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e FHPCS 4 Flutes Side Milling fi[fit)H

Mild steels Carbon steels, Hardened steels, Mt deh SrEiiEss Hardened steels,
Cast iron Alloy steels, Tool steels, Prehardened steels, ! Titanium alloys,

: steels : Hardened steels,
S$8400, S55¢, FC250 SCM, SKT,SKS,SKD (Free-cutting) Heat resistant alloys smeRem pp_ S
(~30HRC) SKT, SKD, NAK55, SRS, S steels, FIEA (55-60HRC)

Work
IEICHE]

WHITE

B&M - TEH HPM1 HHELH (38~45HRC) $HEE8 (45~55HRC)
FHEE8@ (30~38HRC)

Cutting Speed

EDHRE ' ' ' ' Som/min
Mill DIA.(mm) i in) | Speed(mm”) i ! in) | Speed(mm) | Speed(mm/min)
o £ 5 R = 23 bal Ty b el S-S RERE
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 apL ap de TpT Tp?
MIFE E 15D | 0.2D 15D | 0.1D 1D | 0.05D
ae
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e FHPCS 4 Flutes Slotting ¥}

Mild steels Carbon steels, Hardened steels, Hardened steels,

Alloy steels, Tool steels, Hardened steels,Stainless

Cast iron Prehardened steels, Titanium alloys,
m\;\/tzrrli(al SS400, S55¢, FC250 SCM’~2}SESQ§’SKD (Free-cutting) suggg: SKD Heat resistant alloys g]%]g%%dfg?ﬁgéﬁgé‘
A Cahi) A% . TRE SKT, KD NAKSS. | 888 (38~45HRC) | smgeen Sovion oc
FAESSH (30~38HRC)
Clgji;ii;‘;ed 30m/min
Mill DIA.(mm) Speed (mm/min) eed (mm/min) Speed(mm™) | Speed (mm/min)
BE b OEBRFE @@L RRE LF EQQEE PELLS: RRE
3 6800 5080 4680 455 4400 400 3560 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
"ATRE l_-iap ap=0.5D ap=0.05D

. N - — -

A Caution A TEEIH

1.Use a rigid and precise machine and holder. SAfEFEREM A S 2 2SR TJIE
2.Please adjust the speed and feed when the cutting depth is large or

- EUEIREBA TR EE
EERERIILEZE R
ERNUHIRBERNRERIEIEE BB

when machines with low rigidity are used.

.Please use a suitable fluid with high smoke retardant properties.
.During Dry (no fluid) milling, please use air blow to remove disposable
chips from the milling area and the eliminate chip packing.

B w
B~ w o
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SPEED TIGER

e FHPCS 4 Flutes High Speed Side Milling =5 it

Mild steels Carbon steels, FHEE8M (30~38HRC) o A
Cast iron axil - TEH Hardened steels, ZAEEEH (38~45HRC) ﬂﬁi@déﬁd sz:ell?sc“
SS400, S55c¢, FC250 Alloy steels, Tool steels, Prehardened steels, Hardened steels,Stainless Tt sl : 8 (55~60HRC)
(~750N/mm2) SCM, SKT,SKS,SKD (Free-cutting) steels ¥S, Hardened steels,

~ TSR - (~30HRC) SKT, SKD, NAKS5, SUS304, SKD e

Cu?tnlg :Speed 100m/min 78m/min 66m/min 62m/min 60m/min 30m/min
GIRIHRE
Mill DIA.(mm) Speed m/m\m Speed ! i d (mm/min) | Speed(mm’” peed (mm/min) | Speed(mm”) | Speed (mm/min)
BfE OERE IR RIRE OERE RIRE TERE RRE

Work
material

#WHIME

3 1 6960 21 50 16960 2400 16960 1300 1 2720 1150 8480 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 ap | ae dp | Ae dp | Ae
Depth of cut D<@6 |1.5D |0.02D D<@6 |1.5D [0.01D D<@6 | 1D [0.01D
NTRE 26=D |1.5D 10.05D ©6=D |1.5D [0.02D 26=D | 1D [0.02D
ae AeMax=0.5mm AeMax=0.5mm AeMax=0.5mm
A Caution A TREEB
Sparks generated during operation or heat caused by tool EEHMFEERANSELNEREH
breakage can cause fire. Be sure to use all proper fire-prevention EREBTFIEMN Sk o
measures.
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e FHPCS 4 Flutes High Speed Slottin il

Mild steels Carbon steels, Hardened steels, .
. Alloy steels, Tool steels, Hardened steels,Stainless
Work Cast iron Prehardened steels,
. SCM, SKT,SKS,SKD . steels
material S$8400,S55¢, FC250 (Free-cutting)
(~30HRC) SKT. SKD. NAK55. HPM1 SUS304, SKD
: 4 : FHESHM (38~45HRC)

I (~750N/mm2) _
—RREESFASE - fsE Bl A TR 38 (30~38HRC)

Mill DIA.(mm) Speed(mm) /min) ‘min) Speed(mm) Speed (mm/min)
B TERE TERE RRE

3 1 01 60 1050 8480 935 7640 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 l_-:JL,ap ap=0.20
nITRE apMax=3mm
A Caution A IEEH

1.Use a rigid and precise machine and holder. 1. FEF SRS B as R J1E

2.Please adjust the speed and feed when the cutting depth is large or 2 EUIY)EE B A S SRR B A T R iE R
when machines with low rigidity are used. 3. BB EE Y e
4

3.Please use a suitable fluid with high smoke retardant properties. - — - —
4.During Dry (no fluid) milling, please use air blow to remove disposable ERNUHIRSBERMRERIEIEEC BB

chips from the milling area and the eliminate chip packing.

Unit/E{i: mm
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