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Super HARD oo PREHARDENED STEELS/HARDENED STEELS HARDENED STEELS HARDENED STEELS
H I\/I S MAX ‘ % | WORK MATERIAL HARDNESS 4001 50HRC 500] 60HRC 600) 65HRC
| | ) [IV[I| oo VO 30m/mind O VO 20m/mind O VO 20m/mind O
. . . : elocity
0000000000 00o OO0 O Applicable Work Material(J (1 Most Suitable o Suitable[d 00 00 000 0000 000 0000 000 0000
Model OO |Ouiside Diameter Speed Feed Speed Feed Speed Feed
ooolooo|ooooooo oooo Number O mmO O minEtO O mm/minJ O minEtO O mm/minC O minErO O mm/minCJ
CARBON | ALLOY | PREHARDENED HARDENED STEELS oo ooooojoooooo) oo 00 goiogoog oo 3010-0250| 3 1 9,500 140 6,400 95 6,400 90
STEELS | STEELS STEELS CASTIRON | ALUMINIUM | GRAPHITE | COPPER | PLASTIC Suitable Coolant 00 Recommendation
e |ocsonl  Nak e 3015-0400] 3 15 6,400 100 4,200 60 4,200 60
S55C | SUS I i i e 3020-0400| 3 2 4700 80 3,200 75 3,200 70
000000/[Mooooon 3030-0600| 3 3 3,200 85 2,100 80 2,100 80
o a) u] 0 0 Airblow/GilMist 4040-0800| 4 4 2,400 90 1,600 85 1,600 80
HEDImEOD D waerSolble ol 4050-1000] 4 5 1,900 90 1,300 85 1,300 80
6060-1300 6 6 1,600 170 1,100 120 1,100 110
noooooooooooonoeHreOnoonooooooon 6080-1900| 6 8 1,200 170 800 120 800 110
For outstanding heat resistance and lubricantion ability on Hard Milling right up to 65HRC. 6100-22001 6 10 950 170 640 100 640 30
0000000000 0O0ODRYWETODODOOOOD 6120-2600] 6 12 800 170 530 90 530 70
Offers market leading longer tool life. J00o Stoting AdD 00500 max0.5mmC]
Miling Amount |5 g g BB 0] 5130 ﬁgg iDSD
0 mmO ide Mill ¢ :
o %Btaﬂ S g g g g g b " Side Miling RdJ 0.050] max0.5mm0]
P ol goo0oO0oo0o0ooOooooon
. Sir:égk taper angle should not make contact with the work oooooooooooo
) | nopoo PREARDERED STEELSAOENED STEELS HARDENED STEELS HARDENED STEELS
00 20 00 [ Total 20 models[] 0 0 UnitD mmO WORK MATERIAL HARDNESS 400 50HRC 500] 60HRC 600] 65HRC
oo oo 00 |opoooooo| OO |ooooo| oo 0o elocty VO 450 94mimin VO 4000 83mi/min VO 4000 83mimin
Model Outside Length Shank Taper |  Overall Shank Number of Price
f > oo oad 0ooo Ooooo ooo oooo 000 oooo
Number Diameter of Cut Angle Length Diameter Flutes goo Model O O | OQutside Diameter Speed Feed Speed Feed Speed Feed
oD R Bta L o d Number O mmO O minEtO O mm/min0J 0 minE O O mm/minC O minEtO O mm/min0J
HMS 3010-0250 25 R 45 3010-0250| 3 1 14,400 220 12,800 190 12,800 190
HMS 3010-0350 - 35 16 a5 4 3 3015-0400] 3 15 9,600 150 8,500 130 8,500 120
HMS 3015-0600 15 6 16° a5 4 3 3030-0600 3 3 7,500 200 6,400 250 6,400 240
HMS  3020-0400 a a5 4040-0800 4 4 6,400 240 5,600 300 5,600 290
- 2 16° a 3 4050-1000] 4 5 5,800 280 5,100 340 5,100 340
HMS 3020-0700 7 45 6060-1300] 6 6 4,800 510 4,300 470 4,300 430
HMS 3030-0600 3 6 16° 50 6 3 6080-1900| 6 8 3,600 510 3,200 480 3,200 440
HMS 3030-1500 15 60 6100-2200 6 10 2,900 520 2,600 400 2,600 340
HMS 4040-0800 a 8 16° 50 6 4 6120-2600 6 12 2,400 510 2,200 370 2,200 330
e 20 4 3958 [oean] ik 225 et ol
HMS  4050-1000 10 50 Milling Amount Isjde willing @ - ® :
° O 0 Rd=0.03D] max0.5mm[] RdO 0.02D
HMS 4050-2500 ° 25 16 70 ° 4 m
HMS 6060-1300 6 13 0 50 6 6 DO O O O 00 mmO Outside Diameter ooo o000
HMS 6060-2600 26 70 AdO O 0 000000 mmO Milling Amount Slotting Side Milling
HMS 6080-1900 8 19 0 60 8 6 RIO 00 00 O O OO mmO Radial Depth
HMS 6080-3600 36 90 = 2
HMS 6100-2200 22 70 ooo Note : < AN
HMS 61004600 | 1©° 46 . 100 10 6 0000DO000DO000000 Recommend Airblow or Ol Mist. ENLINE Rd
HMS 6120-2600 12 26 0 75 12 6 ooooooooo Recommend Downcut processing.
HMS 6120-5600 56 120 uoooooooooooooo
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WORK MATERIAL HARDNESS PREHARDENEROIT:IIIE5LOHARR([:)ENED TEEL HARE?OES%gHFIEEL HARGDOEEII\IEEHJCEEL
oooo VO 30m/min O VO 20m/mind O VO 20m/mind O
Velocity
oo oo oo ooo gooo ooo ogooo oood oooo
Model | Number | Outside Diameter Speed Feed Speed Feed Speed Feed
Number | of Flute | O mmO 0 minEQJ 0 mm/minCJ) O minE0J 00 mm/minC] O minEROJ O mm/minCJ

3010-0350| 3 1 9,500 1400 210 6,400 0950 143 6,400 9501 133
3015-0600| 3 15 6,300 10001 150 4,200 0800 120 4,200 800 112
3020-0700 3 2 4,700 8007 120 3,200 0750 113 3,200 750 113
3030-1500| 3 3 3,200 8501 128 2,100 [J 800J 120 2,100 800J 120
4040-2000| 4 4 2,400 9001 135 1,600 [J 8501 128 1,600 8301 125
4050-2500| 4 5 1,900 9001 135 1,300 18507 128 1,300 830 125
6060-2600 6 6 1,600 17000 255 1,100 12007 180 1,100 11207 168
6080-3600| 6 8 1,200 1700J 255 800 12007 180 800 11000 166
6100-4600 6 10 950 17000 255 640 10000 150 640 881 132
6120-5600| 6 12 800 17000 255 530 [1900J 135 530 760 114

Milljling ADmEunt noouo AdO 3D

0 mmO Side Milling RdO 0.02D

DO O O O Od mmO Outside Diameter ooog
AJD 00 0000 00 mmO Miling Amount Side Milling 2

RdO 0O 00O 0O O O OO0 mmOd Radial Depth

oo

ooooobooooboooooboooooboooooo
cooooboooooooooo
cooooodooooooooooooobooooooooooooooooooooooooon
oooooboooooboooooooooobooooon

Note :

Recommend Airblow or Oil Mist.
Recommend Down Cut processing.

In case of seriously consideration in frection on processing face,

please set up small milling amount, decrease feed rate and/or

Zero-cut processing.

Remove chip to prevent heat generation and ignition by milling processing.
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