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The DMX Line is designed to bring you premium features and benefits. With
{ the new upgrade, it provides a smoother surface finishing with much higher
wear resistant. In addition, it enables the tool to have faster machining time
DIE & MOULD with a reduced amount of tool replacements. The tool has the ability to take on
EXTREME wider range of materials to make it the right tool to for the right jobs.

' 4

4/6 Flute

® 2x or 3x feed rate in comparison with conventional
2 flutes cutter :

v

Tough PVD Silicon Based Coating

e Prolong tool life

® Enables higher cutting speed
® Increased heat resistant ideal for dry machining

v

Edge Rounding

e Greater improvement to productivity with higher speed
and feed rates

v

Differential Pitch Design

e For chatter free machining and excellent surface finishes

v

Machine material 45 to 68 HRC

BRI
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DIE & MOULD THE FUTURE OF PRECISION MACHINING
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Component To Be Machined - NAK 80

The purpose of this demonstration is to compare

Conventional against New Fin-Mill material in terms
of surface finishing.

Material : NAK 80

Hardness : 40 HRC

Tool Diameter : Conventional - 8mm
New Fin-Mill - 8mm

Cutting Speed : 10,000 rpm Cutting Speed : 10,000 rpm
Feed Rate : 5,000 mm/min Feed Rate : 6,000 mm/min
Ae/Ap : 40mm/0.5mm Ae/Ap : 0.5mm/0.5mm
Coolant :  Dry Cut with Air Blow Coolant :  Dry Cut with Air Blow
@ Time : 10 minutes Time : 5 minutes @

Surface Finishing Comparison

CONVENTIONAL NEW FIN-MILL
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Compenent To Be Machined - SKD

The purpose of this demonstration is to compare

Conventional against New Fin-Mill material in terms
of surface finishing.

Material . SKD

Hardness : 58 HRC

Tool Diameter : Conventional - 8mm
New Fin-Mill - 8mm

Cutting Speed : 6,000 rpm Cutting Speed : 8,000 rpm
Feed Rate : 5,000 mm/min Feed Rate : 3,000 mm/min
Ae/Ap : 1.5mm/0.15 mm Ae/Ap : 0.5mm/0.5mm
Coolant :  Dry Cut with Air Blow Coolant :  Dry Cut with Air Blow
@ Time : 60 minutes Time : 10 minutes @

Surface Finishing Comparison

CONVENTIONAL NEW FIN-MILL
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Hi-Feed Fin-Mill Torus Endmills - Standard

G78*
D l d2
R
L
Eﬂ Y DIN 6535 || | e
00
VHM R+0.010 )\ =250 _
EDPNo./EDV-Nr./ A
. . 7 %
CODEusine/CodiceEDP Dimension (mm ) 678
=*+@data .o [ o | | L Jaom| r | 7 |80
0200 060 0600 030 2 2 10 60 6 03 4 o
0200 060 0600 050 2 2 20 60 6 0.5 4 o
0300 060 0600 030 3 3 21 60 6 03 4 o
@ 0300 060 0600 050 3 3 21 60 6 0.5 4 o [O)

0400 060 0600 030 4 4 12 60 6 03 4 o
0400 060 0600 050 4 4 12 60 6 0.5 4 o
0600 060 0600 030 6 6 20 60 6 03 4 o
0600 060 0600 050 6 6 20 60 6 0.5 4 o
0600 060 0600 100 6 6 20 60 6 1 4 °

EDPNo./EDV-Nr./

CODEusine/CodiceEDP Dimension (mm)

=*+@data D 7
0800 064 0800 030 8 8 24 64 8 0.3 6 °
0800 064 0800 050 8 8 24 64 8 0.5 6 °
0800 064 0800 100 8 8 24 64 8 1 6 °
0800 064 0800 200 8 8 24 64 8 2 6 °
1000 075 1000 030 10 10 30 75 10 0.3 6 °
1000 075 1000 050 10 10 30 75 10 0.5 6 °
1000 075 1000 100 10 10 30 75 10 1 6 °
1000 075 1000 200 10 10 30 75 10 2 6 °
1200 075 1200 030 12 12 30 75 12 0.3 6 °
1200 075 1200 050 12 12 30 75 12 0.5 6 °
1200 075 1200 100 12 12 30 75 12 1 6 °
1200 075 1200 200 12 12 30 75 12 2 6 °
G80*
Material group - Material-Gruppe - Groupe matiére - Gruppo materiali - #F I3
NO1 | 'NO2 [NO3| KO1 K02 PO1 P02 PO3 MOl MO2 SO1 SO02 SO3 | HOI | HO2 Working Material | Cutting Parameter
o o o o ° - -
TECHNISCHE ANDERUNGEN OHNE VORHERIGE INFORMATION VORBEHALTEN
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Hi-Feed Fin-Mill Torus Endmills - Long

G82*
D [ d2

ML ]

DIN 6535
HA

S BEISS

VHM R£0.010 \=25°

EDPNo./EDV-Nr./ S
CODEusine/CodiceEDP mm )

=*+@data D

0200 075 0600 030 2 2 35 75 6 03 4 o
0200 075 0600 050 2 2 35 75 6 05 4 o
0300 075 0600 030 3 3 30 75 6 03 4 o

@ 0300 075 0600 050 3 3 30 75 6 0.5 4 ° [O)

0400 075 0600 030 4 4 32 75 6 03 4 o
0400 075 0600 050 4 4 32 75 6 05 4 o
0600 075 0600 030 6 6 40 75 6 03 4 o
0600 075 0600 050 6 6 40 75 6 0.5 4 o
0600 075 0600 100 6 6 40 75 6 ] 4 o

EDPNo./EDV-Nr./

CODEusine/CodiceEDP Dimension (mm)

=*+@data D) Z
0800 100 0800 030 8 8 60 100 8 0.3 6 °
0800 100 0800 050 8 8 60 100 8 0.5 6 °
0800 100 0800 100 8 8 60 100 8 1 6 °
0800 100 0800 200 8 8 60 100 8 2 6 °
1000 100 1000 030 10 10 60 100 10 0.3 6 °
1000 100 1000 050 10 10 60 100 10 0.5 6 °
1000 100 1000 100 10 10 60 100 10 1 6 °
1000 100 1000 200 10 10 60 100 10 2 6 °
1200 100 1200 030 12 12 60 100 12 0.3 6 °
1200 100 1200 050 12 12 60 100 12 0.5 6 °
1200 100 1200 100 12 12 60 100 12 1 6 °
1200 100 1200 200 12 12 60 10 12 2 6 °
G84*
Material group - Material-Gruppe - Groupe matiére -  Gruppo materiali - i F3
NO1 |[NO2 [NO3' KO1 K02 PO1 P02 PO3 MOl MO2 SO1 S02 SO3 | HOI | HO2 Working Material | Cutting Parameter
o o o o o - -
TECHNICAL SPECIFICATIONS SUBJECT TO CHANGE WITHOUT PRIOR NOTICE
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Hi-Feed Fin-Mill Torus Long Neck

‘4 "

= |4

VHM R#0.010

EDPNo./EDV-Nr./

CODEusine/CodiceEDP

A4G*
B d1
Dy !
R _/ I1 ‘
— 12 |
L ‘
DIN 6535
S HA
A=25° N He

=*+@data
0020 050 0400 RO0S 0.2 0.2
0020 050 0400 005 RO0OS 0.2 0.2
0020 050 0400 010 RO0OS 0.2 0.2
0020 050 0400 015 RO05 0.2 0.2
0020 050 0400 020 RO0S 0.2 0.2
0030 050 0400 RO0S 0.3 0.3
0030 050 0400 010 ROOS 0.3 0.3
0030 050 0400 015 RO0OS 0.3 0.3
0030 050 0400 020 RO0S 0.3 0.3
0030 050 0400 025 RO0S 0.3 0.3
0030 050 0400 030 RO0S 0.3 0.3
0040 050 0400 RO0S 0.4 0.4
0040 050 0400 010 RO0OS 0.4 0.4
0040 050 0400 015 RO0OS 0.4 0.4
0040 050 0400 020 RO05 0.4 0.4
0040 050 0400 025 RO05 0.4 0.4
0040 050 0400 030 RO0S 0.4 0.4
0040 050 0400 035 RO0OS 0.4 0.4
0040 050 0400 040 RO0S 0.4 0.4
0050 050 0400 RO0S 0.5 0.5
0050 050 0400 010 ROOS 0.5 0.5
0050 050 0400 020 RO0S 0.5 0.5
0050 050 0400 030 RO0OS 0.5 0.5
0050 050 0400 040 RO0OS 0.5 0.5
0050 050 0400 050 RO0S 0.5 0.5
0050 050 0400 060 RO0S 0.5 0.5
0060 050 0400 RO10 0.6 0.6
0060 050 0400 020 RO10 0.6 0.6
0060 050 0400 040 RO10 0.6 0.6
0060 050 0400 060 RO10 0.6 0.6
0060 050 0400 080 RO10 0.6 0.6
Material group - Material-Gruppe -  Groupe matiere - Gruppo materiali

= 50
0.5 50
1 50
1.5 50
2 50
- 50
1 50
1.5 50
2 50
2.5 50
8 50
- 50
1 50
1.5 50
2 50
2.5 50
& 50
3.5 50
4 50
- 50
1 50
2 50
S 50
4 50
5 50
6 50
= 50
2 50
4 50
6 50
8 50
- MR

NO1 |'NO2 [NO3| KO1 ' K02 PO1 P02 PO3 MOl MO2 SO1 S02 SO3 | HOI | HO2
L] L]
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Dimension ( mm)
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XHPMIT

THE FUTURE OF PRECISION MACHINING
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cont'd p

Working Mafterial Cutting Parameter
SPECIFICATIONS TECHNIQUES SUJETTES A CHANGEMENT SANS AVIS PREALABLE
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Hi-Feed Fin-Mill Torus Long Neck

EDPNo./EDV-Nr./

CODEusine/CodiceEDP Dimension ( mm )

=*+@data 7
0060 050 0400 100 ROT0 0.6 0.6 10 50 0.55 4 0.1 2 )
0080 050 0400 RO10 0.8 0.8 - 50 0.75 4 0.1 2 )
0080 050 0400 040 RO10 0.8 0.8 4 50 0.75 4 0.1 2 Y
0080 050 0400 060 RO10 0.8 0.8 6 50 0.75 4 0.1 2 )
0080 050 0400 080 RO10 0.8 0.8 8 50 0.75 4 0.1 2 °
0080 050 0400 120 RO10 0.8 0.8 12 50 0.75 4 0.1 2 °
0100 050 0400 RO10 1 1 - 50 - 4 0.1 4 )
0100 050 0400 040 RO10 1 1 4 50 0.95 4 0.1 4 Y
0100 050 0400 060 RO10 1 1 6 50 0.95 4 0.1 4 °
0100 050 0400 080 RO10 1 1 8 50 0.95 4 0.1 4 °
0100 050 0400 100 RO10 1 1 10 50 0.95 4 0.1 4 Y
0100 050 0400 120 RO10 1 1 12 50 0.95 4 0.1 4 °
0100 050 0400 140 RO10 1 1 14 50 0.95 4 0.1 4 °
0100 050 0400 160 RO10 1 1 16 50 0.95 4 0.1 4 Y
0100 075 0400 RO10 1 1 - 75 - 4 0.1 4 [}
0100 075 0400 200 RO10 1 1 20 75 0.95 4 0.1 4 Py
0100 050 0400 RO20 1 1 - 50 - 4 0.2 4 [ ]
0100 050 0400 040 RO20 1 1 4 50 0.95 4 0.2 4 Y
0100 050 0400 060 RO20 1 1 6 50 0.95 4 0.2 4 °
0100 050 0400 080 RO20 1 1 8 50 0.95 4 0.2 4 )
0100 050 0400 100 RO20 1 1 10 50 0.95 4 0.2 4 Y
@ 0100 050 0400 120 RO20 1 1 12 50 0.95 4 0.2 4 ) @
0100 050 0400 140 RO20 1 1 14 50 0.95 4 0.2 4 )
0100 050 0400 160 RO20 1 1 16 50 0.95 4 0.2 4 [
0100 060 0400 RO20 1 1 - 60 - 4 0.2 4 )
0100 060 0400 200 RO20 1 1 20 60 0.95 4 0.2 4 D)
0100 050 0400 RO30 1 1 - 50 0.95 4 0.3 4 o
0100 050 0400 060 RO30 1 1 6 50 0.95 4 0.3 4 )
0100 050 0400 100 RO30 1 1 10 50 0.95 4 0.3 4 °
0100 050 0400 160 RO30 1 1 16 50 0.95 4 0.3 4 [
0100 060 0400 RO30 1 1 - 60 S 4 0.3 4 )
0100 060 0400 200 RO30 1 1 20 60 0.95 4 0.3 4 °
0150 050 0400 RO10 1.5 1.5 = 50 - 4 0.1 4 )
0150 050 0400 060 RO10 1.5 1.5 6 50 1.45 4 0.1 4 [
0150 050 0400 080 RO10 1.5 1.5 8 50 1.45 4 0.1 4 )
0150 050 0400 120 RO10 1.5 1.5 12 50 1.45 4 0.1 4 [
0150 050 0400 160 RO10 1.5 1.5 16 50 1.45 4 0.1 4 ()
0150 060 0400 RO10 1.5 1.5 - 60 - 4 0.1 4 )
0150 060 0400 200 RO10 1.5 1.5 20 60 1.45 4 0.1 4 ®
0150 050 0400 RO20 1.5 1.5 - 50 - 4 0.2 4 [
0150 050 0400 060 RO20 1.5 1.5 6 50 1.45 4 0.2 4 Py
0150 050 0400 080 RO20 1.5 1.5 8 50 1.45 4 0.2 4 °
0150 050 0400 100 RO20 1.5 1.5 10 50 1.45 4 0.2 4 °
0150 050 0400 120 RO20 1.5 1.5 12 50 1.45 4 0.2 4 °
0150 050 0400 140 RO20 1.5 1.5 14 50 1.45 4 0.2 4 Y
0150 050 0400 160 RO20 1.5 1.5 16 50 1.45 4 0.2 4 ®
0150 060 0400 RO20 1.5 1.5 = 60 - 4 0.2 4 P
0150 060 0400 180 R0O20 1.5 1.5 18 60 1.45 4 0.2 4 Y
0150 060 0400 200 RO20 1.5 1.5 20 60 1.45 4 0.2 4 Py
cont’'d

Material group - Material-Gruppe - Groupe matiére -  Gruppo materiali - i F3

NO1 [NO2 [NO3| K01 (K02 POl P02 PO3 MOl MO2 SO1 SO2 SO3 | HOI |HO2

o ] o ° ° - -
Page 7
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Hi-Feed Fin-Mill Torus Long Neck

EDPNo./EDV-Nr./

CODEusine/CodiceEDP Dimension ( mm )

=*+@data d2 (hé) z

0150 050 0400 RO30 1.5 1.5 = 50 1.45 4 0.3 4 °
0150 050 0400 080 R0O30 1.5 1.5 8 50 1.45 4 03 4 °
0150 050 0400 160 R0O30 1.5 1.5 16 50 1.45 4 0.3 4 °
0150 060 0400 RO30 1.5 1.5 - 60 - 4 0.3 4 °
0150 060 0400 200 R0O30 1.5 1.5 20 60 1.45 4 03 4 °
0200 050 0400 RO20 2 2 - 50 - 4 0.2 4 °
0200 050 0400 060 RO20 2 2 6 50 1.95 4 0.2 4 )
0200 050 0400 080 R020 2 2 8 50 1.95 4 0.2 4 °
0200 050 0400 100 R020 2 2 10 50 1.95 4 0.2 4 °
0200 050 0400 120 RO20 2 2 12 50 1.95 4 0.2 4 °
0200 050 0400 140 R020 2 2 14 50 1.95 4 0.2 4 °
0200 050 0400 160 R020 2 2 16 50 1.95 4 0.2 4 °
0200 060 0400 R020 2 2 - 60 - 4 0.2 4 °
0200 060 0400 180 R020 2 2 18 60 1.95 4 0.2 4 °
0200 060 0400 200 R0O20 2 2 20 60 1.95 4 0.2 4 )
0200 075 0400 RO20 2 2 - 75 - 4 0.2 4 °
0200 075 0400 250 RO20 2 2 25 75 1.95 4 0.2 4 )
0200 075 0400 300 RO20 2 2 30 75 1.95 4 0.2 4 [
0200 050 0400 RO30 2 2 - 50 - 4 0.3 4 °
0200 050 0400 080 RO30 2 2 8 50 1.95 4 0.3 4 )
0200 050 0400 160 R0O30 2 2 16 50 1.95 4 0.3 4 °

@ 0200 060 0400 RO30 2 2 - 60 - 4 0.3 4 ° @
0200 060 0400 200 RO30 2 2 20 60 1.95 4 0.3 4 )
0200 050 0400 RO50 2 2 - 50 - 4 0.5 4 °
0200 050 0400 060 RO50 2 2 6 50 1.95 4 0.5 4 °
0200 050 0400 080 RO50 2 2 8 50 1.95 4 0.5 4 [
0200 050 0400 120 RO50 2 2 12 50 1.95 4 0.5 4 °
0200 050 0400 160 RO50 2 2 16 50 1.95 4 0.5 4 °
0200 060 0400 RO50 2 2 - 60 = 4 0.5 4 )
0200 060 0400 200 RO50 2 2 20 60 1.95 4 0.5 4 °
0200 075 0400 RO50 2 2 - 75 - 4 0.5 4 °
0200 075 0400 250 RO50 2 2 25 75 1.95 4 0.5 4 )
0200 075 0400 300 RO50 2 2 30 75 1.95 4 0.5 4 °
0250 050 0400 RO30 2.5 2.5 - 50 - 4 0.3 4 °
0250 050 0400 080 RO30 2.5 2.5 8 50 2.4 4 0.3 4 )
0250 050 0400 100 RO30 2.5 2.5 10 50 2.4 4 0.3 4 °
0250 050 0400 120 RO30 2.5 25 12 50 2.4 4 0.3 4 °
0250 050 0400 140 RO30 2.5 2.5 14 50 - 4 0.3 4 °
0250 050 0400 160 RO30 2.5 2.5 16 50 2.4 4 0.3 4 °
0250 060 0400 RO30 2.5 2.5 - 60 2.4 4 0.3 4 °
0250 060 0400 180 RO30 2.5 2.5 18 60 2.4 4 0.3 4 )
0250 060 0400 200 RO30 2.5 2.5 20 60 2.4 4 0.3 4 °
0250 060 0400 250 RO30 2.5 25 25 60 2.4 4 0.3 4 °
0250 075 0400 RO30 2.5 2.5 - 75 - 4 0.3 4 °
0250 075 0400 300 RO30 2.5 25 30 75 2.4 4 0.3 4 °
0250 050 0400 RO50 2.5 2.5 - 50 - 4 0.5 4 °
0250 050 0400 080 RO50 25 25 8 50 2.4 4 0.5 4 )
0250 050 0400 120 RO50 2.5 2.5 12 50 2.4 4 0.5 4 °
0250 050 0400 160 RO50 2.5 2.5 16 50 2.4 4 0.5 4 °
cont’'d

Material group - Material-Gruppe - Groupe matiére - Gruppo materiali - #F I3

NOT|[N02' [NO3| k01 K02 POl P02 PO3 MOl MO2 SO1 S02 SO3 | HOI |HO2

o o o ° [ - -
HAFARIEEE, MAELEM
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Hi-Feed Fin-Mill Torus Long Neck

EDPNo./EDV-Nr./

CODEusine/CodiceEDP
=*+@data

0250 060 0400 RO50

0250 060 0400 200 ROS0
0250 060 0400 250 RO50
0250 075 0400 RO50

0250 075 0400 300 ROS0
0300 050 0600 R0O20

0300 050 0600 080 RO20
0300 050 0600 100 RO20
0300 050 0600 120 R020
0300 050 0600 140 RO20
0300 060 0600 RO20

0300 060 0600 160 R020
0300 060 0600 180 RO20
0300 060 0600 200 RO20
0300 075 0600 R0O20

0300 075 0600 250 RO20
0300 050 0600 RO30

0300 050 0600 080 RO30
0300 050 0600 100 RO30
0300 050 0600 120 RO30
0300 050 0600 140 RO30
0300 060 0600 RO30

0300 060 0600 160 RO30
0300 060 0600 180 RO30
0300 060 0600 200 RO30
0300 075 0600 RO30

0300 075 0600 300 RO30
0300 050 0600 RO50

0300 050 0600 080 ROSO
0300 050 0600 100 RO50
0300 050 0600 120 RO50
0300 050 0600 140 ROS0
0300 060 0600 RO50

0300 060 0600 160 RO50
0300 060 0600 180 ROSO
0300 060 0600 200 RO50
0300 075 0600 RO50

0300 075 0600 300 ROS0
0400 060 0600 RO30

0400 060 0600 100 RO30
0400 060 0600 150 RO30
0400 060 0600 200 RO30
0400 075 0600 RO30

0400 075 0600 250 RO30
0400 075 0600 320 RO30
0400 075 0600 400 RO30
0400 060 0600 ROS0

0400 060 0600 100 RO50
0400 060 0600 150 RO50

Material group - Material-Gruppe
NO1 NO2 NO3 KO1 KO2 POl

‘ ‘ Fin-Mill Line.indd 10

Groupe matiere
PO2 PO3 MOI1
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Gruppo materiali

o
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S02 S03 | HO1 |HO2
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THE FUTURE OF PRECISION MACHINING

Dimension ( mm)
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0.3
0.3
0.5
0.5
0.5
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Working Material Cutting Parameter
TECHNICAL SPECIFICATIONS SUBJECT TO CHANGE WITHOUT PRIOR NOTICE
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Hi-Feed Fin-Mill Torus Long Neck

EDPNo./EDV-Nr./

Dimension ( mm )

CODEusine/CodiceEDP

=*+@data D) z

0400 060 0600 200 RO50 4 4 20 60 3.7 6 0.5 4 o
0400 075 0600 RO50 4 4 - 75 3.7 6 0.5 4 )
0400 075 0600 250 RO50 4 4 25 75 3.7 6 0.5 4 [
0400 075 0600 320 RO50 4 4 32 75 3.7 6 0.5 4 o
0400 075 0600 400 RO50 4 4 40 75 3.7 6 0.5 4 o

Material group - Material-Gruppe - Groupe matiére -  Gruppo materiali - i F3
NO1 |[NO2 [NO3' KO1 K02 PO1 P02 PO3 MOl MO2 SO1 S02 SO3 | HOI | HO2 Working Material | Cutting Parameter
o o o o o - -
TECHNICAL SPECIFICATIONS SUBJECT TO CHANGE WITHOUT PRIOR NOTICE
Page 10
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Hi-Feed 60 Fin-Mill Torus 4/6 Flute Cutting Parameter

Side Milling

Work Material
Properties
Cutting Depth, Ap

Cutting Depth, Ae

Diameter, D

—_ =
N O

Prehardened Steel

35<HRC<45
0.05xD
0.31xD
n Vf
(min™) (mm/min)
14300 4290
9500 4560
7200 5760
4800 4440
3600 5400
2900 4700
2400 4180

S
Nickel Alloy
0.034xD
0.31xD
n Vf
(min™) (mm/min)

6400 1910
4200 2030
3200 2550
2100 1960
1600 2390
1300 2060
1100 1850

H
Hardened Steel Hardened Steel
45 <HRC< 52 > 52 HRC
0.04xD 0.034xD
031xD 031xD
n VF n Vf
(min™) (mm/min) (min™) (mm/min)
12700 3820 11100 3340
8500 4070 7400 3560
6400 5090 5600 4460
4200 3920 3700 3430
3200 4770 2800 4180
2500 4120 2200 3610
2100 3690 1900 3230

Hi-Feed 60 Fin-Mill Torus Long Neck 2 Flute Cutting Parameter

Slotting

Work Material

Properties
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. Effective

Prehardened Steel
35<HRC< 45
n Vf
(min™) (mm/min)
0.016 40000 670
0.011 40000 670
0.006 40000 660
0.006 38300 640
0.017 40000 720
0.013 38800 700
0.010 33000 590
0.008 33000 590
0.006 31400 530
0.020 32300 790
0.016 32300 790
0.013 32300 710
0.012 30600 680
0.011 24700 500
0.010 23400 470
0.006 20300 410
0.024 32300 790
0.018 32300 790
0.014 26400 630
0.014 23500 560
0.009 20600 490
0.006 18300 320
0.028 32300 990
0.019 26400 790
0.012 20600 620
0.010 19500 590
0.007 17500 490
0.026 34000 1130
0.015 26000 860
0.012 20800 640
0.010 18700 540

Hardened Steel
45 <HRC< 52
n
Ap (mm) (min)
0.013 37500
0.009 37500
0.005 35600
0.005 33800
0.014 36000
0.010 34200
0.008 29200
0.007 29200
0.005 27700
0.016 28800
0.013 28800
0.010 28800
0.010 27000
0.009 22000
0.008 20700
0.005 18100
0.020 28800
0.015 28800
0.011 23300
0.011 20700
0.007 18100
0.005 16100
0.023 28800
0.016 23300
0.010 18100
0.008 17200
0.006 15400
0.021 30000
0.012 23000
0.010 18400
0.008 16500
Page 11

VFf
(mm/min)

550
550
530
500
550
520
440
440
390
620
620
560
530
390
370
320
620
620
470
420
370
280
770
590
460
440
360
890
680
500
420

Hardened Steel

> 52 HRC
n \%i
Ap (mm) (min™) (mm/min)

0012 35000 450
0.008 35000 450
0.005 33300 430
0.005 31500 410
0013 33600 440
0.010 31900 420
0.007 27200 360
0.006 27200 360
0.005 25900 320
0015 26700 510
0012 26700 510
0010 26700 460
0.009 25200 430
0.008 20400 320
0.007 19300 300
0.005 16800 260
0018 26700 510
0014 26700 510
0.010 21800 380
0010 19400 340
0.007 16900 300
0.005 15100 220
0.021 26700 640
0014 21800 480
0.009 16900 370
0.008 16100 350
0.005 14400 290
0.019 28000 720
0.011 21400 550
0.009 17100 410
0.007 15400 340
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Hi-Feed 60 Fin-Mill Torus Long Neck 4 Flute Cutting Parameter
S

Work Material

Properties

1

25

‘ ‘ Fin-Mill Line.indd 13

16

n Effective

0.030
0.019
0.019
0.012
0.012
0.010
0.007
0.005
0.052
0.048
0.048
0.036
0.024
0.064
0.056
0.044
0.032
0.032
0.032
0.030
0.028
0.020
0.014
0.077
0.072
0.067
0.062
0.058
0.053
0.048
0.036
0.024
0.072
0.064
0.056
0.048
0.040
0.040
0.040
0.036
0.032
0.184
0.164
0.144
0.136
0.120
0.104

Prehardened Steel

35<HRC< 45

n
(min™)
30600
24800
22000
19300
17100
17100
17100
12900
22500
21400
17100
15200
13300
19600
17900
16200
14500
13700
12900
12000
11200
11200
10700
15100
14500
13800
13200
12500
11900
11200
11000
10700
13600
13600
13600
13600
13600
12200
11000
9800
8600
11700
10700
9600
8700
7900
7000

Vf
(mm/min)

2480
2000
1780
1560
1080
1040
1000
750
2000
1900
1520
1220
920
3310
3010
2600
2190
2070
1950
1830
1710
1710
1620
2290
2190
2100
2000
1900
1800
1710
1660
1620
2860
2860
2860
2860
2860
2570
2320
1970
1620
3060
2780
2510
2170
1830
1500

Hardened Steel
45 <HRC< 52
n
Ap (mm) (min”)
0.025 27000
0.016 21900
0.016 19400
0.010 17000
0.010 15100
0.008 15100
0.006 15100
0.004 11300
0.042 20000
0.039 18900
0.039 15100
0.029 13400
0.020 11800
0.052 17300
0.046 15800
0.036 14300
0.026 12800
0.026 12000
0.026 11300
0.025 10600
0.023 9900
0.016 9900
0.011 9400
0.062 13300
0.059 12800
0.055 12200
0.051 11600
0.047 11100
0.043 10500
0.039 9900
0.029 9700
0.020 9400
0.059 12000
0.052 12000
0.046 12000
0.039 12000
0.033 12000
0.033 10600
0.033 9700
0.029 8600
0.026 7600
0.150 10400
0.133 9300
0.117 8200
0.111 7600
0.098 6900
0.085 6200
Page 12

®

Vf
(mm/min)

1940
1570
1400
1220
950
880
810
610
1550
1470
1170
990
810
2340
2120
1920
1720
1620
1530
1370
1200
1200
1140
1820
1720
1620
1510
1410
1310
1200
1170
1140
2020
2020
2020
2020
2020
1790
1640
1400
1160
2160
1940
1720
1500
1280
1060

H
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Ap (mm)

0.023
0.014
0.014
0.009
0.009
0.007
0.005
0.004
0.039
0.036
0.036
0.027
0.018
0.048
0.042
0.033
0.024
0.024
0.024
0.023
0.021
0.015
0.010
0.058
0.054
0.050
0.047
0.043
0.040
0.036
0.027
0.018
0.054
0.048
0.042
0.036
0.030
0.030
0.030
0.027
0.024
0.138
0.123
0.108
0.102
0.090
0.078

Hardened Steel

=52 HRC

n
(min™)
25200
20400
18100
15900
14100
14100
14100
10600
18500
17600
14100
12500
11000
16200
14700
13300
11900
11200
10600
9900
9300
9300
8800
12400
11900
11400
10800
10300
9800
9300
9000
8800
11200
11200
11200
11200
11200
10100
9100
8100
7100
9700
8700
7800
7100
6400
5800

Vf
(mm/min)

1590
1280
1140
1000
760
700
630
480
1270
1210
970
810
640
1910
1730
1570
1400

1330
1250 @

1110
980
980
930

1490

1400

1320

1230

1150

1070
980
960
930

1650

1650

1650

1650

1650

1490

1340

1140
930

1760

1590

1420

1240

1050
860
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Hi-Feed 60 Fin-Mill Torus 4/6 Flute Cutting Parameter
=

Prehardened Steel

Side Milling

Work Material
Properties
Cutting Depth, Ap

Cutting Depth, Ae

Diameter, D

RN
N O

Hi-Feed 60 Fin-Mill Torus Long Neck 2 Flute Cutting Parameter

Work Material

Properties

. Effective

0.2

0.4

0.6

0.8

‘ ‘ Fin-Mill Line.indd 14

0.5
1
1.5

OO RNOUIDA WN = Db

-
© oA

_
N

Vc

90

35 <HRC< 45

0.05xD

031xD

(m/min)

Fz
(mm)

0.075
0.120
0.200
0.231
0.375
0.405
0.435

S

Nickel Alloy

0.034xD

031 xD

Vc
(m/min)

40

0.016
0.011
0.006
0.006
0.017
0.013
0.010
0.008
0.006
0.020
0.016
0.013
0.012
0.011
0.010
0.006
0.024
0.018
0.014
0.014
0.009
0.006
0.028
0.019
0.012
0.010
0.007
0.026
0.015
0.012
0.010

Prehardened

35<HRC<

Vc
(m/min)

25
25
25
24
38
37
31
31
30
41
41
41
38
31
29
26
51
51
41
37
32
29
61
50
39
37
33
85
65
52
47

Steel

45

Fz
(mm)

0.008
0.008
0.008
0.008
0.009
0.009
0.009
0.009
0.008
0.012
0.012
0.011
0.011
0.010
0.010
0.010
0.012
0.012
0.012
0.012
0.012
0.009
0.015
0.015
0.015
0.015
0.014
0.017
0.017
0.015
0.014

Hardened Steel
45 <HRC < 52
Vc
Ap(Mm) 1 /min)
0.013 24
0.009 24
0.005 22
0.005 21
0.014 34
0.010 32
0.008 28
0.007 28
0.005 26
0.016 36
0.013 36
0.010 36
0.010 34
0.009 28
0.008 26
0.005 23
0.020 45
0.015 45
0.011 37
0.011 33
0.007 28
0.005 25
0.023 54
0.016 44
0.010 34
0.008 32
0.006 29
0.021 75
0.012 58
0.010 46
0.008 41
Page 13

®

Fz
(mm)

0.075
0.120
0.200
0.231
0.375
0.405
0.435

Hardened Steel
45 <HRC< 52
0.04xD
031xD
Vc Fz
(m/min) (mm)
0.075
0.120
0.199
80 0.233
0.373
0.412
0.439

Fz
(mm)

0.007
0.007
0.007
0.007
0.008
0.008
0.008
0.008
0.007
0.011
0.011
0.010
0.010
0.009
0.009
0.009
0.011
0.011
0.010
0.010
0.010
0.009
0.013
0.013
0.013
0.013
0.012
0.015
0.015
0.014
0.013

H

Ap (mm)

0.012
0.008
0.005
0.005
0.013
0.010
0.007
0.006
0.005
0.015
0.012
0.010
0.009
0.008
0.007
0.005
0.018
0.014
0.010
0.010
0.007
0.005
0.021
0.014
0.009
0.008
0.005
0.019
0.011
0.009
0.007

Hardened Steel

=52 HRC

0.034xD

031xD

Vc
(m/min)

70

Hardened Steel

=52 HRC

Vc
(m/min)

22
22
21
20
32
30
26
26
24
34
34
34
32
26
24
21
42
42
34
30
27
24
50
41
32
30
27
70
54
43
39

Fz
(mm)

0.075
0.120
0.199
0.232
0.373
0.410
0.425

Fz
(mm)

0.006
0.006
0.006
0.007
0.007
0.007
0.007
0.007
0.006
0.010
0.010
0.009
0.009
0.008
0.008
0.008
0.010
0.010
0.009
0.009
0.009
0.007
0.012
0.011
0.011
0.011
0.010
0.013
0.013
0.012
0.011
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Hi-Feed 60 Fin-Mill Torus Long Neck 4 Flute Cutting Parameter
S

Work Material

Properties

1

25

‘ ‘ Fin-Mill Line.indd 15

16

n Effective

0.030
0.019
0.019
0.012
0.012
0.010
0.007
0.005
0.052
0.048
0.048
0.036
0.024
0.064
0.056
0.044
0.032
0.032
0.032
0.030
0.028
0.020
0.014
0.077
0.072
0.067
0.062
0.058
0.053
0.048
0.036
0.024
0.072
0.064
0.056
0.048
0.040
0.040
0.040
0.036
0.032
0.184
0.164
0.144
0.136
0.120
0.104

Prehardened Steel

35<HRC< 45

Vc
(m/min)

96
78
69
61
54
54
54
41
106
101
81
72
63
123
112
102
91
86
81
75
70
70
67
119
114
108
104
98
93

86
84
128
128
128
128
128
115
104
92
81
147
134
121
109

88

Fz
(mm)

0.020
0.020
0.020
0.020
0.016
0.015
0.015
0.015
0.022
0.022
0.022
0.020
0.017
0.042
0.042
0.040
0.038
0.038
0.038
0.038
0.038
0.038
0.038
0.038
0.038
0.038
0.038
0.038
0.038
0.038
0.038
0.038
0.053
0.053
0.053
0.053
0.053
0.053
0.053
0.050
0.047
0.065
0.065
0.065
0.062
0.058
0.054

Hardened Steel
45 <HRC< 52
Vc
Sel (m/min)
0.025 85
0.016 69
0.016 61
0.010 53
0.010 47
0.008 47
0.006 47
0.004 36
0.042 94
0.039 89
0.039 71
0.029 63
0.020 56
0.052 109
0.046 99
0.036 90
0.026 80
0.026 75
0.026 71
0.025 67
0.023 62
0.016 62
0.011 59
0.062 104
0.059 101
0.055 96
0.051 91
0.047 87
0.043 82
0.039 78
0.029 76
0.020 74
0.059 113
0.052 113
0.046 113
0.039 113
0.033 113
0.033 100
0.033 91
0.029 81
0.026 72
0.150 131
0.133 117
0.117 103
0.111 96
0.098 87
0.085 78
Page 14

®

Fz
(mm)

0.018
0.018
0.018
0.018
0.016
0.015
0.013
0.013
0.019
0.019
0.019
0.018
0.017
0.034
0.034
0.034
0.034
0.034
0.034
0.032
0.030
0.030
0.030
0.034
0.034
0.033
0.033
0.032
0.031
0.030
0.030
0.030
0.042
0.042
0.042
0.042
0.042
0.042
0.042
0.041
0.038
0.052
0.052
0.052
0.049
0.046
0.043

H
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Ap (mm)

0.023
0.014
0.014
0.009
0.009
0.007
0.005
0.004
0.039
0.036
0.036
0.027
0.018
0.048
0.042
0.033
0.024
0.024
0.024
0.023
0.021
0.015
0.010
0.058
0.054
0.050
0.047
0.043
0.040
0.036
0.027
0.018
0.054
0.048
0.042
0.036
0.030
0.030
0.030
0.027
0.024
0.138
0.123
0.108
0.102
0.090
0.078

Hardened Steel

=52 HRC

Vc
(m/min)

79
64
57
50
44
a4
44
33
87
83
66
59

106
106
106
106

Fz
(mm)

0.016
0.016
0.016
0.016
0.013
0.012
0.011
0.011
0.017
0.017
0.017
0.016
0.015
0.029
0.029
0.030
0.029

0.030
0.029 @

0.028
0.026
0.026
0.026
0.030
0.029
0.029
0.028
0.028
0.027
0.026
0.027
0.026
0.037
0.037
0.037
0.037
0.037
0.037
0.037
0.035
0.033
0.045
0.046
0.046
0.044
0.041
0.037
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HEADQUARTERS : MALAYSIA
HPMT INDUSTRIES. SDN BHD.
5, Jalan Sungai Kayu Ara 32/39,
Taman Berjaya, Seksyen 32,
40460 Shah Alam, Selangor,
Malaysia.

T:+603 57402218

F:+603 5740 2238

E : inffo@hpmt-industries.com

W : www.hpmt-industries.com

CHINA

GERMANY

HONG KONG

HPMT I(Shenzhen) Ltd.

1223, Kerry Centre,

42008 Renminnan Road,
ShenZhen, China.

T:486 7552518 1722

F:+86 7552518 1728

E : info@hpmt-industries.com.cn
W : www.hpmt-industries.com.cn

INDONESIA

HPMT Deutschland GmbH
Vorkamp 6,

D-23879 Malin.

T:+49(0) 4542 /842110
F:+49(0) 4542 /842108

E: info@hpmt-deutschland.de
W : www.hpmt-deutschland.de

MALAYSIA

HPMT I(Shenzhen) Ltd.

204-5, Fook Hong Industrial Bldg,
19 Shueng Yuet Road,

Kowloon Bay, Hong Kong.
T:+852 23054838

F :+852 2798 8789

E : info@mtc-tools.com

TAIWAN

PT. HPMT Artoda Indonesia

JI. Gaharu Blok F5 No.10A,
Kawasan Industri Delta Silicon 2,
Lippo Cikarang,

Bekasi17550 Indonesia.
T:+62(21) 8990 5152
F:+62(21) 8990 5153

E :info@hpmt-artoda.com

Fin-Mill Line.indd 17

Herroz Sdn. Bhd.

5, Jalan Sungai Kayu Ara 32/39,

Taman Berjaya, Seksyen 32,

40460 Shah Alam, Selangor,

\VEIEWSER

T:+603 5740 2838 (Selangor)
+607 351 9910 (Johor)

:+5740 2822 / 23 (Selangor)

+607 351 9910 (Johor)

E: info@herroz.com

W : www.herroz.com

HPMT Industries Co. Ltd. Taiwan
8F NO 85-1 Sec. 1,

Kuang Fu Road,

Sanchung Dist., Xinbei City,
24158 Taiwan (R.0.C)

T:+886 22999 9236

F:+886 2 2999 3362

E : infotw@hpmt-tools.com
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