U] ﬁl E'X- ]E E Cutting Data Parameters

1)U EEkEl #5iEEI27]. 47] Side Milling Standard 2/4Flutes

mIME Ae=0.1D(D=03) Ae<0.05D
Shape of cut Ae<0.2D(D > ®3) AP<1.00D
Ap<1.5D
Tk ﬁi@\%ﬁ. %ﬁﬂxﬁﬁﬂ‘ﬁﬁﬁ N
Work Carbon steel, Castiron Alloy steel,Die steel,Pre-hardened steel Hardened steel
. AlSI 1049, SCM,FC250 AlSI H13, NAK AlISI H13
material ("30HRC) (< 45HRC) (<52HRC)
=k Feil | HIEKCuting speed(mmimin)|  ¥%3E | §HIEKCutting speed(mm/min)] %% | RN Cutting speed(mm/min)
©D(mm) Rev(min™) 557 oFiutes[471 aFiutes |€V(MIN-1)551 oFiutes [477 4Fiutes| RV(MIN™) [277 oFiutes| 477 4Fiutes
1 24000 480 720 16000 320 480 12000 96 144
2 12000 480 720 8000 320 480 6400 96 144
3 8000 480 720 5600 320 480 4000 96 144
4 6000 480 720 4160 320 480 3200 96 144
5 4800 480 720 3360 320 480 2560 96 144
6 4000 480 720 2800 320 480 2160 96 144
38 3200 416 624 2240 280 416 1600 88 128
10 2560 360 544 1760 240 360 1280 80 112
12 2160 328 496 1520 216 328 1040 80 96
16 1600 288 440 1120 184 280 800 104 136
20 1280 256 392 880 176 272 640 88 12
2);a¥EkE] #5EBI27). 47) Slotting Standard 2/4Flutes
LAl
WIRA 7 Ae=D(D< ®3) Ae=D
Shaps of cut E ZZ/ %  Ae<0.1D(D> ®2) AP<0.05D(®0.5<D< ®2)
Ap=<0.2D(D > ©2) AP<0.10D(D > ®2)
T R, ek B2, RAN., WMEN % NN
Carbon steel, Castiron Alloy steel,Die steel,Pre-hardened steel Hardened steel
Worl.( AlSI 1049, SCM,FC250 AlISI H13, NAK AlISIH13
material ("30HRC) (< 45HRC) (< 52HRC)
=Rz ¥ | IHIEECuting speed(mmimin)| %3 | STHIEECutfing speed(mm/min)| %% | YIAIEE Cutting speed(mmimin)
@ D(mm) |Rev(min™) [557 5k 1utes[471 4Fiutes| RV (MIN™) (577 oFiutes| 477 4Fiutes | ReV(MIN™) 557 oFiutes| 477 4Fiutes
1 24000 384 576 16000 256 384 12000 77 116
2 12000 384 576 8000 256 384 6400 77 116
3 8000 384 576 5600 256 384 4000 77 116
4 6000 384 576 4160 256 384 3200 77 116
5 4800 384 576 3360 256 384 2560 T 116
6 4000 384 576 2800 256 384 2160 vy 116
8 3200 333 500 2240 224 333 1600 71 103
10 2560 288 436 1760 192 288 1280 64 90
12 2160 363 397 1520 173 263 1040 64 77
16 1600 231 352 1120 148 224 800 84 109
20 1280 205 314 880 141 218 640 71 90

fiE A B E BTN

1LIEERAEER. NEFHiEEmEs,

2HEMTEEN TRMFFRESEMHRBRREN, BEEEREEN I REE,

Y miteant, HEEEFREN EFRIBUT,

ALHIASEMAT, EREAMI; MHIBRRERENN, ERIEKRETHIRERT.

1.Use rigid and precise machine and tool holder. 2.1f chattering and noise occur due to the rigidity of machine or the work material
installation is very low, please reduce the revolution and the feed rate proportionately.

3. In drilling, please set the feed rate at 1/3 or below.

4.When cutting stainless steel, please use fluid;when cutting Austenitic stainless steel, non—-water—soluble cutting fluid is very effective.




U] ﬁl ;i ]E E Cutting Data Parameters

1)U EStE ndcBi27). 47) Side Milling Extra Long 2/4Flutes

MIRA Ae<0.1D(D= ®3) Ae<0.05D
Shape of cut Ae<0.2D(D> ®©3) AP=<1.00D
Ap=1.5D
T BEMW. H . AR, KAN, BER NN
Carbon steel, Castiron Alloy steel,Die steel,Pre-hardened steel Hardened steel
Work AISI 1049, SCM,FC250 AISI H13, NAK AISI H13
material ("30HRC) (< 45HRC) (<52HRC)
HZ BeyE | IHEECutting speed(mmimin) | FEiE | {IEIEE Cutting speed(mmimin)|  FEiE |41 ECutting speed(mm/min)
®D(mm) Rev(min™) 55 oFiutes[470 4Fiutes|FeV(MIN=1)577 oFiutes [470 4Fiutes| RV(MIN™) (257 oFiutes] 477 4Fiutes
1 15000 300 450 10000 200 300 7500 60 90
2 7500 300 450 5000 200 300 4000 60 90
3 5000 300 450 3500 200 300 2500 60 90
4 3750 300 450 2600 200 300 2000 60 90
5 3000 300 450 2100 200 300 1600 60 90
6 2500 300 450 1750 200 300 1350 60 90
8 2000 260 390 1400 175 260 1000 55 80
10 1600 225 340 1100 150 225 800 50 70
12 1350 205 310 950 135 205 650 50 60
16 1000 180 275 700 115 175 500 65 85
20 800 160 245 550 10 170 400 55 70
2);a1E5H] nicB27). 47] Slotting Extra Long 2/4Flutes
_Ae_
MIEA Ae=D(D=03) Ae=D
Shape of cut »  Ae<0.1D(D> ©2) AP<0.05D(®0.5<D< 02)
Ap<0.2D(D > ®2) AP<0.10D(D > ®2)
THHE BEM. %‘E% 'S‘ﬁﬁl‘ AW, FiERN N
Carbon steel, Castiron Alloy steel,Die steel,Pre-hardened steel Hardened steel
Work AISI 1049, SCM,FC250 AISI H13, NAK AISI H13
material ("30HRC) (< 45HRC) (< 52HRC)
HE %JE EI% B Cutting speed(mmi/min) %JE 8% & Cutting speed(mm/min) ?&E 1El;% & Cutting speed(mm/min)
®D(mm) [Revimin™) [557 oFiutes[47 aFiutes| V(M) (557 oFiutes] 477 aFiutes | RV(MIN™) 557 oFiutes] 477 4Fiutes
1 15000 240 360 10000 160 240 7500 48 72
2 7500 240 360 5000 160 240 4000 48 72
3 5000 240 360 3500 160 240 2500 48 72
4 3750 240 360 2600 160 240 2000 48 72
5 3000 240 360 2100 160 240 1600 48 72
6 2500 240 360 1750 160 240 1350 48 72
8 2000 208 312 1400 140 208 1000 44 64
10 1600 180 272 1100 120 180 800 40 56
12 1350 164 248 950 108 164 650 40 48
16 1000 144 220 700 92 140 500 52 68
20 800 128 196 550 88 136 400 44 56

& A PR EEE

1EERABER. NiEFangsmks,

2HRMITGENTRMEHFRAEREMHRNBHNREN, BHiEER R E A EE

Sl mitiant, HEAEEIFIEEALRISHUT,

ATTHIASME, FAENINI; YHBERATSEME, ERIEKEEDIHRRRT,

1.Use rigid and precise machine and tool holder. 2.If chattering and noise occur due to the rigidity of machine or the work material
installation is very low, please reduce the revolution and the feed rate proportionately.

3. In drilling, please set the feed rate at 1/3 or below.

4.When cutting stainless steel, please use fluid;when cutting Austenitic stainless steel, non-water—soluble cutting fluid is very effective.




U] ﬁl E'X- ]E E Cutting Data Parameters

1)U EEEEl #5iEEI27). 47] Side Milling Standard 2/4Flutes

Ae
M I Ae<0.1D(D< ®3)
Shape of cut /) |me Ae<0.2D(D> ©3)
:j/ Ap=1.5D
ekl wma%, omﬁfﬁfﬁﬁmn SEM. HAN .xﬁﬂ
Work Aluminum Alloy, AIS1 1049, SCMEC250 | Alloy steel,Die steel Stainless steel
material cuprum (_SDHRC) (< 35HRC) AlSI 1304, AISI1316
HE | S |BERCuigspeedmin) % |iTHBECutingspeedmini)| %53 (A Cuting speed(mmimin| %35 | 1BHEECuting speed(mmimin)
© D(mm) Rev(min™)5 7 oFiutes] 471 4Fiutes| €M) (277 2Fiutes] 471 4Fiutes| eV (M"™) 237 2Fiutes[ 471 4Fiutes | VM) 237 oFiutes[ 477 4Fiutes
1 30400 240 480 16000 96 192 9600 56 112 8000 48 96
2 17600 sl 640 8800 144 216 5760 88 136 4800 75 112
3 13600 384 696 6800 160 240 4240 104 160 3520 88 136
4 11200 584 880 5760 288 432 3520 176 264 2960 144 216
5 9600 688 1040 | 4800 304 456 2880 184 280 2400 152 232
6 8800 792 1200 |4240 336 504 2560 192 288 2160 168 256
8 6400 800 1200 | 3200 360 544 1920 192 288 1600 176 264
10 5120 720 1080 | 2560 312 472 1520 152 22 1280 152 232
12 4240 592 880 2160 264 400 1280 128 192 1040 120 184
16 3200 448 672 1600 192 288 960 96 144 800 96 144
20 2560 360 544 1280 160 240 800 80 120 640 76 112
2)iAiEekE #RERI27). 47) Slotting Standard 2/4Flutes
27] Ae=D 47] Ae=D
MIEE Ap<0.1D(D< ®2) Ap=<0.3D(D< ®3)
Shape of cut Ap Ap=0.3D(®2<=D=03) Ap=0.5D(D> ©3)
Ap<0.5D(D > ®3)
e RN, PN
mIHH %ﬁﬁ,% Carbon steel, Castiron nﬁﬁ,ﬁﬂﬂ .xﬁﬂ
Work Aluminum Alloy, Alloy steel,Die steel Stainless steel
material G U e AISI 1304, AISI1316
cuprum ("30HRC) (< 35HRC) ,
HE | $E |BERCuigspeedmin) % |iTHBECutingspeedmmini)| %53 (A Cuting speed(mmimin| %35 | BHEE Cuting speed(mmimin)
@ D(mm)  Rev(min™)oz oriutes] 471 4Fiutes eV (MN") (297 2Fiutes[ 477 4Fiutes| eV (MIN™) 237 2Fiutes] 47 4Fiutes | RV(MN™) 237 oFiutes] 470 4Fiutes
1 30400 240 384 16000 96 154 9600 56 90 8000 48 77
2 17600 352 512 8800 144 U7 5760 88 109 4800 72 90
3 13600 384 560 6800 160 192 4240 104 128 3520 88 109
4 11200 464 704 5760 232 346 3520 144 212 2400 88 &
5 9600 552 832 4800 240 365 2880 144 224 1920 88 186
6 8800 632 960 4240 2 404 2560 152 231 1760 104 205
8 6400 640 960 3200 288 436 1920 152 231 1280 104 212
10 5120 576 864 2560 248 378 1520 120 186 1040 88 186
12 3200 472 704 2160 208 320 1280 104 154 800 72 148
16 2560 360 538 1600 152 231 960 80 116 640 56 116
20 2000 288 736 1280 128 192 800 64 96 512 48 90

fiE A R B E BTN

1LIEERAEER. NEFHiEEmEs,
2HEMTIEEN TRMFFRESEMHRBRREN, BB EEREER I REE,
S mitehRt, HEEEFREN EFRIBUT,
ATHIASEMAS, FREMI; MHIBRRERENN, EREKRETHRERT.
1.Use rigid and precise machine and tool holder.
installation is very low, please reduce the revolution and the feed rate proportionately.
3. In drilling, please set the feed rate at 1/3 or below.
4.When cutting stainless steel, please use fluid;when cutting Austenitic stainless steel, non—-water—soluble cutting fluid is very effective.

2.1f chattering and noise occur due to the rigidity of machine or the work material




U] ﬁl ;i ]E E Cutting Data Parameters

1) 8kEl mnicBi27). 47] Side Milling Extra Long 2/4Flutes

Ae
MIFE 3 Ae=<0.1D(D=< ®3)
Shape of cut 7 & [Ap Ae<0.2D(D > ©3)

Ap=1.5D
" R, Bk o -
i TAF maE, Carbon steel, Castiron A&l Eﬁ% ‘T%%
Work Aluminum Alloy, AISI 1049. SCM.FC2s0 | Alloy steel,Die steel Stainless steel
material cuprum (" 30HRC) (<35HRC) AISI 1304, AISI1316

BEfE | #E |MEECuting speedmmimin)| %53  |YMIEECuting speedmmimi)| %8R |EIEECuting speedimmimin)| %33 | {18I Cuting speed(mmimin)

®D(mm) [Revmin™) 55 ortes[ 477 4Fiutes| €Y MIM™) [ 277 2Fiutes] 477 aFiutes | VM) o7 oFiutes] 471 aFutes | RV M) 277 oFiutes] 477 4Fiutes

1 19000 50 300 10000 60 120 6000 35 70 5000 30 60
2 11000 220 400 5500 90 135 3600 EE 85 3000 45 70
3 8500 240 435 4250 100 150 2650 65 100 2200 55 85
4 7000 365 550 3600 180 270 2200 110 165 1850 90 135
5 6000 430 650 3000 190 185 1800 115 175 1500 95 145
6 5500 495 750 2650 210 315 1600 120 180 1350 105 160
8 4000 500 750 2000 225 340 1200 120 180 1000 110 165
10 3200 450 675 1600 195 295 950 95 145 800 95 145
12 2560 370 550 1350 165 250 800 80 120 650 75 115
16 2000 280 420 1000 120 180 600 60 90 500 60 90
20 1600 225 340 800 100 150 500 50 75 400 48 70
2);3185%E] cBI27). 47) Slotting Extra Long 2/4Flutes
] 27] Ae=D 47] Ae=D
MIRES A Ap<0.1D(D < ®2) Ap<0.3D(D< ®3)
Shape of cut by [Ap Ap=0.3D(02=D=03) Ap=0.5D(D> ®3)
Ap<0.5D(D > ®3)
iy ~ Fay
L% maE, Carbﬁcﬁftﬁl\ ?a%iron A&l Eﬁ% REH
Work Aluminum Alloy, AlS| 1049. SCM.EC250 | Alloy steel,Die steel Stainless steel
material cuprum (—S’OHRC)’ (< 35HRC) AISI 1304, AISI1316

BEfE | #E |MEECuting speedmmimin)| %53  |YMIEECuting speedmmimin)| %38 |EIEECuting speedimmimin)| %33 | 414I Cutting speed(mmimin)

1) P 1) PR
®D(mm) [Revmin™) > ortes] 477 Fiutes| €Y MIM™) [ 277 2Fiutes] 477 aFiutes | RN ) o7 oFiutes] 477 aFutes | RV ™IN™) 277 oFiutes] 477 4Fiutes

19000 150 240 10000 60 96 6000 35 56 5000 30 48
11000 220 320 5500 90 108 3600 55 68 3000 45 56

8500 240 350 | 4250 100 120 2650 65 80 2200 55 68

6000 345 520 3000 150 228 1800 920 140 1200 55 116

5500 395 600 | 2650 170 252 1600 95 144 1100 65 128

1
2
3
4 7000 290 440 3600 145 216 2200 90 132 1500 55 108
5
6
8

4000 400 600 | 2000 180 272 1200 95 144 800 65 132
10 3200 360 540 1600 155 236 950 75 116 650 55 116
12 2560 295 440 1350 130 200 800 65 96 500 45 92
16 2000 225 336 1000 95 144 600 50 72 400 35 72
20 1600 180 272 800 80 120 500 40 60 320 30 56

& A PR EE S

1EERBER. NiEFangsmks,

2HRMIGENTRMEHFRAEREMHRBHNREN, BHiEER R E A,

Sl mitiant, HEAEEITFIEEALRISHUT,

ATHIASME, FAENNI; YIHBERATSEME, ERIEKEEDHRRRT,

1.Use rigid and precise machine and tool holder. 2.If chattering and noise occur due to the rigidity of machine or the work material
installation is very low, please reduce the revolution and the feed rate proportionately.

3. In drilling, please set the feed rate at 1/3 or below.

4.When cutting stainless steel, please use fluid;when cutting Austenitic stainless steel, non-water—soluble cutting fluid is very effective.
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