ODHF

<R FARPM=10000(min 1) A T 2 55>

LA T8 / §56% : Carbon Steels / Cast Tron
Work Material $50C / Fc250 / $S440 : 1.1210/0.6025 / 1.0036 : 1050 / NO.35 / AS70 Gr.45 (~HRc22)

AUEE ol Bwiens e RERE | mrmma | MIEEAD) M
Type NO. | Length(mm) | Cutting Speed (mimD) (cm/mi) Depthof Cut | Widthof Cut | Milling Type
RTA0205 12mm 60 9000~9500 800~1000 0.11~0.14 -2 ##%Slotting)
RTA0205 12mm 60 9000~9500 800~1000 0.05~0.07 -2 ##(Slotting)
RTA0205 12mm 60 9000~9500 1000~1200 24 0.12~0.15 | {I3(Side milling)
RTA0205 12mm 60 9000~9500 700~900 24 0.05~0.07 | fil3(Side milling)
RTA0205 12mm 60 9000~9500 12001400 | 0.12-0.15 | 0.12~0.15 |3D#EGD milling)
RTA0205 12mm 60 9000~9500 1100~1300 | 0.05-0.07 | 0.05~0.07 |3D#EGD milling)
RTA0305 12mm 85 8800~9300 800~1000 0.12~0.15 1-3  ##%(Slotting)
RTA0305 12mm 85 8800~9300 800~1000 0.06~0.08 13 HE#k(Slotting)
RTA0305 12mm 85 8800~9300 1000~1200 3-6 0.12~0.15 | {iI3(Side milling)
RTA0305 12mm 85 8800~9300 800~1000 36 0.06~0.08 | {I#(Side milling)
RTA0305 12mm 85 8800~9300 10001200 | 0.12<0.15 = 0.12~0.15 3D#EGD milling)
RTA0305 12mm 85 8800~9300 1000~1200 | 0.06-0.08 = 0.06~0.08 3D#EGD milling)
RTA0405 14mm 100 8000~8400 600~800 0.12~0.15 24 | #HESlotting)
RTA0405 14mm 100 8000~8400 800~1000 0.06~0.08 24 HEBESloting)
RTA0405 14mm 85 6500~7000 800~1000 4~8 0.12~0.15 | {iI$(Side milling)
RTA0405 14mm 85 6500~7000 600~800 48 0.06~0.08 | fil3(Side milling)
RTA0405 14mm 110 8700~9200 800~1000 0.12~015 | 0.12~0.15 3D#EG3D milling)
RTA0405 14mm 110 8700~9200 600~800 0.06~0.08 | 0.06~0.08 3DEEG3D milling)
RTA0410 14mm 100 80008400 700~900 0.12~0.15 -4 | ##%(Slotting)
RTA0410 14mm 100 8000~8400 800~1000 0.06~0.08 -4 |HE#%Slotting)
RTA0410 14mm 85 6500~7000 800~1000 48 0.12~0.15 | {iI3(Side milling)
RTA0410 14mm 85 6500~7000 600~800 48 0.06~0.08 | {iI#(Side milling)
RTA0410 14mm 110 8700~9200 900~1100 0.12~015 | 0.12~0.15 3D&EG3D milling)
RTA0410 14mm 110 8700~9200 1100~1400 | 0.06~0.08 = 0.06~0.08 3D#EGD milling)
RTA0S05 17mm 95 5800~6300 900~1100 0.15~0.18 35 HE$ESloting)
RTAO0S05 17mm 120 7300~7800 800~1200 0.06~0.08 35 EBESlotting)
RTA0S0S 17mm 95 5800~6300 800~1000 5~10 0.15~0.18 | {iI3(Side milling)
RTA0505 17mm 95 5800~6300 600~800 5~10 0.06~0.08 | fiI3(Side milling)
RTA0S05 17mm 135 83008800 1400~1800 | 0.15-0.18 | 0.15~0.18 |3D#EGD milling)
RTAO0S05 17mm 135 83008800 1300~1700 | 0.06~0.08 | 0.06~0.08 |3D$EGD milling)
RTAO0S10 17mm 95 5800~6300 900~1100 0.15-0.18 2~5 | #3ESlotting)
RTA0510 17mm 120 7300~7800 800~1200 0.06~0.08 2~5 [ #3ESotting)
RTAOS10 17mm 95 5800~6300 800~1000 5~10 0.15-0.18  {HI3(Side milling)
RTAOS10 17mm 95 5800~6300 600~800 5~10 0.06~0.08 | {I#(Side milling)
RTA0510 17mm 135 83008800 1400~1800 | 0.15-0.18 = 0.15-0.18 |3D#EGD milling)
RTA0510 17mm 135 83008800 1300~1700 | 0.06~0.08 = 0.06~0.08 3D#EGD milling)
RTA0605 20mm 95 4800~5200 900~1100 0.15~0.18 4~6 | HE3ESlotting)
RTA0605 20mm 120 6200~6600 800~1200 0.06~0.08 4~6 | #HESlotting)
RTA0605 20mm 95 4800~5200 800~1000 6~12 0.15~0.18 | {iI3(Side milling)
RTA0605 20mm 95 4800~5200 600~800 6~12 0.06~0.08 | fil3(Side milling)
RTA0605 20mm 135 7200~7600 1400~1800 | 0.15-0.18 | 0.15~0.18 |3D#EGD milling)
RTA0605 20mm 135 7200~7600 1300~1700 | 0.06~0.08 | 0.06~0.08 3D$EGD milling)
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/ Above cutting data are issued by DHF Technical Applications Center.

RTA+



ODHF

<R FARPM=10000(min 1) A T 2 55>

LA T8 / §56% : Carbon Steels / Cast Tron
Work Material $50C / Fc250 / $S440 : 1.1210/0.6025 / 1.0036 : 1050 / NO.35 / AS70 Gr.45 (~HRc22)

AUEE ol Bwiens e RERE | mrmma | MIEEAD) M
Type NO. | Length(mm) | Cutting Speed (mimD) (cm/mi) Depthof Cut | Widthof Cut | Milling Type
RTA0610 20mm 80 4200~4600 900~1100 0.15-0.18 36 HEHESloting)
RTA0610 20mm 130 6800~7200 800~1200 0.06~0.08 36 EEESloting)
RTA0610 20mm 95 5000~5500 800~1000 6~12 0.15~0.18 | {iI3(Side milling)
RTA0610 20mm 95 5000~5500 600~800 6~12 0.06~0.08 | {iI#(Side milling)
RTA0610 20mm 135 7200~7600 1400~1800 | 0.15-0.18 = 0.15~0.18 |3D#EGD milling)
RTA0610 20mm 135 7200~7600 1300~1700 | 0.06~0.08 = 0.06~0.08 3D#EGD milling)
RTAO80S 30mm 125 5000~5600 900~1100 0.18-0.23 6~8 | #3ESlotting)
RTAOS05 30mm 135 5200~5600 600~800 0.07~0.1 6~8 | #¥ESlotting)
RTAOS0S 30mm 90 3500~4000 700~1000 8~16 0.18~023  {HI$(Side milling)
RTAO805 30mm 90 3500~4000 600~800 8~16 0.07~0.1  EI#(Side milling)
RTAOS05 30mm 150 6000~6600 16002000 | 0.18-023 | 0.18~023 |3D$EGD milling)
RTAO805 30mm 190 7500~8000 1100~1500 007~01 | 007~0.1 |3D$EGD milling)
RTA0810 30mm 125 5000~5600 900~1100 0.18-0.23 5-8 | #¥ESloting)
RTA0810 30mm 135 5200~5600 600~800 0.07~0.1 5-8  HESlotting)
RTA0810 30mm 90 3500~4000 600~1000 8~16 0.18-023  {AI3(Side milling)
RTA0810 30mm 90 3500~4000 600~800 8~16 0.07~0.1  EI#%(Side milling)
RTA0810 30mm 150 6000~6600 16002000 | 0.18<023 = 0.18~023 | 3D#EGD milling)
RTA0810 30mm 190 7500~8000 1000~1400 007-0.1 | 007~0.1 |3D#EGD milling)
RTA1005 35mm 125 4000~4500 800~1200 0.2~025 8~10  H#k(Slotting)
RTA1005 35mm 135 4200~4600 600~800 0.07~0.1 8~10  ##(Slotting)
RTA1005 35mm 90 2800~3200 600~900 10~20 02~025  HI(Side milling)
RTA1005 35mm 90 2800~3200 600~800 10~20 0.07~0.1  I#(Side milling)
RTA1005 35mm 150 4800~5400 1600~2000 02025 | 02~025 |3D#EGD milling)
RTA1005 35mm 190 6000~6500 1200~1600 007-0.1 | 007~0.1 |3D$EGD milling)
RTA1010 35mm 125 4000~4500 800~1200 0.2~0.25 7410 E#ESloting)
RTA1010 35mm 135 4200~4600 600~800 0.07~0.1 7-10  SE#ESlotting)
RTAI010 35mm 90 2800~3200 600~900 10~20 02~025 I(Side milling)
RTA1010 35mm 90 2800~3200 600~800 10~20 0.07-0.1 | FI$%(Side milling)
RTA1010 35mm 150 4800~5400 1600~2000 02025 | 02-025 3D#EGD milling)
RTA1010 35mm 190 6000~6500 1200~1600 007-0.1 | 007~0.1 |3D#EGD milling)
RTAI015 35mm 125 4000~4500 800~1200 0.2~0.25 6~10  EE(Slotting)
RTAL015 35mm 135 4200~4600 600~800 0.07~0.1 6~10  #&E(Slotting)
RTAI015 35mm 90 2800~3200 600~900 10~20 02~025  HI(Side milling)
RTA1015 35mm 90 2800~3200 600~800 10~20 0.07-0.1  HI#(Side milling)
RTA1015 35mm 150 4800~5400 1600~2000 02025 | 02~025 |3D#EGD milling)
RTA1015 35mm 190 6000~6500 1200~1600 007-0.1 | 007~0.1 |3D$EGD milling)
RTA1020 35mm 125 4000~4500 800~1200 0.2~0.25 510 SE#ESloting)
RTA1020 35mm 135 4200~4600 600~800 0.07~0.1 5~10  SE#ESloting)
RTA1020 35mm 90 2800~3200 600~900 10~20 02~025 | HI#(Side milling)
RTA1020 35mm 90 2800~3200 600~800 10~20 0.07-0.1 | HI#(Side milling)
RTA1020 35mm 150 4800~5400 1600~2000 02025 | 02-025 |3D#EGD milling)
RTA1020 35mm 190 6000~6500 1200~1600 007-0.1 | 007~0.1 |3D#EGD milling)
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/ Above cutting data are issued by DHF Technical Applications Center.
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@DEF <HFFRPM=10000(min 1) AT 2 H8%>

LA T8 / §56% : Carbon Steels / Cast Tron
Work Material S50C / Fc250 / SS440 : 1.1210 / 0.6025 / 1.0036 : 1050 / NO.35 / AS70 Gr.45 (~HRc22)
AUEE ol Bwiens e RERE | mrmma | MIEEAD) M

Type NO. | Length(mm) | Cutting Speed (mimD) (cm/mi) Depthof Cut | Widthof Cut | Milling Type
RTAI210 40mm 75 2000~2500 800~1100 0.2~0.25 9-12 | ##k(Slotting)
RTAI210 40mm 150 4000~4500 800~1000 0.07~0.12 9-12 | ;##k(Slotting)
RTA1210 40mm 105 2800~3200 600~800 1224 0.2~025  fHI#k(Side milling)
RTA1210 40mm 105 2800~3200 400~600 1224 0.07~0.12  {AI$(Side milling)
RTA1210 40mm 150 4000~4500 1400~1600 02~025 | 02~025 3D§EGD milling)
RTA1210 40mm 170 4500~5000 1300~1600 007~0.12 | 0.07~0.12 3D$k(3D milling)
RTA1220 40mm 75 2000~2500 800~1100 0.2~0.25 7-12 | ##k(Slotting)
RTA1220 40mm 150 4000~4500 800~1000 0.07~0.12 7-12 | #&k(Slotting)
RTA1220 40mm 105 2800~3200 600~800 1224 0.2~0.25 fHI#k(Side milling)
RTA1220 40mm 105 2800~3200 400~600 1224 0.07~0.12  {AI#(Side milling)
RTA1220 40mm 150 4000~4500 1400~1600 02-025 | 02~025 3D#EGD milling)
RTA1220 40mm 170 4500~5000 1300~1600 0.07~0.12  0.07~0.12  3D#(3D milling)

FffzE / Note

L TR PR -

Suggest to use Wet coolant.

AT I DHFRE G oh O » / Above cutting data are issued by DHF Technical Applications Center.
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ODHF

< FFARPM=24000(min 1) A T > 55>

LA T8 / §56% : Carbon Steels / Cast Tron
Work Material $50C / Fc250 / $S440 : 1.1210/0.6025 / 1.0036 : 1050 / NO.35 / AS70 Gr.45 (~HRc22)

AUEE ol Bwiens e RERE | mrmma | MIEEAD) M
Type NO. | Length(mm) | Cutting Speed (mimD) (cm/mi) Depthof Cut | Widthof Cut | Milling Type
RTA0205 12mm 100 15500~16500 12001400 | 0.11~0.14 -2 |##kSlotting)
RTA0205 12mm 100 15500~16500 900~1100 0.05~0.07 -2 ##(Slotting)
RTA0205 12mm 85 13500~14000 1100~1300 24 0.12~0.15 | {iI3(Side milling)
RTA0205 12mm 85 13500~14000 800~1000 24 0.05~0.07 | fil3(Side milling)
RTA0205 12mm 150 23000~24000 18002200 | 0.12-0.15 | 0.12~0.15 |3D#EGD milling)
RTA0205 12mm 150 23000~24000 1800~2200 | 0.05-0.07 | 0.05~0.07 |3D#EGD milling)
RTA0305 12mm 100 10500~11000 10001200 | 0.12~0.15 1-3  ##%(Slotting)
RTA0305 12mm 100 10500~11000 900~1100 0.06~0.08 1~3  HE#k(Slotting)
RTA0305 12mm 85 8800~9300 900~1100 3-6 0.12~0.15 | {iI3(Side milling)
RTA0305 12mm 85 8800~9300 800~1000 36 0.06~0.08 | {I#(Side milling)
RTA0305 12mm 165 17000~18000 18002200 | 0.12<0.15 = 0.12~0.15 3D#EGD milling)
RTA0305 12mm 165 17000~18000 1800~2200 | 0.06-0.08 = 0.06~0.08 3D#EGD milling)
RTA0405 14mm 100 8000~8400 700~900 0.12~0.15 24 HEHESloting)
RTA0405 14mm 100 8000~8400 800~1000 0.06~0.08 24 HEBESloting)
RTA0405 14mm 85 6500~7000 800~1000 48 0.12~0.15 | fI3(Side milling)
RTA0405 14mm 85 6500~7000 600~800 4~8 0.06~0.08 | fiI3(Side milling)
RTA0405 14mm 150 12000~13000 12001600 | 0.12<0.15 | 0.12~0.15 |3D#EGD milling)
RTA0405 14mm 165 13000~14000 16002000 | 0.06~0.08 | 0.06~0.08 3D#EGD milling)
RTA0410 14mm 100 80008400 700~900 0.12~0.15 -4 | ##%(Slotting)
RTA0410 14mm 100 8000~8400 800~1000 0.06~0.08 -4 |HE#%Slotting)
RTA0410 14mm 85 6500~7000 800~1000 48 0.12~0.15 | {iI3(Side milling)
RTA0410 14mm 85 6500~7000 600~800 48 0.06~0.08 | {iI#(Side milling)
RTA0410 14mm 150 12000~13000 12001600 | 0.12<0.15 = 0.12~0.15 |3D#EGD milling)
RTA0410 14mm 165 13000~14000 16002000 | 0.06-0.08 = 0.06~0.08 3D#EGD milling)
RTA0S05 17mm 95 5800~6300 900~1100 0.15-0.18 35 HEHESloting)
RTA0505 17mm 120 7300~7800 800~1200 0.06~0.08 35 EBESlotting)
RTA0505 17mm 95 5800~6300 800~1000 5~10 0.15~0.18 | fiI3(Side milling)
RTA0505 17mm 95 5800~6300 600~800 5~10 0.06~0.08 | fiI3(Side milling)
RTA0S0S 17mm 165 10500~11000 17002100 | 0.15-0.18 | 0.15~0.18 |3D$EGD milling)
RTAO0S0S 17mm 165 10500~11000 16002000 | 0.06~0.08 | 0.06~0.08 |3D#EGD milling)
RTAO0510 17mm 95 5800~6300 900~1100 0.15~0.18 2~5 | #3ESlotting)
RTA0510 17mm 120 7300~7800 800~1200 0.06~0.08 25 EEESloting)
RTAO510 17mm 95 5800~6300 800~1000 5~10 0.15-0.18  {HI3(Side milling)
RTAOS10 17mm 95 5800~6300 600~800 5~10 0.06~0.08 | {I#(Side milling)
RTA0510 17mm 165 10500~11000 17002100 | 0.15-0.18 = 0.15-0.18 3D#EGD milling)
RTA0510 17mm 165 10500~11000 16002000 | 0.06~0.08 = 0.06~0.08 3D#EGD milling)
RTA0605 20mm 95 4800~5200 900~1100 0.15-0.18 4~6 | #E3ESlotting)
RTA0G0S 20mm 120 6200~6600 800~1200 0.06~0.08 4~6 | #EHESlotting)
RTA060S 20mm 95 4800~5200 800~1000 6~12 0.15~0.18 | fiI3(Side milling)
RTA0605 20mm 95 4800~5200 600~800 6~12 0.06~0.08 | fil3(Side milling)
RTA060S 20mm 135 7200~7600 1400~1800 | 0.15-0.18 | 0.15~0.18 |3D#EGD milling)
RTA0605 20mm 135 7200~7600 1300~1700 | 0.06~0.08 | 0.06~0.08 |3D$EGD milling)
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/ Above cutting data are issued by DHF Technical Applications Center.
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ODHF

< FFARPM=24000(min 1) A T > 55>

LA T8 / §56% : Carbon Steels / Cast Tron
Work Material $50C / Fc250 / $S440 : 1.1210/0.6025 / 1.0036 : 1050 / NO.35 / AS70 Gr.45 (~HRc22)

AUEE ol Bwiens e RERE | mrmma | MIEEAD) M
Type NO. | Length(mm) | Cutting Speed (mimD) (cm/mi) Depthof Cut | Widthof Cut | Milling Type
RTA0610 20mm 95 4800~5200 900~1100 0.15-0.18 36 HEHESloting)
RTA0610 20mm 120 6200~6600 800~1200 0.06~0.08 36 EEESloting)
RTA0610 20mm 95 5000~5500 800~1000 6~12 0.15~0.18 | {iI3(Side milling)
RTA0610 20mm 95 5000~5500 600~800 6~12 0.06~0.08 | {iI#(Side milling)
RTA0610 20mm 135 7200~7600 1400~1800 | 0.15-0.18 = 0.15~0.18 |3D#EGD milling)
RTA0610 20mm 135 7200~7600 1300~1700 | 0.06~0.08 = 0.06~0.08 3D#EGD milling)
RTAO80S 30mm 125 5000~5600 900~1100 0.18-0.23 6~8 | #3ESlotting)
RTAOS05 30mm 135 5200~5600 600~800 0.07~0.1 6~8 | #¥ESlotting)
RTAOS0S 30mm 90 3500~4000 700~1000 8~16 0.18~023  {HI$(Side milling)
RTAO805 30mm 90 3500~4000 600~800 8~16 0.07~0.1  EI#(Side milling)
RTAOS05 30mm 150 6000~6600 16002000 | 0.18-023 | 0.18~023 |3D$EGD milling)
RTAO805 30mm 190 7500~8000 1100~1500 007~01 | 007~0.1 |3D$EGD milling)
RTA0810 30mm 125 5000~5600 900~1100 0.18-0.23 5-8 | #¥ESloting)
RTA0810 30mm 135 5200~5600 600~800 0.07~0.1 5-8  HESlotting)
RTA0810 30mm 90 3500~4000 600~1000 8~16 0.18-023  {AI3(Side milling)
RTA0810 30mm 90 3500~4000 600~800 8~16 0.07~0.1  EI#%(Side milling)
RTA0810 30mm 150 6000~6600 16002000 | 0.18<023 = 0.18~023 | 3D#EGD milling)
RTA0810 30mm 190 7500~8000 1100~1500 007-0.1 | 007~0.1 |3D#EGD milling)
RTA1005 35mm 125 4000~4500 800~1200 0.2~025 8~10  H#k(Slotting)
RTA1005 35mm 135 4200~4600 600~800 0.07~0.1 8~10  ##(Slotting)
RTA1005 35mm 90 2800~3200 600~900 10~20 02~025  HI(Side milling)
RTA1005 35mm 90 2800~3200 600~800 10~20 0.07~0.1  I#(Side milling)
RTA1005 35mm 150 4800~5400 1600~2000 02025 | 02~025 |3D#EGD milling)
RTA1005 35mm 190 6000~6500 1200~1600 007-0.1 | 007~0.1 |3D$EGD milling)
RTA1010 35mm 125 4000~4500 800~1200 0.2~0.25 7410 E#ESloting)
RTA1010 35mm 135 4200~4600 600~800 0.07~0.1 7-10  SE#ESlotting)
RTAI010 35mm 90 2800~3200 600~900 10~20 02~025 I(Side milling)
RTA1010 35mm 90 2800~3200 600~800 10~20 0.07-0.1 | FI$%(Side milling)
RTA1010 35mm 150 4800~5400 1600~2000 02025 | 02-025 3D#EGD milling)
RTA1010 35mm 190 6000~6500 1200~1600 007-0.1 | 007~0.1 |3D#EGD milling)
RTAI015 35mm 125 4000~4500 800~1200 0.2~0.25 6~10  EE(Slotting)
RTAL015 35mm 135 4200~4600 600~800 0.07~0.1 6~10  #&E(Slotting)
RTAI015 35mm 90 2800~3200 600~900 10~20 02~025  HI(Side milling)
RTA1015 35mm 90 2800~3200 600~800 10~20 0.07-0.1  HI#(Side milling)
RTA1015 35mm 150 4800~5400 1600~2000 02025 | 02~025 |3D#EGD milling)
RTA1015 35mm 190 6000~6500 1200~1600 007-0.1 | 007~0.1 |3D$EGD milling)
RTA1020 35mm 125 4000~4500 800~1200 0.2~0.25 510 SE#ESloting)
RTA1020 35mm 135 4200~4600 600~800 0.07~0.1 5~10  SE#ESloting)
RTA1020 35mm 90 2800~3200 600~900 10~20 02~025 | HI#(Side milling)
RTA1020 35mm 90 2800~3200 600~800 10~20 0.07-0.1 | HI#(Side milling)
RTA1020 35mm 150 4800~5400 1600~2000 02025 | 02-025 |3D#EGD milling)
RTA1020 35mm 190 6000~6500 1200~1600 007-0.1 | 007~0.1 |3D#EGD milling)
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/ Above cutting data are issued by DHF Technical Applications Center.
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@DHF <EFIFARPM=24000(min” 1) T #855>

LA T8 / §56% : Carbon Steels / Cast Tron
Work Material $50C / Fc250 / $S440 : 1.1210/0.6025 / 1.0036 : 1050 / NO.35 / AS70 Gr.45 (~HRc22)
AUEE ol Bwiens e RERE | mrmma | MIEEAD) M

Type NO. | Length(mm) | Cutting Speed (mimD) (cm/mi) Depthof Cut | Widthof Cut | Milling Type
RTAI210 40mm 75 2000~2500 800~1100 0.2~025 9~12  E#ESlotting)
RTAI210 40mm 150 4000~4500 800~1000 0.07~0.12 9~12  #E&ESlotting)
RTAI210 40mm 105 2800~3200 600~800 12-24 02025 | {HI#(Side milling)
RTAI1210 40mm 105 2800~3200 400~600 12424 007~0.12 | HI#(Side milling)
RTAI210 40mm 150 4000~4500 1400~1600 02025 | 02~025 |3D$EGD milling)
RTA1210 40mm 170 4500~5000 13001600 | 0.07-0.12 | 0.07~0.12 |3D#EGD milling)
RTA1220 40mm 75 2000~2500 800~1100 0.2~0.25 7-12 E#ESloting)
RTA1220 40mm 150 4000~4500 800~1000 0.07-0.12 7~12 SE#kSloting)
RTA1220 40mm 105 2800~3200 600~800 12-24 02~025 | I$(Side milling)
RTA1220 40mm 105 2800~3200 400~600 12424 | 007~0.12 | EI#(Side milling)
RTA1220 40mm 150 4000~4500 1400~1600 02025 | 02~025 | 3D$EGD milling)
RTA1220 40mm 170 4500~5000 13001600 | 0.07-0.12 = 0.07~0.12 |3D#EGD milling)

FffzE / Note

L TR PR -

Suggest to use Wet coolant.

AT I DHFRE G oh O » / Above cutting data are issued by DHF Technical Applications Center.
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ODHF

<R FARPM=10000(min 1) A T 2 55>

LA P/ 84 / YERES : Prehardened Steels
Work Material NAKSO : 1.2083 : AISI420 : M310 (HRc36~45)

AUEE ol Bwiens e RERE | mrmma | MIEEAD) M
Type NO. | Length(mm) | Cutting Speed (mimD) (cm/mi) Depthof Cut | Widthof Cut | Milling Type
RTA0205 12mm 60 9000~9500 700~900 0.11~0.14 1~ ##(Slotting)
RTA0205 12mm 60 9000~9500 700~900 0.05~0.07 -2 ##(Slotting)
RTA0205 12mm 60 9000~9500 900~1100 24 0.12~0.15 | {I3(Side milling)
RTA0205 12mm 60 9000~9500 700~900 24 0.05-0.07  {HI%(Side milling)
RTA0205 12mm 60 9000~9500 10001200 | 0.12-0.15 | 0.12~0.15 |3D#EGD milling)
RTA0205 12mm 60 9000~9500 1000~1200 | 0.05-0.07 = 0.05~0.07 |3D#EGD milling)
RTA0305 12mm 85 8800~9300 600~800 0.12~0.15 1-3  ##%(Slotting)
RTA0305 12mm 85 8800~9300 700~900 0.06~0.08 1~3  HEgk(Slotting)
RTA0305 12mm 85 8800~9300 800~1000 36 0.12~0.15 | {I$(Side milling)
RTA0305 12mm 85 8800~9300 700~900 36 0.06~0.08 | {iI#(Side milling)
RTA0305 12mm 85 8800~9300 10001200 | 0.12<0.15 = 0.12~0.15 3D#EGD milling)
RTA0305 12mm 85 8800~9300 10001200 | 0.06-0.08 = 0.06~0.08 3D#EGD milling)
RTA0405 14mm 95 7800~8200 600~800 0.12~0.15 24 S Slotting)
RTA0405 14mm 100 8000~8400 600~900 0.06~0.08 24 HERESloting)
RTA0405 14mm 85 6500~7000 700~900 48 0.12~0.15 | fI3(Side milling)
RTA0405 14mm 85 6500~7000 400~600 4~8 0.06~0.08  {HI%(Side milling)
RTA0405 14mm 110 8700~9200 800~1100 0.12~015 | 0.12~0.15 3D#EG3D milling)
RTA0405 14mm 110 8700~9200 1000~1300 | 0.06~0.08 = 0.06~0.08 3D#EGD milling)
RTA0410 14mm 95 7800~8200 600~800 0.12~0.15 -4 ##(Slotting)
RTA0410 14mm 100 8000~8400 600~900 0.06~0.08 -4 #$ESlotting)
RTA0410 14mm 85 6500~7000 700~900 48 0.12~0.15 | {iI3(Side milling)
RTA0410 14mm 85 6500~7000 400~600 48 0.06~0.08 | {iI#(Side milling)
RTA0410 14mm 110 8700~9200 800~1100 0.12~015 | 0.12~0.15 3D%EG3D milling)
RTA0410 14mm 110 8700~9200 1000~1300 | 0.06~0.08 = 0.06~0.08 3D#EGD milling)
RTA0S05 17mm 85 5200~5700 900~1100 0.15-0.18 35 EHSlotting)
RTA0S05 17mm 120 7300~7800 800~1200 0.06~0.08 35 EBESlotting)
RTA0S0S 17mm 85 5200~5700 800~1000 5~10 0.15~0.18 | fI3E(Side milling)
RTA0505 17mm 95 5800~6300 600~800 5~10 0.06~0.08  fHIEE(Side milling)
RTA0S05 17mm 135 83008800 1300~1700 | 0.15-0.18 | 0.15~018 3D#(3D milling)
RTAO0S05 17mm 135 83008800 12001600 | 0.06~0.08 & 0.06~0.08 3D#(3D milling)
RTAO0S10 17mm 85 5200~5700 900~1100 0.15-0.18 225 | #3ESlotting)
RTA0510 17mm 120 7300~7800 800~1200 0.06~0.08 225 SE#ESlotting)
RTAO510 17mm 85 5200~5700 800~1000 5~10 0.15-0.18  {AI3(Side milling)
RTAOS10 17mm 95 5800~6300 600~800 5~10 0.06~0.08 | {I#(Side milling)
RTA0510 17mm 135 83008800 13001700 | 0.15-0.18 = 0.15-0.18 |3D#EGD milling)
RTA0510 17mm 135 83008800 12001600 | 0.06-0.08 = 0.06~0.08 3D#EGD milling)
RTA0605 20mm 85 4200~4700 800~1000 0.15~0.18 46 EHESotting)
RTA0605 20mm 115 5700~6200 800~1200 0.06~0.08 4~6 | #HESlotting)
RTA0605 20mm 85 4200~4600 700~900 6~12 0.15~0.18 | {iI3(Side milling)
RTA0605 20mm 90 4400~4800 500~700 6~12 0.06~0.08 %k (Side milling)
RTA0605 20mm 135 7200~7600 12001600 | 0.15-0.18 | 0.15~0.18 3D#(3D milling)
RTA0605 20mm 135 7200~7600 12001600 | 0.06~0.08 = 0.06~0.08 3D$EGD milling)
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ODHF

<R FARPM=10000(min 1) A T 2 55>

LA P/ 84 / YERES : Prehardened Steels
Work Material NAKSO : 1.2083 : AISI420 : M310 (HRc36~45)

AUEE ol Bwiens e RERE | mrmma | MIEEAD) M
Type NO. | Length(mm) | Cutting Speed (mimD) (cm/mi) Depthof Cut | Widthof Cut | Milling Type
RTA0610 20mm 85 4200~4700 800~1000 0.15-0.18 36 HEHESloting)
RTA0610 20mm 115 5700~6200 800~1200 0.06~0.08 36 HEHESlotting)
RTA0610 20mm 85 4200~4600 700-900 6~12 0.15~0.18 | {iI3(Side milling)
RTA0610 20mm 90 4400~4800 500~700 6~12 0.06~0.08 | {iI#(Side milling)
RTA0610 20mm 135 7200~7600 12001600 0.15-0.18 | 0.15~0.18 3D#(3D milling)
RTA0610 20mm 135 7200~7600 12001600 | 0.06~0.08 = 0.06~0.08 3D#EGD milling)
RTAO80S 30mm 100 3800~4300 800~1000 0.18-0.23 6~8  E#ESlotting)
RTAOS05 30mm 135 5200~5600 600~800 0.07~0.1 6~8 | #¥ESlotting)
RTAOS0S 30mm 80 3000~3500 600~900 8~16 0.18~023  {HI$(Side milling)
RTAO805 30mm 90 3400~3800 600~800 8~16 0.07-0.1 | {HI#%(Side milling)
RTAOS05 30mm 105 4000~4500 1600~1800 | 0.18-023 | 0.18~023 3D#(3D milling)
RTAO805 30mm 185 7200~7700 1000~1400 007~01 | 007~0.1 |3D$EGD milling)
RTA0810 30mm 100 3800~4300 800~1000 0.18-0.23 5-8 | #¥ESloting)
RTA0810 30mm 135 5200~5600 600~800 0.07~0.1 5.8 E#ESlotting)
RTA0810 30mm 80 3000~3500 600~900 8~16 0.18-023  {AI3(Side milling)
RTA0810 30mm 90 3400~3800 600~800 8~16 0.07~0.1 | {HI$%(Side milling)
RTA0810 30mm 105 4000~4500 1600~1800 | 0.18<023 | 0.18~023 3D#EGD milling)
RTA0810 30mm 185 7200~7700 1000~1400 007-0.1 | 007~0.1 |3D#EGD milling)
RTA1005 35mm 100 3000~3400 700~1000 0.2~025 8~10  H#k(Slotting)
RTA1005 35mm 135 4200~4600 600~800 0.07~0.1 8~10  ##(Slotting)
RTA1005 35mm 80 2400~2800 500~700 10~20 0.15~0.2 | {HI#(Side milling)
RTA1005 35mm 90 2800~3200 450~650 10~20 0.07~0.1 | {HI$%(Side milling)
RTA1005 35mm 105 3200~3600 1200~1600 02025 | 02~025 |3D#EGD milling)
RTA1005 35mm 185 5800~6200 1000~1400 007-0.1 | 007~0.1 |3D$EGD milling)
RTA1010 35mm 100 30003400 700~1000 0.2~0.25 7410 E#ESloting)
RTAI010 35mm 135 4200~4600 600~800 0.07~0.1 7-10 | ##k(Slotting)
RTAI010 35mm 80 2400~2800 500~700 10~20 0.15-02 | I(Side milling)
RTA1010 35mm 90 2800~3200 450~650 10~20 0.07-0.1 | FI$%(Side milling)
RTA1010 35mm 105 3200~3600 1200~1600 02025 | 02~025 3D#EGD milling)
RTAI010 35mm 185 5800~6200 1000~1400 007-0.1 | 007~0.1 |3D#EGD milling)
RTAI015 35mm 100 3000~3400 700~1000 0.2~0.25 6~10  EE(Slotting)
RTAL015 35mm 135 4200~4600 600~800 0.07~0.1 6~10  #&E(Slotting)
RTAI015 35mm 80 2400~2800 500~700 10~20 0.15-02  HI%(Side milling)
RTAI015 35mm 90 2800~3200 450~650 10~20 0.07~0.1 | {I#%(Side milling)
RTA1015 35mm 105 3200~3600 1200~1600 02025 | 02~025 |3D#EGD milling)
RTA1015 35mm 185 5800~6200 1000~1400 007-0.1 | 007~0.1 3D#EGD milling)
RTA1020 35mm 100 3000~3400 700~1000 0.2~0.25 510 SE#ESloting)
RTA1020 35mm 135 4200~4600 600~800 0.07~0.1 510 | ##k(Slotting)
RTA1020 35mm 80 2400~2800 500~700 10~20 0.15-02 | I#(Side milling)
RTA1020 35mm 90 2800~3200 450~650 10~20 0.07-0.1 | HI#(Side milling)
RTA1020 35mm 105 3200~3600 1200~1600 02025 | 02~025 3D#EGD milling)
RTA1020 35mm 185 5800~6200 1000~1400 007-0.1 | 007~0.1 |3D#EGD milling)
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ODHE CHFIRRPM=10000min DU F 218>

sl SHEISM / TERESH : Prehardened Steels
Work Material NAKSO : 1.2083 : AISI420 : M310 (HRc36~45)

AL ol Bwiens e RERE | mommao | mIEEen | mIAR
Type NO. | Length(mm) | Cutting Speed (mimD) (cm/mi) Depthof Cut | Widthof Cut | Milling Type
RTAI1210 40mm 75 2000~2400 600~900 0.2~0.25 9~12 JE#E(Slotting)
RTA1210 40mm 145 3800~4200 800~1000 0.07~0.12 9~12 7Bk (Slotting)
RTAI1210 40mm 70 1800~2200 600~800 12~24 0.15~0.2  fl#f(Side milling)
RTA1210 40mm 70 1800~2200 300~500 12~24 0.07~0.12  flI#f(Side milling)
RTAI1210 40mm 140 3600~4000 1000~1200 0.2~0.25 0.2~0.25  |3D#E(3D milling)
RTAI1210 40mm 150 4500~5000 1200~1500 0.07~0.12 0.07~0.12 | 3D#E(3D milling)
RTA1220 40mm 75 2000~2400 600~900 0.2~0.25 7~12 JEHE(Slotting)
RTA1220 40mm 145 3800~4200 800~1000 0.07~0.12 T~12 JEE(Slotting)
RTA1220 40mm 70 1800~2200 600~800 12~24 0.15~0.2  {fll#E(Side milling)
RTA1220 40mm 70 1800~2200 300~500 12~24 0.07~0.12  {HI#E(Side milling)
RTA1220 40mm 140 3600~4000 1000~1200 0.2~0.25 0.2~0.25 | 3D#:(3D milling)
RTA1220 40mm 150 4500~5000 1200~1500 0.07~0.12 0.07~0.12  |3D#E(3D milling)

Fff#E / Note -
AT R R

Suggest to use Wet coolant.

AT I DHFRE G oh O » / Above cutting data are issued by DHF Technical Applications Center.
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ODHF

< FFARPM=24000(min 1) A T > 55>

LA P/ 84 / YERES : Prehardened Steels
Work Material NAKSO : 1.2083 : AISI420 : M310 (HRc36~45)

AUEE ol Bwiens e RERE | mrmma | MIEEAD) M
Type NO. | Length(mm) | Cutting Speed (mimD) (cm/mi) Depthof Cut | Widthof Cut | Milling Type
RTA0205 12mm 90 14000~15000 10001200 | 0.11~0.14 1~ ##(Slotting)
RTA0205 12mm 90 14000~15000 900~1100 0.05~0.07 -2 ##(Slotting)
RTA0205 12mm 85 13500~14000 1100~1300 24 0.12~0.15 | {iI3(Side milling)
RTA0205 12mm 85 13500~14000 800~1000 24 0.05-0.07  {HI%(Side milling)
RTA0205 12mm 140 22000~23000 16002000 | 0.12~0.15 | 0.12~015 3D#(3D milling)
RTA0205 12mm 140 22000~23000 1600~2000 | 0.05-0.07 = 0.05~0.07 |3D#EGD milling)
RTA0305 12mm 100 10500~11000 10001200 | 0.12~0.15 -3 ##(Slotting)
RTA0305 12mm 100 10500~11000 900~1100 0.06~0.08 -3 ##Slotting)
RTA0305 12mm 85 8800~9300 900~1100 36 0.12~0.15 | {iI3(Side milling)
RTA0305 12mm 85 8800~9300 800~1000 36 0.06~0.08 | {I#(Side milling)
RTA0305 12mm 145 15000~16000 17002000 | 0.12<0.15 = 0.12~0.15 3D#EGD milling)
RTA0305 12mm 155 16000~17000 16002000 | 0.06-0.08 = 0.06~0.08 3D#EGD milling)
RTA0405 14mm 95 7800~8200 600~800 0.12~0.15 24 ESESlotting)
RTA0405 14mm 100 8000~8400 600~900 0.06~0.08 24 HEBESloting)
RTA0405 14mm 85 6500~7000 600~800 4~8 0.12~0.15 | fiI3(Side milling)
RTA0405 14mm 85 6500~7000 400~600 48 0.06~0.08  {HI%E(Side milling)
RTA0405 14mm 145 11000~12000 12001400  0.12~0.15 | 0.12~0.15 3D#(3D milling)
RTA0405 14mm 155 12000~13000 1300~1700 | 0.06~0.08 = 0.06~0.08 |3D$EGD milling)
RTA0410 14mm 95 7800~8200 600~800 0.12~0.15 1-4 | ##%(Slotting)
RTA0410 14mm 100 8000~8400 600~900 0.06~0.08 -4 #$ESlotting)
RTA0410 14mm 85 6500~7000 600~800 4-8 0.12~0.15 | {iI3(Side milling)
RTA0410 14mm 85 6500~7000 400~600 48 0.06~0.08 | {iI#(Side milling)
RTA0410 14mm 145 11000~12000 12001400 | 0.12<0.15 = 0.12~0.15 |3D#EGD milling)
RTA0410 14mm 155 12000~13000 1300~1700 | 0.06~0.08 = 0.06~0.08 3D#EGD milling)
RTA0505 17mm 85 5200~5700 900~1100 0.15~0.18 35 ESESlotting)
RTA0505 17mm 120 7300~7800 800~1200 0.06~0.08 35 EBESlotting)
RTA0505 17mm 85 5200~5700 800~1000 5~10 0.15~0.18 | {iI3(Side milling)
RTA0505 17mm 95 5800~6300 600~800 5~10 0.06~0.08  {HI%£(Side milling)
RTA0S0S 17mm 160 10000~10500 1600~1900 | 0.15-0.18 | 0.15~0.18 3D#(3D milling)
RTA0505 17mm 160 10000~10500 1500~1800 | 0.06~0.08 | 0.06~0.08 3D#EGD milling)
RTA0510 17mm 85 5200~5700 900~1100 0.15-0.18 x5 ESESlotting)
RTA0510 17mm 120 7300~7800 800~1200 0.06~0.08 225 HESESlotting)
RTAO510 17mm 85 5200~5700 800~1000 5~10 0.15~0.18 | {iI3(Side milling)
RTAO510 17mm 95 5800~6300 600~800 5~10 0.06~0.08 | {I#(Side milling)
RTA0510 17mm 160 10000~10500 16001900 | 0.15-0.18 = 0.15-0.18 3D#EGD milling)
RTAO510 17mm 160 10000~10500 1500~1800 | 0.06~0.08 = 0.06~0.08 3D#EGD milling)
RTA0605 20mm 85 4200~4700 800~1000 0.15-0.18 46 EHESotting)
RTA0G0S 20mm 115 5700~6200 800~1200 0.06~0.08 4~6 | #EHESlotting)
RTA060S 20mm 85 4200~4600 700~900 6~12 0.15~0.18 | fiI3(Side milling)
RTA0605 20mm 90 4400~4800 500~700 6~12 0.06~0.08  {HI%E(Side milling)
RTA060S 20mm 135 7200~7600 12001600 | 0.15-0.18 | 0.15~0.18 3D#(3D milling)
RTA0605 20mm 135 7200~7600 12001600 | 0.06~0.08 | 0.06~0.08 |3D$EGD milling)
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ODHF

< FFARPM=24000(min 1) A T > 55>

LA P/ 84 / YERES : Prehardened Steels
Work Material NAKSO : 1.2083 : AISI420 : M310 (HRc36~45)

AUEE ol Bwiens e RERE | mrmma | MIEEAD) M
Type NO. | Length(mm) | Cutting Speed (mimD) (cm/mi) Depthof Cut | Widthof Cut | Milling Type
RTA0610 20mm 85 4200~4700 800~1000 0.15-0.18 36 HEHESloting)
RTA0610 20mm 115 5700~6200 800~1200 0.06~0.08 36 HEHESlotting)
RTA0610 20mm 85 4200~4600 700-900 6~12 0.15~0.18 | {iI3(Side milling)
RTA0610 20mm 90 4400~4800 500~700 6~12 0.06~0.08 | {iI#(Side milling)
RTA0610 20mm 135 7200~7600 12001600 0.15-0.18 | 0.15~0.18 3D#(3D milling)
RTA0610 20mm 135 7200~7600 12001600 | 0.06~0.08 = 0.06~0.08 3D#EGD milling)
RTAO80S 30mm 100 3800~4300 800~1000 0.18-0.23 6~8  E#ESlotting)
RTAOS05 30mm 135 5200~5600 600~800 0.07~0.1 6~8 | #¥ESlotting)
RTAOS0S 30mm 80 3000~3500 600~900 8~16 0.18~023  {HI$(Side milling)
RTAO805 30mm 90 3400~3800 600~800 8~16 0.07-0.1 | {HI#%(Side milling)
RTAOS05 30mm 105 4000~4500 1600~1800 | 0.18-023 | 0.18~023 3D#(3D milling)
RTAO805 30mm 185 7200~7700 1000~1400 007~01 | 007~0.1 |3D$EGD milling)
RTA0810 30mm 100 3800~4300 800~1000 0.18-0.23 5-8 | #¥ESloting)
RTA0810 30mm 135 5200~5600 600~800 0.07~0.1 5.8 E#ESlotting)
RTA0810 30mm 80 3000~3500 600~900 8~16 0.18-023  {AI3(Side milling)
RTA0810 30mm 90 3400~3800 600~800 8~16 0.07~0.1 | {HI$%(Side milling)
RTA0810 30mm 105 4000~4500 1600~1800 | 0.18<023 | 0.18~023 3D#EGD milling)
RTA0810 30mm 185 7200~7700 1000~1400 007-0.1 | 007~0.1 |3D#EGD milling)
RTA1005 35mm 100 3000~3400 700~1000 0.2~025 8~10  H#k(Slotting)
RTA1005 35mm 135 4200~4600 600~800 0.07~0.1 8~10  ##(Slotting)
RTA1005 35mm 80 2400~2800 500~700 10~20 0.15~0.2 | {HI#(Side milling)
RTA1005 35mm 90 2800~3200 450~650 10~20 0.07~0.1 | {HI$%(Side milling)
RTA1005 35mm 105 3200~3600 1200~1600 02025 | 02~025 |3D#EGD milling)
RTA1005 35mm 185 5800~6200 1000~1400 007-0.1 | 007~0.1 |3D$EGD milling)
RTA1010 35mm 100 30003400 700~1000 0.2~0.25 7410 E#ESloting)
RTAI010 35mm 135 4200~4600 600~800 0.07~0.1 7-10 | ##k(Slotting)
RTAI010 35mm 80 2400~2800 500~700 10~20 0.15-02 | I(Side milling)
RTA1010 35mm 90 2800~3200 450~650 10~20 0.07-0.1 | FI$%(Side milling)
RTA1010 35mm 105 3200~3600 1200~1600 02025 | 02~025 3D#EGD milling)
RTAI010 35mm 185 5800~6200 1000~1400 007-0.1 | 007~0.1 |3D#EGD milling)
RTAI015 35mm 100 3000~3400 700~1000 0.2~0.25 6~10  EE(Slotting)
RTAL015 35mm 135 4200~4600 600~800 0.07~0.1 6~10  #&E(Slotting)
RTAI015 35mm 80 2400~2800 500~700 10~20 0.15-02  HI%(Side milling)
RTAI015 35mm 90 2800~3200 450~650 10~20 0.07~0.1 | {I#%(Side milling)
RTA1015 35mm 105 3200~3600 1200~1600 02025 | 02~025 |3D#EGD milling)
RTA1015 35mm 185 5800~6200 1000~1400 007-0.1 | 007~0.1 3D#EGD milling)
RTA1020 35mm 100 3000~3400 700~1000 0.2~0.25 510 SE#ESloting)
RTA1020 35mm 135 4200~4600 600~800 0.07~0.1 510 | ##k(Slotting)
RTA1020 35mm 80 2400~2800 500~700 10~20 0.15-02 | I#(Side milling)
RTA1020 35mm 90 2800~3200 450~650 10~20 0.07-0.1 | HI#(Side milling)
RTA1020 35mm 105 3200~3600 1200~1600 02025 | 02~025 3D#EGD milling)
RTA1020 35mm 185 5800~6200 1000~1400 007-0.1 | 007~0.1 |3D#EGD milling)
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ODHE CHFIRRPM=24000min DU F 218>

sl SHEISM / TERESH : Prehardened Steels
Work Material NAKSO : 1.2083 : AISI420 : M310 (HRc36~45)

AL ol Bwiens e RERE | mommao | mIEEen | mIAR
Type NO. | Length(mm) | Cutting Speed (mimD) (cm/mi) Depthof Cut | Widthof Cut | Milling Type
RTAI1210 40mm 75 2000~2400 600~900 0.2~0.25 9~12 JE#E(Slotting)
RTA1210 40mm 145 3800~4200 800~1000 0.07~0.12 9~12 7Bk (Slotting)
RTAI1210 40mm 70 1800~2200 600~800 12~24 0.15~0.2  fl#f(Side milling)
RTA1210 40mm 70 1800~2200 300~500 12~24 0.07~0.12  flI#f(Side milling)
RTAI1210 40mm 140 3600~4000 1000~1200 0.2~0.25 0.2~0.25  |3D#E(3D milling)
RTAI1210 40mm 150 4500~5000 1200~1500 0.07~0.12 0.07~0.12 | 3D#E(3D milling)
RTA1220 40mm 75 2000~2400 600~900 0.2~0.25 7~12 JEHE(Slotting)
RTA1220 40mm 145 3800~4200 800~1000 0.07~0.12 T~12 JEE(Slotting)
RTA1220 40mm 70 1800~2200 600~800 12~24 0.15~0.2  {fll#E(Side milling)
RTA1220 40mm 70 1800~2200 300~500 12~24 0.07~0.12  {HI#E(Side milling)
RTA1220 40mm 140 3600~4000 1000~1200 0.2~0.25 0.2~0.25 | 3D#:(3D milling)
RTA1220 40mm 150 4500~5000 1200~1500 0.07~0.12 0.07~0.12  |3D#E(3D milling)

Fff#E / Note -
AT R R

Suggest to use Wet coolant.

AT I DHFRE G oh O » / Above cutting data are issued by DHF Technical Applications Center.
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ODHF

<R FARPM=10000(min 1) A T 2 55>

LA TS : Hardened Steels
Work Material SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRcA8~54

AUEE ol Bwiens e RERE | mrmma | MIEEAD) M
Type NO. | Length(mm) | Cutting Speed (mimD) (cm/mi) Depthof Cut | Widthof Cut | Milling Type
RTA0205 12mm 60 9000~9500 600~800 0.03~0.05 12 |#EESlotting)
RTA0205 12mm 60 9000~9500 300~500 24 0.03~0.05 | HI%(Side milling)
RTA0205 12mm 60 9000~9500 600~800 0.03~0.05 | 0.03~0.05 3D#EAD milling)
RTA0305 12mm 85 8800~9300 600~800 0.04~0.06 13 #EESlotting)
RTA0305 12mm 75 8000~8500 300~500 3-6 0.04~0.06 | HI3(Side milling)
RTA0305 12mm 85 8800~9300 600~800 0.04~0.06 | 0.04~0.06 3D$EGD milling)
RTA0405 l4mm 90 7200~7600 600~800 0.04~0.06 24 EESlotting)
RTA0405 L4mm 75 6000~6400 300~500 48 0.04~0.06 | HI%(Side milling)
RTA0405 l4mm 110 8700~9200 600~800 0.04~0.06 | 0.04~0.06 |3DHEGD milling)
RTAG410 14mm 90 7200~7600 600~800 0.04~0.06 14 #EESlotting)
RTA410 l4mm 75 6000~6400 300~500 48 0.04~0.06 | HI3(Side milling)
RTAG410 14mm 110 8700~9200 600~800 0.04~0.06 | 0.04~0.06 3D#EGD milling)
RTA0505 17mm 95 6000~6600 800~1000 0.05~0.07 3~5 | E#kSlotting)
RTA0505 17mm 75 4800~5200 400~600 5~10 0.05~0.07 | HI#(Side milling)
RTA0505 17mm 135 8600~9000 800~1000 0.05~0.07 | 0.05~0.07 3D#EAD milling)
RTA0510 17mm 95 6000~6600 800~1000 0.05~0.07 275 HESDoting)
RTA0510 17mm 75 4800~5200 400~600 5-10 0.05~0.07 | HI3(Side milling)
RTA0510 17mm 135 8600~9000 800~1000 0.05~0.07 | 0.05~0.07 3D#EGD milling)
RTA0605 20mm 95 5000~5500 800~1000 0.05~0.07 45 | HE#Slotting)
RTA0605 20mm 75 4000~4400 400~600 612 0.05~0.07 | fil3(Side milling)
RTA0605 20mm 135 7200~7600 1000~1200 | 0.05-007 = 0.05-0.07 3D&EGD milling)
RTA0610 20mm 95 5000~5500 800~1000 0.05~0.07 36 HEESDoting)
RTA0610 20mm 75 4000~4400 400~600 612 0.05~0.07 | HI3(Side milling)
RTA0610 20mm 135 7200~7600 1000~1200 | 0.05-0.07 = 0.05-0.07 3D&EG3D milling)
RTA0805 30mm 135 5200~5700 600~800 0.06~0.08 6~8  E#k(Slotting)
RTA0805 30mm 85 3200~3700 400~600 8-16 0.06~0.08 | HI#(Side milling)
RTA0805 30mm 150 6000~6500 800~1000 0.06~008 | 0.06~0.08 3D#(3D milling)
RTA0810 30mm 135 5200~5700 600~800 0.06~0.08 5~8  H#ESDoting)
RTA0810 30mm 85 3200~3700 400~600 8~16 0.06~008  fHI(Side milling)
RTA0810 30mm 150 6000~6500 800~1000 0.06~0.08 | 0.06~0.08 3D#EG3D milling)
RTA1005 35mm 135 4200~4600 600~800 0.07~0.1 85 | H#k(Sloting)
RTA1005 35mm 85 2600~3000 400~600 10~20 0.07~0.1  {HI%k(Side milling)
RTA1005 35mm 150 4800~5200 800~1000 007~01 | 0.07~0.1 3D%k(3D milling)
RTA1010 35mm 135 4200~4600 600~800 0.07~0.1 7410 #EESlotting)
RTA1010 35mm 85 2600~3000 400~600 10-20 0.07~01 | {gk(Side milling)
RTA1010 35mm 150 4800~5200 800~1000 007-01 | 007~0.1  3D&EG3D milling)
RTA1015 35mm 135 4200~4600 600~800 0.07~0.1 6~10 | #EE(Slotting)
RTA1015 35mm 85 2600~3000 400~600 10~20 0.07~0.1  I#(Side milling)
RTA1015 35mm 150 4800~5200 800~1000 007~01 | 0.07~01 3D%k(3D milling)
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ODHF

<R FARPM=10000(min 1) A T 2 55>

LA TS : Hardened Steels
Work Material SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 14542 : H13 / 420 (HRc48~54
AUEE ol Bwiens e RERE | mrmma | MIEEAD) M

Type NO. | Length(mm) | Cutting Speed (mimD) (cm/mi) Depthof Cut | Widthof Cut | Milling Type
RTA1020 35mm 135 4200~4600 600~800 0.07~0.1 5~10 [ #EESlotting)
RTA1020 35mm 85 2600~3000 400~600 10~20 0.07~01 | {Hgk(Side milling)
RTA1020 35mm 150 4800~5200 800~1000 007-0.1 | 007~0.1 |3D#EGD milling)
RTAI210 40mm 100 2600~3000 600~800 0.07~0.12 0~12 | EEESlotting)
RTAI210 40mm 60 1600~2000 300~400 1224 007~0.12 | I#k(Side milling)
RTAI210 40mm 130 3400~3800 600~800 0.07~012 | 007~0.12 |3D&EG3D milling)
RTA1220 40mm 100 2600~3000 600~800 0.07~0.12 7~12 | #EESlotting)
RTA1220 40mm 60 1600~2000 300~400 124 | 007~0.12 | fIgk(Side milling)
RTA1220 40mm 130 3400~3800 600~800 0.07~0.12 | 0.07~0.12 3D#EGD milling)

FffE / Note *

A Rz

Suggest to use Dry coolant.
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ODHF

< FFARPM=24000(min 1) A T > 55>

LA TS : Hardened Steels
Work Material SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRcA8~54

AUEE ol Bwiens e RERE | mrmma | MIEEAD) M
Type NO. | Length(mm) | Cutting Speed (mimD) (cm/mi) Depthof Cut | Widthof Cut | Milling Type
RTA0205 12mm 60 9000~9500 600~800 0.03~0.05 12 |#EESlotting)
RTA0205 12mm 60 9000~9500 300~500 24 0.03~0.05 | HI%(Side milling)
RTA0205 12mm 140 22000-23000 1400~1600 | 0.03-0.05 = 0.03-0.05 3D&EGD milling)
RTA0305 12mm 85 8800~9300 600~800 0.04~0.06 13 #EESlotting)
RTA0305 12mm 75 8000~8500 300~500 3-6 0.04~0.06 | HI3(Side milling)
RTA0305 12mm 145 15000~16000 1400~1600 | 0.04~0.06 = 0.04~0.06 3D&EGD milling)
RTA0405 l4mm 90 7200~7600 600~800 0.04~0.06 24 EESlotting)
RTA0405 L4mm 75 6000~6400 300~500 48 0.04~0.06 | HI%(Side milling)
RTA0405 l4mm 140 11000~12000 1000~1200 | 0.04~0.06 = 0.04~0.06 3D&EGD milling)
RTAG410 L4mm 90 7200~7600 600~800 0.04~0.06 14 #EESloting)
RTA0410 l4mm 75 6000~6400 300~500 4-8 0.04~0.06 | HI3(Side milling)
RTA0410 14mm 140 11000~12000 1000~1200 | 0.04~0.06 = 0.04~0.06 3D&EGD milling)
RTA0505 17mm 95 6000~6600 800~1000 0.05~0.07 3~5 | E#Slotting)
RTA0505 17mm 75 4800~5200 400~600 5~10 0.05~0.07 | HI#(Side milling)
RTA0505 17mm 145 9000~10000 1200~1400 | 0.05-0.07 = 0.05-0.07 3D&EGD milling)
RTA0510 17mm 95 6000~6600 800~1000 0.05~0.07 25 HESDoting)
RTA0510 17mm 75 4800~5200 400~600 5~10 0.05~0.07 | HI3(Side milling)
RTA0510 17mm 145 9000~10000 1200~1400 | 0.05-0.07 = 0.05-0.07 3D&EG3D milling)
RTA0605 20mm 95 5000~5500 800~1000 0.05~0.07 45 | HE#Slotting)
RTA0605 20mm 75 4000~4400 400~600 612 0.05~0.07 | HI%(Side milling)
RTA0605 20mm 135 7200~7600 1000~1200 | 0.05-007 = 0.05-0.07 3D&EGD milling)
RTA0610 20mm 95 5000~5500 800~1000 0.05~0.07 36 HEESDoting)
RTA0610 20mm 75 4000~4400 400~600 612 0.05~0.07 | HI3(Side milling)
RTA0610 20mm 135 7200~7600 1000~1200 | 0.05-0.07 = 0.05-0.07 3D&EG3D milling)
RTA0805 30mm 135 5200~5700 600~800 0.06~0.08 6~8  E#(Slotting)
RTA0805 30mm 85 3200~3700 400~600 8~16 0.06~0.08 | HI#(Side milling)
RTA0805 30mm 150 6000~6500 800~1000 0.06~0.08 | 0.06~0.08 3D$EAD milling)
RTA0810 30mm 135 5200~5700 600~800 0.06~0.08 5~8  H#ESDoting)
RTA0810 30mm 85 3200~3700 400~600 8~16 0.06~0.08 | HI3(Side milling)
RTA0810 30mm 150 6000~6500 800~1000 0.06~0.08 | 0.06~0.08 3D#EG3D milling)
RTA1005 35mm 135 4200~4600 600~800 0.07~0.1 85 | H#k(Sloting)
RTA1005 35mm 85 2600~3000 400~600 10~20 0.07~0.1 | {H#k(Side milling)
RTA1005 35mm 150 4800~5200 800~1000 007~01 | 0.07~0.1 3D%k(3D milling)
RTA1010 35mm 135 4200~4600 600~800 0.07~0.1 7410 #EESlotting)
RTA1010 35mm 85 2600~3000 400~600 10-20 0.07~01 | {gk(Side milling)
RTA1010 35mm 150 4800~5200 800~1000 007-01 | 007~0.1  3D&EG3D milling)
RTA1015 35mm 135 4200~4600 600~800 0.07~0.1 6~10 | #EE(Slotting)
RTA1015 35mm 85 2600~3000 400~600 10~20 0.07~0.1  I#(Side milling)
RTA1015 35mm 150 4800~5200 800~1000 007~01 | 0.07~01 3D%k(3D milling)
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ODHF

< FFARPM=24000(min 1) A T > 55>

LA TS : Hardened Steels
Work Material SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 14542 : H13 / 420 (HRc48~54
AUEE ol Bwiens e RERE | mrmma | MIEEAD) M

Type NO. | Length(mm) | Cutting Speed (mimD) (cm/mi) Depthof Cut | Widthof Cut | Milling Type
RTA1020 35mm 135 4200~4600 600~800 0.07~0.1 5~10 [ #EESlotting)
RTA1020 35mm 85 2600~3000 400~600 10~20 0.07~01 | {Hgk(Side milling)
RTA1020 35mm 150 4800~5200 800~1000 007-0.1 | 007~0.1 |3D#EGD milling)
RTAI210 40mm 100 2600~3000 600~800 0.07~0.12 0~12 | EEESlotting)
RTAI210 40mm 60 1600~2000 300~400 1224 007~0.12 | I#k(Side milling)
RTAI210 40mm 130 3400~3800 600~800 0.07~012 | 007~0.12 |3D&EG3D milling)
RTA1220 40mm 100 2600~3000 600~800 0.07~0.12 7~12 | #EESlotting)
RTA1220 40mm 60 1600~2000 300~400 124 | 007~0.12 | fIgk(Side milling)
RTA1220 40mm 130 3400~3800 600~800 0.07~0.12 | 0.07~0.12 3D#EGD milling)

FffE / Note *

A Rz

Suggest to use Dry coolant.
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ODHF

BeOIHIAS

Work Material

BR324 / $88% Carbon steels / Cast Iron

S50C / Fc250 / SS440 :1.1210/0.6025 /1.0036 : 1050 / NO.35 / A570 Gr.45 (~HRc22)

2A#A0752 Coolant Type R ITHI Wet coolant

Type NO. Length(mm) | Cutting Speed (mim~1) (mmimin) Depth of Cut | Width of Cut Milling Type
RTA0205 12 60 9000~9500 800~1000 0.11~0.14 1-2 JE#kE SLOTTING
RTA0205 12 60 9000~9500 800~1000 0.05~0.07 1~2 78k SLOTTING
RTA0205 12 100 15500~16500 1200~1400 0.11~0.14 1~2 JE % SLOTTING
RTA0205 12 100 15500~16500 900~1100 0.05~0.07 1~2 7k SLOTTING
RTA0205 12 60 9000~9500 1000~1200 2~4 0.12~0.15 | {H]##k SIDE MILLING
RTA0205 12 60 9000~9500 700~900 2~4 0.05~0.07 |{H|#}k SIDE MILLING
RTA0205 12 85 13500~14000 1100~1300 2~4 0.12~0.15 |k SIDE MILLING
RTA0205 12 85 13500~14000 800~1000 2~4 0.05~0.07 |{HI#}k SIDE MILLING
RTA0205 12 60 9000~9500 1200~1400 0.12~0.15 | 0.12~0.15 |3D#% 3D MILLING
RTA0205 12 60 9000~9500 1100~1300 0.05~0.07 | 0.05~0.07 |3D#fk 3D MILLING
RTA0205 12 150 23000~24000 1800~2200 0.12~0.15 | 0.12~0.15 |3D#% 3D MILLING
RTA0205 12 150 23000~24000 1800~2200 0.05~0.07 | 0.05~0.07 |3D#fk 3D MILLING
RTAO0305 12 85 8800~9300 800~1000 0.12~0.15 1~-3 JH#E SLOTTING
RTA0305 12 85 8800~9300 800~1000 0.06~0.08 1-3 J#$k SLOTTING
RTAO0305 12 100 10500~11000 1000~1200 0.12~0.15 1-3 7E#k SLOTTING
RTA0305 12 100 10500~11000 900~1100 0.06~0.08 1-3 JE#k SLOTTING
RTA0305 12 85 8800~9300 1000~1200 3~6 0.12~0.15 {fl# SIDE MILLING
RTAO0305 12 85 8800~9300 800~1000 3~6 0.06~0.08 | {H|#}k SIDE MILLING
RTAO0305 12 85 8800~9300 1000~1200 0.12~0.15 | 0.12~0.15 |3D#% 3D MILLING
RTA0305 12 85 8800~9300 1000~1200 0.06~0.08 | 0.06~0.08 |3D#t 3D MILLING
RTA0305 12 165 17000~18000 1800~2200 0.12~0.15 | 0.12~0.15 |3D#f% 3D MILLING
RTA0305 12 165 17000~18000 1800~2200 0.06~0.08 | 0.06~0.08 |3D#t 3D MILLING
RTA0405 14 100 8000~8400 600~800 0.12~0.15 2~4 JH 4§ SLOTTING
RTA0405 14 100 8000~8400 800~1000 0.06~0.08 2~4 J#$k SLOTTING
RTA0405 14 85 6500~7000 800~1000 4~8 0.12~0.15 |k SIDE MILLING
RTA0405 14 85 6500~7000 600~800 4~8 0.06~0.08 ||k SIDE MILLING
RTA0405 14 110 8700~9200 800~1000 0.12~0.15 @ 0.12~0.15 3D#% 3D MILLING
RTA0405 14 110 8700~9200 600~800 0.06~0.08 | 0.06~0.08 |3D# 3D MILLING
RTA0405 14 150 12000~13000 1200~1600 0.12~0.15 @ 0.12~0.15 3D#% 3D MILLING
RTA0405 14 165 13000~14000 1600~2000 0.06~0.08 | 0.06~0.08 |3D#fk 3D MILLING
RTA0410 14 100 8000~8400 700~900 0.12~0.15 1-4 7E#k SLOTTING
RTA0410 14 100 8000~8400 800~1000 0.06~0.08 1-4 78k SLOTTING
RTA0410 14 85 6500~7000 800~1000 4~8 0.12~0.15 {fil# SIDE MILLING
RTA0410 14 85 6500~7000 600~800 4~8 0.06~0.08 | {H|##k SIDE MILLING
RTA0410 14 110 8700~9200 900~1100 0.12~0.15 | 0.12~0.15 |3D$% 3D MILLING
RTA0410 14 110 8700~9200 1100~1400 0.06~0.08 | 0.06~0.08 |3D#t 3D MILLING
RTA0410 14 150 12000~13000 1200~1600 0.12~0.15 | 0.12~0.15 |3D$% 3D MILLING
RTA0410 14 165 13000~14000 1600~2000 0.06~0.08 | 0.06~0.08 |3D#t 3D MILLING

A VTIEE& {4 FH DHFFE AR Ot

Page 46 of 109

/ Above cutting data are issued by DHF Technical Applications Center.

RTA
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BeOIHIAS

Work Material

BR324 / $88% Carbon steels / Cast Iron

S50C / Fc250 / SS440 :1.1210/0.6025 /1.0036 : 1050 / NO.35 / A570 Gr.45 (~HRc22)

2A#A0752 Coolant Type R ITHI Wet coolant

g | uen | oomer | oewee | oae | | prween | o
Type NO. Length(mm) | Cutting Speed (m'ijnigi) (m':/?:in) Depth of Cut | Width of Cut Milling Type
RTA0505 17 95 5800~6300 900~1100 0.15~0.18 3~5 7k SLOTTING
RTAO0505 17 120 7300~7800 800~1200 0.06~0.08 3~5 J# %k SLOTTING
RTAO0505 17 95 5800~6300 800~1000 5~10 0.15~0.18 | {H[# SIDE MILLING
RTAO0505 17 95 5800~6300 600~800 5~10 0.06~0.08 | {#} SIDE MILLING
RTA0505 17 135 8300~8800 1400~1800 0.15~0.18 | 0.15~0.18 3D#f 3D MILLING
RTAO0505 17 135 8300~8800 1300~1700 0.06~0.08 | 0.06~0.08 |3D$jf; 3D MILLING
RTA0505 17 165 10500~11000 1700~2100 0.15~0.18 | 0.15~0.18 3D#f 3D MILLING
RTA0505 17 165 10500~11000 1600~2000 0.06~0.08 = 0.06~0.08 3Dgf 3D MILLING
RTAO0510 17 95 5800~6300 900~1100 0.15~0.18 2~5 J# 4§k SLOTTING
RTAO0510 17 120 7300~7800 800~1200 0.06~0.08 2~5 JE§E SLOTTING
RTA0510 17 95 5800~6300 800~1000 5~10 0.15~0.18 | {[i# SIDE MILLING
RTA0510 17 95 5800~6300 600~800 5~10 0.06~0.08 |{il$j SIDE MILLING
RTAO0510 17 135 8300~8800 1400~1800 0.15~0.18 = 0.15~0.18 3D#% 3D MILLING
RTA0510 17 135 8300~8800 1300~1700 0.06~0.08 = 0.06~0.08 3D 3D MILLING
RTAO0510 17 165 10500~11000 1700~2100 0.15~0.18 = 0.15~0.18 3D#% 3D MILLING
RTAO0510 17 165 10500~11000 1600~2000 0.06~0.08 | 0.06~0.08 |3D$f; 3D MILLING
RTA0605 20 95 4800~5200 900~1100 0.15~0.18 4~6 7k SLOTTING
RTA0605 20 120 6200~6600 800~1200 0.06~0.08 4~6 JE % SLOTTING
RTA0605 20 95 4800~5200 800~1000 6~12 0.15~0.18 | {H# SIDE MILLING
RTA0605 20 95 4800~5200 600~800 6~12 0.06~0.08 | {I$} SIDE MILLING
RTA0605 20 135 7200~7600 1400~1800 0.15~0.18 | 0.15~0.18 3D#f 3D MILLING
RTA0605 20 135 7200~7600 1300~1700 0.06~0.08 | 0.06~0.08 |3D$f; 3D MILLING
RTA0610 20 80 4200~4600 900~1100 0.15~0.18 3~6 JHE SLOTTING
RTA0610 20 130 6800~7200 800~1200 0.06~0.08 3~6 7B SLOTTING
RTA0610 20 95 5000~5500 800~1000 6~12 0.15~0.18 {H[i# SIDE MILLING
RTA0610 20 95 5000~5500 600~800 6~12 0.06~0.08 |{il$j SIDE MILLING
RTA0610 20 135 7200~7600 1400~1800 0.15~0.18 = 0.15~0.18 3D#% 3D MILLING
RTA0610 20 135 7200~7600 1300~1700 0.06~0.08 = 0.06~0.08 3Dgf 3D MILLING
RTA0805 30 125 5000~5600 900~1100 0.18~0.23 6~8 JE#E SLOTTING
RTA0805 30 135 5200~5600 600~800 0.07~0.1 6~8 JE§E SLOTTING
RTA0805 30 90 3500~4000 700~1000 8~16 0.18~0.23 | {H# SIDE MILLING
RTA0805 30 90 3500~4000 600~800 8~16 0.07~0.1 |{Hl$f SIDE MILLING
RTA0805 30 150 6000~6600 1600~2000 0.18~0.23 | 0.18~0.23 3D#f 3D MILLING
RTAO0805 30 190 7500~8000 1100~1500 0.07~0.1 0.07~0.1 |3D$j 3D MILLING
RTA0810 30 125 5000~5600 900~1100 0.18~0.23 5~8 7 SLOTTING
RTAO0810 30 135 5200~5600 600~800 0.07~0.1 5~8 7B SLOTTING
RTAO0810 30 90 3500~4000 600~1000 8~16 0.18~0.23 | {H[i# SIDE MILLING
RTA0810 30 90 3500~4000 600~800 8~16 0.07~0.1 |{HIg% SIDE MILLING
RTA0810 30 150 6000~6600 1600~2000 0.18~0.23 | 0.18~0.23 3D#f 3D MILLING
RTAO0810 30 190 7500~8000 1000~1400 0.07-0.1 0.07~0.1 |3D$f 3D MILLING
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ODHF o

ol ¥ ZEH / §588 Carbon steels / Cast Iron
Work Material S50C / Fc250 / SS440 : 1.1210/0.6025/ 1.0036 : 1050 / NO.35 / A570 Gr.45 (~HRc22)

2A#A0752 Coolant Type R ITHI Wet coolant
Type NO. Length(mm) | Cutting Speed (mim~1) (mmimin) Depth of Cut | Width of Cut Milling Type
RTA1005 35 125 4000~4500 800~1200 0.2~0.25 8~10 JE$k SLOTTING
RTA1005 B5| 135 4200~4600 600~800 0.07~0.1 8~10 JE %k SLOTTING
RTA1005 35 90 2800~3200 600~900 10~20 0.2~0.25 {H|##E SIDE MILLING
RTA1005 35 90 2800~3200 600~800 10~20 0.07~0.1 {HI#}k SIDE MILLING
RTA1005 35 150 4800~5400 1600~2000 0.2~0.25 0.2~0.25 |3D#%k 3D MILLING
RTA1005 85! 190 6000~6500 1200~1600 0.07~0.1 0.07~0.1 | 3D#f 3D MILLING
RTA1010 35 125 4000~4500 800~1200 0.2~0.25 7~10 JHi#k SLOTTING
RTA1010 35 135 4200~4600 600~800 0.07~0.1 7~10 J#$k SLOTTING
RTA1010 35 90 2800~3200 600~900 10~20 0.2~0.25 |{HI$k SIDE MILLING
RTA1010 85 90 2800~3200 600~800 10~20 0.07~0.1 |{f|$} SIDE MILLING
RTA1010 35 150 4800~5400 1600~2000 0.2~0.25 0.2~0.25 3D#k 3D MILLING
RTA1010 35 190 6000~6500 1200~1600 0.07~0.1 0.07~0.1 |3D#} 3D MILLING
RTA1015 35 125 4000~4500 800~1200 0.2~0.25 6~10 JE % SLOTTING
RTA1015 55 135 4200~4600 600~800 0.07~0.1 6~10 JE§ SLOTTING
RTA1015 35 90 2800~3200 600~900 10~20 0.2~0.25 |{H]#k SIDE MILLING
RTA1015 35 90 2800~3200 600~800 10~20 0.07~0.1 |{f§k SIDE MILLING
RTA1015 35 150 4800~5400 1600~2000 0.2~0.25 0.2~0.25 |3D#%k 3D MILLING
RTA1015 85| 190 6000~6500 1200~1600 0.07~0.1 0.07~0.1 | 3D#f 3D MILLING
RTA1020 35 125 4000~4500 800~1200 0.2~0.25 5~10 7E#k SLOTTING
RTA1020 35 135 4200~4600 600~800 0.07~0.1 5~10 7# %k SLOTTING
RTA1020 35 90 2800~3200 600~900 10~20 0.2~0.25 | {Hi$f SIDE MILLING
RTA1020 85! 90 2800~3200 600~800 10~20 0.07~0.1 | {H|#}k SIDE MILLING
RTA1020 35 150 4800~5400 1600~2000 0.2~0.25 0.2~0.25 |3D#%k 3D MILLING
RTA1020 35 190 6000~6500 1200~1600 0.07~0.1 0.07~0.1  3D#f 3D MILLING
RTA1210 40 75 2000~2500 800~1100 0.2~0.25 9~12 JH 4§ SLOTTING
RTA1210 40 150 4000~4500 800~1000 0.07~0.12 9~12 7k SLOTTING
RTA1210 40 105 2800~3200 600~800 12~24 0.2~0.25 |{Hj#% SIDE MILLING
RTA1210 40 105 2800~3200 400~600 12~24 0.07~0.12 | {HI$}k SIDE MILLING
RTA1210 40 150 4000~4500 1400~1600 0.2~0.25 0.2~0.25 |3D#k 3D MILLING
RTA1210 40 170 4500~5000 1300~1600 0.07~0.12 | 0.07~0.12 |3D#fk 3D MILLING
RTA1220 40 75 2000~2500 800~1100 0.2~0.25 7~12 JH#k SLOTTING
RTA1220 40 150 4000~4500 800~1000 0.07~0.12 7~12 J# %k SLOTTING
RTA1220 40 105 2800~3200 600~800 12~24 0.2~0.25 | {Hi$f SIDE MILLING
RTA1220 40 105 2800~3200 400~600 12~24 0.07~0.12 |{H|#}k SIDE MILLING
RTA1220 40 150 4000~4500 1400~1600 0.2~0.25 0.2~0.25 |3D#% 3D MILLING
RTA1220 40 170 4500~5000 1300~1600 0.07~0.12 | 0.07~0.12 |3D#k 3D MILLING

ff¥:1 / Note :

LT R

Suggest to use Wet coolant.

AT I DHFRE G oh O » / Above cutting data are issued by DHF Technical Applications Center.

Page 48 of 109



ODHF

BeOIHIAS

Work Material

&4 T HH /T E# Alloy Tool Steels / Carbon Tool Steels

P20/ P5/SK3/SKD61/SKD11 : 1.2311/1.1545/1.2379/1.2344 : H13 / D2 (HRc23~32)

2A#A0752 Coolant Type R ITHI Wet coolant

Type NO. Length(mm) | Cutting Speed (mim~1) (mmimin) Depth of Cut | Width of Cut Milling Type
RTA0205 12 60 9000~9500 700~900 0.11~0.14 1-2 JE#kE SLOTTING
RTA0205 12 60 9000~9500 700~900 0.05~0.07 1~-2 J#$k SLOTTING
RTA0205 12 90 14000~15000 1000~1200 0.11~0.14 1~-2 7E#kE SLOTTING
RTA0205 12 90 14000~15000 900~1100 0.05~0.07 1~2 78k SLOTTING
RTA0205 12 60 9000~9500 900~1100 2~4 0.12~0.15 | {H]#k SIDE MILLING
RTA0205 12 60 9000~9500 700~900 2~4 0.05~0.07 |{H|#}k SIDE MILLING
RTA0205 12 85 13500~14000 1100~1300 2~4 0.12~0.15 | {H]##k SIDE MILLING
RTA0205 12 85 13500~14000 800~1000 2~4 0.05~0.07 |{H|#}k SIDE MILLING
RTA0205 12 60 9000~9500 1000~1200 0.12~0.15 | 0.12~0.15 |3D$f 3D MILLING
RTA0205 12 60 9000~9500 1000~1200 0.05~0.07 | 0.05~0.07 |3D#f 3D MILLING
RTA0205 12 140 22000~23000 1600~2000 0.12~0.15 @ 0.12~0.15 3D#% 3D MILLING
RTA0205 12 140 22000~23000 1600~2000 0.05~0.07 | 0.05~0.07 |3D#fk 3D MILLING
RTA0305 12 85 8800~9300 600~800 0.12~0.15 1~-3 JH#k SLOTTING
RTA0305 12 85 8800~9300 700~900 0.06~0.08 1~-3 J#$k SLOTTING
RTAO0305 12 100 10500~11000 1000~1200 0.12~0.15 1-3 7E#k SLOTTING
RTA0305 12 100 10500~11000 900~1100 0.06~0.08 1-3 JE#k SLOTTING
RTA0305 12 85 8800~9300 800~1000 3~6 0.12~0.15 {fl# SIDE MILLING
RTAO0305 12 85 8800~9300 700~900 3~6 0.06~0.08 | {H|#}k SIDE MILLING
RTAO0305 12 85 8800~9300 1000~1200 0.12~0.15 | 0.12~0.15 |3D#% 3D MILLING
RTA0305 12 85 8800~9300 1000~1200 0.06~0.08 | 0.06~0.08 |3D#t 3D MILLING
RTA0305 12 145 15000~16000 1700~2000 0.12~0.15 | 0.12~0.15 |3D#% 3D MILLING
RTA0305 12 155 16000~17000 1600~2000 0.06~0.08 | 0.06~0.08 |3D#t 3D MILLING
RTA0405 14 95 7800~8200 600~800 0.12~0.15 2~4 JH 4§ SLOTTING
RTA0405 14 100 8000~8400 600~900 0.06~0.08 2~4 J#$k SLOTTING
RTA0405 14 85 6500~7000 700~900 4~8 0.12~0.15 |k SIDE MILLING
RTA0405 14 85 6500~7000 400~600 4~8 0.06~0.08 | {H|#}k SIDE MILLING
RTA0405 14 110 8700~9200 800~1100 0.12~0.15 | 0.12~0.15 |3D$f 3D MILLING
RTA0405 14 110 8700~9200 1000~1300 0.06~0.08 | 0.06~0.08 |3D# 3D MILLING
RTA0405 14 145 11000~12000 1200~1400 0.12~0.15 @ 0.12~0.15 3D#% 3D MILLING
RTA0405 14 155 12000~13000 1300~1700 0.06~0.08 | 0.06~0.08 |3D# 3D MILLING
RTA0410 14 95 7800~8200 600~800 0.12~0.15 1-4 7E#k SLOTTING
RTA0410 14 100 8000~8400 600~900 0.06~0.08 1-4 78k SLOTTING
RTA0410 14 85 6500~7000 700~900 4~8 0.12~0.15 {fil# SIDE MILLING
RTA0410 14 85 6500~7000 400~600 4~8 0.06~0.08 | {H|#}k SIDE MILLING
RTA0410 14 110 8700~9200 800~1100 0.12~0.15 | 0.12~0.15 |3D$% 3D MILLING
RTA0410 14 110 8700~9200 1000~1300 0.06~0.08 | 0.06~0.08 |3D#t 3D MILLING
RTA0410 14 145 11000~12000 1200~1400 0.12~0.15 | 0.12~0.15 |3D#% 3D MILLING
RTA0410 14 155 12000~13000 1300~1700 0.06~0.08 | 0.06~0.08 |3D#t 3D MILLING
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Work Material

&4 T EHH /T EH Alloy Tool Steels / Carbon Tool Steels

P20/ P5/SK3/SKD61/SKD11 : 1.2311/1.1545/1.2379/1.2344 : H13 / D2 (HRc23~32)

2A#A0752 Coolant Type R ITHI Wet coolant

| ARER | AT | SR OSREY e | graees | m
Type NO. Length(mm) | Cutting Speed (m'ijnigi) (m':/?:in) Depth of Cut | Width of Cut Milling Type
RTAO0505 17 85 5200~5700 900~1100 0.15~0.18 3~5 JE#kE SLOTTING
RTAO0505 17 120 7300~7800 800~1200 0.06~0.08 G5 J# %k SLOTTING
RTAO0505 17 85 5200~5700 800~1000 5~10 0.15~0.18 {fl# SIDE MILLING
RTA0505 17 95 5800~6300 600~800 5~10 0.06~0.08 | {H|#}k SIDE MILLING
RTAO0505 17 135 8300~8800 1300~1700 0.15~0.18 | 0.15~0.18 |3D$f 3D MILLING
RTAO0505 17 135 8300~8800 1200~1600 0.06~0.08 | 0.06~0.08 |3D#ft 3D MILLING
RTA0505 17 160 10000~10500 1600~1900 0.15~0.18 | 0.15~0.18 |3D$f 3D MILLING
RTA0505 17 160 10000~10500 1500~1800 0.06~0.08 | 0.06~0.08 |3D# 3D MILLING
RTAO0510 17 85 5200~5700 900~1100 0.15~0.18 2~5 J# 4§k SLOTTING
RTA0510 17 120 7300~7800 800~1200 0.06~0.08 2~5 J#$k SLOTTING
RTA0510 17 85 5200~5700 800~1000 5~10 0.15~0.18 {H#t SIDE MILLING
RTA0510 17 95 5800~6300 600~800 5~10 0.06~0.08 | {H]#k SIDE MILLING
RTAO0510 17 135 8300~8800 1300~1700 0.15~0.18 = 0.15~0.18 3D#% 3D MILLING
RTA0510 17 135 8300~8800 1200~1600 0.06~0.08 | 0.06~0.08 |3D#% 3D MILLING
RTA0510 17 160 10000~10500 1600~1900 0.15~0.18 = 0.15~0.18 3D#% 3D MILLING
RTA0510 17 160 10000~10500 1500~1800 0.06~0.08 | 0.06~0.08 |3D#t 3D MILLING
RTA0605 20 85 4200~4700 800~1000 0.15~0.18 4~6 JE#kE SLOTTING
RTA0605 20 115 5700~6200 800~1200 0.06~0.08 4~6 J#$k SLOTTING
RTA0605 20 85 4200~4600 700~900 6~12 0.15~0.18 {Hj$f SIDE MILLING
RTA0605 20 90 4400~4800 500~700 6~12 0.06~0.08 | {H|#}k SIDE MILLING
RTA0605 20 135 7200~7600 1200~1600 0.15~0.18 | 0.15~0.18 |3D$f 3D MILLING
RTA0605 20 135 7200~7600 1200~1600 0.06~0.08 | 0.06~0.08 |3D#t 3D MILLING
RTA0610 20 85 4200~4700 800~1000 0.15~0.18 3~6 7E#k SLOTTING
RTA0610 20 115 5700~6200 800~1200 0.06~0.08 3~6 JE§k SLOTTING
RTA0610 20 85 4200~4600 700~900 6~12 0.15~0.18 {f#t SIDE MILLING
RTA0610 20 90 4400~4800 500~700 6~12 0.06~0.08 | {H]#}k SIDE MILLING
RTA0610 20 135 7200~7600 1200~1600 0.15~0.18 | 0.15~0.18 |3D# 3D MILLING
RTA0610 20 135 7200~7600 1200~1600 0.06~0.08 | 0.06~0.08 |3D#} 3D MILLING
RTA0805 30 100 3800~4300 800~1000 0.18~0.23 6~8 JH 4§ SLOTTING
RTA0805 30 135 5200~5600 600~800 0.07~0.1 6~8 7k SLOTTING
RTA0805 30 80 3000~3500 600~900 8~16 0.18~0.23 | {H# SIDE MILLING
RTA0805 30 90 3400~3800 600~800 8~16 0.07~0.1 {H|#}k SIDE MILLING
RTA0805 30 105 4000~4500 1600~1800 0.18~0.23 | 0.18~0.23 |3D$f 3D MILLING
RTA0805 30 185 7200~7700 1000~1400 0.07~0.1 0.07~0.1 | 3D#f 3D MILLING
RTA0810 30 100 3800~4300 800~1000 0.18~0.23 5~8 7E#k SLOTTING
RTA0810 30 135 5200~5600 600~800 0.07~0.1 5~8 JE %k SLOTTING
RTA0810 30 80 3000~3500 600~900 8~16 0.18~0.23 {f]#t SIDE MILLING
RTA0810 30 90 3400~3800 600~800 8~16 0.07~0.1 | {H|#}k SIDE MILLING
RTA0810 30 105 4000~4500 1600~1800 0.18~0.23 = 0.18~0.23 3D#% 3D MILLING
RTA0810 30 185 7200~7700 1000~1400 0.07~0.1 0.07~0.1  3D#f 3D MILLING
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IR &4 T H /GETH#H Alloy Tool Steels / Carbon Tool Steels
Work Material P20 /P5/SK3/SKD61 /SKD11 : 1.2311/1.1545/1.2379/ 1.2344 : H13 / D2 (HRc23~32)

2A#A0752 Coolant Type R ITHI Wet coolant
Type NO. Length(mm) | Cutting Speed (mim~1) (mmimin) Depth of Cut | Width of Cut Milling Type
RTA1005 35 100 3000~3400 700~1000 0.2~0.25 8~10 JE#k SLOTTING
RTA1005 35 135 4200~4600 600~800 0.07~0.1 8~10 7k SLOTTING
RTA1005 35 80 2400~2800 500~700 10~20 0.15~0.2 |{Hi%% SIDE MILLING
RTA1005 35 90 2800~3200 450~650 10~20 0.07~0.1 |{Hi$% SIDE MILLING
RTA1005 35 105 3200~3600 1200~1600 0.2~0.25 0.2~0.25 | 3D#f 3D MILLING
RTA1005 35 185 5800~6200 1000~1400 0.07~0.1 0.07~0.1 |3D#k 3D MILLING
RTA1010 35 100 3000~3400 700~1000 0.2~0.25 7~10 % SLOTTING
RTA1010 35 135 4200~4600 600~800 0.07~0.1 7~10 JE§k SLOTTING
RTA1010 35 80 2400~2800 500~700 10~20 0.15~0.2 | {HI#}E SIDE MILLING
RTA1010 35 90 2800~3200 450~650 10~20 0.07~0.1 |{H|#}k SIDE MILLING
RTA1010 35 105 3200~3600 1200~1600 0.2~0.25 0.2~0.25 |3D#k 3D MILLING
RTA1010 35 185 5800~6200 1000~1400 0.07~0.1 0.07~0.1 |3D#% 3D MILLING
RTA1015 35 100 3000~3400 700~1000 0.2~0.25 6~10 JH#k SLOTTING
RTA1015 35 135 4200~4600 600~800 0.07~0.1 6~10 JH#k SLOTTING
RTA1015 35 80 2400~2800 500~700 10~20 0.15~0.2 {H|#k SIDE MILLING
RTA1015 35 90 2800~3200 450~650 10~20 0.07~0.1 | {H|#k SIDE MILLING
RTA1015 35 105 3200~3600 1200~1600 0.2~0.25 0.2~0.25 | 3D#f 3D MILLING
RTA1015 35 185 5800~6200 1000~1400 0.07~0.1 0.07~0.1 |3D#k 3D MILLING
RTA1020 35 100 3000~3400 700~1000 0.2~0.25 5~10 7H$% SLOTTING
RTA1020 35 135 4200~4600 600~800 0.07~0.1 5~10 JE§k SLOTTING
RTA1020 35 80 2400~2800 500~700 10~20 0.15~0.2 {H#k SIDE MILLING
RTA1020 35 90 2800~3200 450~650 10~20 0.07~0.1 |{Hi$% SIDE MILLING
RTA1020 35 105 3200~3600 1200~1600 0.2~0.25 0.2~0.25 3D#k 3D MILLING
RTA1020 35 185 5800~6200 1000~1400 0.07~0.1 0.07~0.1 |3D#k 3D MILLING
RTA1210 40 75 2000~2400 600~900 0.2~0.25 9~12 JH#E SLOTTING
RTA1210 40 145 3800~4200 800~1000 0.07~0.12 9~12 JE#k SLOTTING
RTA1210 40 70 1800~2200 600~800 12~24 0.15~0.2 |{H]#% SIDE MILLING
RTA1210 40 70 1800~2200 300~500 12~24 0.07~0.12 |{H#} SIDE MILLING
RTA1210 40 140 3600~4000 1000~1200 0.2~0.25 0.2~0.25 |3D#% 3D MILLING
RTA1210 40 150 4500~5000 1200~1500 0.07~0.12 | 0.07~0.12 |3D#k 3D MILLING
RTA1220 40 75 2000~2400 600~900 0.2~0.25 7~12 SR SLOTTING
RTA1220 40 145 3800~4200 800~1000 0.07~0.12 7~12 J#$k SLOTTING
RTA1220 40 70 1800~2200 600~800 12~24 0.15~0.2 {H SIDE MILLING
RTA1220 40 70 1800~2200 300~500 12~24 0.07~0.12 |{H#}% SIDE MILLING
RTA1220 40 140 3600~4000 1000~1200 0.2~0.25 0.2~0.25 3D#k 3D MILLING
RTA1220 40 150 4500~5000 1200~1500 0.07~0.12 | 0.07~0.12 3D#k 3D MILLING

btz / Note :

RS R R -

Suggest to use Wet coolant.

AT I DHFRE G oh O » / Above cutting data are issued by DHF Technical Applications Center.
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Work Material

$EEasH / TaRESM Prehardened Steels
NAKS8O0 : 1.2083 : AlSI420 : M310 (HRc36~45)

2A#A0752 Coolant Type R ITHI Wet coolant

Type NO. Length(mm) | Cutting Speed (mim~1) (mmimin) Depth of Cut | Width of Cut Milling Type
RTA0205 12 60 9000~9500 700~900 0.11~0.14 1-2 JE#kE SLOTTING
RTA0205 12 60 9000~9500 700~900 0.05~0.07 1~-2 J#$k SLOTTING
RTA0205 12 90 14000~15000 1000~1200 0.11~0.14 1~-2 7E#kE SLOTTING
RTA0205 12 90 14000~15000 900~1100 0.05~0.07 1~2 78k SLOTTING
RTA0205 12 60 9000~9500 900~1100 2~4 0.12~0.15 | {H]#k SIDE MILLING
RTA0205 12 60 9000~9500 700~900 2~4 0.05~0.07 |{H|#}k SIDE MILLING
RTA0205 12 85 13500~14000 1100~1300 2~4 0.12~0.15 | {H]##k SIDE MILLING
RTA0205 12 85 13500~14000 800~1000 2~4 0.05~0.07 |{H|#}k SIDE MILLING
RTA0205 12 60 9000~9500 1000~1200 0.12~0.15 | 0.12~0.15 |3D$f 3D MILLING
RTA0205 12 60 9000~9500 1000~1200 0.05~0.07 | 0.05~0.07 |3D#f 3D MILLING
RTA0205 12 140 22000~23000 1600~2000 0.12~0.15 @ 0.12~0.15 3D#% 3D MILLING
RTA0205 12 140 22000~23000 1600~2000 0.05~0.07 | 0.05~0.07 |3D#fk 3D MILLING
RTA0305 12 85 8800~9300 600~800 0.12~0.15 1~-3 JH#k SLOTTING
RTA0305 12 85 8800~9300 700~900 0.06~0.08 1~-3 J#$k SLOTTING
RTAO0305 12 100 10500~11000 1000~1200 0.12~0.15 1-3 7E#k SLOTTING
RTA0305 12 100 10500~11000 900~1100 0.06~0.08 1-3 JE#k SLOTTING
RTA0305 12 85 8800~9300 800~1000 3~6 0.12~0.15 {fl# SIDE MILLING
RTAO0305 12 85 8800~9300 700~900 3~6 0.06~0.08 | {H|#}k SIDE MILLING
RTAO0305 12 85 8800~9300 1000~1200 0.12~0.15 | 0.12~0.15 |3D#% 3D MILLING
RTA0305 12 85 8800~9300 1000~1200 0.06~0.08 | 0.06~0.08 |3D#t 3D MILLING
RTA0305 12 145 15000~16000 1700~2000 0.12~0.15 | 0.12~0.15 |3D#% 3D MILLING
RTA0305 12 155 16000~17000 1600~2000 0.06~0.08 | 0.06~0.08 |3D#t 3D MILLING
RTA0405 14 95 7800~8200 600~800 0.12~0.15 2~4 JH 4§ SLOTTING
RTA0405 14 100 8000~8400 600~900 0.06~0.08 2~4 J#$k SLOTTING
RTA0405 14 85 6500~7000 700~900 4~8 0.12~0.15 |k SIDE MILLING
RTA0405 14 85 6500~7000 400~600 4~8 0.06~0.08 | {H|#}k SIDE MILLING
RTA0405 14 110 8700~9200 800~1100 0.12~0.15 | 0.12~0.15 |3D$f 3D MILLING
RTA0405 14 110 8700~9200 1000~1300 0.06~0.08 | 0.06~0.08 |3D# 3D MILLING
RTA0405 14 145 11000~12000 1200~1400 0.12~0.15 @ 0.12~0.15 3D#% 3D MILLING
RTA0405 14 155 12000~13000 1300~1700 0.06~0.08 | 0.06~0.08 |3D# 3D MILLING
RTA0410 14 95 7800~8200 600~800 0.12~0.15 1-4 7E#k SLOTTING
RTA0410 14 100 8000~8400 600~900 0.06~0.08 1-4 78k SLOTTING
RTA0410 14 85 6500~7000 700~900 4~8 0.12~0.15 {fil# SIDE MILLING
RTA0410 14 85 6500~7000 400~600 4~8 0.06~0.08 | {H|#}k SIDE MILLING
RTA0410 14 110 8700~9200 800~1100 0.12~0.15 | 0.12~0.15 |3D$% 3D MILLING
RTA0410 14 110 8700~9200 1000~1300 0.06~0.08 | 0.06~0.08 |3D#t 3D MILLING
RTA0410 14 145 11000~12000 1200~1400 0.12~0.15 | 0.12~0.15 |3D#% 3D MILLING
RTA0410 14 155 12000~13000 1300~1700 0.06~0.08 | 0.06~0.08 |3D#t 3D MILLING
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eLIHIAF HEESH / YERESH Prehardened Steels

Work Material NAKS8O0 : 1.2083 : AlSI420 : M310 (HRc36~45)
2A#A0752 Coolant Type R ITHI Wet coolant

Rk il i s R | e | mrwee) | mst

Type NO. Length(mm) | Cutting Speed (mim™1) (mmimin) Depth of Cut | Width of Cut Milling Type
RTAO0505 17 85 5200~5700 900~1100 0.15~0.18 3~5 JE#kE SLOTTING
RTAO0505 17 120 7300~7800 800~1200 0.06~0.08 G5 78k SLOTTING
RTAO0505 17 85 5200~5700 800~1000 5~10 0.15~0.18 {fl# SIDE MILLING
RTA0505 17 95 5800~6300 600~800 5~10 0.06~0.08 | {H|#}k SIDE MILLING
RTAO0505 17 135 8300~8800 1300~1700 0.15~0.18 | 0.15~0.18 |3D$f 3D MILLING
RTAO0505 17 135 8300~8800 1200~1600 0.06~0.08 | 0.06~0.08 |3D#ft 3D MILLING
RTA0505 17 160 10000~10500 1600~1900 0.15~0.18 | 0.15~0.18 |3D$f 3D MILLING
RTA0505 17 160 10000~10500 1500~1800 0.06~0.08 | 0.06~0.08 |3D# 3D MILLING
RTAO0510 17 85 5200~5700 900~1100 0.15~0.18 2~5 JH#k SLOTTING
RTA0510 17 120 7300~7800 800~1200 0.06~0.08 2~5 J#$k SLOTTING
RTA0510 17 85 5200~5700 800~1000 5~10 0.15~0.18 {H#t SIDE MILLING
RTA0510 17 95 5800~6300 600~800 5~10 0.06~0.08 | {H]#k SIDE MILLING
RTAO0510 17 135 8300~8800 1300~1700 0.15~0.18 | 0.15~0.18 |3D# 3D MILLING
RTA0510 17 135 8300~8800 1200~1600 0.06~0.08 | 0.06~0.08 |3D#% 3D MILLING
RTA0510 17 160 10000~10500 1600~1900 0.15~0.18 | 0.15~0.18 |3D#% 3D MILLING
RTA0510 17 160 10000~10500 1500~1800 0.06~0.08 | 0.06~0.08 |3D#t 3D MILLING
RTA0605 20 85 4200~4700 800~1000 0.15~0.18 4~6 JE#kE SLOTTING
RTA0605 20 115 5700~6200 800~1200 0.06~0.08 4~6 J#$k SLOTTING
RTA0605 20 85 4200~4600 700~900 6~12 0.15~0.18 {Hj$f SIDE MILLING
RTA0605 20 90 4400~4800 500~700 6~12 0.06~0.08 | {H|#}k SIDE MILLING
RTA0605 20 135 7200~7600 1200~1600 0.15~0.18 | 0.15~0.18 |3D$f 3D MILLING
RTA0605 20 135 7200~7600 1200~1600 0.06~0.08 | 0.06~0.08 |3D#t 3D MILLING
RTA0610 20 85 4200~4700 800~1000 0.15~0.18 3~6 7E#k SLOTTING
RTA0610 20 115 5700~6200 800~1200 0.06~0.08 3~6 J#$k SLOTTING
RTA0610 20 85 4200~4600 700~900 6~12 0.15~0.18 {f#t SIDE MILLING
RTA0610 20 90 4400~4800 500~700 6~12 0.06~0.08 | {H]#}k SIDE MILLING
RTA0610 20 135 7200~7600 1200~1600 0.15~0.18 | 0.15~0.18 |3D# 3D MILLING
RTA0610 20 135 7200~7600 1200~1600 0.06~0.08 | 0.06~0.08 |3D#} 3D MILLING
RTA0805 30 100 3800~4300 800~1000 0.18~0.23 6~8 JH 4§ SLOTTING
RTA0805 30 135 5200~5600 600~800 0.07~0.1 6~8 7k SLOTTING
RTA0805 30 80 3000~3500 600~900 8~16 0.18~0.23 | {H# SIDE MILLING
RTA0805 30 90 3400~3800 600~800 8~16 0.07~0.1 {H|#}k SIDE MILLING
RTA0805 30 105 4000~4500 1600~1800 0.18~0.23 | 0.18~0.23 |3D$f 3D MILLING
RTA0805 30 185 7200~7700 1000~1400 0.07~0.1 0.07~0.1 | 3D#f 3D MILLING
RTA0810 30 100 3800~4300 800~1000 0.18~0.23 5~8 7E#k SLOTTING
RTA0810 30 135 5200~5600 600~800 0.07~0.1 5~8 J# %k SLOTTING
RTA0810 30 80 3000~3500 600~900 8~16 0.18~0.23 {f]#t SIDE MILLING
RTA0810 30 90 3400~3800 600~800 8~16 0.07~0.1 | {H|#}k SIDE MILLING
RTA0810 30 105 4000~4500 1600~1800 0.18~0.23 = 0.18~0.23 3D#% 3D MILLING
RTA0810 30 185 7200~7700 1000~1400 0.07~0.1 0.07~0.1  3D#f 3D MILLING
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-l HAE S / FERES Prehardened Steels
Work Material NAKS8O0 : 1.2083 : AlSI420 : M310 (HRc36~45)

2A#A0752 Coolant Type R ITHI Wet coolant
Type NO. Length(mm) | Cutting Speed (mim~1) (mmimin) Depth of Cut | Width of Cut Milling Type
RTA1005 35 100 3000~3400 700~1000 0.2~0.25 8~10 JE$k SLOTTING
RTA1005 B5| 135 4200~4600 600~800 0.07~0.1 8~10 JE %k SLOTTING
RTA1005 35 80 2400~2800 500~700 10~20 0.15~0.2 {H|#}k SIDE MILLING
RTA1005 35 90 2800~3200 450~650 10~20 0.07~0.1 {HI#}k SIDE MILLING
RTA1005 35 105 3200~3600 1200~1600 0.2~0.25 0.2~0.25 |3D#%k 3D MILLING
RTA1005 85! 185 5800~6200 1000~1400 0.07~0.1 0.07~0.1 | 3D#f 3D MILLING
RTA1010 35 100 3000~3400 700~1000 0.2~0.25 7~10 J# 4§k SLOTTING
RTA1010 35 135 4200~4600 600~800 0.07~0.1 7~10 J#$k SLOTTING
RTA1010 35 80 2400~2800 500~700 10~20 0.15~0.2 |{Hl$k SIDE MILLING
RTA1010 85 90 2800~3200 450~650 10~20 0.07~0.1 |{f|$} SIDE MILLING
RTA1010 35 105 3200~3600 1200~1600 0.2~0.25 0.2~0.25 3D#k 3D MILLING
RTA1010 35 185 5800~6200 1000~1400 0.07~0.1 0.07~0.1 |3D#} 3D MILLING
RTA1015 35 100 3000~3400 700~1000 0.2~0.25 6~10 JE % SLOTTING
RTA1015 55 135 4200~4600 600~800 0.07~0.1 6~10 JE§ SLOTTING
RTA1015 35 80 2400~2800 500~700 10~20 0.15~0.2 |{H]$k SIDE MILLING
RTA1015 35 90 2800~3200 450~650 10~20 0.07~0.1 |{f§k SIDE MILLING
RTA1015 35 105 3200~3600 1200~1600 0.2~0.25 0.2~0.25 |3D#%k 3D MILLING
RTA1015 85| 185 5800~6200 1000~1400 0.07~0.1 0.07~0.1 | 3D#f 3D MILLING
RTA1020 35 100 3000~3400 700~1000 0.2~0.25 5~10 7E#k SLOTTING
RTA1020 35 135 4200~4600 600~800 0.07~0.1 5~10 7# %k SLOTTING
RTA1020 35 80 2400~2800 500~700 10~20 0.15~0.2 | {Hi$# SIDE MILLING
RTA1020 85! 90 2800~3200 450~650 10~20 0.07~0.1 | {H|#}k SIDE MILLING
RTA1020 35 105 3200~3600 1200~1600 0.2~0.25 0.2~0.25 |3D#%k 3D MILLING
RTA1020 35 185 5800~6200 1000~1400 0.07~0.1 0.07~0.1  3D#f 3D MILLING
RTA1210 40 75 2000~2400 600~900 0.2~0.25 9~12 JH 4§ SLOTTING
RTA1210 40 145 3800~4200 800~1000 0.07~0.12 9~12 7k SLOTTING
RTA1210 40 70 1800~2200 600~800 12~24 0.15~0.2 |{Hj#% SIDE MILLING
RTA1210 40 70 1800~2200 300~500 12~24 0.07~0.12 | {HI$}k SIDE MILLING
RTA1210 40 140 3600~4000 1000~1200 0.2~0.25 0.2~0.25 |3D#k 3D MILLING
RTA1210 40 150 4500~5000 1200~1500 0.07~0.12 | 0.07~0.12 |3D#fk 3D MILLING
RTA1220 40 75 2000~2400 600~900 0.2~0.25 7~12 JH#k SLOTTING
RTA1220 40 145 3800~4200 800~1000 0.07~0.12 7~12 J# %k SLOTTING
RTA1220 40 70 1800~2200 600~800 12~24 0.15~0.2 | {Hi$ SIDE MILLING
RTA1220 40 70 1800~2200 300~500 12~24 0.07~0.12 |{H|#}k SIDE MILLING
RTA1220 40 140 3600~4000 1000~1200 0.2~0.25 0.2~0.25 |3D#% 3D MILLING
RTA1220 40 150 4500~5000 1200~1500 0.07~0.12 | 0.07~0.12 |3D#% 3D MILLING

btz / Note :

LA A R

Suggest to use Wet coolant.

AT I DHFRE G oh O » / Above cutting data are issued by DHF Technical Applications Center.
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)l ZEHFS Hardened Steels

Work Material SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 [ 1.4542 : H13 / 420 (HRc48~54)
7AA15 R, Coolant Type & L77H0 Dry coolant

g | LeER | o | e B | ygs | moween | o

Type NO. Lonctniomy | cuting Ssed (m'i’n‘iefi) (m';f/‘f:in) Depth of Cut | Width of Cut Milling Type
RTA0205 12 60 9000~9500 600~800 0.03~0.05 1~2 JE#k SLOTTING
RTA0205 12 60 9000~9500 300~500 2~4 0.03~0.05 {Hl#k SIDE MILLING
RTA0205 12 60 9000~9500 600~800 0.03~0.05 = 0.03~0.05 3D#k 3D MILLING
RTA0205 12 140 22000~23000 | 1400~1600 | 0.03~0.05 | 0.03~0.05 3D#f 3D MILLING
RTA0305 12 85 8800~9300 600~800 0.04~0.06 1~3 5k SLOTTING
RTA0305 12 75 8000~8500 300~500 3~6 0.04~0.06 {HI#k SIDE MILLING
RTA0305 12 85 8800~9300 600~800 0.04~0.06 = 0.04~0.06 3D#k 3D MILLING
RTA0305 12 145 15000~16000 | 1400~1600 | 0.04~0.06 = 0.04~0.06 3D#f 3D MILLING
RTA0405 14 90 7200~7600 600~800 0.04~0.06 2~4  }#$% SLOTTING
RTA0405 14 75 6000~6400 300~500 4~8 0.04~0.06  {HI#k SIDE MILLING
RTA0405 14 110 8700~9200 600~800 0.04~0.06 = 0.04~0.06 3D#k 3D MILLING
RTA0405 14 140 11000~12000 | 1000~1200 | 0.04~0.06 | 0.04~0.06 3Dt 3D MILLING
RTA0410 14 90 7200~7600 600~800 0.04~0.06 1~4 ik SLOTTING
RTA0410 14 75 6000~6400 300~500 4~8 0.04~0.06 {HI#k SIDE MILLING
RTA0410 14 110 8700~9200 600~800 0.04~0.06 = 0.04~0.06 3D#f 3D MILLING
RTA0410 14 140 11000~12000 | 1000~1200 | 0.04~0.06 @ 0.04~0.06 3D#f 3D MILLING
RTA0505 17 95 6000~6600 800~1000 0.05~0.07 3~5  |i##k SLOTTING
RTA0505 17 75 4800~5200 400~600 5~10 0.05~0.07 {HI#k SIDE MILLING
RTA0505 17 135 8600~9000 800~1000 0.05~0.07 = 0.05~0.07 3D#k 3D MILLING
RTA0505 17 145 9000~10000 1200~1400 | 0.05~0.07 | 0.05~0.07 3D# 3D MILLING
RTA0510 17 95 6000~6600 800~1000 0.05~0.07 2~5  ##% SLOTTING
RTA0510 17 75 4800~5200 400~600 5~10 0.05~0.07 {HI#k SIDE MILLING
RTA0510 17 135 8600~9000 800~1000 0.05~0.07 = 0.05~0.07 3D#k 3D MILLING
RTA0510 17 145 9000~10000 1200~1400 | 0.05~0.07 | 0.05~0.07 3D#% 3D MILLING
RTA0605 20 95 5000~5500 800~1000 0.05~0.07 45 FEHk SLOTTING
RTA0605 20 75 4000~4400 400~600 6~12 0.05~0.07 {HI#k SIDE MILLING
RTA0605 20 135 7200~7600 1000~1200 | 0.05~0.07 | 0.05~0.07 3D#f 3D MILLING
RTA0610 20 95 5000~5500 800~1000 0.05~0.07 3~6 | ##k SLOTTING
RTA0610 20 75 4000~4400 400~600 6~12 0.05~0.07 {HI# SIDE MILLING
RTA0610 20 135 7200~7600 1000~1200 | 0.05~0.07 | 0.05~0.07 3D#% 3D MILLING
RTA0805 30 135 5200~5700 600~800 0.06~0.08 6~8  ’##k SLOTTING
RTA0805 30 85 3200~3700 400~600 8~16 0.06~0.08 {HI#k SIDE MILLING
RTA0805 30 150 6000~6500 800~1000 0.06~0.08 = 0.06~0.08 3D#k 3D MILLING
RTA0810 30 135 5200~5700 600~800 0.06~0.08 5~8  ’E#k SLOTTING
RTA0810 30 85 3200~3700 400~600 8~16 0.06~0.08  {Hl$t SIDE MILLING
RTA0810 30 150 6000~6500 800~1000 0.06~0.08 = 0.06~0.08 3D#% 3D MILLING
RTA1005 35 135 4200~4600 600~800 0.07~0.1 8.5 8%k SLOTTING
RTA1005 35 85 2600~3000 400~600 10~20 0.07~0.1 {HI4% SIDE MILLING
RTA1005 35 150 4800~5200 800~1000 0.07~0.1 | 0.07~0.1 3D#E 3D MILLING
RTA1010 35 135 4200~4600 600~800 0.07~0.1 7-10 | ##% SLOTTING
RTA1010 35 85 2600~3000 400~600 10~20 0.07~0.1 |{{l#} SIDE MILLING
RTA1010 35 150 4800~5200 800~1000 0.07~0.1 = 0.07~0.1 3D# 3D MILLING
RTA1015 35 135 4200~4600 600~800 0.07~0.1 6~10 ;&% SLOTTING
RTA1015 35 85 2600~3000 400~600 10~20 0.07~0.1 {4 SIDE MILLING
RTA1015 35 150 4800~5200 800~1000 0.07~0.1 | 0.07~0.1 3D#E 3D MILLING

A DHFRE F i oh O © /7 Above cutting data are issued by DHF Technical Applications Center.
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IR Z RS Hardened Steels

Work Material SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)
7AA15 R, Coolant Type & L77H0 Dry coolant

e | puesk oo Tommme | m0en e | e | o

Type NO. Length(mm) | Cutting Speed (mim™1) (mmimin) Depth of Cut | Width of Cut Milling Type
RTA1020 35 135 4200~4600 600~800 0.07~0.1 5~10 7E#k SLOTTING
RTA1020 35 85 2600~3000 400~600 10~20 0.07~0.1 | {H|#}k SIDE MILLING
RTA1020 35 150 4800~5200 800~1000 0.07~0.1 0.07~0.1 |3D#% 3D MILLING
RTA1210 40 100 2600~3000 600~800 0.07~0.12 9~12 7k SLOTTING
RTA1210 40 60 1600~2000 300~400 12~24 0.07~0.12 | {H]#k SIDE MILLING
RTA1210 40 130 3400~3800 600~800 0.07~0.12 | 0.07~0.12 |3D#% 3D MILLING
RTA1220 40 100 2600~3000 600~800 0.07~0.12 7~12 JH$k SLOTTING
RTA1220 40 60 1600~2000 300~400 12~24 0.07~0.12 | {H|}k SIDE MILLING
RTA1220 40 130 3400~3800 600~800 0.07~0.12 | 0.07~0.12 3D 3D MILLING

AT I DHFRE G oh O » / Above cutting data are issued by DHF Technical Applications Center.

Page 56 of 109

RTA



	LRTA
	RTG
	RTA+
	RTA
	RTD+
	RTD
	RTB
	LRTD



