FS

i a4 Y

$0.5 ~ $20.0
B @ #EIFE  Work Material
& | =m CARBON STEELS S45C - S55C ©
T il ALLOY STEELS SK + SCM ©
R—IL s
Ball ';6" TUN—RSH PREHARDENED STEELS NAK - HPM ©
- AN HARDENED STEELS (~55HRC)
& (~B0HRC)
b4 =
Foidi (~65HRC)
A
g ik CAST IRON O
2972 12 [ruzas ALUMINUM ALLOYS
£ IS5T74h GRAPHITE
P o COPPER ALLOYS
{:f”’ iﬁ FSRAFvI PLASTICS
A SHTRAREIAS (O @ 858, Most Suitable + O : & Suitable)
Zoom—n |3
Taper Neck Ball
Ov7%yo L
R=Ib
Long Neck Ball Lc
7
zox7 |%
Square 7l
% y
~ ) ~ [=]
f 2
Long Neck Square | E Y
2
ovo7zy7 |8
SYTR
Long Neck Radius
BEt 11 8F  Total 11 Models
20T7 ? AU bALES AR =R AL
Sauare 5 Outside Diameter Length of Cut Overall Length Shank Diameter
= Model Number
f- |2 @D (mm) LC (mm) L (mm) ¢d (mm)
Ball S
2 2005 0.5 1 38 3
- 2010 1 2.5 40 4
27917 |3
Sre” |2 2020 2 6 40 4
7
Ov7zys (B 2030 3 8 45 6
2717 |’
Long Neck Square § 2040 4 1 1 45 6
U I FS 2060 6 13 50 6
$,7b~7\w 2080 8 19 60 8
=)
Long Neck Ball 2100 10 22 70 10
EHE:J_ 2120 12 26 75 12
amfering
S 2160 16 32 90 16
T e 2200 20 38 100 20
10
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tIHEISZHER  Milling Conditions

I R/ S FUN—RVER Bk
Work CARBON STEELS / ALLOY STEELS PREHARDENED STEELS CAST IRON
Material
S45C - S55C / SK + SCM NAK « HPM FC - FCD
B ~225HB / ~35HRC ~45HRC —
Hardness %%-
T
ORE |XUEE| tHAE | OEH ZWERE| tHAE | OE#H |(EUERE| HAE 2
AU Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | -
Model Speed Speed Speed g sall
Number (min") | (mm/min) (min) (min™) | (mm/min) (min) (min") | (mm/min) (min) -
ap D ap D ap D (;;; ZITT
2005 [19,000/ 45 |0.25| 0.5 13,000 15 0.25/ 0.5 25000 120 |0.25| 0.5 | "
2010 | 9500 55 | 05| 1 [6400| 20 | 05| 1 (13,000 140 | 0.5 | 1 m SY7R
2020 4,800 80 1 2 | 3,200 25 1 2 |6,500 | 220 1 2 :
2030 |3200| 90 |15 3 |2100| 35 | 15| 3 |4200 | 270 |15| 3 | i,
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 | i
2080 | 1,200 | 145 | 4 | 8 | 800 50 | 4 | 8 [1,600| 330 | 4 | 8 o
w=)b
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 .
W -
2160 600 135 8 16 | 400 40 8 16 | 800 330 8 | 16 @ G’
2200 480 135 10 | 20 | 320 40 10 | 20 | 640 360 10 | 20 2 Dy7%7
g OvI%y7
SYPR
% AIL7
E;‘; R=Jb
LILA -
? Square
7
1. HRBRUBENE - BEEORRET AT, £l
Use a highly rigid and accurate machine as possible. =
2. COYMIRERITHSGEOERERTBNDTT, e
KIEOITTIFINTRR - BN - EREEEFICRUERRGZREBUERLTTIE 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”ng
3. [FREMOOEHNEIRVESICE, EHMEEDISEVREZR—DEERTTIFTHERULTTEL, 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
11
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FS

$0.5 ~$20.0
B @ #EIFE  Work Material
& | =m CARBON STEELS S45C - S55C ©
o T | &%f ALLOY STEELS SK + SCM ©
=) 5
Ball ¢ | FUN—R248 | PREHARDENED STEELS NAK + HPM ©
T | manam HARDENED STEELS (~55HRC) o
B (~60HRC)
doowe” [H (~65HRC)
A
H fHEK CAST IRON ©
3577‘ ;ii ZIL=EE ALUMINUM ALLOYS
& IS5T74h GRAPHITE
P o COPPER ALLOYS
zr“’ iﬁ FSRAFvT PLASTICS
& I MEEIAE (© : B8 Most Suitable + O : &,/ Suitable)
EAw Ay 5
Taper Neck Ball
Ov7%xv7 L
R=1b
Long Neck Ball Lc
7
2oy (Y
Square b7
5 2
~ A ~ [=]
- I 2
Long Neck Square | E
E
Ov7xv7 |8
SYPZ
Long Neck Radius
BEt 11 8F  Total 11 Models
2017 |3 S 52 & eSS YO’
Square 5 Outside Diameter Length of Cut Overall Length Shank Diameter
= Model Number
f- |2 @D (mm) LC (mm) L (mm) ¢d (mm)
2005-S 0.5 1 38 3
- 2010-S 1 2.5 40 4
27I7 |3
Square g % 2020'3 2 6 40 4
Va
Ov7zys (B 2030-S 3 8 45 6
27217 |®
Long Neck Square § 2040'8 4 1 1 45 6
R FS 2060-S 6 13 50 6
$,i~zyg 2080-S 8 19 60 8
Long Neck Ball 2100-S 10 22 70 10
B 2120-S 12 26 75 12
amfering
- 2160-S 16 32 90 16
T e 2200-S 20 38 100 20
12
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tIEISZHER  Milling Conditions

AT R&H/ S FUN—RVER Bk
Work CARBON STEELS / ALLOY STEELS PREHARDENED STEELS CAST IRON
Material
S45C « S55C / SK + SCM NAK « HPM FC - FCD
B ~225HB / ~35HRC ~45HRC —
Hardness %%-
T
CERE XUEE| YHAE | O ZWUERE| {YHAE | O (EVEE| thAs 2
U Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | -
Model Speed Speed Speed g sall
Number (min") | (mm/min) (min) (min™) | (mm/min) (min) (min") | (mm/min) (min) -
ap | D ap | D ap | D | B 1>
2005-S |51,000) 120 |0.25 0.5 |25500| 25 |0.25| 0.5 76,400 360 |0.25) 0.5 | ="
2010-S |25,500| 140 | 0.5 | 1 |12,700|, 35 05| 1 /38200 410 | 05| 1 %; ZITA
2020-S |12,700| 210 1 2 |6,400 50 1 2 119,100| 640 1 2 :
2030-S | 8,500 | 230 |15 | 3 | 4,300 70 15| 3 (12,7004 810 |15 | 3 % Rl
2040-S | 6,400 | 300 | 2 | 4 3200 8 | 2 | 4 | 9600 1000 2 | 4 | "
2060-S | 4,300 | 380 | 3 | 6 | 2,100 100 | 3 | 6 | 6400 1,000 3 | 6 | Z7i-w
2080-S | 3,200 | 380 4 8 | 1,600 | 100 4 8 | 4,800 | 1,000 | 4 8 I
w=Jb
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 .
W -
2160-S | 1,600 | 360 8 16 | 800 80 8 16 | 2,400 | 1,000 | 8 16 @ e
2200-S | 1,300 | 360 10 | 20 | 650 80 10 | 20 | 1,900 | 1,060 | 10 | 20 2 Qvo sy
2|2o17
g OvI%y7
SY7R
% AIL7
E;‘; R=Jb
LILA -
? Square
7
W ovrzvo
1. HRBREIERIY - EEEORHECER T, £l
Use a highly rigid and accurate machine as possible. =
2. COYMIRERIFTYIRENERERIODTY, e
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. Ezimg
3. [FREMOOEHNEIRVESICE, EHMEEDISEVREZR—DEERTTIFTHERULTTEL, 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
13
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FS

i Y

$3.0 ~$20.0
B @ HWHEIME Work Material
&5 | =m CARBON STEELS S45C - S55C ©
T il ALLOY STEELS SK + SCM ©
R=IL 5
Ball ';6" TUN—RSH PREHARDENED STEELS NAK + HPM ©
= AN HARDENED STEELS (~55HRC)
o] (~B0HRC)
2II7 =
davwe |18 (~65HRC)
A
i ek CAST IRON O
2972 12 [ruzas ALUMINUM ALLOYS
£ IST74h GRAPHITE
P o COPPER ALLOYS
W 7]
2:;1, % TPSAFYI PLASTICS
H SEHEIE (© : B8, Most Suitable + O : & Suitable)
7_'—l\°T g
o=l | 5
Taper Neck Ball
Ovg%xv7
R—Ib
Long Neck Ball
- L .
7 LC
2oy (Y . .
Square po|
I
[
OvJxv7 | g
27T7 |2
Long Neck Square E 3
2 at -
Ov72v7 |8 s === e o
SYFR
Long Neck Radius
5
2IT7 |7
Square +
i‘JE
=
oL 1§ @A 8EE Total 8 Models
Az SR AR 2R AL
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
Oy7zws |2 4030 3 8 45 6
2717 |@
Long Neck Square § 4040 4 1 1 45 6
meL s 4060 6 13 50 6
o 4080 8 19 60 8
Er ) FS
4100 10 22 70 10
B 4120 12 26 75 12
amfering
- 4160 16 32 90 16
T e 4200 20 38 100 20
14
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tIHEISZHER  Milling Conditions

I R/ S FUN—RVER Bk
Work CARBON STEELS / ALLOY STEELS PREHARDENED STEELS CAST IRON
Material
S45C - S55C / SK + SCM NAK « HPM FC - FCD
B ~225HB / ~35HRC ~45HRC —
Hardness %%-
T
CEsE XUEE| YHAE | O (ZWUERE| {HAE | O (XEVEE| thAs ?
RIS Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut 5 R—IL
Model Speed Speed Speed 5™
Number (min") | (mm/min) (min) (min™) | (mm/min) (min) (min") | (mm/min) (min) -
ap D ap D ap D ;% ZITT
4030 | 3200 330 |45 0.3 2100 | 150 |45 |03 4200 480 |45 03| # '~
4040 | 2,400 370 | 6 | 0.4 |1600| 190 | 6 | 0.4 3200 520 | 6 |0.4 jﬂl
4060 1,600 | 510 9 |06 1,000 | 270 9 | 0.6 | 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 | 12| & Z7in
4160 600 320 24 | 1.6 | 400 210 24 | 1.6 | 800 470 24 | 1.6 0737
4200 480 310 | 30 | 2 320 210 | 30 | 2 640 470 | 30 | 2 Long Neck Bal
’i’ 2II7
7| Square
I
B
T 0YT%vT
2|2oT7
E Long Neck Square
S|avozyg
SYFR
% AIL7
E;‘; R=Jb
E j ap g ARII7
? Square
7
L W aygzys
D F\ﬁ ing?Niunave
1. HRBRUBENE - BEEORRE R T, £l
Use a highly rigid and accurate machine as possible. =
2. TOYHEIRERFIHIFEOERERIBDTY, Qa7
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. Eziring
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 SovY
same proportion. Comertounge
15
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FS

WS EE

$3.0 ~320.0
B @ #EIFE  Work Material
&5 | =m CARBON STEELS S45C - S55C ©
T il ALLOY STEELS SK + SCM ©
R—IL s
Ball ';6" TUN—RSH PREHARDENED STEELS NAK + HPM ©
" AN HARDENED STEELS (~55HRC) (@)
7] (~B0HRC)
2917 |B
davwe |18 (~65HRC)
A
i ek CAST IRON ©
2972 12 [ruzas ALUMINUM ALLOYS
£ I7S5T74h GRAPHITE
P o COPPER ALLOYS
{:f”’ iﬁ FSAFwWT PLASTICS
H SEHEIE (© : B8, Most Suitable + O : & Suitable)
7_'—1\07 g
o=l | 5
Taper Neck Ball
Ovg%xv7
R—Ib
Long Neck Ball
B L .
7 LC
zoxy |Y < >
Square il
I
[
OvJxv7 | g
2217 |2
Long Neck Square | 'E 2
=3 Y
Ov7xv7 |8 g - R R b
SYTR
Long Neck Radius
5
20I7 |%
Square +
7:1E
=
b S @BE8EE Total 8 Models
A Sz AR 2R I IIRE
Z Outside Diameter Length of Cut Overall Length Shank Diameter
277 |3 Model Number
Square |3 @D (mm) LC (mm) L (mm) ¢d (mm)
7
Oy7zws |2 4030-S 3 8 45 6
2717 |@
Long Neck Square § 4040'8 4 1 1 45 6
mw 5 4060-S 6 13 50 6
o 4080-S 8 19 60 8
) FS
4100-S 10 22 70 10
B 4120-S 12 26 75 12
amfering
- 4160-S 16 32 90 16
e 4200-S 20 38 100 20
16
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tIHEISZHER  Milling Conditions

I R/ S FUN—RVER Bk
Work CARBON STEELS / ALLOY STEELS PREHARDENED STEELS CAST IRON
Material
S45C - S55C / SK + SCM NAK « HPM FC - FCD
B ~225HB / ~35HRC ~45HRC —
Hardness %%-
T
CEsE XUEE| YHAE | O (ZWUERE| {HAE | O (XEVEE| thAs 2
RIS Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut e
Model Speed Speed Speed g sall
Number (min") | (mm/min) (min) (min™) | (mm/min) (min) (min") | (mm/min) (min) -
ap D ap D ap D ;% ZITT
4030-S | 8,500 | 870 |45 0.3 |4,3300| 300 |45 | 0.3 |12,700| 1,400 | 4.5 |03 | # "~
4040-S | 6,400 | 980 | 6 | 0.4 3200 380 | 6 |0.4 | 9600 1500 | 6 |04 jﬂl
4060-S | 4,300 | 1,370 | 9 | 0.6 | 2,100 | 560 9 066400 | 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 %,ﬁ_,b
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 | 1.2 | 1,100 | 510 | 18 | 1.2 | 3,200 | 1,700 | 18 | 1.2 | & Z7i-n
4160-S | 1,600 | 850 | 24 | 1.6 | 800 | 420 | 24 | 1.6 | 2,400 | 1,400 | 24 | 1.6 I
w=Jb
4200-S | 1,300 | 830 | 30 | 2 650 420 | 30 | 2 1,900 | 1,400 | 30 | 2 Long Neck Bal
’Z’ 2II7
7| Square
I
B
T 0YT%vT
2|2oT7
E Long Neck Square
8|ov7zyg
SYFR
% AIL7
E;‘;ﬁi'—)lz
E j ap g ARII7
? Square
7
L W aygzys
D F\ﬁ ing?Niunave
1. HRBRUBENE - BEEORRE R T, £l
Use a highly rigid and accurate machine as possible. =
2. TOYHEIRERFIHIFEOERERIBDTY, Qa7
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. E?ﬂiring
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 SovY
same proportion. ComerLounge
17

UF_GENERAL CATALOG_O1—#%. indd 8

L

2012/10/22 9:38:09(



FB ha

R0.5 ~ R6.0
7 OWHIME Work Material
27I7 |
Square &5 | =m CARBON STEELS S45C - S55C ©
T il ALLOY STEELS SK + SCM ©
ﬁz TUN—REH PREHARDENED STEELS NAK « HPM ©
w
BEA NS HARDENED STEELS (~55HRC)
& (~60HRC)
Z0T7 |2
Savre [B (~65HRC)
A
P 8% CAST IRON (@)
2272 s [puzas ALUMINUM ALLOYS
& 7SI GRAPHITE
P o COPPER ALLOYS
W 7]
t=v & [ FS52Fvo PLASTICS
Ball T
H NS (© : B8, Most Suitable + O : & Suitable)
7_'—l\°T g
Fyom=Ib |5
Taper Neck Ball
Ov7xv7
R=Ib
Long Neck Ball
L
7
2oy (Y  c
Square 7l
I
]
Ovozv7 g
2717 |3
Long Neck Square | 'E
=3 A
Ovoxy7 |8 A I d1- o
SY72 < ©
Yy

Long Neck Radius
R /

ZII7 %
R—IL %;
. @B 7EE Total 7 Models
2017 % AU R pSf =] 2R IvIIE
Sauare 3 Radius Length of Cut Overall Length Shank Diameter
717|J Model Number
17 R (mm) LC (m) L (mm) ¢d (m)
g 2010 0.5 2.5 50 3
U 2020 1 4 50 3
$~Zﬁ*w 2040 2 8 60 4
LongNeck Bal FB 2060 3 12 80 6
B 2080 4 14 90 8
- 2100 5 18 100 10
T e 2120 6 22 100 12
18
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tIEISZHR  Milling Conditions

AT R/ S FUN—RVER Bk
Work CARBON STEELS / ALLOY STEELS PREHARDENED STEELS CAST IRON
Material
S45C - S55C / SK + SCM NAK « HPM FC - FCD
B ~225HB / ~35HRC ~45HRC —
Hardness [
llIIJ RII7
E Square
ORE |XUEE| tYHAE | OEH ZWERE| tHAE | OE#H |(EUERE| HAE 3
RIS Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut 5
Model Speed Speed Speed g
Number | (min") | (mm/min) (min) (min™) | (mm/min) (min) (min") | (mm/min) (min) -
ap | ae ap | ae ap | ae | 15
0| square
2010 9,500 | 100 | 0.2 | 0.5 | 7,000 60 0.2 ] 05 (12,700, 190 | 0.2 | 0.5 %
2020 4,800 130 |04 | 1 |[3500| 60 |04 | 1 |6400| 320 |04 | 1 jﬂl
2040 2,400 | 170 | 08| 2 | 1,800 75 08| 2 | 3200 320 |08 | 2 :
2060 | 1,600 170 | 12| 3 | 1,200 75 |12 | 3 2100 320 (12| 3 | &, ,
2080 | 1,200 170 | 16| 4 | 900 | 75 |16 4 1600 | 320 16| 4 | F_
2100 | 950 | 170 | 2 | 5 | 730 | 75 | 2 | 5 1,300 320 | 2 | 5 | &z
2120 800 170 |24 | 6 600 75 24| 6 1,100 | 320 24| 6 02737
’i’ 2II7
7| Square
I
A
T 0YT%vT
2|2717
g Long Neck Square
E OvI%y7
SYTA
%1717
2| -
2 7/
3 Square
7
W aygzws
ae F\ﬁ in?Niunave
1. HRBRUBENE - BEEORE R, £l
Use a highly rigid and accurate machine as possible. =
2. ZOYHIRHRIFVEIRHOERERIBDTT . -
KIEOITTIFINTRA - BN - ERAEEEFICRUERRGZREBUERLTTIE 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. Eiﬁimg
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 SoUY
same proportion. Comertounge
19
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FB

R0.5 ~ R6.0
7 OWHIME Work Material
27I7 |
Square &5 | =m CARBON STEELS S45C - S55C ©
T il ALLOY STEELS SK + SCM ©
ﬁz TUN—REH PREHARDENED STEELS NAK « HPM ©
w
BEA NS HARDENED STEELS (~55HRC)
& (~60HRC)
Z0T7 |2
Savre [B (~65HRC)
A
7 | s CAST IRON ©
2272 s [puzas ALUMINUM ALLOYS
& 7SI GRAPHITE
P o COPPER ALLOYS
W 7]
t=v & [ FS52Fvo PLASTICS
Ball T
H NS (© : B8, Most Suitable + O : & Suitable)
7_'—l\°T g
Fyom=Ib |5
Taper Neck Ball
Ov7xv7
R=Ib
Long Neck Ball
L
7
2oy (Y  c
Square 7l
I
]
Ovozv7 g
2717 |3
Long Neck Square | 'E
=3 A
Ovoxy7 |8 A I d1- o
SY72 < ©
Yy

Long Neck Radius
R /

AII7 j%
R—IL 2‘;;
. @BEH7HEE Total 7 Models
2017 % AU R pSf =] 2R IvIIE
Sauare 3 Radius Length of Cut Overall Length Shank Diameter
717|J Model Number
037%v7 T R (mm) LC (mm) L (mm) &d (mm)
B % 2010-S 0.5 25 50 3
A 2020-S 1 4 50 3
Long Neck Ball FB 2060-S 3 12 80 6
mAY 2080-S 4 14 90 8
— 2100-S 5 18 100 10
Fi 2120-S 6 22 100 12
20
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tIEISZHR  Milling Conditions

AT R/ S FUN—RVER Bk
Work CARBON STEELS / ALLOY STEELS PREHARDENED STEELS CAST IRON
Material
S45C - S55C / SK + SCM NAK « HPM FC - FCD
B ~225HB / ~35HRC ~45HRC —
Hardness [
?E?QIT
| sauare
ORE |XUEE| tYHAE | OEH ZWERE| tHAE | OE#H |(EUERE| HAE 3
AU Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut §
Model Speed Speed Speed 5
Number (min") | (mm/min) (min) (min™) | (mm/min) (min) (min") | (mm/min) (min) -
ap | ae ap | ae ap | ae | 15
0| square
2010-S |25,500| 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 gff”‘
2040-S | 6,400 | 450 |08 | 2 | 3200 | 130 |08 | 2 | 9,600 | 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 | 7.
2100-S 2,600 | 450 | 2 | 5 | 1,300 | 130 | 2 | 5 3800 | 950 | 2 | 5 | Z7i-w
2120-S | 2,100 | 450 |24 | 6 | 1,100 130 |24 | 6 | 3200 | 950 (24| 6 I
w=Jb
’1’2717
7| Square
I
A
T 0YT%vT
2|2717
E Long Neck Square
E'.D‘J“Q“Z‘ﬂ
SYTA
%1717
2| -
2 J
3 Square
7
W aygzws
ae F\ﬁ ing?Niunave
1. HRBRUBENE - BEEORE R, £l
Use a highly rigid and accurate machine as possible. =
2. ZOYHEIRERFTIHIFEOERERIBDTY, Qa7
KIEOITTIFINTRA - BN - ERAEEEFICRUERRGZREBUERLTTIE L, 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. Eiﬁimg
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 SoUY
same proportion. ComerLounge
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FB

R1.0 ~ R6.0
7 OWHIME Work Material
Z0T7 |1
sware | [ omem CARBON STEELS $45C+S55C | ©
T il ALLOY STEELS SK + SCM ©
'42 TUN—RSH PREHARDENED STEELS NAK - HPM ©
= AN HARDENED STEELS (~55HRC)
& (~B0HRC)
2II7 =
Square ! ﬁ (~ 65HRC)
A
i Shes CAST IRON © Q/t
2272 s [puzas ALUMINUM ALLOYS g
£ | 2574k GRAPHITE
P o COPPER ALLOYS
:;T:r”/ iﬂ FSAFvI PLASTICS
H NS (© : B8, Most Suitable + O : & Suitable)
7_'—l\°T g
o= |5
Taper Neck Ball
Ov7%yo
R=lb
Long Neck Ball
7 »
zo17 |%
Square bl LC
I
[
Ovozv7 g
2717 |3
Long Neck Square | 'E
<
avo7zy7 |8
SYTR _ ( 77777777 I | o
Long Neck Radius S
y
g n
2017 |2
Square *
i_JE
S
K=l £
Ball ii
7 =
2017 |2 @BET6EIE Total 6 Models
Square F
% S
—7 o R IR 2R IvIIR
Egg;w = Radius Length of Cut Overall Length Shank Diameter
Long Neck Square | Model Number
H R (mm) LC (mm) L (mm) od (mm)
B 3020 1 4 50 3
$‘y7|,7‘w 3040 2 8 60 4
=)
LongNeck al 3060 3 12 80 6
FB
B 3080 4 14 90 8
amfering
- 3100 5 18 100 10
e 3120 6 22 100 12
22
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tIEISZHR  Milling Conditions

AT R/ S FUN—RVER Bk
Work CARBON STEELS / ALLOY STEELS PREHARDENED STEELS CAST IRON
Material
S45C - S55C / SK + SCM NAK « HPM FC - FCD
B ~225HB / ~35HRC ~45HRC —
Hardness [
ZIIIJ RII7
E Square
ORE |XUEE| tYHAE | OEH ZWERE| tHAE | OE#H |(EUERE| HAE 3
RIS Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut 5
Model Speed Speed Speed g
Number (min") | (mm/min) (min) (min™) | (mm/min) (min) (min") | (mm/min) (min) -
ap | ae ap | ae ap | ae | 15
0| square
3020 4800 | 230 (04 1 |3500, 100 |04 | 1 6,400 | 550 | 04 | 1 %
3040 2,400 300 |0.8| 2 |1,800| 130 |08 | 2 [3200 550 |0.8| 2 jﬂl
3060 1,600 | 300 | 12| 3 |1,200| 1380 |12| 3 | 2,100 550 |12 | 3 :
3080 1,200 | 300 (16| 4 900 180 (16| 4 | 1,600 | 550 | 1.6 | 4 %,ﬁ_,b
3100 | 950 | 300 | 2 | 5| 730 | 130 | 2 | 5 1300 550 | 2 | 5 | F_
3120 | 800 | 300 (24| 6 | 600 | 130 |24 | 6 | 1,100 | 550 |24 | 6 | i
oy zyg
w=Jb
’i’ 2II7
7| Square
I
A
B=PES
2|2717
g Long Neck Square
E OvI%y7
SYTA
% AIL7
2| -
2 J
3 Square
7
W aygzws
ae F\ﬁ in?Niunave
1. HRBRUBENE - BEEORE R, £l
Use a highly rigid and accurate machine as possible. =
2. ZOYHIRHRIFVEIRHOERERIBDTT . -
KIEOITTIFINTRA - BN - ERAEEEFICRUERRGZREBUERLTTIE 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. Eziring
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 SoUY
same proportion. Comer Lownge
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FB

R1.0 ~ R6.0
7 OWHIME Work Material
Z20T7 |
Square &5 | =m CARBON STEELS S45C - S55C ©
T il ALLOY STEELS SK + SCM ©
‘4;" FUN—R$8 | PREHARDENED STEELS NAK * HPM ©
w
BEANSE HARDENED STEELS (~55HRC) O
& (~60HRC)
Z20I7 |E
Savre [B (~65HRC)
A
7 | s CAST IRON ©
2272 s [puzas ALUMINUM ALLOYS
& 7SI GRAPHITE
P o COPPER ALLOYS
W 7]
t=v & [ FS52Fvo PLASTICS
Ball T
H NS (© : B8, Most Suitable + O : & Suitable)
7_'—l\°T g
FuTik—I | 5
Taper Neck Ball
Ov7%v7
AR=Tb
Long Neck Ball
7 L
zo17 |%
Square bl LC _
I
[
Ovozv7 g
2717 |3
Long Neck Square | E
<
avo7zy7 |8
5972 A I 11 o
Long Neck Radius S
y

RAIT7 %
R—IL 2';;
ory |2 @BE6EE Total 6 Models
Square ?;
. il RUFE R AR =R v IIE
?i;i:g B Model Number ST Length of Cut Overall Length Shank Diameter
£ R (im) LC (mm) L (mm) ¢d (mm)
=k 3020-S 1 4 50 3
I’.o\ng Neck Ball FB 3060_8 3 .1 2 80 6
Efi?e . 3080-S 4 14 90 8
S 3100-S 5 18 100 10
b 3120-S 6 22 100 12
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tIEISZHR  Milling Conditions

AT R/ S FUN—RVER Bk
Work CARBON STEELS / ALLOY STEELS PREHARDENED STEELS CAST IRON
Material
S45C - S55C / SK + SCM NAK « HPM FC - FCD
B ~225HB / ~35HRC ~45HRC —
Hardness [
llIIJ RII7
B Square
ORE |XUEE| tYHAE | OEH ZWERE| tHAE | OE#H |(EUERE| HAE 3
RIS Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut 5
Model Speed Speed Speed 5
Number (min") | (mm/min) (min) (min™) | (mm/min) (min) (min") | (mm/min) (min) -
ap | ae ap | ae ap | ae | 15
0| square
3020-S |12,700| 600 |04 | 1 | 6,400 180 |04 | 1 |19,100| 1,600 | 0.4 | 1 %
3040-S | 6,400 800 | 0.8 | 2 | 3200 | 230 |0.8| 2 9,600 1600 08| 2 | [|777*
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 | 1,600 | 230 |16 | 4 | 4800 1,600 1.6 | 4 %,ﬁ_,b
3100-S | 2,600 | 800 | 2 | 5 | 1,300 | 230 | 2 | 5 | 3800 1,600 2 | 5 | .
3120-S [ 2,100 | 800 | 2.4 | 6 | 1,100 | 230 |2.4| 6 | 3,200 1,600 24| 6 | %7
oy zyg
w=Jb
’i’ 2II7
7| Square
I
A
B=PES
2|2717
g Long Neck Square
E OvI%y7
SYTA
%1717
2| -
%ap 2 7
2| R IT
3 Square
7
ae | Long Neck Square
1. HRBREIERIY - EEEORHECER TS, £l
Use a highly rigid and accurate machine as possible. =
2. TOYEIRHRSTEIFHEOERERIBDTY. -
KIEOITTIFINTRA - BN - ERAEEEFICRUERRGZREBUERLTTIE 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. Eiﬁimg
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 SoUY
same proportion. Comer Lounge
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