HSS - Fine Pitch Roughing Square End Mill Recommended Cutting Condition

+ ide Millin
H S4OOI E - 11304TN i c\ll\lorl'\lfl : - Mild Steel Alloyed Steel Gray Cast Iron

OSquare / 4-Flute Fine Pitch Roughing Mate-rial Carbon Steel ~30HRC Malleable cast iron

+Uneven Flute / Variable Helix 30° /33° cﬁt‘,ﬁt{{i‘ﬁn RPM/min | | FEED, | ReM/min [ FEEDL | RPM/min | | FEEDL
i-SE CED | ap:1.5D | @e: 0.5D | ap: 1.5D | ae: 0.3D | ap: 1.5D | ae: 0.3D
[ Serles- 6 2,400 185 1,920 130 1,920 130

| 2| (m 7 2,080 | 185 | 1,600 | 130 | 1,600 | 130
N (1. 7
s Arives IB @ 8 1,800 | 185 | 1,440 | 130 | 1,440 | 130

! ; - A 9 1,600 190 1,280 130 1,280 130
a - \ CEL B @ 10 1,400 205 1,120 145 1,120 145

|
|
|
|
|
|
|
|
CED

SD

oA 12 1,200 | 215 960 150 960 150
CED Tolerance(mm) 14 1,020 230 820 160 820 160
6~10 0~-0.02
10~18 | 0~-0.025 16 900 255 725 180 725 180
e (63 [Xunit : ) 18 800 | 265 | 640 | 185 | 640 | 185
Code No. CED CEL SD OAL Flute 20 720 265 590 185 590 185
6 20 6 60 22 650 250 520 175 520 175
7 20 10 70
25 550 220 440 155 440 155
8 25 10 75
9 30 10 75 —
Depth of |, aQ | a H | @ aQ | @
10 35 10 85 cut ﬂ%m 1.5D | 0.5D 1.5D | 0.3D 1.5D | 0.3D
12 40 12 100 .
HS4001ET-11304TN 4 2
14 40 12 100
16 50 16 110 Work Material
18 50 16 110 .
20 60 20 125 - : . Roughi"g //F“'ﬁ'mi'/\
Gl |G2| G5 B |
22 45 20 110 < > < >
25 50 25 120 *l°]° 100 0 100
Code No. — i S . A 1. Please select high rigid tool holder and collet chuck during machining.
@ 6 19 6 63 2. Please select the suitable coolant fluid.
HS400IE*-11304TN o s g 10 2 4 3. For dry cutting, please use air blow for chip removal and cooling.
@ 1 34 10 84 4. These cutting data are for reference only.Please adjust the cutting speed according
@ 1 40 12 97 to machine capability and working conditions.

X Customized Special sizes, Coating type and Inches are available to order. 5. If vibrations occur during cutting process, adjust and reduce the cutting speed.
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HSS - Fine Pitch Roughing Square End Mill

HS400IE"- 11305Tn

+Square / 5-Flute Fine Pitch Roughing
+Uneven Flute / Variable Helix 30° /33°

— Best Seller—
I.E

L Serles-

</ 0
L X

: % m ‘i')
A#B#C#D#E 5Flutes

]

CED Tolerance(mm)
8~10 0~-0.02

10~18 | 0~-0.025
18~25 0~-0.03

(unit : mm)

Recommended Cutting Condition
Side Milling

Work Mild Steel Alloyed Steel Gray Cast Iron
Material Carbon Steel ~30HRC Malleable cast iron

Cutting . FEED . FEED . FEED
Condition RPM/min mm/min RPM/min mm/min RPM/min mm/min
CED ap: 1.5D | @e: 0.5D | ap: 1.5D | a@e: 0.3D | ap: 1.5D | ae: 0.3D

8 1,800 185 1,440 130 1,440 130

10 1,400 205 1,120 144 1,120 144
12 1,200 215 960 151 960 151

Code No. CED CEL SD OAL Flute
8 25 10 75
10 35 10 85
12 40 12 100
HS400IE*-11305TN 16 50 16 110 5
18 50 16 110
20 60 20 125
25 50 25 120
Code No. CED CEL SD OAL Flute
@ 38 28 10 72
HS400I1E*-11305TN @ 10 34 10 84 5
o 12 40 12 97

% Customized Special sizes, Coating type and Inches are available to order.
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16 900 255 725 179 725 179
18 800 265 640 186 640 186
20 720 265 590 186 590 186
25 550 220 440 154 440 154
Depth of ap ) a. da, C ap de
cut 1.5D | 0.5D 1.5D | 0.3D 1.5D | 0.3D
ae
Work Material
Gl|G2| G5 Ty ,
L4 o | O 100 0 100

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

2WONR

These cutting data are for reference only.Please adjust the cutting speed according
to machine capability and working conditions.

5. [If vibrations occur during cutting process, adjust and reduce the cutting speed.

http://www.citytools.com.tw
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HSS - Coarse Pitch Roughing End Mill

HS400N - 11304TN

+Square / 4-Flute / Coarse Pitch Roughing / Sharp Edge

+Helix 30°

SD

o

3

=
(e}
m
-

7@

) s

CED Tolerance(mm)

Recommended Cutting Condition
Side Milling

8~10 0~-0.02
10~14 | 0~-0.025 (h6 3 < (unit : mm)
Code No. CED CEL SD OAL Flute
8 22 10 65
10 28 12 75
HS400N*-11304TN - > 2 %0 4
12 35 12 80
12.5 36 16 90
14 42 16 90
Code No. CED CEL SD OAL Flute
@ 38 28 10 72
HS400N*-11304TN @ 10 34 10 84 4
@ 12 40 12 97

¥ Customized Special sizes, Coating type and Inches are available to order.
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Work Mild Steel Alloyed Steel Gray Cast Iron
Material Carbon Steel ~30HRC Malleable cast iron
Cutting . FEED . FEED . FEED
Condition RPM/min mm/min RPM/min mm/min RPM/min mm/min
CED ap: 1.5D | ae: 0.5D | ap: 1.5D | ae: 0.3D
8 1,800 185 1,440 130 1,440 130
10 1,450 190 1,200 130 1,200 130
11 1,300 205 1,120 145 1,120 145
12 1,200 215 960 150 960 150
12.5 1,160 215 940 150 940 150
14 1,020 230 820 160 820 160
Depth of a: BHp | a AQp | A
cut 1.5D | 0.5D 1.5D | 0.3D
ae
Work Material
Gl |G2| G5 B |
¢ ©o|O 100 (] 100
1. Please select high rigid tool holder and collet chuck during machining.
2. Please select the suitable coolant fluid.
3. For dry cutting, please use air blow for chip removal and cooling.
4. These cutting data are for reference only.Please adjust the cutting speed according

to machine capability and working conditions.
5. [If vibrations occur during cutting process, adjust and reduce the cutting speed.

http://www.citytools.com.tw
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HSS - Anti-Vibration End Mill Recommended Cutting Condition

+ ide Millin
H S 1 00 E - 1 1302TN i c\lNorI'\I:I : - Mild Steel Alloyed Steel Gray Cast Iron

. Square / 2-Flute Material Carbon Steel ~30HRC Malleable cast iron
. . Cutting .| FEED .| FEED .| FEED
+Variable Helix 30° /330 Condition RPM/min mm/min RPM/min mm/min RPM/min mm/min
i-SE CED | ap:1.5D | @e: 0.5D | ap: 1.5D | ae: 0.3D | ap: 1.5D | ae: 0.3D
| Sertes 6 2,160 150 1,720 105 1,720 105

@ """""""""" """""""""""""""" 7 1,870 | 150 | 1,440 | 105 | 1,440 | 105
90° //
2riutes o W @ 8 1,620 150 1,300 105 1,300 105
- o > 9 1,440 155 1,150 105 1,150 105
I = = I ' ' '
= \X b40 10 1,260 165 1,000 115 1,000 115

| OAL 12 1,080 170 860 120 860 120
CED Tolerance(mm) 14 920 180 740 130 740 130
6~10 0~-0.02
10~18 | 0~-0.025 16 815 190 650 140 650 140
18~20 0~-0.03 “ it :
(63 [Xunit : ) 18 725 | 200 | 670 | 150 | 670 | 150
Code No. CED CEL SD OAL Flute 20 650 200 530 150 530 150
6 15 8 65
7 20 10 75 B
8 20 10 75 Depth of ap a, a. a, a. _a | A
. . 0 %0 cut ae1.5|) 0.5D 1.5D | 0.3D 1.5D | 0.3D
10 25 10 80 T
HS100E*-11302TN 2
12 30 12 90
14 35 12 95
16 40 16 105 Work Material
18 40 16 105 .
- . . e P K Roygp, ing ginishin®
Gl |G2| G5 |
Code No. CED CEL SD OAL Flute e | 0| O 1‘oo 'o‘ 100 ’
@ o 13 6 57
HS100E*-11302TN @ 8 £ g 63 5 1. Please select high rigid tool holder and collet chuck during machining.
@ 10 22 10 /2 2. Please select the suitable coolant fluid.
(fu) 0 26 12 83 3. For dry cutting, please use air blow for chip removal and cooling.
4. These cutting data are for reference only.Please adjust the cutting speed according

¥ Customized Special sizes, Coating type and Inches are available to order.
to machine capability and working conditions.

5. [If vibrations occur during cutting process, adjust and reduce the cutting speed.
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HSS - Anti-Vibration End Mill

HS100IE"- 1130aTn

Side Milling

Recommended Cutting Condition

Work Mild Steel Alloyed Steel Gray Cast Iron
+Square / 4-Flute I\(/:Ila:::zi:al Carbon St;ZID "'30HR(|::EED Malleable cast iron
+Uneven Flute / Variable Helix 30° /33° Condition | RPM/min| P20, | RPM/min | PR, RPM/min | RS

i-SE CED | ap:1.5D | @ae:0.5D | ap: 1.5D | ae: 0.3D | ap: 1.5D | ae: 0.3D
~e  Lseresl 6 2,160 165 1,700 120 1,700 | 120
g o % """""""""" """""""""""""""" 7 1,870 | 165 | 1,440 | 120 | 1,440 | 120
A#B Briuees [ 303~ @ 8 1,620 165 1,300 120 1,300 | 120
N 9 z 9 1,440 | 170 | 1,150 120 1,150 | 120
s @ @ 10 1,260 | 185 1,000 129 1,000 | 129

| OAL 12 1,080 195 860 135 860 135
CED Tolerance(mm) 14 920 210 740 145 740 145
6~10 0~-0.02
10~18 | 0~-0.025 16 815 230 650 160 650 160
18~20 | 0~-0.03 168 I (unit :
L it men) 18 725 | 240 | 570 | 165 | 570 | 165
Code No. CED CEL SD OAL Flute 20 650 240 530 165 530 165
6 15 8 65
7 20 10 75 B
8 20 10 75 Depth of |5, aQ Qe a, a. _a | A
9 - 10 %0 cut a1.5D 0.5D 1.5D | 0.5D 1.5D | 0.3D
i ae
10 25 10 80
HS1001ET-11304TN 4
12 30 12 90
14 35 12 95
16 40 16 105 Work Material
18 40 16 105 .
20 45 20 115 ; . R°Ughing F‘“‘S“mi.
Gl |G2| G5 T
Code No. CED CEL SD OAL Flute ¢ | 0O 100 0 100
@ o6 13 6 57
HS100IE*-11304TN @ 3 - 9 = 4 1. Please select high rigid tool holder and collet chuck during machining.
@ 10 22 10 2 2. Please select the suitable coolant fluid.
@ © 2 2 83 3. For dry cutting, please use air blow for chip removal and cooling.
5 Customized Special sizes, Coating type and Inches are available to order. 4. These cutting data are for reference only.Please adjust the cutting speed according

to machine capability and working conditions.
5. [If vibrations occur during cutting process, adjust and reduce the cutting speed.
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HSS - Drills HSS - Drills

<+
H D R300 - 41302TN Code No. CED | CEL | SD | OAL | Flute Code No. CED | CEL | SD | OAL | Flute

. . . 58 | 67 | 5.8 | 98 102 | 98 | 10.2 | 133
+HSS - Twist Drills / 2-Flute / Straight Shank =5 T 67 59 1 58 103 98 1103 133
+Helix 30° / Drill Point 118° 60 | 70 | 6.0 | 102 104 | 98 | 104 | 133
—= 61 | 70 | 6.1 | 102 10.5 | 100 | 10.5 | 137
@/‘ @ 62 | 70 | 6.2 | 102 10.6 | 100 | 10.6 | 137
Zriute 63 | 70 | 6.3 | 102 10.7 | 100 | 10.7 | 137
64 | 73 | 6.4 | 105 10.8 | 103 | 10.8 | 140
@ 65 | 73 | 65 | 105 10.9 | 103 | 10.9 | 140
66 | 73 | 6.6 | 105 11.0 | 103 | 11.0 | 140
) 67 | 73 | 6.7 | 105 11.1 | 103 | 11.1 | 140
%E < 68 | 73 | 6.8 | 105 11.2 | 106 | 11.2 | 143
| CEL 69 | 73 | 69 | 105 113 | 106 | 11.3 | 143
‘ ' OAL 70 | 73 | 70 | 105 11.4 | 106 | 11.4 | 143
' (unit : mm) 71 | 75 | 7.1 | 108 11.5 | 106 | 11.5 | 143
72 | 75 | 7.2 | 108 11.6 | 109 | 11.6 | 146
Code No. CED | CEL SD OAL | Flute Code No. CED | CEL SD OAL | Flute 7.3 75 7.3 108 11.7 | 109 | 11.7 | 146
02 | 3 [o02] 19 30 | 42 [ 30| 71 74 | 78 | 74 | 111 11.8 | 109 | 11.8 | 146
03 | 35 [ 03| 20 31 | 42 [ 31| 711 75 | 78 | 75 | 111 11.9 | 109 | 11.9 | 146
04 | 55 | 04 | 24 32 | 42 [ 32| nn 76 | 78 | 76 | 111 12.0 | 111 | 12.0 | 149
05 | 75 | 05 | 27 33 | 45 | 33 | 73 77 | 81 | 7.7 | 114 12.1 | 111 | 12.1 | 149
06 | 85 | 0.6 | 30 34 | 45 | 34 | 73 78 | 81 | 7.8 | 114 + 12.2 | 111 | 12.2 | 149
+ HDR300*-
07 | 10 [ 07 | 32 35 | 45 | 35 | 73 HDR300"- 79 | 81 [ 79 [14 | 123 | 111 | 123 | 149 | 2
08 | 11 | 0.8 | 34 36 | 48 | 36 | 76 41302TN 80 | 81 | 80 | 114 41302TN 124 | 114 | 12.4 | 152
09 | 13 [ 09 | 36 37 | 48 | 37 | 76 81 | 84 | 81 | 117 125 | 114 | 12.5 | 152
10 | 18 | 1.0 | 40 38 | 48 | 38 | 76 82 | 84 | 82 | 117 126 | 114 | 12.6 | 152
11 | 20 | 11 | 42 39 | 51 | 39 | 79 83 | 84 | 83 | 117 12.7 | 114 | 12.7 | 152
12 | 20 | 12 | 42 40 | 54 | 40 | 83 84 | 87 | 84 | 121 12.8 | 114 | 12.8 | 152
13 | 22 | 13 | 45 41 | 54 | 41 | 83 85 | 87 | 85 | 121 12.9 | 114 | 129 | 152
14 | 23 | 1.4 | 48 42 | 54 | 42 | 83 86 | 87 | 86 | 121 13.0 | 114 | 13.0 | 152
HDR300%- 15 | 23 | 15 | 48 , HDR300*- 43 | 54 | 43 | 83 5 87 | 87 | 87 | 121 13.5 | 108 | 13.5 | 160
41302TN 16 | 25 | 16 | 50 41302TN 44 | 56 | 44 | 86 88 | 89 | 88 | 124 14.0 | 108 | 14.0 | 160
1.7 | 25 | 1.7 | 50 45 | 56 | 45 | 86 89 | 89 | 89 | 124 145 | 114 | 145 | 169
1.8 | 28 | 1.8 | 52 46 | 56 | 46 | 86 90 | 89 | 9.0 | 124 15.0 | 114 | 15.0 | 169
19 | 28 | 19 | 52 47 | 59 | 47 | 89 91 | 89 | 9.1 | 124 155 | 120 | 15.5 | 178
20| 29 | 20 | 55 48 | 59 | 48 | 89 92 | 92 | 9.2 | 127 16.0 | 120 | 16.0 | 178
21 | 29 | 21 | s5 49 | 62 | 49 | 92 93 | 92 | 93 | 127 16.5 | 125 | 16.5 | 184
22 | 33 | 22 | s8 50 | 62 | 5.0 | 92 94 | 92 | 9.4 | 127 17.0 | 125 | 17.0 | 184
23 | 33 | 23 | 58 51 | 62 | 5.1 | 92 95 | 92 | 95 | 127 175 | 130 | 17.5 | 191
24 | 35 | 24 | 61 52 | 64 | 52 | 95 96 | 95 | 9.6 | 130 18.0 | 130 | 18.0 | 191
25 | 35 | 25 | 61 53 | 64 | 53 | 95 97 | 95 | 9.7 | 130 185 | 135 | 185 | 198
26 | 37 | 26 | 64 54 | 64 | 54 | 95 98 | 95 | 9.8 | 130 19.0 | 135 | 19.0 | 198
27 | 37 | 27 | 64 55 | 64 | 55 | 95 99 | 95 | 9.9 | 130 19.5 | 140 | 19.5 | 205
28 | 39 | 28 | 67 56 | 67 | 56 | 98 100 | 95 | 10.0 | 130 20.0 | 140 | 20.0 | 205
20 | 42 |29 | 71 57 | 67 | 57 | 98 10.1 | 98 | 10.1 | 133

% Customised Special sizes, Coating type and Inches are available to order.
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Recommended Cutting Condition

Drilling
Work Mild Steel Alloyed Steel Gray Cast Iron
Material Low Carbon Steel 20~30HRC Malleable cast iron
Cutting
Condition | Speed Feed Speed Feed Speed Feed
CED RPM/min| (mm/rev) |RPM/min| (mm/rev) |RPM/min| (mm/rev)
0.2 23,000 |0.002~0.004| 18,400 (0.002~0.003( 23,000 |0.002~0.004
0.6 8,000 |0.006~0.013( 6,400 |0.005~0.01| 8,000 [0.006~0.013
1 4,800 0.01~0.02 3,800 | 0.009~0.17 4,800 0.01~0.02
2 2,900 0.02~0.04 2,300 |0.017~0.34 2,900 0.02~0.04
3 2,100 | 0.036~0.07 1,700 0.03~0.06 2,100 | 0.036~0.07
4 1,590 0.04~0.08 1,270 0.04~0.08 1,590 0.04~0.08
5 1,300 0.05~0.1 1,000 0.05~0.09 1,300 0.05~0.1
6 1,060 0.06~0.12 835 0.05~0.11 1,060 0.06~0.12
7 910 0.07~0.14 720 0.06~0.12 910 0.07~0.14
8 800 0.08~0.15 640 0.06~0.13 800 0.08~0.15
9 710 0.08~0.17 570 0.07~0.14 710 0.08~0.17
10 640 0.09~0.17 510 0.07~0.15 640 0.09~0.17
11 580 0.09~0.18 465 0.08~0.16 580 0.09~0.18
12 530 0.09~0.19 420 0.08~0.16 530 0.09~0.19
13 490 0.1~0.2 390 0.09~0.17 490 0.1~0.2
14 455 0.11~0.21 365 0.09~0.18 455 0.11~0.21
15 425 0.11~0.22 340 0.09~0.19 425 0.11~0.22
16 400 0.12~0.23 320 0.1~0.2 400 0.12~0.23
17 375 0.12~0.23 300 0.1~0.21 375 0.12~0.23
18 355 0.12~0.24 280 0.11~0.21 355 0.12~0.24
19 335 0.12~0.25 265 0.11~0.22 335 0.12~0.25
20 320 0.13~0.26 250 0.11~0.22 320 0.13~0.26
Work Material
P K
Gl | G2 | G3 | G5
° ° ° °

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

2WNPR

These cutting data are for reference only.Please adjust the cutting speed according
to machine capability and working conditions.

5. [If vibrations occur during cutting process, adjust and reduce the cutting speed.
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HSS - Spot Drill

HRD100"- 20902Tn

+2-Flute / V 90° / Spot Drill

Recommended Cutting Condition

+45° Chamfering
D) [crame)
2Flutes chamter @ %
i €)% 8 hss)
CEL
OAL
CED Tolerance(mm)
4~6 | 0~-0.018
6~10 | 0~-0.02
10~16 | 0~-0.025
16720 | 0™-0.03 (6 E TN (unit : mm)
Code No. CED CEL SD OAL D1 Flute
4 8 4 50 0.4
5 10 5 60 0.5
6 12 6 70 0.6
+ 8 16 8 80 0.8
HRD100™-40902TN 2
10 20 10 90 1
12 24 12 110 1.2
16 32 16 120 1.6
20 40 20 120 2
Code No. CED CEL SD OAL D1 Flute
@ 4 12 4 55 0.4
@ © 16 6 66 0.6
HRD100%-40902TN @ 38 21 8 79 0.8 2
@ 10 25 10 89 1.0
@ 12 30 12 102 1.2

% Customized Special sizes, Coating type and Inches are available to order.
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to machine capability and working conditions.
5. [If vibrations occur during cutting process, adjust and reduce the cutting speed.

http://www.citytools.com.tw

Drilling
M‘;\Itcc’e';li(al Mild Steel Carbon Steel Alloyed Steel MaGIIr:ZbcI:s;:ta:: :: on
Cutting
Condition nglglle/?gin (mﬁ?rqev) Rglelle/?gin (mlr:':%’ev) R;l'\)/le/?‘gin (mll::igev) RPM/min mrrlls;rain
CED
4 2,700 ]0.03~0.06f 2,700 |[0.03~0.06| 2,230 (0.02~0.05| 3,100 120
5 2,300 |0.04~0.08( 2,300 |0.04~0.08( 1,780 |0.03~0.06( 2,500 120
6 1,900 | 0.05~0.1 1,900 | 0.05~0.1 1,490 | 0.04~0.8 | 2,090 110
8 1,500 (0.06~0.12| 1,500 |0.06~0.12| 1,110 0.05~0.1 1,600 115
10 1,200 (0.07~0.15| 1,200 |0.07~0.15 890 0.06~0.12| 1,260 115
12 980 0.08~0.18 980 0.08~0.18 740 0.07~0.15( 1,050 115
16 750 0.1~0.2 750 0.1~0.2 560 0.09~0.18 795 100
20 600 0.13~0.25 600 0.13~0.25 450 0.11~0.22 635 95
Work Material
P K
Gl | G2 | G5
e | 0| O
1. Please select high rigid tool holder and collet chuck during machining.
2. Please select the suitable coolant fluid.
3. For dry cutting, please use air blow for chip removal and cooling.
4. These cutting data are for reference only.Please adjust the cutting speed according
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HSS - Spot Drill

HPRD100 - s0120Tn

+2-Flute / V120° /90°
+Spot Drill

Recommended Cutting Condition

T s
74l cﬁ Nalh
OAL “—»
| CED Tolerance(mm)
4~6 0~-0.018
6~10 0~-0.02
10~16 | 0~-0.025
16~20 | 0~-0.03 (h6 3 < (unit : mm)
Code No. CED CEL SD OAL D1 Flute

4 8 4 50 15

6 12 6 70 2

8 16 8 80 2.5

HPRD100"-90120TN 10 20 10 90 3 2

12 24 12 110 4

16 32 16 120 5

20 40 20 120 6

Code No. CED CEL SD OAL D1 Flute
@ 4 12 4 55 15
@ 6 16 6 66 2.0
HPRD100*-90120TN o 3 21 8 79 2.5 2
@ 10 25 10 89 3.0
@ 12 30 12 102 4.0

% Customized Special sizes, Coating type and Inches are available to order.
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Drilling

M‘;\Itcc’e';li(al Mild Steel Carbon Steel Alloyed Steel MaGIIr:ZbcI:s;:ta:: :: on
Cutting

Condition nglglle/?gin (mﬁ?rqev) Rglelle/?gin (mlr:':%’ev) R;l'\)/le/?‘gin (mll::igev) RPM/min mrrlls;rain
CED
4 2,700 |0.03~0.06( 2,700 |0.03~0.06( 2,230 |0.02~0.05| 2,700 115
6 1,900 | 0.05~0.1 1,900 0.0570.1 1,490 | 0.04~0.8 2,100 115
8 1,500 (0.06~0.12| 1,500 |(0.06~0.12| 1,110 | 0.05~0.1 1,600 105
10 1,200 |0.07~0.15| 1,200 |0.07~0.15 890 0.06~0.12( 1,300 110
12 980 0.08~0.18 980 0.08~0.18 740 0.07~0.15| 1,130 110
16 750 0.1~0.2 750 0.1~0.2 560 0.09~0.18 800 105
20 600 0.13~0.25 600 0.13~0.25 450 0.11~0.22 650 95

Work Material
P K

Gl | G2 | G5

e [ 0| O

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

These cutting data are for reference only.Please adjust the cutting speed according
to machine capability and working conditions.
5. [If vibrations occur during cutting process, adjust and reduce the cutting speed.

2WONR

http://www.citytools.com.tw

245



HSS - 3-Flute Chamfer Mill Recommended Cutting Condition

H C F 1 OO+- 40903TN Ch:v:::ering Mild Steel Gray Cast Iron

+3-Flute / 90° Material Carbon Steel Carbon Steel Alloyed Steel Malleable cast iron
. Cutting . FEED . FEED . FEED . FEED
+45° Chamfermg Condition RPM/min mm/min RPM/min mm/min RPM/min mm/min RPM/min mm/min
CED ap: 0.2D ap: 0.2D ap:0.1D ap: 0.1D

6.3 1,950 270 1,950 270 1,950 270 1,950 270

@ """""""""""""""""""""""""""""" 8.3 1,500 | 265 | 1,500 | 265 | 1,500 | 265 | 1,500 | 265
BP0
Brues 104 | 1,200 | 265 | 1,200 | 265 | 1200 | 265 | 1,200 | 265

14.4 1,000 265 1,000 265 1,000 265 1,00 265

| D1

- 16.5 860 320 860 320 860 320 860 320
al 0 | = al &
@ - o ° 20.5 605 285 605 285 605 285 605 285
CED Tolerance(mm) 25 480 225 480 225 480 225 480 225
OAL 6.3~8.3 | 0~-0.02
10.4~16.5| 0~-0.025
20.5~25 | 0~-0.03 (06 Z N (unit : mm)
Depth of — _
Code No. CED SD OAL D1 Flute cut ‘o,zp ‘0.10
6.3 5 45 1.5
8.3 6 50 2
10.4 6 50 25
HCF100*-40903TN 14.4 8 56 2.8 3
16.5 10 60 3.2
20.5 10 63 3.5
25 10 67 3.8

Work Material

P K ROughing ‘-_-m'\s\'\'\\’\g .
Gl | G2 | G5 — -

% Customized Special sizes, Coating type and Inches are available to order.

>
>

A

L4 o | O 100 0 100

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable coolant fluid.
For dry cutting, please use air blow for chip removal and cooling.

These cutting data are for reference only.Please adjust the cutting speed according
to machine capability and working conditions.

5. [If vibrations occur during cutting process, adjust and reduce the cutting speed.

2WONR
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HSS - Anti-Vibration 3-Flute Chamfer Mill Recommended Cutting Condition

H C F 1 00 I +- 40903TN Ch:v:::ering Mild Steel Gray Cast Iron

+3-Flute / 90° / Uneven Flute Material Carbon Steel Carbon Steel Alloyed Steel Malleable cast iron
. Cutting . FEED . FEED . FEED . FEED
+45° Cha mfermg Condition RPM/min mm/min RPM/min mm/min RPM/min mm/min RPM/min mm/min
i-SE CED | ap:0.2D ap: 0.2D ap: 0.1D ap: 0.1D
| Sertes 4.3 2,860 255 2,860 255 2,280 150 2,860 255

5.3 2,340 265 2,340 265 1,870 160 2,340 265
9@ ®
Srutes 6.3 1,950 270 1,950 270 1,560 160 1,950 270
8.3 1,500 265 1,500 265 1,200 160 1,500 265

10.4 1,200 265 1,200 265 960 160 1,200 265
CED Tolerance(mm) 12.4 1,000 265 1,000 265 800 160 1,000 265

I \# - 3 4353 | 0~-0.018
:_ly 6383 | 0002 16.5 860 320 860 320 680 190 860 320

10.4~16.5 | 0~-0.025

SD
CED
0

OAL 20530 | 0~-0.03 20.5 600 285 600 285 480 170 600 285
30~35 | 0~-0.039 (63 T (unit :
g IRt : mem) 25 480 225 480 225 380 135 480 225
Code No. CED sD OAL D1 Flute 30 390 220 390 220 310 130 390 220
43 4 40 L 35 340 200 340 200 270 120 340 200
5.3 4 40 1
6.3 5 45 1.5 | |
8.3 6 50 2 Depth of —‘ T
104 3 50 25 cut 0.2D 0.1D
12.4 10 56 2.8
16.5 10 60 3.2
HCF1001*-40903TN 3 .
20.5 10 63 3.5 Work Material
25 10 67 3.8 .
30 10 70 4.2 2 . Roughi"g Fmﬁ“mi.
: Gl|G2| G5 |
35 12 70 45 < > < N
L o | O 100 0 100
12.4 8 150 2.8
16.5 10 180 3.2
20.5 10 200 35 Please select high rigid tool holder and collet chuck during machining.

Please select the suitable coolant fluid.

% Customized Special sizes, Coating type and Inches are available to order. . . . .
For dry cutting, please use air blow for chip removal and cooling.

2WONR

These cutting data are for reference only.Please adjust the cutting speed according
to machine capability and working conditions.
5. [If vibrations occur during cutting process, adjust and reduce the cutting speed.
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