£ Bl {5 1 3}

Cutting Condition Table

270 APETF3EHt7] tIHI&EMSR

Solid Carbide End Mills-Cutting Condition Table

272 APALF3EERT] tIHIEMR

Solid Carbide End Mills-Cutting Condition Table

274 7188RESTHAMII/ERT] TIHIFHFR

Solid Carbide End Mills-Cutting Condition Table

275 718EESEERABKEIHT] IEIRMER
Solid Carbide End Mills-Cutting Condition Table

276 NEO%FIJAVNAZ-SUSZFI #£7]/EST]
LIHIRFR

Solid Carbide End Mills-Cutting Condition Table

277 JMDEEHE S ERT] IR

Solid Carbide End Mills-Cutting Condition Table

278 ALUSEIRMAIAERA#T] YIHIRER

Solid Carbide End Mills-Cutting Condition Table

279 JIBEEEEHAHET] IHIRMFR

Solid Carbide End Mills-Cutting Condition Table

280 $5HHITI/EISTI(FER) IHIEER

Solid Carbide End Mills-Cutting Condition Table

281 $GiMETI/EI2 T (REER) IHIFMAR

Solid Carbide End Mills-Cutting Condition Table

282 SEIMEKEIEET] LIHIRMFR

Solid Carbide End Mills-Cutting Condition Table

283 §&HMEET] LIHIRAR

Solid Carbide End Mills-Cutting Condition Table

284 i5EETICGROREY) tNEIRMR

Solid Carbide End Mills-Cutting Condition Table

285 $SEHHETI(IVEEY) UIEIRMR

Solid Carbide End Mills-Cutting Condition Table

SEEMIREL R 7] (/) VS BY) LR

Solid Carbide End Mills-Cutting Condition Table

286 $5IMERFAHET]/EST](FIER) EIIRMGR

Solid Carbide End Mills-Cutting Condition Table

287 $SIMEARARET)/ES 7] (EEE) TEIIRM+FR

Solid Carbide End Mills-Cutting Condition Table

288 $SIMIARAEKAISET] UIHIRMER

Solid Carbide End Mills-Cutting Condition Table

289 $5IMEAATETI(RREY) YIHIEM R

Solid Carbide End Mills-Cutting Condition Table

290 $55MERFAMERET] TIEIFMGR

Solid Carbide End Mills-Cutting Condition Table

291 ESMEY)ENein A7) tIHIRMFR

Solid Carbide End Mills-Cutting Condition Table

292 EEEEELRII/EST] TIHIRER

Solid Carbide End Mills-Cutting Condition Table

293

294

295

296

297

298

299

300

301

302

303

304

305

306

307

308

309

BREEEKEHET] IHIRGR

Solid Carbide End Mills-Cutting Condition Table
ISSENS EAE L] TRLEET] SMNEESE 7D
LIEIR AR

Solid Carbide End Mills-Cutting Condition Table

S E REHE IR ER

Solid Carbide Spotting Drills-Drilling Condition Table
ISt T E AR TI-NPT/PTERRET]
LIHIRFR

Solid Carbide End Mills-Cutting Condition Table

S5O SR PIHIRER

Solid Carbide Center Drills-Drilling Condition Table

i5EM5MNERT] TIHIRFR

Solid Carbide End Mills-Cutting Condition Table

S5 SMRERI 7] (53 ) tIHIEMFR

Solid Carbide End Mills-Cutting Condition Table

5 SRR 7] (S0 ) LRI AFR

Solid Carbide End Mills-Cutting Condition Table

IS E I HERT] IR R

Solid Carbide Straight Flute Drills-Drilling Condition Table

SSIMIRNER MR T TIHIRMER

Solid Carbide Reamer-Reaming Condition Table

SIS 7 LIEIR AR

Solid Carbide End Mills-Cutting Condition Table

#58HEE 7] AR R

Solid Carbide Turning Tools Cutting Condition Table

580 ERSHER YIHIRMAR

Solid Carbide Dirills-Drilling Condition Table

5 SMEIIMSEER LIHIR(E R

Solid Carbide Drills-Drilling Condition Table

580 RIEEA IHIR(ER

Solid Carbide Dirills-Drilling Condition Table

i E R 2 IR UIHIRMER

Solid Carbide Dirills-Drilling Condition Table

5 ST R TIHIRAR

Solid Carbide Drills-Drilling Condition Table

P SRR EIEEA UIHIIRMR

Solid Carbide Drills-Drilling Condition Table

SSISER YIHIRMFR

Micro Garin Carbide Slitting Saws-Cutting Condition Table

HP5 4RI T H At T)/[E & 7] tIHIEF R

Solid Carbide End Mills-Cutting Condition Table
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APET-F3&8% 7] tNHIREG =

Solid Carbide End Mills-Cutting Condition Table

fIEEIHEI Side Milling

5

SUS3 * SUS4

80 ~ 120 m/ min

FEhEEE
Speed Rpm

7960
6370
5310
3980
3180
2650
1990
1590

BIES Fz
mm / tooth

0.01 ~0.02
0.01 ~0.03
0.01 ~0.04
0.02 ~0.05
0.02 ~0.06
0.02 ~0.07
0.03 ~0.08
0.03 ~0.09

. Hk3REA - 55 E &l
*&éujﬁg. S45C ~ FC SCM ~ SKT ~ SKD + SCr SCM ~ SKT * SKD
Work Material
~20 HRC ~30 HRC ~45 HRC
tﬂﬁ']iilg Ve 100~250 m / min 100 ~ 200 m / min 100 ~ 150 m / min
m/ min
B DC FeigEE  BIERFz | aEEE  BYERFz | IEEE  BIERFz
- Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth
4 13930 0.01 ~0.04 11940 0.01 ~0.03 9950 0.01 ~0.02
5 11140 0.02 ~0.05 9550 0.01 ~0.04 7960 0.01 ~0.03
6 9280 0.02 ~0.06 7960 0.02 ~0.05 6630 0.01 ~0.04
8 6960 0.03 ~0.08 5970 0.02 ~0.07 4970 0.02 ~0.05
10 5570 0.05~0.10 4770 0.05~0.08 3980 0.02 ~0.06
12 4640 0.05~0.12 3980 0.05~0.10 3320 0.02 ~0.07
16 3480 0.07 ~0.15 2980 0.07 ~0.12 2490 0.03 ~0.08
20 2790 0.07 ~0.17 2390 0.07 ~0.14 1990 0.03 ~0.09
" Ap =15D [
NS Ao =020 | &

LA Slot Milling

$45C ~ FC
~20 HRC

HRHEIME

Work Material

A5
SUS3 ~ SUS4

HEE Ve
m/ min

PLEIIESES

100 ~ 180 m / min

FEhEEE
Speed Rpm

11940
9550
7960
5970
4770
3980
2980
2390

BIJER Fz
mm / tooth
0.005 ~ 0.025
0.005 ~ 0.030
0.005 ~ 0.040
0.01 ~0.05
0.01~0.06
0.01 ~0.07
0.02 ~0.09
0.02~0.10

PIEIE4EERZERN Instruction for cutting conditions:
1LAFERBES SR ERIE- Please use equipment and fixtures with high precision and high rigidity.
2 BEE A WAIM 2 A0 5 T B2 Al e Please use the suitable cooling method and coolant for the workpiece.
ITIEERTEETHIE FASARBERSEREERN FERERAZ Gk TIRBE.
It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
4 RRIEATHZHEREE BEINTIER B A 2 #8M THI I IE AR EE R BETIHI 2 8 R
This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.

o
SCM + SKT + SKD + SCr
~30 HRC
100 ~ 150 m / min

EHEE BT P2

Speed Rpm mm / tooth
9950 0.005 ~ 0.020
7960 0.005 ~ 0.025
6630 0.005 ~0.030
4970 0.010 ~0.045
3980 0.010 ~0.055
3320 0.010 ~ 0.065

2490 0.02 ~0.08

1990 0.02 ~0.09
Ap = 1D

BETHE

270

&4
SCM ~ SKT » SKD
~45 HRC
70 ~100 m / min

TEEGHE  BIER Fz

Speed Rpm mm / tooth
6760 0.005 ~0.015
5410 0.005 ~ 0.020
4510 0.005 ~ 0.025
3380 0.005 ~ 0.030
2710 0.010 ~0.035

2250 0.01 ~0.04

1690 0.01 ~0.05

1350 0.01 ~0.06

70 ~100 m / min
IHEE BT P2
Speed Rpm  mm/tooth
6760 0.005 ~0.015
5410 0.005 ~ 0.020
4510 0.005 ~ 0.025
3380 0.005 ~ 0.030
2710 0.010 ~0.035
2250 0.01 ~0.04
1690 0.01 ~0.05
1350 0.01 ~0.06



APET-F3& 8% 7] tNHIREG =

Solid Carbide End Mills-Cutting Condition Table

¥ER
#mEtIHI Ramping
A k= - $55 A& A& 5
Work Material S45C -~ FC SCM ~ SKT * SKD -+ SCr SCM ~ SKT ~ SKD SUS3 + SUS4
~20 HRC ~30 HRC ~45 HRC
tﬂi?:l}i)iﬁnVC 100 ~ 180 m / min 100 ~ 150 m / min 70 ~100 m / min 70 ~100 m/ min
B DC FEhEEE SR Fz | FEEEE  EBY#ERFz | TEEEE 0 SYERFz | FEEE  SIER Rz
Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth
4 19890 0.005 ~ 0.025 17900 0.005 ~ 0.020 13930 0.005 ~0.015 13930 0.005 ~0.015
5 15920 0.005 ~ 0.030 14320 0.005 ~ 0.025 11140 0.005 ~ 0.020 11140 0.005 ~ 0.020
6 13260 0.005 ~ 0.040 11940 0.005 ~0.030 9280 0.005 ~ 0.025 9280 0.005 ~ 0.025
8 9950 0.01 ~0.05 8950 0.010 ~0.045 6960 0.005 ~ 0.030 6960 0.005 ~ 0.030
10 7960 0.01 ~0.06 7160 0.010 ~0.055 5570 0.010 ~0.035 5570 0.010 ~0.035
12 6630 0.01 ~0.07 5970 0.010 ~ 0.065 4640 0.01 ~0.04 4640 0.01 ~0.04
16 4970 0.02 ~0.09 4480 0.02~0.08 3480 0.01 ~0.05 3480 0.01 ~0.05
20 3980 0.02~0.10 3580 0.02 ~0.09 2790 0.01 ~0.06 2790 0.01 ~0.06
=< 5 o] < . N
B w10 | L AN I

EHEFL Drlling

wz}ff;ﬁgﬁial S45C ~ FC SCM ~ SKT ~ SKD + SCr
~20 HRC ~30 HRC
tﬂﬂi}zﬁnw 100 ~ 180 m / min 100 ~ 150 m / min
i EaiE ST Fz EBITE BTVER Fz
Speed Rpm mm / tooth Speed Rpm mm / tooth

4 19890 0.005 ~ 0.025 15920 0.005 ~ 0.020
5 15920 0.005 ~ 0.030 12730 0.005 ~ 0.025
6 13260 0.005 ~ 0.040 10610 0.005 ~ 0.030
8 9950 0.01 ~0.05 7960 0.010 ~ 0.045
10 7960 0.01 ~0.06 6370 0.010 ~ 0.055
12 6630 0.01 ~0.07 5310 0.010 ~ 0.065
16 4970 0.02 ~0.09 3980 0.02 ~0.08
20 3980 0.02 ~0.10 3180 0.02 ~0.09

PIBIE 4 EERZB5N Instruction for cutting conditions:

1L AERBES MR- Please use equipment and fixtures with high precision and high rigidity.

2 BHEB A WAIM 2 2 A0 A T2 A& ° Please use the suitable cooling method and coolant for the workpiece.
ITNEEETIRBTHIED RS2 REERSTREBRN N ERERZEMTIRBE

It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
4RKNSHTH S EEEE BRINTIER Bk 8 28 TH5E N TR E SR BHETEI 2 8 5 o

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.
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Solid Carbide End Mills-Cutting Condition Table

fIEEIEI Side Milling

tHHIME
Work Material

tHIEE Ve

m/ min

PLEIIESES

FBHIHI Slot Milling

tHHIME
Work Material

tIEIZERE Ve
m/ min

Bf® DC

(o2& I

8
10
12
16
20

tEIfRE

BEE
A6061 + A7075

200 ~ 400 m / min

S BIJiEERS Fz
Speed Rpm mm / tooth
23870 0.03 ~0.06
19100 0.03 ~0.08
15920 0.05~0.10
11940 0.05~0.12
9550 0.10 ~0.15
7960 0.10~0.17
5970 0.15~0.22
4770 0.15~0.25
R

A6061 ~ A7075

200 ~ 300 m / min

i EBE BIJHLE Fz
Speed Rpm mm / tooth
19890 0.01 ~0.03
15920 0.03 ~ 0.05
13260 0.04 ~0.07
9950 0.04 ~0.09
7960 0.05~0.10
6630 0.05 ~0.11
4970 0.06 ~0.13
3980 0.06 ~0.15

PIEIE4EERZERN Instruction for cutting conditions:
1LAFERBES SR ERIE- Please use equipment and fixtures with high precision and high rigidity.
2 BEE A WAIM 2 A0 5 T B2 Al e Please use the suitable cooling method and coolant for the workpiece.
ITEEETIRBTHIED RS2 REERTEREER FERERZIEMTIEBR

It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.

A RFZRERBYH S HEEE BRI TIER AR 281 THRE ISR E R BT HI S 8 R o

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.

smaeiEt

AC ~ ACD

200 ~ 350 m / min

EHE SIVER Fz

Speed Rpm mm / tooth
21880 0.03 ~0.06
17510 0.03 ~0.08
14590 0.05~0.10
10940 0.05~0.12
8750 0.10 ~0.15
7290 0.10~0.17
5470 0.15~0.22
4380 0.15 ~0.25

Ap=15D |2
Ae =0.25D | &

e 1
AC ~ ACD

150 ~ 250 m / min

i EBEY BIER Fz
Speed Rpm mm / tooth
17900 0.01 ~0.03
14320 0.03 ~ 0.05
11940 0.04 ~0.07
8950 0.04 ~ 0.09
7160 0.05~0.10
5970 0.05~0.11
4480 0.06 ~0.13
3580 0.06 ~0.15
Ap=1D L&J&L
\THE

272

£
Copper

200 ~ 300 m / min

FEEEE BI)ERE Fz
Speed Rpm mm / tooth
19890 0.01 ~0.04
15920 0.02 ~0.06
13260 0.03 ~0.07
9950 0.04 ~0.09
7960 0.05~0.11
6630 0.05~0.13
4970 0.10 ~0.16
3980 0.10 ~0.19

Copper

150 ~ 200 m / min

13 B Fz
Speed Rpm mm / tooth
13930 0.01 ~0.03
11140 0.01 ~0.04
9280 0.02 ~ 0.05
6960 0.02 ~ 0.06
5570 0.03 ~0.07
4640 0.04 ~ 0.08
3480 0.05~0.10
2790 0.05~0.11



APALF3&537] EIIR(FR

Solid Carbide End Mills-Cutting Condition Table

#ER
#mIEI Ramping

HHHIE
Work Material

tHIEE Ve

m/ min

tEI R

FEHIEFL Drlling

tHHIME
Work Material

IEIZERE Ve
m/ min

Bf® DC

(o2& I

12
16
20

BEE
A6061 + A7075

200 ~ 300 m / min

i BIJiERS Fz
Speed Rpm mm / tooth
19890 0.01 ~0.03
15920 0.03 ~0.05
13260 0.04 ~0.07
9950 0.04 ~0.09
7960 0.05~0.10
6630 0.05~0.11
4970 0.06 ~0.13
3980 0.06 ~0.15
R

A6061 ~ A7075

200 ~ 300 m / min

EEREEE BIJHE Fz
Speed Rpm mm / tooth
19890 0.01 ~0.03
15920 0.03 ~ 0.05
13260 0.04 ~0.07
9950 0.04 ~0.09
7960 0.05~0.10
6630 0.05~0.11
4970 0.06 ~0.13
3980 0.06 ~0.15

PIBIE 4 EERZB5N Instruction for cutting conditions:
1L AERBES MR- Please use equipment and fixtures with high precision and high rigidity.
2 BHEB A WAIM 2 2 A0 A T2 A& ° Please use the suitable cooling method and coolant for the workpiece.
ITNEEETIRBTHIED RS2 REERSTREBRN N ERERZEMTIRBE

It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.

ARFTREHTIH S HEEE BRI TIER AR e 2% TR M TEMIRE B R BEIHI 2 8 ko

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.

smaeiEt

AC ~ ACD

150 ~ 250 m / min

E31 SIVER Fz
Speed Rpm mm / tooth
17900 0.01 ~0.03
14320 0.03 ~ 0.05
11940 0.04 ~0.07
8950 0.04 ~0.09
7160 0.05~0.10
5970 0.05~0.11
4480 0.06 ~0.13
3580 0.06 ~0.15
= bl Lol
gg)ﬁﬂ_ﬁjr; =45 ¢ 7;
i =gt ad
AC ~ ACD

150 ~ 250 m / min

R BI)ERE Fz
Speed Rpm mm / tooth
15920 0.01 ~0.03
12730 0.03 ~ 0.05
10610 0.04 ~0.07
7960 0.04 ~0.09
6370 0.05~0.10
5310 0.05~0.11
3980 0.06 ~0.13
3180 0.06 ~0.15

273

7
Copper

150 ~ 200 m / min

FEER BIERS Fz
Speed Rpm mm / tooth
13930 0.01 ~0.03
11140 0.01 ~0.04
9280 0.02 ~ 0.05
6960 0.02 ~ 0.06
5570 0.03 ~0.07
4640 0.04 ~0.08
3480 0.05~0.10
2790 0.05~0.11

Copper

150 ~ 200 m / min

sl B Fz
Speed Rpm mm / tooth
13930 0.01 ~0.03
11140 0.01 ~0.04
9280 0.02 ~ 0.05
6960 0.02 ~ 0.06
5570 0.03 ~0.07
4640 0.04 ~0.08
3480 0.05~0.10
2790 0.05~0.11



718 ESEFRHIRTI/EET] HREFR

Solid Carbide End Mills-Cutting Condition Table

fAlE A Side Milling

tHHIME HESSE hES® %
Work Material Inconel 718 Ti - 6Al - 4V SUS630

tﬂ’i‘i’%ﬁn\’c 25 ~ 40 m / min 60 ~ 80 m / min 70 ~ 90 m / min
NE DG EHEE  BUEEF | R SUEKF | THE SIEKR
Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth
2 5170 0.010 ~0.015 11140 0.01 ~0.02 12730 0.01 ~0.02
3 3450 0.01 ~0.02 7430 0.01 ~0.03 8490 0.01 ~0.03
4 2590 0.01 ~0.03 5570 0.01 ~0.04 6370 0.01 ~0.04
5 2070 0.015 ~ 0.040 4460 0.015 ~ 0.050 5090 0.015 ~ 0.050
6 1720 0.02 ~0.05 3710 0.02 ~ 0.06 4240 0.02 ~ 0.06
8 1290 0.02 ~ 0.05 2790 0.02 ~ 0.06 3180 0.02 ~ 0.06
10 1030 0.03 ~0.06 2230 0.03 ~0.07 2550 0.03 ~0.07
12 860 0.03 ~0.07 1860 0.03 ~0.08 2120 0.03 ~0.08
16 650 0.04 ~0.08 1390 0.04 ~0.08 1590 0.04 ~0.08
20 520 0.04 ~0.09 1110 0.04 ~0.10 1270 0.04 ~0.10
= £
w3

BIHE Slot Milling

HHHIME BESE HhEs® %
Work Material Inconel 718 Ti - 6AI 4V SUS630

mﬂ%ﬁn\/c 20 ~30 m /min 50 ~70 m /min 60 ~ 80 m / min
B4 DC E0 B Fz Sl BIJERS Fz TR BI)ERS Fz
Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth
2 3980 0.010 ~0.015 9550 0.01 ~0.02 11140 0.01 ~0.02
3 2650 0.010 ~ 0.020 6370 0.01 ~0.03 7430 0.01 ~0.03
4 1990 0.015 ~0.025 4770 0.015 ~0.035 5570 0.015~0.035
5 1590 0.015 ~ 0.030 3820 0.015 ~ 0.040 4460 0.015 ~ 0.040
6 1330 0.020 ~ 0.040 3180 0.020 ~ 0.045 3710 0.020 ~ 0.045
8 990 0.020 ~ 0.045 2390 0.02 ~0.05 2790 0.02 ~ 0.05
10 800 0.025 ~ 0.050 1910 0.025 ~ 0.06 2230 0.025 ~ 0.06
12 660 0.025 ~ 0.055 1590 0.03 ~0.07 1860 0.03 ~0.07
16 500 0.03 ~0.06 1190 0.04 ~0.09 1390 0.04 ~0.09
20 400 0.03 ~0.07 950 0.05~0.10 1110 0.05~0.10
P IEES Ap = 0.25D

PIEIE4EERZERN Instruction for cutting conditions:

1LAFERBES SR ERIE- Please use equipment and fixtures with high precision and high rigidity.

2 BEE A WAIM 2 A0 5 T B2 Al e Please use the suitable cooling method and coolant for the workpiece.
ITEEETIRBTHIED RS2 REERTEREER FERERZIEMTIEBR

It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
4 RRIEATHZHEREE BEINTIER B A 2 #8M THI I IE AR EE R BETIHI 2 8 R

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.
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Solid Carbide End Mills-Cutting Condition Table

HHHIE HESSE hEE %
Work Material Inconel 718 Ti - 6Al - 4V SUS630

tIHEIZERE Ve
m / min
B DC EER
2 1R
3 1.5R
4 2R
6 3R
8 4R
10 5R
12 6R
16 8R
20 10R
IHIEH

PIEHE4EERZER] Instruction for cutting conditions:

20 ~40 m/ min
E0 b Bt Fz
Speed Rpm mm / tooth

4770 0.01 ~0.02
3180 0.010 ~ 0.025
2390 0.01 ~0.03
1590 0.015 ~ 0.040
1190 0.015 ~0.050
950 0.015 ~ 0.060
800 0.02 ~0.07
600 0.02 ~0.08
480 0.02 ~0.09

60 ~80 m/ min
E350 T SIVER Fz

Speed Rpm mm / tooth
11140 0.01 ~0.03
7430 0.01 ~0.04
5570 0.015 ~0.050
3710 0.015 ~ 0.060
2790 0.02 ~0.07
2230 0.02 ~0.08
1860 0.025 ~ 0.090
1390 0.025 ~ 0.090
1110 0.03 ~0.10

Ap = 0.025D =

Ae = 0.04D

1LAFERBES SR ERIE - Please use equipment and fixtures with high precision and high rigidity.
2 BHEE AW AIM 2 % A0 B2 AR e Please use the suitable cooling method and coolant for the workpiece.
ITIEERTEETHIE FASARBERSEREERN FERERAZ Gk TIRIBE.

It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.

4 RRIEABYHZHEREE BRI TIER B & 2 80 THIGS I IE AR E B R B TIEI 2 8 R
This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.

275

80 ~100 m / min

FEhEEE
Speed Rpm
14320
9550
7160
4770
3580
2860
2390
1790
1430

BIERS Fz
mm / tooth
0.01 ~0.03
0.01 ~0.04
0.015 ~0.050
0.015 ~ 0.060
0.02 ~0.07
0.02 ~ 0.08
0.025 ~ 0.090
0.025 ~ 0.090
0.03~0.10



NEO#%|-JAVNZ%|-SUSZRFI #£7]/ Bl & 7] YIHIFER

Solid Carbide End Mills-Cutting Condition Table

fBIEEIHEI Side Milling

HRHIME

Work Material

YIHIERE Ve

m/min

Ef£DC

o o O B~ W N

10
12
16
20

YRR

TR - B
S45C ~ FC
~20HRC

110 ~130 m/min

TagaE BIEGFz
Speed Rom  mm /tooth

19100  0.01~0.02
12730  0.01~0.03
9550 0.01~0.04
7640 0.02~0.05
6370 0.03~0.06
4770 0.04~0.08
3820 0.04~0.10
3180 0.05~0.12
2390 0.06 ~0.14
1910 0.06 ~0.16

FE1IH Slot Milling

RHIE

Work Material

EIHIREE Vo

m/min

Ef£DC

o o o B~ W N

10
12
16
20

IR

kR - R
S45C « FC
~20HRC

100 ~120 m/min

THEE SBIERFz
Speed Rpom  mm/tooth

17510  0.01~0.02
11670  0.01~0.03
8750 0.01~0.04
7000 0.02 ~0.05
5840 0.03~0.06
4380 0.04~0.08
3500 0.04~0.10
2920 0.05~0.12
2190 0.06~0.14
1750 0.06 ~0.16

&
SCM ~ SKT » SKD ~ SCr
~30HRC

100 ~ 120 m/min

Tk BIEGFz
Speed Rom  mm / tooth

17510 001~002
1670 001~003
8750  001~004
7000 0.02~005
5840 0.03~006
4380  0.04~008
3500  0.04~0.10
2920 005~0.12
2190 0.06~0.14
1750  0.06~0.16
Ap =1.5D
Ae=04D |

=
SCM » SKT * SKD + SCr
~30HRC

90~ 110 m/min

THIE SIERF:
Speed Rom  mm /tooth

15920 0.01~0.02
10610 0.01~0.03
7960 0.01~0.04
6370 0.02~0.05
5310 0.03~0.06
3980 0.04~0.08
3180 0.04~0.10
2650 0.05~0.12
1990 0.06 ~0.14
1590 0.06 ~0.16
Ap =1D

IEMEHEEERZERN Instruction for cutting conditions:
1AEABES SRR #E R F e Please use equipment and fixtures with high precision and high rigidity.
2 BHEBE A WA 2 5 A0 T B2 A0 e Please use the suitable cooling method and coolant for the workpiece.
ITIEERTREYHIE FASARBERTEREERN T ERERZEMRTIRBER.
It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
ARKNS AT HI S EEEE BRI TIER Fikig 8 28 THIE TR E SR BETHI S $R 7 o
This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.

k]
SCM » SKT + SKD
~45HRC
90 ~110m/min

THEE SIERF

Speed Rom  mm/tooth

15920 0.01~0.02

10610 0.01 ~0.02

7960 0.01~0.03
6370  0.015~0.040

5310 0.02~0.05

3980 0.03 ~0.06

3180 0.04 ~0.08
2650  0.045~0.100

1990 0.05~0.12

1590 0.05~0.14

k]
SCM  SKT + SKD
~45HRC
70 ~90 m/min
THEER BIEGFz
Speed Rpm  mm /tooth
12730 0.01~0.02
8490 0.01 ~0.02
6370 0.01~0.03
5090  0.015~0.040
4240 0.02~0.05
3180 0.03 ~0.06
2550 0.04 ~0.08
2120  0.045~0.100
1590 0.05~0.12
1270 0.05~0.14
2]
Lae|

276

T

SUS3 + SUS4

60 ~80m/min

TagaxE BIEGFz
Speed Rom  mm /tooth

11940  0.01~0.02
7960 0.01~0.02
5970 0.01~0.03
4770 0.015~0.040
3980 0.02~0.05
2980  0.025~0.060
2390 0.03~0.07
1990  0.035~0.080
1490 0.04~0.10
1190 0.04~0.12

TR
SUS3 + SUS4

50 ~70 m/min

THEE SBIERF:
Speed Rpom  mm /tooth

9550 0.01~0.02
6370 0.01~0.02
4770 0.01~0.03
3820  0.015~0.040
3180 0.02~0.05
2390  0.025~0.060
1910 0.03~0.07
1590  0.035~0.080
1190 0.04~0.10
950 0.04~0.12

Heg

Ti-6AI-4V

50 ~70 m/min

TEiiEg BIERFz
Speed Rom  mm / tooth

10350  0.01~002
6900  0.01~002
5170 001~003
4140 0015~0.040
3450  0.02~005
2500  0.025~0.060
2070 003~007
1720 0.035~0.080
1290 0.04~0.10
1030 0.04~0.12
Ap = 15D

Ae<02D | &

A
kA&

Ti-6AI-4V

40 ~60 m/min

THEE SIERF:
Speed Rom  mm /tooth

7960  0.01~002
5310 0.01~002
3980  0.01~003
3180  0.015~0.040
2650  002~005
1990 0.025~0.060
1500  0.03~007
1330 0.035~0.080
90  004~0.10
800  004~0.12

Ap < 0.25D

HEEE
Inconel 718

25~35m/min

TEEnE BIER Fz
Speed Rpom  mm /tooth

4770 0.005~0.010
3180  0.010~0.015
2390 0.01~0.02
1910  0.015~0.030
1590 0.02~0.04
1190 0.02~0.05
950 0.03~0.06
800 0.03~0.07
600 0.04~0.08
480 0.04~0.09

HESE
Inconel 718

20 ~30m/min

TEEnE BIERFz
Speed Rpm  mm /tooth

3980  0.005~0.010
2650  0.010~0.015
1990 0.01~0.02
1590  0.015~0.030
1330 0.02~0.04
990 0.02 ~0.05
800 0.03~0.06
660 0.03~0.07
500 0.04~0.08
400 0.04~0.09

al
(<

e |
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Solid Carbide End Mills-Cutting Condition Table

fIEEIEI Side Milling

HHHIE WS E M IFIBAEE S
Work Material CFRP GFRP

tHIEE Ve

m/ min

i

Ef€ DC

o o U~ WD

10
12

tEI R

$87L Drilling

100 ~ 150 m / min

Bl

Speed Rpm

19890
13260
9950
7960
6630
4970
3980
3320

IR Fz
mm / tooth

0.01 ~0.03
0.01 ~0.03
0.015~0.045
0.015 ~ 0.045
0.02 ~0.05
0.02 ~0.05
0.025 ~ 0.060
0.025 ~ 0.060

Ap = 1D
Ae = 0.4D

113
Speed Rpm

11140
7430
5570
4460
3710
2790
2230
1860

g

Ae

60 ~80 m/ min

IR Fz
mm / tooth

0.005~0.015
0.005 ~0.015
0.010 ~0.025
0.010 ~ 0.025
0.015~0.035
0.015 ~0.035
0.02 ~0.04
0.02 ~0.04

HHHIME RS E M IFIBEEE S
Work Material CFRP GFRP

tIHIERE Ve

m / min

100 ~ 130 m / min

Ll
Speed Rpm
18300
12200
9150
7320
6100
4580
3660
3050

PIEHE4EERZER] Instruction for cutting conditions:
1LAFERBES SR ERIE - Please use equipment and fixtures with high precision and high rigidity.
2 BHEE AW AIM 2 % A0 B2 AR e Please use the suitable cooling method and coolant for the workpiece.
ITIEERTEETHIE FASARBERSEREERN FERERAZ Gk TIRIBE.
It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
4 RRIEABYHZHEREE BRI TIER B & 2 80 THIGS I IE AR E B R B TIEI 2 8 R
This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.

BIERS Fz
mm / tooth
0.01 ~0.03
0.01 ~0.03
0.015~0.045
0.015 ~ 0.045
0.02 ~0.05
0.02 ~0.05
0.025 ~ 0.060
0.025 ~ 0.060

277

60 ~80 m/min
113t BIJiERS Fz
Speed Rpm mm / tooth

11140 0.005 ~0.015
7430 0.005 ~0.015
5570 0.010 ~ 0.025
4460 0.010 ~ 0.025
3710 0.015~0.035
2790 0.015 ~ 0.035
2230 0.02 ~0.04
1860 0.02 ~0.04
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Solid Carbide End Mills-Cutting Condition Table

fIEEIEI Side Milling

HEHIME iREE ImaER Y i)
Work Material A6061 ~ A7075 AC ~ ACD Copper

tﬂi?’:]}i)iﬁnw 100 ~ 300 m / min 100 ~ 250 m / min 100 ~ 120 m / min
1% DC sl S BIER Fz sl B Fz Eo b BIER Fz
Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth
2 31830 0.01 ~0.04 27850 0.010 ~0.015 17510 0.010 ~0.015
& 21220 0.01 ~0.05 18570 0.01 ~0.02 11670 0.01 ~0.02
4 15920 0.02 ~0.06 13930 0.010 ~ 0.025 8750 0.010 ~0.025
5 12730 0.03 ~0.07 11140 0.015 ~ 0.030 7000 0.015 ~0.030
6 10610 0.04 ~0.08 9280 0.02 ~0.04 5840 0.02 ~0.04
8 7960 0.05~0.10 6960 0.03 ~0.06 4380 0.03 ~0.06
10 6370 0.06 ~0.12 5570 0.03 ~0.08 3500 0.03 ~0.08
12 5310 0.08 ~0.14 4640 0.04 ~0.10 2920 0.04 ~0.10
16 3980 0.10~0.16 3480 0.05~0.11 2190 0.05~0.11
20 3180 0.12~0.20 2790 0.05~0.12 1750 0.05~0.12
= 2
A N [’kg

B Slot Milling

tRHIME e SREEHRY Eill
Work Material A6061 + A7075 AC ~ ACD Copper

t}JiéiIJiig Ve 100 ~ 250 m / min 100 ~ 200 m / min 100 ~ 120 m / min
m / min
B DC EohEE R B Fz EohEE R IS Fz FahEEE B Fz
Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth

2 27850 0.01 ~0.04 23870 0.010 ~0.015 17510 0.010 ~0.015
3 18570 0.01 ~0.05 15920 0.01 ~0.02 11670 0.01 ~0.02
4 13930 0.02 ~0.06 11940 0.010 ~ 0.025 8750 0.010 ~ 0.025
5 11140 0.083 ~0.07 9550 0.015 ~ 0.030 7000 0.015 ~ 0.030
6 9280 0.04 ~0.08 7960 0.02 ~0.04 5840 0.02 ~ 0.04
8 6960 0.05~0.10 5970 0.03 ~ 0.06 4380 0.03 ~ 0.06
10 5570 0.06 ~0.12 4770 0.03 ~0.08 3500 0.03 ~0.08
12 4640 0.08 ~0.14 3980 0.04 ~0.10 2920 0.04 ~0.10
16 3480 0.10 ~0.16 2980 0.05~0.11 2190 0.05~0.11
20 2790 0.12~0.20 2390 0.05~0.12 1750 0.05 ~0.12

IEI R Ap =1D L&\%

PIEIE4EERZERN Instruction for cutting conditions:

1LAFERBES SR ERIE- Please use equipment and fixtures with high precision and high rigidity.

2 BEE A WAIM 2 A0 5 T B2 Al e Please use the suitable cooling method and coolant for the workpiece.

ITIEERTEETHIE FASARBERSEREERN FERERAZ Gk TIRBE.

It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.

4 RRIEATHZHEREE BEINTIER B A 2 #8M THI I IE AR EE R BETIHI 2 8 R

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.
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Solid Carbide End Mills-Cutting Condition Table

fIEEIEI Side Milling

e oS
g
Work Material s
~20 HRC
WHIER Ve 110 ~ 130 m/min
m/ min
. EEhEE R IS Fz
BfEDC Speed Rpm mm / tooth
2 19100 0.010~0.015
3 12730 0.01 ~0.02
4 9550 0.010 ~0.025
5 7640 0.015~0.030
6 6370 0.02 ~0.04
8 4770 0.03 ~0.06
10 3820 0.03 ~0.08
12 3180 0.04 ~0.10
16 2390 0.05~0.12
20 1910 0.05~0.14
IEHEE

LA Slot Milling

I e
Work Material 845C - FC
~20 HRC
DRI Vo 100 ~ 120 m / min
ampe | THEE  mTER R
Speed Rpm mm / tooth
2 17510 0.010~0.015
3 1670 0.01~0.02
4 8750  0.010~0025
5 7000  0.015~0.030
6 5840 0.02~0.04
8 4380 0.03~0.06
10 3500 0.03~0.08
12 2920 0.04 ~0.10
16 2190 0.05 ~0.12
20 1750 0.05~0.14
I EIES

PIEHE4EERZER] Instruction for cutting conditions:
1LAFERBES SR ERIE - Please use equipment and fixtures with high precision and high rigidity.
2 BHEE AW AIM 2 % A0 B2 AR e Please use the suitable cooling method and coolant for the workpiece.
ITIEERTEETHIE FASARBERSEREERN FERERAZ Gk TIRIBE.
It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
4 RRIEABYHZHEREE BRI TIER B & 2 80 THIGS I IE AR E B R B TIEI 2 8 R
This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.

A&
SCM ~ SKT * SKD -+ SCr
~30 HRC
100 ~ 120 m / min
IHBE  EOER Fz
Speed Rpm mm / tooth
17510 0.010~0.015
11670 0.01 ~0.02
8750 0.010 ~0.025
7000 0.015 ~0.030
5840 0.02 ~0.04
4380 0.03 ~0.06
3500 0.03 ~0.08
2920 0.04 ~0.10
2190 0.05~0.12
1750 0.05~0.14
Ap = 1.5D
Ae = 04D

&4
SCM » SKT * SKD + SCr
~30 HRC
90 ~110 m/ min

TEEEE  BIER Fz

Speed Rpm mm / tooth
15920 0.010~0.015
10610 0.01 ~0.02
7960 0.010 ~0.025
6370 0.015 ~0.030
5310 0.02 ~0.04
3980 0.03 ~0.06
3180 0.03 ~0.08
2650 0.04 ~0.10
1990 0.05~0.12
1590 0.05~0.14
Ap = 1D

279

A&
SCM ~ SKT ~ SKD
~45 HRC
90 ~ 110 m / min

FeisgE  BIER Fz

Speed Rpm mm / tooth
15920 0.005 ~0.010
10610 0.010~0.015

7960 0.01 ~0.02
6370 0.010 ~0.025

5310 0.02 ~0.04

3980 0.02 ~0.05
3180 0.025 ~ 0.060
2650 0.025 ~0.070

1990 0.03 ~0.08

1590 0.03~0.10

Py

<
[
Ae

&
SCM ~ SKT » SKD
~45 HRC
70 ~90 m/min

i BIJHESRS Fz

Speed Rpm mm / tooth
12730 0.005 ~0.010
8490 0.010 ~0.015

6370 0.01 ~0.02
5090 0.010 ~ 0.025

4240 0.02 ~0.04

3180 0.02 ~0.05
2550 0.025 ~ 0.060
2120 0.025 ~ 0.07

1590 0.03 ~0.08

1270 0.03~0.10

5

SUS3 * SUS4

60 ~80 m/min
FehigE SIS Fz
Speed Rpm mm / tooth
11940 0.005 ~0.010
7960 0.010 ~0.015
5970 0.01 ~0.02
4770 0.015 ~0.025
3980 0.02 ~0.04
2980 0.02 ~0.05
2390 0.03 ~0.06
1990 0.03 ~0.07
1490 0.04 ~0.08
1190 0.04 ~0.09

A5t

SUS3 + SUS4

50 ~70 m/min
IHEE BT P2
Speed Rom  mm/tooth
9550 0.005 ~0.010
6370 0.010 ~0.015
4770 0.01 ~0.02
3820 0.015 ~ 0.025
3180 0.02 ~0.04
2390 0.02 ~0.05
1910 0.03 ~0.06
1590 0.03 ~0.07
1190 0.04 ~0.08
950 0.04 ~0.09
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Solid Carbide End Mills-Cutting Condition Table

fIEEIEI Side Milling

A kR - $55 A& A& 5
Work Material S45C ~ FC SCM ~ SKT * SKD -+ SCr SCM - SKT ~ SKD SUS3 + SUS4
~20 HRC ~30 HRC ~45 HRC
tﬂiﬂi}iﬁnVC 60 ~80 m/min 50 ~70 m/min 40 ~60 m/min 50 ~70 m/min
B DC FEhEEE SR Fz | FEEEE  EBY#ERFz | TEEEE 0 SYERFz | FEEE  SIER Rz
Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth
2 11140 0.01 ~0.02 9550 0.01 ~0.02 7960 0.01 ~0.02 9550 0.01 ~0.02
3 7430 0.01 ~0.02 6370 0.01 ~0.02 5310 0.01 ~0.02 6370 0.01 ~0.02
4 5570 0.01 ~0.02 4770 0.01 ~0.02 3980 0.01 ~0.02 4770 0.01 ~0.02
5 4460 0.01 ~0.03 3820 0.01 ~0.03 3180 0.01 ~0.03 3820 0.01 ~0.03
6 3710 0.01~0.03 3180 0.01~0.03 2650 0.01~0.03 3180 0.01 ~0.03
8 2790 0.02 ~0.04 2390 0.02 ~0.04 1990 0.015~0.035 2390 0.015 ~0.035
10 2230 0.02 ~0.05 1910 0.02 ~0.05 1590 0.015~0.040 1910 0.015 ~0.040
12 1860 0.03 ~0.06 1590 0.03 ~0.06 1330 0.020 ~ 0.045 1590 0.020 ~ 0.045
16 1390 0.03 ~0.07 1190 0.03 ~0.07 990 0.02 ~0.05 1190 0.02 ~0.05
20 1110 0.04 ~0.08 950 0.04 ~0.08 800 0.025 ~ 0.060 950 0.025 ~ 0.060
= £
BITIIET N

LA Slot Milling

Wz}fl;ﬁll{::fr ial S45C ~ FC SCM ~ SKT  SKD ~ SCr SCM ~ SKT » SKD SUS3 + SUS4
~20HRC ~30 HRC ~45 HRC
tﬂi?:{i)iﬁnvc 50 ~70 m/min 40 ~60 m/min 30 ~50 m/min 40 ~60 m/min
54 DC TEEEE B Fz | FEEE 2 SY#EGFz | IEEER 0 S#GFz | TEEE  SIERFz
Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth
2 9550 0.01~0.02 7960 0.01~0.02 6370 0.01~0.02 7960 0.01 ~0.02
3 6370 0.01 ~0.02 5310 0.01 ~0.02 4240 0.01 ~0.02 5310 0.01 ~0.02
4 4770 0.01~0.02 3980 0.01~0.02 3180 0.01~0.02 3980 0.01 ~0.02
5 3820 0.01~0.03 3180 0.01 ~0.03 2550 0.01 ~0.03 3180 0.01 ~0.03
6 3180 0.01~0.03 2650 0.01~0.03 2120 0.01~0.03 2650 0.01 ~0.03
8 2390 0.02 ~0.04 1990 0.02 ~0.04 1590 0.015 ~ 0.035 1990 0.015 ~ 0.035
10 1910 0.02~0.05 1590 0.02 ~0.05 1270 0.015 ~ 0.040 1590 0.015 ~0.040
12 1590 0.03 ~0.06 1330 0.03 ~0.06 1060 0.020 ~ 0.045 1330 0.020 ~ 0.045
16 1190 0.03~0.07 990 0.03 ~0.07 800 0.02 ~0.05 990 0.02 ~0.05
20 950 0.04 ~0.08 800 0.04 ~0.08 640 0.025 ~ 0.060 800 0.025 ~ 0.060
Pl Eae Ap=05D | | &f‘l Ap =0.1D \&\% Ap = 0.5D L&f

PIEIE4EERZERN Instruction for cutting conditions:

1LAFERBES SR ERIE- Please use equipment and fixtures with high precision and high rigidity.

2 BEE A WAIM 2 A0 5 T B2 Al e Please use the suitable cooling method and coolant for the workpiece.
ITEEETIRBTHIED RS2 REERTEREER FERERZIEMTIEBR

It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
4 RRIEATHZHEREE BEINTIER B A 2 #8M THI I IE AR EE R BETIHI 2 8 R

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.
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Solid Carbide End Mills-Cutting Condition Table

fIEEIEI Side Milling

A k= - $55 A& A& 5
Work Material S45C ~ FC SCM ~ SKT * SKD -+ SCr SCM - SKT ~ SKD SUS3 + SUS4
~20 HRC ~30 HRC ~45 HRC
tﬂiﬂi)iﬁnVC 100 ~ 120 m / min 90 ~ 110 m/min 80 ~ 100 m/ min 60 ~80 m/min
B DC FEhEEE SR Fz | FEEEE  EBY#ERFz | TEEEE SYERFz | FEEE SR Fz
Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth
2 17510 0.01 ~0.02 15920 0.01 ~0.02 14320 0.01 ~0.02 11140 0.01 ~0.02
3 11670 0.01 ~0.02 10610 0.01 ~0.02 9550 0.01 ~0.02 7430 0.01 ~0.02
4 8750 0.01~0.02 7960 0.01 ~0.02 7160 0.01 ~0.02 5570 0.01 ~0.02
5 7000 0.01 ~0.03 6370 0.01 ~0.03 5730 0.01 ~0.03 4460 0.01 ~0.03
6 5840 0.01 ~0.04 5310 0.01 ~0.04 4770 0.01 ~0.04 3710 0.01 ~0.04
8 4380 0.02 ~0.05 3980 0.02 ~0.05 3580 0.02 ~0.04 2790 0.02 ~0.04
10 3500 0.03 ~0.06 3180 0.03 ~0.06 2860 0.025 ~ 0.050 2230 0.025 ~ 0.050
12 2920 0.04 ~0.08 2650 0.04 ~0.08 2390 0.03 ~0.06 1860 0.03 ~0.06
16 2190 0.05~0.10 1990 0.05~0.10 1790 0.04 ~0.08 1390 0.04 ~0.08
20 1750 0.05~0.12 1590 0.05~0.12 1430 0.04 ~0.10 1110 0.04 ~0.10
= £
w31

LA Slot Milling

wfffﬂjﬁ ial S45C ~ FC SCM ~ SKT  SKD ~ SCr SCM ~ SKT + SKD SUS3 + SUS4
~20 HRC ~30 HRC ~45 HRC
tﬂi?:{i)iﬁnVC 90 ~110 m/ min 80 ~ 100 m/min 65 ~85m/min 50 ~70 m/min
54 DC TEEEE 2B Fz | FEEE 2 SY#EGFz | IEEER S#GFz | TEEE  SIEKRFz
Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth
2 15920 0.01~0.02 14320 0.01~0.02 11140 0.01~0.02 9550 0.01 ~0.02
3 10610 0.01 ~0.02 9550 0.01 ~0.02 7430 0.01 ~0.02 6370 0.01 ~0.02
4 7960 0.01~0.02 7160 0.01~0.02 5570 0.01~0.02 4770 0.01 ~0.02
5 6370 0.01~0.03 5730 0.01 ~0.03 4460 0.01 ~0.03 3820 0.01 ~0.03
6 5310 0.01~0.04 4770 0.01~0.04 3710 0.01 ~0.04 3180 0.01 ~0.04
8 3980 0.02 ~0.05 3580 0.02 ~0.05 2790 0.02 ~0.04 2390 0.02 ~ 0.04
10 3180 0.03~0.06 2860 0.03 ~0.06 2230 0.025 ~ 0.050 1910 0.025 ~ 0.050
12 2650 0.04 ~0.08 2390 0.04 ~0.08 1860 0.03 ~0.06 1590 0.03 ~ 0.06
16 1990 0.05~0.10 1790 0.05~0.10 1390 0.04 ~0.08 1190 0.04 ~0.08
20 1590 0.05~0.12 1430 0.05~0.12 1110 0.04 ~0.10 950 0.04 ~0.10
A Ap=1D |

PIEHE4EERZER] Instruction for cutting conditions:

1LAFERBES SR ERIE - Please use equipment and fixtures with high precision and high rigidity.

2 BHEE AW AIM 2 % A0 B2 AR e Please use the suitable cooling method and coolant for the workpiece.
ITIEERTEETHIE FASARBERSEREERN FERERAZ Gk TIRIBE.

It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.

AR RBYH S HEEE BRI TIER AR 281 THRE ISR E R BRI HI S 8 o

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.
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Solid Carbide End Mills-Cutting Condition Table

N HksReE - 25 &l &l
Work Material S45C ~ FC SCM ~ SKT ~ SKD + SCr SCM ~ SKT » SKD
~20 HRC ~30 HRC ~45 HRC
mﬂ%ﬁn\/c 70 ~90 m /min 60 ~80 m / min 50 ~70 m /min
/& DC @R FEhEEE BIJERS Fz FEhEEE FIELRS Fz FEhEEE BIERS Fz
Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth
1 0.5R 25460 0.005~0.010 22280 0.005~0.010 19100 0.005 ~0.010
2 1R 12730 0.010~0.015 11140 0.010~0.015 9550 0.005 ~0.010
3 1.5R 8490 0.01 ~0.02 7430 0.01 ~0.02 6370 0.010 ~0.015
4 2R 6370 0.010 ~0.025 5570 0.010 ~0.025 4770 0.01 ~0.02
5 2.5R 5090 0.015~0.030 4460 0.015~0.030 3820 0.010 ~0.025
6 3R 4240 0.02 ~0.04 3710 0.02 ~0.04 3180 0.02 ~0.04
8 4R 3180 0.03 ~0.06 2790 0.03 ~0.06 2390 0.02 ~0.05
10 5R 2550 0.03 ~0.08 2230 0.03 ~0.08 1910 0.025 ~ 0.060
12 6R 2120 0.04 ~0.10 1860 0.04 ~0.10 1590 0.025 ~0.070
16 8R 1590 0.05~0.12 1390 0.05~0.12 1190 0.03 ~0.08
20 10R 1270 0.05~0.14 1110 0.05~0.14 950 0.03~0.10
< =
SIIET Aher Il
Work Material SUS3 ~ SUS4 Ti- 6Al - 4V Inconel 718
wﬂ%ﬁn\/" 40 ~60 m / min 30 ~50 m /min 15 ~25m/min
smpc  wgR | THEE  SUERF | THEE  SDERF | FEEE STERR
Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth
1 0.5R 15920 0.005 ~0.010 12730 0.005 ~0.010 6370 0.005 ~0.010
2 1R 7960 0.005 ~0.010 6370 0.005 ~0.010 3180 0.005 ~0.010
3 1.5R 5310 0.010~0.015 4240 0.010~0.015 2120 0.010 ~0.015
4 2R 3980 0.01 ~0.02 3180 0.01 ~0.02 1590 0.01 ~0.02
5 2.5R 3180 0.015~0.025 2550 0.015~0.025 1270 0.015 ~0.025
6 3R 2650 0.02 ~0.04 2120 0.02 ~0.04 1060 0.02 ~0.04
8 4R 1990 0.02 ~0.05 1590 0.02 ~0.05 800 0.02 ~0.05
10 5R 1590 0.03 ~0.06 1270 0.03 ~0.06 640 0.03 ~0.06
12 6R 1330 0.03 ~0.07 1060 0.03 ~0.07 530 0.03 ~0.07
16 8R 990 0.04 ~0.08 800 0.04 ~0.08 400 0.04 ~0.08
20 10R 800 0.04 ~0.09 640 0.04 ~0.09 320 0.04 ~0.09
= 12
IR Doty L]

PIEIE4EERZERN Instruction for cutting conditions:
1LAFERBES SR ERIE- Please use equipment and fixtures with high precision and high rigidity.
2 BEE A WAIM 2 A0 5 T B2 Al e Please use the suitable cooling method and coolant for the workpiece.
ITIEERTEETHIE FASARBERSEREERN FERERAZ Gk TIRBE.

It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
4 RRIEATHZHEREE BEINTIER B A 2 #8M THI I IE AR EE R BETIHI 2 8 R
This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.

282



i &% 7] IEIRGER

Solid Carbide End Mills-Cutting Condition Table

fIEEIEI Side Milling

HEHIME

Work Material

5
SUS3 * SUS4

EIHIERE Ve

m/ min

B¥DC

o 0o~ W N

10
12
16
20

tIHIfE#E

kR - $55
S45C ~ FC
~20 HRC
60 ~80 m/min
INBE SR Fz
Speed Rpm mm / tooth
11140 0.010 ~0.015
7430 0.01 ~0.02
5570 0.010 ~0.025
4460 0.015 ~0.030
3710 0.02 ~0.04
2790 0.03 ~0.06
2230 0.03 ~0.08
1860 0.04 ~0.10
1390 0.05~0.12
1110 0.05~0.14

LA Slot Milling

REIME

Work Material

A& A&
SCM ~ SKT ~ SKD ~ SCr SCM ~ SKT ~ SKD
~30 HRC ~45 HRC
50 ~70 m/min 40 ~60 m/min
FepEEE  SYERFz | FEEEE BB Fz
Speed Rpm mm / tooth Speed Rpm mm / tooth
9550 0.010~0.015 7960 0.005 ~0.010
6370 0.01 ~0.02 5310 0.010~0.015
4770 0.010 ~0.025 3980 0.01 ~0.02
3820 0.015 ~0.030 3180 0.010 ~0.025
3180 0.02 ~0.04 2650 0.02 ~0.04
2390 0.03 ~0.06 1990 0.02 ~0.05
1910 0.03 ~0.08 1590 0.025 ~ 0.060
1590 0.04 ~0.10 1330 0.025 ~0.070
1190 0.05~0.12 990 0.03 ~0.08
950 0.05~0.14 800 0.03~0.10
Ap=15D ||
Ae =0.15D | &

50 ~70 m/min
FehigE  BIERE Fz
Speed Rpm mm / tooth
9550 0.005 ~0.010
6370 0.010 ~0.015
4770 0.01 ~0.02
3820 0.015 ~0.025
3180 0.02 ~0.04
2390 0.02 ~0.05
1910 0.03 ~0.06
1590 0.03 ~0.07
1190 0.04 ~0.08
950 0.04 ~0.09

A5t
SUS3 ~ SUS4

HEE Ve
m/ min

tIHIfRE

e
S45C -~ FC
~20 HRC
50 ~70 m/min
T BIJHERS Fz
Speed Rpm mm / tooth
9550 0.010 ~0.015
6370 0.01 ~0.02
4770 0.010 ~ 0.025
3820 0.015 ~0.030
3180 0.02 ~0.04
2390 0.03 ~0.06
1910 0.03 ~0.08
1590 0.04 ~0.10
1190 0.05~0.12
950 0.05~0.14

PIEHE4EERZER] Instruction for cutting conditions:
1LAFERBES SR ERIE - Please use equipment and fixtures with high precision and high rigidity.
2 BHEE AW AIM 2 % A0 B2 AR e Please use the suitable cooling method and coolant for the workpiece.
ITIEERTEETHIE FASARBERSEREERN FERERAZ Gk TIRIBE.
It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
4 RRIEABYHZHEREE BRI TIER B & 2 80 THIGS I IE AR E B R B TIEI 2 8 R
This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.

&4
SCM » SKT * SKD -+ SCr
~30 HRC
40 ~60 m/min

TEEGE  BIERE Fz

Speed Rpm mm / tooth
7960 0.010~0.015

5310 0.01 ~0.02
3980 0.010 ~0.025
3180 0.015 ~0.030

2650 0.02 ~0.04

1990 0.03 ~0.06

1590 0.03~0.08

1330 0.04 ~0.10

990 0.05~0.12

800 0.05~0.14
Ap = 1D

283

&
SCM ~ SKT » SKD
~45 HRC
30 ~50 m/min

FahEEER BIJHELRS Fz

Speed Rpm mm / tooth
6370 0.005 ~0.010
4240 0.010 ~0.015

3180 0.01 ~0.02
2550 0.010 ~ 0.025

2120 0.02 ~0.04

1590 0.02 ~0.05
1270 0.025 ~ 0.060
1060 0.025 ~ 0.07

800 0.03 ~0.08

640 0.03~0.10

40 ~60 m/min
TEEHE  BIER Fz
Speed Rom  mm/tooth
7960 0.005 ~0.010
5310 0.010 ~0.015
3980 0.01 ~0.02
3180 0.015 ~ 0.025
2650 0.02 ~0.04
1990 0.02 ~0.05
1590 0.03 ~0.06
1330 0.03 ~0.07
990 0.04 ~0.08
800 0.04 ~0.09



15 50 Bt 7] GROR &) TIHIMR =

Solid Carbide End Mills-Cutting Condition Table

fIEEIEI Side Milling

5

SUS3 * SUS4

A hxsRil - 158
g
Work Material s
~20 HRC
HEE Vo 100 ~ 130 m / min
m/ min
e TEEEE  BIERS Fz
BfEDC Speed Rpm mm / tooth
2 18300 0.010 ~0.015
8 12200 0.01 ~0.02
4 9150 0.010 ~0.025
5 7320 0.015 ~0.030
6 6100 0.02 ~0.04
8 4580 0.03 ~0.06
10 3660 0.03 ~0.08
12 3050 0.04 ~0.10
16 2290 0.05~0.12
20 1830 0.05~0.14
IR

LA Slot Milling

S ke - 1R
Work Material S
~20 HRC
DRI Vo 100 ~ 120 m /min
smpc | EHEE ST F2
Speed Rpm mm / tooth
2 17510 0.010 ~0.015
3 11670 0.01 ~0.02
4 8750 0.010 ~0.025
5 7000 0.015 ~0.030
6 5840 0.02 ~0.04
8 4380 0.03 ~0.06
10 3500 0.03 ~0.08
12 2920 0.04 ~0.10
16 2190 0.05~0.12
20 1750 0.05~0.14
)l ESES

PIEIE4EERZERN Instruction for cutting conditions:
1LAFERBES SR ERIE- Please use equipment and fixtures with high precision and high rigidity.
2 BEE A WAIM 2 A0 5 T B2 Al e Please use the suitable cooling method and coolant for the workpiece.
ITIEERTEETHIE FASARBERSEREERN FERERAZ Gk TIRBE.
It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
4 RRIEATHZHEREE BEINTIER B A 2 #8M THI I IE AR EE R BETIHI 2 8 R
This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.

A& A&
SCM ~ SKT ~ SKD ~ SCr SCM ~ SKT ~ SKD
~30 HRC ~45 HRC
90 ~120 m / min 90 ~ 110 m / min
FepEEE  SYERFz | FEEEE BIER Fz
Speed Rpm mm / tooth Speed Rpm mm / tooth
16710 0.010~0.015 15920 0.005 ~0.010
11140 0.01 ~0.02 10610 0.010~0.015
8360 0.010 ~0.025 7960 0.01 ~0.02
6680 0.015 ~0.030 6370 0.010 ~0.025
5570 0.02 ~0.04 5310 0.02 ~0.04
4180 0.03 ~0.06 3980 0.02 ~0.05
3340 0.03 ~0.08 3180 0.025 ~ 0.060
2790 0.04 ~0.10 2650 0.025 ~0.070
2090 0.05~0.12 1990 0.03 ~0.08
1670 0.05~0.14 1590 0.03~0.10
Ap = 15D
Ae 04D |

a&
SCM » SKT * SKD -+ SCr
~30 HRC
90 ~110 m/min

TEEEE  BIER Fz

Speed Rpm mm / tooth
15920 0.010~0.015
10610 0.01 ~0.02
7960 0.010 ~0.025
6370 0.015 ~0.030

5310 0.02 ~0.04

3980 0.03 ~0.06

3180 0.03 ~0.08

2650 0.04 ~0.10

1990 0.05~0.12

1590 0.05~0.14
Ap = 1D

284

a&
SCM ~ SKT » SKD
~45 HRC
70 ~90 m/min

i BIJHELRS Fz

Speed Rom  mm/tooth
12730 0.005 ~0.010
8490 0.010 ~0.015

6370 0.01 ~0.02
5090 0.010 ~ 0.025

4240 0.02 ~0.04

3180 0.02 ~0.05
2550 0.025 ~ 0.060
2120 0.025 ~ 0.07

1590 0.03 ~0.08

1270 0.03~0.10

e ]

60 ~80 m/min
FehigE  BIERE Fz
Speed Rpm mm / tooth
11940 0.005 ~0.010
7960 0.010 ~0.015
5970 0.01 ~0.02
4770 0.015 ~0.025
3980 0.02 ~0.04
2980 0.02 ~0.05
2390 0.03 ~0.06
1990 0.03 ~0.07
1490 0.04 ~0.08
1190 0.04 ~0.09

A5t

SUS3 ~ SUS4

50 ~70 m/min
TEEHE  BIER Fz
Speed Rom  mm/tooth
9550 0.005 ~0.010
6370 0.010 ~0.015
4770 0.01 ~0.02
3820 0.015 ~ 0.025
3180 0.02 ~0.04
2390 0.02 ~0.05
1910 0.03 ~0.06
1590 0.03 ~0.07
1190 0.04 ~0.08
950 0.04 ~0.09



i EE 7] (VR I HRHAFR

Solid Carbide End Mills-Cutting Condition Table

xRl - i85 &4 &
tHHEIME
: S45C ~ FC SCM ~ SKT ~ SKD ~ SCr SCM ~ SKT * SKD
Work Material
~20 HRC ~30 HRC ~45HRC
= HIHIEE Ve BIJERS Fz IHRE Ve BIERS Fz IHEIRE Ve BIESRE Fz
B DC : : :
m/ min mm / tooth m / min mm / tooth m / min mm / tooth
0.2 10~ 15 0.002 ~ 0.003 10~ 15 0.002 ~0.003 10~ 15 0.002 ~0.003
0.3 15~20 0.002 ~ 0.004 15~20 0.002 ~ 0.004 15~20 0.002 ~ 0.004
0.4 20~25 0.002 ~ 0.005 20~25 0.002 ~ 0.005 20~25 0.002 ~ 0.005
0.5 25~30 0.002 ~ 0.006 25~30 0.002 ~ 0.006 25~30 0.002 ~ 0.006
0.6 30~35 0.003 ~ 0.007 30 ~35 0.003 ~ 0.007 30 ~ 35 0.003 ~ 0.007
0.7 35~40 0.003 ~0.008 35~40 0.003 ~0.008 35~40 0.003 ~0.008
0.8 40 ~ 45 0.004 ~ 0.009 40 ~ 45 0.004 ~0.009 40 ~ 45 0.004 ~ 0.009
0.9 45 ~50 0.004 ~0.010 45 ~50 0.004 ~0.010 45 ~50 0.004 ~0.010
IR Ap=003D | 5

ISk AL EE 7] (VERD) PIER AR

Solid Carbide End Mills-Cutting Condition Table

e a8 a2
S45C ~ FC SCM ~ SKT » SKD ~ SCr SCM ~ SKT » SKD
~20HRC ~30 HRC ~45 HRC

HRHEIME

Work Material

B1% DC R YIHIERE Ve BINERS Fz YIHIERE Ve BINELS Fz YIHIEE Ve BIELS Fz
m/min mm / tooth m/min mm / tooth m/min mm / tooth
0.2 0.1R 10~ 15 0.005 ~ 0.015 10~ 15 0.005 ~ 0.015 10~15 0.005 ~0.015
0.3 0.15R 15~20 0.005 ~ 0.020 15~20 0.005 ~ 0.020 15~20 0.005 ~ 0.020
0.4 0.2R 20~25 0.005 ~ 0.025 20~25 0.005 ~ 0.025 20~25 0.005 ~ 0.025
0.5 0.25R 25~30 0.01~0.03 25~30 0.01~0.03 25~30 0.01~0.03
0.6 0.3R 30~35 0.010 ~ 0.035 30~35 0.010 ~ 0.035 30~35 0.010 ~ 0.035
0.7 0.35R 35~40 0.01~0.03 35~40 0.01~0.03 35~40 0.01~0.03
0.8 0.4R 40 ~ 45 0.015 ~ 0.040 40 ~ 45 0.015 ~ 0.040 40 ~ 45 0.015 ~ 0.040
0.9 0.45R 45 ~50 0.015 ~ 0.050 45~50 0.015 ~ 0.050 45~50 0.015 ~0.050
= 12
IR o [ ]

PIEHE4EERZER] Instruction for cutting conditions:

1LAFERBES SR ERIE - Please use equipment and fixtures with high precision and high rigidity.

2 BHEE AW AIM 2 % A0 B2 AR e Please use the suitable cooling method and coolant for the workpiece.
ITEEETIRBTHIED RS2 RREERTEREER FERERZIEMTIEBR

It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
4 RRIEABYHZHEREE BRI TIER B & 2 80 THIGS I IE AR E B R B TIEI 2 8 R

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.
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Solid Carbide End Mills-Cutting Condition Table

fIEEIEI Side Milling

HEHIME iREE ImEER Y i)
Work Material A6061 ~ A7075 AC ~ ACD Copper

tﬂi?:{i)zrlﬁnVc 150 ~ 200 m / min 130 ~ 180 m / min 100 ~ 150 m / min
NE DG EHEE  BMEEF | EWEE SUEKF | THE SIEKR
Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth
2 27850 0.010 ~0.015 24670 0.010 ~0.015 19890 0.010 ~0.015
3 18570 0.01 ~0.02 16450 0.01 ~0.02 13260 0.01 ~0.02
4 13930 0.010 ~ 0.025 12330 0.010 ~ 0.025 9950 0.010 ~ 0.025
5 11140 0.015 ~ 0.030 9870 0.015 ~ 0.030 7960 0.015 ~ 0.030
6 9280 0.02 ~0.04 8220 0.02 ~0.04 6630 0.02 ~0.04
8 6960 0.03 ~ 0.06 6170 0.03 ~ 0.06 4970 0.03 ~ 0.06
10 5570 0.03 ~0.08 4930 0.03 ~0.08 3980 0.03 ~0.08
12 4640 0.04 ~0.10 4110 0.04 ~0.10 3320 0.04 ~0.10
16 3480 0.05 ~0.11 3080 0.05~0.11 2400 0.05~0.11
20 2790 0.05~0.12 2470 0.05~0.1 1990 0.05~0.12
= £
D A

PIEIE4EERZERN Instruction for cutting conditions:

1LAFERBES SR ERIE- Please use equipment and fixtures with high precision and high rigidity.

2 BEE A WAIM 2 A0 5 T B2 Al e Please use the suitable cooling method and coolant for the workpiece.
ITEEETIRBTHIED RS2 REERTEREER FERERZIEMTIEBR

It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
4 RRIEATHZHEREE BEINTIER B A 2 #8M THI I IE AR EE R BETIHI 2 8 R

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.

286
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Solid Carbide End Mills-Cutting Condition Table

fIEEIEI Side Milling

HHHIE
Work Material

tHIEE Ve

m/ min

PLEIIESES

7BIIHE Slot Milling

tHHIME
Work Material

tHIEE Ve

m/ min

B DC

> 0~ WN

8
10
12
16
20

PLEIESES

PIEHE4EERZER] Instruction for cutting conditions:

BEE
A6061 + A7075

100 ~ 300 m / min

S
Speed Rpm

31830
21220
15920
12730
10610
7960
6370
5310
3980
3180

IR Fz
mm / tooth

0.010 ~0.015
0.01 ~0.02
0.010 ~0.025
0.015 ~0.030
0.02 ~0.04
0.03 ~0.06
0.03 ~0.08
0.04 ~0.10
0.05~0.11
0.05~0.12

BEE
A6061 + A7075

100 ~ 250 m / min

i1t
Speed Rpm

27850
18570
13930
11140
9280
6960
5570
4640
3480
2790

FIER Fz
mm / tooth

0.010~0.015
0.01 ~0.02

0.010 ~0.025

0.015 ~0.030
0.02 ~0.04
0.03 ~0.06
0.03 ~0.08
0.04 ~0.10
0.05~0.11
0.05~0.12

=gt i

AC ~ ACD

Sl
Speed Rpm

27850
18570
13930
11140
9280
6960
5570
4640
3480
2790

Ap = 2D

100 ~ 250 m / min

IR Fz
mm / tooth

0.010~0.015
0.01 ~0.02

0.010 ~0.025

0.015 ~0.030
0.02 ~0.04
0.03 ~0.06
0.03 ~0.08
0.04 ~0.10
0.05~0.11
0.05~0.12

7]

Ae =0.2D he

ImEEHH
AC ~ ACD
100 ~ 200 m / min
TR B Fz
Speed Rpm mm / tooth
23870 0.010 ~0.015
15920 0.01 ~0.02
11940 0.010 ~ 0.025
9550 0.015 ~ 0.030
7960 0.02 ~0.04
5970 0.03 ~ 0.06
4770 0.03 ~0.08
3980 0.04 ~0.10
2980 0.05~0.11
2390 0.05~0.12
Ap =1D ‘M%I

1LAFERBES SR ERIE - Please use equipment and fixtures with high precision and high rigidity.
2 BHEE AW AIM 2 % A0 B2 AR e Please use the suitable cooling method and coolant for the workpiece.
ITIEERTEETHIE FASARBERSEREERN FERERAZ Gk TIRIBE.

It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.

AR RBYH S HEEE BRI TIER AR 281 THRE ISR E R BRI HI S 8 o

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.

287

Copper

60 ~80 m/ min
FEER BI)ERS Fz
Speed Rpm mm / tooth
11140 0.010 ~0.015
7430 0.01 ~0.02
5570 0.010 ~ 0.025
4460 0.015 ~ 0.030
3710 0.02 ~0.04
2790 0.03 ~0.06
2230 0.03 ~0.08
1860 0.04 ~0.10
1390 0.05 ~0.11
1110 0.05~0.12

Copper

55 ~75 m/min
FahEEE BIJER Fz
Speed Rpm mm / tooth
9550 0.010 ~0.015
6370 0.01 ~0.02
4770 0.010 ~ 0.025
3820 0.015 ~ 0.030
3180 0.02 ~0.04
2390 0.03 ~ 0.06
1910 0.03 ~0.08
1590 0.04 ~0.10
1190 0.05~0.11
950 0.05~0.12



35 5 S5 A Bk AL 88 7] LIEI IR R

Solid Carbide End Mills-Cutting Condition Table

tHHIE FEE
Work Material A6061 ~ A7075

tIHIZERE Ve
m / min
Bf& DC &R

1 0.5R
2 1R
3 1.5R
4 2R
5 2.5R
6 3R
8 4R
10 5R
12 6R
16 8R
20 10R

PITESES

PIEIE4EERZERN Instruction for cutting conditions:

100 ~ 200 m / min

St
Speed Rpm

47750
23870
15920
11940
9550
7960
5970
4770
3980
2980
2390

IS Fz
mm / tooth

0.005 ~0.010
0.010 ~0.015
0.01 ~0.02
0.010 ~ 0.025
0.015 ~0.030
0.02 ~0.05
0.03 ~0.08
0.04 ~0.11
0.05~0.14
0.06 ~0.17
0.08 ~0.20

smaeiEt

AC ~ ACD

100 ~ 150 m / min

Sl
Speed Rpm

39790
19890
13260
9950
7960
6630
4970
3980
3320
2490
1990

Ap = 0.5D
Ae = 0.2D

IR Fz
mm / tooth

0.005 ~0.010
0.010 ~0.015
0.01 ~0.02
0.010 ~ 0.025
0.015 ~0.030
0.02 ~0.05
0.03 ~0.07
0.04 ~0.09
0.05~0.11
0.06 ~0.13
0.07 ~0.15

12
lAe |

1LAFERBES SR ERIE- Please use equipment and fixtures with high precision and high rigidity.
2 BEE A WAIM 2 A0 5 T B2 Al e Please use the suitable cooling method and coolant for the workpiece.
ITIEERTEETHIE FASARBERSEREERN FERERAZ Gk TIRBE.

It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
4 RRIEATHZHEREE BEINTIER B A 2 #8M THI I IE AR EE R BETIHI 2 8 R
This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.

288

Ei0]

Copper

70 ~100 m / min

FEER
Speed Rpm
27060
13530
9020
6760
5410
4510
3380
2710
2250
1690
1350

BIEE Fz
mm / tooth

0.005 ~0.010
0.010 ~0.015
0.01 ~0.02
0.010 ~ 0.025
0.015~0.030
0.02 ~0.05
0.03 ~0.07
0.04 ~0.09
0.05~0.11
0.06 ~0.13
0.07 ~0.15
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Solid Carbide End Mills-Cutting Condition Table

fIEEIEI Side Milling

HHHIE
Work Material

tHIEE Ve

m/ min

PLEIIESES

B Slot Milling

HHHIME
Work Material

tIHIEE Ve

m / min

IR

PIEHE4EERZER] Instruction for cutting conditions:

BEE
A6061 + A7075

150 ~ 250 m / min

S
Speed Rpm

31830
21220
15920
12730
10610
7960
6370
5310
3980
3180

IR Fz
mm / tooth

0.010 ~0.015
0.01 ~0.02
0.010 ~0.025
0.015 ~0.030
0.02 ~0.04
0.03 ~0.06
0.03 ~0.08
0.04 ~0.10
0.05~0.11
0.05~0.12

BEE
A6061 ~ A7075

150 ~ 250 m / min

Tt
Speed Rpm

27850
18570
13930
11140
9280
6960
5570
4640
3480
2790

FI)EL Fz

mm / tooth

0.010 ~0.015
0.01 ~0.02
0.010 ~ 0.025
0.015 ~0.030
0.02 ~0.04
0.03 ~0.06
0.03 ~0.08
0.04 ~0.10
0.05~0.11
0.05~0.12

=gt i

AC ~ ACD

Sl
Speed Rpm

27850
18570
13930
11140
9280
6960
5570
4640
3480
2790

Ap = 2D

150 ~ 250 m / min

IR Fz
mm / tooth

0.010~0.015
0.01 ~0.02

0.010 ~0.025

0.015 ~0.030
0.02 ~0.04
0.03 ~0.06
0.03 ~0.08
0.04 ~0.10
0.05~0.11
0.05~0.12

7]

Ae =0.2D he

EESRH
AC ~ ACD
150 ~ 250 m / min
i BIJERS Fz
Speed Rpm mm / tooth
23870 0.010 ~0.015
15920 0.01 ~0.02
11940 0.010 ~ 0.025
9550 0.015 ~ 0.030
7960 0.02 ~0.04
5970 0.03 ~0.06
4770 0.03 ~0.08
3980 0.04 ~0.10
2980 0.05~0.11
2390 0.05~0.12
Ap = 1D ‘&‘ﬁl

1LAFERBES SR ERIE - Please use equipment and fixtures with high precision and high rigidity.
2 BHEE AW AIM 2 % A0 B2 AR e Please use the suitable cooling method and coolant for the workpiece.
ITIEERTEETHIE FASARBERSEREERN FERERAZ Gk TIRIBE.

It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.

AR RBYH S HEEE BRI TIER AR 281 THRE ISR E R BRI HI S 8 o

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.

289

Copper

60 ~80 m/ min
FEER BI)ERS Fz
Speed Rpm mm / tooth
11140 0.010 ~0.015
7430 0.01 ~0.02
5570 0.010 ~ 0.025
4460 0.015 ~ 0.030
3710 0.02 ~0.04
2790 0.03 ~0.06
2230 0.03 ~0.08
1860 0.04 ~0.10
1390 0.05 ~0.11
1110 0.05~0.12

£
Copper

55 ~75m/min
TR BI)ERS Fz
Speed Rpm mm / tooth
9550 0.010 ~0.015
6370 0.01 ~0.02
4770 0.010 ~ 0.025
3820 0.015 ~ 0.030
3180 0.02 ~0.04
2390 0.03 ~0.06
1910 0.03 ~0.08
1590 0.04 ~0.10
1190 0.05 ~0.11
950 0.05~0.12
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Solid Carbide End Mills-Cutting Condition Table

fIEEIEI Side Milling

tHHIE
Work Material

tHIEE Ve

m/ min

PLEIIESES

BIH Slot Milling

HHHIE
Work Material

tIHIEE Ve

m / min

IR

PIEIE4EERZERN Instruction for cutting conditions:

BEE
A6061 + A7075

100 ~ 250 m / min

it
Speed Rpm

31830
21220
15920
12730
10610
7960
6370
5310
3980
3180

IS Fz
mm / tooth

0.010 ~0.015
0.01 ~0.02
0.010 ~0.025
0.015 ~0.030
0.02 ~0.04
0.03 ~0.06
0.03 ~0.08
0.04 ~0.10
0.05~0.11
0.05~0.12

BEE
A6061 ~ A7075

150 ~ 250 m / min

Tt
Speed Rpm

27850
18570
13930
11140
9280
6960
5570
4640
3480
2790

BI)ELS Fz

mm / tooth

0.010 ~0.015
0.01 ~0.02
0.010 ~ 0.025
0.015 ~0.030
0.02 ~0.04
0.03 ~0.06
0.03 ~0.08
0.04 ~0.10
0.05 ~0.11
0.05~0.12

=gt i

AC ~ ACD

Sl
Speed Rpm

27850
18570
13930
11140
9280
6960
5570
4640
3480
2790

Ap = 2D

100 ~ 250 m / min

IR Fz
mm / tooth

0.010~0.015
0.01 ~0.02

0.010 ~0.025

0.015~0.030
0.02 ~0.04
0.03 ~0.06
0.03 ~0.08
0.04 ~0.10
0.05~0.11
0.05~0.12

Sl

Ae =02D |

IEEERH
AC ~ ACD
100 ~ 250 m / min
i BIJERS Fz
Speed Rpm mm / tooth
23870 0.010 ~0.015
15920 0.01 ~0.02
11940 0.010 ~ 0.025
9550 0.015 ~ 0.030
7960 0.02 ~0.04
5970 0.03 ~0.06
4770 0.03 ~0.08
3980 0.04 ~0.10
2980 0.05~0.11
2390 0.05~0.12
Ap = 1D L&J%{

1LAFERBES SR ERIE- Please use equipment and fixtures with high precision and high rigidity.
2 BEE A WAIM 2 A0 5 T B2 Al e Please use the suitable cooling method and coolant for the workpiece.
ITIEERTEETHIE FASARBERSEREERN FERERAZ Gk TIRBE.

It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.

A RFZRERBYH S HEEE BRI TIER AR 281 THRE ISR E R BT HI S 8 R o

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.

290

Copper

60 ~80 m/ min
FEER BI)ERS Fz
Speed Rpm mm / tooth
11140 0.010 ~0.015
7430 0.01 ~0.02
5570 0.010 ~ 0.025
4460 0.015 ~ 0.030
3710 0.02 ~0.04
2790 0.03 ~0.06
2230 0.03 ~0.08
1860 0.04 ~0.10
1390 0.05 ~0.11
1110 0.05~0.12

£
Copper

55 ~75 m/min
TR BIJERS Fz
Speed Rpm mm / tooth
9550 0.010 ~0.015
6370 0.01 ~0.02
4770 0.010 ~ 0.025
3820 0.015 ~ 0.030
3180 0.02 ~0.04
2390 0.03 ~0.06
1910 0.03 ~0.08
1590 0.04 ~0.10
1190 0.05 ~0.11
950 0.05~0.12
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Solid Carbide End Mills-Cutting Condition Table

BIHE Slot Milling

HHHIE
Work Material

tHIEE Ve

m/ min
Bf€ DC

1
1.5
2
2.5

o o ~ W

—_
N o

IR

aEE
A6061 + A7075

150 ~ 200 m / min

Sl BIJERS Fz
Speed Rpm mm / tooth
55700 0.05~0.15
37140 0.09 ~0.20
27850 0.12~0.25
22280 0.15~0.30
18570 0.17 ~0.35
13930 0.20 ~ 0.40
9280 0.22 ~0.45
6960 0.25 ~0.50
5570 0.27 ~0.55
4640 0.30 ~ 0.60

PIEHE4EERZER] Instruction for cutting conditions:
1LAFERBES SR ERIE - Please use equipment and fixtures with high precision and high rigidity.
2 BHEE AW AIM 2 % A0 B2 AR e Please use the suitable cooling method and coolant for the workpiece.

ITIEERTEETHIE FASARBERSEREERN FERERAZ Gk TIRIBE.
It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.

5113
Speed Rpm

49300
32890
24670
19740
16450
12330
8220
6170
4930
4110

AR RBYH S HEEE BRI TIER AR 281 THRE ISR E R BRI HI S 8 o

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.
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maeiEt
AC ~ ACD

130 ~180 m / min

IR Fz

mm / tooth

0.15~0.15
0.09 ~0.20
0.12~0.25
0.15~0.30
0.17 ~0.35
0.20 ~ 0.40
0.22 ~0.45
0.25 ~0.50
0.27 ~0.55
0.30 ~0.60



BEREEEDRITI/EST]) JHRGR

Solid Carbide End Mills-Cutting Condition Table

fBIEEIEI Side Milling

. A& - REH - FAEH
=
Work Material SKD11 » SKD61 + NAK80
~45HRC
HIHIERE Ve ¢2 LAF 50 ~90 ®2 LAF 50 ~ 80 $2 LAIF 50 ~75 $2 LUF 50 ~ 70 $2 LUF 40 ~ 60
m/min ®2 LAk 80~ 180 ¢2 LLE 80 ~150 ®2 LAk 60 ~ 100 $2 LA £ 60 ~90 ®2 LAk 40~70
&%E DC FEgEE BIERFz | FEEE SIERFz | IEEEE SYERFz | THEE SUERFz | TaEE SRRz
Speed Rom mm/tooth | Speed Rom mm/tooth | Speed Rom mm/tooth | Speed Rpm mm/tooth | Speed Rom  mm/tooth
1 22280 0.01~0.04 20690 0.01~0.04 19890 0.01 ~0.03 19100  0.005 ~0.025 15920  0.005~0.010
2 11140 0.015~0.050 10350  0.015~0.050 9950 0.015~0.040 9550 0.005 ~0.030 7960 0.005 ~0.015
3 13790  0.020 ~0.055 12200  0.020 ~0.055 8490 0.020 ~0.045 7960 0.010~0.035 5840 0.01 ~0.02
4 10350  0.025~0.060 9150 0.025 ~ 0.060 6370 0.025 ~ 0.050 5970 0.01 ~0.04 4380 0.010 ~0.025
5 8280 0.030 ~ 0.065 7320 0.030 ~ 0.065 5090 0.030 ~0.055 4770 0.015~0.045 3500 0.015~0.030
6 6900 0.035 ~0.070 6100 0.035 ~ 0.070 4240 0.035 ~0.060 3980 0.015~0.050 2920 0.015~0.040
8 5170 0.040 ~0.085 4580 0.040 ~0.085 3180 0.04 ~0.07 2980 0.02 ~0.06 2190 0.02 ~0.05
10 4140 0.045 ~ 0.090 3660 0.045 ~ 0.090 2550 0.045 ~0.080 2390 0.02 ~0.07 1750 0.02 ~0.06
12 3450 0.05~0.12 3050 0.05~0.12 2120 0.05~0.09 1990 0.03~0.08 1460 0.025 ~0.07
16 2590 0.06 ~0.14 2290 0.06 ~0.14 1590 0.055 ~0.100 1490 0.03~0.10 1090 0.025 ~0.09
20 2070 0.07 ~0.16 1830 0.07~0.16 1270 0.06 ~0.11 1190 0.04 ~0.11 880 0.03 ~0.11
Ap =1.5D Ap=15D (& Ap = 1D £
=
e D=2 pe=<0020 2°”72 pe=o01D = Ae =003D | &
Ae Max 1mm Ae Max 0.5mm

FE1IH Slot Milling

A S& - FEH - AR
Work Material SKD11 » SKD61 + NAK80
~45HRC
IHIEEE Ve 2 UF 50 ~90 2 LF 50 ~ 80 ®2 LU F 40~70 $2 LT 50~70 $2 LUF 40~ 60
m/min $2 LA E 80 ~180 ¢2 LA £ 80~ 150 $2 Ll E 60 ~100 $2 LLE 60 ~90 ¢2 LA E 40~70
B8 DC FEEE BYJERFz | TEEEE BIERFz | TEHEE SYEGFz | FEEE SIERFz | FEiEE SIEG R
Speed Rom mm/tooth | Speed Ropm mm/tooth | Speed Rom mm/tooth | Speed Rpm mm/tooth | Speed Rpm  mm/tooth
1 22280 0.01~0.04 20690 0.01 ~0.04 19890 0.01 ~0.03 19100 0.005 ~ 0.025 15920 0.005 ~0.010
2 11140 0.015 ~ 0.050 10350 0.015 ~0.050 9950 0.015 ~ 0.040 9550 0.005 ~ 0.030 7960 0.005 ~0.015
3 13790 0.020 ~ 0.055 12200 0.020 ~ 0.055 8490 0.020 ~ 0.045 7960 0.010 ~0.035 5840 0.01~0.02
4 10350 0.025 ~ 0.060 9150 0.025 ~ 0.060 6370 0.025 ~ 0.050 5970 0.01 ~0.04 4380 0.010 ~ 0.025
5 8280 0.030 ~ 0.065 7320 0.030 ~ 0.065 5090 0.030 ~ 0.055 4770 0.015~0.045 3500 0.015~0.030
6 6900 0.035 ~0.070 6100 0.035 ~0.070 4240 0.035 ~ 0.060 3980 0.015 ~ 0.050 2920 0.015 ~0.040
8 5170 0.040 ~ 0.085 4580 0.040 ~0.085 3180 0.04 ~0.07 2980 0.02 ~0.06 2190 0.02~0.05
10 4140 0.045 ~ 0.090 3660 0.045 ~0.090 2550 0.045 ~ 0.080 2390 0.02 ~0.07 1750 0.02 ~ 0.06
12 3450 0.05~0.12 3050 0.05~0.12 2120 0.05 ~0.09 1990 0.03~0.08 1460 0.025 ~0.07
16 2590 0.06 ~0.14 2290 0.06 ~0.14 1590 0.055 ~0.100 1490 0.03~0.10 1090 0.025 ~ 0.09
20 2070 0.07~0.16 1830 0.07 ~0.16 1270 0.06 ~0.11 1190 0.04 ~0.11 880 0.03~0.11
IHIEE Ap = 0.05D Ap = 0.02D ‘M‘%

tJJIﬁJﬂ*#ﬁFH;H%D Instruction for cutting conditions:
AERBES TSR ERIE. Please use equipment and fixtures with high precision and high rigidity.
BHEEAWHIM Z 2 A0 B2 40K e Please use the suitable cooling method and coolant for the workpiece.
3.7]%’%@57]&1&%%']%6 CRASRARBERTEREERN NERERSEMIIAIBE.
It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
4 RRIEATHSHEREE BEINTIER Bk A 2 80 THIE ISR EER  BETIHI 2 8RR

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.

292



=EEEEXE T HIFRTFR

Solid Carbide End Mills-Cutting Condition Table

£ SR T Z-Level Finishing Process
B - REH - RE

e . :
Work Material SKD11 + SKD61 * NAK80
~45HRC
HIEBERE Ve ®1 LAF 50~120 ®1 LLTF 50~ 120 ®1 LLF 50~ 120 ®1 LLF 50 ~ 100 ®1 LLF 50 ~80
m/min ®1 LAk 120 ~300 d1 LLE 120 ~ 240 ®1 LLE 120~ 180 &1 LLE 100 ~ 160 o1 LAk 80~ 140

THEEE BYEGFz | TEEE SEGFz | TEEE BIERFz | THEE SOERFz | THEE SI#GEFR

BfEDC *#ER Speed Rom mm/tooth |Speed Rpm mm/tooth |Speed Rom mm/tooth |Speed Rom mm/tooth |Speed Rom mm/tooth

05 0.25R 54110  0.005~0.030 54110  0.004 ~0.020 54110  0.003 ~ 0.020 47750  0.002 ~0.020 41380  0.002 ~0.020
0.5R 27060  0.005~0.040 27060  0.004 ~0.030 27060  0.003 ~0.030 23870  0.002 ~0.030 20690  0.002 ~0.030

—_

2 1R 33420 0.01~0.05 28650 0.01~0.04 23870 0.01~0.04 20690 0.01~0.04 17510 0.01~0.04
3 1.5R 22280 0.01 ~0.06 19100 0.01 ~0.05 15920 0.01 ~0.05 13790 0.01 ~0.05 11670 0.01 ~0.05
4 2R 16710 0.02~0.08 14320 0.02~0.06 11940 0.02~0.06 10350 0.02~0.06 8750 0.02 ~0.06
5 2.5R 13370 0.02~0.10 11460 0.02 ~0.07 9550 0.02~0.07 8280 0.02~0.07 7000 0.02~0.07
6 3R 11140 0.03~0.12 9550 0.03~0.08 7960 0.03~0.08 6900 0.03~0.08 5840 0.03~0.08
8 4R 8360 0.03~0.14 7160 0.03~0.10 5970 0.03 ~0.09 5170 0.03 ~0.09 4380 0.03 ~0.09
10 5R 6680 0.04~0.16 5730 0.04~0.12 4770 0.04~0.10 4140 0.04~0.10 3500 0.04 ~0.10
12 6R 5570 0.04~0.18 4770 0.04~0.14 3980 0.04~0.10 3450 0.04~0.10 2920 0.04~0.10
16 8R 4180 0.05~0.20 3580 0.05~0.16 2980 0.05~0.12 2590 0.05~0.11 2190 0.05~0.11

20 10R 3340 0.05~0.20 2860 0.05~0.18 2390 0.05~0.12 2070 0.05~0.12 1750 0.05~0.11

Ap =< 0.05D T8 Ap =< 0.03D A

Il Eees Ae =0.1D Ae = 0.05D

tJJIﬁJﬂ*#ﬁFH;H%D Instruction for cutting conditions:
AERBES TSR ERIE. Please use equipment and fixtures with high precision and high rigidity.
2 BHEE AW AIM 2 5 A0 B4 A0 e Please use the suitable cooling method and coolant for the workpiece.
ITEEETIRBTEIED RASRREERTEREER NERERZEMTIAIBR.
It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
4 RRIEATHSHEEE BEIMTIER Bk S 2 80 THIE ISR EE R BETIHI 2 8RR

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.
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Solid Carbide End Mills-Cutting Condition Table

RHIME

Work Material

IHIREE Vo

m/min

Ef£DC

Lo o o B~ W

12

kR - R

S45C « FC
~20HRC

70 ~90 m/min

THEGE BIEEFz
Speed Rpom  mm/tooth

8490 0.01~0.03
6370 0.01~0.03
5090 0.01~0.03
4240  0.010~0.035
3180  0.010~0.035
2550 0.01~0.04
2120 0.01~0.04

a8
SCM  SKT * SKD + SCr
~30HRC

60 ~80 m/min

THEE SIERF:
Speed Rpom  mm /tooth

7430  0.005~0.010
5570  0.005~0.010
4460  0.005~0.015
3710  0.005~0.015
2790  0.010~0.015
2230  0.010~0.015
1860 0.01~0.02

PIEMEEEERZERN Instruction for cutting conditions:
1AEABES SRR #E R I e Please use equipment and fixtures with high precision and high rigidity.
2 BHEBE AW AIM 2 % A0 B4 407K e Please use the suitable cooling method and coolant for the workpiece.
ITIEKRTEETHIE FASARBERTEREERN T ERERZERTIRBER.
It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
ARKNS AT HI S EEEE BRI TIER Fiki A 28 THIE TR E SR BETEI S $RF o
This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.

=k
SCM  SKT + SKD
~45HRC
60 ~80 m/min

THEER BIEGFz

Speed Rpm  mm /tooth
7430  0.005~0.010
5570  0.005~0.010
4460  0.005~0.015
3710  0.005~0.015
2790  0.010~0.015
2230 0.010~0.015

1860 0.01~0.02

294

AR
SUS3 + SUS4

50 ~60 m/min
THE BTG
Speed Rpom  mm/tooth
5840 0.01~0.02
4380 0.01~0.02
3500 0.01~0.02
2920  0.010~0.025
2190  0.010~0.025
1750 0.01~0.03
1460 0.01~0.03

A
kA&

Ti-6Al -4V

30~40m/min

THEE SIERF:
Speed Rpom  mm /tooth

3710 0.01~0.02
2790 0.01~0.02
2230 0.01~0.02
1860  0.010~0.025
1390  0.010~0.025
1110 0.01~0.03
930 0.01~0.03

15~20 m/min

TEEnE BIER Fz
Speed Rpm  mm /tooth

1860  0.005~0.010
1390  0.005~0.010
1110 0.005~0.010
930  0.005~0.015
700  0.010~0.015
560 0.01~0.02

460 0.01~0.02



53 E R YIHIRMRR

Solid Carbide Spotting Drilld-Drilling Condition Table

. e &4
Work Material S45C ~ FC SCM ~ SKT * SKD ~ SCr
~20 HRC ~30 HRC
EIHIEE Ve 60 ~80 m /min 50 ~70 m / min
m/ min
. FEhEEE ISR F FEhEEE BEEHEIS F
B DC
Speed Rpm mm / rev Speed Rpm mm /rev
3 7430 0.02 ~0.06 6370 0.02 ~0.06
4 5570 0.03 ~0.08 4770 0.03 ~0.08
5 4460 0.04 ~0.10 3820 0.04 ~0.10
6 3710 0.05~0.12 3180 0.05~0.12
8 2790 0.06 ~0.16 2390 0.06 ~0.16
10 2230 0.07 ~0.20 1910 0.07 ~0.20
12 1860 0.08 ~0.24 1590 0.08 ~0.24
16 1390 0.09 ~0.32 1190 0.09 ~0.32
HhHIE %R HhEE
Work Material SUSS3 ~ SUS4 Ti - 6Al - 4V
EIHIRE Ve 40 ~50 m / min 30 ~40 m/min
m/ min
. FEhEER BERER F FEhEEE BEEHES F
B DC
Speed Rpm mm / rev Speed Rpm mm / rev
3 4770 0.02 ~0.05 3710 0.02 ~0.04
4 3580 0.03 ~0.06 2790 0.03 ~0.06
5 2860 0.04 ~0.08 2230 0.04 ~0.08
6 2390 0.05~0.10 1860 0.05~0.10
8 1790 0.06 ~0.12 1390 0.06 ~0.12
10 1430 0.07 ~0.16 1110 0.07 ~0.14
12 1190 0.08 ~0.20 930 0.08 ~0.16
16 900 0.09 ~0.24 700 0.09 ~0.18
HHIME $FEEE =t e
Work Material A6061 + A7075 AC ~ ACD
tﬂéugg Ve 120 ~ 140 m / min 100 ~120 m / min
m/min
B DC FEhEEE BEEGF L BE Y BIRER F
- Speed Rpm mm / rev Speed Rpm mm / rev
3 13790 0.03~0.10 11670 0.03~0.10
4 10350 0.04 ~0.12 8750 0.04 ~0.12
5 8280 0.05~0.14 7000 0.05~0.14
6 6900 0.06 ~0.16 5840 0.06 ~0.16
8 5170 0.08 ~0.20 4380 0.08 ~0.20
10 4140 0.10~0.24 3500 0.10~0.24
12 3450 0.12~0.28 2920 0.12~0.28
16 2590 0.16 ~0.36 2190 0.16 ~0.36

IBIEAEERZB5N Instruction for cutting conditions:

1.AfEABER =R # K FE - Please use equipment and fixtures with high precision and high rigidity.
2 EEEGWHIM 2 5 A5 B2 A0 Please use the suitable cooling method and coolant for the workpiece.
3TIEERTIREYHE BAEAREERTSEREEN N EMRERSEMTI18E

EE
SCM ~ SKT * SKD
~45 HRC
40 ~60 m/ min
FahEEE BEERF
Speed Rpm mm / rev
5310 0.02 ~0.05
3980 0.03 ~0.06
3180 0.04 ~0.08
2650 0.05~0.10
1990 0.06 ~0.12
1590 0.07 ~0.16
1330 0.08 ~0.20
990 0.09 ~0.24
RESE
Inconel 718
15~25m/min
FEhEEE BEER F
Speed Rpm mm / rev
2120 0.01 ~0.03
1590 0.015 ~ 0.040
1270 0.02 ~0.05
1060 0.025 ~ 0.06
800 0.03 ~0.07
640 0.035 ~ 0.080
530 0.04 ~0.09
400 0.045 ~0.100

Copper

80 ~ 100 m/ min

FEhEEE BEER F

Speed Rpm mm / rev
9550 0.06 ~0.12
7160 0.07 ~0.14
5730 0.08 ~0.16
4770 0.09 ~0.18

3580 0.1~0.2
2860 0.11 ~0.22
2390 0.12~0.24
1790 0.13~0.26

It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.

AR HTIH S HEEE BRI TIER Ak e 2% TOHRE M TEMIRE B R BEIHI 2 8 ko

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.
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Solid Carbide End Mills-Cutting Condition Table

P W3ReE - 12 CEx ExiH
Work Material S45C ~ FC SCM ~ SKT * SKD ~ SCr SCM ~ SKT * SKD
~20 HRC ~30 HRC ~45 HRC
tﬂﬂ;]:{i)ijﬁnVc 60 ~ 100 m / min 50 ~90 m/ min 40 ~80 m/min
&% DC =L BIJHESRS Fz T EhEEE BIER Fz FEhERE BIER Fz
Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth
3 8490 0.02 ~0.06 7430 0.02 ~0.06 6370 0.01 ~0.04
4 6370 0.02 ~0.07 5570 0.02 ~0.07 4770 0.01 ~0.04
5 5090 0.025 ~0.080 4460 0.025 ~0.080 3820 0.015 ~0.050
6 4240 0.025 ~ 0.090 3710 0.025 ~ 0.090 3180 0.015 ~ 0.050
8 3180 0.03~0.10 2790 0.03 ~0.10 2390 0.02 ~0.06
10 2550 0.03 ~0.11 2230 0.03 ~0.11 1910 0.02 ~0.06
12 2120 0.035~0.12 1860 0.035~0.12 1590 0.025 ~0.070
16 1590 0.035~0.13 1390 0.035~0.13 1190 0.025 ~0.070
20 1270 0.04~0.14 1110 0.04~0.14 950 0.03 ~0.08
Work Material SUS3 + SUS4 Ti- 6Al - 4V Inconel 718
w%ﬂ%ﬁn\’c 30 ~70 m/min 20 ~ 40 m / min 10 ~30 m /min
B/ DC FEhEEE BI)ESRS Fz FEhEEE BI)ESRS Fz FEhEEE BI)ERS Fz
Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth
3 5310 0.01 ~0.04 3180 0.01 ~0.04 2120 0.01 ~0.04
4 3980 0.01 ~0.04 2390 0.01 ~0.04 1590 0.01 ~0.04
5 3180 0.015 ~0.050 1910 0.015 ~0.050 1270 0.015 ~0.050
6 2650 0.015 ~ 0.050 1590 0.015 ~0.050 1060 0.015 ~0.050
8 1990 0.02 ~0.06 1190 0.02 ~0.06 800 0.02 ~0.06
10 1590 0.02 ~0.06 950 0.02 ~0.06 640 0.02 ~0.06
12 1330 0.025 ~0.070 800 0.025 ~0.070 530 0.025 ~0.070
16 990 0.025 ~ 0.070 600 0.025 ~0.070 400 0.025 ~0.070
20 800 0.03 ~0.08 480 0.03 ~0.08 320 0.03 ~0.08
Work Material A6061 + A7075 AC D Copper
mﬂ%ﬁn\/c 120 ~ 140 m/ min 100 ~ 120 m / min 80 ~ 100 m/ min
B DC T BE BIJHESS Fz FEhEEE BIJHELRS Fz FEREEE BIJHERS Fz
Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth
3 13790 0.03 ~0.08 11670 0.03 ~0.08 9550 0.02 ~0.06
4 10350 0.03 ~0.08 8750 0.03 ~0.08 7160 0.02 ~0.06
5 8280 0.035 ~ 0.090 7000 0.035 ~0.090 5730 0.025 ~0.070
6 6900 0.035 ~ 0.090 5840 0.035 ~ 0.090 4770 0.025 ~0.070
8 5170 0.04 ~0.10 4380 0.04 ~0.10 3580 0.03 ~0.08
10 4140 0.04 ~0.10 3500 0.04 ~0.10 2860 0.03 ~0.08
12 3450 0.045 ~0.110 2920 0.045 ~0.110 2390 0.035 ~ 0.09
16 2590 0.045 ~0.110 2190 0.045 ~0.110 1790 0.035 ~ 0.09
20 2070 0.05~0.12 1750 0.05~0.12 1430 0.04 ~0.10

PIEIE4EERZERN Instruction for cutting conditions:
1LAFERBES SR ERIE- Please use equipment and fixtures with high precision and high rigidity.
2 BEE A WAIM 2 A0 5 T B2 Al e Please use the suitable cooling method and coolant for the workpiece.
ITIEERTEETHIE FASARBERSEREERN FERERAZ Gk TIRBE.

It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
4 RRIEATHZHEREE BEINTIER B A 2 #8M THI I IE AR EE R BETIHI 2 8 R
This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.
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Solid Carbide Center Drills-Drilling Condition Table

. TReH - $R5H & k] 158 e E RESE
Work Material $45C + FC SCM + SKT  SKD * SCr SCM ~ SKT ~ SKD SUS3 + SUS4 Ti- 6AI- 4V Inconel 718
~20HRC ~30HRC ~45HRC

tmﬂ;%rﬁnvc 40 ~60 m/min 30 ~50m/min 20 ~40 m/min 20 ~40 m/min 20 ~30m/min 10~20 m/min

IMED THEEE SERRF | TUEEE SEGRF | THEE SEEGF | ISR SEEGRF | THEE SESGF | THER BEERF
SpeedRpm mm/rev  |SpeedRpm mm/rev |SpeedRpm mm/rev  |SpeedRpm mm/rev |SpeedRpm mm/rev |Speed Rom  mm/rev

1 15920 0.01~0.02 12730 0.01~0.02 9550 0.01~0.02 9550 0.01~0.02 7960 0.01~0.02 3180 0.01~0.02
1.25 12730 0.01~0.02 10190 0.01~0.02 7640 0.01 ~0.02 7640 0.01~0.02 6370 0.01~0.02 2550 0.01 ~0.02
16 9950 0.02~0.04 7960 0.02~0.04 5970 0.02~0.04 5970 0.02~0.04 4970 0.02~0.04 1990 0.02~0.04
2 7960 0.02~0.04 6370 0.02~0.04 4770 0.02 ~0.04 4770 0.02~0.04 3980 0.02~0.04 1590 0.02 ~0.04
25 6370 0.03~0.05 5090 0.03~0.05 3820 0.03 ~0.05 3820 0.03~0.05 3180 0.03~0.05 1270 0.03~0.05
3 5310 0.03 ~0.05 4240 0.03~0.05 3180 0.03 ~0.05 3180 0.03 ~0.05 2650 0.03~0.05 1060 0.03 ~0.05
3.15 5050 0.04 ~0.06 4040 0.04 ~0.06 3030 0.04 ~0.06 3030 0.04 ~0.06 2530 0.04 ~0.06 1010 0.04~0.06
4 3980 0.04 ~0.06 3180 0.04 ~0.06 2390 0.04 ~0.06 2390 0.04 ~0.06 1990 0.04 ~0.06 800 0.04 ~0.06
5 3180 0.05~0.10 2550 0.05~0.10 1910 0.05~0.10 1910 0.05~0.10 1590 0.05~0.10 640 0.05~0.10

iS5 BRI TIER AR

Solid Carbide End Mills-Cutting Condition Table

e % - R CE) CE TR HEe RESE
Work Material $45C ~ FC SCM ~ SKT * SKD + SCr SCM ~ SKT ~ SKD SUS3 + SUS4 Ti- 6Al- 4V Inconel 718
~20HRC ~30HRC ~45HRC
t)]iéri]lii}i:?;inVc 30 ~40 m/min 25~35m/min 20 ~30 m/min 15~25m/min 10~20 m/min 10~15m/min

R ITHEEE BI%GFz | TEEEE BYERFz | THER BU&GEF | TEEE STUEGF | TEER B#G Rz | THEE SIEEGFR

Speed Rpom mm/tooth |Speed Rom mm/tooth |Speed Rom mm/tooth |Speed Rom mm/tooth |Speed Rom mm/tooth |Speed Rom mm/tooth
0.25R 25465 0.001~0.010| 22280 0.001~0.010| 19100 0.001~0.010| 15915 0.001~0.010| 12730 0.001~0.010|] 9550  0.001~0.010
0.5R 12730  0.001~0.010| 11140 0.001~0.010| 9550  0.001~0.010|) 7960  0.001~0.010| 6365 0.001~0.010| 4775  0.001~0.010
0.75R 8490  0.001~0010| 7425 0.001~0010| 6365 0.001~0.010f 5305 0.001~0010| 4245 0.01~0010] 3185  0.001~0.010
1.0R 6365 0.005~0.010| 5570 0.005~0.010| 4775 0.005~0.010f 3980 0.005~0010| 3185 0.005~0.010| 2385  0.005~0.010
1.25R 5095  0.005~0.010| 4455 0.005~0.010| 3820 0.005~0.010| 3185 0.005~0.010| 2545 0.005~0.010| 1910  0.005~0.010
1.5R 4245 0.005~0010| 3715 0.005~0.010| 3185 0.005~0.010| 2655 0.005~0.010| 2120 0.005~0.010| 1590  0.005~0.010
1.75R 3640 0.005~0.015| 3185 0.005~0.015| 2730 0.005~0.015| 2275 0.005~0015| 1820 0.005~0.015| 1365 0.005~0.015
2.0R 3185  0.005~0.015| 2785 0.005~0.015] 2385 0.005~0.015| 1990 0.005~0.015| 1590  0.005~0.015| 1195  0.005~0.015
25R 2545  0.005~0.015| 2230 0.005~0.015| 1910  0.005~0.015| 1590  0.005~0.015| 1275 0.005~0.015 955  0.005~0.015

2.75R 2315 0.01~0.02 2025 0.01~0.02 1735 0.01~0.02 1445 0.01~0.02 1155 0.01~0.02 870 0.01~0.02

3.0R 2120 0.01~0.02 1855 0.01~0.02 1590 0.01~0.02 1325 0.01~0.02 1060 0.01~0.02 795 0.01~0.02

4.0R 1590 0.01~0.02 1395 0.01~0.02 1195 0.01~0.02 995 0.01~0.02 759 0.01~0.02 595 0.01~0.02
5.0R 1275  0.015~0025| 1115  0.015~0.025 955  0.015~0.025 795  0.015~0.025 635  0.015~0.025 475  0.015~0.025
6.0R 1060  0.015~0.025 930  0.015~0.025 795  0.015~0.025 665  0.015~0.025 530  0.015~0.025 400  0.015~0.025

LT .

IBIEAEERZB5N Instruction for cutting conditions:

LAEREES 2R AR Please use equipment and fixtures with high precision and high rigidity.

2 EEEGWHIM 2 5 A5 B2 A0 Please use the suitable cooling method and coolant for the workpiece.
ITIAKRTIRETHIE BASARBERSEREEN T ERERZ SR TIARIR

It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
ARFASHTH S BEEE BRI TIER Bk 8 2801 THIE TR E SR BHETEI 2 8k 5o

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.
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Solid Carbide End Mills-Cutting Condition Table

BZ 0L Engraving Process

tHHIME
Work Material

tHIEE Ve

m/ min

EIEIfE

AT Chamfering Process

A B
Work Material

tIHIEE Ve

m / min

tEI R

2
A6061 + A7075

100 ~ 200 m / min

TSR BI)ELRS Fz
Speed Rpm mm / tooth

15920 0.005 ~0.015
11940 0.005 ~ 0.020
7960 0.010 ~ 0.025
5970 0.015 ~ 0.030
4770 0.015 ~0.035
3980 0.02 ~0.04

Y T
AC ~ ACD

100 ~ 180 m / min

TR BIELS Fz
Speed Rpm mm / tooth
14850 0.005 ~0.015
11140 0.005 ~ 0.020
7430 0.010 ~ 0.025
5570 0.015 ~ 0.030
4460 0.015 ~0.035
3710 0.02 ~0.04
he

Ap = 0.03D M

1 o
A6061 + A7075

100 ~ 200 m / min

sl BIES Fz
Speed Rpm mm / tooth

15920 0.005 ~ 0.020
11940 0.005 ~ 0.030
7960 0.005 ~ 0.040
5970 0.01 ~0.05
4770 0.01 ~0.06
3980 0.01 ~0.07

PIBIE 4 EERZB5N Instruction for cutting conditions:
1.AEABED MEERIR K FE A Please use equipment and fixtures with high precision and high rigidity.
2 BB A WAIM 2 2 A0 5T B2 A& e Please use the suitable cooling method and coolant for the workpiece.
ITNEEETIRBTHIFD RS2 REERSTREBRN NERERZEMTIRBE
It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
4RKNSHTH SEEEE BRINTIER Bk 8 28 THIE N IR E SR BHETEI S 8 5 o

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.

PR EHG
AC ~ ACD

100 ~ 180 m / min

FahsgE BIJES Fz
Speed Rpm mm / tooth

14850 0.005 ~ 0.020
11140 0.005 ~ 0.030
7430 0.005 ~ 0.040
5570 0.01 ~0.05
4460 0.01 ~0.06
3710 0.01 ~0.07

re, &
Ap = 0.25D @
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Solid Carbide End Mills-Cutting Condition Table

BEZIIN T Engraving Process

y hx3ReA - 155 E E iEsH
*&#JHE. S45C ~ FC SCM ~ SKT ~ SKD + SCr SCM ~ SKT * SKD SUS3 » SUS4
Work Material
~20 HRC ~30 HRC ~45 HRC
tﬂlé:ij)irlﬁnVc 80 ~ 150 m / min 80 ~ 140 m / min 80 ~130 m/ min 70 ~130 m/ min
B4 DC TEEEE SERFz | TEEESE 2SR Fz | TEEE 2 SIERFz | TEEE 2 SIER Fz
Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth
3 12200 0.01 ~0.02 11670 0.01 ~0.02 11140 0.01 ~0.02 10610 0.01 ~0.02
4 9150 0.01 ~0.02 8750 0.01 ~0.02 8360 0.01 ~0.02 7960 0.01 ~0.02
5 7320 0.01 ~0.03 7000 0.01 ~0.03 6680 0.01 ~0.03 6370 0.01 ~0.03
6 6100 0.01 ~0.04 5840 0.01 ~0.04 5570 0.01 ~0.04 5310 0.01 ~0.04
8 4580 0.02 ~0.05 4380 0.02 ~0.05 4180 0.02 ~0.04 3980 0.02 ~0.04
10 3660 0.03 ~0.06 3500 0.03 ~0.06 3340 0.025 ~ 0.050 3180 0.025 ~ 0.050
12 3050 0.04 ~0.08 2920 0.04 ~0.08 2790 0.03 ~0.06 2650 0.03 ~0.06
Ae
o Ap = 1.5D
IR N @

AT Chamfering Process

=1

Work Material

IHIEE Ve
m / min

o o o A~ W

_
N O

tIHIfR

S
S45C + FC
~20 HRC
80 ~ 150 m / min
TEEEE  BIERE Rz
Speed Rpm mm / tooth
12200 0.01~0.03
9150 0.015 ~0.035
7320 0.02~0.04
6100 0.02 ~0.05
4580 0.05~0.10
3660 0.07 ~0.15
3050 0.10~0.17

PIEIE4EERZERN Instruction for cutting conditions:
1LAERBES TSR ERIE- Please use equipment and fixtures with high precision and high rigidity.
2 BB A WAIM 2 A0 B2 AR e Please use the suitable cooling method and coolant for the workpiece.
ITIEERTEETHIE FAEARBERSEREERN FERGERAZ Gk TIRBE.
It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
4 RRIEATHZHEREE BEINTIER B & 2 80 THI I IE AR E B R B TIHI 2 8 R
This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.

i
SCM ~ SKT » SKD ~ SCr
~30 HRC

80 ~140 m/min

FEEgE IR Fz

Speed Rpm mm / tooth
11670 0.01 ~0.03
8750 0.015 ~ 0.035
7000 0.02~0.04
5840 0.02 ~0.05
4380 0.05~0.10
3500 0.07 ~0.15
2920 0.10~0.17

Ap = 1D
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EE
SCM + SKT » SKD
~45 HRC
80 ~ 130 m/min
THIE  ESTER Fz

Speed Rpm mm / tooth
11140 0.01~0.03
8360 0.015 ~ 0.035
6680 0.02 ~0.04
5570 0.02 ~0.05
4180 0.05~0.10
3340 0.07 ~0.15
2790 0.10~0.17

AR
SUS3 » SUS4

70 ~130 m/min
THEHE  BIER Fz
Speed Rpm mm / tooth
10610 0.01 ~0.03
7960 0.015 ~ 0.035
6370 0.02 ~ 0.04
5310 0.02 ~ 0.05
3980 0.05~0.10
3180 0.06 ~0.13
2650 0.08 ~0.15



550 5 )8R 7] ARG R

Solid Carbide Straight Flute Drills-Drilling Condition Table

Work Material AB6061 ~ A7075 AC ~ ACD Copper
tﬂiérli:{i}iﬁnVc 120 ~ 140 m / min 100 ~ 120 m / min 80 ~ 100 m/ min
&7% DC 113 BIJER Fz i BIJiERS Fz FEhEEE BI)HE Fz
Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth

4 10350 0.04 ~0.08 8750 0.04 ~0.08 7160 0.01 ~0.05
5 8280 0.04 ~0.08 7000 0.04 ~0.08 5730 0.01 ~0.05
6 6900 0.05~0.10 5840 0.05~0.10 4770 0.015 ~0.060
7 5910 0.05~0.10 5000 0.05~0.10 4090 0.015 ~ 0.060
8 5170 0.06 ~0.12 4380 0.06 ~0.12 3580 0.02 ~0.07
9 4600 0.06 ~0.12 3890 0.06 ~0.12 3180 0.02 ~ 0.07
10 4140 0.07 ~0.14 3500 0.07 ~0.14 2860 0.025 ~ 0.080
11 3760 0.07 ~0.14 3180 0.07 ~0.14 2600 0.025 ~ 0.080
12 3450 0.08 ~0.16 2920 0.08 ~0.16 2390 0.03 ~0.09
13 3180 0.08 ~0.16 2690 0.08 ~0.16 2200 0.03 ~ 0.09

5 5 92 e i i 2R 7] LI HR R

Solid Carbide Reamer-Reaming Condition Table

e % - R CE) CEi mESHEM
Work Material $45C ~ FC SCM ~ SKT * SKD + SCr SCM  SKT + SKD A6061 * A7075 AC + ACD
~20HRC ~30HRC ~45HRC
fﬂiéri]lii}zfinVC 10~20 m/min 8~16m/min 6~12m/min 20 ~40 m/min 20 ~40 m/min 20 ~40 m/min
B DC TEESR BIEEFz | TEER SRz | TEEE SUEEF | TEEE ST R | THEBE B0 R | THEE BIE6EFR:
Speed Rpom mm/tooth |Speed Rpom mm/tooth |Speed Rom mm/tooth |Speed Rom mm/tooth |Speed Rom mm/tooth |Speed Rom mm/tooth
3 1590 0.01~0.03 1270 0.005~0.020] 950  0.005~0.015| 3180 0.01~0.03 3180 0.01~0.03 3180 0.01~0.03
4 1190 0.01~0.03 950  0.005~0.020( 720  0.005~0.015| 2390 0.01~0.03 2390 0.01~0.03 2390 0.01~0.03
5 950  0.015~0.040 760 0.01~0.02 570  0.005~0015| 1910 0.015~0.040| 1910 0.015~0.040| 1910  0.015~0.040
6 800  0.015~0.040 640 0.01~0.02 480 0.01~0.02 1590  0.015~0.040| 1590 0.015~0.040| 1590  0.015~0.040
7 680 0.02~0.05 550  0.010~0.025| 410 0.01~0.02 1360 0.02~0.05 1360 0.02~0.05 1360 0.02~0.05
8 600 0.02~0.05 480  0.010~0.025| 360 0.01~0.02 1190 0.02~0.05 1190 0.02~0.05 1190 0.02~0.05
9 530 0.025 ~0.06 420 0.01~0.03 320 0015~0025| 1060  0.025~0.06 1060  0.025~0.06 1060  0.025~0.06
10 480 0.025 ~0.06 380 0.01~0.03 290  0.015~0.025| 950 0.025 ~0.06 950 0.025 ~0.06 950 0.025 ~0.06
11 430 0.03~0.07 350 0.015~0.035| 260  0.015~0.025 870 0.03~0.07 870 0.03~0.07 870 0.03~0.07
12 400 0.03~0.07 320  0.015~0.035| 240 0.02~0.03 800 0.03~0.07 800 0.03~0.07 800 0.03~0.07
13 370 0.04 ~0.08 290 0.02~0.04 220 0.02~0.03 730 0.04~0.08 730 0.04~0.08 730 0.04~0.08

IEMEEEERZERN Instruction for cutting conditions:
1AEABES SRR #E I e Please use equipment and fixtures with high precision and high rigidity.
2 BEE AW AN 2 5 A0 B4 A0 e Please use the suitable cooling method and coolant for the workpiece.
ITIEERTIRETHIE FASARBERTEREEN T ERERZEM/RTIABIER.
It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
ARKNS AT HI S EEEE BRI TIER Fiki & 28 THIE TR E SR BETEI S $R 5 o
This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.
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Solid Carbide End Mills-Cutting Condition Table

&7 ) i) i)

B DC
tRHIME
Work Material
Wi - 58 S45C ~ FC ~20HRC
PO SCM + SKT + SKD * SCr ~30 HRC
SCM+SKT+SKD  ~45HRC
BNt SUS3 + SUS4
#HEsE Ti- 6Al-4V
HEEE Inconel 718
Re& AB061 + A7075
SRETHEMN AC * ACD
Eid) Copper

HEF TR

BEDC
HRHEIME
Work Material
Tk - 55 S45C ~ FC ~20HRC
PO SCM + SKT + SKD * SCr ~30HRC
SCM ~ SKT * SKD ~45HRC
5 SUS3 + SUS4
#HhEaE Ti-6AI-4V
REAE Inconel 718
EE AB061 + A7075
tREEEH AC + ACD
Ei0) Copper

P4 LT o4 Ll E
tIEEE Ve BIELS Fz | tIEIRE Ve 8IS Fz
m/min mm /tooth m/min mm /tooth
30~120 0.01~006 | 40~140  0.01~0.08
30~100 0.01~005 | 40~120  0.01~0.06
20~50 0.01~0.04 30~70 0.01~0.03
20~80 0.01~0.04 | 40~100  0.01~0.03
10~20 0.01~0.03 20~40 0.01~0.03
10~20 0.05~0015| 10~25  0.005~0.020
80~180  0.04~0.08 | 100~200 0.06 ~0.14
60~140 0.04~008 | 80~160  0.06~0.14
60~140 0.04~0.10 | 80~160  0.06~0.18
HaE
b4 LT o4k
tIHIRE Ve BIJERS Fz | tIHIEE Ve  BIHER Fz
m/min mm / tooth m/min mm / tooth
50~170 0.005~0.020| 60~180 0.005~0.020
40~150 0.005~0.020| 50~160  0.005~0.020
30~130 0.005~0.015| 40~140 0.005~0.015
30~80 0.005~0.015| 40~90 0.005~0.015
10~40 0.005~0.020| 20~50  0.005~0.020
10~20 0.005~0.010| 20~40  0.005~0.010
90~130 0.005~0.080| 100~140 0.005~0.080
90~130 0.005~0.080| 100~140 0.005~0.080
70~110 0.005~0.050| 80~120  0.005~0.050

P4 LT
MR Ve BTER Fz
m/min mm /tooth
40~170  0.01~0.06
30~120  0.01~0.05
30~50 0.01~0.04
30~90 0.01~0.04
10~30 0.01~0.03
10~20  0.005~0.020
100~200 0.04~0.08
80~160  0.04~0.08
80~160  0.04~0.10

o4l

tIHIEE Ve 8IS Fz
m/min mm / tooth
60~190  0.02~0.12
50~140  0.02~0.10
40 ~80 0.02~0.08
50~110  0.02~0.08
20~50 0.02~0.06
10~30 0.01~0.04
120~220 0.08~0.16
100~180 0.08~0.16
100~180  0.08~0.20

MERL (=) ZBARRE (EFR)

¢4 LT
EIEIRE Ve SIS Fz
m/min mm / tooth
50~120  0.01~0.06
30~60 0.01~0.05
20~50 0.01~0.03
20~60 0.01~0.03
10~20 0.01~0.03
10~20  0.05~0.015
70~160  0.04~0.08
50~140  0.04~0.08
90~160  0.04~0.10

b4 LlE
tIHIEE Ve 8IS Fz
m/min mm / tooth
60~180  0.02~0.12
50~130  0.02~0.10
40~70 0.02~0.08
50~100  0.02~0.08
20 ~40 0.02~0.06
10~20 0.01~0.04
120~210 0.08~0.16
100~170  0.08~0.16
100~170  0.08~0.20

B DC
HREIME
Work Material
Tix&dm - 28 S45C » FC ~20HRC
o SCM + SKT + SKD * SCr ~30HRC
SCM + SKT + SKD ~45HRC
A5 SUS3 » SUS4
#Hexe Ti- 6Al-4V
BESE Inconel 718
#BEE AB061 + A7075
tRe el AC ~ ACD
il Copper

4 LT
tIEEE Ve BIES Fz
m/min mm /tooth
50 ~180 0.01 ~0.06
40~130 0.01 ~0.05
30~70 0.01 ~0.04
40~100 0.01 ~0.04
20~40 0.01 ~0.03
10~20  0.005~0.020
120~220 0.04~0.08
100~180 0.04~0.08
100~180 0.04~0.10

IBIEAEE R ZB5N Instruction for cutting conditions:

o4l E
tIEERE Ve B7ES Fz
m/min mm /tooth
70 ~200 0.02~0.12
60 ~ 150 0.02~0.10
50~90 0.02 ~0.08
60 ~120 0.02 ~0.08
30 ~60 0.02 ~0.06
20~40 0.01~0.04
140~240 0.08~0.16
120~200 0.08~0.16
120~200 0.08~0.20

LAEREES 2R AR Please use equipment and fixtures with high precision and high rigidity.
2 EEEGWHEIM 2 5 A5 B2 A0 Please use the suitable cooling method and coolant for the workpiece.
3TEERTIRERHE BAEBAREERSEREEN N ERERZEMTIBRR.

It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
ABRIEHTHSHEEE BEINTET k%S 2801 TS I TEMIZR S B HETIH 2 8 R o

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.

301

d4 LT
CIHIREE Ve SIS Fz
m/min mm / tooth
30~120  0.01~0.06
30~100  0.01~0.05
20~50 0.01~0.04
20~80 0.01~0.04
10~20 0.01~0.03
10~20  0.05~0.015
80~180  0.04~0.08
60~140  0.04~0.08
60~140  0.04~0.10

o4l
SRR Ve BIJERS Fz
m/min mm / tooth
40~140  0.01~0.08
40~120  0.01~0.06
30~70 0.01~0.03
40~100  0.01~0.03
20~40 0.01~0.03
10~25  0.005~0.002
100~200 0.06~0.14
80~160  0.06~0.14
80~160  0.06~0.18
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Solid Carbide Turnings Tools Cutting Condition Table

04T e

HIME ENHIERE Ve BIERS F tNEIERE Ve
Work Material m/min mm /rev m/min
hk3REH - 55 S45C ~ FC ~20 HRC 30~ 100 0.01 ~0.03 40 ~100
sasm SCM ~ SKT ~ SKD * SCr  ~30 HRC 30 ~ 80 0.01 ~0.03 40 ~ 90
SCM » SKT * SKD ~45HRC 30 ~70 0.01~0.03 40 ~ 80
550 SUS3 » SUS4 30 ~ 80 0.01 ~0.03 40 ~ 90
#HEs Ti - 6AI - 4V 10~25 0.005 ~0.030 15 ~25
RESE Inconel 718 10~25 0.005 ~ 0.030 15~25
$ReE AB061 + A7075 50 ~ 150 0.01~0.03 60 ~ 150
IRE BN AC ~ ACD 50 ~ 150 0.01 ~0.03 60 ~ 150
EiE) Copper 50 ~ 150 0.01 ~0.03 60 ~ 150

5 8 [ EEER PIHIRF R

Solid Carbide Drills-Drilling Condition Table

BHEEREF
mm / tooth
0.01 ~0.03
0.01 ~0.03
0.01 ~0.03
0.01 ~0.03

0.005 ~ 0.030

0.005 ~ 0.030
0.01 ~0.03
0.01 ~0.03
0.01 ~0.03

RE Rt

AC ~ ACD

{EHKSREE © B8H - S €8 e k3 fREE
Wz)ff;{::frial SS + SCM SC SCM + SCr * SNCM A6061 * A7075
~710 N/ mm2 ~210HB 28 ~ 35 HRC
mﬂ%ﬁn\/c 80~120 m/min 80 ~120 m/min 50 ~90 m/min 120 ~200 m/min
&% DC FEpEEE SR F | THEEE SEERF | TR BEEGF | XeER SEESF
Speed Rpm  mm/rev  |Speed Rom mm/rev |SpeedRpm mm/rev | Speed Rpm  mm/rev

3 10610 0.01 ~0.03 10610 0.01~0.03 7430 0.01~0.03 16980 0.02~0.06

4 7960 0.01 ~0.04 7960 0.01 ~0.04 5570 0.01 ~0.04 12730 0.02 ~0.08

5 6370 0.01 ~0.05 6370 0.01~0.05 4460 0.01~0.05 10190 0.03~0.10

6 5310 0.02 ~ 0.06 5310 0.02 ~ 0.06 3710 0.02 ~ 0.06 8490 0.04~0.12

7 4550 0.02 ~0.07 4550 0.02~0.07 3180 0.02~0.07 7280 0.04~0.14

8 3980 0.02 ~0.08 3980 0.02 ~0.08 2790 0.02 ~0.08 6370 0.05~0.16

9 3540 0.03 ~0.08 3540 0.03~0.08 2480 0.03~0.08 5660 0.06 ~0.18

10 3180 0.03 ~0.09 3180 0.03 ~0.09 2230 0.03 ~0.09 5090 0.07 ~0.21

11 2890 0.03 ~0.09 2890 0.03~0.09 2030 0.03~0.09 4630 0.07~0.23
12 2650 0.04 ~0.10 2650 0.04 ~0.10 1860 0.04 ~0.10 4240 0.08 ~ 0.25
13 2450 0.04 ~0.10 2450 0.04~0.10 1710 0.04~0.10 3920 0.09 ~0.27
14 2270 0.04 ~0.11 2270 0.04 ~0.11 1590 0.04 ~0.11 3640 0.09 ~0.29
15 2120 0.05~0.12 2120 0.05~0.12 1490 0.05~0.12 3400 0.10~0.31
16 1990 0.05~0.12 1990 0.05~0.12 1390 0.05~0.12 3180 0.11 ~0.33
17 1870 0.06 ~0.13 1870 0.06 ~0.13 1310 0.06 ~0.13 3000 0.11~0.35
18 1770 0.06 ~0.13 1770 0.06 ~0.13 1240 0.06 ~0.13 2830 0.12~0.37
19 1680 0.06 ~0.14 1680 0.06 ~0.14 1170 0.06 ~0.14 2680 0.13~0.39
20 1590 0.07 ~0.15 1590 0.07 ~0.15 1110 0.07 ~0.15 2550 0.14~0.42

IBIE4EE R ZB5N Instruction for cutting conditions:

LAEREES 2R AR Please use equipment and fixtures with high precision and high rigidity.
2 EEESWHIM 2 5 A5 B2 A0 Please use the suitable cooling method and coolant for the workpiece.
3TIEERTIREYHE BAEBAREERSEREEN N ERERSEMTI18IE

It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.

AR HTIH S HEEE BRI TIER Ak e 2% TOHRE M TEMIRE B R BEIHI 2 8Kk ko

120 ~200 m/ min

TEfEgE SEERF
Speed Rom  mm/rev
16980 0.02 ~0.06
12730 0.02 ~0.08
10190 0.03~0.10
8490 0.04~0.12
7280 0.04~0.14
6370 0.05~0.16
5660 0.06 ~0.18
5090 0.07 ~0.21
4630 0.07 ~0.23
4240 0.08 ~0.25
3920 0.09 ~0.27
3640 0.09 ~0.29
3400 0.10~0.31
3180 0.11~0.33
3000 0.11~0.35
2830 0.12~0.37
2680 0.13~0.39
2550 0.14~0.42

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.
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Solid Carbide Drills-Drilling Condition Table

HRHIME

Work Material

tIHIERE Ve

m/min

Ef£DC

© 00 N o o b~ W

tRHIME

Work Material

tIHIEE Ve

m/min

Ef£DC

© 00 N o o b~ W

ERkSRH - 230 - S €

A

SUS3 ~ SUS4

SS ~ SCM
~710 N/ mm2
80~120 m/min
TREEE BEERF
Speed Rom  mm/rev
10610 0.03~0.09
7960 0.04~0.12
6370 0.05~0.15
5310 0.06 ~0.18
4550 0.07 ~0.21
3980 0.08 ~0.24
3540 0.09 ~0.27
3180 0.10~0.30
2890 0.11~0.33
2650 0.12~0.36
2450 0.13~0.39

80 ~120 m/min
FHEEE BEERF
Speed Rom  mm/rev
10610 0.03 ~0.09
7960 0.04~0.12
6370 0.05~0.15
5310 0.06 ~0.18
4550 0.07 ~0.21
3980 0.08 ~0.24
3540 0.09 ~0.27
3180 0.10 ~0.30
2890 0.11~0.33
2650 0.12~0.36
2450 0.13~0.39

SEiH
SCM ~ SCr + SNCM
28 ~ 35 HRC
50 ~90 m/min
TEpEgE BEERF
Speed Rom  mm/rev
7430 0.03 ~0.09
5570 0.04~0.12
4460 0.05~0.15
3710 0.06 ~0.18
3180 0.07 ~0.21
2790 0.08 ~0.24
2480 0.09 ~0.27
2230 0.10 ~0.30
2030 0.11~0.33
1860 0.12~0.36
1710 0.13~0.39

REHE - FHEH
SKD * NAK * HPM
30 ~40 HRC
20~40m/min
THESE BEERF
Speed Rpom  mm/rev
3180 0.03~0.06
2390 0.04 ~0.08
1910 0.05~0.10
1590 0.06 ~0.12
1360 0.07~0.14
1190 0.08 ~0.16
1060 0.09~0.18
950 0.10~0.20
870 0.11~0.22
800 0.12~0.24
730 0.13~0.26

40 ~60 m/min
THESE BEERF
Speed Rpom  mm/rev
5310 0.03~0.06
3980 0.04 ~0.08
3180 0.05~0.10
2650 0.06 ~0.12
2270 0.07~0.14
1990 0.08~0.16
1770 0.09~0.18
1590 0.10~0.20
1450 0.11~0.22
1330 0.12~0.24
1220 0.13~0.26

FvkeH - SREEES

BREIRE
FCD600
400 ~600 N/ mm2

#BEE

A6061 ~ A7075

120 ~200 m/ min

wmeERG
AC * ACD

120 ~200 m/ min

40 ~50 HRC
20 ~30 m/min
IHEE SELGF
Speed Rom  mm/rev
2650 0.03 ~0.06
1990 0.04 ~0.08
1590 0.05~0.10
1330 0.06 ~0.12
1140 0.07 ~0.14
990 0.08 ~0.16
880 0.09~0.18
800 0.10~0.20
720 0.11~0.22
660 0.12~0.24
610 0.13~0.26

R
FC250
~350 N/ mm2
80 ~120 m/min
TEEsE BEERF
Speed Rom  mm/rev
10610 0.03 ~0.09
7960 0.04~0.12
6370 0.05~0.15
5310 0.06 ~0.18
4550 0.07 ~0.21
3980 0.08 ~0.24
3540 0.09 ~0.27
3180 0.10 ~0.30
2890 0.11~0.33
2650 0.12~0.36
2450 0.13~0.39

IBIEAEE R ZB5N Instruction for cutting conditions:

LAEREES 2R AR Please use equipment and fixtures with high precision and high rigidity.
2 EEEGWHEIM 2 5 A5 B2 A0 Please use the suitable cooling method and coolant for the workpiece.

60 ~ 100 m/min
TepEgE SEERF
Speed Rom  mm/rev
8490 0.03~0.09
6370 0.04~0.12
5090 0.05~0.15
4240 0.06 ~0.18
3640 0.07 ~0.21
3180 0.08 ~0.24
2830 0.09 ~0.27
2550 0.10 ~0.30
2310 0.11~0.33
2120 0.12~0.36
1960 0.13~0.39

3TEERTIRERHE BAEBAREERSEREEN N ERERZEMTIBRR.
It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
ABRIEHTHSHEEE BEINTET k%S 2801 TS I TEMIZR S B HETIH 2 8 R o

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.

303

TEEEE SEERF
Speed Rom  mm/rev
16980 0.03~0.09
12730 0.04~0.12
10190 0.05~0.15
8490 0.06 ~0.18
7280 0.07 ~0.21
6370 0.08 ~0.24
5660 0.09 ~0.27
5090 0.10 ~0.30
4630 0.11~0.33
4240 0.12~0.36
3920 0.13~0.39

TEEgE  BEERF
Speed Rom  mm/rev
16980 0.03~0.09
12730 0.04~0.12
10190 0.05~0.15
8490 0.06 ~0.18
7280 0.07 ~0.21
6370 0.08 ~0.24
5660 0.09 ~0.27
5090 0.10~0.30
4630 0.11~0.33
4240 0.12~0.36
3920 0.13~0.39
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Solid Carbide Drills-Drilling Condition Table

HRHIHE

Work Material

A5
SUS3 ~ SUS4

tDHIEREE Ve

m/min

E/

Al
o
(@)

3
4
5
6
7
8
9

HHIE

Work Material

{EnkRSH « 8 - 2
SS » SCM
~710 N/ mm2
80 ~120 m/min
TSR BEERF
Speed Rom  mm/rev
10610 0.03 ~0.09
7960 0.04~0.12
6370 0.05~0.15
5310 0.06 ~0.18
4550 0.07 ~0.21
3980 0.08 ~0.24
3540 0.09~0.27
3180 0.10~0.30
2890 0.11~0.33
2650 0.12~0.36
2450 0.13~0.39
2270 0.14~0.42
2120 0.15~0.45
1990 0.16 ~0.48
1870 0.17 ~0.51
1770 0.18 ~0.54
1680 0.19~0.57
1590 0.20 ~0.60

40 ~50 HRC

80 ~120 m/min
TEEEE BEERF
Speed Rom  mm/rev
10610 0.03 ~0.09
7960 0.04~0.12
6370 0.05~0.15
5310 0.06 ~0.18
4550 0.07 ~0.21
3980 0.08 ~0.24
3540 0.09 ~0.27
3180 0.10~0.30
2890 0.11~0.33
2650 0.12~0.36
2450 0.13~0.39
2270 0.14 ~0.42
2120 0.15~0.45
1990 0.16 ~0.48
1870 0.17 ~0.51
1770 0.18~0.54
1680 0.19~0.57
1590 0.20 ~0.60

B&il
SCM + SCr » SNCM
28 ~35HRC
50 ~90 m/min
TEESE BEERF
Speed Rom  mm/rev
7430 0.03 ~0.09
5570 0.04~0.12
4460 0.05~0.15
3710 0.06 ~0.18
3180 0.07 ~0.21
2790 0.08 ~0.24
2480 0.09 ~0.27
2230 0.10~0.30
2030 0.11~0.33
1860 0.12~0.36
1710 0.13~0.39
1590 0.14~0.42
1490 0.15~0.45
1390 0.16 ~0.48
1310 0.17 ~0.51
1240 0.18 ~0.54
1170 0.19~0.57
1110 0.20 ~0.60

HRERHE
FCD600

REHE - FHEH
SKD ~ NAK ~ HPM
30 ~40 HRC
20 ~40 m/min
TaggE SIERF
Speed Rom  mm/rev
3180 0.03 ~0.06
2390 0.04 ~0.08
1910 0.05~0.10
1590 0.06 ~0.12
1360 0.07~0.14
1190 0.08 ~0.16
1060 0.09~0.18
950 0.10~0.20
870 0.11~0.22
800 0.12~0.24
730 0.13~0.26
680 0.14~0.28
640 0.15~0.30
600 0.16 ~0.32
560 0.17~0.34
530 0.18~0.36
500 0.19~0.38
480 0.20 ~0.40

EEE
A6061 * A7075

40 ~60 m/min
TEESE BEERF
Speed Rom  mm/rev
5310 0.015~0.045
3980 0.02 ~0.06
3180 0.025 ~0.075
2650 0.03 ~0.09
2270 0.035~0.105
1990 0.04 ~0.12
1770 0.045~0.135
1590 0.05~0.15
1450 0.055 ~0.165
1330 0.06 ~0.18
1220 0.065 ~0.195
1140 0.07 ~0.21
1060 0.075~0.225
990 0.08 ~0.24
940 0.085 ~0.255
880 0.09 ~0.27
840 0.095 ~0.285
800 0.10~0.30

wmELEMt
AC + ACD

tNEERE Ve
m/min

E/

© ® N AW Al
lw]
(@]

N = = -4 4 a4 4 o
O © © N o o~ WN = O

20 ~30 m/min
TEESE BEERF
Speed Rom  mm/rev
2650 0.03 ~0.06
1990 0.04 ~0.08
1590 0.05~0.10
1330 0.06 ~0.12
1140 0.07~0.14
990 0.08 ~0.16
880 0.09 ~0.18
800 0.10~0.20
720 0.11 ~0.22
660 0.12~0.24
610 0.13~0.26
570 0.14~0.28
530 0.15~0.30
500 0.16 ~0.32
470 0.17~0.34
440 0.18 ~0.36
420 0.19~0.38
400 0.20 ~0.40

fete]
FC250
~350 N/ mm2
80~ 120 m/min
TEESE BEERF
Speed Rom  mm/rev
10610 0.03 ~0.09
7960 0.04~0.12
6370 0.05~0.15
5310 0.06 ~0.18
4550 0.07~0.21
3980 0.08 ~0.24
3540 0.09~0.27
3180 0.10~0.30
2890 0.11~0.33
2650 0.12~0.36
2450 0.13~0.39
2270 0.14~0.42
2120 0.15~0.45
1990 0.16 ~0.48
1870 0.17 ~0.51
1770 0.18 ~0.54
1680 0.19~0.57
1590 0.20 ~0.60

IEMEHEEERZERN Instruction for cutting conditions:

1AEABES SRR #E R F e Please use equipment and fixtures with high precision and high rigidity.
2 BHEBE A WA 2 5 A0 T B2 A0 e Please use the suitable cooling method and coolant for the workpiece.

400 ~600 N / mm2

60 ~ 100 m/min
TEESE BEERF
Speed Rom  mm/rev
8490 0.03 ~0.09
6370 0.04 ~0.12
5090 0.05~0.15
4240 0.06 ~0.18
3640 0.07 ~0.21
3180 0.08 ~0.24
2830 0.09 ~0.27
2550 0.10~0.30
2310 0.11 ~0.33
2120 0.12~0.36
1960 0.13~0.39
1820 0.14~0.42
1700 0.15~0.45
1590 0.16 ~0.48
1500 0.17 ~0.51
1410 0.18 ~0.54
1340 0.19~0.57
1270 0.20 ~0.60

ITIEERTREYHIE FASARBERTEREERN T ERERZEMRTIRBER.
It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
ARKNS AT HI S EEEE BRI TIER Fikig 8 28 THIE TR E SR BETHI S $R 7 o

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.
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120 ~200 m/ min

TEEHE BEERF
Speed Rom  mm/rev
16980 0.03~0.09
12730 0.04 ~0.12
10190 0.05~0.15
8490 0.06 ~0.18
7280 0.07 ~0.21
6370 0.08 ~0.24
5660 0.09~0.27
5090 0.10~0.30
4630 0.11~0.33
4240 0.12~0.36
3920 0.13~0.39
3640 0.14 ~0.42
3400 0.15~0.45
3180 0.16 ~0.48
3000 0.17~0.51
2830 0.18 ~0.54
2680 0.19~0.57
2550 0.20 ~ 0.60

120 ~200 m/ min

TEESE BEERF
Speed Rom  mm/rev
16980 0.03~0.09
12730 0.04~0.12
10190 0.05~0.15
8490 0.06 ~0.18
7280 0.07 ~0.21
6370 0.08 ~0.24
5660 0.09~0.27
5090 0.10 ~0.30
4630 0.11~0.33
4240 0.12~0.36
3920 0.13~0.39
3640 0.14~0.42
3400 0.15~0.45
3180 0.16 ~0.48
3000 0.17 ~0.51
2830 0.18 ~0.54
2680 0.19~0.57
2550 0.20 ~ 0.60



A bed:

58 YIHMFR &=

Solid Carbide Drills-Drilling Condition Table

HRHIHE

Work Material

E
SCM + SCr * SNCM
28 ~35HRC

A5
SUS3 - SUs4

tIHIEEE Ve

m/min

E/

Al
o
(@]

3
4
5
6
7
8
9

HHIE

Work Material

RN 538 5248
SS » SCM
~710 N/ mm2
80 ~ 150 m/min
TEESE SEEGF
Speed Rom  mm/rev
12200 0.03 ~0.09
9150 0.04~0.12
7320 0.05~0.15
6100 0.06 ~0.18
5230 0.07 ~0.21
4580 0.08 ~0.24
4070 0.09 ~0.27
3660 0.10~0.30
3330 0.11~0.33
3050 0.12~0.36
2820 0.13~0.39
2610 0.14~0.42
2440 0.15~0.45
2290 0.16 ~0.48
2150 0.17 ~0.51
2030 0.18 ~0.54
1930 0.19~0.57
1830 0.20 ~0.60

155AdH ~ SIEEHE
40 ~50 HRC

80 ~150 m/ min
TEEER  SEERF

Speed Rom  mm/rev
12200 0.03 ~0.09
9150 0.04~0.12
7320 0.05~0.15
6100 0.06 ~0.18
5230 0.07 ~0.21
4580 0.08 ~0.24
4070 0.09 ~0.27
3660 0.10~0.30
3330 0.11~0.33
3050 0.12~0.36
2820 0.13~0.39
2610 0.14~0.42
2440 0.15~0.45
2290 0.16 ~0.48
2150 0.17 ~0.51
2030 0.18 ~0.54
1930 0.19~0.57
1830 0.20 ~0.60

50 ~120 m/ min

FiEE SEERF

Speed Rom  mm/rev
9020 0.03 ~0.09
6760 0.04~0.12
5410 0.05~0.15
4510 0.06 ~0.18
3870 0.07 ~0.21
3380 0.08 ~0.24
3010 0.09 ~0.27
2710 0.10~0.30
2460 0.11~0.33
2250 0.12~0.36
2080 0.13~0.39
1930 0.14~0.42
1800 0.15~0.45
1690 0.16 ~0.48
1590 0.17~0.51
1500 0.18 ~0.54
1420 0.19~0.57
1350 0.20 ~0.60

RERE
FCD600

A - FHEH
SKD ~ NAK ~ HPM
30 ~40 HRC
30 ~60 m/min
TEESE SEEGF
Speed Rom  mm/rev
4770 0.03 ~0.06
3580 0.04 ~0.08
2860 0.05~0.10
2390 0.06 ~0.12
2050 0.07~0.14
1790 0.08 ~0.16
1590 0.09~0.18
1430 0.10~0.20
1300 0.11~0.22
1190 0.12~0.24
1100 0.13~0.26
1020 0.14~0.28
950 0.15~0.30
900 0.16 ~0.32
840 0.17~0.34
800 0.18~0.36
750 0.19~0.38
720 0.20 ~0.40

HEE
AB061 ~ A7075

40 ~80 m/min
TEESE BEERF
Speed Rom  mm/rev
6370 0.015~0.045
4770 0.02 ~0.06
3820 0.025 ~0.075
3180 0.03 ~0.09
2730 0.035~0.105
2390 0.04~0.12
2120 0.045~0.135
1910 0.05~0.15
1740 0.055~0.165
1590 0.06 ~0.18
1470 0.065 ~0.195
1360 0.07 ~0.21
1270 0.075~0.225
1190 0.08 ~0.24
1120 0.085 ~ 0.255
1060 0.09 ~0.27
1010 0.095 ~0.285
950 0.10~0.30

BESHM
AC ~ ACD

tDHIERE Ve

m/min

20 ~40 m/min
TEESE BEEGF
Speed Rom  mm/rev
3180 0.03 ~0.06
2390 0.04 ~0.08
1910 0.05~0.10
1590 0.06 ~0.12
1360 0.07 ~0.14
1190 0.08 ~0.16
1060 0.09~0.18
950 0.10~0.20
870 0.11~0.22
800 0.12~0.24
730 0.13~0.26
680 0.14~0.28
640 0.15~0.30
600 0.16 ~0.32
560 0.17~0.34
530 0.18~0.36
500 0.19~0.38
480 0.20 ~0.40

i)
FC250
~350 N/ mm2
80~ 150 m/min
TEESE SEEGF
Speed Rom  mm/rev
12200 0.03 ~0.09
9150 0.04~0.12
7320 0.05~0.15
6100 0.06 ~0.18
5230 0.07~0.21
4580 0.08 ~0.24
4070 0.09~0.27
3660 0.10~0.30
3330 0.11~0.33
3050 0.12~0.36
2820 0.13~0.39
2610 0.14~0.42
2440 0.15~0.45
2290 0.16 ~0.48
2150 0.17 ~0.51
2030 0.18 ~0.54
1930 0.19~0.57
1830 0.20 ~0.60

IBIEAEE R ZB5N Instruction for cutting conditions:

LAEREES 2R AR Please use equipment and fixtures with high precision and high rigidity.
2 EEEGWHEIM 2 5 A5 B2 A0 Please use the suitable cooling method and coolant for the workpiece.

400 ~600 N / mm2

60 ~ 130 m/min
e
Speed Rom  mm/rev
10080 0.03~0.09
7560 0.04~0.12
6050 0.05~0.15
5040 0.06 ~0.18
4320 0.07 ~0.21
3780 0.08 ~0.24
3360 0.09 ~0.27
3020 0.10~0.30
2750 0.11~0.33
2520 0.12~0.36
2330 0.13~0.39
2160 0.14~0.42
2020 0.15~0.45
1890 0.16 ~0.48
1780 0.17 ~0.51
1680 0.18 ~0.54
1590 0.19~0.57
1510 0.20 ~0.60

3TEERTIRERHE BAEBAREERSEREEN N ERERZEMTIBRR.
It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
ABRIEHTHSHEEE BEINTET k%S 2801 TS I TEMIZR S B HETIH 2 8 R o

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.

305

120 ~ 250 m / min

TEEHE SEEGF
Speed Rom  mm/rev
19630 0.03~0.09
14720 0.04~0.12
11780 0.05~0.15
9810 0.06 ~0.18
8410 0.07 ~0.21
7360 0.08 ~0.24
6540 0.09~0.27
5890 0.10~0.30
5350 0.11~0.33
4910 0.12~0.36
4530 0.13~0.39
4210 0.14~0.42
3930 0.15~0.45
3680 0.16 ~0.48
3460 0.17~0.51
3270 0.18 ~0.54
3100 0.19~0.57
2940 0.20 ~0.60

120 ~ 250 m/ min

TEESE BEERF
Speed Rom  mm/rev
19630 0.03~0.09
14720 0.04~0.12
11780 0.05~0.15
9810 0.06 ~0.18
8410 0.07 ~0.21
7360 0.08 ~0.24
6540 0.09~0.27
5890 0.10~0.30
5350 0.11~0.33
4910 0.12~0.36
4530 0.13~0.39
4210 0.14~0.42
3930 0.15~0.45
3680 0.16 ~0.48
3460 0.17 ~0.51
3270 0.18 ~0.54
3100 0.19~0.57
2940 0.20 ~0.60
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Solid Carbide Drills-Drilling Condition Table

HRHIHE

Work Material

EA
SCM + SCr * SNCM
28 ~35HRC

ik
SUS3 - SUS4

HIHIERE Ve
m/min

w]
(@]

E/

3
4
5
6
7
8
9

HRHIHE

Work Material

RN 538 5208
SS + SCM
~710 N/ mm2
80 ~120 m/min
TSR SEEGF
Speed Rom  mm/rev
10610 0.02~0.06
7960 0.02 ~0.07
6370 0.03 ~0.08
5310 0.04 ~0.10
4550 0.04~0.12
3980 0.05~0.14
3540 0.06 ~0.16
3180 0.07 ~0.18
2890 0.07 ~0.20
2650 0.08 ~0.22
2450 0.09~0.24
2270 0.09 ~0.26
2120 0.10~0.28
1990 0.11~0.30
1870 0.11~0.32
1770 0.12~0.34
1680 0.13~0.36
1590 0.14~0.38

1554dH -~ SIEEHE
40 ~50 HRC

80 ~120 m/ min

FogsE SEERF

Speed Rom  mm/rev
10610 0.02 ~0.06
7960 0.02 ~0.07
6370 0.03 ~0.08
5310 0.04~0.10
4550 0.04~0.12
3980 0.05~0.14
3540 0.06 ~0.16
3180 0.07 ~0.18
2890 0.07 ~0.20
2650 0.08 ~0.22
2450 0.09 ~0.24
2270 0.09 ~0.26
2120 0.10~0.28
1990 0.1 ~0.30
1870 0.11~0.32
1770 0.12~0.34
1680 0.13~0.36
1590 0.14~0.38

50 ~90 m/min

FoiEE  SEBERF

Speed Rom  mm/rev
7430 0.02 ~0.06
5570 0.02 ~0.07
4460 0.03~0.08
3710 0.04~0.10
3180 0.04~0.12
2790 0.05~0.14
2480 0.06 ~0.16
2230 0.07~0.18
2030 0.07 ~0.20
1860 0.08 ~0.22
1710 0.09~0.24
1590 0.09 ~0.26
1490 0.10~0.28
1390 0.1 ~0.30
1310 0.11~0.32
1240 0.12~0.34
1170 0.13~0.36
1110 0.14~0.38

BRERE
FCD600

A -
SKD ~ NAK ~ HPM
30 ~40 HRC
20 ~40 m/min
TaEEE SBIERF
Speed Rom  mm/rev
3180 0.02~0.04
2390 0.02 ~0.05
1910 0.03~0.07
1590 0.04 ~0.08
1360 0.04 ~0.09
1190 0.05~0.11
1060 0.06 ~0.12
950 0.07~0.14
870 0.07~0.15
800 0.08 ~0.16
730 0.09~0.18
680 0.09~0.19
640 0.10~0.21
600 0.11 ~0.22
560 0.11~0.23
530 0.12~0.25
500 0.13~0.26
480 0.14~0.28

HEE
AB0B1 ~ A7075

40 ~60 m/min
TagsR BEEGF
Speed Rom  mm/rev
5310 0.01 ~0.03
3980 0.01 ~0.04
3180 0.01 ~0.05
2650 0.02 ~0.06
2270 0.02 ~0.07
1990 0.02 ~0.08
1770 0.03 ~0.09
1590 0.03~0.10
1450 0.03 ~0.11
1330 0.04~0.12
1220 0.04~0.13
1140 0.04 ~0.14
1060 0.05~0.15
990 0.05~0.16
940 0.05~0.17
880 0.06 ~0.18
840 0.06 ~0.19
800 0.07 ~0.21

SBESEH
AC ~ ACD

tDHIERRE Ve

m/min

EffDC

20 ~40 m/min
TEEGE SEEGF
Speed Rom  mm/rev
3180 0.02~0.04
2390 0.02 ~0.05
1910 0.03 ~0.07
1590 0.04 ~0.08
1360 0.04 ~0.09
1190 0.05~0.11
1060 0.06 ~0.12
950 0.07 ~0.14
870 0.07 ~0.15
800 0.08~0.16
730 0.09~0.18
680 0.09~0.19
640 0.10~0.21
600 0.11~0.22
560 0.11~0.23
530 0.12~0.25
500 0.13~0.26
480 0.14~0.28

iR
FC250
~350 N/ mm2
80~ 120 m/min
TEEGE SEEGF
Speed Rom  mm/rev
10610 0.02~0.06
7960 0.02 ~0.07
6370 0.03 ~0.08
5310 0.04 ~0.10
4550 0.04~0.12
3980 0.05~0.14
3540 0.06 ~0.16
3180 0.07 ~0.18
2890 0.07 ~0.20
2650 0.08 ~0.22
2450 0.09~0.24
2270 0.09 ~0.26
2120 0.10~0.28
1990 0.11~0.30
1870 0.11~0.32
1770 0.12~0.34
1680 0.13~0.36
1590 0.14~0.38

IEMEHEEERZERN Instruction for cutting conditions:

1AEABES SRR #E R F e Please use equipment and fixtures with high precision and high rigidity.
2 BHEBE A WA 2 5 A0 T B2 A0 e Please use the suitable cooling method and coolant for the workpiece.

400 ~600 N / mm2

60 ~ 100 m/min
TEEGHE BEEGF
Speed Rom  mm/rev
8490 0.02~0.06
6370 0.02 ~0.07
5090 0.03 ~0.08
4240 0.04 ~0.10
3640 0.04~0.12
3180 0.05~0.14
2830 0.06 ~0.16
2550 0.07 ~0.18
2310 0.07 ~0.20
2120 0.08 ~0.22
1960 0.09~0.24
1820 0.09 ~0.26
1700 0.10~0.28
1590 0.11 ~0.30
1500 0.11~0.32
1410 0.12~0.34
1340 0.13~0.36
1270 0.14~0.38

ITIEERTREYHIE FASARBERTEREERN T ERERZEMRTIRBER.
It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
ARKNS AT HI S EEEE BRI TIER Fikig 8 28 THIE TR E SR BETHI S $R 7 o

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.
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120 ~200 m/ min

TEEHE BEEGF
Speed Rom  mm/rev
16980 0.02 ~0.06
12730 0.02 ~0.08
10190 0.03~0.10
8490 0.04~0.12
7280 0.04~0.14
6370 0.05~0.16
5660 0.06 ~0.18
5090 0.07 ~0.21
4630 0.07~0.23
4240 0.08 ~0.25
3920 0.09~0.27
3640 0.09 ~0.29
3400 0.10~0.31
3180 0.11~0.33
3000 0.11~0.35
2830 0.12~0.37
2680 0.13~0.39
2550 0.14~0.42

120 ~200 m/ min

TEESE BEERF
Speed Rom  mm/rev
16980 0.02 ~0.06
12730 0.02 ~0.08
10190 0.03~0.10
8490 0.04 ~0.12
7280 0.04~0.14
6370 0.05~0.16
5660 0.06 ~0.18
5090 0.07 ~0.21
4630 0.07 ~0.23
4240 0.08 ~0.25
3920 0.09~0.27
3640 0.09 ~0.29
3400 0.10~0.31
3180 0.1 ~0.33
3000 0.11~0.35
2830 0.12~0.37
2680 0.13~0.39
2550 0.14~0.42



3550 A% SR T IR EEER YRR R

Solid Carbide Drills-Drilling Condition Table

HRHIHE

Work Material

E
SCM + SCr * SNCM
28 ~35HRC

A5
SUS3 - SUs4

tIHIEEE Ve

m/min

E/

Al
o
(@]

3
4
5
6
7
8
9

HHIE

Work Material

RN 538 5248
SS » SCM
~710 N/ mm2
80 ~120 m/min
TEESE SEEGF
Speed Rom  mm/rev
10610 0.03 ~0.09
7960 0.04 ~0.11
6370 0.05~0.13
5310 0.06 ~0.15
4550 0.07 ~0.17
3980 0.08~0.19
3540 0.09 ~0.21
3180 0.10~0.23
2890 0.11~0.25
2650 0.12~0.27
2450 0.13~0.29
2270 0.14 ~0.31
2120 0.15~0.33
1990 0.16 ~0.35
1870 017 ~0.37
1770 0.18~0.39
1680 0.19~0.41
1590 0.20 ~0.43

155AdH ~ SIEEHE
40 ~50 HRC

80 ~120 m/ min

FHiEE BEERF

Speed Rom  mm/rev
10610 0.03 ~0.09
7960 0.04 ~0.11
6370 0.05~0.13
5310 0.06 ~0.15
4550 0.07~0.17
3980 0.08~0.19
3540 0.09 ~0.21
3180 0.10~0.23
2890 0.11~0.25
2650 0.12~0.27
2450 0.13~0.29
2270 0.14~0.31
2120 0.15~0.33
1990 0.16 ~0.35
1870 0.17~0.37
1770 0.18 ~0.39
1680 0.19~0.41
1590 0.20~0.43

50 ~90 m/min

FiEE SEERF

Speed Rom  mm/rev
7430 0.03 ~0.09
5570 0.04 ~0.11
4460 0.05~0.13
3710 0.06 ~0.15
3180 0.07 ~0.17
2790 0.08 ~0.19
2480 0.09 ~0.21
2230 0.10~0.23
2030 0.11~0.25
1860 0.12~0.27
1710 0.13~0.29
1590 0.14~0.31
1490 0.15~0.33
1390 0.16 ~0.35
1310 0.17~0.37
1240 0.18 ~0.39
1170 0.19~0.41
1110 0.20~0.43

RERE
FCD600

A - FHEH
SKD ~ NAK ~ HPM
30 ~40 HRC
20 ~40m/min
TEESE SEEGF
Speed Rom  mm/rev
3180 0.02~0.04
2390 0.03 ~0.06
1910 0.04 ~0.08
1590 0.05~0.10
1360 0.06 ~0.12
1190 0.07~0.14
1060 0.08~0.16
950 0.09~0.18
870 0.10~0.20
800 0.11~0.22
730 0.12~0.24
680 0.13~0.26
640 0.14~0.28
600 0.15~0.30
560 0.16 ~0.32
530 0.17 ~0.34
500 0.18~0.36
480 0.19~0.38

HEE
AB061 ~ A7075

40 ~60 m/min
TEESE BEERF
Speed Rom  mm/rev
5310 0.015 ~0.045
3980 0.02 ~0.06
3180 0.025 ~0.075
2650 0.03 ~0.09
2270 0.035~0.105
1990 0.04 ~0.12
1770 0.045 ~0.135
1590 0.05~0.15
1450 0.055 ~0.165
1330 0.06 ~0.18
1220 0.065 ~0.195
1140 0.07 ~0.21
1060 0.075 ~0.225
990 0.08 ~0.24
940 0.085 ~0.255
880 0.09 ~0.27
840 0.095 ~0.285
800 0.10~0.30

BESHM
AC ~ ACD

tDHIERE Ve

m/min

20 ~40 m/min
TEESE BEEGF
Speed Rom  mm/rev
3180 0.02~0.04
2390 0.03 ~0.06
1910 0.04 ~0.08
1590 0.05~0.10
1360 0.06 ~0.12
1190 0.07 ~0.14
1060 0.08~0.16
950 0.09~0.18
870 0.10~0.20
800 0.11 ~0.22
730 0.12~0.24
680 0.13~0.26
640 0.14~0.28
600 0.15~0.30
560 0.16 ~0.32
530 0.17~0.34
500 0.18~0.36
480 0.19~0.38

i)
FC250
~350 N/ mm2
80 ~120 m/min
TEESE SEEGF
Speed Rom  mm/rev
10610 0.03 ~0.09
7960 0.04 ~0.11
6370 0.05~0.13
5310 0.06 ~0.15
4550 0.07 ~0.17
3980 0.08~0.19
3540 0.09~0.21
3180 0.10~0.23
2890 0.11~0.25
2650 0.12~0.27
2450 0.13~0.29
2270 0.14 ~0.31
2120 0.15~0.33
1990 0.16 ~0.35
1870 0.17 ~0.37
1770 0.18~0.39
1680 0.19~0.41
1590 0.20 ~0.43

IBIEAEE R ZB5N Instruction for cutting conditions:

LAEREES 2R AR Please use equipment and fixtures with high precision and high rigidity.
2 EEEGWHEIM 2 5 A5 B2 A0 Please use the suitable cooling method and coolant for the workpiece.

400 ~600 N / mm2

60 ~ 100 m/min
e
Speed Rom  mm/rev
8490 0.03 ~0.09
6370 0.04 ~0.11
5090 0.05~0.13
4240 0.06 ~0.15
3640 0.07 ~0.17
3180 0.08 ~0.19
2830 0.09 ~0.21
2550 0.10~0.23
2310 0.11~0.25
2120 0.12~0.27
1960 0.13~0.29
1820 0.14 ~0.31
1700 0.15~0.33
1590 0.16 ~0.35
1500 0.17 ~0.37
1410 0.18~0.39
1340 0.19~0.41
1270 0.20 ~0.43

3TEERTIRERHE BAEBAREERSEREEN N ERERZEMTIBRR.
It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.
ABRIEHTHSHEEE BEINTET k%S 2801 TS I TEMIZR S B HETIH 2 8 R o

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.
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120 ~200 m/ min

TEEHE SEEGF
Speed Rom  mm/rev
16980 0.03~0.09
12730 0.04~0.12
10190 0.05~0.15
8490 0.06 ~0.18
7280 0.07 ~0.20
6370 0.08 ~0.22
5660 0.09~0.24
5090 0.10~0.26
4630 0.11~0.28
4240 0.12~0.30
3920 0.13~0.32
3640 0.14~0.34
3400 0.15~0.36
3180 0.16 ~0.38
3000 0.17~0.40
2830 0.18 ~0.42
2680 0.19~0.44
2550 0.20 ~0.46

120 ~200 m/ min

TEESE BEERF
Speed Rom  mm/rev
16980 0.03~0.09
12730 0.04 ~0.12
10190 0.05~0.15
8490 0.06 ~0.18
7280 0.07~0.20
6370 0.08 ~0.22
5660 0.09~0.24
5090 0.10~0.26
4630 0.11~0.28
4240 0.12~0.30
3920 0.13~0.32
3640 0.14~0.34
3400 0.15~0.36
3180 0.16 ~0.38
3000 0.17~0.40
2830 0.18 ~0.42
2680 0.19~0.44
2550 0.20 ~0.46



SRR TIE R

Micro Garin Carbide Slitting Saws-Cutting Condition Table

FBLIHI Slot Milling

e S a2 REE  SEERY
Work Material S45C + FC SCM ~ SKT ~ SKD * SCr A6061 + A7075 + AC ~ ACD
~20 HRC ~40 HRC
tﬂiﬂ{i}iﬁn\/c 50 ~70 m/min 35~55m/min 120 ~180 m/min 180 ~ 220 m/ min
B DC TEEEE B Fz | FEEEE  SY#EEFz | IEEE 0 SY#iGFz | FEEE  SIERFz
Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth
20 950 0.015~0.035 720 0.015 ~0.035 2390 0.015 ~ 0.035 3180 0.015~0.035
25 760 0.015 ~0.035 570 0.015 ~ 0.035 1910 0.015 ~ 0.035 2550 0.015 ~ 0.035
35 550 0.015~0.035 410 0.015 ~0.035 1360 0.015 ~ 0.035 1820 0.015~0.035
40 480 0.015 ~0.035 360 0.015 ~ 0.035 1190 0.015 ~ 0.035 1590 0.015 ~ 0.035
50 380 0.015~0.035 290 0.015 ~0.035 950 0.015 ~ 0.035 1270 0.015~0.035
60 320 0.015 ~0.035 240 0.015 ~ 0.035 800 0.015 ~ 0.035 1060 0.015 ~ 0.035
75 250 0.015~0.035 190 0.015 ~0.035 640 0.015 ~ 0.035 850 0.015~0.035
85 220 0.015 ~0.035 170 0.015 ~ 0.035 560 0.015 ~ 0.035 750 0.015 ~ 0.035
100 190 0.015~0.035 140 0.015 ~0.035 480 0.015 ~ 0.035 640 0.015~0.035
125 150 0.015 ~0.035 110 0.015 ~ 0.035 380 0.015 ~ 0.035 510 0.015 ~ 0.035

EFRIH Lathe Cutting

- e R A& RET - BEEHMN
Work Material S45C ~ FC SCM ~ SKT ~ SKD ~ SCr A6061 ~ A7075 ~ AC ~ ACD
~30 HRC ~40 HRC
tﬂ%ﬂ%ﬁn\/c 50 ~70 m/min 35~55m/min 120 ~180 m/ min 1700 ~ 2100 m / min
B DC TeigEE  BIERFz | XEEEE 2 BYERFz | TEEEE SR Fz | FEEE BIERFz
Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth Speed Rpm mm / tooth
20 950 0.02 ~0.05 720 0.02 ~0.05 2390 0.02 ~0.05 3180 0.02 ~0.05
25 760 0.02 ~0.05 570 0.02 ~0.05 1910 0.02 ~0.05 2550 0.02 ~0.05
35 550 0.02 ~0.05 410 0.02 ~0.05 1360 0.02 ~0.05 1820 0.02 ~0.05
40 480 0.02 ~0.05 360 0.02 ~0.05 1190 0.02 ~0.05 1590 0.02 ~0.05
50 380 0.02 ~0.05 290 0.02 ~0.05 950 0.02 ~0.05 1270 0.02 ~0.05
60 320 0.02 ~0.05 240 0.02 ~0.05 800 0.02 ~0.05 1060 0.02 ~0.05
75 250 0.02 ~0.05 190 0.02 ~0.05 640 0.02 ~0.05 850 0.02 ~0.05
85 220 0.02 ~0.05 170 0.02 ~0.05 560 0.02 ~0.05 750 0.02 ~0.05
100 190 0.02 ~0.05 140 0.02 ~0.05 480 0.02 ~0.05 640 0.02 ~0.05
125 150 0.02 ~0.05 110 0.02 ~0.05 380 0.02 ~0.05 510 0.02 ~0.05

PIEIE4EERZERN Instruction for cutting conditions:

1LAFERBES SR E R Please use equipment and fixtures with high precision and high rigidity.

2 BB A WAIM 2 A0 B2 AR e Please use the suitable cooling method and coolant for the workpiece.

ITIEERTEETHIE FASARBERSEREERN FERERAZ Gk TIRBE.

It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.

4 ERRIEABTHZHEREE BEINTIER B A 2 80 THIE I IEAEAREE R B TIHI 2 8 R o

This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.
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Solid Carbide End Mills-Cutting Condition Table

fAIEEIEI Side Milling

HEHIM B
Work Material

kR - R

S45C ~ FC

PhdR
SUS304

tIEIZERE Ve
m/ min

PLEIIESES

AR INT Trochoidal Milling

HHHIME
Work Material

Sl
Speed Rpm
30240
20160
15120
12100
10080
7560
6050
5040
3780
3020

~20 HRC

150 ~ 200 m / min

150 ~ 200 m / min

IR Fz
mm / tooth

0.02~0.10
0.03 ~0.11
0.04 ~0.12
0.05~0.13
0.06 ~0.14
0.07 ~0.15
0.10~0.20
0.10 ~0.20
0.12~0.20
0.12 ~0.20

Ap = 2D
Ae = 0.1D

T3
Speed Rpm
28650
19100
14320
11460
9550
7160
5730
4770
3580
2860

g

1]
Ae

kR - R

S45C ~ FC

A
SUS304

IS Fz
mm / tooth

0.01 ~0.03
0.01 ~0.03
0.01 ~0.04
0.01 ~0.04
0.02 ~0.05
0.02 ~0.05
0.03 ~0.07
0.03 ~0.07
0.04 ~0.08
0.04 ~0.08

tDHI®EE Ve

m / min

B DC

o 0~ W N

8
10
12
16
20

PLEIESES

TR
Speed Rpm
30240
20160
15120
12100
10080
7560
6050
5040
3780
3020

PIEHE4EERZER] Instruction for cutting conditions:
1LAFERBES SR ERIE - Please use equipment and fixtures with high precision and high rigidity.
2 BHEE AW AIM 2 % A0 B2 AR e Please use the suitable cooling method and coolant for the workpiece.
ITIEERTEETHIE FASARBERSEREERN FERERAZ Gk TIRIBE.

It is necessary to measure deflection before the cutting tool to be assembled in the arbor. Improper use may lead the tool damaged.

~20 HRC

150 ~ 200 m / min

150 ~ 200 m / min

IR Fz
mm / tooth

0.02~0.10
0.03 ~0.11
0.04 ~0.12
0.05~0.13
0.06 ~0.14
0.07 ~0.15
0.10~0.20
0.10 ~0.20
0.12~0.20
0.12~0.20

Ap = 2D
Ae = 0.1D

TR
Speed Rpm
28650
19100
14320
11460
9550
7160
5730
4770
3580
2860

g

]
Ae

4 RRIEABYHZHEREE BRI TIER B & 2 80 THIGS I IE AR E B R B TIEI 2 8 R
This table is for the reference. Please according to the rigidity of the machine, workpiece clamping and the part processing method to adjust the parameter.
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BI)ER Fz
mm / tooth

0.01 ~0.03
0.01 ~0.03
0.01 ~0.04
0.01 ~0.04
0.02 ~0.05
0.02 ~0.05
0.03 ~0.07
0.083 ~0.07
0.04 ~0.08
0.04 ~0.08





