GS i L N

7 OWHIFME Work Material
Z7I7 |
saare | L | prseey CARBON STEELS S45C - S55C
T | G ALLOY STEELS SK - SCM
R—IL s
Ball ¢ TUN—RSH PREHARDENED STEELS NAK - HPM
BEA NS HARDENED STEELS (~55HRC)
& (~60HRC)
2717 |§
Square ’ % (~ 65HRC)
H
7 | BEEK CAST IRON
7274 = [ruzas ALUMINUM ALLOYS
& I7S5T74h GRAPHITE ©
- Eiil COPPER ALLOYS O
gif“’ iﬁ FSAFwYT PLASTICS @)
& SHRIEEIAE (© 1 8, Most Suitable - O 8/ Suitable)
7_'—/\CT g
2vIR—I |5
Taper Neck Ball
[npE 3
w=Jb
Long Neck Ball
7
zox7 |% - L .
Square y]I[]
e . Lc
Ov7xv7 | g
2717 |3
Long Neck Square | 'E
=
ovIzvo &
SYPZ N 2
Long Neck Radius o °
Y I I T T T T T T T T T T T T T Y
A 4
z
]
z
xI
A
= |E
Ball t'e'
7 =
2017 |2 BEt 6 BIFE Total 6 Models
Square F
Y )
z R SN IR 2R IvIIR
9‘5%}1“’7 I Outside Diameter Length of Cut Overall Length Shank Diameter
Long Neck Square ’ﬁ Model Number
g @D (mm) LC (mm) L (mm) ¢d (mm)
U 2010 1 5 60 3
Ov7#y7 2015 1.5 8 60 3
R—=Ib
Long Neck Ball 2020 2 10 80 3
GS
B 2030 3 15 80 3
amfering
N 2040 4 20 90 4
-
Sy
G e 2060 6 30 150 6
96
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tIHEIZEZR  Milling Conditions

AT 757714k BIEIa—Ib s TZHILIYR
Work GRAPHITE SAN MODULE + CHEMICAL WOOD
Material
CEREY EDERE thagE CI#EREY ERE thagE
RUE Spindle Feed Depth of Cut Spindle Feed Depth of Cut B
Model Speed Speed o ;ifT’
=
Number (min’") (mm/min) (min) (min") (mm/min) (min) 3
ap D ap D g|m-w
2010 7,000 500 0.1 0.2 7,000 500 0.5 2 N
2015 6,400 500 0.15 0.3 6,400 600 1 3 :ﬁﬁ B
2020 6,500 700 0.2 0.4 6,500 700 1 4 %5“”
2030 6,000 800 0.3 0.6 6,000 800 1.5 6 %; ZITA
2040 5,000 900 0.4 0.8 5,000 900 2 8 )
2060 4,500 1,000 0.5 1 4,500 1,000 3 12 ? .
RI:I Ball
a|F—It—
E RyIR—)b
avJzvd
P
’Z’ ZIIT7
7| Square
T
A
T 0YT%vT
3|2717
g OvI%y7
SITA )

For Graphite/ BHE 7ANJUIN

£|R—IL
Ball
7
/ 2 ® Z|zox7
F | square
%
7
Wayozws
D B|A7I7
_l 5 | Long Neck Square

1. HRZIEITEIE - SEEOERZ CER TSV, HE
Use a highly rigid and accurate machine as possible. -

2. COYHIREERFTHSHOERERIDNTT, Q7R
KIEOITTIFINTRR - BN - EREEEFICRUERRGZREBUERLTTIE L, 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. Eiyné”ng

3. FERAEEOOESNEYRVBSIICIE. EEHEEDISEEEEF—DHETTFTERLTTEL, -
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the 909
same proportion. Comer Lounge
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GS

(4200-9)

b od N

$20.0
7 OWHEIME Work Material
RII7 |1
saare | L | prseey CARBON STEELS S45C - S55C
T =k ALLOY STEELS SK + SCM
R=IL 5
Ball ¢ TUN—RSH PREHARDENED STEELS NAK - HPM
BEA NS HARDENED STEELS (~55HRC)
& (~60HRC)
2II7 =
Square ’ % (~ 65HRC)
H
7 | BEEK CAST IRON
272 12 [przas ALUMINUM ALLOYS
£ IS5T74h GRAPHITE ©
- Eiil COPPER ALLOYS O
gif“’ iﬁ FSAFwYT PLASTICS @)
& SRS (© @ B8 Most Suitable + O 38, Suitable)
7_'—/\CT g
FyIR—I | 5
Taper Neck Ball
[npE 3
w=Jb
Long Neck Ball
) L »
7
2oy (Y - Lc
Square 0
I
A
Ov7%v7 | g
2717 |2
Long Neck Square 5 i y
o x o) o r o
ayvozxvd |2 S T - s
SY7A
Long Neck Radius
-
]
k4
xI
B
for 8 @ BE1EE Total 1 Model
AUz PANES AR =R v IIE
Z Outside Diameter Length of Cut Overall Length Shank Diameter
ZII7 |3 Model Number
Sars” |7 @D (mm) LC (mm) L (mm) ¢d (mm)
7
0y7zy7 | GS 4200 20 80 200 20
2717 |H
Long Neck Square | >
w— |2
Ball £
av7zyg =
i i & &5t 1 BE  Total 1 Model
Long Neck Ball
SHE AR &R v IIE
R BUFE
Chamfering Outside Diameter Length of Cut Overall Length Shank Diameter
Model Number
— @D (mm) LC (mm) L (im) ¢d (mm)
Sy
GoerLovwge GS 4200-S 20 80 200 20
98
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tIHEIZEZR  Milling Conditions

T 95774k BUEIa—IL TZEAILDYR
Work GRAPHITE SAN MODULE « CHEMICAL WOOD
Material
CIERZY EEE 70N CIERZR EVIRE thAS
RUE Spindle Feed Depth of Cut Spindle Feed Depth of Cut
Model Speed Speed
Number (min™") (mm/min) (min) (min™") (mm/min) (min)
ap D ap D
4200 4,500 1,000 5 20 5,000 1,300 10 20

tIEIREZR  Milling Conditions

it I5T74 BUEIa—-Ib - TZAHILDYR
e GRAPHITE SAN MODULE * CHEMICAL WOOD
Material
[EIE e EVRE thAE [EIE et EURE thAE
RIZR Spindle Feed Depth of Cut Spindle Feed Depth of Cut
Model Speed Speed
L] (min") (mm/min) (min) (min") (mm/min) (min)
ap D ap D
4200-S 4,500 1,000 5 20 5,000 1,300 10 20

7 -
IRk

1. WRBLEITEMY - SEEOEMZ CERATSL.

Use a highly rigid and accurate machine as possible.

2. COYHIEHRIFUBIFEODBERZRIBHDTY,
KIEOITTIFINTRR - BN - EREEEFICRUERRGZREBUERLTTIE 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.

3. FERAEMOOEHNEIBRVESICE. OEHMEEDISR)REZR—DOEETTFTERULTTEL,

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

same proportion.

UF_GENERAL CATALOG_054'5 774 k.indd 4

For High Hardness / SHERRITRRIEH For General / SHE 2|

For Die / BHS 2D

For Aluminum / BIHE 1SN

For Graphite/ BHE 7ANJUIN

For Plastics / BHE\ G HNUIN,

AII7

Square

R—Ib

Ball

AIL7

Square

SYTPR
Radius

e[ %

Ball

F—/{=
e

Taper Neck Ball

Ovgzxvg
h=Jb

Long Neck Ball

RII7

Square

avgzyg
29I7
Long Neck Square

0vJ7xv7
SIT7R
Long Neck Radius

R—=Jb

Ball

AILF

Square

oy zy7
AII7
Long Neck Square

R—=I

Ball

oy zyg
w=Jb

Long Neck Ball

EERY

Chamfering

1-F—
S99

Corner Lounge
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GB b 'l A

R0.5 ~ R6.0
7 OWHEIME Work Material
ZJI7 |i
saare | L | peseey CARBON STEELS S45C - S55C
E Fters ] ALLOY STEELS SK « SCM
R—IL s
Ball ¢ TUN—R SR PREHARDENED STEELS NAK + HPM
h BEA NS HARDENED STEELS (~55HRC)
o] (~B0HRC)
2917 |B
Square ’ % (~ 65HRC)
A
7 | BEEK CAST IRON
272 12 [przas ALUMINUM ALLOYS \
£ IST74h GRAPHITE ©
- Eiil COPPER ALLOYS O
gif“’ iﬁ FSRAFvI PLASTICS @)
1§ SRS (© @ B8 Most Suitable + O 38, Suitable)
F—/f— |a
RIR=IV| 5
Taper Neck Ball
[npE 3
w=Jb
Long Neck Ball
_ L
7 < LC
zox7 |%
Square 1l
I
[
OvJxv7 | g
Z272I7 |2 y
Long Neck Square | E
: et B 3
Ov72v7 |8
SYFA y
Long Neck Radius R /
g
2917 |3
Square s
ho
5
-g ¢ 55t 8 BIE  Total 8 Models
I R AR 2R I IIRE
Z Radius Length of Cut Overall Length Shank Diameter
277 |3 Model Number
square | R (mm) LC (mm) L (mm) ¢d (mm)
7
Oy7zws |2 2010 0.5 5 80 3
2717 |@
Long Neck Square g 2020 1 10 80 3
e 3 2030 1.5 15 80 3
o 2040 2 20 100 4
) GB
2060 3 30 150 6
B 2080 4 40 150 8
amfering
- 2100 5 50 180 10
e 2120 6 60 200 12
100
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tIHEIZEZR  Milling Conditions

I 95774k YYEIa—I - FZAHILIYR
S GRAPHITE SAN MODULE « CHEMICAL WOOD
Material
[EIE et EUEE thAE [EIE 55 EDEE thAE
RUE Spindle Feed Depth of Cut Spindle Feed Depth of Cut B
Model Speed Speed o g:ugafT'
A
Number (min’") (mm/min) (min) (min") (mm/min) (min) 3
ap ae ap ae g|m-w
2010 8,800 500 0.1 0.3 8,000 720 0.07 0.4 B
2020 8,800 720 0.2 0.6 8,000 720 0.16 0.9 :E; p—
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 18 | Z7*
2060 7,150 1,800 0.6 1.8 6,000 1,080 2.5 2.8 )
2080 6,600 1,800 08 | 24 5,500 1,350 35 38 | i,
2100 6,600 1,800 1 3 5,000 1,350 4 | a8 | 7L
2120 5,500 1,800 12 | 36 | 4500 1,800 5 58 | Zoi
Ov7zxv7
=
’Z’ 2II7
7| Square
T
A
E OvI%y7
SI7A
% 2IIF
?’é Square
-
ap 2|zoz7
‘ ‘ 3 Square
7
Wayozws
1. HRBREITEMIE - ERE R E BT, £l
Use a highly rigid and accurate machine as possible. =
2. COYMIRERIFTYIRENERERIODTY, e
KIEOITTIFINTIRA - BN - EREEEFICRUERRGZREBUERLTTIE L, 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. Eﬂ,mg
3. [FEREMOOEHNEIRVESICE, EHEEDICEVREZR—DEERTTIFTERULTTEL, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the 909
same proportion. ComerLounge
101
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GB

R0.5 ~ R6.0
7 OWHEIME Work Material
ZJI7 |i
saare | L | peseey CARBON STEELS S45C - S55C
B Fters ] ALLOY STEELS SK « SCM
R—IL s
Ball ¢ TUN—R SR PREHARDENED STEELS NAK + HPM
h BEA NS HARDENED STEELS (~55HRC)
o] (~B0HRC)
2917 |B
Square ’ % (~ 65HRC)
A
7 | BEEK CAST IRON
272 12 [przas ALUMINUM ALLOYS
£ IST74h GRAPHITE ©
- Eiil COPPER ALLOYS O
gif“’ iﬁ FSRAFvI PLASTICS @)
1§ SRS (© @ B8 Most Suitable + O 38, Suitable)
F—/f— |a
RIR=IV| 5
Taper Neck Ball
[npE 3
w=Jb
Long Neck Ball
_ L
7 < LC
zox7 |%
Square 1l
I
[
OvJxv7 | g
2217 |2 2
Long Neck Square | E
: et B 3
Ov72v7 |8
SYFA y
Long Neck Radius R /
4
2917 |3
Square s
ho
5
-f: & 55t 8BIE  Total 8 Models
I R AR 2R I IIRE
Z Radius Length of Cut Overall Length Shank Diameter
277 |3 Model Number
square | R (mm) LC (mm) L (mm) ¢d (mm)
7
Oy7zws |2 2010-S 0.5 5 80 3
2717 |@
Long Neck Square § 2020'8 1 10 80 3
e 3 2030-S 1.5 15 80 3
o 2040-S 2 20 100 4
) GB
2060-S 3 30 150 6
ma 2080-S 4 40 150 8
amfering
- 2100-S 5 50 180 10
e 2120-S 6 60 200 12
102
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tIHEIZEZR  Milling Conditions

N IS TR YYEV1—)L - FSHILYYR
Work GRAPHITE SAN MODULE « CHEMICAL WOOD
Material
3 )R tias 3 RS IS
RUE Spindle Feed Depth of Cut Spindle Feed Depth of Cut B
Model Speed Speed o g:ugafT’
A
Number (min’") (mm/min) (min) (min") (mm/min) (min) 3
ap ae ap ae g|m-w
2010-S 8,800 500 0.1 0.3 8,000 680 007 | 04 | °©
2020-S 8,800 720 0.2 0.6 8,000 680 016 | 09 | ..
2030-S 7,700 720 0.3 1.8 7,000 850 1.5 1.4 %
2040-S | 7,700 1,080 04 | 1.2 6,500 1,020 2 18 | Z77
2060-S 7,150 1,800 0.6 1.8 6,000 1,020 25 2.8 :
2080-S 6,600 1,800 0.8 2.4 5,500 1,280 3.5 38 | B,
2100-S | 6,600 1,800 1 3 5,000 1,280 4 48 | B
2120-S | 5,500 1,800 12 | 36 | 4,500 1,700 5 58 | Zom
avoxyg
=L
’Z’ 2ITT
10| Sauare
T
H
T 0YT%vT
2|z2717
g D‘J\Q“Z\y?
SI7 R )
% AII7

Zz
ap Z|zox7
F | square
|| Y
7
Wayozws
ae B|A71I7
5 | Long Neck Square

1. HRBIERIE - EREEORIZER TS, ks
Use a highly rigid and accurate machine as possible. -

2. COYHIREERIHSHOERERIDNTT, Q7R
SKIRONITIFINIMAR - B8 - ERAEEECKIERFRGZABUERLTTEL, 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. Eiyné”ng

3. FEREEEOOESNEIRVBSICE. EEHREEDISEEEEF—DHETTFTERLTTEL, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the 909
same proportion. Corner Lounge
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GB

R1.5 ~ R10.0
7w OWHHEIME Work Material
ZJI7 |il
saare | L | prsey CARBON STEELS S45C - S55C
B Ftera ] ALLOY STEELS SK « SCM
R—IL s
Ball ¢ TUN—RSH PREHARDENED STEELS NAK - HPM
h 1BEA N HARDENED STEELS (~55HRC)
7] (~B0HRC)
2717 |B
Square ’ % (~ 65HRC)
A
7 | BEEK CAST IRON
272 12 [przas ALUMINUM ALLOYS
£ IS5T74h GRAPHITE ©
- Eiil COPPER ALLOYS O
e iﬁ TPSRAFWI PLASTICS @)
& SRS (© @ B8 Most Suitable + O 38, Suitable)
F—/f— |a
RIR=IV| 5
Taper Neck Ball
[npE 3
w=Jb
Long Neck Ball
_ L
7 < LC
zo17 |%
Square bl
I
[
OvJxv7 | g
2217 |2 2
Long Neck Square | E
: et B 3
Ov72w7 |8
SYFR y
Long Neck Radius R /
g
2917 |3
Square s
ho
5
-g & 55t 8BIE  Total 8 Models
I R AR 2R I IIRE
Z Radius Length of Cut Overall Length Shank Diameter
2IT7 |3 Model Number
square | R (mm) LC (mm) L (mm) ¢d (mm)
7
Oy7zws |2 3030 1.5 15 80 3
2717 |@
Long Neck Square § 3040 2 20 1 00 4
e 5 3060 3 30 150 6
o 3080 4 40 150 8
o) GB
Long Neck Ball 3100 5 50 200 10
B 3120 6 60 200 12
amfering
- 3160 8 80 200 16
e 3200 10 80 200 20
104
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tIHEIZEZR  Milling Conditions

T I95T74 YYEIa—I - FZAHILIYR
S GRAPHITE SAN MODULE » CHEMICAL WOOD
Material
[EIE EUEE thAE [EIE 7 EDEE thAE
RUE Spindle Feed Depth of Cut Spindle Feed Depth of Cut B
Model Speed Speed o g:ugafT’
A
Number (min’") (mm/min) (min) (min"") (mm/min) (min) 3
ap ae ap ae
3030 7,000 1,200 0.3 0.9 7,000 1,000 1.5 1.4 B
3040 7,000 1,200 0.4 1.2 6,500 1,200 2 1.8 :ﬁﬁ -
3060 6,500 2,000 0.6 1.8 6,000 1,200 25 | 28 %
3080 6,000 2,000 0.8 2.4 5,500 1,500 3.5 38 | 777
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 58 | .,
3160 4,500 2200 | 16 | 48 | 4,000 2,000 6 78 | 7L
3200 4,500 2,200 2 6 4,000 2,000 8 08 | Foi
Ov7zxvg
=)
’Z’ 2II7
7| Square
I
A
E OvI%y7
SI7A
% 2IIF
?’é Square
% *® 2
Z|rozx7
3 Square
7
Wayozws
ae ﬁ\ﬁ inggNeIclzquave
1. HRBREIERI - EEEORHECERTE, £l
Use a highly rigid and accurate machine as possible. =
2. COYMIRERIFTYIRENERERIODTY, Qv
KIEOITTIFINTRA - BN - ERAEEEFICRUERRGZREBUERLTTIE L, Long eck
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. Eiynz,ing
3. [FRAEMOOEHNEIRVESICE, OEHEEDISEVREZR—DEERTTIFTERULTTEL, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the 909
same proportion. Comer Lounge
105
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GB

R1.5 ~ R10.0
7w OWHHEIME Work Material
ZJI7 |il
saare | L | prsey CARBON STEELS S45C - S55C
k| Ftera ] ALLOY STEELS SK « SCM
R—IL s
Ball ¢ TUN—RSH PREHARDENED STEELS NAK - HPM
h 1BEA N HARDENED STEELS (~55HRC)
& (~B0HRC)
2717 |B
Square ’ % (~ 65HRC)
A
7 | BEEK CAST IRON
272 12 [przas ALUMINUM ALLOYS
£ IS5T74h GRAPHITE ©
- Eiil COPPER ALLOYS O
gif“’ iﬁ FSRAFvT PLASTICS O
& SRS (© @ B8 Most Suitable + O 38, Suitable)
F—/f— |a
RIR=IV| 5
Taper Neck Ball
[npE 3
w=Jb
Long Neck Ball
_ L
7 < LC
zo17 |%
Square bl
I
[
OvJxv7 | g
2217 |2 2
Long Neck Square | £
el < ffffffffffffffffffffffffffffffffffffffff H
Ov72w7 |8
SYFR y
Long Neck Radius R /
4
2917 |3
Square s
ho
5
-f: & 55t 8BIE  Total 8 Models
I R AR 2R I IIRE
Z Radius Length of Cut Overall Length Shank Diameter
2IT7 |3 Model Number
square | R (mm) LC (mm) L (mm) ¢d (mm)
7
Oy7zws |2 3030-S 1.5 15 80 3
2717 |@
ol 1 8 3040-S 2 20 100 4
e 5 3060-S 3 30 150 6
o 3080-S 4 40 150 8
R GB
3100-S 5 50 200 10
ma 3120-S 6 60 200 12
amfering
- 3160-S 8 80 200 16
e 3200-S 10 80 200 20
106
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tIHEIZEZR  Milling Conditions

T I95T74 YYEIa—I - FZAHILIYR
et GRAPHITE SAN MODULE » CHEMICAL WOOD
Material
[EIE EUEE thAE [EIE 7 EDEE thAE
RUE Spindle Feed Depth of Cut Spindle Feed Depth of Cut B
Model Speed Speed o 2917
7| sauare
Number (min’") (mm/min) (min) (min"") (mm/min) (min) 3
ap ae ap ae
3030-S 7,000 1,200 0.3 0.9 7,000 1,000 1.5 1.4 B
3040-S 7,000 1,200 0.4 1.2 6,500 1,200 2 1.8 :ﬁﬁ -
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 35 38 | 777
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 58 | .,
3160-S | 4,500 2200 | 16 | 48 | 4,000 2,000 6 78 | 7L
3200-S | 4,500 2,200 2 6 4,000 2,000 8 08 | Foi
oy zyg
R=Jb
’Z’ 2II7
7| Square
I
A
T 0YT%vT
2|2717
E Long Neck Square
E OvI%y7
SI7A
% 2IIF
?’é Square
% *® 2
Z|rozx7
2; Square
7
Wayozws
ae ﬁ\ﬁ inggNeIclzquave
1. HRBREIERI - EEEORHECERTE, £l
Use a highly rigid and accurate machine as possible. =
2. COYMIRERIFTYIRENERERIODTY, Qv
KIEOITTIFINTRA - BN - ERAEEEFICRUERRGZREBUERLTTIE L, Long eck
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. Eiynzmg
3. [FRAEMOOEHNEIRVESICE, OEHEEDISEVREZR—DEERTTIFTERULTTEL, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the 909
same proportion. Comertounge
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GB

b 'l

R1.0 ~ R10.0
7w OWHHEIME Work Material
ZII7 |f
saare | L | prsey CARBON STEELS S45C - S55C
B Ftera ] ALLOY STEELS SK « SCM
R—IL s
Ball ¢ TUN—RSH PREHARDENED STEELS NAK - HPM
h 1BEA N HARDENED STEELS (~55HRC)
& (~B0HRC)
2717 |B
Square ’ % (~ 65HRC)
A
7 | BEEK CAST IRON
272 12 [przas ALUMINUM ALLOYS
£ IS5T74h GRAPHITE ©
- Eiil COPPER ALLOYS O
gif“’ iﬁ FSRAFvT PLASTICS O
& SRS (© @ B8 Most Suitable + O 38, Suitable)
7_'—/\CT g
RIR=IV| 5
Taper Neck Ball
[npE 3
w=Jb
Long Neck Ball L
7
zo17 |%
Square bl
I
[
Ov7%v7 | g < [
AII7 2 o
Long Neck Square E -t-— 17— T <
N % Yy
0v7%v7 |8 /
SYFZ R
Long Neck Radius
4
2II7 %
Square _
b @BE9EE Total 9 Models
= Radius Length of Cut Overall Length Shank Diameter
Model Number
7 R (mm) LC (mm) L (imm) ¢d (mm)
2IT7 |3
Square z 4020 1 10 80 3
7
Oy7zws |2 4030 1.5 15 80 &
2717 |®
Long Neck Square § 4040 2 20 1 00 4
e 5 4060 3 30 150 6
av77 GB 4080 4 40 150 8
=)
4100 5 50 180 10
B 4120 6 60 200 12
amfering
- 4160 8 80 200 16
Dl 4200 10 80 200 20
108
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tIHEIZEZR  Milling Conditions

— 7ST74Ah YYEY21—)b - HSHIYYR
Work GRAPHITE SAN MODULE « CHEMICAL WOOD
Material
EERE R EE A k53 ERE A
RUE Spindle Feed Depth of Cut Spindle Feed Depth of Cut B
Model Speed Speed o g:ugafT'
A
Number (min’") (mm/min) (min) (min"") (mm/min) (min) 3
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 15 14 | B
4040 7,000 1,200 0.4 1.2 6,500 1,200 2 1.8 %S“m
4060 6,500 2,000 0.6 1.8 6,000 1,200 25 2.8 g;zzz
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 B,
4120 5,000 2,000 12 | 36 4,500 2,000 5 58 | #L
4160 4,500 2,200 16 | 48 4,000 2,000 6 78 | iEom
4200 4,500 2,200 2 6 4,000 2,000 8 9.8 a7
’Z’ 2ITT
1| Sauare
T
H
T 0YT%vT
2| 29T7
g D‘J\Q“Z\y?
SI7 R )
% AII7

a Zz
P Z|zox7
F | square
5
7
Wayozws
2e B|A7I7
5 | Long Neck Square

1. HRB BRI - EEEORIZER TS, 2
Use a highly rigid and accurate machine as possible. -

2. COYHIREERFTHSHOERERIDNTT, QR
KIRONITIFINIAR - BH - ERAEBECKIERFRGZABUERLTTEL, 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. Eiyné”ng

3. FERAEEOOESNEYRVBSICE. BEHEEDISEEEEF—DHETTFFTERLTTEL, -
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the 909
same proportion. Corner Lounge
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GB

R1.0 ~ R10.0
7w OWHHEIME Work Material
ZII7 |f
saare | L | prsey CARBON STEELS S45C + S55C
B &5 ALLOY STEELS SK + SCM
R—IL s
Ball ¢ TUN—RSH PREHARDENED STEELS NAK - HPM
h 1BEA N HARDENED STEELS (~55HRC)
& (~B0HRC)
7 |=
Foiil (~65HRC)
A
7 | BEEK CAST IRON
272 12 [przas ALUMINUM ALLOYS
£ IS5T74h GRAPHITE ©
- Eiil COPPER ALLOYS O
gif“’ iﬁ FSRAFvT PLASTICS O
& SRS (© @ B8 Most Suitable + O 38, Suitable)
7_'—/\CT g
2yIR—I |5
Taper Neck Ball
[npE 3
w=Jb
Long Neck Ball
7
zox7 |Y
Square bl
I
[
Ov7%v7 | g < [
2717 |3 o
Long Neck Square E -t-— 17— T <
N % Yy
0v7%v7 |8 /
SYTR R
Long Neck Radius
4
2II7 %
Square _
b @BE9EE Total 9 Models
-f: W R IR 2R VIR
= Radius Length of Cut Overall Length Shank Diameter
Model Number
7 R (mm) LC (mm) L (imm) ¢d (mm)
RII7 |3
Square % 4020-S 1 10 80 3
7
Oy7zws |2 4030-S 1.5 15 80 &
2717 |®
S 8 4040-S 2 20 100 4
e 5 4060-S 3 30 150 6
av77 GB 4080-S 4 40 150 8
=)
4100-S 5 50 180 10
mAY 4120-S 6 60 200 12
amfering
- 4160-S 8 80 200 16
e 4200-S 10 80 200 20
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tIHEIZEZR  Milling Conditions

— ISTFAR YYET1—)L - FIAILYYR
Work GRAPHITE SAN MODULE « CHEMICAL WOOD
Material
B3 R thAR B3 R thAR
RUE Spindle Feed Depth of Cut Spindle Feed Depth of Cut B
Model Speed Speed o g:ugafT’
A
Number (min’") (mm/min) (min) (min"") (mm/min) (min) 3
ap ae ap ae
4020-S 8,000 800 0.2 0.6 8,000 800 016 | 09 | °©
4030-S 7,000 800 0.3 0.9 7,000 1,000 15 14 | B,
4040-S | 7,000 1,200 04 | 12 6,500 1,200 2 18 | 0"
4060-S 6,500 2,000 0.6 1.8 6,000 1,200 25 28 | 77*
4080-S 6,000 2,000 0.8 2.4 5,500 1,500 3.5 38 | °
4100-S 6,000 2,000 1 3 5,000 1,500 4 a8 | i,
4120-s | 5,000 2,000 12 | 36 4,500 2,000 5 58 | #L
4160-S | 4,500 2,200 16 | 48 4,000 2,000 6 78 | iEom
4200-S 4,500 2,200 2 6 4,000 2,000 8 9.8 o777
’Z’ ZIL7
7l | square
T
H
T 0YT%vT
3|2717
g D‘J\Q“Z\y?
SI7 R )
% AII7

a Zz
P Z|zox7
F | square
5
7
Wayozws
2e B|A7I7
5 | Long Neck Square

1. HRB BRI - EEEORIZER TS, 2
Use a highly rigid and accurate machine as possible. -

2. COYHIREERFTHSHOERERIDNTT, QR
KIRONITIFINIAR - BH - ERAEBECKIERFRGZABUERLTTEL, 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. Eiyné”ng

3. FERAEEOOESNEYRVBSICE. BEHEEDISEEEEF—DHETTFFTERLTTEL, -
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the 909
same proportion. Corner Lounge
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