AIJIFPIVRZE)L squareE

g 1=
LR
1
247
500
L
3] $6.0 ~ ¢20.0
% @WHEIME Work Material
Z7I7 (i
sware | [ e CARBON STEELS $45C+S55C | ©
T il ALLOY STEELS SK + SCM ©
R—IL 5
Ball ¢ FUN—R$8 | PREHARDENED STEELS NAK « HPM ©
- 15 A NS HARDENED STEELS (~55HRC) ©
] (~60HRC) O
RII7
Square E ("" GSHRC)
A
F ik CAST IRON ©
3572 %. ZIL=EF ALUMINUM ALLOYS
& | 577108 GRAPHITE
P o COPPER ALLOYS
" it —
Zr”’ 0 FSAFYI PLASTICS
A SHTRAREIAS (O @ 858, Most Suitable + O : & Suitable)
7_'—/\07 g
2yIih—=Il |5
Taper Neck Ball
Ov7xvJ
R=Ib
Long Neck Ball
7
z2oz7 | L
Square DID
[ < LC >
Ov7xv7 | g
2717 |3
Long Neck Square E
=
ovo7zy7 |8
SYFR 3 2
Long Neck Radius (=] I D R kel
S <
y
z
29I7 |Z
Square ,’(
ho
5
K= £
Ball L‘_E
s -
2017 |2 @BET6BIE Total 6 Models
Square F
—7 o NiE IR 2R YrVIR
;D(Zf__}i‘w % Outside Diameter Length of Cut Overall Length Shank Diameter
Long Neck Square | Model Number
g @D (mm) LC (mm) L (mm) ¢d (mm)
mv 4060-P 6 15 60 6
gv702 4080-P 8 21 75 8
Long Neck Ball 4100-P 10 25 80 10
HFS
Eﬂi?_ 4120-P 12 30 100 12
amfering
N 4160-P 16 36 110 16
e
o e 4200-P 20 43 125 20
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VIEIESEE S

I R/ S FTUN—RVER AN
Worl CARBON STEELS / ALLOY STEELS PREHARDENED STEELS HARDENED STEELS
Material
S45C + S55C / SK + SCM NAK « HPM
B ~225HB / ~35HRC ~45HRC ~55HRC _
Hardness ’®
CER# XUEE| YHhAE | O ZWUERE| {HAE | O EVEE| thAs 2
RIS Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut § R—IL
Model Speed Speed Speed 5™
Number (min") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min) ~
ap | D ap | D ap | D % 2017
4060-P | 4,300 | 650 | 9 | 0.6|3200| 300 | 9 061500 120 | 9 |02 # ™"
4080-P | 3,200 | 650 | 12 | 0.8 | 2,400 | 300 | 12 | 0.8 | 1,100 | 110 | 12 | 0.3 | {277%
4100-P | 2,600 | 580 | 15| 1 | 2,000 | 300 | 15 | 1 900 100 | 15 | 03| ©
4120-P | 2,200 | 500 18 | 1.2 | 1,600 | 300 18 | 1.2 | 750 100 18 | 04 % —
4160-P | 1,600 | 400 | 24 | 1.6 | 1,200 | 240 | 24 | 1.6 | 600 | 100 | 24 | 05| 7
4200-P | 1,300 | 320 |30 | 2 | 950 | 200 | 30 | 2 | 450 | 100 | 30 | 0.5 | Z7in
Ovgzxvg
K=Ib
i’ 2IT7
i | Square
I
B
B=PEd
2|2717
E Long Neck Square
&|oyozyo
SI7R
Long Neck Radius
% AIL7
IJ'T] Square
%Z R—Ib
E j ap g RAII7
3 Square
7
L 7’1" ovgxyg
D ﬁ\ﬁ I.Zm\ggNil?Slquare
1. HRBRUEEIE - EREORIEER T, £ |-
Use a highly rigid and accurate machine as possible. =
2. COYMIRERIFTYIRENERERIODTY, e
KIEOITTIFINTRR - BN - EREEEFICRUERRGZREBUERLTTIE L, Long ek al
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling .
shape, porpose, machine capability and the operation environment. E?ﬂiring
3. [EREMOEEHNEIBVESICE. OERHEEDITX)REZB—DLERTNFTERLTTIEW, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the SovY
same proportion. Comer Lounge
27
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AITIFPIVRZEI) squareEn

Y= _
{ig ZH Bx
1 25° COAT
217
500
L
23] $6.0 ~ ¢20.0
% @WHEIME Work Material
Z7I7 |1
Square 5 | ==m CARBON STEELS S45C + S55C ©
T il ALLOY STEELS SK + SCM ©
R—IL 5
Ball ¢ FUN—R$8 | PREHARDENED STEELS NAK « HPM ©
- BEANSH HARDENED STEELS (~55HRC) ©
2oty B (~60HRC) ©
Square E ("" GSHRC) o
A
F ik CAST IRON ©
3572 %,. ZIL=EF ALUMINUM ALLOYS
& | 577108 GRAPHITE
P o COPPER ALLOYS
" it —
l';':r”' 0 FSAFYI PLASTICS
A SHTRAREIAS (O @ 858, Most Suitable + O : & Suitable)
F-N— |&
2yIih—=Il |5
Taper Neck Ball
0v7xvJ
R=Ib
Long Neck Ball
7
z2oz7 | L
Square 7]I|]
[ < LC >
Ov7%v7 | g
2717 |3
Long Neck Square E
=
ov7zy7 |&
SY72 3 1
Long Neck Radius (=] I D R kel
S <
y
z
29I7 |Z
Square ,’(
ho
5
= £
Ball (‘_5
s -
201y |2 @BET6BIE Total 6 Models
Square F
—7 o NiE IR 2R YrVIR
;D(Zg}i‘w % Outside Diameter Length of Cut Overall Length Shank Diameter
Long Neck Square | > Model Number
g @D (mm) LC (mm) L (mm) ¢d (mm)
mv 4060-H 6 15 60 6
vz 4080-H 8 21 75 8
Long Neck Ball 4100-H 10 25 80 10
HFS
EHR:J _ 4120-H 12 30 100 12
amfering
N 4160-H 16 36 110 16
e
o e 4200-H 20 43 125 20
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PIEIESE S

e R/ S FUN—RVER AN
Worl CARBON STEELS / ALLOY STEELS PREHARDENED STEELS HARDENED STEELS
Material
S45C - S55C / SK + SCM NAK « HPM
T ~225HB / ~35HRC ~45HRC ~55HRC _
Hardness ®
CEs# XUEE| YHhAE | O ZWUERE| {HAE | O ZVEE| thAs 2
RIS Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut § R—=JL
Model Speed Speed Speed 5™
Number (min") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min) ~
ap | D ap | D ap | D % 2017
4060-H | 4,300 | 650 | 9 | 0.6|3200| 300 9 |06 1500 120 | 9 |02 # ™%
4080-H | 3200 | 650 | 12 | 0.8 | 2,400 | 300 | 12 | 0.8 1,100 | 110 | 12 |03 | [=7%
4100-H [ 2600 | 580 | 15 | 1 | 2,000 | 300 | 15 | 1 900 100 | 15 | 03| ©
4120-H | 2,200 | 500 18 | 1.2 | 1,600 | 300 18 | 1.2 | 750 100 18 | 04 % —
4160-H | 1,600 | 400 | 24 | 1.6 | 1,200 | 240 | 24 | 16| 600 | 100 | 24 | 05| 7
4200-H | 1,300 320 |30 | 2 | 950 | 200 |30 | 2 | 450 | 100 | 30 | 0.5 | Zin
Ovgzxvg
=)L
’i’ 2IT7
il | Square
I
B
e
2|2717
E Long Neck Square
&|ov7zyg
SITA
Long Neck Radius
% AIL7
IJ'T] Square
%Z R—Ib
E j ap g RAII7
3 Square
7
L 7’1" avgxyg
b ﬁ\ﬁ I}nggNiquuare
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. E?ﬂiring
3. [EREMOEEHNEIBVESICE. OERHEEDITX)REZB—DLERTNFTERLTTIEW, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the SovY
same proportion. Comer Lounge
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AIJIFPIVRZE)L squareE

a2 1=
‘i P
IS =< | coat
217
500
L
3] $6.0 ~ ¢20.0
% @WHEIME Work Material
RII7 |0
Square 5 | = CARBON STEELS $45C - S55C
E S ALLOY STEELS SK + SCM
R—IL 5
Ball ¢ UJ\—R>/4§H | PREHARDENED STEELS NAK - HPM ©
- 15 A NS HARDENED STEELS (~55HRC) ©
— 1 (~60HRC) ©
Square E ("" GSHRC) O
H
F ik CAST IRON ©
Z;ufz %,, ZIL=EE ALUMINUM ALLOYS
& | o5T7qk GRAPHITE
P o COPPER ALLOYS
. &l —
Zr”' 0 FSAFYI PLASTICS
A KRB (© @ 858, Most Suitable + O : &/ Suitable)
7_'—/\07 g
2yIiR—=Il |5
Taper Neck Ball
Ov7xvJ
e
Long Neck Ball
7
z2oz7 | L
Square DID
A < LC >
OvJxv7 | g
27T7 |2
Long Neck Square E
=
ovo7zy7 |8
S5I72 ) 1
Long Neck Radius [=] he}
S e S
z
20I7 |3
Square ,’(
ho
5
= |2
Ball L‘_E
s -
201y |2 @BET6BIE Total 6 Models
Square F
—7 o NE IR 2R YrVIR
;D(Zf__}i‘w % Outside Diameter Length of Cut Overall Length Shank Diameter
Long Neck Square | > Model Number
g @D (mm) LC (mm) L (mm) ¢d (mm)
aro 6060-P 6 18 60 6
gz 6080-P 8 24 75 8
6100-P 10 30 100 10
HFS
B 6120-P 12 35 100 12
amfering
N 6160-P 16 45 110 16
J—F—
e 6200-P 20 50 125 20
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PIEIESE S

I R/ S FUN—RVER AN
Worl CARBON STEELS / ALLOY STEELS PREHARDENED STEELS HARDENED STEELS
Material
S45C - S55C / SK + SCM NAK « HPM
B ~225HB / ~35HRC ~45HRC ~55HRC _
Hardness ’®
CER# XUEE| YHhAE | O ZWUERE| {HAE | O EVEE| thAs 2
RIS Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut £ w—
Model Speed Speed Speed :% sall
Number (min") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min) ~
ap | D ap | D ap | D % 2017
6060-P | 6,000 | 2,100 | 9 | 0.6 5300 | 1,800 | 9 | 0.1 | 1,600 | 350 | 9 |0.06| # "
6080-P | 4,500 | 2,100 | 12 | 0.8 | 4,000 | 1,800 | 12 |0.15| 1,200 | 400 | 12 |0.08| {77*
6100-P | 3,600 | 2,100 | 15 | 1 | 3,200 | 1,800 | 15 | 0.2 | 1,000 | 400 | 15 | 0.1 :
6120-P | 3,000 | 2,100 | 18 1 12,700 | 1,800 | 18 10.25| 900 450 18 |0.12 % —
6160-P | 2,300 | 1,900 | 24 | 1 | 2,000 | 1,700 | 24 | 0.3 | 750 | 450 | 24 |0.16| 7
6200-P | 1,800 | 1,700 | 30 | 1 | 1,600 | 1,500 | 30 | 0.4 | 650 | 450 | 30 | 0.2 | & %7
Ov7zxv7
K=Ib
’i’ 2IT7
i | Square
I
B
T 0YT%vT
2|z2717
g oy zy7
SITA )
% AIL7
%Z R—Ib
E j ap g RAII7
3 Square
L % avgxyg
D ﬁ\ﬁ I}nggNiquuare
1. HRBRUEBI - EREORIEER T, £ |-
Use a highly rigid and accurate machine as possible. =
2. COYMIRERIFTYIRENERERIODTY, e
KIEOITTIFINTIRA - BN - EREEEFICRUERRGZREBUERLTTIE L, Long Neck Bal
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment. Eﬁi‘,’e,mg
3. [EREMOEEHNEIBVESICE. OEHEEDITR)REZBR—DLLERTNFTERLTTIEW, 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. Comar Loure
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AIJIFPIVRZE)L squareE

a2 1=
{ig ZH Bx
IS =< | coat
217
500
L
3] $6.0 ~ ¢20.0
% @WHEIME Work Material
RII7 |0
Square 5 | = CARBON STEELS $45C - S55C
E S ALLOY STEELS SK + SCM
R—IL 5
Ball ¢ UJ\—R>/4§H | PREHARDENED STEELS NAK - HPM ©
- 15 A NS HARDENED STEELS (~55HRC) ©
— 1 (~60HRC) ©
Square E ("" GSHRC) @
H
F ik CAST IRON ©
Z;ufz %,, ZIL=EE ALUMINUM ALLOYS
& | o5T7qk GRAPHITE
P o COPPER ALLOYS
. &l —
Zr”' 0 FSAFYI PLASTICS
A KRB (© @ 858, Most Suitable + O : &/ Suitable)
7_'—/\07 g
2yIiR—=Il |5
Taper Neck Ball
Ov7xvJ
e
Long Neck Ball
7
z2oz7 | L
Square DID
A < LC >
OvJxv7 | g
27T7 |2
Long Neck Square E
=
ovo7zy7 |8
S5I72 ) 1
Long Neck Radius [=] he}
S e S
z
20I7 |3
Square ,’(
ho
5
= |2
Ball L‘_E
s -
201y |2 @BET6BIE Total 6 Models
Square F
—7 o NE IR 2R YrVIR
;D(Zf__}i‘w % Outside Diameter Length of Cut Overall Length Shank Diameter
Long Neck Square | > Model Number
g @D (mm) LC (mm) L (mm) ¢d (mm)
aro 6060-H 6 18 60 6
gz 6080-H 8 24 75 8
6100-H 10 30 100 10
HFS
B 6120-H 12 35 100 12
amfering
N 6160-H 16 45 110 16
J—F—
e 6200-H 20 50 125 20
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PIEIESE S

I R/ S FUN—RVER AN
Worl CARBON STEELS / ALLOY STEELS PREHARDENED STEELS HARDENED STEELS
Material
S45C - S55C / SK + SCM NAK « HPM
B ~225HB / ~35HRC ~45HRC ~55HRC _
Hardness ’®
CER# XUEE| YHhAE | O ZWUERE| {HAE | O EVEE| thAs 2
RIS Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut £ w—
Model Speed Speed Speed :% sall
Number (min") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min) ~
ap | D ap | D ap | D % 2017
6060-H | 6,000 | 2,100 | 9 | 0.6 | 5300 | 1,800 9 | 0.1 1600 350 | 9 |0.06| # "
6080-H | 4,500 | 2,100 | 12 | 0.8 | 4,000 | 1,800 | 12 |0.15 1,200 | 400 | 12 |0.08| £>27*
6100-H | 3,600 | 2,100 | 15 | 1 | 3,200 | 1,800 | 15 | 0.2 | 1,000 | 400 | 15 | 0.1 :
6120-H | 3,000 | 2,100 | 18 1 12,700 | 1,800 | 18 |0.25| 900 450 18 |0.12 ;%m'—n,
6160-H | 2,300 | 1,900 | 24 | 1 | 2,000 | 1,700 | 24 | 0.3 | 750 | 450 | 24 |0.16| 7
6200-H | 1,800 | 1,700 | 30 | 1 | 1,600 | 1,500 | 30 | 0.4 | 650 | 450 | 30 | 0.2 | Zin
Ov7zxv7
K=Ib
’i’ 2IT7
i | Square
I
B
B=PES
2|z2717
g oy zy7
SITA )
% AIL7
%Zrﬁ—u’
E j ap g RAII7
3 Square
7
L 7’1" avgxyg
b ﬁ\ﬁ I}nggNiquuare
1. HRBRUEBI - EREORIEER T, £ |-
Use a highly rigid and accurate machine as possible. =
2. COYMIRERIFTYIRENERERIODTY, e
KIEOITTIFINTIRA - BN - EREEEFICRUERRGZREBUERLTTIE L, Long Neck Bal
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment. Eﬁi‘,’e,mg
3. [EREMOEEHNEIBVESICE. OEHEEDITR)REZBR—DLLERTNFTERLTTIEW, 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. Comar Loure
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SIYFPALVRZ)V  Radius Endmill

<
LR
1
247
s 00
T
23] 6.0 ~$20.0
% @WHEIME Work Material
ZOI7 |
saere L [ ezzem CARBON STEELS $45C+S55C | ©
i § Ftra ] ALLOY STEELS SK + SCM ©
2::”’ ‘?: FU/\—R>/$8 | PREHARDENED STEELS NAK « HPM ©
- 15 A NS HARDENED STEELS (~55HRC) ©
B (~60HRC) O
27 (~65HRC)
i—g ek CAST IRON ©
Zifz g ZIL=EF ALUMINUM ALLOYS
g | 57708 GRAPHITE
P o COPPER ALLOYS
l';':'r”' % FSAFwWYT PLASTICS
T SR (© : S8, Most Suitable + O : &/ Suitable)
Zoom-n |3
Taper Ne‘ck Ball ) L
i . c
ZII7 i
Square bl A [
T a ]
- H S e S
Long Neck Square § R /
Ov7xv7 |8
SYPR
Long Neck Radius
BEF 15 BFE  Total 15 Models
P % BIE . 71-?5 . AR &R ‘D'\"?/?f%
Square i Outside Diameter / Radius Length of Cut Overall Length Shank Diameter
n Model Number
% @D/R(mm) LC (mm) L (mm) ¢d (mm)
wr—= |2
Ball g 4060-0.5-P 0.5
- 4060-1.0-P 6 1 15 60 6
- 4080-0.5-P 0.5
2717 1% 2080-1.0p| °© 1 21 S 8
z 4100-0.5-P 0.5
o |10
517 & 41001.0p| ° 1 2 80 10
g 4120-0.5-P 0.5
won (R HFR 412010 | ° 1 %0 100 12
4160-0.5-P 0.5
%Zﬁ*” 4160-1.0-P 16 1 36 110 16
ong teck Bal 4160-1.5-P 1.5
AR 4200-0.5-P 0.5
Chamfering
4200-1.0-P 1
g;;—“ 4200-1.5-P gL 1.5 = s AL
G tomge 4200-2.0-P 2
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o, R/ S FUN—RVER BEANEE
Worl CARBON STEELS / ALLOY STEELS PREHARDENED STEELS HARDENED STEELS
Material
S45C - S55C / SK + SCM NAK « HPM
B ~225HB / ~35HRC ~45HRC ~55HRC _
Hardness ’®
CEs#y XUEE| YHAE | O ZWUERE| {HAE | O (EVEE| thAs 2
RIS Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut HE
Model Speed Speed Speed :% Ball
P (min™) | (mm/min) (min) (min") | (mm/min) (min) (min™) | (mm/min) (min) -
ap | D ap | D ap | D % 2ITP
4060-0.5-P .

4,300 | 650 9 | 0.6 | 3,200 | 300 9 |06 1500 120 9 |02 E_.
4060-1.0-P : e
4080-0.5-P -

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

2,600 | 580 15 1 | 2,000 | 300 15 1 900 100 15 | 0.3 | &/57-—
4100-1.0-P g
4120-0.5-P N

2,200 | 500 18 | 1.2 | 1,600 | 300 18 | 1.2 | 750 100 18 | 04 R
4120-1.0-P Long Neck Bal
4160-0.5-P ,

W -
4160-1.0-P| 1,600 | 400 | 24 | 1.6 | 1,200 | 240 | 24 | 1.6 | 600 100 | 24 | 0.5 ;f_g i
4160-1.5-P S

2|z2717
4200-0.5-P
4200-1.0-P ¥155557

1,300 | 320 | 30 | 2 950 200 | 30 | 2 450 100 | 30 | 0.5 Long Neck Rads
4200-1.5-P
4200-2.0-P e

%;' R—=Ib
7
ap Z|zox7
‘5‘ Square
7
L W aygzws
- P F\E I}nggNikZQuare
1. HRBRIEREI - EREORHECER TS, £ |-
Use a highly rigid and accurate machine as possible. =
2. COYMIRERIFTYIRENERERIODTY, Qv
KIEOITTIFINTRA - BN - ERAEEEFICRUERRGZREBUERLTTIE L, Long ek Bl
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling ,
shape, porpose, machine capability and the operation environment. E?ﬂiring
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. Cormer Lounge
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SIYFPALVRZ)V  Radius Endmill

. —c
Lig ZH Bx
2 R 5 | coar
e
s 00
T
23] $6.0 ~ ¢20.0
% @WHEIME Work Material
ZOI7 |
saere L [ ezzem CARBON STEELS $45C+S55C | ©
i § Ftra ] ALLOY STEELS SK + SCM ©
v é: ZUN\—R>/8H | PREHARDENED STEELS NAK * HPM ©
- 15 A NS HARDENED STEELS (~55HRC) ©
T a (~60HRC) ©
207 18 (~65HRC) | O
i—g sEer CAST IRON ©
Zifz g ZIL=EF ALUMINUM ALLOYS
g | 57708 GRAPHITE
P o COPPER ALLOYS
l';':'r”' % FSAFwWYT PLASTICS
’g RIS (© : B8, Most Suitable - O : i,/ Suitable)
Zoom-n |3
< L .
0v7xvg
R=1b LC
2IL7 Z
Square @ . 2
F =) N I o
Long Neck Square :% R /
Ov7xv7 |8
SYPR
Long Neck Radius
BEF 15 BFE  Total 15 Models
P % BIE . ﬂﬁ . AR &R ‘D'\"?/?f%
Square i Outside Diameter / Radius Length of Cut Overall Length Shank Diameter
n Model Number
% @D/R(mm) LC (mm) L (mm) ¢d (mm)
wr—= |2
Ball g 4060-0.5-H 0.5
- 4060-1.0-H 6 1 15 60 6
Pl 4080-0.5-H 0.5
2717 1% 4080-1.0H| ° 1 21 S 8
z 4100-0.5-H 0.5
o |10
e a100-1.0H| 0 |1 25 80 10
g 4120-0.5-H 0.5
won (R HFR 4120-1.0H| 7 1 %0 100 12
4160-0.5-H 0.5
%Zﬁ*‘” 4160-1.0-H 16 1 36 110 16
ong teck Bal 4160-1.5-H 1.5
AR 4200-0.5-H 0.5
Chamfering
4200-1.0-H 1
g;;—“ 4200-1.5-H gL 1.5 = s AL
G e 4200-2.0-H 2
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o, R/ S FUN—RVER BEANEE
Work CARBON STEELS / ALLOY STEELS PREHARDENED STEELS HARDENED STEELS
Material
S45C - S55C / SK + SCM NAK « HPM
B ~225HB / ~35HRC ~45HRC ~55HRC _
Hardness ’®
CEs#y XUEE| YHAE | O ZWUERE| {HAE | O (EVEE| thAs 2
RIS Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut HE
Model Speed Speed Speed :% Ball
P (min™) | (mm/min) (min) (min") | (mm/min) (min) (min™) | (mm/min) (min) -
ap | D ap | D ap | D % 2ITP
4060-0.5-H 1

4,300 | 650 9 | 0.6 | 3200 | 300 9 |06 1500 120 9 |02 E_.
4060-1.0-H : e
4080-0.5-H -

3,200 | 650 12 | 0.8 | 2,400 | 300 12 | 0.8 | 1,100 | 110 12 1 03| .
4080-1.0-H Sl =
4100-0.5-H AL

2,600 | 580 15 1 | 2,000 | 300 15 1 900 100 15 | 0.3 | &/57-—
4100-1.0-H g
4120-0.5-H N

2,200 | 500 18 | 1.2 | 1,600 | 300 18 | 1.2 | 750 100 18 | 04 R
41 20-1 _O-H Long Neck Ball
4160-0.5-H ,

W -
4160-1.0-H| 1,600 | 400 | 24 |16 | 1,200 | 240 | 24 | 1.6 | 600 100 | 24 | 0.5 ;f_g i
4160-1.5-H iﬁ 0y7377
4200'0-5'H g Long Neck Square
4200-1.0-H i

1,300 | 320 | 30 | 2 950 200 | 30 | 2 450 100 | 30 | 0.5 Long eck Radis
4200-1.5-H
4200-2.0-H |zozr

%;' R—=Ib
ap g AII7
F | Square
g 3
1. HRBRIEREI - EREORHECER TS, £ |-
Use a highly rigid and accurate machine as possible. =
2. COYMIRERIFTYIRENERERIODTY, Qv
KIEOITTIFINTRA - BN - ERAEEEFICRUERRGZREBUERLTTIE L, Long ek Bl
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment. E?n?ering
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. Cormer Lounge
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SIYFPALVRZ)V  Radius Endmill

< E
b 7] 6
2 R < | coar
217
s 00

L
23] $6.0 ~ ¢20.0
% @WHEIME Work Material
Z7I7 |
Square 5 | = CARBON STEELS S45C - S55C
. § =k ALLOY STEELS SK - SCM
2:" ! ‘?: FU/\—R/$8 | PREHARDENED STEELS NAK « HPM ©
- BEANSE HARDENED STEELS (~55HRC) ©
T a (~60HRC) ©
27 (~65HRC) | O
i—g sEer CAST IRON ©
Zifz g ZIL=EF ALUMINUM ALLOYS
g | 57708 GRAPHITE
P o COPPER ALLOYS
l';':'r”' % FSAFwWYT PLASTICS
T STSHEIIE (©: BB Most Suitable - O : i/ Suitable)
Zoom-n |3
< L .

0v7xvg

R=1b LC

2IL7 Z

Square @ . 2

F =) N I o

Long Neck Square ':% R /

ov7zwg |8

SYPR

Long Neck Radius

BEF 15 BFE  Total 15 Models
P % BIE . Qﬁi . AR &R 97?{7@
Square i Outside Diameter / Radius Length of Cut Overall Length Shank Diameter
n Model Number
% @D/R(mm) LC (mm) L (mm) ¢d (mm)
wr—= |2
Ball g 6060-0.5-P 0.5
’ 6060-1.0P| © 1 18 60 6
Pl 6080-0.5-P 0.5
2717 1% 6080-1.0-P| °© 1 24 S 8
z 6100-0.5-P 0.5
o |10

oY25 g 6100-1.0P| 'O | 1 30 100 10

g 6120-0.5-P 0.5

won (R HFR 6120-1.0P| ' 1 % 100 12

6160-0.5-P 0.5

%Zﬁ*‘” 6160-1.0-P 16 1 45 110 16

ong teck Bal 6160-1.5-P 1.5

AR 6200-0.5-P 0.5

Chamfering

6200-1.0-P 1
E— 62001.5p| 0 | 15 50 125 20
G e 6200-2.0-P 2
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o, R/ S FUN—RVER BEANEE
Worl CARBON STEELS / ALLOY STEELS PREHARDENED STEELS HARDENED STEELS
Material
S45C - S55C / SK + SCM NAK « HPM
B ~225HB / ~35HRC ~45HRC ~55HRC _
Hardness ®
CEs#y XUEE| YHAE | O ZWUERE| {HAE | O (EVEE| thAs 2
RIS Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut HE
Model Speed Speed Speed t% Ball
P (min™) | (mm/min) (min) (min") | (mm/min) (min) (min™) | (mm/min) (min) -
ap | D ap | D ap | D % 2ITP
6060-0.5-P 1

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

4,500 | 2,100 | 12 | 0.8 | 4,000 | 1,800 | 12 |0.15| 1,200 | 400 12 10.08| .
6080-1.0-P Sl =
6100-0.5-P Al

3,600 | 2,100 | 15 1 | 3,200 | 1,800 | 15 | 0.2 | 1,000 | 400 15 | 01 2l 7—rs—
6100-1.0-P g
6120-0.5-P NZEDY

3,000 | 2,100 | 18 1 12,700 | 1,800 | 18 10.25| 900 450 18 10.12 R
6120-1.0-P Long Neck Bal
6160-0.5-P }

W -
6160-1.0-P | 2,300 | 1,900 | 24 | 1 | 2,000 | 1,700 | 24 | 0.3 | 750 450 | 24 |0.16 ;@ G’
6160-1.5-P t[oyza
6200-0.5-P
6200-1.0-P 51555577

1,800 | 1,700 | 30 | 1 | 1,600 | 1,500 | 30 | 0.4 | 650 450 | 30 | 0.2 Long eck Radis
6200-1.5-P
6200-2.0-P % B

E;‘; R—=Ib
7
ap Z|zox7
F | Square
3
1. HRBRIEREI - EREORHECER TS, £ |-
Use a highly rigid and accurate machine as possible. =
2. COYMIRERIFTYIRENERERIODTY, Qv
KIEOITTIFINTRA - BN - ERAEEEFICRUERRGZREBUERLTTIE L, Long ek Bl
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment. Eﬂi?e,mg
3. [FRAEMOOEHNEIRVESICE, OEHEEDISEVREZR—DEERTTIFTERULTTEL, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the SoUY
same proportion. Comer Lounge
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SIYFPALVRZ)V  Radius Endmill

2 =
Lig ZH Bx
2 R < | coar
e
s 00
T
23] $6.0 ~ ¢20.0
% @WHEIME Work Material
ZOI7 |
Square 5 | = CARBON STEELS S45C - S55C
. § =k ALLOY STEELS SK - SCM
2:" ! ‘?: FU/\—R/$8 | PREHARDENED STEELS NAK « HPM ©
- 15 A NS HARDENED STEELS (~55HRC) ©
T a (~60HRC) ©
27 (~65HRC) | ©
i—g sEer CAST IRON ©
Zifz g ZIL=EF ALUMINUM ALLOYS
g | 57708 GRAPHITE
P o COPPER ALLOYS
l';':'r”' % FSAFwWYT PLASTICS
T SR (© : S8, Most Suitable + O : &/ Suitable)
Zoom-n |3
< L .
0v7xvg
AR=Tb LC
ZII7 Z
Square @ . 2
F =) N I o
Long Neck Square :% R /
ov7zwg |8
SYPR
Long Neck Radius
BEF 15 BFE  Total 15 Models
P % BIE . Qﬁi . AR &R 97?{7@
Square i Outside Diameter / Radius Length of Cut Overall Length Shank Diameter
n Model Number
% @D/R(mm) LC (mm) L (mm) ¢d (mm)
wr—= |2
Ball g 6060-0.5-H 0.5
’ 6060-1.0-H| ° i 18 60 6
- 6080-0.5-H 0.5
2717 1% 6080-1.0-H| °© 1 24 S 8
z 6100-0.5-H 0.5
o |10
e 6100-1.0H| ° | 1 %0 100 10
g 6120-0.5-H 0.5
Ko | HFR  |6120-1.0H| '~ 1 % 100 12
6160-0.5-H 0.5
%Zﬁ*‘” 6160-1.0-H 16 1 45 110 16
ong teck Bal 6160-1.5-H 1.5
AR 6200-0.5-H 0.5
Chamfering
6200-1.0-H 1
E— 62001.5H| 0 | 15 50 125 20
G tomge 6200-2.0-H 2
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o, R/ S FUN—RVER BEANEE
Worl CARBON STEELS / ALLOY STEELS PREHARDENED STEELS HARDENED STEELS
Material
S45C - S55C / SK + SCM NAK « HPM
B ~225HB / ~35HRC ~45HRC ~55HRC _
Hardness ®
CEs#y XUEE| YHAE | O ZWUERE| {HAE | O (EVEE| thAs 2
RIS Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut HE
Model Speed Speed Speed t% Ball
P (min™) | (mm/min) (min) (min") | (mm/min) (min) (min™) | (mm/min) (min) -
ap | D ap | D ap | D % 2ITP
6060-0.5-H 1
6,000 | 2,100 | 9 | 0.6 | 5,300 | 1,800 | 9 | 0.1 | 1,600 | 350 9 |0.06| £_.
6060-1.0-H : e
6080-0.5-H -
4,500 | 2,100 | 12 | 0.8 | 4,000 | 1,800 | 12 |0.15| 1,200 | 400 12 10.08| .
6080-1.0-H .
6100-0.5-H Al
3,600 | 2,100 | 15 1 | 3,200 | 1,800 | 15 | 0.2 | 1,000 | 400 15 | 01 2l 7—rs—
6100-1.0-H g
6120-0.5-H NZEDY
3,000 | 2,100 | 18 1 12,700 | 1,800 | 18 10.25| 900 450 18 10.12 R
6120-1.0-H Long Neck Bal
6160-0.5-H .
W -
6160-1.0-H| 2,300 | 1,900 | 24 | 1 | 2,000 | 1,700 | 24 | 0.3 | 750 450 | 24 |0.16 ;@ G’
6160-1.5-H t[oyza
6200-0.5-H
6200-1.0-H 51555577
1,800 | 1,700 | 30 | 1 | 1,600 | 1,500 | 30 | 0.4 | 650 450 | 30 | 0.2 Long eck Radis
6200-1.5-H
6200-2.0-H % I
E;‘; R—=Ib
7
ap Z|zox7
F | Square
3
1. HRBRIEREI - EREORHECER TS, £ |-
Use a highly rigid and accurate machine as possible. =
2. COYMIRERIFTYIRENERERIODTY, Qv
KIEOITTIFINTRA - BN - ERAEEEFICRUERRGZREBUERLTTIE L, Long ek Bl
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment. Eﬂi?e,mg
3. [FRAEMOOEHNEIRVESICE, OEHEEDISEVREZR—DEERTTIFTERULTTEL, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the SoUY
same proportion. Comer Lounge
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