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INDUSTRIES SDN BHD

Add: Ho.5, Jolan Sungal Kayu Ara 32/3%, Taman Berjoya,
saksyen 32, 40450 Shah Alam, Selangor Darul Ehsan, Malaysia.
lel: &0-3-2740 2218 (Hunting line] | Fax: 6U-3-2740 2238

E-maill: info@hpmit-industries.com

HPMT Deutschland GmbH

Add: Vorkamp 4, D-2387% Mdlin

Tel: +42(0] 45 45 /84 21 10 [Hunting ling)
Fax: +49(0) 45 45 / 84 21 08

E-mail: hpml.d@e-mail.de

HPMT (ShenZhen) Lid

Add: 1223, Kemry Cenfre,

2008 Renminnan Koad, ShenZhen China
Tel: 00755 2518 1722 (Hunting line)

Fax: 00755 2518 1728

E-mail; info@hpmit-industries.com.cn

MTC Tooling Systems Lid

Add: 204-5 Fook Hong Ind Bldg,
1?2 Sheung Yuet Roaod, Kowloon Bay, Hong Kong
Tel: DDB52 2305 4838 [Hunting line)

Fax: 00852 2798 8789

E-mail; info@mitc-tools.com




»4 COMPANY PROFILE

1§ E-  HPMT Industries Sdn. Bhd. started operations in 1999 with an aim to become a leading cutting tool manufacturing company in

. South-East-Asia. With the latest production machinery and in house R & D faalities, HPMT Is progressively developing new tools

S to serve the ever demanding industnial markel. Implementing 150 90012000 and working lowards ISOITS 169492002 will not only
ensure consistent quality but also built customer's confidence

Thus HPMT will progressively grow, producing hegh qualty cutiing tocts to meet your stnngent requirements. Whether special or
standard cutting tools, you can always depend on us

- HPMT Indusiries Sdn. Bhd. hat ihre Tatigkeit 1999 aufgenommen mit dem Ziel ein fihrendes Untemehmen in der Herstellung von
Zerspanungswerkzeugen in Sidostasien zu werden. Mit medemen Produktionsmaschinen und eigener F & E Abteflung entwickelt
HPMT weiter neue Werkzeuge, um den immer hoheren Anforderungen der Kunden in der Industrie gerechit zu werden. Mit der IS0
B001: 2000 Zenifimerung und dem Zugehen auf die 150 168492002 Zerifizierung, sichert HPMT eine konstante Qualitat und setzt

damit auf das Vertrauen der Kunden.

HPMT wird kontinuierich wachsen, weiterhin Werkzeuge hoher Qualitat herstellen und den grolien Anforderungen unserer Kunden
entsprechen, S es fir Sonder- oder Standardwericreuge, Sie kinnen immer mif uns rechnen

HPMT Industries Sdn. Bhd. a8 débuté son activité en 1599 dans le but de devenir un producteur leader d'outils coupants au
Sud-Est-Asiatique. Avec un parc machine de demiére technologie et un département interne R & D [recherche et développement)
HFMT développe progressivement de nouveaux oulils pour un marche industriel toujours plus exigeant. En appliquant FIS0
B001: 2000 ef en travaillant pour obtenir MISQITS 168492002, HPMT non seulement assure une qualité constante de ses produits,
mais développe aussi la confiance des dients dans ses produits.

Par conséquence, HPMT se développera progressivement en fabriquant des outils de haute qualité pour faire face a vos
demandes. CQue ce soit pour des outils spéciaux ou slandands, Vous poOUVEZ COMpler Sur nous

La HPMT Industnes Sdn_Bhd, ha comanciato a produrre utensih nel 1989 con Dinfenzone di diventare un produticore leader di ulensal)
da fagho nel Sud-Est-Asiatico. Con macchinan di produzione di punta ed un reparto di R & D (ricerca e sviluppo), la HPMT sta
progressivamente sviluppando nuovi utensili al fine di servire il mercato indusiriale sempre pil esigente. Con il certificato 150
8001:2000 e muovendosi ad oftenere il certificato IS0MS 168482002, la HPMT non solo assicura una qualita costante, ma
aumenta la fiducia del cliente nel prodotio

Pertanto, la HPMT continuerd a crescere producendo degli utensili da taglio di alta qualitd per rispondere alke nichieste esigernti
dei clienti. Che sia per utensili speciali o standard, polete sempre contare su di noi.

HPMT BRifRMELaeliEir+ 1909 ff, BfER AN — RS TASEE, AR tENSENSEBEHMEE®, HPMT
FHFASHTSHIETEEERG TR, #id 150 9001:2000 IAGE. FE®WiEE 1S0/TS 16949:2002 82 4, iFEEATLLE a0
THhSR.

HPMT FHSETIPER, FelEMEHiiER =RERNTHARE TiERFIENRTIE HPMT SRMEREN.




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.
ERGERERTIA RTULBERREREXR. MARMIAERE.
IR ZIRR TIOEH], RIEEARNFFSID, BUB R TERIFNFE (HamE.
ARV LEFE, BFEVRESEERIFEAN.
REENEGERERAENAN, EENF LREE.
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* Description of the Ilcons
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* Material Groups
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* Technical Information
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Page 9

List-No. Style Coating
V37TABX 0130X SE 30 NOVIANO PLUNGEMILL § O
V37TABX 013GX SE 30 NOVIANO PLUNGEMILL G6110

* Cutting Parameter
Page 10

» Special Tools / Enquire Form
Page 11



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

Chamfer

3 Cutting Geometry

Displays Helix Angle Of Flute

Displays Rake Angle

4 Constructional length

Short
Standard
Long
Extra long

5 Shank design

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

Beschreibung der Symbole

1 Werkstoffe ( Vollhartmetall )

VHM

92 0+0.5 HRA

TRS ( Mpa ) = 3800
Kemgrofe: 0.8 pm

2 Eckenformen

Chamfer

3 Schneidengeometrien

Grolke des Draliwinkels

Grolie des Spanwinkels

4 Langen

kurz
Standard
lang
extra-lang

5 Schaftarten

HA = Zylinderschaft

HB = Zylinderschaft mit
Weidon Flache

HE = Zylinderschaft mit
Whistle Notch Flache



Etrin AR (71 B EE) Descriptions des symboles  Descrizione dei simboli

1

1 Matiéres de cou Materiali da taglio
1 7NB#R (859 ) ( carbures S Sl ) ( metallo duro integrale )
e Carbures monobloc Metallo duro
BEF92. 0£0.5 92.0+0.5 HRA 92.0+0.5 HRA
FE R (Mpa) = 3800 TRS ( Mpa ) = 3800 TRS ( Mpa ) = 3800
d B0, 8 micron Grain: 0.8 micron Grano: 0.8 micron
2 718EX 2 Formes des angles 2 Forme degli angoli
{5l Chamfer Chamfer
3 Z10JLfanh=it 3 Géometries de coupe 3 Geometrie da taglio
¥ Indique la valeur de Indica il valore
ie rangle d'hélice dell'angolo dell'elica
o4 Indique la valeur de Indica il valore
A i l'angle de coupe dell'angolo di taglio
4 KENIE 4 Longueurs 4 Lunghezze
] courte corta
E o3 standard standard
i longue lunga
i extra-longue extra-lunga
5 JIfEREN 5 Types de queues 5 Tipi di codolo
DIN 6535 HA = FE T4 HA = queue cylindrique HA = codolo cilindrico
HA HE = 3 T #5 HB = queue cylindrique et HB = codolo cilindrico con
. HE = s {ilite D&% meéplat Weldon piano Weldon
"y HE = queue cylindrique et HE = codolo cilindnco con
méplat Whistle-Notch piano Whistle-Notch

(encoche a sifflet)



Description of the ICONS Beschreibung der Symbole

HSC

HPl

12 =

1IN

6 Coatings 6 Oberflachen-Beschichtungen
uncoated unbeschichtet

Coating matenal = AICrN { Monolayer ) Schichtmatenal: AICrN ( einschichtig )
Microhardness ( HV 0,05 ) = 3200 Mikroharte ( HV 0,05 ) = 3200

Max application temperature ( *C ) £ 1.100 Max. Anwendungstemperatur { *C ) £ 1.100
Friction coefficient = 0,35 Reibungskoeffizient = 0,35

High Speed Cutting fir Hochgeschwindigtsfrasen geeignet
High Performance Tools Hochleistungswerkzeug

E+Ri5% A (7] B A4%) Descriptions des symboles

Descrizione del simboli

HSC

HPT

6 Revetements des surfaces

L7 Y=g sans revétement

S MEHE = F s (HmM) Revétement = AICTN ( monocouche )

fsE (HV 0,05) = 3200 Dureté ( HY 0,05 ) = 3200

BWI{EEE (°C)< 1,100 Température max. d'utilisation: { °C ) < 1.100
HEEE =035 Coefficient de friction = 0,35

o pour UGV

EHEDA outil 2 haute performance

6 Tipi di rivestimenti
senza rivestimento

Rivestimento = AICrN ( monostrato )
Microdurezza ( HV 0,05 ) = 3200
Temperatura massima di lavoro ( °C ) = 1.100
Coefficiente di fnzione = 0,35

fresatura ad alta velocita

utensile di alto rendimento



P4 Waterial Groups
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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



“PLUNGEMILL

Special end-face gashing

* Improves chip formation and flow
« Enables plunging on inclined surface
* Designed to prevent chipping at corner

- Perfect Edge Grinding

 Improves surface finishing

» Enables higher cutting speeds

* High CNC repeatability within
0.010mm

Eccentric Perfect Edge

Superior “drill” like fluting Grinding Grinding

* Improves chip evacuation
* Reduce vibration during
slotting/milling

Smooth PVD AICrN coating

* Prolong the tool life
» Reduce friction

* Improves chip flow
» Enables higher cutting speeds




’{ Tool Test Report (Plunge-Milling)

Obijective: Tool Workpiece
To evaluate the new HPMT PlungeMill 3F D5.65mm Tool No. Coating Material Hardness
3?;;9;;:::“ GE6110 SCM 420 22~24 HRC
Tool Life = 1000pcs Vs competitor 750pcs (33% increase)
O— Cutting Conditions
roauct.
: 1. Dnilling:
et N = 4000 rpm, F = 140 mm/min, Depth = 5.80 mm
e e 2. Slotting:
// O \\ N = 4000 rpm, F = 250 mm/min, Ae = 5.80 mm, Ap = 5.65 mm
D, QO
'l,r/ C/ FF__“‘\\Q‘K& Coolant Machine
;ff \\ Neat Oil VMC AMS 5.5KW
( s L T~ POCKETING
\
H“x % 1*:—*-"/& .-'f

}{ Tool Test Report (Square Pocket drilling, slotting & milling)

Objective: Tool Workpiece
To evaluate the new HPMT D8 3F PlungeMill Tool Ne. Coating Material Hardness
(In-house tool test) SE30 Naviano
PlungeMill G6110 738 Steel 34 HRC
3Flute D8
Square Pocket = 70 mm x 30 mm Cutting Conditions
Total cutting distance/Layer =1.2 m N = 2000 ,p,: E‘!‘&%gmm Ap =8 mm
Total cutting time/Layer = 3.17 minutes 2. Slotting:
N = 2000 rpm, F = 250 mm/min, Ae = 8 mm, Ap = 8 mm
Total Stock Removed/Layer = 26400 mm3 3. Side Milling:
N = 2000 rpm, F = 600 mm/min, Ae =2 mm,  Ap = 8 mm
Coolant Machine
Flood coolant, 9% emulsion Makino 533

Overall Surface Finish Comparison

e

Conventional design Noviano SE30DP PlungeMill






»« SE 30 NOVIANO DP PLUNG-MILL

Materil to ALUMINIUM ALLOY CARBON STEEL ALLOY STEEL
be milled EXCEPT SOFT CAST IRON STAINLESS STEEL FREHARDEMNED STEEL
ALUMINIUM ALLOYS {(~40HRC)
':_ﬂ_"“i”::’ M02. M03. MO4. M05. MOG. MOT. MO8, M09 | M10. M11. M12. M13. M14. M15. M18 M18. M22. M25
STOLUDS
: Spindie i . Side Spandie i LSide Spindie ; Shde Spindie . ; Side
Dia Speed Dirdling Slofting Milling Speed Cinlling Shotting Milling Speed Dirillemg Shoftng Milling Speed Dinlling Slokting Milling
{mm ) mim N nin rmimdrmin min mmdmin mim nrndinin
1 14250 80 220 440 15000 &0 120 250 11000 20 Ta 200 14250 L] 110 220
1.5 12350 80 280 550 13000 &0 140 320 G650 20 70 250 12350 50 140 280
2 10450 110 330 BED 2000 60 170 350 4750 20 T5 250 9R00 70 170 3310
2.5 4500 110 440 7o 7000 T0 1490 400 3800 20 T8 250 7600 100 190 390
3 3120 220 610 gan 5300 100 240 480 3420 20 100 250 5510 110 280 440
4 G240 230 720 a0 4000 120 300 480 2660 an 100 250 4180 120 280 440
5 5420 290 770 1100 3200 120 300 540 2090 40 120 300 3330 130 330 550
G 4560 330 7490 1320 2700 160 360 540 1710 40 120 300 2850 140 360 660
7 3300 330 810 1210 2300 140 360 540 1520 40 120 300 2380 120 360 G660
B 3420 330 B840 1100 2000 120 360 480 1330 a0 120 300 20490 110 360 660
0 2040 330 850 950 1800 100 300 460 1140 20 100 300 1810 100 280 R0
10 2850 330 880 90 1600 100 240 420 1050 20 100 300 1620 BO 220 440
11 2660 330 840 G40 1500 100 240 420 G950 20 100 280 1520 B0 220 440
12 2470 310 810 940 1400 an 220 410 860 20 100 270 1430 70 200 380
16 2280 2490 770 Ba0 1200 TO 190 360 T&0 20 100 270 1330 70 180 aso
Side Milling Slotting
A
Ap AP
DEPTH QF CUT
DEPTH OF CUT Ae=1xD
Ae =0.4D (SUS =0.3D) Ap=E1~-825 =050 (5US =2.5D
Ap=15xD Ap = @3~@16 =10 (SUS = 0.50)
ARE= = In culling austenitic stainkess stegls, the use of non-water-soluble cutting Muid is especially effective.
s « 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 proportionately,
i

Beim Frisen von austenitischen rostireien Stahlen oder schwerzerspanbaren Materialen, ist die Kihlung mit nicht wasserdslichen Schmiemitteln sehr zu empfehlen.
Falls die Maschine undfoder die Aufspannung des Werkstiickes nicht stabil sind baw. Ausbriche und Gerausche erzeugt werden, bitte Schnittgeschwindigkeit und
Yorschub entsprechend reduzieren

L ¥

Si vous usinez des aciers inoxydables austénitiqgues ou des matiéres difficiles 4 usiner, Femploi de lubrifiant de coupe non soluble 4 I'eau peut
apporter un avantage d'efficacité.

Au cas ol la rigidite de la machine etiou le bridage de la piéce a usiner sont faibles, ou 5i des ébréchements et des bruits se produisent,
réduisez s.v.p. la vitesse de coupe et avance en proportion

Nel fresare acciai inossidabili austenitici o materali di difficile lavorazione, Iimpiego di lubrificanti non solubili nell'acqua & particolarmente effettivo.
Se la rigidita della macchina utensili efo lo staffaggio del particolare da fresare non sono ottimali, o se delle scheggie dovrebbero formarsi,
per favors ridurre le velocita da taglio ed avanzamenti in consequenza.
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P4 PLUNGEMILL

NUMBER OF FLUTE:

HELIX ANGLE -

=
_—

TL

Customer’s name Matenal
Person ( Mr/Ms ) Matenal to be cut
Enquiry number Coating
Cutting conditions : : Coolant
Date: Remark

N PLUNGEMILL with corner radius

HELIX ANGLE -

Customer’s name
Person ( Mr/ Ms)

Enquiry number
Cutting conditions
Date:






