PS

a0 Y

$0.3 ~$20.0
7 OEHEIME Work Material
RII7 |1
sauare || premeg CARBON STEELS S45C « S55C
o § =k ALLOY STEELS SK + SCM
R—) g
Ball ?5 TUN—RSH PREHARDENED STEELS NAK « HPM
. BEA NS HARDENED STEELS (~55HRC)
B (~60HRC)
e’ | (~65HRC) V3
A
Z ik CAST IRON <1
?571 iii ZIL=EF ALUMINUM ALLOYS o)
2| 25T/k GRAPHITE O ,
N Eiil COPPER ALLOYS O %
=l ;’;ﬁ FS2AF v PLASTICS ©
A SRS (© @ B8 Most Suitable - O : &/ Suitable)
F—/\—~ |&
| 3 L N
OV %97 . LC
w=Jb
Long Neck Ball
2IIF7 i Y [
Square j]ID _g [ I g
A v ¥
Ovoxv7 | g
Z272I7 |2 _
oo [E @ &EH17 B8  Total 17 Models
ov7#v7 |§
7 — HE D E3 VL
Outside Diameter Length of Cut Overall Length Shank Diameter
Model Number
. Z @D (mm) LC (mm) L (mm) od (mm)
7 |z
Square s 0.3 0.3 0.8 50 3
) d 0.5 0.5 1.2 50 g
el H 0.6 0.6 1.2 50 3
0.8 0.8 2 50 4
Z 1.0 1 3 50 4
%
S 7 2.0 2 6 50 4
Ovoxe
2717 | 2.5 25 8 50 4
Long Neck Square |
£ PS 3.0 3 10 50 6
Ao |2 4.0 4 12 50 6
5.0 5 15 50 6
Qato7 6.0 6 15 60 6
LangNeckEaH 8.0 8 20 60 8
R 10.0 10 25 70 10
12.0 12 25 75 12
Ele 16.0 16 35 90 16
Comer Lounge 20.0 20 40 100 20
112
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tIHEISZEZR  Milling Conditions

1A ABS - MC0OY 72Ul RUA—RR—k
Work ABS - PA PMMA PC
Material

O¥RE | 2URE thAZ DERE | EURE thAZ CERE | EURE thAE

RUEE Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut
Model Speed Speed Speed
MIT1EES (min”") | (mm/min) (min) (min") | (mm/min) (min) (min”") | (mm/min) (min)
ap D ap D ap D

0.3 5000 | 50 |0.06| 0.3 | 5,000 40 [0.05| 0.3 | 5,000 30 |0.06| 0.3
0.5 5,000 | 60 0.1 | 0.5 | 5,000 50 |0.08/ 0.5|5,000 | 40 |0.1)0.5
0.6 5000 | 80 |0.15| 0.6 | 5,000 60 [0.12| 0.6 | 5,000 50 |0.15| 0.6
0.8 5,000 | 80 0.2 | 0.8 | 5,000 60 [0.15| 0.8 | 5,000 50 | 0208
1.0 5,000 | 400 | 05| 1 | 5000 400 |03 | 1 |5000 | 400 |04 1

1.5 5,000 | 400 | 05|15 | 5000 | 400 | 03|15 | 5000 | 400 |04 |15
2.0 5000| 700 (05| 2 |5000| 700 |05 | 2 |5,000| 700 |07 | 2

2.5 5,000 | 700 | 05|25 |5000| 700 |05 |25 |5000| 700 |0.7 |25

3.0 4,500 | 700 1 3 | 4500 700 | 08| 3 | 4,500 | 700 1 3
4.0 4,500 | 700 1 4 4500 | 700 | 08| 4 |4,500 | 700 1 4
5.0 4,500 | 700 1 5 14500 700 |0.8| 5 | 4,500 | 700 1 5
6.0 4,500 | 1,000 | 15| 6 | 4,500 | 1,000 | 0.8 | 6 | 4,500 | 1,000 | 1 6
8.0 4,500 | 1,000 | 1.5 | 8 | 4,500 | 1,000 | 0.8 | 8 | 4,500 | 1,000 | 1 8
10.0 4,500 | 1,500 | 1.5 | 10 | 4,500 | 1,500 | 0.8 | 10 | 4,500 | 1,500 | 1 10

12.0 3,500 | 1,500 | 2 | 12 | 3,500 | 1,500 | 1 12 | 3,500 | 1,500 | 1.5 | 12
16.0 3,500 | 1,500 | 2 | 16 | 3,500 | 1,500 | 1 16 | 3,500 | 1,500 | 1.5 | 16
20.0 3,500 | 1,500 | 2 | 20 | 3,500 | 1,500 | 1 | 20 | 3,500 | 1,500 | 1.5 | 20

LA

—_

. HRDREIEEE - SEEOREZ ATV,

Use a highly rigid and accurate machine as possible.

2. COYHIRERIITEIREDERZZRIHDTT,
SO T TIFNIRAR - B8 - (EAEREFC K ERRHZREULERLTTEL,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment.

3. ERAEMOOGBHNEIRVSEICE. OEMEEDISEXVEEZR—DLETTRFTERULTTEL,

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

For High Hardness / SBHERIEI For General / JIHE:R|

For Die / BHS 2D

N

<

For Aluminum / FIHS 111

For Graphite/ BHE 7AYIUIN

For Plastics / BHE\3 G HNUIN,
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AII7

Square

R—=b

Ball

AII7

Square

SYFR
Radius

R=b

Ball

F—/{—
e

Taper Neck Ball

OvIxvJ
R=Ib

Long Neck Ball

RII7

Square

Ov7xvJ
AII7
Long Neck Square

a7 zxv7
SITR
Long Neck Radius

AII7

Square

R=Ib

Ball

ov7zxv7
AII7
Long Neck Square

R=Ib

Ball

o7 zxv7
R—=b

Long Neck Ball

EERY)

Chamfering

3-F—
Suiy

Corner Lounge
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==
M2

For General / HE |

For High Hardness / FHER A

For Die / FHE kD

For Aluminum / BIHZ 1SN

For Graphite/ FHZ 7ANIUIN

For Plastics / FIHEE\3cHWNUIN,

PSL

$0.3 ~®20.0
& #HHI#4E Work Material
K= CARBON STEELS S45C - S55C
a%il ALLOY STEELS SK - SCM
FU/\—R>/$8 | PREHARDENED STEELS NAK * HPM
AN HARDENED STEELS (~55HRC)
(~60HRC)
(~65HRC)
ik CAST IRON
ZIL=EE ALUMINUM ALLOYS @)
2ST74(4 GRAPHITE O
Eiil COPPER ALLOYS O
TSRAFYI PLASTICS ©

SIINEEIAE (© : B8 Most Suitable + O :i&Suitable)

- L .
« c
a A R ol 'U‘
e' s‘
& 55t 19 BE  Total 19 Models
— HE T 2R IV
Outside Diameter Length of Cut Overall Length Shank Diameter
Model Number
@D (mm) LC (mm) L. (im) ¢d (mm)
0.3-1.5 0.3 1.5 50 4
0.5-2.5 0.5 2.5 50 4
1.0-4 4
1.0-6 1 6 50 4
1.0-10 10
1.5-6 6
1.5-12 1.5 12 50 4
1.5-20 20
PSL 2.0-10 10
2.0-16 2 16 50 4
2.0-20 20
3.0 3 16 65 6
4.0 4 23 65 6
6.0 6 31 90 6
8.0 8 36 90 8
10.0 10 42 110 10
12.0 12 42 110 12
114 2014/10/09 13:25:27(
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@S5t 198YFE  Total 19 Models

REAGEL

Lead to the next page

aP

BE

Sz

AR

=

YR

Outside Diameter Length of Cut Overall Length Shank Diameter =
Model Number B CE
@D (mm) LC (mm) L (mm) éd (mm) L Sauare
16.0 16 51 110 16 I
gl m—
PSL 20.0 20 56 125 20 o’

UF_GENERAL CATALOG_06 73 R F % . indd

115

For High Hardness / SBHE A

For Die / BHS 2k

N

<

For Aluminum / FIHS 111

For Graphite/ BHE 7AYIUIN

For Plastics / BHE\\ G HNUIN,

2014/10/09

AIL7
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AII7
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R—=b

Ball

AII7

Square

SYFR
Radius

R=b

Ball

F—/{—
e

Taper Neck Ball

aOv7zxv7
R=Ju

Long Neck Ball
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Square

Ov7xvJ
AII7
Long Neck Square

o7 zxv7
SITR
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AII7

Square
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R=Ib
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Suiy

Corner Lounge

116

M2

=3
=

For General / FAH

For High Hardness / FHER A

For Die / FHE kD

For Aluminum / BIHZ 1IN

For Graphite/ FHZ 7ANIUIN

For Plastics / FIHEE\3cHWNUIN,

S
L OMRER WingCondtons |

| FIEN S5 DHTE

Continuance from ex-page

tIHEISREZR  Milling Conditions

A=) ABS - MCFH0O~ 72U RUA—RR—k
Work ABS - PA PMMA PC
Material
OERH | &UEE thAgE OEH | RURE A CERsy | RUEE tasE
RUZE Spindle | Feed | DepthofCut | Spindle | Feed | DepthofCut | Spindie | Feed | Depth of Cut
— Speed Speed Speed
NUiLeE (min") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min)
ap D ap D ap D
0.3-1.5 |12,000| 50 |0.05| 0.3 [12,000| 40 |0.05| 0.3 | 8,000 30 |0.05| 0.3
0.5-2.5 |12,000| 60 0.1 | 0.5 {12,000 50 0.1 | 0.5 | 8,000 40 0.1 05
1.0-4 60 4 50 4 40 4
1.0-6 12,000 50 6 | 0.1 10,000 40 6 | 0.1 | 6,000 30 6 | 0.1
1.0-10 30 10 25 10 20 10
1.5-6 60 6 50 6 40 6
1.5-12 (12,000 50 12 10.15| 9,000 40 12 10.15] 5,000 30 12 |0.15
1.5-20 30 20 25 20 20 20
2.0-10 |10,000| 80 10 60 10 50 10
2.0-16 |11,000| 60 16 | 0.2 | 8,000 50 16 | 0.2 | 5,000 40 16 | 0.2
2.0-20 |11,000| 50 20 40 20 30 20
3.0 7,000 | 100 16 | 0.3 | 5,300 80 16 | 0.3 | 4,000 60 16 | 0.3
4.0 5,000 | 130 23 | 0.4 | 4,000 | 100 23 | 0.4 | 3,000 80 23 | 0.4
6.0 4,000 | 200 31 | 0.6 | 3,200 | 160 31 | 0.6 | 2400 | 120 31 | 0.6
8.0 3,000 | 250 36 | 0.8 | 2,500 | 200 36 | 0.8 | 1,800 | 160 36 | 0.8
10.0 3,000 | 300 42 1 2,500 | 240 42 1 1,800 | 200 42 1
12.0 3,000 | 300 42 | 1.2 | 2,500 | 240 42 | 1.2 | 1,800 | 200 42 | 1.2
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tIEISREZR  Milling Conditions

1REI ABS - MCFHrO~ 7IUIb RUD—HRR—bk
Work ABS -+ PA PMMA PC
Material

OERER | =R thag OgRER | ENEE thag CERE | EYRE thag
RUZ Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut
Model Speed Speed Speed
INUTteEE (min™) | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min)

ap D ap D ap D

16.0 2500 | 350 |16 |51 | 2000 | 280 |16 | 51 [ 1,500 | 230 | 1.6 | 51
20.0 2,500 | 360 2 56 | 2,000 | 280 2 | 56 | 1,500 | 230 2 | 56

5

—

It

1. WRALEITEMY - SEEOEMZE CERATSL.

Use a highly rigid and accurate machine as possible.

2. ZOYHIRERIITEIREDERZZRIHDTT,
SO T TIFNIRAR - B8 - (EAEREFC K ERRHZREULERLTTEL,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment.

3. FERAEMOOEHNEIRBRVESICE. OEHMEEDISXRYREZR—DEETTFTERULTTEL,
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the
same proportion.
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F—/{=
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Taper Neck Ball
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w

Ov7zxv7
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N

<

AII7

Square

avJgzyg
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For Aluminum / FIHS 111

oy zy7
SITAR
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AIL7

Square
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For Plastics / BHE\\GHNUIN,
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LS

$3.0 ~¢$10.0
7 @EHEIME Work Material
RII7 |1
sauare || premeg CARBON STEELS S45C - S55C
= | aem ALLOY STEELS SK - SCM
R=IL 5
Ball ?5 TUN—R SR PREHARDENED STEELS NAK « HPM
: BEA NS HARDENED STEELS (~55HRC)
7] (~B0HRC)
2917 |B
Sowre” |1 (~65HRC)
A
] ek CAST IRON /
?571 ZIL=EF ALUMINUM ALLOYS o)
£ IST74h GRAPHITE o)
Eiil COPPER ALLOYS O
gif“’ ;5‘[5 FSAFvI PLASTICS ©
1§ SRS (© : B8 Most Suitable - O : &/ Suitable)
F-N— |8
FyIR—=I | 5
Taper Neck Ball
OvJxyJ
w=Jb
Long Neck Ball
ﬂ’, L
209I7 |2
Square il < LC >
I
]
mp e A
2717 |2
Long Neck Square | &
0777 |2 o ] v‘
7:“71 R
Ljon:N:ck Radius AS) Ry
A A,
z
20I7 |2
Square +
%
=
R—IU £
Ball §
BET9BIE Total 9 Models
Z
Z R HE IR &R VAL
v Outside Diameter Length of Cut Overall Length Shank Diameter
s 7 Model Number
ov7'zy
25177 |& @D (mm) LC (mm) L (mm) éd ()
Long Neck Square | >
£ 3.0-65 3 12 65 3
- 3.0-100 8 100
4.0-80 4 12 80 4
0757 4.0-120 10 120
Long Neck Ball LS 6.0_80 80
6 15 6
Y 6.0-150 150
Chamferin
¢ 8.0-90 8 15 90 8
e 10.0-110 110
5909 10 20 10
Gomer Lounge 10.0-180 180
118
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tIHEISZEZR  Milling Conditions

144 ABS - MCH0O~ 727Ul RUD—HRR—hk
Work ABS - PA PMMA PC
Material
Oi5gy | =WEE thAg Oi5g | EUEE thAg OE5gy | =WEE thAg
RUEE Spindle Feed Depth of Cut Spindle Feed Depth of Cut | Spindle Feed Depth of Cut B
Model Speed Speed Speed il ;Z;‘:j
A
Number | (min") | (mm/min) (min) (min") | (mm/min) (min) (min™) | (mm/min) (min) 3
ap | D ap | D ap | D |
3.0-65 B
4500 | 700 | 1.0 3 | 4500, 700 |08 | 3 | 4,500 | 700 1 3 _
3.0-100 | —
4.0-80 w
4500 | 700 | 1.0| 4 (4500, 700 |08 | 4 | 4,500 | 700 1 4 H_
4.0-120 2| FI7R
6.0-80 )
4,500 | 1,000 | 1.5 6 | 4,500 | 1,000 | 0.8 | 6 | 4,500 | 1,000 | 1 6 N
6.0-180 i
8.0-90 | 4,500 | 1,000 | 1.5 | 8 | 4,500 | 1,000 | 0.8 | 8 | 4,500 | 1,000 | 1 | 8 | -
10.0-110 S
4,500 | 1,000 | 1.5 | 10 | 4,500 | 1,000 | 0.8 | 10 | 4,500 | 1,000 | 1 10 Toerteeal
10.0-180 N
=
’Z“ 2II7
il | Square
T
A
g OvI%y7
SIY7R
% 2IIF
g R—Ib
@—'47 .
7
1. HRBRIERIN - EREEOBEE R TS, £
Use a highly rigid and accurate machine as possible. =
2. COYMIRERIFTYIRENERERIODTY, e
KIEOITTIFINTIRA - BN - EREEEFICRUERRGZREBUERLTTIE L, Long eck al
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling ,
shape, porpose, machine capability and the operation environment. EE}JM
3. [FEREMOOEHNEIRVESICE, EHEEDICEVREZR—DEERTTIFTERULTTEL, .
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the 909
same proportion. Comer Lounge
119

W UF_GENERAL CATALOG_06 75 R F w4 .indd 119

L

2014/10/09 13:25:28(



PR

i a2 Y

$0.3 ~¢$10.0
7 @EHEIME Work Material
RII7 |1
saare || premeg CARBON STEELS S45C - S55C
§ =k ALLOY STEELS SK -+ SCM
R=IL 5
Ball ?5 TUN—RSH PREHARDENED STEELS NAK « HPM
. 1BEA N HARDENED STEELS (~55HRC)
& (~B0HRC)
2717 |B
Sowre” |1 (~65HRC)
H
] ik CAST IRON //
?571 ZIL=EF ALUMINUM ALLOYS o) &
£ IS5T74h GRAPHITE o)
Eiil COPPER ALLOYS O
gif“’ ;E‘Eﬁ FSAFvI PLASTICS ©
H SRS (© @ B8 Most Suitable - O : &/ Suitable)
F-N— |8
FyIR—I | 5
Taper Neck Ball
OvJxyJ
w=Jb
Long Neck Ball
B L .
7 EL
zo17 |%
Square j]ID LC
]
mp e A
2ITI7 3
Long Neck Square | E A ] 1
E (=) | { 777777777777777777777777777777777777 o
ovgzy7 |8 A A
5972 v — '
Long Neck Radius
z
20I7 |2
Square *
%
o |2 B5t 57 BY& Total 57 Models
Ball §
N IR PAES BMR HE 2R DAMILES
Outside Diameter | Effective Length Length of Cut Overall Length | Shank Diameter
; Model Number
LoT 2 @D (mm) EL (mm) LC (mm) L (mm) éd (mm)
%
7z 0.3-2.5 0.3 2.5 0.6 50 3
-% 0.5-4 4
s 0.5-6 6
. 2 0.5 1.2 50 3
- [ 0.5-8 8
0.5-10 10
e PR 0.6-6 6
i 0.6-8 0.6 8 1.2 50 3
-0} 0.8-4 4
Chamfering 0.8-8 0 8 8 2 50 4
27— 0.8-10 ' 10
7 b4
Corner Lounge 0.8-12 12
120
UF_GENERAL CATALOG_06 75 ZXF w4 .indd 120 2014/10/09

13:25:28




@ 55t 57 BYE  Total 57 Models

REAGEL

Lead to the next page

(=5
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_— NE BHE IR 25 YrVIR
Outside Diameter | Effective Length Length of Cut Overall Length | Shank Diameter =
Model Number Blzor7
@D (mm) EL (mm) LC (mm) L (mm) od (mm) L Sauare
1.0-6 6 55 H,
1.0-8 8 55
1.0-10 10 55 )
1.0-12 12 55 5
1.0-16 1 16 25 55 4 Bl socare
1.0-21 21 55 F
1.0-26 26 65 <
1.0-32 32 65 ¢
1.0-36 36 65 .
1.5-6 6 55 | T
1.5-10 10 55 AL
1.5-16 16 55 {ES
1.5-21 1.5 21 3.8 55 4
1.5-26 26 65 e
1.5-32 32 65
1.5-36 36 65
PR 2.0-8 8 55 -
2.0-10 10 55 ’;-5
2.0-12 12 55 avrass
2.0-14 14 55 £ | ot sos
2.0-16 16 55 N
2.0-21 2 21 5 55 4 Do
2.0-26 26 70
2.0-32 32 70 -
2.0-36 36 70 [ sauare
2.0-42 42 70 =
3.0-16 16 Ko
3.0-21 21 B
3.0-26 26 7
3.0-32 8 32 79 80 6 e
3.0-42 42 z
3.0-52 52 %-
s
I_Dﬁ‘iﬁj*\ﬂ
e
121
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| FIENSOHE
q - Continuance from ex-page

@ 55157 BYFE  Total 57 Models

AUz SE BR AR E= DAY
B Outside Diameter | Effective Length Length of Cut Overall Length | Shank Diameter
2917 |i Model Number
sauare g5 @D (mm) EL (mm) LC (mm) L (mm) od (mm)
B 4.0-18 18
Ball év; 4.0-24 24
4.0-32 4 32 10 80 6
] 4.0-42 42
e |1 4.0-52 52
5.0-42 5 42 15 80 6
|2 PR 6.0-24 24
8 6.0-32 32
6 15 80 6
2 6.0-42 42
AT 6.0-52 52
B 8.0-42 42
3 8 15 90 8
ZooR-1| 3 8.0-52 52
Taper Neck Ball
10.0-42 42
. 10 20 110 10
R 10.0-52 52
Long Neck Ball
2ITT7 %
Square |
I
B
Ovoxv7 | g
Z272I7 |2
Long Neck Square S
Ov7#v7 (&
S5I7Z
Long Neck Radius
2017 |2
Square *
%
‘-1 |§
Z
2017 |3
Square E
7
0
I
-E
e
R—Ib
Long Neck Ball
[iz1):70)
Chamfering
I
Sy
Corner Lounge
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REAGEL

Lead to the next page

LEE)
tIEISREZR  Milling Conditions

1RHIA4 ABS - MCFH-rO~ 7IUIb RUD—HRRZ—bk
Work ABS - PA PMMA PC
Material
OERER | EEE thag OERER | ENEE thag CERER | EYRE thag
AU Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut
Model Speed Speed Speed
Number (min™) | (mm/min) (min) (min") | (mm/min) (min) (min™) | (mm/min) (min)
ap D ap D ap D
0.3-2.5 (12,000| 100 [0.01| 0.3 |12,000| 70 |0.01]| 0.3 |12,000] 60 |0.01|0.3
0.5-4 100 70 60
0.5-6 80 50 40
12,000 0.01| 0.5 | 12,000 0.01] 0.5 | 12,000 0.01| 0.5
0.5-8 60 40 30
0.5-10 50 30 20
0.6-6 200 |0.02 100 |0.02 80 |0.02
12,000 0.6 | 12,000 0.6 [{12,000 0.6
0.6-8 150 |0.01 80 |0.01 60 |0.01
0.8-4 300 |0.08 200 |0.03 150 |0.03
0.8-8 250 10.01 150 |0.01 100 |0.01
12,000 0.8 112,000 0.8 {12,000 0.8
0.8-10 150 |0.01 100 |0.01 60 |0.01
0.8-12 80 |0.01 50 |0.01 40 |0.01

W UF_GENERAL CATALOG_06 75 RFw%.indd 123
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For High Hardness / SBHE A1 For General / JIHE:R|

For Die / BHS 2D

N

<

For Aluminum / FIHS 111

For Graphite/ BHE 7ANIUIN

For Plastics / BHE 3G HNUIN,
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Corner Lounge
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— HEN SO
HH -I' Continuance from ex-page
tIHEISREZR  Milling Conditions

A ABS - MCF+ 0O 7IUI RUD—RR—h
" Work ABS - PA PMMA PC
;Ziy 7JID Material
A
w8 B | AURE | tHAR | DN | 2UEE | UAB | @EN | RUEE | tHAR
8 RUER Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut
Model Speed Speed Speed
— Number (min™) | (mm/min) (min) (min") | (mm/min) (min) (min™) | (mm/min) (min)
Sauare % ap | D ap | D ap | D
ooz |1 | 1.0-6 700 |0.03 500 |0.03 350 0.03
w2 1.0-8 700 |0.03 500 |0.03 350 |0.03
_ [ 10110 700 |0.03 500 |0.03 350 |0.03
s 2 | 1.0-12 500 |0.02 350 |0.02 250 |0.02
% [ 1016 |12,000] 500 |0.02] 1 |12,000] 350 |0.02| 1 |12,000| 250 |0.02] 1
T | 1.0-21 300 |0.01 200 |0.01 150 |0.01
1.0-26 300 |0.01 200 |0.01 150 |0.01
7 1.0-32 200 |0.01 120 |0.01 80 |0.01
1.0-36 200 |0.01 120 |0.01 80 |0.01
- | 1.5-6 1,000 | 0.2 800 | 0.2 550 | 0.2
an” 5 | 1.5-10 1,000 | 0.1 800 | 0.1 550 | 0.1
e, . | 1.5-16 800 |0.05 600 |0.05 400 10.05
G s | 1.5-21 |12,000{ 600 |0.02| 1.5 [12,000| 500 |0.02| 1.5|12,000| 300 |0.02 1.5
Sos s | 1.5-26 500 |0.02 400 10.02 250 |0.02
Do e 1.5-32 300 |0.01 200 |0.01 150 |0.01
1.5-36 300 |0.01 200 |0.01 150 | 0.01
oy |2 | 2.0-8 1,000 | 0.4 800 | 0.4 550 | 0.4
5 | 2.0-10 1,000 | 0.3 800 | 0.3 550 | 0.3
won |2 | 2.0-12 900 |0.15 700 | 0.15 450 10.15
¢ | 2.0-14 900 |0.12 700 |0.12 450 |0.12
2.0-16 700 | 0.1 500 | 0.1 350 | 0.1
2917 g 2.021 | 9% 700 005 2 | 1199 500 005 2 11900350 1005 2
2 | 2.0-26 500 |0.02 400 10.02 250 10.02
-% 2.0-32 500 |0.01 400 |0.01 250 |0.01
£ | 2.0-36 300 |0.01 200 |0.01 150 |0.01
- 2.0-42 300 |0.01 200 |0.01 150 |0.01
o 3.0-16 1,000 1,000 1,000
G 3.0-21 1,000 1,000 1,000
3.0-26 1,000 1,000 1,000
Ry 3032 | 7000 000 1 | 3 | 7,000 1000 1 | 3 | 7,000 000 1] 3
- 3.0-42 900 900 900
b 3.0-52 900 900 900
124
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tIEISREZR  Milling Conditions

1R HA4 ABS - MCFH-rO~ 7IU)b RUA—RR—b
Work ABS - PA PMMA PC %_% P
Material L Square}
@
B | RURE | VAR | DM | RURE | UHAR | DR | 2EE | fuE | o
BUE Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut &
Model Speed Speed Speed
MIT1EE7 (min™) | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min) | [
ap | D ap | D ap | D ZI; Sauare
4.0-18 1,000 1,000 1,000 £|5u7=
4.0-24 1,000 1,000 1,000 2
4.0-32 | 7,000 | 1,000 | 1 4 | 7,000 | 1,000 | 1 4 | 7,000 | 1,000 | 1 4 £ ‘FJb
4.0-42 900 900 900 Eﬁ? o
4.0-52 900 900 900 HEa
5.0-42 | 5,000 | 800 1 5 | 5,000 | 800 1 5 | 5,000 | 800 1 5 Sy
127 %y
6.0-24 s
6.0-32
5,000 | 600 | 1.5 | 6 | 5,000 600 1 6 | 5000 | 600 1 6 7
6.0-42 Lizozy
il | Square
6.0-52 B
£ DJ%%VQ
8.0-42 £ | aerisoue
4500 | 500 | 15| 8 | 4,500 500 1 8 | 4,500 | 500 1 8 <
8.0-52 2|0y7%7
100_42 Long Neck Radius
4,500 | 500 | 1.5 | 10 | 4,500 | 500 1 10 | 4,500 | 500 1 10
10.0-52 2
@—'47 .
ap 2|27
?; Square
T
"
1. HRBRIERIN - EREEOBEE R TS, £
Use a highly rigid and accurate machine as possible. =
2. COYHIREERFTHSHOERERIDNTT, Qv
KIEOITTIFINTRA - BN - ERAEEEFICRUERRGZREBUERLTTIE L, Long eck
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment. EE&ZHHE
3. [FRAEMOOEHNEIRVESICE, OEHEEDISEVREZR—DEERTTIFTERULTTEL, .
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the 909
same proportion. ComerLounge
125
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PX

R0.25 ~ R5.0
7 @EHEIME Work Material
RII7 |1
saare || premeg CARBON STEELS S45C - S55C
§ e ALLOY STEELS SK + SCM
R=IL S
Ball ?5 TUN—RSH PREHARDENED STEELS NAK « HPM
. AN HARDENED STEELS (~55HRC)
& (~B0HRC)
2 bd B
ol (~65HRC)
A
2 TR CAST IRON
oA o |7=as ALUMINUM ALLOYS o)
£ IS5T74h GRAPHITE o)
N Eiil COPPER ALLOYS O
gif“’ ;E‘Eﬁ FSRAF YT PLASTICS ©
@ XTSHEEIE (© @ Bi#  Most Suitable - O : 58, Suitable)
F-N— |8
FyIR=Ib |5
Taper Neck Ball
Oy zyg L
w=Jb
Long Neck Ball LC
7
zox7 |Y
Square bl
% A
» ~ T
oy xvJ i G R R
2715”7 | < S
Long Neck Square | € / 4
<
OvIzyo |8 R
SYTA
Long Neck Radius
> @BET128F Total 12 Models
20I7 |2
Square
: 5 HE R AR 2R YrUIE
_— = Radius Length of Cut Overall Length Shank Diameter
o g Model Number
= R (mm) LC (mm) L (mm) od (mm)
5 0.5 0.25 0.5 65 3
2917 |3 0.6 0.3 0.6 65 3
z 0.8 0.4 0.8 65 4
OvJxv7J |T
2717 |A 1.0 0.5 1.5 65 4
ong Neck Square ;
3 1.5 0.75 2.3 65 4
- £ PX 2.0 L 8 70 4
av727 3.0 1.5 45 80 6
R—)
Long Neck Ball 4-0 2 6 80 6
5.0 2.5 7.5 80 6
[z
Chamfering 6_0 3 9 80 6
T 8.0 4 12 90 8
59y
Gorer s 10.0 5 15 100 10
126
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tIHEISREZR Milling Conditions

() ABS - MC*+0OY 72Ul RUA—RR—k

Work ABS * PA PMMA PC

Material

OERE | *YEE thiag OEREy | EEE thiag CERE | *YEE thiag

RUZ Spindle | Feed | DepthofCut | Spindle | Feed | DepthofCut | Spindle | Feed | Depthof Cut
Model Speed Speed Speed

Number (min") | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min)

ap | ae ap | ae ap | ae
0.5 6,000 50 0.1 [0.05| 6,000 40 |0.05|/0.05| 6,000 40 10.05|0.05
0.6 6,000 50 0.1 |0.05| 6,000 40 |0.05|/0.05| 6,000 40 10.05|0.05
0.8 6,000 80 0.1 |0.05| 6,000 60 [0.05|/0.05| 6,000 60 [0.05]0.05
1.0 6,000 | 400 | 0.1 0.1 | 6,000 | 400 |0.05| 0.1 | 6,000 | 400 |0.05| 0.1
15 6,000 | 400 | 0.1 | 0.1 | 6,000 | 400 |0.05| 0.1 | 6,000 | 400 |0.05| 0.1
2.0 6,000 | 800 | 05| 1 6,000 | 800 | 04|05 |6,000| 700 | 05| 0.5
3.0 6,000 | 800 1 1.5 6,000 | 800 | 0.8 | 0.5 | 6,000 | 700 1 1
4.0 5,000 | 800 1 2 | 5000 800 |08 1 5,000 | 700 1 1.5
5.0 5,000 | 800 1 25| 5000 | 800 |08 1 5,000 | 700 1 1.5
6.0 4,500 | 2,000 | 1 3 | 5,000 | 2,000 | 0.8 | 1.5 | 5,000 | 2,000 | 1 2
8.0 4,500 | 2,000 1 4 | 5,000 | 2,000 | 0.8 | 2 | 5,000 | 2,000 1 2.5
10.0 4,000 | 3,000 | 1 5 | 4,000 | 2,000 | 08| 2 | 4,000 | 2,000 | 1 3
.
1. WRZLEIERIE - SEEOEHMZECFER TSIV,

Use a highly rigid and accurate machine as possible.

2. ZOYHIRERIITEIREDERZZRIHDTI,
SO T TIFNIRAR - B8 - (EAEREFC K ERRHZREULERLTTEL,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment.

3. ERAEBOOGBHNEIRVSEICE. OEMEEDISEXVEEZR—DLETTRFTERULTTEL,

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

W UF_GENERAL CATALOG_06 75 RF w4 .indd 127

L

For High Hardness / BHERIEI For General / JIHE:R|

For Die / BHS 2D

N

<

For Aluminum / FIHS 111

For Graphite/ BHE 7AYIUIN

For Plastics / BHE 3G HNUIN,

RII7

Square

A=l

Ball

AIL7

Square

SYTPR
Radius

A=l

Ball

F—/{=
FyTR—

Taper Neck Ball

Ov7zxvg
w=)b

Long Neck Ball

RII7

Square

ovgzyg
AJT7
Long Neck Square

oy zy7
SITAR
Long Neck Radius

AIL7

Square

R—=Jb

Ball

AII7

Square

oy zy7
AII7
Long Neck Square

oy zy7
R=Ib

Long Neck Ball

EERY

Chamfering

1-F—
S99

Corner Lounge
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PXL

R0.5 ~ R6.0 /h
7 @EHEIME Work Material : /
ZII7 |f
saare || premeg CARBON STEELS S45C - S55C
S &5 ALLOY STEELS SK + SCM
K= H
Ball ?5 TUN—RSH PREHARDENED STEELS NAK « HPM
. AN HARDENED STEELS (~55HRC)
& (~B0HRC)
2II7 B
Sowre” |1 (~65HRC)
A
2 TR CAST IRON
?571 ZIL=EF ALUMINUM ALLOYS o)
£ IS5T74h GRAPHITE o)
Eiil COPPER ALLOYS O
g‘;‘r“f ;E‘Eﬁ FSRAFvT PLASTICS ©
H SRS (© @ B8 Most Suitable - O : &/ Suitable)
F-N— |8
2yIR—I |5
Taper Neck Ball
avoxvd
R=Ib L
Long Neck Ball < >
LC
7
zo17 |%
Square 0
I
H A
mp e A
2717 |3 ,( ,,,,,,,,, I i o
Long Neck Square E S
§ 4
Ovoxv7 |8
5972 R/
Long Neck Radius
z
20I7 |2 _
sare | @ BE9BIE  Total 9 Models
L
K
o |B W R NE 2R A
2 Radius Length of Cut Overall Length Shank Diameter
Model Number
7 R (mm) LC (mm) L (mm) ¢d (mm)
2II7 |3
Square %‘ 1.0 0.5 10 50 4
7
oy zys B 1.5 0.75 20 50 4
2717 |’
Long Neck Square § 2.0 1 20 50 4
-E 3.0 1.5 16 65 6
-Dr"y%*w PXL 4.0 2 23 65 6
=)
Long Neck Ball 6.0 3 31 90 6
B 8.0 4 36 90 8
amfering
N 10.0 5 42 110 10
-
o 12.0 6 42 110 12
128
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tIHEISREZR Milling Conditions

RE+ ABS - MC+rO> 72U RUA—RR—hk
Work ABS - PA PMMA PC
Material
O#sd | #=VRE thAE O#R% | ENRE thAE OEREy | EEE thAE
RUE Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut B
Model Speed Speed Speed il ;Z;‘:j
2]
Number | (min") | (mm/min) (min) (min™) | (mm/min) (min) (min™) | (mm/min) (min) 3
ap | ae ap | ae ap | ae | |17V
1.0 12,000/ 450 |0.05/0.05|12,000/ 350 |0.05/0.05|/10,0001 280 |0.05/0.05| "
1.5 12,000 450 |0.075/0.075/12,000| 350 |0.075/0.075/10,000| 280 |0.075/0.075 %xa:;—'
2.0 |11,000 450 | 0.1 | 0.1|9,000 350 | 0.4 0.1 7,200 280 |04 01| u""
3.0 8,000 | 450 [0.15]/0.15] 6,500 350 |0.15/0.15| 5,200 | 280 |0.15(0.15 %ﬁff’x
4.0 8,000 | 450 | 0.2 ] 0.2 6,500 350 | 02|02 5200 | 280 |0.2]0.2 )
6.0 6,000 | 450 | 0.3 | 0.3 | 5,000 350 | 0.3]0.3 4,000 280 |0.3]0.3 %ﬁ_,b
80 |5000 450 | 0.4 |04 | 4,000 | 350 | 0.4 | 043200 280 |04 04| 5
10.0 | 5000 450 | 0.5 | 0.5 | 4,000 | 350 | 0.5 | 0.5 | 3,200 280 | 05| 05| &7
12.0 4000 | 450 | 06|06 |3200| 350 |06 |06 |2500| 280 |0.6|0.6 I
R=I
’};“2717
7| Square
T
A
T|OvIzvo
2|z2717
§D27‘2w7
SITA
%Z?I)—’
7
W aygzws
ae {fadhoin
1. HRAREITEN - BEEOBHEC BT, -
Use a highly rigid and accurate machine as possible. *
2. COYHEHRITEREOERERTHDTT, e
EEOIITIEINIAER - BY - EREHECKIERREGZARZUERLTTIEL, 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.

3. ERAMOBEEHNEIBVESICE. OEHEEDISEVREZR—DHEERTTFTHERULTTEL, .
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the 909
same proportion. Comer Lounge

EERY

Chamfering

129

W UF_GENERAL CATALOG_06 75 RF w4 .indd 129 2014/10/09 13:25:30(




LS

R1.5 ~ R5.0
7 @EHEIME Work Material
RII7 |1
saare || premeg CARBON STEELS S45C - S55C
g =k ALLOY STEELS SK -+ SCM
K= S
Ball ?5 TUN—RSH PREHARDENED STEELS NAK « HPM
. 1BEA N HARDENED STEELS (~55HRC)
& (~B0HRC)
2717 |B
Sowre” |1 (~65HRC)
A
2 TR CAST IRON [
5357 5 ! 2
oA 7IL=Es ALUMINUM ALLOYS o)
£ IS5T74h GRAPHITE o)
Eiil COPPER ALLOYS O
gif“’ ;E‘Eﬁ FSAFvI PLASTICS ©
H SRS (© @ B8 Most Suitable - O : &/ Suitable)
F-N— |8
FyIR=Ib |5
Taper Neck Ball
OvJxyJ
w=Jb
Long Neck Ball
- - -
20I7 |2
Square bl < LC >
I
A
mp e A
Z272I7 |2
Long Neck Square | €
§ y
Ov7zv7 |8
S5I72R JE S | T
Ljong N:ck Radius ©
A 4
. R /
%
RII7 |Z
Square *
%
&
R—Ib £
Ball §
Zz @55t6BIE Total 6 Models
29I7 |3
g R IE 25 SPVIE
7 m - £
Oy xv7 7;’[" BE Radius Length of Cut Overall Length Shank Diameter
L7\7NIk75 A Model Number
ong Neck Square |
£ R (mm) LC (mm) L (im) ¢d (mm)
1.5 3
9737 3.0-100 8 100
h—)
Long Neck Ball 4.0-80 12 80
LSB 2 4
By 4.0-120 10 120
amfering
- 6.0-150 15 150
e 10.0-180 20 180 10
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tIHEISREZR Milling Conditions

R4 ABS - MCH0O~ 72Ul RUD—HRR—hk
Work ABS * PA PMMA PC
Material
Oi5gy | =WEE thAg Oi5g | EUEE thAg OE5gy | =WEE thAg
RUE Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut B
Model Speed Speed Speed %‘ ;Z;‘:j
Number | (min") | (mm/min) (min) (min™) | (mm/min) (min) (min™) | (mm/min) (min) 3
ap | ae ap | ae ap | ae | 5|17V
3.0-65 :
8,000 | 450 |0.15/0.15| 6,500 | 350 |0.15/0.15| 5,200 | 300 |0.15/0.15| _
3.0-100 | —
4.0-80 w
8,000 | 450 | 02|02 6500 30 |[02]02|5200 | 300 |02 02| Z__
4.0-120 2| FI7R
6.0-150 | 6,000 | 450 | 0.3 | 0.3 | 5,000 | 350 |0.3|0.3|4,000| 300 | 0303 )
10.0-180 | 5,000 | 450 |05 |05 | 4,000 | 30 | 05|05 ]3200| 300 | 05|05 %,ﬁ_,b
%Ba\l
a|F—1=
ez
Ov7zxvg
K=
’};“2717
il | Square
I
i
T|OvIzvo
2| 2717
§D27‘2w7
SY7A
%2917
2 7
?; Square
7
W aygzws
ae s
1. HRAREITEN - BEEOBHEC BT, -
Use a highly rigid and accurate machine as possible. *

2. ZOYBIRERFHERGEDERETIDOTY, QR
KIRONITIFINIAR - BH - ERAEBECKIERFRGZABUERLTTEL, Long eck
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling ,
shape, porpose, machine capability and the operation environment. EE}JM

3. [FRAEMOOEHNEIRVESICE, OEHEEDISEVREZR—DEERTTIFTERULTTEL, .

When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the 909
same proportion. Corner Lounge
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PRB

R0.15 ~ R5.0
7 @EHEIME Work Material
RII7 |1
Square % = CARBON STEELS S45C - S55C
B S5 ALLOY STEELS SK - SCM
R—Ib g
Ball ?5 TUN—RSH PREHARDENED STEELS NAK « HPM
. AN HARDENED STEELS (~55HRC)
7] (~B0HRC)
2II7 B
ol (~65HRC)
H
g | Sk CAST IRON /
ZITA §; FIL=EE ALUMINUM ALLOYS o) )
£ IS5T74h GRAPHITE o)
N Eiil COPPER ALLOYS O
2:[“’ ;E‘Eﬁ FSAFvI PLASTICS ©
H SRS (© @ B8 Most Suitable - O : &/ Suitable)
F-N— |8
FyIR—I | 5
Taper Neck Ball
mpZED
rﬁiﬁﬁ w7 L
Long Neck Ball
EL
2017 |k -
7 = g
Square j]ID
H A
Ov7%w7 |3 EJF ,,,,,,,,,,, |7,7,7 L ©
Z272I7 |2 i
Long Neck Square | € v
<
Ov7xwo | & R /
SYFR
Long Neck Radius
B 2 @8 61RE Total 61 Models
Square £
bl N ~
: W R R AR 2R Vv
R—=IL £ Radius Effective Length Length of Cut Overall Length | Shank Diameter
Ball s Model Number
R (mm) EL (mm) LC (mm) L (mm) ¢d (mm)
P 0.3-2.5 0.15 2.5 0.3 65 3
2017 |
s[5 0.5-4 4
Z 0.5-6 6
ey | . 2
0y7%v7 |1 05-8 0.25 8 0.5 65 S
Long Neck Square | > 0 5 10 10
- 0.6-4 4
PRB 0.6-6 0.3 6 0.6 65 3
- 0.6-8 8
0.8-4 4
R 0.8-6 6
cremere 0.8-8 0.4 8 0.8 65 4
27— 0.8-10 10
b4
Comer Lamge 0.8-12 12
132
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& 55t 61 BYFE  Total 61 Models

REAGEL

Lead to the next page

HEH

W UF_GENERAL CATALOG_06 75 R F w4 .indd 133

W R B9E & 2R JrY IR
Radius Effective Length Length of Cut Overall Length | Shank Diameter =
Model Number %ﬁ P
R (mm) EL (mm) LC (mm) L (mm) od () L Square
1.0-6 6 Hi
5| R—IL
1.0-8 8 S| ga
1.0-10 10 B
1.0-12 12 i
1.0-16 0.5 16 15 65 4 Bl socare
1.0-21 21 ’ﬁ
1.0-26 26 -
1.0-32 32 :
1.0-36 36 2
1.5-6 6 % i
1.5-8 8 ?
1.5-10 10 e
1.5-16 16
1.5-21 e 21 e 65 4 gv7397
1.5-26 26
1.5-32 32 3
1.5-36 36 Yzoxr
PRB 2.0-6 6 7:%] Square
e j
2-0'10 10 S Long Neck Square
2.0-12 12 e
2.0-14 14 St
2.0-16 1 16 3 70 4
2'0-21 21 % ARIIT7
2.0-26 26 s
2.0-32 32 =
2.0-36 36 Ko
2.0-42 42 N
3.0-16 16 7
3.0-21 21 e
3.0-26 26 7
3.0-32 1.5 32 4.5 80 6 %] Eﬁ;ﬂ
3.0-42 42 i
3.0-52 52 § A
g
-7
133
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| FIENSOHE
q - Continuance from ex-page

& 55161 BYFE  Total 61 Models

AU R Bk AR E= DAY
& Radius Effective Length Length of Cut Overall Length | Shank Diameter
2917 |i Model Number
square (L R (mm) EL (mm) LC (mm) L (mm) ¢d (mm)
B 4.0-18 18
¢ 4.0-24 24
4.0-32 2 32 6 80 6
] 4.0-42 42
e 4.0-52 52
—3 5.0-42 2.5 42 7.5 80 6
|2 PRB 6.0-24 24
= 6.0-32 3 32 9 80 6
2 6.0-42 42
AT 6.0-52 52
- D 8.0-42 4 42 15 % g
ZooR-1| 3 8.0-52 52
Taper Neck Ball
10.0-42 42
i, 5 15 100 10
w57 10.0-52 52
Long Neck Ball
2ILF %
Square |
I
B
mp e A
Z272I7 |2
Long Neck Square S
Ov7#v7 (&
S5I7Z
Long Neck Radius
2017 |2
Square *
%
‘-1 |§
Z
2017 |3
Square F
%
i
OvgzxyJ ¥
2717 |@
Long Neck Square E
[iz1):70)
Chamfering
J—F—
Sy
Corner Lounge
134
w UF_GENERAL CATALOG_06 5 RFw%.indd 134 2014/10/09 1&%3{




REANHL ‘
Lﬁad to the next page . F
tIHIZER  Milling Conditions

R ABS - MCF+r0OV 7Z2IU RUA—RR—k 3
Work ABS - PA PMMA PC | P
Material % Square
O#54 | &V&RE thAE O#s | ZVRE thAE O#EsE | ZURE thAE ‘;‘ -
RUZF Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut ©
Model Speed Speed Speed _
NUm1oe7 (min") | (mm/min) (min) (min™) | (mm/min) (min) (min") | (mm/min) (min) % 2917
ap | ae ap | ae ap | ae %
0.3-2.5 |12,000| 200 |0.025/0.025/12,000| 150 |0.025|0.025/10,000 120 [0.025|0.025 %ﬁf;”
0.5-4 400 300 240 )
0.5-6 300 225 120 - I
12,000 0.025/0.025| 12,000 0.025/0.025| 10,000 0.025/0.025| %z
0.5-8 250 80 60 A
0.5-10 200 150 50 2|2z
0.6-4 600 450 350 07407
0.6-6 12,000/ 500 |0.03/0.03/12,000| 350 |0.03|0.03|10,000/ 300 |0.03/0.03 Long Neck Ba
0.6-8 300 200 160 .
1% -
0.8-4 1,000 | 0.04 (0.04 750 |0.04/0.04 600 |0.04|0.04 i“ e
0.8-6 1,000 | 0.04 |0.04 750 |0.04/0.04 600 |0.04|0.04 ’2 Ovozws
3|2717
0.8-8 12,000| 500 |0.02/0.02/12,0001 350 |0.02/0.02|10,000f 300 |0.02|0.02| 5l
0.8-10 300 |0.02|0.02 200 |0.02|0.02 160 |0.02]0.02| 55727
0.8-12 200 |0.01/0.01 150 |0.01/0.01 120 [0.01/0.01
% ARIIT7
7
2207
?; Square
7
W aygzws
% R—=JL
TR
a—F—
Suvy
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— HEN SO
HH - I' Continuance from ex-page
tIHEISREZR  Milling Conditions

| ABS - MCF 00V FIU HKUA—RR—h
2017 |§ Work ABS - PA PMMA PC
Square % Material
|8 B | RUEE | UME | DEM | 2% | AR | OEN | RUEE | URE
- BRI Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut
. Model Speed Speed Speed
2917 : ITTlE? (min) | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min)
f ap | ae ap | ae ap | ae
5972 ;% 1.0-6 1,000 |0.05)0.05 800 |0.05]0.05 650 |0.05/0.05
. 2 1.0-8 1,000 |0.050.05 800 |0.05]0.05 650 |0.05/0.05
. 1.0-10 800 |0.05|0.05 640 |0.05/0.05 500 |0.05/0.05
- (B 1.0-12 500 |0.04/0.02 400 /0.04|0.02 300 |0.04/0.02
~ 5 | 1.016 |12,000| 200 |0.04/0.02]12,000| 160 |0.04|0.02]10,000| 120 |0.040.02
;;9;;_»% 1.0-21 100 ]0.020.01 80 |0.02]0.01 60 |0.020.01
ToprteckBal | 1.0-26 80 10.02 0.01 64 10.020.01 50 ]0.020.01
0vZ%v2 1.0-32 50 |0.01/0.01 40 |0.01/0.01 30 |0.01/0.01
LongNeck 1.0-36 50 |0.01/0.01 40 10.01/0.01 30 |0.01/0.01
1.5-6 1,000 0.075/0.075 800 0.075/0.075 650 0.075/0.075
2orr |k 1.5-8 1,000 0.075/0.075 800 0.075/0.075 650 0.075/0.075
square il 1.5-10 1,000 0.075/0.075 800 0.075|0.075 650 0.075/0.075
S 2 1.5-16 800 |0.075/0.075 640 0.075/0.075 500 |0.075/0.075
e |2 1.5-21 12,000 500 ]0.075/0.075 12,000 400 0.075/0.075 10,000 300 0.075/0.075
Dwzwé 1.5-26 200 |0.03|0.03 160 |0.03/0.03 120 |0.03/0.03
St 1.5-32 100 |0.03/0.03 80 [0.03/0.03 60 |0.03/0.03
1.5-36 80 |0.03/0.03 64 |0.03/0.03 50 ]0.03/0.03
z 2.0-6 1,000 | 0.1 | 0.1 800 | 0.1 ] 0.1 650 | 0.1 | 0.1
207 7 2.0-8 1,000 | 0.1 | 0.1 800 | 0.1 ] 0.1 650 | 0.1 | 0.1
a 2.0-10 1,000 | 0.1 | 0.1 800 | 0.1 ] 0.1 650 | 0.1 | 0.1
-2 [ 2.0412 1,000 | 0.1 | 0.1 800 | 0.1 | 0.1 650 | 0.1 | 0.1
‘ 2.0-14 1,000 | 0.1 | 0.1 800 | 0.1 |01 650 | 0.1 01
5 2.0-16 [11,000| 1,000 | 0.1 | 0.1 | 9,000 | 800 | 0.1 | 0.1 ] 7200 650 |0.1]0.1
2917 |3 2.0-21 1,000 | 0.1 | 0.1 800 | 0.1 ] 0.1 650 | 0.1 ] 0.1
5 2.0-26 800 | 0.1 0.1 640 | 0.1 | 0.1 500 | 0.1 ] 0.1
9‘;@;”% 2.0-32 400 |0.05|0.05 320 |0.05|0.05 250 |0.05|0.05
et | g 2.0-36 200 |0.05]0.05 160 |0.05/0.05 120 |0.05)/0.05
| 2.0-42 100 |0.05/0.05 80 |0.05/0.05 60 |0.05/0.05
- £ 3.0-16 1,000 800 650
- 3.0-21 1,000 800 650
3.0-26 1,000 800 650
o 3.0-32 8,000 800 0.15/0.15| 6,500 640 0.15/0.15| 5,200 500 0.15/0.15
Chamiering 3.0-42 500 400 300
S 3.0-52 300 240 200
136
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tIEISREZR  Milling Conditions

1A ABS - MCFH-rO~ 7IUIb RUD—HRR—bk
Work ABS - PA PMMA PC
Material
OERER | EEE thag OgRER | EEE thag CERE | EYRE thag
RUEE Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut
Model Speed Speed Speed
INTteEEs (min™) | (mm/min) (min) (min") | (mm/min) (min) (min") | (mm/min) (min)
ap | ae ap | ae ap | ae
4.0-18 1,000 800 650
4.0-24 1,000 800 650
4.0-32 | 8,000 | 1,000 | 0.2 | 0.2 | 6,500 | 800 | 0.2 | 0.2 | 5200 | 650 |0.2]0.2
4.0-42 800 640 500
4.0-52 500 400 300
5.0-42 | 6,000 | 1,000 {0.25|0.25| 5,000 | 800 |0.25/0.25| 4,000 | 650 |0.25|0.25
6.0-24
6.0-32
6,000 | 1,000 | 0.3 | 0.3 | 5,000 | 800 | 0.3 | 0.3 4,000 650 |03]|0.3
6.0-42
6.0-52
8.0-42
5,000 | 1,000 | 0.4 | 0.4 | 4,000 | 800 | 0.4 |04 3,200 650 |04 |04
8.0-52
10.0-42
5,000 | 1,000 | 0.5 | 0.5 | 4,000 | 800 | 05|05 3200 650 |05 |05
10.0-52
\—&Fap
1. RIS - SEEOHHZ CERTIL.

Use a highly rigid and accurate machine as possible.

2. ZOYHIRERIITEIREDERZZRIHDTI,
SO T TIFNIRAR - B8 - (EAEREFC K ERRHZREULERLTTEL,

This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment.

3. ERAEBOOGBHNEIRVSEICE. OEMEEDISEXVEEZR—DLETTRFTERULTTEL,

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

For High Hardness / BHERIEI For General / JIHE:R|

For Die / BHS 2D

N

<

For Aluminum / FIHS 111

For Graphite/ BHE 7AYIUIN

For Plastics / BHE\3 G HNUIN,

RII7

Square

A=l

Ball

AIL7

Square

SYTPR
Radius

A=l

Ball

F—/{=
FyTR—

Taper Neck Ball

Ov7zxvg
w=)b

Long Neck Ball

RII7

Square

ovgzyg
AJT7
Long Neck Square

oy zy7
SITAR
Long Neck Radius

AIL7

Square

R—=Jb

Ball

AII7

Square

oy zy7
AII7
Long Neck Square

R=Jb

Ball

EERY

Chamfering

1-F—
S99

Corner Lounge
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VC

$3.0 ~$10.0
7 @EHEIME Work Material
ZII7 |f
saare || premeg CARBON STEELS S45C - S55C
E &5 ALLOY STEELS SK + SCM
R=IL 5
Ball ?5 TUN—RSH PREHARDENED STEELS NAK « HPM
. BEANSH HARDENED STEELS (~55HRC)
& (~60HRC)
2II7 B
Sowre” |1 (~65HRC)
A
2 TR CAST IRON
ZITA 7ILZESE ALUMINUM ALLOYS O
£ IS5T74h GRAPHITE o)
EiEl COPPER ALLOYS O m
= ;’;ﬁ FS2AF v PLASTICS © w
& SRS (© @ B8 Most Suitable - O : &/ Suitable)
F-N— |8
2yIR—I |5
Taper Neck Ball
OvJxyJ
w=Jb
Long Neck Ball
7
zo17 |% L
Square gg
L LC
mp e A
2717 |3
Long Neck Square | 'E
<
Ov7zv7 |8
SYTR
Long Neck Radius ?0 NS g
Yy
z
2II7 |Z
Square *
%
&
e £
Ball §
Zz
2017 |3
Square F
%
ooz B @ &5 5BE  Total 5 Models
2717 |’
Long Neck Square |
- SEiRA & 28 AL
R=Ju 5 Tip Angle Length of Cut Overall Length Shank Diameter
Ball L Model Number
— 6 LC (mm) L (mm) d (mm)
- 3.0-C1.5 90 12 65 3
4.0-C2.0 90° 12 80 4
VC 6.0-C3.0 90° 15 60 6
. 8.0-C4.0 90° 20 60 8
5909 o
Comer Lounge 10.0-C5.0 90 25 70 10
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tIHEISREZR Milling Conditions

R4 ABS - MCH0O~ 727Ul RUD—HRR—hk
Work ABS - PA PMMA PC
Material
Oi5gy | =WEE thAg Oi5g | EUEE thAg OE5gy | =WEE thAg
RUE Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut B
Model Speed Speed Speed il ;Z;‘:j
A
Number | (min") | (mm/min) (min) (min™) | (mm/min) (min) (min™) | (mm/min) (min) 3
ap | D ap | D ap | D |
3.0-C1.5| 7,000 | 500 | 0.6 | 0.6 | 5,300 | 500 | 0.6 | 0.6 | 4,000 | 500 | 0.6 |06 |
4.0-C2.0| 5,000 | 500 | 0.8 | 0.8 | 4,000 | 500 | 0.8| 0.8 3000 | 500 |08 0.8 %7\717
6.0-C3.0| 4,000 | 500 | 12|12 2650 | 500 | 1.2 12 2400 | 500 |1.2 | 1.2 %
8.0-C4.0| 3,000 | 500 |16 |16 |2500| 500 | 1.6 | 1.6 | 1,800 | 500 | 1.6 | 1.6 %ﬁf;”
10.0-C5.0 | 3,000 | 500 2 2 | 2,500 | 500 2 2 11,800 | 500 2 2 )
T |Ball
A
a|F—1=
RES
07 zxvJ
=)
’Z“ 2II7
il | Square
I
A
T 0YT%vT
2|2717
g OvI%y7
SIY7R
% 2IIF
D 2
Z
/7\ Z|zoz7
?; Square
7
%ap Wayozws

1. HERBREBINE - BREORRET AT, £
Use a highly rigid and accurate machine as possible. =

2. COYHIREERFTHSHOERERIDNTT, Qv
KIEOITTIFINTRA - BN - ERAEEEFICRUERRGZREBUERLTTIE L, Long eck
This parameter is only for reference. In operation, we recommed fine adjustments to these parameters according to the milling
shape, porpose, machine capability and the operation environment.

3. [FRAEMOOEHNEIRVESICE, OEHEEDISEVREZR—DEERTTIFTERULTTEL, S
When the parameter exceed the machine’s maximum spindle speed, decrease both the spindle speed and the feed rate by the 909
same proportion. ComerLounge
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PRC

IR0.5 ~ IR5.0
7 @EHEIME Work Material
RII7 |1
saare || premeg CARBON STEELS S45C - S55C
= | aem ALLOY STEELS SK - SCM
R=IL 5
Ball ?5 TUN—RSH PREHARDENED STEELS NAK « HPM
. 1BEA N HARDENED STEELS (~55HRC)
2
7] (~B0HRC)
2717 |B
Sowre” |1 (~65HRC)
H
2 TR CAST IRON
Z;ufx ’;Z ZIL=EE ALUMINUM ALLOYS (@)
£ IS5T74h GRAPHITE o)
N Eiil COPPER ALLOYS O
gif“’ ;E‘Eﬁ FSAFvI PLASTICS © >
H SRS (© @ B8 Most Suitable - O : &/ Suitable)
F-N— |8
FyIR—I | 5
Taper Neck Ball
OvJxyJ
w=Jb
Long Neck Ball L
7
zo17 |%
Square j]ID Le
A 44444444444447
mp e A (=]
Z272I7 |2 =S 2
Long Neck Square | E \4 T
< fy ~ ©
Ovoxv7 |8 4
SYFR IR
Long Neck Radius
z
20I7 |2
Square *
ho
7 @B 10RE  Total 10 Models
R—Ib £
Ball S
= AUE FeimiE IR & 2R DADILES
Tip Diameter Inner Radius Length of Cut Overall Length | Shank Diameter
7 Model Number
2717 1% @D (mm) IR (mm) LC (mm) L (mm) éd (mm)
%
z 0.5 1 0.5 3 50 3
OvgzxyJ 7;’[['
2717 |A 0.75 1 0.75 3 50 3
ong Neck Square |
1.0 1 1 3 50 3
R=Ib [
Ball 2 1 .E; 1 1 .ES :3 55() ‘1
s PRC 2.0 1 2 4 50 6
i 2.5 1 2.5 4 50 6
3.0 1 3 4 60 8
[z
3.5 1 35 4 60 8
4.0 1 4 5 70 10
5.0 1 5 6 75 12
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tIHEISREZR Milling Conditions

L% ABS - MCF«0OY 72U KUB—RR—k
Work ABS - PA PMMA PC
Material
e | REE | PAR | TN | RUEE | tHAR | OEN | #UEE | hAE
RUE Spindle Feed Depth of Cut | Spindle Feed Depth of Cut | Spindle Feed Depth of Cut B
Model Speed Speed Speed il ;Z;‘:j
A
Number | (min") | (mm/min) (min) (min™) | (mm/min) (min) (min™) | (mm/min) (min) 3
ap | ae ap | ae ap | ae | 5|17V
0.5 12,000/ 500 |0.05|0.05(12,000/ 500 |0.05|0.05|10,000| 500 |0.05|0.05| °
0.75 [12,000 500 |0.05]0.05 12,000 500 |0.05|0.05/10,000 500 |0.05/0.05| &
1.0 11,000 500 |0.05/0.05| 9,000 | 500 |0.05|0.05| 7,200 | 500 |0.05|0.05 %
1.5 8,000 | 500 |0.05|0.05| 6,500 | 500 |0.05/0.05| 5,200 | 500 |0.05|0.05 7/71
2.0 8,000 | 500 |0.05/0.05| 6,500 | 500 |0.05|0.05 5,200 | 500 |0.05/0.05|
2.5 6,000 | 500 |0.05|0.05| 5,000 | 500 |0.05/0.05| 4,000 | 500 |0.05|0.05 %ﬁ_,b
3.0 6,000 | 500 |0.05/0.05| 5,000 | 500 |0.05|0.05| 4,000 | 500 |0.05 0.05| 7.
3.5 5,000 | 500 |0.05|0.05| 4,000 | 500 |0.05/0.05| 3,200 | 500 |0.05|0.05 ?9?—»
4.0 5,000 | 500 |0.05|0.05| 4,000 | 500 |0.05/0.05 3,200 | 500 |0.05|0.05 S
=L
5.0 5,000 | 500 |0.05|0.05| 4,000 | 500 |0.05/0.05 3,200 | 500 [0.05|0.05| |wstes

N

<

=|R9I7
il | Square
I
A
T|OvIzvo
2| 2717
E Long Neck Square
I
£|0vIrvI
SIY7R
Long Neck Radius
z
EAP 7k wd
T | square
TZJE
il
£l R—I
(‘_i) Ball
ae -
—
7
_ Z|zox7
ap 2| Square
v
7
Wayozws
B| 2717
% | Long Neck Square

1. HRBRIEEYE - BEEORHEERTIL, £
Use a highly rigid and accurate machine as possible. *

2. ZOYHIRERFHRGDERERIBNDTT, QR
KIRONITIFINIAR - BH - ERAEBECKIERFRGZABUERLTTEL, 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. Eam,e,ing

3. FERAEMOOEHNEIRBRVESICE. OEHMEEDISRYREZR—DEETTFTERULTTEL,

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