Your specials are our standards.

~N
SAlo] ATjie Pajo] BEEQILC,  JJTOOLS

(=) ¥s+

y2st a4z gt A gt

FOR Powerful high- ) /.
speed milling / |




ZISS #|A0} g

bl - ey 2]
SERIES z=2 MEg 8!

HEEHSFLIE A I
Bs=g 282 25!
Unequal pitch design !
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Minimized noise and vibration due to unequal pitch design of
bottom flute.
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Improved flute design for better tool life !
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With shield edge design, breakage of flute end is avoided.
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The unequal lead design enables optimal chip evacuation and faster
and more powerful cutting.

[ ES oF O XI

& Hj=o| go|at 5= & 23 |
Wide chip pocket for excellent chip emission
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Cutting chips are well evacuated.
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APPlied new TISIN-R coating !
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Reinforced coating restrained buit-up edge to enhance wear
resistance of V series
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Optimized chip breaker for deep milling
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High speed slotting end mill for dynamic roughing milling !
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« Endmills for finishing and roughing of alloy steel, sus, inconel,
mild steels and various hard to cut materials.
« Chip emission is excellent for slotting, and thick double core designed

enables continuous machining without chattering.
¢ TISIN-R coating provides wear resistance improvement as well as avoid
edge stress in various applications.
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For high speed roughing milling
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Trochoidal Milling End Mill
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Chip emission is excellent for slotting, and thick double core designed
enables continuous machining without chattering.

TISIN-R coating provides wear resistance improvement as well as avoid
edge stress in various applications.
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4 Flutes Various Symmetry End Mills for steels, Cast Iron & Stainless Steels
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« Mid-low hardened steel (HRc~42), soft steel, steel, SUS
+ HR coating reduces stress of flute and enhances wear resistance.
« Unequal pitch Ball design and helix enable decrease of chattering.

L L « 4flutes and deep pocket enable chip evacuation and increase surface
roughness.
D Size D Tolerance
21~5 +0~-0.01mm
EEOEDEE =
Corld 0.00 0.0 0.0 e ‘“""’ 716-25 ~0.01 ~ -0.02mm
0.5~2.5R ~ 8~12.5R  @1~25 ool mm

4VSB 010 025 S06 0.5RX 1 2.5 50 6
4VSB 012 030 S06 0.6RX 1.2 3 50 6
4VSB 015 040 S06 0.75RX1.5 4 50 6
4VSB 020 050 S06 1RX2 5 50 6
4VSB 025 060 S06 1.25RX25 6 50 6
4VSB 030 060 S03 1.5RX3 6 50 3
4VSB 030 080 S06 1.5RX 3 8 50 6
4VSB 040 080 S04 2RX4 8 50 4
4VSB 040 100 S06 2RX4 10 50 6
4VSB 050 150 S06 2.5RX5 15 60 6
4VSB 060 150 S06 3RX6 15 60 6
4VSB 060 150 090 3RX6 15 90 6
4VSB 080 200 S08 4RX8 20 70 8
4VSB 080 200 100 4RX8 20 100 8
4VSB 100 250 S10 5RX10 25 75 10
4VSB 100 250 100 5RX 10 25 100 10
4VSB 120300 S12 6RX 12 30 80 12
4VSB 120 300 120 6RX 12 30 120 @ 12
4VSB 160 400 S16 8RX 16 40 100 16
4VSB 160400 130 8RX 16 40 130 | 16
4VSB 200 450 S20 10RX 20 45 100 = 20
4VSB 200450 150 10RX 20 45 150 = 20
4VSB 250 500 S25 12.5RX 25 50 125 25
4VSB 250 500 160 12.5RX 25 50 160 25
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4 Flutes Various Symmetry End Mills for steels, Cast Iron & Stainless Steels
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% o] 2
= L Mid-low hardened steel (HRc~42), soft steel, steel, SUS

ns HR coating reduces stress of flute and enhances wear resistance.
Unequal pitch design and helix enable decrease of chattering.
4flutes and deep pocket enable chip evacuation and increase surface

od
.

k

roughness.
D Size D Tolerance
) 357 A g1-5 +0~-0.01mm
chll}; HeI%Asngle Hem?:ge 26~ 12 -0.01 ~ -0.025mm
..... 316~ 20 -0.015 ~ -0.03mm
@1~5 @6~12 ©16~20 @1~3 #6~20  Shield Edge oel: mm

4VSE 010 025 S06 1 2.5 50 6
4VSE 010 035 S06 1 3.5 50 6
4VSE 012 030 S06 1.2 3 50 6
4VSE 012 045 S06 1.2 4.5 50 6
4VSE 015 040 S06 1.5 4 50 6
4VSE 015 060 S06 1.5 6 50 6
4VSE 020 060 S06 2 6 50 6
4VSE 020 090 S06 2 9 50 6
4VSE 025 070 S06 2.5 7 50 6
4VSE 025 100 S06 2.5 10 50 6
4VSE 030 080 S06 3 8 50 6
4VSE 030 120 S06 3 12 50 6
4VSE 040 100 S06 4 10 50 6
4VSE 040 150 S06 4 15 60 6
4VSE 050 150 S06 5 15 60 6
4VSE 050 200 S06 5 20 70 6
4VSE 060 150 S06 6 15 60 6
4VSE 060 200 S06 6 20 70 6
4VSE 080 200 S08 8 20 70 8
4VSE 080 300 S08 8 30 80 8
4VSE 100 250510 10 25 75 10
4VSE 100400510 10 40 90 10
4VSE 120 300S12 12 30 80 12
4VSE 120450512 12 45 100 @ 12
4VSE 160400516 16 40 100 16
4VSE 160 600 S16 16 60 120 | 16
4VSE 200 450 S20 20 45 100 20
4VSE 200 650 S20 20 65 120 | 20
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6 Flutes Various Symmetry End Mills for steels, Cast Iron & Stainless Steels
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23~5

Helix Angle
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Mid-low hardened steel (HRc~42), soft steel, steel, SUS

HR coating reduces stress of flute and enhances wear resistance.
Deep hole helix design enable chip evacuation and increase surface
roughness.

D Size D Tolerance
23~5 +0~-0.01mm
26~12 -0.01 ~ -0.025mm
216~ 20 -0.015 ~ -0.03mm
Shield Edge el mm

06 |

6VSE 030 080 S06 3 8 50 6
6VSE 030 120 S06 3 12 60 6
6VSE 040 100 S06 4 10 50 6
6VSE 040 160 S06 4 16 60 6
6VSE 050 150 S06 5 15 60 6
6VSE 050 200 S06 5 20 70 6
6VSE 050 250 S06 5 25 75 6
6VSE 060 150 S06 6 15 60 6
6VSE 060 200 S06 6 20 70 6
6VSE 060 250 S06 6 25 75 6
6VSE 080 210 S08 8 21 70 8
6VSE 080 260 S08 8 26 70 8
6VSE 080 320 S08 8 32 75 8
6VSE 100 260 S10 10 26 75 10
6VSE 100 350 S10 10 35 90 10
6VSE 100420 S10 10 42 100 10
6VSE 120310S12 12 31 80 12
6VSE 120410512 12 41 100 12
6VSE 120510512 12 51 120 12
6VSE 160400 S16 16 40 100 16
6VSE 160 650 S16 16 65 130 16
6VSE 200 450 S20 20 45 100 @ 20
6VSE 200 800 S20 20 80 160 | 20
L waTooLS
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« 4flutes and deep pocket ena

roughness.

HR 3%s
Coating 0.0 Hellx Angle Helix Angle

4VCC 010020 S04
4VCC 010025 S06
4VCC 010035 S06
4VCC 012020 S04
4VCC 012030 S06
4VCC 012050 S06
4VCC 015030 S04
4VCC 015 040 S06
4VCC 015060 S06
4VCC 020 040 S04
4VCC 020 060 S06
4VCC 020 090 S06
4VCC 025 050 S04
4VCC 025070 S06
4VCC 025 100 S06
4VCC 030 060 S04
4VCC 030 060 S06
4VCC 030 080 S06
4VCC 030 120 S06
4VCC 040 080 S04
4VCC 040 080 S06
4VCC 040 100 S06
4VCC 040 150 S06
4VCC 050 100 S06
4VCC 050 150 S06
4VCC 050 200 S06
4VCC 060 120 S06
4VCC 060 150 S06
4VCC 060 200 S06
4VCC 080 160 S08
4VCC 080 200 S08
4VCC 080 300 S08
4VCC100200S10
4VCC 100250510
4VCC 100350S10
4VCC 1202408512
4VCC 120300512
4VCC 120450512
4VCC 160400S16
4VCC 160600S16
4VCC 200 450 S20
4VCC 200 650 S20

26~12 216~20 21~3 26 ~20 ShleIdEdge

0.03 4

2.5 0.03 6

1 35 0.03 50 6
1.2 2 0.04 45 4
1.2 3 0.04 50 6
1.2 5 0.04 50 6
1.5 3 0.05 45 4
1.5 4 0.05 50 6
1.5 6 0.05 50 6
2 4 0.075 45 4
2 6 0.075 50 6
2 9 0.075 50 6
2.5 5 0.08 50 4
20> 7 0.08 50 6
2.5 10 0.08 50 6
3 6 0.1 50 4
3 6 0.1 50 6
3 8 0.1 50 6
3 12 0.1 50 6
4 8 0.15 50 4
4 8 0.15 50 6
4 10 0.15 50 6
4 15 0.15 60 6
5 10 0.15 50 6
5 15 0.15 60 6
5 20 0.15 70 6
6 12 0.2 50 6
6 15 0.2 60 6
6 20 0.2 70 6
8 16 0.2 60 8
8 20 0.2 70 8
8 30 0.2 80 8
10 20 0.3 75 10
10 25 0.3 75 10
10 35 0.3 9 | 10
12 24 0.35 75 12
12 30 0.35 80 12
12 45 0.35 100 | 12
16 40 0.4 100 @ 16
16 60 0.4 120 | 16
20 45 0.5 100 | 20
20 65 0.5 120 | 20
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4 Flutes Various Symmetry End Mills for steels, Cast Iron & Stainless Steels W
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« Mid-low hardened steel (HRc~42), soft steel, steel, SUS
hs + HR coating reduces stress of flute and enhances wear resistance.
« Unequal pitch design and helix enable decrease of chattering.

ble chip evacuation and increase surface

D Size D Tolerance
21~5 +0 ~ -0.01mm
26~12 -0.01 ~ -0.025mm
216~ 20 -0.015 ~ -0.03mm
H9l: mm
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5 Flutes Various Symmetry Corner C End Mills for

steels, Cast Iron & Stainless Steels
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« Mid-low hardened steel (HRc~42), soft steel, steel, SUS

L2

+ HR coating reduces stress of flute and enhances wear resistance.
« Unequal pitch design and helix enable decrease of chattering.

5VCC 060 130 S06
5VCC 080 190 S08
5VCC 100220510
5VCC 120 260 S12
5VCC 140 260 S14
5VCC 160320518
5VCC 180 320S16
5VCC 200 380 S20

26~12

216~20

26 ~20

« 4flutes and deep pocket enable chip evacuation and increase surface

roughness.
D Size D Tolerance
21~5 +0 ~-0.01mm
26~12 -0.01 ~ -0.025mm
216~ 20 -0.015 ~ -0.03mm
Shield Edge ctol: mm

55 6
60 8
70 10
80 12
80 14
90 16
90 18
100 | 20
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gm 4 Flutes Various Symmetry End Mills for steels, Cast Iron & Stainless Steels W
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L1
L « Mid-low hardened steel (HRc~42), soft steel, steel, SUS

« 4flutes and deep pocket enable chip evacuation and increase surface

. hs + HR coating reduces stress of flute and enhances wear resistance.
% gm 3 « Unequal pitch design and helix enable decrease of chattering.
L1
[ L

roughness.
D Size D Tolerance
21~5 +0~-0.01mm
PEDEEH00 ==
Coating 0.00 0.0 0.0 Helix Angle Helix Angle 216 ~20 -0.01 ~ -0.02mm
RO.1~0.5 R1~15 21~3 26 ~20 Ct9: mm
4VSC010001 S06 1 XRO.1 6
4VSC 010002 S06 1XR0.2 2.5 6
4VSC012 001 S06 1.2XR0.1 3 50 6
4VSC 012002 S06 1.2XR0.2 3 50 6
4VSC015001 S06 1.5XR0.1 4 50 6
4VSC015 002 S06 1.5XR0.2 4 50 6
4VSC 020001 S06 2XR0.1 6 50 6
4VSC 020 002 S06 2XR0.2 6 50 6
4VSC 025001 S06 2.5XR0.1 7 50 6
4VSC 025 002 S06 2.5XR0.2 7 50 6
4VSC 030 002 S06 3XR0.2 8 50 6
4VSC 030003 S06 3XR0.3 8 50 6
4VSC 030 005 S06 3XR0.5 8 50 6
4VSC 040 002 S06 4 XR0.2 10 50 6
4VSC 040 003 S06 4XR0.3 10 50 6
4VSC 040 005 S06 4XR0.5 10 50 6
4VSC 050 002 S06 5XR0.2 15 60 6
4VSC 050 003 S06 5XR0.3 15 60 6
4VSC 050 005 S06 5XR0.5 15 60 6
4VSC 060 002 S06 6 XR0.2 15 60 6
4VSC 060 003 S06 6XR0.3 15 60 6
4VSC 060 005 S06 6 XR0.5 15 60 6
4VSC 060 010 S06 6 XR1 15 60 6
4VSC 080003 S08 8XR0.3 20 70 8
4VSC 080 005 S08 8XR0.5 20 70 8
4VSC 080010 S08 8XR1 20 70 8
4VSC 100003 S10 10XR0.3 25 75 10
4VSC 100005 S10 10 XR0.5 25 75 10
4VSC100010S10 10 XR1 25 75 10
4VSC 100015510 10XR1.5 25 75 10
4VSC 100020 S10 10XR2 25 75 10
4VSC 120005 S12 12 XR0.5 30 80 12
4VSC120010S12 12 XR1 30 80 12
4VSC 120020 S12 12XR2 30 80 12
4VSC 160 005 S16 16 XR0.5 40 100 16
4VSC160010S16 16 XR1 40 100 16
4VSC 160 020 S16 16 XR2 40 100 16
4VSC 160030 S16 16 XR3 40 100 16
4VSC 200 005 S20 20XR0.5 45 100 | 20
4VSC200010S20 20XR1 45 100 = 20
4VSC 200 020 S20 20XR2 45 100 | 20
4VSC 200 030 S20 20XR3 45 100 20
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ﬁm 6 Flutes Various Symmetry Corner Radius End Mills for steels, Cast Iron & Stainless Steels
/
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o 45° Pl A A0 2 MAIGH 14, 10|15 7Ha0| AT S ct.
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R h5
% s « Mid-low hardened steel (HRc~42), soft steel, steel, SUS
L . + HR coating reduces stress of flute and enhances wear resistance.

+ 45 helix design is suitable for high speed machining.
« The unequal pitch design decreases chattering.

od

. D Size D Tolerance

o 23~5 +0 ~-0.01mm

% '|;|St_|N R m ﬂ 45 26 ~12 -0.005 ~ ~0.015mm

TEN ) +0.005 | | +0.0 0,015 J I 216 -0.01 ~ -0.02mm

R0O.1~0.5 R1~15 R2 Ctl: mm

6VSC 060 005 S06 6 X R0.5 15 60 6
6VSC 060 010 S06 6 XR1 15 60 6
6VSC 080 005 S08 8XR0.5 20 70 8
6VSC 080010 S08 8 XR1 20 70 8
6VSC 100 005S10 10X R0.5 25 75 10
6VSC100010S10 10X R1 25 75 | 10
6VSC100015S10 10XR1.5 25 75 10
6VSC 100020 S10 10XR2 25 75 10
6VSC 120005 S12 12XR0.5 30 80 | 12
6VSC 120010512 12XR1 30 80 12
6VSC 120015512 12XR1.5 30 80 12
6VSC 120 020 S12 12XR2 30 80 12
6VSC 120030512 12XR3 30 80 | 12
6VSC160010S16 16 XR1 40 100 16
6VSC160015S16 16 XR1.5 40 100 16
6VSC 160 020 S16 16 XR2 40 100 16
6VSC 160 030S16 16 XR3 40 100 16
6VSC 200010 S20 20 X R1 45 100 20
6VSC 200 015 S20 20XR1.5 45 100 20
6VSC 200 020 S20 20X R2 45 100 20
6VSC 200 030 S20 20 XR3 45 100 20

10 | < woos



7 Flutes Non Symmetry Corner Radius End Mills for SUS W
75 SUS7IE& 3 8| A A=Y 'l
223, SUSHIE, Ti/NiA 3, 2138 S HAH 715 dEY
TISIN-R 2 A{2[510f LS5t MAIRY 715 A| QIS0 AER AT A O,

L{OpR2 Y ot 3k ELICE
ZES HHYYR| A 2 UEUQ| 2SS 2(48t SHAUSLICE
THRE Ao = UL A YS Y| SIASLICE.

0| £2 D[R 2ZHIS HeoI0l, D04 M| ACLO| TAS 243,
Endmills for alloy steel, SUS, Ti/Ni base alloy, Inconel

and hard to cut materials.

TISIN-R coating provides wear resistance improvement as well as

avoid edge stress in various applications.

Strong design for protection against chattering.

Preventing bottom edge chipping by coner R.

Minimize fracturing at high feed by high TRS fine WC grade.

o)
.

h5

2D
od

D Size D Tolerance
26~12 -0.005 ~ -0.015mm
216~ 20 -0.01 ~ -0.02mm
Crel: mm

7SUC 060 005 060 6 X R0.5 15 60 6
7SUC 080 005 070 8XR0.5 25 70 8
7SUC 100 005 075 10X R0.5 25 75 10
7SUC 120 005 085 12XR0.5 30 85 12
7SUC 160 005 100 16 XR0.5 42 100 16
7SUC 200005110 20X R0.5 48 110 | 20

www.jjtools.co.kr \ 1
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| 4 Flutes High Speed Sloting End Mills for SUS W
sy pacy (e

337, SUSHY, 913, UHRAZ S ChISH LI B4, B THB
SRR IISAI 230 9 202 Y 20| 24510, FEIR 259 Z0{= E5E
U= 7152 TS

TISIN-RIZE) H2/310] CI/8H A 7HBA| Q1A150] AEH AT} Houy,
Ljoto ) B8t Elic

S20R10] 52 D[RR 2232 (0.5m) S M, AEO| LHAS A3} SIgtLICE

‘—odno 1 =—

Endmiills for finishing and roughing of alloy steel, sus, inconel,
mild steels and various hard to cut materials.

Chip emission is excellent for slotting, and thick double core designed

enables continuous machining without chattering.

Minimize fracturing by high TRS fine(0.5um) WC grade.

TISIN-R coating provides wear resistance improvement as well as avoid

edge stress in various applications.

D Size D Tolerance
@3~4 +0 ~-0.01mm
PELEREEOE ==
pat | TISINR 0-0.0 01-0.0 015003 L 16~20 -0.015 ~ -0.03mm
@3~4  ©6~12 ©16~20 CCutting orel: mm
4SLE 030 080 S06 3 8 - /5 6
4SLE 030 210 S06 3 8 21 60 6
4SLE 040 100 S06 4 10 - |50 6
4SLE 040 210 S06 4 10 21 60 6
4SLE 060 150 S06 6 15 - 60 6
4SLE 060 210 S06 6 15 121 60 6
4SLE 080 200 S08 8 20 - |70 8
4SLE 080 270 S08 8 20 27 70 8
4SLE 100 250 S10 10 25 - 180 |10
4SLE 100350 S10 10 25 35 80 10
4SLE 120300512 12 30 - 90 12
4SLE 120400512 12 30 40 90 12
4SLE 160400 S16 16 40 - 100 |16
4SLE 160 500 S16 16 40 | 50 100 16
4SLE 200 450 S20 20 45 - 110 20
4SLE 200 550 S20 20 45 55 110 20
L waTooLS
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5&6 Flutes Trochoidal Milling End Mills
L, cC ire o
5& 65 E2F0|E 72 A=y
- 223, SUSHIE, Q13'd, Atz S Chfot AR of 24715
o QU 21=20|7 MA|9TISIN-R ZE X2| 2 CHY5 IR 7T A| Q1Mo
AEY AT HOM, LHOFE Y L5t ek ELICH
7pH H2A HZO 2 TAL 30| ZAEIO| ZAIZH 70 FB BLIC

SEHO0| F2 0|EAF 22 (0.5m) = HH, PETO| ThES 2|48} SIRSELICE

Roughing Endmills for alloy steel, SUS, Inconel, Mild steel and
various hard-to-cut materials.

+ Chip breaker designed for side flute and TISIN-R coating provides wear
resistance improvement as well as avoid edge stress in various applications.
Variable helix design for minimizing cutting resistance and long time process.
+ Minimize fracturing by high TRS fine (0.5um) WC grade.

7 R 3 50 :ﬂ D Size D Tolerance
TISIN-R Helix Angle 26~12 -0.01 ~ -0.025mm
K 4 01-0.0 015-0.0 g WELDON %0 0,015~ ~0.03mm

26~12 @16~20 Shield Edge Weldon Shank ool mm

6TROE 060 140 060 6 14 - 60 | 6
6TROE 060 200 065 6 20 - 65 6
5TROE 060 260 070 6 26 - 70 6
6TROE 060 300 070 6 16 30 70 |6
6TROE 080 180 065 8 18 - 658
6TROE 080 260 070 8 26 - 70 8
5TROE 080 340 080 8 34 - 8 8
6TROE 080 400 080 8 21 1 40 80 8
6TROE 100 220 075 10 22 | - 75 |10
6TROE 100 330 080 10 33| - 8 10
5TROE 100 430 090 10 43 - |9 |10
6TROE 100 500 100 10 26 | 50 100 10
6TROE 120 270 080 12 27 | - 80 12
6TROE 120 390 095 12 39| - 95 12
5TROE 120510110 12 51 - 110 12
6TROE 120600 110 12 31 | 60 110 12
6TROE 160 360 100 16 36 | - 100 16
6TROE 160 520 120 16 52 | - 1120 16
5TROE 160 680 130 16 68 | - 130 16
6TROE 160 800 130 16 41 1 80 130 16
6TROE 200450 110 20 45 - 1110 | 20
6TROE 200 650 130 20 65 | - 130 20
5TROE 200 850 150 20 85 - |150 | 20
6TROE 200 900 150 20 51 | 90 150 20

www.jjtools.co.kr \ 13



4VSB Cutting Condition « RPM: rev./min » Feed : mm/min

. Hag §38/37% E|Eteta L ERE Aol AZ
I:ALI?XH | Carbon Steel Alloy Steel / Tools Steel Titanium Alloy Steels Heat Resistance Alloy Stainless Steel
ateria
$45C (~HRC30) SKD61/NAK (HRC30~40) Ti6A SUS304 / SUS316
i Ap  Ae Ap  Ae Ap  Ae Ap  Ae Ap  Ae
(Rad%s) RPM ~ FEED Axial  Radial RPM ~ FEED Axial  Radial RPM ~ FEED Axial  Radial RPM  FEED Axial ~ Radial RPM FEED Axial  Radial

R0.5X1 44,500 1,780 1.0 0.5 |20,700 1,200 1.0 0.5 |16,000 1,000 | 0.30 @5 9,550 110 0.2 0.1 25,500 1,000 1.0 0}5
R0.6X1.2 37,150 1,490 12 0.6 |17,250 1,000 12 0.6 |13,200 800 0.36 0.6 | 8,000 100 0.2 0.1 21,000 850 12 0.6
RO75X1.5 |29.720 1,200 13 0.8 |13,800 800 13 0.8 10,600 600 0.45 0.8 | 6,300 80 0.3 0.2 17,000 700 15 0.8

R1X2 22.300 1,330 2.0 1.0 10,350 620 2.0 1.0 8,000 480 0.60 1.0 3,180 120 0.4 0.4 [12,800 760 2.0 1.0
R1.25X2.5 | 17.800 1,400 235 13 8,280 500 235 18 6,400 380 0.75 1.3 2,500 100 @5 0.2 |10,000 600 253 13
R1.5X3 14.860 1,200 3.0 1.0 6,900 550 3.0 1.0 5,300 420 0.90 1.0 2,120 90 0.6 0.2 8,500 780 3.0 1.0

R2X4 11,150 1,120 | 4.0 2.0 5,170 350 4.0 2.0 4,000 300 1.20 2.0 1,590 100 0.8 0.2 6,370 640 4.0 2.0
R2 5X5 8,910 1,070 5.0 2.5 4,140 330 5.0 2.5 3,200 300 1.50 2.5 1,270 90 1.0 0.2 5,100 710 5.0 225
R3X6 7,430 1,000 6.0 3.0 3,450 340 6.0 3.0 2,650 300 1.80 3.0 1,000 85 1.2 0.2 4,250 680 6.0 3.0
R4X8 5,500 900 8.0 4.0 2,590 310 8.0 4.0 2,000 240 2.40 4.0 800 70 1.6 0.2 3,190 580 8.0 4.0
R5X10 4,460 800 10.0 5.0 2,070 290 10.0 5.0 1,600 230 3.00 5.0 630 60 2.0 0.2 2,550 500 10.0 5.0

R6X12 3,710 750 12.0 6.0 1,720 280 12.0 6.0 1,320 240 3.60 6.0 530 55 2.4 0.2 2,120 470 12.0 6.0
R8X16 2,790 610 16.0 8.0 1,300 230 16.0 8.0 1,000 200 4.80 8.0 400 45 32 0.2 1,600 390 16.0 8.0
R10X20 2,230 500 20.0 10.0 | 1,035 200 20.0 10.0 800 170 6.00 10.0 300 40 4.0 0.2 1,280 320 20.0 10.0
R12.5X25 1,780 430 25.0 1235 800 200 25.0 12.5 630 150 7.50 12.5 255 85 5.0 0.5 1,000 260 25.0 12.5

Ap : Axial Depth % k0| ¢} Z/0|(mm)
Ae : Radial Depth £t H3to| ¢} 2/0|(mm)

_W D : Qutside Diameter 2|Z (mm)
o n:Speed 3R £E (min)

“i‘ Vf:Feed 0|5 4% (mm/min)

F DR
Depth of Cut

| AP |

* 71S ZYAI 7+s o TARAY oA ZIR ShAl2.

4 U faY2HIE 218 2 230 U250 UP&DOWN 5101 23 SHiAI2

1= 420182, ¥IISA 75 BY, 718 34, HE 7|A|of mat 24 HE 2 FLICL
© A2 SHULET RES FR0E 2 49 0S4 S 22 HIER 20M 2EF/ILICE

+ 250 21 20| 22 SA7IA A QYL (@ 1 0[5k ALA| RIS 518 22| SmOLHL )

© HETHUHIES 2510 022 22 0|AE SHUE MES FHELILL

* When entering the tool to the workpiece, enter the tool from outside to the workpiece.

* If the diameter or effective length of your tool are not on the table, adjust it compared similarity value on the table.

* Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

* If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.
* Use a machine with low vibration and good rigidity (1 or less, the vibration tolerance management should be within 5um)

* Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.
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4VSE Cutting Condition « RPM: rev./min » Feed : mm/min

e ErAZ 3%/ 372 . EEEE TEEEY ARIAZ
Maj['erial Carbon Steel Alloy Steel / Tools Steel Titanium Alloy Steels Heat Resistance Alloy Stainless Steel
S45C (~HRC30) SKD61/NAK (HRC30~40) Ti6A SUS304 / SUS316
24 mm A Ae A Ae A Ae A Ae A Ae
Ouside  RPM - FEED mbl e PMFEED R ol R reED (B S R D R o BMOFEED R
1mm 41,400 800 | 0.75 025 |19,000 230 | 0.75 025 19,100 150 0.5 0.2 |8000 100 | 0.5 0.2 (31,900 380 | 0.7 0.3
1.2mm 34500 700 | 0.90 0.30 |16,000 200 | 0.90 030 15920 120 0.6 02 |6630 80 0.6 0.2 [26500 300 | 0.8 0.4
1.5mm 27,600 550 | 1.13 038 |12,800 150 | 1.13 038 12,800 100 0.8 03 |5300 65 0.8 0.3 (21,200 250 | 1.1 0.5
2mm 20,700 400 | 150 050 | 9,550 110 | 1.50 050 9,550 80 1.0 0.4 | 4,000 65 1.0 0.4 [15600 200 | 1.4 0.6
2.5mm 16,500 330 | 1.88 0.63 | 7650 90 | 1.88 0.63 | 7,600 70 1.3 0.5 |318 50 1.3 0.5 (12,800 150 | 1.8 0.8
3mm 13,800 330 | 45 15 | 6370 80 45 15 | 6370 100 3.0 12 | 265 50 30 075 [10,600 210 | 45 15
4mm 10,350 410 | 6.0 20 | 4780 135 | 6.0 20 | 4780 130 4.0 16 | 2000 40 40 1.00 | 8000 150 | 6.0 2.0
5mm 8280 430 | 7.5 25 | 380 150 | 7.5 25 | 380 150 5.0 2.0 | 1,600 6 50 125 | 6380 250 | 7.5 2.5
6mm 6,900 550 | 9.0 30 | 3200 150 | 9.0 30 |3200 150 6.0 24 1320 80 6.0 150 | 5300 420 | 9.0 3.0
8mm 5180 520 | 120 40 | 2390 140 | 120 4.0 | 2390 140 8.0 32 [1,000 80 80 200 | 4,000 180 | 120 40
10mm 4140 660 | 150 50 | 2070 200 | 150 50 |2000 130 | 10.0 40 | 800 9 | 100 250 |38 510 | 150 5.0
12mm 3450 620 | 180 60 | 1,720 200 | 180 6.0 | 1,600 140 | 120 48 | 660 100 | 120  3.00 | 2,650 530 | 180 6.0
16mm 2,600 520 | 240 80 | 1,300 200 | 240 80 | 1200 120 | 160 6.4 | 500 90 | 160 400 | 2000 400 | 240 80
20mm 2,000 450 | 30.0 10.0 | 1,000 180 | 30.0 10.0 | 1,000 100 | 200 80 | 400 80 | 200 500 | 1600 320 | 300 10.0
. 1.0D . 1.0D 1.0D
’é‘%l 7|'§ Sld{e Ml!llng = F— Sldo.e Ml!llng = F— 1
+Ap: Axial Depth < 1.0D +Ap: Axial Depth < 0.5D 1.0D
Depthof Cut | . ac : Radial Depth = . + Ae : Radial Depth Ae ) 7

75 UYA| 7+s Sh TALAY SHoflA ZIE SHAA2.
A 20| = 21 U REF2 HIZEH AE 2 R840 HI3SI UP&ADOWN 5t0] 23 SHYAIR

& 20| FUSHA HAE|O] QUSLICE T2 T|5H| /ol 7HSoHH HIXE YA 2 2SR

7| HA 20| F = 220|182, HIISA 715 BY, 7HS S, 28 J|Hof et 224 HE 2% St

ZUBILI|A Q| 2 AVS S5 2SI & A AYO| LT I ATS £209 015 S22 Y o2 ZYSHAIR.
AUS0| 21 20| 2 SA7|H A QUSILICH (@ 1 0[5F ALBA| 215 318 22| SymO|LH L)

OoER, EAR, QUD|AE SUES 2H5HH, 22 2 ML 715 Al LS Ll FOITHIAIR.

When entering the tool to the workpiece, enter the tool from outside to the workpiece.

If the diameter or effective length of your tool are not on the table, adjust it compared similarity value on the table.

The edge the flute precisely grinded. If you want to measure the tool, and to avoid damaging on the flutes, use non-contact measuring method.
Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.

Use a machine with low vibration and good rigidity (1 or less, the vibration tolerance management should be within 5m)

Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.

EVSE CUtting Condition « RPM : rev./min « Feed : mm/min

e R2e! #3%/ 372 | EEEE g 832 ABOIYAZ
Ma?erial Carbon Steel Alloy Steel / Tools Steel Titanium Alloy Steels Heat Resistance Alloy Stainless Steel
S45C (~HRC30) SKD61/NAK (HRC30~40) Ti6A SUS304 / SUS316
|4 mm Ap AE Ap AE Ap AE Ap AE Ap AE
Outside RPM  FEED Axial Radial RPM FEED  Axial Radial RPM FEED  Axial Radial RPM FEED  Axial Radial RPM FEED  Axial Radial
Diameter Depth  Depth Depth  Depth Depth  Depth Depth  Depth Depth ~ Depth
3mm 30,000 5000 | 6.0  0.15 | 10,600 1,100 | 6.0 0.15 |11,500 700 6.0 0.5 | 3,190 200 60 015 |15900 1,400 | 6.0 0.15
4mm 22,300 5200 | 80 0.0 | 8000 1,200 | 8.0 0.20 | 8750 800 80 020 2400 280 | 80 020 [12000 1,500 | 8.0 0.20
5mm 17,800 7,000 | 100 025 | 6400 1,200 | 10.0 025 | 7,000 920 | 10.0 025 | 2,000 280 | 100  0.25 | 95500 1,500 | 10.0  0.25
6mm 14,800 6,000 | 120 030 | 5300 1,280 | 120 030 | 5800 1,000 | 120 030 | 1,600 280 | 120 030 | 7960 1,900 | 120  0.30
8mm 11,000 6,600 | 160  0.40 | 4,000 1,200 | 16.0  0.40 | 4380 1,300 | 160 040 | 1,200 320 | 160 040 | 6,000 2500 | 16.0  0.40
10mm 8,900 8,000 | 20.0 050 | 3,200 1,600 | 20.0  0.50 | 3,500 1,400 | 20.0  0.50 | 1,000 280 | 20.0  0.50 | 4780 2,300 | 20.0  0.50
12mm 7,400 8500 | 240  0.60 | 2,650 1,600 | 240  0.60 | 3,000 1,400 | 240 0.0 | 800 300 | 240 060 | 3,900 2,100 | 240  0.60
16mm 5570 6,700 | 32.0  0.80 | 2,000 1,500 | 320  0.80 | 2,200 1,200 | 32.0  0.80 | 600 270 | 320 0.80 |3,000 1,700 | 320  0.80
20mm 4,500 5300 | 40.0 1.00 | 1,600 1,500 | 40.0  1.00 | 1,750 1,150 | 40.0  1.00 | 480 230 | 40.0 1.00 | 2,400 1,500 | 40.0  1.00
HI|1= Side Milling
Depth of Cut *Ap: Axial Depth <
« Ae : Radial Depth Ae

715 ZIYA 7ks BT AR BHollA 21 SHUAR.

A 2740] Q= 17 Y REZS BI25 47 U QEH| HI2510 UPKDOWN 5101 43 SHIAIQ

& 20| Y5 HAEIO QUSLICE THES TISH| 2ol 7HSSHH HIZWE YA 2 SYSHUAIR.

A7\ A 2740 H T £3(0|02, A IKBAI T BY , 73 23, 48 7ol w2t 224 2 2% BLIC

ZABIL T 2 ATS £ E 5L ¥ U MY BA0| LM [ ATS S50 014 STE 2| HOZ ZHFHIAL.

2US0| A1 20| 22 SA7|H AL QUSILICH (@ 1 0[5F ALBA| 21S 518 22| SymO|LHER)

OlO{EE, BAR, QUDN|AE SHUES 2H5HH, 25 Z Mot 715 Al Lt waio] FoISHAIR.

When entering the tool to the workpiece, enter the tool from outside to the workpiece.

If the diameter or effective length of your tool are not on the table, adjust it compared similarity value on the table.

The edge the flute precisely grinded. If you want to measure the tool, and to avoid damaging on the flutes, use non-contact measuring method.
Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.
Use a machine with low vibration and good rigidity (1 or less, the vibration tolerance management should be within 5m)

Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.

e
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4VCE Cutting Condition « RPM: rev./min » Feed : mm/min

e ErAZ 3%/ 372 . EEEE TEEEY ARIAZ
Maj['erial Carbon Steel Alloy Steel / Tools Steel Titanium Alloy Steels Heat Resistance Alloy Stainless Steel
S45C (~HRC30) SKD61/NAK (HRC30~40) Ti6A SUS304 / SUS316
24 mm A Ae A Ae A Ae A Ae A Ae
Ouside  RPM - FEED mbl e PMFEED R ol R reED (B S R D R o BMOFEED R
1mm 41,400 800 | 0.75 025 |19,000 230 | 075 025 |19,100 150 0.5 0.2 |8000 100 | 0.5 0.2 (31,900 380 | 0.7 0.3
1.2mm 34500 700 | 0.90 0.30 |16,000 200 | 0.90 030 |15920 120 0.6 02 |6630 80 0.6 0.2 [26500 300 | 0.8 0.4
1.5mm 27,600 550 | 1.13 038 [12800 150 | 1.13  0.38 |12,800 100 0.8 03 |5300 65 0.8 0.3 (21,200 250 | 1.1 0.5
2mm 20,700 400 | 150 050 | 9,550 110 | 1.50 050 | 9,550 80 1.0 0.4 | 4,000 65 1.0 0.4 [15600 200 | 1.4 0.6
2.5mm 16,500 330 | 1.88 0.63 | 7650 90 | 1.88 0.63 | 7,600 70 1.3 0.5 |318 50 1.3 0.5 (12,800 150 | 1.8 0.8
3mm 13,800 330 | 45 15 | 6370 80 45 15 | 6370 100 3.0 12 | 265 50 30 075 [10,600 210 | 45 15
4mm 10,350 410 | 6.0 20 | 4780 135 | 6.0 20 | 4780 130 4.0 1.6 | 2000 40 40 1.00 | 8000 150 | 6.0 2.0
5mm 8280 430 | 7.5 25 | 380 150 | 7.5 25 | 380 150 5.0 2.0 | 1,600 6 50 125 | 6380 250 | 7.5 2.5
6mm 6,900 550 | 9.0 30 | 3200 150 | 9.0 30 |3200 150 6.0 24 1320 80 6.0 150 | 5300 420 | 9.0 3.0
8mm 5180 520 | 120 40 | 2390 140 | 120 4.0 | 2390 140 8.0 32 [1,000 80 80 200 | 4,000 180 | 120 40
10mm 4140 660 | 150 50 | 2070 200 | 150 50 | 2000 130 | 10.0 40 | 800 9 | 100 250 |38 510 | 150 5.0
12mm 3450 620 | 180 60 | 1,720 200 | 180 6.0 | 1,600 140 | 120 48 | 660 100 | 120 300 | 2650 530 | 180 6.0
16mm 2,600 520 | 240 80 | 1,300 200 | 240 80 | 1200 120 | 160 6.4 | 500 90 | 160 400 | 2000 400 | 240 80
20mm 2,000 450 | 30.0 10.0 | 1,000 180 | 30.0 10.0 | 1,000 100 | 200 80 | 400 80 | 200 500 | 1600 320 | 300 10.0
o 1.0D . 1.0D 1.0D
’é‘?J 7|'§ Sld? Ml!llng = F— Sldo.e Ml!llng = F— 1
+Ap: Axial Depth < 1.0D +Ap: Axial Depth < 0.5D 1.0D
DepthofCut | Ae : Radial Depth Ae 0 + Ae : Radial Depth Ae 0 0

o 715 2YA ks ot TAAY S0l A 21 SHYALL.

o BA 20| gl= 2E 2 Ra Y2 e 21E U 80 HI2SH UPADOWN ot 43 SHdAIR

o 2 20| YUSHA HAE| USHC oS I

Y7 EA 209 U= £2|0|122, HIISA| 7HS Y, 7HS 24, A& T 2t 24 HE QY S

ZUBTLT|H Q| 2T AUS S5 2USI7LEH T A SY0| PYS I ATS £S04 0]E SEE H|Y Ao 2 2Y3HAL.

AUSO0| A1 20| F2 SA7|H A8 2UBILICH (B 1 0[5 ALBA| 21E 512 22| SimO|LHLA)

 Olo{E2, HAR QUDNAE FUES FHSIH, S 2 A7t 715 AlQ| S B} L510]| F2IGHIAI2.

+ When entering the tool to the workpiece, enter the tool from outside to the workpiece.

+ If the diameter or effective length of your tool are not on the table, adjust it compared similarity value on the table.

The edge the flute precisely grinded. If you want to measure the tool, and to avoid damaging on the flutes, use non-contact measuring method.
Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.
* Use a machine with low vibration and good rigidity (1 or less, the vibration tolerance management should be within 5um)

+ Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.

R

i

=]
A
~
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-

7| 9IoH K531 HIRE A0 2 BN,

o o
N

svcc Cutti ng Condition * RPM : rev./min « Feed : mm/min

e EtAZ #3372 s TEEES ABOIYAZ
Ma?erial Carbon Steel Alloy Steel / Tools Steel Titanium Alloy Steels Heat Resistance Alloy Stainless Steel
S45C (~HRC30) SKD61/NAK (HRC30~40) Ti6A SUS304 / SUS316

oA mm Ap AE Ap AE Ap AE Ap AE Ap AE
Outside RPM FEED Axial Radial RPM FEED  Axial Radial RPM FEED  Axial Radial RPM  FEED  Axial Radial RPM  FEED  Axial Radial
Diameter Depth  Depth Depth  Depth Depth  Depth Depth  Depth Depth  Depth
6mm 6,900 1,000 7.2 1.2 7,590 950 7.2 1.2 4,250 630 6.0 1.2 1,050 80 6.0 1.2 5,800 850 7.2 1.2
8mm 5,100 1,030 9.6 1.6 5,610 979 9.6 1.6 3,180 520 8.0 1.6 800 70 8.0 1.6 4,400 650 9.6 1.6
10mm 4,140 1,140 | 12.0 2.0 4,554 1,083 | 12.0 2.0 2,550 460 10.0 2.0 630 100 10.0 2.0 3,500 700 12.0 2.0
12mm 3,450 1,030 | 144 2.4 3,795 979 14.4 2.4 2,120 410 12.0 24 600 95 12.0 2.4 3,000 730 14.4 2.4
14mm 3,000 1,000 16.8 2.8 3,300 950 16.8 2.8 1,600 420 14.0 2.8 540 95 14.0 2.8 2,500 750 16.8 2.8
16mm 2,600 970 19.2 3.2 2,860 922 19.2 3.2 1,400 400 16.0 3.2 500 90 16.0 32 2,200 700 19.2 3.2
18mm 2,300 920 21.6 3.6 2,530 874 21.6 3.6 1,400 380 18.0 3.6 440 90 18.0 3.6 2,000 630 21.6 3.6
20mm 2,070 930 24.0 4.0 2,277 884 24.0 4.0 1,200 380 20.0 4.0 400 90 20.0 4.0 1,750 600 24.0 4.0

2oz . SAI:e ',Zli:glngepth 2

Dzt L + Ae : Radial Depth Ae

+ 713 YA 7K B T $101M 212 SHUAIS.

o HA 20| gi= 21 U REY2 HIXE 21E 2 R 50| U35t UPADOWN 5t0] 23 SHYAIR

2 49| IHCTHH| Ae 22 HE SHUAIR.

A7 BA 2740| 2D 220102, 4 71BAI 718 84, 718 24, 12 710 2t 221 7 2% BLICH

ZUBILI|A Q| 2|t ATS S5 2ASLEH 3 AE AYO| LS I ATS £291 018 SEE HF o2 ZYSHUAIR.

2US0| A1 20| 2 SA7|H A QUEILICH (@ 1 0[5F ALBA| 215 318 22| SymO|LHLR)

¢« 022, HAR QUDNAE FUES /SN, S 2 7511 715 AlQ| LB} L0l F2IGHA2.

+ When entering the tool to the workpiece, enter the tool from outside to the workpiece.

+ If the diameter or effective length of your tool are not on the table, adjust it compared similarity value on the table.

+ Set ae figure considering Corner C figure of diameter.

+ Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.
¢ If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.
* Use a machine with low vibration and good rigidity (1 or less, the vibration tolerance management should be within 5um)

+ Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.

~
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4VSC Cutting Condition « RPM: rev./min » Feed : mm/min

e ErAZ 3%/ 372 . EEEE TEEEY ARIAZ
Maj['erial Carbon Steel Alloy Steel / Tools Steel Titanium Alloy Steels Heat Resistance Alloy Stainless Steel
S45C (~HRC30) SKD61/NAK (HRC30~40) Ti6A SUS304 / SUS316
24 mm A Ae A Ae A Ae A Ae A Ae
Ouside  RPM - FEED mbl e PMFEED R ol R reED (B S R D R o BMOFEED R
1mm 41,400 800 | 0.75 025 |19,000 230 | 075 025 |19,100 150 0.5 0.2 |8000 100 | 0.5 0.2 (31,900 380 | 0.7 0.3
1.2mm 34500 700 | 0.90 0.30 |16,000 200 | 0.90 030 |15920 120 0.6 02 |6630 80 0.6 0.2 [26500 300 | 0.8 0.4
1.5mm 27,600 550 | 1.13 038 [12800 150 | 1.13  0.38 |12,800 100 0.8 03 |5300 65 0.8 0.3 (21,200 250 | 1.1 0.5
2mm 20,700 400 | 150 050 | 9,550 110 | 1.50 050 | 9,550 80 1.0 0.4 | 4,000 65 1.0 0.4 [15600 200 | 1.4 0.6
2.5mm 16,500 330 | 1.88 0.63 | 7650 90 | 1.88 0.63 | 7,600 70 1.3 0.5 |318 50 1.3 0.5 (12,800 150 | 1.8 0.8
3mm 13,800 330 | 45 15 | 6370 80 45 15 | 6370 100 3.0 12 | 265 50 30 075 [10,600 210 | 45 15
4mm 10,350 410 | 6.0 20 | 4780 135 | 6.0 20 | 4780 130 4.0 1.6 | 2000 40 40 1.00 | 8000 150 | 6.0 2.0
5mm 8280 430 | 7.5 25 | 380 150 | 7.5 25 | 380 150 5.0 2.0 | 1,600 6 50 125 | 6380 250 | 7.5 2.5
6mm 6,900 550 | 9.0 30 | 3200 150 | 9.0 30 |3200 150 6.0 24 1320 80 6.0 150 | 5300 420 | 9.0 3.0
8mm 5180 520 | 120 40 | 2390 140 | 120 4.0 | 2390 140 8.0 32 [1,000 80 80 200 | 4,000 180 | 120 40
10mm 4140 660 | 150 50 | 2070 200 | 150 50 | 2000 130 | 10.0 40 | 800 9 | 100 250 |38 510 | 150 5.0
12mm 3450 620 | 180 60 | 1,720 200 | 180 6.0 | 1,600 140 | 120 48 | 660 100 | 120 300 | 2650 530 | 180 6.0
16mm 2,600 520 | 240 80 | 1,300 200 | 240 80 | 1200 120 | 160 6.4 | 500 90 | 160 400 | 2000 400 | 240 80
20mm 2,000 450 | 30.0 10.0 | 1,000 180 | 30.0 10.0 | 1,000 100 | 200 80 | 400 80 | 200 500 | 1600 320 | 300 10.0
o 1.0D . 1.0D 1.0D
’é‘?J 7|'§ Sld? Ml!llng = F— Sldo.e Ml!llng = F— 1
+Ap: Axial Depth < 1.0D +Ap: Axial Depth < 0.5D 1.0D
DepthofCut | Ae : Radial Depth Ae 0 + Ae : Radial Depth Ae 0 0

718 ZIYA 7ks BT ARY SHollA 21 SHUAR.

A 2740] = 17 Y Y |23 47 Y QAN HI2510 UPKDOWN 5101 43 5HIAIQ

't Zo| TR CHH| Ae k2 A4 SHAAI2.

Y7 EA 209 U= £2|0|122, HIISA| 7HS Y, 7HS 24, A& T 2t 24 HE QY S

ZUBTLT|H Q| 2T AUS S5 2USI7LEH T A SY0| PYS I ATS £S04 0]E SEE H|Y Ao 2 2Y3HAL.
AUSO0| A1 20| F2 SA7|H A8 2UBILICH (B 1 0[5 ALBA| 21E 512 22| SimO|LHLA)

Oo{EE, BAR, QUDN|AE SHUES 25HH, S 2 Mot 715 Al Lt waio] FoISHIAIR.

When entering the tool to the workpiece, enter the tool from outside to the workpiece.

If the diameter or effective length of your tool are not on the table, adjust it compared similarity value on the table.
Consider the corner radius value when you set up the Ae value.

Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.

Use a machine with low vibration and good rigidity (1 or less, the vibration tolerance management should be within 5m)
Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.

6VSC Cutting Condition

+ RPM : rev./min « Feed : mm/min

. EtAZ g433/3+8 E|EtEta e EE AH[oIAZ
’:44 ?ZH | Carbon Steel Alloy Steel / Tools Steel Titanium Alloy Steels Heat Resistance Alloy Stainless Steel
ateria
$45C (~HRC30) SKD61/NAK (HRC30~40) Ti6A SUS304 / SUS316
9|4 mm Ap AE Ap AE Ap AE Ap AE Ap AE
Outside RPM  FEED  Axial Radial RPM  FEED  Axial Radial RPM  FEED  Axial Radial RPM  FEED  Axial Radial RPM FEED  Axial  Radial
Diameter Depth  Depth Depth  Depth Depth  Depth Depth  Depth Depth ~ Depth
6mm 14,800 6,000 | 12.0 0.3 5,300 1,280 | 12.0 0.3 5,800 1,000 12.0 0.3 1,600 280 12.0 0.3 7,960 1,900 | 12.0 0.3
8mm 11,000 6,600 | 16.0 0.4 4,000 1,200 | 16.0 0.4 4,380 1,300 16.0 0.4 1,200 320 16.0 0.4 6,000 2,500 | 16.0 0.4
10mm 8,900 8,000 | 20.0 0.5 3,200 1,600 | 20.0 0.5 3,500 1,400 | 20.0 0.5 1,000 280 20.0 0.5 4,780 2,300 | 20.0 0.5
12mm 7,400 8,500 | 24.0 0.6 2,650 1,600 | 24.0 0.6 3,000 1,400 | 24.0 0.6 800 300 24.0 0.6 3,900 2,100 | 24.0 0.6
16mm 5,570 6,700 | 32.0 0.8 2,000 1,500 | 32.0 0.8 2,200 1,200 | 32.0 0.8 600 270 32.0 0.8 3,000 1,700 | 32.0 0.8
20mm 4,500 5,300 | 40.0 1.0 1,600 1,500 | 40.0 1.0 1,750 1,150 | 40.0 1.0 480 230 40.0 1.0 2,400 1,500 | 40.0 1.0
H7|1= Side Mi!ling =
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+ Ae : Radial Depth Ae
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When entering the tool to the workpiece, enter the tool from outside to the workpiece.

If the diameter or effective length of your tool are not on the table, adjust it compared similarity value on the table.
Consider the corner radius value when you set up the Ae value.

Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.

Use a machine with low vibration and good rigidity (1 or less, the vibration tolerance management should be within 5m)
Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.
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7SUE Cutting Condition + RPM rev./min » Feed : mm/min
_ g§32/3+2 AHQIZAZ/ EIEEE nk: 1))
| AR I Alloy Steel / Tools Steel Stainless Steels / Titanium Alloy Steels Hardened Steels
Materia
SKD61 / NAK SUS304 /SUS 316 / Ti6A Inconel 718
o4 A
> p Ae Ap Ae Ap Ae
Doizla‘rt‘ﬁledtgr RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth
26 4,070 925 6 6 4,070 550 3 6 1,430 200 1.2 6
28 3,080 838 8 8 3,080 488 4 8 1,100 163 1.6 8
210 2,420 663 10 10 2,420 438 5 10 880 163 2 10
212 2,090 663 12 12 2,090 375 6 12 726 138 2.4 12
216 1,540 488 16 16 1,540 350 8 16 550 100 3.2 16
220 1,210 438 20 20 1,210 325 10 20 440 75 4 20
D D D
ey
Depth of Cut <1D (MAX. 12mm) <0.5D <0.2D
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* If the effective length is long, reduce the RPM and feed in the same proportion.

* When entering the tool to the workpiece, enter the tool from outside to the workpiece.

* If the diameter or effective length of your tool are not on the table, adjust it compared similarity value on the table.

* Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

* If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.
¢ Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.

4SLE Cutting Condition

« RPM : rev./min « Feed : mm/min

232/ 372 ABIHAZ EfErES 13EZ
ARy Alloy Steel / Tools Steel Stainless Steels / Titanium Alloy Steels Hardened Steels
Material
SKD61 / NAK SUS304 /SUS 316 / Ti6A Inconel 718
e RPM  FEED o A3 RPM  FEED “y b2 RPM  FEED Ap A5
Igigrtnsggr Axial Depth Radial Depth Axial Depth Radial Depth Axial Depth Radial Depth
23 13,270 740 24 3.0 5,840 260 24 3.0 3,185 115 24 3.0
24 9,950 710 3.2 4.0 4,380 245 3.2 4.0 2,390 115 3.2 4.0
26 6,630 720 4.8 6.0 2,920 245 4.8 6.0 1,590 115 4.8 6.0
28 4,970 800 6.4 8.0 2,190 245 6.4 8.0 1,190 115 6.4 8.0
210 3,980 800 8.0 10.0 1,750 245 8.0 10.0 955 115 8.0 10.0
212 3,320 800 9.6 12.0 1,460 245 9.6 12.0 796 115 9.6 12.0
216 2,490 800 12.8 16.0 1,095 245 12.8 16.0 597 115 12.8 16.0
220 1,990 800 16.0 20.0 880 245 16.0 20.0 480 115 16.0 20.0
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to avoid damaging on the flutes, use non-contact measuring method.

Use this table for your reference. Adjust the parameters depending on your
machining geometry, machining purpose and CNC.

If the table over the maximum RPM and feed of your machine, or found red
heat on the material, adjust RPM and feed in the same proportion.

Air blow or mist coolants are recommended and note for chip emission, heat,
or ignition.



5&86TROE Cutting Condition

#a38/312

AHQIZAZ/ E|EES

« RPM :rev./min « Feed : mm/min

27352

TJAHRY | Alloy Steel / Tools Steel Stainless Steels / Titanium Alloy Steels Hardened Steels
Materia
SKD61 / NAK SUS304 /SUS 316 / Ti6A Inconel 718
o3 A
> p Ae Ap Ae Ap Ae
Doigﬁ‘nsggr RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth RPM FEED Axial Depth Radial Depth
26 3,700 450 6 0.3 3,200 380 6 0.3 1,100 65 6 0.3
28 2,800 400 8 0.4 2,350 420 8 0.4 950 60 8 0.4
210 2,250 325 10 0.5 1,990 350 10 0.5 750 60 10 0.5
212 1,990 300 12 0.6 1,550 270 12 0.6 600 55 12 0.6
216 1,550 250 16 0.8 1,250 250 16 0.8 500 50 16 0.8
220 1,200 180 20 1 900 150 20 1 350 50 20 1
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If the effective length is long, reduce the RPM and feed in the same proportion.

When entering the tool to the workpiece, enter the tool from outside to the workpiece.

If the diameter or effective length of your tool are not on the table, adjust it compared similarity value on the table.

Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.
Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.
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Your specials are our standards.
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