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X HPMT

INDUSTR.IES SDN BHD

Add: No.5, Jalan Sungai Kayu Ara 32/37, Taman Berjaya.
Seksyen 32, 40440 Shah Alam, Selangor Darul Ehsan, Malaysia.
Tel: 40-3-5740 2218 [Hunting line] | Fax: 60-3-5740 2238
E-mall; info@hpmit-industries.com

Website: www hpmit-industries.com

HPMT Devtschland GmbH

Add: Vorkamp &, D-2387% MBln

Tel: +4%(0] 45 45 f 84 21 10 [Hunting line)
Fax: +47(0) 45 45 / 84 21 08

E-mall: hpmi.d@e-mail.de

HPMT (ShenZhen) Lid

Add: 1223, Eerry Cenfre,

2008 Renminnan Eoad, shenZhen China
Tel: 00755 2518 1722 (Hunting line)

Fax: 00755 2518 1728

E-mail: info@hpmit-indusines.com.cn

Website: www hpmt-industries.com.cn

MTC Tooling Systems Lid

Add: 204-5 Fook Hong Ind Bldg,

¥ sheung Yuel Eood, Kowloon Bay, Hong Koeng
Tel: 00852 2305 4838 [Hunfing line)

Fax: 00852 2798 8789

E-mail: info@mic-tools.com
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HPMT Indusiries Sdn. Bhd. started operations in 1999 with an aim lo become a leading culting tool manufacluring company in
South-East-Asia_ With the latest production machinery and in house R & D facilities, HPMT Is progressively developing new tools
to sarve the ever demanding indusirial market. Implementing 150 9001:2008 and working towards ISOITS 16949:2002 will not only
ensure consistent quality but also bulll customer's confidence.

Thus HPMT will progressively grow, producing high quality cutting tools fo meat your stringant requiremants. Whether special or
standard cutling lools, you can always depand on us.

HPMT Industries Sdn. Bhd. hat lhre Tatigkelt 1958 aufgenommen mit dem Ziel ein flhrendes Untemehmen in der Herstallung von
Zerspanungswerkzeugen in Sidoslasien zu werden. Mit medemen Produktionsmaschinen und eiganar F & E Abteilung entwickell
HPMT weiter neue Warkrauge, um den immer hoheren Anforderungen der Kunden in der Industrie geracht z2u werden. Mil der IS0
9001:2008 Zerifizierung und dem Zugehen aul die IS0 16949:2002 Zertifizierung, sichert HPMT sine konstante Qualitit und setrt
damit auf das Verirauen der Kunden,

HPMT wird kontinukerfich wachsen, weiterhin Warkzeuge hoher Qualitét hersteflen und den groften Anforderungen unserer Kunden
entsprechan. Sai es fir Sondar- oder Standardwerkzauge, Sie konnan immer mil uns rechnan,

HPMT Industries Sdn, Bhd, a débuté son activité en 1299 dans le but de devenir un producteur leader d'oufils coupants au
Sud-Est-Asiatique. Avec un parc machine de demiére technologle et un dépariement interne R & D (recherche at développement)
HPMT développe progressivement de nouveaux oulils pour un marche industriel loujours plus exigeanl. En appliquant 'S0
B001:2008 et an travaillant pour obtenir FISOIMTS 16949:2002, HPMT non seulement assure une qualitd constante de ses produlls,
mais céveloppe auss la confiance des clients dans ses prodults

Par conséquence, HPMT se développera progressivement en fabriguant des oulils de haute qualité pour faire face & vos
demandes. Que ce soit pour des outils spéciaux ou standards, vous pouvez compler SUr nous

La HPMT Industries Sdn. Bhd. ha cominciato a produrre utensili nel 1999 con lMintenzione di diventare un produtiore leader di utensii
da taghio nel Sud-Est-Asiatico. Con macchinari di produzione di punta ed un reparto di R & D (ricerca e sviluppa), la HPMT sta
progressivaments sviluppando nuovl utensill al fine di servire || mercato Industrale sempre pid esigente. Con |l cerlificato ISD
B001:2008 @ muovendos! ad ottenera il certificato 1ISOTS 16949:2002, la HPMT non solo assicura una qualitd costante, ma
aumenta la fiducia del clente nel prodolto.

Pertanio, la HPMT continuera a crescere producendo degli utensill da faglio di alta qualita per rispondere alle richleste esigent
del clienti. Che sia per utensili speciali o slandard, polete sempre contare su di nol.

HPMT BB SEIEET 1999 £ BESHITHN—RAVANIAMES. SARCHENMENSBEEEHEERE HPMT
$E§E§Hﬁ-$iﬂ’ﬁfﬁﬂmlk Wit 150 9001:2008 UE, HEWMT 150/TS 16949:2002 Bh, HETLIWNARAN
T i

HPMT SRS, SURMEEHETRFEEROTHIEE TOAEERSRIE HPMT RSN,



10/083 408EA4 @ TUV TUEV and TUV are registered trademarks. Utilisation and application requires prior approval.

Certificate

Standard ISO 9001:2008

Certificate Registr. No. 01 100 053515

TUV Rheinland Cert GmbH certifies:

Certificate Holder: HPMT Industries Sdn. Bhd.
(No. Syarikat: 405005-X)

HPMT Industries Sdn. Bhd.
No. 5, Jalan Sungai Kayu Ara 32/39, Taman Berjaya,
Seksyen 32, 40460 Shah Alam, Selangor, Malaysia

Scope: Manufacturing of Standard and Custom Made Metal Removing
Cutting Tools

An audit was performed, Report No. 053515. Proof has been
furnished that the requirements according to ISO 9001:2008
are fulfilled.

The due date for all future audits is 24-05 (dd.mm).

Validity: The certificate is valid from 2010-07-05 until 2012-08-14.

First certification 2005

TUV Rheinland Cert GmbH *)
Am Grauen Stein - 51105 Kdélin

Hong Kong, 2010-07-05

DGA-ZM-58-95-00

" Member of
Iu' ) " ’ =
www.tuv.com Gt A TUVRhEIﬁ'EﬂdL

Precisely Right.
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Warning — Safety Norms

Tools may shatter if broken. The wearing of eye protection is strongly advised in the vicinity of the working area.

The correct using condition and handling of the tools is essential to secure maximum useful life and hazard free operation.
Cutting tools have sharp edges and care must be taken, when handling, to avoid cuts/lacerations to unprotected hands.
The wearing of gloves is not recommended, as gloves may entangle with the rotating tools.

Tools may hurt the user's feet when falling off. Safety shoes should be put on at all time.

Sicherheitshinweise

Werkzeuge konnen splittern wenn sie brechen. Schutzbrillen sollten im Arbeitsumfeld getragen werden.

Die richtige Werkzeuganwendung ist unbedingt erforderlich um die beste Nutzung und problemfreie Einsatze zu gewahrleisten.
Zerspanungswerkzeuge haben scharfe Kanten und Sorgfalt muss angewendet werden um Schnitte/Schirfungen an den
ungeschutzten Handen zu vermeiden.

Das Tragen von Handschuhen ist nicht zu empfehlen da Handschuhe sich mit den rotierenden Werkzeugen verwickeln kénnen.
Die Fulten des Benutzers konnen verletzt werden, wenn die Werkzeuge herunterfallen. Deshalb sollten Sicherheitsschuhe immer
getragen werden.

Avis de sécurité

Tout outil peut s'effriter lorsqu'il se casse. L'utilisation de lunettes protectrices dans |'aire de travail est recommandée.,

L'emploi et l'utilisation correcte de I'outil de coupe est essentiel afin de garantir une longue utilisation sans problémes.

Les outils coupants ont des arrétes aigués et des précautions sont a prendre afin d'éviter des coupures/lacérations aux mains

non protégées.

L'emploi de gants n'est pas recommandé du fait que les gants peuvent s'enchéveter avec les outils en rotation.

Les outils peuvent blesser les pieds de l'utilisateur lorsqu'ils tombent. Des souliers de protection doivent étre portés & tout moment.

Avviso di sicurezza

Utensili possono scheggiarsi quando si rompono. Pertanto & consigliato di portare degli occhiali di protezione nell'area di lavoro.
L'impiego e la manutenzione corretta dell'utensile e essenziale per assicurarne la longevita e lavorare senza problemi.

Utensili da taglio hanno taglienti vivi e bisogna prendere delle cautele al fine di evitare dei tagli/lacerazioni sulle mani non protette.
MNon si raccomanda di portare dei guanti dato che questi possono attorcigliarsi con gli utensili in rotazione.

Quando utensili cadono, pOsSsono ferire i piedi dell'utente. Pertanto le scarpe di protezione sono da portarsi ad ogni momento.

BS - 2%

TREMN PR, ERFHATANEFSLNLRERIPIEHE.
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Description of the ICONS
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1 Tool Materials ( Tungsten Carbide )

Solid Carbide

92 0+0.5 HRA

TRS ( Mpa ) = 3800
0.8 micron Grain Size

2 Corner Form

Sharp Comer Edge

Comer Edge Radius
Tolerance Of The Radius

3 Cutting Geometry

Displays Helix Angle Of Flute

Displays Rake Angle

No Vibrations

4 Constructional length

Short
Standard
Long
Extra long

5 Shank design

HA = Plain shank
ﬂmﬁ HB = Weldon shank
HB _ HE = Whistle notch shank
HE

Beschreibung der Symbole

1 Werkstoffe ( Vollhartmetall )

VHM

92 0+0.5 HRA

TRS ( Mpa ) = 3800
Kemgrofe: 0.8 pm

2 Eckenformen

Scharfe Schneidecken

Eckenradius - Torusfraser
Radius-Toleranz

3 Schneidengeometrien

Gralke des Drallwinkels

Grolie des Spanwinkels

Keine Vibrationen

4 Langen

kurz
Standard
lang
extra-lang

5 Schaftarten

HA = Zylinderschaft

HB = Zylinderschaft mit
Weildon Flache

HE = Zylinderschaft mit
Whistle Notch Flache
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Descriptions des symboles

1 Matiéres de coupe
( carbures monobloc )

Carbures monobloc
92.0+0.5 HRA

TRS ( Mpa ) = 3800
Grain: 0.8 micron

2 Formes des angles

Angles vifs

Angles a rayon - toriques
tolérance des rayons

3 Geéometries de coupe

Indique la valeur de
'angle d'hélice

Indique la valeur de
l'angle de coupe

Pas de vibrations

4 Longueurs

courte
standard
longue
extra-longue

5 Types de queues

HA = queue cylindrique

HB = queue cylindrique et
meéplat Weldon

HE = queue cylindrique et
meplat Whistle-Notch
(encoche a sifflet)

Descrizione dei simboli

1 Materiali da taglio
( metallo duro integrale )

Metallo duro
92.0+0.5 HRA

TRS ( Mpa ) = 3800
Grano: 0.8 micron

2 Forme degli angoli

Angolo acuto /[ vivo

Angolo a raggio - toroidale
tolleranza del raggio

3 Geometrie da taglio

Indica il valore
dell'angolo dell'elica

Indica il valore
dell'angolo di taglio

Senza vibrazioni

4 Lunghezze

corta
standard

lunga
extra-lunga

5 Tipi di codolo

HA = codolo cilindnico

HB = codolo cilindnco con
piano Weldon

HE = codolo cilindnco con
piano Whistle-Notch



Description of the ICONS

Beschreibung der Symbole

HSC
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6 Coatings

Coating matenal = AICrN { Monolayer )
Microhardness ( HY 0,05 ) = 3200
Max application temperature ( °C ) < 1.100

Friction coefficient = 0,35

Coating matenal = TiSi Based - Multilayer
Microhardness ( HV 0,05 ) = 3600
Max application temperature ( °C ) = 1200

Frction coefficient = 0.3
Ve & Vi=+50%

High Speed Cutting

High Performance Tools

E#RiEA (7] A H4%)

6 Oberflachen-Beschichtungen

Mikroharte ( HV 0,05 ) = 3200

Reibungskoeffizient = 0,35

Reibungskoeffizient = 0,3
Ve & Vi =+ 30%%

Schichtmatenal: AICrN ( einschichtig )

Max. Anwendungstemperatur { "C ) = 1.100

Schichtmatenal: TiSi basierend ( mehragig )
Mikroharte ( HV 0,05 ) = 3600
Max. Anwendungstemperatur ( °C ) = 1200

fur Hochgeschwindigtsfrasen geeignet

Hochleistungswerkzeug

Descriptions des symboles

Descrizione deil simboli

HSC

HPT

6 xRmLHE

PEHHE-A4ER (2EE)
S | HY 0,05 ) = 3200
BMLEE® (°C)< 1,100
R FEE =035

FEEH - UOEE ( SERERE)
#iE M HV 0,05 ) = 3600
ERIfEAE(" C) <1200
BEE =03

Ve & Vi=+50%

B

HETA

6 Revetements des surfaces

Revétement = AICrN ( monocouche )

Dureté ( HV 0,05 ) = 3200

Temperature max. d'utilisation: { °C )= 1.100
Coefficient de fnction = 0,35

Revétement = a base de TiSi { mult couches )
Durete ( HV 0,05 ) = 3600

Temperature max. d'utilisation: ( “C ) = 1200
Coefficient de friction =03

Ve & Vi=+ 50%

pour LIGY

outil 2 haute performance

6 Tipi di rivestimenti

Rivestimento = AICHN { monostrato )
Microdurezza ( HY 0,05 ) = 3200
Temperatura massima di lavoro ( °C )= 1.100
Coefficiente di frizione = 0,35

Rivestimento = a base di TiSi { multi strato )
Microdurezza ( HY 0,05 ) = 3600
Temperatura massima di lavoro ( °C ) = 1200
Coefficiente di fnzione = 0,3

Ve & Vi =+ 50%

fresatura ad alta velocita

utensile di alto rendimento
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Alurminium commercial pure

Al-Alloys wrought
Copper pure
Zinc-Alloys

Almunium-Silicon Alloys
Cast, below 10% Si

Almunium-Silicon Alloys
Cast, 10% - 14% Si

Almuniurm-Silicon Alloys
Cast, more than 14% Si

Brass
Bronze

Cast iron, soft
GG10... GG 20

Cast iron
GG25 ... 6G35

Modular iron
(SG-iron) GGGA0 - GGGSD

Modular iron
[SG-iron) GGGED - GGG20

Malleable inon

Steel and Cast Steel
up to 700 Nimm: - 210 HB

Steel and Cast Stesl

from 700 Mmm? up fo 1.000 Nmm?

~ 30 HRC - 210 - 205 HB

Steel

from 1.300 N'mm? to 1.600 N'mm?
speing steel - hard

weanng resistant steel

~ 40 HRC - 360 - 440 HB

Steel

from 1.000 MNmm?2 to 1.200 Nmm2
~ 35 HRC - 295 - 360 HB
Stainless Steel - SUS 300
Stainless Steel - SUS 400

Titanium commencaal
Titanium alloys up to FO0 Nmme?

Ni and Co Alloys
up to 900 Nimm? - 266 HB

Titamium commercial
Titanium alloys over 700 Mmm?2

Mi and Co Alloys

up to 1. 200 Nfmm?

=~ 35 HRC - 266 - 352 HB
Mi and Co Alloys

rnare tham 1200 Mmm?
~ 45 HRC - > 352 HB

Hardemned Steel
= R2HRC

Chilled cast iromn

Hardemned Stee|
=~ 52 - 65 HRC

Thermoplastics without fillers

Plastic, reinforced with
organic fillers

Graphite

Materialgruppen

Aluminiumiegierungen, rein

Reinkupfer
Zink-Legierungen

Al-5i Legeenungen
Alu-Gulk < 10% Si

Al-5i Legienungen
Alu-Gull 10% bis 14% Si

Al-5i Legierundgen
Alu-Gul mit mehr als 14% Si

Messing
Bronze

Guleisen, weich
GG10.. GG 20

Gulieisen

Guesen mit Kugelgraphit
GGEEA0 - GGGSD

GuBeisen mit Kugelgraphit
GGGED - GGG
Tempergui

Stahl und Stahigull
bés 70O Mimm? - 210 HB

Stahl und Stahlguld
won 700 M/mm? bis 1.000 Nimm?
~ 30 HRC - 210 - 295 HB

Stahle
von 1.300 N‘mm? bis 1.600 N'mm?*

Federbandstahl - hart
~ 40 HRC - 360 - 440 HB

Stahle

von 1.000 Nmm2 bis 1.300 M/mm?
~ 35 HRC - 295 - 380 HB
Rostireie Stahle

Rostireie Stahle (= 2% Ni)

Titamium, rein
Titanium Legierungen bis 700 Nimm?

Mi- und Co-Legierungen
bis 900 Nimm? - 266 HB

Trtamium, reimn
Titanium Legierungen Gber 700 Mimm?

Mi- und Co-Legienungen

bis 1.200 N/mm?
~ 35 HRC - 266 - 352 HB

Ni- und Co-Legierungen
dber 1200 Nmim?
~ 45 HRC - > 352 HB

Gehartete Stahle
~ 52 HRC

Hartguli?

Gehartete Stahle
~ 52 - 65 HRC

Thermoplaste
Kunstsioffe mit organischer Fallung
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M1

M7

M9

Groupes matiére

Alliages daluminium, punes

Cuivres non allés
Allianges de zinc

Allages dalumimum
avec < 10% Si

Alliages d'aluminium
avec Si entre 10% et 14%

Alliages d'aluminium
avec plus de 14% de Si

Laitons
Bronzes

Fonles, douces
GG10...GG 20

Fontes
GG 25 ... GG 35

Fonles nodulares
GEE40 - GGES0

Fontes nodulares
GGGSE0 - GGEI0

Fontes malléables
Aciers el acers coulés
jusqu'a 700 Nmme?

Aciers et aciers coulés
de 700 Mmm? a 1.000 Mimm?
~ A HRC - 210 - 295 HB

ACIETS

de 1.300 Mimm? a 1600 Nimm?
aciers a ressor - dur

aciers résistants a Nusure

-~ 40 HRC - 360 - 440 HB

Aciers

de 1.000 Mimm? a 1.300 Nimm?
- 35 HRC - 295 - 360 HB
Aciers inoxydables

Aciers inoxydables, fembiques

Titane, pure

Allliages de titane jusqua T00 Nimm?

Alliages de Ni et Co
jusqu'a 800 Nimm? - 266 HB

Titane, pure
Allkages de titane > 0 Mmm?

Alliages de Mi et Co
jusqu'a 1.200 Nimm?
=~ 35 HRC - 266 - 352 HB
Alliages de Ni et Co

au delas de1_200 Nmm?
=45 HRC - = 352 HB

Aciers trempés
~52 HRC

Fontes dures

Aciers irempes
= 52 - 65 HRG

Thermoplastiques

Matidres plastiques avec
composanis organiques

Graphite

Gruppi materiali

Leghe di allurninio

Rame senza leghe
Leghe di zinco

Leghe di allurminio-silicio
con = 10% S

Leghe di alluminio-silicio
con Sitra 10% e 14%

Leghe di alluminio-silicio
con pild di 14% di Si

Oitone
Bron=i

Ghise, dolci
GG10..GG 20

Ghise

Ghise sferosdali

GGEE40 - GGGE0

Gihise sferoidali

GGGEE0 - GGGEI0

Ghise speciali

Accial ed acciai fusi

fino a 700 N/mmZ - 210 HB
Acciai ed acciai fusi

da 700 Mimm? a 1.000 M/mm
~ 30 HRC - 210 - 285 HB

Accial

da 1.300 Mmme a 1.600 Mimm2
acciai a molla - duri

accial resistenh allfusura

~ 40 HRC - 360 - 440 HB

Acciai

da 1.000 Nmme a 1.200 Nimm?2
~ 35 HRC - 295 - 360 HB
Acciai inossidabili

Accial inossidabil, fermic

Titanio
Leghe di titanio fino a 700 MNimm?

Leghe al Ni e Co
fino a 900 Nimm= - 266 HB

Titanio
Leghe i titanso oltre 700 Nimm?
Leghe al Mi e Co

fino a 1.200 N/mm?
= 35 HRC - 266 - 352 HB

Leghe al Ni e Co

oitre 1200 N/mm?
= 45 HRC- > 352 HB

Accial temperali
~ 52 HRC

Ghise dure

Accial temperat
=~ 52 - 65 HRG

Termoplastici

Maleriali plastici con fibre
organicihe

Grafite
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NOVIANO
(No Vibration And NOQOise)

_ Perfect Edge Grinding

« Improves surface finishing
» Enables higher cutting speeds
» High CNC repeatability

within 0.010mm

Variable index

« Anti vibration desia-;';n

Eccentric Perfect Edge
Grinding Grinding

PVD coating
+ carbide selection

« Superior wear and chipping resistance
due to optimally matched coating
and carbite material

* Prolong the tool life
* Enables higher cutting speeds

e A e




N SE 45 NOVIANO DP STANDARD ENDMILLS, also with WELDON SHANK

=olid Carbide SE 45 MOVIAND DP Standard VHM SE 45 NOVIAND DP Standard Friser mil
Endmills, with Diferantal Fitch, 4 fliutes Ungieiciver Telung, 4 Zanmnea

Frmses 2 lalles Sk 45 NOVIAND DPF Standard & I Frase SE 45 NOVIAND DPF Standard in malallis
pas descalies, 4 dents, an chrbure monoblod ‘ duro PS50 dlﬁEI‘Er’Li".lﬂllE-_ i 1Eg||ll‘.‘l"||i

PR EE R S SE 45 NOVIAND DP B 57 rEET]
4 9] - SRR

*L=-~DIN 652TL

- Vay BXX |v47 BXX |V47 BWX Va7 BWX
EDFP MNo. [ EDV-Nr. [ Dimension [ mm )

CODE usine / Codice EDP 024G * |024AX * |024GX * |0Z4AX *
HA T—J |HA T—— |HB 1 |HB £

=*+ @ data 12 G6110 BE0R09 GA110 BOSO9

03 00 01 15
04 00 01* 20
05 00 01* 20
06 00 01* 20
08 00 01* 30
1000 01* az
12 00 01 37
14 00 01* 44
1600 01* 46
18 00 01* 53
20 00 01* 58

Va7 BXZ Va7 BXZ V47 BWI V47 BWE
024GX * O024AX * 024GX * D024AX "

:IE Tools with recess upon nguest =T CNC Repeatalibility
B8 Fraser mit Freistellung auf Bestellung | ' &1 - @3 within 10pm

' ' Outils avec dégagement sur demande ' @4 - @8 within 15pm
1 = @10 within 20pm

I § Utensilli con riduzione gambe su richiesta
B = oown mme wmes

M13[Mi14][M15 M16

Groupe matiéne riali

TECHNICAL SPECIFICATIONS SUBJECT TO CHANGE WITHOUT PRIOR NOTICE




»‘ SE 45 NOVIANO DP TORUS ENDMILLS, also with Weldon Shank

4 -'r";f' Salid Carbide 2B 45 NOVIANGD DP Tomis VHM S5E SE 45 NOVIAND DPF Torusirasar mil
i ﬂ E oz wilky differemtial pelch, 4 flatas unglescher Teilung, 4 Lahme
I Fraizes 2 tailles SE 45 NOVIAMNOG DP lorgues Frese SE 45 NOVIAND DP toriche, in metallo
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" SE 45 NOVIANO DP TORUS ENDMILLS, also with Weldon Shank

= Solid Carbide SE 45 NOVIANG DP Torus - VHM SE SE 45 NOVIAND DP Torusfrdser mil
[ Endmilis with diferential pitch, 4 fiutes ungleicher Tedung, 4 Zahne

& pas décaldés an carbure monobloc, 4 dants duro integrale, passo differenziale, 4 taglent
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D¢ SE 45 NOVIANO DP ROUGHING ENDMILLS, also with WELDON SHANK

o |2 Solid Carbide Roughing Endmills VHM DF Schruppirdser SE 45 NOVIAND mii
i ."5 SE 45 MOVIAND DP with differential pitch, 4 Fiutes unglecher Telung, 4 Zahne
| Fraiges dbauches 2 lailles SE 45 NOVIAND DP i Frege per sgrassane SE 45 NOVIAND DP
& pas décalés - 4 dents, en carbure monoblos n metallo duro, passo differenziale, 4 taghient
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P« SE 45 NOVIANO Series Endmills : n & V;

ALLOY STEEL
Work GA?__BE?;:I:;EEL TOOL STEEL HARDEMNED STEEL
PRE-HARDENED STEEL { 45~55HRC )
Material AlS1 1049, SCM
CAST IRON FC250 [ 30-45HRC ) AlSIH13
AlSI H13 NAK

Material

Groups

Material

Groups

N

-,

M18 . M22 . M25. M19

M1 . M12. M13 .
M10. M11. M12. M13. N14 M23 . M24 . M20 . M21

n Wi ] W n Vi
{ min -1) { mm/min ) { min-1) { mm/min ) { min -') { mm/min )
11500 1170 8050 780 5750 234
B630 1170 5980 T80 4600 234
6400 1170 4830 T80 3680 234
5750 1170 4030 780 3110 234
4600 1014 3220 676 2300 208 DEPTH OF CUT
3680 Bad 2530 585 1840 182 Ae<02D(@3<D= @5)
3110 806 2190 533 1500 156 Ae =030 (@6 D < @20 )
2300 715 1610 455 1150 221 Ap=15D
1840 637 1270 442 920 182
ALLOY STEEL
ET_EET_IRE;I?EL TOOL STEEL HARDEMNED STEEL
PRE-HARDEMNED STEEL { 45~55HRLC )
AlS] 1049, SCM
CAST IRON ECI50 { 30~45HRC ) AISI H13
AlSIH12 NAK
M10. M11. M12 . M13 . M14 S RO P ]
M23.M24 . M20 , M21
n Wy n W n Wi
{ min-1) { mm/min ) { min-1) { mm/min ) { min-') { mm/min )

11500 936 B050 624 5750 187
8630 936 880 624 4600 187
6900 936 4830 624 3680 187
RT50 936 4030 624 3110 187
4600 811 3220 541 2300 166
3680 a7 2530 468 1840 146 DEPTH OF CUT
3110 645 2190 426 1500 125 Ae=D
2300 572 1610 364 1150 177 Ap = 005D (205=D = @2)
1840 510 1270 364 920 146 Ap=10D (D= @2)

In cutling austenitic stainless steels, the use of non-water-soluble cutting fluid is especially effective.
If the rigidity of the machine or the clamping of the work piece is poor, or chattering is generated, please reduce the speed and the feed proporicnatehy.
When plunging, please set the feed at 1/3 or below of reference values stated in the slotting chart.

Beim Frasen von austenitischen rostireien Stahlen oder schwerzerspanbaren Materialen, ist die Kihlung mit nicht wasserdslichen Schmiemmitteln sehr zu empfehlen.
Falls die Maschine undfoder die Aufspannung des Werkstickes nicht stabil sind bzw, Ausbriche und Gerausche erzeugt werden, bitte Schnittgeschwindigkeit und
Vorschub entsprechend reduzieren,

Beim Eintauchen fir das Nutenfrasen bitte den Vorschub auf 1/3 oder weniger der Werte in der obigen Tabelle *Slotting™ zuricknehmen.

Si vous usinez des aciers inoxydables austénitiques ou des matiéres difficiles a usiner, lemploi de lubrifiant de coupe non soluble a I'eau peut
apporter un avantage d'efficacité.

Au cas ol la rigidité de la maching etiou le bridage de la piéce 3 usiner sont faibles, ou si des ébréchements et des bruits se produksent,
reéduisez s.vp. la vilesse de coupe et avance en proportion.

Si vous usinez en plongée, prigre de mettre 'avance a 1/3 ou moins des valeurs indicatives ci-dessus (4 Z - Slofting).

Nel fresare acciai inossidabili austenitici o materiali di difficile lavorazione, ITmpiego di lubrificanti non solubili nell'acqua & particolarmente effettivo.
Se la rigidita della macchina utensili &/o lo staffaggio del particolare da fresare non sono ottimali, o se delle scheggie dovrebbero formarsi,

per favore ridurre le velocita da taglio ed avanzamenti in conseguenza,

Se la lavorazione & per cave, per favore ridume "avanzamento ad 173 o meno dei valon indicativi qui sopra (4 Z - Slotting).
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P4 sE 45 DP NOVIANO
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Customer’s name Matenal
Person ( Mr/Ms ) Matenal to be cut
Enquiry number Coating
Cutting conditions : : Coolant
Date: Remark

N SE 45 DP NOVIANO with corner radius
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