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2 12,700 560 9,600 325 3,000 220 4,800 210 3,200 100
2.5 10,200 6570 7,600 ) 6,400 220 3,800 210 2,500 100
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16 1,600 700 1,200 S 1,000 2720 500 260 400 130
20 1,300 590 1,000 390 800 270 500 260 300 130
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¥ Use cutting fluid with smoke retardant

¥ Recommend to use oil mist coolant for machining hardened steels

X Available anly for side cutting

¥ Adjust both spindle speed and feed at the same rate

¥ adjust milling conditions according to the volume of Depth of Cut 2nd rigidity of the machine
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%Etﬂﬁ”‘ﬁﬁ%%% Recommended High Speed Milling Conditions
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Cutting Shasd 250m/min 200m/min 160m/min 80m/min
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Dia.
min’ mm/min min’ mm/min min’ mm/min min’ mm/min
6 13,300 2,200 10,600 2,250 8,500 1,800 4,250 600
g 10,000 2,900 8,000 2,250 5,400 1,800 3,200 600
10 8,000 2,900 6,400 2,250 5,100 1,800 LR 600 ¥
12 6,600 2,900 5,300 2,250 4,200 1,800 2,100 600 gg -§ &
16 5,000 2,300 4,000 1,700 3,200 1,350 1,600 450 7
20 4,000 2,300 3,200 1,700 2,500 1,350 1,300 450
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X Use cutting fluid with smoke retardant N
¥ Recommend to use oil mist coolant formachining hardened steels.

¥ available onlyfor side cutting.

X Adjust both spindle speed and feed at the same rate

¥ Adjust milling conditions according to the volume of Depth of Cutand rigidity of the machine
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