—_—
— s
—1 .

&L TET— 14 7] 2

2
H

%

J

HARVI | TE

KZKENNAMETAIﬁ



T B4 o]

KIENFL & TN EE, 2OH I i >90% H9p /]

Slotting Side Milling
Ramping Dynamic Milling
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Plunging; 3%

Dynamic
Milling; 7%_ _

Ramping / Helical
Interpolation; 9%

_3D Profiling;
2%

Slot Milling;
37%

v

Side Milling;
42%

v
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HARVI | TE A4 &= E?
HARVI | Twisted End Face 1 1%

Twisted End Face s& %% JJ it B — X EH — HARVII TE
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BRI

EXHICIB L TIRIRFmH T KAEHIHE.

‘-E‘. i i 4 1 i
185 T AR WD T &\ | \Enaupim Wi s
R Kb HEIEREA, SHAHEN
Rk T
W” R B HIETRI R IEHE. S T BB T
AF A & Hil LI D, itk T LM A
PR T ML R 22 BT IRIRSIEES
- ! /;'; 223
SRR B HEIBRI & . AR ETLE
12 T AR B ELTEH FEE T T B
185 T AR

FE/ T OLiRz0BE 7
HH ph ) 3 T R T T AER
20 T LIE 7] 8 R M LU R

BITHREE & SRVEGERTHEIBHIGETT
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T REIIR EL R
BAH TR PH F RN HARVI MEEH BEH1 5

. M  Steel & Stainless . M  Steel & Stainless S Titanium
Relative Tool Life and Relative Material Removal Rate in P + M ISO Relative Tool Life and Relative Material Removal Rate in P + M ISO Relative Tool Life & Relative Material Removal Rate in Titanium
DIA up to 12.7mm (1/2%) HARVI I TE . DIA>12.7mm (1/2%) HARVI | TE . HARVI I TE
b 120 performance & Performance = Performance
5 PtM o P+M o S
E 1o Best Competitor E oo Best Competitor E 100%
[ Performance
S Ee:r:nrmance E » i E -
£ E g
E 60% s g oo% .g o Harvi |
| Performance P + M :I 20% Harvi | :' 0% Performance S
:—2) 40! § Performance P + §
Material Removal Rate Improvement Material Removal Rate Improvement Material Removal Rate Improvement
= PAREY S

- m » Toollife HARVI | TE up to double HARVI | current
- m » Tool life HARVI | TE up to +66% vs. virtual best competitor

S » Tool life HARVI | TE up to +30% vs. HARVI | current

FEKNEM (ERE MRR)

BB v > MRRHARVIITE up to +85% vs. HARVI | current
BB v > MRRHARVIITE up to +66% vs. virtual best competitor

S » MRR HARVI | TE up to +50% of HARVI | current

8| © 2020 Kennametal Inc. | All rights reserved. | Proprietary and Confidential KKENNAMETAI:



T REIIR EL R

HARVI | TE HARVI | Field Test by Material Group Field Test by Segment

HARVI | TE:
- BRI RS

- BAKRRE
cEAEREED

* YIHI 77/

- NEA R
<ML EERE
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FRINRG] — BHF L

M &4 IR
JJEEA#A: 10mm
Phlk: HEE 40mm, ap=1mm, 20407], I LTECRL, JTIEASI

IS
Speeds: V¢ = 120 m/min (JEVc=90m/min)
Feeds: Fz =0,05mm/z
Ap = 4mm, 77107]
LR a]: 465 64%

J1EFHAr
T T Max.30 14
HARVI 1 TE: 102 %

10 | © 2020 Kennametal Inc. | All rights reserved. | Proprietary and Confidential KKENNAMETAE




IR — AFHNINLT

I LAGEHI REFIEFE (B KR L))

R

FEl: Stainless Steel - 1.4404 (M2) — T2V H)
HLIAR: DMC 60 / 5-axis

I WIS 17

TS
Speeds: Vc =200 m/min
Feeds: Fz =0,1 - 0,13 mm/tooth

Tool clamping: WU JIHR
Ap = 28mm, Ae = 1,6mm (10% o)
Machining time: 25min/ Pc in cut

PAR=K s
T T Afase, 3-8 /LA, P56 4
HARVI1TE:  SHLRVIEIEGAE] 1040 (FYIED (= 250 min), 75K 5%
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FRINRB] — BN

TG T RIFE

kL Dk - T
JJEEA: 14mm
PRk #EE 24mm, ap=2mm, 3127], I TR

TS
Speeds: Vc =90 m/min
Feeds: Fz=0,1 mm/z

Ap = 23mm, FHBE1T] B ImmiE Bt
IR TR M2 RT205 0 45 6 21 343 8

JIEFHA
S Yo 10 14
HARVI 1 TE; 40 14
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RINRG] — REE&MMTL

ZHEs (B8 ®Kes
kL Ti6/4 (S4) — @A HI
FLER:  Makino T2 (HSK125A)
N2 Aeoe e

M5
Speeds: 50 m/min
Feeds: 0,07 mm/tooth
Ap = 30mm; Ae = various — up to 16mm

J1EFHfr:
X 7Ry 60 — 65 min
HARVI | TE: 65 min, JJ BAE A H A BT %R
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HARVI | TE A r= 52

H1TE4CH

KCPM15
{14 1 T4

@4mm — J25mm

Chamfer Sizes:
0,4mm - 0,5mm

Diameter Range:

H1TE4CH-N

y

KCPM15
B4 1 4550

Diameter Range:
gemm — J25mm

Chamfer Sizes:
0,15mm - 0,35mm
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H1TE4RA-N

KCSM15
lalb WK

Diameter Range:
d4mm — @25mm

Radius Sizes:

DIA/Radi
us (mm)

0,5

1,0

2,0

3,0

4,0

6,0

@6

@8

@10

@12

@16

@20

@25

KZKENNAMETAIf




HARVI | TE A% 72 5h 2
#2701 77 HARVI | TE Z58EEF TJRT#HIS  — 5K/

H1TE4SE..N..

KCPM15
Sharp Edge / with Neck

Diameter Range:
@ 2mm — 25mm

Apl1lMax:
6 —45mm (1.8 — 3xD)

jir=
2T AR AR/ O 22 3506 1 v B 7 R 1 A s,
W AR A s A USRS E K ) B 5y
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HARVI | TE A #1752 2k

#7017 HARVI | TE G5k 17 RS — A] K775 K HIFe &1t

H1TE4CH..N.. " H1TE4SE..N..
KCPM15 KCPM15

BIAw | 4a8 BN ) Bert | 4R
Diameter Range: ' Diameter Range:

@ 2mm — 25mm @ 2mm — 25mm
AP1Max: AP1Max:

4mm — 30mm (1.3 — 2xD) 4mm — 30mm(1.8 — 3xD)

Chamfer Size:
0,1 -0,35mm

HE:
LA AR/ A 2 3% R BE 7 LR 4 AR e,
W AR AR AR USRS E KA T B 5o

KZKENNAMETAIf
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1HErE — VIR

EiAcy

HARVI | TE F91E 27 T L i G AFL HP £ 7) 0] LU & m 1y =40
* HARVI | TE A I ERAHAE & VIHIEE & FNEZEKTIERES > BAHENSHER

T VDRGNS B KRSl 13 DR HARVIETTE

A FE R G H)E E TG E HARVI T & HARVI I TE

HARVI | » UBDE » F4AS...DL » Unequal Flute Spacing
- k = hg."
Side Milling (A] Recommended feed per tooth
and Sloting B Keomis el
Side Milling (A) Recommended feed per toth (fz = mmvth) for side milling (A). A B | %utting Speed —vc D1 — Diameter
and Slotting (B) For slotting (B), reduce fz by 20%. Material __m/min
Group ap ae ap min max mm 4,0 5,0 6,0 8,0 10,0 [ 12,0 | 140 | 16,0 | 180 | 20,0 | 250
| KGPM1S/KCSM15 _ 0 ["5xDJ05xD] 1xD |3 150 200 Z ] 0,028 0,036 | 0,044 | 0,060 | 0,072 [ 0,083 [ 0,092 | 0,101 [ 0,108 | 0,114 ] 0,124
) A B Cutting Speed — ve D1 — Diameter 1 [ 5xD|05xD| 1xD 150 200 Z | 0,028 | 0,036 | 0,044 | 0,060 | 0,072 | 0,083 | 0,092 | 0,101 | 0,108 | 0,174 | 0,124
y ey ____mJmin 2 | 5xD|05xD| 1xD | 140 190 | 'z | 0,028 0,036 | 0,044 | 0,060 | 0,072 | 0,083 | 0,092 | 0,101 | 0,108 | 0,114 | 0,124
Tou _ap | ae _% min max_| mm | ;
SN LR RS ] = T 3 |5xD[05xD| 1xD 120 160 z | 0023 0,030 | 0,036 | 0,050 | 0,061 | 0,070 | 0,079 | 0,087 [ 0,095 | 0,101 | 0,114
%D [05xD [1.25x D) 150 - 200 iz 4 |'5xD]05xD] 075xD |1 90 150 'z [ 00210027 [0,033 [ 0,045 | 0,054 | 0,062 | 0,070 [ 0,077 | 0,083 [ 0,088 | 0,098
z xD [05xD [125xOf 140 = 190 iz 5 | 5xD[05xD| 1xD 60 100 z [ 0019 [ 0,024 0,029 | 0,040 | 0,048 | 0,056 | 0,063 | 0,070 | 0,076 | 0,081 | 0,081
3 Hisxp 0oxD EEH = 19 = 6 |'5%xD[05xD| 075%D |1 50 75 2 [ 0,016 | 0,020 | 0,025 | 0,024 | 0,040 | 0,047 | 0,052 | 0,057 | 0,061 | 0,085 | 0,071
15D 0501250 & = o = 1 |"5xD|05xD| 1xD 90 115 2 | 0,023 0,030 | 0,036 | 0,050 | 0,061 | 0,070 | 0,079 | 0,087 [ 0,095 | 0,101 | 0,114
6 | 15x0 [05xD |125xD]. 50 ~ 75 2 M | 2 | 5xD[05xD| 1xD 60 80 'z 0019 ] 0,024 [ 0,029 | 0,040 | 0,048 | 0,056 | 0,063 | 0,070 | 0,076 | 0,081 | 0,081
15%xD [05xD [126x D) o0 - 115 iz 3 |5xD[05xD| 1xD 60 70 'z 0016 0,020 [ 0,025 | 0,034 | 0,040 | 0,047 | 0,052 | 0,057 | 0,061 [ 0,065 | 0,071
M [2]15%D[05xD[1265xD] &0 - 80 A 1 [55xDJos5xD] 1xD |1 120 150 'z | 0,028 [ 0,036 | 0,044 | 0,060 [ 0,072 | 0,083 | 0,092 [ 0,101 [ 0,108 [ 0,114 [ 0,124
1200 MWDt S = B 2 [5xD|05xD| 1xb |, 110 | 140 | 'z [0,023 0080 0,036 | 0,050 | 0,051 | 0,070 | 0,079 | 0,087 | 0,095 0101 | 0114
2 [15xD | 05xD[100xD) 110 - 140 = 3 |'5xplosxn| 1x0 |l 110 130 'z | 0019 [ 0,024 | 0,029 | 0,040 | 0,048 | 0,056 | 0,063 | 0,070 | 0,076 | 0,081 | 0,091
15%D [05xD [1.00x D] 110 = 130 i 1 |i5xD[03xD] 03xD |1 - - iz | 0,023 [ 0,030 | 0,036 | 0,050 | 0,061 | 0,070 | 0,079 | 0,087 | 0,095 | 0,101 | 0,114
xD [03xD [075x D 50 = 90 z 2 [15xD[03xD]| 03xD - - iz_[0,013 [0016 [ 0,019 | 0,026 | 0,032 [ 0,037 | 0,042 | 0,046 | 0,050 | 0,054 | 0,061
e+ 3 [1.5xD [03xD| 03xD |1 - = iz [0013 [0016 [0,019 | 0,026 | 0,032 | 0,087 | 0,042 | 0,046 | 0,050 | 0,054 | 0,061
XD [D5x0 125 xD| 50 - &0 = 0040 4 |i5xD]0o5xD| 1xD - - iz | 0016 [ 0,021 | 0,026 | 0,087 | 0,045 | 0,052 | 0,058 | 0,064 | 0,069 | 0,074 | 0,084
5%D [05xD [1.00x0) 80 = 140 iz 036 | 0,049 1 |15xD [05xD [ 075xD |§ 80 140 iz 0021 | 0,027 0,033 | 0,045 | 0,054 | 0,082 | 0,070 | 0,077 | 0,083 | 0,088 | 0,098 |
2 SxD [02x0 10020} 70 = 120 z [z NOTE: These guidelines may require vanations to achieve optimum results.
NOTE: Lower vahie of cuttng spesd is used for high stock removal eoplications or for highar hardness (machinabify] within group. L;zwel value of cutting speed is used for h.\g stock remuv_al applications or for higher hardljlessl(_mach\ngbilwty) within group.
Higher VElUE of cutting spesd is sed for finishing appications or for lower hardness {mechinability) within group. Higher value of cutting speed is used for finishing applications or for lower hardness (machinability) within group. ) )
Bbave parameters ere based on idesl conditions. For smaller teper machinining centres, please adjust parameters sccordingly on >12mm dismeter. Above parameters are based on ideal conditions. For smaller taper machining centres, please adjust parameters accordingly on >12mm diameter.
For tooks with reach 5 x D, reduce fz by 30%. For better surface finish, reduce feed per tooth.

Siot milling aplications — for longast reach (L3) tools, reduce As by 30%.

ADJUSTMENT FACTOR TABLE FOR FEED AND SPEED CALCULATION

Ta cakulats eppication specific cutting data, pleass wze Ae/D | 2.00% | 4.00% | 5.00% | 8.00% |10.00% | 20.00% | 30.00% | 40.00% | 50.00%
ebove KV coeflicient for adaptation of and

KFz for faed respactively. Speed factor Ky 2 15 145 14 136 125 12 1 1
Vonew =Ve' Ky Feed factor KFz 24 23 22 2 17 125 | 1.02 1 1
Fznew = IPT" KFz
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Side milling applications — for longest reach (L3) tools, reduce ae by 30%.
= b 4
F LS HARVI I TE

R AR Ae/D1
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N — VIHGEIE & @4

How to define feeds & speeds

HARVI I TE « H1TE.. « 4 FLUTES APPLICATION DATA « METRIC

@ TR

T
*/_A\ =) j( 7’ =3 VS
L‘L%: Ej EK] /f% ﬁ Jﬁ]] Al & ilzh rﬂ JE]JY7R Side Milling (A} Recommended fead per tooth (fz = mm/th) for side milling [A).
and Slotting (B) For slotting (B), reduce fz by 20%:.
KCPM15/KCSM15
A B |} Cutiing Speed — v¢ | D1 — Diameter
FEL 0 D7) Hi B2 s 5 AE 1 8] v oy o 1" g ER L
B Y Groy) ae | min max mm (1] 6.0 0 10,0 12,0 14,0 16,0 18.0 | 200 250
5} X T AL I (e T Tsr'f—zm— E [Ten ....ZD‘T&T_D%EE 070 [ 0,007 [ 00 [ 011 [ 0110 [ 015 [ 015 |
1.4 D]1.25xD] 15 200 fz_ | 0.031 | 0,040 048 | 0066 | 0.07% | 0081 | 0102 111 11 0125 | 0136
2|1 D1.25xD]} 14 _ | 190 fz | 0031 | 0,040 048 | 0066 | 0.0r9 | 0091 | 0102 11 11 0125 [ 0,136
1t D [1.25xD|F 12 _| 180 fz | 0026 | 0,033 | 0040 | 0085 067 | 0077 | O0BT | 0006 | 0104 [ 0111 | 0125
e ol =S M2 N Mz 4 |1 D 1.26xD]" & _ | 150 fz | 0024 | 0.030 [ 0,036 [ 0040 .05 0,068 [ 0077 064 001 [ 0,097 [ 0107
ﬁu%m% \£ =) I E}I—\” _[,}%Iﬂjﬁ w I <. Abaw puwaD|126xD]0 B0 - 100 iz 0021 | 0027 | 0052 | 0044 5 062 | 0,070 07 083 | 0,089 [ 0400
6 |15xD | 05xD |126xD|" 50 - 75 ird 0018 | 0,022 | 0067 | 0037 144 051 | 0057 | 0063 | 0.067 | 0071 | 0078
15xD | 05xD |125xD|F 80 = 115 fz 0.026 )33 | 0.040 | 0.055 3] 077 | 0.0&7 006 104 111 | 01425
M | 2 115xD|05xD[125xD]" &0 - 50 iz 0.021 27 | 0032 [ 0044 053 062 | 0.070 077 083 | 0089 [ 0100
3 |15xD | 05xD 1.00xD}N 6O = 70 fz | 0018 | 0022 | 0027 [ 0037 044 051 | 0057 { 0063 ALiT 071 | 0078
E SAD SYaN Q/\ =] 1 15D [05xD |1.00xD]" 120 - 150 fz_ [ 0.031 040 | 0048 | 0066 | 0.070 10601 | 0402 | 0111 119 125 | 0,136
*E*E ] ]/\E’fl E[ *:F:[&/EIE 2 |15xD | 05xD |1.00xD)" 110 - 140 fz | O.026 033 | 0040 { 0,055 067 I 087 | 0.096 104 111 | 0425
15xD | 05xD [1,00xD |5 110 - 130 f2 [ 0021 | 0097 | 0,032 [ 0044 053 062 070 | 0077 083 | 0,089 [ 0400
1.5xD | 03xD |0.75xD|f 50 - a0 fz | 0026 | 0,033 040 | 0,055 067 077 087 | 0,006 104 111 [ 0425
1.5xD0 | 03xD [075xD|} 50 - 20 fz | 0021 27 | 0032 | 0044 053 | 0.062 070 [ 0077 [ 0,083 0.100
15xD [ 05xD [05xD [§ - 40 fz 014 18 | 0,021 | 0.029 (35 041 046 | 0051 | 0,085 050 | 0.067
=g Varanl =3 Mz N N 15xD | 05xD [1.25xD [} - 60 fz 017 023 028 | 0040 | 0,048 057 064 | 0071 | 0,076 082 | 0,002
ﬁl:] %tﬂ %; N # =) I %E %;&T}E )I_[\U -[,}% ﬁ%lﬁéﬁ 1 ]15xD [0.5xD [1.00xD]" & - 140 f 0024 | 0030 [ 0,036 [ 0040 | 0,050 L0680 | 0077 | 0084 | 0,081 L0697 | 007
2 |115xD [0.2xD [1,00xD - 120 fz 0,018 22 | 0027 | 0037 | 0.044 051 | 0.057 | 0083 [ 0,067 071 | 0078
O LOWEr Vale o e & Tor nign Siman e or e BEy] WA Qroap.
Higher value of cutting hard N group.
EE‘ I_I H —> J— N Mbove perameters are based on ideal conditions. For smaller teper machinining = adust perameters accordingly on =12mm diameter.
For tooks with reach »5 x D, reduce fz by 30%.
o Xﬂ‘ ] ;J >N ,m\'fEF >5XD, )\[J *ETE JL\Z‘J I IT}_\E/I\ ﬁ{T_I’J?:ﬂ Slot miling aplications — for longest reach (L3) tools, reduce As by 30%.
Bk 3 LA B
BtnE
To calculate epplication specific cutting deta, pleas Ae/D | 2.00% | 4.00% | 5.00% | 8.00% |10.00% | 20.00% | 30.00% | 40.00% | 50.00%
shave KV coefficient for adaptation of cutting speec
KFz for feed respectively. Speed factor Kv 2 156 145 14 135 125 12 1 1
Ve naw =Ve ' Kv Fead factor KFz 24 23 22 2 17 125 1.02 1 1
Fz new = IPT " KFz
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N HAESE — 2R3t

HARVI™ I TE = 4 FLUTES » APPLICATION DATA > ﬁj:j—(] %UY—‘ }—‘*Fﬁ ,fl:' Au\i% EP E/Jiﬂz,%ﬁlﬁ g] *T

Side Millin @ Recommendad feed per tooth [fz = mmvth) for mdemumg [O8
and Slotting (B) e For slotfing iB), reduce fz by 20%.
e e | > 1) MSTE B RO A S 0k 0
opepl el a1 Toar o oo e o g nom e R +
Bx 25xD | 140 [ -] 190 | & [oo11]oota] o6 [ome7 o691 0,040 [o,0a [o,068 [0 [@,111 0,125 0138 |
e mRaU T oo o Bt e b " Vb L s N -~
X xD - z [0,008] [0,062 | 0,044 [ 0,083 | =
T AR SRR LR e el > 2) NN AR PIEEVIBEEE (Vo) @ FFRERNHE
R B tien e 2 0 2 2 A R0 B ool i " i
S aEE mEnanE ER i iR HEFPIRNFIITHIREIE
A N B e N M e R (e A e O P T R A N R
D1 056eD 2|~ |t |4 {stou|aom o o0 ot [opioor s oo oo oo e
HARVI™ | TE = APPLICATION INFORMATION = RAMPING > 3) f}_‘_‘ﬂﬂ ;&TE%%EFU@%:F Effﬁ(fZ) J:IF*ETEF_‘}EH{H n_n%%
_‘"uls Ramping Hola 3/ e o EF[ E/JT/_\ETW@ﬁ %&TE“XIE
Ste End Mil-2 Recommendation Paga Recommeandation Pags
® - it S i > EEERSITIHE RN ERRE Z2=2 #1T71H8E, BAR
- . EREER- See min. Viz of application data 3 | See application data and reducs fz by 20% 0 ﬁzmﬁqﬂ;t‘\ |
@ »1.3516" | See spplication data 300 | See application data and reducs fz by 10% 3000
»1.6-18" See application data 0 See application data 0
@ - See min Vo of spplication data Y0 | See application data and reduce fz by 30% i
o . 115-1.35" Bee min. Ve of spplication data piiy See spplication data and reduce fz by 30% ity Exam p I e:
@ 51.3518" | Bes medium range Ve of applcation data. 3 | Ses application data and reduce fz by 25% i
.63 Bee spplication data peid Bee application data and reduce fz by 20% 0 Materlal: 42CfMO4 (4340/4140) = P4
@ = See Vi from plunging date 00| See application data and recuice fz by 40% WK ij‘E’/fé 16mm %%bﬂi%iﬁ%%%§ 200
N
1.45-135" | Bee Vcfrom plunging dats. Y | See spplication data and reduce fz by 40% v '
o R e —— O PRI I — Vc allocation data ©© = 90-150 m/min= 90 m/min as start
1618 Bee medium range Ve of applcation data 0 See application data and reduce fz by 30% 0K :> fZ a”ocation data — 0.084 mm/th
@ - See Vic from plunging data 30 | See fzfrom plunging data 300 . . A ) )
o T — P FE——— - = application information @: use Vc w/o factor = 90 m/min
45
® | = | | ommbrgy e o = application information @: reduce fz by 30% = 0,059 mm/th
>16-18" ‘See min. spead of application data 30 | See fzfrom plunging data 300
ma;wn&m:wxwww ‘:ZKENNAMETAE




N FHHESE — IR e B
: HARVI™ I TE » 4 FLUTES » APPLICATION DATA > ﬁj}k& %U%—EEZ}EH ,f—‘ar ‘%‘i% EP E,(] éj% }‘j}/@jﬁ% g] )i;/j—‘_\‘

Tecommendad faed per tasth fz= m/th] for gide milling [,
For slotfing (B}, reduce fz by 20%.
— Diameter

> 1) MM EER @ e/ 7] B EAR K e de Ay A FH Y
B¢ vl

> 2) MU ¥ 3 O o B I 5. © s VIBIF L. (V)

> 3) 7E LR 2 O Rk B B (B (F2) FEAR A LI S 2 0 TR 3R
RN IT RIS . W E R TR DRHATHA R (m/min)ioit
-

> EE‘EE:H?T%%%%EZ% BRI Z=2 BT, BV RF27)id
!

Example:

Material: 42CrMo4 (4340/4140) = P4

JJE B4 16mm, fL42 20mm (hole @/EM @: 1.25), S &k fE 20°

= Vc: data table ©: fR#5 N HEHE LR FH Ve @ =90m/min 1EH
AL 1) ) e

= fz: data table ©: RN H 5 ERINIFERIEFEKIELS 30% > {2
table @ =0.084 mm/th, =& z=0.084 *0.7 = 0.059 mm/th

E| g | g|g|8|8|8|&8|&8|&8|g|g|8 |8 |&8|¢8|%

Confidential K KEN NAM ETAE
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HARVI™ 1 TE = APPLICATION DATA « 90° PLUNGING

LR TAERDRIE PR VI e
i R

Max. HEA R T TAERDH
IR OB, FRK
X F P ERR 2 A RS R B

1SO Material Graph Number ‘::imin Max Depth Coolant Supply
: l ™ SR P Example:
. : 110 | semmens Material: 42CrMo4 (4340/4140) = P4 | JJ B H 1%
: Z T e e 16mm
: : . L = P4 JET # 2 BILIXH
. 3 50 05%0 Required = Vc max = 100 m/mln
. 2 110 ;xﬂ Required = Feed =0.086 — 0.11 mm/rev.
; i o o = Max. depth 1.0xD as start, BUR T4 5B 5N 7
o 3 60 01x@ Required ﬁj\—l:;i%_\‘
el 4 25 01x@ Required
o 3 @ 0230 Required
o 2 80 03x0 Required
o 3 70 0230 Required

® highly recommended
© recommen ded
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TR =40
EEINLH)TAME « N (PO-P6)

o A (M1-M3)

: ’f?—?%% (K1-K3)

s mEilmA 4 (S1-S4)
. ﬁﬁﬁﬂ (H1-H2)

DVIRGEE & Bfeade o ARIEFEAS P TR (MR S HUE ke ah s
o MFEARFIEFEPTHERE IS I RBOSVIHEE & #EnBHATIEIE
« ShsitE47]2 thae ] RAEM R Rt B VE A AR, AR ESR A T, TRIEAE N

PIRER o ARGEPrHERE I N 2 B E v =
o XFFRUIRIIN A Qb JI4E) N Or U1 H XGRS 78 70 (7% Al
el o INIANME. AFEN. mi S S A BEATRHR N E I Ah v 20

o INZZRRAN AT LA R 4 S
o INEERANE AT PME G ER (MOL) AT IEATin L

T o HIEH B AR B RIWBE TIR
o PR SRS S i ) RAE R, @ T RUIR/ KNSR S &, (BN A TR L
o FRLEFEE M TERERE I (HPMC) Biss /188 TI iR
o ] BLigk A Ak T4

J FH Y6 Eﬁf“ FAER AT !
o ARGUERHI (R IREBE, BL/ 7B BE, Bt & MREREANMGE, z-HhiEGE,..)
o FIAEIRGIAHESE KA SR (>12° ) ARG &Mk
» =L (HSC, HPC, peel milling, trochoidal milling,..)
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FIRST choice

HARVI 1 TE
# 196 SKUs

H1TE4CH/RA/SE

KCPM15
KCSM15

KCPM15/KCSM15
@2mm — @25mm
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