel, Tool Steel

Hardened steels

Hardened steels

mvavtzl;‘i'(al S50C,SCM, i FC250% FETE#E, SKD61, NAKE SKD61, SKD11, NAK, STAVAXZ SKD11%AiSi D2
?&ﬁu% AiSi 1049, Castiron Pre-hardnad steel AiSi H13 AiSi H13 EEIEH HRC55~60
&Rl - S2#~HRC30 a2l - TH# HRC30~45 EEIEH HRC45~55
. - Feed Rate A Feed Rate . Feed Rate . Feed Rate
Diameter Speed ( min™ ) " Speed ( min™ ) " Speed ( min™ ) ) Speed ( min™ ) )
p q ( mm/min ) o ( mm/min ) 5 ( mm/min ) 4 ( mm/min )
E®(mm) TEE AR EEE B EEE EASE R FOLEY 4 R
8 11900 2325 7900 1485 5900 470 2000 175
10 9500 2000 6300 1290 4700 410 1600 160
12 7900 1800 5300 1125 3900 360 1300 135
! (_mm)Ap
Millig Arnount Ap=0.05D Ap=0.03D Ap=0.02D Ap=0.02D
K2
A Caution AFEEE

1.11H150~60HRCIA L2 ##t4 I - FE{ERSIEE 2 IR -

2 tNHA R B 2 5 R R8I - B ERIFKIB MR BT -

3R AR TFRVRIFAIMEARE « WIREEN - FFRERILLHIIR
EREEOEBHREREE -

A MEERRRS - EREEFERER ER1BUT -

1.Please use Si coating tools for work materials of 50~60HRC.

2.In cutting Austenitic stainless steels, the use of non-water-soluble cutting
fluid is especially effective.

3.1f the rigidity of the machine or the work material installation is very low,
or chattering is generated, please reduce the revolution and the feed
rate proportionately.

4. When drilling, please set the feed rate at 1/3 or below of the above value.

Unit/EE{I: mm

www.speedtiger.com.tw




seep Toer /i

E ez P271

Specification page

MR R

o SES 2Flutes Standard Cutting Conditions

Carbon Steel, Alloy Steel

HRC30~45

ZEH!

Austenitic stainless steels Hardened steels

S S50, sI(iM“mz FC250% o SUS304 SUS31 6% SKD61,SKD1NAK STAVAX
WHIR S111049,Cast iron Prehardened steels, AISI H13 SISOEAISIIBIS SIS
REH - S2#~HRC30 A2 - TEHE - @@ K87 F 88 % 511 A 85 88 FEIEHM ( HRC45~50)

. Feed Rate ( mm/min ) Feed Rate ( mm/min ) Feed Rate ( mm/min ) Feed Rate ( mm/min ) Feed Rate ( mm/min )
Diameter EREE EREE EREE e R R
E{Q(mm) Side Milling Slotting Side Milling Slotting Side Milling Slotting | Side Milling Slotting Side Milling Slotting

RE B fIE B fE b4 fmE b4 fmE b4
8 6000 | 1000 330 4000 520 410 2800 350 280 1600 260 150 1200 65 50
10 4800 | 1000 | 330 | 3200 | 450 360 | 2200 | 300 240 | 1300 | 230 130 | 1000 65 50
12 4000 | 1000 | 330 | 2700 | 410 320 | 1900 | 270 210 1100 | 210 120 800 65 50
16 3000 | 1000 | 330 | 2000 | 240 190 | 1400 | 210 160 840 160 100 600 60 45
20 2400 | 1000 | 330 | 1600 | 200 160 1100 170 130 680 140 80 480 50 40
=0.02D
=0.1D(D=@3) =1D
Depth of cut 5020(0>23) D
gﬁ&gig =150 0.1D(D< 82) 2 ]
V& =01D(D< =002D(D < §0.5)
=020(D=02) f =0.05D(@0.5=D=@0.2
i = 0.1D(IZ(> >02) )

el P271

Specification page

e SES 4Flutes Standard Cutting Conditions ZZt]]H|

HRC30~45

Work Carbon Steels, Alloy Steels Alloy Steels. Tool Steel Austenitic stainless steels Hardened steels
Of S50C, SCM, §8$#iFC250% TR el S SUS304, SUS316% SKD61, SKD11, NAK, STAVAXZ
material : FAEHMSKD61, NAKS 0 e
WA AISI 1049, Cast iron Prehardened steels. AiSi H13 AISI 304, AiSi 316 AiSi H13
®%il - S2#~HRC30 aed . TRM . AN SEHA 3 % 5 R 3830 SRIRH ( HRC45~50 )
EfE(mm) 3 3 3 e 3 e 3
Side Milling Slotting Side Milling Slotting Side Milling Slotting @ Side Milling Slotting
I i3 I i3 fIE i3 fE i3
8 4000 780 620 2800 520 410 1600 390 230 2000 160 125
10 3200 680 540 2200 450 360 1300 340 200 1600 140 110
12 2700 620 490 1900 410 320 1100 310 180 1300 120 95
16 2000 360 280 1400 310 240 840 240 140 1000 100 80
20 1600 300 240 1100 250 200 680 210 120 800 90 70
=010 (D=09) D
Depth of cut =020 (D>29) f%)sn D
(D:E1&Dia) =1. = <0. =
tﬂﬁﬂigg e T égéggégg - T =0.05D (D=02)
=010 (0>22)
A Caution AISER
f1I Ir:jcuttlng Austenitic stainless steels, the use of non-water-soluble cutting 1. VIHIKER B8 25 A B R M 2 S £ 05 - FAERAIEKE A
ulls especially effective. MR -
2.If the rigidity of the machine or the work material installation is very low, or 2 MR EN TIEMNRERIMARR - LIRBEN - FUERLHIZ
chattering is generated, please reduce the revolution and the feed rate FEREOEE R SR -

proportionately.

3.When drilling, please set the feed rate at 1/3 or below of the above value.

WWW. speedtiger.com.tw
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o PES 3Flutes Standard Cutting Conditions

Stainless Steels, Titanium Alloys Prehardened Steels, HPM, NAK

Work Carbon Steels S50C
material P Sy T°°LS§§:'SE'§SMCM’ RS SUS304, SUS316% $HEM~HRC40
K = AL
Il e il ) il ) =
Diameter ERERE EREE EREE R
EHE(mm) Side Milling | Slotting Drilling Side Milling | Slotting [ Drilling Side Milling | Slotting [ Drilling Side Miling | Slotting | Drilling
AE 3 P wE 3 P AE S P AE S P
8 3600 | 1000 | 760 | 300 | 1600 | 400 300 | 120 | 1400 | 300 120 - 2200 | 600 | 330 | 100
10 3000 | 900 | 800 | 300 | 1300 | 350 | 200 | 100 | 1100 | 300 100 - 1700 | 400 | 200 | 80
12 2600 | 850 | 740 | 280 | 1100 | 340 180 | 80 900 270 100 - 1500 | 340 180 | 70
— || 03D (SUS304=0.2D) D
Depth of cut
(D:E1&Dia) pa— _
o 1o AT
Y (SKD,SCM=0.5D)
A Caution AIEEE

1.Use a rigid and precise machine and holder.

2.Please adjust the speed and feed when the cutting depth is large or
when machines with low rigidity are used.

3.Air blow is recommended.

4.Non-water cutting fluid is recommended for cutting stainless steels.

Unit/EE{I: mm

155 5 PR 14 % o 2 P R A 2 WA R e B

2 EHIERASEMAMERER - BREQEERERRE -
3FEERMES N ETIA -

ATNEIRERIMES - B ERIEKE AL -

www.speedtiger.com.tw
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® AES5 2 Flutes Standard Cutting Con
Work Aluminum Alloy Aluminum Alloy Cast

material AC8C
4 k) SR

10
Cutting Speed . . . . . .
ElEE 300m/min 220m/min 330m/min 240m/min 250m/min 160m/min

Side Milling Slotting Side Mill Slotting Side Milling Slotting
fE B {RIE B fE B

Diameter
H(mm) Feed Rate Feed Rate Feed Rate Feed Rate Feed Rate Feed Rate
( mm/min ) ( mm/min ) in” ( mm/min ) in” (mm/in) ( mm/in ) ( mm/in )
EREE EREE EREE EREE EREE EREE
8 12000 1650 8800 1125 13000 2400 9600 1200 9900 1800 6400 750
10 9600 1650 7000 1200 10500 2550 7600 1275 8000 1950 5100 825
12 8000 1800 5800 1200 8800 2550 6400 1350 6600 1950 4200 900

TAD :—}—F— Ae

Depth of cut _| 7 I IAP

(D:H1EDia)
mEEE. —f——Ae
Ap = 0.5D Ap = 0.5D
Ae =0.2D
. Unit/&{i1: mm
WWW. speedtiger.com.tw
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® AES5 3 Flutes Standard Cutting Con
Work Aluminum Alloy Aluminum Alloy Cast

material AC8C
4 0k) SR

10
Cutting Speed . . . . . .
Tl 300m/min 220m/min 330m/min 240m/min 250m/min 160m/min

Side Milling Slotting Side Mill Slotting Side Milling Slotting
fE B fRIE B flE B

Diameter
EH%(mm) Feed Rate Feed Rate Feed Rate Feed Rate Feed Rate Feed Rate
( mm/min ) ( mm/min ) in” ( mm/min ) in” (mm/in) ( mm/in ) ( mm/in )
EREE EREE EREE EREE EREE EREE
8 12000 1100 8800 750 13000 1600 9600 800 9900 1200 6400 500
10 9600 1100 7000 800 10500 1700 7600 850 8000 1300 5100 550
12 8000 1200 5800 800 8800 1700 6400 900 6600 1300 4200 600

TAD :—}—F— Ae

Depth of cut _| 7 I IAP

(D:EDia)

mEEE. —f——Ae
Ap = 0.5D Ap = 0.5D
Ae =0.2D

Unit/Efi: mm
www.speedtiger.com.tw
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e FHPCS 4 Flutes Side Milling IEtIH|

Mild steels Carbon steels, Hardened steels, e sl SafiEss Hardened steels,
Cast iron Alloy steels, Tool steels, Prehardened steels, . ! Titanium alloys,
SS400, S55¢, FC250 SCM, SKT,SKS,SKD ( Free-cutting ) SUS304. SKD Heat resistant alloys
( ~750N/mm2 ) ~HRC30 SKT, SKD, NAK55, ¢

= _ steels,
#AE # HRC38~45 B HRCA5~55

Work
[EICHE]

WHIH

Hardened steels,
#AE# HRC55~60

—RBERM - RRME - A&l - THEH#E HPM1
= M HRC30~38

Cutting Speed n
o ominn S

Mill DIA.(mm) Speed(mm™) | Speed (mm/min) | Speed(mm Speed(mm/min) | Speed(mm”) | Speed(mm/min) | Speed(mm’ Speed(mm/min) | Speed(mm”) | Speed(mm/min) | Speed(mm”) | Speed(mm/min)

WEEE REE L!i!il‘s BEE mEEE REE L!i!il‘s BEE mEEE HEE mEEE BEE

3 8480 975 6640 760 5600 560 5280 555 4828 485 2560 190
4 6360 1000 4960 820 4200 565 3960 590 3800 515 1920 190
5 5080 1050 3960 845 3360 590 3160 630 3040 535 1520 190
6 4240 1250 3320 945 2800 700 2640 660 2560 545 1280 190
8 3200 1250 2480 895 2120 660 1960 640 1920 555 960 175
10 2560 1100 2000 855 1680 605 1560 590 1520 525 764 160
12 2120 1100 1640 850 1400 565 1320 535 1280 475 636 160
16 1600 955 1240 745 1040 500 1000 445 960 400 476 160
20 1280 765 1000 595 840 455 788 395 764 355 380 160
Depth of cut A"L Ap | Ae Ap | Ae Ap | Ae
MIRE 15D | 0.2D 1.5D | 0.1D 1D | 0.05D
Ae

s P274

Specification page

e FHPCS 4 Flutes Slotting ;&17H|

Mild steels Carbon steels, Hardened steels, : Hardened steels,
. Alloy steels, Tool steels, Hardened steels,Stainless o
Cast iron Prehardened steels, Titanium alloys,

Work SCM, SKT,SKS,SKD q steels A
- $S400, S55¢, FC250 ( Free-cutting ) SUS304, SKD Heat resistant alloys

~HRC30
WA ( ~750N/mm2 ) S . THE SKT, SKD, NAK5S,

Hardened steels,
E# HRC55~60

" _ steels,
—Hﬂ%ﬁﬁﬁim R - HPM1 WS# HRC38~45 A HRCA5-55
#FE#H HRC30~38

Cutting Speed .
M S S

Mill DIA.(mm) Speed(mm™) | Speed (mm/min) | Speed(mm™) Speed mm/m\n) Speed(mm™) | Speed (mm/min) | Speed(mm™) Speed mm/m\n) Speed(mm™) | Speed (mm/min) | Speed(mm™) | Speed (mm/min)

HE mEEE BEE WEEE mEEE BEE EE mEEE BEE mEEE BEE

3 6800 705 5080 959 4680 455 4400 400 3560 320 1680 110
4 5080 705 3800 675 3520 455 3320 450 2680 360 1280 120
5 4080 715 3040 660 2800 475 2640 475 2120 385 1000 125
6 3400 715 2560 560 2320 500 2200 495 1800 400 840 125
8 2560 660 1920 550 1760 545 1640 515 1320 415 636 125
10 2040 610 1520 535 1400 475 1320 470 1080 380 508 115
12 1680 610 1280 475 1160 450 1120 440 880 355 424 115
16 1280 610 960 430 880 370 840 370 668 300 320 88
20 1000 510 764 380 700 350 664 330 536 265 256 89
Deplh of cut l—-_J,LAP Ap=0.5D Ap=0.05D

A Caution AIEEE

1.Use a rigid and precise machine and holder. 1.EEREESEMSEHIY 2828 R JE

2.Please adjust the speed and feed when the cutting depth is large or 2. EHIEE B A SR E 1 R B R
when machines with low rigidity are used. . - N =

3.Please use a suitable fluid with high smoke retardant properties. 3.aEEFﬁﬁ9ﬂHﬂ{LE§Z,ﬁE§

4.During Dry ( no fluid ) Milling, please use air blow to remove disposable 4. Rz HIR A ERRR BRI EE 2 EE

chips from the Milling area and the eliminate chip packing.

Unit/EEfiI: mm

WWW. speedtiger.com.tw
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¢ FHPCS 4 Flutes High Speed Side M =R At

Mild steels Carbon steels, iHE# HRC30~38
Cast iron Hardened steels, ' # HRC38~45
$8400, S55¢, FC250 Prehardened steels, Hardened steels,Stainless
( ~750N/mm2 ) ( Free-cutting ) steels
—ﬂxﬁLFﬁﬁ [7E5 N SKT, SKD, NAK55, SUS304, SKD

B HRC45~55
Hardened steels,
Titanium alloys,
Heat resistant alloys
steels,

aeill - THH#
Alloy steels, Tool steels,
SCM, SKT,SKS,SKD
~HRC30

Work
material
WHIH

i HRC55~60
Hardened steels,

HPM1

Cutting Speed

30m/min

Speed(mm”) | Speed (mm/min) Speed(mm ) | Speed (i mm/mln Speed(mm”) | Speed (mm/min) Speed(mm ) | Speed (mm/mln) Speed(mm™) | Speed (mm/min) Speed(mm") Speed (mm/min)

Mill DIA.(mm)
HE

R BEE WIEE W BEE WIEE W BEE WIEE
3 16960 2150 16960 2400 16960 1300 12720 1150 8480 680 6800 440
4 12720 2050 12720 2300 12720 1300 9520 1250 6360 795 5080 460
5 10160 1900 10160 2150 10160 1250 7640 1350 5080 840 4080 510
6 8480 3050 8480 2650 8480 2000 6360 1450 4240 910 3400 610

8 6360 2800 6360 2400 6360 1900 4760 1400 3200 860 2560 575
10 5080 2550 5080 2200 5080 1850 3800 1350 2560 830 2040 510
12 4240 2550 4240 2200 4240 1800 3200 1350 2120 830 1680 510
16 3200 1900 3200 1900 3200 1700 2400 1350 1600 830 1280 510

20 2560 1550 2560 1550 2560 1550 1920 1150 1280 730 1000 510
Ap | Ae Ap | Ae Ap | Ae
Depth of cut Ap D<@6 |1.5D |0.02D D<@6 |1.5D [0.01D D<@6 | 1D [0.01D
MIRE 26sD | 1.5D [0.05D @6sD |1.5D |0.02D @6sD | 1D |0.02D
Ae AeMax=0.5mm AeMax=0.5mm AeMax=0.5mm
A Caution AFSSIE

E7RERMSERAIEEE KTC R -
AEEETHEKKZIESR

Sparks generated during operation or heat caused by tool breakage can
cause fire. Be sure to use all proper fire-prevention measures.

et P274

Specification page

o FHPCS 4 Flutes H

Mild steels Carbon steels,
Work Cast iron
material $S400,S55¢, FC250 ~HRC30
WHIM ( ~750N/mmz2 ) a2 - TEHE SKT, SKD, NAK55, HPM1
—ARIBIERM - REW - 5 = ) #EH 1 HRC30~38

Cutting Speed . . .

Mill DIA.(mm) Speed(mm) Speed (mm/min) Speed(mm”’) Speed (mm/min) Speed(mm”) Speed (mm/min)
=

Hardened steels,
Prehardened steels,
( Free-cutting )

Alloy steels, Tool steels,
SCM, SKT,SKS,SKD

Hardened steels,Stainless
steels
SUS304, SKD
Al HRC38~45

62m/min

Speed(mm’’) Speed (mm/min)

EIEEE REE WEEE REE WEEE REE EEE REE

3 10160 1050 8480 935 7640 745 5080 460

4 7640 1150 6360 1000 5720 745 4120 560

5 6120 1200 5600 1100 5080 865 3320 595

6 2920 1550 4680 1150 4240 910 2960 670

8 3800 1450 3520 1300 3200 985 2240 690

10 3040 1400 2800 1200 2560 865 1800 635

12 2560 1250 2320 1150 2120 815 1480 595

16 1920 1050 1760 965 1600 675 1120 500

20 1520 840 1400 770 1280 635 880 445

Depth of cut .—-:LJ. Ap Ap=0.2D
MIEE ApMax=3mm
A Caution AETESH

1.Use a rigid and precise machine and holder.

2.Please adjust the speed and feed when the cutting depth is large or
when machines with low rigidity are used.

3.Please use a suitable fluid with high smoke retardant properties.

4.During Dry ( no fluid ) Milling, please use air blow to remove disposable
chips from the Milling area and the eliminate chip packing.

Unit/EE{I: mm

1A A SR 2 ek & JJiE

2. ENHIREBANHBAER BARRERE
3FEERARIILERZRE

4 LRI EERRRERTEEE 2B

www.speedtiger.com.tw
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MR R

® KTGS 2 Flutes Standard Cutting Conditions

SAERZAYTH]

Work Alloy steels, Tool steels, Prehardened steels, Hardened steels, Hardened steels,
material | SCM, SKD61, SKD11, NAK, AISI H3 ,AISI D2 ect. SKD61, SKD11, STAVAX, AISI H13 ect. SKD11, SKH, SKS, ASP23, AISI H13 ect.
&2 - THE - 781E# ~HRC45 A HRC45~55 #l HRC55~62
(mm) | "0 | (min) | ) | (mmimin (min) | qmin
IREEE W e Miling R L Miling AWER | EREE [ Pt
a=15° 40000 3120 =0.2R =0.1R 35000 2340 =0.2R =0.1R 21000 1300 =0.2R =0.05R
DO-3R a>15° 35000 2080 =0.2R =0.1R 30000 1430 =0.2R =0.1R 15000 740 =0.2R =0.05R
a=15 40000 3900 =0.2R =0.1R 30000 2470 =0.2R =0.1R 14000 1160 =0.2R =0.05R
DO-75R a>15° 30000 2210 =0.4R =0.1R 25000 1560 =0.4R =0.1R 10000 610 =0.2R =0.05R
DIR a=15° 35000 3900 =0.4R =0.1R 25000 2340 =0.4R =0.1R 11000 1040 =0.2R =0.05R
a>15° 25000 2210 =0.4R =0.1R 20000 1430 =0.4R =0.1R 8000 560 =0.2R =0.05R
DI25R a=15 33000 3900 =0.4R =0.1R 22000 2210 =0.4R =0.1R 9300 920 =0.2R =0.05R
a>15° 24000 2210 =0.4R =0.1R 17000 1300 =0.4R =0.1R 6500 480 =0.2R =0.05R
D15R a=15° 30000 3900 =0.4R =0.1R 20000 2210 =0.4R =0.1R 8000 870 =0.2R =0.05R
a>15° 23000 2210 =0.4R =0.1R 15000 1300 =0.4R =0.1R 5600 450 =0.2R =0.05R
a=15" 25000 3900 =0.4R =0.1R 17000 2210 =0.4R =0.1R 6400 830 =0.2R =0.05R
D2R a>15° 20000 2210 =0.4R =0.1R 13000 1300 =0.4R =0.1R 4500 440 =0.2R =0.05R
a=15° 23000 3900 =0.4R =0.1R 15000 2210 =0.4R =0.1R 5000 710 =0.2R =0.05R
D2.5R a>15° 17000 2210 =0.4R =0.1R 11000 1300 =0.4R =0.1R 3500 380 =0.2R =0.05R
D3R a=15" 20000 3900 =0.4R =0.1R 13000 2210 =0.4R =0.1R 4200 690 =0.2R =0.05R
a>15° 15000 2210 =0.4R =0.1R 10000 1300 =0.4R =0.1R 2900 350 =0.2R =0.05R
D4R a=15° 15000 3900 =0.4R =0.1R 10000 2210 =0.4R =0.1R 3200 700 =0.2R =0.05R
a>15° 11000 2210 =0.4R =0.1R 7500 1300 =0.4R =0.1R 2200 360 =0.2R =0.05R
R a=15" 12000 3770 =0.4R =0.1R 8000 2080 =0.4R =0.1R 2500 660 =0.2R =0.05R
a>15° 9000 2080 =0.4R =0.1R 6000 1170 =0.4R =0.1R 1800 350 =0.2R =0.05R
a=15 10000 3250 =0.4R =0.1R 6600 1820 =0.4R =0.1R 2100 570 =0.2R =0.05R
DER a>15° 7500 1820 =0.4R =0.1R 5000 1040 =0.4R =0.1R 1500 300 =0.2R =0.05R
Depth of 0.1R 0.1R \/\m_:": 0.05R
Cl:li —oR — (MAX 0.5mm) — (MAX 0.3mm)
MIRE <0.2R(=R1) <0.2R(=R1)
A Caution ARER
1. ais the inclination of machining surface. 1. o WINTEIERS -
2. If the rigidity of the machine or the work material installation is very low, or 2 MM RS T HMRBHIMRE - HIRESNESESER » SALMERLAIIZ

chattering and noise are generated, please reduce the revolutin and the feed rate
propotionately.

3. Cutting condition may be considerably different due to the overhang(milling depth
and neck length),depth of cut, and machine tools.

4. If the depth of cut is shallow, the revolution and feed rate can be incerased.

WWI/I/. speedtiger.com.tw

TREEDEHRERRE - It SRINTHREER - ZRFEEGRE -
3 BREJERHERRDEMERE « M1 - BWRENERITMEEMA
B LREH-KRIBRSER -

4 PHIREB  ILIRSDESRERRE -

Unit/EEfiI: mm
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® KTGS 2 Flutes High Speed M

Work Alloy steels, Tool steels, Prehardened steels, Hardened steels, Hardened steels,
material SCM, SKD61, SKD11, NAK, AISI H3 ,AISI D2 ect. SKD61, SKD11, STAVAX, AISI H13 ect. | SKD11, SKH, SKS, ASP23, AISI H13 ect.
WEIE &S24 - TH - 781E# ~HRC45 FHE# HRC45~55 #ffl HRC55~62
R | cutng | Speed Feed (min') |  Feed Speed Feed

(_mm )_ Way s( min ) (mm/m|n) RS (mm/fn|n) \( min ) (\mm/‘mln)

BREEgE| MIAR | mEEE | BAEE Millin EIREE il EIEERE | ELREE il

Pick feed | A0, Pick feed | a0, Pick feed | Amondt

DO5R #H (R) 40000 3120 0.2 0.05 40000 2470 0.15 0.04 30000 1560 0.1 0.03
A (F) 40000 3900 0.1 0.05 40000 3120 0.8 0.04 30000 1950 0.6 0.03
DIR bic| (R) 40000 6240 0.2 0.2 40000 4940 0.2 0.15 20000 2080 0.15 0.12
1w (F) 40000 7800 0.2 0.1 40000 6240 0.1 0.1 20000 2600 0.1 0.06
D2R il (R) 30000 6240 0.4 0.3 30000 4940 0.3 0.2 20000 2470 0.25 0.15
¥ (F) 30000 7800 0.2 0.15 30000 6240 0.2 0.1 20000 3120 0.2 0.1
D3R 1 (R) 20000 5200 0.6 0.4 20000 4160 0.5 0.3 16000 2470 0.3 0.2
b (F) 20000 6500 0.2 0.2 20000 5200 0.2 0.2 16000 3120 0.2 0.2
D4R #H(R) 16000 4940 1 0.8 16000 3900 0.8 0.6 10000 1820 0.7 0.5
W (F) 16000 6240 0.2 0.2 16000 4940 0.2 0.2 10000 2340 0.2 0.2
D5R s (R) 12000 4680 2 1 12000 3640 1 0.8 8000 1560 1 0.7
b (F) 12000 5850 0.3 0.3 12000 4680 0.2 0.2 8000 2080 0.2 0.2

D6R #(R) 10000 3900 3 1.2 10000 3120 1.5 1.2 6400 1248 1.5 1
A (F) 10000 4870 0.3 0.3 10000 3900 0.2 0.2 6400 1560 0.2 0.2

Depth of — —Pf
cut \/\.@:‘FM Ad

MIRE Pf

A Caution ATEFIE

1. ais the inclination of machining surface. 1. o RINTEAMERNA -

2. If the rigidity of the machine or the work material installation is very low, or 2. MR B THRRERIMNARE - HIREHRNESEENE - BLMERLHIE
chattering and noise are generated, please reduce the revolutin and the feed rate TRBEDESAERRE - It » ERINITEER » BEREEREE -
propotionately. 3. ERFBRIHIGRHERRIARERE « M1 « MR ENEEMMEEMA

3. Cutting condition may be considerably different due to the overhang(milling depth B, FREHBERISEM -
and neck length),depth of cut, and machine tools. 4 IR\ > IS DE SR -

4. If the depth of cut is shallow, the revolution and feed rate can be incerased.

Unit/EE{I: mm

www.speedtiger.com.tw
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¢ KTGS 2 Flutes Ball End Milling Actual Diameter IESE T BRI T ESERE R

R D
R¥E | I

Depth of cut ( mm ) MITHRE

Radius| Dia | 0.01 | 0.02 | 0.03 | 0.04 | 0.05 | 0.08 | 0.1 0.15 | 0.2 0.3 0.5 0.8 1 2 3

0.1 0.2 |0.087| 0.12 |0.143| 0.16 |{0.173|0.196| 0.2

0.2 0.4 /10.125/0.174|0.211| 0.24 |0.265| 0.32 | 0.35 | 0.39 | 0.4

0.3 0.6 [0.154|0.215|0.262|0.299|0.332| 0.41 | 0.45 | 0.52 | 0.57 | 0.6

0.4 0.8 [0.178| 0.25 |0.304/0.349(0.387| 0.48 | 0.53 | 0.62 | 0.69 | 0.77

0.5 1 0.199| 0.28 |0.341|0.392|0.436| 0.54 | 0.6 | 0.71 | 0.8 | 0.92 1

1 2 10.282|0.398|0.486| 0.56 |0.624| 0.78 | 0.87 | 1.05 | 1.2 | 1.43 | 1.73 | 1.96 2

1.5 3 10.346|0.488|0.597|0.688(0.768| 0.97 | 1.08 | 1.31 | 1.5 1.8 | 2.24 | 2.65| 2.83

2 4 ]0.399|0.564| 0.69 [0.796|0.889| 1.12 | 1.25 | 1.52 | 1.74 | 2.11 | 2.65 | 3.2 | 3.46 4

2.5 5 0.447|0.631/0.722|0.891/0.995| 1.25 | 1.4 | 1.71 | 1.96 | 2.37 3 3.67 4 4.9

3 6 [0.489|/0.692|0.846/0.977(1.091| 1.38 | 1.54 | 1.87 | 2.15 | 2.62 | 3.32 | 4.08 | 4.47 | 5.66 6

4 8 10.565/0.799/0.978(1.129(1.261| 1.59 | 1.78 | 2.17 | 2.5 | 3.04 | 3.87 | 4.8 | 5.29 | 6.93 | 7.75
5 10 |0.632/0.894/1.094(1.262|1.411| 1.78 | 1.99 | 2.43 | 2.8 | 3.41 | 4.36 | 5.43 6 8 9.17
6 12 10.693/0.979/1.198(1.383|1.546| 1.95 | 2.18 | 2.67 | 3.07 | 3.75 | 4.8 | 5.99 | 6.63 | 8.94 |10.39

7 14 |0.748/1.058|1.295(1.495| 1.67 | 2.11 | 2.36 | 2.88 | 3.32 | 4.05 | 5.2 6.5 | 7.21 | 9.8 |11.49

8 16 0.8 |1.131/1.384|1.598|1.786| 2.26 | 2.52 | 3.08 | 3.56 | 4.34 | 5.57 | 6.97 | 7.75 |10.58|12.49

9 18 |0.848/1.199/1.468|1.695|1.895 2.39 | 2.68 | 3.27 | 3.77 | 4.61 | 5.92 | 7.42 | 8.25 |11.31/13.42

10 20 |0.894/1.264|1.548|1.787|1.997| 2.52 | 2.82 | 3.45 | 3.98 | 4.86 | 6.24 | 7.84 | 8.72 12 |14.28

Caculation of Actual Dia

d=2 [Ad (D—Ad)

EMIE:d MIFE : Ad

& J

Unit/EEfI: mm
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® KCRS 4 Flutes High Speed M

Mild steels arbom steels,
Cast iron Alloy steels, Tool steels,

Work
material

I 1%

Mill DIA.

S$S400, S55¢, FC250
( ~750N/mm2 )

ISR - R
]

SCM

, KT,SKS,SKD

~HRC30

A%l - TE#l

Feed Speed Feed

Hardened steels,

Prehardened steels, Stainless steels

( Free-cutting )

SKT, SKD, NAK55, HPM1 A EHHRC38~45

A E #HRC30~38

Speed

Feed

—=_ T Ny
ns BFRZEYH]
Hardened steels,
Titanium alloys,
Heat resistant alloys

steels,
HAEHMHRC45~55

Hardened steels,
Hardened steels,

US304, SKD A EHHRC55~60

Speed Feed Feed Speed Feed

(mm) (mm/min) | (min™) | (mm/min) | (min™) | (mm/min) | (min™) | (mm/min) (mm/min) | (min™") | (mm/min)

BHg EEEE | EBREE | QEEE | EREE |DEEE | BREE |DEEE | EREE |DERE | EREE | DEEE | EREE
D10XR2 6030 13300 6030 12060 6030 12060 4510 9070 4510 8170 3040 3610
D11 XR2 5510 12060 5510 11020 5510 11020 4130 8260 4130 7410 2750 3320
D12XR3 5030 13300 5030 12060 5030 12060 3800 9070 3800 8170 2520 3610
D13XR3 4650 12250 4650 11210 4650 11210 3460 8360 3460 7550 2330 3370
MTEE aa [ B as ar £ ar
= aa a R=2| 01xR | 03D R=2| 0.05xR| 03D
Depth of cut a | 01xR 0.3D 2<R [ 0.2mm 0.3D 2<R | 0.1mm 0.3D

A Caution

Sparks generated during operation or caused by tool breakage can cause fire. Be
sure to use all proper fire-prevention measures.The conditions below are for high
speed/high precision machining centers.

1.Use a rigid and precise machine and holder.

2.These Milling conditions based on Milling with circular interpolation at corners. For Milling without circular

interpolation (such as right angle corners) , reduce the speed to 50~70% and the cutting depth to

50~80% of the above condi
3.We recommend using an air

itions.
blow or MQL(mist) .

4.Please adjust the speed, feed and cutting depth according to actual Cutting Conditions.
5.When KCRS enter in Z axis, reduce the feed speed to 30~60% of the above conditions with machining

incline angle (B) =2°.

6.These Milling conditions are for a tool extension length : less than 4xD. For a longer tool extension,

reduce the speed, feed rate, and the cutting depth in accordance with the respective coefficients, to

prevent chattering.

I Tool extension coefficients T BEZEH B8R

ATEER

HEIRIFE AR TR BAMISRASIEAIKIERBKK -
FEESE A E R KB -

MU EfR A E AR S EEE N TS -

1ER—AREEERIHKENTIE -

2 EEMERGANARABNTESER  HERRANAE (MEEERE )
- % (R E PR R 2I50~70% K iRl {E 1 2R EE50~80% °

HMERER-EREANERE -

GERBERANE G REREE - EARRIEIRE -

5.{;J:iﬁﬂ%1¢??%f'ﬁﬂﬁﬁﬁl§ (B)=2" IF - EKCRSEAZHE - BIFEERE
£30~60% °

6. ELEFRGFERRIEERRE : M iR4XD - HR—(AERERMITERS -
hR (BB % 81 - PRISEE - BARNMIEREMUR LD HE -

~w

Overshank Length Milling Speed aa Feed Speed
THERLE tIHIEE a5t EREE
L/D=4 100 100 100
L/D=5 60~80 60~80 70~90
L/D=6 40~60 40~60 60~80

Ultra-high speed conditions

BRIk

When milling flat areas with a stable load, the speed and the feed
rate of the high-speed conditions can be further increased to 150-
200%. The ultra-high speed conditions are for a tool extension
length:less than 4xD. If the tool extension length is over 4 D, do not

refer to it.

ARRRBEER MIETERE - REAEGRESE—SIZIN150-
200% - EFEREHERR—ETIAERRRE : D40 - IRTEERER
EREALTS » BEASRAFNT -

Unit/EE{I: mm
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Mild steels Carbon
steels, Castiron

Alloy steels, Tool steels,

Hardened steels,
Prehardened steels

g BER, S

Hardened steels,

Hardened steels,
Titanium alloys,

Worll( S5400, S55¢, FC250 SO, SIS ( Free-cutting ) Siilliltses gk Heat resistant alloys EH'ir;dened sitels
material ~HRC30 SUS304, SKD A E#fHRC55~60
W ( ~750N/mm2 ) a5 TEH SKT, SKD, NAK55, B HHRC38~45 steels,
—REERME - KR 2 HPM1 : FAEMHRCA5~55
0 - 55 EHHRC30~38

Mill DIA. Feed Feed Feed Feed Feed Feed
(mm) (mm/min) (mm/min) (mm/min) (mm/min) (mm/min) (mm/min)
B EREE EBREE EREE EEEE

D8XR2 3800 6650 3800 6030 3040 4840 2660 4230 1900 2710 1140 1090

D9XR2 3370 5890 3370 5370 2710 4320 2370 3750 1660 2420 1000 950

D10XR2 3040 6650 3040 6030 2420 4840 2140 4230 1520 2710 910 1090

D11XR2 2750 6030 2750 5510 2180 4420 1950 3840 1380 2470 830 1000

D12XR3 2520 6650 2520 6030 2000 4840 1760 4230 1280 2710 750 1090

D13XR3 2330 6130 2330 5600 1850 4460 1610 3900 1140 2520 700 1000

aa l ,8

MTEE aa ar aa ar Qa ar

R=2| 02xR | 0.5D R=2| 02xR | 0.5D R=2]0.1xR [ 05D

Depth of cut ar \ 2<R| 0.5mm | 05D 2<R| 04mm | 05D 2<R|0.2mm | 05D

—
A Caution A iEEE

Sparks generated during operation or heat caused by tool breakage can
cause fire.

Be sure to use all proper fire-prevention measures.

The conditions below are for high speed/high precision machining
centers.

1.Use a rigid and precise machine and holder.

2.These Milling conditions based on Milling with circular interpolation at
corners. For Milling without circular interpolation ( such as right angle
corners ) , reduce the speed to 50~70% and the cutting depth to 50~80% of
the above conditions.

3.We recommend using an air blow or MQL(mist ) .

4.Please adjust the speed, feed and cutting depth according to
actual Cutting Conditions.

5.When KCRS enters in Z axis, reduce the feed speed to 30~60% of the
above conditions with machining incline angle ( B ) =2° .

6.These Milling conditions are for a tool extension length : less than 4 XD.
For a longer tool extension, reduce the speed, feed rate, and the
cutting depth in accordance with therespective coefficients, to
prevent chattering.

| Tool extension coefficients T B2 H SR&

FERIF AR TREMMIBRIRFTEAXIESIBK K -
FEBWEREERM KIS -
MNTEHERRESRERMmIMES -

1ERA—GERE B ERAREN T -

2ELEMERGANERANFERSER  WERRANAE
(MOOEEHME ) - IHEEEIZEZI50~70%KRIENEIRES0~80% °

3EMEEER—EREANEHTE -

A FERBEBRIER G RREE - EAERITBIRE -

5.1 LR H TIRIEMENAE (8 ) =2° I - EKCRSEAZEHE - FERE
LA E30~60% °

6. ELMERGEARIEERRE : Vi4XD - HR—EERMRMNIA
REE - RERE R R - PREEE  ELRMVAREUPI LW HE -

Overshank Length Milling Speed aa Feed Speed
TAERKE tIHEE BRI EREE
L/ID=4 100 100 100
L/ID=5 80~100 70~90 80~90
L/ID=6 60~80 50~70 60~80

WWI/I/. speedtiger.com.tw
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¢ RD Cutting Condition
UIRIRHR

Cutting Speed Feed per Tooth ¥4 fz(mm /tooth)

Work Material Hardness Kl E - =
MIME EE i Diameter Ef& @D (mm)

(m/min) fz(mml/t)

Carﬁ?%gee' HB 160~260 | 140~200 | 0.15~0.35 | 01~05 | 015~1. | 02~1. | 05~15 | 0.5~2.

Pre'Hag%‘%dStee' HB 280~400 | 100~160 | 01~02 | 0.1~0.5 | 0.15~08 | 02~1. | 0.2~12 | 0.3~15

HRC 40~52 80~120 0.1~0.15 | 0.07~0.2 | 0.1~0.6 | 0.15~0.8 | 0.15~1.2 | 0.2~1.2
Hardened steel

XN HRC 52~63 60~80 0.07~0.15 | 0.05~0.1 | 0.05~0.2 | 0.07~0.5 | 0.1~0.8 | 0.15~1.
Stainless Steel

eyl HB 150~250 0.1~0.15 | 0.1~0.3 | 0.1~05 | 0.15~0.8 | 0.2~1. | 0.2~1.2
Gray Cast Iron HB 170~300 | 120~185 0.12~0.3 | 0.1~0.5 | 0.15~1. | 02~1. | 0.5~1.5 | 0.5~2

o O 12~0. 1~0. A15~1. 2~1. 5~1. 5~2.
Aluminum Alloy _ 5 - - - _

$EA2( un-conting FEE) 250~400 | 0.05~0.35 0.15~0.8 | 0.2~1. | 05~15 | 0.5~2.
HB 90~150

Aluminum Alloy 300~700 | 0.05~0.35 0.15~0.8 | 02~1. | 05~15 | 05~2.

$R & £ (TB coating &[E)

Unit/EE{I: mm

www.speedtiger.com. tw
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¢ WRH Cutting Condition
IR

Cutting Feed per Tooth % fz(mm /tooth)

i Speed
Work Material Hardness %
mI#eE EE TNHEE Diameter H€ @D (mm)

HB 180~280 160~280 0.3~0.4 0.3~0.5 0.3~06 = 0.35~0.7 0.4~0.8 0.5~0.8 0.5~0.8

Carbon Steel
fix =l

AllolSteeI HB 180~280 200~320 0.3~0.4 0.3~0.5 0.3~06 = 0.35~0.7  0.4~0.8 0.5~0.8 0.5~0.8
EX=4 ]

Pre-Hardened Steel |15 550400 180~300  02~04  03~05  03-0.6 035~07 04~08  05-08  05-0.8

FaTE
D,;; ;‘i‘?ﬁe' HB 180~250 ~ 160~250  02~0.4  03~05 03~0.6 035~07 04~08 05~08  05~0.8
Hardened steel HRC 40~55  140~220  0.15~0.35 02~04  0.2~0.5 02506 0.25~0.6 03~0.8  0.3~0.8
K iR HRC 56~63 ~ 120~180 = 0.15~03  02~04  0.2~0.5 035~0.7 0.25~0.5 03~0.6  0.3~06

Sta'r;"ﬁe%;;tee' HB 150~250  100~220  0.3~04  02~04  025~05 0.35~0.7 04~08  05~0.8  0.5~0.8
Gray Cast Iron HB 160~260  300~400  0.3~05  0.4~0.6  05~07  05~0.8  06~08  0.8~1 0.8~1

xOEE e e R R e R R
Ductile Cast Iron HB 170~300  240~300  0.3~04  03~04  03~06 05~0.8 05~08 06~0.8  0.6~08
C°§|§‘; gby HB 80~150  220~320  03~05  04~05 04~0.6 035~07 04~0.8 05~08  0.5~0.8
A'“mﬁg‘“g%”"by HB 30~100  300~400  0.3~05  04~06  04~0.7 035~07 04~0.8  0.5~1. 0.5~1.
Graphite

e - 400~550 0.3~0.5 0.4~0.6 0.4~0.8 0.35~0.7  0.4~0.8 0.5~1. 0.5~1.

H Cutting Condition Method 7 At EE

R o
Rotation N = ﬁé‘;:& (min)
otation speed
speed
V' = tJEIEE (mm/min)
__V x 1000 (min)” Cutting speed
m x De De = BHMTIEER (mm)
Cutting length of diameter
De= 2x+/ Apx(D-Ap) (mm) Ap = BEILIR (mm)
Depth of cut (ap)
Ae = HEEAERALTR (mm)
e on Depth of cut (ae) Ae
e F o= SERERE (mm/min)
Feed rate Feed rate g
F =N x fz (mm/min) fz = SEEELR (mm/rev) Y
Feed rate of rotation speed A
D
fz= hmaxx ———  (mm/rev) hmax = BHHIJEERE (mm/min)
vV Ap*(D-Ap) Cutting length of diameter < 2De
Unit/EfI: mm

WWI/I/. speedtiger.com.tw
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e HN Cutting Condition
UIRIRHR

ISO Standard for Carbide Tools (Application Range)

Item Code Cutting Condition SO L 141 7 S 1% G AR T 444 K 9 )

A AR I
HNGX0604-R-4225 B3 T2 (Ap) [mm] - -
HNGX D604-R-{545C) i HNGX D604-R-{SUS304) HWNGX 0804-R-( IR W)
i = an
— = —
E 25 _E ] E 1]
= = £
m iz w 20 & an
E_ T ﬁ 15 g 2
ﬂ 1 W 0
= & 20
B o4 o os E’ 10
¥, R A gl Mg g e O o080 0% 0F 03 03 038 5 ,
. !}]‘;‘i:lﬂr:lrnm.mnﬂq B 058 &1 098 02 028 03 438
8 213 Tzimm.tooth | £ 7 Tizmm tooth |
 HNGX 0806-R-(S45C) i I VAL ., HNGX 0906-R-(* M ill)
E‘ a4 1 L N AN . _= T 1 TT T 101
‘E_:r!--_-._ 2 1HNEN E“‘
“””” b1 lE:II:I:-
E bt | B T E an;
& ITTECECeEnT 8 oo
®os E ol
B\ T T O b oobs At 015 02 035 03 4% §F P N
& F13E T iz[mim, toolh | 18 73l Tiz[mm.tooth ] g 008 a1 1% dF 03 03 oas
8 2l Dizimm.togth |
Unit/EE{I: mm
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e CN Cutting Condition
IR

CNGX

Iltem Code Cutting Condition
FRIBHES PSS

BYE4E(F2) [mm/tooth]
CNGX07-3225 & TR (Ap) [mm]
IEIEE (Ve) [m/min]
BY#ELE(F2) [mm/tooth]
CNGX07-4225 & TIE(Ap) [mm]
HIEIEE (Vc) [m/min]
BYE4E(F2) [mm/tooth]
CNGX07-3220 #ifE3E TR (Ap) [mm]
HNHIEE (Ve) [m/min]
BI)#E4(F2) [mm/tooth]
CNGX07-4220 e TR (Ap) [mm]
HIEIEE (Vc) [m/min]
CHGXOT{S45C) CMGROTISLSI04) ICNGMOT{ L )
Y - A R T — — A0 — 30
E E?'- EE'E-
= SENEEE T EEEE 5
il R b ) | I [ - H 20
P 15 B s B oas |
=5 i | I
g M 1a B o0
g LE ®E
& 05 ey . & o5 & o
b oMs 01 045 03 0% 01 00% B oans 04 DS OF 035 03 035 b 006 01 015 OZ 635 03 038
& 71 7 1zfmm, il | 83l Dizimmiooth | 5 M T fz[mm.tooth ]
AE=D™10% AE=D"10% AE=D"10%

. Unit/EEfiI: mm
WWW. speedtiger.com.tw
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Specification page Specification page

Work

Material Mild steels, Carbon steels, Alloy steels, Tool steels, SCM, ##i8 FC250% Aluminum alloy, expanding
I cast iron SKT, SKS, SKD ~HRC30 —REtEE, kR material
Diameter Feed Rate Feed Rate Feed Rate Feed Rate
BHE EREE EREE EREE EREE
(mm) (mm/min) (mm/min) (mm/min) (mm/min)
3 5300 160 3200 95 5300 160 8000 300
4 4000 160 2400 90 4000 160 6000 300
5 3200 160 1900 90 3200 160 4800 300
6 2600 160 1600 85 2700 160 4000 300
8 2000 150 1200 75 2000 150 3000 300
10 1600 145 960 65 1600 145 2400 300
12 1300 130 800 60 1300 130 2000 300
16 1000 120 600 60 1000 120 1500 300
20 800 110 480 55 800 110 1200 300
Unit/E4I: mm

www.speedtiger.com.tw
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Specification page Specification page

e RE/REC Series Cutting Condition 1ZZ4£t]JHI]

=i - 5=l e
Cast Iron, Alloy Hardened Steels . A i
Stainless Steels

" —RiEE R &
?&ﬂ]ﬁlﬂﬂl Structural Steels Carbon Steels
Work Material

$S400 S45C, S50C SIS HRC30~40 _ SUS304

FC, FCD, SCM, SKD

W‘“’E’g 8~20 m/min 9~15 m/min 8~15 m/min 5~12 m/min 5~10 m/min 5~10m/min
Cutting Speed
Removal Amount Feed Feed Feed Feed Feed
(mm/Dia.) (mm/rev) (mm/rev) (mm/rev) (mm/rev) (mm/rev)
5 0.1~0.2 0.05~0.1 0.08~0.15 0.05~0.1 0.05~0.1 0.05~0.1
10 0.2~0.3 0.1~0.3 0.1~0.3 0.1~0.3 0.1~0.2 0.1~0.2
15 0.3~0.5 0.2~0.4 0.3~0.5 0.15~0.35 0.1~0.3 0.15~0.35
20 0.3~0.5 0.3~0.5 0.3~0.5 0.2~0.4 0.15~0.35 0.2~0.4
. Unit/EfI: mm
WWW. speedtiger.com.tw
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B Coating Classifying and advantage I#tJJHVREREIERIFE  end mill expert

I5H RETEHE -~ -~ SH SS RS
ltem Coating type ALTIBN| TiSiN | ZrN-A | ZrN-S | nACo [ TiSiN+ | P-nACo | nACro (ATiSIN) | (ATiceN) | (CrssiNy B

REEE (HV)

Hardness(HV) ~3400 | ~3600 | ~3400 | ~3600 |45(Gpa) | ~3600 |47(Gpa)| 42(Gpa) | 3600 3300 | ~2800 | >6000

ZEEE (um)
Thickness( i m)

it MEIERE (C)

Characteristic | Oxidation Temp.(C ) 900 1100 900 1100 1200 1100 1200 1100 1200 900 1000 500

) @ﬁ%;ﬁ 0.4 0.5 0.3 0.3 0.35 0.4 0.35 0.35 0.34 0.3 0.3 <0.1
Friction Coefficient

=) = i kS & B i B SRR kS iR ic} =BE
Color Black | Copper | Golden | Golden | Blue | Copper | Blue Gray | Golden | Sliver | Sliver | Black
e o|lo|lo|o|o|o|lo|lo|o]|oloe X

Carbon Steel

TESEHE

High Speed O © O @] © © @] © © O © X
Steel
N i

Stainless Steel

a8
Alloy

BRAME

Application 8 / 83
Copper /Aluminum X X X X X X X O X X @) O

BRE S o |l o|lo|lo|lo|lo|lo|lo|lo| o|o X

Inconel

Lk o o ©) o o o| ol o O o O ©)

Titanium

BB/ BEMR
| K#% | 4R
Plastic / X X X X X X X X X X X ©
Composites /
Wood / Paper

ft
oyeaing | © | © | @@ | OO | O] 0@ ] 0] 0| o0]|O0

A= B
Cutting Way | Wet Cutting © © O o O O ) ©) O ©) (@) @)

HTE
Oil Spray O O ©) O (©) @) (©) ©) ©) O (©) ©)

FFERFRER Icon: @H“iﬁn Recommend QO3##& Suitable X RE#& Not Recommend
MER MRS - F578 coating@speedtiger.com.tw
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I zZrN-A
Steel
Nickel Alloy i Hard Steel(<55HRC)
S i
Titanium Alloy Hard Steel(>55HRC)
NS =S
Aluminum Alloy Stainless Steel
e i)
Copper Alloy Cast Iron
ITiSiN
Steel
Nickel Alloy Hard Steel(<55HRC)
e 1 Sz
,f, N\\
4 A
Titanium Alloy 4 ).\ Hard Steel(>55HRC)
Sieen A J ol =EEE
\\‘ "I
\\ ‘I
Aluminum Alloy | ol Stainless Steel

Cast Iron

Copper Allo

I nACro
Steel
Nickel Alloy il Hard Steel(<55HRC)
ShEE i
Titanium Alloy Hard Steel(>55HRC)
NS =S hEE
Aluminum Alloy Stainless Steel
PR SE

Copper Alloy Cast Iron
I TiSiN +
Steel
Nickel Alloy Hard Steel(<55HRC)
g
Titanium Alloy Hard Steel(>55HRC)
=

Aluminum Alloy Stainless Steel
i e )

Cast Iron

Copper Allo

Aluminum Alloy |

ZEREE

JAITiBN
Steel

Nickel Alloy

Hard Steel(<55HRC)

AN
A‘VQ’

Aluminum Alloy

Hard Steel(>55HRC)
SR EIE ]

Stainless Steel

Cast Iron

Copper Allo

I ZrN-s
Steel
Nickel Alloy Hard Steel(<55HRC)
TR L S S 2
Titanium Alloy i '\, Hard Steel(>55HRC)
R I S ‘ : S8 2 58
‘e\ II
\\ ]
Aluminum Alloy \ _+/ Stainless Steel
\ .7
Copper Alloy Cast Iron
I nACo
Steel
Nickel Alloy Hard Steel(<55HRC)
= 2 i
Titanium Alloy Hard Steel(>55HRC)
NS = hE [ i
Aluminum Alloy Stainless Steel
AN
Copper Alloy Cast Iron
ITB
Steel
Nickel Alloy Hard Steel(<55HRC)
1= 2 [ i
Titanium Alloy Hard Steel(>55HRC)
ShEE il

Stainless Steel

Cast Iron

Copper Alloy

ww.speedtiger.com. tw
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Introduction of AITiBN Coating
AITIBN ZE[E 4]

Coating Structural Analysis-SEM E[E#E1ED17-SEM

ZERGE

Normal Temperature - Mechanical Analysis F 8-

| Hardness(Hv) |Impact of Diameter| Lc2-Lc1 Wear Rate | Roughness (um)
AITiN 3672 | 305(um) 8.28N 6.49x10-6 0.233 |
AITiIBN 4088 /\/} 280.9(um) 17.6N 5.11x10-6 0.166

In normal temperature mechanical analysis, the performance of AITiBN is superior to AYI’iN in hardness, wear

rate and coating roughness.

EERE#MI TP - AITIBN EEE - EEREEEEEREER AITIN

The Oxidation

¥ %) &} 5 JuS101900 UonOL

0.80

Wear of 700°C 700°CH&ELELE

0.72
0.64
0.56
0.48
0.40
0.32
0.24 -
0.16 -
0.08 —:l

q
0.00 =

| Mult-TiN

Mult-AITiN

TiN

TiBN

AITiN
Multilayer-TiN
Multilayer-AITiBN
Multilayer-AITiN

100

200

300

Wear Distance(m) EiE#EE

400

500

Friction Coefficient Wear Distance Wear rate
' BIEEE EHER

TiN 0.5662 316.3 6.4x10-6
TiBN 0.5664 281.2 5.69x10-6
AITIiN 0.6402 281.4 4.97x10-6
Mult-TiN 0.686 277.4 4.82x10-6
AITiBN 0.618 281.8 4.66x10-6 Q?
Mult-AlITiN 0.7014 290.1 5.5x10-6 |

The wear rate of AITiBN at high temperatures is also superior to the above coatings.
ATiBN =8 FHERZER BiEEEE

WWVI/. speedtiger.com.tw
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Introduction of AITIBN Coating
AITIBN ZE[E 43

Tool Life Comparison S EbER Cutting Edges 7] &R ELER
Tool life Comparison S #nELE AITiBN AITIN
- .'I-: - !
14 .'"l-.
§ 12 .--_,". =
ﬂj 10 _,-'-.
JiEl
! 8 . i
’E 6 .--l-_ 3 -
é 4 ___.:'._ == AITIN
: '-'5;:-.. — =
0 ¥

0 60 90 128
L Total Milling Length fTERE : Total Mllllng Length ftri%l—
Total Milling Length {TERE (m) 128M 96M

Cutting Conditions tJJEI{5E 4

Milling Type $£HlI75 0 Side Milling fAll#% Feed Rate EZ3EE 1082mm/min

Work Piece T f#1i S45C Depth of Cut 1% ap=20 ae=1.2
Tool Size 7JEAR~F 10mm x 30 x 75L Coolant Way 2 #8175 Air 2%
Rotation Speed #3& 3183 rpm CNC Machine CNC #& YCM ki FV102A

%

FAERDHMBEEFHREMIE : 017926662
Germany trademark No. 017926662

2 s

\LTIEN

FE@MCHEMEEGHREMEE : 01912738 AERCHMBXBHREME : 6134637

AE@mCHMEEFREMEE : 01911574

Taiwan trademark No. 01911574 Japan trademark No. 6134637

Taiwan trademark No. 01912738

www.speedtiger.com. tw
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B ZrN-A coating G516 &% G
Details EmiFEh

Block resistancediihah

| Suitable for High Speed machining
dry and wet cutting way.

AREZEXSE®INT

with both

Good for Stainless steel cutting

A N El

| Hardness 2800~3000 HVE E

| Coefficient of friction: 0.3EE {4 &)
I Oxidation Tempii &1E3RE: 800~900° C

| High performance coating(Light golden)S 4 AEBIEGKE & )

ZEREE

Technical Data

) ?
0 0 0
||,-;:"..|n ’,I_'ul |

BBIEr - SUS3166+E

PVE1004(AITIBN) ZE[E@{biN ZrN Al LLE
PVE1004T ( AITiBN )

Parameter 43

a2

1%y

L1

Tool (Coating) A&t 715X

PVE1004 ZrN-A

Cutting Material tHI# & SUS316
Rotation Speed (S) &% 2644 rpm
Milling Speed (Vc) tNHIEE 100 m/min
Feed Rate (F) E45EE 646 mm/min
Depth of cut tIiF ap=10mm / ae=10mm
(Fz) Feed of teeth B4R =2 0.062

Machine {ER#&

YCM FV102A Xk

Holder JJ1% BT40 Shrink fit holder 45 J]1%
"The length of Tool Extend 37mm
JEBERE
Cooling Way 2 #1735 Water K%

WWVI/. speedtiger.com.tw
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ZEL
Cutting Performance - SUS316 Slotting BRf&EE BILLER
Serious broken cutting edge Serious jagged iron chips

TEZEHER E— Some Burr 1 EER] HEZREER

PVE1004T ( AITiBN ) W°r,':u%fa°e

Load of Spindle
FTHEH 40%

Total Milling Length
THIBRE

Load of Spindle

1.2m 3K THEE 42%

Item JBEE Work urface Iroﬁr%%hlp é_%\?ﬁ

Load of Spindle
THMEH 41%

Total Milling Length
THIBRE

Load of Spindle
THEE 41%

Slight| BUFRES {3 7| Slight jaggediiron chips

B SR

Wear &£ (um)

Tool life Comparison Fastb#R
0.08 PVE1004T ( AITiBN)
0.07

0.06

0.05 43

0.04 %
o PVE1004T (ZrN-A)

= 71 K g

0.02
0.01

0
0 0.6 1.2

Total Milling Length TR E(m)

Parameter 828

Tool (Coating) Izt I3k PVE1004 ZIN-A
Cutting Material T HI# & SUS316
Rotation Speed (S) #E#3% 2644 rpm Coating /&
Milling Speed (Vc) tTHIZEE 100 m/min Total Milling Length
Feed Rate (F) E4EE 646 mm/min TERE (m)
Depth of cut tiE ap=10mm / ae=10mm
(Fz) Feed of teeth ]2 0.062 ALTIBN 0.057pm  0.07um
Machine fEFHE YCM FV102A ki ZIN-A 0.028 1w m 0.03um
Holder 7J#% BT40 Shrink fit holder $&#57]1%
"The length of Tool Extend 37mm
JEfBLRE
Cooling Way < &1A Water K%

www.speedtiger.com. tw
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ZEEE

m TiSIN Coating Technical Data

New Nano-composite coating material achieves extraordinary heat resistance and hardness.
This is attained due to the new composite layer, consisting of nano-crystal material (Oxidizing
temperature : 1100°C, Layer hardness : HV 3600).

Achieves extraordlnary performance in high-speed cutting, and high efficient machining of
hardened steel, machining efficiency is more than twice as effective as other manufacturers
solid carbide end mills.

Ensuring long life and reliability in hardened steel applications HRC45~55 material

examples : 1.2080, 1.2344, and 1.2379, ASP Power Steels, High Speed Steels.

The coating generates less heat during cutting; therefore it is well suited to dry machining
conditions.

Newly developed TiSiN Coating has excellent oxidation-resistant properties, this achieves :
High speed cutting of hard steels = High Efficiency

Improvement in tool life = Lower tooling costs The newly designed flute geometry increases
rigidity, with the improved high radius accuracy producing higher tolerance, and smoother
surface finish.

Direct Milling of hardened steel is now possible = Faster production times.

EENA

FLEYTISIN Bfg BENRZEMTIHIBRIE -

FoHEEREEE  FAMMNER - IES7JEMNSS -
MATWEF BFREFEMOES  FiESTEEREMNRSERE
( Z1100°C )

ISHRRVIEIRRE - FERBEMNREENES  f RHEEESE

= 3600HV

SRRV JIERRET - ML TiSIN BB - BiIRe 7T JJEMMEREMH -
EBENEMEEN

Patent of Taiwan No: | 280288
(the method of tool surface hardening)
FEREESEIEDAERERLSESMNEETR | 1280288

Oxidized depth (um) EIEFEE(um)

3
TiAIN
2 TiCN
) TiSiN
TiN
1
market standard High performance Sl hard coating

0 mEStaEIR SIFEEZEETIR

600 800 1000 1200 1400

Temperature(’C) & FE(°C)
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m hACRo Coating Technical Data

nACRo Nanocomposite coating process. nACRo Z¥#lig

1. contain Si membrane, oxidation start temperature : 1,100°C. EWHEE - HSERESZE1100°C -

2. nano grade coating, better surface finish. ZSKARIERIE  REEMAMS, -

3. extremely high nano hardness, extremely high adhesion. BEEE . Bgm=Eh -

4. better protectipn for tgols, reduction of produgtion. ZEREEE  REMTEEN . UYFEE

cost, economical environmentally manufacturing.

R BEEERE -

By deposition very different kinds of materials,the components (like Ti, Cr,
Al in the first group,and Si in the other) are not mixed completely,and 2

Nanocomposite Structure

with high Si
phases are created. The nanocrystallineTiAIN- or AICrN-grains become TrAnEGanD ?
embedded in theamorphous SiN-matrix and the nano-composite structure Do an RSl
develops. gt

T o
Silicon increases the thoughness and decreases the internal residual : ; ;
stress of the coating. g i

The increasing of the hardness is generated by the structure only, the SiN ]
matrix enwraps the hard grains and avoids growing of their size. 5

AE: AICIN {EZE9: AICIN / SiN =32%: nACRo
No Silicon: AICrN Low Silicon: AICrN / SiN High Silicon: nACRo

Tool Life Comparison JJEL{ERSHiLLE

250 | [ I ATTiN-market —REFEAITINIE Ml nACRo 12 \
208

200

180

150

100

50

0" Lf[m] Lf[m] Lf [m]
Carbide End Mills @10mm, z=4, steel 34CrNiMo6 (30 HRC), Coolant: Air; Minimum lubrication - Tested tools: 2x4

Source: Carmex, Maalot, ISR

www.speedtiger.com.tw
- e 0




o Toer /. coil

ZEREE

m NACRo Coating Technical Data

nACo Nanocomposite coating process. nACoZ ¥l

1. Perfect coating structure. 1. ERBHEESES -
2. High hardness. 2. BREE -
3. High adhesion. 3. SMERN -

4. Adding Si into nACo structure makes atom structuremore 4. nACOMIEBIIMASI - FEHETFEBEMTR
completed with high hard-wearing and tools with more longer life. EEMERY  FIEAERMNEM -
Heat Resistance Comparison ZfE#iEEER Tool Life Comparison JJESarthE

Cobalt diffusion of tungsten car bide 700

Hardness(GPa) %  limits tharmal stability of coated tool 600
© ‘ ‘ 500
50 | ‘ ‘ 400
40 \ \ \ i 300 | I
30 A 200 | |
20 \\\ AICrN 100 |
0 TiN 0

AITIN AICIN

0

0 200 400 600 800 1000 1200 1400

Annealing tempcraturc(C) B

AITiN v.s nACo BYLEES

Typical Nanohardness Max Service Friction
S.T Coating Thickness(£g) up to (GPa) Temp(¢J) coefficient
BEE e aERE EEIRIHE
AITIN 2~4 35 800 0.6
nACo 2~4 45 1200 0.35

Hardness Increase through Nanocomposites
Hardness(GPa)

Hardness 60
50

40 a
30 —_— -

20— = B - B N

Uncoated TiN TIAIN/AITIN

TIAIN nACo

(-

Conbentional Nanolayer-Structure : (TIAIN)(TiN) Nanocomposite structure: (nc- TiAIN)/(a-Si3N4)
—RR(TIAIN)(TiN )& 3 15 4 48 nACo HITHIR 484

WWVI/. speedtiger.com.tw
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a TB Coating Technical Data

Tetrabond Diamond Coating TBiEEiHEE

A different type of DLC i £ 2 — AR AV LEE IS

Super high lubrication & Super low friction coefficient

New PVD Nano Technology

The tool is long life to be surprised because TB hardness to near the the nature diamond coating
Swiss & Speed Tiger Technological Cooperation.

HEREM BEERGH
RMEARYIERABIER

BeEE BREm HACVDE A EEO L5
ZE G T lonbond ¥iili & ERE &

= Nano-composite coating which is improved the lubricative property without making the
abrasive property lower by new coating material of nano-crystal.

= Excellent cutting is reached in machining non-ferrous materials, especially in aluminum
with over six multiple in machining efficiency. Long tool life and precision machining in
PCB boards, Brass, Titanium, Ceramics, Fiberglass etc.

® Dry cutting applicable, because of less cutting heat by improving friction property very
much and wet cutting applicable.

" ORESEERATRRIEEN - KIENEHBUR - AUNREERLZE
il B 4 15 BB 4 RO EEFE 1L -

» HEtEREFESENT  LERERSSE
MIHREMELUL - lEEPCBIR ~ 81 - A5 = -
MEERERIESGMESmEMT -

" ERGHHARENE - ERBENTIEIRE -
FRIARZ LN BITI 4T - BRI AT -

sputtered a-C

vw.speedtiger.com. z‘W
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m TB Coating TBEEIELAHIE %5

DLC coatings are generally deposited by five methods, each having different properties :

DLC BIEAESEARMINESE - MB—ESHERREHE

PVD a:CH |PVD Me:CH CVvD PaCVD
Deposition temp RERE m under 200 C under 200 C over 900 C under 200 C
Range of substrates B IR Broad Broad Limited Broad
Oxidation temp abRE 350 C 300C 700 C 300C
Adhesion MizZhH Good Very Good Excellent Good
Smoothness EiBE m Very good Good Good Excellent
Hardness (GPA) EE m 25 10-15 40-90 20-40
Coefficientoffricion ~ BEEEE LA <o 0.15 <04 <01
Hydrogenated |ikE “ Yes or No Yes No Yes
Metal content BRI “ Yes Yes No No
All DLC coatings are not equal : especially on Hardness and Oxidation
SEFEERAEAENEYE - LHREEMALRE
, a-c:H:X
CVD-diamond (N,O,F,B)
Extreme harc?r.]ess SurfaCEenergy.
Temp.stability
Transparency
1B iniEE =
Ta-C,i-C Carbon Me-C:H(DLC)
Extreme hardness fixx L&";fgggg?
Low friction Diamond/ Graphite o 2dhesion
coefficient WEGE
B iR iEE REELZE
8 {EC R 42 £ 2 a-C:Si-H BEMERN
a-C:H(ADLC) Low friction
High hardness coefficient.
Low friction coeff Temp stability
SEEEERLAH
= R B

BERERE

WWVI/. speedtiger.com.tw
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ZEREE

Technical Data

. - TB exhibits
i Perfornjance __and cost savings - Dry Drilling outstanding performance
AN SHEE — 5z 8L in machining aluminum!*

IR =]

TBEEENMILEGRFERENRR

Dry Drilling in A-319 Aluminum - pilot holes with cold-air 3500 rpm
and 15 ipm / D13227A drills - Average number of holes.

6000
5000
4000
3000
2000
1000

& (A-319) 5L — %A —3500rpm— 15ipm/D13227A — P fLEX

4892

122 127 257 268 343 427 435 509
T T T T T T T T T T T T T
N ~ & & @ Q& g O & © &
© Y E 9 ¥
o

| TetraBond Performance

TB B ASEMNRIREIEEMERMT

TETRABOND is an excellent choice for machining non-ferrous materials such as:

HEAEEFFLHENRIRERBMIEEESEMEL

B High silicon content aluminum alloys S#¥iasE

B Aluminum magnesium matrix materials $2& %
B Titanium 6AI4V $EE

B Epoxy resins IREMHE

B Fiberglass and composites B 44 S X
B Plastic 282

M Graphite A&

B Brass and bronze =I5

B Ceramics f3%&

vw.speedtiger.com. z‘W
B 400000
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m TB Coating TBEEIE LA %5

| TETRABOND Advantages.
SHIEREE

B No substrate preparation required R 4FBIEZEEM

B Suitable for HSS and carbide cutter E& = ®RMAI{CE TR

B Able to strip and recoat without damaging the substrate RBEMBEENE - EFIRF - BESHERE
B Thin coating maintains sharp edges JFE BRIEETL{RIF T ERF

| TETRABOND reduces manufacturing cost through:
TBEREE A E f5E o] PIK 1&E PR RIS E A A

Higher Speeds & Feeds S EMS L Improve productivity &N ENE
Reduced Tool Inventory jE /) EFTE Tool cost savings F&{ET B/
Longer Tool Life BRRITAS Reduced downtime &l M= # b5
Improved Part Quality FEB T 4 mE Less scrap B/VRIEE

| Performance and cost savings Rough turning Titanium 6AL 4V

MEEMERE XA : S8 5 E 6AL 4AVAYEEH

Insert WNMG 431 T-F 1IC20 Work material : Titanium 6AL 4V
. JJRWNHG431 T-F IC20 ~ #tHI#HE : Titanium 6AL 4V

m Speed : 800 rpm — EL : 800 rpm
BFeed : 0.011 fpr — 3&#%3 : 0.011 fpr
m Depth of cut : 0.080 inches — FE : 0.080 0%

Parts Produced

300
250 ——
200 — TETRABOND coated tools achieved over eight multiple
N tool life over uncoated tools
1‘5"; T HBRETCRERENTIE - TBRETIEMAES TS
0
TETRABOND Uncoated

WWVI/. speedtiger.com.tw
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Technical Data

B

B RS Nano Coating &4 %/8
Details EmiFEh

PEfZRSZE[E Feature of RS coating ) /

| #7124 Oxidation start temperature : 1,000°C
I %€ Hardness: 2,800HV
I EE121% 2 Coefficient of friction : 0.3
| BEEEE Thickness (1) :2~4 |
&8 Color:fRE2 Silver '.
18 - RXHI - MIEMB—ARAITINGY Re
DEIEH/D - -
Dry and Wet Coolant , Cutting performance of soft %i% ||
material improved by 2~3 times than Altin Coating

CrSiNEECrN7= BI1Ea] ? Difference between CrSiN and CrN

| CrSiN:ZSisEsMECINGRRL - ER O EFRKER - RECN—{IEBWIEORSHEER
30~40GPa - Hifit 2R E o] Z%1,000% -
CrSiN Coating can improve the CrN grain to be reached NANO grade. Excepting the all
advantage of CrN coating, it drastically improves the hardness to 30~40GPa and Oxidation
start temperature:1,000°C

| CrN:BCrH S BAIRTMHEER  ABFREMELERE - HEERBHERERE L
ZHEHMEEREERGE - BEPAEHEREER17-20GPaBEEMAREER700E -
CrN coating with Cr element has low affinity with Fe material. It exhibits lower friction than that
of conventional coating. But the Hardness only 17~20GPa and the Oxidation Start Temperature
700°C.

RsZ[EFEFT7EM ? Application of RS

I 2= T Dry Cutting

I ;&= T Wet Cutting

I —#%50 T General Cutting

| &M T High Speed Cutting

|58 - Tl - k5 - EM - 0 - 8. ZSLTASFHAERHMIM

Cast Iron, Stainless, Titanium Alloy, Carbon Steel, Copper, Aluminum

RsZ& {224 Advantage of RS

| KigiginyIg - #EB 2 {ERSd Improve the tooling and mold life
| 12 2E R =R Improve productivity and product quality

| RS I #4-RERE Better Surface finish

| €A EEYE Mold Release forces

| iI2S1HI1& % Improved Cutting Condition

ww.speedtiger.com. tW
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a— Super High Hardness
e & Super High Speed Cutting
: J End Mill Series For High Hardness Steeles

SR T8RS0
BaXEEE - BaRINL1
BEhEZEE - BaiFEEER
EREIET lonBond TS EREE

Long life for high hardness steel
Super high hardness, super high speed cutting
Super high adhesion coating & super high hardness coating

SPEED TIGER Super Coating SH

KBS RERASRKEREY » NiRNENEUR > LB#ESE
ERVEEE R B -

R EEetERTERER - LTHEAENAKSM I TRERE2ELLLE -
I BAESEZHNAK - ikig BRI ESmMSmEIT -

BRI ARNE - ABRIENIEIRE - FTCAEINIHITT - 8
SREINTTT -

mNano-composite coating which is improved the adhesion
property without making the abrassive property lower by new
coating mterial of nano-crystal.

mExcellent cutting is reached in machining plastic moulds,
especially in NAK steels with over two times in machining
efficiency. Long tool life and precision machining in carbon
steels, alloy steels, NAK55 etc.

mDry cutting applicable, because of less cutting heat by improving Swiss & S_PEED TIGER )
friction property very much and high speed cutting applicable. Technologlcal Cooperatlon

WWI/I/. speedtiger.com.tw
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COMPARISON OF CHIP FORMATION

a NN

o (N
4 n
= -

-

f Material S Typical Hardness | Oxidation | Coefficient
t Applicat |
goating System RRedton Eiiinoss () B, BRinuco) BiEicion B
ATINSH | Multilayer | High speed machining, 2~4 3600 1200 0.34 Gold
! NaNo High Hardness . olden
ATiN §s | Multilayer | High speed machining, 2~4 3300 900 0.30 Silver
NaNo dry or wet cutting, soft steel

Why do we coat "Super Hard Altin"? We called SH Altin!

REZFFER
- REEERENIEES
| REEERSERRY
. RENASSUEEEE - 5 KESNELES
- BOSHHRSARETE - THSBERE

}iEIEEIEI

o BOIEA

Reduce customers costs
 Longer tool life
¢ Less manufacturing down time
* Tools work faster / more production per hour
¢ Reduced tool inventories
* Reduction or elimination of coolants / release agents

Improve quality
e Less scrap

www.speedtiger.com. tw
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B Detail of the end mill SI#k7IREB(ERIE

@ AItRmE End of flute &2
Edge/]f8 ( Y188 ) Neck 88  Shank 1

Diameter Hf® (D) Shank diameter 1€ (d )

I

Flute length JJ& (7)
Full length 2 (L)

@ FAm @ IR
Width of primary Clearance on OD JI%&E (t) Diamond corner ¥  Gash [EJIPME ( KIIERE )
Width of primary Clearance on OD #EE&E (1) End of cutting edge [&Y] OD flute 5MEY]
(' Width of back cutter surface B JJHEE )
- "
\ First Clearance on OD 4 BEE A Fillister L1
X ( Back corner of OD $MNE# ) . 15t CIr., end teeth E VRIS e
Second clearance on OD SMNEE _EE A 1
( Second back corner of OD SMNEAER ) Angle $RIES
) lief 18 First Clearance of end teeth [KYJiEE &
f ~ Eccentric Relief 5l Back corner of end teeth ( [EYJ1#&% )

Second Clearance of end teeth K528 5 A&
Second back corner of end teeth ( EJ] K& A )

N

R

2 flute 23] 2 edge with double teeth 3 flute 33] 4 flute 4] 4 edge with double teeth 6 flute 6J]
27] (MF7) 43] (M|FJ)
. DWK% ) /fm% “ ig W %%%
2 flute 23] 3 flute 3] 4 flute 471 6 flute 671

Shape in end teeth of the end mill 378k 7JRYE TR HE

@ Tip protection R AERE ”

During the tip protection 2R &R &R

Survival surface of corner RESFEEE
@ Batter rigidity of the tip, protecting the edge. REAIAIELF - S8 -
@ Tip sharp drop. RAZREFIETE -

® Tip % F

During the tip SR BYEF

Clear up tipe 5 @ Sharp tip, easy to break. REEFEFI - BHHET] -

/ @ Can be use in carbone steel and steel, specially using in Aluminum and
non-ferrous material.
IRMINAEMAEER - AREZEBAREMESEEMENNT - HRSEE
HMI#  REgdImELER -

@ @ Use for clear up tipe. TIEEARER -

WWVI/. speedtiger.com.tw
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® End mill working condition calculation method

SERITIM T PEEIEEET RS &

M JEEsmstEAR

@ THIERE (§%E)
Calculation VC

U1V ERE EMFEARES—HSEABENRIERE - IEB THRANKE -

_ wxDxN
~ 1000

@ Rotation speed X
Calculation of Rotation speed

RRUFTIEMEMES —DEARENER - BB TEARKEL -

_ 1000xV
" mxD

@ Feed rate EHAEE
Calculation of Feed rate
B—o2EATLFREANERE  RBTRATKYE -

@ fFeed for teeth EIJEHKRE
Calculation of the Feed of teeth

UV ERE EMFEARES— S EABENRIERE - BB THRANKE -

NxZ

@ Vorking time fNTLBEFRI
Calculation of the Working time

A TR R RIS - TR AR -

The standrad Cutting Conditions published on each products page.

V = Cutting speed tIHIZEE ( m/min )
n=314 (EER)

D = Diameter Y& 7] )& (mm)

N = Rotating speed 3% ( min™)

N = Rotating speed 3% ( min™)

V = Cutting speed tIHIZEE ( m/min )
n=314 (EER)

D = Diameter Y& 7] )& (mm)

F = Feed rate ¥4 E ( mm/min )

N = Rotating speed 83 ( min™)

Z = Number of flute I7§%7171718L

f = Feed rate of the flute BYJ#4EE (mm/17])

f = Feed rate of the flute BYJ#4EE (mm/17])
F = Feed rate ¥4 E ( mm/min )

N = Rotating speed 3% ( min™)

Z = Number of flute I1§%7171718L

Tc = Working time ANLAFR ( min )

L = Total working length T{E&#EHARE
( TEMNRE+II#HTITIED )

F = Feed rate #4533 E ( mm/min )

Cutting will be influenced by work piece,machine and software; the above-mentioned date are only for reference.

vww.speedtiger.com.tw
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B Failure analyzed and solvent

® Rough surface

® Precision
of cutting
surface
@ Buckling cracking
of the of machined
surface
@ The corrugation of
machined surface
¢ Shapg @ Perpendicularity
precision
@ Shorter life for
regrinding end mill
® Huge friction of
cutting edge
® End mill life

@ Flute damage

@ Break

WWVI/. speedtiger.com.tw
L

@ Vibration

@ The heterogeneity in hardness
of working material

@ The tip was unsuitable

@ Chip lump and fuse attach material

@ Passivation of cutting edge
@ Cutting rate (speed) too fast

@ Misfit cutting fluids or
deficient of cutting fluids

@ Unbalance friction of cutting edge

@ Fuse attach material on the
cutting edge

@ Cutting edge deformation
@ lesser cutting flute

@ Bigger cutting depth and feed
rate

@ A larger Helix Angle

@ Cutting depth and feed rate is too
large

@ Tool stretches out over longer

@ Perpendicularity of holder not
reach

@ Work material hardness too high

@ Unsuitable feed rate

@ Chip lump and fuse attach material

@ Unsuitable cutting liquid

@ The fault of work material

@ Unsuitable edge angle

@ End mill cutting function go down
@ Unsuitable cutting liquid

@ Unsuitable regrind schedule

@ Vibration

@ The fault of work material

@ Unsuitable feed rate
@ Cutter become dull

@ Cutting liquid go off
@ Work material unsuitable fixed

@ Cutter become dull

@ End mill with uncorrect operation

@ Chip jam

» Fix the working material as well as posible
» Adjust the failed part of machine

» Reduce rotating speed

» Downcut

» Tools minimum lenght out of fixture

» measuring the hardness of working material

» Tool rake angle and clearance angle
» Improve cutting roughness

» Remove chip lump and fuse attach material
» Check on the degenerative condition of cutting fluids

» Determine the adequate time to regrinding

» Reduce the cutting rate (speed)
» Change cutting fluids

» Regrinding to reduce friction

» Remove fuse attach material
» Change cutting fluids

» To pay attention to use and safekeeping

» Increase the number of Flutes from 2 Flutes to 4 Flutes
and then 6 Flutes

» To Reduce the Feed Rate of Machine
» Decrease the Helix Angle
» Reduce the depth of cutting and feed rate

» Use the end mill stretches out shortest from chuck
» Improve the perpendicularity of holder

» Improve to suitable hardness by heat treatment process
» Reduce the feed rate for high hardness work material or
change more hardness tool

» Adjust to suitable feed rate

» Remove chip lump and fuse attach material
» Use suitable cutting liquid

» Use suitable cutting liquid
» Use enough cutting liquid

» Uchieve the average of inSide form of work material
» clear up unbalance hardness

» Regrind to suitable angle
» Surface treatment

» Adjust to suitable cutting liquid
» Adjust offer method of liquid

» Manage the regrind schedule

» Strengthen the install tool of work material

» Achieve the average of working material structure

» Use suitable hardness , clear up unbalance hardness

» Check the material may mix other hardness substance
or gravel

» Reduce the feed rate

» Regrind the tools

» Change the cutting liquid

» Indeed fix the work material
» Improve install tool

» Regrind process

» Be careful of keep and operate

» Use cutting liquid in large, during dry Milling use air blow
to remove chips
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@ BEHFEREASTM E-140 FIR—MR (A SAE * ASM F1 ASTM HERIEMNRK) -
@ 1EER(MRIBUET B (T2 FHpsRE TSR - HIRFRJIS Z 8413 F Z 84831 8% * 1MPa=1N/mm?
@ RPEROANBELRVA - ERES%E -

BMEMER )

68 940 85.6 76.9 93.2 84.4 75.4 97 68
67 900 85 76.1 92.9 83.6 74.2 95 67
66 865 84.5 75.4 92.5 82.8 73.3 92 66
65 832 (739) 83.9 74.5 92.2 81.9 72 91 65
64 800 (722) 83.4 73.8 91.8 81.1 71 88 64
63 772 (705) 82.8 73 91.4 80.1 69.9 87 63
62 746 (688) 82.3 72.2 91.1 79.3 68.8 85 62
61 720 (670) 81.8 71.5 90.7 78.4 67.7 83 61

60 697 (654) 81.2 70.7 90.2 77.5 66.6 81 60
59 674 (634) 80.7 69.9 89.8 76.6 65.5 80 59
58 653 615 80.1 69.2 89.3 75.7 64.3 78 58
57 633 595 79.6 68.5 88.9 74.8 63.2 76 57
56 613 577 79 67.7 88.3 73.9 62 75 56
55 595 560 78.5 66.9 87.9 73 60.9 74 2075 (212) 55
54 577 543 78 66.1 87.4 72 59.8 72 2015 (205) 54
53 560 525 77.4 65.4 86.9 71.2 58.5 71 1950 (199) 53
52 544 (500) 512 76.8 64.6 86.4 70.2 57.4 69 1880 (192) 52
51 528 (487) 496 76.3 63.8 85.9 69.4 56.1 68 | 1820 (186) 51

50 513 (475) 481 75.9 63.1 85.5 68.5 55 67 1760 (179) 50
49 498 (464) 469 75.2 62.1 85 67.6 53.8 66 1695 (173) 49
48 484 451 455 74.7 61.4 84.5 66.7 52.5 64 1635 (167) 48
47 471 442 443 741 60.8 83.9 65.8 51.4 63 1580 (161) 47
46 458 432 432 73.6 60 83.5 64.8 50.3 62 1530 (156) 46
45 446 421 421 73.1 59.2 83 64 49 60 1480 (151) 45
44 434 409 409 72.5 58.5 82.5 63.1 47.8 58 1435 (146) 44
43 423 400 400 72 57.7 82 62.2 46.7 57 1385 (141) 43
42 412 390 390 71.5 56.9 81.5 61.3 45.5 56 1340 (136) 42
41 402 381 381 70.9 56.2 80.9 60.4 44.3 55) 1295 (132) 41

40 392 371 371 70.4 55.4 80.4 59.5 43.1 54 1250 (127) 40
39 382 362 362 69.9 54.6 79.9 58.6 41.9 52 1215 (124) 39
38 372 353 353 69.4 53.8 79.4 57.7 40.8 51 1180 (120) 38
37 363 344 344 68.9 53.1 78.8 56.8 39.6 50 1160 (118) 37
36 354 336 336 68.4 (109) 52.3 78.3 55.9 38.4 49 1115 (114) 36
85} 345 327 327 67.9 (108.5) 51.5 77.7 55} 37.2 48 1080 (110) 35
34 336 319 319 67.4 (108) 50.8 77.2 54.2 36.1 47 1055 (108) 34
33 327 311 311 66.8 (107.5) 50 76.6 53.3 34.9 46 1025 (105) 33
32 318 301 301 66.3 (107) 49.2 76.1 52.1 33.7 44 1000 (102) 32
31 310 294 294 65.8 (106) 48.4 75.6 513 32.7 43 980 (100) 31

30 302 286 286 65.3 (105.5) 47.7 75 50.4 31.3 42 950 (97) 30
29 294 279 279 64.7 (104.5) 47 74.5 49.5 30.1 41 930 (95) 29
28 286 271 271 64.3 (104) 46.1 73.9 48.6 28.9 41 910 (93) 28
27 279 264 264 63.8 (103) 45.2 73.3 47.7 27.8 40 880 (90) 27
26 272 258 258 63.3 (102.5) 44.6 72.8 46.8 26.7 38 860 (88) 26
25 266 253 253 62.8 (101.5) 43.8 72.2 45.9 25.5 38 840 (86) 25
24 260 247 247 62.4 (101) 43.1 71.6 45 24.3 37 825 (84) 24
23 254 243 243 62 100 421 71 44 23.1 36 805 (82) 23
22 248 237 237 61.5 99 41.6 70.5 43.2 22 35 785 (80) 22
21 243 231 231 61 98.5 40.9 69.9 42.3 20.7 35 770 (79) 21

20 238 226 226 60.5 97.8 40.1 69.4 41.5 19.6 34 760 (77) 20
(18) 230 219 219 96.7 33 730 (75) (18)
(16) 222 212 212 95.5 32 705 (72) (16)
(14) 213 203 203 93.9 Sl 675 (69) (14)
(12) 204 194 194 92.3 29 650 (66) (12)
(10) 196 187 187 90.7 28 620 (63) (10)
(8) 188 179 179 89.5 27 600 (61) (8)
(6) 180 171 171 87.1 26 580 (59) (6)
(4) 173 165 165 85.5 25 550 (56) (4)
(2) 166 158 158 83.5 24 530 (54) (2)
(0) 160 152 152 81.7 24 515 (53) (0)
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SPEED TIGER

Custom Tool Design Inquiry Form

Work piece

Material

Hardness OHRC___~ 0OHB___ OOther

Type of Coating ST standard(refer to our catalogue) Uncoated

OCustomers Requirement

Type of Flute ORight  ClLeft

Spiral
No of Flutes O1 02 O3 04 0O5 06 OOther
Type of End Cut @ OSquare @ I:l(?:rner Radius § O Ball R=

Type of Shank CINo Side Lock OSide Lock

T — 1

Specification LCL—’
i L1
’ L
»
D CL L1 L d
Side miling (RTE%)
) Common 91 o
DSide | side Milling [ p:
Milling +
Cavity —f—f—ne Ae:
OSlotting ijnffi) Ap:
- - L Ie
ODrilling & Milling Ae:

. Machine Processing OFinishing  ORoughing  OGeneral Purpose
Application OOther__

OSoluble OOil Coolant OOil Mist

Coolant Type ODry Cutting  OAir Cooling OOther__

OCutting Time  OLoad of Machine OFinish

Tool Life Standard OTool Wear [OVibration and Sound OOther

Desired Life

Finish Requirement |ORequired Roughness CONot Required

Other Special Requirement

/w.speedtiger.com.tw
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<D Ticer /o

b #F
TRNABRE

THME
i [E |OHRC___ [OHB____ [OHfh

F [B OXIFEZEGRER) OBFEEZEE
IRhEEER (OGN OZXihe

77 & |01 O2 O3 0O4 0O5 0O6 DOHftE

ENREk | Y oFn| 8 OESAE@ESE=_ | S O30 $@R=__
WEpEER |ORAE OFAER

OFREE

D ————

‘ CL
SWRT { L
L
D CL L1 L d
%ﬁmﬂﬂ *Side milling (f8Ig%) Ap:
O 1@
B8k e Ae:
Ot *Slotting (&) Ap:
4'}—{‘*Ae
L I
O st Aei_______
mIiEsE OfFmT OfEMI O@AmI OHf
mIfX

Oki& Ome DOmsE
O%xX OmR&E OHfh

- OEIRFE DO#KREE OXRE
ONRER O -BEF OHf

IHEE OSSR EEEREE 222 OBSR
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in)
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SPEED TIGER PRECISION TECHNOLOGY Co.,Ltd.

EEBERNERODBBERERELRT
® No.10, Jingke 2nd Rd., Nantun Dist., Taichung
City 408, Taiwan
SPEEDTIGER Aohm@mEEAER K105
TEL:+886-4-2350-3022 FAX:+886-4-2350-3083
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