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HIGH SPEED STEEL SLITTING SAWS- Middle Teeth(56/72T)
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XHCH : #ERRR kT REE !
XHCH Type is dependent on demand.

HCN HCF HCH
N TYPE F TYPE

hiE EE AR B HCN ETiE4RsR HCF T f&4Rsk

D H d T HCN Order No. HCF Order No.
70#28 0.32 25.4 56 HCN-07000-0032-056-2540 HCF-07000-0032-056-2540
70#27 0.36 25.4 56 HCN-07000-0036-056-2540 HCF-07000-0036-056-2540
70#26 0.40 25.4 56 HCN-07000-0040-056-2540 HCF-07000-0040-056-2540
70#25 0.45 25.4 56 HCN-07000-0045-056-2540 HCF-07000-0045-056-2540
70#24 0.51 25.4 56 HCN-07000-0051-056-2540 HCF-07000-0051-056-2540
70#23 0.57 25.4 56 HCN-07000-0057-056-2540 HCF-07000-0057-056-2540
70#22 0.64 25.4 56 HCN-07000-0064-056-2540 HCF-07000-0064-056-2540
70#21 0.72 25.4 56 HCN-07000-0072-056-2540 HCF-07000-0072-056-2540
70#20 0.81 25.4 56 HCN-07000-0081-056-2540 HCF-07000-0081-056-2540
70#19 0.91 25.4 56 HCN-07000-0091-056-2540 HCF-07000-0091-056-2540
70#18 1.02 25.4 56 HCN-07000-0102-056-2540 HCF-07000-0102-056-2540
T0#17 1.15 25.4 56 HCN-07000-0115-056-2540 HCF-07000-0115-056-2540
70#16 1.29 25.4 56 HCN-07000-0129-056-2540 HCF-07000-0129-056-2540
70#15 1.45 25.4 56 HCN-07000-0145-056-2540 HCF-07000-0145-056-2540
70#14 1.63 25.4 56 HCN-07000-0163-056-2540 HCF-07000-0163-056-2540
70#13 1.83 25.4 56 HCN-07000-0183-056-2540 HCF-07000-0183-056-2540
70#12 2.05 25.4 56 HCN-07000-0205-056-2540 HCF-07000-0205-056-2540
70#11 2.30 25.4 56 HCN-07000-0230-056-2540 HCF-07000-0230-056-2540
70#10 2.59 25.4 56 HCN-07000-0259-056-2540 HCF-07000-0259-056-2540
70#9 2.91 25.4 56 HCN-07000-0291-056-2540 HCF-07000-0291-056-2540
70#8 3.26 25.4 56 HCN-07000-0326-056-2540 HCF-07000-0326-056-2540
7047 3.67 25.4 56 HCN-07000-0367-056-2540 HCF-07000-0367-056-2540
70#6 412 25.4 56 HCN-07000-0412-056-2540 HCF-07000-0412-056-2540
7045 4.62 25.4 56 HCN-07000-0462-056-2540 HCF-07000-0462-056-2540
7044 5.19 25.4 56 HCN-07000-0519-056-2540 HCF-07000-0519-056-2540
ShiE EE AR B HCN ETRE4RsR HCF Tf&4Rsk

D H d T HCN Order No. HCF Order No.
70#30 0.25 25.4 72 HCN-07000-0025-072-2540 HCF-07000-0025-072-2540
70#29 0.29 25.4 72 HCN-07000-0029-072-2540 HCF-07000-0029-072-2540
70#28 0.32 25.4 72 HCN-07000-0032-072-2540 HCF-07000-0032-072-2540
70#27 0.36 25.4 72 HCN-07000-0036-072-2540 HCF-07000-0036-072-2540
70#26 0.40 25.4 72 HCN-07000-0040-072-2540 HCF-07000-0040-072-2540
70#25 0.45 25.4 72 HCN-07000-0045-072-2540 HCF-07000-0045-072-2540
70#24 0.51 25.4 72 HCN-07000-0051-072-2540 HCF-07000-0051-072-2540
70#23 0.57 25.4 72 HCN-07000-0057-072-2540 HCF-07000-0057-072-2540
70#22 0.64 25.4 72 HCN-07000-0064-072-2540 HCF-07000-0064-072-2540
70#21 0.72 25.4 72 HCN-07000-0072-072-2540 HCF-07000-0072-072-2540
70#20 0.81 25.4 72 HCN-07000-0081-072-2540 HCF-07000-0081-072-2540
70#19 0.91 25.4 72 HCN-07000-0091-072-2540 HCF-07000-0091-072-2540
70#18 1.02 25.4 72 HCN-07000-0102-072-2540 HCF-07000-0102-072-2540
T0#17 1.15 25.4 72 HCN-07000-0115-072-2540 HCF-07000-0115-072-2540
70#16 1.29 25.4 72 HCN-07000-0129-072-2540 HCF-07000-0129-072-2540
70#15 1.45 25.4 72 HCN-07000-0145-072-2540 HCF-07000-0145-072-2540
70#14 1.63 25.4 72 HCN-07000-0163-072-2540 HCF-07000-0163-072-2540
70#13 1.83 25.4 72 HCN-07000-0183-072-2540 HCF-07000-0183-072-2540
70#12 2.05 25.4 72 HCN-07000-0205-072-2540 HCF-07000-0205-072-2540
70#11 2.30 25.4 72 HCN-07000-0230-072-2540 HCF-07000-0230-072-2540
70#10 2.59 25.4 72 HCN-07000-0259-072-2540 HCF-07000-0259-072-2540
70#9 2.91 25.4 72 HCN-07000-0291-072-2540 HCF-07000-0291-072-2540
70#8 3.26 25.4 72 HCN-07000-0326-072-2540 HCF-07000-0326-072-2540

X FHA: 70428, 70 = SRR IME ; #28 = ER EE(AREH) -
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Table 62 SR TIEIRER

SOLID CARBIDE SLITTING SAWS- CUTTING CONDITION TABLE

INTAE fixZ=s EE ] S wE = SRe®
Material Carbon Alloy Stainless Cast Aluminum High-Temp
Steels Steels Steels Iron Alloys Alloys
Iﬂ:ﬂg"i" S35C,S45C,S50C SCM,SKT,SKD SUS304 FC,FCD Al 5052 /6061 /7075 Ti-6Al-4V
Material Code
H R HRC<30 HRC30~45 — HRC<30 = HRC<30
ardness
LIHIEE Ve 70~140m/min 50~80m/min 50~80m/min 70~140m/min 150~200m/min 30~70m/min
B /X< BERE 2 FERE 2 BERE 2 HERE 2 BERE 2 EGRE 2
Diameter (mm) (mm) (mm) (mm) (mm) (mm)
10~30mm 0.002~0.004 0.001~0.004 0.001~0.004 0.002~0.004 0.001~0.004 0.001~0.004
30~50mm 0.003~0.007 0.002~0.005 0.002~0.005 0.003~0.007 0.002~0.005 0.002~0005
50~80mm 0.004~0.008 0.002~0.008 0.002~0.008 0.004~0.010 0.002~0.008 0.002~0.008
80~125mm 0.004~0.012 0.003~0.012 0.003~0.012 0.004~0.010 0.003~0.012 0.003~0.012
125~200mm 0.004~0.012 0.003~0.012 0.003~0.012 0.004~0.010 0.003~0.012 0.003~0.012
fidsE
Remarks

X HIHIAT Cutting Formula : S(EBEHE) = Ve(IHIZERE) X 1000/ D9ME)/ ©(3.14)  FOEHREE) = f(B7IEHRE) X Z(DH) X S(EHMITE)

—55 ﬂ=— Y
Table 63 REH / SehilgEA REIRER
SOLID HSS & HSS-Co SLITTING SAWS- CUTTING CONDITION TABLE -
c
—
ITHE fixZ= s Al N 2t RaE BBaE S
Material Carbon Alloy Stainless Cast Aluminum High-Temp «Q
Steels Steels Steels Iron Alloys Alloys g)
TR a
Materi " S35C,S45C,S50C SCM,SKT,SKD SUS304 FC,FCD Al 5052 /6061 /7075 Ti-6Al-4V =
aterial Code g-
RS HRC<30 HRC30~45 = HRC<30 = HRC<30 =
Hardness ;
o
tIHIZEE Ve 50m/min 30m/min 40m/min 50m/min 100m/min 30m/min o
SR BERE fz BIERE fz BERE Tz BERE fz BIERE Tz BIBERE fz
Diameter (mm) (mm) (mm) (mm) (mm) (mm)
10~30mm 0.002~0.004 0.001~0.004 0.001~0.004 0.002~0.004 0.001~0.004 0.001~0.004
30~50mm 0.003~0.007 0.002~0.005 0.002~0.005 0.003~0.007 0.002~0.005 0.002~0005
50~80mm 0.004~0.008 0.002~0.008 0.002~0.008 0.004~0.010 0.002~0.008 0.002~0.008
80~125mm 0.004~0.012 0.003~0.012 0.003~0.012 0.004~0.010 0.003~0.012 0.003~0.012
125~200mm 0.004~0.012 0.003~0.012 0.003~0.012 0.004~0.010 0.003~0.012 0.003~0.012 gﬂ
fi
figsE &
Remarks %

X HNRIAT Cutting Formula : S(EEHEEE) = Vo(HIRIZERE) X 1000/ D(IME)/ ©(3.14)  FOERERRE) = f2(S71EHRE) X Z(7H) X S(EHWE)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).
2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.






