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Unequal pitch design !
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Minimized noise and vibration due to unequal pitch design of
bottom flute.
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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.
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Cutting chips are well evacuated.

Applled new HR coating !
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HR 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.

HR 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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Trochoidal milling is a high-speed machining method using low radial

depth of cut and high axial depth of cut as a high-efficiency milling method.
It is characterized by keeping the chip thickness constant while appropriately
controlling the contact area in the radial direction during machining.

To this end, the tool path is a spiral.
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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
« 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
H R 26~12 -0.005 ~ -0.015mm
Coating 005 He"x A"S'e 216~25 -0.01 ~ -0.02mm
0.5~2.5R R 8~ 125R 21~25 Crol: mm

4VSB 010 025 S06 0.5RX1 2.5 50 6
4VSB 012 030 S06 0.6RX 1.2 3 50 6
4VSB 015 040 S06 0.75RX15 4 50 6
4VSB 020 050 S06 1RX2 5 50 6
4VSB 025 060 S06 1.25RX25 6 50 6
4VSB 030 060 S03 1.5RX 3 6 50 3
4VSB 030 080 S06 1.5RX3 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 4R X8 20 100 8
4VSB 100 250510 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 160400516 8RX 16 40 100 | 16
4VSB 160400 130 8RX 16 40 130 | 16
4VSB 200 450 S20 10RX 20 45 100 | 20
4VSB 200 450 150 10RX 20 45 150 | 20
4VSB 250 500 S25 12.5RX25 50 125 | 25
4VSB 250 500 160 12.5RX25 50 160 | 25
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%\V_@ E 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

ns « HR coating reduces stress of flute and enhances wear resistance.
% Qm Sl « Unequal pitch design and helix enable decrease of chattering.
L i « 4flutes and deep pocket enable chip evacuation and increase surface
roughness.
D Size D Tolerance

21~5 +0~-0.01mm

cHtR HI A I Heli Asl 26~12 -0.01 ~ -0.025mm
elix Angle lelix Angle

i M +0-0.0 " & 216~ 20 -0.015~-0.03mm

#1-5  #6~12 ©16-20 @125 320 ShieldEdge ool mm

4VSE 010 025 S06 6
4VSE 010 035 S06 35 6
4VSE 012030 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 100 250 S10 10 25 75 10
4VSE 100400 S10 10 40 90 10
4VSE 120300 S12 12 30 80 12
4VSE 120450 512 12 45 100 12
4VSE 160400 S16 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 f
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6VSE 030 080 S06
6VSE 030 120 S06
6VSE 040 100 S06
6VSE 040 160 S06
6VSE 050 150 S06
6VSE 050 200 S06
6VSE 050 250 S06
6VSE 060 150 S06
6VSE 060 200 S06
6VSE 060 250 S06
6VSE 080 210 S08
6VSE 080 260 S08
6VSE 080 320 S08
6VSE 100 260 S10
6VSE 100350 S10
6VSE 100420 S10
6VSE 120310512
6VSE 120410512
6VSE 120510512
6VSE 160400 S16
6VSE 160 650 S16
6VSE 200 450 S20
6VSE 200 800 S20
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26 ~ 12 216 ~ 20 23~20

12
10
16
15
20
25
15
20
25
21
26
32
26
35
42
31
41
51
40
65
45
80

60
50
60
60
70
75
60
70
75
70
70
75
75
90
100
80
100
120
100
130
100
160
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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
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ﬂ\ 4 Flutes Various Symmetry C End Mills for Steels, Cast Iron & Stainless Steel
LF al
VEE igasguecacy (e
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# eyl | emwiesE sl
- - L « Mid-low hardened steel (HRc~42), soft steel, steel, SUS

Ay hs « HR coating reduces stress of flute and enhances wear resistance.
% g[ 3 « Unequal pitch design and helix enable decrease of chattering.
D | ] « 4flutes and deep pocket enable chip evacuation and increase surface
B roughness.
D Size D Tolerance

7 21~5 +0 ~ -0.01mm

PEOEAEE00MN ==

Coating Helix Angle Helix Angle k 216~20 0.015 ~ ~0.03mm

6~12 ©16~20 @1~25  ©3~20 Shield Edge ool mm

4VCC 010020 S04 0.03 4
4VCC 010 025 S06 2.5 0.03 6
4VCC 010035 S06 1 35 0.03 50 6
4VCC012 020 S04 1.2 2 0.04 45 4
4VCC 012030 S06 1.2 3 0.04 50 6
4VCC 012 050 S06 1.2 5 0.04 50 6
4VCC 015030 S04 1.5 3 0.05 45 4
4VCC 015 040 S06 1.5 4 0.05 50 6
4VCC 015 060 S06 1.5 6 0.05 50 6
4VCC 020 040 S04 2 4 0.075 45 4
4VCC 020 060 S06 2 6 0.075 50 6
4VCC 020 090 S06 2 9 0.075 50 6
4VCC 025 050 S04 2.5 5 0.08 50 4
4VCC 025 070 S06 2.5 7 0.08 50 6
4VCC 025 100 S06 2.5 10 0.08 50 6
4VCC 030 060 S04 3 6 0.1 50 4
4VCC 030 060 S06 3 6 0.1 50 6
4VCC 030 080 S06 3 8 0.1 50 6
4VCC 030 120 S06 3 12 0.1 50 6
4VCC 040 080 S04 4 8 0.15 50 4
4VCC 040 080 S06 4 8 0.15 50 6
4VCC 040 100 S06 4 10 0.15 50 6
4VCC 040 150 S06 4 15 0.15 60 6
4VCC 050 100 S06 5 10 0.15 50 6
4VCC 050 150 S06 5 15 0.15 60 6
4VCC 050 200 S06 5 20 0.15 70 6
4VCC 060 120 S06 6 12 0.2 50 6
4VCC 060 150 S06 6 15 0.2 60 6
4VCC 060 200 S06 6 20 0.2 70 6
4VCC 080 160 S08 8 16 0.2 60 8
4VCC 080 200 S08 8 20 0.2 70 8
4VCC 080 300 S08 8 30 0.2 80 8
4VCC 100200 S10 10 20 0.3 75 10
4VCC 100 250S10 10 25 0.3 75 10
4VCC 100350S10 10 35 0.3 9 | 10
4VCC 120240512 12 24 0.35 75 12
4VCC120300S12 12 30 0.35 80 12
4VCC 120450512 12 45 0.35 100 | 12
4VCC 160400S16 16 40 0.4 100 | 16
4VCC 160600 S16 16 60 0.4 120 16
4VCC 200 450 S20 20 45 0.5 100 | 20
4VCC 200 650 S20 20 65 0.5 120 | 20
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gv 5 Flutes Various Symmetry Corner C End Mills for Steels, Cast iron & Stainless Steels
J
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h5
« Mid-low hardened steel (HRc~42), soft steel, steel, SUS

ot @r |
T 0 « HR coating reduces stress of flute and enhances wear resistance.

od

L « Unequal pitch design and helix enable decrease of chattering.
« 4flutes and deep pocket enable chip evacuation and increase surface
roughness.
- i i ¥ D Size D Tolerance
DEOEEON ==
= 1@ Roo1-0.025] boors-o0gf I L L 216~20  -0.015~-0.03mm
26~12  ©16~20 ©6~20 Shield Edge ool mm
5VCC 060 130 S06 6 13 0.1 55 6
5VCC 080 190 S08 8 19 0.1 60 8
5VCC 100 220S10 10 22 0.1 70 10
5VCC 120 260 S12 12 26 0.1 80 12
5VCC 140 260 S14 14 26 0.2 80 14
5VCC160320S16 16 32 0.2 90 16
5VCC180320S18 18 32 0.2 90 18
5VCC 200 380 S20 20 38 0.2 100 | 20
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%\ 4 Flutes Various Symmetry Corner R End Mills for Steels, Cast Iron & Stainless Steels
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L1

L « Mid-low hardened steel (HRc~42), soft steel, steel, SUS

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

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

roughness.
D Size D Tolerance
- ‘a0 ° 5 @1~5 +0 ~ -0.01mm
H R RJ 38 3%8° 26~12 -0.005 ~ -0.015mm
Coating 0.00 Helix Angle HelixiAngle 216 ~ 20 -0.01 ~ -0.02mm
RO.1~05 R1~15 R2~3 @1~25  ©3~20 ool mm

4VSC010001 S06 1XRO0.1 2.5 50 6

4VSC 010002 S06 1XR0.2 2.5 50 6

4VSC 012001 S06 1.2XR0.1 3 50 6

4VSC 012002 S06 1.2XR0.2 3 50 6

4VSC 015001 S06 1.5XR0.1 4 50 6

4VSC 015002 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 030002 S06 3XR0.2 8 50 6

4VSC 030003 S06 3XR0.3 8 50 6

4VSC 030005 S06 3XR0.5 8 50 6

4VSC 040 002 S06 4XR0.2 10 50 6

4VSC 040 003 S06 4XR0.3 10 50 6

4VSC 040 005 S06 4XR0.5 10 50 6

4VSC 050002 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 X R0.2 15 60 6

4VSC 060 003 S06 6 XR0.3 15 60 6

4VSC 060 005 S06 6 X R0.5 15 60 6

4VSC 060010 S06 6 XR1 15 60 6

4VSC 080 003 S08 8XR0.3 20 70 8

4VSC 080 005 S08 8 XR0.5 20 70 8

4VSC 080010 S08 8 XR1 20 70 8

4VSC 100003 S10 10X R0.3 25 75 10

4VSC 100005 S10 10 XR0.5 25 75 10

4VSC100010S10 10XR1 25 75 10

4VSC100015S10 10XR1.5 25 75 10

4VSC 100020 S10 10XR2 25 75 10

4VSC 120005 S12 12 XR0.5 30 80 12

4VSC 120010512 12XR1 30 80 12

4VSC 120020512 12XR2 30 80 12

4VSC 160005 S16 16 XR0.5 40 100 16

4VSC160010S16 16 XR1 40 100 16

4VSC 160020S16 16 XR2 40 100 16

4VSC 160030S16 16 XR3 40 100 16

4VSC 200 005 S20 20X R0.5 45 100 20

4VSC200010S20 20 X R1 45 100 20

4VSC 200020 S20 20X R2 45 100 20

4VSC 200030 S20 20 X R3 45 100 20
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6 Flutes Various Symmetry Corner R End Mills for Steels, Ca
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6VSC 060 005 S06
6VSC 060 010 S06
6VSC 080 005 S08
6VSC 080010 S08
6VSC 100 005 S10
6VSC 100010510
6VSC 100015510
6VSC 100 020S10
6VSC 120 005 S12
6VSC 120010512
6VSC 120015512
6VSC 120020512
6VSC 120 030 S12
6VSC 160010516
6VSC 160015516
6VSC 160 020 S16
6VSC 160 030 S16
6VSC 200010 S20
6VSC 200 015 S20
6VSC 200 020 S20
6VSC 200 030 S20

R0.1~0.5 R1~15

6 XR0.5
6 XR1
8XR0.5
8XR1
10XR0.5
10XR1
10XR1.5
10XR2
12XR0.5
12XR1
12XR1.5
12XR2
12XR3
16 XR1
16 XR1.5
16 XR2
16 XR3
20XR1
20XR1.5
20XR2
20XR3

15
15
20
20
25
25
25
25
30
30
30
30
30
40
40
40
40
45
45
45
45

R2

60
70
70
75
75
75
75
80
80
80
80
80
100
100
100
100
100
100
100
100

- SHZEZ(HR420/3h), 92, 3, SUSAIZ 713 A=

- RIS Afai3tcl Chofah T 7k3A| 90| AER|A7} 200
Lot 8t 8t ElLic

. 45" Y2lA HHOR MA3H0] D4, T0I% 7130 X ELIC

« Mid-low hardened steel (HRc~42), soft steel, steel, SUS
« HR coating reduces stress of flute and enhances wear resistance.
+ 45 helix design is suitable for high speed machining.

D Size D Tolerance
23~5 +0~-0.01mm
26~12 -0.005 ~ -0.015mm
216 -0.01 ~ -0.02mm
Ckl: mm

10 | < woos



7 Flutes Non Symmetry Corner Radius End Mills for S

74 SUS7I8E 3L gljc| A A=Y

Ut a8 SLict,

SH0| 22 0| 2 ZES2S HEH0],

and hard to cut materials.

HR coating provides wear resistance impr:

avoid edge stress in various applications.

a .
= Coating R = Helix Angle
RO.5

7SUC 060 005 060
7SUC 080 005 070
7SUC 100 005 075
7SUC 120 005 085
7SUC 160 005 100
7SUC 200005110

6 X R0O.5
8 XR0.5
10 XR0O.5
12XR0.5
16 XRO.5
20X R0O.5

15 60 6
25 70 8
25 75 10
30 85 12
42 100 16
48 110 20

S

3%, SUSHIZ, Ti/NiA| 82, 913 5 LA 712 dlEy
HR 2 %{2]510f C}8H TIA 7H2A| QA0 AE#|AT}HoH,

- 2B A7)2 A0 2SS 2 Ast SiotELICt
. TR HBO= Ut WS Y| SiELICH

015 HIA| AS| T2 HASH

Endmills for alloy steel, SUS, Ti/Ni base alloy, Inconel

ovement as well as

Strong design for protection against chattering.
Preventing bottom edge chipping by coner R.
Minimize fracturing at high feed by high TRS fine WC grade.

D Size D Tolerance
26~12 -0.005 ~ -0.015mm
216~ 20 -0.01 ~ -0.02mm
o2l mm

www.jjtools.co.kr \ 1
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4 Flutes High Speed Sloting End Mills for SUS W
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Lok St 8 ElLC,

it

o

0| 22 0|EA 2ZYS(0.5m) = e, NE=TO| IS 2|45} SIRFLICE

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.

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

HR coating provides wear resistance improvement as well as avoid

edge stress in various applications.

D Size D Tolerance
. . 23~4 +0~-0.01mm
‘% HR ‘E Ig lg 42°
Coating | APt 01-0.02 R || - k 216~ 20 -0.015 ~ -0.03mm
23~4 26~12 @16~20 C Cutting Ckel: mm
4SLE 030 080 S06 3 8 - 50 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 21 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 - 80 10
4SLE 100350510 10 25 35 80 10
4SLE 120300512 12 30 - 19 12
4SLE 120400512 12 30 40 90 12
4SLE 160400 516 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
£ waTo0LS
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5&6 Flutes Trochoidal Milling End Mills
5864 EZA0/2 712 Ay

- 223, SUSAHIE, Qla'd, a2z S Chefet AR Of EA7HS

- H HS201H A9 HR 2 A2|2 IS DAY 7-SA| 211450

AEH AT HOM, LiopR Y 5 84 ELICH
7h H2iA 8.0 2 A 30| ZAE|0] ZAIZH7KB0 HSt hLCY,
g2200] 2 0/ 2383 B, IS 20| T2 HASHBIELICY,

242 (0.5mm)2 e, Q=Y i

h5

Roughing Endmills for alloy steel, SUS, Inconel, Mild steel and
various hard-to-cut materials.
L L + Chip breaker designed for side flute and HR coating provides wear

L 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.

i - i i 3 50 :ﬂ D Size D Tolerance
CHMNB -_ 96~12 -0.01 ~ -0.025mm
? 0.025) 10.015-0.0 . WELDON £16~20  -0.015~-0.03mm

26~12 ©16~20 Shield Edge Weldon Shank cel: mm

2D
\
od

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 - 65 8
6TROE 080 260 070 8 26 - 70 8
5TROE 080 340 080 8 34 - 8 8
6TROE 080 400 080 8 21 40 80 8
6TROE 100 220 075 10 22 - 75 10
6TROE 100 330 080 10 33 - 8 10
5TROE 100430 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 - 120 16
5TROE 160 680 130 16 68 | - 130 16
6TROE 160 800 130 16 41 1 80 130 16
6TROE 200450 110 20 45 - 110 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

_ EtaZ g§33/3+8 E|EHEHE LEREE AB[QIAZ
I:ALI?’ZH | Carbon Steel Alloy Steel / Tools Steel Titanium Alloy Steels Heat Resistance Alloy Stainless Steel
ateria
S45C (~HRC30) SKD61/NAK (HRC30~40) Ti6A SUS304 / SUS316
HEA Ap  Ae Ap  Ae Ap  Ae Ap  Ae Ap  Ae
(Radius) i) | ey Axial  Radial i) | ey Axial  Radial )| ey Axial  Radial il | ey Axial  Radial iz 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 0.5 9,550 110 0.2 0.1 25,500 1,000 1.0 0.5
R0.6X1.2 37,150 1,490 1.2 0.6 |17,250 1,000 1.2 0.6 |13,200 800 0.36 0.6 | 8,000 100 0.2 0.1 21,000 850 1.2 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 18 8,280 500 235 18 6,400 380 0.75 18 2,500 100 0.5 0.2 |10,000 600 25 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 2AS 1,270 90 1.0 0.2 5,100 710 5.0 235
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 12 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 33 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 12.5 800 200 25.0 12.5 630 150 7.50 11225) 255 35 5.0 0.5 1,000 260 25.0 12.5

Ap : Axial Depth % tfgto| ¢} 20| (mm)
Ae : Radial Depth £t H3¢0| ¢} 2/0|(mm)

_LM D : Outside Diameter 2/Z (mm)
o n:Speed FHEE (min)

“i‘ Vf:Feed O|& 4% (mm/min)

ol 7|2
2d =
Depth of Cut

| AP |

¢ 71S ZIYAI ks o TARAY oA ZIR ohdAl 2.

« BA 20| gl=2E A fEY2 X 2E 2 R0 B350 UPADOWN 510f 23 SHAI2

o 7| EA ZUYYTE £A0|BR, HIISAI 71S B, 7S =4, A8 7| of w2t 224 HE 2 SLCL
© HE I UL BES FR0= B1H 9 0SS EE 22 HIZ2 20N A LT

© US0| AL ZY0| Z2 SA7|AH A8 2URILIC (@ 1 0[5 ALA| 215 51 22| SimO|LHLZ)

U3 HHES 915101 002 B2 |AE FHE AGS 2HBLI,

* 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%/ 272 - EEE3 TEEEY ARl A7
Maj['erial Carbon Steel Alloy Steel / Tools Steel Titanium Alloy Steels Heat Resistance Alloy Stainless Steel
$45C (~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 PPMFEED R oG R reED Bl R D R o BMOOFEED R
Tmm 41,400 800 | 075 025 |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 |16000 200 | 0.90 030 15920 120 0.6 0.2 | 6630 80 0.6 0.2 [26500 300 | 0.8 0.4
1.5mm 27,600 550 | 1.13 038 [12800 150 | 1.13 038 12,800 100 0.8 0.3 | 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 | 7,650 90 188 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 | 2650 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 4.0 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 5.0 125 | 6380 250 | 7.5 2.5
6mm 6,900 550 | 9.0 3.0 | 3200 150 | 9.0 30 |3200 150 6.0 24 11320 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 90 100 250 | 3,180 510 | 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 | 1,200 120 | 160 6.4 | 500 90 160  4.00 | 2,000 400 | 240 80
20mm 2,000 450 | 30.0 100 | 1,000 180 | 30.0 10.0 | 1,000 100 | 200 80 | 400 80 | 200 500 | 1600 320 | 300 10.0
- 1.0D o 1.0D 1.0D
Aol 7|_l='_g_ Sld? Ml!llng = F— Sld-e Ml!llng = F— 1
«Ap: Axial Depth < 1.0D +Ap: Axial Depth < 0.5D 1.0D
DepthofCut | Ae : Radial Depth Ae 7 + Ae : Radial Depth Ae 7, 0

75 UYA| 7+s ShTALAY HojlA ZIE SHAAL2.

A 20| Y= 21 U RAEF2 HIXS A U R 520 H2{5H0d UPADOWN 5t0] 43 5HdA|I

& 20| FUSHA HAE|O] QUELICE TS TI5H | /ol 7HSoHH HIXE WAl 2 2HSHIAIR.

A7) M 2U0| F 0= 230|182, HIIZA| 715 4, 715 34, A8 7| A0l W2t 224 HY % $iLCt.

ZAURIL 7L 2| ATS L5 2UGH7{L H B 2B SO0 LS I ATS L0t 0|5 SEE H|Y 202 ZYTIUAIR.

US0| 21 20| 2 SA7|H AL QUSILICH (@ 1 0[5F ALBA| 215 318 22| SymO|LHL )

022, HAR, QU O|AE SHUES A, S 2 715t 7+S Al L1t atof| FOIHIAIL.

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 BrAZ #3%/ 372 - EEE3 TEEE 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 6.0 0.15 | 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 0.0 |12,000 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 | 10.0  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 | 45380 1,300 | 160 040 | 1,200 320 | 160 040 | 6000 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 2,700 | 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 | 320 080 | 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
Aol 7|-f_.‘- Side Milling
Depth of Cut *Ap: Axial Depth <
+ Ae : Radial Depth Ae

742 2IQUA] 7H5 B TIARY S0l 21 SHIAIQ.

A 270| Q= 27 Y REYS B3 17 Y KA HI25101 UP&DOWN 3101 43 SHIAIL
o 20| YLUSHA HAIE|0f USLIC THES T|5H | ol 7HSOHH HIY S YAlo 2 ZHTMUAIR.

Y7| A 249 A= 20|22, HIIBA 7S 8Y, 715 S, A8 7|A|of 2t 24 HE QY SiLCL

ZUBILI|A Q| 2] ATS S8 2SI LE H L A HYO| LT I ATS K005 SES HF 202 ZYTHYAIR.

2US0| 1 20| 22 SAH7|H A QUSILICH (@ 1 0[5F ALBA| 21F 518 22| SymO|LHER)

0022, HAR, QU O|AE FHUEES A5, YS 2 75t 7+5 Al2| L at Watof| £ol5HAIL.

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.
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4VCC Cutting Condition

+ RPM : rev./min « Feed : mm/min

e ErAZ 3%/ 272 - EEE3 TEEEY ARl A7
Maj['erial Carbon Steel Alloy Steel / Tools Steel Titanium Alloy Steels Heat Resistance Alloy Stainless Steel
$45C (~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 PPMFEED R oG R reED Bl R D R o BMOOFEED R
Tmm 41,400 800 | 075 025 |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 0.2 | 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 0.3 | 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 | 7,650 90 188 063 | 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 | 2650 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 4.0 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 5.0 125 | 6380 250 | 7.5 2.5
6mm 6,900 550 | 9.0 3.0 | 3200 150 | 9.0 30 |3200 150 6.0 24 11320 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 90 100 250 | 3,180 510 | 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 | 1,200 120 | 160 6.4 | 500 90 160  4.00 | 2,000 400 | 240 80
20mm 2,000 450 | 30.0 100 | 1,000 180 | 30.0 10.0 | 1,000 100 | 200 80 | 400 80 | 200 500 | 1600 320 | 300 10.0
- 1.0D o 1.0D 1.0D
Aol 7|_l='_g_ Sld? Ml!llng = F— Sld-e Ml!llng = F— 1
«Ap: Axial Depth < 1.0D +Ap: Axial Depth < 0.5D 1.0D
DepthofCut | Ae : Radial Depth Ae 7 + Ae : Radial Depth Ae 7, 0

715 ZIYA| 7ks o DA HHol|Af 21 SHYAI 2.

HA 20| Y= 21E d A2 HIRS 21 L K5 HI25I0 UPADOWN 5t0] 43 5HAIR

o 20| FUsHA| HAE|O] QUELICH T2 TI5H| ol 7HSSHH HIHE WAl 2 ZHSHIAIR.

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

ZABIL717|0) 2T ABS S5 ZUSPILLH U H HA0| LS 1] ATS £E01 014 SEF B2 HOZ ZYSHIAIL.
AUSO0| A1 20| F2 SA7|H AL 2UBILICH (B 1 0[5t ALBA| 21E 51 & 22| SimO|LHLA)

Olo{ER, BAR, QUDN|AE SHUES 25HH, ZS 2 Mot 715 Al Lt wato] 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.

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.

5vCC Cutting Condition

+ RPM : rev./min « Feed : mm/min

. EtAZ 232/ 373 EjEtea e #3% ABOIHAZ
l\lllll?zﬂ | Carbon Steel Alloy Steel / Tools Steel Titanium Alloy Steels Heat Resistance Alloy Stainless Steel
ateria
$45C (~HRC30) SKD61/NAK (HRC30~40) Ti6A SUS304 /SUS316
o7 mm Ap AE p AE p AE p 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 | 14.4 2.4 3,795 979 14.4 2.4 2,120 410 12.0 2.4 600 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 32 2,860 922 19.2 32 1,400 400 16.0 32 500 90 16.0 32 2,200 700 19.2 32
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
Hol 7|2 iide ri!lirg .
+ Ap: Axial Dept
Depth of Cut « Ae : Radial Depth Ae
« TKE 2YUA| 75 SHIIARY HollA 1R BHIAIL.
o EA 20 gl= 21 U RRY2 HIE 21E 2 230 U350 UP&DOWN 5104 23 SHAI2
o FZO  FHCLH| Ae US B THIAIL.
© 7| 2A U FEFA0|BZ, HIIEAI7IS B, 718 24, A& 7|A0f| wet 221 2% S

ZUBTL7|AHQ| 2| AUS L5 ZUSI7LE H B HE 0| DYS I ATS K20 015 S S H|H A2 ZHHAIR.

2US0| A1 20| 2 SA7|H A QUELICH (@ 1 0[5F ALBA| 21F 518 22| SymO|LHLZ)

OoER, BAR, QUDN|AE SHUES 25HH, IS 2 MOt 715 Al Lt wato] 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.

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 5;m)
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%/ 272 - EEE3 TEEEY ARl A7
Maj['erial Carbon Steel Alloy Steel / Tools Steel Titanium Alloy Steels Heat Resistance Alloy Stainless Steel
$45C (~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 PPMFEED R oG R reED Bl R D R o BMOOFEED R
Tmm 41,400 800 | 075 025 |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 0.2 | 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 0.3 | 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 | 7,650 90 188 063 | 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 | 2650 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 4.0 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 5.0 125 | 6380 250 | 7.5 2.5
6mm 6,900 550 | 9.0 3.0 | 3200 150 | 9.0 30 |3200 150 6.0 24 11320 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 90 100 250 | 3,180 510 | 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 | 1,200 120 | 160 6.4 | 500 90 160  4.00 | 2,000 400 | 240 80
20mm 2,000 450 | 30.0 100 | 1,000 180 | 30.0 10.0 | 1,000 100 | 200 80 | 400 80 | 200 500 | 1600 320 | 300 10.0
- 1.0D o 1.0D 1.0D
Aol 7|_l='_g_ Sld? Ml!llng = F— Sld-e Ml!llng = F— 1
«Ap: Axial Depth < 1.0D +Ap: Axial Depth < 0.5D 1.0D
DepthofCut | Ae : Radial Depth Ae 7 + Ae : Radial Depth Ae 7, 0

78 2YAI 7H5 3 DA S0 212 SHIAIR.

2AF 20| Q1= 217 U QFAC H|A5H 21 U QE A0 H|H|510] UP&DOWN 5104 M2 51AIAIQ

< 29] AURCAH| Ae U A3 SHIAR.

471 34 2700 B 220102, A7HBA KR WY 718 23, Mg 7ol w2t 221w 2 g

i?iiﬂk 7|H el 2/t ATS £EE 2L H & “’a" HYO| AT I ATS L0 01 SRS HY| 202 ZYTHUAIR.
AUSO0| A1 20| F2 SA7|H AL 2UBILICH (B 1 0[5t ALBA| 21E 51 & 22| SimO|LHLA)

OofE=, HAS, OUDIAE ZUES 2HolH, B2 2 AZ0I1 71 Ale] LD L0 FOI5HAIAIL.

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

- EtaZt gad/3+2 E[EStE g eaz AgolAZ
’\*/‘ﬂ ?ZH | Carbon Steel Alloy Steel / Tools Steel Titanium Alloy Steels Heat Resistance Alloy Stainless Steel
ateria
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
6mm 14,800 6,000 | 12.0 0.3 | 5300 1,280 | 12.0 0.3 | 5800 1,000 120 03 | 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 | 4380 1,300 160 04 | 1200 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 | 3500 1,400 | 200 05 | 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 | 240 06 | 800 300 | 24.0 0.6 | 3900 2,100 | 24.0 0.6
16mm 5570 6,700 | 32.0 0.8 | 2,000 1,500 | 32.0 0.8 | 2200 1,200 | 320 08 | 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
HUIIE Side Miling 5
Depth of Cut «Ap: A)qa! Depth
« Ae : Radial Depth Ae
o 713 2IYA| 7k SHIARY Brofl A 21 SHYAIL
o FAR0| Q2 U Q5 A2 H|LE 214 U S50 H|25106] UP&DOWN 5101 42 5HAIA|Q

2 20| AR T Ae 242 M IR,

LS AZIOI 02, HIIBAI 7S 8, 715 B2, HE 7|A|of w2t 24 HE oY .‘Z'—IEf

ZREI7Yel A} ABE A58 A1 2 4T UY0| YYB 1] LS 459 018 SeB R 202 2HINS.

AUSO0| M1 ZH0[ E2 SA7|A Af QUSILICE (B 1 0[5t AFBA| 21E 518 22| SumO|LHY 7*)

o= 2, HAR, QU O|AE SHUES G, S 2 X715t 7kS Al L1t 2aiof| FoI5HAIL.

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
N g32/37% AB[QIAZ E[EHES 3=z
| AR ! Alloy Steel / Tools Steel Stainless Steels / Titanium Alloy Steels Hardened Steels
Materia
SKD61 / NAK SUS304/SUS 316 / Ti6A Inconel 718
9/ A
: p Ae Ap Ae Ap Ae
Doizta‘rt‘gledtgr 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
oy —
Depth of Cut <1D (MAX. 12mm) <0.5D <0.2D
W 7 7
« FEZ 0|7t 71 42, RPMIt FEEDE SY HIEE H3FA 2.
o 715 2YAI 7+t TARA SHofl A 21Q) Al
o HA 20| 9= 2 2 Rad2 %0 2E U fa 0 HIGH UPADOWN 510 43 SHUAI2.
= HAZ A0 21 23] YLICt
o ZUABTLT|AQ| 2| ATS £ 8 2AI5H4Y

© OflofE2, HAR, QUDN|AE FHEE FHUHH,

=

MIEBAIIZ B4, 713 2, HE | w2t 224 2% BLICL
B A2 S40| SIS I ATS A0 0[SAE S HFHO

Of, 23 2 Y5HI T A0 2T aiof 20| RN

ZY AR,

* 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

§38/37% AHQIZAZ E|ERS 13eg
ofArAY Alloy Steel / Tools Steel Stainless Steels / Titanium Alloy Steels Hardened Steels
Material
SKD61 / NAK SUS304 /SUS 316 /Ti6A Inconel 718

O%E?de RPM  FEED Ap Ae RPM  FEED Ap Ae RPM  FEED Ap Ae

Diameter Axial Depth Radial Depth Axial Depth Radial Depth Axial Depth Radial Depth
23 13,270 740 24 3.0 5,840 260 2.4 3.0 3,185 115 2.4 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

1.0D
oy
Depth of Cut 0.8D
7

RE% Z0|7t71 42, RPMITH FEEDS S HIgR H2IFM L.
748 ZYUA 75 3H T AR HHOIA 21 SHIAIR.

o HA4 20| gl= 2 U RRd2 HIE A 2 a0 B[St
UP & DOWN 510§ 2 SHIA|2.

e 20| YESIA AAE|Of AFLICH THES TS| 2f8l 71531
HIZE gAo 2 SY AR
o O A zABE BMZNO F
75 =4, A& 7|A|of w2t 2A4HY 2% St
ZUBTLI|A Q| 2] ATS £

LY AUS S0t 0|5 SEEHFHo2
* OjojEZ, AR, QUD|AE SHUES FAUSHH, S A A5t
71SAI2] E et wEtof | SHHAI2
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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.

The edge of 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.

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



5&5TRDE Cutting Condition * RPM : rev./min « Feed : mm/min

g§33/3+% AH[QI|AZ E[EEES 13sZ
| AR ! 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

&gﬁnsggr 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

<0.05D
Hyy <1
Depth of Cut

A 2240| = 17 U SEFL BISE 17 U A0 BIHE10] UP&DOWN 3101 44 3HIAI2.

A ZABE YAZA| D 43| YUICE A KBAI 7B B4, 713 23, 48 70l w2t 247 Q% B,
=
=

ZTI7ALE B Y K BAO| WAE 1) ATIS S0 01% SEE BHHOR 2 SHINS.

P

Olo{E2, HAR, QU D|AE SUEES FH5IH, FS 2 HPSIL 71SAI2] H Bt 0] 22| SHAIR

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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