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min” mm/min Apmm | emm min™ mm/min Apmm | Aemm
RO0.2 10 5,600 1,200 7.5 0.1 5,400 600 0.05 -
15 5,200 1,000 7.5 0.1 4,700 400 0.05 -
5 R0.3 10 5,600 1,200 7.5 0.1 5,400 600 0.05 -
15 5,200 1,000 7.5 0.1 4,700 400 0.05 -
RO.5 10 5,600 1,200 7.5 0.1 5,400 600 0.05 -
15 5,200 1,000 7.5 0.1 4,700 400 0.05 -
RO.2 12 4,800 1,200 9 0.12 4,600 600 0.06 -
18 4,500 1,000 9 0.12 4,000 400 0.06 -
RO.3 12 4,800 1,200 9 0.12 4,600 600 0.06 -
6 18 4,500 1,000 9 0.12 4,000 400 0.06 -
RO.5 12 4,800 1,200 9 0.12 4,600 600 0.06 -
18 4,500 1,000 9 0.12 4,000 400 0.06 -
R 12 4,800 1,200 9 0.12 4,600 600 0.06 -
18 4,500 1,000 9 0.12 4,000 400 0.06 -
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min”' mm/min Apmm | 8emm min”' mm/min Apmm | @emm

R0.2 10 5,100 800 75 | 0.1 4,700 350 0.05 -
15 4,600 600 75 | 041 4,100 200 0.05 -
5 RO.3 10 5,100 800 7.5 0.1 4,700 350 0.05 -
15 4,600 600 7.5 0.1 4,100 200 0.05 -
RO.5 10 5,100 800 7.5 0.1 4,700 350 0.05 -
15 4,600 600 7.5 0.1 4,100 200 0.05 -
RO0.2 12 4,400 800 9 0.12 4,100 350 0.06 -
18 4,000 600 9 0.12 3,500 200 0.06 -
R0.3 12 4,400 800 9 0.12 4,100 350 0.06 -
6 18 4,000 600 9 0.12 3,500 200 0.06 -
RO.5 12 4,400 800 9 0.12 4,100 350 0.06 -
18 4,000 600 9 0.12 3,500 200 0.06 -
R 12 4,400 800 9 0.12 4,100 350 0.06 -
18 4,000 600 9 0.12 3,500 200 0.06 -
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Dia. Corner Radius Length of Cut Spindle Sypeed LF;;J DepjtFof?ut Spindle Speed J_Fe);J DethFof?ut
min” mm/min Apmm | emm min™ mm/min Apmm | Aemm
RO0.2 10 4,500 560 7.5 0.1 4,000 200 0.05 -
’ 15 4,100 480 7.5 0.1 3,600 120 0.05 -
5 R0.3 10 4,500 560 7.5 0.1 4,000 200 0.05 -
’ 15 4,100 480 7.5 0.1 3,600 120 0.05 -
RO.5 10 4,500 560 7.5 0.1 4,000 200 0.05 -
’ 15 4,100 480 7.5 0.1 3,600 120 0.05 -
R0.2 12 3,900 560 9 0.12 3,600 200 0.06 -
’ 18 3,500 480 9 0.12 3,200 120 0.06 -
RO.3 12 3,900 560 9 0.12 3,600 200 0.06 -
6 ’ 18 3,500 480 9 0.12 3,200 120 0.06 -
RO.5 12 3,900 560 9 0.12 3,600 200 0.06 -
) 18 3,500 480 9 0.12 3,200 120 0.06 -
R1 12 3,900 560 9 0.12 3,600 200 0.06 -
18 3,500 480 9 0.12 3,200 120 0.06 -
e
FIET BT ap
Side Milling >l Slotting
ae
X1 I-USI)Fvy). HIGESRIEIRIEOSHZE0ZHEDLET,
5 = %2 THZEESHUS(FHRBIZFRLTEW,
Notes % 3 BRI IR EI M ORIFIRE S CEOUIHI SR AT L TR,
FEERBOMITEINMIAAR, B89, ERBINECLDRMZAREL TR,
x4 BEMOXDRER. BURISTHELTIZEN,
%5 AMWZZAOERAESEDHLET .
%1 Use a rigid and precise machine and chuck holder.
%2 Overhang of end mill should be as short as possible from spindie nose.
%3 Adjust milling condition conforming with machine rigidity and clamping condition. Final milling conditions are subject to machining profile, purpose and machine status.
%4 Adjust both spindle speed and feed at the same rate.
%5 We recommend using oil mist coolant.




