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Cutting Condition
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TSTE0104 1 1 40 6 4 .01 .02 .03
TSTE0154 15 1.5 40 6 4 .01 .02 .03
TSTE0204 2 2 40 6 4 .01 .02 .03
TSTE0254 2.5 2.5 40 6 4 .01 .02 .03
TSTE0304 3 3 40 6 4 .01 .02 .03
TSTE0354 815} & 40 6 4 .01 .02 .03
TSTE0404 4 4 40 6 4 .01 .02 .03
TSTE0504 5} 5 40 6 4 .01 .02 .03
TSTE0604 6 6 40 6 4 .01 .02 .03
TSTE0804 8 8 40 8 4 .01 .02 .03
TSTE1004 10 10 45 10 4 .01 .02 .03
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Diameter Disz-mgtgr Coating
2 78 | e | 2 | ome | om |00 @ @0
TTEO704 7 7 40 6 4 .01 .02 .03
TTE0804 8 8 40 6 4 .01 .02 .03
TTE1004 10 10 45 6 4 .01 .02 .03
TTE1204 12 12 50 10 4 .01 .02 .03
TTE1604 16 16 60 10 4 .01 .02 .03
Application #EAMHE : * Perfect RIEE © Excellent #%& O Good &
Pre-hard | " = i
Coating Carbon steel, reﬁagqﬂgee High-hardened B Stainless steel | Titanium alloy i elllineeme Copper alloy | Aluminum alloy
BE | e S XL f#ae alloy 85%, 8 &%
®&#, 528 | ~45HRC ~50HRC ~55HRC ~B0HRC ~65HRC BRESS ’
AiBN, © © O O
Tisin, ©) ©) ©
ZNA © © O © O O

20

www.speedtiger.com.tw



CUTTING
CONDITION

TSTE/TEE DE DH+ P-SSE/P-MSE/P-SE  DH
ux P20 %% PA2-44 T % Pag.49 % P66 ;. P56
Specification page  Specification page m Specification page Specification page

TSTE/TEE/DE/DH+/DH/P-SSE/P-MSE/P-SE 4 Flutes Side Milling
TSTE/TEE/DE/DH+/DH/P-SSE/P-MSE/P-SE 4 7] {fl%

WORK MATERIAL | MILD STEELS, CARBON | ALLOY STEELS, TOOL | HARDENEDSTEELS, | sruiiessSTEELS, | HARDENED STEELS, |HEATRESISTANTALLOY

EDEIR STEELS, CAST IRON STEELS PREHARDENED STEELS
SS400  S55C + FC250 | SCM~ KT+ SKS+ | SKT+SKD « NaKs5 + | MARDETEDSTERLS | TITANILHALLOY INCONEL
a» (~750N/mm?) 0] HPM1 > 5
) s " (38~45HRC) A 5 (45~55HRC) HE#EEH - S8E
//ln’ —ixiBiE I ~ IR (~30HRC) _ (30~38HRC) HESH HESH « e 3
l £~ 1558 &t TAH HHEH - TERES ’ it
MILL DIA. SPEED FEED SPEED FEED FEED SPEED FEED SPEED FEED SPEED FEED
(mm) (min™) (mm/min) (min™) (mm/min (mm/min) (min™) (mm/min) (min™) (mm/min) (min™) (mm/min)
BEE EEEER | ERE | EEE | ER AR | EEE | ERE | EEE | EGE | RiEE | ERE
3 12,500 880 9,550 672 8,100 500 7,650 492 7,400 436 3,800 176
4 9,750 960 7,550 788 6,400 544 6,050 568 5,850 504 3,000 192
5 7,950 1,040 6,150 840 5,250 580 4,950 620 4,800 536 2,450 196
6 6,750 1,280 5,250 960 4,450 712 4,200 668 4,050 556 2,100 200
8 5,050 1,240 3,950 880 3,350 652 3,150 648 3,050 540 1,600 180
10 4,100 1,160 3,200 840 2,700 580 2,550 572 2,450 508 1,250 172
12 3,400 1,120 2,650 800 2,250 576 2,100 540 2,050 484 1,050 168
16 2,550 960 2,000 752 1,700 508 1,600 444 1,550 404 765 168
20 2,050 788 1,600 604 1,350 472 1,250 412 1,250 368 635 160
25 1,650 704 1,250 540 1,100 428 1,000 388 990 316 510 148
=0.1D (D=@3) <0.05D
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OF CUT “15D oD
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TSTE/TEE/DE/DH+/DH/P-SSE/P-MSE/P-SE 4 Flutes Slotting
TSTE/TEE/DE/DH+/DH/P-SSE/P-MSE/P-SE 4 7)i&it

WORK MATERIAL | MILD STEELS, CARBON | ALLOY STEELS, TOOL | HARDENED STEELS, STAINLESS STEELS, HARDENED STEELS HEAT RESISTANT ALLOY
HEEIEI4 STEELS, CAST IRON STEELS PREHARDENED STEELS| HARDENED STEELS TITANIUM ALLOY ! STEELS
N SS400 ~ S55C ~ FC250 [ SCM ~ SKT ~ SKS SKT ~ SKD ~ NAK55 ~ SUS304 ~ SKD STEELS INCONEL
7 (~750N/mm?) SKD(~30HRC) HPM1(30~38HRC) (38~45HRC) - §283H ~ (45~55HRC) IS
=) | pmemm. | semoTAW | BEN HES B - e s BHAS
MILL DIA. FEED FEED SPEED FEED FEED FEED
(mm) (mm/min) (mm/min) (min”) (mm/min) (mm/min) (mm/min)
BiE ERRE HERRE JEEEE ERRE ERRE ERRE
3 10,500 584 8,550 544 7,850 416 7,450 368 7,200 352 2,500 100
4 7,750 584 6,400 620 5,900 416 5,550 412 5,400 396 1,900 108
5 6,200 588 5,100 604 4,700 436 4,450 436 4,300 428 1,500 116
6 5,150 592 4,250 508 3,950 460 3,700 456 3,600 436 1,250 116
8 3,850 480 3,200 440 2,950 440 2,800 420 2,700 408 945 124
10 3,100 464 2,550 432 2,350 384 2,250 380 2,150 364 760 116
12 2,600 448 2,150 380 1,950 368 1,850 352 1,800 348 630 116
16 1,950 444 1,600 344 1,500 296 1,400 296 1,350 292 475 88
20 1,550 380 1,300 304 1,200 284 1,100 264 1,100 264 380 88
25 1,250 360 1,000 292 945 252 890 228 865 188 300 84
=0.1D (D=@3) =0.05D
DEPTH <0.2D (D>@3) D <1D D
OF CUT =1.5D =0.1D (D<@2) =0.05D (D=@2)
MIRE =0.2D (D2 @2) =0.1D (D>@2)
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