ASS

WeParR [ EF

$1.0 ~®20.0
7 OWHEIFME Work Material
Z7I7 (i
Square % o= CARBON STEELS S45C - S55C
B &34 ALLOY STEELS SK + SCM
R—=b g
Ball ¢ FUN—R$H | PREHARDENED STEELS NAK « HPM
T | manam HARDENED STEELS (~55HRC)
& (~B0HRC)
b4 =
e’ | (~65HRC)
A
7 | Bk CAST IRON
Z;ZZ EZ ZIL=BE ALUMINUM ALLOYS ©
£ | o5Trqk GRAPHITE
s il COPPER ALLOYS ©
i % FPSRFwI PLASTICS o)
’3 I MEEIAE (© : B8 Most Suitable + O : &, Suitable)
2ol g
Taper Neck Ball
Ov7%wo L
R=Ib
Long Neck Ball LC
7
b
-ﬁ]
5 2
R M [
e o B R 3
Long Neck Square | E
g
Ov7xv7 |8
SYTR
Long Neck Radius
BEt 11 8  Total 11 Models
z - o
2017 |2 AU bALES IR 2R TR
Square 5 Outside Diameter Length of Cut Overall Length Shank Diameter
= Model Number
f-w |2 D (mm) LC (mm) L (mm) od (mm)
3010 1 15 50 4
” 3015 1.5 2.3 50 4
29I7 |3
Square % 3020 2 3 50 4
7
Oy7aws |2 3030 3 4.5 60 6
2717 |’
Long Neck Square § 3040 4 6 60 6
v ASS 3060 6 9 65 6
gv702 3080 8 12 70 8
Long Neck Ball 31 00 1 0 1 5 80 1 0
EHK(:J_ 3120 12 18 100 12
amfering
- 3160 16 24 120 16
e 3200 20 30 130 20
80
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tIEISZHR  Milling Conditions

AL PIW=ZOLEEMER | 7VIZULEECuUInMgR | PILSZOLEEHY b=
B ALUMINUM ALLOYS / Mg ALUMINUM ALLOYS / Cu.Zn-Mg ALUMINUM ALLOYS CASTING COPPER ALLOYS
Material
A5052 A2014 + A7075 Si<13% C1100
Oas | 2VEE | VHAE DR | ZUEE | tHAE OIRH | ZUERE| tHAE |[OIRE | 2UEE | YHhAS
RUE Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depthof Cut[ &=
Model Speed Speed Speed Speed o ;ZfT'
A
Number 1 (yin") \(mm/min)| ~ (min) | (min") ((mm/min)|  (min) | (") |(om/min)|  (min) | (min) |(mm/min)]  (min) =
ap| D ap| D ap | D ap g| ;v
3010 | 25480| 760 |0.33 25480 | 760 |0.33 25480 | 760 |0.33 9,550 | 290 0.33 :
3015 25480 1,000 [0.49| 1.5 | 25,480 | 1,000 | 0.49| 1.5 | 25480 | 1,000 |0.49| 1.5 | 9,550 | 370 |0.49 %MI?
3020 25480 | 1,000 |0.66| 2 |25480| 1,000 |0.66| 2 |25480| 1,000 |0.66| 2 | 9550 | 430 |0.66 %
3030 |20,910| 1,260 |0.99| 3 |20,910| 1,260 10.99| 3 |20910| 1,260 |0.99| 3 | 7,960 | 480 |0.99 %;_”1
3040 15,920 | 1,430 [1.32| 4 |15920| 1,430 |1.32| 4 15920 | 1,430 |1.32| 4 | 5970 | 540 [1.32 :
3060 10,620 | 1,430 [1.98| 6 |10,620| 1,430 {198 6 10,620 | 1,430 |{1.98| 6 | 3,930 | 530 [1.98 %ﬁ_,b
3080 7,960 | 1,430 |2.64| 8 | 7,960 | 1,430 [2.64| 8 | 7,960 | 1,430 |2.64| 8 | 2,950 | 530 |2.64 %Ea"
3100 | 6370 | 1470 | 33| 10 | 6370 | 1470 | 33| 10 | 6370 | 1470 | 33| 10 | 2360 | 540 | 33 2|3z
3120 5310 | 1,500 |3.96| 12 | 5310 | 1,500 |3.96| 12 | 5310 | 1,500 |3.96| 12 | 1,960 | 550 |3.96 I
w=Jb
3160 3980 | 1,470 |5.28 | 16 | 3,980 | 1,470 |5.28| 16 | 3,980 | 1,470 [5.28 | 16 | 1,450 | 540 |5.28 Long Neck Bal
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 »
v
I
]
E|0v7%vI
3| 2017
5 Long Neck Square
&|ovozyo
59“77(_
%Z?I?
%ZTI’?—JL:
LILA i~
3 Square
%D‘J7‘?~‘y7
ﬁ\ﬁ I}nggNiquuare
1. HRBRITEMIE - BREORE BRI, £ |-
Use a highly rigid and accurate machine as possible. =
2. COYMIRERIFTYIRENERERIODTY, e
KIEOITTIFINTRR - BN - EREEEFICRUERRGZREBUERLTTIE L, Long Neck Bal
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. Eﬁi‘,’e,mg
3. [EREMOEEHNEIBVESICE. OERHEEDITX)REZB—DLERTNFTERLTTIEW, 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
81
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AII7

Square

R—=IL

Ball

AJI7

Square

SIFR
Radius

R=b

Ball

F=I{—
FvIR=Ib

Taper Neck Ball

Ov7zxyd
w=Jb

Long Neck Ball

For Aluminum / BHZ 1SN

ovozxvd
AII7

Long Neck Square

av7xv7
SI7R
Long Neck Radius

AII7

Square

R=Ib

Ball

AII7

Square

0v7xvJ
AII7
Long Neck Square

R—=IL

Ball

avoxyd
R=Ib

Long Neck Ball

EERY)

Chamfering

3—-
5oy
Corner Lounge

82

For High Hardness / BHE{TRRIIH For General / AHZR|

For Die / FHE kD

For Graphite/ FHZ 7ANIUIN

For Plastics / HHZ\Yc\HNUIN,

AS

¢1.0 ~¢12.0
& #HHEI#4E Work Material
PR CARBON STEELS S45C - S55C
Eors i ALLOY STEELS SK - SCM
ZU/\—R$H | PREHARDENED STEELS NAK + HPM
15 A NS HARDENED STEELS (~55HRC)
(~60HRC)
(~65HRC)
ik CAST IRON
ZIL=BE ALUMINUM ALLOYS ©
I5T74k GRAPHITE
il COPPER ALLOYS ©
FSRFVI PLASTICS (@)

HXDIRHIA L (© : B3 Most Suitable

O i@ Suitable)

WeParR [ EF

L
Lc
I . 3
BEt9BE Total 9 Models
. SHE N 3 SV
Model 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

82 2014/10/03
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tIEIZHR  Milling Conditions

AL PIW=ZZOLEEMER | 7VIZULEECuUInMgR: | PILSZOLEEHY b=
B ALUMINUM ALLOYS / Mg ALUMINUM ALLOYS / Cu.Zn-Mg ALUMINUM ALLOYS CASTING COPPER ALLOYS
Material
A5052 A2014 - A7075 Si<13% C1100
Oasy | XVEE | VHAE |[CERE | ZUEE | tHAE OIRH | ZUERE| tHAE |[OIRE | 2UEE | thAE
RUE Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depthof Cut| &=
Model Speed Speed Speed Speed o ;ZfT'
A
Number | (yin") \(mm/min)| ~ (min) | (min") ((mm/min)|  (min) | (") |(om/min)]  (min) | (min) |(mm/min)]  (min) =
ap| D ap| D ap | D ap | D | &IV
3010 | 25480| 760 |0.33 25480 | 760 (033 1 |25480 760 |0.33| 1 | 9550 | 290 [0.33| 1 B
3015 25480 1,000 |0.49| 1.5 | 25,480 | 1,000 |0.49| 1.5 | 25480 | 1,000 |0.49| 1.5 | 9,550 | 370 |049|15 %MU
3020 25480 | 1,000 |0.66| 2 |25480| 1,000 |0.66| 2 |25480| 1000 066 2 | 9550 | 430 |0.66| 2 %
3030 |20,910| 1,260 |0.99| 3 |20,910| 1,260 [0.99| 3 |20910| 1,260 |0.99| 3 | 7,960 | 480 |0.99| 3 %;,?,{71
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 (198 5 10,620 | 1,430 {1.98| 5 | 3930 | 530 [198| 5 ;%m‘—w
3080 7,960 | 1,430 |2.64| 8 | 7,960 | 1,430 |2.64| 8 | 7,960 | 1,430 |2.64| 8 | 2950 | 530 |2.64| 8 %Ea"
3100 | 6370 | 1470 | 33| 10 | 6370 | 1470 | 83 | 10 | 6370 | 1470 | 33 | 10 | 2360 | 540 33| 10 | & Z7rn
3120 5310 | 1,500 (396 12 | 5310 | 1,500 |3.96| 12 | 5310 | 1,500 |3.96| 12 | 1,960 | 550 |3.96| 12 I
w=Jb
1
I
]
B=PzES
3| 2017
5 Long Neck Square
8|oygzyo
5977(_
%1717
%ZTI’Y—JIJ
LILA i~
3 Square
%Dyd?«y?
ﬁ\ﬁ I.Zm\ggNil?Slquare
1. HRBRUEEIE - EREORIEER T, £ |-
Use a highly rigid and accurate machine as possible. =
2. COYMIRERIFTYIRENERERIODTY, e
KIEOITTIFINTRR - BN - EREEEFICRUERRGZREBUERLTTIE L, Long ek 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. Eﬁi‘,’e,mg
3. [EREMOEEHNEIBVESICE. OERHEEDITX)REZB—DLERTNFTERLTTIEW, 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
83
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ASS-LN

$1.0 ~$20.0
7 OWHEIME Work Material
ZJI7  |f
Square 5 | = CARBON STEELS $45C - S55C
o § F=gr ] ALLOY STEELS SK + SCM
=) 5
Ball ¢ FU/\—R>/$8 | PREHARDENED STEELS NAK « HPM
- BEANSD HARDENED STEELS (~55HRC)
B (~60HRC)
Pl (~65HRC)
A
H $EEK CAST IRON
3572 %i ZIL=EF ALUMINUM ALLOYS ©
£ | oSTrqh GRAPHITE
s il COPPER ALLOYS ©
i % FSRAFvT PLASTICS O
A SIISHEIE (O : 58, Most Suitable = O : i,/ Suitable)
EawAingl a
T |2 - L N
gv7xy7 EL
R—Ib
Long Neck Ball LC
AII7 ’I‘ A ] 3
Square @ g I ,,,,|>, ,,,,,,,,,,,,,,,,,,,,,,,,,,,,,,, g
B Y L | A Y
E S
— 2
557371 @®@E54BE Total 54 Models
Long Neck Radius
bArES BIR B AR 2R DAL
> BIEE Outside Effective Length Neck Length of Cut | Overall Length Shank
g(g I7 % Model Number Diameter Diameter Diameter
’ i ®D (1m) EL(mm) | ¢D1(mm) | LC(mm) L (mm) &d (mm)
T | 3010-4 4
Ball S
£ 3010-6 6
3010-8 8
2017 |3 1 0.95 15 50 4
2717 |2 3010-10 10
2 3010-12 12
Ov7%vg
znggNizq;ve % 301 0-1 6 1 6
3015-4 4
K- |z ASS-LN
Ball £ 301 5'6 6
v 3015-8 8
Longock B 3015-10 10
1.5 1.45 2.3 50 4
- 3015-12 12
Chamfering 301 5_1 6 1 6
. 3015-18 18
S
G o 3015-20 20
84
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@ 55t 54 BYE  Total 54 Models

REAGEL

Lead to the next page

PALES IR BiR AR 2R DAL
BIEE Outside Effective Neck Length of Cut | Overall Length Shank _
Model Number Diameter Length Diameter Diameter %’"ﬁ 29T7
D (mm) EL (mm) D1 (mm) LC (mm) L (mm) ¢d (mm) % s
3020-6 6 0 "
3020-8 8 £
3020-10 10 8
?ﬁ ?717
3020-12 2 12 1.95 3 50 4 -
3020-16 16 : 5972
3020-22 22 e
3020-28 28 % .
3030-10 10 AL
3030-15 15 e
3030-18 3 18 2.8 45 60 6 g7
3030-21 21
3030-24 24 _
ASS-LN | 3040-12 12 2\ 2017
I
3040-16 16 4
3040-20 A 20 a8 . 60 6 z-
3040-24 24 ' HEPr
3040-32 32 Long Neck Radius
3040-40 40 g I
3060-15 15 %
3060-20 20 £
6 5.8 9 65 6 His
3060-25 25
3060-30 30 E{ -
3080-25 25 ;u
3080-32 8 32 7.8 12 70 8 825
3080-40 40 i
o
ovozyg
R=Ib
éEERU )
a—F—
85
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| FIEDSOfE
m Continuance from ex-page

@ 85t 54 BYE  Total 54 Models

SR IR (=[5 AR 2R DAY
_ BIZR Outside Effective Length Neck Length of Cut | Overall Length Shank
2917 %% Model Number Diameter Diameter Diameter
Square % @D (mm) EL (mm) ¢D1 (mm) LC (mm) L (mm) ¢d (mm)
wn |f 3100-30 30
£ 3100-40 10 40 9.5 15 80 10
B 3100-50 50
&7k wid ﬁ
% 3120-30 30
SYFR ;S 3120-40 12 40 11 18 100 12
¢ 3120-50 50
o B 3160-40 40
i A ASS-LN | 3160-50 50
Zoomon 3 3160-60 16 60 15 24 120 16
av77 3160-70 70
3160-80 80
S 3200-50 50
g 3200-60 60
£ 20 1 19 30 130 20
- T 3200-70 70
3200-80 80
Ov7zyo |8
SYFPR
RII7 %
K= %
7
277 |3
Square ?’-
7
av7zvg 7JI|]
29I7 |
K—IU %
np e
K=Ib
B
J—F—
86
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REAGEL

Lead to the next page

tIEIZZ$R  Milling Conditions

gy | 7WESUOLEEMER | PAIZOLERGZIMIER | FILS=0 ASEHEY Has
Worl ALUMINUM ALLOYS / Mg ALUMINUM ALLOYS / Cu.Zn-Mg ALUMINUM ALLOYS CASTING COPPER ALLOYS
Material
A5052 A2014 - A7075 Si<13% C1100
OEE | 2UEE| YHAR |DERER | ZUEE| tHAE D&M RURE | tHAE O | #UEE| thas
AU 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") [(mm/min)|  (min) | (min") [(mm/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 | 029550 | 280 | 1 |02
3010-10
3010-12
3010-16
30154
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 | 1.5 | 0.3 120,380 | 1,100 | 1.5 | 0.3 | 20,380 | 1,100 | 15| 0.3 | 7,640 | 290 | 1.5 |03
3015-20
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For High Hardness / BHER{ RN For General / BHEH|

For Die / THS K2k

For Aluminum / BHE SN

For Graphite/ BHE 7ANUIN,

For Plastics / HE\3cWNUIN,

AII7

Square

R—=Jb

AII7

Square

SIFR
Radius

R—IL

Ball

F=/{—
FyIR=Ib

Taper Neck Ball

Ovgzxvg
w=)b

Long Neck Ball

AII7

Square

ovJgxy7
SIYT7A
Long Neck Radius

AII7

Square

R—IL

Ball

RII7

Square

0v7zxy7
AII7
Long Neck Square

R—Jb

Ball

avJzyg
w=Ib

Long Neck Ball

[E:00)

Chamfering

a—F—
S9VY
Corner Lounge
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55
tIHISEEFZR  Milling Conditions

AIENSDHEE

Continuance from ex-page

gy |7VSSOLEEMER | FUITOLERUZINGR | PSSO LESEY FEs
= ALUMINUM ALLOYS / Mg ALUMINUM ALLOYS / CuZnMg |  ALUMINUM ALLOYS CASTING COPPER ALLOYS
2717 | Work
Square % Material .
g A5052 A2014 - A7075 Si<13% c1100
B ‘E’i OEGE | ZUEE | tHAE |EEREY | #VEE | thAE D&M | #)RE| (HAE O 2UEE| tHAZ
- AU 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
2757 : Number | (gin") |(mm/min) ~ (min) | (min") |(mm/min)  (min) | (min") ((mm/min)  (min) | (min") |(mm/min)|  (min)
% ap| D ap| D ap| D ap| D
JITA %i 3020-6 25480 1,380 25,480 | 1,380 25,480 | 1,380 9,550 | 420
) 3020-8 25480 1,380 25,480 | 1,380 25,480 | 1,380 9,550 | 420
Kb % 3020-10 (25,480 | 1,380 25,480 | 1,380 25,480 | 1,380 9,550 | 420
"% | 302012 |25480| 1,380 | 2 | 04 | 25480 | 1,380 | 2 | 04 25480 | 1380 | 2 | 0.4 | 9550 | 420 | 2 | 0.4
Zomoult | 3020-16 [25480| 1380 25,480 | 1,380 25,480 | 1,380 9550 | 420
Qv 27 3020-22 (20,380 | 1,100 20,380 | 1,100 20,380 | 1,100 7,640 | 340
R=Ib
Long Neck Ball 3020-28 (20,380 | 1,100 20,380 | 1,100 20,380 | 1,100 7,640 | 340
_ | 3030-10
7 |k
“w” g | 3030-15
-2 3030-18 (20,910| 1,760 | 3 | 0.6 {20,910 1,760 | 3 | 0.6 |20,910| 1,760 | 3 |06 | 7,960 | 470 | 3 | 0.6
£ | 3030-21
5527 | 3030-24
3040-12 |15,920| 2,010 15,920 | 2,010 15,920 | 2,010 5,670 | 530
25IF % 3040-16 (15,920 2,010 15,920 | 2,010 15,920 | 2,010 5,670 | 530
" | 3040-20 |15.920] 2010 15920 | 2010 15920 | 2010 5670 | 530
— 4|08 4|08 4|08 4|08
aa 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
ZII7 % 3040-40 (12,740 1,290 12,740 | 1,290 12,740 | 1,280 4,780 | 340
Square F
7;7; 3060-15
ov7zxv7 |T
ianiiunave E 3060-20
8 10,620 | 2,010 | 6 | 1.2 |10,620| 2,010 | 6 | 1.2 [10620| 2010 | 6 |12 | 3980 530 | 6 |12
. |2 | 3060-25
" | 3060-30
¥ 3080-25 3,980
. 3080-32 | 7,960 | 2,010 | 8 | 16| 7960 | 2,010 | 8 | 167960 | 2010 | 8 | 162950 | 520 | 8 | 1.6
Chamiering 3080-40 2,950
J—F—
88

UF_GENERAL CATALOG_047 /L =.

indd

88

L

2014/10/03 9:29:04(




tIEIZZ$R  Milling Conditions

—_

—

. HRDRIEENE - SREOHHZE CEATIV.

Use a highly rigid and accurate machine as possible.

COYIHIRHRIGTEIREDERZZRIHD T,

SO T TIFNIRAR - B8 - (EAEREFC K ERRHZREULERLTTEL,

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.

gy |7 VESULESEMER | PASZOLSRGZMIER | FILS=0 ASRHEY Has
Work ALUMINUM ALLOYS / Mg ALUMINUM ALLOYS / Cu.Zn-Mg ALUMINUM ALLOYS CASTING COPPER ALLOYS
Material
A5052 A2014 - A7075 Si<13% C1100
OERER | RUEE | YHAE |OERE | #UEE| YHAE DI |ZUEE | thAE D& | EUEE | Y)HAE
AU 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") [(mm/min)|  (min) | (min") [(mm/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 | 2,090 | 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 | 3.2 | 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
-/[ ; ap
o

EREMOOEMN BB WVEEICIE. BEHMESDISR)EEZE—DEETTFTERLTTEL,

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 High Hardness / BHEIt AR For General / HE|

For Die / FHE kD

For Aluminum / BHE SN

For Graphite/ BHE 7ANUIN,

For Plastics / HE\ NI

AII7

Square

R—Jb

Ball

AII7

Square

SIFR
Radius

K=

Ball

F=I{—
FyIiR=Ib

Taper Neck Ball

Ov7zxvg
w=)b

Long Neck Ball

AII7

Square

OvI%y7
SITA
Long Neck Radius

AII7

Square

R—IL

AII7

Square

0v7zxv7
AII7
Long Neck Square

R—Jb

Ball

avJzyg
w=Jb

Long Neck Ball

[E:00)

Chamfering

a—F—
S99
Corner Lounge
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ASS-LNR

welalra &

$3.0 ~$20.0
% @WHEIME Work Material
Z7I7 |
Square 5 | = CARBON STEELS S45C - S55C
. E =k ALLOY STEELS SK - SCM
gz—:u ! ‘?: FU/\—R/$8 | PREHARDENED STEELS NAK « HPM
- BEANED HARDENED STEELS (~55HRC)
B (~60HRC)
e’ | (~65HRC)
Z ik CAST IRON
3577\ %i ZIL=EF ALUMINUM ALLOYS ©
£ | o57708 GRAPHITE
s EiEl COPPER ALLOYS ©
;':‘r”' % FSAFwWYT PLASTICS O
H SIS (© : B8, Most Suitable + O : &/ Suitable)
F—)i— |8
Endtimd b B L .
Ov7xyJ N - 1
z;:el:kaau %
2 )
I - 4
[aN e 2 R / g
2717 |3
Long Neck Square | E
T OGEt72BE Total 72 Models
B oLk oo | o | o | e e
BIZE Outside Radius Effective Neck |Length of Cut| Overall Shank
o Model Number Diameter Length Diameter Length Diameter
277z ®D(mm) | R(mm) | EL(mm) | D1(mm) | LC(mm) | L(mm) | ¢d(mm)
EI.: 3030-10-R0.5 10
zrw fé 3030-15-R0.5 3 0.5 15 2.8 4.5 60 6
£ 3040-12-R0.5 12
. 3040-16-R0.5 4 B 16 SR ® el ®
;(917 2 3060-15-R0.5 0.5 15
3060-15-R1.0 1 15
Va
o737 |2 306020-R05  ° 05 20 >8 ’ 65 6
Latecsonr | 3060-20-R1.0 1 20
wn |2 | ASS-LNR (308025005 8 05 - 8 i s 6
‘ 3080-25-R1.0 1 '
Oy %y 3100-30-R0.5 0.5
i 310030-R10] ° 1 80 95 15 80 10
3100-40-R0.5 0.5
R
B 3100-40-R1.0 10 1 40 9.5 15 80 10
T—F— 3100-50-R0.5 0.5
SuUY 10 50 9.5 15 8
Cometanes 3100-50-R1.0 1 0 10
90
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b2sES R BOE BiE IR 2R 9 IR
AU Outside Radius Effective Neck  [Length of Cutl  Overall Shank B
Model Number Diameter Length Diameter Length Diameter 7'?]% 2517
®Dd(mm) | R(mm) | EL(m) | ¢D1(mm) | LC(mm) | L(mm) | ¢d(mm) i
3120-30-R0.5 0.5 Bl
3120-30-R1.0 1 i
TR0 12 3 30 11 18 100 12 )
3120-30-R3.5 35 Elzor>
3120-40-R0.5 0.5 LI
3120-40-R1.0 1 55972
3120-40-R3.0 12 3 40 11 18 100 12
3120-40-R3.5 35 .
3120-50-R0.5 05 m|Kow
3120-50-R1.0 1 z
12 11 1 1 12 e
3120-50-R3.0 3 50 8 00 B Fvam
3120-50-R3.5 35 S
3120-60-R0.5 0.5 A
3120-60-R1.0 1
12 60 11 18 100 12 .
3120-60-R3.0 3 -
3120-60-R3.5 35 I sauere
R
3160-40-R0.5 0.5 §0y7207
3160-40-R1.0 1
ASS-LNR 16 40 15 24 120 16 2
SS 3160-40-R3.0 3 ? oy7207
3160-40-R3.5 35 Lo ek
3160-50-R0.5 0.5 B
3160-50-R1.0 1 %|zo17
3160.50-R3.0 16 3 50 15 24 120 16 %
3160-50-R3.5 35 5
3160-60-R0.5 0.5 .
3160-60-R1.0 1 >
316060-R30] C 3 60 15 24 120 16 3507
3160-60-R3.5 35 |
3160-70-R0.5 0.5 B e
3160-70-R1.0 1
1 7 1 24 12 1 & |-l
3160-70-R3.0 6 3 0 5 0 6 B gan
3160-70-R3.5 35 07797
3160-80-R0.5 0.5 .
3160-80-R1.0 1
16 80 15 24 120 16 -
3160-80-R3.0 3 ’
3160-80-R3.5 35 3-7-
S99
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SR R BE B IR 2R | yvUIR
B AU Outside Radius Effective Neck  [Length of Cut| Overall Shank
2917 % Model Number Diameter Length Diameter Length Diameter
s g #D(mm) | R(mm) | EL(m) | ¢D1(mm) | LC(m) | L(m) | ¢d(mm)
wn |f 3200-50-R0.5 0.5
o 5 3200-50-R1.0 1
N 3200-50-R3.0 20 3 50 19 30 130 20
2017 %‘% 3200-50-R3.5 3.5
M 3200-50-R5.0 5
5972 ;i 3200-60-R0.5 0.5
E 3200-60-R1.0 1
e 3200-60-R3.0 20 3 60 19 30 130 20
Fob ln 3200-60-R3.5 35
A
3 3200-60-R5.0 5
F—I\— a -
T*;jrﬁe'j;l{" 8 ASS-LNR 3200-70-R0.5 0.5
S 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
Square | 3200-80-R0.5 0.5
A
Y7527 g 3200-80-R1.0 1
Long eck Square g 3200-80-R3.0f 20 3 80 19 30 130 20
-é 3200-80-R3.5 35
3200-80-R5.0 5
RII7 %,
R—IL %;
7
2IT7 |3
Square ?’-
7
av7zvd 7JI|]
AII7 )f
R=IL %
Ov7xy7d
iN—=Jb
B
1-5—
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A ZIWEZOLGEMgR | 7VIZVAGEECUZMgR | PILEZOLEERHEY =g
ALUMINUM ALLOYS / Mg ALUMINUM ALLOYS / Cu.Zn-Mg |  ALUMINUM ALLOYS CASTING COPPER ALLOYS =
Work | 2717
Material L |square
A5052 A2014 - A7075 Si<13% C1100 Fg
EERH | HURE | UPAR |EEM XUEE| VAR RN 2UEE| DAR DR BURE| (IR | O
AU 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™) |(mm/min)  (min) | (min") |(mm/min)  (min) | (min") (mm/min)|  (min) %}qﬂl?
ap| D ap| D ap| D ap| D %
3030-10-R0.5 55972
20,910 1,260 | 3 | 06 (21,910 1,260 | 3 | 0.6 |21,910| 1,260 | 3 | 0.6 | 7960 | 470 | 3 | 06| =
3030-15-R0.5
3040-12-R0.5 Bl
15,920 | 1,430 | 4 | 0.8 15920 | 1430 | 4 |08 |15920| 1430 | 4 |08 | 5970 | 530 | 4 | 08| e
3040-16-R0.5 A
3060-15-R0.5 S| Foom—n
10,620 1,430 | 6 | 1.2 | 10,620 1,430 | 6 | 1.2 (10,620 1430 | 6 | 12| 3930 | 520 | 6 |12 etk
3060-15-R1.0 Qv7xs7
3060'20'R0.5 Long Neck Ball
10,620 1,430 | 6 | 1.2 10,620 | 1,430 | 6 | 1.2 (10,620 1430 | 6 | 12| 3,930 | 520 | 6 | 1.2
3060-20-R1.0 .
L 7
3080-25-R0.5 5 Socnre
7,90 | 1,430 | 8 | 16| 7960 | 1,430 | 8 |16 | 7960 | 1430 | 8 | 162950 | 520 | 8 | 16| &
3080-25-R1.0 &(0y7307
3100-30-R0.5 5[ esoer
6,370 | 1,470 | 10 | 2 | 6,370 | 1,470 | 10 | 2 | 6,370 | 1,470 | 10 | 2 | 2,360 | 530 | 10| 2 5
3100-30-R1.0
3100-40-R0.5
6,370 | 1,470 | 10 | 2 | 6370 | 1,470 | 10 | 2 | 6,370 | 1,470 | 10 | 2 | 2,360 | 530 | 10| 2 .
3100-40-R1.0 22017
3100-50-R0.5 B
6,370 | 1470 | 10 | 2 | 6,370 | 1,470 | 10 | 2 | 6,370 | 1470 | 10 | 2 | 2360 | 530 | 10| 2 -
3100-50-R1.0 §‘ Bal
7
2|rox7
F | Square
Z
%:ﬁ—}b
avJzyg
A=
mRY
a—F—
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tIHISEEFZR  Milling Conditions

WA PIWEZZOLEGEMER | 7VIZUAEECUINMER | PILEZOULEGEHY fHas
. o ALUMINUM ALLOYS / Mg ALUMINUM ALLOYS / CuZnMg |  ALUMINUM ALLOYS CASTING COPPER ALLOYS
i % Material A5052 A2014 - A7075 Si<13% c1100
K= _ OEREN | X)RE | PHAE |OERE | ZUEE| tHAE |OEEH | #URE| thASE O | RUEE| thAS
Ball E HUZE 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
—E Number | (min") |(mm/min)| ~ (min) | (min") |(am/min)|  (min) | (min") |(am/min)|  (min) | (min) |{Gam/min)|  (min)
i gj ap| D ap| D ap| D ap | D
7 [3120-30-R0.5
SYFR |E
Radiu = [3120-30-R1.0
= 13120-30-R3.0 5310 | 1,500 | 12 | 2.4 | 5310 | 1,500 | 12 | 2.4 | 5310 | 1,500 | 12 | 24 | 1,960 | 540 | 12 | 24
8 3120-30-R3.5
v o [3120-40-R0.5
% 13120-40-R1.0
?Jé‘?—w? 3120-40-R3.0 5310 | 1,500 | 12 | 2.4 | 5310 | 1,500 | 12 | 2.4 | 5310 | 1,500 | 12 | 24 | 1,960 | 540 | 12 | 24
TaperNe‘ck Ball 31 20_40_R3.5
227771 [3120-50-R0.5
Long Neck Ball 31 20-50-R1 .0
) 3120-50-R3.0 5310 | 1,500 | 12 | 2.4 | 5310 | 1,500 | 12 | 2.4 | 5310 | 1,500 | 12 | 24 | 1,960 | 540 | 12 | 24
2oz7 |k |3120-50-R3.5
"B [312060-R05
oyzxv7 g [3120-60-R1.0
Z;"gﬁksqmg 3120-60-R3.0 4250 | 960 | 12 |24 | 4250 | 960 | 12 | 24 | 4250 | 960 | 12 | 24 | 1570 | 350 | 12 | 24
§ 13120-60-R3.5
3160-40-R0.5
~ 3160-40-R1.0 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
217 |2 3160-40-R3.0
Square £ |3160-40-R3.5
. = |3160-50-R0.5
s |2 |3160-50-R1.0
*  3160-50-R3.0 3,980 | 1,470 | 16 | 32 | 3980 | 1,470 | 16 | 3.2 | 3,980 | 1,470 | 16 | 3.2 | 1,450 | 530 | 16 | 3.2
Z 3160-50-R3.5
‘e | [3160-60-R05
o 7 13160-60-R1.0
?féi;z% 3160-60-R3.0 3,190 | 940 | 16 |32 3,190 | 940 | 16 | 32 | 3,190 | 940 | 16 | 3.2 | 1,160 | 340 | 16 | 3.2
% 3160-60-R3.5
|5 [3160-70-R05
3160-70-R1.0
%Zﬁ*w 3160-70-R3.0 3190 | 940 | 16 [ 323190 | 940 | 16 | 32| 3,190 | 940 | 16 | 3.2 | 1,160 | 340 | 16 | 3.2
Long Neck Ball 31 60-70-R3_5
00 3160-80-R0.5
3160-80-R1.0
g;;} 3160-80-R3.0 3,190 | 940 | 16 |32 | 3,190 | 940 | 16 | 32 | 3,190 | 940 | 16 | 3.2 | 1,160 | 340 | 16 | 3.2
G | [3160-80-R35
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tIEIZZ$R  Milling Conditions

1A
Work
Material

PIWEZULAGEMgHR
ALUMINUM ALLOYS / Mg

A5052

7I=9LERCUZMgR
ALUMINUM ALLOYS / Cu.Zn-Mg

A2014 - A7075

FIVEZULEZHY
ALUMINUM ALLOYS CASTING

Si<13%

wEs
COPPER ALLOYS

C1100

BUF
Model
Number

OERER
Spindle
Speed

(min™")

EEE
Feed

thag
Depth of Cut

(mm/min)| ~ (min)

ap| D

=1L 5
Spindle
Speed

(min™)

EEE
Feed

thAE
Depth of Cut

(mm/min)| ~ (min)

ap| D

[CERER
Spindle
Speed

(min™)

EEE
Feed

thAg
Depth of Cut

(mm/min)| ~ (min)

ap| D

[CERER
Spindle
Speed

(min™)

EEE
Feed

(mm/min)

thAE
Depth of Cut

(min)

ap| D

3200-50-R0.5

3200-50-R1.0

3200-50-R3.0

3200-50-R3.5

3200-50-R5.0

3,190 | 1,470

3,190 | 1,470

3,190 | 1,470

1,160

530

3200-60-R0.5

3200-60-R1.0

3200-60-R3.0

3200-60-R3.5

3200-60-R5.0

3,190 | 1,470

3,190 | 1,470

3,190 | 1,470

1,160

530

3200-70-R0.5

3200-70-R1.0

3200-70-R3.0

3200-70-R3.5

3200-70-R5.0

2,550 | 940

2,550 | 940

2,550 | 940

930

340

3200-80-R0.5

3200-80-R1.0

3200-80-R3.0

3200-80-R3.5

3200-80-R5.0

2,550 | 940

2,550 | 940

2,550 | 940

930

340

—_

. HERBEITEEME -

SIEEOHERZ CER TSV,

Use a highly rigid and accurate machine as possible.

COYIHIRHRIGTEIREDERZZRIHD T,

SO T TIFNIRAR - B8 - (EAEREFC K ERRHZREULERLTTEL,

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.

Lo

EREMOOEMN BB WVEEICIE. BEHMESDISR)EEZE—DEETTFTERLTTEL,

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 High Hardness / BHEIt AR For General / HE|

For Die / FHE kD

For Aluminum / BHE SN

For Graphite/ BHE 7ANUIN,

For Plastics / HE\ NI

AII7

Square

R—Jb

Ball

AII7

Square

SIFR
Radius

K=

Ball

F=I{—
FyIiR=Ib

Taper Neck Ball

Ov7zxvg
w=)b

Long Neck Ball

AII7

Square

(a7
2917

Long Neck Square

AII7

Square

R—IL

AII7

Square

0v7zxv7
AII7
Long Neck Square

R—Jb

Ball

avJzyg
w=Jb

Long Neck Ball

[E:00)

Chamfering

a—F—
S99
Corner Lounge
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