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min® | mm/min | min® | mm/min | min® | mm/min | min® | mo/min | min® | mm/min | min® [ mm/min | min® | mm/min | min® | mm/min | min® | mm/min
1 2 2 (20,000, 800 |18,000| 450(18,000f 150 |19,000f 700|16,000f 360 |16,000{ 100 [16,200| 500|12,800f 290 |12,800| 100
3 3 [17500{ 70016,000{ 350|16,000{ 100 |16,800| 580 |14,500| 250 |14,500| 50 [14,300| 430(11,600{ 200 |11,600| 50
15 3 2 [14,800[ 900(13,500{ 56013500/ 150 |13,500f 80012500 450 {12,500| 120 [11,500| 600 |10,100{ 360 |10,100| 120
’ 45| 3 |/12800( 770|11500f 420(11,500{ 100 [12,000{ 650|10,300| 300 [10,300, 75 [10,200{ 500| 8300{ 240 | 8300| 75
2 4 2 |[12,500| 1,100 {11,000/ 650 (11,000{ 150 |11,000| 1,000| 9,500/ 520 | 9,500{ 150 | 9,400| 750| 7,700f 420 | 7,700, 150
6 3 |[11,000/ 900 (10,000 500 (10,000 100 | 9,600f 750| 8,400/ 360 | 8400( 100 [ 8200| 580| 6,800f 290 | 6,800/ 100
25 5 2 |[10,900| 1,300 | 9,000 850 9,000{ 200 | 9,000f 1,720 | 8,000/ 680 | 8,000( 150 | 7,700/ 850| 6,400| 540 | 6,400 150
’ 75| 3 9,600| 1,050 | 8,200| 600| 8200 150 | 7,800f 920| 7,200{ 430 | 7,200| 120 | 6,600 700| 5800{ 340 | 5800| 120
3 6 2 [10,000( 1,600| 8,600| 1,000| 8600/ 250 | 8000| 1,300| 7,500| 720 | 7,500| 200 | 6,800| 900| 6,000{ 580 | 6,000| 200
9 3 9,000| 1,300 | 7,800| 730| 7,800/ 200 | 6,600| 1,000 | 6,400| 530 | 6,400| 150 | 5600 720 5300{ 420 | 5300| 150
35 7 2 9,200] 1,650 | 7,900| 1,000 | 7,900, 250 | 7,400| 1,340 | 6,900| 800 | 6,900| 200 | 6,300| 920| 5500| 640 | 5500 200
’ 10.5| 3 8,100 1,400 | 6,900| 820| 6,900{ 200 | 6,000/ 1,050 | 5800| 590 | 5800{ 150 | 5300{ 730| 4,700| 440 | 4,700| 150
4 8 2 8,500| 1,700 7,000{ 1,100 | 7,000{ 300 | 7,200| 1,400| 6,300| 850 | 6,300{ 200 | 6,100| 950| 5,000 700 | 5,000| 200
12 3 7,500| 1,400| 6,100| 850 6,100{ 250 | 5900| 1,100 | 5600/ 610 | 5600{ 150 | 5100{ 760| 4,300| 470 | 4,300| 150
45 9 2 7,600] 1,700 | 6,300| 1,100 | 6,300 300 | 6,600| 1,500 | 5,700{ 880 | 5,700| 200 | 5600| 1,000 | 4,600] 700 | 4,600 200
’ 135 3 7,100] 1,550 | 5500/ 900 | 5500 250 | 5,800f 1,150 | 5,000{ 650 | 5000{ 150 | 4,900 780| 3,900/ 500 | 3,900| 150
5 10 2 7,000] 1,900| 5,700| 1,100 | 5,700 300 | 6,300| 1,600 | 5,200| 880 | 5200| 200 | 5400| 1,700 | 4,200] 700 | 4,200| 200
15 3 6,500 1,700 | 5,000{ 900 | 5000{ 250 | 5700/ 1,250 | 4,600| 650 | 4,600{ 150 | 4,800{ 800| 3,600| 520 | 3,600| 150
55 11 2 6,400 2,000 | 5,300{ 1,100 | 5300 300 | 6,100| 1,600| 4,800| 880 | 4,800{ 200 | 57200| 1,100 | 3,900| 700 | 3,900| 200
’ 16.5| 3 6,000| 1,800 | 4,600{ 900 | 4,600{ 250 | 5600 1,250 | 4,300| 650 | 4,300{ 150 | 4,700{ 800| 3,300| 520 | 3,300| 150
6 12 2 6,000 2,000 | 4,900| 1,100 | 4,900 300 | 5,700f 1,600 | 4,500 880 | 4,500| 200 | 4,800| 1,700 | 3,600] 700 | 3,600| 200
18 3 5600/ 1,800 | 4,300] 900| 4,300{ 250 | 5,300| 1,250 | 4,000{ 650 | 4,000{ 150 | 4,500/ 800 3,100/ 520 | 3,100 150
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%Please choose the short end tooth when measure the tool length.
%#Adjust milling condition conforming with machine rigidity and clamping condition.
Final milling conditions are subject to machining profile, purpose and machine status.
% Adjust both Spindle Speed and Feed at the same rate.
%¥Please increasing the coolant flow rate and pressure as much as possible, and supply it sufficiently to the machining point and flute.
#Please change the Depth of Cut or Feed when chips could not remove smoothly during drilling.
%¥Please be noted there would be a possible tool chipping or breakage when the chip removal is insufficient.
%#Use a rigid and precise machine and chuck holder.
3% Overhang of end mill should be as short as possible from spindle nose.




