SXB

R0.5 ~ R10.0
i @WHEIME Work Material
Z7I7 (i
sauare | L | ey CARBON STEELS S45C - S55C | ©
o § aai ALLOY STEELS SK + SCM ©
=) 5
Ball ¢ FUN—R$8 | PREHARDENED STEELS NAK « HPM ©
T | anam HARDENED STEELS (~55HRC) )
B (~60HRC) ©
e’ | (~65HRC) e}
A
H ik CAST IRON ©
Z;ZZ f ZIL=BE ALUMINUM ALLOYS
£ | o5Trqk GRAPHITE
P o COPPER ALLOYS
& I MEEIAE (© : B8 Most Suitable + O : &,/ Suitable)
F—/f— |&
*yIiR—=Il |5
Taper Neck Ball
L
OvIxy7 >
= LC
Long Neck Ball -
7
2oxr |¥
Square 7]I|]
= - I o
%g‘zw s < e'
7 2
Long Neck Square ':% R /
Ov7xv7 |8
SYTR
Long Neck Radius
BEt 11 8F  Total 11 Models
z - o
Sauare 5 Radius Length of Cut Overall Length Shank Diameter
= Model Number
f-n |2 R (mm) LC (mm) L (mm) d (mm)
2010 0.5 1 70 6
- 2015 0.75 1.5 70 6
29I7 |3
e 2020 1 2 70 6
7
Oy7aws |2 2030 1.5 3 90 6
2717 |’
Long Neck Square § 2040 2 4 90 6
R SXB 2060 3 9 90 6
gji«zw 2080 4 12 90 8
Long NeckBall 2100 5 15 100 10
EHE:J_ 2120 6 18 110 12
amfering
— 2160 8 24 160 16
D 2200 10 30 160 20
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tIEISZHER  Milling Conditions

e R/ S FUN—RVER BEANEH BEANEE
Work CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS HARDENED STEELS HARDENED STEELS
Material
S45C - S55C / SK + SCM NAK « HPM
R ~225HB / ~35HRC ~45HRC ~55HRC ~62HRC _
Hardness ®
CERsN | ZUEE | YHAE |OERE | #UEE| YHAE |OIRH | ZUEE | thAE D& | EUEE | YHASE 2
RIS Spindle| Feed |Depth of Cut| Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depthof Cut| &|#—Iu
Model Speed Speed Speed Speed t% sall
Number | (min™) |(mm/min) ~ (min) | (min?) {(om/min)] ~ (min) | (min") |(m/min)|  (min) | (min") ((mm/min)|  (win) -
ap | ae ap | ae ap | ae ap | ae 2331917
2010 50,000 | 3,000 | 0.1 | 0.3 {50,000 | 4,500 | 0.1 | 0.3 |40,000 | 2,200 | 0.08 | 0.15 | 40,000 | 1,510 |0.05| 0.1 %Swre
2015 | 40,000 | 3,000 |0.15]0.45|40,000 | 4,500 |0.15|0.45| 40,000 | 3,000 |0.12 |0.23| 30,000 | 1,600 |0.075|0.15 %;_’71
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 {25,000 3,000 | 0.3 | 09 30,000 5000 | 03 | 0.9 |26,000| 2,300 [0.24 |045| 16,000 950 |0.15| 03 g-
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 |02 | 04 %
2060 [15000| 3300 | 06 | 18 15000| 6200 | 0.6 | 1813260 1550 048 0.9 | 7960 | 620 |03 06| 3 Z7in
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 | 0.4 | 0.8 I
w=Jb
2100 9,500 | 2,800 | 1 | 3 | 9,000 5500 | 1 | 3 |[7960 | 1,550 0.8 | 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|
W -
2160 5,000 | 2,500 | 1.6 | 4.8 | 5,600 | 3,500 | 1.6 | 48 | 4,970 | 1270 |1.28| 24 | 2,980 | 510 | 0.8 | 1.6 ;EZZ.QI’
2200 4300 | 2000 | 2 | 6 | 4600|3200 | 2 | 6 |3,980 | 1020 | 16| 3 {2390 | 410 | 1 | 2 F\g%z@g
gD‘Jﬂd‘Z\y?
SYFR
%1917
%i:ﬁ—)b
%ap 2 7
2| R IT
F | Square
3
W aygzvs
ae ﬁ\ﬁ IinggNileare
1. HRBRUBENE - BEEORE R T, £ |-
Use a highly rigid and accurate machine as possible. =
2. COYMIRERITHSGEOERERTBNDTT, e
SKIRONITIFINIAR - B8 - ERAEBECKIERFRGZABUERLTTEL, 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. Efi?e,mg
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 SovY
same proportion. Comertounge
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SXB

R3.0 ~ R10.0
201y B @ HHEIME Work Material
swae | peEREE CARBON STEELS S45C - 955C | ©
. § Gl ALLOY STEELS SK - SCM ©
i ‘?i FUN—R$f | PREHARDENED STEELS NAK + HPM ©
© | mAnsm HARDENED STEELS (~55HRC) ©
- B (~60HRC) ©
Soowe” |1 (~65HRC) | O
Z ik CAST IRON ©
3572 ;i ZIL=EE ALUMINUM ALLOYS
E I5T74k GRAPHITE
o COPPER ALLOYS
FSAFVT PLASTICS

I MEEIAE (© : B8 Most Suitable + O : &,/ Suitable)

F=I{—
FvIR=Ib

Taper Neck Ball

For Die / FHE kD

0v7xvJ
w=Jb

Long Neck Ball

AIT7

Square

LC

ovozxvd
AII7

Long Neck Square

Ov7%v7 1
SI7R e R
Long Neck Radius

y

e

For Aluminum / BIHZ 1SN

¢d

AIXT7 ?
Square ~
gg
w— |2
worr |2 ®BH6EE Total 6 Models
Square ?j
—2 AU R AR 2R I IIR
?i@iqﬂ % Model Number Radius Length of Cut Overall Length Shank Diameter
£ R (im) LC (mm) L (mm) ¢d (mm)
U 3060 3 9 90 6
gv702 3080 4 12 90 8
3100 5 15 100 10
SXB
EH&:JHH 3120 6 18 110 12
— 3160 8 24 160 16
e 3200 10 30 160 20
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tIEISZHR  Milling Conditions

e R/ S FUN—RVER BEANEH BEANEE
Work CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS HARDENED STEELS HARDENED STEELS
Material
S45C - S55C / SK + SCM NAK « HPM
R ~225HB / ~35HRC ~45HRC ~55HRC ~62HRC —
Hardness ®
CERER | ZUEE | YHAE |OERE | #UEE| YHAE |OERH | ZUEE | thAE D& | EUEE | YHASE 2
RIS Spindle| Feed |Depthof Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut| Spindle| Feed |Depth of Cut §fr§'—1b
Model Speed Speed Speed Speed 5™
Number | (min") |(mm/min) ~ (min) | (min") {(om/min)] ~ (min) | (min") |(m/min)]  (min) | (min") ((mm/min)|  (min) -
ap | ae ap | ae ap | ae ap | ae %%1917
3060 12,000 | 5,940 | 0.6 | 1.8 | 9,300 | 4,000 | 0.6 | 1.8 | 8,000 | 2,800 {0.48| 0.9 | 7,000 | 1,800 | 0.3 | 0.6 %q
3080 9,000 | 6,120 | 0.8 | 2.4 | 7,000 | 4,200 | 0.8 | 2.4 | 6,000 | 2,900 | 0.64 | 1.2 | 5200 | 1,950 | 0.4 | 0.8 g;,?;”
3100 7,000 | 5040 | 1 | 3 | 5500 3800 | 1 | 3 |5000 | 2900 0815/ 4300 | 2,000 | 05| 1 :
3120 | 6,000 | 5040 | 1.2 | 36 | 4,800 | 3800 | 12 | 36 | 4000 | 2800 [0.96 | 1.8 | 3,500 | 1,900 | 0.6 | 12 g-
3160 4200 | 4,500 | 1.6 | 48| 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 | 28003300 | 2 | 6 | 2300 | 2400 | 16| 8 | 2100 | 1600 | 1 | 2 | FF7in
oy zyg
w=Jb
’1’1717
il | Square
I
B
B=PzEd
2|2717
?‘?D‘Jd‘z‘y7
5“)‘72_
%Z?I?
%grﬁ—w
2 /
3 Square
%D‘J7‘?~‘y7
ae ﬁ\ﬁ I}nggNikZQuare
1. HRBRUEEIE - EREORIEER T, £ |-
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. Egryn?ering
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 SovY
same proportion. Comer Lounge
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SX-LS

R2.0 ~ R10.0
201y B @ HHEIME Work Material
swae | peERE CARBON STEELS S45C - 955C | ©
. § =F ] ALLOY STEELS SK - SCM ©
i ‘?i FUN—R$f | PREHARDENED STEELS NAK + HPM ©
o | manm HARDENED STEELS (~55HRC) ©
B B (~60HRC) ©
Sowe” |l (~65HRC) | O
Z ik CAST IRON ©
3577\ ;i ZIL=EE ALUMINUM ALLOYS
E I35T74h GRAPHITE
o COPPER ALLOYS
FSAFYI PLASTICS

I MEEIAE (© : B8 Most Suitable + O : &,/ Suitable)

F=I{—
FvIR=Ib

Taper Neck Ball

For Die / FHE kD

0v7xvJ
w=Jb

Long Neck Ball

AIT7

Square

ovoxvd
AII7

Long Neck Square

A
OvIxv7 N - g
SY72 < s
Long Neck Radius

For Aluminum / BIHZ 1IN

RII7 ?
Square ~
%
w— |2
. @G 7EE Total 7 Models
20T7 % AU R IR 2R IvIIE
Sauare 3 Radius Length of Cut Overall Length Shank Diameter
g] Model Number
s R (m) LC (m) L (mm) ¢d (nm)
Long Neck Square g 2040 2 4 1 20 4
v 2060 3 9 150 6
$\Ziz‘y7 2080 4 12 150 8
Long Neck Ball SX-LS 2100 5 15 150 10
EHR:J_ 2120 6 18 160 12
- 2160 8 24 200 16
T e 2200 10 30 220 20
46
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tIEISZHER  Milling Conditions

AT R/ S FUN—RVER BEANEH BEANEE
Work CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS HARDENED STEELS HARDENED STEELS
Material
S45C - S55C / SK + SCM NAK « HPM
R ~225HB / ~35HRC ~45HRC ~55HRC ~62HRC —
Hardness ®
CERsN | ZUEE | YHAE |OERE | #UEE| YHAE |OIRH | ZUEE | thAE D& | EUEE | YHASE 2
RIS Spindle| Feed |Depthof Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut| Spindle| Feed |Depth of Cut §fr§'—1b
Model Speed Speed Speed Speed 5™
Number | (min™) |(mm/min) ~ (min) | (min?) {(om/min)] ~ (min) | (min") |(m/min)|  (min) | (min") ((mm/min)|  (win) -
ap | ae ap | ae ap | ae ap | ae %%1917
2040 12,000 | 2,400 | 0.4 | 1.2 | 10,000 1,400 | 0.4 | 1.2 | 8,000 | 1,200 {0.32| 0.6 | 6,000 | 850 |02 |04 %q
2060 8,000 | 2,300 | 06 | 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 %;,?:71
2080 6,000 | 1,950 | 0.8 | 2.4 | 5,000 | 1,100 | 0.8 | 2.4 | 4,000 | 900 |0.64| 1.2 | 3,000 | 670 | 0.4 | 0.8 :
2100 | 5000 | 1,800 | 1 | 3 | 4000|1050 | 1 | 3 | 3200 850 |08 152400 | 640 | 05| 1 g-
2120 4,000 | 1,650 | 1.2 | 3.6 | 3,400 | 1,000 | 1.2 | 36 | 2,700 | 800 |0.96| 1.8 | 2,000 | 620 | 0.6 | 1.2 %
2160 | 3000 | 1350 | 16| 48 | 2500 | 870 | 16| 48| 2000 | 700 [128) 24 | 1500 | 620 |08 16| & Z7i-n
2200 2,400 | 1,100 | 2 | 6 | 2000 | 700 | 2 | 6 | 1,600 | 550 | 16| 3 | 1200 | 420 | 1 | 2 0v7%2
’1’1717
i | Square
I
B
B=PES
2|z2717
?‘?D‘Jd‘z‘y7
59‘72_
%Z?I?
%gz‘ﬁ—lb
2 7
3 Square
%D‘J7‘?~‘y7
ae ﬁ\ﬁ I}nggNikZQuare
1. HRBRUEEN - BEEORE AT, £ |-
Use a highly rigid and accurate machine as possible. =
2. COYMIRERIHSGEOERERTBNDTT, e
SKIRONITIFINIMAR - B8 - ERAEEECKIERFRGZABUERLTTEL, 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. Efi?e,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 SovY
same proportion. Comer Lounge
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Sx-TN-2 W

R0.5 ~ R5.0
% @WHEIME Work Material
ZOI7 |
sware | [ e CARBON STEELS $45C+S55C | ©
- § il ALLOY STEELS SK + SCM ©
v é: ZUN\—R>/8f | PREHARDENED STEELS NAK * HPM ©
h BEA NS HARDENED STEELS (~55HRC) ©
;] (~60HRC) ©
e’ | (~65HRC) (@)
Z b CAST IRON ©
Z :zz %i ZIL=EE ALUMINUM ALLOYS
£ | 577108 GRAPHITE
P Ei| COPPER ALLOYS
i ﬁ FSRAFvT PLASTICS
§ SIISHEIE (O : 58, Most Suitable = O : i,/ Suitable)
0v7xvJ
R=1b
2ILI7 ’}:" ©
Square @ 4
]
Ov7%v7 | g
2717 |3
oresen |5 @ BEH 150 B4E  Total 150 Models
Dy73v7 2 R IR BWR | 8 | 8FR | 820k | =R (YR
Long Neck Radius RUFE Radius | Length of | Effective Neck Neck Taper Angle | Overall Shank
Model Number Cut Length | Diameter | Length on Side Length | Diameter
I Z R(mm) | LC(mm) | EL(mm) |@D1 (mm) | LN (mm) 6 L(mm) | ¢d (mm)
Square ,}] 1006-(1.5)-10 0.5 1 1.5 0.95 6 1° 70 6
N % 1008-(1.5)-10f 0.5 1 1.5 0.95 8 1° 70 6
|8 1010<(1.5}-10| 0.5 1 15 | 095 | 10 1° 70 6
B 1012-1.5)-10/ 0.5 1 15 | 095 12 1° 70 6
Z 1016-(1.5)-10f 0.5 1 1.5 0.95 16 1° 70 6
|3 1020-(1.5)-10( 0.5 1 15 | 095 | 20 1° 70 6
z 1025-(1.5)-10f 0.5 1 1.5 0.95 25 1° 70 6
av7zvg nID o
2917 | 1030-(1.5)-10f 0.5 1 1.5 0.95 30 1 70 6
S} SX-TN-2  [1035-(1.5)-10 0.5 1 15 | 095 | 35 1° 70 6
g‘;r”' ; 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
%Zﬁ*w 1010-(1.5)-15 0.5 1 1.5 0.95 10 1° 307 70 6
ronaeckEal 1012-(1.5)-15| 0.5 1 1.5 0.95 12 1° 307 70 6
0l 1006-(1.5)-20f 0.5 1 1.5 0.95 6 2° 70 6
1008-(1.5)-20| 0.5 1 1.5 | 0.95 8 2 70 6
g;;; 1010-(1.5)-20f 0.5 1 1.5 0.95 10 2° 70 6
Comer Lounge 1012-(1.5)-20f 0.5 1 1.5 0.95 12 2 70 6
48
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@ S5t 150 BUFE  Total 150 Models

REAGEL

Lead to the next page

W UF_GENERAL CATALOG_03%%!. indd

8

%

R AR BUR | BR BMR 8098 | 2R |IrvVIR
RUSE Radius | Length of | Effective Neck Neck | TaperAngle | Overall Shank &
Model Number Cut Length | Diameter | Length on Side Length | Diameter i’é Lo
R(mm) | LC(mm) | EL(mm) |$D1(mm) | LN (mm) 6 L(mm) | ¢d(mm) ? Rl
1508-(2.3)-10| 0.75 | 15 | 2.3 1.3 8 1° 70 6 8™
15102.3)10| 0.75 | 15 2.3 1.3 10 1 70 6 .
151242.3)10| 0.75 | 15 2.3 1.3 12 1° 70 6 ZMP
1516-(2.3)-10| 0.75 | 1.5 2.3 1.3 16 1 70 6 [
15202.3)10| 0.75 | 15 2.3 1.3 20 1 70 6 |
1508-(2.3)-15| 0.75 | 1.5 2.3 1.3 8 |1°30 | 70 6 .
15102.3)15| 0.75 | 15 2.3 1.3 10 | 1°30° | 70 6 m T
1512{2.3)15| 0.75 | 15 2.3 1.3 12 [ 1°30°| 70 6 f
1516-(2.3)-15| 0.75 | 1.5 2.3 1.3 16 | 1°30° | 70 6 "5--
1520-(2.3)-15| 0.75 | 1.5 2.3 1.3 20 |1°30°| 70 6 0277
1508-(2.3)-20| 0.75 | 1.5 2.3 1.3 8 2° 70 6
15102.3)-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 sauare
1516-(2.3)-20| 0.75 | 1.5 2.3 1.3 16 2° 70 6 F\ﬁ%zza
1520-(2.3)-20| 0.75 1.5 2.3 1.3 20 2° 70 6
SX-TN-2  |2010-3)-10| 1 > 3 18 | 10 1° 70 6 | "R
2015-(3)-10( 1 2 3 1.8 15 1° 70 6 —
2020-(3)-10| 1 2 3 1.8 20 1° 70 6 £ -
2020-(7)-10| 1 2 7 1.8 20 1° 70 6 ;
2025-(3)-10| 1 2 3 1.8 25 1° 70 6 g%
2025-(7)-10| 1 2 7 1.8 25 1° 70 6 :
2030-(3)-10| 1 2 3 1.8 30 1° 70 6 I ozr
2030-(7)-10 1 2 7 1.8 30 1° 70 6 i
2035-(3)-10| 1 2 3 1.8 35 1° 70 6 Tloyzs0
2035-(7)-10| 1 2 7 18 | 35 1 70 6 Je——
2040-(3)-10| 1 2 3 18 | 40 1° 70 6 B
2040-(7)-10| 1 2 7 1.8 40 1° 70 6 Ov7#97
2050-(3)-10| 1 2 3 1.8 50 1° 100 6 Lo
2050-(7)-10| 1 2 7 1.8 50 1° 100 6 m
2060-(3)-10( 1 2 3 1.8 60 1° 100 6 -
2060-(7)-10| 1 2 7 1.8 60 1° 100 6 T
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AENSDfEE
Continuance from ex-page

@ 55t 150 B4F  Total 150 Models

R IE | EBMR | B8 | &TR | H0R | 2R | VrYIR
I % RIEE Radius | Lengthof | Effective | Neck Neck | Taper Angle | Overall Shank
Saquare % Model Number Cut Length Diameter Length on Side Length Diameter
s | R(mm) | LC(mm) | EL(mm) [@D1(mm) | LN(m) | 6° L(mm) | ¢d (mm)
=5 2010-(3)-15| 1 2 3 1.8 10 | 1°30°| 70 6
- 2015-(3)-15| 1 2 3 1.8 15 | 1°30° | 70 6
2017 | 2020-(3)-15| 1 2 3 1.8 20 |1°30°| 70 6
2 2025315 1 2 3 18 | 25 |1°30°| 70 6
T2 2030-(3)-15| 1 2 3 1.8 30 |1°30°| 70 6
¢ 2035-(3)-15| 1 2 3 1.8 35 |1°30° | 70 6
o B 2040-(3)-15| 1 2 3 1.8 40 |1°30°| 70 6
oL 2050-(3)-15| 1 2 3 1.8 50 | 1°30° | 100 6
-Z 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
0v7%s7 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
e % 2030-(3)-20| 1 2 3 1.8 30 2 70 6
ey 2035-(3)-20| 1 2 3 1.8 35 2 70 6
(e | £ 2040-(3)-20( 1 2 3 1.8 40 2° 70 6
07797 |2 2050-(3)-20( 1 2 3 1.8 50 2 100 6
5972 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
2017 |3 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
rovo % 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
S 3025<(11)-10 1.5 3 11 2.7 25 1° 90 6
| 3030-(5)}-10| 1.5 3 5 2.7 30 1° 90 6
o737 [} 3030(11)-10| 1.5 3 11 2.7 30 1° 90 6
e 3035-(5)-10{ 1.5 3 5 2.7 35 1° 920 6
e 3035<(11)-10| 1.5 3 11 2.7 35 1° 920 6
S 3040-5)}10| 15 | 3 5 | 27 | 40 1 90 6
2 3040-(11)-10| 1.5 3 11 2.7 40 1° 90 6
3050-(5)-10| 1.5 3 5 27 | 50 1° 90 6
R 3050(11)-10| 1.5 3 11 2.7 50 1° 90 6
- 3060-(5)-10{ 1.5 3 5 2.7 60 1° 920 6
T e 3060-(11)-10| 1.5 3 11 2.7 60 1° 920 6
50
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REAREL
Lead to the next page

@ 55t 150 BUFE  Total 150 Models

R NE  BWE | B2 BTE BOR | 28 |V
BUE Radius | Length of | Effective | Neck Neck | TaperAngle | Overall | Shank b
Model Number Cut Length | Diameter | Length on Side Length | Diameter %1 57;717
R(mm) | LC(mm) | EL(mm) |@D1 (mm) | LN (mm) o L(mm) | ¢d(mm) g L
3015-(5)-15| 1.5 3 5 27 | 15 |1°30°| 90 6 e
3020-(5)-15| 1.5 3 5 27 | 20 |1°30°| 90 6 .
3025-(5)-15| 1.5 3 5 27 | 25 |1°30°| 90 6 i 2o
3030-(5)-15| 1.5 3 5 27 | 30 |1°30°| 90 6 Eﬁ -
3035-(5)-15| 1.5 3 5 27 | 35 |1°30°| 90 6 | noae
3040-(5)-15| 1.5 3 5 27 | 40 |1°30°| 90 6 .
3050-(5)-15| 1.5 3 5 27 | 50 |1°30°| 90 6 % i
3015-(5)-20| 1.5 3 5 27 | 15 o’ 90 6 E
3020-5)20| 15 | 3 5 | 27 | 20 | 2 | 9 6 “?-
3025-(5)-20| 1.5 3 5 2.7 25 2 90 6 i
3030-(5)-20| 15 | 3 5 | 27 | 30 | 2 | 9 6
3035-(5)-20| 1.5 3 5 27 | 35 o° 90 6 -
3040-(5)-20| 1.5 3 5 27 | 40 o° 90 6 o B
SX-TN-2  |3052-(5)-20| 1.5 3 5 27 | 522 | 2 90 6 \ 95?3’ 7
3037-(6)-30| 1.5 3 6 27 | 374 | & 90 6 077
4020-(6)-10| 2 4 6 36 | 20 1° 90 6
4025-(6)-10| 2 4 6 36 | 25 1" 90 6 ;
4030-(6)-10| 2 4 6 36 | 30 1° 90 6 ; 20
4030-14)}10| 2 4 14 | 36 | 30 1 90 6 -
4035-(6)-10| 2 4 6 3.6 35 1° 90 6 H i
4035-(14)-10| 2 4 14 | 36 | 35 1" 90 6 ,
4040-(6)-10| 2 4 6 36 | 40 1° 90 6 3507
4040-(14)10| 2 4 14 | 36 | 40 1" 90 6 ilf 07277
4050-(6)-10| 2 4 6 3.6 50 1° 90 6 gl
4050-(14)10| 2 4 14 | 36 | 50 1" 90 6 i
4060-(6)-10| 2 4 6 36 | 60 1 90 6 avzs2
4060-(14)10| 2 4 14 | 36 | 60 1 90 6
e
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@ 55t 150 B4F  Total 150 Models

R IE | BNE | BE BTR =GR | 25 | VrUIE
B BUER Radius | Length of | Effective | Neck Neck | TaperAngle | Overall | Shank

57;717 u Model Number Cut Length | Diameter | Length on Side Length | Diameter

e % R(mm) | LC(mm) | EL(mm) |@D1 (mm) | LN (mm) o 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
2717 | 4080-(6)-10| 2 4 6 3.6 80 1° 150 8
B E 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
rov 4100-(6)-10| 2 4 6 36 | 100 1° 150 8
E 4100-(14}-10| 2 4 14 36 | 100 1° 150 8
-E 4110-(6)-10| 2 4 6 36 | 110 1° 150 8
i 4110-(14}10| 2 4 14 3.6 110 1° 150 8
4020-(6)-15| 2 4 6 3.6 20 |[1°30°| 90 6
2ozr |B 4025-(6)-15| 2 4 6 3.6 25 [1°30°| 90 6
% 4030-(6)-15| 2 4 6 3.6 30 |1°30°| 90 6
272" |8 4035-(6)-15 2 4 6 | 36 | 35 |1°30°| 9 | 6
— SX-TN-2  |4040-(6)-15| 2 4 6 3.6 40 | 1°30° | 90 6
e 4051-6)-15| 2 4 6 36 | 518 | 1°30° | 90 6
; 4060-(6)-15| 2 4 6 3.6 60 | 1°30° | 150 8
e j 4070-(6)-15| 2 4 6 3.6 70 | 1°30° | 150 8
b 4080-(6)-15| 2 4 6 3.6 80 | 1°30° | 150 8
E 4020-(6)-20| 2 4 6 3.6 20 2 90 6
, 4025-(6)-20| 2 4 6 3.6 25 2 90 6
P § 4030-(6)-20| 2 4 6 3.6 30 2 90 6
o737 % 4035-(6)20| 2 4 6 | 36 | 35 | 2 90 6
g 4028-(6)-30| 2 4 6 3.6 28.8 3 90 6
w2 6066-(9)-10| 3 9 9 — | e62 | 1 150 | 8
s 6089-(21)-10| 3 9 21 56 | 89.7 | 1 150 8
i 6047-(9)-15| 3 9 9 - 471 | 1°30" | 150 8
Ry 6060-(15)-15| 3 9 21 56 | 608 | 1°30° | 150 8
S 6028-(9)-30| 3 9 9 - 28 3° 100 8

52
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@ 55t 150 BU&  Total 150 Models

R IR | Bk | 8 | EMfR | BOE | 2R |Yv/IR
e Radius | Length of | Effective Neck Neck Taper Angle | Overall Shank &
Model Number Cut Length | Diameter | Length on Side Length | Diameter 7JI|] ?717’
| sauare
R(mm) | LC(mm) | EL(nm) |@D1 (mm) | LN (mm) 6 L(mm) | ¢d (mm) § o
8069-(12)-10 4 12 12 - 69.2 1° 150 10 s
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 | . Z27%7
8069-(20)-15 4 12 20 7.4 69.6 | 1°30° | 150 10 % N
8031-(12)30| 4 12 12 - 31 3 100 10 £ Radee
10060-(15)-10 5 15 15 — 60 1° 150 12 -
SX-TN-2 g,
10072-(15)-10 5 15 15 - 72.2 1° 150 12 MW e
B
10080-(34)-10| 5 15 34 9.4 80 1° 150 12 ;-
10108-(34)}-10| 5 15 34 94 | 1084 | 1° 150 12 B
10053-(15)-15| 5 15 15 - 531 | 1°30" | 150 | 12 e
10074-(15)-15 5 15 25 9.4 746 | 1°30° | 150 12
10034-(15)-30 5 15 15 - 34 3 110 12 ’Z’ 251
Z|I|] Square
i
T 0YT%vT
2| 2717
g Ov7xv7
SYTA
% 2IIT
%i R—Ib
7
2|rox7
‘f‘ Square
7
% R—Ib
OvJzxvg
=L
ERY
J—F—
53
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tIHISEEZR  Milling Conditions

AIENSDHEE

Continuance from ex-page

UF_GENERAL CATALOG_03%%!. indd

13

WAt k&R &0 FTUN—REH JRANER AN
. Work | CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS |  HARDENED STEELS HARDENED STEELS
Lo % Material | g45G + $55C / SK + SCM NAK + HPM
. S B ~225HB / ~35HRC ~45HRC ~55HRC ~62HRC
;T:” U7 & Hardness
. ElEGE RVRE | AR |[CERE | RVRE | AR O RVERE| tYhAE O XVERE| YhAS
. RUER Spindle| Feed |Depth of Cut| Spindle | Feed |Depth of Cut| Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut
29TF ;’% Model Speed Speed Speed Speed
M Number | (min”) \(mm/min)  (min) | (min") (nm/min)]  (min) | (min) ((om/min)  (min) | (win”) |(mm/min)|  (min)
5?7’1 § ap | ae ap | ae ap | ae ap | ae
H 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
8 1008-(1.5)-10( 26,000 | 2,600 |0.06{0.09 | 18,000 | 1,700 | 0.060.09 | 16,500 | 1,300 | 0.06|0.07 | 16,500 | 1,150 |0.06 | 0.06
R—JL
Ball % 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
-n 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 |0.03|0.03
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
OV 7%y
Z‘ng_:e"cm” 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 | 0.020.03| 10,200 | 800 |0.02|0.03| 9,500 | 650 |0.02|0.03| 9,500 | 560 |0.020.02
27T7 % 1030-(1.5)-10( 12,500 | 900 {0.017|0.025/ 9,000 | 600 |0.017/0.025 8,100 | 480 |0.017/0.02| 8,100 | 400 0.017/0.017
- 9% 1035-(1.5)-10( 10,500 | 750 |0.01{0.015] 7,300 | 480 |0.01/0.015 6,700 | 400 |0.01]0.02| 6,700 | 350 |0.010.01
Ov7%v7 |5
LZ?NI{; E 1006-(1.5)-15( 26,000 | 2,600 |0.06{0.09 | 18,000 | 1,700 | 0.060.09 | 16,500 | 1,300 |0.06|0.07 | 16,500 | 1,150 |0.06 | 0.06
gﬁ;ﬂg 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
LonglekRade 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
RAIT7 2
Square £ [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
pray %; 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
= 1010-(1.5)-20 21,000 | 1,900 {0.03{0.05| 14,600 | 1,350 |0.030.05 13,500 | 1,050 |0.03|0.04 | 13,500 | 950 |0.03 |0.03
19 z 1012-(1.5)-20( 21,000 | 1,900 {0.03{0.05| 14,600 | 1,350 |0.030.05 13,500 | 1,050 |0.03|0.04 | 13,500 | 950 |0.03 |0.03
Iz |3
Square F
Z
av7zvd nID
AILI7 @
R—IL ;f
OvIxy7
ed 1]
ERY
J—F—
SOy
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1REI
Work
Material

R/ S
CARBON STEELS / ALLOY STEELS

S45C - S55C / SK - SCM

TUN—RVi
PREHARDENED STEELS

NAK - HPM

BRANG
HARDENED STEELS

REAREL

Lead to the next page

tIEIZZ$R Milling Conditions

AN
HARDENED STEELS

EE

Hardness

~225HB / ~35HRC

~45HRC

~55HRC

~62HRC

BUEE
Model
Number

RYRE

Feed

=
Spindle
Speed

(min™)

tiAgE
Depth of Cut

(mm/min)| ~ (min)

ap | ae

&R

Feed

O¥RER
Spindle
Speed

(min™)

tAgE
Depth of Cut

(mm/min)| ~ (min)

ap | ae

&R

Feed

=
Spindle
Speed

(min")

thAgE

Depth of Cut

(mm/min)| ~ (min)

i)

Feed

=5
Spindle
Speed

(min™)

A
Depth of Cut

(mm/min)| ~ (min)

ap | ae

ap | ae

1508-(2.3)-10

17,000 | 2,600 | 0.07 | 0.15

12,000 | 1,600 |0.070.015

11,000 | 1,300 | 0.07 | 0.08

11,000 | 1,150 |0.07 | 0.07

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

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

1520-(2.3)-10

11,000 | 1,300 |0.04|0.06

7,800 | 820 |0.040.06

7,100 | 750 |0.040.05

7,100 | 650 |0.04|0.04

1508-(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

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

1512-(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

1516+(2.3)-15

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

1520-(2.3)-15

11,000 | 1,300 |0.04|0.06

7,800 | 820 |0.040.06

7,100 | 750 |0.04|0.05

7,100 | 650 |0.04|0.04

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

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

For General / FIHER |

For High Hardness / SHERRITRRIEH

For Die / THS kD

AII7
Square

R—Ib

Ball

AIL7

Square

Ov7zxv7
h=Jb

Long Neck Ball

AII7

Square

avJgzyg
29I7
Long Neck Square

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

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

For Aluminum / BIHE IS\

Ov7xv7
SIYTR
Long Neck Radius

1520-(2.3)-20

11,000 | 1,300 | 0.04|0.06

7,800 | 820 |0.040.06

7,100 | 750 |0.040.05

7,100 | 650 |0.04|0.04

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

2015-(3)-10

15,300 | 3,050 |0.09|0.15

10,700 | 1,950 |0.09 |0.15

9,800 | 1,500 |0.090.15

9,800 | 1,350 |0.090.09

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

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

2025-(3)-10

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

2025-(7)-10

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

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

2030-(7)-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

2035-(3)-10

10,000 | 1,600 10.045| 0.07

7,000 | 970 |0.045)0.07

6,500 | 900 |0.045/0.05

6,500 | 770 |0.045/0.045

2035-(7)-10

10,000 | 1,600 10.045| 0.07

7,000 | 970 |0.045)0.07

6,500 | 900 |0.045/0.05

6,500 | 770 |0.045/0.045

2040-(3)-10

10,000 | 1,600 |0.03|0.05

7,000 | 970 |0.030.05

6,500 | 900 |0.030.04

6,500 | 770 |0.030.03

2040-(7)-10

10,000 | 1,600 |0.03|0.05

7,000 | 970 |0.03]0.05

6,500 | 900 |0.030.04

6,500 | 770 |0.030.03

2050-(3)-10

8,500 | 1,200 |0.015/0.03

6,000 | 780 |0.015/0.03

5500 | 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

5500 | 650 |0.015]0.02

5500 | 550 |0.015/0.015

For Graphite/ BHE 7\

For Plastics / HE\ NI

RAILT
Square

R—=Ib

Ball

AILF

Square

ov7zy7
AII7
Long Neck Square

R—Ib

Ball

avJzyg
w=Jb

Long Neck Ball

[E:00)

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

2060-(7)-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
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tIHISEEZR  Milling Conditions

WA R/ SE TUN—RVER KRANE BEA NS
& Work CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS HARDENED STEELS HARDENED STEELS
“n % Material | s45¢ . S55C / SK - SCM NAK + HPM
w0 | JEE | <2254/ ~asHRC ~45HRC ~55HRC ~62HRC
Ball ¢ ardness
EEEH | #UEE | VAR |EEM 2UEE| (IAR |EEX 2% HAR |EER HUEE| (R
E BRI Spindle| Feed |Depth of Cut| Spindle | Feed |Depth of Cut| Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut
;zfjj % Model Speed Speed Speed Speed
— Z Number | (min") ((mm/min)  (min) | (min") |(mm/min)  (min) | (min") ((mm/min)  (min) | (min") |(mm/min)  (min)
|2 ap | ae ap | ae ap | ae 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 | 0.15[0.15
8 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 |0.09 |0.09
o m  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 | 0.06 |0.06
E 2025-(3)-15] 10,000 | 1,600 |0.06|0.09| 7,000 | 970 |0.06 0.09| 6,500 | 900 |0.06|0.07| 6,500 | 770 |0.060.06
-E 2030-(3)-15] 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 |0.045/0.045

2035-(3)-15{ 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 |0.045/0.045
T 2040-(3)-15{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
S 2050-(3)-15| 8,500 | 1,200 0.015/0.03| 6,000 | 780 |0.015/0.03| 5500 | 650 |0.015/0.02| 5500 | 550 |0.015/0.015
2060-(3)-15| 7,300 | 1,100 10.0090.02| 5,000 | 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] 0.2 | 9,800 | 1,350 | 0.15|0.15
2015-(3)-20( 15,300 | 3,050 | 0.09|0.15] 10,700 | 1,950 |0.09|0.15] 9,800 | 1,500 |0.009/ 0.15] 9,800 | 1,350 |0.009/0.009
2020-(3)-20 12,200 | 2,200 | 0.060.09| 8,500 | 1,500 |0.06|0.09 | 7,900 | 1,250 |0.06|0.07| 7,900 | 1,100 |0.06 | 0.06

2025-(3)-20{ 10,000 | 1,600 | 0.06 0.09] 7,000 | 970 |0.06/0.09| 6,500 | 900 |0.06|0.07| 6,500 | 770 |0.060.06
Oy7%v7 2030-(3)-20 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 |0.045/0.045
Long ek s 2035-(3)-20 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 |0.045/0.045
2040-(3)-20( 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
2050-(3)-20| 8,500 | 1,200 10.015/0.03| 6,000 | 780 |0.015/0.03| 5500 | 650 [0.015/0.02] 5500 | 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 |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

RIT7

Square

[n e
29I7
Long Neck Square

For Aluminum / BIHZ 1IN

AIIT7
Square

For Graphite/ FHZ 7ANIUIN

Q';f“’ 3015-(5)-10{ 12,800 | 3,800 |0.250.35] 8,900 | 2,400 |0.25/0.35| 8,300 | 1,950 [0.25]0.25| 8,300 | 1,720 | 0.25]0.25
3020-(5)-10{ 12,800 | 35500 |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

7 |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

o Z |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 | 0.09  0.09
Dy%w% 3025-(11)-10{ 11,000 | 2,850 | 0.090.15] 8,900 | 2,150 |0.090.15| 6,600 | 1,350 | 0.09]0.15] 6,600 | 1,100 | 0.090.09
2o | 3030-(5)-10 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
£ 13030-(11)-10| 10,200 | 2,750 |0.09|0.15] 7,200 | 1,500 |0.090.15] 6,600 | 1,350 | 0.090.15| 6,600 | 1,100 | 0.09 |0.09

g E: 3035-(5)-10 8,300 | 2,000 | 0.06 0.09] 7,200 | 1,500 |0.06/0.09| 5400 | 1,150 | 0.06|0.07 | 5400 | 950 |0.060.06

Ball

: 3035-(11)-10 8,300 | 2,000 | 0.06|0.09| 7,200 | 1,500 | 0.060.09 | 5400 | 1,150 | 0.06|0.07 | 5400 | 950 |0.060.06
Qato7 3040-(5)-10{ 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 |0.060.06

3040-(11)-10| 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 |0.060.06

B 3050-(5)-10| 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|0.05

3050-(11)-10| 8,300 | 2,000 |0.05|0.08 | 5800 | 1,200 |0.05 0.08| 5400 | 1,150 | 0.05|0.06 | 5400 | 950 |0.05|0.05

3575 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 |0.03|0.03

Gorer Laue 3060-(11)-10| 7,150 | 1,750 |0.03|0.05| 5,000 | 1,000 |0.030.05| 4,600 | 970 |0.03|0.04| 4,600 | 830 |0.03/0.03
56
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iz
Work
Material

R/ S
CARBON STEELS / ALLOY STEELS

S45C - S55C / SK + SCM

TUN—RVi
PREHARDENED STEELS

NAK - HPM

HRAN
HARDENED STEELS

REAREL

Lead to the next page

tIEIZZ$R Milling Conditions

HRAN
HARDENED STEELS

AII7
Square

E=

Hardness

~225HB / ~35HRC

~45HRC

~55HRC

~62HRC

U
Model
Number

OE:ER
Spindle
Speed

(min™")

EER
Feed

thag
Depth of Cut

(mm/min)| ~ (min)

ap | ae

O
Spindle
Speed

(min™)

BRE

Feed

thAE
Depth of Cut

(mm/min)| ~ (min)

ap | ae

OE:ER
Spindle
Speed

(min™")

EDRE
Feed

thAE
Depth of Cut

(mm/min)| ~ (min)

[k 755
Spindle
Speed

(min™)

ERE
Feed

thAE
Depth of Cut

(mm/min)| ~ (min)

ap | ae

ap | ae

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

3025-(5)-15

11,000 | 2,850 |0.09|0.15

8,900 | 2,400 | 0.090.15

6,600 | 1,350 |0.09|0.15

6,600 | 1,100 |0.09 0.09

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 | 0.060.09

7,200 | 1,500 | 0.06 | 0.09

5400 | 1,150 |0.06 | 0.07

5400 | 950 |0.060.06

3040-(5)-15

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 |0.060.06

3050-(5)-15

8,300 | 2,000 | 0.050.08

5,800 | 1,200 |0.050.08

5,400 | 1,150 |0.05 | 0.06

5400 | 950 |0.05|0.05

For General / FIHER |

For High Hardness / BHERIRRIEN

For Die / THS kD

R—Ib

Ball

AIL7

Square

0727
=l

Long Neck Ball

3015-(5)-20

12,800 | 3,850 |0.25]0.35

8,900 | 2,400 | 0.250.35

8,300 | 1,950 | 0.25| 0.3

8,300 | 1,720 |0.250.25

3020-(5)-20

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

3025-(5)-20

11,000 | 2,850 |0.09|0.15

8,900 | 2,400 | 0.090.15

6,600 | 1,350 |0.09|0.15

6,600 | 1,100 |0.090.09

3030-(5)-20

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 |0.090.09

3035-(5)-20

8,300 | 2,000 | 0.060.09

7,200 | 1,500 | 0.06 | 0.09

5400 | 1,150 |0.06 | 0.07

5400 | 950 |0.060.06

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 |0.060.06

3052-(5)-20

8,300 | 2,000 | 0.050.08

5,800 | 1,200 |0.050.08

5,400 | 1,150 |0.05|0.06

5400 | 950 |0.05|0.05

3037-(6)-30

9,000 | 2,500 | 0.060.09

5,800 | 1,200 |0.06|0.09

5,400 | 1,150 |0.06 | 0.07

5400 | 950 |0.060.06

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 |0.320.32

4025-(6)-10

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 |0.290.29

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 |0.230.23

4030-(14)-10

12,000 | 2,600 |0.230.35

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

4035-(14)-10

9,500 | 2,000 |0.19]0.25

7,200 | 1,400 | 0.190.25

6,200 | 1,150 |0.19/0.25

6,200 | 1,050 |0.190.19

For Aluminum / BIHE IS\

For Graphite/ BHE 7\

AII7

Square

avJgzyg
29I7
Long Neck Square

Ov7xv7
SIYTR
Long Neck Radius

RAILT
Square

R—=Ib

Ball

AILF

Square

4040-(6)-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

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

ov7zy7
AII7
Long Neck Square

4050-(6)-10

7,800 | 1,600 |0.11]0.15

5800 | 1,200 | 0.11/0.15

5,000 | 920 |0.11) 0.1

5,000 | 870 |0.110.11

4050-(14)-10

7,800 | 1,600 |0.11]0.15

5800 | 1,200 | 0.11/0.15

5,000 | 920 |0.11) 0.1

5,000 | 870 |0.110.11

For Plastics / HE\ NI

R—Ib

Ball

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

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 |0.07|0.07
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tIHISEEZR  Milling Conditions

AIENSDHEE

Continuance from ex-page

— W &2 FUN—R V8 BEANSE BEANSE
I % Work CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS HARDENED STEELS HARDENED STEELS
s % Material | s45c - 585G / SK - SOM NAK + HPM
wn |2
- E B ~225HB / ~35HRC ~45HRC ~55HRC ~62HRC
Hardness
2717 (5 BEN $UEE| YRAR RN RUEE YRAR |EEN 2UEE| YRAR |EEN 2UEE| VAR
% AR Spindle| Feed |Depth of Cut| Spindle| Feed |Depth of Cut| Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut
N % Model Speed Speed Speed Speed
Radiu % Number | (gin") |(mm/min) ~ (min) | (min") (m/min)  (min) | (min") |(mm/min)|  (min) | (min?) |(mm/min)  (min)
ap | ae ap | ae ap | ae ap | ae
o |E [4070-(6)-10] 6600 | 1360 |0.06]0.09| 5200 | 1,080 [0.06/009| 4500 | 830 |0.06]0.07] 4500 | 780 |0.06/0.06
=T |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 |0.060.06
-\ 4080-(6)-10| 6,600 | 1,360 |0.05(0.08| 5200 | 1,080 [0.05/0.08| 4500 | 830 |0.05/0.06| 4500 | 780 |0.05/0.05
© 4080-(14)-10 6,600 | 1,360 |0.05]0.08] 5200 | 1,080 |0.05]0.08] 4500 | 830 |0.05|0.06] 4500 | 780 |0.050.05
vz |4090-(6)-10| 5050 | 1,030 [0.04|0.06| 4700 | 980 |0.04/0.06| 4,050 | 750 |0.04/0.05| 4,050 | 700 |0.04]0.04
4090-(14)-10| 5,050 | 1,030 |0.04 0.06| 4,700 | 980 |0.04|0.06| 4050 | 750 |0.04|0.05| 4,050 | 700 |0.040.04
_ [4100-(6)-10] 5050 | 1,030 |0.03|0.05] 4700 | 980 |0.03|0.05| 4,050 | 750 |0.08/0.04 4050 | 700 | 003|003
2oz7 2 |4100-(14)-10| 5,050 | 1,030 |0.03/005| 4700 | 980 |0.03005| 4050 | 750 |0.03]0.04 | 4050 | 700 |0.03]0.03
% [4110-(6)-10] 5050 | 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
%%37\ 4110-(14)-10| 5,050 | 1,030 |0.02/0.03| 4700 | 980 |0.02|0.03| 4050 | 750 |0.02|0.03| 4,050 | 700 |0.02|0.02
M”f 4020-(6)-15| 12,000 | 2,900 | 0.32| 0.45| 9,000 | 2,050 |0.32| 0.45| 7,800 | 1,650 | 0.32] 04 | 7,800 | 1,550 |0.32|0.32
773 " |4025-(6)-15| 12,000| 2,600 029045 9,000 | 2,050 |0.29|045| 7,800 | 1,650 | 0.29|035| 72800 | 1,550 | 0.29 /029
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 |0.23/0.23
oo 12 |4035-(6)-15] 9500 | 2,000 |0.19]025| 7,200 | 1400 0.19]05| 6200 | 1,150 |019] 02 | 6:200 | 1050 |0.19]0.19
S |©|4040-(6)-15] 9,500 | 2,000 |0.14|0.25| 7,200 | 1,400 | 0.14]0.25| 6,200 | 1,150 | 0.14|0.15| 6200 | 1,050 |0.14]0.14
) % 4051-(6)-15| 7,800 | 1,600 0.1 0.15| 5,800 | 1,200 |0.11|0.15| 5,000 | 920 |0.11[0.15| 5000 | 870 |0.11|0.11
< |4060-(6)-15| 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
4070-(6)-15| 6,600 | 1,360 0.06 0.09| 5200 | 1,080 [0.060.09| 4500 | 830 |0.06|0.07| 4500 | 780 |0.06 0.0
ozr |5 |4080-(6)-15| 5610 | 1,150 |0.05 0.08| 5200 | 1,080 005 0.08| 4500 | 830 |0.05|0.06| 4500 | 780 |0.05|0.05
7 |4020-(6)-20 | 12,000 | 2,900 [0.32 045 | 9,000 | 2,050 [0.32 045 | 7,800 | 1,650 |0.32| 0.4 | 7,800 | 1,550 |0.32 | 0.32
07307 1 |4025-(6)-20] 12,000 | 2,600 |0.29|0.45| 9,000 | 2050 |0.29 045 7,800 | 1650 0.29|035| 7,800 | 1,550 |0.29|0.29
eotesa | |4030-(6)-20 [ 12,000 2,600 [0.23/0.35| 9,000 | 2,050 |0.23]0.35| 7,800 | 1500 [0.23| 0.3 | 7,800 | 1,400 |0.23|0.23
o = |4035-(6)-20{ 9,500 | 2,000 [0.190.25| 7,200 | 1400 [0.19] 025 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 | 1400 023|023
279771 |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 |0.110.15| 3400 | 600 |0.11(0.15| 3400 | 580 |0.110.11
mR 6047-(9)-15| 8,000 | 1,850 [0.32|0.45| 6,000 | 1,280 [0.32|0.45| 5200 | 1,050 |0.32| 0.4 | 5200 | 950 |0.320.32
S 6060-(15)-15| 6,500 | 1,400 |0.22|0.35| 4800 | 970 |0.220.35| 4100 | 780 |0.22(0.25| 4100 | 740 |0.22|0.22
e 6028-(9)-30 | 8,000 | 2,000 |0.450.65| 6,000 | 1,500 |0.45|0.65| 5200 | 1150 |0.45|055| 5200 | 1,100 |0.45 045
58
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tIHEIZZ$R  Milling Conditions

CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS HARDENED STEELS HARDENED STEELS =
Work B2z
Material L square
S45C + S55C / SK + SCM NAK + HPM F:ﬁ
£l
B ~225HB / ~35HRC ~45HRC ~55HRC ~62HRC gl
Hardness
OEs | &VEE| VHAR |G| ZUEE | tHAE |OIRM | ZUEE | tHAE DI | 2JEE| tHhAS ;%SMI?
RUZE  |Spindle| Feed |Depthof Cut|Spindle| Feed |Depth of Cut|Spindie| Feed |Depthof Cut| Spindle| Feed |Depthof Cut| i
Model Speed Speed Speed Speed o N
597
Number | (min") \(mm/min)  (min) | (min") |(nm/min)|  (min) | (min?) (mm/min)  (min) | (min") |(nm/min)  (min) §|Ractee
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| 3900 | 850 |0.33| 0.4 | 3,900 | 810 |0.33|0.33 % H—ib
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 |052|0.75| 3900 | 850 |0.52| 0.6 | 3,900 | 810 |052|0.52 n-
8069-(20)-15| 6,000 | 1,500 | 0.33|0.45| 4,500 | 1,500 |0.330.45| 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| 4,290 | 950 |0.64|0.75| 4,290 | 890 |0.64|0.64 S
10060-(15)-10| 4,800 | 1,300 | 0.75|1.15| 3,600 | 930 |0.75|1.15| 3,100 | 750 |0.75| 0.9 | 3,100 | 710 |0.75|0.75 onatieeEal
10072-(15)-10| 4,800 | 1,300 | 0.55|0.85| 3,600 | 930 |0.55/0.85| 3100 | 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 %37;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 | 2950 | 670 |0.15/0.15 % \
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 g ?5?2/7
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 %‘Dﬂ‘? .
2| O0V7zxy
10034-(15)-30| 5,500 | 1,540 |1.15|1.75| 4100 | 1,080 |1.151.75| 3410 | 825 |1.15/1.35| 3410 | 780 |1.15[1.15 ?:N7|<an
% AIL7
%iﬂf—)b
%ap 2 7
2| R IT
3 Square
7% oy zy7
ae ﬁ\ﬁ IinggNileare
1. HRBRITEIE - ERE R E BT, £ |-
Use a highly rigid and accurate machine as possible. =
2. COYMIRERIFTYIRENERERIODTY, Qv
KIEOITTIFINTRA - BN - ERAEEEFICRUERRGZREBUERLTTIE 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. Eﬂi?m
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
59
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SX-TN-3 WL

R0.5 ~ R5.0
% @WHEIME Work Material
ZOI7 |
sware | [ pesmem CARBON STEELS $45C+S55C | ©
- § il ALLOY STEELS SK + SCM ©
v é: ZUN\—R>/8H | PREHARDENED STEELS NAK * HPM ©
h BEA NS HARDENED STEELS (~55HRC) ©
;] (~60HRC) ©
e’ | (~65HRC) (@)
Z sEer CAST IRON ©
Z :zz %i ZIL=EE ALUMINUM ALLOYS
£ | o57708 GRAPHITE
P o COPPER ALLOYS
l';':'r”f ﬁ FSAFwWYT PLASTICS
§ SEIISHEIE (O : 58, Most Suitable + O : i,/ Suitable)
0v7xvg
R=1b
2IL7 ’}:" ®
Square @ 4
]
Ov7%v7 | g
2717 |3
et |5 @ &EH 150 B4 Total 150 Models
Dy73v7 2 R IR FUR | 8F BMR | 80 | 2R | v
Long Neck Radius RUFE Radius | Length of | Effective Neck Neck Taper Angle | Overall Shank
Model Number Cut Length | Diameter | Length on Side Length | Diameter
I Z R(mm) | LC(mm) | EL(mm) |@D1 (mm) | LN (mm) 6 L(mm) | ¢d (mm)
Square ,}] 1006-(1.5)-10f 0.5 1 1.5 0.95 6 1° 70 6
N % 1008-(1.5)-10f 0.5 1 1.5 0.95 8 1° 70 6
| 1010<(1.5}-10| 0.5 1 15 | 095 | 10 1° 70 6
B 1012-1.5)-10/ 0.5 1 15 | 0.95 12 1° 70 6
Z 1016-(1.5)-10f 0.5 1 1.5 0.95 16 1° 70 6
doe” |2 1020(1.5}-10| 0.5 1 15 | 095 | 20 1° 70 6
z 1025-(1.5)-10f 0.5 1 1.5 0.95 25 1° 70 6
av7zvd nID o
2717 | 1030-(1.5)-10f 0.5 1 1.5 0.95 30 1 70 6
S SX-TN-3  [1035-(1.5)-10 0.5 1 15 | 095 | 35 1° 70 6
.';'Ef}b E 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
%Zﬁ*w 1010-(1.5)-15 0.5 1 1.5 0.95 10 1° 307 70 6
ronaeckEal 1012-(1.5)-15| 0.5 1 1.5 0.95 12 1° 307 70 6
TR 1006-(1.5)-20f 0.5 1 1.5 0.95 6 2° 70 6
1008-(1.5)-20| 0.5 1 1.5 | 0.95 8 2 70 6
g;;; 1010-(1.5)-20f 0.5 1 1.5 0.95 10 2° 70 6
Comer Lounge 1012-(1.5)-20f 0.5 1 1.5 0.95 12 2 70 6
60
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@ 55t 150 BUFE  Total 150 Models

REAREL

Lead to the next page
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%

R AR BUR | BR SR 808 | 2R |yvVIR
RUTE Radius | Length of | Effective Neck Neck | TaperAngle | Overall Shank &
Model Number Cut Length | Diameter | Length on Side Length | Diameter i’é Lo
R(mm) | LC(mm) | EL(mm) |pD1(mm) | LN (mm) 6 L(mm) | ¢d(mm) ? Rl
1508-(2.3)-10| 0.75 | 15 | 2.3 1.3 8 1° 70 6 8™
15102.3)10| 0.75 | 15 2.3 1.3 10 1 70 6 .
151242.3)10| 0.75 | 15 2.3 1.3 12 1° 70 6 ZMP
1516-2.3)-10| 0.75 | 1.5 2.3 1.3 16 1 70 6 -
15202.3)10| 0.75 | 15 2.3 1.3 20 1 70 6 |
1508-(2.3)-15| 0.75 | 1.5 2.3 1.3 8 |1°30 | 70 6 .
15102.3)15| 0.75 | 15 2.3 1.3 10 | 1°30° | 70 6 m
151242.3)15| 0.75 | 15 2.3 1.3 12 [ 1°30°| 70 6 f
1516-(2.3)-15| 0.75 | 1.5 2.3 1.3 16 | 1°30° | 70 6 "5--
1520-(2.3)-15| 0.75 | 1.5 2.3 1.3 20 |1°30°| 70 6 0277
1508-(2.3)-20| 0.75 | 1.5 2.3 1.3 8 2° 70 6
15102.3)-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 sauare
1516-(2.3)-20| 0.75 | 1.5 2.3 1.3 16 2° 70 6 F\ﬁ%zza
1520-(2.3)-20| 0.75 1.5 2.3 1.3 20 2° 70 6
SX-TN-3  [2010-3)-10| 1 > 3 18 | 10 1° 70 6 | “[R”
2015-(3)-10( 1 2 3 1.8 15 1° 70 6 —
2020-(3)-10( 1 2 3 1.8 20 1° 70 6 £ -
2020-(7)-10| 1 2 7 1.8 20 1° 70 6 ;
2025-(3)-10| 1 2 3 1.8 25 1° 70 6 gl
2025-(7)-10| 1 2 7 1.8 25 1° 70 6 :
2030-(3)-10| 1 2 3 1.8 30 1° 70 6 I rozr
2030-(7)-10 1 2 7 1.8 30 1° 70 6 i
2035-(3)-10( 1 2 3 1.8 35 1° 70 6 Tloyzss
2035-(7)-10| 1 2 7 18 | 35 1 70 6 fe——
2040-(3)-10| 1 2 3 18 | 40 1° 70 6 B
2040-(7)-10| 1 2 7 1.8 40 1° 70 6 Ov7#97
2050-(3)-10| 1 2 3 1.8 50 1° 100 6 Lo
2050-(7)-10| 1 2 7 1.8 50 1° 100 6 m
2060-(3)-10| 1 2 3 1.8 60 1° 100 6 -
2060-(7)-10| 1 2 7 1.8 60 1° 100 6 .
61

2012/10/22 18:04:45(




AENSDfEE
Continuance from ex-page

@ 55t 150 B4F  Total 150 Models

R IE | EBMR | B8 | &TR | H0R | 2R | VrYIR
I % RIEE Radius | Lengthof | Effective | Neck Neck | Taper Angle | Overall Shank
Saquare % Model Number Cut Length Diameter Length on Side Length Diameter
s | R(mm) | LC(mm) | EL(mm) [@D1(mm) | LN(m) | 6° L(mm) | ¢d (mm)
=5 2010-(3)-15| 1 2 3 1.8 10 | 1°30°| 70 6
- 2015-(3)-15| 1 2 3 1.8 15 | 1°30° | 70 6
2017 | 2020-(3)-15| 1 2 3 1.8 20 |1°30°| 70 6
2 2025315 1 2 3 18 | 25 |1°30°| 70 6
T2 2030-(3)-15| 1 2 3 1.8 30 |1°30°| 70 6
¢ 2035-(3)-15| 1 2 3 1.8 35 |1°30° | 70 6
o B 2040-(3)-15| 1 2 3 1.8 40 |1°30°| 70 6
oL 2050-(3)-15| 1 2 3 1.8 50 | 1°30° | 100 6
-Z 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
0v7%s7 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
e % 2030-(3)-20( 1 2 3 1.8 30 2 70 6
ey 2035-(3)-20| 1 2 3 1.8 35 2 70 6
(e | £ 2040-(3)-20| 1 2 3 1.8 40 2° 70 6
07797 |2 2050-(3)-20| 1 2 3 1.8 50 2 100 6
5972 SX-TN-3 o
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
2017 |3 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
rovo % 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
S 3025<(11)-10 1.5 3 11 2.7 25 1° 90 6
| 3030-(5)}-10| 1.5 3 5 2.7 30 1° 90 6
o737 [} 3030(11)-10| 1.5 3 11 2.7 30 1° 90 6
e 3035-(5)}-10| 1.5 3 5 2.7 35 1° 90 6
e 3035<(11)-10| 1.5 3 11 2.7 35 1° 920 6
S 3040-5)}10| 15 | 3 5 | 27 | 40 1 90 6
2 3040-(11)-10| 1.5 3 11 2.7 40 1° 90 6
3050-(5)-10| 1.5 3 5 27 | 50 1° 90 6
R 3050(11)-10| 1.5 3 11 2.7 50 1° 90 6
- 3060-(5)-10{ 1.5 3 5 2.7 60 1° 920 6
T e 3060-(11)-10| 1.5 3 11 2.7 60 1° 920 6
62
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R NE  BWE | B2 BTE BOR | 28 |V
BUE Radius | Length of | Effective | Neck Neck | TaperAngle | Overall | Shank b
Model Number Cut Length | Diameter | Length on Side Length | Diameter %1 57;717
R(mm) | LC(mm) | EL(mm) |@D1 (mm) | LN (mm) o L(mm) | ¢d(mm) g L
3015-(5)-15| 1.5 3 5 27 | 15 |1°30°| 90 6 e
3020-(5)-15| 1.5 3 5 27 | 20 |1°30°| 90 6 .
3025-(5)-15| 1.5 3 5 27 | 25 |1°30°| 90 6 i 2o
3030-(5)-15| 1.5 3 5 27 | 30 |1°30°| 90 6 Eﬁ -
3035-(5)-15| 1.5 3 5 27 | 35 |1°30°| 90 6 | noae
3040-(5)-15| 1.5 3 5 27 | 40 |1°30°| 90 6 .
3050-(5)-15| 1.5 3 5 27 | 50 |1°30°| 90 6 % i
3015-(5)-20| 1.5 3 5 27 | 15 o’ 90 6 E
3020-5)20| 15 | 3 5 | 27 | 20 | 2 | 9 6 “?-
3025-(5)-20| 1.5 3 5 2.7 25 2 90 6 i
3030-(5)-20| 15 | 3 5 | 27 | 30 | 2 | 9 6
3035-(5)-20| 1.5 3 5 27 | 35 o° 90 6 -
3040-(5)-20| 1.5 3 5 27 | 40 o° 90 6 o B
SX-TN-3  |3052-(5)-20| 1.5 3 5 27 | 522 | 2 90 6 \ 95?3’ 7
3037-(6)-30| 1.5 3 6 27 | 374 | & 90 6 077
4020-(6)-10| 2 4 6 36 | 20 1° 90 6
4025-(6)-10| 2 4 6 36 | 25 1" 90 6 ;
4030-(6)-10| 2 4 6 36 | 30 1° 90 6 ; 20
4030-14)}10| 2 4 14 | 36 | 30 1 90 6 -
4035-(6)-10| 2 4 6 3.6 35 1° 90 6 H i
4035-(14)-10| 2 4 14 | 36 | 35 1" 90 6 ,
4040-(6)-10| 2 4 6 36 | 40 1° 90 6 3507
4040-(14)10| 2 4 14 | 36 | 40 1" 90 6 ilf 07277
4050-(6)-10| 2 4 6 3.6 50 1° 90 6 gl
4050-(14)10| 2 4 14 | 36 | 50 1" 90 6 i
4060-(6)-10| 2 4 6 36 | 60 1 90 6 avzs2
4060-(14)10| 2 4 14 | 36 | 60 1 90 6
e
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R IE | BNE | BE BTR =GR | 25 | VrUIE
B BUER Radius | Length of | Effective | Neck Neck | TaperAngle | Overall | Shank

57;717 u Model Number Cut Length | Diameter | Length on Side Length | Diameter

e % R(mm) | LC(mm) | EL(mm) |@D1 (mm) | LN (mm) o 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
2717 | 4080-(6)-10| 2 4 6 3.6 80 1° 150 8
B E 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
rov 4100-(6)-10| 2 4 6 36 | 100 1° 150 8
E 4100-(14}-10| 2 4 14 36 | 100 1° 150 8
-E 4110-(6)-10| 2 4 6 36 | 110 1° 150 8
i 4110-(14}10| 2 4 14 3.6 110 1° 150 8
4020-(6)-15| 2 4 6 3.6 20 |[1°30°| 90 6
2ozr |B 4025-(6)-15| 2 4 6 3.6 25 [1°30°| 90 6
% 4030-(6)-15| 2 4 6 3.6 30 |1°30°| 90 6
272" |8 4035-(6)-15 2 4 6 | 36 | 35 |1°30°| 9 | 6
— SX-TN-3  |4040-(6)-15| 2 4 6 3.6 40 | 1°30° | 90 6
e 4051-6)-15| 2 4 6 36 | 518 | 1°30° | 90 6
; 4060-(6)-15| 2 4 6 3.6 60 | 1°30° | 150 8
e j 4070-(6)-15| 2 4 6 3.6 70 | 1°30° | 150 8
b 4080-(6)-15| 2 4 6 3.6 80 | 1°30° | 150 8
E 4020-(6)-20| 2 4 6 3.6 20 2 90 6
, 4025-(6)-20| 2 4 6 3.6 25 2 90 6
P § 4030-(6)-20| 2 4 6 3.6 30 2 90 6
o737 % 4035-6)20| 2 4 6 | 36 | 35 | 2 90 6
g 4028-(6)-30| 2 4 6 3.6 28.8 3 90 6
w2 6066-(9)-10| 3 9 9 — | e62 | 1 150 | 8
s 6089-(21)-10| 3 9 21 56 | 89.7 | 1 150 8
i 6047-(9)-15| 3 9 9 - 471 | 1°30" | 150 8
Ry 6060-(15)-15| 3 9 15 56 | 608 | 1°30° | 150 8
S 6028-(9)-30| 3 9 9 - 28 3° 100 8

64
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R IR | Bk | 8 | EMfR | BOE | 2R |Yv/IR
e Radius | Length of | Effective Neck Neck Taper Angle | Overall Shank &
Model Number Cut Length | Diameter | Length on Side Length | Diameter [ 1 ?717’
| sauare
R(mm) | LC(mm) | EL(nm) |@D1 (mm) | LN (mm) 6 L(mm) | ¢d (mm) § o
8069-(12)-10 4 12 12 - 69.2 1° 150 10 s
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 | . Z27%7
8069-(20)-15 4 12 20 7.4 69.6 | 1°30° | 150 10 % N
8031-(12)30| 4 12 12 - 31 3 100 10 £ Radee
10060-(15)-10 5 15 15 — 60 1° 150 12 -
SX-TN-3 2.,
10072-(15)-10 5 15 15 - 72.2 1° 150 12 MW e
B
10080-(34)-10| 5 15 34 9.4 80 1° 150 12 ;-
10108-(34)}-10| 5 15 34 94 | 1084 | 1° 150 12 B
10053-(15)-15| 5 15 15 - 531 | 1°30" | 150 | 12 e
10074-(15)-15 5 15 25 9.4 746 | 1°30° | 150 12
10034-(15)-30 5 15 15 - 34 3 110 12 ’Z’ 251
Z|I|] Square
i
R=PES
2| 2717
g Ov7xv7
SYTA
% 2IIT
%i R—Ib
7
2|rox7
‘f‘ Square
7
% R—Ib
OvJzxvg
=L
ERY
J—F—
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WAt i/ &= FTUN—RVEH BEANER AN
. Work | CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS |  HARDENED STEELS HARDENED STEELS
Lo % Material | 545G - S55C / SK - SCM NAK - HPM
w1 | BB | ~205HB/~35HRC ~45HRC ~55HRC ~62HRC
. ElEGE RVRE | AR |[CERE | RVRE | AR O RVERE| tYhAE O XVERE| YhAS
. RUER Spindle| Feed |Depth of Cut| Spindle | Feed |Depth of Cut| Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut
29TF ;’% Model Speed Speed Speed Speed
o % Number | (min™) (mm/min)|  (mn) | (min") |(am/min)  (min) | (min") [(m/min)|  (min) | (min”) |(mm/min)|  (min)
59_‘71 § ap | ae ap | ae ap | ae ap | ae
H 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
8 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
R—JL
sall ’ég 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
-n 1012-(1.5)-10{ 21,000 | 3420 |0.03(0.045 14,600 | 2,430 | 0.03/0.045| 13500 | 1,890 |0.03|0.04 | 13,500 | 1,710 |0.03|0.03
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 |0.030.03
Ve
Z‘ng_:e"ckaa” 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
27T7 % 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 0.017/0.017
- 9% 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 |0.010.01
ZESZA
f:ngguikzqm E 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
Qj,Zi”E 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
LonglekRade 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 |0.030.03
= [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
RAIT7 2
Square £ [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
e %; 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
= 1010-(1.5)-20( 21,000 | 3,420 {0.03{0.05| 14,600 | 2,430 |0.030.05 13,500 | 1,890 |0.03|0.04 | 13,500 | 1,710 |0.03 | 0.03
19 z 1012-(1.5)-20( 21,000 | 3,420 {0.03{0.05| 14,600 | 2,430 |0.030.05 13,500 | 1,890 |0.03|0.04 | 13,500 | 1,710 |0.03 | 0.03
Iz |3
Square F
Z
av7zvd nID
AILI7 @
R—IL ;f
OvIxy7
ed 1]
B
J—F—
SOy
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Work
Material

R/ S
CARBON STEELS / ALLOY STEELS

S45C - S55C / SK - SCM

TUN—RVi
PREHARDENED STEELS

NAK - HPM

BRANG
HARDENED STEELS

REAREL

Lead to the next page

tIEIZZ$R Milling Conditions

AN
HARDENED STEELS

EE

Hardness

~225HB / ~35HRC

~45HRC

~55HRC

~62HRC

BUEE
Model
Number

RYRE

Feed

=
Spindle
Speed

(min™)

tiAgE
Depth of Cut

(mm/min)| ~ (min)

ap | ae

&R

Feed

O¥RER
Spindle
Speed

(min™)

tAgE
Depth of Cut

(mm/min)| ~ (min)

ap | ae

&R

Feed

=
Spindle
Speed

(min")

thAgE

Depth of Cut

(mm/min)| ~ (min)

i)

Feed

=5
Spindle
Speed

(min™)

A
Depth of Cut

(mm/min)| ~ (min)

ap | ae

ap | ae

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

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

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

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

1508-(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

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

1512-(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

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

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

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

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

For General / FIHER |

For High Hardness / SHERRITRRIEH

For Die / THS kD

AII7
Square

R—Ib

Ball

AIL7

Square

Ov7zxv7
h=Jb

Long Neck Ball

AII7

Square

avJgzyg
29I7
Long Neck Square

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

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

For Aluminum / BIHE IS\

Ov7xv7
SIYTR
Long Neck Radius

1520-(2.3)-20

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

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

2015-(3)-10

15,300 | 5,490 |0.09|0.15

10,700 | 3,510 |0.09|0.15

9,800 | 2,700 |0.090.15

9,800 | 2,430 |0.090.09

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

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

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)-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

2030-(3)-10

10,000 | 2,880 |0.450.07

7,000 | 1,740 | 0.45|0.07

6,500 | 1,620 | 0.45|0.05

6,500 | 1,380 | 0.450.45

2030-(7)-10

10,000 | 2,880 |0.450.07

7,000 | 1,740 | 0.45|0.07

6,500 | 1,620 | 0.450.05

6,500 | 1,380 | 0.450.45

2035-(3)-10

10,000 | 2,880 | 0.450.07

7,000 | 1,740 | 0.45|0.07

6,500 | 1,620 | 0.450.05

6,500 | 1,380 | 0.450.45

2035-(7)-10

10,000 | 2,880 | 0.450.07

7,000 | 1,740 | 0.45|0.07

6,500 | 1,620 | 0.450.05

6,500 | 1,380 | 0.450.45

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 |0.030.03

2040-(7)-10

10,000 | 2,880 |0.03|0.05

7,000 | 1,740 |0.030.05

6,500 | 1,620 |0.03|0.04

6,500 | 1,380 |0.030.03

2050-(3)-10

8,500 | 2,160 |0.015/0.03

6,000 | 1,400 |0.015/0.03

5,500 | 1,170 |0.015|0.02

5500 | 990 0.015/0.015

2050-(7)-10

8,500 | 2,160 |0.015/0.03

6,000 | 1,400 |0.015/0.03

5,500 | 1,170 |0.015|0.02

5500 | 990 0.015/0.015

For Graphite/ BHE 7\

For Plastics / HE\ NI

RAILT
Square

R—=Ib

Ball

AILF

Square

ov7zy7
AII7
Long Neck Square

R—Ib

Ball

avJzyg
w=Jb

Long Neck Ball

[E:00)

Chamfering

2060-(3)-10

7,300 | 1,980 |0.0090.02

5,000 | 1,170 0.009| 0.02

4,700 | 990 (0.009]0.01

4,700 | 840 0.009/0.009

2060-(7)-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
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BENSDFEE
Continuance from ex-page
tIHISEEZR  Milling Conditions

WA R/ & TUN—R 4 IREANSH AN
& Work CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS HARDENED STEELS HARDENED STEELS
o % Materlal | o456 . s55C / SK - SCM NAK + HPM
w0 | JEE | <2254/ ~asHRC ~45HRC ~55HRC ~62HRC
Ball g ardness
iR | ZUEE | YHhAS |OEH | *URE| YHAE |OE# 2UEE| thAE |OERH | *UEE| thHAZ
E BRI Spindle| Feed |Depth of Cut| Spindle | Feed |Depth of Cut| Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut
;zfjj % Model Speed Speed Speed Speed
— Z Number | (min") (mm/min)| ~ (min) | (min") |(am/min)]  (min) | (uin") [(mm/min)|  (mn) | (min") |(mm/min)|  (min)
|2 ap | ae ap | ae ap | ae 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 | 0.15[0.15
8 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 |0.09 |0.09
me m  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 | 0.06 |0.06
E 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
-E 2030-(3)-15] 10,000 | 2,880 |0.0450.07 | 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)-15] 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
T 2040-(3)-15{ 10,000 | 2,880 |0.030.05] 7,000 | 1,740 |0.03/0.05| 6,500 | 1,620 | 0.03|0.04 | 6,500 | 1,380 | 0.030.03
S 2050-(3)-15] 8,500 | 2,160 |0.015 0.03| 6,000 | 1,400 0.015/0.03| 5,500 | 1,170 0.015/0.02| 5500 | 990 0.015/0.015
2060-(3)-15| 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
2010-(3)-20] 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
2015-(3)-20] 15,300 | 5,490 |0.090.15] 10,700 | 3,510 |0.09|0.15] 9,800 | 2,700 | 0.09/0.15] 9,800 | 2,430 | 0.09|0.09
2020-(3)-20 12,200 | 3,960 |0.060.09| 8,500 | 2,700 |0.06|0.09 | 7,900 | 2,250 |0.06|0.07| 7,900 | 1,980 |0.06 | 0.06

2025-(3)-20{ 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
Oy7%v7 2030-(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
Long ek s 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
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| 5500 | 990 0.015/0.015
2063-(3)-20| 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
2044-(4)-30| 9,000 | 2,250 |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

RIT7

Square

[n e
29I7
Long Neck Square

For Aluminum / BIHZ 1IN

AIIT7
Square

For Graphite/ FHZ 7ANIUIN

Q';f“’ 3015-(5)-10{ 12,800 | 6,870 |0.250.35] 8,900 | 4,320 |0.25/0.35| 8,300 | 3510 [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 |0.15/0.25| 8,300 | 3,060 |0.15] 0.2 | 8,300 | 2,610 |0.15]0.15

7 |3020-(11)-10 12,800 | 6,300 |0.15]0.25| 8,900 | 3870 |0.15|0.25| 8,300 | 3,060 |0.15) 0.2 | 8,300 | 2610 |0.15]0.15

o # |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 | 0.09  0.09
uyd‘zw% 3025-(11)-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 |0.090.09
2o | 3030-(5)-10 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 |0.09|0.09
£ 13030-(11)-10| 10,200 | 4,950 |0.09{0.15] 7,200 | 2,700 |0.090.15] 6,600 | 2,430 | 0.090.15| 6,600 | 1,980 | 0.09|0.09

g EZ 3035-(5)-10 8,300 | 3,600 | 0.06 0.09] 7,200 | 2,700 |0.06/0.09| 5400 | 2,070 | 0.06|0.07 | 5400 | 1,710 | 0.06|0.06

Ball

: 3035-(11)-10 8,300 | 3,600 | 0.06|0.09| 7,200 | 2,700 | 0.060.09 | 5400 | 2,070 | 0.06|0.07 | 5400 | 1,710 | 0.06|0.06
il 3040-(5)-10 8,300 | 3,600 | 0.060.09| 5,800 | 2,160 |0.06|0.09 | 5400 | 2,070 | 0.06/0.07| 5400 | 1,710 | 0.06|0.06

3040-(11)-10| 8,300 | 3,600 |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

B 3050-(5)-10| 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

3050-(11)-10| 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 |0.050.05

3575 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 |0.03|0.03

GorerLounge 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 |0.03|0.03
68
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iz
Work
Material

R/ S
CARBON STEELS / ALLOY STEELS

S45C - S55C / SK + SCM

TUN—RVi
PREHARDENED STEELS

NAK - HPM

HRAN
HARDENED STEELS

REAREL

Lead to the next page

tIEIZZ$R Milling Conditions

HRAN
HARDENED STEELS

AII7
Square

E=

Hardness

~225HB / ~35HRC

~45HRC

~55HRC

~62HRC

U
Model
Number

OE:ER
Spindle
Speed

(min™")

EER
Feed

thag
Depth of Cut

(mm/min)| ~ (min)

ap | ae

O
Spindle
Speed

(min™)

BRE

Feed

thAE
Depth of Cut

(mm/min)| ~ (min)

ap | ae

OE:ER
Spindle
Speed

(min™")

EDRE
Feed

thAE
Depth of Cut

(mm/min)| ~ (min)

[k 755
Spindle
Speed

(min™)

ERE
Feed

thAE
Depth of Cut

(mm/min)| ~ (min)

ap | ae

ap | ae

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

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

3030-(5)-15

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

3035-(5)-15

8,300 | 3,600 | 0.060.09

7,200 | 2,700 | 0.06 | 0.09

5,400 | 2,070 |0.06 | 0.07

5400 | 1,710 |0.06 | 0.06

3040-(5)-15

8,300 | 3,600 | 0.060.09

5,800 | 2,160 |0.06|0.09

5,400 | 2,070 |0.06 | 0.07

5400 | 1,710 |0.06 | 0.06

3050-(5)-15

8,300 | 3,600 | 0.050.08

5,800 | 2,160 |0.050.08

5,400 | 2,070 |0.05 |0.06

5400 | 1,710 |0.050.05

For General / FIHER |

For High Hardness / BHERIRRIEN

For Die / THS kD

R—Ib

Ball

AIL7

Square

0727
=l

Long Neck Ball

3015-(5)-20

12,800 | 6,840 |0.25]0.35

8,900 | 4,320 | 0.250.35

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

3025-(5)-20

11,000 | 5,130 0.09|0.15

8,900 | 4,320 | 0.090.15

6,600 | 2,430 |0.09|0.15

6,600 | 1,980 |0.090.09

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

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

5400 | 1,710 |0.06 | 0.06

3040-(5)-20

8,300 | 3,600 | 0.06|0.09

5,800 | 2,160 |0.06|0.09

5,400 | 2,070 |0.06 | 0.07

5,400 | 1,710 |0.06 | 0.06

3052-(5)-20

8,300 | 3,600 | 0.050.08

5,800 | 2,160 |0.050.08

5,400 | 2,070 |0.05|0.06

5400 | 1,710 |0.05|0.05

3037-(6)-30

9,000 | 4,500 | 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

4020-(6)-10

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 |0.320.32

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

4030-(14)-10

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

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

4035-(14)-10

9,500 | 3,600 |0.1910.25

7,200 | 2,520 | 0.19/0.25

6,200 | 2,070 |0.19|0.25

6,200 | 1,890 |0.190.19

For Aluminum / BIHE IS\

For Graphite/ BHE 7\

AII7

Square

avJgzyg
29I7
Long Neck Square

Ov7xv7
SIYTR
Long Neck Radius

RAILT
Square

R—=Ib

Ball

AILF

Square

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

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

ov7zy7
AII7
Long Neck Square

4050-(6)-10

7,800 | 2,880 |0.11]0.15

5800 | 2,160 | 0.110.15

5,000 | 1,650 0.1 0.1

5,000 | 1,560 |0.110.11

4050-(14)-10

7,800 | 2,880 |0.11]0.15

5800 | 2,160 | 0.110.15

5,000 | 1,650 | 0.1 0.1

5,000 | 1,560 |0.110.11

For Plastics / HE\ NI

R—Ib

Ball

4060-(6)-10

7,800 | 2,880 |0.07|0.15

5800 | 2,160 | 0.07 | 0.15

5,000 | 1,650 |0.07 |0.08

5,000 | 1,560 |0.07|0.07

4060-(14)-10

7,800 | 2,880 |0.07|0.15

5800 | 2,160 | 0.07 | 0.15

5,000 | 1,650 |0.07 | 0.08

5,000 | 1,560 |0.070.07
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tIHISEEZR  Milling Conditions

AIENSDHEE

Continuance from ex-page

N—— R/ a2 FUN—RVSE BEANSE BEANEE
I % Work CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS HARDENED STEELS HARDENED STEELS
o % Material | s45¢ - 855G / SK - SCM NAK - HPM
won |2
- E @ ~225HB / ~35HRC ~45HRC ~55HRC ~62HRC
Hardness
el EEH FUEE| AR BN HUEE| VAR BN SUEE| VAR BN 2UEE AR
% AR Spindle| Feed |Depth of Cut| Spindle| Feed |Depth of Cut| Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut
N % Model Speed Speed Speed Speed
Radiu % Number | (gin") |(mm/min) ~ (min) | (min") (m/min)  (min) | (min") |(mm/min)|  (min) | (min?) |(mm/min)  (min)
ap | ae ap | ae ap | ae ap | ae
< [E |4070-(6)-10] 6600 | 2440 [0.06]009] 5200 | 1,940 [0.06]0.09] 4500 | 1490 [0.06]0.07 | 4500 | 1400 |0.06|0.06
== |4070-(14)-10{ 6,600 | 2,440 [0.06]0.09| 5200 | 1,940 [0.06]0.09| 4,500 | 1,490 |0.06|0.07 | 4,500 | 1,400 | 0.06 | 0.06
-\ 4080-(6)-10| 6,600 | 2,440 0.05/0.08| 5200 | 1,940 0.05/0.08| 4,500 | 1,490 |0.05|0.06| 4,500 | 1,400 |0.05|0.05
£ |408014)-10 | 6,600 | 2,440 [0.05]0.08| 5200 | 1,940 |0.05|0.08| 4,500 | 1,490 [0.05]0.06 | 4,500 | 1,400 |0.05|0.05
027707 | 4090-(6)-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
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 | 1850 0.0 |0.05] 4700 | 1,760 |0.03| 0.05| 4050 | 1,350 |0.03| 0.04 | 4,050 | 1,260 |0.03 0.03
2017 2 |4100-(14)-10| 5,050 | 1,850 003 0.05| 4700 | 1,760 0.08/0.05| 4050 | 1,350 | 0.08|0.04| 4050 | 1,260 | 0.08 /003
4 [4110-(6)-10| 5,050 | 1,850 | 0.02|0.03| 4,700 | 1,760 |0.02|0.03| 4,050 | 1,350 |0.020.02 | 4,050 | 1,260 |0.02 0.02
Eﬁi“\ 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 | 0.02|0.02
M”f 4020-(6)-15[ 12,000 | 5,220 |0.32 045 9,000 | 3,690 [0.32|045| 7,800 | 2970 |032| 0.4 | 7,800 | 2,790 | 0.32] 0.32
5772 " |" |4025-(6)-15] 12,000 | 4680 |0.29|0.45] 9,000 | 3690 |0.29|0.45) 7,800 | 2970 |0.29|0.35 | 7,800 | 2,790 | 0.290.29
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 |0.23|0.23
o, |2 |40356)-15] 9500 | 3600 |0.19 /025 7200 | 2520 |0.19]025| 6200 | 2070 |0.19] 0.2 | 6200 | 1890 0.19/0.19
swe |7 |4040-(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
s % 4051-(6)-15| 7,800 | 2,880 | 0.11/0.15| 5800 | 2,160 |0.11|0.15| 5,000 | 1,650 |0.11[0.15| 5,000 | 1,560 |0.11]0.11
© |4060-(6)-15| 7,800 | 2,880 |0.07 0.15| 5800 | 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
oer |3 |4080-(6)-15] 5610 | 2,070 |0.05]0.08| 5200 | 1940 |0.05/0.08] 4500 | 1490 |0.05]0.06| 4500 | 1,400 [0.05]0.0
17 |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
07507 £ |4025-(6)-20] 12,000 | 4680 1029|045 9,000 | 3,690 |09 |0.45 7,800 | 2,970 |0.29|0.35 | 7,800 | 2790 |0.29|0.29
s |5 14030-(6)-20 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 | 2520 | 0.23/0.23
o = |4035-(6)-20{ 9,500 | 3,600 [0.190.25| 7,200 | 2,520 [0.19] 025 6,200 | 2,070 |0.19] 0.2 | 6,200 | 1,890 |0.19]0.19
i " |4028-(6)-30{ 12,000 4,680 |0.23]0.35 9,000 | 3,690 |0.23/0.35| 7,800 | 2700 |0.23| 0.3 | 7,800 | 2,520 |0.230.23
227771 16066-(9)-10| 6,500 | 2,520 0.220.35| 4,800 | 1,740 [0.22/0.35| 4,100 | 1400 |0.22/0.25| 4,100 | 1,330 022|022
6089-(21)-10| 5200 | 2,160 | 0.11|0.15 3900 | 1,440 | 0.1 0.15| 3400 | 1,080 |0.11(0.15| 3,400 | 1,040 |0.110.11
BBy 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 | 5200 | 1,710 032|032
— 6060-(15)-15| 6,500 | 2,520 |0.22/0.35| 4,800 | 1,740 |0.22]0.35] 4,00 | 1400 |0.22]0.25] 4100 | 1,330 | 0.22] 0.22
2909 6028-(9)-30 | 8,000 | 3,600 |0.450.65| 6,000 | 2,700 [0.45|0.65| 5200 | 2,070 |0.45|055| 5200 | 1980 |0.45 045
70
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tIHEIZZ$R  Milling Conditions

CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS | HARDENED STEELS HARDENED STEELS 5
Work | zox7
Material L | square
S45C + S55C / SK + SCM NAK * HPM F:ﬁ
Hi
@ ~225HB / ~35HRC ~45HRC ~55HRC ~62HRC &
Hardness
OEG%y | #)RE | tHAE DR | 2URE| thAE O |FURE | YHAE DG | ZUEE| thAZ ;%SUI?
RUZE  |Spindle| Feed |Depthof Cut|Spindle| Feed |Depth of Cut|Spindie| Feed |Depthof Cut| Spindle| Feed |Depthof Cut| i
Model Speed Speed Speed Speed g -
Number | (min") \(mm/min)  (min) | (min") |(nm/min)|  (min) | (min?) (mm/min)  (min) | (min") |(nm/min)  (min) g“ e
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 H—ib
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 | 052 0.75| 4500 | 2,700 |0.52|0.75| 3,900 | 1,530 [0.52| 0.6 | 3,900 | 1450 |0520.52 -
8069-(20)-15| 6,000 | 2,700 [0.33|0.45| 4500 | 2700 |0.33|0.45| 3900 | 1,530 |0.33| 0.4 | 3,900 | 1450 |0.33|0.33

8031-(12)-30| 7,000 | 3,150 |0.64 | 0.95| 4950 | 2,700 |0.64 0.95| 4290 | 1,710 |0.64 | 0.75| 4290 | 1600 |0.64|064| 57777
10060-(15)-10| 4,800 | 2,340 |0.75 | 1.15| 3,600 | 1,670 |0.75|1.15| 3,00 | 12350 [0.75| 0.9 | 3100 | 1,270 |0.75|0.75| [
10072-(15)-10| 4,800 | 2,340 | 0.5 0.85| 3,600 | 1,670 |0.55|0.85| 3,00 | 12350 |0.55|0.65 3100 | 1,270 |0.55|0.55

For Die / THS kD
w

10080-(34)-10| 4,560 | 2,160 |0.35] 0.5 | 3420 | 1,600 |0.35]0.55| 3,00 | 1,350 |0.35| 0.4 | 3100 | 1,270 |0.35|0.35 %:”p
10108-(34)-10] 4,320 | 2,100 0.15]0.25| 3,300 | 1,530 |0.15]025| 2,950 | 1,290 |0.15| 0.2 | 2950 | 1200 |0.15|0.15] %

10053-(15)-15( 5,000 | 2520 |0.751.15] 3780 | 1,760 |0.75|1.15] 3.250 | 1400 |0.75| 09 | 3250 | 1330 |075/075| %527
10074-(15)-15| 4,800 | 2,340 | 0.35| 0.55| 3,600 | 1670 |0.35 0.5 3100 | 1,350 |0.35| 04 | 3100 | 1,270 [0.35|0.35 Mw

10034-(15)-30| 5,500 | 2,770 | 1.15]1.75| 4,100 | 1,940 |1.15/1.75| 3410 | 1,480 | 1.15|1.35| 3,410 | 1,400 |1.15|1.15 5972

Long Neck Radius

g
Z|ROLT
T | square
ho
L
=
£/ K=
(‘E Ball

a Zz

P 2|zoz7
F | square
5
7
ae § LongNecklﬁquare

1. HRDIERI - BREORHZEERE T, i
Use a highly rigid and accurate machine as possible. -

2. COYMIRERITHSGEOERERTBNTT, Qv
KIRONITIFINIAR - BH - ERAEBECKIERFRGZABUERLTTEL, LongNeck 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. E?n,iring

3. FERAEMOOEHNEIRBRVESICE. OEHMEEDISRYREZR—DEETTFTERULTTEL, 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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SX-LN-2

E ﬁ
soc | COAT

R0.5 ~ R2.0
# OWHEIME Work Material
ZII7 |0
se L [pezmem CARBON STEELS $45C+S55C | ©
o é Ftra ] ALLOY STEELS SK + SCM ©
Ball ¢ FU/\—R>/$8 | PREHARDENED STEELS NAK « HPM ©
- BEA NS HARDENED STEELS (~55HRC) ©
=] (~60HRC) ©
G’ ﬁ (~65HRC) O
Z ik CAST IRON ©
Z :zz gi ZIL=EE ALUMINUM ALLOYS
2 7ST7A b~ GRAPHITE
P o COPPER ALLOYS
l';':'r”f ﬁ FSRAFvI PLASTICS
E; SHRIEEIAE (© 1 58,/ Most Suitable - O 8/ Suitable)
Zhm L _
Taper Neck Ball < o >
4—7 .
- Wt ‘
A
kel
AIJI7 ’7:1‘,' CEK 777777777 |> 77777 ] ©
Square %] R / g
ot |5 @ &5 36 BUE  Total 36 Models
Ov7zvo |8
o S R IE TR =z 2R | YrUIB
Radius Length of Cut | Effective Length | Neck Diameter | Overall Length | Shank Diameter
Model Number
- % R (mm) LC (mm) EL (mm) ®D1 (mm) L (mm) ¢d (mm)
Square s 1004 0.5 1 4 0.95 70 6
e ?’E“é 1006 0.5 1 6 0.95 70 6
Ball 2 1008 0.5 1 8 0.95 70 6
1010 0.5 1 10 0.95 70 6
SO %’ 1012 0.5 1 12 0.95 70 6
Square 7 1014 0.5 1 14 0.95 70 6
Eﬁ%ygg 1016 0.5 1 16 0.95 70 6
Long Neck Square g SX-LN-2 1020 0.5 1 20 0.95 70 6
. % 1504 0.75 1.2 4 1.3 70 6
Ball £ 1506 0.75 1.2 6 1.3 70 6
Ovo%yo 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
-5 1516 0.75 1.2 16 1.3 70 6
il 1520 0.75 1.2 20 1.3 70 6
72
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REAREL
Lead to the next page

@ S5t 36 BUFE  Total 36 Models

AU R IR BUR B &R 9 IR B
Radius Length of Cut | Effective Length | Neck Diameter | Overall Length | Shank Diameter ,’?J% 29T7
Model Number % Square
R (mm) LC (mm) EL (mm) ¢D1 (mm) L (mm) ¢d (mm) § o
2008 1 2 8 1.8 70 6 ge
2010 1 2 10 1.8 70 6 ~
2012 1 2 12 1.8 70 6 e
2014 1 2 14 1.8 70 6 -
2016 1 2 16 1.8 70 6 i
2018 1 2 18 1.8 70 6 .
2020 1 2 20 1.8 70 6 m o
A
3010 1.5 3 10 2.7 90 6 21—
5 RyIR—Ib
3014 1.5 3 14 2.7 90 6
3018 1.5 3 18 2.7 90 6
SX-LN-2
3022 1.5 3 22 2.7 90 6
3026 15 3 26 2.7 90 6 orr
3030 1.5 3 30 2.7 90 6 < b
4016 2 4 16 3.6 90 6 520277
4020 2 4 20 3.6 90 6 N
4024 2 4 24 36 90 6 ettt
4028 2 4 28 3.6 90 6 B
4032 2 4 32 3.6 90 6 i
4036 2 4 36 3.6 90 6 % L
4040 2 4 40 3.6 90 6 Hi
7
Z|rox7
‘5‘ Square
5
W aygzws
F\E I}nggNiquuare
% =)L
o7 zxy7
K=
éﬁﬂyu )
a—F—
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tIHISEEZR  Milling Conditions

AIENSDHEE

Continuance from ex-page
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WAt R/ SEH TUN—R 4 JRAN AN
5 Work CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS HARDENED STEELS HARDENED STEELS
Lo % Material | g45G + $55C / SK + SCM NAK + HPM
e g HESESS ~225HB / ~35HRC ~45HRC ~55HRC ~62HRC
: OEGE | ZURE | YAE | DERE ZUEE | thAE |[OEREy | 2VRE| UHAE |OEGH =VEE| thag
. RUER Spindle| Feed |Depth of Cut| Spindle | Feed |Depth of Cut| Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut
2017 | Model Speed Speed Speed Speed
o % Number | (min") |(mm/min) ~ (min) | (win") |(am/min)  (min) | (min") ((mm/min)  (min) | (min") |(mm/min)|  (min)
59_“71 § ap | ae ap | ae ap | ae ap | ae
o : 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 |0.05|0.085
i ﬁ 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
— § 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;‘;%\'ﬂ_.fl’g 1012 29,000 | 1,300 |0.015]0.025/ 25,000 | 950 |0.015|0.025/ 21,500 | 770 |0.01{0.03 /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 |0.005(0.01 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
Soumre @ 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
Dw*wﬁ\: 1508 | 26,000| 1,500 | 0.1 {0.25|21,500 | 1,150 | 0.1 |0.25/ 19,000 910 |0.08|0.18|17,500 | 790 |0.05|0.11
LZfNIquE 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
uya‘zw% 1512 26,000 | 1,500 [0.07|0.13| 21,500 | 1,150 |0.07{0.13| 19,000 | 910 |0.05]0.09 17,500 | 790 |0.03|0.055
SYFR
LongNeck icius 1514 23,000 | 1,300 {0.05| 0.1 | 19,000 | 980 |0.05| 0.1 |17,000| 770 |0.04|0.07|15500| 660 |0.0250.04
;_ 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 |0.02|0.035
2IT7 ? 1520 23,000 | 1,300 0.02|0.04| 19,000 | 980 |0.02|0.04]17,000| 770 |0.015/0.03| 155500 | 660 |0.01|0.02
R—Ib %
7
2IT7 |3
Square ?’-
7
av7zvd %
209T7 " |F
R—Ib %
OvIxy7
=L
0N
1—-F—
5909
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tIHEIZZ$R  Milling Conditions

HEHIAA R / S FTUN—RVER BEANEH IRANSE
Work CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS HARDENED STEELS HARDENED STEELS =
Material | g45¢ - $55C / SK - SCM NAK - HPM i;’é ol
HEE ~225HB / ~35HRC ~45HRC ~b55HRC ~62HRC % .
ardness - g:" N
DS #URE| VAR S XUEE| VAR |DEN 2UEE| DAR |EER mUEE thAR |
RIS Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut| Spindle| Feed |Depthof Cut|
Model Speed Speed Speed Speed % 29T7
Number | (min") (mm/min) ~ (min) | (min") |(mm/min)|  (min) | (i) [(mo/min)|  (min) | (min?) ((mm/min)  (min) 4 o
ap | ae ap | ae ap | ae ap | ae ;2—371
2008 |21,000| 1,900 | 0.2 | 0.3 [18,000| 1,450 | 0.2 | 0.3 |15800| 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 |0.06|0.12 -
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 |0.06|0.09 iﬁiﬂ—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 ’§_ -
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%J%\rrfa—‘fu
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 /13500 1,850 | 0.2 | 0.4 |12,000 | 1,500 |0.15]0.03| 11,200 | 1,210 |0.09|0.21| 7
2| 2717
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| 1 savere
3022 14,500 | 2,000 |0.140.28 | 12,500 | 1,500 |0.14]0.28 10,800 | 1,250 | 0.1 |0.18| 10,080 | 1,090 |0.06|0.12 gny%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 f e
3030 [14,500| 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 e
SIYTPA
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 Raius
4020 (11,500| 2,300 | 0.2 {0.35| 9,800 | 1,750 | 0.2 |0.35| 8,700 | 1,450 | 0.15| 0.3 | 8,050 | 1,250 |0.09{0.18
4024 (10,400| 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 %1917
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 ;;iéﬁ"—w
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 |0.07 |0.12| 7,200 | 1,040 10.04/0.07]
2|zox7
3 Square
7
% N
ap 7
1. HRBRUEENE - EREORIES EATE, £l
Use a highly rigid and accurate machine as possible. ae =
2. COYMIRERIFTYIRENERERIODTY, Qv
KIEOITTIFINTRA - BN - ERAEEEFICRUERRGZREBUERLTTIE 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. E?ﬁzm
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
75
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SX-LN-3

E ﬁ
soc | COAT

R0.5 ~ R2.0
# OWHEIME Work Material
ZII7 |0
se L [ pezmen CARBON STEELS $45C+S55C | ©
o é Ftera ] ALLOY STEELS SK « SCM ©
Ball ¢ FU/\—R/$f | PREHARDENED STEELS NAK « HPM ©
- BEA NS HARDENED STEELS (~55HRC) ©
=] (~60HRC) ©
G’ ﬁ (~65HRC) O
Z ik CAST IRON ©
Z :zz gi ZIL=EE ALUMINUM ALLOYS
2 7ST7A b~ GRAPHITE
Y o COPPER ALLOYS
l';':'r”f ﬁ FSRAFvI PLASTICS
E; SHRIEEIAE (© 1 58, Most Suitable - O 8,/ Suitable)
ERr A |- L _
Taper Neck Ball < o >
4—7 .
= Wt ‘
A
kel
AIJI7 ’7:1‘,' CEK 777777777 |> 77777 ] ©
Square %] R / g
ot |5 @ &5 36 BUE  Total 36 Models
Ov7zvo |8
e S R IE TR = 2R | YrUIB
e Nt Radius Length of Cut | Effective Length | Neck Diameter | Overall Length | Shank Diameter
I % R (mm) LC (mm) EL (mm) ¢D1 (mm) L (mm) d (mm)
Square s 1004 0.5 1 4 0.95 70 6
e g’;‘é 1006 0.5 1 6 0.95 70 6
Ball 2 1008 0.5 1 8 0.95 70 6
1010 0.5 1 10 0.95 70 6
SO % 1012 0.5 1 12 0.95 70 6
Square 7 1014 0.5 1 14 0.95 70 6
Eﬁ%yg% 1016 0.5 1 16 0.95 70 6
Long Neck Square g SX-LN-3 1020 0.5 1 20 0.95 70 6
. % 1504 0.75 1.2 4 1.3 70 6
Ball £ 1506 0.75 1.2 6 1.3 70 6
Ovo%yo 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
1-F— 1516 0.75 1.2 16 1.3 70 6
Gonrionen 1520 0.75 1.2 20 1.3 70 6
76
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REAEL
Lead to the next page

@ 55t 36 BUE  Total 36 Models

AU R IR IR B 2R AL B
Radius Length of Cut | Effective Length | Neck Diameter | Overall Length | Shank Diameter ,’?J% 29T
Model Number % Square
R (mm) LC (mm) EL (mm) ¢D1 (mm) L (mm) ¢d (mm) § o
2008 1 2 8 1.8 70 6 3o
2010 1 2 10 1.8 70 6 ~
2012 1 2 12 1.8 70 6 Blooe”
2014 1 2 14 1.8 70 6  {—
2016 1 2 16 1.8 70 6 i
2018 1 2 18 1.8 70 6 .
2020 1 2 20 1.8 70 6 m o
A
3010 15 3 10 2.7 90 6 i
5 RyIR—Ib
3014 1.5 3 14 2.7 90 6
3018 15 3 18 27 90 6
SX-LN-3
3022 1.5 3 22 2.7 90 6
3026 1.5 3 26 2.7 90 6 orr
3030 1.5 3 30 2.7 90 6 - b
4016 2 4 16 3.6 90 6 e
4020 2 4 20 3.6 90 6 N
4024 2 4 24 3.6 90 6 et
4028 2 4 28 3.6 90 6 B
4032 2 4 32 3.6 90 6 i
4036 2 4 36 3.6 90 6 5 .
4040 2 4 40 3.6 90 6 ™
7
2|rox7
‘5‘ Square
5
W aygzys
ﬁ\ﬁ I}nggNiquuare
% "=
S
K=
ERY
a—F—
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tIHISZEZR  Milling Conditions

HIENSDfHEE

Continuance from ex-page
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WA k& &0 FTUN—REH JRANER AN
. Work CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS HARDENED STEELS HARDENED STEELS
Lo % Material | 545G - S55C / SK + SCM NAK + HPM
fn  |B HEESS ~225HB / ~35HRC ~ 45HRC ~55HRC ~62HRC
: CERE | ZURE | UAE |[DERE | X)EE | thAE |EERE 2URE| YhAE |[OEGRL | ZVRE | hASE
. BRI Spindle| Feed |Depth of Cut| Spindle | Feed |Depth of Cut| Spindle| Feed |Depth of Cut|Spindle| Feed |Depth of Cut
2017 | Model Speed Speed Speed Speed
- - Number | (min") |(nm/min)| ~ (min) | (min") |(om/min)|  (min) | (min") |(am/min)|  (min) | (min") |{Gam/min)|  (min)
SY7Z § ap | ae ap | ae ap | ae ap | ae
- 3 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
=t ﬁ 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
— § 1010 |33,000| 2,700 |0.03|0.05| 28,000 | 2,070 |0.03|0.05 24,000 1,630 | 0.03|0.0522,500 | 1,450 {0.02 |0.035
T?J%\IJEB—I{»E 1012 29,000 | 2,340 0.015(0.025( 25,000 | 1,710 |0.015/0.025/ 21,500 | 1,380 | 0.010.03|20,000 | 1,220 |0.007|0.02
1014 | 29,000 | 2,340 | 0.01{0.02 25,000 | 1,710 |0.01/0.02|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
Soore @ 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
Dy%wﬁ\: 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 |0.05|0.11
Lok | € 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
Dv7797 |2 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
SYTR
Long Neck Rcius 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
2II7 ? 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
R—IL 2-;;
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tIHEIZZ$R  Milling Conditions

HEHIAA R / S FTUN—RVER BEANEH IRAN
Work CARBON STEELS / ALLOY STEELS| PREHARDENED STEELS HARDENED STEELS HARDENED STEELS =
Material | g45¢ - $55C / SK - SCM NAK - HPM i;’é ol
HEE ~225HB / ~35HRC ~45HRC ~55HRC ~62HRC % .
ardness & ;T:" 0%
Do #URE| YHAR DM HURE| YHAR DM | MURE| YHAR DM #URE VAR |
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 Bl 2017
Number | (min") (mm/min)| ~ (min) | (min™) |(mm/min)  (min) | (min") |(om/min)  (min) | (min") |(mm/min)|  (min) %zsqm
ap | ae ap | ae ap | ae ap | ae ;2—371
2008 [21,000] 3420 | 0.2 | 0.3 [18,000| 2,610 | 02 | 0.3 | 15800 | 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 iﬁiﬂ—’b
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 |0.04|0.08 ’?_ -
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?J%\rrfa—‘fu
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 /13500 3,330 | 0.2 | 0.4 |12,000 | 2,700 |0.15]0.03| 11,200 | 2,180 |0.09  0.21| 7
2| 2o1I7
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| 1 savere
3022 14,500 | 3,600 |0.140.25|12,500 | 2,700 |0.14]0.25| 10,800 | 2,250 | 0.1 |0.18| 10,080 | 1,960 |0.06|0.09 gny%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 fﬁl&
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 e
SIYTPA
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 Raius
4020 (11,500 4,140 | 0.2 [0.35| 9,800 | 3,150 | 0.2 |0.35| 8,700 | 2,610 | 0.15| 0.3 | 8,050 | 2,250 |0.09{0.18
4024 (10400 3,420 |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 %1917
4028 | 10400 | 3420 [0.12|0.25] 8,800 | 2610 [0.12]025| 7,700 | 2,160 | 0.1 | 0.2 | 7200 | 1,670 |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 ;;iéﬁ"—u/
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 10.04 /007
Z|zox7
3 Square
7
% N
ap 7
1. HRBRUEENE - EEEORIET ERE T, £ |-
Use a highly rigid and accurate machine as possible. ae =
2. COYMIRERIFTYIRENERERIODTT, e
KIEOITTIFINTAA - BN - EREEEFICRUERRGZRBUERLTTIE 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. E?ﬁzmg
3. [FRAEMOOEHNEIRVESICE, EHEEDISEVREZR—DEERTTIFTERULTTEL, 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 Lownge
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