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Tool Material R_UNE Helix Angle
HEMiTFEESE (MG) RUNAD
Micro Grain Carbide Helix Angle 0°

H#BiEsE (WC) R_UNAE30°
Regular Grain Carbide 30° Helix Angle 30°

\ R_UNAE45°

Helix Angle 45°

M
e

EE

A Number of Flutes 45§
[ R_UNAS50°
2 2 Helix Angle 50°
2 Flutes
R_UNA30°
3 3¥A Helix Angle 30°
3 Flutes
fAUln/A35°
4 4 *QB’J Helix Angle 35°
4 Flutes
6, 6 3
6 Flutes REINIE Coating
[~ ]
Sd—k
AT S Coati
HFeDI—F—RAR Corner Shape i oetng
[~
‘ . PI—bk
SIFPR COAT P Coating
R Corner Radius Type
[
— Ha—k
y-\-’_jo:l —F- COAT H Coating
Sharp Corner Type
FryvasUR
Gash Land Type EFEN—Y Consecutive Page

;’XE«ﬁ( Lead to the next page

0 YY—XHRR—JICHEEFT,
The series continues on the next page.

ETJ'ED‘BGJﬁE Continuance from ex-page
0 YV U—RFFR—IDSDHEETT

The series is a continuance from ex-page.
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ZEBAUTTRE0,

@MNIDICBAREREEZZTET &, HIE - REICKVERETIBRIEGUET, X. ZEDTE
HREL. NEEET ZERDEN FITDOTHERAN—P. FERBESOFREEZFEHTIL,

@ VHIRHROBIEFSEETT D THTYORRP TIEEBO RIS IC K > THIHIRHGEE X 5.4
ENFEUET, IITPICEEREPREHBHSNF LS, BESICINIZSIELTTEL,

® BROBEPKTEDREICHDBVEEIC LY . BEHTHE - REUVERE I 2BRIGUEITDT.
BoEE B S ARDOBRICE > TERETTERT L,

@ tIHEEBDTEREIC K > TIF. YIHIBFOXNIERIBO#E. BHEICKDRAEZICKL > TNKDOBRAEFY
FIDT. BHIANHRZERMELTTEL,

O TR TEROHREFFEELGY .. NEDOBRHIEYFITDTHRFCHMSBVTTIEL,

O HRBOBAERICKET IHMEICEIY. BREEIDIDNHDEIFTITDT, EERVHEYRIZ
ZEATEL,

A Precaution for Safe Use of Tungsten Carbide Endmills

1. Touching Sharp Cutting Edges with Bare hand.

2. Never Touch the Citting Edges with Bare Hands.Wear Protective Gloves, Especially when Removing Tools from the
Case and Attaching Them to the Machine.

3. Scratches or Cracks in the Tools Can Cause Breakage and Flying Debris During Operation, Ensure that there are no
Scratches or Cracks Prior to Using the Tools.

4. If the Rotational Balance is Poor the Shaking Vibration Could Cause Breakage and Lead to Accidents. Ensure that you
Always Carry out a Test Operation and Check the Balance.

5. Touching the Tools or the Work Materials During Rotation can Cause Injury. Never Touch Tools or Work Materials
During Rotation. As Loose Clothing can Become Caught in Mechanisms, Ensure that you Wear Work Clothes that can
not Become Caught.

6. If the Tool Receives a Shock Load During Processing. This can Cause Breakage or Flying Debris, Leading to Injury. As
Hot Flying Cutting Chips Cause Injury or Burns. Ensure you use Protective Equipment Including Safety Covers and Eye
Protection.

7. The Numerical Value Listed in the Table of Recommended Cutting Conditions Should be Used as a General Guide when
Starting New Operations. It is Necessary to Adjust Conditions According to the Dimensions of Work Materials and the
Rigidity of the Machine.

8. Modifying the Tool or Attempting to use it for Purposes other then the Original Purpose can Cause Breakage or Flying
Debris. Leading to Possible Injury. Never Attempt to Modify the Tool and Never use it for any Purpose other than the
Designated Purpose.

9. Select a Cutting Oil Appropriate to the Particular Usage. Using a Non-Water-Soluble Cutting Oil Could Lead to Fires Due
to Sparks Generated During Processing or Heat Caused by Breakage. Ensure that you take Proper Fire-Prevention
Measures.

10. Tools and Work Materials are Very Hot Immediately After Processing. Never Touch Them with your Bare Hands.

11. When the Tool is Reground. Grinding Dust is Generated which is Dangerous to your Health. Ensure that you take Proper
Safety Measures Such as Wearing a Dustproof Mask or Using a Respirator.
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tIEIRMEER  Milling Conditions

$0.5 ~¢20.0
@ HHIME  Work Material
o | CARBON STEELS S45C + S55C ©
g ] ALLOY STEELS SK + SCM ©
FUN—R$l | PREHARDENED STEELS NAK + HPM ©
1BEANSE HARDENED STEELS (~55HRC)
(~60HRC)
(~65HRC)
ik CAST IRON o
ZIL=E ALUMINUM ALLOYS
IZT74k GRAPHITE
2] COPPER ALLOYS
TSRAFvT PLASTICS 3
s vREIRAEL (© 1 558, Most Suitable + O : &,/ Suitable)
- L .
LC
A
[a) N N o
ol A
& S5t 11 8FE  Total 11 Models
AU HE IR 2R VIR
Outside Diameter Length of Cut Overall Length Shank Diameter
Model Number
@D (mm) LC (mm) L (mm) ¢d (mm)
2005 0.5 1 38 3
2010 1 2.5 40 4
2020 2 6 40 4
2030 3 8 45 6
2040 4 11 45 6
FS 2060 6 13 50 6
2080 8 19 60 8
2100 10 22 70 10
2120 12 26 75 12
2160 16 32 90 16
2200 20 38 100 20

10

Work CARBON STEELS / ALLOY STEELS PREHARDENED STEELS CAST IRON
Material
S45C - S55C / SK + SCM NAK « HPM FC - FCD
@ ~225HB / ~35HRC ~45HRC —
Hardness %%-
I
OERs RUEE| AR | DR RURE PRE | DR | RUEE gnE | S
RIZR Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut § R—IL
Model Speed Speed Speed 5"
Al (min") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min) .
ap | D ap | D ap | D | & .05
2005 [19,000| 45 |0.25| 0.5 13,000 15 0.25/ 0.5 25000 120 |0.25/ 0.5 | =
2010 | 9,500 | 55 |05 1 |6400 20 |05 1 [13000 140 | 05| 1 | - z27%
2020 4,800 80 1 2 | 3,200 25 1 2 | 6,500 | 220 1 2 :
2030 3,200 90 15 3 | 2,100 35 15| 3 4200 270 |15 | 3 % —
2040 | 2400 | 115 | 2 | 4 [1600| 40 | 2 | 4 3200 330 | 2 | 4 | F_
2060 | 1,600 | 145 = 3 | 6 |1,000| 50 | 3 | 6 [2100| 330 | 3 | 6 | iy
2080 1,200 | 145 4 8 800 50 4 8 [1,600 | 330 4 8 E—
w=Ib
2100 950 145 5 10 | 640 50 5 10 | 1,300 | 330 5 10 Long Neck Bal
2120 800 145 6 12 | 530 50 6 12 | 1,000 | 330 6 12 -
v >
2160 600 135 8 16 | 400 40 8 16 | 800 330 8 16 7559 S
2200 480 135 10 | 20 | 320 40 10 | 20 | 640 360 10 | 20 32 Ovozvy
2|2o17
g oy xyg
SY7R
% 2II7
W ap % 2JIF
F | Square
1. HRBEIERNE - EREORNE SRR T, £l
Use a highly rigid and accurate machine as possible. =
2. COVHIRHRSTHIRHEOERZRIBDTY, i
KD TIFIIAAR - B8 - ERAEBECKERREZREUERL TSV, Long eck al
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling ,
shape, porpose, machine capability and the operation environment. Eié,ing
3. EREMOOEHNEIRVESICE. OEHEEDISER)REZR—DEETTFTERULTTEL, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the SovY
same proportion. ComerLounge
11
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$0.5 ~$20.0
@ #EIME  Work Material
o | CARBON STEELS S45C + S55C ©
g ] ALLOY STEELS SK + SCM ©
FUN—R$l | PREHARDENED STEELS NAK + HPM ©
BEANSE HARDENED STEELS (~55HRC) (@)
(~60HRC)
(~65HRC)
ik CAST IRON ©
ZIL=E: ALUMINUM ALLOYS
IZT74k GRAPHITE
2] COPPER ALLOYS
FSAFVT PLASTICS

SOIEAEIAE (© : B3l Most Suitable + O : &, Suitable)

L .
LC
of [l 2
& 55t 11 8F  Total 11 Models
I _ 9%_% IR 2R 917‘/_71%
Model Number Outside Diameter Length of Cut Overall Length Shank Diameter
@D (mm) LC (mm) L (mm) ¢d (mm)
2005-S 0.5 1 38 3
2010-S 1 2.5 40 4
2020-S 2 6 40 4
2030-S 3 8 45 6
2040-S 4 11 45 6
FS 2060-S 6 13 50 6
2080-S 8 19 60 8
2100-S 10 22 70 10
2120-S 12 26 75 12
2160-S 16 32 90 16
2200-S 20 38 100 20

12

tIEIRMEER  Milling Conditions

Work CARBON STEELS / ALLOY STEELS PREHARDENED STEELS CAST IRON
Material
S45C - S55C / SK + SCM NAK « HPM FC - FCD
@ ~225HB / ~35HRC ~45HRC —
Hardness %%-
I
OERs RUEE| AR | DR RURE PRE | DR | RUEE gRE | S
RIZR Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut § R—IL
Model Speed Speed Speed 5"
Al (min") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min) .
ap | D ap | D ap | D ;%. [
2005-S (51,000 120 |0.25| 0.5 25500 25 |0.25| 0.5 |76,400| 360 |0.25 0.5 | »
2010-S |25500| 140 |05 1 |12,700| 35 |05 1 (38200 410 |05 | 1 | ‘=72
2020-S |12,700| 210 1 2 | 6,400 50 1 2 |19,100| 640 1 2 :
2030-S | 8,500 | 230 | 1.5 | 3 | 4,300 70 15| 3 (12,7004 810 |15 | 3 % —
2040-S | 6,400 | 300 | 2 | 4 | 3200 80 | 2 | 4 |9600 1,000 2 | 4 | 7
2060-S | 4,300 | 380 | 3 | 6 | 2100 100 | 3 | 6 6400 1,000 | 3 | 6 | &Z7i-
2080-S | 3,200 | 380 4 8 | 1,600 | 100 4 8 | 4,800 | 1,000 | 4 8 [
w=Ib
2100-S | 2,600 | 380 5 10 | 1,300 | 100 5 10 | 3,800 | 1,000 | 5 10 Long Neck Bal
2120-S | 2,100 | 380 6 12 | 1,100 | 100 6 12 | 3,200 | 1,000 @ 6 12 -
v >
2160-S | 1,600 | 360 8 16 800 80 8 16 | 2,400 | 1,000 @ 8 16 ;],59 S
2200-S | 1,300 | 360 10 | 20 650 80 10 | 20 | 1,900 | 1,060 | 10 | 20 32 avs 2y
2|2o17
g oy xyg
SY7R
% 2IT7
W ap % 2JIF
F | square
3
IJIEI avJxyd
1. HRBEIERNE - EEE OB SRR T, £l
Use a highly rigid and accurate machine as possible. =
2. COVHIRHRSTHIRHEOERZRI DD TY, i
KEDIITIFIIAAR - B8 - ERAEBECKVERREZREUERL TSV, Long eck al
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling ,
shape, porpose, machine capability and the operation environment. Eié,ing
3. [FEREMOLEHNEIRVESICE. BEHEEDISEVREZR—DHEERTTIFTHERULTTEL, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the SovY
same proportion. Comertounge
13
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———— A
ovgxvg |8 g === I 3
SYPR Y
Long Neck Radius
z
2II7 |3
Square s
no
i
mev L @ BEt8EE  Total 8 Models
AU Sz IR 2R IvIIRE
Z Outside Diameter Length of Cut Overall Length Shank Diameter
2II7 |3 Model Number
Square 2 @D (mm) LC (mm) L (mm) ¢d (mm)
o7z (B 4030 3 8 45 6
2717 |B
Long Neck Square § 4040 4 1 1 45 6
rew 2 4060 6 13 50 6
S 4080 8 19 60 8
T FS
Long Neck Ball 41 00 1 O 22 70 1 0
BRY 4120 12 26 75 12
amfering
_— 4160 16 32 90 16
=R
g 4200 20 38 100 20
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Work CARBON STEELS / ALLOY STEELS PREHARDENED STEELS CAST IRON
Material
S45C - S55C / SK + SCM NAK « HPM FC - FCD
@ ~225HB / ~35HRC ~45HRC —
Hardness %%-
I
OERs RUEE| AR | DR RURE PRE | DR | RUEE gRE | S
RIZR Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut § R—IL
Model Speed Speed Speed 5"
Al (min") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min) .
ap | D ap | D ap | D ;Jgii} [
4030 | 3,200 | 330 | 45032100 150 | 4.5 0.3 | 4200 | 480 | 45|03 | =
4040 2,400 | 370 6 | 041,600 190 6 | 04| 3200 | 520 6 |04 %jfdﬂ”*
4060 1,600 | 510 9 | 0.6 1,000 270 9 |06 |2100 | 800 9 |06 °
4080 1,200 | 500 12 | 0.8 | 800 290 12 | 0.8 | 1,600 | 840 12 |1 0.8 % —
4100 | 950 | 430 |15 | 1 | 640 | 290 | 15| 1 1300 | 700 | 15| 1 | F_
4120 | 800 | 380 | 18 |1.2| 530 | 250 | 18 | 1.2| 1,000 | 530 | 18 | 1.2 | i
4160 600 320 | 24 | 1.6 | 400 210 | 24 | 1.6 | 800 470 | 24 | 1.6 [
w=Ib
4200 480 310 | 30 | 2 320 210 | 30 | 2 640 470 | 30 | 2 Long Neck Bal
’Z’ 2II7
1| Square
T
m:
T|OvI2yo
2|2o17
E Long Neck Square
8lovozxvs
SY7R
% 2II7
7
L 7JIEI avJxyd
D B et
1. HRBEIERNE - EEE OB SRR T, £l
Use a highly rigid and accurate machine as possible. =
2. COVHIRHRSTHIRHEOERZRI DD TY, i
KEDIITIFIIAAR - B8 - ERAEBECKVERREZREUERL TSV, Long eck al
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling ,
shape, porpose, machine capability and the operation environment. Ezé,mg
3. EREMOOEHNEIRBRVESICE. OEHEEDISR)REZR—DEETTFTERULTTEL, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the SovY
same proportion. Comertounge
15



R—=Ib

Ball

AII7

Square

SITR
Radius

R—Ib

Ball

F—/f—
ESh el

Taper Neck Ball

Ovoxyg
w=Jb
Long Neck Ball

AIILF

Square

0vJ7xvJ
AII7
Long Neck Square

ovJ7xy7
SIYT7R
Long Neck Radius

AILF

Square

R—=Jb

Ball

RII7

Square

ov7zy7
AII7

Long Neck Square

R—Ib

Ball

ovJ7zyg
K=Jb

Long Neck Ball

[i:1):0 0}

Chamfering

3—F—
S90Y
Corner Lounge

For High Hardness / BHEEIREI For General / HHE|

For Die / BH= &)

N

=

For Aluminum / HE 1

For Graphite/ BHE 7AWIUIN

For Plastics / IHE\ WX UIN

FS

WS EE

$3.0 ~920.0
@ #EIME  Work Material
o | CARBON STEELS S45C + S55C ©
g ] ALLOY STEELS SK + SCM ©
FUN—R$l | PREHARDENED STEELS NAK + HPM ©
BEANSE HARDENED STEELS (~55HRC) (@)
(~60HRC)
(~65HRC)
ik CAST IRON ©
ZIL=E: ALUMINUM ALLOYS
IZT74k GRAPHITE
2] COPPER ALLOYS
FSAFVT PLASTICS

SOIEAEIAE (© : B3l Most Suitable + O : &, Suitable)

tIEIRMEER  Milling Conditions

< L >
< Lc L
A
al o I ©
s‘ RS
BET 8EIE  Total 8 Models
AU PAES AR 2R TR
Outside Diameter Length of Cut Overall Length Shank Diameter
Model Number
@D (mm) LC (mm) L (mm) @d (mm)
4030-S 3 8 45 6
4040-S 4 11 45 6
4060-S 6 13 50 6
ES 4080-S 8 19 60 8
4100-S 10 22 70 10
4120-S 12 26 75 12
4160-S 16 32 90 16
4200-S 20 38 100 20
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Work CARBON STEELS / ALLOY STEELS PREHARDENED STEELS CAST IRON
Material
S45C - S55C / SK + SCM NAK « HPM FC - FCD
@ ~225HB / ~35HRC ~45HRC —
Hardness %%-
I
OERs RUEE| AR | DR RURE PRE | DR | RUEE gRE | S
RIZR Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut S
Model Speed Speed Speed g Ball
Al (min") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min) .
ap | D ap | D ap | D | & .05
4030-S | 8,500 | 870 | 4.5 0.3 |4,300 | 300 |45 03 |12,700| 1,400 | 45| 0.3 | ="
4040-S | 6,400 | 980 6 | 0.4 | 3200 380 6 | 049600 1500 | 6 |04 %: ZITA
4060-S | 4,300 | 1,370 | 9 | 0.6 | 2,100 | 560 9 |06 |6,400 2400 | 9 | 0.6 :
4080-S | 3,200 | 1,330 | 12 | 0.8 | 1,600 | 580 12 | 0.8 | 4,800 | 2,500 | 12 | 0.8 % —
4100-s | 2,600 | 1,470 | 15 | 1 | 1,300 | 580 | 15 | 1 | 3,800 | 2,000 15 | 1 | 7.
4120-s | 2,100 | 1,000 | 18 | 12| 1,100 | 510 | 18 | 1.2 3,200 | 1,700 | 18 | 12| & Z7i-n
4160-S | 1,600 | 850 | 24 | 1.6 | 800 420 | 24 |16 | 2,400 | 1,400 | 24 | 1.6 E—
w=Ib
4200-S | 1,300 | 830 | 30 | 2 650 420 | 30 | 2 | 1,900 | 1,400 | 30 | 2 Long Neck Bal
}Z' 2II7
)JI[] Square
m:
T|OvI2yo
2|2o17
g oy xyg
SY7R
% 2IT7
ap % AIL7
F | square
; 3
L IJIEI avJxyd
D B et
1. HRBEIERNE - EEE OB SRR T, £l
Use a highly rigid and accurate machine as possible. =
2. COVHIRHRSTHIRHEOERZRI DD TY, i
KEDIITIFIIAAR - B8 - ERAEBECKVERREZREUERL TSV, Long eck al
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling ,
shape, porpose, machine capability and the operation environment. Eié,ing
3. EREMOOEHNEIRBRVESICE. OEHEEDISR)REZR—DEETTFTERULTTEL, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the SovY
same proportion. ComerLounge
17



FB

R0.5 ~ R6.0
7 OWHHIHME Work Material
2Z7T7 |
sqare L [ ppmeg CARBON STEELS 845C+855C | ©
T a2 ALLOY STEELS SK + SCM ©
§ TUN—REH PREHARDENED STEELS NAK « HPM ©
- BEANGE HARDENED STEELS (~55HRC)
@ (~60HRC)
20I7 |
Save | (~65HRC)
M
7 | & CAST IRON o
Z:ZZ § 7IL=E% ALUMINUM ALLOYS
2 T3T74h GRAPHITE
% 2] COPPER ALLOYS
2:};“1 iﬁ FSAFWT PLASTICS
7 SIS (© : S8, Most Suitable + O : 8/ Suitable)
F-NN— |8
*yIh=Ib |5
Taper Neck Ball
Ovoxyg
R=Ib
Long Neck Ball
_ L
7
2017 |Y . LC
Square )]]
T
——— Fﬁ
Ov7zv7 | g
2717 |2
Long Neck Square §
———— A
Ovozwg |8 N S o
SY7Z ( A4
Long Neck Radius Y
R /
2
2II7 |3
Square s
1o
A
K—=IU £
Ball S
&5t 7 B Total 7 Models
7 S
2017 |3 AUE R IR 2R IR
Savare 3 Radius Length of Cut Overall Length Shank Diameter
ﬁ] Model Number
avgzvg
Dy7%v7 | R (mm) LC (mm) L (mm) ¢d (mm)
ot 1 2010 0.5 2.5 50 3
U 2020 1 4 50 3
= 2040 2 8 60 4
R—)
FB 2060 3 12 80 6
BRY 2080 4 14 90 8
amfering
- 2100 5 18 100 10
o e 2120 6 22 100 12
18

tIEIRMEER  Milling Conditions

Work CARBON STEELS / ALLOY STEELS PREHARDENED STEELS CAST IRON
Material
S45C - S55C / SK + SCM NAK « HPM FC - FCD
@ ~225HB / ~35HRC ~45HRC —
Hardness [
OEs RUEE| AR | DR RURE PRE | ORN | RURE URE |
RUEE Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut §
Model Speed Speed Speed 5
Al (min") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min) .
ap | ae ap | ae ap | ae [ &,
2010 | 9,500 | 100 | 0.2 | 057000 | 60 |0.2|05 12700/ 190 | 02|05 | # "
2020 4800 | 130 |04 | 1 | 3,500 60 04 | 1 6,400 | 320 | 04 | 1 %jfdﬂ”*
2040 2,400 | 170 | 08| 2 | 1,800 75 08| 2 3200 | 320 08| 2 :
2060 1,600 | 170 | 1.2 | 3 | 1,200 75 12| 3 12100 320 (1.2 | 3 % _—
2080 | 1,200 170 | 16| 4 | 900 | 75 |16 4 1600 | 320 | 16| 4 | 7
2100 | 950 | 170 | 2 | 5 | 780 | 75 | 2 | 5 [1300| 320 | 2 | 5 | FF7in
2120 800 170 |24 | 6 600 75 24| 6 | 1,100 | 320 (24 | 6 E—
w=Ib
’Z’ 2II7
1| Square
T
m:
T|OvI2yo
2|2o17
E Long Neck Square
E oy xyg
SY7R
% 2IT7
R
% > 2
2| 277
?J: Square
7
7JIEI avJxyd
1. WRBLUEANE  BREOBRECER T, £l
Use a highly rigid and accurate machine as possible. =
2. COHIRERISTEIREOERZRIBDTT. i
KEDIITIFIIAAR - B8 - ERAEBECKVERREZREUERL TSV, Long ek Bl
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling ,
shape, porpose, machine capability and the operation environment. Egz,f)e,ing
3. EREMOOEHNEIRBRVESICE. OEHEEDISR)REZR—DEETTFTERULTTEL, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the SovY
same proportion. Comertounge

19



AIIF

Square
AII7

Square

SITR
Radius

R—Ib

Ball

F—/f—
ESh el

Taper Neck Ball

Ovoxyg
w=Jb
Long Neck Ball

AIILF

Square

0vJ7xvJ
AII7
Long Neck Square

ovJ7xy7
SIYT7R
Long Neck Radius

AILF

Square

R—=Jb

Ball

RII7

Square

ov7zy7
AII7

Long Neck Square

R—Ib

Ball

ovJ7zyg
K=Jb

Long Neck Ball

[i:1):0 0}

Chamfering

3—F—
S90Y
Corner Lounge

For High Hardness / BHEEIREI For General / FHHE|

For Die / HHEEH)

N

=

For Aluminum / BIHZ /1

For Graphite/ FHE7ANIUN

For Plastics / lIHE G HNUINY,

FB

Wl QO =

R0.5 ~ R6.0
@ #EIME  Work Material
o | CARBON STEELS S45C + S55C ©
g ] ALLOY STEELS SK + SCM ©
FUN—R$l | PREHARDENED STEELS NAK + HPM ©
BEANSE HARDENED STEELS (~55HRC)
(~60HRC)
(~65HRC)
ik CAST IRON ©
ZIL=E: ALUMINUM ALLOYS
IZT74k GRAPHITE
2] COPPER ALLOYS
FPSRAFVI PLASTICS

SOIEAEIAE (© : B3l Most Suitable + O : &, Suitable)

< L
. LC
N N 'U‘
( <
R /
BEt 7 BE Total 7 Models
U R IR =R IR
Radius Length of Cut Overall Length Shank Diameter
Model Number
R (im) LC (mm) L (mm) &d (mm)
2010-S 0.5 25 50 3
2020-S 1 4 50 &
2040-S 2 8 60 4
FB 2060-S 3 12 80 6
2080-S 4 14 90 8
2100-S 5 18 100 10
2120-S 6 22 100 12
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tIEIRMEER  Milling Conditions

Work CARBON STEELS / ALLOY STEELS PREHARDENED STEELS CAST IRON
Material
S45C - S55C / SK + SCM NAK « HPM FC - FCD
@ ~225HB / ~35HRC ~45HRC —
Hardness [
OeRM |RURE| AR | OEM RURE| AR | OES RURE| AR | S
RUEE Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut §
Model Speed Speed Speed 5
Al (min") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min) .
ap | ae ap | ae ap | ae [ &,
2010-S |25500| 260 | 0.2 | 0.5 12,700 100 | 0.2 | 0.5 |38,200) 570 | 0.2 | 0.5 | "
2020-S |12,700| 340 |04 | 1 | 6,400| 100 |04 | 1 |19,100| 950 |04 | 1 %j,?dﬂ”*
2040-S | 6,400 | 450 |08 | 2 | 3200 | 130 |08 | 2 | 9600 | 950 |08 2 :
2060-S | 4,300 | 450 |12 | 3 | 2,100 | 130 |12 | 3 | 6,400 | 950 |12 | 3 %,ﬁ_,b
2080-S | 3,200 | 450 | 16| 4 | 1,600 | 130 | 1.6 | 4 | 4800 950 | 1.6 | 4 | =
2100-S | 2,600 | 450 | 2 | 5 | 1,300 130 | 2 | 5 3800 | 950 | 2 | 5 | &7
2120-S | 2,100 | 450 |24 | 6 | 1,100 | 130 |24 | 6 | 3200 | 950 |24 | 6 E—
w=Ib
’Z’ 2II7
1| Square
T
m:
T|OvI2yo
2|2o17
E Long Neck Square
E oy xyg
SY7R
%1917
?J: Square
7
7JIEI avo'zvg
1. WRBLUEANE  BREOBRECER T, £l
Use a highly rigid and accurate machine as possible. =
2. COHIRERISTEIREOERZRIBDTT. i
KEDIITIFIIAAR - B8 - ERAEBECKVERREZREUERL TSV, Long eck al
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling ,
shape, porpose, machine capability and the operation environment. Ezé,mg
3. EREMOOEHNEIRBRVESICE. OEHEEDISR)REZR—DEETTFTERULTTEL, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the SovY
same proportion. Comertounge
21



FB

welald

R1.0 ~ R6.0
7 OWHHIHME Work Material
2717  |fl
sqare L [ ppmeg CARBON STEELS 845C+855C | ©
T a2 ALLOY STEELS SK + SCM ©
§ TUN—REH PREHARDENED STEELS NAK « HPM ©
- BEANGE HARDENED STEELS (~55HRC)
@ (~60HRC)
2017 |B
Save | (~65HRC)
M
7| g% CAST IRON © (1
Z;ZZ § ZIL=E: ALUMINUM ALLOYS i
2 IZT74k GRAPHITE
% 2] COPPER ALLOYS
el iﬁ FSAFWT PLASTICS
7 SIRSHREIIE (© : . Most Suitable - O : i/ Suitable)
F-NN— |8
*yIh=Ib |5
Taper Neck Ball
Ovoxyg
R=Ib
Long Neck Ball
? <
2oy |
Square pili| LC
I <
——— Fﬁ
Ov7'%v7 | g
2717 |2
Long Neck Square §
-
ovIzxv7 |8 2
SYTA 7( 777777777 L o
Long Neck Radius S
z R/
2917 |2
Square s
no
i
K—=IU £
Ball S
7 =
2017 |3 @BET6EE Total 6 Models
Square F
s i R IR 2R YT
B37%¥7 |L Radius Length of Cut Overall Length Shank Diameter
LungNeck)Square ﬁE Model Number
g R (mm) LC (mm) L (mm) ¢d (mm)
A 3020 1 4 50 3
E——— 3040 2 8 60 4
R=Ib
Long Neck Ball 3060 3 1 2 80 6
FB
BRY 3080 4 14 90 8
amfering
N 3100 5 18 100 10
A
oo 3120 6 22 100 12
22

tIEIRMEER  Milling Conditions

P

1. HRBEIFSEIME -

ae

Use a highly rigid and accurate machine as possible.

2. ZOUHIEERIFUIHIFREDELRZRIHDTY,
KERONMITIFNIMR - BY - EAERSFICKIIERFRGZHABUERLTTIEL,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment.

3. [FEREMOLEHNEIRVESICE. BEHEEDISEVREZR—DHEERTTIFTHERULTTEL,
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the
same proportion.

EREOEMZ CERTEW,.

For Plastics / IHS\3 WX UIN

Work CARBON STEELS / ALLOY STEELS PREHARDENED STEELS CAST IRON
Material
S45C - S55C / SK + SCM NAK - HPM FC - FCD
@ ~225HB / ~35HRC ~45HRC _
Hardness %
OEs RUEE| AR | DR RURE PRE | ORN | RURE URE |
RUEE Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut H
Model Speed Speed Speed g
NMUTTioEs (min™) | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min) .
ap | ae ap | ae ap | ae [ &,
3020 | 4800 | 230 |04 | 1 |3500| 100 |04 | 1 | 6400 | 550 |04 | 1 | ="
3040 2400 | 300 |08 | 2 1,800 130 1 08| 2 3,200 | 550 | 08| 2 %i
3060 1,600 | 300 12| 3 1,200 130 12| 3 | 2,100 | 550 12| 3 N
3080 1,200 | 300 16| 4 900 130 16| 4 1,600 | 550 16| 4 % —
3100 | 950 | 300 | 2 | 5 | 730 | 130 | 2 | 5 | 1,300 | 550 | 2 | 5 | A
3120 | 800 | 300 (24| 6 | 600 | 130 | 24| 6 | 1,100 | 550 | 24| 6 | i
Ovoxyg
K=
’1’1717
1| Square
I
m:
T|OvI2yo
3|2717
gD‘J?“?«yG
59‘7’1v
%ZQIT’

AII7

Square

ovJ7zy7
AII7

Long Neck Square

R—Ib

ovIzyg
A=

Long Neck Ball

EERY

Chamfering

a-F—
S9VY
Corner Lounge

23



FB

welald

S

COAT

R1.0 ~ R6.0
7 OWHHIHME Work Material
2717  |fl
sqare L [ ppmeg CARBON STEELS 845C+855C | ©
T a2 ALLOY STEELS SK + SCM ©
§ TUN—REH PREHARDENED STEELS NAK « HPM ©
- BEANGE HARDENED STEELS (~55HRC) (@)
@ (~60HRC)
2017 |B
Save | (~65HRC)
M
3 ek CAST IRON ©
Z:ZZ § TILZEE ALUMINUM ALLOYS
2 T3T74h GRAPHITE
% 2] COPPER ALLOYS
2:};“1 iﬁ FSAFWT PLASTICS
7 SIS (© : S8, Most Suitable + O : 8/ Suitable)
F-NN— |8
*yIh=Ib |5
Taper Neck Ball
Ovoxyg
R=Ib
Long Neck Ball
7 <
2oy |
Square pili| LC
I <
——— Fﬁ
Ov7zv7 | g
2717 |2
Long Neck Square §
-
ovgxvg |8 2
SYTA 7( 777777777 L o
Long Neck Radius S
z R/
2017 |2
Square s
no
i
r= |2
Ball S
7 =
2017 |3 @BET6EE Total 6 Models
Square F
s - R IR 2R VvV IR
B37%¥7 |L Radius Length of Cut Overall Length Shank Diameter
LungNeck)Square ﬁE Model Number
g R (mm) LC (mm) L (mm) ¢d (mm)
A 3020-S 1 4 50 3
= 3040-S 2 8 60 4
R=Ib
- 3060-S 3 12 80 6
BRY 3080-S 4 14 90 8
amfering
N 3100-S 5 18 100 10
A
o e 3120-S 6 22 100 12
24

tIEIRMEER  Milling Conditions

Work CARBON STEELS / ALLOY STEELS PREHARDENED STEELS CAST IRON
Material
S45C - S55C / SK + SCM NAK « HPM FC - FCD
@ ~225HB / ~35HRC ~45HRC —
Hardness [
OEs RUEE| AR | DR RURE PRE | ORN | RURE URE |
RUEE Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut §
Model Speed Speed Speed 5
Al (min") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min) .
ap | ae ap | ae ap | ae [ &,
3020-S |12,700| 600 | 0.4 | 1 | 6400 | 180 | 0.4 | 1 |19,100 1,600 | 0.4 | 1 | =
3040-S | 6,400 | 800 | 08| 2 | 3200| 230 |08 2 |9600 1,600 08| 2 %jf;”
3060-S | 4,300 | 800 |12 | 3 | 2,100 | 230 |12 | 3 | 6,400 1,600 | 1.2 | 3 :
3080-S | 3,200 | 800 |16 | 4 | 1600 | 230 |16 | 4 | 4800 1,600 16| 4 %,ﬁ_,b
3100-S | 2,600 | 800 | 2 | 5 | 1,300 | 230 | 2 | 5 | 3800 1,600 2 | 5 | F_
3120-S | 2,100 | 800 | 2.4 | 6 | 1,100 230 |24 | 6 3200 1,600 |24 | 6 | &Z7i
Ovoxyg
w=Ib
}Z’ 2IIF
1| Square
T
m:
E LongNeck}Square
E oy xyg
SY7R
% 2II7
R
%ap 2
2| 277
?J: Square
7
ae | Long Neck Square
1. WRBLUEANE  BREOBRECER T, £l
Use a highly rigid and accurate machine as possible. =
2. COHIRERISTEIREOERZRIBDTT. i
KEDIITIFIIAAR - B8 - ERAEBECKVERREZREUERL TSV, Long ek Bl
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling ,
shape, porpose, machine capability and the operation environment. Egz,f)e,ing
3. EREMOOEHNEIRBRVESICE. OEHEEDISR)REZR—DEETTFTERULTTEL, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the SovY
same proportion. Comertounge
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For High Hardness

HHE

AIIF

Square

R—=Ib

Ball

RAII7

Square

SYTPR
Radius

R—Ib

Ball

F—/\—
ESh el

Taper Neck Ball

Ov7xvg

w—=Jb

Long Neck Ball

AIILF

Square

ov7zy7

AII7
Long Neck Square

ovJ7xy7

SITA
Long Neck Radius

RII7

Square

R—=Jb

Ball

RII7

Square

ov7zy7
AII7
Long Neck Square

R—Ib

Ball

Ov7xyg

K=

Long Neck Ball

[:00)

Chamfering

17—
SU9VY
Corner Lounge

For High Hardness / SHERI A For General / IHZ|

For Die / FHSKH)

For Aluminum / BHE IS

For Graphite/ BHE 7ANUIN

For Plastics / lIHE G HNUINY,

AIIFPIVRZIV square Endmill

HFS

WET [ B 5

$6.0 ~$20.0
@ HEIME  Work Material
=il CARBON STEELS S45C « S55C ©
S&m ALLOY STEELS SK + SCM ©
ZFUN—R4$l | PREHARDENED STEELS NAK + HPM ©
BEANSE HARDENED STEELS (~55HRC) ©
(~60HRC) O
(~65HRC)
ik CAST IRON ©
ZIL=EE ALUMINUM ALLOYS
IZT74k GRAPHITE
Ei]| COPPER ALLOYS
FPSRAFVI PLASTICS

s EEIA R (O : 538 Most Suitable + O : &, Suitable)

L
- LC >
n‘ I ©
S hSS
OS5t 6 BIE  Total 6 Models
AU SR A& 2R vV IRE
Outside Diameter Length of Cut Overall Length Shank Diameter
Model Number
®D (mm) LC (mm) L (mm) ¢d (mm)
4060-P 6 15 60 6
4080-P 8 21 75 8
4100-P 10 25 80 10
HFS

4120-P 12 30 100 12
4160-P 16 36 110 16
4200-P 20 43 125 20

26

PIEIESE

Work CARBON STEELS / ALLOY STEELS PREHARDENED STEELS HARDENED STEELS
Material
S45C - S55C / SK - SCM NAK + HPM
@ ~225HB / ~35HRC ~45HRC ~55HRC
Hardness
OlEE# | XUEE| YhAZ | O ZUERE| HAE | OEH XVEE| thAs
RUEE Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut
Model Speed Speed Speed
A (min") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min)
ap D ap D ap D
4060-P | 4,300 | 650 9 | 0.6 | 3,200 | 300 9 |06 1500 120 9 |02
4080-P | 3,200 | 650 12 | 0.8 | 2,400 | 300 12 | 0.8 | 1,100 | 110 12 | 0.3
4100-P | 2,600 | 580 15 1 2,000 | 300 15 1 900 100 15 |1 0.3
4120-P | 2,200 | 500 18 | 1.2 | 1,600 | 300 18 | 1.2 | 750 100 18 | 0.4
4160-P | 1,600 | 400 24 | 1.6 | 1,200 | 240 24 | 1.6 | 600 100 24 | 0.5
4200-P | 1,300 | 320 | 30 | 2 950 200 | 30 | 2 450 100 | 30 | 0.5

% -
JAE

1. RIS - SEEOHERZ CERTIV,

Use a highly rigid and accurate machine as possible.

2. ZOYIHIEERIFUIHIFEDELRZRIHDTY,
KERONMITIINIMR - B8 - ERAERSFICKIERFGZHABUERLTTIEL,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment.

3. ERAKBOOGRHNEIBRVSSICE. OHEMEEDISXVREZR—DLERTTFFTERULTTEL,

When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the

same proportion.

For High Hardness / SHERI A For General / IHE|

For Die / FHSKH

For Aluminum / AHS 1SN

For Graphite/ BHE 7ANUIN,

For Plastics / FHZ\3 < HWNUIN,
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For High Hardness

HHE
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For High Hardness / SHE IR For General / IHZR|

For Die / FHSKH)

For Aluminum / BHE IS

For Graphite/ BHE 7ANUIN

For Plastics / lIHE G HNUINY,

AIIFPIVRZIV square Endmill

HFS

WEP [ EH 2

$6.0 ~$20.0
@ HEIME  Work Material
=il CARBON STEELS S45C « S55C ©
S&m ALLOY STEELS SK + SCM ©
ZFUN—R4$l | PREHARDENED STEELS NAK + HPM ©
BEANSE HARDENED STEELS (~55HRC) ©
(~60HRC) ©
(~65HRC) @]
ik CAST IRON ©
ZIL=EE ALUMINUM ALLOYS
IZT74k GRAPHITE
Ei]| COPPER ALLOYS
FPSRAFVI PLASTICS

s EEIA R (O : 538 Most Suitable + O : &, Suitable)

L
- LC >
n‘ I ©
S hSS
OS5t 6 BIE  Total 6 Models
AU SR pSE =3 2R YV IR
Outside Diameter Length of Cut Overall Length Shank Diameter
Model Number
®D (mm) LC (mm) L (mm) ¢d (mm)
4060-H 6 15 60 6
4080-H 8 21 75 8
4100-H 10 25 80 10
HFS

4120-H 12 30 100 12
4160-H 16 36 110 16
4200-H 20 43 125 20
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PIEIESE

Work CARBON STEELS / ALLOY STEELS PREHARDENED STEELS HARDENED STEELS
Material
S45C - S55C / SK - SCM NAK + HPM
@ ~225HB / ~35HRC ~45HRC ~55HRC
Hardness
CiRE XUEE| tHAE | OEH XUERE| AR | OE#H | ZUEE| hAS
RUEE Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut
Model Speed Speed Speed
Number | (min") | (mm/min) (min) (min") | (mm/min) (min) (min™") | (mm/nin) (min)
ap D ap D ap D
4060-H | 4,300 | 650 9 | 0.6 | 3,200 | 300 9 |06 1500 120 9 |02
4080-H | 3,200 | 650 12 | 0.8 | 2,400 | 300 12 | 0.8 | 1,100 | 110 12 | 0.3
4100-H | 2,600 | 580 15 1 | 2,000 | 300 15 1 900 100 15 | 0.3
4120-H | 2,200 | 500 18 | 1.2 | 1,600 | 300 18 | 1.2 | 750 100 18 | 0.4
4160-H | 1,600 | 400 | 24 | 1.6 | 1,200 | 240 | 24 | 1.6 | 600 100 | 24 | 0.5
4200-H | 1,300 | 320 | 30 | 2 950 200 | 30 | 2 450 100 | 30 | 0.5

% -
JAE

1. RIS - SEEO#ERZ CERTIV.

Use a highly rigid and accurate machine as possible.

2. ZOUHIEERIFUIHIFREDELRZRIHDTY,
KERONMITIFNIMR - BY - EAERSFICKIIERFRGZHABUERLTTIEL,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment.

3. FERAKBOOGRHNEIBRVESICE. OEHEEDISXVREZR—DLERTTFFTERULTTEL,

When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the

same proportion.

For High Hardness / SHE I REH For General / IHE|

For Die / FHSKH

For Aluminum / AHS 1SN

For Graphite/ BHE 7ANUIN,

For Plastics / FHZ\3 < HWNUIN,
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For High Hardness

HHE
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For High Hardness / SHE IR For General / IHZR|

For Die / FHSKH)

For Aluminum / BHE IS

For Graphite/ BHE 7ANUIN

For Plastics / lIHE G HNUINY,

AIIFPIVRZIV square Endmill

HFS

WEIRFIN [ EH 5

$6.0 ~$20.0
@ HEIME  Work Material
R CARBON STEELS S45C - S55C
=] ALLOY STEELS SK+ SCM
FUN—R4$l | PREHARDENED STEELS NAK + HPM ©
1BEANSE HARDENED STEELS (~55HRC) ©
(~60HRC) ©
(~65HRC) @]
ik CAST IRON ©
ZIL=EE ALUMINUM ALLOYS
IZT74k GRAPHITE
Ei]| COPPER ALLOYS
FPSRAFVI PLASTICS

s EEIA R (O : 538 Most Suitable + O : &, Suitable)

L
< Lc >
n‘ I ©
S hSS
OS5t 6 BIE  Total 6 Models
AU SR pSE =3 2R YV IR
Outside Diameter Length of Cut Overall Length Shank Diameter
Model Number
®D (mm) LC (mm) L (mm) ¢d (mm)
6060-P 6 18 60 6
6080-P 8 24 75 8
6100-P 10 30 100 10
HFS

6120-P 12 35 100 12
6160-P 16 45 110 16
6200-P 20 50 125 20
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PIEIESE

Work CARBON STEELS / ALLOY STEELS PREHARDENED STEELS HARDENED STEELS
Material
S45C - S55C / SK - SCM NAK + HPM
@ ~225HB / ~35HRC ~45HRC ~55HRC
Hardness
OlEE# | XUEE| YhAZ | O ZUERE| HAE | OEH XVEE| thAs
RUEE Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut
Model Speed Speed Speed
A (min") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min)
ap D ap D ap D
6060-P | 6,000 | 2,100 | 9 | 0.6 | 5,300 | 1,800 | 9 | 0.1 | 1,600 | 350 9 [0.06
6080-P | 4,500 | 2,100 | 12 | 0.8 | 4,000 | 1,800 | 12 |0.15| 1,200 | 400 12 10.08
6100-P | 3,600 | 2,100 | 15 1 3,200 | 1,800 | 15 | 0.2 | 1,000 | 400 15 | 0.1
6120-P | 3,000 | 2,100 | 18 1 2,700 | 1,800 | 18 |0.25| 900 450 18 |0.12
6160-P | 2,300 | 1,900 | 24 1 2,000 | 1,700 | 24 | 0.3 | 750 450 24 |0.16
6200-P | 1,800 | 1,700 | 30 1 1,600 | 1,500 | 30 | 0.4 | 650 450 | 30 | 0.2

% -
JAE

1. RIS - SEEO#ERZ CERTIV.

Use a highly rigid and accurate machine as possible.

2. ZOUHIEERIFUIHIFREDELRZRIHDTY,
KERONMITIFNIMR - BY - EAERSFICKIIERFRGZHABUERLTTIEL,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment.

3. FERAKBOOGRHNEIBRVESICE. OEHEEDISXVREZR—DLERTTFFTERULTTEL,

When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the

same proportion.

For High Hardness / SHE I REH For General / IHE|

For Die / FHSKH

For Aluminum / AHS 1SN

For Graphite/ BHE 7ANUIN,

For Plastics / FHZ\3 < HWNUIN,
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For High Hardness

HHE
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Corner Lounge

For High Hardness / SHE IR For General / IHZR|

For Die / FHSKH)

For Aluminum / BHE IS

For Graphite/ BHE 7ANUIN

For Plastics / lIHE G HNUINY,

AIIFPIVRZIV square Endmill

HFS

b ed Y

$6.0 ~$20.0
@ HEIME  Work Material
R CARBON STEELS S45C - S55C
=] ALLOY STEELS SK+ SCM
FUN—R4$l | PREHARDENED STEELS NAK + HPM ©
1BEANSE HARDENED STEELS (~55HRC) ©
(~60HRC) ©
(~65HRC) ©
ik CAST IRON ©
ZIL=EE ALUMINUM ALLOYS
IZT74k GRAPHITE
Ei]| COPPER ALLOYS
FPSRAFVI PLASTICS

s EEIA R (O : 538 Most Suitable + O : &, Suitable)

L
< Lc >
n‘ I ©
S hSS
OS5t 6 BIE  Total 6 Models
AU SR pSE =3 2R YV IR
Outside Diameter Length of Cut Overall Length Shank Diameter
Model Number
®D (mm) LC (mm) L (mm) ¢d (mm)
6060-H 6 18 60 6
6080-H 8 24 75 8
6100-H 10 30 100 10
HFS

6120-H 12 35 100 12
6160-H 16 45 110 16
6200-H 20 50 125 20
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PIEIESE

Work CARBON STEELS / ALLOY STEELS PREHARDENED STEELS HARDENED STEELS
Material
S45C - S55C / SK - SCM NAK + HPM
@ ~225HB / ~35HRC ~45HRC ~55HRC
Hardness
OlEE# | XUEE| YhAZ | O ZUERE| HAE | OEH XVEE| thAs
IR Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut
Model Speed Speed Speed
A (min") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min)
ap D ap D ap D
6060-H | 6,000 | 2,100 | 9 | 0.6 | 5,300 | 1,800 | 9 | 0.1 | 1,600 | 350 9 [0.06
6080-H | 4,500 | 2,100 | 12 | 0.8 | 4,000 | 1,800 | 12 |0.15| 1,200 | 400 12 10.08
6100-H | 3,600 | 2,100 | 15 1 3,200 | 1,800 | 15 | 0.2 | 1,000 | 400 15 | 0.1
6120-H | 3,000 | 2,100 | 18 1 2,700 | 1,800 | 18 |0.25| 900 450 18 |0.12
6160-H | 2,300 | 1,900 | 24 1 2,000 | 1,700 | 24 | 0.3 | 750 450 24 |0.16
6200-H | 1,800 | 1,700 | 30 1 1,600 | 1,500 | 30 | 0.4 | 650 450 | 30 | 0.2

% -
JAE

1. RIS - SEEO#ERZ CERTIV.

Use a highly rigid and accurate machine as possible.

2. ZOUHIEERIFUIHIFREDELRZRIHDTY,
KERONMITIFNIMR - BY - EAERSFICKIIERFRGZHABUERLTTIEL,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment.

3. FERAKBOOGRHNEIBRVESICE. OEHEEDISXVREZR—DLERTTFFTERULTTEL,

When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the

same proportion.

For High Hardness / SHE I REH For General / IHE|

For Die / FHSKH

For Aluminum / AHS 1SN

For Graphite/ BHE 7ANUIN,

For Plastics / FHZ\3 < HWNUIN,
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For High Hardness

HHE
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For High Hardness / SBHERI A For General / IHZR|

For Die / HHEEH)

For Aluminum / BHS 1SN

For Graphite/ BHE7ANIUN

For Plastics / lIHE G HNUINY,

SIYPAIVRZ)D Radius Endmill

HFR

L o O B e

$6.0 ~$20.0
@ HEIME  Work Material
=il CARBON STEELS S45C + S55C ©
S&m ALLOY STEELS SK + SCM ©
ZU/N\—R$l | PREHARDENED STEELS NAK - HPM ©
BEANSE HARDENED STEELS (~55HRC) ©
(~60HRC) O
(~65HRC)
ik CAST IRON ©
ZIL=EE ALUMINUM ALLOYS
IZT74k GRAPHITE
Ei]| COPPER ALLOYS
FPSAFVI PLASTICS

s EEIA R (O : 538 Most Suitable + O : &, Suitable)

L
< Lc >
n‘ T | k-]
AS] <
R /
O SEt 158  Total 15 Models
R Sz IR R IR
Outside Diameter / Radius Length of Cut Overall Length Shank Diameter
Model Number
@D /R (mm) LC (mm) L (mm) ¢d (mm)

4060-0.5-P 0.5
4060-1.0-P 6 1 15 60 6
4080-0.5-P 0.5
2080-1.0p| ° 1 21 & 8
4100-0.5-P 0.5
4100-1.0-P 10 1 25 80 10
4120-0.5-P 0.5

HFR 4120-1.0-P 12 1 30 100 12
4160-0.5-P 0.5
4160-1.0-P 16 1 36 110 16
4160-1.5-P 1.5
4200-0.5-P 0.5
4200-1.0-P 1
4200-1.5-P 20 1.5 _ == 2l
4200-2.0-P 2

34

Work CARBON STEELS / ALLOY STEELS PREHARDENED STEELS HARDENED STEELS
Material
S45C - S55C / SK + SCM NAK « HPM
@ ~225HB / ~35HRC ~45HRC ~55HRC —
Hardness [
OEs RUEE| AR | DR RURE URE | OER RURE URE |
IR Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut £l K-
Model Speed Speed Speed ;:: sl
A (min") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min)
ap D ap D ap D % 2917
4060-0.5-P B

4,300 | 650 9 | 0.6 3,200 300 9 |06 1,500 120 9 | 02| E_.
4060-1.0-P 25972
4080-0.5-P §

3,200 | 650 12 | 0.8 | 2,400 | 300 12 | 0.8 | 1,100 | 110 12 1 03| .
4080-1.0-P Bl
4100-0.5-P Al

2,600 | 580 15 1 | 2,000 | 300 15 1 900 100 15 | 0.3 | &7
4100-1.0-P ki
4120-0.5-P (gvrzws

2,200 | 500 18 | 1.2 | 1,600 | 300 18 | 1.2 | 750 100 18 | 0.4 A=
4120-1.0-P LongNeck Bal
4160-0.5-P 7

v -
4160-1.0-P | 1,600 | 400 24 | 1.6 | 1,200 | 240 24 | 1.6 | 600 100 24 | 0.5 ;E i
4160-1.5-P A avrar

2|2o17
4200-0.5-P 5o
4200-1.0-P 51555577

1,300 | 320 | 30 | 2 950 200 | 30 | 2 450 100 30 | 0.5 Long ek Radi
4200-1.5-P
4200-2.0-P % I

Zz
ap Z|rox7
F | square
3
1. HRBEIERNE - EEE OB SRR T, £l
Use a highly rigid and accurate machine as possible. =
2. COVHIRHRSTHIRHEOERZRI DD TY, i
KEDIITIFIIAAR - B8 - ERAEBECKVERREZREUERL TSV, Long eck al
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling ,
shape, porpose, machine capability and the operation environment. Efzﬁimg
3. [FEREMOLEHNEIRVESICE. BEHEEDISEVREZR—DHEERTTIFTHERULTTEL, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the VY
same proportion. Comer Lounge
35




For High Hardness

HHE
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For High Hardness / SBHERI A For General / IHZR|

For Die / HHEEH)

For Aluminum / BHS 1SN

For Graphite/ BHE7ANIUN

For Plastics / lIHE G HNUINY,

SIYPAIVRZ)D Radius Endmill

HFR

L o (i

$6.0 ~$20.0
@ HEIME  Work Material
=il CARBON STEELS S45C + S55C ©
S&m ALLOY STEELS SK + SCM ©
ZU/N\—R$l | PREHARDENED STEELS NAK - HPM ©
BEANSE HARDENED STEELS (~55HRC) ©
(~60HRC) ©
(~65HRC) @]
ik CAST IRON ©
ZIL=EE ALUMINUM ALLOYS
IZT74k GRAPHITE
Ei]| COPPER ALLOYS
FPSAFVI PLASTICS

s EEIA R (O : 538 Most Suitable + O : &, Suitable)

< L >
- LC >
af I I | ©
G‘ AS]
R /
O SEt 158  Total 15 Models
. SHiE o 2R SO
Outside Diameter / Radius Length of Cut Overall Length Shank Diameter
Model Number
@D /R (mm) LC (mm) L (mm) ¢d (mm)

4060-0.5-H 0.5
4060-1.0-H 6 1 15 60 6
4080-0.5-H 0.5
2080-1.0H| ° 1 21 & 8
4100-0.5-H 0.5
4100-1.0-H 10 1 25 80 10
4120-0.5-H 0.5

HFR 4120-1.0-H 12 1 30 100 12
4160-0.5-H 0.5
4160-1.0-H 16 1 36 110 16
4160-1.5-H 1.5
4200-0.5-H 0.5
4200-1.0-H 1
4200-1.5-H 20 1.5 _ == 2l
4200-2.0-H 2
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Work CARBON STEELS / ALLOY STEELS PREHARDENED STEELS HARDENED STEELS
Material
S45C - S55C / SK + SCM NAK « HPM
@ ~225HB / ~35HRC ~45HRC ~55HRC —
Hardness [
OEs RUEE| AR | DR RURE URE | OER RURE URE |
IR Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut § R—IL
Model Speed Speed Speed 5%
A (min") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min)
ap D ap D ap D % 2917
4060-0.5-H B
4,300 | 650 9 | 0.6 3,200 300 9 |06 1,500 120 9 | 02| E_.
4060-1.0-H 25972
4080-0.5-H §
3,200 | 650 12 | 0.8 | 2,400 | 300 12 | 0.8 | 1,100 | 110 12 1 03| .
4080-1.0-H 2 k-
4100-0.5-H Al
2,600 | 580 15 1 | 2,000 | 300 15 1 900 100 15 | 0.3 | &7
4100-1.0-H N Tf;jj@;;b
4120-0.5-H (gvrzws
2,200 | 500 18 | 1.2 | 1,600 | 300 18 | 1.2 | 750 100 18 | 0.4 A=
4120-1.0-H LongNeck Bal
4160-0.5-H 7
v -
4160-1.0-H| 1,600 | 400 24 | 1.6 | 1,200 | 240 24 | 1.6 | 600 100 24 | 0.5 ;E i
4160-1.5-H nggggi;w
4200-0.5-H E%
4200-1.0-H 51555577
1,300 | 320 | 30 | 2 950 200 | 30 | 2 450 100 30 | 0.5 Long ek Radi
4200-1.5-H
4200-2.0-H % I
E j ap % AIL7
?j Square
7
1. HRBEIERNE - EEE OB SRR T, £l
Use a highly rigid and accurate machine as possible. =
2. COVHIRHRSTHIRHEOERZRI DD TY, i
KEDIITIFIIAAR - B8 - ERAEBECKVERREZREUERL TSV, Long eck al
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling ,
shape, porpose, machine capability and the operation environment. Efzﬁimg
3. [FEREMOLEHNEIRVESICE. BEHEEDISEVREZR—DHEERTTIFTHERULTTEL, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the VY
same proportion. Comer Lounge
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For High Hardness

HHE
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R=Ib
Long Neck Ball

AIILF

Square

ov7zy7

AII7
Long Neck Square

ovJ7xy7

SITA
Long Neck Radius

AILF

Square
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[i:1):0 0}

Chamfering

3—F—
S90Y
Corner Lounge

For High Hardness / SBHERI A For General / IHZR|

For Die / HHEEH)

For Aluminum / BHS 1SN

For Graphite/ BHE7ANIUN

For Plastics / lIHE G HNUINY,

SIYPAIVRZ)D Radius Endmill

HFR

L i o e

$6.0 ~$20.0
@ HEIME  Work Material
R CARBON STEELS S45C - S55C
=] ALLOY STEELS SK+ SCM
ZUN\—R$ | PREHARDENED STEELS NAK - HPM ©
1BEANSE HARDENED STEELS (~55HRC) ©
(~60HRC) ©
(~65HRC) @]
ik CAST IRON ©
ZIL=EE ALUMINUM ALLOYS
IZT74k GRAPHITE
Ei]| COPPER ALLOYS
FPSRAFVI PLASTICS

s EEIA R (O : 538 Most Suitable + O : &, Suitable)

- L >
- LC >
af I I | ©
G‘ AS]
R /
O SEt 158  Total 15 Models
. SHiE o 2R SO
Outside Diameter / Radius Length of Cut Overall Length Shank Diameter
Model Number
@D /R (mm) LC (mm) L (mm) ¢d (mm)

6060-0.5-P 0.5
6060-1.0-P 6 1 18 60 6
6080-0.5-P 0.5
6080-1.0P| ° 1 24 & 8
6100-0.5-P 0.5
6100-1.0-P 10 1 30 100 10
6120-0.5-P 0.5

HFR 6120-1.0-P 12 1 35 100 12
6160-0.5-P 0.5
6160-1.0-P 16 1 45 110 16
6160-1.5-P 1.5
6200-0.5-P 0.5
6200-1.0-P 1
6200-1.5-P 20 1.5 2 == 2l
6200-2.0-P 2
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Work CARBON STEELS / ALLOY STEELS PREHARDENED STEELS HARDENED STEELS
Material
S45C - S55C / SK + SCM NAK « HPM
@ ~225HB / ~35HRC ~45HRC ~55HRC —
Hardness [
OEs RUEE| AR | DR RURE URE | OER RURE URE |
IR Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut £l K-
Model Speed Speed Speed ;:: sl
A (min") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min)
ap D ap D ap D % 2917
6060-0.5-P o

6,000 | 2,100 | 9 | 0.6 | 5,300 | 1,800 | 9 | 0.1 | 1,600 | 350 9 |0.06| £l_.
6060-1.0-P e
6080-0.5-P §

4,500 | 2,100 | 12 | 0.8 | 4,000 | 1,800 | 12 |0.15| 1,200 | 400 12 10.08| _
6080-1.0-P lw—n
6100-0.5-P Al

3,600 | 2,100 | 15 1 |3,200 | 1,800 | 15 | 0.2 | 1,000 | 400 15 | 0.1 2l r—ps—
6100-1.0-P ki
6120-0.5-P (gvrzws

3,000 | 2,100 | 18 1 12,700 | 1,800 | 18 |0.25| 900 450 18 |0.12 =1
6120-1.0-P
6160-0.5-P .

v -
6160-1.0-P | 2,300 | 1,900 | 24 1 12000 | 1,700 | 24 | 0.3 | 750 450 | 24 |0.16 ;E i
6160-1.5-P A avrar

2|2o17
6200-0.5-P e
6200-1.0-P 51555577

1,800 | 1,700 | 30 1 1,600 | 1,500 | 30 | 0.4 | 650 450 | 30 | 0.2 Long ek Radi
6200-1.5-P
6200-2.0-P -

7
ap Z|zoz7
F | Square
7
1. HRBEIERNE - EEE OB SRR T, £l
Use a highly rigid and accurate machine as possible. =
2. COVHIRHRSTHIRHEOERZRI DD TY, i
KEDIITIFIIAAR - B8 - ERAEBECKVERREZREUERL TSV, Long eck al
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling ,
shape, porpose, machine capability and the operation environment. Efz,img
3. EREMOOEHNEIRBRVESICE. OEHEEDISR)REZR—DEETTFTERULTTEL, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the VY
same proportion. Comertounge
39




For High Hardness
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[i:1):0 0}

Chamfering

3—F—
S90Y
Corner Lounge

For High Hardness / SBHERI A For General / IHZR|

For Die / HHEEH)

For Aluminum / BHS 1SN

For Graphite/ BHE7ANIUN

For Plastics / lIHE G HNUINY,

SIYPAIVRZ)D Radius Endmill

HFR

L e (i

$6.0 ~$20.0
@ HEIME  Work Material
R CARBON STEELS S45C - S55C
=] ALLOY STEELS SK+ SCM
ZUN\—R$ | PREHARDENED STEELS NAK - HPM ©
1BEANSE HARDENED STEELS (~55HRC) ©
(~60HRC) ©
(~65HRC) ©
ik CAST IRON ©
ZIL=EE ALUMINUM ALLOYS
IZT74k GRAPHITE
Ei]| COPPER ALLOYS
FPSRAFVI PLASTICS

s EEIA R (O : 538 Most Suitable + O : &, Suitable)

- L >
- LC >
af I I | ©
G‘ AS]
R /
O SEt 158  Total 15 Models
. SHiE o 2R SO
Outside Diameter / Radius Length of Cut Overall Length Shank Diameter
Model Number
@D /R (mm) LC (mm) L (mm) ¢d (mm)

6060-0.5-H 0.5
6060-1.0-H 6 1 18 60 6
6080-0.5-H 0.5
6080-1.0-H| ° 1 24 & 8
6100-0.5-H 0.5
6100-1.0-H 10 1 30 100 10
6120-0.5-H 0.5

HFR 6120-1.0-H 12 1 35 100 12
6160-0.5-H 0.5
6160-1.0-H 16 1 45 110 16
6160-1.5-H 1.5
6200-0.5-H 0.5
6200-1.0-H 1
6200-1.5-H 20 1.5 2 == 2l
6200-2.0-H 2
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Work CARBON STEELS / ALLOY STEELS PREHARDENED STEELS HARDENED STEELS
Material
S45C - S55C / SK + SCM NAK « HPM
@ ~225HB / ~35HRC ~45HRC ~55HRC —
Hardness [
OEs RUEE| AR | DR RURE URE | OER RURE URE |
IR Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut § R—IL
Model Speed Speed Speed 5%
A (min") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min)
ap D ap D ap D % 2917
6060-0.5-H o

6,000 | 2,100 | 9 | 0.6 | 5,300 | 1,800 | 9 | 0.1 | 1,600 | 350 9 |0.06| £l_.
6060-1.0-H e
6080-0.5-H §

4,500 | 2,100 | 12 | 0.8 | 4,000 | 1,800 | 12 |0.15| 1,200 | 400 12 10.08| _
6080-1.0-H lw—n
6100-0.5-H Al

3,600 | 2,100 | 15 1 |3,200 | 1,800 | 15 | 0.2 | 1,000 | 400 15 | 0.1 2l r—ps—
6100-1.0-H B| kvl
6120-0.5-H (gvrzws

3,000 | 2,100 | 18 1 12,700 | 1,800 | 18 |0.25| 900 450 18 |0.12 =1
6120-1.0-H
6160-0.5-H .

v -
6160-1.0-H| 2,300 | 1,900 | 24 1 12000 | 1,700 | 24 | 0.3 | 750 450 | 24 |0.16 ;E i
6160-1.5-H A avrar

2|2o17
6200_0.5_H é Long Neck Square
6200-1.0-H 51555577

1,800 | 1,700 | 30 1 1,600 | 1,500 | 30 | 0.4 | 650 450 | 30 | 0.2 Long ek Radi
6200-1.5-H
6200-2.0-H -

7
ap Z|zoz7
F | Square
7
1. HRBEIERNE - EEE OB SRR T, £l
Use a highly rigid and accurate machine as possible. =
2. COVHIRHRSTHIRHEOERZRI DD TY, i
KEDIITIFIIAAR - B8 - ERAEBECKVERREZREUERL TSV, Long eck al
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling ,
shape, porpose, machine capability and the operation environment. Efz,img
3. EREMOOEHNEIRBRVESICE. OEHEEDISR)REZR—DEETTFTERULTTEL, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the VY
same proportion. Comertounge
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[:00)

Chamfering

17—
SU9VY
Corner Lounge

For General / BHER|

For High Hardness / BHER W

For Aluminum / BHE IS

For Graphite/ BHE 7ANUIN

For Plastics / lIHE G HNUINY,

SXB

Wel @] O 5

R0.5 ~ R10.0
@ #HEIME  Work Material
=il CARBON STEELS S45C + S55C ©
S&m ALLOY STEELS SK + SCM ©
ZFUN—R4$l | PREHARDENED STEELS NAK + HPM ©
BEANSE HARDENED STEELS (~55HRC) ©
(~60HRC) ©
(~65HRC) @]
ik CAST IRON ©
ZIL=EE ALUMINUM ALLOYS
IZT74k GRAPHITE
Ei]| COPPER ALLOYS
FPSRAFVI PLASTICS

s EEIA R (O : 538 Most Suitable + O : &, Suitable)

,( ,,,,,,,,, I g
n/”
&S5t 11 8FE  Total 11 Models
AUz R IR 2R ’JV‘/?E:‘
Modsl Number Radius Length of Cut Overall Length Shank Diameter
R (mm) LC (mm) L (mm) ¢d (mm)

2010 0.5 1 70 6
2015 0.75 1.5 70 6
2020 1 2 70 6
2030 1.5 3 90 6
2040 2 4 90 6

SXB 2060 3 9 90 6
2080 4 12 90 8
2100 5 15 100 10
2120 6 18 110 12
2160 8 24 160 16
2200 10 30 160 20
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tIEIREER  Milling Conditions

Work CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS HARDENED STEELS HARDENED STEELS
Material
S45C - S55C / SK - SCM NAK « HPM
e ~225HB / ~35HRC ~45HRC ~55HRC ~62HRC _
Hardness [
CEREY | ZUEE | tHAZ D& | #2IEE| tHAR DI | ZVEE| thAs DO&EH | 2UEE| thAS ﬁ:ﬁ
RIS Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut grﬁ—)b
Model Speed Speed Speed Speed 5%
Number | (min") ((mm/min) ~ (min) | (min") |(m/min)|  (min) | (i) [(mo/min)| (i) | (min?) ((mm/min)  (min) -
ap | ae ap | ae ap | ae ap | ae %1717
2010  [50,000| 3,000 | 0.1 | 03 50,000 4500 | 0.1 | 0.3 40000 | 2200 |0.08|0.15| 40000 | 1510 |0.05| 0.1 |
2015 40,000 | 3,000 |0.15|0.45| 40,000 | 4,500 | 0.15|0.45 {40,000 | 3,000 | 0.120.23| 30,000 | 1,600 |0.075|0.15 %“i’,?j“
2020 30,000 | 3,000 | 0.2 | 0.6 | 35,000 | 5,000 | 0.2 | 0.6 | 40,000 | 3,300 | 0.16 | 0.3 | 24,000 | 1,350 | 0.1 | 0.2 )
2030 25000 3,000 | 0.3 | 0.9 |30,000| 5000 | 0.3 | 0.9 |26,000| 2300 |0.24 045 16,000 950 |0.15| 0.3 ;ﬂ-
2040 20,000| 3,200 | 0.4 | 1.2 |23,000| 7,500 | 0.4 | 1.2 {19,890 | 1,900 |0.32| 0.6 | 11,940 770 | 0.2 | 0.4 %
2060 [15000| 3300 | 06 | 18 /15000 6200 | 06 | 18| 13260| 1550 |048| 09 | 7.960 | 620 | 03|06 | & 77w
2080 12,000 | 3,400 | 0.8 | 2.4 | 12,000 | 6,000 | 0.8 | 2.4 | 9,950 | 1,600 [0.64| 1.2 | 5970 | 640 | 04 | 0.8 E—
R=Ib
2100 9,500 | 2,800 | 1 | 3 {9,000 |550 | 1 | 3 |7960 | 1550 08|15 4770 | 620 |05 | 1 Long Neck Bal
2120 8,000 | 2,800 | 1.2 | 3.6 | 7,500 | 4,500 | 1.2 | 3.6 | 6,630 | 1,380 |0.96 1.8 | 3,980 | 560 |06 |12 |
v -
2160 5,000 | 2,500 | 1.6 | 4.8 | 5,600 | 3,500 | 1.6 | 4.8 | 4970 | 1,270 |1.28| 24 | 2,980 | 510 | 0.8 | 1.6 ;E?qglj
2200 4300 12000 | 2 | 6 | 4600|3200 | 2 | 6 3980|1020 16| 3 | 2390 | 410 | 1 | 2 F;ﬁ%g‘zw
3| 2017
§D77‘7~w7
SY7R
%;(717
7
%ap 330
F | Square
3
W oyozws
1. R - BREORHIEER TS, £
Use a highly rigid and accurate machine as possible. =
2. COYHIRERISTEIREOERZRIBDTT. i
EEDOHITIFNIAZAR - BfY - EREMECKIERFKMGZREBUERULTTSEL, Long Neck Bl
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling ,
shape, porpose, machine capability and the operation environment. Eiyn,iﬁng
3. [FEREMOOEHNEIRVESICE. BEHEEDICEVREZR—DEERTTIFTERULTTEL, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the S9VY
same proportion. Comertounge
43
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Chamfering

17—
SU9VY
Corner Lounge

For High Hardness / BHE Wi For General / HHZ:R |

For Die / MHZ KR

For Aluminum / BHE IS

For Graphite/ BHE 7ANUIN

For Plastics / FHZE\3 < HNUIN,

SXB

@ E
0. ] COAT

R3.0 ~ R10.0
@ #HEIME  Work Material
=il CARBON STEELS S45C « S55C ©
S&m ALLOY STEELS SK + SCM ©
ZFUN—R4$l | PREHARDENED STEELS NAK + HPM ©
BEANSE HARDENED STEELS (~55HRC) ©
(~60HRC) ©
(~65HRC) @]
ik CAST IRON ©
ZIL=EE ALUMINUM ALLOYS
IZT74k GRAPHITE
Ei]| COPPER ALLOYS
FPSRAFVI PLASTICS

s EEIA R (O : 538 Most Suitable + O : &, Suitable)

< L >
LC
< ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, o
ASS
R /
O 55t 6 BYFE  Total 6 Models
R R IR 2R DA DAL
Radius Length of Cut Overall Length Shank Diameter
Model Number

R (mm) LC (mm) L (mm) ¢d (mm)
3060 3 9 90 6
3080 4 12 90 8
3100 5 15 100 10

SXB

3120 6 18 110 12
3160 8 24 160 16
3200 10 30 160 20
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tIEIREER  Milling Conditions

Work CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS HARDENED STEELS HARDENED STEELS
Material
S45C - S55C / SK - SCM NAK « HPM
e ~225HB / ~35HRC ~45HRC ~55HRC ~62HRC _
Hardness [
CEREY | ZUEE | tHAZ D& | #2IEE| tHAR DI | ZVEE| thAs DO&EH | 2UEE| thAS ﬁ:ﬁ
RIS Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut §7ﬁ‘—)b
Model Speed Speed Speed Speed 5%
Number | (min") ((mm/min) ~ (min) | (min") |(m/min)|  (min) | (i) [(mo/min)| (i) | (min?) ((mm/min)  (min) -
ap | ae ap | ae ap | ae ap | ae %1917
3060 [12,000| 5940 | 0.6 | 18| 9,300 | 4000 | 0.6 | 1.8 | 8,000 | 2800 |048| 0.9 | 7,000 | 1800 | 03 |06 |
3080 9,000 | 6,120 | 0.8 | 24 | 7,000 | 4,200 | 0.8 | 2.4 | 6,000 | 2,900 [0.64 | 1.2 | 5200 | 1,950 | 0.4 | 0.8 %i,?j“
3100 7,000 | 5040 | 1 | 3 | 5500|3800 | 1 | 3 |5000 2900 0815 4300|2000 05| 1 :
3120 | 6,000 | 5040 [ 1.2 |36 | 4800 | 3800 | 1.2 | 36 | 4000 | 2800 1096 1.8 | 3500 | 1900 | 0.6 | 1.2 g-
3160 4,200 | 4500 | 1.6 | 4.8 | 3,500 | 3,500 | 1.6 | 4.8 | 3,000 | 2,700 {1.28 | 2.4 | 2,700 | 1,800 | 0.8 | 1.6 %
3200 | 3500|3800 | 2 | 6 | 2800 3300 | 2 | 6 | 2300 | 2400 | 16| 8 | 2100 | 1600 | 1 | 2 | FF7in
Ovoxyg
R=Ib
’z’:{aI?
1| Square
I
Fﬁ:
T|OvI2yo
2| 2717
gD‘JT*wQ
SY7R
%ZQI?
7
%ap 330
?j Square
%D‘Jﬂ%‘yﬂ
1. R - BREORHEER TS, £
Use a highly rigid and accurate machine as possible. =
2. COHIRERISTEIREOERZRIBDTT. i
RO TIFNIAZAR - BfY - EREMEICKIERKMGZREBUERULTTRSEL, Long Neck Bl
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling ,
shape, porpose, machine capability and the operation environment. Ef?n,irmg
3. [FEREMOLEHNEIRVESICE. BEHEEDISEVREZR—DHEERTTIFTHERULTTEL, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the S9VY
same proportion. Comer Lounge
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Chamfering

17—
SU9VY
Corner Lounge

For General / BHER|

For High Hardness / BHE Wi

For Aluminum / BHE IS

For Graphite/ BHE 7ANUIN

For Plastics / lIHE G HNUINY,

SX-LS

Wel @] O 5

R2.0 ~ R10.0
@ #HEIME  Work Material
=il CARBON STEELS S45C « S55C ©
S&m ALLOY STEELS SK + SCM ©
ZFUN—R4$l | PREHARDENED STEELS NAK + HPM ©
BEANSE HARDENED STEELS (~55HRC) ©
(~60HRC) ©
(~65HRC) @]
ik CAST IRON ©
ZIL=EE ALUMINUM ALLOYS
IZT74k GRAPHITE
Ei]| COPPER ALLOYS
FPSRAFVI PLASTICS

s EEIA R (O : 538 Most Suitable + O : &, Suitable)

tIEIREER  Milling Conditions

<: ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, o
S
R /
@ 55t 7 BB  Total 7 Models
AU R IR =R IR
Radius Length of Cut Overall Length Shank Diameter
Model Number
R (im) LC (mm) L (mm) ¢d (mm)
2040 2 4 120 4
2060 & 9 150 6
2080 4 12 150 8
SX-LS 2100 5 15 150 10
2120 6 18 160 12
2160 8 24 200 16
2200 10 30 220 20
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Work CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS HARDENED STEELS HARDENED STEELS
Material
S45C - S55C / SK - SCM NAK « HPM
e ~225HB / ~35HRC ~45HRC ~55HRC ~62HRC _
Hardness [
CEREY | ZUEE | tHAZ D& | #2IEE| tHAR DI | ZVEE| thAs DO&EH | 2UEE| thAS ﬁ:ﬁ
RIS Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut §7ﬁ—)b
Model Speed Speed Speed Speed 5%
Number | (min") ((mm/min) ~ (min) | (min") |(m/min)|  (min) | (i) [(mo/min)| (i) | (min?) ((mm/min)  (min) -
ap | ae ap | ae ap | ae ap | ae %1717
2040  [12,000] 2400 | 0.4 | 12| 10,000| 1400 | 0.4 | 1.2 | 8,000 | 1200 |0.32| 06 | 6,000 | 850 | 02 | 0.4 | 1"
2060 8,000 | 2,300 | 0.6 | 1.8 | 6,700 | 1,200 | 0.6 | 1.8 | 5,500 | 1,000 [0.48| 0.9 | 4,000 | 750 | 0.3 | 0.6 %i,?j“
2080 6,000 | 1,950 | 0.8 | 24 | 5,000 | 1,100 | 0.8 | 2.4 | 4,000 | 900 [0.64|1.2| 3,000 | 670 |04 | 0.8 :
2100 | 5000 | 1,800 | 1 | 3 | 4000 | 1,05 | 1 | 3 3200 | 850 |08 |15|2400 | 640 | 05| 1 g-
2120 4,000 | 1,650 | 1.2 | 3.6 | 3,400 | 1,000 | 1.2 | 3.6 | 2,700 | 800 {0.96| 1.8 | 2,000 | 620 | 0.6 | 1.2 %
2160 | 3000 | 1350 | 16| 48 | 2500 | 670 | 16| 48| 2000 | 700 [128) 24 | 1500 | 520 |08 | 16| & Z7in
2200 2,400 | 1,100 | 2 | 6 | 2000 | 700 | 2 | 6 | 1,600 | 550 | 16| 3 | 1200 | 420 | 1 | 2 E—
R=Ib
}z’ZQIT
1| Square
| —
T|OvI2yo
2| 2717
§D>7‘*w7
SY7R
%1717
7
W ayozvs
1. R - BREORHEER TS, £
Use a highly rigid and accurate machine as possible. =
2. COHIRERISTEIREOERZRIBDTT. i
RO TIFNIAZAR - BfY - EREMEICKIERKMGZREBUERULTTRSEL, Long Neck Bl
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling ,
shape, porpose, machine capability and the operation environment. Eiymimg
3. [FEREMOLEHNEIRVESICE. BEHEEDISEVREZR—DHEERTTIFTHERULTTEL, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the S9VY
same proportion. Comer Lounge
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For High Hardness / BHEiaH For General / IHZR |

For Die / BHE R

For Aluminum / BHS 1SN

For Graphite/ FHE7ANIUN

For Plastics / lIHE G HNUINY,

SX-TN-2

R0.5 ~ R5.0
@ #HEIME  Work Material
o | CARBON STEELS S45C + S55C ©
g ] ALLOY STEELS SK + SCM ©
FUN—R$l | PREHARDENED STEELS NAK + HPM ©
BEANSE HARDENED STEELS (~55HRC) ©
(~60HRC) ©
(~65HRC) @]
ik CAST IRON ©
ZIL=E: ALUMINUM ALLOYS
IZT74k GRAPHITE
2] COPPER ALLOYS
FPSRAFVI PLASTICS

s EEIA R (O : 538 Most Suitable + O : &, Suitable)

Wel QO 5

@ 55t 150 84 Total 150 Models

¢d
«——l

@ 55 150 B¥F  Total 150 Models

REANGL

Lead to the next page

R AR FAHIR | ER | R | BOE | 2R |8
RUTE Radius | Length of | Effective Neck Neck Taper Angle | Overall Shank
Model Number Cut Length | Diameter | Length on Side Length | Diameter
R(mm) | LC(mm) | EL(nm) |¢pD1 (mm) | LN (mm) 6 L(mm) | ¢d (mm)
1006-(1.5)-10 0.5 1 1.5 0.95 6 1° 70 6
1008-(1.5)-10 0.5 1 1.5 0.95 8 1° 70 6
1010-(1.5)-10 0.5 1 1.5 0.95 10 1° 70 6
1012-(1.5)-10 0.5 1 1.5 0.95 12 1° 70 6
1016-(1.5)-10 0.5 1 1.5 0.95 16 1° 70 6
1020-(1.5)-10f 0.5 1 1.5 0.95 20 1° 70 6
1025-(1.5)-10 0.5 1 1.5 0.95 25 1° 70 6
1030-(1.5)-10f 0.5 1 1.5 0.95 30 1° 70 6
SX-TN-2  |1035-(1.5)-10 0.5 1 1.5 0.95 35 1° 70 6
1006-(1.5)-15 0.5 1 1.5 0.95 6 1° 30" 70 6
1008-(1.5)-15 0.5 1 1.5 0.95 8 1° 30" 70 6
1010-(1.5)-15| 0.5 1 1.5 0.95 10 1°30° 70 6
1012-(1.5)-15 0.5 1 1.5 0.95 12 1°30° 70 6
1006-(1.5)-20f 0.5 1 1.5 0.95 6 2’ 70 6
1008-(1.5)-20f 0.5 1 1.5 0.95 8 2’ 70 6
1010-(1.5)-20f 0.5 1 1.5 0.95 10 2° 70 6
1012-(15)-20 0.5 1 15 | 095 12 2 70 6
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R IR | BME | BR BTE =68 | 2R VIR
B Radius | Length of | Effective Neck Neck | TaperAngle | Overall Shank &
Model Number Cut Length Diameter | Length on Side Length | Diameter %] iuzi?
R(mm) | LC(mm) | EL(mm) |pD1 (mm) | LN (mm) e L(mm) | ¢d (mm) ;c:é;m\_,b
15082.3}10| 075 | 15 | 23 | 1.3 8 1° 70 6 B
1510-(2.3)-10| 0.75 | 1.5 2.3 1.3 10 1 70 6 .
1512<2.3)-10| 0.75 | 1.5 2.3 1.3 12 1° 70 6 Z”P
1516-(2.3)-10| 0.75 | 1.5 2.3 1.3 16 1 70 6 \aﬁx
1520-(2.3)-10| 0.75 15 2.3 1.3 20 1 70 6 4
1508-(2.3)-15| 0.75 | 1.5 2.3 1.3 8 |1°30° | 70 6 .
1510-(2.3)-15| 0.75 1.5 2.3 1.3 10 | 1°30° | 70 6 %Iﬁir’“
1512-(2.3)-15| 0.75 | 1.5 2.3 1.3 12 | 1°30°| 70 6 57
1516-(2.3)-15| 0.75 | 1.5 2.3 1.3 16 | 1°30° | 70 6 -
1520-(2.3)-15| 0.75 | 1.5 2.3 1.3 20 | 1°30°| 70 6 Rl
1508-(2.3)-20| 0.75 | 1.5 2.3 1.3 8 2° 70 6
1510-(2.3)-20( 0.75 | 1.5 2.3 1.3 10 2 70 6 -
1512-(2.3)-20| 0.75 | 1.5 2.3 1.3 12 2 70 6 B sawre
1516-(2.3)-20| 0.75 | 1.5 2.3 1.3 16 2° 70 6 5%?
152023}20( 075 | 15 | 23 | 13 | 20 2 70 6 i
SX-TN-2  |2010-3)-10| 1 2 3 1.8 10 1° 70 6 5“327
2015-(3)-10| 1 2 3 1.8 15 1° 70 6 —
2020-(3)-10| 1 2 3 1.8 20 1° 70 6 E{ -
2020-(7)-10 1 2 7 1.8 20 1° 70 6 ;
2025-(3)-10| 1 2 3 1.8 25 1° 70 6 e
2025-(7)-10| 1 2 7 1.8 25 1° 70 6 :
2030-(3)-10| 1 2 3 1.8 30 1° 70 6 A -
2030-(7)-10 1 2 7 1.8 30 1° 70 6 B
2035-(3)-10| 1 2 3 1.8 35 1° 70 6 107307
2035(7)-10| 1 2 7 |18 8 | 1© | 70 | 6 | i
2040-(3)-10| 1 2 3 1.8 40 1° 70 6 Bl
2040-(7)-10| 1 2 7 1.8 40 1° 70 6 ?
2050-(3)-10| 1 2 3 1.8 50 1° 100 6
2050-(7)-10| 1 2 7 1.8 50 1° 100 6 mwy
2060-(3)-10| 1 2 3 1.8 60 1° 100 6 -
2060-(7)-10| 1 2 7 1.8 60 1° 100 6 e
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EE)

R IR | BMR | 81  BEFR  =HOE | 2R |YvIR
B Radius | Length of | Effective | Neck Neck | TaperAngle | Overall | Shank
Model Number Cut Length | Diameter | Length on Side Length | Diameter
R(mm) | LC(mm) | EL(mm) |¢D1 (mm) | LN (mm) 6 L(mm) | ¢d (mm)
3015-(5)-15| 1.5 3 5 2.7 15 1° 307 90 6
3020-(5)-15| 1.5 3 5 2.7 20 1° 30° 90 6
3025-(5)-15| 1.5 3 5 2.7 25 1° 307 90 6
3030-(5)-15| 1.5 3 5 2.7 30 1° 30° 90 6
3035-(5)-15| 1.5 3 5 2.7 35 1° 307 90 6
3040-(5)-15| 1.5 3 5 2.7 40 1°30° 90 6
3050-(5)-15| 1.5 3 5 2.7 50 1°30° 90 6
3015-(5)-20| 1.5 3 5 2.7 15 2° 90 6
3020-(5)-20| 1.5 3 5 2.7 20 2° 90 6
3025-(5)-20| 1.5 3) 5 2.7 25 2° 90 6
3030-(5)-20| 1.5 3 5 2.7 30 2° 90 6
3035-(5)-20| 1.5 3 5 2.7 35 2° 90 6
3040-(5)-20| 1.5 3 5 2.7 40 2° 90 6
SX-TN-2 |3052-(5)-20| 1.5 3 5 2.7 52.2 2° 90 6
3037-(6)-30| 1.5 3 6 2.7 37.4 3 90 6
4020-(6)-10| 2 4 6 3.6 20 1° 90 6
4025-(6)-10| 2 4 6 3.6 25 1° 90 6
4030-(6)-10| 2 4 6 3.6 30 1° 90 6
4030-(14)-10 2 4 14 3.6 30 1° 90 6
4035-(6)-10| 2 4 6 316 85 1° 90 6
4035-(14)-10 2 4 14 3.6 35 1° 90 6
4040-(6)-10| 2 4 6 3.6 40 1° 90 6
4040-(14)-10 2 4 14 3.6 40 1° 90 6
4050-(6)-10| 2 4 6 3.6 50 1° 90 6
4050-(14)-10 2 4 14 3.6 50 1° 90 6
4060-(6)-10| 2 4 6 3.6 60 1° 90 6
4060-(14)-10 2 4 14 3.6 60 1° 90 6

R IR Bk | BE BTR | B8O =R IWVIR
B Radius | Length of | Effective Neck Neck Taper Angle | Overall Shank
Model Number Cut Length | Diameter | Length on Side Length | Diameter
R(mm) | LC(mm) | EL(mm) |@D1 (mm) | LN (mm) 6 L(mm) | ¢d (mm)
2010-(3)-15| 1 2 3 1.8 10 | 1°80°| 70 6
2015-(3)-15 1 2 3 1.8 15 1°30° 70 6
2020-(3)-15 1 2 3 1.8 20 1° 307 70 6
2025-(3)-15 1 2 3 1.8 25 1° 307 70 6
2030-(3)-15 1 2 3 1.8 30 1° 307 70 6
2035-(3)-15| 1 2 3 1.8 35 | 1°30°| 70 6
2040-(3)-15 1 2 3 1.8 40 1°30° 70 6
2050-(3)-15 1 2 3 1.8 50 1°30° | 100 6
2060-(3)-15 1 2 3 1.8 60 1°30° | 100 6
2010-(3)-20( 1 2 3 1.8 10 2° 70 6
2015-(3)-20| 1 2 3 1.8 15 2° 70 6
2020-(3)-20( 1 2 3 1.8 20 2° 70 6
2025-(3)-20| 1 2 3 1.8 25 2° 70 6
2030-(3)-20( 1 2 3 1.8 30 2 70 6
2035-(3)-20 1 2 3 1.8 35 2 70 6
2040-(3)-20| 1 2 3 1.8 40 2° 70 6
2050-(3)-20 1 2 3 1.8 50 2 100 6
SX-TN-2 -
2063-(3)-20 1 2 3 1.8 63.1 2 100 6
2044-(4)-30( 1 2 4 1.8 44 3 100 6
3015-(5)-10| 1.5 3 5 2.7 15 1° 90 6
3020-(5)-10| 1.5 3 5 2.7 20 1° 90 6
3020(11)-10| 1.5 3 11 2.7 20 1° 90 6
3025-(5)-10| 1.5 3 5 2.7 25 1° 90 6
3025-(11)-10| 1.5 3 11 27 25 1° 920 6
3030-(5)-10| 1.5 3 5 2.7 30 1° 90 6
3030-(11)-10( 1.5 3 11 2.7 30 1° 90 6
3035-(5)-10] 1.5 3 5 2.7 35 1° 90 6
3035-(11)-10( 1.5 3 11 2.7 35 1° 90 6
3040-(5)-10] 1.5 3 5 2.7 40 1° 90 6
304011)-10| 1.5 3 11 2.7 40 1° 90 6
3050-(5)-10] 1.5 3 5 2.7 50 1° 90 6
3050-(11)-10( 1.5 3 11 2.7 50 1° 90 6
3060-(5)-10| 1.5 3 5 2.7 60 1° 90 6
3060-(11)-10| 1.5 3 11 2.7 60 1° 90 6
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For High Hardness / BHEiaH For General / HHZ:R |

For Die / BHE R

For Aluminum / BHS 1SN

For Graphite/ BHE7ANIUN

For Plastics / lIHE G HNUINY,

&5t 150 84F Total 150 Models

@ 55 150 B¥F  Total 150 Models

REANGL
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R IR | BMR | 81  BEFR  =HOE | 2R |YvIR
B Radius | Length of | Effective | Neck Neck | TaperAngle | Overall | Shank
Model Number Cut Length | Diameter | Length on Side Length | Diameter
R(mm) | LC(mm) | EL(nm) | @D1 (mm) | LN (mm) 6 L(mm) | ¢d (mm)
8069-(12)-10 4 12 12 - 69.2 1° 150 10
8101-(27)-10 4 12 27 7.4 101.4 1° 150 10
8050-(12)-15 4 12 12 - 50.1 | 1°30° | 150 10
8069-(20)-15 4 12 20 7.4 69.6 | 1°30° | 150 10
8031-(12)-30 4 12 12 - 31 3 100 10
10060-(15)-10) 5 15 15 = 60 1° 150 12
SX-TN-2
10072-(15-10) 5 15 15 - 72.2 1° 150 12
10080-(34)-10 5 15 34 9.4 80 1° 150 12
10108-(34)-10) 5 15 34 9.4 108.4 1° 150 12
10053-(15)-15 5 15 15 — 53.1 | 1°30° | 150 12
10074-(15)-15 5 15 25 9.4 746 | 1°30° | 150 12
10034-(15)-30| 5 15 15 - 34 &’ 110 12

R IR | Bk | 8 | ENR | 2OE | 2R |Yv/IR
BRI Radius | Lengthof | Effective | Neck Neck | TaperAngle | Overall | Shank
Model Number Cut Length | Diameter | Length on Side Length | Diameter
R(mm) | LC(mm) | EL(nm) |@D1(mm) | LN (mm) 6 L(mm) | ¢d (mm)
4070-(6)-10 2 4 6 3.6 70 1° 150 8
4070-(14)-10 2 4 14 3.6 70 1° 150 8
4080-(6)-10 2 4 6 3.6 80 1° 150 8
4080-(14)-10 2 4 14 3.6 80 1° 150 8
4090-(6)-10 2 4 6 3.6 90 1° 150 8
4090-(14)-10 2 4 14 3.6 90 1° 150 8
4100-(6)-10 2 4 6 3.6 100 1° 150 8
4100-(14)-10 2 4 14 3.6 100 1° 150 8
4110-(6)-10 2 4 6 3.6 110 1° 150 8
4110-(14)-10 2 4 14 3.6 110 1° 150 8
4020-(6)-15 2 4 6 3.6 20 1° 307 90 6
4025-(6)-15 2 4 6 3.6 25 1° 307 90 6
4030-(6)-15 2 4 6 3.6 30 1°30° 90 6
4035-(6)-15 2 4 6 3.6 35 1°30° 90 6
SX-TN-2  |4040-(6)-15 2 4 6 3.6 40 1° 30 90 6
4051-(6)-15 2 4 6 3.6 51.8 | 1°30° 90 6
4060-(6)-15 2 4 6 3.6 60 1°30" | 150 8
4070-(6)-15 2 4 6 3.6 70 1°30° | 150 8
4080-(6)-15 2 4 6 3.6 80 1°30" | 150 8
4020-(6)-20 2 4 6 3.6 20 2° 90 6
4025-(6)-20 2 4 6 3.6 25 2° 90 6
4030-(6)-20 2 4 6 3.6 30 2° 90 6
4035-(6)-20 2 4 6 3.6 35 2° 90 6
4028-(6)-30 2 4 6 3.6 28.8 & 90 6
6066-(9)-10 3 9 9 - 66.2 1° 150 8
6089-(21)-10 3 9 21 5.6 89.7 1° 150 8
6047-(9)-15 3 9 9 - 471 | 1°30° | 150 8
6060-(15)-15 3 9 21 5.6 60.8 | 1°30" | 150 8
6028-(9)-30 3 9 9 - 28 3 100 8

For High Hardness / BHEEriaH For General / FIH=R |
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EE)

tIHEISZHEZR  Milling Conditions

eI R/ S FTUN—RVER BEANEH IRANE
. Work | CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS |  HARDENED STEELS HARDENED STEELS
o %‘ Material | g45¢ - 555C / SK - SCM NAK + HPM
R—IU g HaﬁEEss ~225HB / ~35HRC ~45HRC ~55HRC ~62HRC
: OEE | &VEE | VHAE DR | ZUEE | tHAE |OIRH|ZUEE | tHAE DI 2UEE | thAR
- RUZR Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut
2017 |B Model Speed Speed Speed Speed
o %] Number 1 (yin") \(mm/min)| ~ (min) | (min") ((mm/min)|  (min) | (uin") |(om/min)|  (min) | (min") (mm/min)]  (min)
SYPz |B ap | ae ap | ae ap | ae ap | ae
. f: 1006-(1.5)-10( 26,000 | 2,600 | 0.06 | 0.09| 18,000 | 1,700 |0.06 | 0.09 | 16,500 | 1,300 |0.06 |0.07 | 16,500 | 1,150 |0.06 | 0.06
s E 1008-(1.5)-10( 26,000 | 2,600 | 0.06 | 0.09| 18,000 | 1,700 |0.06 | 0.09 | 16,500 | 1,300 |0.06 |0.07| 16,500 | 1,150 |0.06 | 0.06
B %] 1010-(1.5)-10( 21,000 | 1,900 | 0.03|0.045| 14,600 | 1,350 | 0.03 |0.045| 13,500 | 1,050 |0.03|0.04| 13,500 | 950 |0.030.03
-é 1012-(1.5)-10( 21,000 | 1,900 | 0.03 |0.045| 14,600 | 1,350 | 0.03 |0.045| 13,500 | 1,050 |0.03|0.04| 13,500 | 950 |0.030.03
‘7\& 1016-(1.5)-10( 16,500 | 1,300 |0.03{0.045 11,700 | 900 |0.03 |0.045| 10,800 | 750 |0.03|0.04|10,800 | 650 |0.030.03
fu“ifyl’:f 1020-(1.5)-10( 16,500 | 1,300 {0.02{0.03| 11,700 | 900 |0.02|0.03 10,800 750 |0.02|0.03|10,800 | 650 |0.020.02
1025-(1.5)-10( 15,000 | 1,200 | 0.02|0.03| 10,200 | 800 |0.02/0.03| 9,500 | 650 |0.02{0.03| 9,500 | 560 |0.020.02
2917 ;% 1030-(1.5)-10( 12,500 | 900 |0.017/0.025| 9,000 | 600 |0.0170.025| 8,100 | 480 0.017/0.02| 8,100 | 400 |0.0170.017
ﬁ% 1035-(1.5)-10( 10,500 | 750 |0.01(0.015| 7,300 | 480 |0.01|0.015 6,700 | 400 0.010.02| 6,700 | 350 |0.01{0.01
e g 1006-(1.5)-15 26,000 | 2,600 | 0.06 | 0.09| 18,000 | 1,700 |0.06 | 0.09 | 16,500 | 1,300 |0.06 |0.07 | 16,500 | 1,150 |0.06 | 0.06
WE 1008-(1.5)-15( 26,000 | 2,600 | 0.06 | 0.09| 18,000 | 1,700 |0.06 | 0.09 | 16,500 | 1,300 |0.06 |0.07 | 16,500 | 1,150 |0.06 | 0.06
S 1010-(1.5)-15( 21,000 | 1,900 | 0.03|0.05| 14,600 | 1,350 |0.03 |0.05|13,500 | 1,050 |0.03|0.04| 13,500 | 950 |0.030.03
= [1012-(1.5)-15{ 21,000 | 1,900 |0.03|0.05 | 14,600 | 1,350 |0.03|0.05 13,500 | 1,050 |0.03|0.04| 13,500 | 950 |0.03|0.03
s g 1006-(1.5)-20( 26,000 | 2,600 |0.06{0.09| 18,000 | 1,700 | 0.06 | 0.09 | 16,500 | 1,300 |0.06|0.07 | 16,500 | 1,150 |0.06 | 0.06
R—Ib %5 1008-(1.5)-20( 26,000 | 2,600 | 0.06 | 0.09| 18,000 | 1,700 |0.06 |0.09 | 16,500 | 1,300 |0.06|0.07| 16,500 | 1,150 |0.06 | 0.06
- 2 1010-(1.5)-20( 21,000 | 1,900 | 0.03|0.05| 14,600 | 1,350 |0.03 |0.05|13,500 | 1,050 |0.03|0.04| 13,500 | 950 |0.030.03
I % 1012-(1.5)-20( 21,000 | 1,900 | 0.03|0.05| 14,600 | 1,350 |0.03 |0.05|13,500 | 1,050 |0.03|0.04| 13,500 | 950 |0.030.03
S |3

54

Rt R/ &M TUN—RVER AN IRANSE
Work | CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS |  HARDENED STEELS HARDENED STEELS .
Material | g45¢ - 555C / SK - SCM NAK + HPM é’é‘ ot
BB | 225HB / ~35HRC ~45HRC ~55HRC ~62HRC gm\_,b
D&% | %UEE | THAR |ORY 2UEE| VHAR DR 2VEE| tHAR DM 2R ne |
RUZE Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut| Spindle| Feed |Depthof Cut|
Model Speed Speed Speed Speed Elzo17
Number | (min") \(mm/min)  (min) | (mn") [(am/min)  (min) | (min") [(mm/min)  (min) | (min?) |(mm/min)|  (min) %ESW
ap | ae ap | ae ap | ae ap lae| :surz
1508-(2.3)-10( 17,000 | 2,600 |0.07 | 0.15| 12,000 | 1,600 |0.07|0.015] 11,000 | 1,300 |0.07 | 0.08| 11,000 | 1,150 |0.07 |0.07 4
1510-(2.3)-10( 17,000 | 2,600 |0.07 | 0.15| 12,000 | 1,600 |0.07|0.015| 11,000 | 1,300 |0.07 | 0.08| 11,000 | 1,150 |0.07 |0.07 .
1512-(2.3)-10( 17,000 | 2,600 |0.07 | 0.15| 12,000 | 1,600 |0.07|0.015] 11,000 | 1,300 |0.07 | 0.08 | 11,000 | 1,150 |0.07 |0.07 iﬁgﬁ;lb
1516-(2.3)-10( 13,500 | 1,800 (0.045/0.07 | 9,500 | 1,300 |0.045/0.07 | 8,800 | 1,050 |0.045/0.05| 8,800 | 920 |0.045/0.045 ’27
1520-(2.3)-10( 11,000 | 1,300 |0.040.06| 7,800 | 820 |0.04|0.06| 7,100 | 750 |0.04|0.05| 7,100 | 650 |0.040.04 j;-
1508-(2.3)-15( 17,000 | 2,600 |0.07 |0.015| 12,000 | 1,600 |0.070.015] 11,000 | 1,300 |0.07 | 0.08 | 11,000 | 1,150 |0.07 |0.07 (morirs
1510-(2.3)-15| 17,000 | 2,600 |0.07|0.015] 12,000 | 1,600 |0.07 |0.015| 11,000 | 1,300 |0.07 | 0.08 | 11,000 | 1,150 |0.07 |0.07 T";L':ksa”
1512-(2.3)-15 17,000 | 2,600 |0.070.015] 12,000 | 1,600 |0.07 |0.015| 11,000 | 1,300 |0.07 | 0.08 | 11,000 | 1,150 |0.07 |0.07
1516-(2.3)-15( 13,500 | 1,800 (0.0450.07 | 9,500 | 1,300 |0.045/0.07 | 8,800 | 1,050 |0.045/0.05| 8,800 | 920 |0.045/0.045 ’:“ I
1520-(2.3)-15( 11,000 | 1,300 |0.040.06| 7,800 | 820 |0.04|0.06| 7,100 | 750 |0.04|0.05| 7,100 | 650 |0.040.04 g\gmave
1508-(2.3)-20( 17,000 | 2,600 |0.07 |0.15| 12,000 | 1,600 |0.07|0.15|11,000 | 1,300 |0.07 |0.08 | 11,000 | 1,150 |0.07 |0.07 %ﬁ
1510-(2.3)-20( 17,000 | 2,600 |0.07 |0.15| 12,000 | 1,600 |0.07|0.15|11,000 | 1,300 |0.07 | 0.08 | 11,000 | 1,150 |0.07 |0.07 ginggNikj;'quare
1512-(2.3)-20( 17,000 | 2,600 |0.07 |0.15| 12,000 | 1,600 |0.07|0.15|11,000 | 1,300 |0.07 | 0.08 | 11,000 | 1,150 |0.07 |0.07 EW
1516-(2.3)-20( 13,500 | 1,800 (0.045/0.07 | 9,500 | 1,300 |0.045/0.07 | 8,800 | 1,050 |0.045/0.05| 8,800 | 920 |0.045/0.045 3n?~£k1nadius
1520-(2.3)-20( 11,000 | 1,300 |0.040.06| 7,800 | 820 |0.04|0.06| 7,100 | 750 |0.04|0.05| 7,100 | 650 |0.040.04 )
2010-(3)-10] 15,300 | 3,050 |0.15|0.25|10,700 | 1,950 |0.15]0.25| 9,800 | 1,500 |0.15| 0.2 | 9,800 | 1,350 |0.15|0.15 §1917
2015-(3)-10| 15,300 | 3050 |0.09|0.15] 10,700 | 1,950 [0.09|0.15| 9,800 | 1,500 |0.09 0.15| 9,800 | 1,350 |0.09 009} 4™
2020-(3)-10] 12,200 | 2,200 |0.06|0.09 | 8,500 | 1,500 | 0.06 |0.09| 7,900 | 1,250 |0.06|0.07 | 7,900 | 1,100 |0.06 | 0.06 %rr&'—m
2020-(7)-10] 12,200 | 2,200 |0.06|0.09 | 8,500 | 1,500 | 0.06 |0.09| 7,900 | 1,250 |0.06 |0.07 | 7,900 | 1,100 |0.06 | 0.06 H i
2025-(3)-10 10,000 | 1,600 | 0.060.09| 7,000 | 970 |0.06/0.09| 6,500 | 900 |0.06|0.07| 6,500 | 770 |0.06|0.06|
2025-(7)-101 10,000 | 1,600 |0.06|0.09| 7,000 | 970 |0.060.09| 6,500 | 900 |0.06/0.07| 6,500 | 770 |0.060.06 25‘?17
2030-(3)-10] 10,000 | 1,600 |0.045/0.07 | 7,000 | 970 0.045/0.07 | 6,500 | 900 |0.045/0.05| 6,500 | 770 |0.045/0.05 ,fju :
2030-(7)-10 10,000| 1600 [0.045/0.07 | 7,000 | 970 |0.045]0.07| 6,500 | 900 0045 0.05] 6500 | 770 0.045/0.05| #1777
2035-(3)-10] 10,000 | 1,600 {0.0450.07 | 7,000 | 970 0.045/0.07| 6,500 | 900 |0.045/0.05| 6,500 | 770 |0.045/0.045 é -
2035-(7)-10] 10,000 | 1,600 |0.0450.07 | 7,000 | 970 0.045/0.07| 6,500 | 900 |0.045/0.05| 6,500 | 770 |0.045/0.045 Blaa "
2040-~(3)-10] 10,000 | 1,600 {0.03|0.05| 7,000 | 970 |0.03{0.05| 6,500 | 900 |0.03|0.04| 6,500 | 770 |0.03|0.03 Y
2040-(7)-10] 10,000 | 1,600 |0.03|0.05| 7,000 | 970 |0.03]0.05| 6,500 | 900 |0.03/0.04| 6,500 | 770 |0.03{0.03 ff;,fel:kaa”
2050-(3)-10] 8,500 | 1,200 |0.015/0.03 | 6,000 | 780 0.015/0.03| 5,500 | 650 |0.015/0.02| 5500 | 550 |0.015/0.015 —
2050-(7)-10] 8,500 | 1,200 |0.015/0.03 | 6,000 | 780 0.015/0.03| 5,500 | 650 |0.015/0.02| 55500 | 550 |0.015/0.015 Chamfering
2060-(3)-10| 7,300 | 1,100 {0.009 0.02 | 5,000 | 650 0.009/0.02| 4,700 | 550 |0.009/0.01| 4,700 | 470 0.009/0.009 3-7-
2060-(7)-10| 7,300 | 1,100 {0.009 0.02 | 5,000 | 650 0.0090.02| 4,700 | 550 |0.009/0.01| 4,700 | 470 0.009/0.009 o
55
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AIIF

Square

tIHEISREFZR Milling Conditions

1RHA4
Work
Material

RFR / S

CARBON STEELS / ALLOY STEELS

8§45C - S55C / SK + SCM

FTUN—RVER
PREHARDENED STEELS

NAK « HPM

AN
HARDENED STEELS

BRANSE

HARDENED STEELS

R—Jb
Ball

RIT7
Square

SYTPR

Radius

R—Ib

Ball

Ovoxyg
w=Jb
Long Neck Ball

AIILF

Square

For High Hardness / BHEiaH For General / IHZR |

For Die / BHE R

N

=

EE=

Hardness

~225HB / ~35HRC

~45HRC

~55HRC

~62HRC

BUEE
Model
Number

o
Spindle
Speed

(min™)

e

Feed

tiAgE
Depth of Cut

(mm/min)| ~ (min)

ap | ae

o
Spindle
Speed

(min™)

& EE

Feed

thAgE

Depth of Cut

(mm/min)| ~ (min)

ap | ae

OERE
Spindle
Speed

(min™")

)

Feed

(mm/min)

tiag
Depth of Cut

(min)

ap

ae

R
Spindle
Speed

(min™)

i)

Feed

thAgE

(mm/min)| ~ (min)

Depth of Cut

ap

ae

2010-(3)-15

15,300 | 3,050 | 0.15]0.25

10,700 | 1,950 0.15/0.25

9,800

1,500

0.15

0.2

9,800

1,350 10.15

0.15

2015-(3)-15

15,300 | 3,050 |0.09|0.15

10,700 | 1,950 {0.09]0.15

9,800

1,500

0.09

0.15

9,800

1,350 10.09

0.09

2020-(3)-15

12,200 | 2,200 | 0.06|0.09

8,500 | 1,500 |0.06]0.09

7,900

1,250

0.06

0.07

7,900

1,100 10.06

0.06

2025-(3)-15

10,000 | 1,600 | 0.06 | 0.09

7,000 | 970 |0.060.09

6,500

900

0.06

0.07

6,500

770 |0.06

0.06

2030-(3)-15

10,000 | 1,600 10.045] 0.07

7,000 | 970 ]0.0450.07

6,500

900

0.045

0.05

6,500

770

0.045/0.045

2035-(3)-15

10,000 | 1,600 10.045]0.07

7,000 | 970 ]0.0450.07

6,500

900

0.045

0.05

6,500

770

0.045/0.045

2040-(3)-15

10,000 | 1,600 | 0.03]0.05

7,000 | 970 0.030.05

6,500

900

0.03

0.04

6,500

770 10.03

0.03

2050-(3)-15

8,500 | 1,200 ]0.015]0.03

6,000 | 780 10.015/0.03

5,500

650

0.015

0.02

5,500

550

0.015/0.015

2060-(3)-15

7,300 | 1,100 {0.009] 0.02

5000 | 650 |0.009]0.02

4,700

550

0.009

0.01

4,700

470

0.009/0.009

2010-(3)-20

15,300 | 3,050 |0.15]0.25

10,700 | 1,950 |0.15/0.25

9,800

1,500

0.15

02

9,800

1,350 0.15

0.15

2015-(3)-20

15,300 | 3,050 | 0.09|0.15

10,700 | 1,950 10.09/0.15

9,800

1,500

0.009

0.15

9,800

1,350

0.009/0.009

0vJ7xvJ
AII7
Long Neck Square

2020-(3)-20

12,200 | 2,200 | 0.06]0.09

8,500 | 1,500 |0.060.09

7,900

1,250

0.06

0.07

7,900

1,100 10.06

0.06

2025-(3)-20

10,000 | 1,600 | 0.060.09

7,000 | 970 |0.060.09

6,500

900

0.06

0.07

6,500

770 10.06

0.06

ovJ7xy7
SIYT7R
Long Neck Radius

For Aluminum / HE 1

2030-(3)-20

10,000 | 1,600 |0.045] 0.07

7,000 | 970 ]0.0450.07

6,500

900

0.045

0.05

6,500

770

0.045/0.045

2035-(3)-20

10,000 | 1,600 |0.045] 0.07

7,000 | 970 |0.0450.07

6,500

900

0.045

0.05

6,500

770

0.045/0.045

AILF

Square

R—=Jb

Ball

RII7

Square

ov7zy7
AII7

Long Neck Square

R—Ib

Ball

ovJ7zyg
K=Jb

Long Neck Ball

[i:1):0 0}

Chamfering

For Graphite/ BHE 7AWIUIN

For Plastics / IHE\ WX UIN

2040-(3)-20

10,000 | 1,600 | 0.03]0.05

7,000 | 970 |0.030.05

6,500

900

0.03

0.04

6,500

770 10.03

0.03

2050-(3)-20

8,500 | 1,200 0.015/0.03

6,000 | 780 |0.0150.03

5,500

650

0.015

0.02

5,500

550

0.015)0.015

2063-(3)-20

7,300 | 1,100 ]0.009] 0.02

5,000 | 650 0.009]0.02

4,700

550

0.009

0.01

4,700

470

0.009/0.009

2044-(4)-30

9,000 | 1,250 10.030.05

7,000 | 970 |0.03]0.05

6,500

900

0.03

0.04

6,500

770 10.03

0.03

3015-(5)-10

12,800 | 3,800 |0.25]0.35

8,900 | 2,400 1 0.250.35

8,300

1,950

0.25

0.25

8,300

1,720 10.25

0.25

3020-(5)-10

12,800 | 3,500 |0.15]0.25

8,900 | 2,150 10.15/0.25

8,300

1,700

0.15

0.2

8,300

1,450 10.15

0.15

3020-(11)-10

12,800 | 3,500 |0.15]0.25

8,900 | 2,150 | 0.15/0.25

8,300

1,700

0.15

0.2

8,300

1,450 |0.15

0.15

3025-(5)-10

11,000 | 2,850 |0.09]0.15

8,900 | 2,150 |0.09]0.15

6,600

1,350

0.09

0.15

6,600

1,100 10.09

0.09

3025-(11)-10

11,000 | 2,850 0.09|0.15

8,900 | 2,150 | 0.090.15

6,600

1,350

0.09

6,600

1,100 10.09

0.09

3030-(5)-10

10,200 | 2,750 10.09]0.15

7,200 | 1,500 |0.09]0.15

6,600

1,350

0.09

1
0.15
1

6,600

1,100 10.09

0.09

3030-(11)-10

10,200 | 2,750 10.09]0.15

7,200 | 1,500 10.090.15

6,600

1,350

0.09

0.15

6,600

1,100 10.09

0.09

3035-(5)-10

8,300 | 2,000 | 0.060.09

7,200 | 1,500 10.060.09

5,400

1,150

0.06

0.07

5,400

950 0.06

0.06

3035-(11)-10

8,300 | 2,000 | 0.060.09

7,200 | 1,500 10.060.09

5,400

1,150

0.06

0.07

5,400

950 0.06

0.06

3040-(5)-10

8,300 | 2,000 | 0.060.09

5,800 | 1,200 |0.06]0.09

5,400

1,150

0.06

0.07

5,400

950 |0.06

0.06

3040-(11)-10

8,300 | 2,000 | 0.060.09

5,800 | 1,200 |0.06]0.09

5,400

1,150

0.06

0.07

5,400

950 |0.06

0.06

3050-(5)-10

8,300 | 2,000 | 0.050.08

5,800 | 1,200 |0.050.08

5,400

1,150

0.05

0.06

5,400

950 |0.05

0.05

3050-(11)-10

8,300 | 2,000 | 0.05/0.08

5,800 | 1,200 |0.050.08

5,400

1,150

0.05

0.06

5,400

950 |0.05

0.05

3—F—
S90Y
Corner Lounge
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3060-(5)-10

7,150 | 1,750 |0.03]0.05

5,000 | 1,000 | 0.03]0.05

4,600

970

0.03

0.04

4,600

830 10.03

0.03

3060-(11)-10

7,150 | 1,750 | 0.03]0.05

5,000 | 1,000 | 0.03]0.05

4,600

970

0.03

0.04

4,600

830 10.03

0.03

tIHEISZHEZR  Milling Conditions

REANGL

Lead to the next page

EE)

WA R/ & FUN—R SR AN AN
iy CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS | HARDENED STEELS HARDENED STEELS =
Material | g45¢ . s55C / SK - SCM NAK - HPM % o
BE | _205HB/~35HRC ~45HRC ~B55HRC ~62HRC .
Hardness g Ball
OERE) | R)EE | PHAE |DEEH | 2URE| thAZE DI FURE| tHAE DR | 20EE| thA=
RUE Spindle| Feed |Depthof Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut ﬁE -
Model Speed Speed Speed Speed ;',E ;if’
Number | (min") \mm/min)  (min) | (min") [(mm/min)|  (min) | (min") [(m/min)  (min) | (min?) |(mm/min)|  (min) ? )
ap | ae ap | ae ap | ae ap | ae gzzzz
3015-(5)-15] 12,800 | 3,800 |0.25|0.35| 8,900 | 2,400 | 0.25|0.35| 8,300 | 1,950 |0.25| 0.3 | 8,300 | 1,720 |0.25|0.25 -
3020-(5)-15] 12,800 | 3,500 |0.15|0.25| 8,900 | 2,400 |0.15]0.25| 8,300 | 1,700 |0.15| 0.2 | 8,300 | 1,450 |0.15|0.15 gm\_}b
3025-(5)-15] 11,000 | 2,850 |0.09|0.15| 8,900 | 2,400 |0.09|0.15| 6,600 | 1,350 |0.09|0.15| 6,600 | 1,100 |0.09 |0.09 %]Ba"
3030-(5)-15| 10,200 | 2,750 |0.09|0.15| 7,200 | 1,500 | 0.09 |0.15| 6,600 | 1,350 |0.09|0.15| 6,600 | 1,100 |0.09|0.09 =
3035-(5)-15] 8,300 | 2,000 |0.06|0.09| 7,200 | 1,500 | 0.06 |0.09| 5,400 | 1,150 |0.06|0.07 | 5400 | 950 |0.06|0.06 E-
3040-(5)-15] 8,300 | 2,000 |0.06|0.09 | 5,800 | 1,200 | 0.06 0.09| 5400 | 1,150 |0.06 | 0.07 | 5400 | 950 |0.06|0.06 W
3050-(5)-15] 8,300 | 2,000 |0.05|0.08 | 5,800 | 1,200 | 0.05|0.08| 5,400 | 1,150 |0.05/0.06 | 5400 | 950 |0.05|0.05 Long Neck Bal
3015-(5)-201 12,800 | 3,850 |0.25|0.35| 8,900 | 2,400 |0.25|0.35| 8,300 | 1,950 |0.25| 0.3 | 8,300 | 1,720 |0.25|0.25
3020-(5)-201 12,800 | 3,500 |0.15|0.25| 8,900 | 2,400 |0.15]0.25| 8,300 | 1,700 |0.15| 0.2 | 8,300 | 1,450 |0.15|0.15 JI’ZQI?
3025-(5)-201 11,000 | 2,850 |0.09|0.15| 8,900 | 2,400 |0.09|0.15| 6,600 | 1,350 |0.09|0.15| 6,600 | 1,100 |0.09 |0.09 %L
3030-(5)-201 10,200 | 2,750 {0.09|0.15| 7,200 | 1,500 |0.09|0.15| 6,600 | 1,350 |0.09|0.15| 6,600 | 1,100 |0.09 |0.09 g;;z;ﬂ
3035-(5)-20] 8,300 | 2,000 |0.06|0.09| 7,200 | 1,500 |0.06 |0.09| 5,400 | 1,150 |0.06 | 0.07 | 5400 | 950 |0.06|0.06 5&
3040-(5)-20| 8,300 | 2,000 |0.06|0.09 | 5,800 | 1,200 |0.06 0.09| 5,400 | 1,150 |0.06 | 0.07 | 5400 | 950 |0.06|0.06 “ 51,22’7
3052-(5)-20| 8,300 | 2,000 |0.05/0.08 | 5,800 | 1,200 |0.05|0.08| 5400 | 1,150 |0.05|0.06| 5400 | 950 |0.05/005|
3037-(6)-30| 9,000 | 2,500 |0.06|0.09 | 5,800 | 1,200 |0.06|0.09| 5400 | 1,150 |0.06 |0.07| 5,400 | 950 |0.06|0.06 z
4020-(6)-10] 12,000 | 2,900 |0.32|0.45| 9,000 | 2,050 |0.32|0.45| 7,800 | 1,650 |0.32| 0.4 | 7,800 | 1,550 |0.32|0.32 %;717
4025-(6)-101 12,000 | 2,600 |0.29|0.45| 9,000 | 2,050 |0.29|0.45| 7,800 | 1,650 |0.29/0.35| 7,800 | 1,550 |0.29|0.29 %‘
4030-(6)-10] 12,000 | 2,600 |0.23]0.35| 9,000 | 2,050 |0.23]0.35| 7,800 | 1,500 {0.23| 0.3 | 7,800 | 1,400 |0.23{0.23 %*‘;rf”’
4030-(14)-10 12,000 | 2,600 |0.23]0.35| 9,000 | 2,050 |0.23|0.35| 7,800 | 1,500 |0.23| 0.3 | 7,800 | 1,400 |0.23/0.23 -
4035-(6)-10| 9,500 | 2,000 {0.19]0.25| 7,200 | 1,400 |0.19]0.25| 6,200 | 1,150 |0.19/0.25| 6,200 | 1,050 |0.19|0.19 51917
4035-(14)-10( 9,500 | 2,000 {0.19]0.25| 7,200 | 1,400 |0.19/0.25| 6,200 | 1,150 |0.19]0.25| 6,200 | 1,050 |0.19|0.19| 7 |sauere
4040-(6)-10| 9,500 | 2,000 |0.14]0.25| 7,200 | 1,400 |0.1410.25| 6,200 | 1,150 {0.14| 0.2 | 6,200 | 1,050 |0.14{0.14 nglumyg“z\yg
4040-(14)-10( 9,500 | 2,000 |0.14]0.25| 7,200 | 1,400 |0.14]0.25| 6,200 | 1,150 |0.14| 0.2 | 6,200 | 1,050 |0.14|0.14 gf\ggNIZq
4050-(6)-10| 7,800 | 1,600 |0.11]0.15| 5,800 | 1,200 | 0.11]0.15| 5,000 | 920 |0.11| 0.1 | 5000 | 870 |0.11|0.11 gm-_”,
4050-(14)-10( 7,800 | 1,600 |0.11]0.15| 5,800 | 1,200 |0.11|0.15| 5,000 | 920 |0.11| 0.1 | 5000 | 870 |0.110.11 ol
4060-(6)-10| 7,800 | 1,600 |0.07|0.15| 5,800 | 1,200 | 0.07 |0.15] 5,000 | 920 |0.07|0.08| 5,000 | 870 |0.07{0.07 Eﬁ‘jﬁ;*‘ﬂ
4060-(14)-10( 7,800 | 1,600 |0.07 |0.15| 5,800 | 1,200 |0.07|0.15| 5,000 | 920 |0.07|0.08| 5,000 | 870 |0.070.07 B
57



AMENSDFEE
Continuance from ex-page

tIHEISREFZR Milling Conditions

bt R / S FTUN—RVER AN AN
5 Wori | CARBONSTEELS / ALLOY STEELS | PREHARDENED STEELS | HARDENED STEELS HARDENED STEELS
;ugaij_, %] Material
7 S45C - S55C / SK - SCM NAK + HPM
w-u B
- g ®E ~225HB / ~35HRC ~45HRC ~55HRC ~62HRC
Hardness
2717 % OEREy | 2)EE | PDHAE |OE:E ZUEE | tHhAE |OERH *UEE| tHAE O | 2UEE| thAE
% RIS Spindle| Feed |Depthof Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut| Spindle| Feed |Depth of Cut
[ % Model Speed Speed Speed Speed
Radius % Number | (min") |(mm/min)| ~ (min) | (min™) |(mm/min) (i) | (min") |(m/min)  (min) | (min") (mm/min)|  (min)
ap | ae ap | ae ap | ae ap | ae
. % 4070-(6)-10| 6,600 | 1,360 | 0.060.09 | 5,200 | 1,080 |0.06|0.09| 4,500 | 830 |0.06|0.07| 4,500 | 780 |0.060.06
ol & [4070-(14)-10( 6,600 | 1,360 |0.06|0.09| 5,200 | 1,080 |0.06|0.09| 4,500 & 830 |0.06|0.07| 4,500 | 780 |0.06|0.06
-g 4080-(6)-10| 6,600 | 1,360 |0.05/0.08| 5200 | 1,080 |0.05|0.08 | 4,500 | 830 |0.05/0.06| 4,500 | 780 |0.05|0.05
£ 4080-(14)-10| 6,600 | 1,360 |0.05|0.08 | 5,200 | 1,080 | 0.05|0.08 | 4,500 | 830 |0.05/0.06 4,500 | 780 |0.05|0.05
e 4090-(6)-10| 5,050 | 1,030 |0.04 | 0.06| 4,700 | 980 [0.04|0.06| 4,050 | 750 |0.04|0.05| 4,050 | 700 |0.040.04
ongeck el 4090-(14)-10 5,050 | 1,030 |0.04|0.06 | 4,700 | 980 |0.04|0.06| 4,050 | 750 |0.04 0.05 4,050 | 700 |0.040.04
_|4100~(6)-10 5050 | 1,030 |0.03]0.05] 4,700 | 980 |0.03]0.05| 4,050 | 750 |0.03|0.04| 4,050 | 700 |0.03)0.03
2o17 ;s“u 4100-(14)-10| 5,050 | 1,030 |0.03|0.05| 4,700 | 980 |0.03]0.05 4,050 | 750 |0.03/0.04 | 4,050 | 700 |0.030.03
& |4110-(6)-10| 5,050 | 1,030 |0.02|0.03| 4,700 | 980 |0.02|0.03 | 4,050 | 750 |0.02|0.03| 4,050 | 700 |0.020.02
%g}gwé 4110-(14)-10( 5,050 | 1,030 |0.02|0.03| 4,700 | 980 |0.02|0.03| 4,050 | 750 |0.02/0.03 | 4,050 | 700 |0.020.02
%g 4020-(6)-15 12,000 | 2,900 |0.320.45| 9,000 | 2,050 {0.32|0.45| 7,800 | 1,650 |0.32| 0.4 | 7,800 | 1,550 |0.320.32
T 4025-(6)-15 12,000 | 2,600 | 0.290.45| 9,000 | 2,050 {0.29|0.45| 7,800 | 1,650 |0.29 |0.35| 7,800 | 1,550 |0.29|0.29
4030-(6)-15| 12,000 | 2,600 |0.23|0.35| 9,000 | 2,050 {0.23|0.35| 7,800 | 1,500 |0.23| 0.3 | 7,800 | 1,400 |0.230.23
I % 4035-(6)-15| 9,500 | 2,000 | 0.19]0.25| 7,200 | 1,400 |0.19/0.25| 6,200 | 1,150 |0.19| 0.2 | 6,200 | 1,050 |0.19|0.19
saure | 14040-(6)-15] 9,500 | 2,000 | 0.14]0.25| 7,200 | 1,400 | 0.14]0.25| 6,200 | 1,150 |0.140.15] 6,200 | 1,050 |0.140.14
o %; 4051-(6)-15| 7,800 | 1,600 | 0.11]0.15| 5,800 | 1,200 |0.11/0.15| 5,000 | 920 |0.11|0.15| 5,000 | 870 |0.11|0.11
gal ¢ |4060-(6)-15| 7,800 | 1,600 |0.07|0.15| 5,800 | 1,200 |0.07|0.15| 5,000 | 920 |0.070.08| 5000 | 870 |0.07|0.07
4070-(6)-15| 6,600 | 1,360 |0.06 0.09| 5200 | 1,080 |0.06|0.09| 4,500 | 830 |0.060.07| 4,500 | 780 |0.060.06
g % 4080-(6)-15| 5,610 | 1,150 |0.050.08| 5,200 | 1,080 |0.05|0.08 | 4,500 | 830 |0.05/0.06| 4,500 | 780 |0.05|0.05
s 2 4020-(6)-20 12,000 | 2,900 |0.32|0.45| 9,000 | 2,050 |0.32|0.45| 7,800 | 1,650 |0.32| 0.4 | 7,800 | 1,550 |0.32|0.32
%g‘;w% 4025-(6)-20| 12,000 | 2,600 | 0.290.45| 9,000 | 2,050 {0.29|0.45| 7,800 | 1,650 |0.29|0.35| 7,800 | 1,550 |0.290.29
et 12 14030-(6)-20] 12,000 | 2,600 |0.23|0.35| 9,000 | 2,050 |0.23|0.35| 7,800 | 1,500 |0.23| 0.3 | 7,800 | 1,400 |0.23|0.23
=l % 4035-(6)-20| 9,500 | 2,000 | 0.19]0.25| 7,200 | 1,400 |0.19/0.25| 6,200 | 1,150 |0.19| 0.2 | 6,200 | 1,050 |0.19|0.19
I 4028-(6)-30 12,000 | 2,600 |0.23|0.35| 9,000 | 2,050 {0.23]0.35| 7,800 | 1,500 |0.23| 0.3 | 7,800 | 1,400 |0.230.23
- 6066-(9)-10| 6,500 | 1,400 | 0.22|0.35| 4,800 | 970 |0.22/0.35| 4,100 | 780 |0.22|0.25| 4,100 | 740 |0.22|0.22
6089-(21)-10 5,200 | 1,200 [0.11/0.15] 3900 | 800 [0.11]0.15| 3400 | 600 |0.11/0.15] 3400 | 580 |0.110.11
o 6047-(9)-15| 8,000 | 1,850 |0.320.45| 6,000 | 1,280 [0.32|0.45| 5200 | 1,050 |0.32| 0.4 | 5200 | 950 |0.320.32
o 6060-(15)-15| 6,500 | 1,400 [0.22]0.35| 4,800 | 970 |0.22|0.35| 4,100 | 780 |0.22|0.25| 4,100 | 740 |0.22|0.22
5929 6028-(9)-30| 8,000 | 2,000 | 0.450.65| 6,000 | 1,500 |0.45|0.65| 5200 | 1,150 |0.45|0.55| 5,200 | 1,100 |0.450.45
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tIHEISZHEZR  Milling Conditions

I Rl / S FUN—RVER BEANEH KBREANEH
CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS HARDENED STEELS HARDENED STEELS B
Work 1| 2717
Material L square
S45C « S55C / SK + SCM NAK « HPM E
HEs
B ~225HB / ~35HRC ~45HRC ~55HRC ~62HRC &
Hardness
B )EE| AR DN A0S AR |OEM REE| VAR  OEN 2UEE UAR | | 2o
RIS Spindle| Feed |Depthof Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut| Spindle| Feed |Depth of Cut % ‘
Model Speed Speed Speed Speed % I
Number 1 (gin) (mm/min)|  (min) | (min") ((mm/min)  (mn) | (i) ((nm/min)  (min) | (min) |(mm/min)  (min) | Roaiue
ap | ae ap | ae ap | ae ap | ae
8069-(12)-10( 6,000 | 1,500 |0.33|0.45| 4,500 | 1,050 |0.33|0.45| 3,900 | 850 |0.33| 0.4 | 3,900 | 810 |0.33/0.33 % il
8101-(27)-10| 4,080 | 940 [0.09/0.15| 3,240 | 700 |0.09|0.15| 2,790 | 580 |0.09|0.15| 2,790 | 540 |0.09/0.09| &
8050-(12)-15| 6,000 | 1,500 |0.52| 0.75| 4,500 | 1,500 | 0.52|0.75| 3,900 | 850 |0.52| 0.6 | 3,900 | 810 |0.52|0.52 n-
8069-(20)-15 6,000 | 1,500 |0.33|0.45| 4,500 | 1,500 | 0.33|0.45| 3,900 | 850 |0.33| 0.4 | 3900 | 810 [0.33(0.33 *
8031-(12)-30( 7,000 | 1,750 |0.64[0.95| 4,950 | 1,150 |0.64|0.95| 4290 | 950 |0.64|0.75| 4,290 | 890 |0.640.64 e
10060-(15)-10] 4,800 | 1,300 |0.75|1.15| 3,600 | 930 |0.75|1.15| 3,00 | 750 |0.75| 0.9 | 3,100 | 710 |0.75|0.75 LongeeBal
10072-(15)-10] 4,800 | 1,300 |0.55|0.85| 3,600 | 930 |0.55|0.85| 3,00 | 750 |0.55/0.65| 3,100 | 710 |0.55|0.55 .
10080-(34)-10| 4,560 | 1,200 |0.35|0.55| 3,420 | 890 |0.35|0.55| 3,100 | 750 |0.35| 0.4 | 3,100 | 710 |0.35/0.35 %;717’
10108-(34)-10| 4,320 | 1,170 |0.15]0.25| 3,300 | 850 |0.15/0.25| 2,950 | 720 |0.15| 0.2 | 2,950 | 670 |0.15/0.15 %ﬁ:
10053-(15)-15| 5,000 | 1,400 |0.75|0.15| 3,780 | 980 |0.75|0.15| 3,250 | 780 |0.75| 0.9 | 3,250 | 740 |0.75/0.75 2 ?5%7:;/7
10074-(15)-15] 4,800 | 1,300 |0.35|0.55| 3,600 | 930 |0.35|0.55| 3,100 | 750 |0.35| 0.4 | 3,100 | 710 |0.35/0.35 ‘_‘ﬁ
2|07 %y
10034-(15)-30| 5,500 | 1,540 |1.15|1.75| 4,100 | 1,080 |1.15{1.75| 3410 | 825 |1.15/1.35| 3410 | 780 |1.15]1.15 TITA
% 2II7
Zz
% * 330
F | square
3
7JIEI avJxyd
1. HRBEIERIE - ERE OB BRI, £l
Use a highly rigid and accurate machine as possible. =
2. COVHIRHRSTHIRHEOERZRI DD TY, i
KEDIITIFIIAAR - B8 - ERAEBECKVERREZREUERL TSV, Long eck al
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling ,
shape, porpose, machine capability and the operation environment. Ezé,mg
3. EREHOBESNEYBEVNESICE. EENEEDICRREERA—DEETTFFTERLTTES L, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the SovY
same proportion. ComerLounge
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For High Hardness / BHEiaH For General / IHZR |

For Die / BHE R

For Aluminum / BHS 1SN

For Graphite/ FHE7ANIUN

For Plastics / lIHE G HNUINY,

SX-TN-3

R0.5 ~ R5.0
@ #HEIME  Work Material
o | CARBON STEELS S45C + S55C ©
g ] ALLOY STEELS SK + SCM ©
FUN—R$l | PREHARDENED STEELS NAK + HPM ©
BEANSE HARDENED STEELS (~55HRC) ©
(~60HRC) ©
(~65HRC) @]
ik CAST IRON ©
ZIL=E: ALUMINUM ALLOYS
IZT74k GRAPHITE
2] COPPER ALLOYS
FPSRAFVI PLASTICS

s EEIA R (O : 538 Most Suitable + O : &, Suitable)

welar| o 5

@ 55t 150 84 Total 150 Models

¢d
«——l

@ 55 150 B¥F  Total 150 Models

REANGL

Lead to the next page

R AR FAHIR | ER | R | BOE | 2R |8
RUTE Radius | Length of | Effective Neck Neck Taper Angle | Overall Shank
Model Number Cut Length | Diameter | Length on Side Length | Diameter
R(mm) | LC(mm) | EL(nm) |¢pD1 (mm) | LN (mm) 6 L(mm) | ¢d (mm)
1006-(1.5)-10 0.5 1 1.5 0.95 6 1° 70 6
1008-(1.5)-10 0.5 1 1.5 0.95 8 1° 70 6
1010-(1.5)-10 0.5 1 1.5 0.95 10 1° 70 6
1012-(1.5)-10 0.5 1 1.5 0.95 12 1° 70 6
1016-(1.5)-10 0.5 1 1.5 0.95 16 1° 70 6
1020-(1.5)-10f 0.5 1 1.5 0.95 20 1° 70 6
1025-(1.5)-10 0.5 1 1.5 0.95 25 1° 70 6
1030-(1.5)-10f 0.5 1 1.5 0.95 30 1° 70 6
SX-TN-3  |1035-(1.5)-10f 0.5 1 1.5 0.95 35 1° 70 6
1006-(1.5)-15| 0.5 1 1.5 0.95 6 1° 30" 70 6
1008-(1.5)-15| 0.5 1 1.5 0.95 8 1° 30" 70 6
1010-(1.5)-15| 0.5 1 1.5 0.95 10 1°30° 70 6
1012-(1.5)-15| 0.5 1 1.5 0.95 12 1°30° 70 6
1006-(1.5)-20f 0.5 1 1.5 0.95 6 2’ 70 6
1008-(1.5)-20f 0.5 1 1.5 0.95 8 2’ 70 6
1010-(1.5)-20f 0.5 1 1.5 0.95 10 2° 70 6
1012-(15)-20 0.5 1 15 | 095 12 2 70 6

60

R IR | BME | BR BTE =68 | 2R VIR
B Radius | Length of | Effective Neck Neck | TaperAngle | Overall Shank &
Model Number Cut Length Diameter | Length on Side Length | Diameter %] iuzi?
R(mm) | LC(mm) | EL(mm) |pD1 (mm) | LN (mm) e L(mm) | ¢d (mm) ;c:é;m\_,b
15082.3}10| 075 | 15 | 23 | 1.3 8 1° 70 6 B
1510-(2.3)-10| 0.75 | 1.5 2.3 1.3 10 1 70 6 .
1512<2.3)-10| 0.75 | 1.5 2.3 1.3 12 1° 70 6 Z”P
1516-(2.3)-10| 0.75 | 1.5 2.3 1.3 16 1 70 6 \aﬁx
1520-(2.3)-10| 0.75 15 2.3 1.3 20 1 70 6 4
1508-(2.3)-15| 0.75 | 1.5 2.3 1.3 8 |1°30° | 70 6 .
1510-(2.3)-15| 0.75 1.5 2.3 1.3 10 | 1°30° | 70 6 %Iﬁir’“
1512-(2.3)-15| 0.75 | 1.5 2.3 1.3 12 | 1°30°| 70 6 57
1516-(2.3)-15| 0.75 | 1.5 2.3 1.3 16 | 1°30° | 70 6 -
1520-(2.3)-15| 0.75 | 1.5 2.3 1.3 20 | 1°30°| 70 6 Rl
1508-(2.3)-20| 0.75 | 1.5 2.3 1.3 8 2° 70 6
1510-(2.3)-20( 0.75 | 1.5 2.3 1.3 10 2 70 6 -
1512-(2.3)-20| 0.75 | 1.5 2.3 1.3 12 2 70 6 B sawre
1516-(2.3)-20| 0.75 | 1.5 2.3 1.3 16 2° 70 6 5%?
152023}20( 0.75 | 15 | 23 | 13 | 20 2 70 6 i
SX-TN-3  [2010-3)-10| 1 2 3 1.8 10 1° 70 6 5“327
2015-(3)-10| 1 2 3 1.8 15 1° 70 6 —
2020-(3)-10| 1 2 3 1.8 20 1° 70 6 E{ -
2020-(7)-10| 1 2 7 1.8 20 1° 70 6 ;
2025-(3)-10| 1 2 3 1.8 25 1° 70 6 e
2025-(7)-10| 1 2 7 1.8 25 1° 70 6 :
2030-(3)-10| 1 2 3 1.8 30 1° 70 6 A -
2030-(7)-10 1 2 7 1.8 30 1° 70 6 B
2035-(3)-10| 1 2 3 1.8 35 1° 70 6 107307
2035(7)-10| 1 2 7 |18 8 | 1© | 70 | 6 | i
2040-(3)-10| 1 2 3 1.8 40 1° 70 6 Bl
2040-(7)-10| 1 2 7 1.8 40 1° 70 6 ?
2050-(3)-10| 1 2 3 1.8 50 1° 100 6
2050-(7)-10| 1 2 7 1.8 50 1° 100 6 mwy
2060-(3)-10| 1 2 3 1.8 60 1° 100 6 -
2060-(7)-10| 1 2 7 1.8 60 1° 100 6 e
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EE)

R IR | BMR | 81  BEFR  =HOE | 2R |YvIR
B Radius | Length of | Effective | Neck Neck | TaperAngle | Overall | Shank
Model Number Cut Length | Diameter | Length on Side Length | Diameter
R(mm) | LC(mm) | EL(mm) |¢D1 (mm) | LN (mm) 6 L(mm) | ¢d (mm)
3015-(5)-15| 1.5 3 5 2.7 15 1° 307 90 6
3020-(5)-15| 1.5 3 5 2.7 20 1° 30° 90 6
3025-(5)-15| 1.5 3 5 2.7 25 1° 307 90 6
3030-(5)-15| 1.5 3 5 2.7 30 1° 30° 90 6
3035-(5)-15| 1.5 3 5 2.7 35 1° 307 90 6
3040-(5)-15| 1.5 3 5 2.7 40 1°30° 90 6
3050-(5)-15| 1.5 3 5 2.7 50 1°30° 90 6
3015-(5)-20| 1.5 3 5 2.7 15 2° 90 6
3020-(5)-20| 1.5 3 5 2.7 20 2° 90 6
3025-(5)-20| 1.5 3) 5 2.7 25 2° 90 6
3030-(5)-20| 1.5 3 5 2.7 30 2° 90 6
3035-(5)-20| 1.5 3 5 2.7 35 2° 90 6
3040-(5)-20| 1.5 3 5 2.7 40 2° 90 6
SX-TN-3 |3052-(5)-20| 1.5 3 5 2.7 52.2 2° 90 6
3037-(6)-30| 1.5 3 6 2.7 37.4 3 90 6
4020-(6)-10| 2 4 6 3.6 20 1° 90 6
4025-(6)-10| 2 4 6 3.6 25 1° 90 6
4030-(6)-10| 2 4 6 3.6 30 1° 90 6
4030-(14)-10 2 4 14 3.6 30 1° 90 6
4035-(6)-10| 2 4 6 316 85 1° 90 6
4035-(14)-10 2 4 14 3.6 35 1° 90 6
4040-(6)-10| 2 4 6 3.6 40 1° 90 6
4040-(14)-10 2 4 14 3.6 40 1° 90 6
4050-(6)-10| 2 4 6 3.6 50 1° 90 6
4050-(14)-10 2 4 14 3.6 50 1° 90 6
4060-(6)-10| 2 4 6 3.6 60 1° 90 6
4060-(14)-10 2 4 14 3.6 60 1° 90 6

R IR Bk | BE BTR | B8O =R IWVIR
B Radius | Length of | Effective Neck Neck Taper Angle | Overall Shank
Model Number Cut Length | Diameter | Length on Side Length | Diameter
R(mm) | LC(mm) | EL(mm) |@D1 (mm) | LN (mm) 6 L(mm) | ¢d (mm)
2010-(3)-15| 1 2 3 1.8 10 | 1°80°| 70 6
2015-(3)-15 1 2 3 1.8 15 1°30° 70 6
2020-(3)-15 1 2 3 1.8 20 1° 307 70 6
2025-(3)-15 1 2 3 1.8 25 1° 307 70 6
2030-(3)-15 1 2 3 1.8 30 1° 307 70 6
2035-(3)-15| 1 2 3 1.8 35 | 1°30°| 70 6
2040-(3)-15 1 2 3 1.8 40 1°30° 70 6
2050-(3)-15 1 2 3 1.8 50 1°30° | 100 6
2060-(3)-15 1 2 3 1.8 60 1°30° | 100 6
2010-(3)-20( 1 2 3 1.8 10 2° 70 6
2015-(3)-20| 1 2 3 1.8 15 2° 70 6
2020-(3)-20( 1 2 3 1.8 20 2° 70 6
2025-(3)-20| 1 2 3 1.8 25 2° 70 6
2030-(3)-20| 1 2 3 1.8 30 2 70 6
2035-(3)-20 1 2 3 1.8 35 2 70 6
2040-(3)-20| 1 2 3 1.8 40 2° 70 6
2050-(3)-20 1 2 3 1.8 50 2 100 6
SX-TN-3 :
2063-(3)-20 1 2 3 1.8 63.1 2 100 6
2044-(4)-30( 1 2 4 1.8 44 3 100 6
3015-(5)-10| 1.5 3 5 2.7 15 1° 90 6
3020-(5)-10| 1.5 3 5 2.7 20 1° 90 6
3020(11)-10| 1.5 3 11 2.7 20 1° 90 6
3025-(5)-10| 1.5 3 5 2.7 25 1° 90 6
3025-(11)-10| 1.5 3 11 27 25 1° 920 6
3030-(5)-10| 1.5 3 5 2.7 30 1° 90 6
3030-(11)-10( 1.5 3 11 2.7 30 1° 90 6
3035-(5)-10] 1.5 3 5 2.7 35 1° 90 6
3035-(11)-10( 1.5 3 11 2.7 35 1° 90 6
3040-(5)-10] 1.5 3 5 2.7 40 1° 90 6
304011)-10| 1.5 3 11 2.7 40 1° 90 6
3050-(5)-10] 1.5 3 5 2.7 50 1° 90 6
3050-(11)-10( 1.5 3 11 2.7 50 1° 90 6
3060-(5)-10| 1.5 3 5 2.7 60 1° 90 6
3060-(11)-10| 1.5 3 11 2.7 60 1° 90 6
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&5t 150 84F Total 150 Models
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R IR | BMR | 81  BEFR  =HOE | 2R |YvIR
B Radius | Length of | Effective | Neck Neck | TaperAngle | Overall | Shank
Model Number Cut Length | Diameter | Length on Side Length | Diameter
R(mm) | LC(mm) | EL(nm) | @D1 (mm) | LN (mm) 6 L(mm) | ¢d (mm)
8069-(12)-10 4 12 12 - 69.2 1° 150 10
8101-(27)-10 4 12 27 7.4 101.4 1° 150 10
8050-(12)-15 4 12 12 - 50.1 | 1°30° | 150 10
8069-(20)-15 4 12 20 7.4 69.6 | 1°30° | 150 10
8031-(12)-30 4 12 12 - 31 3 100 10
10060-(15)-10) 5 15 15 = 60 1° 150 12
SX-TN-3
10072-(15-10) 5 15 15 - 72.2 1° 150 12
10080-(34)-10 5 15 34 9.4 80 1° 150 12
10108-(34)-10) 5 15 34 9.4 108.4 1° 150 12
10053-(15)-15 5 15 15 — 53.1 | 1°30° | 150 12
10074-(15)-15 5 15 25 9.4 746 | 1°30° | 150 12
10034-(15)-30| 5 15 15 - 34 &’ 110 12

R IR | Bk | 8 | ENR | 2OE | 2R |Yv/IR
BRI Radius | Lengthof | Effective | Neck Neck | TaperAngle | Overall | Shank
Model Number Cut Length | Diameter | Length on Side Length | Diameter
R(mm) | LC(mm) | EL(nm) |@D1(mm) | LN (mm) 6 L(mm) | ¢d (mm)
4070-(6)-10 2 4 6 3.6 70 1° 150 8
4070-(14)-10 2 4 14 3.6 70 1° 150 8
4080-(6)-10 2 4 6 3.6 80 1° 150 8
4080-(14)-10 2 4 14 3.6 80 1° 150 8
4090-(6)-10 2 4 6 3.6 90 1° 150 8
4090-(14)-10 2 4 14 3.6 90 1° 150 8
4100-(6)-10 2 4 6 3.6 100 1° 150 8
4100-(14)-10 2 4 14 3.6 100 1° 150 8
4110-(6)-10 2 4 6 3.6 110 1° 150 8
4110-(14)-10 2 4 14 3.6 110 1° 150 8
4020-(6)-15 2 4 6 3.6 20 1° 307 90 6
4025-(6)-15 2 4 6 3.6 25 1° 307 90 6
4030-(6)-15 2 4 6 3.6 30 1°30° 90 6
4035-(6)-15 2 4 6 3.6 35 1°30° 90 6
SX-TN-3  |4040-(6)-15 2 4 6 3.6 40 1° 30 90 6
4051-(6)-15 2 4 6 3.6 51.8 | 1°30° 90 6
4060-(6)-15 2 4 6 3.6 60 1°30" | 150 8
4070-(6)-15 2 4 6 3.6 70 1°30° | 150 8
4080-(6)-15 2 4 6 3.6 80 1°30" | 150 8
4020-(6)-20 2 4 6 3.6 20 2° 90 6
4025-(6)-20 2 4 6 3.6 25 2° 90 6
4030-(6)-20 2 4 6 3.6 30 2° 90 6
4035-(6)-20 2 4 6 3.6 35 2° 90 6
4028-(6)-30 2 4 6 3.6 28.8 & 90 6
6066-(9)-10 3 9 9 - 66.2 1° 150 8
6089-(21)-10 3 9 21 5.6 89.7 1° 150 8
6047-(9)-15 3 9 9 - 471 | 1°30° | 150 8
6060-(15)-15 3 9 15 5.6 60.8 | 1°30" | 150 8
6028-(9)-30 3 9 9 - 28 3 100 8

For High Hardness / BHEEriaH For General / FIH=R |

For Die / MHE KD

For Aluminum / BHE 1SN

For Graphite/ FHE 7AWIUIN

For Plastics / IHS\3 WX UIN

AIL7

Square

R=Ib
Ball

AITI7
Square

SYFR
Radius

R—IL

Ball

Ov7zxvg

R=Ib
Long Neck Ball

AII7

Square

0y7xvJ
AII7
Long Neck Square

oy xyg
SITR
Long Neck Radius

AIIF

Square

R—Jb

Ball

AII7

Square

ovJ7zy7
AII7

Long Neck Square

R—Ib

ovIzyg
A=

Long Neck Ball

EERY

Chamfering

3—-
5oy

Corner Lounge
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tIHEISREFZR Milling Conditions

REANGL

Lead to the next page

EE)

tIHEISZHEZR  Milling Conditions

eI R/ S FTUN—RVER BEANEH IRANE
. Work | CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS |  HARDENED STEELS HARDENED STEELS
o %‘ Material | g45¢ - 555C / SK - SCM NAK + HPM
R—IU g HaﬁEEss ~225HB / ~35HRC ~45HRC ~55HRC ~62HRC
: OEE | &VEE | VHAE DR | ZUEE | tHAE |OIRH|ZUEE | tHAE DI 2UEE | thAR
- RUZR Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut
2017 |B Model Speed Speed Speed Speed
o %] Number 1 (yin") \(mm/min)| ~ (min) | (min") ((mm/min)|  (min) | (uin") |(om/min)|  (min) | (min") (mm/min)]  (min)
SYPz |B ap | ae ap | ae ap | ae ap | ae
. f: 1006-(1.5)-10( 26,000 | 4,680 | 0.06 | 0.09| 18,000 | 3,060 |0.06 | 0.09 | 16,500 | 2,340 |0.06 |0.07 | 16,500 | 2,070 |0.06 | 0.06
s E 1008-(1.5)-10( 26,000 | 4,680 | 0.06 | 0.09| 18,000 | 3,060 |0.06 | 0.09 | 16,500 | 2,340 |0.06 |0.07| 16,500 | 2,070 |0.06 | 0.06
B %] 1010-(1.5)-10( 21,000 | 3,420 | 0.03 |0.045| 14,600 | 2,430 |0.03 |0.045] 13,500 | 1,890 |0.03|0.04| 13,500 | 1,710 |0.030.03
-é 1012-(1.5)-10( 21,000 | 3,420 | 0.03 |0.045| 14,600 | 2,430 |0.03 |0.045| 13,500 | 1,890 |0.03|0.04| 13,500 | 1,710 |0.03 | 0.03
‘7\& 1016-(1.5)-10 16,500 | 2,340 {0.03{0.045| 11,700 | 1,620 | 0.03 |0.045| 10,800 | 1,350 |0.03|0.04 | 10,800 | 1,170 |0.03 | 0.03
fu“ifyl’:f 1020-(1.5)-10( 16,500 | 2,340 {0.02{0.03| 11,700 | 1,620 | 0.02|0.03 | 10,800 | 1,350 |0.02|0.03| 10,800 | 1,170 |0.02 | 0.02
1025-(1.5)-10( 15,000 | 2,160 | 0.02|0.03| 10,200 | 1,440 |0.02|0.03| 9,500 | 1,170 |0.02|0.03| 9,500 | 1,000 |0.02 | 0.02
2917 ;% 1030-(1.5)-10( 12,500 | 1,620 0.017/0.025| 9,000 | 1,080 |0.017|0.025| 8,100 | 860 0.017/0.02| 8,100 | 720 |0.0170.017
ﬁ% 1035-(1.5)-10( 10,500 | 1,350 | 0.01(0.015| 7,300 | 860 |0.01|0.015/ 6,700 | 720 |0.01/0.02| 6,700 | 630 |0.01{0.01
e g 1006-(1.5)-15 26,000 | 4,680 | 0.06 | 0.09| 18,000 | 3,060 |0.06 | 0.09 | 16,500 | 2,340 |0.06 |0.07| 16,500 | 2,070 |0.06 | 0.06
WE 1008-(1.5)-15 26,000 | 4,680 | 0.06 | 0.09| 18,000 | 3,060 |0.06 | 0.09 | 16,500 | 2,340 |0.06 |0.07| 16,500 | 2,070 |0.06 | 0.06
S 1010-(1.5)-15( 21,000 | 3,420 | 0.03]0.05| 14,600 | 2,430 |0.03 |0.05|13,500 | 1,890 |0.03|0.04| 13,500 | 1,710 |0.03 | 0.03
= [1012-(1.5)-15{ 21,000 | 3,420 |0.03|0.05 | 14,600 | 2,430 |0.03|0.05 13,500 | 1,890 |0.03|0.04| 13,500 | 1,710 |0.03|0.03
s g 1006-(1.5)-20( 26,000 | 4,680 |0.06{0.09 | 18,000 | 3,060 | 0.06 | 0.09 | 16,500 | 2,340 |0.06|0.07 | 16,500 | 2,070 |0.06 | 0.06
R—Ib %5 1008-(1.5)-20( 26,000 | 4,680 | 0.06 | 0.09| 18,000 | 3,060 |0.06 | 0.09 | 16,500 | 2,340 |0.06 |0.07| 16,500 | 2,070 |0.06 | 0.06
- 2 1010-(1.5)-20( 21,000 | 3,420 | 0.03|0.05| 14,600 | 2,430 |0.03 |0.05|13,500 | 1,890 |0.03|0.04| 13,500 | 1,710 |0.030.03
I Z [1012-(1.5)-20| 21,000 | 3,420 | 0.03|0.05 | 14,600 | 2,430 |0.03|0.05 13,500 | 1,890 |0.03]0.04 | 13,500 | 1,710 |0.03|0.03
Sawme |

66

Rt R/ &M TUN—RVER AN IRANSE
Work | CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS |  HARDENED STEELS HARDENED STEELS .
Material | g45¢ - 555C / SK - SCM NAK + HPM é’é‘ ot
BB | 225HB / ~35HRC ~45HRC ~55HRC ~62HRC gm\_,b
D&% | %UEE | THAR |ORY 2UEE| VHAR DR 2VEE| tHAR DM 2R ne |
RUZE Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut| Spindle| Feed |Depthof Cut|
Model Speed Speed Speed Speed Elzo17
Number | (min") \(mm/min)  (min) | (mn") [(am/min)  (min) | (min") [(mm/min)  (min) | (min?) |(mm/min)|  (min) %ESW
ap | ae ap | ae ap | ae ap lae| :surz
1508-(2.3)-10( 17,000 | 4,680 |0.07 |0.15| 12,000 | 2,880 |0.07|0.15|11,000 | 2,340 |0.07 |0.08 | 11,000 | 2,070 |0.07 |0.07 4
1510-(2.3)-10( 17,000 | 4,680 |0.07 | 0.15| 12,000 | 2,880 |0.07|0.15|11,000 | 2,340 |0.07 | 0.08 | 11,000 | 2,070 |0.07 |0.07 .
1512-(2.3)-10( 17,000 | 4,680 |0.07 | 0.15| 12,000 | 2,880 |0.07|0.15|11,000 | 2,340 |0.07 | 0.08 | 11,000 | 2,070 |0.07 |0.07 iﬂgﬁ;lb
1516-(2.3)-10( 13,500 | 3,240 (0.045/0.07 | 9,500 | 2,340 |0.045/0.07 | 8,800 | 1,890 |0.045/0.05| 8,800 | 1,650 |0.045(0.045 ng
1520-(2.3)-10( 11,000 | 2,340 |0.04|0.06| 7,800 | 1,470 |0.04|0.06 | 7,100 | 1,350 |0.04 |0.05| 7,100 | 1,170 |0.04  0.04 2;-
1508-(2.3)-15( 17,000 | 4,680 |0.07 |0.015| 12,000 | 2,880 |0.07|0.15|11,000 | 2,340 |0.07 | 0.08 | 11,000 | 2,070 |0.07 |0.07 (morirs
1510-(2.3)-15| 17,000 | 4,680 |0.070.015] 12,000 | 2,880 |0.07 |0.15 | 11,000 | 2,340 |0.07 | 0.08 | 11,000 | 2,070 |0.07 |0.07 T";L':ksa”
1512-(2.3)-15 17,000 | 4,680 |0.070.015] 12,000 | 2,880 |0.07 |0.15 | 11,000 | 2,340 |0.07 | 0.08 | 11,000 | 2,070 |0.07 |0.07
1516-(2.3)-15( 13,500 | 3,240 (0.045/0.07 | 9,500 | 2,340 |0.045/0.07 | 8,800 | 1,890 |0.045/0.05| 8,800 | 1,650 |0.045/0.045 ’}:“1917
1520-(2.3)-15( 11,000 | 2,340 |0.04 |0.06| 7,800 | 1,470 |0.04|0.06 | 7,100 | 1,350 |0.04 0.05| 7,100 | 1,170 |0.04 0.04 @mave
1508-(2.3)-20( 17,000 | 4,680 |0.07 |0.15| 12,000 | 2,880 |0.07|0.15|11,000 | 2,340 |0.07|0.08 | 11,000 | 2,070 |0.07 |0.07 %ﬁ
1510-(2.3)-20( 17,000 | 4,680 |0.07 |0.15| 12,000 | 2,880 |0.07|0.15|11,000 | 2,340 |0.07 | 0.08 | 11,000 | 2,070 |0.07 |0.07 ginggNikj;'quare
1512-(2.3)-20( 17,000 | 4,680 |0.07 |0.15| 12,000 | 2,880 |0.07|0.15|11,000 | 2,340 |0.07 | 0.08 | 11,000 | 2,070 |0.07 |0.07 EW
1516-(2.3)-20( 13,500 | 3,240 (0.045/0.07 | 9,500 | 2,340 |0.045/0.07 | 8,800 | 1,890 |0.045/0.05| 8,800 | 1,650 |0.045/0.045 3n?~i=k1nadms
1520-(2.3)-20( 11,000 | 2,340 |0.040.06| 7,800 | 1,470 |0.04|0.06 | 7,100 | 1,350 |0.040.05| 7,100 | 1,170 |0.04  0.04 )
2010-(3)-10] 15,300 | 5,490 |0.15|0.25|10,700 | 3,510 |0.15]0.25| 9,800 | 2,700 |0.15| 0.2 | 9,800 | 2,430 |0.15/0.15 §1917
2015-(3)-10| 15,300 | 5490 |0.09|0.15] 10,700 | 3510 [0.09|0.15] 9,800 | 2,700 |0.09 0.15| 9,800 | 2430 |0.09 009 4"
2020-(3)-10] 12,200 | 3,960 |0.06|0.09 | 8,500 | 2,700 |0.06 0.09| 7,900 | 2,250 |0.06|0.07 | 7,900 | 1,980 |0.06 |0.06 %‘Tf”’
2020-(7)-10] 12,200 | 3,960 |0.06|0.09 | 8,500 | 2,700 |0.06 |0.09| 7,900 | 2,250 |0.06 |0.07 | 7,900 | 1,980 |0.06 | 0.06 2
2025-(3)-10| 10,000 | 2,880 | 0.06|0.09| 7,000 | 1,740 | 0.06 | 0.09| 6,500 | 1,620 | 0.06 |0.07 | 6,500 | 1,380 |0.06 |0.06|
2025-(7)-101 10,000 | 2,880 |0.06|0.09 | 7,000 | 1,740 | 0.06 0.09| 6,500 | 1,620 |0.06|0.07 | 6,500 | 1,380 |0.06 | 0.06 25‘?17
2030-(3)-10] 10,000 | 2,880 |0.45|0.07 | 7,000 | 1,740 | 0.45|0.07 | 6,500 | 1,620 |0.45/0.05| 6,500 | 1,380 |0.45|0.45 ,fju :
2030-(7)-10] 10,000| 2,880 045|007 7,000 | 1,740 | 045|007 | 6,500 | 1,620 | 045]0.05] 6500 | 1380 0.5 05| #2777
2035-(3)-10] 10,000 | 2,880 |0.45|0.07 | 7,000 | 1,740 | 0.45|0.07 | 6,500 | 1,620 |0.45/0.05| 6,500 | 1,380 |0.45|0.45 é
2035-(7)-10 10,000 | 2,880 |0.45|0.07 | 7,000 | 1,740 | 0.45|0.07 | 6,500 | 1,620 |0.45/0.05| 6,500 | 1,380 |0.45|0.45 Eif”’
2040-(3)-10] 10,000 | 2,880 |0.03|0.05| 7,000 | 1,740 {0.03{0.05| 6,500 | 1,620 |0.03|0.04 | 6,500 | 1,380 |0.03|0.03 Y
2040-(7)-10] 10,000 | 2,880 |0.03|0.05| 7,000 | 1,740 | 0.03|0.05| 6,500 | 1,620 |0.03|0.04 | 6,500 | 1,380 |0.03{0.03 ff;,fel:kaa”
2050-(3)-10] 8,500 | 2,160 |0.0150.03 | 6,000 | 1,400 |0.015/0.03| 5,500 | 1,170 0.015/0.02| 5,500 | 990 |0.015/0.015 —
2050-(7)-10] 8,500 | 2,160 |0.0150.03 | 6,000 | 1,400 |0.015/0.03| 5,500 | 1,170 |0.015/0.02| 5,500 | 990 |0.015/0.015 Chamfering
2060-(3)-10| 7,300 | 1,980 {0.009| 0.02 | 5,000 | 1,170 10.009/0.02| 4,700 | 990 |0.009 0.01| 4,700 | 840 0.009/0.009 375
2060-(7)-10] 7,300 | 1,980 {0.009 0.02 | 5,000 | 1,170 |0.009/0.02| 4,700 | 990 |0.009/0.01| 4,700 | 840 0.009/0.009 Corner Lounge
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AIIF

Square

tIHEISREFZR Milling Conditions

1RHA4
Work
Material

RFR / S

CARBON STEELS / ALLOY STEELS

8§45C - S55C / SK + SCM

FTUN—RVER
PREHARDENED STEELS

NAK « HPM

AN
HARDENED STEELS

BRANSE

HARDENED STEELS

R—Jb
Ball

RIT7
Square

SYTPR

Radius

R—Ib

Ball

Ovoxyg
w=Jb
Long Neck Ball

AIILF

Square

For High Hardness / BHEiaH For General / IHZR |

For Die / BHE R

N

=

EE=

Hardness

~225HB / ~35HRC

~45HRC

~55HRC

~62HRC

BUEE
Model
Number

o
Spindle
Speed

(min™)

e

Feed

tiAgE
Depth of Cut

(mm/min)| ~ (min)

ap | ae

o
Spindle
Speed

(min™)

& EE

Feed

thAgE

Depth of Cut

(mm/min)| ~ (min)

ap | ae

OERE
Spindle
Speed

(min™")

)

Feed

(mm/min)

tiag
Depth of Cut

(min)

ap

ae

R
Spindle
Speed

(min™)

i)

Feed

thAgE

(mm/min)| ~ (min)

Depth of Cut

ap

ae

2010-(3)-15

15,300 | 5,490 0.15]0.25

10,700 | 3,510 [0.15]0.25

9,800

2,700

0.15

0.2

9,800

2,430 10.15

0.15

2015-(3)-15

15,300 | 5,490 |0.09|0.15

10,700 | 3,510 {0.09]0.15

9,800

2,700

0.09

0.15

9,800

2,430 10.09

0.09

2020-(3)-15

12,200 | 3,960 | 0.06|0.09

8,500 | 2,700 |0.06|0.09

7,900

2,250

0.06

0.07

7,900

1,980 10.06

0.06

2025-(3)-15

10,000 | 2,880 | 0.06 | 0.09

7,000 | 1,740 | 0.06 | 0.09

6,500

1,620

0.06

0.07

6,500

1,380 |0.06

0.06

2030-(3)-15

10,000 | 2,880 10.045] 0.07

7,000 | 1,740 10.045] 0.07

6,500

1,620

0.045

0.05

6,500

1,380

0.045/0.045

2035-(3)-15

10,000 | 2,880 10.045] 0.07

7,000 | 1,740 10.045] 0.07

6,500

1,620

0.045

0.05

6,500

1,380

0.045/0.045

2040-(3)-15

10,000 | 2,880 | 0.03]0.05

7,000 | 1,740 10.03 0.05

6,500

1,620

0.03

0.04

6,500

1,380 10.03

0.03

2050-(3)-15

8,500 | 2,160 |0.0150.03

6,000 | 1,400 10.015/0.03

5,500

1,170

0.015

0.02

5,500

990

0.015/0.015

2060-(3)-15

7,300 | 1,980 {0.009] 0.02

5,000 | 1,170 10.009,0.02

4,700

990

0.009

0.01

4,700

840

0.009/0.009

2010-(3)-20

15,300 | 5490 |0.15]0.25

10,700 | 3,510 10.15/0.25

9,800

2,700

0.15

02

9,800

2,430 |0.15

0.15

2015-(3)-20

15,300 | 5,490 10.09]0.15

10,700 3,510 [0.09]0.15

9,800

2,700

0.09

0.15

9,800

2,430 10.09

0.09

0vJ7xvJ
AII7
Long Neck Square

2020-(3)-20

12,200 | 3,960 | 0.06]0.09

8,500 | 2,700 |0.06|0.09

7,900

2,250

0.06

0.07

7,900

1,980 10.06

0.06

2025-(3)-20

10,000 | 2,880 | 0.06|0.09

7,000 | 1,740 10.06 | 0.09

6,500

1,620

0.06

0.07

6,500

1,380 10.06

0.06

ovJ7xy7
SIYT7R
Long Neck Radius

For Aluminum / HE 1

2030-(3)-20

10,000 | 2,880 10.045] 0.07

7,000 | 1,740 0.045] 0.07

6,500

1,620

0.045

0.05

6,500

1,380

0.045/0.045

2035-(3)-20

10,000 | 2,880 |0.045] 0.07

7,000 | 1,740 |0.045) 0.07

6,500

1,620

0.045

0.05

6,500

1,380

0.045/0.045

AILF

Square

R—=Jb

Ball

RII7

Square

ov7zy7
AII7

Long Neck Square

R—Ib

Ball

ovJ7zyg
K=Jb

Long Neck Ball

[i:1):0 0}

Chamfering

For Graphite/ BHE 7AWIUIN

For Plastics / IHE\ WX UIN

2040-(3)-20

10,000 | 2,880 | 0.03]0.05

7,000 | 1,740 | 0.03 |0.05

6,500

1,620

0.03

0.04

6,500

1,380 |0.03

0.03

2050-(3)-20

8,500 | 2,160 0.015/0.03

6,000 | 1,400 0.015/0.03

5,500

1,170

0.015

0.02

5,500

990

0.015)0.015

2063-(3)-20

7,300 | 1,980 ]0.009]0.02

5,000 | 1,170 10.009,0.02

4,700

990

0.009

0.01

4,700

840

0.009/0.009

2044-(4)-30

9,000 | 2,250 0.030.05

7,000 | 1,740 10.03 0.05

6,500

1,620

0.03

0.04

6,500

1,380 10.03

0.03

3015-(5)-10

12,800 | 6,870 10.25]0.35

8,900 | 4,320 1 0.250.35

8,300

3,510

0.25

0.3

8,300

3,090 0.25

0.25

3020-(5)-10

12,800 | 6,300 |0.15]0.25

8,900 | 3,870 10.15/0.25

8,300

3,060

0.15

0.2

8,300

2,610 |0.15

0.15

3020-(11)-10

12,800 | 6,300 |0.15]0.25

8,900 | 3,870 | 0.15/0.25

8,300

3,060

0.15

0.2

8,300

2,610 |0.15

0.15

3025-(5)-10

10,000 | 5,130 |0.09]0.15

8,900 | 3,870 |0.09]0.15

6,600

2,430

0.09

0.15

6,600

1,980 10.09

0.09

3025-(11)-10

10,000 | 5,130 |0.09|0.15

8,900 | 3,870 | 0.090.15

6,600

2,430

0.09

6,600

1,980 10.09

0.09

3030-(5)-10

10,200 | 4,950 10.09]0.15

7,200 | 2,700 10.090.15

6,600

2,430

0.09

1
0.15
1

6,600

1,980 10.09

0.09

3030-(11)-10

10,200 | 4,950 10.09]0.15

7,200 | 2,700 10.090.15

6,600

2,430

0.09

0.15

6,600

1,980 10.09

0.09

3035-(5)-10

8,300 | 3,600 | 0.060.09

7,200 | 2,700 1 0.06 | 0.09

5,400

2,070

0.06

0.07

5,400

1,710 10.06

0.06

3035-(11)-10

8,300 | 3,600 | 0.060.09

7,200 | 2,700 1 0.060.09

5,400

2,070

0.06

0.07

5,400

1,710 10.06

0.06

3040-(5)-10

8,300 | 3,600 | 0.060.09

5,800 | 2,160 | 0.06]0.09

5,400

2,070

0.06

0.07

5,400

1,710 | 0.06

0.06

3040-(11)-10

8,300 | 3,600 | 0.060.09

5,800 | 2,160 |0.06]0.09

5,400

2,070

0.06

0.07

5,400

1,710 10.06

0.06

3050-(5)-10

8,300 | 3,600 | 0.050.08

5,800 | 2,160 |0.050.08

5,400

2,070

0.05

0.06

5,400

1,710 10.05

0.05

3050-(11)-10

8,300 | 3,600 | 0.050.08

5,800 | 2,160 |0.050.08

5,400

2,070

0.05

0.06

5,400

1,710 10.05

0.05

3—F—
S90Y
Corner Lounge
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3060-(5)-10

7,150 | 3,150 |0.03]0.05

5,000 | 1,800 |0.03]0.05

4,600

1,740

0.03

0.04

4,600

1,490 10.03

0.03

3060-(11)-10

7,150 | 3,150 |0.03]0.05

5,000 | 1,800 |0.03]0.05

4,600

1,740

0.03

0.04

4,600

1,490 10.03

0.03

tIHEISZHEZR  Milling Conditions

REANGL
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EE)

WA R/ & FUN—R SR AN AN
iy CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS | HARDENED STEELS HARDENED STEELS =
Material | g45¢ . s55C / SK - SCM NAK - HPM % o
BE | _205HB/~35HRC ~45HRC ~B55HRC ~62HRC .
Hardness g Ball
OERE) | R)EE | PHAE |DEEH | 2URE| thAZE DI FURE| tHAE DR | 20EE| thA=
RUE Spindle| Feed |Depthof Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut ﬁE -
Model Speed Speed Speed Speed ;',E ;if’
Number | (min") \mm/min)  (min) | (min") [(mm/min)|  (min) | (min") [(m/min)  (min) | (min?) |(mm/min)|  (min) ? )
ap | ae ap | ae ap | ae ap | ae gzzzx
3015-(5)-15( 12,800 | 6,840 |0.25(0.35| 8,900 | 4,320 |0.25|0.35| 8,300 | 3,510 | 0.25| 0.3 | 8,300 | 3,090 |0.250.25 -
3020-(5)-15( 12,800 | 6,300 |0.15(0.25| 8,900 | 4,320 |0.15|0.25 | 8,300 | 3,060 | 0.15| 0.2 | 8,300 | 2,610 |0.15/0.15 gm\_m
3025-(5)-15( 11,000 | 5,130 |0.09(0.15| 8,900 | 4,320 |0.09|0.15| 6,600 | 2,430 | 0.09|0.15| 6,600 | 1,980 |0.090.09 %]Ba"
3030-(5)-15| 10,200 | 4,950 {0.090.15| 7,200 | 2,700 | 0.09|0.15| 6,600 | 2,430 |0.09 0.15| 6,600 | 1,980 |0.090.09| g
3035-(5)-15( 8,300 | 3,600 |0.060.09| 7,200 | 2,700 |0.06|0.09 | 5400 | 2,070 | 0.06 | 0.07 | 5,400 | 1,710 |0.06 | 0.06 E-
3040-(5)-15( 8,300 | 3,600 |0.060.09| 5800 | 2,160 |0.06|0.09 | 5400 | 2,070 | 0.06 | 0.07 | 5400 | 1,710 |0.06 | 0.06 W
3050-(5)-15( 8,300 | 3,600 |0.05(0.08| 5,800 | 2,160 |0.05|0.08 | 5400 | 2,070 | 0.05|0.06 | 5400 | 1,710 |0.050.05 Long Neck Bal
3015-(5)-20( 12,800 | 6,840 |0.25/0.35| 8,900 | 4,320 |0.25|0.35| 8,300 | 3,510 | 0.25| 0.3 | 8,300 | 3,090 |0.250.25
3020-(5)-20( 12,800 | 6,300 |0.15(0.25| 8,900 | 4,320 |0.15|0.25| 8,300 | 3,060 | 0.15| 0.2 | 8,300 | 2,610 |0.15/0.15 ’111917
3025-(5)-20( 11,000 | 5,130 |0.09(0.15| 8,900 | 4,320 |0.09|0.15| 6,600 | 2,430 | 0.09|0.15| 6,600 | 1,980 |0.090.09 %L
3030-(5)-20( 10,200 | 4,950 |0.09(0.15| 7,200 | 2,700 |0.09|0.15| 6,600 | 2,430 | 0.09|0.15| 6,600 | 1,980 |0.090.09 g;;z;ﬂ
3035-(5)-20( 8,300 | 3,600 |0.06(0.09| 7,200 | 2,700 |0.06|0.09 | 5,400 | 2,070 | 0.06 | 0.07 | 5,400 | 1,710 |0.06 | 0.06 5&
3040-(5)-20( 8,300 | 3,600 |0.06(0.09| 5800 | 2,160 |0.06|0.09 | 5400 | 2,070 | 0.06 |0.07 | 5400 | 1,710 |0.06 | 0.06 “ 51,22’7
3052-(5)-20| 8,300 | 3,600 |0.05|0.08| 5800 | 2,160 | 0.05|0.08 | 5400 | 2,070 | 0.05|0.06| 5400 | 1,710 [0.05/0.05| ™
3037-(6)-30( 9,000 | 4,500 |0.06{0.09| 5,800 | 2,160 | 0.06 |0.09 | 5,400 | 2,070 |0.06|0.07| 5400 | 1,710 |0.06 |0.06 z
4020-(6)-10( 12,000 | 5220 |0.32|0.45| 9,000 | 3,690 |0.32|0.45| 7,800 | 2,970 | 0.32| 0.4 | 7,800 | 2,790 |0.32|0.32 %;717
4025-(6)-10( 12,000 | 4,680 |0.29|0.45| 9,000 | 3,690 |0.29|0.45| 7,800 | 2,970 | 0.29|0.35| 7,800 | 2,790 |0.290.29 %‘
4030-(6)-10( 12,000 | 4,680 |0.23|0.35| 9,000 | 3,690 |0.23|0.35| 7,800 | 2,700 |0.23| 0.3 | 7,800 | 2,520 |0.23 |0.23 %*‘;rf”’
4030-(14)-101 12,000 | 4,680 |0.23|0.35| 9,000 | 3,690 |0.23|0.35| 7,800 | 2,700 {0.23| 0.3 | 7,800 | 2,520 |0.23|0.23 -
4035-(6)-10( 9,500 | 3,600 |0.19(0.25| 7,200 | 2,520 |0.19|0.25| 6,200 | 2,070 | 0.19]0.25| 6,200 | 1,890 |0.19|0.19 %1717
4035-(14)-10| 9,500 | 3,600 |0.19/0.25| 7,200 | 2,520 [0.19]0.25| 6,200 | 2,070 |0.19(0.25| 6,200 | 1,890 |0.19|0.19| 73| sauere
4040-(6)-10( 9,500 | 3,600 |0.14]0.25| 7,200 | 2,520 |0.14]0.25| 6,200 | 2,070 |0.14| 0.2 | 6,200 | 1,890 |0.14|0.14 nglumyg“z\yg
4040-(14)-10] 9,500 | 3,600 |0.14/0.25| 7,200 | 2,520 | 0.14]0.25| 6,200 | 2,070 |0.14| 0.2 | 6,200 | 1,890 [0.14{0.14 259753;4
4050-(6)-10( 7,800 | 2,880 |0.11]0.15| 5,800 | 2,160 |0.11|0.15| 5,000 | 1,650 | 0.11| 0.1 | 5,000 | 1,560 |0.110.11 gm-_”,
4050-(14)-10| 7,800 | 2,880 |0.11|0.15| 5,800 | 2,160 [0.11|0.15| 5,000 | 1,650 |0.11| 0.1 | 5,000 | 1,560 |0.110.11 ol
4060-(6)-10( 7,800 | 2,880 |0.07|0.15| 5,800 | 2,160 |0.07|0.15| 5,000 | 1,650 |0.07 |0.08| 5,000 | 1,560 |0.07 |0.07 Eﬁ‘jﬁ;*‘ﬂ
4060-(14)-10| 7,800 | 2,880 |0.07|0.15| 5,800 | 2,160 | 0.07 |0.15| 5,000 | 1,650 |0.07 |0.08 | 5,000 | 1,560 |0.07|0.07 B
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bt R / S FTUN—RVER AN AN
5 Wori | CARBONSTEELS / ALLOY STEELS | PREHARDENED STEELS | HARDENED STEELS HARDENED STEELS
;ugaij_, %] Material
7 S45C - S55C / SK - SCM NAK + HPM
w-u B
- g ®E ~225HB / ~35HRC ~45HRC ~55HRC ~62HRC
Hardness
2717 % OEREy | 2)EE | PDHAE |OE:E ZUEE | tHhAE |OERH *UEE| tHAE O | 2UEE| thAE
% RIS Spindle| Feed |Depthof Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut| Spindle| Feed |Depth of Cut
[ % Model Speed Speed Speed Speed
Radius % Number | (min") |(mm/min)| ~ (min) | (min™) |(mm/min) (i) | (min") |(m/min)  (min) | (min") (mm/min)|  (min)
ap | ae ap | ae ap | ae ap | ae
. % 4070-(6)-10| 6,600 | 2,440 | 0.060.09| 5,200 | 1,940 |0.06|0.09| 4,500 | 1,490 |0.06 |0.07 | 4,500 | 1,400 |0.06 | 0.06
el & [4070-(14)-10( 6,600 | 2,440 |0.06|0.09| 5,200 | 1,940 |0.06|0.09 | 4,500 | 1,490 |0.06|0.07| 4,500 | 1,400 |0.06 |0.06
-g 4080-(6)-10| 6,600 | 2440 |0.05/0.08| 5200 | 1,940 |0.05|0.08 | 4,500 | 1,490 |0.05|0.06 | 4,500 | 1,400 |0.050.05
£ 4080-(14)-10| 6,600 | 2,440 |0.05|0.08 | 5,200 | 1,940 |0.05|0.08 | 4,500 | 1,490 |0.05/0.06 4,500 | 1,400 |0.050.05
e 4090-(6)-10| 5,050 | 1,850 | 0.040.06| 4,700 | 1,760 |0.04|0.06| 4,050 | 1,350 |0.04 |0.05| 4,050 | 1,260 |0.04|0.04
ongeck el 4090-(14)-10| 5,050 | 1,850 | 0.04|0.06 | 4,700 | 1,760 | 0.04|0.06 | 4,050 | 1,350 |0.04 |0.05 | 4,050 | 1,260 |0.04|0.04
_|4100~(6)-10] 5050 | 1,850 |0.03]0.05| 4,700 | 1,760 |0.03|0.05| 4,050 | 1,350 |0.03|0.04 4,050 | 1,260 |0.030.03
2o17 ;s“u 4100-(14)-10| 5,050 | 1,850 |0.03|0.05 | 4,700 | 1,760 | 0.03|0.05 4,050 | 1,350 |0.03 | 0.04 | 4,050 | 1,260 |0.030.03
& |4110-(6)-10| 5,050 | 1,850 |0.02|0.03 4,700 | 1,760 |0.02|0.03 | 4,050 | 1,350 |0.02|0.02| 4,050 | 1,260 |0.020.02
%g}gwé 4110-(14)-10| 5,050 | 1,850 |0.02|0.03 | 4,700 | 1,760 |0.02|0.03 | 4,050 | 1,350 |0.02 | 0.02 | 4,050 | 1,260 |0.020.02
%g 4020-(6)-15 12,000 | 5,220 |0.320.45| 9,000 | 3,690 |0.32|0.45| 7,800 | 2,970 |0.32| 0.4 | 7,800 | 2,790 |0.320.32
T 4025-(6)-15| 12,000 | 4,680 |0.290.45| 9,000 | 3,690 |0.29|0.45| 7,800 | 2,970 |0.29|0.35| 7,800 | 2,790 |0.29|0.29
4030-(6)-15| 12,000 | 4,680 |0.230.35| 9,000 | 3,690 |0.23|0.35| 7,800 | 2,700 |0.23| 0.3 | 7,800 | 2,520 |0.230.23
oy |2 4035-(6)-15| 9,500 | 3,600 |0.190.25| 7,200 | 2,520 {0.19]0.25| 6,200 | 2,070 |0.19| 0.2 | 6,200 | 1,890 |0.19]0.19
sawwre | 14040-(6)-15] 9,500 | 3,600 | 0.14]0.25| 7,200 | 2,520 | 0.14]0.25| 6,200 | 2,070 |0.14/0.15] 6,200 | 1,890 |0.140.14
o %; 4051-(6)-15| 7,800 | 2,880 | 0.11|0.15| 5,800 | 2,160 |0.110.15| 5,000 | 1,650 |0.11|0.15| 5,000 | 1,560 |0.11|0.11
gal ¢ |4060-(6)-15| 7,800 | 2,880 |0.07|0.15| 5,800 | 2,160 |0.07|0.15| 5,000 | 1,650 |0.07  0.08| 5,000 | 1,560 |0.07 |0.07
4070-(6)-15| 6,600 | 2,440 |0.060.09| 5200 | 1,940 |0.06|0.09| 4,500 | 1,490 |0.06 |0.07 | 4,500 | 1,400 |0.06 | 0.06
g % 4080-(6)-15| 5,610 | 2,070 | 0.05/0.08| 5,200 | 1,940 |0.05|0.08 | 4,500 | 1,490 |0.05|0.06 | 4,500 | 1,400 |0.050.05
s 2 4020-(6)-20 12,000 | 5,220 | 0.32|0.45| 9,000 | 3,690 |0.32/0.45| 7,800 | 2,970 |0.32| 0.4 | 7,800 | 2,790 |0.32|0.32
%g‘;w% 4025-(6)-20 12,000 | 4,680 |0.290.45| 9,000 | 3,690 |0.29|0.45| 7,800 | 2,970 |0.29|0.35| 7,800 | 2,790 |0.29|0.29
et 12 14030-(6)-20 12,000 | 4,680 |0.23]0.35| 9,000 | 3,690 |0.23]0.35| 7,800 | 2,700 |0.23| 0.3 | 7,800 | 2,520 |0.23|0.23
=l % 4035-(6)-20| 9,500 | 3,600 |0.190.25| 7,200 | 2,520 {0.19]0.25| 6,200 | 2,070 |0.19| 0.2 | 6,200 | 1,890 |0.19]0.19
I 4028-(6)-30| 12,000 | 4,680 |0.230.35| 9,000 | 3,690 0.23|0.35| 7,800 | 2,700 |0.23| 0.3 | 7,800 | 2,520 |0.23|0.23
- 6066-(9)-10| 6,500 | 2,520 | 0.22|0.35| 4,800 | 1,740 |0.22/0.35| 4,100 | 1,400 |0.22|0.25| 4,100 | 1,330 |0.22|0.22
6089-(21)-10 5,200 | 2,160 |0.11|0.15] 3,900 | 1,440 [0.11]0.15| 3400 | 1,080 |0.11|0.15| 3,400 | 1,040 |0.11]0.11
o 6047-(9)-15| 8,000 | 3,330 |0.320.45| 6,000 | 2,300 [0.32|0.45| 5200 | 1,890 |0.32| 0.4 | 5,200 | 1,710 |0.320.32
o 6060-(15)-15| 6,500 | 2,520 0.22|0.35| 4,800 | 1,740 |0.22|0.35| 4,100 | 1,400 |0.22|0.25| 4,100 | 1,330 |0.22|0.22
5929 6028-(9)-30| 8,000 | 3,600 |0.450.65| 6,000 | 2,700 |0.45|0.65| 5200 | 2,070 |0.45|0.55| 5,200 | 1,980 |0.450.45
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tIHEISZHEZR  Milling Conditions

I Rl / S FUN—RVER BEANEH KBREANEH
CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS HARDENED STEELS HARDENED STEELS B
Work 1| 2717
Material L square
S45C « S55C / SK + SCM NAK « HPM E
HEs
B ~225HB / ~35HRC ~45HRC ~55HRC ~62HRC &
Hardness
B )EE| AR DN A0S AR |OEM REE| VAR  OEN 2UEE UAR | | 2o
RIS Spindle| Feed |Depthof Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut| Spindle| Feed |Depth of Cut % ‘
Model Speed Speed Speed Speed % I
Number 1 (gin) (mm/min)|  (min) | (min") ((mm/min)  (mn) | (i) ((nm/min)  (min) | (min) |(mm/min)  (min) | Roaiue
ap | ae ap | ae ap | ae ap | ae
8069-(12)-10( 6,000 | 2,700 |0.33|0.45| 4,500 | 2,700 |0.33|0.45| 3,900 | 1,530 |0.33| 0.4 | 3,900 | 1,450 |0.33/0.33 % il
8101-(27)-10| 4,800 | 1,690 {0.09|0.15| 3,240 | 1,260 | 0.09|0.15| 2,790 | 1,040 [0.09|0.15| 2,790 | 970 |0.09/0.09| &
8050-(12)-15| 6,000 | 2,700 |0.52| 0.75| 4,500 | 2,700 | 0.52|0.75| 3,900 | 1,530 | 0.52| 0.6 | 3,900 | 1,450 |0.520.52 n-
8069-(20)-15| 6,000 | 2,700 |0.33|0.45| 4,500 | 2,700 | 0.33|0.45| 3,900 | 1,530 |0.33| 0.4 | 3,900 | 1450 [0.33(0.33| *
8031-(12)-30( 7,000 | 3,150 |0.64[0.95| 4,950 | 2,700 |0.64|0.95| 4,290 | 1,710 |0.640.75| 4,290 | 1,600 |0.64 | 0.64 e
10060-(15)-10] 4,800 | 2,340 |0.75|1.15| 3,600 | 1,670 | 0.75|1.15| 3,100 | 1,350 |0.75| 0.9 | 3,100 | 1,270 |0.75|0.75 LongeeBal
10072-(15)-10] 4,800 | 2,340 |0.55|0.85| 3,600 | 1,670 |0.55|0.85| 3,100 | 1,350 |0.55/0.65| 3,100 | 1,270 |0.55|0.55 .
10080-(34)-10| 4,560 | 2,160 |0.35|0.55 | 3,420 | 1,600 | 0.35|0.55| 3,100 | 1,350 |0.35| 0.4 | 3,100 | 1,270 |0.35|0.35 %;717’
10108-(34)-10| 4,320 | 2,100 |0.15]0.25| 3,300 | 1,530 |0.15]0.25| 2,950 | 1,290 |0.15| 0.2 | 2,950 | 1,200 |0.15|0.15 %ﬁ:
10053-(15)-15] 5,000 | 2,520 |0.75|1.15| 3,780 | 1,760 | 0.75|1.15| 3,250 | 1,400 |0.75| 0.9 | 3,250 | 1,330 |0.75|0.75 2 ?éﬁiﬂ
10074-(15)-15] 4,800 | 2,340 |0.35|0.55 | 3,600 | 1,670 | 0.35|0.55| 3,100 | 1,350 |0.35| 0.4 | 3,100 | 1,270 |0.35|0.35 ‘_‘ﬁ
2|07 %y
10034-(15)-30| 5,500 | 2,770 |1.15|1.75| 4,100 | 1,940 |1.151.75| 3,410 | 1,480 |1.15/1.35| 3,410 | 1,400 |1.15]1.15 TITA
%1917
Zz
%ap 330
F | square
3
7JIEI avJxyd
1. HRBEIERIE - ERE OB BRI, £l
Use a highly rigid and accurate machine as possible. =
2. COVHIRHRSTHIRHEOERZRI DD TY, i
KEDIITIFIIAAR - B8 - ERAEBECKVERREZREUERL TSV, Long eck al
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling ,
shape, porpose, machine capability and the operation environment. Ezé,mg
3. EREHOBESNEYBEVNESICE. EENEEDICRREERA—DEETTFFTERLTTES L, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the SovY
same proportion. ComerLounge
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& &5t 36 BUFE  Total 36 Models
Iz R IR ﬁ?ﬂE EE 2R 917‘/_7?%
Model Number Radius Length of Cut | Effective Length | Neck Diameter | Overall Length | Shank Diameter
R (mm) LC (mm) EL (mm) ¢D1 (mm) L (mm) ¢d (mm)
2008 1 2 8 1.8 70 6
2010 1 2 10 1.8 70 6
2012 1 2 12 1.8 70 6
2014 1 2 14 1.8 70 6
2016 1 2 16 1.8 70 6
2018 1 2 18 1.8 70 6
2020 1 2 20 1.8 70 6
3010 1.5 3 10 2.7 90 6
3014 1.5 3 14 2.7 90 6
SX-LN-2 3018 1.5 3 18 2.7 90 6
3022 1.5 3 22 2.7 90 6
3026 1.5 3 26 2.7 90 6
3030 1.5 3 30 2.7 90 6
4016 2 4 16 3.6 90 6
4020 2 4 20 3.6 90 6
4024 2 4 24 3.6 90 6
4028 2 4 28 3.6 90 6
4032 2 4 32 3.6 90 6
4036 2 4 36 3.6 90 6
4040 2 4 40 3.6 90 6

R0.5 ~ R2.0
7w @WHIME Work Material
Z0I7 |1
sqare L [ ppmeg CARBON STEELS 845C+855C | ©
) § S&m ALLOY STEELS SK -+ SCM ©
o § ZU/\—R$8 | PREHARDENED STEELS NAK + HPM ©
. AN HARDENED STEELS (~55HRC) ©
i (~60HRC) ©
Eodi (~65HRC) | O
ﬁfg sEk CAST IRON ©
Z;EZ %: ZIL=EE ALUMINUM ALLOYS
2 75T GRAPHITE
+ Ei]| COPPER ALLOYS
?,j[“’ %IE FSAFvI PLASTICS
7 SIS (© : S8, Most Suitable + O : 8/ Suitable)
;;é\ﬂ?—)b g B L -
et EL
LC 12°
ER i 5
[y A
: e :
zox7 (% 1
Square )JI|] R / E
Ov72vd g
2717 |3
tvase |5 @ BEF 36 U Total 36 Models
ovotv7 |8
ettt E R Pl BWE = 28 | vrUIR
Radius Length of Cut | Effective Length | Neck Diameter | Overall Length | Shank Diameter
Model Number
I 4 R (mm) LC (mm) EL (mm) ®D1 (mm) L (mm) ¢d (mm)
sqwrs | 1004 0.5 1 4 0.95 70 6
. z 1006 0.5 1 6 0.95 70 6
Ball § 1008 0.5 1 8 0.95 70 6
1010 0.5 1 10 0.95 70 6
Z 1012 0.5 1 12 0.95 70 6
27917 |3
Square 7 1014 0.5 1 14 0.95 70 6
7
ovgzys | B 1016 0.5 1 16 0.95 70 6
Z;an:eEck}Square 2 SX-LN-2 1020 0.5 1 20 0.95 70 6
.. g 1504 0.75 1.2 4 1.3 70 6
Ball 8 1506 0.75 1.2 6 1.3 70 6
Ov7#y7 1508 0.75 1.2 8 1.3 70 6
. 1510 0.75 1.2 10 1.3 70 6
_— 1512 0.75 1.2 12 1.3 70 6
Chamfering 1514 0.75 1.2 14 1.3 70 6
33— 1516 0.75 1.2 16 1.3 70 6
o e 1520 0.75 1.2 20 1.3 70 6
72

For High Hardness / BHEEriaH For General / FIH=R |

For Die / BHE KR

For Aluminum / AHS IS

For Graphite/ FHE7ANIUN

For Plastics / FHZ\3 < HWNUIN,

AIL7

Square

R—IL

Ball

AII7

Square

SYFR
Radius

R—IL

Ball

F—I\—
S e

Taper Neck Ball
AII7

Square

0y7xvJ
AII7
Long Neck Square

OvIxy7
SITR
Long Neck Radius

AIIF

Square

R—Jb

Ball

AII7

Square

ovJ7zy7
AII7

Long Neck Square

R—Ib

ovIzyg
A=

Long Neck Ball

[i:1):00)

Chamfering

3—-
5oy

Corner Lounge
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tIHEISREFZR Milling Conditions

WM RR / S TUN—REH RANE RANE
. Work | CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS |  HARDENED STEELS HARDENED STEELS
s |2 Material | s45C - S55C / SK - SCM NAK * HPM
v 8| LB | ~225HB/ ~35HRC ~ 45HRC ~55HRC ~62HRC
- OEREY | XUEE | tDHAE |DEE | #UEE| tHAZ |DEE RIRE| THAE D& ZUEE| thAS
. RIZR Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut
2017 |B Model Speed Speed Speed Speed
. - Number | (min") [(mm/min)|  (min) | (min") |(m/min)  (uin) | (min") ((om/min)  (min) | (min") |(mm/min)|  (min)
surz |5 ap | ae ap | ae ap | ae ap | ae
o g 1004 36,000 | 1,800 | 0.1 { 0.2 | 30,600 | 1,380 | 0.1 | 0.2 | 27,000 | 1,150 | 0.1 | 0.2 | 25,000 | 1,000 | 0.07 | 0.14
. 1006 33,000 | 1,800 | 0.1 | 0.2 {28,000 1,150 | 0.1 | 0.2 | 24,000 | 910 |0.07|0.12|22,500 | 810 |0.050.085
= %IE 1008 33,000| 1,500 [0.05| 0.1 |28,000| 1,150 |0.05| 0.1 [24,000| 910 |0.05|0.08 22,500 810 {0.035/0.055
— g 1010 33,000| 1,500 |0.03]0.05|28,000| 1,150 |0.03|0.05|24,000| 910 |0.03|0.05/22,500 810 {0.02|0.035
T?J%‘fs—‘fbg 1012 29,000 | 1,300 |0.015/0.025| 25,000 | 950 |0.015/0.025|21,500 | 770 |0.010.03 /20,000 680 {0.007|0.002
— 1014 29,000 | 1,300 | 0.01|0.02 25,000 950 [0.01/0.02|21,500| 770 {0.0050.01|20,000| 680 |0.004/0.007
- 1016 29,000 | 1,300 |0.005| 0.01 25,000 | 950 [0.005/0.01|21,500 | 640 {0.005 0.01|20,000| 680 |0.004/0.007
1020 22,000 | 900 |0.005/0.005] 18,500 | 670 |0.005/0.005 16,200 | 550 {0.003/0.003| 15,000 | 480 |0.002/0.002
—” 7 1504 28,000 1,900 | 0.2 | 0.3 | 24,000 | 1,450 | 0.2 | 0.3 | 21,000 | 1,150 |0.15]0.25| 19,500 | 980 |0.09|0.15
7 =
Square 7% 1506 28,000 | 1,900 | 0.15{ 0.3 | 24,000 | 1,450 |0.15| 0.3 | 21,000 | 1,150 [0.12| 0.2 | 19,500 | 980 |0.07|0.12
Dygﬂzwﬁg 1508 26,000 | 1,500 | 0.1 {0.25]21,500| 1,150 | 0.1 |0.25| 19,000 | 910 |0.080.18| 17,500 | 790 |0.05|0.11
LxmggN]eik)Squaveg 1510 26,000 | 1,500 | 0.08| 0.2 | 21,500 | 1,150 |0.08| 0.2 | 19,000 | 910 |0.06|0.12| 17,500 | 790 |0.035]0.07
Ov7zyg E 1512 26,000 | 1,500 | 0.07{0.13|21,500| 1,150 {0.0710.13] 19,000 | 910 {0.05]0.09| 17,500 | 790 |0.030.055
SITR
LongNeck Radius 1514 23,000 | 1,300 | 0.05| 0.1 | 19,000 980 |0.05| 0.1 |17,000| 770 |0.04|0.07| 15,500 | 660 |0.025]0.04
) 1516 23,000 | 1,300 | 0.05{0.08 19,000 980 [0.05/0.08|17,000| 770 {0.035/0.06 | 15,500 | 660 |0.020.035
2IT7 ? 1520 23,000 | 1,300 | 0.02{0.04|19,000| 980 |0.02/0.04|17,000| 770 |0.015/0.03| 15,500 | 660 |0.01]0.02
Z
2I9I7 |%
Square F
5
avJxvd 7JII]
AII7 ﬁf]
)
&R
-
Soy
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tIHEISZHEZR  Milling Conditions

Rt R / S TUN—RVER BEANEE IRANSE
Work CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS HARDENED STEELS HARDENED STEELS 5
Material | g45¢ - 555C / SK - SCM NAK + HPM é’é‘ ot
EE - - - - - 3
Merelres 225HB / ~35HRC 45HRC 55HRC 62HRC §$f}b
Ee EURE | PHAR DM AURE YHAR DM #URE| YHAR DM #URE UhAR |
IR Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut| Spindle| Feed |Depthof Cut|
Model Speed Speed Speed Speed Elzo17
Number | (min") \(mm/min)  (min) | (mn") [(am/min)  (min) | (min") [(mm/min)  (min) | (min?) |(mm/min)|  (min) %Swe
ap | ae ap | ae ap | ae ap | ae gﬁ-‘ﬁ'l
2008 21,000 1,900 | 0.2 | 0.3 | 18,000 | 1,450 | 0.2 | 0.3 | 15,800 | 1,200 |0.15| 0.3 | 14,600 | 1,050 {0.09|0.18 -
2010 (21,000| 1,700 |0.15| 0.3 | 18,000 | 1,290 |0.15| 0.3 | 15,800 | 1,050 | 0.1 | 0.2 | 14,600 | 940 |0.060.12 .
2012 [19,000| 1,600 |0.13| 0.2 | 16,000 | 1,200 |0.13| 0.2 [ 14,200 | 970 | 0.1 |0.15] 13,200 | 840 |0.060.09 %Iﬁgrg;lb
2014 (19,000 1,600 | 0.1 | 0.2 | 16,000 | 1,200 | 0.1 | 0.2 | 14,200 | 970 |0.07|0.13| 13,200 | 840 |0.04 |0.08 g_ D
2016 19,000 | 1,400 | 0.1 | 0.15]16,000 | 1,050 | 0.1 |0.15] 14,200 | 860 |0.06/0.11|13,200| 760 |0.035/0.065 E%Eﬁs—:b
2018 (19,000 | 1,400 |0.07|0.12| 16,000 | 1,050 |0.07|0.12|14,200 | 860 |0.05| 0.1 | 13,200 760 |0.03|0.06 ——
2020 19,000 | 1,400 (0.006| 0.1 | 16,000 | 1,050 0.006| 0.1 | 14,200 | 860 |0.05|0.07| 13,200 | 760 |0.03 0.04 -
3010 (16,000 2,400 | 0.3 | 0.5 | 13,500 | 1,850 | 0.3 | 0.5 [ 12,000 | 1,500 | 0.2 |0.45| 11,200 | 1,350 |0.12 |0.27
3014 |16,000| 2,400 | 0.2 | 0.4 | 13,500 | 1,850 | 0.2 | 0.4 [ 12,000 | 1,500 |0.15]0.03| 11,200 | 1,210 |0.09 0.21 ’?“:w
= I7
3018 [ 14,500| 2,000 |0.15| 0.3 | 12,500 | 1,500 |0.15| 0.3 [ 10,800 | 1,250 | 0.1 | 0.2 | 10,080 | 1,090 |0.06 0.12 i) square
3022 14,500 | 2,000 |0.14|0.28 | 12,500 | 1,500 |0.14|0.28 | 10,800 | 1,250 | 0.1 |0.18| 10,080 | 1,090 | 0.06|0.12 %Dﬁ*w
3026 14,500 | 2,000 |0.13|0.26 | 12,500 | 1,500 |0.13|0.26 | 10,800 | 1,250 |0.07 | 0.14| 10,080 | 1,090 | 0.06|0.09 giﬁk’sware
3030 | 14,5500 2,000 | 0.1 | 0.2 |12,500| 1,500 | 0.1 | 0.2 |10,800 | 1,250 |0.07 |0.12| 10,080 | 1,090 [0.04|0.07| 3[corr
SYT7R
4016 11,500 2,300 | 0.2 | 0.5 | 9,800 | 1,750 | 0.2 | 0.5 | 8,700 | 1,450 | 0.2 | 0.3 | 8,050 | 1,250 |0.12|0.18 Long Neck Radius
4020 |11,500| 2,300 | 0.2 |0.35) 9,800 | 1,750 | 0.2 |0.35| 8700 | 1,450 |0.15] 0.3 | 8,050 | 1,250 | 0.09|0.18|
4024 (10400| 1,900 |0.15| 0.3 | 8,800 | 1,450 |0.15| 0.3 | 7,700 | 1,200 | 0.12]0.25| 7,200 | 1,040 |0.07 0.15 ?;(917
4028 | 10400 1900 |0.12|0.25] 8,800 | 1450 [0.12/025| 7,700 | 1,200 | 0.1 | 02 | 7200 | 1,040 |0.06|0.42| 4™
4032 10,400 | 1,900 |0.12| 0.2 | 8,800 | 1,450 |0.12| 0.2 | 7,700 | 1,200 |0.08 | 0.16| 7,200 | 1,040 | 0.06 | 0.12 %;ﬁrm
4036 10,400 | 1,900 | 0.1 |0.15| 8,800 | 1,450 | 0.1 |0.15| 7,700 | 1,200 |0.07 |0.15| 7,200 | 1,040 | 0.04 |0.09| =
4040 | 10,400 1,900 | 0.1 |0.15| 8,800 | 1,400 | 0.1 |0.15| 7,700 | 1,150 |0.070.12| 7,200 | 1,040 |0.04 007 _
Z|zox7
F | Square
7
7JII] avJxyd
\—/@Fap @ AII7
1. HRBRIEAI - BEEORIEERTI. i
Use a highly rigid and accurate machine as possible. ae =
2. COVHIRHRSTHIRHEOERZRI DD TY, i
KEDIITIFIIAAR - B8 - ERAEBECKVERREZREUERL TSV, Long eck al
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling ,
shape, porpose, machine capability and the operation environment. EEZ],JWQ
3. EREMOOEHNEIRBRVESICE. OEHEEDISR)REZR—DEETTFTERULTTEL, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the SovY
same proportion. ComnerLounge
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For High Hardness / BHEiaH For General / HHZ:R |

For Die / BHE R

For Aluminum / BHS 1SN

For Graphite/ BHE7ANIUN

For Plastics / lIHE G HNUINY,

SX-LN-3

R0.5 ~ R2.0
@ #HEIME  Work Material
=il CARBON STEELS S45C + S55C ©
S&m ALLOY STEELS SK + SCM ©
ZFUN—R4$l | PREHARDENED STEELS NAK + HPM ©
BEANSE HARDENED STEELS (~55HRC) ©
(~60HRC) ©
(~65HRC) @]
ik CAST IRON ©
ZIL=EE ALUMINUM ALLOYS
IZT74k GRAPHITE
Ei]| COPPER ALLOYS
FPSRAFVI PLASTICS

@ 551 36 BYF  Total 36 Models

s EEIA R (O : 538 Most Suitable + O : &, Suitable)

i B

< L >
EL
LC 12°
<—>| )r
[}

|
|
|
|
|
T
|
|
i
|
|
|
|
|
|
|
|
|
¢d

RENGL

Lead to the next page

& &5t 36 BUFE  Total 36 Models
Iz R IR ﬁ?ﬂE EE 2R 917‘/_7?%
Model Number Radius Length of Cut | Effective Length | Neck Diameter | Overall Length | Shank Diameter
R (mm) LC (mm) EL (mm) ¢D1 (mm) L (mm) ¢d (mm)
2008 1 2 8 1.8 70 6
2010 1 2 10 1.8 70 6
2012 1 2 12 1.8 70 6
2014 1 2 14 1.8 70 6
2016 1 2 16 1.8 70 6
2018 1 2 18 1.8 70 6
2020 1 2 20 1.8 70 6
3010 1.5 3 10 2.7 90 6
3014 1.5 3 14 2.7 90 6
SX-LN-3 3018 1.5 3 18 2.7 90 6
3022 1.5 3 22 2.7 90 6
3026 1.5 3 26 2.7 90 6
3030 1.5 3 30 2.7 90 6
4016 2 4 16 3.6 90 6
4020 2 4 20 3.6 90 6
4024 2 4 24 3.6 90 6
4028 2 4 28 3.6 90 6
4032 2 4 32 3.6 90 6
4036 2 4 36 3.6 90 6
4040 2 4 40 3.6 90 6

i R IR | GME | &8 &R | YrUIE
ModallNUmber Radius Length of Cut | Effective Length | Neck Diameter | Overall Length | Shank Diameter
R (mm) LC (mm) EL (mm) ¢D1 (mm) L (mm) ¢d (mm)

1004 0.5 1 4 0.95 70 6
1006 0.5 1 6 0.95 70 6
1008 0.5 1 8 0.95 70 6
1010 0.5 1 10 0.95 70 6
1012 0.5 1 12 0.95 70 6
1014 0.5 1 14 0.95 70 6
1016 0.5 1 16 0.95 70 6
1020 0.5 1 20 0.95 70 6

SX-LN-3 1504 0.75 1.2 4 1.3 70 6
1506 0.75 1.2 6 1.3 70 6
1508 0.75 1.2 8 1.3 70 6
1510 0.75 1.2 10 1.3 70 6
1512 0.75 1.2 12 1.3 70 6
1514 0.75 1.2 14 1.3 70 6
1516 0.75 1.2 16 1.3 70 6
1520 0.75 1.2 20 1.3 70 6
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For High Hardness / BHEEriaH For General / FIH=R |

For Die / BHE KR

For Aluminum / AHS IS

For Graphite/ FHE7ANIUN

For Plastics / FHZ\3 < HWNUIN,
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ARNMSDEE
Continuance from ex-page

tIHEISREFZR Milling Conditions

WM RR / S TUN—REH RANE RANE
. Work | CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS |  HARDENED STEELS HARDENED STEELS
Lo %‘ Material | g45¢ - $55C / SK - SCM NAK + HPM
3 e - - - - ~
2:”’ § Hardness 225HB / ~35HRC 45HRC 55HRC 62HRC
- OEREY | XUEE | tDHAE |DEE | #UEE| tHAZ |DEE RIRE| THAE D& ZUEE| thAS
. RIZR Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut
2917 ;',% Model Speed Speed Speed Speed
. - Number | (min") [(mm/min)|  (min) | (min") |(m/min)  (uin) | (min") ((om/min)  (min) | (min") |(mm/min)|  (min)
su7 (% ap | ae ap | ae ap | ae ap | ae
o g 1004 36,000 | 3,240 | 0.15{0.25|30,600 | 2,480 |0.15/0.25|27,000 | 2,070 | 0.1 | 0.2 | 25,000 | 1,800 | 0.07 |0.14
. 1006 33,000 | 3,240 | 0.1 | 0.2 {28,000 | 2,480 | 0.1 | 0.2 | 24,000 | 1,630 |0.07 |0.12| 22,500 | 1,450 |0.05|0.085
= %IE 1008 33,000| 2,700 [0.05| 0.1 |28,000| 2,070 |0.05| 0.1 [24,000 | 1,630 |0.05|0.08 | 22,500 | 1,450 {0.035/0.055
— g 1010 33,000| 2,700 |0.03|0.05 | 28,000 | 2,070 |0.03|0.05|24,000 | 1,630 |0.03|0.05 22,500 | 1,450 |0.02|0.035
%\;%\fr:_‘s—‘fbg 1012 29,000 | 2,340 10.015/0.025| 25,000 | 1,710 10.015/0.025| 21,500 | 1,380 |0.01|0.03| 20,000 | 1,220 |0.007|0.02
— 1014 29,000 | 2,340 | 0.01|0.02 | 25,000 | 1,710 [0.010.02| 21,500 | 1,380 {0.005] 0.01 | 20,000 | 1,220 |0.004/0.007
- 1016 29,000 | 2,340 |0.005| 0.01 | 25,000 | 1,710 (0.005/0.01|21,500 | 1,150 {0.005] 0.01 | 20,000 | 1,220 |0.004|0.007
1020 22,000 | 1,620 |0.005|0.005| 18,500 | 1,200 (0.005/0.005 16,200 | 990 {0.003/0.003| 15,000 | 860 |0.002/0.002
- 7 1504 28,000 | 3,420 | 0.2 | 0.3 | 24,000 | 2,610 | 0.2 | 0.3 | 21,000 | 2,070 |0.15]0.25| 19,500 | 1,760 | 0.09|0.15
Square 7@ 1506 28,000 | 3,420 | 0.15{ 0.3 | 24,000 | 2,610 |0.15| 0.3 | 21,000 | 2,070 |0.12| 0.2 | 19,500 | 1,760 | 0.07 |0.12
Dyg\*w% 1508 26,000 | 2,700 | 0.1 {0.25]21,500| 2,070 | 0.1 |0.25| 19,000 | 1,630 |0.08|0.18| 17,500 | 1,420 | 0.050.11
LxmggNil:Squareg 1510 26,000 | 2,700 | 0.08| 0.2 | 21,500 | 2,070 |0.08| 0.2 | 19,000 | 1,630 |0.06 |0.12] 17,500 | 1,420 |0.035|0.07
Dya“sz 1512 26,000 | 2,700 | 0.07{0.13|21,500 | 2,070 {0.07 |0.13| 19,000 | 1,630 |0.05|0.09 | 17,500 | 1,420 |0.03|0.055
SITR
LongNeck Radius 1514 23,000 | 2,340 | 0.06| 0.1 | 19,000 | 1,760 |0.06| 0.1 | 17,000 | 1,380 |0.04 |0.07| 15,500 | 1,180 |0.025| 0.04
) 1516 23,000 | 2,340 | 0.05{0.08 | 19,000 | 1,760 |0.05/0.08| 17,000 | 1,380 {0.035/0.06 | 15,500 | 1,180 |0.02|0.035
2IT7 ? 1520 23,000 | 2,340 | 0.02{0.04 | 19,000 | 1,760 |0.02/0.04|17,000 | 1,380 0.015/0.03| 15,500 | 1,180 |0.01|0.02
7
2I9I7 |%
Square F
5
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tIHEISZHEZR  Milling Conditions

Rt R / S TUN—RVER AN IRANSE
Work CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS HARDENED STEELS HARDENED STEELS 5
Material | g45¢ - 555C / SK - SCM NAK + HPM é’é‘ ot
EE - - - - - 3
Merelres 225HB / ~35HRC 45HRC 55HRC 62HRC §$f}b
Ee EURE | PHAR DM AURE YHAR DM #URE| YHAR DM #URE UhAR |
IR Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut| Spindle| Feed |Depthof Cut|
Model Speed Speed Speed Speed Elzo17
Number | (min") \(mm/min)  (min) | (mn") [(am/min)  (min) | (min") [(mm/min)  (min) | (min?) |(mm/min)|  (min) %Swe
ap | ae ap | ae ap | ae ap | ae gﬁ-‘ﬁ'l
2008 | 21,000 3,420 | 0.2 | 0.3 |18,000| 2,610 | 0.2 | 0.3 | 15,800 | 2,160 |0.15| 0.3 | 14,600 | 1,890 |0.09|0.18 -
2010 (21,000| 3,060 0.15| 0.3 | 18,000 | 2,320 |0.15| 0.3 | 15,800 | 1,890 | 0.1 | 0.2 | 14,600 | 1,690 |0.06 0.12 .
2012 19,000 | 2,880 |0.13| 0.2 | 16,000 | 2,160 | 0.13| 0.2 | 14,200 | 1,740 | 0.1 | 0.15|13,200 | 1,510 | 0.06 | 0.09 %Iﬁgi;lb
2014 [19,000| 2,880 | 0.1 | 0.2 | 16,000 | 2,160 | 0.1 | 0.2 | 14,200 | 1,740 | 0.07 |0.13| 13,200 | 1,510 |0.040.08 g_ D
2016 19,000 | 2,520 | 0.1 | 0.15]16,000 | 1,890 | 0.1 |0.15] 14,200 | 1,540 |0.06 | 0.11|13,200 | 1,360 |0.035/0.065 E%Eﬁs—:b
2018 [ 19,000| 2,520 |0.07|0.12| 16,000 | 1,890 |0.07|0.12|14,200 | 1,540 | 0.05| 0.1 | 13,200 | 1,360 |0.03|0.06 ——
2020 [ 19,000| 2,520 |0.06| 0.1 | 16,000 | 1,890 |0.06| 0.1 | 14,200 | 1,540 |0.05|0.07 | 13,200 | 1,360 |0.03 | 0.04 -
3010 (16,000 4,320 | 0.3 | 0.5 | 13,500 | 3,330 | 0.3 | 0.5 {12,000 | 2,700 | 0.2 | 0.45| 11,200 | 2,430 |0.12|0.27
3014 [16,000| 4,320 | 0.2 | 0.4 | 13,500 | 3,330 | 0.2 | 0.4 [ 12,000 | 2,700 | 0.15]0.03| 11,200 | 2,180 |0.09 0.21 ;;w
= I7
3018 [14,500| 3,600 |0.15| 0.3 | 12,500 | 2,700 |0.15| 0.3 [ 10,800 | 2,250 | 0.1 | 0.2 | 10,080 | 1,960 |0.06 |0.12 i) square
3022 14,500 | 3,600 |0.14|0.25| 12,500 | 2,700 |0.14|0.25|10,800 | 2,250 | 0.1 |0.18| 10,080 | 1,960 | 0.06|0.09 é’uw*w
3026 14,500 | 3,600 |0.13]0.25|12,500 | 2,700 |0.13]0.25|10,800 | 2,250 | 0.1 |0.15| 10,080 | 1,960 | 0.05|0.08 giﬁk’sware
3030 | 14,500 3,600 | 0.1 | 0.2 |12,500| 2,700 | 0.1 | 0.2 |10,800 | 2,250 |0.07 |0.12| 10,080 | 1,960 [0.04|0.07| 3[cors
SYT7R
4016 11,500 | 4,140 | 0.2 | 0.5 | 9,800 | 3,150 | 0.2 | 0.5 | 8,700 | 2,610 | 0.2 | 0.3 | 8,050 | 2,250 |0.12|0.24 Long Neck Radius
4020 |11,500| 4,140 | 0.2 |0.35) 9,800 | 3,150 | 0.2 |0.35| 8700 | 2,610 |0.15] 0.3 | 8,050 | 2,250 | 0.09|0.18|
4024 (10400| 3420 |0.15| 0.3 | 8,800 | 2,610 |0.15| 0.3 | 7,700 | 2,160 | 0.12]0.25| 7,200 | 1,870 |0.07 |0.15 ?;(917
4028 | 10400 | 3420 |0.12|0.25] 8,800 | 2610 [0.12/025| 7,700 | 2,160 | 0.1 | 0.2 | 7200 | 1,870 |0.06|0.42| 4"
4032 10,400 | 3,420 |0.12/0.25| 8,800 | 2,610 |0.12]0.25| 7,700 | 2,160 |0.08 | 0.16| 7,200 | 1,870 |0.05|0.11 %;ﬁrw
4036 10,400 | 3,420 [0.12] 0.2 | 8,800 | 2,610 |0.12| 0.2 | 7,700 | 2,160 |0.07 |0.14| 7,200 | 1,870 | 0.04 |0.08| =
4040 | 10,400 3420 | 0.1 |0.15] 8,800 | 2,520 | 0.1 |0.15| 7,700 | 2,070 |0.07|0.12| 7,200 | 1,870 0.04 007 _
Z|zox7
F | Square
7
\—/@Fap %9%]7:77;)7
1. HRBEIERIE - ERE OB BRI, £l
Use a highly rigid and accurate machine as possible. ae - a:
2. COVHIRHRSTHIRHEOERZRI DD TY, i
KEDIITIFIIAAR - B8 - ERAEBECKVERREZREUERL TSV, Long eck al
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling ,
shape, porpose, machine capability and the operation environment. EEZ],JWQ
3. EREMOOEHNEIRBRVESICE. OEHEEDISR)REZR—DEETTFTERULTTEL, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the SovY
same proportion. ComnerLounge
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For High Hardness / BHER W For General / HHZ:R |

For Die / FHSKH)

For Aluminum / BHE 1SN

For Graphite/ BHE 7ANUIN

For Plastics / FHZE\3 < HNUIN,

ASS

$1.0 ~920.0
@ #EIME  Work Material
R CARBON STEELS S45C - S55C
=] ALLOY STEELS SK+ SCM
FUN—R4$l | PREHARDENED STEELS NAK + HPM
AN HARDENED STEELS (~55HRC)
(~60HRC)
(~65HRC)
ik CAST IRON
ZIL=EE ALUMINUM ALLOYS ©
IZT74k GRAPHITE
£ COPPER ALLOYS ©
FSAFVT PLASTICS o)

s EEIAA L (O : 538 Most Suitable + O : &,/ Suitable)

b i Y

B L .
LC .
I e 3
&S5t 11 8FE  Total 11 Models
R ‘ ﬂf; IR 2R yv‘/_%’é
Mode! Number Outside Diameter Length of Cut Overall Length Shank Diameter
¢D (mm) LC (mm) L (mm) ¢d (mm)

3010 1 1.5 50 4
3015 1.5 2.3 50 4
3020 2 3 50 4
3030 3 4.5 60 6
3040 4 6 60 6

ASS 3060 6 9 65 6
3080 8 12 70 8
3100 10 15 80 10
3120 12 18 100 12
3160 16 24 120 16
3200 20 30 130 20

80

tIEIZ%4R Milling Conditions

e PIW=ZOLEGEMgR | PVIZULEECUInMER | PILEZO LGRS b=
Sy ALUMINUM ALLOYS / Mg ALUMINUM ALLOYS / Cu.Zn-Mg ALUMINUM ALLOYS CASTING COPPER ALLOYS
Material
A5052 A2014 - A7075 Si<13% C1100

OEs | 2UEE | VHAR |DERER | ZUEE| YHAE O RUEE | tHAR O&EH | 2UEE| thas
RIS Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut| Spindle| Feed |Depth of Cut
Model Speed Speed Speed Speed
Number | (min") |(mm/min)| ~ (min) | (min") |(m/min)| ~ (min) | (min?) |(mm/min)|  (min) | (min?) |[(mm/min)|  (min)

ap| D ap| D ap| D ap | D

3010 25480 760 |0.33| 1 |25480| 760 |0.33| 1 |25480| 760 |0.33| 1 | 9550 | 290 |0.33
3015 25,480 | 1,000 [0.49| 1.5 | 25,480 1,000 | 0.49| 1.5 | 25,480 | 1,000 {0.49| 1.5 | 9,550 | 370 |0.49|15
3020 25,480 | 1,000 066 2 |25480 1,000 0.66| 2 |25480| 1,000 |0.66 2 | 9,550 | 430 |0.66| 2
3030 20,910 | 1,260 1099 3 /20,910 1,260 10.99| 3 |20,910| 1,260 {0.99| 3 | 7,960 | 480 |0.99| 3
3040 15,920 | 1,430 (1.32| 4 |15920| 1,430 |1.32| 4 |15920| 1,430 |1.32| 4 | 5970 | 540 |1.32| 4
3060 10,620 | 1,430 (1.98| 6 |10,620 | 1,430 |1.98| 6 |10,620| 1,430 |1.98| 6 | 3,930 | 530 |198| 6
3080 7,960 | 1,430 |264| 8 | 7,960 | 1,430 [2.64| 8 | 7,960 | 1,430 |2.64| 8 | 2,950 | 530 |2.64| 8
3100 6,370 | 1,470 | 3.3 | 10 | 6,370 | 1,470 | 3.3 | 10 | 6,370 | 1,470 | 3.3 | 10 | 2,360 | 540 | 3.3 | 10
3120 5,310 | 1,500 |3.96| 12 | 5310 | 1,500 {3.96 | 12 | 5,310 | 1,500 [3.96| 12 | 1,960 | 550 |3.96 12
3160 3,980 | 1,470 |5.28| 16 | 3,980 | 1,470 {5.28| 16 | 3980 | 1,470 |5.28| 16 | 1,450 | 540 |5.28 16
3200 3,190 | 1,470 | 66| 20 | 3,190 | 1,470 | 6.6 | 20 | 3,190 | 1,470 | 6.6 | 20 | 1,160 | 540 | 6.6 | 20

amany

1. HRBEZITSEHIE - SEEORKRZE CERTEL,
Use a highly rigid and accurate machine as possible.

2. COYHIRERIBVEIFEDERZRIHDTI,
KD TIFIIAAR - B8 - ERAEBECKERREZREUERL TSV,
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment.

3. EREMOOEHNEIRVESICE. OEHEEDISER)REZR—DEETTFTERULTTEL,

When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the
same proportion.

For High Hardness / BHE W For General / HHS:R|

For Die / FHSKH

For Aluminum / BHE 1SN
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For Plastics / FHZ\3 < HWNUIN,
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For High Hardness / BHE Wi For General / HHZ:R |

For Die / FHSKH)

For Aluminum / BHE 1SN

For Graphite/ BHE 7ANUIN

For Plastics / FHZE\3 < HNUIN,

AS

1.0 ~¢12.0
@ #EIME  Work Material
R CARBON STEELS S45C + S55C
=] ALLOY STEELS SK+ SCM
FUN—R4$l | PREHARDENED STEELS NAK + HPM
1EEANSE HARDENED STEELS (~55HRC)
(~60HRC)
(~65HRC)
ik CAST IRON
ZIL=EE ALUMINUM ALLOYS ©
I75T74h GRAPHITE
£ COPPER ALLOYS ©
TSRFYI PLASTICS o)

s EEIAA L (O : 538 Most Suitable + O : &,/ Suitable)

b i Y

B L .
LC .
I e 3
OS5t 9BE  Total 9 Models
R ‘ ﬂf; IR 2R yvy_%fé
Mode! Number Outside Diameter Length of Cut Overall Length Shank Diameter
¢D (mm) LC (mm) L (mm) ¢d (mm)

3010 1 3 50 4
3015 1.5 3 50 4
3020 2 6 50 4
3030 3 10 60 6

AS 3040 4 12 60 6
3060 6 15 65 6
3080 8 20 70 8
3100 10 25 80 10
3120 12 30 100 12

tIEIZ%4R Milling Conditions

e PIW=ZOLEGEMgR | PVIZULEECUInMER | PILEZO LGRS b=
Sy ALUMINUM ALLOYS / Mg ALUMINUM ALLOYS / Cu.Zn-Mg ALUMINUM ALLOYS CASTING COPPER ALLOYS
Material
A5052 A2014 - A7075 Si<13% C1100
OEs | 2UEE | VHAR |DERER | ZUEE| YHAE O RUEE | tHAR O&EH | 2UEE| thas
RIS Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut| Spindle| Feed |Depth of Cut
Model Speed Speed Speed Speed
Number | (min") |(mm/min)| ~ (min) | (min") |(m/min)| ~ (min) | (min?) |(mm/min)|  (min) | (min?) |[(mm/min)|  (min)
ap| D ap| D ap| D ap | D
3010 25480 760 033 1 |25480| 760 |0.33| 1 |25480| 760 |0.33| 1 | 9550 | 290 |0.33| 1
3015 25,480 | 1,000 [0.49| 1.5 | 25,480 1,000 | 0.49| 1.5 | 25,480 | 1,000 {0.49| 1.5 | 9,550 | 370 |0.49|15
3020 25,480 | 1,000 066 2 |25480 1,000 0.66| 2 |25480| 1,000 |0.66 2 | 9,550 | 430 |0.66| 2
3030 20,910 | 1,260 1099 3 /20,910 1,260 10.99| 3 |20,910| 1,260 {0.99| 3 | 7,960 | 480 |0.99| 3
3040 15,920 | 1,430 (1.32| 4 |15920| 1,430 |1.32| 4 |15920| 1,430 |1.32| 4 | 5970 | 540 |1.32| 4
3060 10,620 | 1,430 (1.98| 5 |10,620 | 1,430 |1.98| 5 |10,620| 1,430 |1.98| 5 | 3,930 | 530 |198| 5
3080 7,960 | 1,430 |264| 8 | 7,960 | 1,430 [2.64| 8 | 7,960 | 1,430 |2.64| 8 | 2,950 | 530 |2.64| 8
3100 6,370 | 1,470 | 3.3 | 10 | 6,370 | 1,470 | 3.3 | 10 | 6,370 | 1,470 | 3.3 | 10 | 2,360 | 540 | 3.3 | 10
3120 5,310 | 1,500 |3.96| 12 | 5310 | 1,500 {3.96 | 12 | 5,310 | 1,500 [3.96| 12 | 1,960 | 550 |3.96 12

amany

1. HRBEITSEHIE - SEEORKRZE CERTEL,
Use a highly rigid and accurate machine as possible.

2. COYHIEGRIYEIFREDERZZRIBDTI,
KEDIITIFIIAAR - B8 - ERAEBECKVERREZREUERL TSV,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling

shape, porpose, machine capability and the operation environment.

3. FERAKBOOGRHNEIBRVESICE. OEHEEDISXVREZR—DLERTTFFTERULTTEL,

When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the

same proportion.

For High Hardness / BHE W For General / HHS:R|

For Die / FHSKH

For Aluminum / BHE 1SN
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For Plastics / FHZ\3 < HWNUIN,
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For High Hardness / BHE Wi For General / HHZ:R |

For Die / FHSKH)

For Graphite/ BHE 7ANUIN

For Plastics / FHZE\3 < HNUIN,

ASS-LN

$1.0 ~920.0
@ #EIME  Work Material
R CARBON STEELS S45C + S55C
=] ALLOY STEELS SK+ SCM
FUN—R4$l | PREHARDENED STEELS NAK + HPM
1EEANSE HARDENED STEELS (~55HRC)
(~60HRC)
(~65HRC)
ik CAST IRON
ZIL=EE ALUMINUM ALLOYS ©
I75T74h GRAPHITE
£ COPPER ALLOYS ©
TSRFYI PLASTICS o)

s EEIAA L (O : 538 Most Suitable + O : &,/ Suitable)

b i Y

RENGL

Lead to the next page

< L >
EL
Lo,
Q‘ﬁ ] - A
] e . 3
v L]
a
S
& 55t 54 BYE  Total 54 Models
Sz BUR =3 IR &R DAMYL:S
R Outside Effective Length Neck Length of Cut | Overall Length Shank
Model Number Diameter Diameter Diameter
D (mm) EL (mm) ®D1 (mm) LC (mm) L (mm) ¢d (mm)

3010-4 4
3010-6 6
3010-8 8
3010-10 1 10 0.95 1.5 50 4
3010-12 12
3010-16 16
3015-4 4

ASSN - 50156 6
3015-8 8
3015-10 10
3015-12 1.5 12 1.45 2.3 50 4
3015-16 16
3015-18 18
3015-20 20

84

@ 55t 54 BYF  Total 54 Models
baES B8R BiE IR =R 9 IR
BIEE Outside Effective Neck Length of Cut | Overall Length Shank _
Model Number Diameter Length Diameter Diameter ’}JI% 29TF
D (mm) EL (mm) ®D1 (mm) LC (mm) L (mm) od (mm) R Sauere
3020-6 6 £
3020-8 8 £
3020-10 10 ]
% ?917
3020-12 2 12 1.95 3 50 4 -
3020-16 16 : 5972
3020-22 22 =
3020-28 28 % -
3030-10 10 AL
3030-15 15 {Eiry
3030-18 3 18 2.8 4.5 60 6 W
3030'21 2 1 Long Neck Ball
3030-24 24 }
ASS-LN | 3040-12 12 H bt
I
3040-16 16 ‘e
3040-20 A 20 a8 . 6o . E
3040-24 24 ' £0y7307
3040-32 32
3040-40 40 % -
3060-15 15 i
3060-20 20 g o
6 5.8 9 65 6 g
3060-25 25
3060-30 30 (-
F | Square
3080-25 25 Z
3080-32 8 32 7.8 12 70 8 e
3080-40 40 i
E|omn
avozyg
R=Ib
HEE )
a-5—
2""2:{:1\;‘99
85



| FENSOEE
m Continuance from ex-page

@ 551 54 BYFE  Total 54 Models

DA rES B3R BiE AR =R I IIR
_ BUFE Outside Effective Length Neck Length of Cut | Overall Length Shank
2IT7 ’}J% Model Number Diameter Diameter Diameter
S % @D (mm) EL (mm) D1 (mm) LC (mm) L (mm) éd (mm)
o |8 3100-30 30
£ 3100-40 10 40 9.5 15 80 10
5 3100-50 50
2RII7 %
e |E 3120-30 30
5972 m 3120-40 12 40 11 18 100 12
¢ 3120-50 50
- % 3160-40 40
: A ASS-LN | 3160-50 50
Zooron 3160-60 16 60 15 24 120 16
T 3160-70 70
Tﬁ—
- 3160-80 80
; 3200-50 50
2937 2 3200-60 60
R = 20 19 30 130 20
g 3200-70 70
£ 3200-80 80
ovozwg |8
59"7’7(‘
AII7 «%r'
7
2I9I7 |%
Square 2’-
5
ov7zys |8
AII7 E
R—Ib %
A=
EES!U_
a—F—
Zr’nje:{z;\ge
86

tIHEIZH4ZR  Milling Conditions

RENGL

Lead to the next page

AL ZIWEZZULAGEMgR | 7WIZVAGEECUZnMgR | PILEZOLEEHY b=
Work ALUMINUM ALLOYS / Mg ALUMINUM ALLOYS / CuZn-Mg |  ALUMINUM ALLOYS CASTING COPPER ALLOYS
Material
A5052 A2014 - A7075 Si<13% C1100
CEREy | ZOEE | tHAZ D& | 2UEE| tHAR D& | 2VEE | thAs D& | RUEE| thAS
RUE Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut
Model Speed Speed Speed Speed
Number | (min") (mm/min) ~ (min) | (min") |(am/min)|  (min) | (") [(mo/min)|  (min) | (min?) ((mm/min)  (min)
ap | D ap | D ap | D ap | D
3010-4
3010-6
3010-8
25480| 1,070 | 1 | 02 |25480| 1,070 | 1 | 0.2 |25480| 1,070 | 1 |02 9550 | 280 | 1 |02
3010-10
3010-12
3010-16
3015-4
3015-6
3015-8
25,480 | 1,380 | 1.5 | 0.3 | 25,480 1,380 | 1.5 | 0.3 | 25,480 | 1,380 | 1.5 | 0.3 | 9,550 | 370 | 15|03
3015-10
3015-12
3015-16
3015-18
20,380| 1,100 | 15| 0.3 | 20,380 | 1,100 | 15| 0.3 (20,380 | 1,100 | 15| 0.3 | 7,640 | 290 | 15|03
3015-20

For High Hardness / BHE W For General / HHS:R|

For Die / FHSKH

For Aluminum / BHE 1SN

For Graphite/ BHE 7ANUIN,

For Plastics / FHZ\3 < HWNUIN,
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AMENSDFEE
Continuance from ex-page

#% Milling Conditions

Corner Lounge
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uAE ZIWEZZOLGEMgR | 7WIZVAGECUZnMgR | PILEZOLEEHY ST
® ALUMINUM ALLOYS / Mg ALUMINUM ALLOYS / Cu.Zn-Mg ALUMINUM ALLOYS CASTING COPPER ALLOYS
2717 |1 Work
Square L Material
éﬁ A5052 A2014 « A7075 Si<13% Cc1100
|8 EEH UEE AR |BEN RUEE| AR RN 2UEE tHAR BN 2| VAR
- RUE Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut
. Model Speed Speed Speed Speed
2017 (i Number | (min") \(mm/min)  (min) | (min”") |(mm/min)  (min) | (min") |(am/min)  (min) | (min") (mm/min)]  (win)
% ap | D ap | D ap | D ap | D
Z:ZZ §; 3020-6 | 25480 1,380 25,480 | 1,380 25,480 | 1,380 9,550 | 420
N 3020-8 25480 1,380 25,480 | 1,380 25,480 | 1,380 9,550 | 420
— % 3020-10 (25,480 | 1,380 25,480 | 1,380 25,480 | 1,380 9,550 | 420
- % 3020-12 (25480| 1,380 | 2 | 04 {25480 1,380 | 2 | 0.4 /25480 1,380 | 2 | 0.4 | 9550 | 420 | 2 | 04
Zom: | 3020-16 25480 | 1380 25,480 | 1,380 25,480 | 1,380 9550 | 420
_l?_“z%‘z\ya 3020-22 (20,380 | 1,100 20,380 | 1,100 20,380 | 1,100 7,640 | 340
LongNeck Ball 3020-28 (20,380 | 1,100 20,380 | 1,100 20,380 | 1,100 7,640 | 340
_ | 3030-10
.
“e” g | 3080-15
Egg;‘ygg 3030-18 (20,910| 1,760 | 3 | 0.6 {20,910 1,760 | 3 | 0.6 120,910| 1,760 | 3 | 0.6 | 7,960 | 470 | 3 | 0.6
it £ | 3030-21
55727 % | 3030-24
3040-12 (15,920 2,010 15,920 | 2,010 15,920 | 2,010 5,670 | 530
2517 % 3040-16 (15,920 | 2,010 15,920 | 2,010 15,920 | 2,010 5,670 | 530
| 3040-20 | 15,920 2010 15920 | 2,010 15920 | 2010 5670 | 530
w2 4108 4|08 4108 4|08
Ball g 3040-24 (15,920 2,010 15,920 | 2,010 15,920 | 2,010 5,670 | 530
3040-32 (12,740 | 1,290 12,740 | 1,290 12,740 | 1,280 4,780 | 340
207 % 3040-40 (12,740| 1,290 12,740 | 1,290 12,740 | 1,280 4,780 | 340
Square F
7 3060-15
avozxvg IJII]
LZQQNIK’; & 3060-20
8 10,620 | 2,010 | 6 | 1.2 {10,620 2,010 | 6 | 1.2 /10,620 2,010 | 6 | 1.2 | 3,980 | 530 | 6 | 1.2
|2 | 3060-25
" " | 3060-30
w7’ 3080-25 3980
. 3080-32 | 7,960 | 2010 | 8 | 16| 7960 | 2010 | 8 | 1.6 | 7960 | 2010 | 8 [ 16| 2950 | 520 | 8 | 16
Chamtering 3080-40 2,950
e
SOVY

tIEIZREZ=R  Milling Co

AL ZIWEZZULAGEMgR | 7WIZVAGEECUZnMgR | PILEZOLEEHY fHEE
Work ALUMINUM ALLOYS / Mg ALUMINUM ALLOYS / Cu.Zn-Mg |  ALUMINUM ALLOYS CASTING COPPER ALLOYS
Material
A5052 A2014 - A7075 Si<13% C1100
CEREy | ZOEE | tHAZ D& | 2UEE| tHAR D& | 2VEE | thAs D& | RUEE| thAS
RUE Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut
Model Speed Speed Speed Speed
Number | (min") (mm/min) ~ (min) | (min") |(am/min)|  (min) | (") [(mo/min)|  (min) | (min?) ((mm/min)  (min)
ap | D ap | D ap | D ap | D
3100-30
3100-40 | 6,370 | 2,050 | 10 | 2 | 6,370 | 2,050 | 10 | 2 | 6,370 | 2,050 | 10 | 2 | 2,360 | 530 | 10 | 2
3100-50
3120-30
3120-40 | 5310 | 2,090 | 12 | 24 | 5310 | 2,090 | 12 | 24 | 5310 | 2090 | 12 | 24 | 1960 | 530 | 12 | 24
3120-50
3160-40 | 3,980 | 2,050 3,980 | 2,050 3,980 | 2,050 1,450 | 530
3160-50 | 3,980 | 2,050 3,980 | 2,050 3,980 | 2,050 1,450 | 530
3160-60 | 3,190 | 1,320 | 16 | 3.2 | 3,190 | 1,320 | 16 | 3.2 | 3,190 | 1,320 | 16 | 32 | 1,160 | 340 | 16 | 3.2
3160-70 | 3,190 | 1,320 3,190 | 1,320 3,190 | 1,320 1,160 | 340
3160-80 | 3,190 | 1,320 3,190 | 1,320 3,190 | 1,320 1,160 | 340
3200-50 | 3,190 | 2,050 3,190 | 2,050 3,190 | 2,050 1,160 | 530
3200-60 | 3,190 | 2,050 3,190 | 2,050 3,190 | 2,050 1,160 | 530
20 | 4 20| 4 20| 4 20 | 4
3200-70 | 2,550 | 1,320 2,550 | 1,320 2,550 | 1,320 930 | 340
3200-80 | 2,550 | 1,320 2,550 | 1,320 2,550 | 1,320 930 | 340

5

—!

If

1. HRBEITSEHIE - SEEORKRZE CERTEL,
Use a highly rigid and accurate machine as possible.

2. COYHIRERIBIEIFREDERZRIHDTI,
KEDIITIFIIAAR - B8 - ERAEBECKVERREZREUERL TSV,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment.

3. [FEREMOLEHNEIRVESICE. BEHEEDISEVREZR—DHEERTTIFTHERULTTEL,
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the
same proportion.

For High Hardness / BHEEriaH For General / FIH=R |

For Die / BHS2H)
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For Graphite/ FHE 7ANIUN
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For Aluminum

HAHE SN
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For High Hardness / BHEiaH For General / IHZR |

For Die / BH= &)

For Aluminum / BHZ SN

For Graphite/ BHE 7AWIUIN

For Plastics / IHE\ WX UIN

avoxvis>

ASS-LNR WuldE

S

$3.0 ~920.0
@ #EIME  Work Material
foe = CARBON STEELS S45C - S55C
55 ALLOY STEELS SK+ SCM
FUN—R4$l | PREHARDENED STEELS NAK + HPM
1EEANSE HARDENED STEELS (~55HRC)
(~60HRC)
(~65HRC)
ik CAST IRON
ZIL=E: ALUMINUM ALLOYS ©
I75T74h GRAPHITE
£ COPPER ALLOYS ©
FSAFVT PLASTICS o)

SORIEAEIA R (© : B3l Most Suitable + O : &,/ Suitable)

REANGL

Lead to the next page

EE)

L »
EL
i
I e — :
-
@ S5t 72 8YF  Total 72 Models
PAYES R BIR BR AR 2R IvITE
BUFE Outside Radius Effective Neck Length of Cut|  Overall Shank
Model Number Diameter Length Diameter Length Diameter
D (mm) R (mm) EL(tm) | ¢D1(mm) | LC (mm) L (mm) ¢d (mm)

3030-10-R0.5 10
3030-15-R0.5 3 0.5 15 2.8 4.5 60 6
3040-12-R0.5 12
3040-16-R05| 0-5 16 8.8 6 60 6
3060-15-R0.5 0.5 15
3060-15-R1.0 1 15
306020-R05| © 05 20 58 9 65 6
3060-20-R1.0 1 20

ASS-LNR  [300.25-R0.5 o 0.5 o 8 i s o
3080-25-R1.0 1 ’
3100-30-R0.5 0.5
3100-30-R1.0 10 ] 30 9.5 15 80 10
3100-40-R0.5 0.5
3100-40-R1.0 10 ] 40 9.5 15 80 10
3100-50-R0.5 0.5
s10050Riol  1° 1 50 9.5 15 80 10

90

O B85t 72 8B4&E  Total 72 Models
Sz R 59E | B E 2E | YvoiE
BUFE Outside Radius Effective Neck Length of Cut|  Overall Shank _
Model Number Diameter Length Diameter Length Diameter ?J% 29IF
®D(mm) | R(mm) | EL(m) | #D1(mm) | LC(m) | L(m) | od(mm) |
3120-30-R0.5 0.5 o
3120-30-R1.0 1 M
s12030R30 12 3 30 11 18 100 12 )
3120-30-R3.5 35 fl2o17
3120-40-R0.5 0.5 LI
3120-40-R1.0 1 £|5972
12 4 11 1 1 12 5| Facivs
3120-40-R3.0 3 0 8 00 £
3120-40-R3.5 3.5 .
3120-50-R0.5 0.5 |
3120-50-R1.0 1 g
12 11 1 1 12 87—t
3120-50-R3.0 3 >0 8 00 2|3
3120-50-R3.5 3.5 W
3120-60-R0.5 0.5 e
3120-60-R1.0 1
12 60 11 18 100 12 ,
3120-60-R3.0 3 A
3120-60-R3.5 35 B sauere
3160-40-R0.5 0.5 279‘;%5’;”
3160'40'R1.0 1 é Long Neck Square
ASS-LNR 1 4 1 24 12 1 2
SS 3160-40-R3.0 6 3 0 5 2 € £ oyzivo
3160-40-R3.5 35 Logtock s
3160-50-R0.5 0.5 )
3160-50-R1.0 1 ? 20I7
stc050.R30| 16 3 50 15 24 120 16 ;
3160-50-R3.5 35 £z
3160-60-R0.5 0.5 .
3160-60-R1.0 1 S
16 60 15 24 120 16 -
3160-60-R3.0 3 3| doe
7
3160-60-R3.5 35 =
3160-70-R0.5 0.5 BT
3160-70-R1.0 1
16 70 15 24 120 16 £ w
3160-70-R3.0 3 3| an
3160-70-R3.5 35 [Go7aws
3160-80-R0.5 0.5 .
3160-80-R1.0 1 .
ste080R30 1° 3 80 15 24 120 16
3160-80-R3.5 35 1=
(Zm’jerJLoinge
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ARNMSDEE

Continuance from ex-page

SEt 72 BYE  Total 72 Models

sz R 'R | &% IE 2E | vvVIR

_ ik Outside Radius Effective Neck |Lengthof Cutf  Overall Shank

2917 %% Model Number Diameter Length Diameter Length Diameter

s g @D(mm) | R(m) | EL(m) | ¢D1(mm) | LC(m) | L(m) | od(m)
s |B 3200-50-R0.5 0.5
=z 3200-50-R1.0 1

) 3200-50-R3.0] 20 3 50 19 30 130 20
2017 [ 3200-50-R3.5 3.5
" 3200-50-R5.0 5
5972 |2 3200-60-R0.5 0.5
3200-60-R1.0 1

. 3200-60-R3.0| 20 3 60 19 30 130 20
xr 3200-60-R3.5 3.5
g 3200-60-R5.0 5
oy | ASSHNR on0-R0s 0.5
"~ gv7aw7] 3200-70-R1.0 1

- 3200-70-R3.0| 20 3 70 19 30 130 20
3200-70-R3.5 3.5
1 3200-70-R5.0 5
s 30 3200-80-R0.5 0.5
0y737 F\“ 3200-80-R1.0 1

3200-80-R3.0] 20 3 80 19 30 130 20
-E 3200-80-R3.5 3.5
3200-80-R5.0 5

RII7

Square

R—=Jb

Ball

RII7

Square

0v7xv7
AIIT7
Long Neck Square

R—Ib

Ball
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For Graphite/ BHE 7ANUIN

For Plastics / FHZE\3 < HNUIN,

tIHEIZH4ZR  Milling Conditions

RENGL

Lead to the next page

e |7 VSSOLEEMER | PUIZOLEEAZMER | LSO LEEHY e
Work ALUMINUM ALLOYS / Mg ALUMINUM ALLOYS / Cu.Zn-Mg ALUMINUM ALLOYS CASTING COPPER ALLOYS
Material
A5052 A2014 - A7075 Si<13% C1100
CEREy | ZOEE | tHAZ D& | 2UEE| tHAR D& | 2VEE | thAs D& | RUEE| thAS
RUE Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut
Model Speed Speed Speed Speed
Number | (min") (mm/min) ~ (min) | (min") |(am/min)|  (min) | (") [(mo/min)|  (min) | (min?) ((mm/min)  (min)
ap | D ap | D ap | D ap | D
3030-10-R0.5
20,910| 1,260 | 3 | 06 |21,910| 1,260 | 3 | 0.6 [21,910| 1,260 | 3 | 06| 7,960 | 470 | 3 | 06
3030-15-R0.5
3040-12-R0.5
15,920 1,430 | 4 | 0.8 | 15920 | 1,430 | 4 | 0.8 (15920 1430 | 4 | 08| 5970 | 530 | 4 | 0.8
3040-16-R0.5
3060-15-R0.5
10,620 | 1,430 | 6 | 1.2 {10,620 1,430 | 6 | 1.2 |10620| 1,430 | 6 |12 3930 | 520 | 6 |12
3060-15-R1.0
3060-20-R0.5
10,620 | 1,430 | 6 | 1.2 {10,620 1,430 | 6 | 1.2 |10620| 1,430 | 6 |12 | 3930 | 520 | 6 |12
3060-20-R1.0
3080-25-R0.5
7,960 | 1,430 | 8 | 16| 7,90 | 1,430 | 8 | 1.6 | 7960 | 1430 | 8 | 16| 290 | 520 | 8 | 1.6
3080-25-R1.0
3100-30-R0.5
6,370 | 1,470 | 10 | 2 | 6,370 | 1,470 | 10 | 2 | 6,370 | 1,470 | 10 | 2 | 2,360 | 530 | 10 | 2
3100-30-R1.0
3100-40-R0.5
6,370 | 1,470 | 10 | 2 | 6,370 | 1,470 | 10 | 2 | 6,370 | 1,470 | 10 | 2 | 2,360 | 530 | 10 | 2
3100-40-R1.0
3100-50-R0.5
6,370 | 1,470 | 10 | 2 | 6370 | 1,470 | 10 | 2 | 6,370 | 1,470 | 10 | 2 | 2,360 | 530 | 10 | 2
3100-50-R1.0

For High Hardness / BHE W For General / HHS:R|

For Die / FHSKH

For Aluminum / BHE 1SN

For Graphite/ BHE 7ANUIN,

For Plastics / FHZ\3 < HWNUIN,
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nyd*‘y75_

AMENSDFEE
Continuance from ex-page

WA PIWEZZOLEEMER | 7VIZULEECuUInMgR: | PILEZOLEEHY REE A ZIWEZZULAGEMgR | 7WIZVAGEECUZnMgR | PILEZOLEEHY =t
% Work ALUMINUM ALLOYS / Mg ALUMINUM ALLOYS / Cu.Zn-Mg | ALUMINUM ALLOYS CASTING COPPER ALLOYS Work ALUMINUM ALLOYS / Mg ALUMINUM ALLOYS / Cu.Zn-Mg | ALUMINUM ALLOYS CASTING COPPER ALLOYS P
ZII7 |1 Material . e " i 5717
Square % A5052 A2014 + A7075 Si<13% C1100 Material AS052 A2O14 - ATOTS e 1100 % quare
fon |2 UGS | RVRE | tHAR DR | RVEE| tHAR DM | RVEE| tHAR DR RVEE| (A8 —T— — T — T — T — Ex-n
Bal ¢ RUZ  |Spindle| Feed |Depth of Cut|Spindie| Feed |Depth of Cut| Spindie| Feed |Depth of Cut|Spindle| Feed |Depth of Cut ¥R 2URE | YHAR |OEH 2UEE| thAR |OEH|X)EE| thAE IR 2UEE| thag | ¢ e
- Model Speed Speed Speed Speed RUE Spindle| Feed |Depth of Cut| Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |DepthofCut|
8 Number | (min") ((mm/min)  (nin) | (mn") |(mm/min)|  (min) | (min") (om/min)  (min) | (min") |(mm/min)|  (min) odel Sp'efd ' _ Sp_efd . ' Sp'efd _ _ Sp.efd _ ' B
Pl ap| D ap | D ap | D ap| D (min™) |(mm/min)| ~ (min) | (min") ((mm/min)  (min) | (min") |(om/min)|  (min) | (min™) ((mm/min)] ~ (min) fare
© [3120:30-R0.5 ap | D ap | D ap | D a| D}
SYPZ B 3200-50-R0.5 3|5Y72
Radius = [3120-30-R1.0 5| Radius
 [3120-30-R3.0 5310 | 1,500 | 12 | 2.4 | 5310 | 1,500 | 12 | 24 | 5310 | 1,500 | 12 | 24 | 1,960 | 540 | 12 | 24 3200-50-R1.0 :
- |3120-30-R3.5 3200-50-R3.0] 3,190 | 1,470 | 20 | 4 | 3,190 | 1,470 | 20 | 4 | 3190 | 1470 | 20 | 4 | 1,160 | 530 | 20 | 4 -
v [3120-40-R0.5 3200-50-R3.5 | T
Ball T " . T |Ball
5 Ty A
o | (2RI o |00 | 12| 24 | 5310 | 1500 | 12 | 24 | 5310 | 1500 | 12 | 24 | 1960 | 540 | 12 | 24 3200-50-R5.0 .
e [ADRA0 3200-60-R05 i
| 3120-40-R3.5 A ———
477 [3120-50-R05 S20050-810 R
Lo ek 1 3120-50-R 1'0 3200-60-R3.0{ 3,190 | 1,470 | 20 | 4 | 3190 | 1470 | 20 | 4 | 3190 | 1470 | 20 | 4 | 1,160 | 530 | 20 | 4 ookl
] 3120-50-R3.0 5310 | 1,500 | 12 | 2.4 | 5310 | 1,500 | 12 | 2.4 | 5310 | 1,500 | 12 | 2.4 | 1,960 | 540 | 12 | 24 3200-60-R3.5 ]
2o17 & [3120-50-R3.5 3200-60-R5.0 ¥ 2517
s ’%] 3120-60-R0.5 3200-70-R0.5 % sauare
ovozv7 g |13120-60-R1.0 3200-70-R1.0 slovgzy
AIL7 |2 4250 | 960 | 12 | 24 | 4250 | 960 | 12 |24 | 4250 | 960 | 12 | 24| 1570 | 350 | 12 | 24 2|A7L7
atetsae | £ 3120-60-R3.0 3200-70-R3.0] 2,550 | 940 | 20 | 4 [ 2550 | 940 | 20 | 4 | 2550 | 940 |20 | 4 | 930 | 340 |20 | 4 ]
Oy7%s7 & 3:20-20-23.5 3200-70-R3.5 & 0y7%7
Long Neck Radius 3 60' 0' 0.5 3200_70_R5.0 Long Neck Radius
3160-40-R1.0
> [3160-40-R3.0 3,980 | 1,470 | 16 | 3.2 | 3,980 | 1,470 | 16 | 3.2 | 3,980 | 1,470 | 16 | 3.2 | 1,450 | 530 | 16 | 3.2 3200-80-R0.5 2
o ::u 3160-40-R35 3200-80-R1.0 ::U 1ot
— % 3160-50-R0.5 giggggzgg 2550 | 940 |20 | 4 | 2550 | 940 | 20 | 4 | 2550 | 940 | 20 | 4 | 930 | 340 |20 | 4 éT ;
e |2 [3160-50-R1.0 -00-R3. &lom
* 13160-50-R3.0 3,980 | 1,470 | 16 | 3.2 | 3,980 | 1,470 | 16 | 3.2 | 3,980 | 1,470 | 16 | 3.2 | 1,450 | 530 | 16 | 3.2 3200-80-R5.0 2
7 |3160-50-R3.5 Z
e |5 [3160-60-RO5 3o
7 |3160-60-R1.0 Z
TRy il m| . 2
?’jﬁi 7 % 3160-60-R3.0 3190 | 940 | 16 | 32| 3,190 | 940 | 16 | 32| 3,190 | 940 | 16 | 32| 1,160 | 340 | 16 | 3.2 - %Eﬁ% 7
"5 [3160-60-R3.5
fiov 12 13160-70-R0.5 1. HRBRIEEN - EEEORHE EA T, £
‘ - 3160-70-R1.0 Use a highly rigid and accurate machine as possible. »J«D =
?;Zﬁ:*‘” 3160-70-R3.0 3190 | 940 | 16 |32 | 3,190 | 940 | 16 {32 3,190 | 940 | 16 | 32| 1,160 | 340 | 16 | 3.2 2. DY ERNREOEEERTEDTY, _ %\Zﬁ*yg
Long ek ! 3160-70-R3.5 KEDIITIFIIAAR - B8 - ERAEBECKVERREZREUERL TSV, Long eck al
, 3160-80-R0.5 This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling ,
Engjering 3160-80-R1 '0 shape, porpose, machine capability and the operation environment. EEZ“)WQ
- 21 60-80-R3.0 3,190 | 940 | 16 | 32| 3,190 | 940 | 16 | 32| 3,190 | 940 | 16 | 32| 1,160 | 340 | 16 | 3.2 3. FEREMOBERHNBIBVWESICIE. OEHEEDIGEVREZR—DHERTTFTHERULTTEL, S
59Uy 3160-80 R3.5 When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the VY
Corner Lounge , || . same proportion. Corner Lounge
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For General / HS |

&
i
i
I
&
P
a
&

N

=

For Aluminum / HE 1

GS

WO T

$1.0 ~ 6.0
& HHIME  Work Material
foe = CARBON STEELS S45C - S55C
55 ALLOY STEELS SK+ SCM
FUN—R4$l | PREHARDENED STEELS NAK + HPM
1EEANSE HARDENED STEELS (~55HRC)
(~60HRC)
(~65HRC)
ik CAST IRON
ZIL=E: ALUMINUM ALLOYS
I75T74h GRAPHITE ©
£ COPPER ALLOYS O
FSAFVT PLASTICS o)

A EEIAAL (© : BB Most Suitable -

O 38,/ Suitable)

L
< Lc >
QI A [ 1l =
< <
& 55t 6 BB Total 6 Models
AU SR pSE =3 =R A4
Outside Diameter Length of Cut Overall Length Shank Diameter
Model Number
@D (mm) LC (mm) L (mm) ¢d (mm)
2010 1 5 60 3
2015 1.5 8 60 3
2020 2 10 80 3
GS
2030 3 15 80 3
2040 4 20 90 4
2060 6 30 150 6

96

tIEISREER  Milling Conditions

Z&_

JAE

1. RIS - SEEOHERZ CERTIV,

Use a highly rigid and accurate machine as possible.

2. ZOYIHIEERIFUIHIFEDELRZRIHDTY,
KERONMITIINIMR - B8 - ERAERSFICKIERFGZHABUERLTTIEL,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment.

3. FERARMOOEMNBIRVSEICIE. OHRHECDISEVEEZR—DLEETTFTERLTTEL,

When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the
same proportion.

ot I5T74 BUEIa—Ib - TZAHILDYR

iy GRAPHITE SAN MODULE « CHEMICAL WOOD
Material

[EIE e EVRE thAE [EIE et EURE thAE

RIS Spindle Feed Depth of Cut Spindle Feed Depth of Cut
Model Speed Speed
Mty (min™") (mm/min) (min) (min™") (inm/min) (min)

ap D ap D
2010 7,000 500 0.1 0.2 7,000 500 0.5 2
2015 6,400 500 0.15 0.3 6,400 600 1 3
2020 6,500 700 0.2 0.4 6,500 700 1 4
2030 6,000 800 0.3 0.6 6,000 800 1.5 6
2040 5,000 900 0.4 0.8 5,000 900 8
2060 4,500 1,000 0.5 1 4,500 1,000 12
ap
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GS

(4200-9)

$20.0
i @WEHIFME Work Material
ROI7 |1
Saquare 5 | CARBON STEELS S45C « S55C
= 55 ALLOY STEELS SK+ SCM
R—Ib 5
Ball ¢ JU/)\—R>/4 | PREHARDENED STEELS NAK + HPM ,
. AN HARDENED STEELS (~55HRC) ,
@ (~60HRC)
20I7 |§
Savere . |i (~65HRC)
M
7 | Bk CAST IRON
Z;ZZ : | 7u=s ALUMINUM ALLOYS
2 IZT74k GRAPHITE ©
- £ COPPER ALLOYS (@)
Q:;“' iﬁ FSRAFvT PLASTICS (@)
i SIS EIAAEL (© : 528, Most Suitable + O : 38,/ Suitable)
F-NN— |8
*yIh=Ib |5
Taper Neck Ball
Ovoxyg
e
Long Neck Ball
L
7
2oy | .
Square i}
I
:m
Ov7%v7 g
2217 |2
Long Neck Square g y
—_————
ovTzy7 |8 s e e e Attt R 3
SIYT7R
Long Neck Radius \
z
E]
z
»
——®
mr 15 @ BEt1BE  Total 1 Model
AU PAES IR 2R IvIIRE
Z Outside Diameter Length of Cut Overall Length Shank Diameter
2II7 |3 Model Number
Sauare |3 @D (m) LC (mm) L (mm) d (mm)
7
o7z (B GS 4200 20 80 200 20
27I7 B
Long Neck Square | >
- |Z
Ball 2
Ovo#y7 -
i Bt 1 8%  Total 1 Model
Long Neck Ball
, . HiE T £S5 VeI
Egz,f)e,ing Outside Diameter Length of Cut Overall Length Shank Diameter
Model Number
S @D (mm) LC (mm) L (mm) ¢d (mm)
SOy
oras oge GS 4200-S 20 80 200 20
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tIEISREER  Milling Conditions

ot I5T74 BUEIa—Ib - TZAHILDYR
Work GRAPHITE SAN MODULE + CHEMICAL WOOD
Material
[EIE e EVRE thAE [EIE et EURE thAE
RIS Spindle Feed Depth of Cut Spindle Feed Depth of Cut %
Model Speed Speed %‘ zqii7
PIEET (min”") (inm/min) (min) (min”") (mm/min) (min) =
ap D ap D g
4200 4,500 1,000 5 20 5,000 1,300 10 20 B
@
Bl 2017
élé Square
; SYFR
% Radius
tIHISZMEZR  Milling Conditions =
&
e 7S5T74Ab BYEIa—)b - TZHILDYR 3 el
Work GRAPHITE SAN MODULE « CHEMICAL WOOD % °
Material g ?79{-»
Taper Neck Ball
S | RUEE AR S | RUEE AR 077
RIS Spindle Feed Depth of Cut Spindle Feed Depth of Cut Long Neck Ball
Model Speed Speed
Number (min™") (mm/min) (min) (min™") (mm/min) (min) Y 2017
ap D ap D @ Square
4200-S 4,500 1,000 5 20 5,000 1,300 10 20 % avo 2y
E inggNik}Squave
E av7zyg
SITZ

Z&_

JAE

1. HRBEITEEY - SBEEOEMZ CERTSL.
Use a highly rigid and accurate machine as possible.

2. COYHIRERIBIEIFREDERZRIHDTI,
KEDIITIFIIAAR - B8 - ERAEBECKVERREZREUERL TSV,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling

shape, porpose, machine capability and the operation environment.

3. FERARMOOEMNEIRVSEICIE. OHRHECDISE)EEZR—DLEETTFTERLTTEL,

When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the
same proportion.

For Plastics / FIHE 3 NI\,
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For High Hardness / BHER A1 For General / IHZR|

For Die / FHS )

N

=

For Aluminum / HE 1

For Graphite/ BHE 7ANUIN

For Plastics / IHE\ WX UIN

GB

b

R0.5 ~ R6.0
& HHIME  Work Material
foe = CARBON STEELS S45C - S55C
55 ALLOY STEELS SK+ SCM
FUN—R4$l | PREHARDENED STEELS NAK + HPM
1EEANSE HARDENED STEELS (~55HRC)
(~60HRC)
(~65HRC)
ik CAST IRON
ZIL=E: ALUMINUM ALLOYS
I75T74h GRAPHITE ©
£ COPPER ALLOYS O
FSAFVT PLASTICS o)

SORIEAEIA R (© : B3l Most Suitable + O : &,/ Suitable)

L
LC
C ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, -
S
R /
85t 8 BFE Total 8 Models
R R AR 2R IvITR
Radius Length of Cut Overall Length Shank Diameter
Model Number
R (mm) LC (mm) L (mm) ¢d (mm)
2010 0.5 5 80 3
2020 1 10 80 3
2030 1.5 15 80 3
2040 2 20 100 4
GB
2060 3 30 150 6
2080 4 40 150 8
2100 5 50 180 10
2120 6 60 200 12

100

tIEISREER  Milling Conditions

ae

1. HRBEITSEEIE - SEEORKREZE CERTEL,
Use a highly rigid and accurate machine as possible.
2. COYHIRERIBIEIFREDERZRIHDTI,
KEDIITIFIIAAR - B8 - ERAEBECKVERREZREUERL TSV,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling

shape, porpose, machine capability and the operation environment.

ot I5T74 BUEIa—Ib - TZAHILDYR

iy GRAPHITE SAN MODULE « CHEMICAL WOOD
Material

[EIE e EVRE thAE [EIE et EURE thAE

RIS Spindle Feed Depth of Cut Spindle Feed Depth of Cut
Model Speed Speed
Number (min”") (mm/min) (min) (min”") (mm/min) (min)

ap ae ap ae
2010 8,800 500 0.1 0.3 8,000 720 0.07 0.4
2020 8,800 720 0.2 0.6 8,000 720 0.16 0.9
2030 7,700 720 0.3 1.8 7,000 900 1.5 1.4
2040 7,700 1,080 0.4 1.2 6,500 1,080 2 1.8
2060 7,150 1,800 0.6 1.8 6,000 1,080 2.5 2.8
2080 6,600 1,800 0.8 2.4 5,500 1,350 3.5 3.8
2100 6,600 1,800 1 3 5,000 1,350 4.8
2120 5,500 1,800 1.2 3.6 4,500 1,800 5.8
\\—’44( ap
||

3. FERARMOOEMNEIRVSEICIE. OHRHECDISE)EEZR—DLEETTFTERLTTEL,

When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the
same proportion.

For General / IHE|

For High Hardness / SHE 1l

For Die / BHS2H)

N

=

For Aluminum / HE 11

For Graphite/ BHE 7ANIIN

For Plastics / lIHE\ G NI
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For High Hardness / BHER A1 For General / IHZR|

For Die / FHS )

N

=

For Aluminum / HE 1

For Graphite/ BHE 7ANUIN

For Plastics / IHE\ WX UIN

GB

Wl 9] =

R0.5 ~ R6.0
& HHIME  Work Material
foe = CARBON STEELS S45C - S55C
55 ALLOY STEELS SK+ SCM
FUN—R4$l | PREHARDENED STEELS NAK + HPM
1EEANSE HARDENED STEELS (~55HRC)
(~60HRC)
(~65HRC)
ik CAST IRON
ZIL=E: ALUMINUM ALLOYS
I75T74h GRAPHITE ©
£ COPPER ALLOYS O
FSAFVT PLASTICS o)

SORIEAEIA R (© : B3l Most Suitable + O : &,/ Suitable)

L
LC
C ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, -
S
R /
85t 8 BFE Total 8 Models
R R AR 2R IvITR
Radius Length of Cut Overall Length Shank Diameter
Model Number
R (mm) LC (mm) L (mm) ¢d (mm)
2010-S 0.5 5 80 3
2020-S 1 10 80 3
2030-S 1.5 15 80 3
2040-S 2 20 100 4
GB
2060-S 3 30 150 6
2080-S 4 40 150 8
2100-S 5 50 180 10
2120-S 6 60 200 12
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tIEISREER  Milling Conditions

ae

1. HRBEITSEEIE - SEEORKREZE CERTEL,
Use a highly rigid and accurate machine as possible.
2. COYHIRERIBIEIFREDERZRIHDTI,
KEDIITIFIIAAR - B8 - ERAEBECKVERREZREUERL TSV,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling

shape, porpose, machine capability and the operation environment.

ot I5T74 BUEIa—Ib - TZAHILDYR
iy GRAPHITE SAN MODULE « CHEMICAL WOOD
Material
[EIE e EVRE thAE [EIE et EURE thAE
RIS Spindle Feed Depth of Cut Spindle Feed Depth of Cut
Model Speed Speed
Number (min”") (mm/min) (min) (min”") (mm/min) (min)
ap ae ap ae
2010-S 8,800 500 0.1 0.3 8,000 680 0.07 0.4
2020-S 8,800 720 0.2 0.6 8,000 680 0.16 0.9
2030-S 7,700 720 0.3 1.8 7,000 850 1.5 1.4
2040-S 7,700 1,080 0.4 1.2 6,500 1,020 2 1.8
2060-S 7,150 1,800 0.6 1.8 6,000 1,020 2.5 2.8
2080-S 6,600 1,800 0.8 2.4 5,500 1,280 3.5 3.8
2100-S 6,600 1,800 1 3 5,000 1,280 4.8
2120-S 5,500 1,800 1.2 3.6 4,500 1,700 5.8
\\—’44( ap
||

3. FERAKBOOGRHNEIBRVESICE. OEHEEDISXVREZR—DLERTTFFTERULTTEL,
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the
same proportion.

For General / IHE|

For High Hardness / SHE 1l

For Die / BHS2H)

N

=

For Aluminum / HE 11

For Graphite/ BHE 7ANIIN

For Plastics / lIHE\ G NI
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For High Hardness / BHER A1 For General / IHZR|

For Die / BH= &)

N

=

For Aluminum / HE 1

For Graphite/ BHE 7ANUIN

For Plastics / IHE\ WX UIN

GB

welald

R1.5 ~R10.0
& HHIME  Work Material
foe = CARBON STEELS S45C - S55C
55 ALLOY STEELS SK+ SCM
FUN—R4$l | PREHARDENED STEELS NAK + HPM
1EEANSE HARDENED STEELS (~55HRC)
(~60HRC)
(~65HRC)
ik CAST IRON
ZIL=E: ALUMINUM ALLOYS
I75T74h GRAPHITE ©
£ COPPER ALLOYS O
FSAFVT PLASTICS o)

SORIEAEIA R (© : B3l Most Suitable + O : &,/ Suitable)

LC

C ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, .
S
R /
85t 8 BFE Total 8 Models
R R AR 2R IvITR
Radius Length of Cut Overall Length Shank Diameter
Model Number
R (mm) LC (mm) L (mm) ¢d (mm)
3030 1.5 15 80 3
3040 2 20 100 4
3060 3 30 150 6
3080 4 40 150 8
GB
3100 5 50 200 10
3120 6 60 200 12
3160 8 80 200 16
3200 10 80 200 20
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tIEISREER  Milling Conditions

ot I5T74 BUEIa—Ib - TZAHILDYR

iy GRAPHITE SAN MODULE « CHEMICAL WOOD
Material

[EIE e EVRE thAE [EIE et EURE thAE

RIS Spindle Feed Depth of Cut Spindle Feed Depth of Cut
Model Speed Speed
Mty (min™") (mm/min) (min) (min™") (inm/min) (min)

ap ae ap ae

3030 7,000 1,200 0.3 0.9 7,000 1,000 1.5 1.4
3040 7,000 1,200 0.4 1.2 6,500 1,200 2 1.8
3060 6,500 2,000 0.6 1.8 6,000 1,200 25 2.8
3080 6,000 2,000 0.8 2.4 5,500 1,500 3.5 3.8
3100 6,000 2,000 1 3 5,000 1,500 4 4.8
3120 5,000 2,000 1.2 3.6 4,500 2,000 5 5.8
3160 4,500 2,200 1.6 4.8 4,000 2,000 6 7.8
3200 4,500 2,200 2 6 4,000 2,000 8 9.8

P

1. HRBEIFSEIME -

ae

Use a highly rigid and accurate machine as possible.

2. ZOUHIEERIFUIHIFREDELRZRIHDTY,
KERONMITIFNIMR - BY - EAERSFICKIIERFRGZHABUERLTTIEL,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling

shape, porpose, machine capability and the operation environment.

EREOEMZ CERTEW,.

3. FERARMOOEMNEIRVSEICIE. OHRHECDISE)EEZR—DLEETTFTERLTTEL,

When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the
same proportion.

For General / IHE|

For High Hardness / SHE 1l

For Die / BHS2H)

N

=

For Aluminum / HE 11

For Graphite/ BHE 7ANIIN

For Plastics / lIHE\ G NI
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For High Hardness / BHER A1 For General / IHZR|

For Die / BH= &)

N

=

For Aluminum / HE 1

For Graphite/ BHE 7ANUIN

For Plastics / IHE\ WX UIN

GB

R1.5 ~R10.0
& HHIME  Work Material
foe = CARBON STEELS S45C - S55C
55 ALLOY STEELS SK+ SCM
FUN—R4$l | PREHARDENED STEELS NAK + HPM
1EEANSE HARDENED STEELS (~55HRC)
(~60HRC)
(~65HRC)
ik CAST IRON
ZIL=E: ALUMINUM ALLOYS
I75T74h GRAPHITE ©
£ COPPER ALLOYS O
FSAFVT PLASTICS o)

SORIEAEIA R (© : B3l Most Suitable + O : &,/ Suitable)

LC

C ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, .
S
R /
85t 8 BFE Total 8 Models
R R AR 2R IvITR
Radius Length of Cut Overall Length Shank Diameter
Model Number
R (mm) LC (mm) L (mm) ¢d (mm)
3030-S 1.5 15 80 3
3040-S 2 20 100 4
3060-S 3 30 150 6
3080-S 4 40 150 8
GB
3100-S 5 50 200 10
3120-S 6 60 200 12
3160-S 8 80 200 16
3200-S 10 80 200 20
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tIEISREER  Milling Conditions

ot I5T74 YBUEIa—I - FZAHILIYR
iy GRAPHITE SAN MODULE « CHEMICAL WOOD
Material
[EIE 5 EWRE thAE [EIE 55 XWRE thAE
RIS Spindle Feed Depth of Cut Spindle Feed Depth of Cut
Model Speed Speed
>l (min™") (mm/1in) (min) (min™") (mm/nin) (min)
ap ae ap ae
3030-S 7,000 1,200 0.3 0.9 7,000 1,000 1.5 1.4
3040-S 7,000 1,200 0.4 1.2 6,500 1,200 2 1.8
3060-S 6,500 2,000 0.6 1.8 6,000 1,200 2.5 2.8
3080-S 6,000 2,000 0.8 2.4 5,500 1,500 3.5 3.8
3100-S 6,000 2,000 1 3 5,000 1,500 4 4.8
3120-S 5,000 2,000 1.2 3.6 4,500 2,000 5 5.8
3160-S 4,500 2,200 1.6 4.8 4,000 2,000 6 7.8
3200-S 4,500 2,200 2 6 4,000 2,000 8 9.8

P

1. HRBEIFSEIME -

ae

Use a highly rigid and accurate machine as possible.

2. ZOUHIEERIFUIHIFREDELRZRIHDTY,
KERONMITIFNIMR - BY - EAERSFICKIIERFRGZHABUERLTTIEL,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment.

3. FERARMOOEMNEIRVSEICIE. OHRHECDISE)EEZR—DLEETTFTERLTTEL,

EREOEMZ CERTEW,.

When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the
same proportion.

For General / IHE|

For High Hardness / SHE 1l

For Die / BHS2H)

N

=

For Aluminum / HE 11

For Graphite/ BHE 7ANIIN

For Plastics / lIHE\ G NI
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=
==

For General / HERR|

For High Hardness / BHE Il

For Die / BH= &)

N

=

For Aluminum / HE 1

For Graphite/ BHE 7ANUIN

For Plastics / IHE\ WX UIN

GB

R1.0 ~ R10.0
& HHIME  Work Material
foe = CARBON STEELS S45C - S55C
55 ALLOY STEELS SK+ SCM
FUN—R4$l | PREHARDENED STEELS NAK + HPM
1EEANSE HARDENED STEELS (~55HRC)
(~60HRC)
(~65HRC)
ik CAST IRON
ZIL=E: ALUMINUM ALLOYS
I75T74h GRAPHITE ©
£ COPPER ALLOYS O
FSAFVT PLASTICS o)

SORIEAEIA R (© : B3l Most Suitable + O : &,/ Suitable)

(o e 2
e
BET 9B&E Total 9 Models
AT R IR =R 9v27&
el e Radius Length of Cut Overall Length Shank Diameter
R (mm) LC (mm) L (mm) ¢d (mm)

4020 1 10 80 3
4030 1.5 15 80 3
4040 2 20 100 4
4060 3 30 150 6

GB 4080 4 40 150 8
4100 5 50 180 10
4120 6 60 200 12
4160 8 80 200 16
4200 10 80 200 20
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tIEISREER  Milling Conditions

ot I3T74h YUEIa-I - TFZALDYR
o GRAPHITE SAN MODULE * CHEMICAL WOOD
Material
L RRE LIS CIERE X ERE AE

AU Spindle Feed Depth of Cut Spindle Feed Depth of Cut
T Speed Speed
>l (min™") (mm/1in) (min) (min™") (mm/nin) (min)

ap ae ap ae
4020 8,000 800 0.2 0.6 8,000 800 0.16 0.9
4030 7,000 800 0.3 0.9 7,000 1,000 1.5 1.4
4040 7,000 1,200 0.4 1.2 6,500 1,200 2 1.8
4060 6,500 2,000 0.6 1.8 6,000 1,200 2.5 2.8
4080 6,000 2,000 0.8 2.4 5,500 1,500 3.5 3.8
4100 6,000 2,000 1 3 5,000 1,500 4 4.8
4120 5,000 2,000 1.2 3.6 4,500 2,000 5 5.8
4160 4,500 2,200 1.6 4.8 4,000 2,000 6 7.8
4200 4,500 2,200 2 6 4,000 2,000 8 9.8

P

1. HRBEIFSEIME -

ae

Use a highly rigid and accurate machine as possible.

2. ZOUHIEERIFUIHIFREDELRZRIHDTY,
KERONMITIFNIMR - BY - EAERSFICKIIERFRGZHABUERLTTIEL,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment.

3. FERARMOOEMNEIRVSEICIE. OHRHECDISE)EEZR—DLEETTFTERLTTEL,

EREOEMZ CERTEW,.

When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the
same proportion.

For General / IHE|

For High Hardness / BHE Il

For Die / BHS2H)

N

=

For Aluminum / IAHS 111

For Graphite/ BHE 7ANIIN

For Plastics / FIHE 3 NI\,
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=
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For General / HERR|

For High Hardness / BHE Il

For Die / BH= &)

N

=

For Aluminum / HE 1

For Graphite/ BHE 7ANUIN

For Plastics / IHE\ WX UIN

GB

sl o4 W

R1.0 ~ R10.0
& HHIME  Work Material
foe = CARBON STEELS S45C - S55C
55 ALLOY STEELS SK+ SCM
FUN—R4$l | PREHARDENED STEELS NAK + HPM
1EEANSE HARDENED STEELS (~55HRC)
(~60HRC)
(~65HRC)
ik CAST IRON
ZIL=E: ALUMINUM ALLOYS
I75T74h GRAPHITE ©
£ COPPER ALLOYS O
FSAFVT PLASTICS o)

SORIEAEIA R (© : B3l Most Suitable + O : &,/ Suitable)

(o e 2
e
BET 9B&E Total 9 Models
AT R IR =R 9v27&
el e Radius Length of Cut Overall Length Shank Diameter
R (mm) LC (mm) L (mm) ¢d (mm)

4020-S 1 10 80 3
4030-S 1.5 15 80 3
4040-S 2 20 100 4
4060-S 3 30 150 6

GB 4080-S 4 40 150 8
4100-S 5 50 180 10
4120-S 6 60 200 12
4160-S 8 80 200 16
4200-S 10 80 200 20
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tIEISREER  Milling Conditions

ot I3T74h YUEIa-I - TFZALDYR
o GRAPHITE SAN MODULE * CHEMICAL WOOD
Material
L RRE LIS CIERE X ERE AE
AU Spindle Feed Depth of Cut Spindle Feed Depth of Cut
T Speed Speed
>l (min™") (mm/1in) (min) (min™") (mm/nin) (min)
ap ae ap ae
4020-S 8,000 800 0.2 0.6 8,000 800 0.16 0.9
4030-S 7,000 800 0.3 0.9 7,000 1,000 1.5 1.4
4040-S 7,000 1,200 0.4 1.2 6,500 1,200 2 1.8
4060-S 6,500 2,000 0.6 1.8 6,000 1,200 2.5 2.8
4080-S 6,000 2,000 0.8 2.4 5,500 1,500 3.5 3.8
4100-S 6,000 2,000 1 3 5,000 1,500 4 4.8
4120-S 5,000 2,000 1.2 3.6 4,500 2,000 5 5.8
4160-S 4,500 2,200 1.6 4.8 4,000 2,000 6 7.8
4200-S 4,500 2,200 2 6 4,000 2,000 8 9.8

P

1. HRBEIFSEIME -

ae

Use a highly rigid and accurate machine as possible.

2. ZOUHIEERIFUIHIFREDELRZRIHDTY,
KERONMITIFNIMR - BY - EAERSFICKIIERFRGZHABUERLTTIEL,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment.

3. FERARMOOEMNEIRVSEICIE. OHRHECDISE)EEZR—DLEETTFTERLTTEL,

EREOEMZ CERTEW,.

When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the
same proportion.

For General / IHE|

For High Hardness / BHE Il

For Die / BHS2H)

N

=

For Aluminum / IAHS 111

For Graphite/ BHE 7ANIIN

For Plastics / FIHE 3 NI\,
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For High Hardness / BHES Tl For General / HZ |

For Die / HS k)

N

=

For Aluminum / IHS 11

For Graphite/ FHE7ANIUN

PS

NG

$0.3 ~¢20.0
& HHIME Work Material
o= CARBON STEELS S45C - S55C
55 ALLOY STEELS SK+ SCM
TUN—R 4 PREHARDENED STEELS NAK + HPM
AN HARDENED STEELS (~55HRC)
(~60HRC)
(~65HRC)
bt CAST IRON
ZIL=E ALUMINUM ALLOYS (@)
IZT74k GRAPHITE o)
£ COPPER ALLOYS O
FSAFYI PLASTICS ©

SORIEAEIA R (© : B3l Most Suitable + O : &,/ Suitable)

L
Lc
a] o I i o ‘
S‘ <
Bt 17 B¥E Total 17 Models
o R T E3 L
Outside Diameter Length of Cut Overall Length Shank Diameter
Model Number
@D (mm) LC (mm) L (mm) ¢d (mm)
0.3 0.3 0.8 50 3
0.5 0.5 1.2 50 3
0.6 0.6 1.2 50 3
0.8 0.8 2 50 4
1.0 1 3 50 4
1.5 1.5 3 50 4
2.0 2 6 50 4
2.5 2.5 8 50 4
PS 3.0 3 10 50 6

4.0 4 12 50 6
5.0 5 15 50 6
6.0 6 15 60 6
8.0 8 20 60 8
10.0 10 25 70 10
12.0 12 25 75 12
16.0 16 35 90 16

20.0 20 40 100 20
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EIEISREZR  Milling Conditions

1. WRZIEIIEAIY - SREOERZ CERTSIL.

Use a highly rigid and accurate machine as possible.

2. ZOYIHIEERIFUIHIFEDELRZRIHDTY,
KERONMITIINIMR - B8 - ERAERSFICKIERFGZHABUERLTTIEL,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment.

3. FERARMOOEMNBIRVSEICIE. OHRHECDISEVEEZR—DLEETTFTERLTTEL,

=) ABS - MCFHrO0> 7ZIUIb RUA—RR—bk
Work ABS - PA PMMA PC
Material
O#58 | &V&EE thAZ OEsEy | &HEE thAE OERE | URE thASE
AU Spindle | Feed | DepthofCut | Spindle | Feed | Depthof Cut | Spindle | Feed | Depth of Cut
Vodel Speed Speed Speed
Al (min") | (mm/min) (min) (min") | (mm/min) (min) (min) | (mm/min) (min)
ap D ap D ap D
0.3 5,000 50 [0.06| 0.3 | 5,000 40 |0.05| 0.3 | 5,000 30 |0.06| 0.3
0.5 5,000 60 0.1 | 0.5 | 5,000 50 [0.08| 0.5 | 5,000 40 0.1 ] 05
0.6 5,000 80 |0.15| 0.6 | 5,000 60 [0.12| 0.6 | 5,000 50 |0.15| 0.6
0.8 5,000 80 0.2 | 0.8 | 5,000 60 [0.15| 0.8 | 5,000 50 0.2 0.8
1.0 5,000 | 400 | 05| 1 5,000 | 400 | 03| 1 5,000 | 400 |04 1
1.5 5,000 | 400 | 0515|5000 400 | 03|15 5000 | 400 |04 15
2.0 5,000 | 700 | 05| 2 | 5000 700 |05| 2 |5,000| 700 |07 2
2.5 5,000 | 700 | 0525|5000 700 | 05|25 5000 700 | 0.7 |25
3.0 4,500 | 700 1 3 /4500| 700 | 08| 3 | 4,500 | 700 1 3
4.0 4,500 | 700 1 4 | 4500 700 | 08| 4 |4500 | 700 1 4
5.0 4,500 | 700 1 5 1 4500| 700 | 08| 5 | 4,500 | 700 1 5
6.0 4500 | 1,000 | 1.5 | 6 | 4,500 | 1,000 | 0.8 | 6 | 4,500 | 1,000 | 1 6
8.0 4500 | 1,000 | 1.5 | 8 | 4,500 | 1,000 | 0.8 | 8 | 4,500 | 1,000 | 1 8
10.0 4,500 | 1,500 | 1.5 | 10 | 4,500 | 1,500 | 0.8 | 10 | 4,500 | 1,500 | 1 10
12.0 3,500 | 1,500 12 | 3,500 | 1,500 | 1 12 | 3,500 | 1,500 | 1.5 | 12
16.0 3,500 | 1,500 16 | 3,500 | 1,500 | 1 16 | 3,500 | 1,500 | 1.5 | 16
20.0 3,500 | 1,500 20 | 3,500 | 1,500 | 1 20 | 3,500 | 1,500 | 1.5 | 20
O

When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the
same proportion.
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For Graphite/ HE 7ANIUIN

For Plastics / FIHEE 3¢ WNUIN,
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For General / HZ |

For High Hardness / SHER: FizIaH

For Die / HS k)

N

=

For Aluminum / IHS 11

For Graphite/ FHE7ANIUN

PSL

$0.3 ~$20.0
& HHIME  Work Material
o] CARBON STEELS S45C - S55C
55 ALLOY STEELS SK+ SCM
TUN—R 4 PREHARDENED STEELS NAK + HPM
AN HARDENED STEELS (~55HRC)
(~60HRC)
(~65HRC)
bt CAST IRON
ZIL=E ALUMINUM ALLOYS (@)
IZT74k GRAPHITE o)
£ COPPER ALLOYS O
FSAFYI PLASTICS ©

SORIEAEIA R (© : B3l Most Suitable + O : &,/ Suitable)

L

LC

A

[a]
AS)

A,

¢d

&5t 19 8IFE Total 19 Models

&S5t 19 8IFE

Total 19 Models

REANGL

Lead to the next page

G

BE

Model Number

Sz

Outside Diameter

IR
Length of Cut

=R

Overall Length

v IR
Shank Diameter

@D (mm)

LC (mm)

L (mm)

&d (mm)

AIL7

Square

PSL

16.0

16

51

110

16

20.0

20

56

125

20

o iz pat 2R L
Outside Diameter Length of Cut Overall Length Shank Diameter
Model Number
@D (mm) LC (mm) L (mm) ¢d (mm)
0.3-1.5 0.3 1.5 50 4
0.5-2.5 0.5 2.5 50 4
1.0-4 4
1.0-6 1 6 50 4
1.0-10 10
1.5-6 6
1.5-12 1.5 12 50 4
1.5-20 20
PSL 2.0-10 10
2.0-16 2 16 50 4
2.0-20 20
3.0 3 16 65 6
4.0 4 23 65 6
6.0 6 31 90 6
8.0 8 36 90 8
10.0 10 42 110 10
12.0 12 42 110 12

For High Hardness / BHES il For General / HS |

For Die / HS k)
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For Aluminum / IAHS 111

For Graphite/ FHE 7ANIUN

For Plastics / FIHEE 3¢ WNUIN,
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For General / HZ |

For High Hardness / BHES Tl

For Die / HS k)

N

=

For Aluminum / IHS 11

For Graphite/ FHE7ANIUN

HIENSDfFEE
q - Continuance from ex-page

tIHEIREZR  Milling Conditions

sl ABS - MCFH0O~ 72IU)b RUD—HRR—bk
Work ABS - PA PMMA PC
Material
OEE | RYUEE thAg OEE | ZURE thAg O | RUEE thAg
RUZE Spindle | Feed | DepthofCut | Spindle | Feed | Depthof Cut | Spindle | Feed | Depth of Cut
Model Speed Speed Speed
Number | (min") | (mm/min) (min) (min") | (mm/min) (min) (min™) | (mm/min) (min)
ap D ap D ap D
0.3-1.5 |12,000| 50 |0.05| 0.3 {12,000/ 40 |0.05| 0.3 | 8,000 30 |0.05|0.3
0.5-2.5 |12,000| 60 0.1 | 0.5 |12,000| 50 0.1 | 0.5 | 8,000 40 0.1 ] 0.5
1.0-4 60 4 50 4 40 4
1.0-6 12,000| 50 6 | 0.1 10,000 40 6 | 0.1 6,000 30 6 | 0.1
1.0-10 30 10 25 10 20 10
1.5-6 60 6 50 6 40 6
1.5-12 (12,000| 50 12 |0.15| 9,000 40 12 |0.15] 5,000 30 12 10.15
1.5-20 30 20 25 20 20 20
2.0-10 |10,000| 80 10 60 10 50 10
2.0-16 |11,000| 60 16 | 0.2 | 8,000 50 16 | 0.2 | 5,000 40 16 | 0.2
2.0-20 |11,000| 50 20 40 20 30 20
3.0 7,000 | 100 16 | 0.3 | 5,300 80 16 | 0.3 | 4,000 60 16 | 0.3
4.0 5,000 | 130 | 23 | 0.4 | 4,000 | 100 | 23 | 0.4 | 3,000 80 23 |04
6.0 4,000 | 200 | 31 | 0.6 | 3,200 160 | 31 | 0.6 | 2,400 | 120 | 31 | 0.6
8.0 3,000 | 250 | 36 | 0.8 | 2,500 | 200 | 36 | 0.8 | 1,800 | 160 | 36 | 0.8
10.0 3,000 | 300 | 42 1 12500 | 240 | 42 1 1,800 | 200 | 42 1
12.0 3,000 | 300 | 42 | 1.2 | 2500 | 240 | 42 |1.2 1,800 | 200 | 42 | 1.2

tIHEIZEZR  Milling Conditions

() ABS - MC+0O~ 72Ul RUA—RR—k
Work ABS - PA PMMA PC

Material

DOEREy | *EE thiag DR | EVEE thiag OERE | *YRE thiag

RIS Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut
Model Speed Speed Speed

NUITTEET (min") | (mm/min) (min) (min") | (mm/min) (min) (min) | (mm/min) (min)

ap D ap D ap D

16.0 2500 | 350 |16 |51 | 2000 | 280 (16| 51 | 1,500 | 230 | 1.6 | 51
20.0 2,500 | 360 2 56 | 2,000 | 280 2 56 | 1,500 | 230 2 56

% -
JAE

1. WRZIEIIEAIY - SREOERZ CERTSIL.

Use a highly rigid and accurate machine as possible.

2. ZOUHIEERIFUIHIFREDELRZRIHDTY,
KERONMITIFNIMR - BY - EAERSFICKIIERFRGZHABUERLTTIEL,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment.

3. FERARMOOEMNEIRVSEICIE. OHRHECDISE)EEZR—DLEETTFTERLTTEL,

When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the

same proportion.

For High Hardness / BHES il For General / HS |

For Die / HS k)
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=

For Aluminum / IAHS 111

For Graphite/ HE 7ANIUIN

For Plastics / FIHEE 3¢ WNUIN,
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For General / HZ

For High Hardness / BHES Tl

For Die / HS k)

N

=

For Aluminum / IHS 11

For Graphite/ FHE7ANIUN

LS

WuNG

$3.0 ~¢10.0
& HHIME Work Material
o= CARBON STEELS S45C - S55C
55 ALLOY STEELS SK+ SCM
TUN—R 4 PREHARDENED STEELS NAK + HPM
AN HARDENED STEELS (~55HRC)
(~60HRC)
(~65HRC)
bt CAST IRON
ZIL=E ALUMINUM ALLOYS (@)
IZT74k GRAPHITE o)
£ COPPER ALLOYS O
FSAFYI PLASTICS ©

SORIEAEIA R (© : B3l Most Suitable + O : &,/ Suitable)

< L >
LC
Q‘ I o
© ©
O 55t 9BE  Total 9 Models
. HiZ UE 2R L
Outside Diameter Length of Cut Overall Length Shank Diameter
Model Number
@D (mm) LC (mm) L (mm) ¢d (mm)
3.0-65 3 12 65 3
3.0-100 8 100
4.0-80 4 12 80 4
4.0-120 10 120
LS 6.0-80 80
6.0-150 6 15 150 6
8.0-90 8 15 90 8
10.0-110 110
10.0-180 10 20 180 10
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EIEISREZR  Milling Conditions

1REIA ABS - MCFHrO~ 7IUIb RUB—RR—b
Work ABS * PA PMMA PC
Material

OEng | *VEE thAg OEg | RURE thAg OEE | EYEE thAg
RIS Spindle Feed Depth of Cut Spindle Feed Depth of Cut | Spindle Feed Depth of Cut
Model Speed Speed Speed
Stz (min”") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min)

ap D ap D ap D

3.0-65

4500 | 700 | 1.0| 3 | 4500, 700 |08 | 3 | 4,500 | 700 1 3
3.0-100
4.0-80

4500 | 700 1.0 4 | 4500 700 | 08| 4 | 4,500 | 700 1 4
4.0-120
6.0-80

4500 | 1,000 | 1.5 6 | 4,500 | 1,000 | 0.8 | 6 | 4,500 | 1,000 | 1 6
6.0-180
8.0-90 4,500 | 1,000 | 1.5 | 8 | 4,500 | 1,000 | 0.8 | 8 | 4,500 | 1,000 | 1 8
10.0-110

4,500 | 1,000 | 1.5 | 10 | 4,500 | 1,000 | 0.8 | 10 | 4,500 | 1,000 | 1 10
10.0-180

P47

ap

1. WRZIEIIEAIY - SREOERZ CERTSIL.

Use a highly rigid and accurate machine as possible.

2. ZOUHIEERIFUIHIFREDELRZRIHDTY,
KERONMITIFNIMR - BY - EAERSFICKIIERFRGZHABUERLTTIEL,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment.

3. FERARMOOEMNEIRVSEICIE. OHRHECDISE)EEZR—DLEETTFTERLTTEL,

When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the

same proportion.

For High Hardness / BHES il For General / HS |

For Die / HS k)

N

=

For Aluminum / IAHS 111

For Graphite/ HE 7ANIUIN

For Plastics / FIHEE 3¢ WNUIN,
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For General / HZ |

For High Hardness / BHES Tl

For Die / HS k)

N

=

For Aluminum / IHS 11

For Graphite/ FHE7ANIUN

For Plastics / FIHEE 3¢ WNUIN,

PR

NG

$0.3 ~¢10.0
& HHIME Work Material
o= CARBON STEELS S45C - S55C
55 ALLOY STEELS SK+ SCM
TUN—R 4 PREHARDENED STEELS NAK + HPM
AN HARDENED STEELS (~55HRC)
(~60HRC)
(~65HRC)
bt CAST IRON
ZIL=E ALUMINUM ALLOYS (@)
IZT74k GRAPHITE o)
£ COPPER ALLOYS O
FSAFYI PLASTICS ©

SORIEAEIA R (© : B3l Most Suitable + O : &,/ Suitable)

REANGL

Lead to the next page

EE)

d L >
EL
N
! Y A
of It 2
Y L1
& 55t 57 BF  Total 57 Models
AUE SR 'R IR =R YrIIR
Outside Diameter | Effective Length Length of Cut Overall Length | Shank Diameter
Model Number
@D (mm) EL (mm) LC (mm) L (mm) ¢d (mm)
0.3-2.5 0.3 2.5 0.6 50 3
0.5-4 4
0.5-6 6
oI5 05 g 12 50 3
0.5-10 10
PR 0.6-6 6
0.6.8 0.6 5 1.2 50 3
0.8-4 4
0.8-8 8
0.8-10 08 10 . %0 4
0.8-12 12
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BEt 57 B1F  Total 57 Models
e SH4Z 'R D E3 YrYIR
Outside Diameter | Effective Length Length of Cut Overall Length | Shank Diameter =
Model Number %ﬁ e
@D (mm) EL (mm) LC (mm) L (mm) od (mm) | Sauare
1.0-6 6 55 .
1.0-8 8 55 8o
1.0-10 10 55 )
1.0-12 12 55
1.0-16 1 16 2.5 55 4 [P
1.0-21 21 55 [
1.0-26 26 65 e
1.0-32 32 65 ¢
1.0-36 36 65 .
1.5-6 6 55 | b
1.5-10 10 55 z
1.5-16 16 55 5| Zoomon
1.5-21 1.5 21 3.8 55 4
1.5-26 26 65 07497
1.5-32 32 65
1.5-36 36 65
PR 2.0-8 8 55 -
2.0-10 10 55 g
2.0-12 12 55 E Eﬁ;ﬂ
2.0-14 14 55 :% Long Neck Square
2.0-16 16 55 5lovozys
2.0-21 2 21 5 55 4 e
2.0-26 26 70
2.0-32 32 70 =1 —
2.0-36 36 70 | Sauare
2.0-42 42 70 P
3.0-16 16 Som
3.0-21 21 B
3.0-26 26 7
BYE 3 = 7.5 80 6 fzonr
3.0-42 42 —
3.0-52 52 é-
i
mp2r 3
B
aar
d-F-=
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: HIENSDfFEE
q - Continuance from ex-page

&5t 57 84T Total 57 Models

AU HE R IR &R VAL
B Outside Diameter | Effective Length Length of Cut Overall Length | Shank Diameter
2917 |M Model Number
sawre |5 @D (mm) EL (mm) LC (mm) L (mm) d (mm)
H—ll z 4.0-18 18
° 4.0-24 24
4.0-32 4 32 10 80 6
@ 4.0-42 42
e [ 4.0-52 52
—% 5.0-42 5 42 15 80 6
e |2 PR 6.0-24 24
. 6.0-32 32
5 6.0-42 6 42 15 80 6
ol o 6.0-52 52
= 8.0-42 42
i 8.0-52 8 52 15 %0 8
10.0-42 42
%{Zﬁ*‘” 10.0-52 10 52 20 110 10
2ILI7 E
Square bill|
I
———————H
Ov7zv7 | g
2717 |3
Long Neck Square E
av7zv7 |8
SITPR
2ILI7 %
w—w |2
7
29T7  |%
Square ?’-
___;
il
I
|
(np2 37
R=Ib
[0}
J-F-—
Tl
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hh FJ
tIHIS¥EER  Milling Conditions

1A ABS - MCO~ 72U\ RUA—HRR—k
Work ABS * PA PMMA PC
Material
DOEREy | *YEE thag DOEREy | RUEE thaz OEng | EWEE Az
RUE Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut
Model Speed Speed Speed
Number (min") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min)
ap D ap D ap D
0.3-2.5 (12,000 100 |0.01| 0.3 {12,000/ 70 |0.01| 0.3 |12,000| 60 |0.01|0.3
0.5-4 100 70 60
0.5-6 80 50 40
——— 12,000 ———0.01| 0.5 {12,000 ——— 0.01| 0.5 | 12,000 ———0.01| 0.5
0.5-8 60 40 30
0.5-10 50 30 20
0.6-6 200 |0.02 100 |0.02 80 |0.02
12,000 0.6 | 12,000 0.6 12,000 0.6
0.6-8 150 |0.01 80 |0.01 60 |0.01
0.8-4 300 |0.08 200 |0.03 150 |0.03
0.8-8 250 |0.01 150 |0.01 100 |0.01
12,000 0.8 112,000 0.8 {12,000 0.8
0.8-10 150 |0.01 100 |0.01 60 |0.01
0.8-12 80 |0.01 50 |0.01 40 |0.01

For High Hardness / BHES il For General / HS |

For Die / HS k)

N

=

For Aluminum / IAHS 111

For Graphite/ HE 7ANIUIN

For Plastics / FIHEE 3¢ WNUIN,
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oy xyg
SITR
Long Neck Radius

AIL7

Square

A=)

Ball

AIL7

Square

A=l

Ball

ovIzyg
w=Ib

Long Neck Ball

EHY

Chamfering

d-F-=
SVVY
Corner Lounge
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| FIEH S DFE
q . Continuance from ex-page

tIHEIREZR  Milling Conditions

HIH ABS - MCF+ 0O 72Ul KUD—R7—h
% Work ABS - PA PMMA PC
Slqugail_l 7_JT_[] Material
3
rw |2 EEN | RUEE | UM | OER | RUEE | (AR | BENM | HUEE | 0B
& RIZR Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut
Model Speed Speed Speed
2017 |B Number (min") | (mm/min) (min) (min") | (mm/min) (min) (min”") | (mm/min) (min)
Sauare 73%5 ap | D ap | D ap | D
—ors |1 | 1.0-6 700 10.03 500 |0.03 350 |0.03
e 121 1.0-8 700 |0.03 500 |0.03 350 |0.03
_ | 1010 700 10.03 500 |0.03 350 |0.03
w2 | 1.0-12 500 |0.02 350 |0.02 250 |0.02
"% [ 1016 |12,000] 500 |0.02] 1 |[12,000] 350 |0.02| 1 |12,000] 250 |0.02| 1
s | 1.0-21 300 |0.01 200 |0.01 150 |0.01
Sk 1.0-26 300 |0.01 200 |0.01 150 |0.01
"7 1.0-32 200 |0.01 120 |0.01 80 |0.01
1.0-36 200 |0.01 120 |0.01 80 0.01
r | 1.5-6 1,000 | 0.2 800 | 0.2 550 | 0.2
e ;,% 1.5-10 1,000 | 0.1 800 | 0.1 550 | 0.1
e | 1.5-16 800 |0.05 600 |0.05 400 |0.05
G |? | 15-21 |12,000| 600 |0.02] 1.5 12,000/ 500 |0.02] 1.5 12,000/ 300 |0.02 1.5
s s | 1.5-26 500 |0.02 400 |0.02 250 |0.02
. 1.5-32 300 |0.01 200 |0.01 150 |0.01
1.5-36 300 |0.01 200 |0.01 150 |0.01
oy |2 | 2.0-8 1,000 | 0.4 800 | 0.4 550 | 0.4
e 5| 2.0-10 1,000 | 0.3 800 | 0.3 550 | 0.3
won 1| 2.0-12 900 |0.15 700 10.15 450 |0.15
¢ | 2.0-14 900 |0.12 700 |0.12 450 |0.12
2.0-16 700 | 0.1 500 | 0.1 350 | 0.1
i § 2021 |79 700 [0.05] 2 |99 500 [0.05] 2 |19 350 [0.05) 2
e | 2.0-26 500 |0.02 400 |0.02 250 |0.02
-§ 2.0-32 500 |0.01 400 |0.01 250 |0.01
mE | 2.0-36 300 |0.01 200 |0.01 150 |0.01
mv s | 2.0-42 300 |0.01 200 |0.01 150 |0.01
— 3.0-16 1,000 1,000 1,000
i 3.0-21 1,000 1,000 1,000
3.0-26 1,000 1,000 1,000
Ry 30.3p | 700 1 000 1 | 3 | 7,000 000 1 | 3 | 7,000 1000 1] 3
S 3.0-42 900 900 900
e 3.0-52 900 900 900
124

tIHEIZEZR  Milling Conditions

iz ABS - MC+0O~ 727U RUAD—RR—b
Work ABS - PA PMMA PC
Material
DOERE | *YEE AR s | EEE AR OEE | EWEE AR
RIZR Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut
Model Speed Speed Speed
Bl (min") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min)
ap D ap D ap D
4.0-18 1,000 1,000 1,000
4.0-24 1,000 1,000 1,000
4.0-32 | 7,000 | 1,000 | 1 4 | 7,000 | 1,000 | 1 4 | 7,000 | 1,000 | 1 4
4.0-42 900 900 900
4.0-52 900 900 900
5.0-42 | 5,000 | 800 1 5 | 5,000 | 800 1 5 | 5,000 | 800 1 5
6.0-24
6.0-32
5,000 | 600 | 15| 6 | 5,000 | 600 1 6 | 5,000 | 600 1 6
6.0-42
6.0-52
8.0-42
4500 | 500 | 1.5 | 8 | 4,500 | 500 1 8 | 4,500 | 500 1 8
8.0-52
10.0-42
4500 | 500 | 1.5 | 10 | 4,500 | 500 1 10 | 4,500 | 500 1 10
10.0-52

O o

1. WRZIEIIEAIY - SREOERZ CERTSIL.

Use a highly rigid and accurate machine as possible.

2. ZOUHIEERIFUIHIFREDELRZRIHDTY,
KERONMITIFNIMR - BY - EAERSFICKIIERFRGZHABUERLTTIEL,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment.

3. FERARMOOEMNEIRVSEICIE. OHRHECDISE)EEZR—DLEETTFTERLTTEL,

When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the
same proportion.

For High Hardness / BHES il For General / HS |

For Die / HS k)

N

=

For Aluminum / IAHS 111

For Graphite/ HE 7ANIUIN

For Plastics / FIHEE 3¢ WNUIN,

AIL7

Square

R=Jb

Ball

RII7

Square

SITPR
Radius

R=Jb

Ball

F—/¥=
FvIR=Ib

Taper Neck Ball

Ov7%v7
A=

Long Neck Ball

AIL7

Square

oy zy7
AII7
Long Neck Square

oy xyg
SITR
Long Neck Radius

AIL7

Square

A=)

Ball

AIL7

Square

A=l

Ball

ovIzyg
R—=Jb

Long Neck Ball

EHY

Chamfering

J—F—
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Corner Lounge
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AII7

Square

R=JL

Ball

AII7

Square

SIYTR
Radius

R—Jb

Ball

F—/\—
ESh el

Taper Neck Ball

Ovoxyg
R=Ib

Long Neck Ball

AIILF

Square

ov7zy7
AII7
Long Neck Square

ovJ7xy7
SITR
Long Neck Radius

AILF

Square

A=

Ball

AIL7

Square

ov7zy7
AII7
Long Neck Square

ovJ7zyg
R=Ib

Long Neck Ball

[i:1):0 0}

Chamfering

J-F-—
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For General / HZ |

For High Hardness / BHES Tl

For Die / HS k)

N

=

For Aluminum / IHS 11

For Graphite/ FHE7ANIUN

For Plastics / FIHEE ¢ WNUIN,

EIEISREZR  Milling Conditions

HRHIA4 ABS - MCFHrO~ 7IUIb RUB—RR—b
Work ABS * PA PMMA PC
Material
R0.25 ~ R5.0
OERER | ENRE thAg Ry | EEE thag OEE | EYEE thag
@ #HHIME Work Material RIE Spindle | Feed | DepthofCut | Spindle | Feed | DepthofCut | Spindle | Feed | DepthofCut | %
Speed Speed Speed mRIL7
e CARBON STEELS S45C - S55C Model 7| Savare
P P TR SK - SCM MTLLC? (min™) | (mm/min) (min) (min™) | (mm/min) (min) (min) | (mm/min) (min) 3
ZUN—R$ | PREHARDENED STEELS NAK * HPM ap | ae ap | ae ap | ae 8 o
AN HARDENED STEELS (~55HRC) / 0.5 6,000 50 0.1 |0.05| 6,000 40 |0.05/0.05| 6,000 40 10.05/0.05|
(~60HRC) : 0.6 6,000 50 0.1 |0.05| 6,000 40 |0.05|0.05| 6,000 40 ]0.05|0.05| ¥ ..
(~65HRC) | Square~
o c 0.8 6,000 80 0.1 |0.05]| 6,000 60 |0.05|0.05| 6,000 60 |0.05(/0.05( =
54 AST IRON g
T ALUMINUM ALLOYS o s 1.0 |6,000 400 |0.1|0.1|6,000 400 |0.05 0.1|6,000 400 0.05 0.1| _=77*
75774k GRAPHITE o 1.5 6,000 | 400 | 0.1 | 0.1 | 6,000 | 400 |(0.05| 0.1 | 6,000 | 400 |0.05| 0.1 :
2] COPPER ALLOYS @) &
——— i o 20 |6000| 800 |05 1 |6000| 800 | 04|05 6000 700 | 0505 By
SIS (© 1 8, Most Suitable + O : 8/ Suitable) 3.0 6,000 | 800 1 1.5 16,000 | 800 | 0.8 | 0.5 6,000 700 1 1 m
40 |5000| 800 | 1 | 2 5000 800 |0.8| 1 5000 700 | 1 |15| &Z7in
. L 5.0 5,000 | 800 1 /25 |5000| 80 | 08| 1 |5000 | 700 1 1.5 nv7%7
« c 6.0 4,500 | 2,000 | 1 3 | 5,000 | 2,000 | 0.8 | 1.5 | 5,000 | 2,000 | 1 2 Long Neck Bal
8.0 4,500 | 2,000 | 1 5,000 | 2,000 | 0.8 | 2 | 5,000 | 2000 | 1 |25
L 7
10.0 4,000 | 3,000 | 1 4,000 | 2,000 | 0.8 | 2 | 4,000 | 2,000 | 1 3 @ e
)Zﬁ ——
S = ) 2
B N s §|9725”
R/ g OvIxy7
SITR
O SEt128E  Total 12 Models 2
B R IR 2R DAL 1
Radius Length of Cut Overall Length Shank Diameter 2 .
Model Number 5 2:;“/
R (mm) LC (mm) L (mm) ¢d (mm) £
0.5 0.25 0.5 65 3 -
0.6 0.3 0.6 65 3 \\,Z,Z,F * 3| 2017
0.8 0.4 0.8 65 4 Z—
1.0 0.5 1.5 65 4 ae B Eﬁi’
1.5 0.75 2.3 65 4 :
20 1 5 - 2 1. HERBTSENE - EE O O T, -
PX 3'0 15 45 80 6 Use a highly rigid and accurate machine as possible. .
n E 5 5 = : 2. COVHEIRHRGEIFHOERZRIBDTT, Qo
: KEDIITIFIIAAR - B8 - ERAEBECKVERREZREUERL TSV, Long Neck Bl
5.0 2.5 7.5 80 6 This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling ,
6.0 3 9 80 6 shape, porpose, machine capability and the operation environment. EE&;HHQ
8.0 4 12 90 8 3. EREMOOEHNEIRBRVESICE. OEHEEDISR)REZR—DEETTFTERULTTEL, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the SovY
10.0 5 15 100 10 came proportion.
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PXL

R0.5 ~ R6.0 /b
% OWHEIME Work Material
ZII7 |i
Square 7 Iy CARBON STEELS S45C + S55C
N ks =i ALLOY STEELS SK - SCM
w—Ib 5
Ball Lg TUN—R 4 PREHARDENED STEELS NAK + HPM
. BEANGE HARDENED STEELS (~55HRC)
B (~60HRC)
2217 |5
davre . [H (~65HRC)
M
Z FHEEE CAST IRON
EECEaE B STEPN ALUMINUM ALLOYS e)
& IS5T74h GRAPHITE o)
N 2] COPPER ALLOYS @)
;‘Er“' iﬁ FSRAFYT PLASTICS ©
& SN (© : S8, Most Suitable + O : 8./ Suitable)
F—)N— |&
RYIIR=)b | 5
Taper Neck Ball
Ovo'2v7
R=Ib L
Long Neck Ball <
LC
7
2017 |Y
Square p|
I
— 5
Ov7zv7 | g
2717 |3 7( ,,,,,,,,, I b=
Long Neck Square | € hs3
—3
avozxya |8
SY72 R/
Long Neck Radius
2IIF f _
sare L @ BEF9BIFE  Total 9 Models
20
]
L — R AE 2R v YTE
& Radius Length of Cut Overall Length Shank Diameter
Model Number
5 R (mm) LC (mm) L (mm) ¢d (mm)
2917 |3
Sare” (2 1.0 0.5 10 50 4
7
ov7zys |8 1.5 0.75 20 50 4
2217 |B
Long Neck Square Lg 2.0 ,1 20 50 4
o] PXL 4.0 2 23 65 6
R—=Ib
Long Neck Ball 6.0 3 31 90 6
) 8.0 4 36 90 8
amfering
N 10.0 5 42 110 10
A
o e 12.0 6 42 110 12
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EIEISREZR  Milling Conditions

1REIA ABS - MCFHrO~ 7IUIb RUB—RR—b
Work ABS - PA PMMA PC
Material

OERER | ENRE thAg Ry | EEE thag OEE | EYEE thag
RIZR Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut
Model Speed Speed Speed
Al (min™) | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min)

ap | ae ap | ae ap | ae

1.0 12,000 450 |0.05/0.05/12,000| 350 |0.05|0.05|10,000| 280 |0.05|0.05
1.5 12,000| 450 |0.075/0.075/12,000| 350 |0.075/0.075/10,000 280 |0.075/0.075
2.0 11,000 450 | 0.1 0.1 |9000| 30 |01]01)]7200 | 280 |0.1 |01
3.0 8,000 | 450 |0.15/0.15| 6,500 | 350 |0.15/0.15| 5,200 | 280 |0.15/0.15
4.0 8,000 | 450 | 0.2|0.2|6500| 350 |02|02) 5200 280 |0.2]0.2
6.0 6,000 | 450 | 03|03 |5000| 350 |03|03)4,000 | 280 |03]|0.3
8.0 5,000 | 450 | 04|04 4000 | 350 | 04|04 3200 280 |04 |04
10.0 5,000 | 450 | 05| 05| 4,000 | 350 | 05|05 |3200 | 280 | 0505
12.0 4,000 | 450 |06 |06 |3200| 350 |06 |06 |2500 | 280 | 0.6 | 0.6

P

ae

1. WRZIEIIEAIY - SREOERZ CERTSIL.

Use a highly rigid and accurate machine as possible.

2. ZOUHIEERIFUIHIFREDELRZRIHDTY,
KERONMITIFNIMR - BY - EAERSFICKIIERFRGZHABUERLTTIEL,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment.

3. FERARMOOEMNEIRVSEICIE. OHRHECDISE)EEZR—DLEETTFTERLTTEL,

When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the
same proportion.

For High Hardness / BHES il For General / HS |

For Die / HS k)

N

=

For Aluminum / IAHS 111

For Graphite/ HE 7ANIUIN

For Plastics / FIHEE 3 WNUIN,

AIL7

Square

R=Jb

Ball

RII7

Square

SITPR
Radius

R=Jb

Ball

F—/¥=
FvIR=Ib

Taper Neck Ball

=)

Long Neck Ball

D‘/QI;ZW

AIL7

Square

oy zy7
AII7
Long Neck Square

oy xyg
SITR
Long Neck Radius

AIL7

Square

A=)

Ball

AIL7

Square

ovJ7zy7
RII7
Long Neck Square

ovIzyg

R=Ib

Long Neck Ball

EHY

Chamfering

J—F—
S9VY
Corner Lounge
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AII7

Square

R=JL

Ball

AII7

Square

SIYTR
Radius

R—Jb

Ball

F—/\—
ESh el

Taper Neck Ball

Ovoxyg
w=Jb

Long Neck Ball

AIILF

Square

ov7zy7
AII7
Long Neck Square

ovJ7xy7
SITR
Long Neck Radius

AILF

Square

A=

Ball

AIL7

Square

ov7zy7
AII7
Long Neck Square

ovJ7zyg
R=Ib

Long Neck Ball

[i:1):0 0}

Chamfering

J-F—
SS9y
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For General / HZ |

For High Hardness / BHES Tl

For Die / HS k)

N

=

For Aluminum / IHS 11

For Graphite/ FHE7ANIUN

For Plastics / FIHEE ¢ WNUIN,

LS

B

R1.5 ~ R5.0
& HHIME Work Material
o= CARBON STEELS S45C - S55C
55 ALLOY STEELS SK+ SCM
TUN—R 4 PREHARDENED STEELS NAK + HPM
AN HARDENED STEELS (~55HRC)
(~60HRC)
(~65HRC)
bt CAST IRON
ZIL=E ALUMINUM ALLOYS (@)
IZT74k GRAPHITE o)
£ COPPER ALLOYS O
FSAFYI PLASTICS ©

A EEIAAL (© : BB Most Suitable -

O 138/ Suitable)

L
< ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, .
S
R /
BEt 6 BUZ Total 6 Models
U R IR =R VA
Radius Length of Cut Overall Length Shank Diameter
Model Number
R (mm) LC (mm) L (mm) &d (mm)
3.0-65 12 65
1.5 3
3.0-100 8 100
4.0-80 12 80
LSB 2 4
4.0-120 10 120
6.0-150 15 150
10.0-180 20 180 10
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EIEISREZR  Milling Conditions

HRHIA4 ABS - MCFHrO~ 7IUIb RUA—RR—k
Work ABS - PA PMMA PC
Material
oL | RUEE thiAgE OEL | ZURE tiAE OEE | RUEE thiAg
RIS Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut %
Model Speed Speed Speed n iir{?
A
Uty (min”") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min) =
ap | ae ap | ae ap | ae | |17V
3.0-65 B
8,000 | 450 |0.15|0.15| 6,500 | 350 |0.15/0.15| 5,200 | 300 |0.15/0.15| _
3.0-100 Ezor7
| Square~
4.0-80 #
8,000 | 450 | 0.2 |02 )|6500 | 350 | 02025200 | 300 |02]|02]| ¢
4.0-120 5
6.0-150 | 6,000 | 450 | 0.3 | 0.3 | 5000 350 | 0.3 0.3 |4,000 300 |03 03| ~
10.0-180 | 5,000 | 450 | 0.5 | 0.5 | 4,000 | 350 | 0.5 | 0.5 | 3,200 | 300 | 05|05 & _—
t%] Ball
e
Ovoxyg
R=lb
’Zb 2IIF
| Square
T
ﬁ:
E OvIxy7
SITR
% 2ITT
£l —
\\—zd# *® Z
2| Ao0T7
z Square
7
7JIH ovJ7zy7

1. WRBEIERNE - SREOBHEC R TV, -
Use a highly rigid and accurate machine as possible. .

2. COVHIRHRSTHIRHEOERZRI DD TY, i
KEROIITTIFINIAIA - BN - ERAEBECKERFRGZREBUERLTTE L,
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling ,
shape, porpose, machine capability and the operation environment. EE&;HHQ

3. EREMOOEHNEIRBRVESICE. OEHEEDISR)REZR—DEETTFTERULTTEL, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the SovY
same proportion. Corer Lounge
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Ball
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Square
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R—Jb
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F—/\—
ESh el

Taper Neck Ball

Ovoxyg
R=Ib

Long Neck Ball

AIILF

Square

ov7zy7
AII7
Long Neck Square

ovJ7xy7
SITR
Long Neck Radius

AIIT

Square

A=

Ball

AIL7

Square

ov7zy7
AII7
Long Neck Square
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HEW
Chamfering

J-F—
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Corner Lounge

For High Hardness / BHES Tl For General / HZ |

For Die / HS k)

N

=

For Aluminum / IHS 11

For Graphite/ FHE7ANIUN

For Plastics / FIHEE 3¢ WNUIN,

PRB

R0.15 ~ R5.0

& HHIME Work Material

o= CARBON STEELS S45C - S55C

55 ALLOY STEELS SK+ SCM

TUN—R 4 PREHARDENED STEELS NAK + HPM

AN HARDENED STEELS (~55HRC)
(~60HRC)
(~65HRC)

bt CAST IRON

ZIL=E ALUMINUM ALLOYS (@)

IZT74k GRAPHITE o)

£ COPPER ALLOYS O

FSAFYI PLASTICS ©

SORIEAEIA R (© : B3l Most Suitable + O : &,/ Suitable)

Wl

REANGL

Lead to the next page

EE)

. L
EL
-
- A
I 3
R /
BEt 61 BE Total 61 Models
A R BIR AR 2R VAL
Radius Effective Length Length of Cut Overall Length | Shank Diameter
Model Number
R (mm) EL (mm) LC (mm) L (mm) ¢d (mm)
0.3-2.5 0.15 2.5 0.3 65 3
0.5-4 4
0.5-6 6
05-8 0.25 8 0.5 65 3
0.5-10 10
0.6-4 4
PRB 0.6-6 0.3 6 0.6 65 3
0.6-8 8
0.8-4 4
0.8-6 6
0.8-8 0.4 8 0.8 65 4
0.8-10 10
0.8-12 12

132

Bt 61 81F Total 61 Models
AU R BER IR 2R AV
Radius Effective Length Length of Cut Overall Length | Shank Diameter =
Model Number %ﬁ P
R (mm) EL (mm) LC (mm) L (mm) od (mm) | Sauare
1.0-6 6 : )
1.0-8 8 8 aar
1.0-10 10 B
1.0-12 12 5
1.0-16 0.5 16 15 65 4 [P
1.0-21 21 ﬁ@
1.0-26 26 e
1.0-32 32 :
1.0-36 36 &
1.5-6 6 iﬁ il
1.5-8 8 ?
1.5-10 10 5| Zoomon
1.5-16 16
—— 0.75 = 2.3 65 4 07207
1.5-26 26
1.5-32 32 ;
1.5-36 36 Ylzox7
PRB 2.0-6 6 B
208 | 8
2.0'10 10 E Long Neck Square
2.0-12 12 e
2.0-14 14 e
2.0-16 1 16 3 70 4
2.0-21 21 ﬂg S
2.0-26 26 | sauere
2.0-32 32 s
2.0-36 36 Som
2.0-42 42 -
3.0-16 16 5
3.0-21 21 ; 2717
3.0-26 26 z
3.0-32 1.5 32 4.5 80 6 %—? Eﬁ;ﬂ
3.0-42 42
3.0-52 52 § =1l
.
d-F-=
133



: HIENSDfFEE
q - Continuance from ex-page

&5t 61 81FE Total 61 Models

A R BIR IR &R VAL
B Radius Effective Length Length of Cut Overall Length | Shank Diameter
2017 |5 Model Number
sawre |5 R (mm) EL (mm) LC (mm) L (mm) éd (mm)
. z 4.0-18 18
$ 4.0-24 24
4.0-32 2 32 6 80 6
B 4.0-42 42
e [ 4.0-52 52
. g 5.0-42 2.5 42 7.5 80 6
a2 PRB 6.0-24 24
£ 6.0-32 3 32 9 80 6
£ 6.0-42 42
ol o 6.0-52 52
A 8.0-42 42
Zooi-n3 8.0-52 4 52 12 %0 8
10.0-42 42
Q740 10.0-52 ° 52 15 100 10
2ILI7 E
Square bill|
I
— A
Ov7zv7 | g
2717 |3
Long Neck Square E
Ov7 %y E
SITPR
2ILI7 %
w—w |2
7
29T7  |%
Square 7
7
ov7zy7 7JII]
AII7 E
[E1 )
J-F—
e
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REANGL

Lead to the next page

Hh FJ
tIHIZEER Milling Conditions

il ABS - MC0O~ 72Ul RUA—RR—k
Work ABS * PA PMMA PC
Material

DOEREy | *YEE thaZ O#R%y | EEE thaz DR | EEE Az
RIS Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut
Model Speed Speed Speed
NUTTTEET (min") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min)

ap | ae ap | ae ap | ae

0.3-2.5 (12,000 200 |0.025/0.025/12,000, 150 0.025|0.025|10,000| 120 |0.025/0.025
0.5-4 400 300 240
0.5-6 300 225 120

12,000 0.025]0.025| 12,000 0.025/0.025| 10,000 0.025/0.025
0.5-8 250 80 60
0.5-10 200 150 50
0.6-4 600 450 350
0.6-6 12,000, 500 |0.03/0.03|12,000| 350 |0.03|0.03/10,000| 300 |0.03|0.03
0.6-8 300 200 160
0.8-4 1,000 [0.04|0.04 750 |0.04/0.04 600 [0.04|0.04
0.8-6 1,000 [0.04|0.04 750 |0.04/0.04 600 [0.04/0.04
0.8-8 12,000 500 |0.02|0.02|12,000| 350 |0.02/0.02|10,000f 300 |0.02|0.02
0.8-10 300 |0.02|0.02 200 |0.02]0.02 160 |0.02|0.02
0.8-12 200 |0.01/]0.01 150 |0.01{0.01 120 |0.01/0.01

For High Hardness / BHES il For General / HS |

For Die / HS k)

N

=

For Aluminum / IAHS 111

For Graphite/ HE 7ANIUIN

For Plastics / FIHEE 3 WNUIN,
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Long Neck Square

oy xyg
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A=)
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| FIEH S DFE
q . Continuance from ex-page

tIHEIREZR  Milling Conditions

N ) ABS - MCF+0O 72IU)b RUA—RR—k
S— Work ABS - PA PMMA PC
Square % Material
|8 B | XUEE | VAR | DEM | 2EE | AR | RN | SUEE | UMAE
- RIS Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut
" Model Speed Speed Speed
277 0 Number | (min") | (mm/min) (min) (min) | (mm/min) (min) (min") | (mm/min) (min)
% ap ae ap ae ap ae
SI72 ;; 1.0-6 1,000 | 0.05|0.05 800 |0.05/0.05 650 |0.05|0.05
: 1.0-8 1,000 | 0.05/0.05 800 |0.05|0.05 650 |0.05|0.05
. 1.0-10 800 |0.05/0.05 640 |0.05|0.05 500 |0.05|0.05
r—n | 1.0-12 500 |0.040.02 400 |0.04|0.02 300 |0.04/0.02
- % 1.0-16 (12,000 200 |0.04|0.02|12,000| 160 |0.04|0.02|10,000| 120 |0.04|0.02
559%7—;»%': 1.0-21 100 |0.02|0.01 80 |0.02|0.01 60 |0.02|0.01
TeperteckBal | 1.0-26 80 |0.02/0.01 64 |0.02/0.01 50 0.02/0.01
e 1.0-32 50 |0.01/0.01 40 10.01/0.01 30 |0.01/0.01
Long Neck Bal 1.0-36 50 |0.01/0.01 40 0.01{0.01 30 |0.01/0.01
1.5-6 1,000 [0.075/0.075 800 |0.075/0.075 650 |0.075/0.075
o1y b 1.5-8 1,000 |0.075|0.075 800 |0.075/0.075 650 [0.075/0.075
Savare (70 1.5-10 1,000 |0.075|0.075 800 |0.075/0.075 650 |0.075/0.075
ﬁﬁg 1.5-16 800 0.075/0.075 640 0.075/0.075 500 |0.075/0.075
A | 1.5-21 12,000 500 |0.075/0.075 12,000 400 |0.075/0.075 10,000 300 [0.075/0.075
ﬁf 1.5-26 200 |0.03/0.03 160 |0.03|0.03 120 |0.03/0.03
f:f}m 1.5-32 100 |0.03|0.03 80 |0.03/0.03 60 |0.03/0.03
1.5-36 80 |0.03/0.03 64 |0.03/0.03 50 |0.03/0.03
z 2.0-6 1,000 | 0.1 | 0.1 800 | 0.1 | 0.1 650 | 0.1 | 0.1
Lo E 2.0-8 1,000 | 0.1 | 0.1 800 | 0.1 | 0.1 650 | 0.1 | 0.1
?,g” 2.0-10 1,000 | 0.1 | 0.1 800 | 0.1 | 0.1 650 | 0.1 | 0.1
el § 2.0-12 1,000 | 0.1 | 0.1 800 | 0.1 | 0.1 650 | 0.1 | 0.1
£ 2.0-14 1,000 | 0.1 | 0.1 800 | 0.1 | 0.1 650 | 0.1 | 01
S 2.0-16 |11,000| 1,000 | 0.1 | 0.1 | 9,000 | 800 | 0.1 | 0.1 | 7,200 | 650 | 0.1 | 0.1
2917 ; 2.0-21 1,000 | 0.1 | 0.1 800 | 0.1 | 0.1 650 | 0.1 | 0.1
2 2.0-26 800 | 0.1 | 0.1 640 | 0.1 | 0.1 500 | 0.1 | 0.1
5‘;@‘;”% 2.0-32 400 |0.05|0.05 320 |0.05/0.05 250 |0.05|0.05
sl § 2.0-36 200 |0.05|0.05 160 |0.05|0.05 120 |0.05/0.05
s |5 2.0-42 100 |0.05|0.05 80 |0.05/0.05 60 0.05(0.05
| 3.0-16 1,000 800 650
- 3.0-21 1,000 800 650
3.0-26 1,000 800 650
? 3.0-32 8,000 800 0.15/0.15| 6,500 640 0.15/0.15| 5,200 500 0.15/0.15
Chamfering 3.0-42 500 400 300
S 3.0-52 300 240 200
59y

tIHEIZEZR  Milling Conditions

() ABS - MC+0O~ 72Ul RUA—RR—k
Work ABS - PA PMMA PC
Material
DOEREy | *EE thiag DR | EVEE thiag OERE | *YRE thiag
RIS Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut
Model Speed Speed Speed
NUITTEET (min") | (mm/min) (min) (min") | (mm/min) (min) (min) | (mm/min) (min)
ap | ae ap | ae ap | ae
4.0-18 1,000 800 650
4.0-24 1,000 800 650
4.0-32 | 8,000 | 1,000 | 0.2 | 0.2 | 6,500 | 800 |0.2|0.2| 5200 | 650 |0.2]0.2
4.0-42 800 640 500
4.0-52 500 400 300
5.0-42 | 6,000 | 1,000 [0.25]|0.25| 5,000 | 800 |0.25|/0.25| 4,000 | 650 |0.25|0.25
6.0-24
6.0-32
6,000 | 1,000 | 0.3 | 0.3 | 5,000 | 800 | 0.3 |03 4,000 650 |03)0.3
6.0-42
6.0-52
8.0-42
5,000 | 1,000 | 0.4 | 0.4 | 4000 | 800 |04 |04 3,200 650 |04 04
8.0-52
10.0-42
10.0-52 5,000 | 1,000 | 0.5 | 0.5 | 4,000 | 800 | 05|05 3200 | 650 |05 )05

P

ae

1. WRZIEIIEAIY - SREOERZ CERTSIL.

Use a highly rigid and accurate machine as possible.

2. ZOUHIEERIFUIHIFREDELRZRIHDTY,
KERONMITIFNIMR - BY - EAERSFICKIIERFRGZHABUERLTTIEL,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment.

3. FERARMOOEMNEIRVSEICIE. OHRHECDISE)EEZR—DLEETTFTERLTTEL,

When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the
same proportion.

For High Hardness / BHES il For General / HS |

For Die / HS k)

N

=

For Aluminum / IAHS 111

For Graphite/ HE 7ANIUIN

For Plastics / FIHEE 3 WNUIN,
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VC

$3.0 ~¢10.0
% OWHEIME Work Material
ZI7I7 |
Square % = CARBON STEELS S45C + S55C
B S ALLOY STEELS SK + SCM
=L S
Ball L; TUN—R 4 PREHARDENED STEELS NAK + HPM
. AN HARDENED STEELS (~55HRC)
B (~60HRC)
2II7 =
davre . [H (~65HRC)
M
g ik CAST IRON
Z;IX s |7z ALUMINUM ALLOYS )
& IS5T74h GRAPHITE o)
. | 8 COPPER ALLOYS (@) A
R iﬁ FSRFwT PLASTICS © w
i SIS EIAAEL (© : 528, Most Suitable + O : 38,/ Suitable)
F—)N— |&
RYIIR=)b | 5
Taper Neck Ball
Ovoxyg
R=Ib
Long Neck Ball
7
2oy | L .
Square 73'_? ]
— 5 LC .
Ov7zv7 | g
2717 |3
Long Neck Square | E
—
OvIxvo |8
SYP2R
Long Neck Radius > < 7777777777777777777777777777777777777777 g
2017 |2
Square T
7JTU
H
= |E
Ball S
Zz
29T7  |%
Square F
7
7 -
Oy7%v7 [T &5t 5 8IFE Total 5 Models
2717 |@
Long Neck Square |
. Sl UE e I
K=k p Tip Angle Length of Cut Overall Length Shank Diameter
Ball = Model Number
eyl 2] LC (mm) L (mm) @d (mm)
= 3.0-C1.5 90 12 65 3
4.0-C2.0 90° 12 80 4
VvC 6.0-C3.0 90° 15 60 6
T 8.0-C4.0 90° 20 60 8
59y 5
Comer Lounge 10.0-C5.0 a0 25 70 10
138

EIEISREZR  Milling Conditions

Ve

<D

1. WRZIEIIEAIY - SREOERZ CERTSIL.

Use a highly rigid and accurate machine as possible.

2. ZOUHIEERIFUIHIFREDELRZRIHDTY,
KERONMITIFNIMR - BY - EAERSFICKIIERFRGZHABUERLTTIEL,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment.

3. FERARMOOEMNEIRVSEICIE. OHRHECDISE)EEZR—DLEETTFTERLTTEL,

1REIA ABS - MCFHrO~ 7IUIb RUB—RR—b
Work ABS * PA PMMA PC
Material
OEng | *VEE thAg OEg | RURE thAg OEE | EYEE thAg
AU Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut
Model Speed Speed Speed
Stz (min”") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min)
ap D ap D ap D
3.0-C1.5| 7,000 | 500 | 0.6 | 0.6 | 5300| 500 | 0.6 | 0.6 4000 | 500 |06 |0.6
4.0-C2.0| 5,000 | 500 | 0.8 |0.8| 4,000 | 500 | 08|08 3,000| 500 |08]0.8
6.0-C3.0| 4,000 | 500 |12 |12 |2650| 500 |12 |12 |2400 | 500 |1.2|1.2
8.0-C4.0| 3,000 | 500 |16 |16 | 2500 | 500 |16 |16 |1800 | 500 |16 | 1.6
10.0-C5.0| 3,000 | 500 2 2 | 2,500 | 500 2 2 | 1,800 | 500 2 2
D

When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the

same prop:

ortion.

For High Hardness / BHES il For General / HS |

For Die / HS k)

For Aluminum / HS 1SN

For Graphite/ HE 7ANIUIN

For Plastics / FIHEE 3 WNUIN,
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For High Hardness / BHES Tl For General / HZ |

For Die / HS k)

N

=

For Aluminum / IHS 11

For Graphite/ FHE7ANIUN

For Plastics / FIHEE 3¢ WNUIN,

PRC

IR0.5 ~ IR5.0
& HHIME Work Material
o= CARBON STEELS S45C - S55C
55 ALLOY STEELS SK+ SCM
TUN—R 4 PREHARDENED STEELS NAK + HPM
AN HARDENED STEELS (~55HRC)
(~60HRC)
(~65HRC)
bt CAST IRON
ZIL=E ALUMINUM ALLOYS (@)
IZT74k GRAPHITE o)
£ COPPER ALLOYS O
FSAFYI PLASTICS ©

SORIEAEIA R (© : B3l Most Suitable + O : &,/ Suitable)

L >
LC
s
y < 7777777777777777777777777777777777777777 ko] i
i ASe
IR
& SEt 108E  Total 10 Models
Uz SoimiE IR AR =R VAP
Tip Diameter Inner Radius Length of Cut Overall Length | Shank Diameter
Model Number
D (mm) IR (mm) LC (im) L (mm) ¢d (mm)
0.5 1 0.5 3 50 3
0.75 1 0.75 3 50 3
1.0 1 1 3 50 3
1.5 1 1.5 8 50 4
2.0 1 2 4 50 6
PR

¢ 2.5 1 2.5 4 50 6
3.0 1 3 4 60 8
3.5 1 315 4 60 8
4.0 1 4 5 70 10
5.0 1 5 6 75 12

EIEISREZR  Milling Conditions

T
j ap

1. WRZIEIIEAIY - SREOERZ CERTSIL.

Use a highly rigid and accurate machine as possible.

2. ZOUHIEERIFUIHIFREDELRZRIHDTY,
KERONMITIFNIMR - BY - EAERSFICKIIERFRGZHABUERLTTIEL,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment.

3. FERARMOOEMNEIRVSEICIE. OHRHECDISE)EEZR—DLEETTFTERLTTEL,

1REIA ABS - MCFHrO~ 7IUIb RUB—RR—b
Work ABS - PA PMMA PC
Material

OERER | ENRE thAg Ry | EEE thag OEE | EYEE thag
RIZR Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut
Model Speed Speed Speed
Al (min™) | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min)

ap | ae ap | ae ap | ae
0.5 12,000 500 |0.05|/0.05|12,000| 500 |0.05|0.05|10,000| 500 |0.05|0.05
0.75 12,000/ 500 |0.05/0.05/12,000, 500 |0.05|0.05|10,000| 500 |0.05|0.05
1.0 11,000| 500 |0.05|/0.05| 9,000 | 500 |0.05|0.05| 7,200 | 500 |0.05|0.05
1.5 8,000 | 500 |0.05/0.05| 6,500 | 500 |0.05/0.05| 5,200 | 500 |0.05/0.05
2.0 8,000 | 500 |0.05/0.05| 6,500 | 500 |0.05|/0.05| 5,200 | 500 |0.05/0.05
25 6,000 | 500 |0.05/0.05| 5,000 | 500 |0.05|0.05| 4,000 | 500 |0.05/0.05
3.0 6,000 | 500 |0.05/0.05| 5,000 | 500 |0.05|0.05| 4,000 | 500 |0.05/0.05
3.5 5,000 | 500 [0.05|0.05| 4,000 | 500 |0.05/0.05| 3,200 | 500 |0.05|0.05
4.0 5,000 | 500 |0.05/0.05| 4,000 | 500 |0.05|0.05| 3,200 | 500 |0.05/0.05
5.0 5,000 | 500 |0.05/0.05| 4,000 | 500 |0.05|0.05| 3,200 | 500 |0.05/0.05
ae

When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the
same proportion.

For High Hardness / BHES il For General / HS |

For Die / HS k)

N

=

For Aluminum / IAHS 111

For Graphite/ HE 7ANIUIN

For Plastics / FIHEE 3 WNUIN,
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AIL7

Square

A=)

Ball

AIL7

Square

ovJ7zy7
RII7
Long Neck Square

A=l

Ball

ovIzyg
R—=Jb

Long Neck Ball

EHY

Chamfering

141




Technical Date
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!ﬁﬁ y E’JUI Special Addition Mechanic

B UR - BIEELT - BEO—(f - PCD TERE
ZRIEA—T—AAR

Various Variations

@ ISHFRBES] Examples of Special Design Tool

BRUNR—ILIVRIIL

High Helical Ball Endmill

EBEKR—ILTVREIL
Sphere Type Ball Endmill

HRWAMEI VRIS
Square Endmill with Chamfering Cutting Edge

ZEEU—< (FOT74))
Multistage Reamer (Profile)

143
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@ ENTIREMESF Examples of Alteration Tool

AIIFPIVR=EII
Square Endmill

FERE

Half Cutter

5 I I

BAIVRIIL
Straight Flute Endmill

F—y—RHyT—
Keyseat Cutter

%

O UVTENIANAk
Bit for O Ring

il

BRI hY S —
Molding Cutter

ﬁﬁﬁ@ * ﬁ:l—l\ Re-grinding and Re-coating

@ BifE Re-grinding

R—ILIVRIIL
Ball Endmil

@ &= O

HifE - BO—F«0%
After Re-grinding and Re-coating

BfE - BO—T4V70%

After Re-grinding and Re-coating

SYFPAIVRIN A9 —hk

adius Endmill Insert

s =— s/ & A
v v v

BifE - BO—FT1V0%

After Re-grinding and Re-coating

@ BEESE Re-grinding method

AT I7 Square

=5}
End Teeth

~

e —
Cutting Face

~

SER
Peripheval Cutting Edge

l,% - KR
\&b End Teeth R

1
| ——m—

Uil

Cut

b_ Cut

@4 Classification

SITR Radius
SYFPRAT—IN— Radius Taper
F—I\— Taper
F—IN—iK—IL Taper Ball
A2VF—RAYI— Inner R Cutter
HEWAYY— Chamfering Cutter

O IEME Tool Materials
#8f@ HSS DIC BN

@ 1—54VJ1E$E Coating Classification
TINFR TiCNZ CINF* TIACN %

57400 Roughing

RUIL Drill

- Reamer

DIC N1 DIC Bit

ZOft - tTHITE Other / Cutting Tool

TiISNF% AICIN®% DLC* DA%
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I VRZILVZEBDEZFR  Endmill Nomenclature

R

A&

Overall Length

JvVIRT

sz
Diameter of Mill

SV RiIg
Land Width

—&ig |
Secondary T
Width

Length of Cut

T
Aoy

EX

Frvva

/5 IKLA
Rake Angle

End Teeth

End Gash

EXN=

Axial Secondary Relief Angle

Concavity Angle

R—IJL¥fE Ball Radius

BE

ENIHULE

<2 0

‘ ‘ Length of Shank

Radia

faUNA  Helix Angle

8

ij

N

L AY=)
P x

NG

K=

)

NEZEA
| Secondary Relief

NEA=EBA
Radial Thirdary Relief

EXN=&A
Axial Thirdary Relief Angle

& UIHISRE DB

Cutting Formulas

HIRE Cutting Speed

TXDXN

1000

ClE5EE Spindle Speed

1000 X V

IyFE)IJHDIICHS‘U’%@J%U%#F@EEU)H Calculation of Cutting Conditions in Endmilling

N

XD

V = YIHLEE (n/min)
Cutting Speed

N = C#EERE (min")
Spindle Speed

D= IVRZLHME (mm)
Diameter of Mill

n=3.14 (HAX)

Circular Constant

Feed per Minute

NXZXfz

1HHEEDEDE Feed per Tooth

F

fz =

NXZ

F = 3XWUiRE (mm/min)

Feed per Minute

Feed per Tooth

fz = 1HHUEVE (n/13)

N = OE&EE (mn ™)
Spindle Speed
Z=TIYVRIILAE

Number of Flutes




I‘JF‘E)b%’??J?%U)”EE-“}b Diagram of Endmill Virtual Diameter ﬂﬂIﬁﬁlC&%#ﬁ'I‘i Characteristic by a Processing Direction

X
s fihy
ig
E S
@ AT ITRAIRDIZE & R—ILIZRDIBE @ 7vTHYRETOIUAYRDHEIVE
In case of square type endmills In case of ball type endmills How to shave up cut and down cuts

I
| | N P
i¢D=¢d i¢D=od 7vThvk Up Cut IIVhvE Down Cut
| |
| |
? ! 1AEVE 1HEVE
{ Feed per tooth Feed per tooth
i
¢d: R—JLIVRZJLDOEZE (mm)
Virtual Diameter of Ball Endmill
ap : BAEDYHAF RS (mm)
Milling Amount
(mm)
R ap 0.01 0.02 0.03 0.04 0.05 0.1 0.15 0.2 0.25 0.3 0.4 <):| |:>
0.15 0.108 0.150 0.180 0.204 0.224 0.283 0.300 - - - -
0.25 0140 | 0196 | 0237 | 0271 | 0.300 | 0400 | 0458 | 0490 | 0.500 - - %4 Feed %1 Feed
0.3 0.154 0.215 0.262 0.299 0.332 0.447 0.520 0.566 0.592 0.600 -
0.4 0.178 0.250 0.304 0.349 0.387 0.529 0.624 0.693 0.742 0.775 0.800
0.5 0.199 0.280 0.341 0.392 0.436 0.600 0.714 0.800 0.866 0.917 0.980 - - N —_—
075 | 0244 | 0344 | 0420 | 0483 | 0539 | 0748 | 0900 | 1.020 | 1118 | 1.200 | 1.327 *7YThvh (EREHDY) - IUrAYvE (FAZHEWY)
1 0282 | 0.398 | 0486 | 0560 | 0.624 | 0.872 | 1.054 | 1200 | 1323 | 1428 | 1.600 —TEOIAMNEIZRZTVWSERZICHEY. #IY —-TEOINIMILTLEWLERSICHREY. EUT
15 0.346 | 0488 | 0597 | 0688 | 0768 | 1.077 | 1.308 | 1.497 | 1658 | 1.800 | 2.040 LEFTHTIULET, FHMIZLET .
2 0.399 0.564 0.690 0.796 0.889 1.249 1.520 1.744 1.936 2107 2.400 * A blade of an up cut (I am looking up and sharpen it) « | hit the part which a blade of a down cut (a worsening cut)
2.5 0.447 0.631 0.772 0.891 0.995 1.400 1.706 1.960 2179 2.375 2713 — Tool hits a part finishing cut and | sharpen it and put it up — Tool does not process and do processing | sharpen it, and
3 0.489 0.692 0.846 0.977 1.091 1.536 1.873 2.154 2.398 2.615 2.993 and process it. to lower.
4 0.565 0.799 0.978 1129 1.261 1.778 2170 2.498 2.784 3.040 3.487
5 0.632 0.894 1.094 1.262 1.411 1.990 2.431 2.800 3.122 3.412 3.919
6 0.693 0.979 1.198 1.383 1.546 2182 2.666 3.072 3.428 3.747 4.308
8 0.800 1131 1.384 1.598 1.786 2.522 3.084 3.555 3.969 4.341 4.996
10 0.894 1.264 1.548 1.787 1.997 2.821 3.451 3.980 4.444 4.862 5.600
ap 0.5 0.6 0.75 0.8 0.9 1 1.5 2 2.5 3
R .
0.5 1.000 - ; ; - ; ) - ) - @ 7vTHYyRESTIUAYE  An up cut and a down cut
0.75 1.414 1.470 1.500 - - - = = = = — Y o S VHREE S =0 AT T S
T B e e i N I . : - - Py ZHYNE IBEN O HIHILTORBWREE) | - IUVAYROBSER. TIVEDICEIBIAEL,
: - : : . : noIEFEY, RLICYBEZELTVEET, BRLITHEALT, TIBEN EOMRISELE D,
1.5 2.236 2.400 2.598 2.653 2.750 2.828 3.000 - - - A - e T n e il o - - :
) 2646 2857 3.122 3.200 3.341 3.464 3.873 4.000 _ _ n up cut begins wit .0. |m|tl G |Pt ickness (the state that | do nt le casec? a own gut,F |p§ ecrease slowly greatly to
not cut) and adds to limit chip thickness slowly. begin to cut it, and limit chip thickness reaches 0 spots.
2.5 3.000 3.250 3.571 3.666 3.842 4.000 4.583 4.899 5.000 -
3 3.317 3.600 3.969 4.079 4.285 4.472 5.196 5.657 5.916 6.000 o . . - . L e
4 3.873 4.214 4.664 4.800 5.056 5.092 6.245 6.928 7.416 7.746 X'EI_'!EEES\ EUJE;E\ t)JL;E.t“l;thﬁ\“Eb‘g IVHYNDEDELEHET. ZDOTZYvTHYNTIIYT
5 4.359 4750 5.268 5.426 5.724 6.000 7141 8.000 8.660 9.165 B I’*%"'? E%Két_ﬂxw“';g oY 73“"_‘—613”1 L&Y, o o
General process it by a down cut when | think about tool life than the cut head has a short of a down cut and finishes it in the same
6 4.796 5.231 5.809 5.987 6.321 6.633 7.937 8.944 9.747 10.392 . .
number of the turns, forwarding speed, depth of the cut and therefore processes it by an up cut.
8 5.568 6.079 6.764 6.974 7.373 7.746 9.327 10.583 11.619 12.490

10 6.245 6.823 7:599 7.838 8.292 8.718 10.536 12.000 13.229 14.283
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Technical Date
s

rSTILDRR rSIILDERERA wit R
- YIREE HNEL - YIEIREZ T3
* IXWEEDNEL < EXWEEZETIFS
- YEIAAOFELE (PyTHvh) < FIVHAYNMCT D
vl | HEDHIEFRE AR - BUR - RHURTZHNERIERRICT S
DUy | =7 DRI RIETRE - RfHIEIMES< TS
Chattering « Cutting speed is too fast. * Lower the cutting speed.

during cutting

* Feed speed is too fast.
* Inappropriate cutting direction(Up cutting).
* Rigidity of tool is not enough.

* Rigidity of Workpiece mounting is not enough.

* Lower the feed speed.
» Change to down cutting.

* Get necessary minimum for flute length, effective length and

over-hang.
* Increase the rigidity of mounting.

tRIhD
{4

Breakage
during cutting

* EXWEEDHEL)

- RWURHZ N

« D—J OEfFIFAIERR
* Feed speed is too fast.

* Excessive stock is to be removed.
* Rigidity of workpiece mounting is not enough.

< EEEZTIFS

B ZINELTD

B AEZESR<IS
 Lower the feed speed.

* Reduce the stock to be removed.
« Increase the rigidity of mounting.

tIEIh D
ARIF
Chipping of

cutting edge
during maching

* EEEHHEL

« RWRHZ

- YHIBEDOTELE (FDVHAvE)
« D—J OEfFITAIERR

* Feed speed is too fast.

 Excessive stock is to be removed.

* Inappropriate cutting direction(Down cutting).
* Rigidity of workpiece mounting is not enough.

< EVEEZTIFS
cBURZENELTS

PV ThYMNITB

- RfFIAIEZESR<IS

* Lower the feed speed.

* Reduce the stock to be removed.

* Change to up cutting.
* Increase the rigidity of mounting.

rSTILDRR rSTILDERERA xit R
< EDIREHNEL < XVEEZETIFS
;' Ul hwa 0 cRWRZNELKTS
- PIHIAAOTEE (99VAvE) « PYyTHYNITD
« NEOWFEIERE AR BUR - REULRSZHERIBRICT S
fEn - XY LAEDTEN « XILVADFHWIEZFERTS
Bending * Feed speed is too fast. * Lower the Feed speed.
» Excessive stock is to be removed. * Reduce the stock to be removed.
* Inappropriate cutting direction(Down cutting). * Change to up cutting.
« Rigidity of tool installation is not enough. * Get necessary minimum for flute length, effective length and
over-hang.
* Helix angle is too big. * Use tools with reduced helix angle.
- I DEFENKEL) « WEZITD
AU | TLAE - ARBFRORENTE] | - BELAEONEERERTS
BT « Large tool wear is observed. * Exchange the tool.
* Rake angle and circumference relif angle are | < Use tools with appropriate angles.
not appropriate.
- YIHBREDSEL - tIHEREZ T3
< EDIREHIEL < EXWEEZETIFS
- NEDHIETRE AR BIR - REULRSZHERIBRICT S
m@acRE | - HOBFRLNAEN - AE=EIRT B
Defecti - UIBDh A « =SV EERLYBZERIET
efective
surface « Cutting speed is too slow. * Increase the cutting speed.
roughness » Feed speed is too fast. * Lower the feed speed.

* Rigidity of tool is not enough.

* Cutting edge is worn.
» Metal chips getting caught.

» Get necessary minimum for flute length, effective length and

over-hang.
» Exchange the tool.
* Use coolant to blow away metal chips.

« IR HNEL - tIEIEEZTIF3
< IXWREDEL) XVEEZE LI
UADEFR | . IEIBAOTEE (7yTHvh) - TUUAYNIT B
Toolwear |, utting speed is too fast. « Lower the cutting speed.
* Feed speed is too slow. * Increase the feed speed.
* Inappropriate cutting direction(Up cutting). * Change to down cutting.
PIEEEY | - EUEEDEN <X EREZTIF
Jammed metal |+ ER{EH'Z N PR ZINELT D
chips
- * Feed speed is too fast. * Lower the feed speed.
aE » Excessive stock is to be removed. * Reduce the stock to be removed.

Deposition
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