Hig Index TIE BRI E P271~P272
Selection of Endmills P.271~P.272
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Product Product Product Product
Explanation Picture Explanation Picture
I ——

BTA2T P.5 P.60~62 ETD2T P.17 P.74~81 4

N
N

BTA4T P.6 P.63~64 ETD4T P.18 P.82~90

BTD2T P.7 P.60~62 ETB2T p.19 P.91~106

BTDA4T P.8 P.63~64 ETB4T pP.20 P.107~134

> %\

BTB2T P.9 P.65~68 ETH2T P.21~22 P.91~106

NN
N

BTB4T P10  P.69~71 ETH4T P.23~24 P.107~134

AN
N

BTH2T P.11 P.65~68 ETG2T P.25 P.135~139

N\
N

BTH4T P12  P.69-71 ETG4T P26  P.140~143

HES P.13 p.72~73 HEA P27

IBA JBA . - IEA JEA2T . P.144~146

Hey P.14 P.72~73 HEA P.28

IBH JBH . o IEA JEAST © P.147~152
HEH

ETA2T P.15 P.74~81 IEH JEH2T P.29 P.144~146

HEH

ETA4T P16  P.82-90 EH JEHeT ™

30 P.147~152
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Product Product Product Product

Explanation Picture Explanation Picture
—

LFTA2T P.31  P.153~154 / HTD P.44 P.240~242

LFTA4T P.32 P.155~159 ITA P.45 P.243~245

LFTH2T p.33 P.153~154 ITH P.46 P.243~245

N

LFTH4T p.34 P.155~159 VTA P.47 P.246~247

RTG P.35~36 P.160~181 VTB P.48 P.248~250

RTA P37  P.182~192 WUAS3T P.49 P.251~254

\,

RTD P38  P.193~P.207 WUA4T P50  P.255~260

\

LRTA P.39  P.208~215 WWAS3T P.51 P.261~264

\

LRTD P.40 P.216~226 WWAA4T P.52 P.265~270

RTB P.41 P.227~239 TA P.53~57

PET P4 TTA  P.58~59

NNBNRhNSBRNY

\
N

v\ Ny Yy,

HTA P.43 P.240~242



Ty, QDF

FEL
Finishing

ik
Semi-finishing

tRHmIEIFEII#% 7] Ball Nose End Mills

me) i | 7 | < JEi T

0 ® O

FEE
Roughing

R TH|
Dry Machining,

~

i A |
N\ MQL ( Mist )
2.

e
Emulsion Machining,

S0\ HrEEDAI
=0l Machinin

Ojojej@

EEm#R1E / SPECIFICATIONS ol )
i~ prcd KB o=
iameter [Flute'Length OALL. Shank Dia. "
BTA0102 R0.5 3 50 4 ROS - +0.01
BTA0152 R0.75 3 50 4 RO7S 2001
BTA0202 R1 4 50 4 21] 5 iggl
BTA0252 R1.25 5 50 4 R2 +0.01
BTA0302 R1.5 6 50 4 3 R25 +0.01
BTA0402 R2 8 50 4 R3 +0.01
BTA0502 R2.5 10 50 6 = ——
BTA0602 R3 12 50 6 RS 10.015
BTA0802 R4 16 60 8 R6 +0.015
BTA1002 R5 20 75 10 R8 +0.02
BTA1202 R6 24 75 12 R10 +0.02
BTA1602 R8 32 100 16 D2 | — T
BTA2002 R10 40 100 20 D2 Tolerance
Unit : mm o4 -8.008
26 8008
28 3000
210 3000
212 Bon
216 Bom
220 Bo1s
Unit : mm

BTAZT HIMIE¢F ¥R P60~P62  Please find the milling condition on P.60~P.62



ODHEF \\\_

E
Finishing

B I EIBE 17 $% 7] Ball Nose End Mills

me | | 2 [+ fuzl v

Em#R1& / SPECIFICATIONS TL .

L1
BTA0104 RO.5 2 50 4 RO =001
BTA0154 R0.75 3 50 4 RO75 +0.01
BTA0204 R1 4 50 4 :_5 ig:‘;
BTA0304 R1.5 6 50 4 o —
BTA0404 R2 8 50 4 5 R2 5 40,01
BTA0504 R2.5 10 50 6 = £0.01
BTA0604 R3 12 50 6 R4 +0.01
BTA0804 R4 16 60 8 R5 +0.015
BTA1004 R5 20 75 10 R6 +0.015
BTA1204 R6 24 75 12 RS £0.02
BTA1604 R8 32 100 16 - —
, 1 N A=
untiom o
a4 8008
26 8008
a8 8009
210 8009
@12 8ot
216 Bt
Unit : mm

BTAYT ALK 3 R P63~P64  Please find the milling condition on P63~P.64 [N




WA=/ ovir
BTD2T

BB §E I8k 7] Ball Nose End Mills

me | | 72 | = oo

HEL
Finishing

ik
Semi-finishing

FEE
Roughing

[ TH|
Dry Machining

~

e i |
A\ MQL ( Mist)
Ty

- —

e —
»*"\""“-,

Ni Emulsion Machining
Sl DM
=il Machining

d9@l® o @ O

EEm#R1E / SPECIFICATIONS ol )
me DT L1 13 D2
DiaEmfter OgAEL ShaTligDia.
L1
BTD0102 R0.5 3 50 4 RO.5  +0.01
BTDO0152 R0.75 3 50 4 RO.7S +0.01
BTD0202 R1 4 50 4 : 5 iggl
BTD0252 R1.25 5 50 4 R2 +0.01
BTD0302 R1.5 6 50 4 3 R2.5 +0.01
BTD0402 R2 8 50 4 R3 +0.01
BTDO0502 R2.5 10 57 6 = 00
BTD0602 R3 12 57 6 RS 10.015
BTD0802 R4 16 63 8 R6 +0.015
BTD1002 R5 20 72 10 R8 +0.02
BTD1202 R6 24 83 12 R10 +0.02
BTD1602 R8 32 100 16 D2 | — T
BTD2002 R10 40 100 20 D2 Tolerance
Unit : mm 4 -8.008
26 8008
28 3000
210 8000
212 Bon
216 Bon
220 Bo1s
Unit : mm

BTD?T K0HIKIH# 3 RP60~P62  Please find the milling condition on P.60~P.62



ODHEF \\\_

E
Finishing

B EIBE1I$% 7] Ball Nose End Mills

me | | 2 |+ Fzleio

Em#R1E / SPECIFICATIONS B
o IEDJQ : 2L3E ?%3% . RTf\erance
iameter [Flute’Length OALL Shank Dia. "
BTDO104 RO.5 2 50 4 RO =0.01
BTDO0154 R0.75 3 50 4 23.75 igﬂ
BTD0204 R1 4 50 4 Ris ;0:0 )
BTD0304 R1.5 6 50 4 o —
BTD0404 R2 8 50 4 13 R2.5 +0.01
BTD0504 R2.5 10 57 6 R3 +0.01
BTD0604 R3 12 57 6 R4 £0.01
BTD0804 R4 16 63 8 R5 £0.015
BTD1004 R5 20 72 10 R6 £0.015
BTD1204 R6 24 83 12 R8 +0.02
BTD1604 R8 32 100 16 -
1 e A=A
uncom  [on |
24 8008
26 8008
a8 8009
210 8.000
@12 8ot
216 8o
Unit : mm

BTDAT (Ml 43R P63~P64  Please find the milling condition on P63~P.64 [ENED




-, ODAF

BTB2T T
g]ea’;tni-ﬁnishing
B FIEIBE L% 7] Ball Nose End Mills e —
I ﬂlgfjghing

mG oam @ | % [':lgsc Tz 7bry Madl m?nng

EEm#R1E / SPECIFICATIONS ol )
iameter [Flute'Length OA.L Shank Dia. "
BTB0102 R0.5 2 50 6 ROS — 20.01
BTB0152 R0.75 3 50 6 RO.75 =000
BTB0202 R1 4 50 6 21 P zg:gl
BTB0252 R1.25 5 50 6 =5 40,01
BTB0302 R1.5 6 50 6 3 Y p——
BTB0402 R2 8 50 6 R3 £0.01
BTB0502 R2.5 10 50 6 R4 +0.01
BTB0602 R3 12 50 6 R5 +0.015
BTB0802 R4 16 60 8 R6 +0.015
BTB1002 R5 20 75 10 RS +0.02
BTB1202 R6 24 75 12 R10 +0.02
BTB1602 RS 32 100 16 D2 | — T
BTB2002 R10 40 100 20 D2 Tolerance
Unit : mm o4 -8.008
26 8008
28 B.000
210 8009
@12 Son
216 8ot
220 8013
Unit : mm

@D 572 woikiE¢ R PE5~P68  Please find the milling condition on P.65~P.68



ODHF \\\“ @

Finishing

hik
Semi-finishing

B EFE1I$% 7] Ball Nose End Mills
@
mG am 30 i P:g;

- D
A\ MQL ( Mist)

S¢

—_Oil Machlnlng

Em#R1& / SPECIFICATIONS
s BE T8 A= 18
-
BTB0204 6 ~ =001
BTB0304 R1.5 6 50 6 E;"r’ igg;
BTB0404 R2 8 50 6 25 ;o:o )
BTB0504 R2.5 10 50 6 3 o
BTB0604 R3 12 50 6 R4 £0.01
BTB0804 R4 16 60 8 RS +0.015
BTB1004 R5 20 75 10 R6 +0.015
BTB1204 R6 24 75 12 RS +0.02
BTB1604 R8 32 100 16
D2 D2 Tolerance
26 8008
a8 8009
210 8009
212 Bt
216 Bom
Unit : mm

BTB4T tTIHIIE¢ £ R P.69~P.71  Please find the milling condition on P.69~P.71



BT/ ovi
BTH2T

FRHmIEFEII$% 7] Ball Nose End Mills

me | | 72 | = FElero

itZ
Finishing

ik
Semi-finishing

©® © O

FEE
Roughing

R TH|
Dry Machining

—_— .

- —

e —
»*"\""“-,

\
b

OlleofO

EEm#R1E / SPECIFICATIONS ol )
i DT L1 L3 D2
L
BTH0102 R0.5 2 50 6 ROS  *0.01
BTH0152 R0.75 3 50 6 RO7S - =0.00
BTH0202 R1 4 50 6 21 - ig:gl
BTH0252 R1.25 5 50 6 Ro +0.01
BTH0302 R1.5 6 50 6 3 R0 s i
BTHO0402 R2 8 50 6 R3 40,01
BTH0502 R2.5 10 50 6 R4 £0.01
BTH0602 R3 12 50 6 R5 +0015
BTH0802 R4 16 60 8 R6 +0.015
BTH1002 R5 20 75 10 RS £0.02
BTH1202 R6 24 75 12 R10 +0.02
BTH1602 R8 32 100 16 D2 | — T
BTH2002 R10 40 100 20 D2 Tolerance
Unit : mm 4 -8.008
26 8008
28 B.000
210 8000
@12 Bom
216 8011
220 Bo13
Unit : mm

BTHZT ftTHIEE 4325 P.65~P68  Please find the milling condition on P.65~P.68



ovir WEEDE .
LAY LLLS
’F

© &
Finishing

B I EIBE1I$% 7] Ball Nose End Mills
me | i | 7 | | 610

—_Oil Machlnlng

Em#R1E / SPECIFICATIONS )

il 3 D2 BE REA A= (B
BTHO0204 6 R *0.01
BTH0304 R1.5 6 50 6 E;'s igg;
BTH0404 R2 8 50 6 o r001
BTH0504 R2.5 10 50 6 o 001
BTH0604 R3 12 50 6 . "y w001
BTH0804 R4 16 60 8 Rs 40015
BTH1004 R5 20 75 10 R6 40015
BTH1204 R6 24 75 12 R8 40,02
BTH1604 RS 32 100 16

2 —L 22 -§.008
-0.009
210 8.000
212 8ot
216 Bon
Unit : mm

BTHAT B98I 55£ R P69~P71  Please find the milling condition on P.69~P.71




HBA IBA JBA

13t EAREEEII# 7] Ball Nose End Mills | Long Shank

06 ',,m 7 (&

30°

el T

EEm7R18 / SPECIFICATIONS

ODHF

FATITTY.
FEL
Finishing

©
@ g]ea?ni-ﬁnishing
O

FEE
Roughing

R TH|
Dry Machining

D1
Az D1 11 L3 D2 T "
Type HE bl 2E g
Diameter JFlute Length OALL. Shank Dia. "
HBA0202 4 75 6 :
HBA0252 R1.25 5 75 6 =
HBA0302 R15 6 75 6 '
R2.5  £0.01
HBA0402 R2 8 75 6
R3 0.01
HBA0502 R2.5 10 75 6 5 a4 4001
HBA0602 R3 12 75 6 "5 40,015
HBA0802 R4 16 75 8 =6 40,015
IBA0202 R1 4 100 6 R8 e
IBA0302 R15 6 100 6
i VA=
IBA0402 R2 8 100 6 me | ree=a
IBA0602 R3 12 100 6 - o
IBA0802 R4 16 100 8 o — o8 oos
IBA1002 R5 20 100 10 - D2_| 510 e
IBA1202 R6 24 100 12 o1 §2:’?
JBA0602 R3 2 150 6 016 9o
JBA0802 R4 16 150 8 Unit - mm
JBA1002 R5 20 150 10
JBA1202 R6 24 150 12
JBA1602 R8 32 150 16
Unit : mm

HBA IBA JBA Bt & 43¢ R P.72~P.73  Please find the milling condition on P.72~P.73



ODHE \\\ EEFT)
-ATNTTE.
A _/ik
HBH IBH JBH s
|z

| | 1 ﬁ

= @ Semi-finishing

E%ﬂ*ﬁ%*ﬁgﬁﬁﬁﬁﬂ Ball Nose End Mills lLong Shank @
Roughing

mel 12 | < ehe10

)

N e ‘

[©]
@)\ =%
O

Em#R1& / SPECIFICATIONS

\o prcd RN =

iameter [Flute'Length OA.L Shank Dia.
HBH0202 4 75 6 R *0.01
HBHO0252 R1.25 5 75 6 E;"r’ 321
HBH0302 R1.5 6 75 6 s 001
HBHO0402 R2 8 75 6 i 001
HBH0502 R2.5 10 75 6 s w001
HBH0602 R3 12 75 6 as 10015
HBH0802 R4 16 75 8 =6 40,015
IBH0202 R1 4 100 6 R8 "
IBH0302 R1.5 6 100 6 e
IBH0402 R2 8 100 6 pLL=R
IBHO602 R3 12 100 6 .
IBH0802 R4 16 100 8 22 oos
IBH1002 R5 20 100 10 510 5222
IBH1202 R6 24 100 12 o1 8o
JBHO0602 R3 12 150 6 o6 Born
JBH0802 R4 16 150 8 Unit - mm
JBH1002 R5 20 150 10
JBH1202 R6 24 150 12
JBH1602 R8 32 150 16
Unit : mm

HBH IBH JBH RItTHIIE 4 RP.72~P.73  Please find the milling condition on P.72~P.73




-, ODAF

FEL
Finishing

©
@ g]eﬁi-ﬁnishing
©

FEE
. Roughing

HBHMIIEE 7] End Mills
mG oam IZ| % @.?5‘ T1 7bryMac m?nng

S0 ici L)l
\iOiI Machinin:

EEm7R18 / SPECIFICATIONS

e DT L1 13 D2 P B B =E
Typf;iﬁ BE & Ea A D1 D1 Tolerance
Diameter | Flute Length OALL. Shank Dia.
0
ETA0102 1.0 3 50 4 :'0 0.02
ETA0152 15 4 50 4 2‘2 '3402
ETA0202 2.0 6 50 4 o5 e
ETA0252 25 8 50 4 o i
ETA0302S 3.0 8 50 3 o §zz
ETA0302 3.0 8 50 4 13 20 -8‘02
ETA0402 4.0 1 50 4 6.0 -8.02
ETA0502S 5.0 13 50 5 8.0 B oos
ETA0502 5.0 13 50 6 10.0 Bo3
ETA0602 6.0 16 50 6 12.0 8035
ETA0802 8.0 20 60 8 16.0 o4
ETA1002 10.0 25 75 10 . 20.0 o4
ETA1202 12.0 30 75 12 D2 — CTIT
ETA1602 16.0 40 100 16 D2 D2 Tolerance
ETA2002 20.0 45 100 20 o4 9 008
it ’
unit : mm 26 8008
28 8009
@10 8009
@12 Som
216 8ot
@20 8013
Unit : mm

ETAZT 801K R P.74~P81  Please find the milling condition on P.74~P.81



A\ ===

HEBMKIIIEE ] End Mills
(19 3 (4 63 5 L

Em#R1& / SPECIFICATIONS
T D1 L1 L3 D2 | SN E R =
T g:es’l‘EO EiE & ES RS D1 To@rance
yP . Diameter [ Flute Length OALL Shank Dia.
[0}
ETA0104 4 1.0 .02
ETA0154 15 4 50 4 ;2 g
ETA0204 2.0 6 50 4 o5 o
ETA0254 25 8 50 4 o i
ETA0304S 3.0 8 50 3 1o v
. -0.02
ETA0304 3.0 8 50 4 13 e Q
o -0.02
ETA0404 4.0 1 50 4 6.0 0
. -0.02
ETA0504S 5.0 13 50 5 80 8 oos
ETA0504 5.0 13 50 6 10.0 o3
ETA0604 6.0 16 50 6 12.0 Oy
ETA0804 8.0 20 60 8 16.0 o4
ETA1004 10.0 25 75 10 | 20.0 Bo4
D2
ETA1204 12.0 30 75 12 | — [T
ETA1604 16.0 40 100 16 D2 D2 Tolerance
ETA2004 20.0 45 100 20 % 008
Unit : mm o6 -8008
a8 8009
@10 8009
@12 Bt
216 Bo11
220 8013
Unit : mm

ETAYT I8 132 R P.82~P.90  Please find the milling condition on P.82~P.90




ODAF

KEL
Finishing

ik
Semi-finishing

EBIKIII$E 7] End Mills

© 00

FEE
Roughing

mel 7 RN 610 =2 s

~

7 I
A\ MQL ( Mist)

’S )
Emulsion Machining,

S0 SEELDA]
~=_0il Machining

EEm 7318 / SPECIFICATIONS -2l
1 = RN =
iameter [Flute'Length OALL. Shank Dia.
ETD0102 1.0 3 50 4 1 10 -§-02
ETD0152 15 4 50 4 ;2 g
ETD0202 2.0 6 50 4 25 §:
ETD0252 2.5 8 50 4 20 :8-02
ETD0302S 3.0 8 50 3 40 S84
ETD0302 3.0 8 50 4 13 50 90
ETD0402 4.0 11 50 4 6.0 902
ETD0502S 5.0 13 50 5 8.0 B oos
ETD0502 5.0 13 57 6 10.0 803
ETD0602 6.0 16 57 6 12.0 8035
ETD0802 8.0 20 63 8 16.0 Boa
ETD1002 10.0 25 72 10 ] 20.0 Boa
ETD1202 12.0 30 83 12 D2 AEREE
ETD1602 16.0 40 100 16 D2 D2 Tolerance
ETD2002 20.0 45 100 20 o4 9008
Unit : mm 76 -8.008
28 8000
210 8000
@12 Bom
216 8011
220 Bo13
Unit : mm

ETD2T WtBI6 3R P.74~P.81  Please find the milling condition on P.74~P.81



(€)1 M\ Samss \ @Erm
AT,

© oy
Finishing

- HRER
Semi-finishing

BB $% 7] End Mills
Roughing
me| x| 7 | & V’fs

S SEIELDHY
—_Oil Machining

B
Emulsmn Machining,

Em#R1E / SPECIFICATIONS
g D2 f BEAZE
g D1 D1 Toler:
0
ETD0104 4 1.0 .02
ETD0154 15 4 50 4 ;2 g
ETD0204 2.0 6 50 4 o5 o
ETDO0254 25 8 50 4 “ i
ETDO0304S 3.0 8 50 3 Lo v
. -0.02
ETD0304 3.0 8 50 4 13 - 0
o -0.02
ETD0404 4.0 11 50 4 6.0 0
. -0.02
ETD0504S 5.0 13 50 5 8.0 S oos
ETD0504 5.0 13 57 6 10.0 o3
ETD0604 6.0 16 57 6 12.0 98035
ETD0804 8.0 20 63 8 16.0 o4
ETD1004 10.0 25 72 10 i 20.0 Bo4
D2
ETD1204 12.0 30 83 12 | —— P
ETD1604 16.0 40 100 16 D2 D2 Tolerance
ETD2004 20.0 45 100 20 24 0
Unit : mm -3'008
‘ a6 -0.008
a8 8009
@10 8009
212 Bt
216 8o
220 Bo1s
Unit : mm

ETDYT HyHI3# R P.82~P.90  Please find the milling condition on P.82~P.90



ODEF

FEL
Finishing

ik
Semi-finishing

HREEHRIIIER J] End Mills

© 0 0

FEE
Roughing

'mG 'um Wl ( ﬁ:‘ch Tz 20 mum

350 »60 Dry Machining.

< I
A\ MQL ( Mist)

’S )
Emulsion Machining,

Sool  HHELDH
~=_0il Machining

EEm7R18 / SPECIFICATIONS

D1
g - 3 D2 P T R
Type NO. GH =& L D1 D1 Tolerance
. Diameter | Flute Length OALL. Shank Dia.
1.0 3 50 6 1
L3
D2

ETB0102 1.0 .§.oz
ETB0152 15 4 50 5 002
ETB0202 2.0 6 50
ETB0252 2.5 8 50
ETB0302 3.0 8 50
ETB0402 40 11 50
ETB0502 5.0 13 50
ETB0602 6.0 16 50
ETB0802 8.0 20 60
ETB1002 10.0 30 75
ETB1202 12.0 30 75
ETB1602 16.0 40 100

Q

2.0 -0.02
0

2.5 -0.02

3.0 Yo
4.0 B0z

5.0 302

6.0 B0

8.0 8025
10.0 303
12.0 o35
16.0 _8104
20.0 Ban

©® OO O O O O O O

- A
o N o

ETB2002 20.0 45 100 20 REAZE
Unit : mm D2 D2 Tolerance
@6 8008
28 B.000
@10 8000
212 Bom
216 8011
220 Bo13
Unit : mm

ETB2T ptB g ¢:# R P.91~P.106  Please find the milling condition on P.91~P.106



opir WEE=AVE

25| 12

\, \/
— \‘\l.%-ﬂ s /

TR )

EEm#R1& / SPECIFICATIONS -2l
o prcd RN
iameter [Flute'Length OA.L Shank Dia.
ETB0104 1.0 50 4 u 10 -§-02
ETB0154 15 4 50 4 1S 02
ETB0204S 2.0 6 50 4 22 e
ETB0204 2.0 6 50 6 a %22
ETB0254S 2.5 8 50 4 25 8.
ETB0254 2.5 8 50 6 13 a0 9o
ETB0304S 3.0 8 50 4 45 .
ETB0304 3.0 8 50 6 a0 90
ETB0354 35 10 50 6 6.0 o
ETB0404S 4.0 11 50 4 80 8025
ETB0404 4.0 11 50 6 10.0 803
ETB0454 45 11 50 6 0 12.0 8035
ETB0504 5.0 13 50 6 D2_| 16.0 S04
ETB0604 6.0 16 50 6 20.0 B.oa
ETB0804 8.0 20 60 8
ETB1004Z 10.0 25 75 10 D20 D2 Tolerance
ETB1004 10.0 30 75 10 o4 900
ETB1204 12.0 30 75 12 26 9008
ETB1604 16.0 40 100 16 o8 8000
ETB2004 20.0 45 100 20 @10 3000
Unit : mm 12 o1
216 Bor
@20 Bo13
Unit : mm

ETBAT (& ¢S 5 P107~P.134  Please find the milling condition on P.107~P.134




TV A=Y/ oviF

ETH2T i
6 g]ensﬁi-ﬁnishing
fBAEMMITI$% T End Mills o
. Roughing

% . . . i
Vi HRG G-IO 20 gy

MG am 350 »60, Dy Machining
,f"" I

S\ MQL ( Mist)

D — \ 2 -

- Emulsion Machining,

—_Oil Machining

EEm7R18 / SPECIFICATIONS

B - 3 D2 i ERAZE
ETH0102 1.0 3 50 6 :Z -§-°2
ETHO152 1.5 4 50 6 2o g
ETH0202 2.0 6 50 6 )5 522
ETH0252 25 8 50 6 20 _8:02
ETH0302 3.0 8 50 6 4.0 B0
ETH0352 35 10 50 6 13 20 9o
ETH0402 40 11 50 6 6.0 902
ETH0452 45 13 50 6 8.0 Qo5
ETH0502 5.0 13 50 6 10.0 Bos
ETH0552 5.5 13 50 6 12.0 035
ETH0602 6.0 16 50 6 16.0 Boa
ETH0652 6.5 16 60 8 ) 20.0 o4
ETH0702 7.0 16 60 8 L D2 | TS
ETHO0752 7.5 19 60 8 D2 D2 Tolerance
ETHO0802 8.0 20 60 8 26 9008
ETH0852 8.5 20 75 10 a8 9006
ETH0902 9.0 22 75 10 @10 9000
ETH0952 95 25 75 10 @12 8011
ETH1002 10.0 30 75 10 o216 0o
ETH1052 10.5 25 75 12 @20 Vs

Unit : mm Unit : mm

ETH2T (18 E R P.91~P106  Please find the milling condition on P.91~P106



opHF \\WEE=ANTER

E
Finishing

ﬂ_E iﬂ‘lﬁfﬁﬂ @ g]eﬁfni-ﬂnishing
B HHHIILE% T] End Mills

v

Mo § rm 55 % ';'f; G10

Emulsmn Machlmng

Em#R1& / SPECIFICATIONS \
B D o = 2 B ETNEE
DiaEm{:e:ter OgAEL Sha*r?ligDia‘ D1 Tolerance
ETH1102 11.0 28 75 12 L 1.0 o2
ETH1152 15 30 75 12 15 -§-02
ETH1202 12.0 30 75 12 20 -3-02
ETH1252 125 30 80 14 25 i
ETH1302 13.0 35 80 14 jg §2§
ETH1352 13.5 35 80 14 13 50 30
ETH1402 14.0 40 80 14 60 0
ETH1502 15.0 40 100 16 B e
o -0.025
ETH1602 16.0 40 100 16 10.0 803
ETH1702 17.0 45 100 18 12.0 Bo3s
ETH1802 18.0 45 100 18 16.0 o4
ETH2002 20.0 45 100 20 20.0 Bo4
Unit : mm D2 ‘ ——
D2 D2 Tolerance
-O 008
28 8009
210 8009
@12 Bomn
216 Bo11
920 o013
Unit : mm

ETHZT B934 R P.91~P106  Please find the milling condition on P.91~P106



BT A=)/ oviF
ETHAT

HBEEHHMIIIER ] End Mills
MG Am % %E’goc G610

FEL
Finishing

ik
Semi-finishing

_@\IQ\I@\

*EE
Roughing

JJH
‘“ “i ‘ V Emmsion Machining

\iOiI Machining

EEM#R1E / SPECIFICATIONS -2l
JypebiO. Diameter | Flute Length OALL. Shank Dia. 0 erance
ETHO104 1.0 3 50 4 u i1 -§-02
ETH0154 1.5 4 50 4 19 g
ETH0204 2.0 6 50 4 22 §:
ETH0254 25 8 50 4 0 :8-02
ETH0304S 3.0 8 50 3 a5 90,
ETHO0304 3.0 8 50 4 40 0
ETH0354 35 10 50 4 B s §zz
ETHO0404 40 11 50 4 =5 902
ETHO0454 45 13 50 6 6.0 Soo
ETH0504S 5.0 13 50 5 8.0 8025
ETH0504 5.0 13 50 6 10.0 Bo3
ETH0554 55 13 50 6 12.0 8035
ETH0604 6.0 16 50 6 16.0 B304
ETH0654 6.5 16 60 8 0 I 20.0 B4
ETHO0704 7.0 16 60 8 02 — T
ETHO0804 8.0 20 60 8 o4 S o0s
ETHO0854 8.5 20 75 10 o6 8008
ETH0904 9.0 22 75 10 o8 8009
ETH0954 9.5 25 75 10 @10 009
Unit : mm @12 o1
216 Bon
220 So13
Unit : mm

ETHYT R8I35 R P107~P134  Please find the milling condition on P107~P134



\\\_
(} “"
' F|n|sh|ng

thik
Semi-finishing

*"_ﬁﬁﬁi*ﬁﬁiﬁﬂ End Mills
Roughing

v

mG fim % % FIRC G10

(@)
Ol -
= L \u;\s / ©| =k, ram
T e

D1
Em#R1E / SPECIFICATIONS =
w5 DT ] £3 D2 i B ETNEE
Typesﬁlo. B T8 2K R D1 Tolerance
Diameter JFlute Length OA.L Shank Dia.
0
ETH1004 10.0 30 75 10 L1 (U .02
ETH1054 10.5 25 75 12 ;2 g
ETH1104 11.0 28 75 12 . 0o
ETH1154 15 30 75 12 o i
ETH1204 12.0 30 75 12 . v
. -0.02
ETH1254 12.5 30 80 14 0
13 4.0 -0.02
ETH1304 13.0 35 80 14
4.5 -0.02
ETH1354 13.5 35 80 14 e S0z
ETH1404 14.0 40 80 14 6.0 o
ETH1504 15.0 40 100 16 8.0 98025
ETH1604 16.0 40 100 16 10.0 o3
ETH1704 17.0 45 100 18 12.0 Bo3s
ETH1804 18.0 45 100 18 16.0 Boa
ETH2004 20.0 45 100 20 o 20.0 Boa
Unit ;. mm el e =E
D2 D2 Tolerance
24 8008
26 8008
a8 8009
@10 8009
212 Bon
216 Bon
220 8013
Unit : mm

ETHAT 0841453 8 P107~P134  Please find the milling condition on P107~P134



ODEF

FEL

ETG2T o

EEHMIII8%T] End Mills sz A gl

me) i | 7 | < Juzato

Semi-finishing

O FEE
Roughing

_r—-*-‘ R —— by KR
. Emulsion Machining,

o Sy o

=0l Machining

EEm7R18 / SPECIFICATIONS

D1
misg s 3 D2 P T BN
Type NO. GH & =& L D1 D1 Tolerance
. Diameter | Flute Length OALL. Shank Dia.
1.0 50

ETG0102 1 1.0 -§-02
ETGO152 15 1S 002
ETG0202 2.0 50 20 o2
ETG0252 2.5 50 29 -0.02
ETG0302 3.0 8 50
ETG0402 4.0 11 50
ETG0502 5.0 13 50
ETG0602 6.0 16 50
ETG0802 8.0 20 60
ETG1002 10.0 25 75
ETG1202 12.0 30 75 12

50

0 o W

3.0 B
4.0 B0z
5.0 302
6.0 B0
8.0 3025
10.0 _8_03

12.0 _8_035

L3

(oI e> o> R S N - IR S

-
o

. WEAZE

Unit : mm Y D2 D2 Tolerance
- 02 24 $.008
26 8008
@8 8000
210 8009
@12 Bom

Unit : mm

ETG2T i8¢ R P135~P139  Please find the milling condition on P135~P139



ODHF \\\E B
LA A LLL
Fﬁlnlshlng
i A . s Semi-finishing
EHMHIIEET] End Mills sz @ Aol @ —
-Roughlng
mG Am 55 @ Elfsc G10 Dn/\ hlmng

/‘. izl
"\_/ MQL ( Mist )
- ) ! AGEHELDH)
_ ———k “ \" % Emulsmn Machining,
.—} LTI
*“‘ \ © \; >_0il Machining
Emm#R1& / SPECIFICATIONS ‘
g D2 f BEAEE
S D1 D1 Tol
0
ETG0104 4 L 1.0 .02
ETG0154 15 4 50 4 ;2 v
ETG0204 2.0 6 50 4 o =
ETG0254 25 8 50 4 S _—
ETG0304 3.0 8 50 4 o o
: 0.02
ETG0404 4.0 " 50 4 13 5.0 8 02
ETG0504 5.0 13 50 6 6.0 8.02
ETG0604 60 16 50 6 80 Soms
ETG0804 8.0 20 60 8 100 Sos
ETG1004 10.0 25 75 10 120 Soss
ETG1204 12.0 30 75 12 16.0 Ban
ETG1604 16.0 40 100 16 o e
E— [ KYN-S
Unit : mm D2 ‘ D2 Tolerance
a4 8008
26 8008
a8 8.000
210 B.000
@12 Bo11
216 8o
Unit : mm

ETGAT (94116145 R P140~P143  Please find the milling condition on P140~P.143



-, ODEF

FEL
Finishing

ik
Semi-finishing

MK RTIIHET) End Mills | Long Shank

FEE
Roughing

mG oam IZ| % [':lgsc T1 7bry Mac m?nng

S0\ HrELDAI
=0l Machinin

D1
Em#R1& / SPECIFICATIONS =
o DT L1 13 D2 P | N
Typf;iﬁ BE & =& A D1 D1 Tolerance
Diameter JFlute Length OALL. Shank Dia.
[0]
HEA0302 3.0 8 75 3 1 3.0 0.02
HEA0402 4.0 1 75 4 :‘2 g
HEA0502 5.0 13 75 6 o oo
HEA0602 6.0 16 75 6 50 e
HEA0802 8.0 20 75 8 00 e
. -0.03
IEA0302 3.0 8 100 3 5 190 9 oss
IEA0402 4.0 11 100 4 i
e O
IEA0502 5.0 13 100 6 Eoss
IEA0602 6.0 16 100 6 5
IEA0802 8.0 20 100 8 gz i
IEA1002 10.0 25 100 10 o6 ooe
IEA1202 12.0 30 100 12 o8 =
N -0.009
JEA0602 6.0 16 150 6 02 210 3000
JEA0802 8.0 20 150 8 — E— %o
JEA1002 10.0 25 150 10 Unit mm
JEA1202 12.0 30 150 12
Unit : mm

HEAIEA JEAZT E18)154 3 R P144~P146  Please find the milling condition on P144~P146



ODHEF #EE
ATNEYY.,
KE

HEA IEA JEA®E

] ‘6 g]e?ni-ﬁnishing
HBMKRAILEE ] End Mills Long Shank
' e
mG oam 35° ﬁ% ElsRsc T1

Iy
Emulsion Machining,

S¢

Hl
—_0il Machining,

Em#R1E / SPECIFICATIONS
1) By i 1R\ =
iameter [Flute'Length OA.L Shank Dia.
HEA0304 3.0 8 75 3 3.0 -§-02
HEA0404 40 1 75 4 ‘5"2 .02
HEA0504 5.0 13 75 6 6:0 522
HEA0604 6.0 16 75 6 50 [
HEA0804 8.0 20 75 8 00 o
IEA0404 4.0 11 100 4 5 120 3
IEA0604 6.0 16 100 6 16.0 (3235
IEA0804 8.0 20 100 8 e Qoa
IEA1004 10.0 25 100 10 e
IEA1204 12.0 30 100 12 REiss
JEA0604 6.0 16 150 6 o
JEA0804 8.0 20 150 8 gi —
JEA1004 10.0 25 150 10 o o6 §2§:
JEA1204 12.0 30 150 12 — p— 9000
JEA1604 16.0 45 150 16 @10 9000
JEA2004 20.0 50 150 20 o3 Qom
Unit : mm 316 Bon
220 Bor
Unit : mm

HEA [EA JEAST f4) (645 3% 2 P147~P152  Please find the milling condition on P147~P152




ST A/ o

FE
Finishing

Q O

ik
Semi-finishing

BRI RTIIHET) End Mills | Long Shank

me ! 7 1= fzl6io

FEE
Roughing
JH|

7bry Mad u{mQ

~

e i |
A\ MQL ( Mist)

2.
e
Emulsion Machining,

S0\ HrEEDAI
=0l Machinin

OlleofO

D1
Emm#R1& / SPECIFICATIONS ]
e DT L1 3 D2 P | N
Type!iﬁ HE J& 2R R D1 D1 Tolerance
Diameter JFlute Length OALL. Shank Dia.
0
HEH0302 3.0 8 75 3 L £l 002
HEH0402 40 1 75 4 :'8 -0.02
HEH0502 5.0 13 75 6 6'0 ooz
HEH0602 6.0 16 75 6 so o
HEH0802 8.0 20 75 8 o 0o
IEH0302 3.0 8 100 3 o0 e
= 13 12.0 8035
IEH0402 4.0 11 100 4
IEH0502 5.0 13 100 6 g@f}ﬁ’@fﬂi
IEH0602 6.0 16 100 6 .
IEH0802 8.0 20 100 8 93 -3-006
24 -0.008
IEH1002 10.0 25 100 10 .
@6 -0.008
IEH1202 12.0 30 100 12 o8 .
N -0.009
JEH0602 6.0 16 150 6 02 510 3000
JEH0802 8.0 20 150 8 ) B 0
-0.011
JEH1002 10.0 25 150 10 Unit: mm
JEH1202 12.0 30 150 12
Unit : mm

HEH IEH JEH2T 8014 45£ R P144~P146  Please find the milling condition on P144~P146



o WEEANTTE

E
Finishing

] -6i g]eﬁfni-ﬂnishing
BRI RMIIERT] End Mill Long Shank
— S H
me| s | 7 | < fe& |6t

-

-t

Qles
@) =%
—h = . W 7
- (]

D1
Em#R1% / SPECIFICATIONS i
w5 DT L1 £3 D2 i B ETNEE
Typesﬁlo. B TI& 2K RE D1 Tolerance
Diameter [ Flute Length OA.L Shank Dia.
Q
HEH0304 3.0 8 75 3 1 3.0 .02
HEH0404 4.0 1 75 4 ‘5‘-2 .02
HEH0504 5.0 13 75 6 6'0 0o
HEH0604 6.0 16 75 6 b0 o
HEH0804 8.0 20 75 8 o R
IEH0404 4.0 1 100 4 00 003
' 13 12.0 B.o35
IEH0604 6.0 16 100 6 16.0 Qou
IEH0804 8.0 20 100 8 B Sos
IEH1004 10.0 25 100 10
«(/\
IEH1204 12.0 30 100 12 B Tolarance
JEH0604 6.0 16 150 6 o
a3 -0.006
JEH0804 8.0 20 150 8 o4 5
JEH1004 10.0 25 150 10 —t o6 oo
| -0.008
JEH1204 12.0 30 150 12 o8 Q
-0.009
JEH1604 16.0 45 150 16 210 9000
JEH2004 20.0 50 150 20 @12 Sor
Unit : mm @16 Son
@20 Bo13
Unit : mm

HEH IEH JEHAT B9EIM) G 43% 2 P147~P152  Please find the milling condition on P147~P152




QDI
LFTAZT =

R R T II$%7] End Mills | Long Fiute

mG ~m 35 El,?sc

Semi-finishing

FEE
Roughing

) )R
Emulsion Machining,

Sl M)
=0l Machining

EEm7R18 / SPECIFICATIONS

D1
& K/)\=E
|ameter Flute Length OALL. Shank Dia.
LFTA0202 50 4 1 2.0 -§.oz
LFTA0302 3.0 20 50 4 ig 002
LFTA0302B 3.0 15 50 6 o §2§
LFTA0402 4.0 25 75 4 6.0 :8.02
LFTA0402B 4.0 20 75 6 8.0 -8:025
LFTA0502 5.0 30 75 6 10.0 -8.03
LFTA0602 6.0 30 75 6 12.0 _8.35
LFTA0802 8.0 40 100 8
LFTA1002 10.0 40 100 10
LFTA1202 12.0 45 100 12 o -
Unit : mm =003
26 8008
28 B.000
210 8000
212 Bom
Unit : mm

LFTAZT 1783 R P153~P154  Please find the milling condition on P153~P154



ODEHF \\\_ @

LFTA4T 2 Fom

Semi-finishing

HBMHEYI1I#%7] End Mills i Long Flute =
Roughing

mG % % HRc 20 mxgy
oam 45° »55 Dry. Machining

Dl
"\/ MQL ( Mist )

Emulsmn Machlmng

SEAELDHY
—_Oil Machining

Em#R1& / SPECIFICATIONS
g D2 f BRAZE
faR D1 D1 Toler:
0]
LFTA0204 4 2.0 -8.02
LFTA0304 3.0 20 50 4 Z’g .02
LFTA0304B 3.0 15 50 6 so o
LFTA0404 40 25 75 4 60 R
LFTAO404B 4.0 20 75 6 60 a2
. -0.025
LFTA0504 5.0 30 75 6 0
L3 10.0 -0.03
LFTA0604 6.0 30 75 6 120 0 oms
LFTA0804 8.0 40 100 8 16.0 o4
LFTA1004 10.0 40 100 10 ERy 90a
LFTA1004L  10.0 50 100 10 - ——
i SrE=
LFTA1204 12.0 45 100 12
LFTA1204L 120 50 100 12 o
LFTA1604 16.0 60 150 16 —t o S
: D2 @6 9
LFTA1604L  16.0 70 150 16 | o8 S
-0.009
LFTA2004 20.0 60 150 20 210 0
-0.009
LFTA2004L  20.0 75 150 20 p— Bons
Unit : mm @16 -8.011
220 8013
Unit : mm

LFTAYT T8¢ 3 R P155~P159  Please find the milling condition on P155~P159




ODHF
LFTH2T

R R T II$%7] End Mills | Long Flute

mel i I 7 [< lEl6to

350 »55

———— e N — \

T

EEm7R18 / SPECIFICATIONS

D1
I < B 2k e i
i =
WRENOSY piameter JFiutelength] OAL | 'Shank Dia.
LFTH0202 2.0 12 50 4 L
LFTH0302 3.0 20 50
LFTH0502 5.0 30 75
13
LFTH1202 12.0 45 100 12
Unit : mm
D2

LFTH0402 4.0 25 75
LFTH0602 6.0 30 75
LFTH0802 8.0 40 100
LFTH1002 10.0 40 100 1

o o o » b

o

HEL
Finishing

gk
Semi-finishing

LiEEd WIS AEE
D2 D2 Tolerance

FEE
Roughing

’s JIic
Emulsion Machining,

Sl M)
=0l Machining

=K BEAEE
D1 D1 Tolerance

2.0 802
3.0 Yo
4.0 802
5.0 B0z
6.0 802
8.0 025
10.0 o3
12.0 Boss

24 8008
@6 8008
28 B.000
210 8000
212 Bom
Unit : mm

LFTH?T 17416 #F3# 8 P153~P154  Please find the milling condition on P153~P154



LFTHAT

Bk R I8t 7] End Mills

KRG

me) - | & [ [

PS5

Em#R1E / SPECIFICATIONS

ki
Type NO Dlameter Flute Length Shank Dia.

LFTH0204
LFTH0304
LFTHO0404
LFTH0504
LFTH0604
LFTH0804
LFTH1004
LFTH1204
LFTH1604
LFTH2004

3.0
4.0
5.0
6.0
8.0
10.0
12.0
16.0
20.0

20
25
30
30
40
40
45
60
60

50
75
15,
75
100
100
100
150
150

LFTHAT gt 844 3% & P155~P159

ovir WE=AAWTE

610

o oo o A~ B BN

o

1
12
16
20
Unit : mm

Please find the milling condition on P155~P.159

© %oy
Finishing

Seml -finishing

T H
Roughing

DZ‘

Dn Y hlmng

- T

S MQL ( Mist )

Emulsmn Machlmng

SEAELDHY
© \; —_0Oil Machining

HE =
D1 D1 Tolerance
2.0 802
3.0 802
4.0 802
5.0 B0z
6.0 802
8.0 8025

10.0 803

120 Boss

16.0 804

20.0 Boa
D2 D2 Tolerance

@4 B.008

26 B.008

28 8.000

@10 8009

212 Bo1

216 8ot

220 Bo13

Unit : mm




itZ
Finishing

(€}
Q g]eﬁi—ﬁnishing
O

FEE
Roughing

BEEMHIE S AII#E ] End Mills

Super) o | ( [ HRc | =20 wsvm
m 6 am IZ X R % PEE O Diy. Machininnx‘;

&«

|
N\ MQL ( Mist)

’S )
Emulsion Machining

S0 LR
—_Oil Machining

EEm7R18 / SPECIFICATIONS

s R t1 L3 D2 B REN=E |EEA=E
Diameter jCorner Rf Flute Length | O.A'L." | Shank Dia.
1.0 +0.02 0
RTG0102 1.0 0.2 3 50 4 0 -0.02
15 +0.02 0
RTG0152 15 0.2 4 50 4 0 -0.02
20 *§02 802
RTG0202 2.0 0.2 6 50 4 =0.
25  *go2 802
RTG0205 2.0 05 6 50 4 30 402 90
RTG0252 25 0.2 8 50 4 40 002 0
. 0 -0.02
RTG0255 25 05 8 50 4 50 902 %02
RTG0302 30 02 8 50 4 60 *902 Q.
RTG0303 3.0 0.3 8 50 4 g0  *002 9025
RTG0305 3.0 05 8 50 4 100 *§02 903
RTG0402 4.0 0.2 11 50 4 120  *902 8035
RTG0403 4.0 0.3 11 50 4 e pevye
RTG0405 40 05 1 50 4 D2 Tolarance
RTG0503 5.0 0.3 13 50 6 o4 -
RTG0505 50 05 13 50 6 o
26 -0.008
RTG0602 6.0 0.2 16 50 6 o8 0
-0.009
RTG0603 6.0 0.3 16 50 6 @10 0
-0.009
RTG0605 6.0 05 16 50 6 @12 Qo
RTG0610 6.0 1.0 16 50 6 Unit - mm
Unit : mm

RTG KA 43R P160~P181  Please find the milling condition on P160~P181



opHF \\WEE=ANTER

E
Finishing

@ Rk
| Semi-finishing

Em#i1& / SPECIFICATIONS
R D ) = i v BE RN [EEASE
Type”,ﬁo_ e |RE ne pee| @ i
Diameter JCorner R{ Flute Length | ©.A.L. | Shank Dia.
1.0 +0.02 0
RTG0803 80 03 20 60 8 . O, U2
RTG0805 80 05 20 60 8 2‘2 L oo
RTG1002 100 02 25 75 10 )5 wor ¥
RTG1003 100 03 25 75 10 o i
RTG1005 100 05 25 75 10 3 o w02 o¥
. 0 -0.02
RTG1010 100 10 25 75 10 50 Qo2 %02
RTG1203 120 03 30 75 12 60  *002 9o
RTG1205 120 05 30 75 12 g0 902 O
RTG1210 120 1.0 30 75 12 100 g0z Q.
RTG1215 120 15 30 75 12 120 *§02 Q@ .
RTG1220 120 20 30 75 12 - —
) T A=
Unit : mm o D2 D2 Tolerance
D2
04 8008
26 8008
28 8009
210 8.000
12 Bon
Unit : mm

RTG KItDHIE 4% R P160~P181  Please find the milling condition on P.160~P181




-, ODEF

FEL
Finishing

ik
Semi-finishing

BN E S AII#E ) End Mills AZ B 7t MW | Comner Radius

Coating Upgraded

ollele)

FEE
Roughing

mG am IZ ﬂ % E’g; G1 0 7bry Mac m?nng

S0 ici L)l
\iOiI Machinin:

EEm7R18 / SPECIFICATIONS

— D1 R L1 13 - B HEAZE
B RE T & 25 1 D1 R Tol D1 Tol
Jype Diameter JCorner Rf Flute Length | O.A'L." | Shank Dia. CElEance S
2.0 +0.02 0]
RTA0205 2.0 0.5 6 50 4 : +g - -3-02
RTA0305 30 05 8 50 3 jg wor 0%
RTA0405 40 05 10 50 4 ' 0 -0.02
50 302 802
RTA0410 4.0 1.0 10 50 4 60 402 30
RTA0505 5.0 0.5 13 50 6 g0 *902 9 00
RTA0510 50 10 13 50 6 B 400 Qo2 90s
RTA0605 6.0 0.5 16 50 6 120 *go2 _8'035
RTA0610 6.0 1.0 16 50 6 '
e e A =R
RTA0805 8.0 0.5 19 60 8 =t S
RTA0810 8.0 1.0 19 60 8
23 8008
RTA1005 10.0 0.5 25 75 10 o
@4 -0.008
RTA1010 10.0 1.0 25 75 10 0 o6 o
RTA1015 100 15 25 75 10 D2 | o8 —
RTA1020 10.0 2.0 25 75 10 -~
210 -0.009
RTA1210 12.0 1.0 30 75 12 0
@12 -0.011
RTA1220 12.0 2.0 30 75 12 Unit : mm
Unit : mm

RTA HOt8I6#£3# 2 P182~P192  Please find the milling condition on P182~P192



@pHF \\NEE==ANEE

’Fﬁ
Finishing
%= g]eﬁfni—ﬁnishing
BMKESAIHT End Mils  AZ B # B § comer Radius —
@-Roughing

ABBET =
=~ e

-\ ~ o “\\l
~ Y e
43&\ ST Machining

Em¥R1& / SPECIFICATIONS
Sh;r?lﬁ)ia. D1 | R Tolerance |B1 ToIerance
RTD0202 4 o :Z 22 -g 02
RTD0205 20 05 6 50 4 4'0 wor 0¥
RTD0305 30 05 8 50 3 o +§_02 §2§
RTD0405 40 05 10 50 4 60 902 o
RTD0505 50 05 13 50 6 g0 902 8o
RTD0510 50 1.0 13 50 6 B 4o 902 908
RTD0605 60 05 16 50 6 120 902 908
RTD0610 60 1.0 16 50 6
RTD0805 80 05 20 60 8
RTD0810 80 1.0 20 60 8 5
RTD1005Z  10.0 0.5 25 75 10 23 —
RTD1005 100 05 30 75 10 b o6 §‘£Z
RTD1010Z 100 1.0 25 75 10 B2 . B oo
RTD1010 100 1.0 30 75 10 210 9000
RTD1020Z 100 20 25 75 10 e o
RTD1020 100 20 30 75 10 Unit - mm
RTD1030Z 100 3.0 25 75 10
RTD1030 100 3.0 30 75 10
RTD1210 120 1.0 30 75 12
RTD1220 120 2.0 30 75 12
RTD1230 120 30 30 75 12
Unit : mm

RTD KItTEMEHF£ R P193~P207  Please find the milling condition on P193~P.207




WA=/ ovir

FEL
Finishing

ik
Semi-finishing

B RMESAIST End Mils AZ B 7 @& § Long Shank

Coating Upgraded

me | 1 7 |5 | 15 1610

—~
\ W

. Emulsion Machining

\iOiI Machining

FEE
. Roughing

EEm7R18 / SPECIFICATIONS

TP picd BA= B
iameter jJCorner RY Flute Length § O©.A.L- "} Shank Dia.
LRTA0405 40 05 1 75 4 4.0 :(é zz g 02
LRTA0410 40 10 11 75 z'g e g
LRTA0602 60 02 16 75 00 +§'02 §g§5
LRTA0603 60 03 16 75 20 02 Qoo
LRTA0605 60 05 16 75 :
LRTA0610 6.0 1.0 16 75 g@%’@ﬁi
LRTA0803 80 03 19 100
LRTA0805 80 05 19 100 24 B.008
LRTA0810 80 10 19 100 26 -§-°°8
LRTA1002 100 02 25 100 o8 0.000
LRTA1003 100 03 25 100 010 o
LRTA1005 100 05 25 100 o1z =0.011
LRTA1010 100 10 25 100 ynit::mm
LRTA1020 100 20 25 100
LRTA1205 120 05 30 100
LRTA1210 120 1.0 30 100
LRTA1220 120 20 30 100 12
Unit : mm

LRTA 891416 #F3# & P208~P215  Please find the milling condition on P208~P215



opr WEEDATS

5y

A = . P P4 [ | L hank
BHHNRMES/AIIHET] End Mills 4 CoatE Ugad‘;% Co?:griaad?us @
Roughing

M6 )i | 7 |<: | # 2210 Ole=.e

DH|
( Mist )

L “\‘ N
-\ he N A/
_ W\ G

EEm#H18& / SPECIFICATIONS

) R L1 L3 D2 B R TN E | EEASE
LRTD0405 40 05 1 7 4 oo :z 22 -g .02
LRTD0410 40 10 11 75 4 8'0 wor 0%
LRTD0602 60 02 16 75 6 00 +§_02 §2§5
LRTD0603 60 03 16 75 6 0 902 g
LRTD0605 60 05 16 75 6 60 902 Q..
LRTD0610 60 1.0 16 75 6 13
LRTD0803 80 03 19 100 8
LRTD0805 80 05 19 100 8
LRTDO810 80 10 19 100 8 24 B.008
LRTD1002 100 0.2 25 100 10 @6 -§-008
LRTD1003 100 03 25 100 10 gfo —
LRTD1005 100 05 25 100 10 T o1 §‘;‘1’:’
LRTD1010 100 1.0 25 100 10 -2 516 8o,
LRTD1020 100 2.0 25 100 10 Unit: mm
LRTD1205 120 05 30 100 12
LRTD1210 120 1.0 30 100 12
LRTD1220 120 2.0 30 100 12
LRTD1610 160 1.0 45 150 16
LRTD1620 160 2.0 45 150 16

Unit : mm

LRTD #0744 3# R P216~P226  Please find the milling condition on P216~P.226




KEL
Finishing

g]eﬁi—ﬁnishing
O

FEE
Roughing

BERMMNESAIIHT] End Mills 4 z B 7 MW ICorner Radius

Coating Upgraded

,MG ’um as° h HRC G10

|

“\e MQL ((Mist)

———a ’m —
’S o)l
Emulsion Machining

S SEEEIH
\\S,Oil Machining

EEm7R18 / SPECIFICATIONS

4 RT
Type NO D|ameter orner R FIute Length OA L. | Shank Dia. CElEance —
3.0 +0.02 [0]
RTB0305 g 0.0z
4.0 +0.02 0]
RTB0405 40 05 10 50 4 ‘o i
RTB0505 50 05 13 50 6 : o =0.02
60 302 802
RTB0510 50 1.0 13 50 6 60 902 [y
RTB0605 60 05 16 50 6 100 902 908
RTB0610 6.0 1.0 16 50 6 13 120 *g02 .8.035
RTB0805 80 05 20 60 8 '
fia e A =E
RTB0810 80 1.0 20 60 8 ELsE
RTB1005Z 100 05 25 75 10 .
RTB1005 100 05 30 75 10 Qi -0.008
RTB1010Z 100 1.0 25 75 10 26 ooe
RTB1010 100 1.0 30 75 10 b o8 —
RTB1020Z 100 2.0 25 75 10 D2 510 o009
RTB1020 100 20 30 75 10 S
@12 -0.011
RTB1030Z  10.0 3.0 25 75 10 .
Unit : mm
RTB1030 100 3.0 30 75 10
RTB1210 120 1.0 30 75 12
RTB1220 120 20 30 75 12
RTB1230 120 3.0 30 75 12

Unit : mm

RTB Ot (3 R P227~P239  Please find the milling condition on P227~P239
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Roughing
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Emulsmn N hlmng

SEIELDHY
© \; —_0il Machining

ERR1E / SPECIFICATIONS Ry

Bk L
PET0303 6 3.0 -E).oz
PET0403 4.0 4 50 6 :g 002
PET0503 5.0 5 50 6 = §z§
PET0603 6.0 6 50 8 i e
PET0803 8.0 8 60 10 3 o o
PET1003 10.0 10 60 12

26 8.008
28 8.000
210 8.000
— @12 Lo

Unit : mm
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FEL
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FEE
Roughing
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mG HRG 20 Ry
am 45 >60 Dy Machining

~ ol
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Sool  HHELDH
~=_0il Machining

EEm7R18 / SPECIFICATIONS

D1
g D2 P EOAZE
1“‘ 1A D1 D1 Toler
0
HTA0203 4 L 20 002
HTA0303 3.0 8 50 4 ig 002
HTA0403 4.0 1 50 4 5'0 '3-02
HTA0503 5.0 13 50 6 o oo
HTA0603 6.0 16 50 6 so oo
° -0.025
HTA0803 8.0 20 50 8 10.0 0
. -0.03
HTA1003 10.0 25 75 10 Py 0
o -0.035
HTA1203 12.0 30 75 12 16.0 s
HTA1603 16.0 40 100 16 . Qo
HTA2003 20.0 45 100 20
) T BN
Unit : mm D2 D2 Tolerance
04 8008
26 8008
@8 8009
210 8009
@12 B0t
216 B0
220 Bo13
Unit : mm

HTA H0t8I#5 3 BP240~P242  Please find the milling condition on P240~P242
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E
Finishing

chgk
:
B iUkl = 12 hEXL #% 7] End Mills High Helix
— ' I
mG 2m 45 & P-IRC G10 Dn/\ hlmng

- T

S MQL ( Mist )

Emulsmn Machlmng

SEAELDHY
© \; —_0Oil Machining

EEm#31& / SPECIFICATIONS -2y
Rigg D2 BE
HTD0203 4 u 20 -0.02
HTD0303 3.0 8 50 4 Z’ g -0.02
HTD0403 4.0 1 50 4 .o % 22
HTD0503 5.0 13 50 6 oo 9o
HTD0603 6.0 16 50 6 60 8o
HTD0803 8.0 20 60 8 5 100 90,
HTD1003 10.0 25 75 10 120 8055
HTD1203 12.0 30 75 12 16.0 Qou
HTD1603 16.0 40 100 16 20.0 Sos
HTD2003 20.0 45 100 20
L T B
4 24 8008
D2 | 26 3008
a8 8009
210 8009
212 Bo11
216 Bo11
220 8013
Unit : mm

HTD #ytDHI 1% R P240~P242  Please find the milling condition on P.240~P242
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FEE
Roughing

r

me | 12 | A I 12 22
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2 o

V‘ Vi » - N 1
— : | o Wi
. Emulsion Machining,

S0 SEEEIH
~=_0il Machining

EEm7R18 / SPECIFICATIONS

D1
= .- £3 D2 i S ERYS T
Typeiﬁlo. GH & =& L D1 Tolerance
Diameter | Flute Length OALL. Shank Dia.
0]
ITA0303 3.0 8 50 6 L1 3.0 002
ITA0403 4.0 12 50 6 :-g 002
ITA0603 6.0 16 50 6 : 002
8.0 -0.025
ITA0803 8.0 20 60 100 0
ITA1003 10.0 25 75 10 12'0 -0.03
0 -0.035
ITA1203 12.0 30 75 12 5 16.0 904
D2

©

ITA1603 16.0 45 100 16
ITA2003 20.0 45 100 20

20.0 B4

Unit : mm E)@%ﬁi%ie
a6 8008
@8 8000
210 8000
212 Bom
216 Bom
@20 Bo13
Unit : mm

ITA B98I 164 3£ R P243~P245  Please find the milling condition on P243~P245
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E
Finishing
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:
BB S 1R He 17 $% 7] End Mills I High Helix .-
Roughing

MmeG § rm 5 % E,g; G10 Dn N hlmng

- T

S MQL ( Mist )

Emulsmn Machlmng

SEAELDHY
© \; —_0Oil Machining

D1
Em#R1& / SPECIFICATIONS =
RUgE D2 i HE
faR D1 D1 Toler:
ITH0303 6 L - N
ITH0403 4.0 12 50 6 :8 v
ITH0603 6.0 16 50 6 : a3
8.0 0.025
ITHO803 8.0 20 60 8 100 0
ITH1003 10.0 25 75 10 o o
. -0.035
ITH1203 12.0 30 75 12 0
L3 16.0 -0.04
ITH1603 16.0 45 100 16 e % os
ITH2003 20.0 45 100 20 '
‘. T B
26 8008
a8 8009
" 210 8009
| 212 Bon
216 Bt
220 8013
Unit : mm

ITH ALK 32 P243~P245  Please find the milling condition on P243~P.245
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FEL
Finishing
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Semi-finishing

=iEERAI# ] End Mills

*EE
Roughing

% 4 . . HRe . = ;
mG oam % % ﬁss Tz 7brymachin?nng
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Emulsion Machining

Sool HEDH
=0l Machining

EEm7R18 / SPECIFICATIONS

— - L3 D2 |
Typeiﬁlo. GH & Ea L D1 Tolerance
Diameter JFlute Length OALL. Shank Dia.
0
VTA0606 6.0 16 50 6 G 002
VTA0806 8.0 20 60 8 138 -0.025
VTA1006 10.0 25 75 10 : -8-03
12.0 9035
VTA1206 12.0 30 75 12 160 =
VTA1606 16.0 40 100 16 . : 0.04
it: T BN
unit : mim D2 Tolerance
26 8008
28 8009
210 8009
212 Som
o @16 Yo
LD—Z—l Unit : mm

VTA E0tHI#45 5 P246~P247  Please find the milling condition on P246~P247



ovir WE=AAWTE

. Fin
Finishing
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E1NHI FAII$% 7] End Mills
Mo § rm 45 % F’Rc G10

: D
S MQL ( Mist )

Emulsmn N hlmng

SEIELDHY
© \; —_0il Machining

Em#R1E / SPECIFICATIONS
sk BiE =
m@ D1 D1 Toler.
o
VTB0606 6 6.0 .02
VTB0806 8.0 20 60 8 132 S5
VTB1006 10.0 25 75 10 : '3-03
12.0 Bo3s
VTB1206 12.0 30 75 12 16.0 0
VTB1606 16.0 40 100 16 3 ‘ -0.04
it : Lii¥Ed WIS REE
Ynit:mm D2 Tolerance
26 8008
28 8.000
210 8.000
12 Bo11
—t 216 Bot
LD—Z" Unit : mm

VTB B9LIKI% ¢ 3 R P248~P250  Please find the milling condition on P248~P250




-, oDEF
ATNYEYY,

FEL
Finishing

ik
Semi-finishing

KA E P B8] End Mills | Roughing

FEE
Roughing

Mo [ &5 77 | 2 [z 12 LR

~

A\ MQL ( Mist)

’S )
Emulsion Machining,

=0 SHRMEEDHI
=0l Machining

EEm7R18 / SPECIFICATIONS

D1
= .- £3 D2 i S RIS
Typeiﬁlo. GH 25 L D1 Tolerance
Diameter JFlutelengthl] O.A.L Shank Dia.
0
WUA0603 6.0 16 50 6 11 S
WUA0803 8.0 20 60 8 122 oo
WUA1003 100 25 75 10 I
WUA1203 12.0 30 75 12 o oos
WUA1403 140 35 100 16 3 B
o -0.05
WUA1603 16.0 40 100 16 0
D2

18.0 -0.05

WUA1803 180 40 100 20 200 Soe

WUA2003 20.0 45 100 20

76 8008
r @8 8000
210 8000
@12 Bom
216 Bom
@20 Bo13
Unit : mm

WUAST (01845 5 P251~P254  Please find the milling condition on P251~P254
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Finishing

MR E P B 185 7] End Mills | Roughing

me|:x [ 7 | ¢ [ 12

- Dl
S MQL ( Mist )

Emulsmn Machlmng

FH FELDH|
O \; —_0il Machining

Emm#R1& / SPECIFICATIONS
mg i BE =
mé‘é D1 D1 Toler:
0]
WUA0604 6 S
WUA0804 8.0 20 60 8 128 e
WUA1004 10.0 25 75 10 : s
12.0 -0.045
WUA1204 12.0 30 75 12 50 0
WUA1404 14.0 35 100 16 5 o i
. -0.05
WUA1604 16.0 40 100 16 18.0 0
. -0.05
WUA1804 18.0 40 100 20 — 0
. -0.05
WUA2004 20.0 45 100 20
0 e S
26 8008
v a8 8009
D2 | @10 8009
212 Bon
216 Bt
@20 8013
Unit : mm

WUAAT gt 8¢5 8 P255~P260  Please find the milling condition on P255~P.260



ODHF
WWAS3T o

— Semi-finishing
EBitiE A E 1 #% 7] End Mills | Roughing

FEE
Roughing

me [ 1551 77 | 2 | 12 LR

~

A\ MQL ( Mist)

’S )
Emulsion Machining,

=0 SHRMEEDHI
=0l Machining

EEm7R18 / SPECIFICATIONS

D1
= .- £3 D2 i S ERYS T
Typeiﬁlo. GH & z& L D1 Tolerance
Diameter JFlute Length OALL. Shank Dia.
0
WWA0603 6.0 16 50 6 11 S
WWA0803 8.0 20 60 8 122 oo
WWA1003 100 25 75 10 I
WWA1203 120 30 75 12 o oos
WWA1403  14.0 35 100 16 3 T
o -0.05
WWA1603 16.0 40 100 16 0
D2

18.0 -0.05

WWA1803 180 40 100 20 200 Soe

WWA2003 20.0 45 100 20

76 8008
' @8 8000
210 8000
@12 Bom
216 Bom
@20 Bo13
Unit : mm

WWAST ot K443 2 P261~P264  Please find the milling condition on P261~P264
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Finishing

MR E A B 185 7] End Mills | Roughing

me | 1551 7 | <& Juz| 12

- Dl
S MQL ( Mist )

Emulsmn Machlmng

FH FELDH|
O \; —_0il Machining

D1
Emm#R1& / SPECIFICATIONS ]
e o2 i T B
faR D1 D1 Toler:
0]
WWA0604 6 u 6.0 0.04
WWA0804 8.0 20 60 8 &0 e
10.0 -0.045
WWA1004 10.0 25 75 10 .
12.0 -0.045
WWA1204 12.0 30 75 12 150
WWA1404 14.0 35 100 16 5 o i
-0.05
WWA1604 16.0 40 100 16 18.0 0
-0.05
WWA1804 18.0 40 100 20 — 0
-0.05
WWA2004 20.0 45 100 20
0 T B
26 8008
v a8 8009
| @10 8009
212 Bon
216 Bt
@20 8013
Unit : mm

WWAIT g4I 43R P265~P270  Please find the milling condition on P265~P270
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EEm7R18 / SPECIFICATIONS 2L

RugE a D3 L3 D2
Pt b = =l 2K A
yP = Small Mill Dia. JFlute’Length'§ Taper Angle | Large Mill Dia: OALL. Shank Dia.
TA005005 0.5 2 30’ 0.53 50 4 L
TA005010 0.5 2 e 0.57 50 4
TA005015 0.5 2 1° 30° 0.60 50 4
TA005020 0.5 2 2° 0.64 50 4 g
TA005025 05 2 2° 30° 0.67 50 4 ”B
TA005030 0.5 2 3° 0.71 50 4
TA005050 0.5 2 5° 0.85 50 4
TA005070 0.5 2 7 0.99 50 4 a
TA005100 0.5 2 10° 1.21 50 4 oy
TA010005 1.0 4 30° 1.07 50 4 l.D2 |
TA010010 1.0 4 1° 1.14 50 4 e P —
TA010015 1.0 4 1° 30" 1.21 50 4 D2 D2 Tolerance
TA010020 1.0 4 2° 1.28 50 4 o4 9 008
TA010025 1.0 4 2° 30° 1.35 50 4 26 008
TA010030 1.0 4 3 1.42 50 4 o8 So0o
TA010050 1.0 4 5° 1.70 50 4 @10 8000
TA010070 1.0 4 7° 1.98 50 4 @12 o1
TA010100 1.0 4 10° 2.41 50 4 16 Yo
Unit : mm
SN RN
oTolerancef D1 Tolerance
. D1<1.0
6 0--0.62
1.0=D1
0~-0.03
Unit : mm
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5 50 Dry Machining

Emulsmn Machlmng

SEIELDHY
—_0il Machining,

- DH|
© S\ ML ( Mist,).

Em#R1& / SPECIFICATIONS 2L
g L3 D2
Type MO e 2R S
Small Mill Dia. jFlute Length Taper Angle Large Mill Dia. OALL. Shank Dia.
TA015005 1.59 50 4
TA015010 15 5 1° 1.67 50 4
TA015015 15 5 1° 30° 1.76 50 4
TA015020 15 5 2° 1.85 50 4
TA015025 15 5 2° 30° 1.94 50 4 13
TA015030 15 5 3° 2.02 50 4
TA015050 15 5 5° 2.37 50 4
TA015070 15 5 7° 2.73 50 4
TA015100 15 5 10° 3.26 50 4 v
TA020005 2.0 % 30" 2.10 50 4 |.b2_|
TA020010 2. 1° 2.21 4
0 6 %0 MEAZE
TA020015 2.0 6 1° 30" 2.31 50 4 D2 D2 Tolerance
TA020020 2.0 6 2° 2.42 50 4 0
24 -0.008
TA020025 2.0 6 2° 307 2.52 50 4 76 0
-0.008
TA020030 2.0 6 3° 2.63 50 4 o8 _8 009
TA020050 2.0 6 5 3.05 50 4 @10 _8_009
TA020070 2.0 6 7 3.47 50 4 @12 o
TA020100 2.0 5 10° 3.76 50 4 216 Bo11
Unit : mm
MEAEE| B E=E
oTolerance] D1 Tolerance
. D1<1.0
=2 0~-0.02
1.0=D1
0~-0.03
Unit : mm
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—_Oil Machining

D1
Em#R1& / SPECIFICATIONS Ria
RUEE (o 3 L3 D2
oo %t #fE YARAS 2K 1A
yP . Small Mill Dia. JFlute'Length§ Taper Angle JLarge Mill Dia: OA.L Shank Dia.
TA025005 25 8 30° 2.64 50 4 L1
TA025010 25 8 e 278 50 4
TA025015 25 8 1° 30° 2.92 50 4
TA025020 25 8 2° 3.06 50 4 g
TA025025 25 8 2° 30° 3.20 50 4 ”B
TA025030 25 8 3° 3.34 50 4
TA025050 25 8 5° 3.90 50 4
TA025070 25 8 7 4.46 50 6 a
TA025100 25 8 10° 5.32 50 6 oy
TA030005 3.0 10 30° 3.17 50 6 l.D2 |
TA030010 3.0 10 1° 3.35 50 6 — [T
TA030015 3.0 10 1° 30° 3.52 50 6 D2 | D2 Tolerance
TA030020 3.0 10 2° 3.70 50 6 o4 9 o0s
TA030025 3.0 10 2° 30° 3.87 50 6 76 _8'008
TA030030 3.0 10 3° 4.05 50 6 o8 .8'009
TA030050 3.0 10 5° 475 50 6 @10 8000
TA030070 3.0 10 7° 5.46 50 6 @12 o1
TA030100 3.0 8 10° 5.82 50 6 216 Yo
Unit : mm
SRRl AT =R
orTolerancef D1 Tolerance
. D1<1.0
6 0--0.62
1.0=D1
0~-0.03
Unit : mm
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Emulston Machlmng

S99l SHIELDH)

= _0il Machining

D1
R H4E / SPECIFICATIONS il
RgE ) D2
Type NO. #Ehﬁ@ 2R g
yP Small Mill Dia. Flute Length Taper Angle Large Mill Dia. OALL. Shank Dia.
TA040005 4.26 50 6
TA040010 4.0 15 1° 4.52 50 6
TA040015 4.0 15 1° 30° 4.79 50 6
TA040020 4.0 15 2° 5.05 50 6
TA040025 4.0 15 2° 30° 5.31 50 6 ’B
TA040030 4.0 15 3° 5.57 50 6
TA040050 4.0 15 5° 6.62 60 8
TA040070 4.0 15 7° 7.68 60 8
TA050005 5.0 20 30° 5.35 60 6 _
TA050010 5.0 20 1° 5.70 60 6 |.b2_|
TA050015 5.0 18 1° 30 5.94 60 6 HEAZE
TA050020 5.0 20 2° 6.40 60 8 D2 D2 Tolerance
TA050025 5.0 20 2° 30° 6.75 60 8 @4 0
TA050030 5.0 20 3° 7.10 60 8 00%
: : 26 -0.008
TA050050 5.0 20 5° 8.50 75 10 78 9 009
TA050070 5.0 20 7° 9.91 75 10 @10 _8_009
TA060005 6.0 20 30° 6.35 60 8 312 Bon
TA060010 6.0 20 1° 6.70 60 8 216 B
. 2 1° 30° 7.
TA060015 6.0 0 30 05 60 8 TS
TA060020 6.0 20 2° 7.40 60 8 ot Tolerance D1 Tolerance
TA060025 6.0 20 2° 30° 7.75 60 8 . D1<1.0
6 0~-0.02
TA060030 6.0 18 3° 7.89 60 8 1_0'§'D1
TA060050 6.0 20 5° 9.50 75 10 0~-0.03
Unit : mm Unit : mm
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EEm7R18 / SPECIFICATIONS

gk o) D2
Type NO. ﬂﬂ'ﬁ‘ﬁ@ 2R E
SmaH MMI Dia. [ Flute Length Taper Angie Large Mill Dia. OALL. Shank Dia.
TA080005 8.44 75 10
TA080010 8.0 25 1° 8.87 75 10
TA080015 8.0 25 1° 30° 9.31 75 10
TA080020 8.0 25 2° 9.75 75 10
TA080025 8.0 22 2° 307 9.92 75 10 13
TA080030 8.0 25 S 10.62 75 12
TA080050 8.0 22 5° 11.85 75 12
TA100005 10.0 35 30° 10.61 100 12
TA100010 10.0 35 1° 11.22 100 12 7L
TA100015 10.0 35 1° 30° 11.83 100 12
TA1 2 10. 2 2° 11. 1 12
00020 0.0 8 : % 00 wig MELZ=E
TA100025 10.0 35 2° 30 13.06 100 16 D2 D2 Tolerance
TA100030 10.0 35 3° 13.67 100 16 @4 0
-0.008
TA100050 10.0 33 5 15.77 100 16 %6 0
. -0.008
Unit : mm o8 -84009
210 3000
@12 Bom
216 Bon
MEAZEl B EE
o Tolerance § D1 Tolerance
. D1<1.0
6 0--0.02
1.0=D1
0~-0.03
Unit : mm
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Em#R1E / SPECIFICATIONS 2L

T ks o L -
TTA01005 1.0 10 30° 1.17 50 4 L
TTA01010 1.0 10 1° 1.35 50 4
TTA01015 1.0 10 1° 30 1.52 50 4
TTA01020 1.0 10 2° 1.70 50 4 :
TTA01025 1.0 10 2° 30° 1.87 50 4 *’B
TTA01030 1.0 10 3° 2.05 50 4
TTA01050 1.0 10 5° 2.75 50 4
TTA01070 1.0 10 7 3.46 50 4 a
TTA01505 15 10 30° 1.67 50 4 4
TTA01510 15 10 10 1.85 50 4 | b2 |
TTA01515 1.5 10 1° 30 2.02 50 4 e e
TTA01520 1.5 10 2° 2.20 50 4 D2 D2 Tolerance
TTA01525 1.5 10 2° 307 2.37 50 4 - % 008
TTA01530 15 10 3° 2.55 50 4 76 9008
TTA02005 2.0 13 30° 2.23 50 4 o8 9000
TTA02010 2.0 13 10 245 50 4 : —
TTA02015 20 13 130 268 50 4 SCo=
TTA02020 2.0 13 2° 2.91 50 4 " m—
TTA02025 2.0 13 2° 30" 3.14 50 4 . 0~-0.03
TTA02030 2.0 13 3° 3.36 50 4 Unit : mm
TTA02050 2.0 10 5° 3.75 50 4

Unit : mm
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Emm#R1& / SPECIFICATIONS
L3 D2
o s 25 i
ypP SmaH MMI Dia. | Flute Length Taper Angie Large Mill Dia. OA.L Shank Dia.
TTA02505 2.76 50 4
TTA02510 25 15 1° 3.02 50 4
TTA02515 25 15 1° 30° 3.29 50 4
TTA02520 25 15 2° 3.55 50 4 :
TTA02525 25 15 2° 30 3.81 50 4 ”B
TTA02530 25 13 3° 3.86 50 4
TTA02550 25 15 5° 5.12 50 6
TTA03005 3.0 20 30° 3.35 60 6 a
TTA03010 3.0 20 8 3.70 60 6 oy
TTA03015 3.0 20 1° 30" 4.05 60 6 l.D2 |
TTA03020 3.0 20 2 4.40 60 6 e P —
TTA03025 3.0 20 2° 307 4.75 60 6 D2 D2 Tolerance
TTA03030 3.0 20 3° 5.10 60 6 9 008
TTA03050 3.0 16 5° 5.80 60 6 26 3 008
TTA04005 4.0 25 30" 4.44 60 6 o000
TTA04010 40 25 1° 487 60 6 - .
((( \
TTA04020 40 25 2° 5.75 60 6 1 0=b1
TTA04025 4.0 25 2° 30 6.18 60 8 0~-0.03
TTA04030 4.0 25 3° 6.62 60 8 Unit : mm
TTA04050 4.0 22 5° 7.85 60 8
Unit : mm



ovF W=
BTA?" /| BTD?"

EI5I# Work Material k=4l / $584 : Carbon Steels / Cast Iron
Ll MCIS NI o50c )/ Fo250 / $5400 : 11210 0.6025 /1.0036 : 1050 / NO.35 / A570 Gr.45 (~HRc22)

EEEERRE 15 INIRE MIKE
Extension r ) Speed eed (Aa) (Ap) M
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut -Width of Cut-
BTA BTD 0102 10 60 18000~20000 600~800 0.08~0.1 0.16~0.2  3D#k (3D MILLING)
0102 10 60 18000~20000 800~1100 0.06~0.08 0.12~0.16  3D# (3D MILLING)
0102 10 60 18000~20000 1000~1400 0.02~0.04 0.04~0.08 3D (3D MILLING)
BTA BTD 0152 10 90 18000~20000 600~800 0.1~0.12 0.2~0.24 3Dt (3D MILLING)
0152 10 90 18000~20000 800~1100 0.07~0.09 0.14~0.18  3D# (3D MILLING)
0152 10 90 18000~20000 1000~1400  0.03~0.05 0.06~0.1  3D#t (3D MILLING)
BTA BTD 0202 12 120 18000~20000 600~800 0.1~0.12 0.2~0.24 3Dt (3D MILLING)
0202 12 120 18000~20000 800~1100 0.07~0.09 0.14~0.18  3D#t (3D MILLING)
0202 12 120 18000~20000 1000~1400  0.03~0.05 0.06~0.1 3Dt (3D MILLING)
BTA BTD 0252 12 135 17000~18000 600~800 0.12~0.14  0.24~0.28  3D#t (3D MILLING)
0252 12 135 17000~18000 800~1100 0.08~0.1 0.16~0.2  3D#t (3D MILLING)
0252 12 i85} 17000~18000 1000~1400 0.04~0.06  0.08~0.12  3D#t (3D MILLING)
BTA BTD 0302 13 150 16000~17000 600~800 0.15~0.18  0.3~0.36  3D# (3D MILLING)
0302 13 150 16000~17000 800~1100 0.1~0.12 0.2~0.24  3D#t (3D MILLING)
0302 13 150 16000~17000 1000~1400 0.05~0.07 0.1~0.14  3D#t (3D MILLING)
BTA BTD 0402 15 190 15000~16000 600~800 0.18~0.22  0.36~0.44  3D#t (3D MILLING)
0402 15 190 15000~16000 800~1200 0.11~0.13  0.22~0.26 3D (3D MILLING)
0402 15 190 15000~16000 1200~1600 0.05~0.08 0.14~0.22  3D#t (3D MILLING)
BTA BTD 0502 18 220 14000~15000 600~800 0.23~0.26  0.46~0.52  3D#t (3D MILLING)
0502 18 220 14000~15000 700~1100 0.13~0.16  0.26~0.32  3D#t (3D MILLING)
0502 18 220 14000~15000 1600~2000 0.05~0.09 0.14~0.18  3D## (3D MILLING)
BTA BTD 0602 20 230 12000~13000 600~1000 0.28~0.33  0.56~0.66  3D#t (3D MILLING)
0602 20 245 13000~14000 1000~1400 0.15~0.2 0.3~0.4 3D#t (3D MILLING)
0602 20 245 13000~14000 1600~2000 0.05~0.11  0.14~0.22  3D# (3D MILLING)
BTA BTD 0802 30 255 10000~11000 1000~1200 0.35~0.4 0.7~0.8  3D#k (3D MILLING)
0802 30 255 10000~11000 1500~1900 0.18~0.23  0.36~0.46  3D#t (3D MILLING)
0802 30 255 10000~11000 1800~2200 0.05~0.13 0.16~0.26  3D#t (3D MILLING)
BTA BTD 1002 85 285 8700~9200 1000~1400 0.35~0.45 0.7~0.9 3Dt (3D MILLING)
1002 35 285 8700~9200 1700~2100  0.23~0.28 0.46~0.56 3Dt (3D MILLING)
1002 35 285 8700~9200 1800~2200 0.05~0.15 0.2~0.3 3D #t (3D MILLING)
BTA BTD 1202 40 265 7000~8000 800~1200 0.4~0.5 0.8~1 3D#t (3D MILLING)
1202 40 265 7000~8000 1300~1700 0.27~0.32  0.54~0.64  3D#t (3D MILLING)
1202 40 265 7000~8000 1400~1800 0.1~0.2 0.3~0.4  3D#k (3D MILLING)
BTA BTD 1602 50 255 5000~6000 600~800 0.6~0.65 1213 3D #t (3D MILLING)
1602 50 255 5000~6000 800~1200 0.35~0.4 0.7~0.8 3D#t (3D MILLING)
1602 50 255 5000~6000 1300~1600 0.1~0.23 0.36~0.46  3D# (3D MILLING)
BTA BTD 2002 60 280 4000~5000 600~800 0.7~0.8 1.4~1.6 3D #t (3D MILLING)
2002 60 280 4000~5000 1000~1400 0.4~0.45 0.8~0.9 3D #t (3D MILLING)
2002 60 280 4000~5000 1700~2100 0.1~0.25 0.4~0.5 3D#t (3D MILLING)




e [ s /0
BTAZ' | BTD”

" : A& T ER /BT E$H : Alloy Tool Steels / Carbon Tool Steels
g IRt Work Material =
LRSS o)) | b5 sK3 / SKD61/ SKD11 : 1.2311 ] 11545/ 1.2379 1 1.2344 : H13 / D2 (HRc23~32)

BTAZ 24173 Coolant Type EZ=wr[=INBIWAIIEN &ICHIEI Wet coolant

TIARE HHIERE EEEERE HEIGEE INIRE MIERE IS
Lgﬁtiﬂ(srﬁ:w) o Sn?i?ﬁd o D (tr'? af) t Wi ok Milligglyes
g Cutting Speed ( ) [ (mm/min) - Depth of Cut Width of Cut"
BTA BTD 0102 10 60 18000~20000 700~1000 0.06~0.08 0.12~0.16 3D (3D MILLING)
0102 10 60 18000~20000 1000~1300 0.02~0.04  0.04~0.08 3D (3D MILLING)
BTA BTD 0152 10 90 18000~20000 700~1000 0.07~0.09 0.14~0.18 3D (3D MILLING)
0152 10 90 18000~20000 1000~1300 0.03~0.05 0.06~0.1 3D (3D MILLING)
BTA BTD 0202 12 120 18000~20000 700~1000 0.07~0.09 0.14~0.18  3D# (3D MILLING)
0202 12 120 18000~20000 1000~1300 0.03~0.05  0.06~0.1  3D#t (3D MILLING)
BTA BTD 0252 12 135 17000~18000 700~1000 0.07~0.09 0.14~0.18  3D#t (3D MILLING)
0252 12 135 17000~18000 1000~1300 0.03~0.05 0.06~0.1 3D (3D MILLING)
BTA BTD 0302 13 150 16000~17000 700~1000 0.09~0.11  0.18~0.22  3D# (3D MILLING)
0302 13 150 16000~17000 1000~1300 0.04~0.06  0.08~0.12  3D#t (3D MILLING)
BTA BTD 0402 15 175 14000~15000 700~1000 0.11~0.13  0.22~0.26  3D##t (3D MILLING)
0402 15 175 14000~15000 1100~1400 0.05~0.08 0.14~0.22 3D (3D MILLING)
BTA BTD 0502 18 205 13000~14000 600~900 0.11~0.13  0.22~0.26  3D# (3D MILLING)
0502 18 205 13000~14000 1200~1500 0.05~0.08 0.14~0.22  3D#t (3D MILLING)
BTA BTD 0602 20 230 12000~13000 700~1000 0.13~0.16  0.26~0.32 3D (3D MILLING)
0602 20 230 12000~13000 1300~1700 0.05~0.11  0.14~0.22  3D## (3D MILLING)
BTA BTD 0802 30 255 10000~11000 1200~1600 0.15~0.2 0.3~0.4 3D (3D MILLING)
0802 30 255 10000~11000 1300~1600 0.05~0.12 0.16~0.24  3D#t (3D MILLING)
BTA BTD 1002 35 285 8700~9200 1200~1600 0.2~0.25 0.4~0.5  3D#t (3D MILLING)
1002 35 285 8700~9200 1600~2000 0.05~0.15 0.2~0.3 3D# (3D MILLING)
BTA BTD 1202 40 260 6500~7500 1000~1300 0.23~0.28 0.46~0.56  3D# (3D MILLING)
1202 40 260 6500~7500 1200~1600 0.1~0.15 0.2~0.3 3D#t (3D MILLING)
BTA BTD 1602 50 275 5000~6000 800~1100 0.27~0.32  0.54~0.64 3D (3D MILLING)
1602 50 275 5000~6000 1200~1500 0.1~0.2 0.3~0.4 3D# (3D MILLING)
BTA BTD 2002 60 280 4000~5000 800~1100 0.3~0.35 0.6~0.7 3D#% (3D MILLING)
2002 60 280 4000~5000 1200~1500 0.1~0.23  0.36~0.46 3Dt (3D MILLING)



ovF WA
BTA2"/ BTD?"

" . SRE5H | TERESH : Prehardened Steels
54 Work Material
ST NAK8O : 1.2083 : AISI420 : M310 (HRc36~45)

BTA”" ;241753 Coolant Type IE7Zwsi[=[MnlaYASI T &I EEI Wet coolant

EEERE R MIRE MIKE
Extension Speed eed (Aa) (Ap
Length(mm) Cutting Speed- (min") ~(mm/min)  Depth of Cut Width of Cut-

BTA BTD 0102 10 60 18000~20000 700~900 0.06~0.08 0.12~0.16  3D$t (3D MILLING)
0102 10 60 18000~20000 1000~1200 0.02~0.04  0.04~0.08  3D# (3D MILLING)

BTA BTD 0152 10 90 18000~20000 700~900 0.07~0.09 0.14~0.18  3D# (3D MILLING)
0152 10 90 18000~20000 1000~1200 0.03~0.05 0.06~0.1 3D#t (3D MILLING)

BTA BTD 0202 12 120 18000~20000 700~900 0.07~0.09 0.14~0.18  3D## (3D MILLING)
0202 12 120 18000~20000 1000~1200 0.03~0.05  0.06~0.1 3D #t (3D MILLING)

BTA BTD 0252 12 135 17000~18000 700~900 0.07~0.09 0.14~0.18  3D#t (3D MILLING)
0252 12 135 17000~18000 1000~1200 0.03~0.05 0.06~0.1 3Dt (3D MILLING)

BTA BTD 0302 13 150 16000~17000 700~900 0.09~0.11  0.18~0.22 3D (3D MILLING)
0302 13 150 16000~17000 1000~1200 0.04~0.06 0.08~0.12  3D#t (3D MILLING)

BTA BTD 0402 15 175 14000~15000 700~900 0.11~0.13  0.22~0.26  3D# (3D MILLING)
0402 15 175 14000~15000 1000~1300 0.05~0.08 0.14~0.22  3D# (3D MILLING)

BTA BTD 0502 18 205 13000~14000 600~800 0.11~0.13  0.22~0.26 3D (3D MILLING)
0502 18 205 13000~14000 1100~1300 0.05~0.08 0.14~0.22  3D#t (3D MILLING)

BTA BTD 0602 20 230 12000~13000 700~900 0.13~0.16  0.26~0.32 3D (3D MILLING)
0602 20 230 12000~13000 1200~1600  0.05~0.11  0.14~0.22 3D (3D MILLING)

BTA BTD 0802 30 255 10000~11000 1100~1500 0.15~0.2 0.3~0.4  3D#t (3D MILLING)
0802 30 255 10000~11000 1200~1500 0.05~0.12  0.16~0.24  3D#t (3D MILLING)

BTA BTD 1002 85 285 8700~9200 1100~1500 0.2~0.25 0.4~0.5 3D#t (3D MILLING)
1002 85 285 8700~9200 1400~1800 0.05~0.15 0.2~0.3 3D#t (3D MILLING)

BTA BTD 1202 40 260 6500~7500 1000~1200  0.23~0.28 0.46~0.56 3D (3D MILLING)
1202 40 260 6500~7500 1200~1600 0.1~0.15 0.2~0.3 3D #t (3D MILLING)

BTA BTD 1602 50 275 5000~6000 800~1000 0.27~0.32 0.54~0.64  3D## (3D MILLING)
1602 50 275 5000~6000 1200~1400 0.1~0.2 0.3~0.4 3D#t (3D MILLING)

BTA BTD 2002 60 280 4000~5000 800~1000 0.3~0.35 0.6~0.7  3D#k (3D MILLING)
)

2002 60 280 4000~5000 1200~1400 0.1~0.23  0.36~0.46 3Dt (3D MILLING




T A=Y/ ovir
BTA*"/ BTD*"

- . hx%$h | 55 : Carbon Seels / Cast Iron
it
LSRN 550c | Fo250 / $5400 : 1.1210 /0.6025 / 1.0036 : 1050 / NO.35 / AST0 Gr.45 (~HRc22)

BTAYT 2414z Coolant Type =AW 7)[=1NnlaYAIoIFTalE J&IVEE] Wet coolant

5 tHEIEE EERE i MIRE MIRE mIAs
Extension (m/min) Sp??fi (Aa) (Ap) Milling Type
Length(mm) | Cutting Speed (min!) [~ (mm/min)  Depth of Cut 1 Width of Cut
BTA BTD 0104 10 60 18000~20000 1000~1400 0.06~0.08 0.12~0.16 3D (3D MILLING)
0104 10 60 18000~20000 1400~1800 0.02~0.04  0.04~0.08 3D (3D MILLING)
BTA BTD 0154 10 90 18000~20000 1000~1400 0.07~0.09 0.14~0.18 3Dt (3D MILLING)
0154 10 90 18000~20000 1400~1800 0.03~0.05 0.06~0.1 3Dt (3D MILLING)
BTA BTD 0204 12 120 18000~20000 1000~1400 0.07~0.09 0.14~0.18  3D# (3D MILLING)
0204 12 120 18000~20000 1400~1800 0.03~0.05  0.06~0.1 3Dt (3D MILLING)
BTA BTD 0304 13 150 16000~17000 800~1200 0.1~0.12 0.2~0.24  3D#t (3D MILLING)
0304 13 150 16000~17000 1400~1800 0.05~0.07  0.1~0.14 3Dt (3D MILLING)
BTA BTD 0404 15 190 15000~16000 1000~1400 0.11~0.13  0.22~0.26  3D#t (3D MILLING)
0404 15 190 15000~16000 1600~2000 0.05~0.08 0.14~0.22  3D# (3D MILLING)
BTA BTD 0504 18 220 14000~15000 1000~1400 0.13~0.16  0.26~0.32 3Dt (3D MILLING)
0504 18 220 14000~15000 2000~2400 0.05~0.09 0.14~0.18 3Dt (3D MILLING)
BTA BTD 0604 20 245 13000~14000 1200~1600 0.15~0.2 0.3~0.4 3D#% (3D MILLING)
0604 20 245 13000~14000 2000~2400 0.05~0.11  0.14~0.22 3Dt (3D MILLING)
BTA BTD 0804 25 305 12000~13000 1800~2200 0.18~0.23 0.36~0.46 3Dt (3D MILLING)
0804 25 305 12000~13000 2700~3100 0.05~0.13  0.16~0.26 3Dt (3D MILLING)
BTA BTD 1004 35 285 8700~9200 2000~2400 0.23~0.28 0.46~0.56 3D (3D MILLING)
1004 35 285 8700~9200 2800~3200 0.05~0.15 0.2~0.3 3D (3D MILLING)
BTA BTD 1204 40 265 7000~8000 1600~2000 0.27~0.32  0.54~0.64 3Dt (3D MILLING)
1204 40 265 7000~8000 2200~2600 0.1~0.2 0.3~0.4 3D# (3D MILLING)
BTA BTD 1604 50 255 5000~6000 1000~1400 0.35~0.4 0.7~0.8 3D#% (3D MILLING)
1604 50 255 5000~6000 1800~2200 0.1~0.23  0.36~0.46  3D# (3D MILLING)

" ' A4 T EE/ ixITE$H: Alloy Tool Steels / Carbon Tool Steels
t (=]
Ll IS P20 / P5 / SK3/ SKD61 / SKD11 : 1.2311 /1.1545/ 1.2379 1 1.2344 : H13 ] D2 (HRc23~32)

BTA*T 2412 Coolant Type IE7Aaw)[=1NnIaYAeIo]ETale #&ICHDE] Wet coolant

TNEMRE  HIHIEE EEERE ERRRE MIRE MIEE mIA
Extension (m/min) Splecf,-;:l Feed (Aa) : (Ap) Milling Type
Length(mm) +Cutting Speed" (min") “(mm/min) - Depth of Cut -Width of Cut"
BTA BTD 0104 10 60 18000~20000 700~1100 0.06~0.08 0.12~0.16  3D# (3D MILLING)
0104 10 60 18000~20000 1000~1400 0.02~0.04  0.04~0.08 3D (3D MILLING)
BTA BTD 0154 10 90 18000~20000 700~1100 0.07~0.09 0.14~0.18 3D (3D MILLING)
0154 10 90 18000~20000 1000~1400 0.03~0.05 0.06~0.1  3D#t (3D MILLING)
BTA BTD 0204 12 110 16000~18000 700~1100 0.07~0.09 0.14~0.18 3D (3D MILLING)
0204 12 110 16000~18000 1000~1400 0.03~0.05 0.06~0.1 3Dt (3D MILLING)
BTA BTD 0304 13 145 15000~16000 700~1100 0.1~0.12  0.18~0.22  3D# (3D MILLING)
0304 13 145 15000~16000 1000~1400 0.05~0.07 0.08~0.12 3D (3D MILLING)
BTA BTD 0404 15 175 14000~15000 900~1300 0.11~0.13  0.22~0.26  3D##t (3D MILLING)
0404 15 175 14000~15000 1400~1800 0.05~0.08 0.14~0.22  3D# (3D MILLING)
BTA BTD 0504 18 205 13000~14000 900~1300 0.13~0.16  0.22~0.26 3D (3D MILLING)



opiF \WE=2ANTTTH
BTA*T/ BTD*"

. . A& T E /BRI E#: Alloy Tool Steels / Carbon Tool Steels
ki t) k Mati | =
RN ESEN 1)) | b5/ sk3/ SKD61/ SKD11 : 1.2311 ] 1.1545 /1.2379 / 1.2344 : H13 / D2 (HRc23~32)

BTA*T 4417z Coolant Type =R 0)[=RnIaYAIoIETolE #&ICHIEI Wet coolant

: YIHIERE R EERE ITRE MIEE mIAS
Extension (m/mln) Spfe?fi Feed (Aa) . (Ap) Millindyse
Length(mm) +Cutting Speed (min") “(mm/min) Depth of Cut *Width of Cut
BTA BTD 0504 18 205 13000~14000 1700~2100 0.05~0.09 0.14~0.22  3D# (3D MILLING)
BTA BTD 0604 20 230 12000~13000 1000~1400 0.15~0.2 0.3~0.36 3D (3D MILLING)
0604 20 230 12000~13000 1800~2200 0.05~0.11  0.14~0.22 3D (3D MILLING)
BTA BTD 0804 25 255 10000~11000 1600~2000 0.18~0.23 0.3~0.4 3D## (3D MILLING)
0804 25) 255 10000~11000 2400~2800 0.05~0.13  0.16~0.24 3D (3D MILLING)
BTA BTD 1004 35 285 8700~9200 1600~2000 0.23~0.28 0.4~0.5 3D (3D MILLING)
1004 35 285 8700~9200 2500~2900 0.05~0.15 0.2~0.3 3D# (3D MILLING)
BTA BTD 1204 40 190 5000~6000 1200~1600 0.27~0.32  0.54~0.64 3D (3D MILLING)
1204 40 190 5000~6000 1800~2200 0.1~0.2 0.3~0.4 3D#% (3D MILLING)
BTA BTD 1604 50 255 4500~5500 800~1200 0.35~0.4 0.6~0.7 3D (3D MILLING)
1604 50 255 4500~5500 1500~1900 0.1~0.23  0.36~0.46  3D#t (3D MILLING)

" : SRE58H / FERESH : Prehardened Steels
ki 1)
oAl ] NAKSO : 1.2083 : AISI420 : M310 (HRc36~45)

BTA*T 4413 Coolant Type [:Awr)[=lHnIaYAIoIFTolE BTD*T 44153 Coolant Type IRZEawsll=l AU Moo EIal

TNEMRE  HIHIEE EEEERE ELEE IIRE MIEE mIAs
L) OpSt e Desin s ot AtnEout M1l 13pe
gth(mm) +Cutting Speed- (min1) ~ (mm/min)  Dep ~ Width of Cut
BTA BTD 0104 10 60 18000~20000 600~900 0.06~0.08 0.12~0.16  3D# (3D MILLING)
0104 10 60 18000~20000 900~1200 0.02~0.04 0.04~0.08  3D# (3D MILLING)
BTA BTD 0154 10 90 18000~20000 600~900 0.07~0.09 0.14~0.18  3D#t (3D MILLING)
0154 10 90 18000~20000 900~1200 0.03~0.05 0.06~0.1 3D#t (3D MILLING)
BTA BTD 0204 12 110 16000~18000 600~900 0.07~0.09 0.14~0.18  3D# (3D MILLING)
0204 12 110 16000~18000 900~1200 0.03~0.05  0.06~0.1 3D #t (3D MILLING)
BTA BTD 0304 13 145 15000~16000 600~900 0.1~0.12  0.18~0.22  3D# (3D MILLING)
0304 13 145 15000~16000 900~1200 0.05~0.07 0.08~0.12  3D#t (3D MILLING)
BTA BTD 0404 15 175 14000~15000 800~1200 0.11~0.13  0.22~0.26  3D## (3D MILLING)
0404 15 175 14000~15000 1300~1700 0.05~0.08 0.14~0.22  3D#t (3D MILLING)
BTA BTD 0504 18 205 13000~14000 800~1200 0.13~0.16  0.22~0.26  3D#t (3D MILLING)
0504 18 205 13000~14000 1500~1900  0.05~0.09 0.14~0.22 3D (3D MILLING)
BTA BTD 0604 20 230 12000~13000 800~1200 0.15~0.2  0.3~0.36  3D#t (3D MILLING)
0604 20 230 12000~13000 1600~2000 0.05~0.11  0.14~0.22 3D (3D MILLING)
BTA BTD 0804 25 255 10000~11000 1400~1800 0.18~0.23 0.3~0.4 3D (3D MILLING)
0804 25 255 10000~11000 2200~2600  0.05~0.13 0.16~0.24  3D# (3D MILLING)
BTA BTD 1004 35 285 8700~9200 1400~1800  0.23~0.28  0.4~0.5 3Dt (3D MILLING)
1004 35 285 8700~9200 2000~2400 0.05~0.15 0.2~0.3 3D #t (3D MILLING)
BTA BTD 1204 40 190 5000~6000 1100~1400 0.27~0.32  0.54~0.64  3D#t (3D MILLING)
1204 40 190 5000~6000 1600~2000 0.1~0.2 0.3~0.4  3D# (3D MILLING)
BTA BTD 1604 50 255 4500~5500 800~1000 0.35~0.4 0.6~0.7 3D#t (3D MILLING)
1604 50 255 4500~5500 1300~1600 0.1~0.23 0.36~0.46 3Dt (3D MILLING)




ECTWA="Y/// QD
BTB?"/ BTH?"

” ; k=4l | $£8 : Carbon Steels / Cast Iron
i tlEI44 Work Material
AN S50C | Fe250 / SS400 : 11210 /0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr45 (~HRc22)

BTB? 24153 Coolant Type [EZ=W7I[=IMB]sYA LT J&IUEE] Wet coolant

2 . HHIERE EEEERE HEIGEE ITRE ITEE mIAs
xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) | Cutting Speed (min") ~(mm/min)  Depth of Cut  Width of Cut 9 lype
BTB BTH 0102 10 60 18000~20000 800~1000 0.08~0.1 0.16~0.2  3D#t (3D MILLING)
0102 10 60 18000~20000 1000~1400 0.06~0.08 0.12~0.16  3D#t (3D MILLING)
0102 10 60 18000~20000 1400~1800 0.02~0.04  0.04~0.08 3D (3D MILLING)
BTB BTH 0152 12 90 18000~20000 800~1000 0.1~0.12 0.2~0.24  3D#t (3D MILLING)
0152 12 90 18000~20000 1000~1400 0.07~0.09 0.14~0.18  3D# (3D MILLING)
0152 12 90 18000~20000 1600~2000 0.03~0.05  0.06~0.1 3D# (3D MILLING)
BTB BTH 0202 14 120 18000~20000 800~1000 0.1~0.12 0.2~0.24  3D#t (3D MILLING)
0202 14 120 18000~20000 1000~1400 0.07~0.09 0.14~0.18  3D## (3D MILLING)
0202 14 120 18000~20000 1600~2000 0.03~0.05 0.06~0.1  3D#t (3D MILLING)
BTB BTH 0252 16 135 17000~18000 800~1000 0.12~0.14  0.24~0.28  3D#t (3D MILLING)
0252 16 {i85] 17000~18000 1000~1400 0.08~0.1 0.16~0.2  3D#t (3D MILLING)
0252 16 135 17000~18000 1600~2000 0.04~0.06  0.08~0.12  3D#t (3D MILLING)
BTB BTH 0302 18 150 16000~17000 800~1000 0.15~0.18  0.3~0.36  3D# (3D MILLING)
0302 18 150 16000~17000 1000~1400 0.1~0.12 0.2~0.24  3D#t (3D MILLING)
0302 18 150 16000~17000 1600~2000 0.05~0.07 0.1~0.14  3D#t (3D MILLING)
BTB BTH 0402 20 190 15000~16000 800~1000 0.18~0.22  0.36~0.44  3D#t (3D MILLING)
0402 20 190 15000~16000 1100~1500 0.11~0.13  0.22~0.26  3D# (3D MILLING)
0402 20 190 15000~16000 1600~2000 0.05~0.08 0.14~0.22  3D#t (3D MILLING)
BTB BTH 0502 20 220 14000~15000 800~1200 0.2~0.25 0.4~0.5 3D #t (3D MILLING)
0502 20 220 14000~15000 1100~1500 0.13~0.16  0.26~0.32  3D## (3D MILLING)
0502 20 220 14000~15000 1600~2000 0.05~0.09 0.14~0.18  3D# (3D MILLING)
BTB BTH 0602 20 230 12000~13000 800~1200 0.28~0.33 0.56~0.66  3D#t (3D MILLING)
0602 20 245 13000~14000 1300~1700 0.15~0.2 0.3~04 3D #t (3D MILLING)
0602 20 245 13000~14000 1800~2200 0.05~0.11  0.14~0.22 3D (3D MILLING)
BTB BTH 0802 30 255 10000~11000 800~1200 0.3~0.35 0.6~0.7 3D #t (3D MILLING)
0802 30 305 12000~13000 1900~2300 0.2~0.25 0.4~0.5 3D# (3D MILLING)
0802 30 305 12000~13000 1800~2200 0.05~0.13  0.2~0.26  3D#t (3D MILLING)
BTB BTH 1002 85 285 8700~9200 1200~1600 0.35~0.45 0.7~0.9 3D #t (3D MILLING)
1002 35 285 8700~9200 2100~2500 0.23~0.28 0.46~0.56  3D#t (3D MILLING)
1002 85) 285 8700~9200 2000~2400 0.05~0.15 0.2~0.3 3D# (3D MILLING)
BTB BTH 1202 40 265 7000~8000 1000~1400 0.4~0.5 0.8~1 3D #t (3D MILLING)
1202 40 265 7000~8000 1700~2100 0.27~0.32 0.54~0.64 3D## (3D MILLING)
1202 40 265 7000~8000 2000~2400 0.1~0.2 0.3~0.4 3D #t (3D MILLING)
BTB BTH 1602 50 275 5000~6000 800~1000 0.6~0.65 1.2~1.3 3D# (3D MILLING)
1602 50 275 5000~6000 1200~1600 0.35~0.4 0.7~0.8 3D #t (3D MILLING)
1602 50 275 5000~6000 2000~2400 0.1~0.23  0.36~0.46  3D#t (3D MILLING)
BTB BTH 2002 60 280 4000~5000 800~1200 0.7~0.8 1.4~1.6 3D #t (3D MILLING)
2002 60 280 4000~5000 1400~1800 0.4~0.45 0.8~0.9 3D# (3D MILLING)
2002 60 280 4000~5000 1400~1800 0.1~0.25 0.4~0.5 3D #t (3D MILLING)



opr WEE==A
BTB2"/ BTH™
| ) | Y T ——

. . A& T B/ BT A : Alloy Tool Steels / Carbon Tool Steels
&4 Work Material =
2ULMEESEIN 1)) | ps [ SK3 / SKDG1 / SKD11 : 1.231 /11545 /1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

BTB?" %4153t Coolant Type EZA=wrll=WBIAveoIE: J=IUEEI Wet coolant

EEEERRE EE IIRE MIKE
Extension (m/min) Speed eed (Aa) (Ap)
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut Width of Cut-

BTB BTH 0102 10 60 18000~20000 900~1300 0.06~0.08 0.12~0.16  3D# (3D MILLING)
0102 10 60 18000~20000 1200~1600 0.02~0.04 0.04~0.08  3D#t (3D MILLING)

BTB BTH 0152 12 90 18000~20000 900~1300 0.07~0.09 0.14~0.18  3D# (3D MILLING)
0152 12 90 18000~20000 1200~1600 0.03~0.05 0.06~0.1 3D#t (3D MILLING)

BTB BTH 0202 14 110 16000~18000 800~1200 0.07~0.09 0.14~0.18  3D# (3D MILLING)
0202 14 110 16000~18000 1200~1600 0.03~0.05  0.06~0.1 3D #t (3D MILLING)

BTB BTH 0252 16 120 15000~16000 800~1200 0.07~0.09 0.14~0.18  3D#k (3D MILLING)
0252 16 120 15000~16000 1200~1600 0.03~0.05  0.06~0.1 3D#t (3D MILLING)

BTB BTH 0302 18 145 15000~16000 800~1200 0.09~0.11  0.18~0.22 3D (3D MILLING)
0302 18 145 15000~16000 1200~1600 0.04~0.06  0.08~0.12  3D#t (3D MILLING)

BTB BTH 0402 20 175 14000~15000 900~1300 0.11~0.13  0.22~0.26  3D#t (3D MILLING)
0402 20 175 14000~15000 1400~1800 0.05~0.08 0.14~0.22  3D# (3D MILLING)

BTB BTH 0502 20 205 13000~14000 900~1300 0.13~0.16  0.26~0.32  3D## (3D MILLING)
0502 20 205 13000~14000 1400~1800 0.05~0.09 0.14~0.18  3D#t (3D MILLING)

BTB BTH 0602 20 230 12000~13000 900~1300 0.15~0.2 0.3~0.4 3Dt (3D MILLING)
0602 20 230 12000~13000 1600~2000 0.05~0.11  0.14~0.22  3D## (3D MILLING)

BTB BTH 0802 30 255 10000~11000 600~1000 0.25~0.3 0.5~0.6 3D # (3D MILLING)
0802 30 255 10000~11000 1700~2100 0.18~0.23  0.36~0.46  3D#t (3D MILLING)

0802 30 305 12000~13000 1600~2000 0.05~0.13  0.16~0.26  3D#t (3D MILLING)

BTB BTH 1002 85 285 8700~9200 800~1200 0.3~0.35 0.6~0.7 3D#t (3D MILLING)
1002 35 285 8700~9200 1800~2200 0.23~0.28 0.46~0.56  3D## (3D MILLING)

1002 35 285 8700~9200 1600~2000 0.05~0.15 0.2~0.3 3D #t (3D MILLING)

BTB BTH 1202 40 260 6500~7500 800~1100 0.35~0.4 0.7~0.8 3Dt (3D MILLING)
1202 40 260 6500~7500 1500~1900 0.23~0.28 0.46~0.56  3D#t (3D MILLING)

1202 40 260 6500~7500 1600~2000  0.05~0.15  0.2~0.3  3D#t (3D MILLING)

BTB BTH 1602 50 275 5000~6000 700~900 0.5~0.55 =11 3D #t (3D MILLING)
1602 50 275 5000~6000 1000~1400 0.27~0.32  0.54~0.64  3D#t (3D MILLING)

1602 50 275 5000~6000 1600~2000 0.1~0.2 0.3~0.4 3D#t (3D MILLING)

BTB BTH 2002 60 280 4000~5000 600~1000 0.6~0.65 1.2~1.3 3D # (3D MILLING)
2002 60 280 4000~5000 1000~1400 0.3~0.35 0.6~0.7 3D #t (3D MILLING)

)

2002 60 280 4000~5000 1300~1700 0.1~0.23  0.36~0.46 3D (3D MILLING




TEWA==Y/// oviF
' 4 4 N
BT BZT I BT H2T tI41& 4% | Milling Conditions
e ] SAEEER / TaRELR : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

BTB? 24153 Coolant Type [EZ=W7I[=IMB]sYAIET i J&IUEE] Wet coolant

Eﬁﬁ . HHIERE EEEERE HEIGEE PNIRE ITEE mIA
xtension | (m/min) Speed eed (Aa) _(Ap) Milling T
Length(mm) |CuttingSpeed  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
BTB BTH 0102 10 60 18000~20000 900~1300 0.06~0.08 0.12~0.16  3D# (3D MILLING)
0102 10 60 18000~20000 1100~1400 0.02~0.04 0.04~0.08  3D#t (3D MILLING)
BTB BTH 0152 12 90 18000~20000 900~1300 0.07~0.09 0.14~0.18  3D#t (3D MILLING)
0152 12 90 18000~20000 1100~1400 0.03~0.05  0.06~0.1 3D #t (3D MILLING)
BTB BTH 0202 14 110 16000~18000 800~1200 0.07~0.09 0.14~0.18  3D# (3D MILLING)
0202 14 110 16000~18000 1100~1400 0.03~0.05  0.06~0.1 3D# (3D MILLING)
BTB BTH 0252 16 120 15000~16000 800~1200 0.07~0.09 0.14~0.18 3Dt (3D MILLING)
0252 16 120 15000~16000 1100~1400 0.03~0.05  0.06~0.1 3D #t (3D MILLING)
BTB BTH 0302 18 145 15000~16000 800~1200 0.09~0.11  0.18~0.22  3D# (3D MILLING)
0302 18 145 15000~16000 1100~1400 0.04~0.06  0.08~0.12  3D#t (3D MILLING)
BTB BTH 0402 20 175 14000~15000 900~1300 0.11~0.13  0.22~0.26  3D# (3D MILLING)
0402 20 175 14000~15000 1200~1600 0.05~0.08 0.14~0.22 3D (3D MILLING)
BTB BTH 0502 20 205 13000~14000 900~1300 0.13~0.16  0.26~0.32  3D# (3D MILLING)
0502 20 205 13000~14000 1200~1600 0.05~0.09 0.14~0.18  3D#t (3D MILLING)
BTB BTH 0602 20 230 12000~13000 900~1300 0.15~0.2 0.3~0.4 3D #t (3D MILLING)
0602 20 230 12000~13000 1400~1800 0.05~0.11  0.14~0.22  3D# (3D MILLING)
BTB BTH 0802 30 255 10000~11000 600~1000 0.25~0.3 0.5~0.6 3D (3D MILLING)
0802 30 255 10000~11000 1700~2100 0.18~0.23 0.36~0.46  3D#t (3D MILLING)
0802 30 305 12000~13000 1400~1800 0.05~0.13  0.16~0.26  3D#t (3D MILLING)
BTB BTH 1002 85 285 8700~9200 800~1200 0.3~0.35 0.6~0.7 3D #t (3D MILLING)
1002 35 285 8700~9200 1800~2200 0.23~0.28 0.46~0.56 3D#t (3D MILLING)
1002 85) 285 8700~9200 1400~1800 0.05~0.15 0.2~0.3 3D#% (3D MILLING)
BTB BTH 1202 40 260 6500~7500 800~1100 0.35~0.4 0.7~0.8 3D #t (3D MILLING)
1202 40 260 6500~7500 1500~1900 0.23~0.28 0.46~0.56  3D#t (3D MILLING)
1202 40 260 6500~7500 1400~1800 0.05~0.15  0.2~0.3  3D#t (3D MILLING)
BTB BTH 1602 50 275 5000~6000 700~900 0.5~0.55 1~1.1 3D# (3D MILLING)
1602 50 275 5000~6000 1000~1400 0.27~0.32 0.54~0.64  3D#t (3D MILLING)
1602 50 275 5000~6000 1400~1800 0.1~0.2 0.3~0.4  3D# (3D MILLING)
BTB BTH 2002 60 280 4000~5000 600~1000 0.6~0.65 1.2~1.3 3D (3D MILLING)
2002 60 280 4000~5000 1000~1400 0.3~0.35 0.6~0.7 3D# (3D MILLING)
2002 60 280 4000~5000 1200~1600 0.1~0.23  0.36~0.46  3D#t (3D MILLING)



ovir WE=DAEE
BT ZT [ BT HZT K& § Milling Conditions
kT ' SKEREE R A5 : Stainless Steels
SUS304 : 1.4301 : AISI 304 (HRc28~32)

BTB?" %4153t Coolant Type IEEA=wAIl=IRBIVAvoIE: J=IUEEI] Wet coolant

EEEERRE EE INIRE MIKE
Extension Speed eed (Aa) (Ap)
Length(mm) —Guﬁmg—Speed— (min") ~(mm/min)  Depth of Cut Width of Cut-

BTB BTH 0102 10 60 18000~20000 900~1300 0.06~0.08 0.12~0.16  3D## (3D MILLING)
0102 10 60 18000~20000 1100~1400 0.02~0.04 0.04~0.08 3Dt (3D MILLING)

BTB BTH 0152 12 90 18000~20000 900~1300 0.07~0.09 0.14~0.18  3D# (3D MILLING)
0152 12 90 18000~20000 1100~1400 0.03~0.05 0.06~0.1 3D#t (3D MILLING)

BTB BTH 0202 14 110 16000~18000 800~1200 0.07~0.09 0.14~0.18  3D## (3D MILLING)
0202 14 110 16000~18000 1100~1400 0.03~0.05  0.06~0.1 3D #t (3D MILLING)

BTB BTH 0252 16 120 15000~16000 800~1200 0.07~0.09 0.14~0.18  3D#k (3D MILLING)
0252 16 120 15000~16000 1100~1400 0.03~0.05  0.06~0.1 3D#t (3D MILLING)

BTB BTH 0302 18 145 15000~16000 800~1200 0.09~0.11  0.18~0.22 3D (3D MILLING)
0302 18 145 15000~16000 1100~1400 0.04~0.06  0.08~0.12  3D#t (3D MILLING)

BTB BTH 0402 20 175 14000~15000 900~1300 0.11~0.13  0.22~0.26  3D#t (3D MILLING)
0402 20 175 14000~15000 1200~1600 0.05~0.08 0.14~0.22  3D# (3D MILLING)

BTB BTH 0502 20 205 13000~14000 900~1300 0.13~0.16  0.26~0.32  3D## (3D MILLING)
0502 20 205 13000~14000 1200~1600 0.05~0.09 0.14~0.18  3D#t (3D MILLING)

BTB BTH 0602 20 230 12000~13000 900~1300 0.15~0.2 0.3~0.4 3Dt (3D MILLING)
0602 20 230 12000~13000 1400~1800 0.05~0.11  0.14~0.22  3D## (3D MILLING)

BTB BTH 0802 30 255 10000~11000 600~1000 0.25~0.3 0.5~0.6 3D # (3D MILLING)
0802 30 255 10000~11000 1700~2100 0.18~0.23  0.36~0.46  3D#t (3D MILLING)

0802 30 305 12000~13000 1400~1800 0.05~0.13  0.16~0.26  3D#t (3D MILLING)

BTB BTH 1002 85 285 8700~9200 800~1200 0.3~0.35 0.6~0.7 3D#t (3D MILLING)
1002 35 285 8700~9200 1800~2200 0.23~0.28 0.46~0.56  3D## (3D MILLING)

1002 35 285 8700~9200 1400~1800 0.05~0.15 0.2~0.3 3D #t (3D MILLING)

BTB BTH 1202 40 260 6500~7500 800~1100 0.35~0.4 0.7~0.8 3D#t (3D MILLING)
1202 40 260 6500~7500 1500~1900 0.23~0.28 0.46~0.56  3D#t (3D MILLING)

1202 40 260 6500~7500 1400~1800  0.05~0.15  0.2~0.3  3D#t (3D MILLING)

BTB BTH 1602 50 275 5000~6000 700~900 0.5~0.55 =11 3D #t (3D MILLING)
1602 50 275 5000~6000 1000~1400 0.27~0.32  0.54~0.64  3D#t (3D MILLING)

1602 50 275 5000~6000 1400~1800 0.1~0.2 0.3~0.4 3D#t (3D MILLING)

BTB BTH 2002 60 280 4000~5000 600~1000 0.6~0.65 1.2~1.3 3D# (3D MILLING)
2002 60 280 4000~5000 1000~1400 0.3~0.35 0.6~0.7 3D #t (3D MILLING)

)

2002 60 280 4000~5000 1200~1600 0.1~0.23  0.36~0.46 3D (3D MILLING




BT W)/ o
BTB*T/ BTH*T

” ; k=4l | $£8 : Carbon Steels / Cast Iron
ki Work Material
AN S50C | F250 / SS400 : 11210 /0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr45 (~HRc22)

BTB*T 24153 Coolant Type EZ=N7I[=IMB]sYA LN J&IUEE] Wet coolant

TIE{HE EHERE EEEE i MIEE | NIXE MIA
Lgﬁtiﬂ(srlﬁgw) o Sn?i?fj D (tr'?‘ af) t Wi b Milligglyes
g /Cutting Speed ( ) ~(mm/min)  Depth of Cut Width of Cut
BTB BTH 0204 14 120 18000~20000 1200~1600 0.08~0.1 0.16~0.2  3D#t (3D MILLING)
0204 14 120 18000~20000 1800~2200 0.04~0.06  0.08~0.12  3D#t (3D MILLING)
BTB BTH 0304 14 150 16000~17000 1200~1600 0.1~0.12 0.2~0.24  3D#t (3D MILLING)
0304 14 150 16000~17000 1800~2200 0.05~0.07 0.1~0.14  3D#t (3D MILLING)
BTB BTH 0404 20 190 15000~16000 1400~1800 0.11~0.13  0.22~0.26  3D# (3D MILLING)
0404 20 190 15000~16000 2200~2600 0.05~0.08 0.14~0.22  3D#t (3D MILLING)
BTB BTH 0504 20 220 14000~15000 1400~1800 0.13~0.16  0.26~0.32  3D#t (3D MILLING)
0504 20 220 14000~15000 2400~2800 0.05~0.09 0.14~0.18  3D#t (3D MILLING)
BTB BTH 0604 20 245 13000~14000 1600~2000 0.15~0.2 0.3~0.4 3D #t (3D MILLING)
0604 20 245 13000~14000 2600~3000 0.05~0.11  0.14~0.22 3D (3D MILLING)
BTB BTH 0804 30 305 12000~13000 2200~2600 0.2~0.25 0.4~0.5 3D #t (3D MILLING)
0804 30 305 12000~13000 3000~3400 0.05~0.13  0.2~0.26  3D## (3D MILLING)
BTB BTH 1004 85 285 8700~9200 2400~2800 0.23~0.28 0.46~0.56  3D# (3D MILLING)
1004 35 285 8700~9200 3000~3400 0.05~0.15 0.2~0.3 3D# (3D MILLING)
BTB BTH 1204 40 265 7000~8000 2000~2400 0.27~0.32  0.54~0.64  3D#t (3D MILLING)
1204 40 265 7000~8000 2800~3200 0.1~0.2 0.3~04 3D #t (3D MILLING)
BTB BTH 1604 50 255 5000~6000 1400~1800 0.35~0.4 0.7~0.8 3D (3D MILLING)
1604 50 255 5000~6000 2400~2800 0.1~0.23  0.36~0.46 3Dt (3D MILLING)

. ) S&TEH | kT A : Alloy Tool Steels / Carbon Tool Steels
I =
SISO 120/ P5 1 SK3 / SKD61/ SKD11 : 1.2311 / 1.1545/ 1.2379 / 1.2344 ; H13 ] D2 (HRc23~32)

BTAYT %4173 Coolant Type =81 INBlYAVeI Yl EIEIEI Wet coolant

TNEMRE  HIHIEE EEEERE ERRE MIRE MIKE mIA
Extension (m/min) Spleid Feed (Aa) . (Ap) Milling Type
Length(mm) -Cutting Speed (min") “(mm/min) - Depth of Cut -Width of Cut"
BTB BTH 0204 14 110 16000~18000 1000~1200 0.08~0.1 0.16~0.2  3D#t (3D MILLING)
0204 14 110 16000~18000 1600~2000 0.04~0.06  0.08~0.12 3D (3D MILLING)
BTB BTH 0304 14 145 15000~16000 1000~1400 0.1~0.12 0.2~0.24  3D#t (3D MILLING)
0304 14 145 15000~16000 1600~2000 0.05~0.07 0.1~0.14  3D# (3D MILLING)
BTB BTH 0404 20 175 14000~15000 1200~1600 0.11~0.13  0.22~0.26  3D#t (3D MILLING)
0404 20 175 14000~15000 2000~2400 0.05~0.08 0.14~0.22 3D (3D MILLING)
BTB BTH 0504 20 205 13000~14000 1200~1600 0.13~0.16  0.26~0.32  3D# (3D MILLING)
0504 20 205 13000~14000 2200~2600 0.05~0.09 0.14~0.18 3D (3D MILLING)
BTB BTH 0604 20 230 12000~13000 1200~1600 0.15~0.2 0.3~0.4 3D# (3D MILLING)
0604 20 230 12000~13000 2400~2800 0.05~0.11  0.14~0.22  3D##t (3D MILLING)
BTB BTH 0804 30 255 10000~11000 2000~2400 0.18~0.23 0.36~0.46 3Dt (3D MILLING)
0804 30 305 12000~13000 2800~3200 0.05~0.13 0.16~0.26  3D# (3D MILLING)
BTB BTH 1004 35 285 8700~9200 2200~2600 0.2~0.25 0.4~0.5  3D#t (3D MILLING)
1004 35 285 8700~9200 2800~3200 0.05~0.15 0.2~0.3 3D# (3D MILLING)



ovF W=
BTB4"/ BT|'|4T
| _ W B 5

. : A& T B/ BT A : Alloy Tool Steels / Carbon Tool Steels
&I Work Material =
2ULMEESEIN 1)) | ps [ SK3 / SKDG1 / SKD11 : 1.2311 /11545 /1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

BTB*T %4153 Coolant Type IEEA=wAIl=IRBIVAveoIE: &IV EEI Wet coolant

NAREE OMEE  EEEE EEEE  MIRE  MINE MIA
Extension (m/min) Speed Feed (Aa) (Ap) Mill TI
Length(mm) *Cutting Speed- ) (mm/min)~ Depth of Cut “Width-of Cut~ ting Type
BTB BTH 1204 40 225 5500~6500 1800~2200  0.23~0.28 0.46~0.56 3Dk (3D MILLING)
1204 40 225 5500~6500 2600~3000  0.1~0.15  0.2~0.3  3D# (3D MILLING)
BTB BTH 1604 50 200 4000~5000 1000~1400  0.27~0.32 0.54~0.64 3Dk (3D MILLING)
1604 50 200 4000~5000 2000~2400 0.1~0.2 0.3~04  3D# (3D MILLING)

" ; SEE%H / TERESH : Prehardened Steels
G4
I Work Materil NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

BTB*T 241752 Coolant Type IEARLEINBIVACIEN N BTH*T 44143 Coolant Type =AWl MU RIS ENS

RigE TNEMRE  UIHIEE EERE HEIRRE nIRE MIEE mIAs
Type NO. ‘ LEﬁtPiE(smn) (m/mln) Sp?(?fi Feed ‘ (Aa) ) (Ap) Milling Type
gth(mm) +Cutting Speed (min) (mm/min) Depth of Cut

BTB BTH 0204 14 110 16000~18000 900~1100 0.08~0.1 0.16~0.2  3D#t (3D MILLING)
0204 14 110 16000~18000 1400~1800 0.04~0.06 0.08~0.12  3D# (3D MILLING)

BTB BTH 0304 14 145 15000~16000 900~1200 0.1~0.12 0.2~0.24  3D## (3D MILLING)
0304 14 145 15000~16000 1400~1800 0.05~0.07  0.1~0.14  3D# (3D MILLING)

BTB BTH 0404 20 175 14000~15000 1200~1400 0.11~0.13  0.22~0.26  3D## (3D MILLING)
0404 20 175 14000~15000 1800~2200 0.05~0.08 0.14~0.22  3D# (3D MILLING)

BTB BTH 0504 20 205 13000~14000 1200~1400 0.13~0.16  0.26~0.32  3D## (3D MILLING)
0504 20 205 13000~14000 2000~2400 0.05~0.09 0.14~0.18  3D#t (3D MILLING)

BTB BTH 0604 20 230 12000~13000 1200~1400 0.15~0.2 0.3~0.4 3D#t (3D MILLING)
0604 20 230 12000~13000 2200~2600 0.05~0.11  0.14~0.22  3D## (3D MILLING)

BTB BTH 0804 30 255 10000~11000 1800~2200 0.18~0.23 0.36~0.46  3D#t (3D MILLING)
0804 30 305 12000~13000 2600~3000 0.05~0.13 0.16~0.26  3D# (3D MILLING)

BTB BTH 1004 35 285 8700~9200 2000~2400 0.2~0.25 0.4~0.5 3D#t (3D MILLING)
1004 35 285 8700~9200 2400~2800 0.05~0.15 0.2~0.3 3D#t (3D MILLING)

BTB BTH 1204 40 225 5500~6500 1600~2000 0.23~0.28 0.46~0.56  3D# (3D MILLING)
1204 40 225 5500~6500 2000~2400 0.1~0.15 0.2~0.3 3D (3D MILLING)

BTB BTH 1604 50 200 4000~5000 900~1200 0.27~0.32 0.54~0.64  3D## (3D MILLING)
)

1604 50 200 4000~5000 1600~2000 0.1~0.2 0.3~0.4 3D #t (3D MILLING




ODEF
BT B4T { BT H4T IMIE4% | Milling Conditions
e ] KETEAERAEEE : Stainless Steels
SUS304 : 1.4301 : AlSI 304 (HRc28~32)

BTB‘T 441753 Coolant Type [:Z=wdll= BRIl &ICHIEI Wet coolant

Eﬂtﬁi 5 t()]ﬁ']ﬁ% i@sﬁiﬁég EE@%E Dﬂ(lig)fg DD(];‘E)E mIAs
Type NO, Length(mm) +Gutting Speeds(min) (mimimin) Depth of Cut “Widthof Gut: - Miling Type
BTB BTH 0204 14 110 16000~18000  900~1100  0.08~0.1  0.16~0.2 3D (3D MILLING)
0204 14 110 16000~18000  1400~1800  0.04~0.06 0.08~0.12 3D$ (3D MILLING)
BTB BTH 0304 14 145 15000~16000  900~1200  0.1~0.12  0.2~0.24  3D$ (3D MILLING)
0304 14 145 15000~16000  1400~1800  0.05~0.07  0.1~0.14  3D% (3D MILLING)
BTB BTH 0404 20 175 14000~15000  1200~1400  0.11~0.13 0.22~0.26 3D% (3D MILLING)
0404 20 175 14000~15000  1800~2200  0.05~0.08 0.14~0.22 3D (3D MILLING)
BTB BTH 0504 20 205 13000~14000  1200~1400  0.13~0.16 0.26~0.32 3D (3D MILLING)
0504 20 205 13000~14000  2000~2400  0.05~0.09 0.14~0.18 3D# (3D MILLING)
BTB BTH 0604 20 230 12000~13000  1200~1400  0.15~0.2  0.3~0.4  3D% (3D MILLING)
0604 20 230 12000~13000  2200~2600  0.05~0.11 0.14~0.22 3D (3D MILLING)
BTB BTH 0804 30 255 10000~11000  1800~2200  0.18~0.23 0.36~0.46 3D (3D MILLING)
0804 30 305 12000~13000  2600~3000  0.05~0.13 0.16~0.26 3D$ (3D MILLING)
BTB BTH 1004 35 285 8700~9200  2000~2400  0.2~0.25  0.4~0.5 3D (3D MILLING)
1004 35 285 8700~9200  2400~2800  0.05-0.15  0.2~0.3 3D (3D MILLING)
BTB BTH 1204 40 225 5500~6500  1600~2000  0.23~0.28 0.46~0.56 3D (3D MILLING)
1204 40 225 5500~6500  2000~2400  0.1~0.15  0.2~0.3 3D (3D MILLING)
BTB BTH 1604 50 200 4000~5000 900~1200  0.27~0.32 0.54~0.64 3D$ (3D MILLING)
1604 50 200 4000~5000  1600~2000  0.1~0.2  0.3~0.4  3D%: (3D MILLING)



GpiF \\NEE=2ANTET
HBA IBAI HBH IBH tIEE#H3R | Milling Conditions

” . Wkz=8H / §584 : Carbon Steels / Cast Iron
ki 4
UM S50C / Fc250 / SS400 : 1.1210/0.6025 /1.0036 : 1050 / NO.35 / A70 Gr45 (~HRc22)

HBA IBA 441753t Coolant Type [EZ=wsIL=[HBIaYANIIENTS #ICHIHEI Wet coolant

TARRE  HEE g EERE NIRE MIEE mIA

Extension (m/mln) Sp'etid Feed (Aa) . (Ap) Millindyse

Length(mm) *Cutting Speed (min") “(mm/min) - Depth of Cut *Width of Cut
HBA HBH 0202 40 105 15500~16500 1600~2000 0.03~0.05 0.06~0.1 3D (3D MILLING)
HBA HBH 0252 40 115 15500~16500 1600~2000 0.03~0.05 0.06~0.1 3D (3D MILLING)
HBA HBH 0302 40 135 13000~14000 1800~2200 0.04~0.05 0.08~0.1  3D#t (3D MILLING)
HBA HBH 0402 40 160 11500~12500 1800~2200 0.06~0.08 0.12~0.16  3D# (3D MILLING)
HBA HBH 0502 40 175 10000~11000 1800~2200 0.06~0.08 0.12~0.16 3D (3D MILLING)
HBA HBH 0602 40 175 8800~9300 1600~2000 0.07~0.09  0.14~0.18 3D (3D MILLING)
HBA HBH 0802 40 265 9500~10500 1600~2000 0.08~0.1 0.16~0.2  3D#t (3D MILLING)
IBA IBH 0202 60 80 12000~13000 1200~1600 0.03~0.05 0.08~0.12  3D# (3D MILLING)
IBA IBH 0302 60 120 12000~13000 1300~1700 0.03~0.06 0.08~0.12 3D (3D MILLING)
IBA IBH 0402 60 150 11000~12000 1400~1800 0.04~0.06  0.08~0.12 3D (3D MILLING)
IBA IBH 0602 60 200 10000~11000 1600~2000 0.06~0.08 0.12~0.16 3D (3D MILLING)
IBA IBH 0802 60 225 8300~8800 1400~1800 0.06~0.1 0.16~0.2  3D# (3D MILLING)
IBA IBH 1002 60 290 8700~9200 1400~1800 0.05~0.14  0.18~0.28 3D (3D MILLING)
IBA IBH 1202 60 325 8200~8600 1400~1800 0.05~0.15 0.2~0.3 3D# (3D MILLING)

" : S&T B/ WIE : Alloy Tool Steels / Carbon Tool Steels
] t =}
Ul MRIEREO ) b5 ) 5K3 1 SKD61 / SKD1 : 1.2311 ] 1.1545 ] 1.2379 1,234 : H13 / D2 (HRc23~32)

HBA IBA 441753t Coolant Type IEEZ=wI=INB]AYRVeIIEIEN HBH IBH 441753 Coolant Type R=E=WIL=TRISRVIIENT

NEMRE  YHIEE EERE EIREE nIRE MIKE mIAs

Extension (m/min) Sp_et_a1d Feed (Aa) : (Ap) Milling Type

Length(mm) *Cutting Speed- (min) “(mm/min)  Depth of Cut -Width of Cut"
HBA HBH 0202 40 105 15500~16500 1400~1800 0.03~0.05  0.06~0.1  3D# (3D MILLING)
HBA HBH 0252 40 115 15500~16500 1400~1800 0.03~0.05  0.06~0.1  3D# (3D MILLING)
HBA HBH 0302 40 135 13000~14000 1600~2000 0.04~0.05 0.08~0.1 3D (3D MILLING)
HBA HBH 0402 40 160 11500~12500 1600~2000 0.06~0.08 0.12~0.16  3D# (3D MILLING)
HBA HBH 0502 40 175 10000~11000 1600~2000 0.06~0.08 0.12~0.16 3D (3D MILLING)
HBA HBH 0602 40 175 8800~9300 1400~1800 0.07~0.09 0.14~0.18  3D# (3D MILLING)
HBA HBH 0802 40 265 9500~10500 1400~1800 0.08~0.1 0.16~0.2  3D#t (3D MILLING)
IBA IBH 0202 60 75 11000~12000 1200~1600 0.04~0.06 0.08~0.12  3D# (3D MILLING)
IBA IBH 0302 60 110 11000~12000 1200~1600 0.04~0.06 0.08~0.12  3D## (3D MILLING)
IBA IBH 0402 60 130 10000~11000 1200~1600 0.04~0.06  0.08~0.12  3D# (3D MILLING)
IBA IBH 0602 60 180 9000~10000 1400~1800 0.05~0.08 0.12~0.16  3D# (3D MILLING)
IBA IBH 0802 60 210 8000~8500 1200~1600 0.05~0.1 0.16~0.2 3Dt (3D MILLING)
IBA IBH 1002 60 260 8000~8500 1200~1600 0.05~0.14 0.18~0.28 3D (3D MILLING)
IBA IBH 1202 60 270 7000~7500 1200~1600 0.05~0.15 0.2~0.3 3D#f (3D MILLING)




HBA IBA /| HBH IBH EZEI TS
T ' SFES$R | aRESR : Prehardened Steels
NAKS0 : 1.2083 : AISI420 : M310 (HRc36~45)

HBA IBA 441753t Coolant Type [GZ=wa)L=INBlYAI LN #ICEDHE] Wet coolant

TIEAHRE IEEE EEEEE EREE ITRE MIRE mIA

Extension (m/min) Sp_e(zd Feed (Aa) . (Ap) Millinadyee

Length(mm) - Cutting Speed (min1) (mm/min) Depth of Cut Width of Cut
HBA HBH 0202 40 105 15500~16500 1200~1600 0.03~0.05 0.06~0.1 3Dt (3D MILLING)
HBA HBH 0252 40 115 15500~16500 1200~1600 0.03~0.05 0.06~0.1 3D (3D MILLING)
HBA HBH 0302 40 135 13000~14000 1400~1800 0.04~0.05  0.08~0.1  3D#t (3D MILLING)
HBA HBH 0402 40 160 11500~12500 1400~1800 0.06~0.08 0.12~0.16 3Dt (3D MILLING)
HBA HBH 0502 40 175 10000~11000 1400~1800 0.06~0.08 0.12~0.16 3D (3D MILLING)
HBA HBH 0602 40 175 8800~9300 1300~1700 0.07~0.09 0.14~0.18 3D (3D MILLING)
HBA HBH 0802 40 265 9500~10500 1300~1700 0.08~0.1 0.16~0.2  3D#t (3D MILLING)
IBA IBH 0202 60 75 11000~12000 1000~1400 0.04~0.06  0.08~0.12 3D (3D MILLING)
IBA IBH 0302 60 110 11000~12000 1000~1400 0.04~0.06  0.08~0.12 3D (3D MILLING)
IBA IBH 0402 60 130 10000~11000 1000~1400 0.04~0.06  0.08~0.12 3Dt (3D MILLING)
IBA IBH 0602 60 180 9000~10000 1200~1600 0.05~0.08 0.12~0.16 3D (3D MILLING)
IBA IBH 0802 60 200 7500~8000 1000~1400 0.05~0.1 0.16~0.2  3D#t (3D MILLING)
IBA IBH 1002 60 230 7000~7500 1000~1400 0.05~0.14 0.18~0.28  3D# (3D MILLING)
IBA IBH 1202 60 250 6500~7000 1000~1400 0.05~0.15 0.2~0.3 3D# (3D MILLING)



ovrr WAV
ETA®" | ETD*"

- ) Wk / 58 : Carbon Steels / Cast Iron
D&% Work Mat |
LUEMCIRIE SISO <50/ Fc250 /55400 11210/ 0.6025/1.0036 : 1050 / NO.35 / AS70 Gr.45 (~HRc22)

ETA?" %413 Coolant Type [EA=ws)L=lnlgVRelelelETald J=IUEEI] Wet coolant

BEEERE )5 MIRE MIEE
Extension r ) Speed eed (Aa) (Ap) M
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut -Width of Cut
ETAETD 0102 12 30 9000~10000 700~1000 0.03~0.05 1 &% (SLOTTING)
0102 12 30 9000~10000 800~1200 0.06~0.08 1 7Bt (SLOTTING)
0102 12 30 9000~10000 700~900 1 0.03~0.05 fAI% (SIDE MILLING)
0102 12 30 9000~10000 700~1000 1 0.06~0.08 fAI%t (SIDE MILLING)
ETAETD 0152 14 45 9000~10000 700~1000 0.03~0.05 1.5 &% (SLOTTING)
0152 14 45 9000~10000 800~1200 0.06~0.09 1.5 7Bt (SLOTTING)
0152 14 45 9000~10000 800~1000 15 0.03~0.05 Al (SIDE MILLING)
0152 14 45 9000~10000 700~1000 1.5 0.06~0.09 fAI$k (SIDE MILLING)
ETAETD 0202 16 59 8700~9200 700~1000 0.04~0.06 2 &%t (SLOTTING)
0202 16 55 8700~9200 1000~1400 0.07~0.13 2 7Bt (SLOTTING)
0202 16 55 8700~9200 800~1000 4 0.04~0.06 fAI$ (SIDE MILLING)
0202 16 55 8700~9200 700~1100 4 0.07~0.13 fAI$k (SIDE MILLING)
ETAETD 0252 16 65 8000~8500 700~1000 0.04~0.06 25 7Bt (SLOTTING)
0252 16 65 8000~8500 1000~1400 0.07~0.13 2.5 7Bt (SLOTTING)
0252 16 65 8000~8500 800~1000 5 0.04~0.06 {8l (SIDE MILLING)
0252 16 65 8000~8500 700~1100 5) 0.07~0.13  fAl$k (SIDE MILLING)
ETAETD 0302S 18 75 7500~8000 700~1000 0.04~0.08 8 &%t (SLOTTING)
03028 18 75 7500~8000 1000~1400 0.09~0.15 3 7Bt (SLOTTING)
03028 18 75 7500~8000 700~1000 6 0.04~0.08 Al (SIDE MILLING)
0302S 18 75 7500~8000 800~1100 6 0.09~0.15 fAI%t (SIDE MILLING)
ETAETD 0302 18 75 7500~8000 700~1000 0.04~0.08 3 &% (SLOTTING)
0302 18 75 7500~8000 1200~1600 0.09~0.15 3 7Bt (SLOTTING)
0302 18 75 7500~8000 700~1000 6 0.04~0.08 Al (SIDE MILLING)
0302 18 75 7500~8000 800~1200 6 0.09~0.15 fAI%t (SIDE MILLING)
ETAETD 0402 20 75 5700~6200 700~1000 0.05~0.1 4 &t (SLOTTING)
0402 20 75 5700~6200 1200~1600 0.11~0.18 4 &8t (SLOTTING)
0402 20 73 5700~6200 700~1000 8 0.05~0.1 {8l (SIDE MILLING)
0402 20 75 5700~6200 1000~1400 8 0.11~0.18 fAI%t (SIDE MILLING)
ETAETD 0502S 20 80 4800~5300 700~1000 0.05~0.1 5 &% (SLOTTING)
05028 20 80 4800~5300 1200~1600 0.15~0.25 5 7Bt (SLOTTING)
05028 20 80 4800~5300 700~1000 10 0.05~0.1 {8l (SIDE MILLING)
05028 20 80 4800~5300 1000~1400 10 0.15~0.25 fAl$k (SIDE MILLING)
ETAETD 0502 20 80 4800~5300 700~1000 0.05~0.1 5 &%t (SLOTTING)
0502 20 80 4800~5300 1200~1600 0.15~0.25 5 7Bt (SLOTTING)
0502 20 80 4800~5300 700~1000 10 0.05~0.1 {8l (SIDE MILLING)
0502 20 80 4800~5300 1000~1400 10 0.15~0.25 fAl$k (SIDE MILLING)
ETAETD 0602 23 80 4000~4500 700~1000 0.05~0.1 6 &% (SLOTTING)
0602 23 80 4000~4500 800~1200 0.3~0.4 6 7Bt (SLOTTING)
0602 23 80 4000~4500 700~1000 12 0.05~0.1 {8l (SIDE MILLING)
0602 23 80 4000~4500 1400~1800 12 0.3~0.4 A%k (SIDE MILLING)




W A====V/// ODHF
ETA?"| ETD™"

” ; k=40 | $£8 : Carbon Steels / Cast Iron
sanll=l Work Material
AN S50C | Fe250 / SS400 : 11210 /0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr.45 (~HRc22)

ETA?" 241753 Coolant Type IEZ=WAIL=l M BIYRIoTeIETa JEIUEIE] Wet coolant

Eﬂﬁi . tHEIEE EEEE EREE ITRE MIRE IS

T2 NO.____. Lngintmm “Gutlng Speed(ainc (i) Dep(tr'?‘ ot ut sWictnat ety Miling Type
ETAETD 0802 30 9 2700~3200  700~1000  0.05~0.1 8 % (SLOTTING)
0802 30 9 2700~3200  700~1000  0.4~06 8 % (SLOTTING)

0802 30 90 2700~3200 500~800 16 0.05~0.1 i (SIDE MILLING)

0802 30 90 2700~3200  1200~1600 16 04~0.6  fAI3% (SIDE MILLING)
ETAETD 1002 35 85 2500~3000  700~1000  0.05~0.1 10 % (SLOTTING)
1002 35 85 2500~3000  700~1100  0.5~07 10 ##(SLOTTING)

1002 35 70 2000~2500  400~700 20 0.05~0.1 i (SIDE MILLING)

1002 35 70 2000~2500  800~1200 20 05~0.7  faI$% (SIDE MILLING)
ETAETD 1202 37 105 2500~3000  700~1000  0.05~0.1 12 % (SLOTTING)
1202 37 85 2000~2500 500~800 0.6~0.9 12 ##(SLOTTING)

1202 37 115 2800~3300 500~800 2 0.05~0.1 i (SIDE MILLING)

1202 37 115 2800~3300  1000~1400 24 04~05  {BI3% (SIDE MILLING)
ETAETD 1602 50 100 1800~2300 500~800  0.05~0.1 16 % (SLOTTING)
1602 50 85 1500~2000 400~700 0.8~1.2 16 ##(SLOTTING)

1602 50 115 2000~2500 500~800 16 0.8~12  fH3% (SIDE MILLING)

1602 50 115 2000~2500 400~700 32 0.05~0.1 g (SIDE MILLING)

1602 50 115 2000~2500  700~1000 32 04~05 i3 (SIDE MILLING)
ETAETD 2002 55 95 1300~1800 400~700  0.05~0.15 20 G (SLOTTING)
2002 55 80 1000~1500 300~600 0.8~1.2 20 ##(SLOTTING)

2002 55 110 1500~2000 400~700 20 0.8~1.2  fAI$ (SIDE MILLING)

2002 55 110 1500~2000 300~600 40 0.05~0.15 fHl# (SIDE MILLING)

2002 55 110 1500~2000 500~800 40 04~05 s (SIDE MILLING)



ovir WE=DAEE
LN\ e
E I AZT [ E I DZT tIHIEHEZR | Milling Conditions
| BN B - s
- g #2885 &40 : Chromium Molybdenum Alloy Steels
SCM440 : 1.7225 : 4140 : 42CrMoA (HRc25~28)

ETA?" %413 Coolant Type [EAws)L=lNnlaVRelelelETald &IV EEI Wet coolant

g )5 MIRE MIEE
Extension r ) Speed eed (Aa) (Ap) M
Length(mm) *Cutting Speed (min") ~(mm/min)  Depth of Cut Width of Cut-
ETAETD 0102 14 30 9000~10000 700~1000 0.03~0.05 1 &%t (SLOTTING)
0102 14 30 9000~10000 800~1200 0.06~0.08 1 7Bt (SLOTTING)
0102 14 30 9000~10000 600~800 1 0.03~0.05 fAI$ (SIDE MILLING)
0102 14 30 9000~10000 500~800 1 0.06~0.08 fAl$ (SIDE MILLING)
ETAETD 0152 14 45 9000~10000 700~1000 0.03~0.05 15 &% (SLOTTING)
0152 14 45 9000~10000 800~1200 0.06~0.09 1.5 7Bt (SLOTTING)
0152 14 45 9000~10000 700~900 1:5; 0.03~0.05 it (SIDE MILLING)
0152 14 45 9000~10000 500~800 1.5 0.06~0.09 fAI$k (SIDE MILLING)
ETAETD 0202 16 55 8700~9200 700~1000 0.04~0.06 2 &% (SLOTTING)
0202 16 59) 8700~9200 1000~1400 0.07~0.13 2 7Bt (SLOTTING)
0202 16 55 8700~9200 800~1000 4 0.04~0.06 fAI$ (SIDE MILLING)
0202 16 55 8700~9200 700~1000 4 0.07~0.13 fAI$k (SIDE MILLING)
ETAETD 0252 16 65 8000~8500 700~1000 0.04~0.06 2.5 #&# (SLOTTING)
0252 16 65 8000~8500 1000~1400  0.07~0.13 2.5 #&# (SLOTTING)
0252 16 65 8000~8500 700~900 5 0.04~0.06 {8t (SIDE MILLING)
0252 16 65 8000~8500 700~1000 5) 0.07~0.13  fAl$k (SIDE MILLING)
ETAETD 0302S 18 75 7500~8000 700~1000 0.04~0.08 3 &% (SLOTTING)
03028 18 75 7500~8000 900~1300 0.09~0.15 3 7Bt (SLOTTING)
03028 18 75 7500~8000 700~1000 6 0.04~0.08 Al (SIDE MILLING)
0302S 18 75 7500~8000 800~1100 6 0.09~0.15 fAl$k (SIDE MILLING)
ETAETD 0302 18 75 7500~8000 700~1000 0.04~0.08 3 &% (SLOTTING)
0302 18 75 7500~8000 1000~1400 0.09~0.15 3 7Bt (SLOTTING)
0302 18 75 7500~8000 700~1000 6 0.04~0.08 it (SIDE MILLING)
0302 18 75 7500~8000 800~1200 6 0.09~0.15 fAl$k (SIDE MILLING)
ETAETD 0402 20 75 5700~6200 700~1000 0.05~0.1 4 &% (SLOTTING)
0402 20 75 5700~6200 1000~1400 0.11~0.18 4 &8t (SLOTTING)
0402 20 75 5700~6200 700~1000 8 0.05~0.1 {8l (SIDE MILLING)
0402 20 75 5700~6200 1000~1400 8 0.11~0.18 fAI%t (SIDE MILLING)
ETAETD 0502S 20 80 4800~5300 700~1000 0.05~0.1 5 B8t (SLOTTING)
05028 20 80 4800~5300 1000~1400 0.15~0.25 5 7Bt (SLOTTING)
0502S 20 80 4800~5300 700~1000 10 0.05~0.1  fAI%t (SIDE MILLING)
05028 20 80 4800~5300 1000~1400 10 0.15~0.25 fAl$k (SIDE MILLING)
ETAETD 0502 20 80 4800~5300 700~1000 0.05~0.1 5) &% (SLOTTING)
0502 20 80 4800~5300 1000~1400 0.15~0.25 5 7Bt (SLOTTING)
0502 20 80 4800~5300 700~1000 10 0.05~0.1  fAI%t (SIDE MILLING)
0502 20 80 4800~5300 1000~1400 10 0.15~0.25 fAl$k (SIDE MILLING)
ETAETD 0602 23 80 4000~4500 700~1000 0.05~0.1 6 B8t (SLOTTING)
0602 23 80 4000~4500 800~1200 0.3~0.4 6 &8t (SLOTTING)
0602 23 80 4000~4500 500~800 12 0.05~0.1 fE# (SIDE MILLING)
0602 23 80 4000~4500 1200~1600 12 0.3~0.4 A%k (SIDE MILLING)




ODEF
ET AZT [ ET DZT tI4& 4% | Milling Conditions
. . $RERE £ : Chromium Molybdenum Alloy Steels
SCM440 : 1.7225 : 4140 : 42CrMoA (HRc25~28)

ETA?" 441753 Coolant Type [EZ=wAll=I BRI LN #&ICHIEI Wet coolant

Eﬂﬁi . YIEIERE EERE SEIGERE IIRE MIEE mIA

Type NO, Leﬁéﬁﬂ?ﬁ?&) ‘ Cufting sELed ‘ ?rﬁfme% (m';r?/en?in) Dep(tr'?‘ if) cut Wid(t: gf) @uty Milling Type
ETAETD 0802 30 75 2700~3200 700~1000  0.05~0.1 8 %8 (SLOTTING)
0802 30 75 2700~3200 700~1000 0.4~0.6 8 %% (SLOTTING)

0802 30 75 2700~3200 500~800 16 0.05~0.1 % (SIDE MILLING)

0802 30 75 2700~3200  1200~1600 16 04~06 M3 (SIDE MILLING)
ETAETD 1002 35 100 3000~3500 700~1000  0.05~0.1 10 #% (SLOTTING)
1002 35 75 2200~2700 700~1000 0.5~0.7 10 %% (SLOTTING)

1002 35 100 3000~3500 400~700 20 0.05~0.1 % (SIDE MILLING)

1002 35 70 2000~2500 800~1200 20 0.5~0.7 {3 (SIDE MILLING)
ETAETD 1202 37 105 2500~3000 700~1000  0.05~0.1 12 #% (SLOTTING)
1202 37 85 2000~2500 500~800 0.6~0.9 12 ## (SLOTTING)

1202 37 15 2800~3300 500~800 24 0.05~0.1 % (SIDE MILLING)

1202 37 115 2800~3300  1000~1400 24 04~05 {3 (SIDE MILLING)
ETAETD 1602 50 100 1800~2300 500~800 0.05~0.1 16 #% (SLOTTING)
1602 50 85 1500~2000 400~700 0.8~1.2 16 %% (SLOTTING)

1602 50 15 2000~2500 500~800 16 0.8~12 {3 (SIDE MILLING)

1602 50 115 2000~2500 400~700 32 0.05~0.1 % (SIDE MILLING)

1602 50 115 2000~2500 700~1000 32 0.4~05  fal% (SIDE MILLING)
ETAETD 2002 55 95 1300~1800 400~700  0.05~0.15 20  #% (SLOTTING)
2002 55 80 1000~1500 300~600 0.8~1.2 20 %8 (SLOTTING)

2002 55 110 1500~2000 400~700 20 0.8~12 {3 (SIDE MILLING)

2002 55 110 1500~2000 300~600 40 0.05~0.15 fiI% (SIDE MILLING)

2002 55 110 1500~2000 500~800 40 04~05  fal% (SIDE MILLING)



ODHF \\\NEZ==ANE

aawa

ETA*" | ETD*"

- ) E&TEH | kT E#H : Alloy Tool Steels / Carbon Tool Steels
et Work Mat | =
GRS ECEO ) b5 ) 5K3 1 SKD61 / SKD11 : 1.2311 ] 1.1545 ] 1.2379 1,234 : H13 / D2 (HRc23~32)

ETA?" %4173 Coolant Type [:Zaws) =l NnlgVRelete ETald ETD? 44173 Coolant Type [~ EaW [ MUVIRIIENS

TERRE  HHERE EEEERE EIREE NIFEE MIEE mIAs
Extension (m/min) Speed Feed (Aa) (Ap) 2

Length(mm) ‘Cutting Speed:  (min) -~ (mmjmin) - Depth of Cut ‘Widthof Cut.  "1"9 TyPe
ETAETD 0102 14 30 9000~10000 700~1000 0.03~0.05 1 7Bt (SLOTTING)
0102 14 30 9000~10000 700~1000 0.06~0.08 1 7B (SLOTTING)

0102 14 30 9000~10000 500~700 1 0.03~0.05 fak (SIDE MILLING)

0102 14 30 9000~10000 400~700 1 0.06~0.08 fl$ (SIDE MILLING)
ETAETD 0152 14 45 9000~10000 700~1000 0.03~0.05 15 7Bt (SLOTTING)
0152 14 45 9000~10000 700~1000 0.06~0.09 1.5 7Bk (SLOTTING)

0152 14 45 9000~10000 600~800 15 0.03~0.05 {8i#% (SIDE MILLING)

0152 14 45 9000~10000 400~700 1.5 0.06~0.09 fl$ (SIDE MILLING)
ETAETD 0202 16 55) 8700~9200 700~1000 0.04~0.06 2 7Bt (SLOTTING)
0202 16 55 8700~9200 800~1200 0.07~0.13 2 7B (SLOTTING)

0202 16 55 8700~9200 700~900 4 0.04~0.06 fak (SIDE MILLING)

0202 16 59) 8700~9200 500~800 4 0.07~0.13  {Al$% (SIDE MILLING)
ETAETD 0252 16 65 8000~8500 700~1000 0.04~0.06 25 7Bt (SLOTTING)
0252 16 65 8000~8500 800~1200 0.07~0.13 2.5 7B (SLOTTING)

0252 16 65 8000~8500 700~900 5 0.04~0.06 {8l#% (SIDE MILLING)

0252 16 65 8000~8500 500~800 5] 0.07~0.13  {Al$ (SIDE MILLING)
ETA ETD 0302S 18 75 7500~8000 700~1000 0.04~0.08 3 7Bt (SLOTTING)
03028 18 75 7500~8000 800~1100 0.09~0.15 3] 7B (SLOTTING)

03028 18 75 7500~8000 700~900 6 0.04~0.08 fAl$k (SIDE MILLING)

03028 18 75 7500~8000 700~1000 6 0.09~0.15 {Al$ (SIDE MILLING)
ETAETD 0302 18 75 7500~8000 700~1000 0.04~0.08 3 7Bt (SLOTTING)
0302 18 75 7500~8000 800~1200 0.09~0.15 3 7B (SLOTTING)

0302 18 75 7500~8000 700~900 6 0.04~0.08 it (SIDE MILLING)

0302 18 75 7500~8000 700~1000 6 0.09~0.15 {Al$ (SIDE MILLING)
ETAETD 0402 20 75 5700~6200 700~1000 0.05~0.1 4 7Bt (SLOTTING)
0402 20 75 5700~6200 800~1200 0.11~0.18 4 7B (SLOTTING)

0402 20 75 5700~6200 700~1000 8 0.05~0.1  fAI%t (SIDE MILLING)

0402 20 75 5700~6200 800~1200 8 0.11~0.18 fal#t (SIDE MILLING)
ETAETD 0502S 20 80 4800~5300 700~1000 0.05~0.1 5 &%t (SLOTTING)
05028 20 80 4800~5300 800~1200 0.15~0.25 B 7Bk (SLOTTING)

05028 20 80 4800~5300 700~1000 10 0.05~0.1  fAI%t (SIDE MILLING)

05028 20 80 4800~5300 800~1200 10 0.15~0.25 fal%k (SIDE MILLING)
ETAETD 0502 20 80 4800~5300 700~1000 0.05~0.1 5 &%t (SLOTTING)
0502 20 80 4800~5300 800~1200 0.15~0.25 B 7B (SLOTTING)

0502 20 80 4800~5300 700~1000 10 0.05~0.1  fAI%t (SIDE MILLING)

0502 20 80 4800~5300 800~1200 10 0.15~0.25 falk (SIDE MILLING)
ETAETD 0602 23 80 4000~4500 700~1000 0.05~0.1 6 &%t (SLOTTING)
0602 23 80 4000~4500 700~1000 0.3~0.4 6 7B (SLOTTING)

0602 23 80 4000~4500 500~800 12 0.05~0.1  fAI%t (SIDE MILLING)

0602 23 80 4000~4500 1000~1400 12 0.3~0.4  {A$% (SIDE MILLING)




T A===Y)// ODiF
ETA*" | ETD*

" : A& T ER /BRI E#H : Alloy Tool Steels / Carbon Tool Steels
dR IRt Work Material =
LRSI o)) | b5/ sK3/ SKD61/ SKD11 : 1.2311 ] 11545/ 1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

ETA?" 441753 Coolant Type EZ=wrll=I BRI EN &ICHIEI Wet coolant

Eﬂﬁi . YIEIERE EERE EIGERE IIRE MIEE mIA

Type NO, Leﬁéﬁﬂ?ﬁ?&) ‘ Cufting sELed ‘ (Srg'i:e% (m';r?/en?in) Dep(tr'?‘ if) cut Wid(t: gf) @uty Milling Type
ETAETD 0802 30 75 2700~3200 700~1000  0.05~0.1 8 %8 (SLOTTING)
0802 30 75 2700~3200 500~800 0.4~0.6 8 %% (SLOTTING)

0802 30 75 2700~3200 500~800 16 0.05~0.1 % (SIDE MILLING)

0802 30 75 2700~3200  1000~1400 16 04~06 M3 (SIDE MILLING)
ETAETD 1002 35 100 3000~3500 700~1000  0.05~0.1 10 #% (SLOTTING)
1002 35 75 2200~2700 500~800 0.5~0.7 10 %% (SLOTTING)

1002 35 100 3000~3500 400~700 20 0.05~0.1 % (SIDE MILLING)

1002 35 70 2000~2500 700~1100 20 0.5~0.7 {3 (SIDE MILLING)
ETAETD 1202 37 105 2500~3000 700~1000  0.05~0.1 12 #% (SLOTTING)
1202 37 85 2000~2500 400~700 0.6~0.9 12 ## (SLOTTING)

1202 37 15 2800~3300 400~700 24 0.05~0.1 % (SIDE MILLING)

1202 37 115 2800~3300 800~1200 24 04~05 {3 (SIDE MILLING)
ETAETD 1602 50 100 1800~2300 500~800 0.05~0.1 16 #% (SLOTTING)
1602 50 85 1500~2000 300~600 0.8~1.2 16 %% (SLOTTING)

1602 50 15 2000~2500 300~600 16 0.8~12 {3 (SIDE MILLING)

1602 50 115 2000~2500 300~600 32 0.05~0.1 % (SIDE MILLING)

1602 50 115 2000~2500 500~800 32 04~05 {3 (SIDE MILLING)
ETAETD 2002 55 95 1300~1800 400~700  0.05~0.15 20  #% (SLOTTING)
2002 55 80 1000~1500 300~500 0.8~1.2 20 %8 (SLOTTING)

2002 55 110 1500~2000 300~500 20 0.8~12 {3 (SIDE MILLING)

2002 55 110 1500~2000 300~600 40 0.05~0.15 % (SIDE MILLING)

2002 55 110 1500~2000 300~600 40 04~05  fal% (SIDE MILLING)



ODHE \\\ Grrrs) \ @EFT
“\\h —
E I AZT [ E I DZT A& HEZR | Milling Conditions
| BN B - P O
g g SEEESH | FERESH : Prehardened Steels
NAKS0 ; 1.2083 : AISI420 : M310 (HRc36~45)

ETA?" %4153 Coolant Type [EA=ws)L=lNn]aVRelele ETald &IV EEI Wet coolant

TR )5 MIRE MIKE
Extension r ) Speed eed (Aa) (Ap) M
Length(mm) *Cutting Speed (min") “(mm/min)  Depth of Cut Width of Cut
ETAETD 0102 14 30 9000~10000 700~1000 0.03~0.05 1 &t (SLOTTING)
0102 14 30 9000~10000 700~1000 0.06~0.08 1 7Bt (SLOTTING)
0102 14 30 9000~10000 500~700 1 0.03~0.05 fAI$ (SIDE MILLING)
0102 14 30 9000~10000 400~700 1 0.06~0.08 fAl$k (SIDE MILLING)
ETAETD 0152 14 45 9000~10000 700~1000 0.03~0.05 15 &% (SLOTTING)
0152 14 45 9000~10000 700~1000 0.06~0.09 1.5 7Bt (SLOTTING)
0152 14 45 9000~10000 500~800 1:5; 0.03~0.05 it (SIDE MILLING)
0152 14 45 9000~10000 400~700 1.5 0.06~0.09 fAI$k (SIDE MILLING)
ETAETD 0202 16 55 8700~9200 700~1000 0.04~0.06 2 &% (SLOTTING)
0202 16 59) 8700~9200 800~1200 0.07~0.13 2 7Bt (SLOTTING)
0202 16 55] 8700~9200 600~800 4 0.04~0.06 fAI$ (SIDE MILLING)
0202 16 55 8700~9200 500~800 4 0.07~0.13 fAI$k (SIDE MILLING)
ETAETD 0252 16 65 8000~8500 700~1000 0.04~0.06 2.5 &% (SLOTTING)
0252 16 65 8000~8500 800~1200 0.07~0.13 2.5 &% (SLOTTING)
0252 16 65 8000~8500 600~800 5 0.04~0.06 {8t (SIDE MILLING)
0252 16 65 8000~8500 500~800 5) 0.07~0.13 fAl$k (SIDE MILLING)
ETAETD 0302S 18 75 7500~8000 700~1000 0.04~0.08 3 &% (SLOTTING)
03028 18 75 7500~8000 800~1100 0.09~0.15 3 7Bt (SLOTTING)
03028 18 75 7500~8000 600~800 6 0.04~0.08 Al (SIDE MILLING)
0302S 18 75 7500~8000 700~1000 6 0.09~0.15 fAI$k (SIDE MILLING)
ETAETD 0302 18 75 7500~8000 700~1000 0.04~0.08 3 &% (SLOTTING)
0302 18 75 7500~8000 800~1200 0.09~0.15 3 &8t (SLOTTING)
0302 18 75 7500~8000 600~800 6 0.04~0.08 i (SIDE MILLING)
0302 18 75 7500~8000 700~1000 6 0.09~0.15 fAl$k (SIDE MILLING)
ETAETD 0402 20 75 5700~6200 700~1000 0.05~0.1 4 &% (SLOTTING)
0402 20 75 5700~6200 800~1200 0.11~0.18 4 7Bt (SLOTTING)
0402 20 73 5700~6200 700~900 8 0.05~0.1 {8l (SIDE MILLING)
0402 20 75 5700~6200 800~1200 8 0.11~0.18 fAI%t (SIDE MILLING)
ETAETD 0502S 20 80 4800~5300 700~1000 0.05~0.1 5 7Bt (SLOTTING)
0502S 20 80 4800~5300 800~1200 0.15~0.25 5 &% (SLOTTING)
0502S 20 80 4800~5300 700~1000 10 0.05~0.1  fAI%t (SIDE MILLING)
05028 20 80 4800~5300 800~1200 10 0.15~0.25 fAI$k (SIDE MILLING)
ETAETD 0502 20 80 4800~5300 700~1000 0.05~0.1 5) &% (SLOTTING)
0502 20 80 4800~5300 800~1200 0.15~0.25 5 7Bt (SLOTTING)
0502 20 80 4800~5300 700~1000 10 0.05~0.1  fAI%t (SIDE MILLING)
0502 20 80 4800~5300 800~1200 10 0.15~0.25 fAl$k (SIDE MILLING)
ETAETD 0602 23 80 4000~4500 700~1000 0.05~0.1 6 B3t (SLOTTING)
0602 23 80 4000~4500 700~1000 0.3~0.4 6 7Bt (SLOTTING)
0602 23 80 4000~4500 500~700 12 0.05~0.1 fE# (SIDE MILLING)
0602 23 80 4000~4500 1000~1400 12 0.3~0.4 A%k (SIDE MILLING)




ODEF
ET AZT [ ET DZT tI4I1& 42 | Milling Conditions
e ] =R /| TaMESR : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

ETA?" 441753 Coolant Type [ Z=wrll=I BRI E: #&ICHIEI Wet coolant

Eﬂﬁi . YIEIERE EERE EIGERE IIRE MIEE mIA

Type NO, Leﬁéﬁﬂ?ﬁ?&) ‘ Cufting sELed ‘ (Srg'i:e% (m';r?/en?in) Dep(tr'?‘ if) cut' Wid(t: gf) @uty Milling Type
ETAETD 0802 30 75 2700~3200 700~1000  0.05~0.1 8 %8 (SLOTTING)
0802 30 75 2700~3200 500~800 0.4~0.6 8 %% (SLOTTING)

0802 30 75 2700~3200 500~700 16 0.05~0.1 % (SIDE MILLING)

0802 30 75 2700~3200  1000~1400 16 04~06 M3 (SIDE MILLING)
ETAETD 1002 35 100 3000~3500 700~1000  0.05~0.1 10 #% (SLOTTING)
1002 35 75 2200~2700 500~800 0.5~0.7 10 %% (SLOTTING)

1002 35 100 3000~3500 400~600 20 0.05~0.1 % (SIDE MILLING)

1002 35 70 2000~2500 700~1100 20 0.5~0.7 {3 (SIDE MILLING)
ETAETD 1202 37 105 2500~3000 700~1000  0.05~0.1 12 #% (SLOTTING)
1202 37 85 2000~2500 400~700 0.6~0.9 12 ## (SLOTTING)

1202 37 15 2800~3300 400~600 24 0.05~0.1 % (SIDE MILLING)

1202 37 115 2800~3300 800~1200 24 04~05 {3 (SIDE MILLING)
ETAETD 1602 50 100 1800~2300 500~800 0.05~0.1 16 #% (SLOTTING)
1602 50 85 1500~2000 300~600 0.8~1.2 16 %% (SLOTTING)

1602 50 15 2000~2500 300~600 16 0.8~12 {3 (SIDE MILLING)

1602 50 115 2000~2500 300~500 32 0.05~0.1 % (SIDE MILLING)

1602 50 115 2000~2500 500~800 32 04~05 {3 (SIDE MILLING)
ETAETD 2002 55 95 1300~1800 400~700  0.05~0.15 20  #% (SLOTTING)
2002 55 80 1000~1500 300~500 0.8~1.2 20 %8 (SLOTTING)

2002 55 110 1500~2000 300~500 20 0.8~12 {3 (SIDE MILLING)

2002 55 110 1500~2000 300~600 40 0.05~0.15 % (SIDE MILLING)

2002 55 110 1500~2000 300~600 40 04~05  fal% (SIDE MILLING)



opHF \\NEEZ=2AN0T
ETA*" | ETR*

- ) Wk / $£8 : Carbon Steels / Cast Iron
D&% Work Mat |
LUEMCIRIE SN <50/ Fc250 /55400 : 11210/ 0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr.45 (~HRc22)

ETA‘T %413 Coolant Type [EAws)L=lNnlgVRelele ETald &I EEI Wet coolant

EEEERRE EE MNIRE MIKE
Extension r ) Speed eed (Aa) (Ap) M
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut -Width of Cut-
ETA ETD 0104 9 65 19000~20000 1100~1300 0.03~0.05 0.7~1 &% (SLOTTING)
0104 9 65 19000~20000 600~900 0.05~0.08 1 7B (SLOTTING)
0104 9 65 19000~20000 450~650 0.09~0.12 1 7B (SLOTTING)
0104 9 65 19000~20000 800~1100 1~2 0.03~0.05 fAI%t (SIDE MILLING)
0104 9 65 19000~20000 600~900 1~2 0.05~0.08 fAi$# (SIDE MILLING)
0104 9 65 19000~20000 450~650 1~2 0.09~0.12 {8l$ (SIDE MILLING)
ETAETD 0154 9 80 16000~17000 1100~1300 0.03~0.05 =449 7B (SLOTTING)
0154 9 80 16000~17000 600~900 0.06~0.1 1.5 7B (SLOTTING)
0154 9 80 16000~17000 450~650 0.1~0.2 1.5 &t (SLOTTING)
0154 9 80 16000~17000 800~1100 1.5~3 0.03~0.05 {8l (SIDE MILLING)
0154 9 80 16000~17000 600~900 1.5~3 0.06~0.1 {8l (SIDE MILLING)
0154 9 80 16000~17000 450~650 1.5~3 0.1~0.2  fAi%t (SIDE MILLING)
ETA ETD 0204 1 95 14000~15000 1100~1300 0.04~0.06 152 &% (SLOTTING)
0204 1 95 14000~15000 600~900 0.1~0.18 2 &%t (SLOTTING)
0204 1" 95 14000~15000 500~700 0.2~0.3 2 7B (SLOTTING)
0204 1 95 14000~15000 800~1100 2~4 0.04~0.06 fAl$k (SIDE MILLING)
0204 11 95 14000~15000 600~900 2~4 0.1~0.18  fAI%t (SIDE MILLING)
0204 11 95 14000~15000 500~700 2~4 0.2~0.3  fAi$k (SIDE MILLING)
ETA ETD 0254 12 100 12000~13000 1100~1300 0.04~0.06 2285 7B (SLOTTING)
0254 12 100 12000~13000 600~900 0.1~0.18 25 7B (SLOTTING)
0254 12 100 12000~13000 500~700 0.2~0.3 25 &t (SLOTTING)
0254 12 100 12000~13000 800~1100 2.5~5 0.04~0.06 {8l (SIDE MILLING)
0254 12 100 12000~13000 600~900 2.5~5 0.1~0.18  fAI (SIDE MILLING)
0254 12 100 12000~13000 500~700 2.5~5 0.2~0.3  fAl$k (SIDE MILLING)
ETAETD 0304S 13 110 11500~12500 1100~1300 0.04~0.07 2.5~3  &# (SLOTTING)
0304S 13 110 11500~12500 700~1000 0.1~0.2 3 7B (SLOTTING)
0304S 13 110 11500~12500 600~800 0.3~0.4 8 &3t (SLOTTING)
0304S 13 110 11500~12500 800~1100 3~6 0.04~0.07 A%k (SIDE MILLING)
0304S 13 110 11500~12500 700~1000 886 0.1~0.2 {83k (SIDE MILLING)
0304S 13 110 11500~12500 600~800 3~6 0.3~0.4  fAI#k (SIDE MILLING)
ETAETD 0304 15 110 11500~12500 1100~1300 0.04~0.07 22558 7B (SLOTTING)
0304 15 110 11500~12500 800~1100 0.15~0.25 3 7B (SLOTTING)
0304 15 110 11500~12500 700~900 0.3~0.45 8 &%t (SLOTTING)
0304 15 110 11500~12500 800~1100 3~6 0.04~0.07 {al% (SIDE MILLING)
0304 15 110 11500~12500 800~1100 3~6 0.15~0.25 it (SIDE MILLING)
0304 15 110 11500~12500 700~900 3~6 0.3~0.45 fAI%t (SIDE MILLING)




BT A="Y)/// QD
ETA*T/ ETDYT

” ; k=4l | $£8 : Carbon Steels / Cast Iron
i tTEI44 Work Material
AN S50C | Fe250 / SS400 : 11210 /0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr45 (~HRc22)

ETAT 241753 Coolant Type IEZA=WAIL=l M BIVRoTeIETalS J&IVEE] Wet coolant

2 . HHIERE EEEERE b PNIRE ITEE mIAs
xtension | (m/min) Speed (Aa) _(Ap) Milling T
Length(mm) |CuttingSpeed  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
ETA ETD 0404 16 120 9000~10000 1100~1300 0.04~0.07 3~4 &%t (SLOTTING)
0404 16 120 9000~10000 800~1100 0.3~0.4 4 &t (SLOTTING)
0404 16 120 9000~10000 700~900 0.5~0.6 4 Bt (SLOTTING)
0404 16 120 9000~10000 800~1100 4~8 0.04~0.07 fAI$k (SIDE MILLING)
0404 16 120 9000~10000 900~1200 4~8 0.3~0.4  fAI$k (SIDE MILLING)
0404 16 120 9000~10000 700~900 4~8 0.5~0.6  fAl#k (SIDE MILLING)
ETA ETD 0504S 18 125 7500~8500 1100~1300 0.05~0.08 4~5 Bt (SLOTTING)
0504S 18 125 7500~8500 700~1000 0.5~0.7 5 7B# (SLOTTING)
0504S 18 125 7500~8500 600~800 0.8~1 5 &8 (SLOTTING)
0504S 18 125 7500~8500 800~1100 5~10 0.05~0.08 fAI# (SIDE MILLING)
0504S 18 125 7500~8500 1100~1400 5~10 0.5~0.7  fI$ (SIDE MILLING)
0504S 18 125 7500~8500 600~800 5~10 0.8~1 {B% (SIDE MILLING)
ETA ETD 0504 19 125 7500~8500 1100~1300 0.05~0.08 4~5 &%t (SLOTTING)
0504 19 125 7500~8500 800~1100 0.5~0.7 5) &t (SLOTTING)
0504 19 125 7500~8500 700~900 0.8~1 5 Bt (SLOTTING)
0504 19 125 7500~8500 800~1100 5~10 0.05~0.08 fAl$ (SIDE MILLING)
0504 19 125 7500~8500 1200~1500 5~10 0.5~0.7  fI$k (SIDE MILLING)
0504 19 125 7500~8500 700~900 5~10 0.8~1 {8I$% (SIDE MILLING)
ETA ETD 0604 21 110 5500~6000 1100~1300 0.05~0.1 5~6 Bt (SLOTTING)
0604 21 110 5500~6000 800~1100 0.6~0.8 6 &8t (SLOTTING)
0604 21 110 5500~6000 700~900 1= 6 &8 (SLOTTING)
0604 21 110 5500~6000 800~1100 6~12 0.05~0.15 {Al# (SIDE MILLING)
0604 21 110 5500~6000 1300~1500 6~12 0.6~0.8  fAI# (SIDE MILLING)
0604 21 110 5500~6000 700~900 6~12 1~1.5 {B$% (SIDE MILLING)
ETA ETD 0804 27 120 4500~5000 1000~1200 0.05~0.12 7~8 7Bt (SLOTTING)
0804 27 110 4200~4700 900~1200 1.4~2 8 & (SLOTTING)
0804 27 110 4200~4700 700~900 2~3 8 Bt (SLOTTING)
0804 27 110 4200~4700 800~1100 8~16 0.05~0.12 {Al$# (SIDE MILLING)
0804 27 110 4200~4700 1400~1600 8~16 1.4~2 {B$% (SIDE MILLING)
0804 27 110 4200~4700 700~900 8~16 2~3 {8I#% (SIDE MILLING)
ETAETD 1004 34 125 3800~4300 1000~1200 0.05~0.15 9~10 Bt (SLOTTING)
1004 34 100 3000~3500 900~1200 1=16 10 &8t (SLOTTING)
1004 34 100 3000~3500 700~900 2452815/ 10 &8 (SLOTTING)
1004 34 100 3000~3500 800~1100 10 0.05~0.15 fal# (SIDE MILLING)
1004 34 100 3000~3500 900~1200 20 0.05~0.15 fAl# (SIDE MILLING)
1004 34 100 3000~3500 1400~1600 10 1= {B$% (SIDE MILLING)
1004 34 100 3000~3500 700~900 10 2.5~3.5  {AI#k (SIDE MILLING)



@DHF
ETAYT | ETD?"
| BN B - = ________________

w ; k=48 / §88 : Carbon Steels / Cast Iron
K tDEI44 Work Material
UM S50C / Fc250 / SS400 : 11210/ 0.6025 /1.0036 : 1050 / NO.35 / A70 Gr45 (~HRc22)

ETA‘T %413 Coolant Type [EAws)L=lNn]aVRelelelETald J=IUEEI Wet coolant

RgE 5 EEEE EE MIEE
RA7IR O — Lg;ﬁ(srm) Cutting Speed | (mn?/?:\’in) o
ETAETD 1204 37 125 3000~3500 900~1100  0.05~0.15  11~12 & (SLOTTING)
1204 37 100 2500~3000 500~700 1~2 12 %% (SLOTTING)
1204 37 100 2500~3000 300~400 3~4 12 %% (SLOTTING)
1204 37 100 2500~3000 600~900 12~24  0.05~0.15 Mg (SIDE MILLING)
1204 37 100 2500~3000 500~700 12 1~2  {fi% (SIDE MILLING)
1204 37 100 2500~3000 300~400 12 3~4 % (SIDE MILLING)
ETAETD 1604 50 125 2300~2800 500~800 005~02  15~16 &% (SLOTTING)
1604 50 100 1800~2200 800~1000 0.5~1 16 % (SLOTTING)
1604 50 100 1800~2200 400~550 1~2 16 % (SLOTTING)
1604 50 100 1800~2200 200~400 2-3 16 % (SLOTTING)
1604 50 100 1800~2200 350~550 16~32  0.05~0.2 Mg (SIDE MILLING)
1604 50 100 1800~2200 700~900 16 05~1 {3 (SIDE MILLING)
1604 50 100 1800~2200 500~700 16 1~2  {fi% (SIDE MILLING)
1604 50 100 1800~2200 200~400 16 2~3  fI% (SIDE MILLING)
ETAETD 2004 50 125 1700~2200 400~700 005~02  18~20 &% (SLOTTING)
2004 50 100 1300~1800 600~800 0.5~1 20 8 (SLOTTING)
2004 50 100 1300~1800 350~500 1~2 20 &% (SLOTTING)
2004 50 100 1300~1800 150~350 23 20  #%(SLOTTING)
2004 50 100 1300~1800 250~450 20~40  0.05~0.2 fAigk (SIDE MILLING)
2004 50 100 1300~1800 600~800 20 05~1 {3 (SIDE MILLING)
2004 50 100 1300~1800 350~500 20 1~2  {fi% (SIDE MILLING)
)

2004 50 100 1300~1800 150~350 20 2~3 fAl# (SIDE MILLING




BT A="Y/// oD
ETA*T/ ETDYT

" : A& T ER /BT E#H : Alloy Tool Steels / Carbon Tool Steels
gR IRt Work Material =
LRSS o)) | b5/ sK3 / SKD61/ SKD11 : 1.2311 ] 11545/ 1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

ETAT 241753 Coolant Type IEZ=WAIL=l W BIVRoTeIETal J&IUEE] Wet coolant

2 5 HIERE EEEERE b ITRE MIRE mIAs
xtension | (m/min) Speed (Aa) _(Ap) Milling T
Length(mm) | Cutting Speed (min") ~(mm/min)  Depth of Cut 1 Width of Cut 9 lype
ETAETD 0104 9 65 19000~20000 1100~1300 0.03~0.05 0.7~1 &%t (SLOTTING)
0104 9 65 19000~20000 600~900 0.05~0.08 1 Bt (SLOTTING)
0104 9 65 19000~20000 400~600 0.09~0.12 1 Bt (SLOTTING)
0104 9 65 19000~20000 800~1100 52 0.03~0.05 {AI$ (SIDE MILLING)
0104 9 65 19000~20000 600~900 1~2 0.05~0.08 fAIs (SIDE MILLING)
0104 9 65 19000~20000 350~550 1~2 0.09~0.12 {AI$% (SIDE MILLING)
ETA ETD 0154 9 80 16000~17000 1100~1300 0.03~0.05 =13 Bt (SLOTTING)
0154 9 80 16000~17000 600~900 0.06~0.1 1.5 &8t (SLOTTING)
0154 9 80 16000~17000 400~600 0.1~0.2 1.5 &% (SLOTTING)
0154 9 80 16000~17000 800~1100 1.5~3 0.03~0.05 fAI# (SIDE MILLING)
0154 9 80 16000~17000 600~900 1.5~3 0.06~0.1 {8k (SIDE MILLING)
0154 9 80 16000~17000 400~600 1.5~3 0.1~0.2 {83 (SIDE MILLING)
ETAETD 0204 1 90 13500~14500 1100~1300 0.04~0.06 1.5~2 &%t (SLOTTING)
0204 11 90 13500~14500 600~900 0.1~0.18 2 &% (SLOTTING)
0204 1" 90 13500~14500 400~600 0.2~0.3 2 Bt (SLOTTING)
0204 1" 90 13500~14500 800~1100 2~4 0.04~0.06 fAI$k (SIDE MILLING)
0204 11 90 13500~14500 600~900 2~4 0.1~0.18  fAl$ (SIDE MILLING)
0204 1 90 13500~14500 400~600 2~4 0.2~0.3  {AI#k (SIDE MILLING)
ETA ETD 0254 12 95 11500~12500 1100~1300 0.04~0.06 25 25) 7Bt (SLOTTING)
0254 12 95 11500~12500 600~900 0.1~0.18 25 &8t (SLOTTING)
0254 12 95 11500~12500 500~700 0.2~0.3 25 &% (SLOTTING)
0254 12 95 11500~12500 800~1100 2.5~5 0.04~0.06 fAI$% (SIDE MILLING)
0254 12 95 11500~12500 600~900 2.5~5 0.1~0.18  {Aik (SIDE MILLING)
0254 12 95 11500~12500 500~700 2575 0.2~0.3  {Al$% (SIDE MILLING)
ETAETD 0304S 13 105 11000~12000 1100~1300 0.04~0.07 2.5~3 &% (SLOTTING)
0304S 13 105 11000~12000 700~1000 0.1~0.2 3 B#t (SLOTTING)
0304S 13 105 11000~12000 600~800 0.3~0.4 3 &%t (SLOTTING)
0304S 13 105 11000~12000 800~1100 3=6) 0.04~0.07 fAI$k (SIDE MILLING)
0304S 13 105 11000~12000 700~1000 3~6 0.1~0.2  {Al% (SIDE MILLING)
0304S 13 105 11000~12000 600~800 3~6 0.3~0.4  fAI%t (SIDE MILLING)
ETA ETD 0304 15 105 11000~12000 1100~1300 0.04~0.07 2.5~3 Bt (SLOTTING)
0304 15 105 11000~12000 800~1100 0.15~0.25 3 &8t (SLOTTING)
0304 15 105 11000~12000 700~900 0.3~0.45 3] &% (SLOTTING)
0304 15 105 11000~12000 800~1100 3~6 0.04~0.07 {BI%% (SIDE MILLING)
0304 15 105 11000~12000 800~1100 3~6 0.15~0.25 fAl# (SIDE MILLING)
0304 15 105 11000~12000 700~900 3=6 0.3~0.45  fAl## (SIDE MILLING)



ovir WE=AVTEI
ETA*" [ ETD*

. . A& T B/ BT A : Alloy Tool Steels / Carbon Tool Steels
#HEIEIRE Work Material =
UUEMEIIESIEIN 1)) /b5 ) K3 / SKDG1 / SKD11 : 1.2311 /11545 / 1.2379 1.2344 : H13 / D2 (HRc23~32)

ETA‘T %413 Coolant Type [EAws)L=lNn]aVRelelelETald J=IUHEI Wet coolant

EEEERRE EE INIRE MIKE
Extension r ) Speed eed (Aa) (Ap) M
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut -Width of Cut-
ETA ETD 0404 16 110 8500~9500 1100~1300 0.04~0.07 3~4 &% (SLOTTING)
0404 16 110 8500~9500 800~1100 0.3~0.4 4 7B (SLOTTING)
0404 16 110 8500~9500 700~900 0.5~0.6 4 7B (SLOTTING)
0404 16 110 8500~9500 800~1100 4~8 0.04~0.07 A8k (SIDE MILLING)
0404 16 110 8500~9500 900~1200 4~8 0.3~0.4  fAI$k (SIDE MILLING)
0404 16 110 8500~9500 700~900 4~8 0.5~0.6  fA$k (SIDE MILLING)
ETA ETD 0504S 18 115 7000~8000 1100~1300 0.05~0.08 4~5 7B (SLOTTING)
0504S 18 115 7000~8000 700~1000 0.5~0.7 5 &t (SLOTTING)
0504S 18 115 7000~8000 600~800 0.8~1 5 &%t (SLOTTING)
0504S 18 115 7000~8000 800~1100 5~10 0.05~0.08 fl (SIDE MILLING)
0504S 18 115 7000~8000 1100~1400 5~10 0.5~0.7  fAI$ (SIDE MILLING)
0504S 18 115 7000~8000 600~800 5~10 0.8~1  fAl$ (SIDE MILLING)
ETA ETD 0504 19 115 7000~8000 1100~1300 0.05~0.08 4~5 7B (SLOTTING)
0504 19 115 7000~8000 800~1100 0.5~0.7 5 7B (SLOTTING)
0504 19 115 7000~8000 700~900 0.8~1 5 7B (SLOTTING)
0504 19 115 7000~8000 800~1100 5~10 0.05~0.08 fHI$ (SIDE MILLING)
0504 19 115 7000~8000 1200~1500 5~10 0.5~0.7  fAl$k (SIDE MILLING)
0504 19 115 7000~8000 700~900 5~10 0.8~1 {B%% (SIDE MILLING)
ETA ETD 0604 21 100 5000~5500 1100~1300 0.05~0.1 526] 7B (SLOTTING)
0604 21 100 5000~5500 800~1100 0.6~0.8 6 7B (SLOTTING)
0604 21 100 5000~5500 700~900 1~1.5 6 &%t (SLOTTING)
0604 21 100 5000~5500 600~800 6~12 0.05~0.15 {8l (SIDE MILLING)
0604 21 100 5000~5500 1100~1300 6~12 0.6~0.8  fAI# (SIDE MILLING)
0604 21 100 5000~5500 700~900 6~12 115449 {8k (SIDE MILLING)
ETAETD 0804 27 120 4500~5000 1000~1200  0.05~0.12 7~8 &%t (SLOTTING)
0804 27 105 4000~4500 900~1200 1.4~2 8 7B (SLOTTING)
0804 27 105 4000~4500 700~900 2~3 8 7B (SLOTTING)
0804 27 105 4000~4500 600~800 8~16 0.05~0.12 fAl$k (SIDE MILLING)
0804 27 105 4000~4500 1200~1400 8~16 1.4~2  {8$ (SIDE MILLING)
0804 27 105 4000~4500 700~900 8~16 2~3 {AI$% (SIDE MILLING)
ETAETD 1004 34 125 3800~4300 1000~1200 0.05~0.15 9~10 7B (SLOTTING)
1004 34 100 3000~3500 800~1000 1~1.5 10 7B (SLOTTING)
1004 34 100 3000~3500 600~800 2.5~3.5 10 &t (SLOTTING)
1004 34 100 3000~3500 600~800 10 0.05~0.15 fAi#k (SIDE MILLING)
1004 34 100 3000~3500 600~800 20 0.05~0.15 fAI#t (SIDE MILLING)
1004 34 100 3000~3500 700~1000 10 =449 {8k (SIDE MILLING)
1004 34 100 3000~3500 600~900 10 2.5~3.5  fAl$h (SIDE MILLING)




W A===Y)// ODiF
ETA*T/ ETD

" : A& T ER /BRI E$H : Alloy Tool Steels / Carbon Tool Steels
gR IRt Work Material =
LRSS o)) | b5/ sK3 / SKD61/ SKD11 : 1.2311 ] 11545/ 1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

ETA‘T 441753 Coolant Type [ Z=wrll=I BRI EN &ICHIEI Wet coolant

Eﬂﬁi . tHEIEE EERE EREE ITRE MIKE MIH
T2 NO.____ ngintmm “Gutlng Speed (inc (i) Dep(tr'?‘ ot Cut sWictnat ety Miling Type
ETAETD 1204 37 125 3000~3500  900~1100  0.05~0.15  11~12  ## (SLOTTING)
1204 37 100 2500~3000 500~700 1~2 12 ##(SLOTTING)
1204 37 100 2500~3000 300~400 3~4 12 @ (SLOTTING)
1204 37 100 2500~3000 600~900 1224 0.05~0.15 s (SIDE MILLING)
1204 37 100 2500~3000 500~700 12 1~2 IS (SIDE MILLING)
1204 37 100 2500~3000 300~400 12 3-4 i (SIDE MILLING)
ETAETD 1604 50 125 2300~2800 500~800  0.05~0.2  15~16  ## (SLOTTING)
1604 50 95 1700~2100  800~1000 0.5~1 16 8% (SLOTTING)
1604 50 95 1700~2100  400~600 1~2 16 % (SLOTTING)
1604 50 95 1700~2100 200~400 2-3 16 #$(SLOTTING)
1604 50 95 1700~2100 350~550 16~32  0.05~0.2 fil# (SIDE MILLING)
1604 50 95 1700~2100 700~900 16 0.5~1 s (SIDE MILLING)
1604 50 95 1700~2100 500~700 16 1~2 IS (SIDE MILLING)
1604 50 95 1700~2100 200~400 16 2~3  fHI% (SIDE MILLING)
ETAETD 2004 50 125 1700~2200  400~700  0.05~0.2  18~20  i## (SLOTTING)
2004 50 100 1300~1800 550~750 0.5~1 20 #$#(SLOTTING)
2004 50 100 1300~1800 300~450 1~2 20 #$#(SLOTTING)
2004 50 100 1300~1800 150~350 2-3 20 % (SLOTTING)
2004 50 100 1300~1800 250~450 20~40  0.05~0.2 ffif#(SIDE MILLING)
2004 50 100 1300~1800 550~750 20 0.5~1 IS (SIDE MILLING)
2004 50 100 1300~1800 300~450 20 1~2 IS (SIDE MILLING)
2004 50 100 1300~1800 150~350 20 2~3  fHi% (SIDE MILLING)



ODHF \\\NWEZ=2oAN
“\\h
E IA4T[ E I D4T tNHIE#EZR § Milling Conditions
- K& . e
- g SEESH | FERESH : Prehardened Steels
NAKS0 ; 1.2083 : AISI420 : M310 (HRc36~45)

ETA‘T %4153 Coolant Type [EA=ws)L=lNn]gVRelele ETald J=IUEEI Wet coolant

EEEERRE EE NIRE MIKE
Extension r ) Speed eed (Aa) (Ap) M
Length(mm) *Cutting Speed (min") ~(mm/min)  Depth of Cut -Width of Cut-
ETA ETD 0104 9 60 18000~19000 1100~1300 0.03~0.05 0.7~1 &% (SLOTTING)
0104 9 60 18000~19000 600~900 0.05~0.08 1 7B (SLOTTING)
0104 9 60 18000~19000 350~550 0.09~0.12 1 7B (SLOTTING)
0104 9 60 18000~19000 800~1100 1~2 0.03~0.05 fAI%t (SIDE MILLING)
0104 9 60 18000~19000 600~900 1~2 0.05~0.08 fAi$# (SIDE MILLING)
0104 9 60 18000~19000 350~550 1~2 0.09~0.12 {8l$ (SIDE MILLING)
ETAETD 0154 9 80 16000~17000 1100~1300 0.03~0.05 =449 7B (SLOTTING)
0154 9 75 15000~16000 600~900 0.06~0.1 1.5 &t (SLOTTING)
0154 9 75 15000~16000 350~550 0.1~0.2 1.5 &8t (SLOTTING)
0154 9 80 16000~17000 800~1100 1.5~3 0.03~0.05 {8l (SIDE MILLING)
0154 9 75 15000~16000 600~900 1.5~3 0.06~0.1 {8l (SIDE MILLING)
0154 9 75 15000~16000 350~550 1.5~3 0.1~0.2  fAi$% (SIDE MILLING)
ETA ETD 0204 1 80 13000~14000 1100~1300 0.04~0.06 152 &% (SLOTTING)
0204 1 80 13000~14000 600~900 0.1~0.18 2 &%t (SLOTTING)
0204 1" 80 13000~14000 350~550 0.2~0.3 2 7B (SLOTTING)
0204 1 80 13000~14000 800~1100 2~4 0.04~0.06 fAl$k (SIDE MILLING)
0204 11 80 13000~14000 600~900 2~4 0.1~0.18  fAI%t (SIDE MILLING)
0204 11 80 13000~14000 350~550 2~4 0.2~0.3 {8k (SIDE MILLING)
ETA ETD 0254 12 90 11000~12000 1100~1300 0.04~0.06 2285 7B (SLOTTING)
0254 12 90 11000~12000 600~900 0.1~0.18 25 7B (SLOTTING)
0254 12 90 11000~12000 400~600 0.2~0.3 25 &%t (SLOTTING)
0254 12 90 11000~12000 800~1100 2.5~5 0.04~0.06 {8l (SIDE MILLING)
0254 12 90 11000~12000 600~900 2.5~5 0.1~0.18  fAI (SIDE MILLING)
0254 12 90 11000~12000 400~600 256 0.2~0.3  fAl$k (SIDE MILLING)
ETAETD 0304S 13 100 10500~11500 1100~1300 0.04~0.07 2.5~3  &# (SLOTTING)
0304S 13 100 10500~11500 600~900 0.1~0.2 3 7B (SLOTTING)
0304S 13 100 10500~11500 500~700 0.3~0.4 8 &t (SLOTTING)
0304S 13 100 10500~11500 800~1100 3~6 0.04~0.07  fI%t (SIDE MILLING)
0304S 13 100 10500~11500 600~900 886 0.1~0.2  {8i$% (SIDE MILLING)
0304S 13 100 10500~11500 500~700 3~6 0.3~0.4  fAI#k (SIDE MILLING)
ETAETD 0304 15 100 10500~11500 1100~1300 0.04~0.07 255 7B (SLOTTING)
0304 15 100 10500~11500 700~1000 0.15~0.25 3 7B (SLOTTING)
0304 15 100 10500~11500 600~800 0.3~0.45 8 &%t (SLOTTING)
0304 15 100 10500~11500 800~1100 3~6 0.04~0.07 {8l$ (SIDE MILLING)
0304 15 100 10500~11500 700~1000 3~6 0.15~0.25 it (SIDE MILLING)
0304 15 100 10500~11500 600~800 3~6 0.3~0.45 fAI%k (SIDE MILLING)




CEWA==="2W/// ODHF
ETA4T l ET D4T tIEEH3R | Milling Conditions
R ' FE5$R | aRESR : Prehardened Steels

NAKS0 : 1.2083 : AISI420 : M310 (HRc36~45)

ETAT 241753 Coolant Type IEZA=WAIL=l W BIVRoTeIETali J&IUEE] Wet coolant

2 . HHIERE EEEERE b PNIRE ITEE mIAs
xtension | (m/min) Speed (Aa) _(Ap) Milling T
Length(mm) |CuttingSpeed  (min"1) {+(mm/min)- Depth of Cut -Width of Cut" 9 lype
ETA ETD 0404 16 100 7500~8500 1000~1200 0.04~0.07 3~4 &%t (SLOTTING)
0404 16 100 7500~8500 700~900 0.3~0.4 4 &t (SLOTTING)
0404 16 100 7500~8500 500~700 0.5~0.6 4 7Bt (SLOTTING)
0404 16 100 7500~8500 600~800 4~8 0.04~0.07 fAI$k (SIDE MILLING)
0404 16 100 7500~8500 700~900 4~8 0.3~0.4  fAI$k (SIDE MILLING)
0404 16 100 7500~8500 500~700 4~8 0.5~0.6  fAl#k (SIDE MILLING)
ETA ETD 0504S 18 105 6500~7500 1000~1200 0.05~0.08 4~5 Bt (SLOTTING)
0504S 18 105 6500~7500 700~900 0.5~0.7 5 7B# (SLOTTING)
0504S 18 105 6500~7500 500~700 0.8~1 5 &8 (SLOTTING)
0504S 18 105 6500~7500 600~800 5~10 0.05~0.08 fAI# (SIDE MILLING)
0504S 18 105 6500~7500 700~900 5~10 0.5~0.7  fI$ (SIDE MILLING)
0504S 18 105 6500~7500 500~700 5~10 0.8~1 {B% (SIDE MILLING)
ETA ETD 0504 19 110 6500~7500 1000~1200 0.05~0.08 4~5 &%t (SLOTTING)
0504 19 110 6500~7500 700~900 0.5~0.7 5) &t (SLOTTING)
0504 19 110 6500~7500 500~700 0.8~1 5 Bt (SLOTTING)
0504 19 110 6500~7500 600~800 5~10 0.05~0.08 fAl$ (SIDE MILLING)
0504 19 110 6500~7500 700~900 5~10 0.5~0.7  f8I$k (SIDE MILLING)
0504 19 110 6500~7500 500~700 5~10 0.8~1 {8I$% (SIDE MILLING)
ETA ETD 0604 21 100 5000~5500 1000~1200 0.05~0.1 5~6 Bt (SLOTTING)
0604 21 100 5000~5500 700~900 0.6~0.8 6 &8t (SLOTTING)
0604 21 100 5000~5500 500~700 1= 6 &8 (SLOTTING)
0604 21 100 5000~5500 600~800 6~12 0.05~0.15 {AI$% (SIDE MILLING)
0604 21 100 5000~5500 700~900 6~12 0.6~0.8  fAI# (SIDE MILLING)
0604 21 100 5000~5500 500~700 6~12 1=1:8 {B$% (SIDE MILLING)
ETAETD 0804 27 120 4500~5000 1000~1200 0.05~0.12 7~8 7B (SLOTTING)
0804 27 105 4000~4500 500~700 1.4~2 8 & (SLOTTING)
0804 27 105 4000~4500 400~600 2~3 8 Bt (SLOTTING)
0804 27 105 4000~4500 600~800 8~16 0.05~0.12 {AI$k (SIDE MILLING)
0804 27 105 4000~4500 500~700 8~16 1.4~2 {B$% (SIDE MILLING)
0804 27 105 4000~4500 400~600 8~16 2~3 {Al#% (SIDE MILLING)
ETAETD 1004 34 120 3500~4000 1000~1200 0.05~0.15 9~10 7Bt (SLOTTING)
1004 34 100 3000~3500 600~800 1= 10 &8t (SLOTTING)
1004 34 100 3000~3500 400~600 2452 815) 10 &8 (SLOTTING)
1004 34 100 3000~3500 600~800 10 0.05~0.15 fai# (SIDE MILLING)
1004 34 100 3000~3500 600~800 20 0.05~0.15 fAl# (SIDE MILLING)
1004 34 100 3000~3500 600~800 10 1= {B$% (SIDE MILLING)
1004 34 100 3000~3500 400~600 10 2.5~3.5  {AI#k (SIDE MILLING)



ODHE M WEZT
ETA4T [ ET D4T tEI&E 2R | Milling Conditions
K. ISR S———
SHEI$H / FEHESE : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

ETA‘T %413 Coolant Type [EAws)L=lNnlaVRelelelETald J=IUEEI Wet coolant

RgE 5 EEEERRE EE nIRE
TPeNO-___. Langin(mm “Guing Speed: Gminc i Dcpirol -
gth(mm) +Cutting Spee min (mm/min) Depth of Cut ~Width of
ETAETD 1204 37 110 2800~3300 800~1000 0.05~0.15 11~12  &# (SLOTTING)
1204 37 80 2200~2600 300~500 1~2 12 B (SLOTTING)
1204 37 80 2200~2600 250~450 3~4 12 7B (SLOTTING)
1204 37 80 2200~2600 500~800 12~24 0.05~0.15 {Al$# (SIDE MILLING)
1204 37 80 2200~2600 300~500 12 1=2 {Bl$E (SIDE MILLING)
1204 37 80 2200~2600 250~450 12 3~4 {3 (SIDE MILLING)
ETAETD 1604 50 110 2000~2500 400~600 0.05~0.2 15~16  i#&#t (SLOTTING)
1604 50 85 1500~1900 700~850 0.5~1 16 7Bt (SLOTTING)
1604 50 85 1500~1900 400~600 1~2 16 & (SLOTTING)
1604 50 85 1500~1900 200~300 23 16 B (SLOTTING)
1604 50 85 1500~1900 300~500 16~32 0.05~0.2 fAls# (SIDE MILLING)
1604 50 85 1500~1900 700~850 16 0.5~1 {8t (SIDE MILLING)
1604 50 85 1500~1900 400~600 16 1=2 {Bl$E (SIDE MILLING)
1604 50 85 1500~1900 200~300 16 2~3 {AI$% (SIDE MILLING)
ETAETD 2004 50 110 1400~1900 350~550 0.05~0.2 18~20  i&#t (SLOTTING)
2004 50 85 1100~1600 450~650 0.5~1 20 &8 (SLOTTING)
2004 50 85 1100~1600 250~400 52 20 B8t (SLOTTING)
2004 50 85 1100~1600 150~300 2~3 20 B (SLOTTING)
2004 50 85 1100~1600 200~400 20~40 0.05~0.2 fAls# (SIDE MILLING)
2004 50 85 1100~1600 450~650 20 0.5~1 {Al$% (SIDE MILLING)
2004 50 85 1100~1600 250~400 20 1~2 {Bl$k (SIDE MILLING)
)

2004 50 85 1100~1600 150~300 20 2~3 fAl# (SIDE MILLING




ECTWA="Y/// QD
ETB%"/ ETH*

” ; k=4l | $£8 : Carbon Steels / Cast Iron
i tTEI44 Work Material
AN S50C | Fe250 / SS400 : 11210 /0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr.45 (~HRc22)

ETB?" 4417z Coolant Type /A=W 7)[=1NnlaYA oI alE J&IUEIE] Wet coolant

2 S EEE EEEEE ERERE MIRE MIRE mIA
xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) | Cutting Speed (min") [~(mm/min) Depth of Cut  Width of Cut 9 lype
ETB ETH 0102 12 30 9000~10000 700~1000 0.03~0.05 1 Bt (SLOTTING)
0102 12 30 9000~10000 800~1200 0.06~0.08 1 &8t (SLOTTING)
0102 12 30 9000~10000 700~900 1 0.03~0.05 fAig (SIDE MILLING)
0102 12 30 9000~10000 700~1000 1 0.06~0.08 fAig (SIDE MILLING)
ETB ETH 0152 14 45 9000~10000 700~1000 0.03~0.05 15 &t (SLOTTING)
0152 14 45 9000~10000 800~1200 0.06~0.09 1.5 B8t (SLOTTING)
0152 14 45 9000~10000 800~1000 1.5 0.03~0.05 fAIg (SIDE MILLING)
0152 14 45 9000~10000 700~1000 1.5 0.06~0.09 fAigk (SIDE MILLING)
ETB ETH 0202 16 55 8700~9200 700~1000 0.04~0.06 2 Bt (SLOTTING)
0202 16 58 8700~9200 1000~1400 0.08~0.13 2 &8t (SLOTTING)
0202 16 55 8700~9200 700~900 2 0.04~0.06 fAIg (SIDE MILLING)
0202 16 55 8700~9200 800~1200 2 0.08~0.13 fAif (SIDE MILLING)
ETB ETH 0252 16 65 8000~8500 700~1000 0.04~0.06 25 &8t (SLOTTING)
0252 16 65 8000~8500 1000~1400 0.08~0.13 25 B8t (SLOTTING)
0252 16 65 8000~8500 800~1000 5 0.04~0.06 fAIg (SIDE MILLING)
0252 16 65 8000~8500 700~1100 5 0.08~0.13 fAlft (SIDE MILLING)
ETB ETH 0302 18 75 7500~8000 700~1000 0.05~0.09 3 Bt (SLOTTING)
0302 18 75 7500~8000 1200~1600 0.12~0.18 3 &8t (SLOTTING)
0302 18 75 7500~8000 700~1000 6 0.05~0.09 fAIg (SIDE MILLING)
0302 18 75 7500~8000 800~1200 6 0.12~0.18  fAlf (SIDE MILLING)
ETH 0352 18 75 7500~8000 700~1000 0.05~0.1 35 &8t (SLOTTING)
0352 18 75 7500~8000 1200~1600 0.12~0.2 3.5 B8t (SLOTTING)
0352 18 75 7500~8000 700~1000 7 0.05~0.1  fAl#k (SIDE MILLING)
0352 18 75 7500~8000 800~1200 7 0.12~0.2  {Ai% (SIDE MILLING)
ETB ETH 0402 20 75 5700~6200 700~1000 0.05~0.1 4 Bt (SLOTTING)
0402 20 75 5700~6200 1200~1600 0.15~0.25 4 &8t (SLOTTING)
0402 20 75 5700~6200 700~1000 8 0.05~0.1  fAl$k (SIDE MILLING)
0402 20 75 5700~6200 1000~1400 8 0.15~0.25 fAlf (SIDE MILLING)
ETH 0452 20 75 5700~6200 700~1000 0.05~0.1 4.5 &8t (SLOTTING)
0452 20 75 5700~6200 1200~1600 0.2~0.3 4.5 B8t (SLOTTING)
0452 20 75 5700~6200 700~1000 9 0.05~0.1  fAl#k (SIDE MILLING)
0452 20 75 5700~6200 1000~1400 9 0.2~0.3  fAlf (SIDE MILLING)
ETB ETH 0502 20 80 4800~5300 700~1000 0.05~0.1 5 Bt (SLOTTING)
0502 20 80 4800~5300 1200~1600 0.3~0.4 5 &8t (SLOTTING)
0502 20 80 4800~5300 700~1000 10 0.05~0.1  fAI#k (SIDE MILLING)
0502 20 80 4800~5300 1000~1400 10 0.3~0.4  fAlg (SIDE MILLING)
ETH 0552 20 80 4800~5300 700~1000 0.05~0.1 55 &8t (SLOTTING)
0552 20 80 4800~5300 1200~1600 0.3~0.4 55 B8t (SLOTTING)
0552 20 80 4800~5300 700~1000 1 0.05~0.1  fAl$k (SIDE MILLING)
0552 20 80 4800~5300 1000~1400 1 0.3~0.4  flgk (SIDE MILLING)



ovF W=
ETB2"/ ETHZT

- ) Wkl / $£5 : Carbon Steels / Cast Iron
D8I Work Mat |
LUEMCIIE SN <50/ Fc250 /55400 : 11210/ 0.6025/1.0036 : 1050 / NO.35 / AS70 Gr.45 (~HRc22)

ETB?" %4173 Coolant Type [EEZ=WrI[SINBIYAVIIE J=IUVEEI Wet coolant

EEEERRE 5 INIRE MIKE
Extension Speed eed (Aa) (Ap) M
Length(mm) -Gﬁ&mg—Speed— (min") ~(mm/min)  Depth of Cut -Width of Cut

ETB ETH 0602 23 80 4000~4500 700~1000 0.05~0.1 6 Bt (SLOTTING)
0602 23 80 4000~4500 800~1200 Of5z 6 7B (SLOTTING)

0602 23 80 4000~4500 800~1200 6 0.5~1  fEl$t (SIDE MILLING)

0602 23 80 4000~4500 700~1000 12 0.05~0.1  fAI%t (SIDE MILLING)

0602 23 80 4000~4500 1400~1800 12 0.3~0.4 {83 (SIDE MILLING)
ETH 0652 23 80 4000~4500 700~1000 0.05~0.1 6.5 7Bt (SLOTTING)
0652 23 80 4000~4500 800~1200 0.5~1 6.5 7B (SLOTTING)

0652 23 80 4000~4500 800~1200 6.5 0.5=1 {8k (SIDE MILLING)

0652 23 80 4000~4500 700~1000 13 0.05~0.1 fAI%t (SIDE MILLING)

0652 23 80 4000~4500 1400~1800 13 0.3~0.4  fAI%t (SIDE MILLING)
ETH 0702 23 80 4000~4500 700~1000 0.05~0.1 7 7Bt (SLOTTING)
0702 23 80 4000~4500 800~1200 0.5~1 7 7B (SLOTTING)

0702 23 80 4000~4500 800~1200 7 0.5~1  fAl# (SIDE MILLING)

0702 23 80 4000~4500 700~1000 14 0.05~0.1 f8I$ (SIDE MILLING)

0702 23 80 4000~4500 1400~1800 14 0.3~0.4  fAI$ (SIDE MILLING)
ETH 0752 30 90 2700~3200 700~1000 0.05~0.1 7.5 7B (SLOTTING)
0752 30 90 2700~3200 700~1000 0.5+ 75 &%t (SLOTTING)

0752 30 90 2700~3200 700~1100 7.5 0.5~1 {EI$% (SIDE MILLING)

0752 30 90 2700~3200 500~800 15 0.05~0.1 {8l (SIDE MILLING)

0752 30 90 2700~3200 1200~1600 15 0.4~0.5 {83 (SIDE MILLING)
ETB ETH 0802 30 90 2700~3200 700~1000 0.05~0.1 8 &t (SLOTTING)
0802 30 90 2700~3200 700~1000 0.7~1.2 8 7B (SLOTTING)

0802 30 90 2700~3200 700~1100 8 0.7~1.2  {8i$k (SIDE MILLING)

0802 30 90 2700~3200 500~800 16 0.05~0.1  fAI%t (SIDE MILLING)

0802 30 90 2700~3200 1200~1600 16 0.4~0.5  {8l$% (SIDE MILLING)
ETH 0852 30 90 2700~3200 700~1000 0.05~0.1 8.5 7B (SLOTTING)
0852 30 90 2700~3200 700~1000 0.7~1.2 8.5 7B (SLOTTING)

0852 30 90 2700~3200 700~1100 8.5 0.7~1.2 {8k (SIDE MILLING)

0852 30 90 2700~3200 500~800 17 0.05~0.1  fAI%t (SIDE MILLING)

0852 30 90 2700~3200 1200~1600 17 0.4~0.5  fBl$% (SIDE MILLING)
ETH 0902 30 90 2700~3200 700~1000 0.05~0.1 9 7B (SLOTTING)
0902 30 90 2700~3200 700~1000 0.7~1.2 9 7B (SLOTTING)

0902 30 90 2700~3200 700~1100 9 0.7~1.2  {8i$% (SIDE MILLING)

0902 30 90 2700~3200 500~800 18 0.05~0.1  fAI%t (SIDE MILLING)

0902 30 90 2700~3200 1200~1600 18 0.4~0.5  fAI$ (SIDE MILLING)
ETH 0952 85} 85 2500~3000 700~1000 0.05~0.1 9.5 7Bt (SLOTTING)
0952 35 85 2500~3000 700~1100 0.7~1.2 9.5 &%t (SLOTTING)

0952 35 70 2000~2500 700~1000 9.5 0.7~1.2 {8k (SIDE MILLING)

0952 35 70 2000~2500 400~700 19 0.05~0.1 {8l (SIDE MILLING)

0952 35 70 2000~2500 800~1200 19 0.4~0.5 A%k (SIDE MILLING)




ECTWA="Y)/// oD
ETB%"/ ETH*

” ; k=4l | $£8 : Carbon Steels / Cast Iron
i tTEI44 Work Material
AN S50C | F250 / SS400 : 11210 /0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr45 (~HRc22)

SR e e Fz 4 HJE] Dry coolant J&IUEE] Wet coolant

2 . HIERE EEEERE HEIGEE PNIRE MITEE mIA
xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) | Cutting Speed (min") ~(mm/min)  Depth of Cut Width of Cut 9 lype
ETB ETH 1002 85) 85 2500~3000 700~1000 0.05~0.1 10 &%t (SLOTTING)
1002 35 85 2500~3000 700~1100 0.7~1.2 10 &t (SLOTTING)
1002 35 70 2000~2500 700~1000 10 0.7~1.2  f8I$ (SIDE MILLING)
1002 85) 70 2000~2500 400~700 20 0.05~0.1  fAl## (SIDE MILLING)
1002 35 70 2000~2500 800~1200 20 0.4~0.5 {33 (SIDE MILLING)
ETH 1052 35 85 2500~3000 700~1000 0.05~0.12 10.5 &%t (SLOTTING)
1052 35 85 2500~3000 700~1100 0.7~1.2 10.5 Bt (SLOTTING)
1052 35 70 2000~2500 700~1000 10.5 0.7~1.2  {Al$% (SIDE MILLING)
1052 35 70 2000~2500 400~700 21 0.05~0.12 {AI$% (SIDE MILLING)
1052 35 70 2000~2500 800~1200 21 0.4~0.5  fAI$t (SIDE MILLING)
ETH 1102 35 85 2500~3000 700~1000 0.05~0.12 1 Bt (SLOTTING)
1102 35 85 2500~3000 700~1100 0.7~1.2 11 &8t (SLOTTING)
1102 85 70 2000~2500 700~1000 11 0.7~1.2  {A% (SIDE MILLING)
1102 35 70 2000~2500 400~700 22 0.05~0.12 fEi% (SIDE MILLING)
1102 35 70 2000~2500 800~1200 22 0.4~0.5  fAI$ (SIDE MILLING)
ETH 1152 35 85 2500~3000 700~1000 0.05~0.12 1.5 &8t (SLOTTING)
1152 35 85 2500~3000 700~1100 0.7~1.2 11.5 &% (SLOTTING)
1152 35 70 2000~2500 700~1000 11.5 0.7~1.2 A%k (SIDE MILLING)
1152 35 70 2000~2500 400~700 23 0.05~0.12 fAi$ (SIDE MILLING)
1152 B8] 70 2000~2500 800~1200 23 0.4~0.5  {Al$% (SIDE MILLING)
ETB ETH 1202 37 105 2500~3000 700~1000 0.05~0.12 12 &% (SLOTTING)
1202 37 85 2000~2500 500~800 0.7~1.2 12 &t (SLOTTING)
1202 37 115 2800~3300 700~1000 12 0.7~1.2  {8# (SIDE MILLING)
1202 37 115 2800~3300 500~800 24 0.05~0.12 {AI$ (SIDE MILLING)
1202 37 115 2800~3300 1000~1400 24 0.4~0.5  fAl% (SIDE MILLING)
ETH 1252 37 105 2500~3000 700~1000 0.05~0.15 12,5 &3t (SLOTTING)
1252 37 85 2000~2500 500~800 0.7~1.2 12.5 Bt (SLOTTING)
1252 37 115 2800~3300 700~1000 125 0.7~1.2  {Al$k (SIDE MILLING)
1252 37 115 2800~3300 500~800 25 0.05~0.15 {Al$% (SIDE MILLING)
1252 37 115 2800~3300 1000~1400 25 0.4~0.5  {Al$% (SIDE MILLING)
ETH 1302 37 105 2500~3000 700~1000 0.05~0.15 13 Bt (SLOTTING)
1302 37 85 2000~2500 500~800 0.7~1.2 13 &8t (SLOTTING)
1302 37 115 2800~3300 700~1000 13 0.7~1.2  {A% (SIDE MILLING)
1302 37 115 2800~3300 500~800 26 0.05~0.15 {AI$ (SIDE MILLING)
1302 37 115 2800~3300 1000~1400 26 0.4~0.5  fI$ (SIDE MILLING)
ETH 1352 37 105 2500~3000 700~1000 0.05~0.15 13.5 &8t (SLOTTING)
1352 37 85 2000~2500 500~800 0.7~1.2 13.5 &% (SLOTTING)
1352 37 115 2800~3300 700~1000 13.5 0.7~1.2  {8l$% (SIDE MILLING)
1352 37 115 2800~3300 500~800 27 0.05~0.15 fAl# (SIDE MILLING)
1352 37 115 2800~3300 1000~1400 27 0.4~0.5  {Al$% (SIDE MILLING)



ovF W=
ETB?T/ ETHZT
e . _ R S ——

” . Wk3=8H / §584 : Carbon Steels / Cast Iron
K tDEI44 Work Material
M S50C / Fc250 / SS400 : 1.1210/0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr45 (~HRc22)

ETB?" 24173 Coolant Type [EEZA=WrI[SINBIYAVIE &IV EEI Wet coolant

EEEERRE EE INIRE MIEE
Extension Speed eed (Aa) (Ap)
Length(mm) *Cutting Speed (min") ~(mm/min)  Depth of Cut Width of Cut-
ETH 1402 37 105 2500~3000 700~1000 0.05~0.15 14 &%t (SLOTTING)
1402 37 85 2000~2500 500~800 0.7~1.2 14 7B (SLOTTING)
1402 37 115 2800~3300 700~1000 14 0.7~1.2 {83 (SIDE MILLING)
1402 37 115 2800~3300 500~800 28 0.05~0.15 fAl#k (SIDE MILLING)
1402 37 115 2800~3300 1000~1400 28 0.4~0.5  fAI%t (SIDE MILLING)
ETH 1502 50 100 1800~2300 500~800 0.05~0.15 15 7B (SLOTTING)
1502 50 85 1500~2000 400~700 0.7~1.2 15 &3t (SLOTTING)
1502 50 115 2000~2500 500~800 15 0.7~1.2  {8I$ (SIDE MILLING)
1502 50 115 2000~2500 400~700 30 0.05~0.15 fAl# (SIDE MILLING)
1502 50 115 2000~2500 700~1000 30 0.4~0.5  fBI$k (SIDE MILLING)
ETB ETH 1602 50 100 1800~2300 500~800 0.05~0.15 16 &3t (SLOTTING)
1602 50 85 1500~2000 400~700 0.7~1.2 16 7B (SLOTTING)
1602 50 115 2000~2500 500~800 16 0.7~1.2  fAl$k (SIDE MILLING)
1602 50 115 2000~2500 400~700 32 0.05~0.15 {Al$ (SIDE MILLING)
1602 50 115 2000~2500 700~1000 32 0.4~0.5  fAi%t (SIDE MILLING)
ETH 1702 50 100 1800~2300 500~800 0.05~0.15 17 7B (SLOTTING)
1702 50 85 1500~2000 400~700 0.7~1.2 17 &% (SLOTTING)
1702 50 115 2000~2500 500~800 17 0.7~1.2  {8i$% (SIDE MILLING)
1702 50 115 2000~2500 400~700 34 0.05~0.15 {8l (SIDE MILLING)
1702 50 115 2000~2500 700~1000 34 0.4~0.5  fAI$k (SIDE MILLING)
ETH 1802 89} 95 1300~1800 400~700 0.05~0.15 18 &% (SLOTTING)
1802 55 80 1000~1500 300~600 0.7~1.2 18 &%t (SLOTTING)
1802 55} 110 1500~2000 400~700 18 0.7~1.2  f{8i$k (SIDE MILLING)
1802 55 110 1500~2000 300~600 36 0.05~0.15 faI%t (SIDE MILLING)
1802 65) 110 1500~2000 500~800 36 0.4~0.5  fAI$k (SIDE MILLING)
ETB ETH 2002 55} 95 1300~1800 400~700 0.05~0.15 20 7B (SLOTTING)
2002 55] 80 1000~1500 300~600 0.7~1.2 20 7B (SLOTTING)
2002 55 110 1500~2000 400~700 20 0.7~1.2 {83 (SIDE MILLING)
2002 65) 110 1500~2000 300~600 40 0.05~0.15 {fAi#k (SIDE MILLING)

2002 55 110 1500~2000 500~800 40 0.4~0.5  fAlt (SIDE MILLING)




CEWA———V/// ODHF
ET BZT / ET H 2T tI411&#% | Milling Conditions
- ; $%E8E £ 48 : Chromium Molybdenum Alloy Steels

SCMA440 : 1.7225 : 4140 : 42CrMoA (HRc25~28)

=Ry e e 23 / B ] Dry/MQL coolant &ICHIEI Wet coolant

2 5 HEEE EEEEE ERRE MIRE MIRE mIA
xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) | Cutting Speed (min") ~(mm/min)  Depth of Cut  Width of Cut 9 lype
ETB ETH 0102 14 30 9000~10000 700~1000 0.03~0.05 1 Bt (SLOTTING)
0102 14 30 9000~10000 800~1200 0.06~0.08 1 B8t (SLOTTING)
0102 14 30 9000~10000 600~800 1 0.03~0.05 fAg (SIDE MILLING)
0102 14 30 9000~10000 500~800 1 0.06~0.08 fAigt (SIDE MILLING)
ETB ETH 0152 14 45 9000~10000 700~1000 0.03~0.05 15 &t (SLOTTING)
0152 14 45 9000~10000 800~1200 0.06~0.09 1.5 B8t (SLOTTING)
0152 14 45 9000~10000 700~900 1.5 0.03~0.05 fAig (SIDE MILLING)
0152 14 45 9000~10000 500~800 1.5 0.06~0.09 fAigk (SIDE MILLING)
ETB ETH 0202 16 55 8700~9200 700~1000 0.04~0.06 2 Bt (SLOTTING)
0202 16 58 8700~9200 1000~1400 0.08~0.13 2 &8t (SLOTTING)
0202 16 55 8700~9200 700~900 2 0.04~0.06 fAIg (SIDE MILLING)
0202 16 55 8700~9200 700~1100 2 0.08~0.13 fAlft (SIDE MILLING)
ETB ETH 0252 16 65 8000~8500 700~1000 0.04~0.06 25 &t (SLOTTING)
0252 16 65 8000~8500 1000~1400 0.08~0.13 25 &8t (SLOTTING)
0252 16 65 8000~8500 700~900 5 0.04~0.06 fAIs (SIDE MILLING)
0252 16 65 8000~8500 700~1000 5 0.08~0.13 fAlft (SIDE MILLING)
ETB ETH 0302 18 75 7500~8000 700~1000 0.05~0.09 3 Bt (SLOTTING)
0302 18 75 7500~8000 1000~1400 0.12~0.18 3 B8t (SLOTTING)
0302 18 75 7500~8000 700~1000 6 0.05~0.09 fAg (SIDE MILLING)
0302 18 75 7500~8000 800~1200 6 0.12~0.18  fAlf (SIDE MILLING)
ETH 0352 18 75 7500~8000 700~1000 0.05~0.1 35 &t (SLOTTING)
0352 18 75 7500~8000 1000~1400 0.12~0.2 3.5 B8t (SLOTTING)
0352 18 75 7500~8000 700~1000 7 0.05~0.1  fAI#k (SIDE MILLING)
0352 18 75 7500~8000 800~1200 7 0.12~0.2  {Ai% (SIDE MILLING)
ETB ETH 0402 20 75 5700~6200 700~1000 0.05~0.1 4 Bt (SLOTTING)
0402 20 75 5700~6200 1000~1400 0.15~0.25 4 B8t (SLOTTING)
0402 20 75 5700~6200 700~1000 8 0.05~0.1  fAl#k (SIDE MILLING)
0402 20 75 5700~6200 1000~1400 8 0.15~0.25 fAlf (SIDE MILLING)
ETH 0452 20 75 5700~6200 700~1000 0.05~0.1 4.5 &t (SLOTTING)
0452 20 75 5700~6200 1000~1400 0.2~0.3 4.5 B8t (SLOTTING)
0452 20 75 5700~6200 700~1000 9 0.05~0.1  fAl#k (SIDE MILLING)
0452 20 75 5700~6200 1000~1400 9 0.2~0.3  fAlf (SIDE MILLING)
ETB ETH 0502 20 80 4800~5300 700~1000 0.05~0.1 5 Bt (SLOTTING)
0502 20 80 4800~5300 1000~1400 0.3~0.4 5 B8t (SLOTTING)
0502 20 80 4800~5300 700~1000 10 0.05~0.1  fAl#k (SIDE MILLING)
0502 20 80 4800~5300 1000~1400 10 0.3~0.4  flgk (SIDE MILLING)
ETH 0552 20 80 4800~5300 700~1000 0.05~0.1 55 &t (SLOTTING)
0552 20 80 4800~5300 1000~1400 0.3~0.4 55 B8t (SLOTTING)
0552 20 80 4800~5300 700~1000 1 0.05~0.1  fAl#k (SIDE MILLING)
0552 20 80 4800~5300 1000~1400 1 0.3~0.4  fAlgk (SIDE MILLING)



ODHE \\\ EEFT
LN\ e
ET 2T { ET H 2T & 43R | Milling Conditions
- g #2885 &40 : Chromium Molybdenum Alloy Steels
SCM440 : 1.7225 : 4140 : 42CrMoA (HRc25~28)

AR e Y wxt/ B4 Dry/MaL coolant RICHIE) Wet coolant

EEEERE 15 NIRE MIKE
Extension Speed eed (Aa) (Ap)
Length(mm) -Gu&mg—Speed~ (min") “(mm/min) - Depth of Cut -Width of Cut-

ETB ETH 0602 23 80 4000~4500 700~1000 0.05~0.1 6 &% (SLOTTING)
0602 23 80 4000~4500 800~1200 015z 6 7B (SLOTTING)

0602 23 80 4000~4500 700~1100 6 0.5~1 {B$% (SIDE MILLING)

0602 23 80 4000~4500 500~800 12 0.05~0.1  fAI%t (SIDE MILLING)

0602 23 80 4000~4500 1200~1600 12 0.3~0.4 {83k (SIDE MILLING)
ETH 0652 23 80 4000~4500 700~1000 0.05~0.1 6.5 &8t (SLOTTING)
0652 23 80 4000~4500 800~1200 0.5~1 6.5 7B (SLOTTING)

0652 23 80 4000~4500 700~1100 6.5 0.5~1 {8k (SIDE MILLING)

0652 23 80 4000~4500 500~800 13 0.05~0.1 fAI%t (SIDE MILLING)

0652 23 80 4000~4500 1200~1600 13 0.3~0.4  fAI%t (SIDE MILLING)
ETH 0702 23 80 4000~4500 700~1000 0.05~0.1 7 7B (SLOTTING)
0702 23 80 4000~4500 800~1200 0.5~1 7 7B (SLOTTING)

0702 23 80 4000~4500 700~1100 7 0.5~1  fAIt (SIDE MILLING)

0702 23 80 4000~4500 500~800 14 0.05~0.1 {88 (SIDE MILLING)

0702 23 80 4000~4500 1200~1600 14 0.3~0.4  fAI$k (SIDE MILLING)
ETH 0752 30 75 2700~3200 700~1000 0.05~0.1 7.5 7B (SLOTTING)
0752 30 75 2700~3200 700~1000 0.5+ 7.5 &%t (SLOTTING)

0752 30 75 2700~3200 700~1000 7.5 0.5~1 {EI$ (SIDE MILLING)

0752 30 75 2700~3200 500~800 15 0.05~0.1 {8l (SIDE MILLING)

0752 30 75 2700~3200 1200~1600 15 0.4~0.5 I8k (SIDE MILLING)
ETB ETH 0802 30 75 2700~3200 700~1000 0.05~0.1 8 &%t (SLOTTING)
0802 30 75 2700~3200 700~1000 0.7~1.2 8 7B (SLOTTING)

0802 30 75 2700~3200 700~1000 8 0.7~1.2  {8i$k (SIDE MILLING)

0802 30 75 2700~3200 500~800 16 0.05~0.1  fAI%t (SIDE MILLING)

0802 30 75 2700~3200 1200~1600 16 0.4~0.5  {8l$% (SIDE MILLING)
ETH 0852 30 75 2700~3200 700~1000 0.05~0.1 8.5 7B (SLOTTING)
0852 30 75 2700~3200 700~1000 0.7~1.2 8.5 7B (SLOTTING)

0852 30 75 2700~3200 700~1000 8.5 0.7~1.2 {8k (SIDE MILLING)

0852 30 75 2700~3200 500~800 17 0.05~0.1  fAI%t (SIDE MILLING)

0852 30 75 2700~3200 1200~1600 17 0.4~0.5  f{B$k (SIDE MILLING)
ETH 0902 30 75 2700~3200 700~1000 0.05~0.1 9 7B (SLOTTING)
0902 30 75 2700~3200 700~1000 0.7~1.2 9 7B (SLOTTING)

0902 30 75 2700~3200 700~1000 9 0.7~1.2  {8i$% (SIDE MILLING)

0902 30 75 2700~3200 500~800 18 0.05~0.1  fAlgk (SIDE MILLING)

0902 30 75 2700~3200 1200~1600 18 0.4~0.5  fAI$ (SIDE MILLING)
ETH 0952 85} 100 3000~3500 700~1000 0.05~0.1 9.5 7Bt (SLOTTING)
0952 35 75 2200~2700 700~1000 0.7~1.2 9.5 &%t (SLOTTING)

0952 35 70 2000~2500 700~1000 9.5 0.7~1.2 {8k (SIDE MILLING)

0952 35 100 3000~3500 400~700 19 0.05~0.1 {8l (SIDE MILLING)

0952 85 70 2000~2500 800~1200 19 0.4~0.5  fAI$% (SIDE MILLING)




CEWA———V/// ODHF
ET BZT { ET HZT tI4&#% | Milling Conditions
| B N N
- ; $%E8E £ 48 : Chromium Molybdenum Alloy Steels
SCMA440 : 1.7225 : 4140 : 42CrMoA (HRc25~28)

=Ry e e 23 / B ] Dry/MQL coolant #&ICHIEI Wet coolant

2 5 HHIERE EEEERE HEIGEE PNIRE MITEE mIA
xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) | Cutting Speed (min") [~ (mm/min) Depth of Cut 1 Width of Cut 9 lype
ETB ETH 1002 85) 100 3000~3500 700~1000 0.05~0.1 10 &%t (SLOTTING)
1002 35 75 2200~2700 700~1000 0.7~1.2 10 &t (SLOTTING)
1002 35 70 2000~2500 700~1000 10 0.7~1.2  {8I$ (SIDE MILLING)
1002 85) 100 3000~3500 400~700 20 0.05~0.1  fAl## (SIDE MILLING)
1002 35 70 2000~2500 800~1200 20 0.4~0.5  fAI% (SIDE MILLING)
ETH 1052 35 100 3000~3500 700~1000 0.05~0.12 10.5 &% (SLOTTING)
1052 35 75 2200~2700 700~1000 0.7~1.2 10.5 &%t (SLOTTING)
1052 35 70 2000~2500 700~1000 10.5 0.7~1.2  {Al$% (SIDE MILLING)
1052 35 100 3000~3500 400~700 21 0.05~0.12 fAI% (SIDE MILLING)
1052 35 70 2000~2500 800~1200 21 0.4~0.5  fAI%t (SIDE MILLING)
ETH 1102 35 100 3000~3500 700~1000 0.05~0.12 1 Bt (SLOTTING)
1102 35 75 2200~2700 700~1000 0.7~1.2 11 &8t (SLOTTING)
1102 85 70 2000~2500 700~1000 11 0.7~1.2  fA% (SIDE MILLING)
1102 35 100 3000~3500 400~700 22 0.05~0.12 it (SIDE MILLING)
1102 35 70 2000~2500 800~1200 22 0.4~0.5  fAI$ (SIDE MILLING)
ETH 1152 35 100 3000~3500 700~1000 0.05~0.12 11.5 7&#% (SLOTTING)
1152 35 75 2200~2700 700~1000 0.7~1.2 11.5 &% (SLOTTING)
1152 35 70 2000~2500 700~1000 11.5 0.7~1.2 A%k (SIDE MILLING)
1152 35 100 3000~3500 400~700 23 0.05~0.12 fAI$ (SIDE MILLING)
1152 B8] 70 2000~2500 800~1200 23 0.4~0.5  {Al$% (SIDE MILLING)
ETB ETH 1202 37 105 2500~3000 700~1000 0.05~0.12 12 &% (SLOTTING)
1202 37 85 2000~2500 500~800 0.7~1.2 12 &t (SLOTTING)
1202 37 90 2200~2700 700~1000 12 0.7~1.2  {8I$k (SIDE MILLING)
1202 37 115 2800~3300 500~800 24 0.05~0.12 {Al$k (SIDE MILLING)
1202 37 115 2800~3300 1000~1400 24 0.4~0.5 {33 (SIDE MILLING)
ETH 1252 37 105 2500~3000 700~1000 0.05~0.15 12,5 &% (SLOTTING)
1252 37 85 2000~2500 500~800 0.7~1.2 12,5 Bt (SLOTTING)
1252 37 90 2200~2700 700~1000 125 0.7~1.2  {Al$% (SIDE MILLING)
1252 37 115 2800~3300 500~800 25 0.05~0.15 {Al$% (SIDE MILLING)
1252 37 115 2800~3300 1000~1400 25 0.4~0.5  {Al$% (SIDE MILLING)
ETH 1302 37 105 2500~3000 700~1000 0.05~0.15 13 Bt (SLOTTING)
1302 37 85 2000~2500 500~800 0.7~1.2 13 &8t (SLOTTING)
1302 37 90 2200~2700 700~1000 13 0.7~1.2  fA% (SIDE MILLING)
1302 37 115 2800~3300 500~800 26 0.05~0.15 fAI# (SIDE MILLING)
1302 37 115 2800~3300 1000~1400 26 0.4~0.5  fI$ (SIDE MILLING)
ETH 1352 37 105 2500~3000 700~1000 0.05~0.15 13.5 7&#% (SLOTTING)
1352 37 85 2000~2500 500~800 0.7~1.2 13.5 &% (SLOTTING)
1352 37 90 2200~2700 700~1000 13.5 0.7~1.2  {8$ (SIDE MILLING)
1352 37 115 2800~3300 500~800 27 0.05~0.15 fAi# (SIDE MILLING)
1352 37 115 2800~3300 1000~1400 27 0.4~0.5  {Al$% (SIDE MILLING)



opHF W=
ET BZT { ET H 2T tNHIE#R § Milling Conditions
O . S —
- g #2885 &80 : Chromium Molybdenum Alloy Steels
SCM440 : 1.7225 : 4140 : 42CrMoA (HRc25~28)

ETB?" 441752 Coolant Type [Ezal:Eaz)l=II0 Y NWEN &IVEIHEI Wet coolant

ISR EE INIRE MIEE
Extension (m/min) Speed eed (Aa) (Ap)
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut Width of Cut-
ETH 1402 37 105 2500~3000 700~1000 0.05~0.15 14 &%t (SLOTTING)
1402 37 85 2000~2500 500~800 0.7~1.2 14 7B (SLOTTING)
1402 37 90 2200~2700 700~1000 14 0.7~1.2 {83 (SIDE MILLING)
1402 37 115 2800~3300 500~800 28 0.05~0.15 fAl$k (SIDE MILLING)
1402 37 115 2800~3300 1000~1400 28 0.4~0.5  fAI%% (SIDE MILLING)
ETH 1502 50 100 1800~2300 500~800 0.05~0.15 15 7B (SLOTTING)
1502 50 85 1500~2000 400~700 0.7~1.2 15 &t (SLOTTING)
1502 50 115 2000~2500 500~800 15 0.7~1.2  {8I$ (SIDE MILLING)
1502 50 115 2000~2500 400~700 30 0.05~0.15 fil#t (SIDE MILLING)
1502 50 115 2000~2500 700~1000 30 0.4~0.5  fBI$k (SIDE MILLING)
ETB ETH 1602 50 100 1800~2300 500~800 0.05~0.15 16 &3t (SLOTTING)
1602 50 85 1500~2000 400~700 0.7~1.2 16 7B (SLOTTING)
1602 50 115 2000~2500 500~800 16 0.7~1.2  fAI$k (SIDE MILLING)
1602 50 115 2000~2500 400~700 32 0.05~0.15 {8l (SIDE MILLING)
1602 50 115 2000~2500 700~1000 32 0.4~0.5  fAi%t (SIDE MILLING)
ETH 1702 50 100 1800~2300 500~800 0.05~0.15 17 7B (SLOTTING)
1702 50 85 1500~2000 400~700 0.7~1.2 17 &% (SLOTTING)
1702 50 115 2000~2500 500~800 17 0.7~1.2  {8i$% (SIDE MILLING)
1702 50 115 2000~2500 400~700 34 0.05~0.15 {8l (SIDE MILLING)
1702 50 115 2000~2500 700~1000 34 0.4~0.5 A%k (SIDE MILLING)
ETH 1802 69} 95 1300~1800 400~700 0.05~0.15 18 7B (SLOTTING)
1802 55 80 1000~1500 300~600 0.7~1.2 18 &%t (SLOTTING)
1802 55} 110 1500~2000 400~700 18 0.7~1.2  {8i$k (SIDE MILLING)
1802 55 110 1500~2000 300~600 36 0.05~0.15 faI%t (SIDE MILLING)
1802 55) 110 1500~2000 500~800 36 0.4~0.5  fAI$k (SIDE MILLING)
ETB ETH 2002 55} 95 1300~1800 400~700 0.05~0.15 20 7B (SLOTTING)
2002 55} 80 1000~1500 300~600 0.7~1.2 20 7B (SLOTTING)
2002 55 110 1500~2000 400~700 20 0.7~1.2  fAi$% (SIDE MILLING)
2002 65) 110 1500~2000 300~600 40 0.05~0.15 fAlgt (SIDE MILLING)

2002 55 110 1500~2000 500~800 40 0.4~0.5  fAlt (SIDE MILLING)




YY)/ ovir
~L &l
ET B { ET H tIHIEEZR | Milling Conditions

" : A& T ER /BRI E$H : Alloy Tool Steels / Carbon Tool Steels
g IRt Work Material =
LRSS o)) | b5 sk / SKD61/ SKD11 : 1.2311 ] 11545/ 1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

=Ry e e 23 / B ] Dry/MQL coolant #&ICHIEI Wet coolant

2 5 HEEE EEEEE ERERE MIRE MIRE mIA
xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) | Cutting Speed (min"") ~(mm/min) - Depth of Cut Width of Cut 9 lype
ETB ETH 0102 14 30 9000~10000 700~1000 0.03~0.05 1 Bt (SLOTTING)
0102 14 30 9000~10000 700~1000 0.06~0.08 1 &8t (SLOTTING)
0102 14 30 9000~10000 500~700 1 0.03~0.05 fAIg (SIDE MILLING)
0102 14 30 9000~10000 400~700 1 0.06~0.08 Al (SIDE MILLING)
ETB ETH 0152 14 45 9000~10000 700~1000 0.03~0.05 1.5 &t (SLOTTING)
0152 14 45 9000~10000 700~1000 0.06~0.09 1.5 B8t (SLOTTING)
0152 14 45 9000~10000 600~800 15 0.03~0.05 fAig (SIDE MILLING)
0152 14 45 9000~10000 400~700 1.5 0.06~0.09 fAig (SIDE MILLING)
ETB ETH 0202 16 55 8700~9200 700~1000 0.04~0.06 2 Bt (SLOTTING)
0202 16 55 8700~9200 800~1200 0.08~0.13 2 &8t (SLOTTING)
0202 16 85, 8700~9200 600~800 2 0.04~0.06 fAIg (SIDE MILLING)
0202 16 65 8700~9200 700~1000 2 0.08~0.13 fAif# (SIDE MILLING)
ETB ETH 0252 16 65 8000~8500 700~1000 0.04~0.06 25 &t (SLOTTING)
0252 16 65 8000~8500 800~1200 0.08~0.13 25 B8t (SLOTTING)
0252 16 65 8000~8500 700~900 5 0.04~0.06 fAI$ (SIDE MILLING)
0252 16 65 8000~8500 500~800 5 0.08~0.13 fAif (SIDE MILLING)
ETB ETH 0302 18 75 7500~8000 700~1000 0.05~0.09 3 Bt (SLOTTING)
0302 18 75 7500~8000 800~1200 0.12~0.18 3 &8t (SLOTTING)
0302 18 75 7500~8000 700~900 6 0.05~0.09 fAIg (SIDE MILLING)
0302 18 75 7500~8000 700~1000 6 0.12~0.18  fAlf (SIDE MILLING)
ETH 0352 18 75 7500~8000 700~1000 0.05~0.1 3.5 &% (SLOTTING)
0352 18 75 7500~8000 800~1200 0.12~0.2 3.5 B8t (SLOTTING)
0352 18 75 7500~8000 700~900 7 0.05~0.1  fAl#k (SIDE MILLING)
0352 18 75 7500~8000 700~1000 7 0.12~0.2  {Ai% (SIDE MILLING)
ETB ETH 0402 20 75 5700~6200 700~1000 0.05~0.1 4 Bt (SLOTTING)
0402 20 75 5700~6200 800~1200 0.15~0.25 4 B8t (SLOTTING)
0402 20 5 5700~6200 700~1000 8 0.05~0.1  fAl#k (SIDE MILLING)
0402 20 75 5700~6200 800~1200 8 0.15~0.25 fAlf (SIDE MILLING)
ETH 0452 20 75 5700~6200 700~1000 0.05~0.1 45 &% (SLOTTING)
0452 20 75 5700~6200 800~1200 0.2~0.3 45 B8t (SLOTTING)
0452 20 & 5700~6200 700~1000 9 0.05~0.1  fAl$k (SIDE MILLING)
0452 20 75 5700~6200 800~1200 9 0.2~0.3  fAif (SIDE MILLING)
ETB ETH 0502 20 80 4800~5300 700~1000 0.05~0.1 5 Bt (SLOTTING)
0502 20 80 4800~5300 800~1200 0.3~0.4 5 B8t (SLOTTING)
0502 20 80 4800~5300 700~1000 10 0.05~0.1  fAl#k (SIDE MILLING)
0502 20 80 4800~5300 800~1200 10 0.3~0.4  fAlgk (SIDE MILLING)
ETH 0552 20 80 4800~5300 700~1000 0.05~0.1 55 &8t (SLOTTING)
0552 20 80 4800~5300 800~1200 0.3~0.4 5.5 B8t (SLOTTING)
0552 20 80 4800~5300 700~1000 1" 0.05~0.1  fAl$k (SIDE MILLING)
0552 20 80 4800~5300 800~1200 1 0.3~0.4  fAlg (SIDE MILLING)



ot WEEATEN.
< 2l
ET B { ET H NHIEHEZR § Milling Conditions

. : A& T B/ BT A : Alloy Tool Steels / Carbon Tool Steels
#HEIEIRE Work Material =
UEMCIIESIEIN 1)) /b5 ) K3 / SKDG1 / SKD11 : 1.2311 /11545 / 1.2379  1.2344 : H13 / D2 (HRc23~32)

AR e Y wxt/ B4 Dry/MaL coolant RILYIE) Wet coolant

g )5 MIRE MIKE
Extension ) Speed eed (Aa) (Ap)
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut -Width of Cut-

ETB ETH 0602 23 80 4000~4500 700~1000 0.05~0.1 6 &% (SLOTTING)
0602 23 80 4000~4500 700~1000 015 6 7Bt (SLOTTING)
0602 23 80 4000~4500 500~800 6 0.5~1 {B$% (SIDE MILLING)
0602 23 80 4000~4500 500~800 12 0.05~0.1  fAI%t (SIDE MILLING)
0602 23 80 4000~4500 1000~1400 12 0.3~0.4  {8l$ (SIDE MILLING)

ETH 0652 23 80 4000~4500 700~1000 0.05~0.1 6.5 B8t (SLOTTING)
0652 23 80 4000~4500 700~1000 0:5=1 6.5 7Bt (SLOTTING)
0652 23 80 4000~4500 500~800 6.5 0.5~1 {8k (SIDE MILLING)
0652 23 80 4000~4500 500~800 13 0.05~0.1  fAI%t (SIDE MILLING)
0652 23 80 4000~4500 1000~1400 13 0.3~0.4  fl$ (SIDE MILLING)

ETH 0702 23 80 4000~4500 700~1000 0.05~0.1 7 7B (SLOTTING)
0702 23 80 4000~4500 700~1000 051 7 7B (SLOTTING)
0702 23 80 4000~4500 500~800 7 0.5~1  fAl3 (SIDE MILLING)
0702 23 80 4000~4500 500~800 14 0.05~0.1  fAI%t (SIDE MILLING)
0702 23 80 4000~4500 1000~1400 14 0.3~0.4  fAI$ (SIDE MILLING)

ETH 0752 30 75 2700~3200 700~1000 0.05~0.1 7.5 7B (SLOTTING)
0752 30 75 2700~3200 500~800 0.5~1 75 &% (SLOTTING)
0752 30 75 2700~3200 500~800 7.5 0.5~1  faI$k (SIDE MILLING)
0752 30 75 2700~3200 500~800 15 0.05~0.1 {8l (SIDE MILLING)
0752 30 75 2700~3200 1000~1400 15 0.4~0.5 A%k (SIDE MILLING)

ETB ETH 0802 30 75 2700~3200 700~1000 0.05~0.1 8 &% (SLOTTING)
0802 30 75 2700~3200 500~800 0.7~1.2 8 7Bt (SLOTTING)
0802 30 75 2700~3200 500~800 8 0.7~1.2 {3k (SIDE MILLING)
0802 30 75 2700~3200 500~800 16 0.05~0.1  fAI%t (SIDE MILLING)
0802 30 75 2700~3200 1000~1400 16 0.4~0.5  {8l# (SIDE MILLING)

ETH 0852 30 75 2700~3200 700~1000 0.05~0.1 8.5 B8t (SLOTTING)
0852 30 75 2700~3200 500~800 0.7~1.2 8.5 7B (SLOTTING)
0852 30 75 2700~3200 500~800 8.5 0.7~1.2 {8k (SIDE MILLING)
0852 30 75 2700~3200 500~800 17 0.05~0.1  fAI%t (SIDE MILLING)
0852 30 75 2700~3200 1000~1400 17 0.4~0.5  {B$k (SIDE MILLING)

ETH 0902 30 73 2700~3200 700~1000 0.05~0.1 9 7B (SLOTTING)
0902 30 75 2700~3200 500~800 0.7~1.2 9 7B (SLOTTING)
0902 30 75 2700~3200 500~800 9 0.7~1.2  {8l$ (SIDE MILLING)
0902 30 75 2700~3200 500~800 18 0.05~0.1  fAlgk (SIDE MILLING)
0902 30 75 2700~3200 1000~1400 18 0.4~0.5 {88k (SIDE MILLING)

ETH 0952 85 100 3000~3500 700~1000 0.05~0.1 9.5 7B (SLOTTING)
0952 35 75 2200~2700 500~800 0.7~1.2 9.5 &% (SLOTTING)
0952 85 70 2000~2500 700~1000 9.5 0.7~1.2 {8k (SIDE MILLING)
0952 35 100 3000~3500 400~700 19 0.05~0.1  fAI%t (SIDE MILLING)
0952 85 70 2000~2500 700~1100 19 0.4~0.5 A%k (SIDE MILLING)




YY)/ ovir
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ET B { ET H tIHIEEZR | Milling Conditions

" : A& T ER /BRI E#H : Alloy Tool Steels / Carbon Tool Steels
g IRt Work Material =
LRSS o)) | b5 sK3/ SKD61/ SKD11 : 1.2311 ] 11545/ 1.2379 1 1.2344 : H13 / D2 (HRc23~32)

=Ry e e 23 / BT Dry/MQL coolant &ICHIEI Wet coolant

2 5 IR EEEEE ERRRE INIRE ITEE mIA
xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) CuttingSpeed  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
ETB ETH 1002 35 100 3000~3500 700~1000 0.05~0.1 10 % (SLOTTING)
1002 35 75 2200~2700 500~800 0.7~12 10 % (SLOTTING)
1002 35 70 2000~2500 700~1000 10 0.7~1.2 {3 (SIDE MILLING)
1002 35 100 3000~3500 400~700 20 0.05~0.1 fi% (SIDE MILLING)
1002 35 70 2000~2500 700~1100 20 0.4~0.5 {3 (SIDE MILLING)
ETH 1052 35 100 3000~3500 700~1000  0.05~0.12 10.5 & (SLOTTING)
1052 35 75 2200~2700 500~800 0.7~12 10.5  ## (SLOTTING)
1052 35 70 2000~2500 700~1000 105 0.7~1.2 {3 (SIDE MILLING)
1052 35 100 3000~3500 400~700 21 0.05~0.12 I3 (SIDE MILLING)
1052 35 70 2000~2500 700~1100 21 0.4~0.5 {3 (SIDE MILLING)
ETH 1102 35 100 3000~3500 700~1000  0.05~0.12 11 %% (SLOTTING)
1102 35 75 2200~2700 500~800 0.7~1.2 11 % (SLOTTING)
1102 35 70 2000~2500 700~1000 11 0.7~1.2  {il% (SIDE MILLING)
1102 35 100 3000~3500 400~700 22 0.05~0.12 I3 (SIDE MILLING)
1102 35 70 2000~2500 700~1100 22 0.4~0.5 {3 (SIDE MILLING)
ETH 1152 35 100 3000~3500 700~1000  0.05~0.12 115 &% (SLOTTING)
1152 35 75 2200~2700 500~800 0.7~1.2 115 &% (SLOTTING)
1152 35 70 2000~2500 700~1000 11.5 0.7~1.2  {l% (SIDE MILLING)
1152 35 100 3000~3500 400~700 23 0.05~0.12 I3 (SIDE MILLING)
1152 35 70 2000~2500 700~1100 23 0.4~0.5 {3 (SIDE MILLING)
ETB ETH 1202 37 105 2500~3000 700~1000  0.05~0.12 12 % (SLOTTING)
1202 37 85 2000~2500 400~700 0.7~1.2 12 ##% (SLOTTING)
1202 37 90 2200~2700 500~800 12 0.7~12 I3 (SIDE MILLING)
1202 37 115 2800~3300 400~700 24 0.05~0.12 fI$ (SIDE MILLING)
1202 37 115 2800~3300 800~1200 24 0.4~0.5 {3 (SIDE MILLING)
ETH 1252 37 105 2500~3000 700~1000  0.05~0.15 12,5  #&# (SLOTTING)
1252 37 85 2000~2500 400~700 0.7~1.2 125  ## (SLOTTING)
1252 37 90 2200~2700 500~800 125 0.7~1.2  {$ (SIDE MILLING)
1252 37 115 2800~3300 400~700 25 0.05~0.15 I3 (SIDE MILLING)
1252 37 115 2800~3300 800~1200 25 0.4~0.5 {3 (SIDE MILLING)
ETH 1302 37 105 2500~3000 700~1000  0.05~0.15 13 % (SLOTTING)
1302 37 85 2000~2500 400~700 0.7~1.2 13 % (SLOTTING)
1302 37 90 2200~2700 500~800 13 0.7~1.2  {l$ (SIDE MILLING)
1302 37 115 2800~3300 400~700 26 0.05~0.15 I3 (SIDE MILLING)
1302 37 115 2800~3300 800~1200 26 0.4~0.5 {3 (SIDE MILLING)
ETH 1352 37 105 2500~3000 700~1000  0.05~0.15 135  ## (SLOTTING)
1352 37 85 2000~2500 400~700 0.7~1.2 13.5 &% (SLOTTING)
1352 37 90 2200~2700 500~800 13.5 0.7~1.2 {3 (SIDE MILLING)
1352 37 115 2800~3300 400~700 27 0.05~0.15 {83 (SIDE MILLING)
1352 37 115 2800~3300 800~1200 27 0.4~0.5 I3 (SIDE MILLING)



ovrr WEEAANTEEE
ETB*" | ETH*"

. . A& T EH /BT A : Alloy Tool Steels / Carbon Tool Steels
#HEIEIRE Work Material =
2ULMEESEIN 1)) | ps [ SK3 / SKDG1 / SKD11 : 1.2311 /11545 / 1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

ETB?" 44142 Coolant Type [EWR:Ezavl = Y NRCENE ETH?™ 441742 Coolant Type IB=Awrll= (RIS RV ENY

EERE R MIRE MIKE
Extension ) Speed eed (Aa) (Ap)
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut -Width of Cut-
ETH 1402 37 105 2500~3000 700~1000 0.05~0.15 14 &% (SLOTTING)
1402 37 85 2000~2500 400~700 0.7~1.2 14 7Bt (SLOTTING)
1402 37 90 2200~2700 500~800 14 0.7~1.2 {8 (SIDE MILLING)
1402 37 115 2800~3300 400~700 28 0.05~0.15 fAI%t (SIDE MILLING)
1402 37 115 2800~3300 800~1200 28 0.4~0.5  fAl$% (SIDE MILLING)
ETH 1502 50 100 1800~2300 500~800 0.05~0.15 15 7Bt (SLOTTING)
1502 50 85 1500~2000 300~600 0.7~1.2 15 &t (SLOTTING)
1502 50 115 2000~2500 300~600 15 0.7~1.2 {88 (SIDE MILLING)
1502 50 115 2000~2500 300~600 30 0.05~0.15 {8l$ (SIDE MILLING)
1502 50 115 2000~2500 500~800 30 0.4~0.5  fBI$k (SIDE MILLING)
ETB ETH 1602 50 100 1800~2300 500~800 0.05~0.15 16 7B (SLOTTING)
1602 50 85 1500~2000 300~600 0.7~1.2 16 &% (SLOTTING)
1602 50 115 2000~2500 300~600 16 0.7~1.2 {83k (SIDE MILLING)
1602 50 115 2000~2500 300~600 32 0.05~0.15 {8l (SIDE MILLING)
1602 50 115 2000~2500 500~800 32 0.4~0.5  fAI$k (SIDE MILLING)
ETH 1702 50 100 1800~2300 500~800 0.05~0.15 17 7B (SLOTTING)
1702 50 85 1500~2000 300~600 0.7~1.2 17 &%t (SLOTTING)
1702 50 115 2000~2500 300~600 17 0.7~1.2 {8k (SIDE MILLING)
1702 50 115 2000~2500 300~600 34 0.05~0.15 {8l (SIDE MILLING)
1702 50 115 2000~2500 500~800 34 0.4~0.5 A%k (SIDE MILLING)
ETH 1802 55 95 1300~1800 400~700 0.05~0.15 18 &%t (SLOTTING)
1802 55} 80 1000~1500 300~500 0.7~1.2 18 &8t (SLOTTING)
1802 65 110 1500~2000 300~500 18 0.7~1.2 {8k (SIDE MILLING)
1802 55 110 1500~2000 300~600 36 0.05~0.15 faI%t (SIDE MILLING)
1802 55 110 1500~2000 300~600 36 0.4~0.5 {83 (SIDE MILLING)
ETB ETH 2002 55} 95 1300~1800 400~700 0.05~0.15 20 7Bt (SLOTTING)
2002 55 80 1000~1500 300~500 0.7~1.2 20 &3t (SLOTTING)
2002 655 110 1500~2000 300~500 20 0.7~1.2 {8k (SIDE MILLING)
2002 55 110 1500~2000 300~600 40 0.05~0.15 {8l (SIDE MILLING)

2002 55 110 1500~2000 300~600 40 0.4~0.5  fAl#t (SIDE MILLING)




CEWA==="2W/// ODHF
ET BZT { ET HZT tI4I1& 42 | Milling Conditions
= N R
R ' FEE$R | aRESR : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

=Ry e e 23 / B i) Dry/MQL coolant &ICHIEI Wet coolant

2 5 HEEE EEEEE ERERE MTRE MIRE mIA
xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) | Cutting Speed (min") [~(mm/min) Depth of Cut  Width of Cut 9 lype
ETB ETH 0102 14 30 9000~10000 700~1000 0.03~0.05 1 Bt (SLOTTING)
0102 14 30 9000~10000 700~1000 0.06~0.08 1 &8t (SLOTTING)
0102 14 30 9000~10000 500~700 1 0.03~0.05 fAg (SIDE MILLING)
0102 14 30 9000~10000 400~700 1 0.06~0.08 fAig (SIDE MILLING)
ETB ETH 0152 14 45 9000~10000 700~1000 0.03~0.05 1.5 &#% (SLOTTING)
0152 14 45 9000~10000 700~1000 0.06~0.09 1.5 &8t (SLOTTING)
0152 14 45 9000~10000 500~800 15 0.03~0.05 fAig (SIDE MILLING)
0152 14 45 9000~10000 400~700 1.5 0.06~0.09 fAig (SIDE MILLING)
ETB ETH 0202 16 55 8700~9200 700~1000 0.04~0.06 2 Bt (SLOTTING)
0202 16 55 8700~9200 800~1200 0.08~0.13 2 B8t (SLOTTING)
0202 16 88, 8700~9200 500~700 2 0.04~0.06 fAIs (SIDE MILLING)
0202 16 65 8700~9200 700~1000 2 0.08~0.13 fAif# (SIDE MILLING)
ETB ETH 0252 16 65 8000~8500 700~1000 0.04~0.06 25 &% (SLOTTING)
0252 16 65 8000~8500 800~1200 0.08~0.13 25 B8t (SLOTTING)
0252 16 65 8000~8500 600~800 5 0.04~0.06 fAIg (SIDE MILLING)
0252 16 65 8000~8500 500~800 5 0.08~0.13  fAlf (SIDE MILLING)
ETB ETH 0302 18 75 7500~8000 700~1000 0.05~0.09 3 Bt (SLOTTING)
0302 18 75 7500~8000 800~1200 0.12~0.18 3 B8t (SLOTTING)
0302 18 75 7500~8000 600~800 6 0.05~0.09 fEIg (SIDE MILLING)
0302 18 75 7500~8000 700~1000 6 0.12~0.18  fAlft (SIDE MILLING)
ETH 0352 18 75 7500~8000 700~1000 0.05~0.1 3.5 &8t (SLOTTING)
0352 18 75 7500~8000 800~1200 0.12~0.2 3.5 &8t (SLOTTING)
0352 18 75 7500~8000 600~800 7 0.05~0.1  fAI#k (SIDE MILLING)
0352 18 75 7500~8000 700~1000 7 0.12~0.2  {Ai$% (SIDE MILLING)
ETB ETH 0402 20 75 5700~6200 700~1000 0.05~0.1 4 Bt (SLOTTING)
0402 20 75 5700~6200 800~1200 0.15~0.25 4 B8t (SLOTTING)
0402 20 75 5700~6200 700~900 8 0.05~0.1  fAl$k (SIDE MILLING)
0402 20 75 5700~6200 800~1200 8 0.15~0.25 fAlf (SIDE MILLING)
ETH 0452 20 75 5700~6200 700~1000 0.05~0.1 45 &t (SLOTTING)
0452 20 75 5700~6200 800~1200 0.2~0.3 45 B8t (SLOTTING)
0452 20 75 5700~6200 700~900 9 0.05~0.1  fAl#k (SIDE MILLING)
0452 20 75 5700~6200 800~1200 9 0.2~0.3  fAif (SIDE MILLING)
ETB ETH 0502 20 80 4800~5300 700~1000 0.05~0.1 5 B#t (SLOTTING)
0502 20 80 4800~5300 800~1200 0.3~0.4 5 B8t (SLOTTING)
0502 20 80 4800~5300 700~1000 10 0.05~0.1  fAl#k (SIDE MILLING)
0502 20 80 4800~5300 800~1200 10 0.3~0.4  fAlgk (SIDE MILLING)
ETH 0552 20 80 4800~5300 700~1000 0.05~0.1 55 &% (SLOTTING)
0552 20 80 4800~5300 800~1200 0.3~0.4 5.5 B8t (SLOTTING)
0552 20 80 4800~5300 700~1000 1" 0.05~0.1  fAl#k (SIDE MILLING)
0552 20 80 4800~5300 800~1200 1 0.3~0.4  fAlfk (SIDE MILLING)



ODHE \\\ EEFT)
“\\h eIt
ET 2T { ET H 2T IEE 43R | Milling Conditions
g g SEEESH | FERESH : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

ETB”" %4173 Coolant Type [EAw::Ezs) /=T RoIYI MaIReIENS #&ICHIEI Wet coolant

g )5 MIRE MIEE
Extension Speed eed (Aa) (Ap) M
Length(mm) -Gﬁ&mg—Speed— (min") ~(mm/min)  Depth of Cut -Width of Cut
ETB ETH 0602 23 80 4000~4500 700~1000 0.05~0.1 6 &% (SLOTTING)
0602 23 80 4000~4500 700~1000 015z 6 7Bt (SLOTTING)
0602 23 80 4000~4500 500~800 6 051 {B$% (SIDE MILLING)
0602 23 80 4000~4500 500~700 12 0.05~0.1  fAI%t (SIDE MILLING)
0602 23 80 4000~4500 1000~1400 12 0.3~0.4 {83k (SIDE MILLING)
ETH 0652 23 80 4000~4500 700~1000 0.05~0.1 6.5 7Bt (SLOTTING)
0652 23 80 4000~4500 700~1000 0:5=1 6.5 7B (SLOTTING)
0652 23 80 4000~4500 500~800 6.5 0.5=1 {8k (SIDE MILLING)
0652 23 80 4000~4500 500~700 13 0.05~0.1 fAI%t (SIDE MILLING)
0652 23 80 4000~4500 1000~1400 13 0.3~0.4  fAl$% (SIDE MILLING)
ETH 0702 23 80 4000~4500 700~1000 0.05~0.1 7 7B (SLOTTING)
0702 23 80 4000~4500 700~1000 0.5~1 7 7B (SLOTTING)
0702 23 80 4000~4500 500~800 7 0.5~1  fAl3 (SIDE MILLING)
0702 28 80 4000~4500 500~700 14 0.05~0.1  fAlgk (SIDE MILLING)
0702 23 80 4000~4500 1000~1400 14 0.3~0.4 {8 (SIDE MILLING)
ETH 0752 30 75 2700~3200 700~1000 0.05~0.1 7.5 7B (SLOTTING)
0752 30 75 2700~3200 500~800 0.5~1 75 &% (SLOTTING)
0752 30 75 2700~3200 500~800 7.5 0.5~1  faI$# (SIDE MILLING)
0752 30 75 2700~3200 500~700 15 0.05~0.1 {8l (SIDE MILLING)
0752 30 75 2700~3200 1000~1400 15 0.4~0.5  fAI$k (SIDE MILLING)
ETB ETH 0802 30 75 2700~3200 700~1000 0.05~0.1 8 &% (SLOTTING)
0802 30 75 2700~3200 500~800 0.7~1.2 8 7Bt (SLOTTING)
0802 30 75 2700~3200 500~800 8 0.7~1.2  fAI$k (SIDE MILLING)
0802 30 75 2700~3200 500~700 16 0.05~0.1  fAI%t (SIDE MILLING)
0802 30 75 2700~3200 1000~1400 16 0.4~0.5  {8l$ (SIDE MILLING)
ETH 0852 30 75 2700~3200 700~1000 0.05~0.1 8.5 B8t (SLOTTING)
0852 30 75 2700~3200 500~800 0.7~1.2 8.5 7B (SLOTTING)
0852 30 75 2700~3200 500~800 8.5 0.7~1.2 {8k (SIDE MILLING)
0852 30 75 2700~3200 500~700 17 0.05~0.1  fAI%t (SIDE MILLING)
0852 30 75 2700~3200 1000~1400 17 0.4~0.5  fB$% (SIDE MILLING)
ETH 0902 30 73 2700~3200 700~1000 0.05~0.1 9 7B (SLOTTING)
0902 30 75 2700~3200 500~800 0.7~1.2 9 7B (SLOTTING)
0902 30 75 2700~3200 500~800 9 0.7~1.2  {8l$ (SIDE MILLING)
0902 30 75 2700~3200 500~700 18 0.05~0.1  fAlgk (SIDE MILLING)
0902 30 75 2700~3200 1000~1400 18 0.4~0.5 {83 (SIDE MILLING)
ETH 0952 85 100 3000~3500 700~1000 0.05~0.1 9.5 7Bt (SLOTTING)
0952 35 75 2200~2700 500~800 0.7~1.2 9.5 &% (SLOTTING)
0952 85 70 2000~2500 700~1000 9.5 0.7~1.2 {8k (SIDE MILLING)
0952 35 100 3000~3500 400~600 19 0.05~0.1  fAI%t (SIDE MILLING)
0952 85 70 2000~2500 700~1100 19 0.4~0.5 A%k (SIDE MILLING)




CEWA==="2W/// ODHF
ET BZT { ET HZT tI4I1& 42 | Milling Conditions
= N R
R ' FES$R | TaRESR : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

=Ry e e 23 / B ] Dry/MQL coolant #&ICHIEI Wet coolant

i NEGRE  HIHIEE -4 ITEE
2 Extensiof (m/min) (Ap) MmIBR

o (mm/min)= Depth of Cut “Width-of Gut:  Miling Type
ETB ETH 1002 35 100 3000~3500 700~1000  0.05~0.1 10 #% (SLOTTING)
1002 35 75 2200~2700 500~800 0.7~1.2 10 %% (SLOTTING)

1002 35 70 2000~2500 700~1000 10 0.7~12 {3 (SIDE MILLING)

1002 35 100 3000~3500 400~600 20 0.05~0.1 % (SIDE MILLING)

1002 35 70 2000~2500 700~1100 20 04~05 M3 (SIDE MILLING)
ETH 1052 35 100 3000~3500 700~1000  0.05~0.12 105 & (SLOTTING)
1052 35 75 2200~2700 500~800 0.7~1.2 105 %8 (SLOTTING)

1052 35 70 2000~2500 700~1000 10.5 0.7~12 {3 (SIDE MILLING)

1052 35 100 3000~3500 400~600 21 0.05~0.12 % (SIDE MILLING)

1052 35 70 2000~2500 700~1100 21 04~05 Mg (SIDE MILLING)
ETH 1102 35 100 3000~3500 700~1000  0.05~0.12 11 %8 (SLOTTING)
1102 35 75 2200~2700 500~800 0.7~12 11 %8 (SLOTTING)

1102 35 70 2000~2500 700~1000 1 0.7~12 i3 (SIDE MILLING)

1102 35 100 3000~3500 400~600 22 0.05~0.12 fI%: (SIDE MILLING)

1102 35 70 2000~2500 700~1100 22 0.4~05 {3 (SIDE MILLING)
ETH 1152 35 100 3000~3500 700~1000  0.05~0.12 115 5B (SLOTTING)
1152 35 75 2200~2700 500~800 0.7~12 115 588 (SLOTTING)

1152 35 70 2000~2500 700~1000 1.5 07~12 I3 (SIDE MILLING)

1152 35 100 3000~3500 400~600 23 0.05~0.12 fi% (SIDE MILLING)

1152 35 70 2000~2500 700~1100 23 0.4~05 {3 (SIDE MILLING)
ETB ETH 1202 37 105 2500~3000 700~1000  0.05~0.12 12 #% (SLOTTING)
1202 37 85 2000~2500 400~700 0.7~12 12 %% (SLOTTING)

1202 37 90 2200~2700 500~800 12 0.7~12  faI% (SIDE MILLING)

1202 37 15 2800~3300 400~600 24 0.05~0.12 % (SIDE MILLING)

1202 37 115 2800~3300 800~1200 24 04~05 M3 (SIDE MILLING)
ETH 1252 37 105 2500~3000 700~1000  0.05~0.15 125 %% (SLOTTING)
1252 37 85 2000~2500 400~700 0.7~12 125 %8 (SLOTTING)

1252 37 90 2200~2700 500~800 12,5 0.7~12 {3 (SIDE MILLING)

1252 37 15 2800~3300 400~600 25 0.05~0.15 % (SIDE MILLING)

1252 37 115 2800~3300 800~1200 25 04~05 Mg (SIDE MILLING)
ETH 1302 37 105 2500~3000 700~1000  0.05~0.15 13 #% (SLOTTING)
1302 37 85 2000~2500 400~700 0.7~1.2 13 %% (SLOTTING)

1302 37 ) 2200~2700 500~800 13 0.7~12 {3 (SIDE MILLING)

1302 37 115 2800~3300 400~600 26 0.05~0.15 % (SIDE MILLING)

1302 37 15 2800~3300 800~1200 26 0.4~05 {3 (SIDE MILLING)
ETH 1352 37 105 2500~3000 700~1000  0.05~0.15 135 %% (SLOTTING)
1352 37 85 2000~2500 400~700 0.7~12 135 %% (SLOTTING)

1352 37 90 2200~2700 500~800 13.5 0.7~12  fI% (SIDE MILLING)

1352 37 15 2800~3300 400~600 27 0.05~0.15 i3 (SIDE MILLING)

1352 37 15 2800~3300 800~1200 27 0.4~05  faI% (SIDE MILLING)



OpHF \\NEEE=EANED
ET 2T { ET H 2T tIEE#3R | Milling Conditions
g g SEEESH | FERESH : Prehardened Steels

ETB?" 44142 Coolant Type [EWR:Ezavl =Y (NRCENE ETH?™ 441742 Coolant Type IB=Ewrll=(| ISRV ENY

) E EERE R MIRE MIKE
Extension m/mi Speed eed (Aa) (Ap)
Length(mm) %utmg%meﬁk (min") “(mm/min) - Depth of Cut *Width of Cut
ETH 1402 37 105 2500~3000 700~1000 0.05~0.15 14 B8t (SLOTTING)
1402 37 85 2000~2500 400~700 0.7~1.2 14 7B (SLOTTING)
1402 37 90 2200~2700 500~800 14 0.7~1.2  {Al%t (SIDE MILLING)
1402 37 115 2800~3300 400~600 28 0.05~0.15 {Al$# (SIDE MILLING)
1402 37 115 2800~3300 800~1200 28 0.4~0.5  fAI$k (SIDE MILLING)
ETH 1502 50 100 1800~2300 500~800 0.05~0.15 15 B (SLOTTING)
1502 50 85 1500~2000 300~600 0.7~1.2 15 7B (SLOTTING)
1502 50 115 2000~2500 300~600 15 0.7~1.2  {Al% (SIDE MILLING)
1502 50 115 2000~2500 300~500 30 0.05~0.15 fél$# (SIDE MILLING)
1502 50 115 2000~2500 500~800 30 0.4~0.5  fAl$% (SIDE MILLING)
ETB ETH 1602 50 100 1800~2300 500~800 0.05~0.15 16 7B (SLOTTING)
1602 50 85 1500~2000 300~600 0.7~1.2 16 7B (SLOTTING)
1602 50 115 2000~2500 300~600 16 0.7~1.2  fAl$k (SIDE MILLING)
1602 50 115 2000~2500 300~500 32 0.05~0.15 fAl# (SIDE MILLING)
1602 50 115 2000~2500 500~800 32 0.4~0.5  fAlt (SIDE MILLING)
ETH 1702 50 100 1800~2300 500~800 0.05~0.15 17 7B (SLOTTING)
1702 50 85 1500~2000 300~600 0.7~1.2 17 B8t (SLOTTING)
1702 50 115 2000~2500 300~600 17 0.7~1.2  fAl$k (SIDE MILLING)
1702 50 115 2000~2500 300~500 34 0.05~0.15 Al (SIDE MILLING)
1702 50 115 2000~2500 500~800 34 0.4~0.5  fAl# (SIDE MILLING)
ETH 1802 55 95 1300~1800 400~700 0.05~0.15 18 7Bt (SLOTTING)
1802 55 80 1000~1500 300~500 0.7~1.2 18 B (SLOTTING)
1802 65 110 1500~2000 300~500 18 0.7~1.2  {Al% (SIDE MILLING)
1802 55 110 1500~2000 300~600 36 0.05~0.15 {Al$# (SIDE MILLING)
1802 55 110 1500~2000 300~600 36 0.4~0.5  flI$% (SIDE MILLING)
ETB ETH 2002 55 95 1300~1800 400~700 0.05~0.15 20 & (SLOTTING)
2002 65 80 1000~1500 300~500 0.7~1.2 20 7B (SLOTTING)
2002 55 110 1500~2000 300~500 20 0.7~1.2  {Al$ (SIDE MILLING)
2002 55 110 1500~2000 300~600 40 0.05~0.15 fél$# (SIDE MILLING)

2002 55 110 1500~2000 300~600 40 0.4~0.5  fAl#t (SIDE MILLING)




YY)/ ovi
ET B4T { ETH4T tIEEHZR | Milling Conditions
| N |

” ; k=4l | $£8 : Carbon Steels / Cast Iron
i tTEI44 Work Material
AN S50C | Fe250 / SS400 : 11210 /0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr45 (~HRc22)

=Ry o e 23 / BFE ] Dry/MQL coolant &ICHIEI Wet coolant

2 . HEEE EEEEE 3 ITRE MIRE mIAs
xtension (' n) Spfs§d (Aa) . (Ap) Milling T
Length(mm) |CuttingSpeed  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
ETB ETH 0104 9 60 18000~20000 1300~1600 0.03~0.05 1 &%t (SLOTTING)
0104 9 60 18000~20000 1200~1400 0.06~0.08 1 Bt (SLOTTING)
0104 9 60 18000~20000 700~900 0.09~0.12 1 Bt (SLOTTING)
0104 9 60 18000~20000 1100~1300 1~2 0.03~0.05 Al (SIDE MILLING)
0104 9 60 18000~20000 1000~1200 1~2 0.06~0.08 fAIf (SIDE MILLING)
0104 9 60 18000~20000 700~900 1~2 0.09~0.12 {AI$% (SIDE MILLING)
ETB ETH 0154 9 90 18000~20000 1300~1600 0.03~0.05 1.5 Bt (SLOTTING)
0154 9 90 18000~20000 1200~1400 0.06~0.09 1.5 &8t (SLOTTING)
0154 9 90 18000~20000 700~900 0.1~0.15 1.5 Bt (SLOTTING)
0154 9 90 18000~20000 1100~1300 1.5~3 0.03~0.05 fAI$ (SIDE MILLING)
0154 9 90 18000~20000 1000~1200 1.5~3 0.06~0.09 fAIg (SIDE MILLING)
0154 9 90 18000~20000 800~1000 158 0.1~0.15  fAI# (SIDE MILLING)
ETB ETH 0204(S) 1 125 18000~20000 1300~1600 0.03~0.06 2 &%t (SLOTTING)
0204(S) 11 125 18000~20000  1200~1400  0.07~0.11 2 &8t (SLOTTING)
0204(S) 1" 125 18000~20000 700~900 0.12~0.16 2 Bt (SLOTTING)
0204(S) 1" 125 18000~20000 1100~1300 2~4 0.03~0.06 fAI$ (SIDE MILLING)
0204(S) 11 125 18000~20000 1000~1200 2~4 0.07~0.11  {Bl$ (SIDE MILLING)
0204(S) 1 105 16000~17000 700~900 2~4 0.12~0.16 fAI$% (SIDE MILLING)
ETB ETH 0254(S) 12 125 15000~16000 1300~1600 0.04~0.07 2.5 Bt (SLOTTING)
0254(S) 12 125 15000~16000 1200~1400 0.08~0.15 25 &8t (SLOTTING)
0254(S) 12 125 15000~16000 700~900 0.2~0.3 25 &8 (SLOTTING)
0254(S) 12 125 15000~16000 1100~1300 2.5~5 0.04~0.07 fAI$% (SIDE MILLING)
0254(S) 12 125 15000~16000 1100~1300 28525) 0.08~0.15 fAl# (SIDE MILLING)
0254(S) 12 105 13000~14000 800~1000 25715 0.2~0.3  {Al$% (SIDE MILLING)
ETB ETH 0304S 13 125 13000~13500 1300~1600 0.05~0.08 3 7Bt (SLOTTING)
0304S 13 125 13000~13500 1000~1200 0.1~0.2 3 Bt (SLOTTING)
0304S 13 125 13000~13500 600~800 0.25~0.35 3 Bt (SLOTTING)
0304S 13 125 13000~13500 1100~1300 3=6 0.05~0.08 fAl$ (SIDE MILLING)
0304S 13 125 13000~13500 1000~1200 3~6 0.1~0.2  {Al$% (SIDE MILLING)
0304S 13 105 11000~11500 700~900 3~6 0.25~0.35 fEis (SIDE MILLING)
ETB ETH 0304 13 125 13000~13500 1300~1600 0.05~0.08 3 Bt (SLOTTING)
0304 13 125 13000~13500 1100~1300 0.1~0.2 3 &8t (SLOTTING)
0304 13 125 13000~13500 700~900 0.25~0.35 3 &8 (SLOTTING)
0304 13 125 13000~13500 1100~1300 3~6 0.05~0.08 I (SIDE MILLING)
0304 13 125 13000~13500 1100~1300 3~6 0.1~0.2  fAI$ (SIDE MILLING)
0304 13 105 11000~11500 800~1000 3~6 0.25~0.35 fAl$ (SIDE MILLING)
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ovF W=
ETB*"/ ETH4T

” : Wk3=8H / §584 : Carbon Steels / Cast Iron
K tDEI44 Work Material
M S50C / Fc250 / SS400 : 11210/ 0.6025 /1.0036 : 1050 / NO.35 / A70 Gr45 (~HRc22)

ETB‘T %4173 Coolant Type [EAw:Fz) /=T RoIsYI MaIReWENT: #&ICHIEI Wet coolant

EEEERRE 15 INIRE MIKE
Extension Speed eed (Aa) (Ap) M
Length(mm) -GE&mg—Speed— (min") ~(mm/min)  Depth of Cut -Width of Cut
ETB ETH 0354 16 125 9500~10000 1100~1400 0.05~0.08 &5 &% (SLOTTING)
0354 16 125 9500~10000 1300~1500 0.15~0.25 3.5 7B (SLOTTING)
0354 16 125 9500~10000 900~1100 0.3~0.4 B815) 7B (SLOTTING)
0354 16 125 9500~10000 1000~1200 3.5~7 0.05~0.08 fAl$ (SIDE MILLING)
0354 16 125 9500~10000 1300~1500 3.5~7 0.15~0.25 {l$ (SIDE MILLING)
0354 16 105 8000~8500 700~900 3.5~7 0.3~0.4 {8k (SIDE MILLING)
ETB ETH 0404 16 125 9500~10000 1100~1400 0.05~0.09 4 7B (SLOTTING)
0404 16 125 9500~10000 1300~1500 0.3~0.4 4 7B (SLOTTING)
0404 16 125 9500~10000 700~900 0.5~0.8 4 78 (SLOTTING)
0404 16 125 9500~10000 1000~1200 4~8 0.05~0.09 {8l (SIDE MILLING)
0404 16 125 9500~10000 1300~1500 4~8 0.3~0.4 {8 (SIDE MILLING)
0404 16 105 8000~8500 700~900 4~8 0.5~0.8  fAl#k (SIDE MILLING)
ETB ETH 0454 16 125 8500~9000 1100~1400 0.05~0.09 4 &% (SLOTTING)
0454 16 125 8500~9000 1300~1500 0.3~0.4 4 7B (SLOTTING)
0454 16 125 8500~9000 700~900 0.6~1 4 7B (SLOTTING)
0454 16 125 8500~9000 1000~1200 4.5~9 0.05~0.09 fAI$k (SIDE MILLING)
0454 16 125 8500~9000 1300~1500 4.5~9 0.3~0.4  fAI$k (SIDE MILLING)
0454 16 110 7500~8000 700~900 4.5~9 0.6~1 {B%% (SIDE MILLING)
ETH 0504S 19 125 7800~8200 1100~1400 0.05~0.13 5 7B (SLOTTING)
0504S 19 125 7800~8200 1300~1500 0.7~1.2 5 7B (SLOTTING)
0504S 19 125 7800~8200 900~1100 1.5~2 5 78 (SLOTTING)
0504S 19 125 7800~8200 900~1100 5~10 0.05~0.13 {8l (SIDE MILLING)
0504S 19 125 7800~8200 1300~1500 5~10 0.5~1 {B$% (SIDE MILLING)
0504S 19 105 6700~7000 700~900 ) (R5=2 {8k (SIDE MILLING)
ETB ETH 0504 19 125 7800~8200 1100~1400 0.05~0.13 5 7Bt (SLOTTING)
0504 19 125 7800~8200 1300~1500 0.7~1.2 5 7B (SLOTTING)
0504 19 125 7800~8200 900~1100 1.5~2 B 7B (SLOTTING)
0504 19 125 7800~8200 600~800 2~2.5 5 7B (SLOTTING)
0504 19 125 7800~8200 900~1100 5~10 0.05~0.13 {Al$# (SIDE MILLING)
0504 19 125 7800~8200 1300~1500 5~10 0~1 {BI%% (SIDE MILLING)
0504 19 105 6700~7000 700~900 5 1.5~2 {8k (SIDE MILLING)
0504 19 105 6700~7000 600~800 5] 2~2.5 {8k (SIDE MILLING)
ETH 0554 19 125 7800~8200 1100~1400 0.05~0.13 55 78 (SLOTTING)
0554 19 125 7800~8200 1300~1500 0.7~1.2 5.5 7B (SLOTTING)
0554 19 125 7800~8200 900~1100 1.5~2 515) 7B (SLOTTING)
0554 19 125 7800~8200 600~800 2~2.5 515) 7B (SLOTTING)
0554 19 125 7800~8200 900~1100 5 5=/ 0.05~0.13 Al (SIDE MILLING)
0554 19 125 7800~8200 1300~1500 B0 0~1 {B$% (SIDE MILLING)
0554 19 105 6700~7000 700~900 55 1.5~2 {8k (SIDE MILLING)
0554 19 105 6700~7000 600~800 55 =219 {8k (SIDE MILLING)




YY) ov
ET B4T { ETH4T E14IE# | Miling Conditions
| N |

” ; k=4l | $£8 : Carbon Steels / Cast Iron
i tTEI44 Work Material
AN S50C | F250 / SS400 : 11210 /0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr45 (~HRc22)

=Ry o e 23 / B TE] Dry/MQL coolant &ICHIEI Wet coolant

2 5 HIERE EEEERE b ITRE MIRE mIAs
xtension | (m/min) Speed (Aa) _(Ap) Milling T
Length(mm) | Cutting Speed (min") ~(mm/min)  Depth of Cut 1 Width of Cut 9 lype
ETB ETH 0604 20 125 6600~6800 1100~1400 0.05~0.15 6 &%t (SLOTTING)
0604 20 125 6600~6800 1300~1500 1= 6 Bt (SLOTTING)
0604 20 125 6600~6800 900~1100 1.5~2 6 &%t (SLOTTING)
0604 20 125 6600~6800 600~800 2=8 6 #&# (SLOTTING)
0604 20 125 6600~6800 800~1000 6~12 0.05~0.15 fAI (SIDE MILLING)
0604 20 125 6600~6800 1300~1500 6~12 0~1 {8l$% (SIDE MILLING)
0604 20 105 5500~5800 700~900 6 1.5~2 {8t (SIDE MILLING)
0604 20 105 5500~5800 600~800 6 2~3 fI$% (SIDE MILLING)
ETH 0654 20 125 6600~6800 1100~1400 0.05~0.15 6.5 Bt (SLOTTING)
0654 20 125 6600~6800 1300~1500 1= 6.5 Bt (SLOTTING)
0654 20 125 6600~6800 900~1100 1.5~2 6.5 Bt (SLOTTING)
0654 20 125 6600~6800 600~800 2= 6.5 &8t (SLOTTING)
0654 20 125 6600~6800 800~1000 6.5~13 0.05~0.15 {Al$% (SIDE MILLING)
0654 20 125 6600~6800 1300~1500 6.5~13 0~1 {8l$% (SIDE MILLING)
0654 20 105 5500~5800 700~900 6.5 1.5~2 {B% (SIDE MILLING)
0654 20 105 5500~5800 600~800 6.5 2= {B$% (SIDE MILLING)
ETH 0704 20 125 6600~6800 1100~1400 0.05~0.15 7 &%t (SLOTTING)
0704 20 125 6600~6800 1300~1500 =15 7 Bt (SLOTTING)
0704 20 125 6600~6800 900~1100 1.5~2 7 Bt (SLOTTING)
0704 20 125 6600~6800 600~800 258 7 &8t (SLOTTING)
0704 20 125 6600~6800 800~1000 7~14 0.05~0.15 fAI$ (SIDE MILLING)
0704 20 125 6600~6800 1300~1500 7~14 0~1 {8I#% (SIDE MILLING)
0704 20 105 5500~5800 700~900 7 1.5~2 {B$% (SIDE MILLING)
0704 20 105 5500~5800 600~800 7 2=38 {B$% (SIDE MILLING)
ETH 0754 25 125 5000~5200 1000~1200  0.05~0.15 7.5 &% (SLOTTING)
0754 25 105 4100~4300 1300~1500 1=2 7.5 Bt (SLOTTING)
0754 25 105 4100~4300 900~1100 2~3 7.5 Bt (SLOTTING)
0754 25 125 5000~5200 700~900 7.5~15 0.05~0.15 {Al$k (SIDE MILLING)
0754 25 105 4100~4300 1300~1500 7518 0.5~1  fai$k (SIDE MILLING)
0754 25 105 4100~4300 700~900 7.5 2= {8I$% (SIDE MILLING)
0754 25 105 4100~4300 600~800 7.5 3~4 {Bg% (SIDE MILLING)
ETB ETH 0804 25 125 5000~5200 1000~1200 0.05~0.15 8 &8t (SLOTTING)
0804 25 105 4100~4300 1300~1500 1~2 8 &% (SLOTTING)
0804 25 105 4100~4300 900~1100 2~3 8 Bt (SLOTTING)
0804 25 125 5000~5200 700~900 8~16 0.05~0.15 fAl# (SIDE MILLING)
0804 25 105 4100~4300 1300~1500 8~16 051 {B$% (SIDE MILLING)
0804 25 105 4100~4300 700~900 8 2~3 fI$% (SIDE MILLING)
0804 25 105 4100~4300 600~800 8 3~4 {8I$% (SIDE MILLING)
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ovrF W=\
ETB*" /| ETH*"

- ) Wk / 58 : Carbon Steels / Cast Iron
D&% Work Mat |
LUEMCIRIE SISO <50 ) Fc250/ 55400 : 11210/ 0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr.45 (~HRc22)

ETB‘T %4173 Coolant Type [EAW:Ez) /=T R0IsYI MAIRENS #&ICHIEI Wet coolant

EEEERRE 15 INIRE MIEE
Extension Speed eed (Aa) (Ap) M
Length(mm) -Gu&mg—Speed— (min") “(mm/min) Depth of Cut “Width of Cut
ETH 0854 30 125 5000~5200 1000~1200  0.05~0.15 8.5 &%t (SLOTTING)
0854 30 105 4100~4300 1300~1500 52 8.5 &8t (SLOTTING)
0854 30 105 4100~4300 900~1100 2~3 8.5 7B (SLOTTING)
0854 30 125 5000~5200 700~900 8.5~17 0.05~0.15 fAl$k (SIDE MILLING)
0854 30 105 4100~4300 1300~1500 8.5~17 0.5~1  fAl%t (SIDE MILLING)
0854 30 105 4100~4300 700~900 8.5 2= {BI$% (SIDE MILLING)
0854 30 105 4100~4300 600~800 8.5 34 {1 (SIDE MILLING)
ETH 0904 30 125 5000~5200 1000~1200 0.05~0.15 9 7B (SLOTTING)
0904 30 105 4100~4300 1300~1500 1~2 9 &t (SLOTTING)
0904 30 105 4100~4300 900~1100 258 9 7Bt (SLOTTING)
0904 30 125 5000~5200 700~900 9~18 0.05~0.15 fAI% (SIDE MILLING)
0904 30 105 4100~4300 1300~1500 9~18 0.5~1 {8k (SIDE MILLING)
0904 30 105 4100~4300 700~900 9 2~3 {EI%% (SIDE MILLING)
ETH 0954 30 125 3900~4100 1000~1200 0.05~0.15 9.5 7Bt (SLOTTING)
0954 30 105 3300~3500 1300~1500 0.8~1.2 9.5 7B (SLOTTING)
0954 30 105 3300~3500 900~1100 1.5~2 9.5 7B (SLOTTING)
0954 30 105 3300~3500 500~700 2.5~3 9.5 &%t (SLOTTING)
0954 30 125 3900~4100 600~800 9.5~19 0.05~0.2  fAl#t (SIDE MILLING)
0954 30 105 3300~3500 1000~1200 19 0.5~1 {B$% (SIDE MILLING)
0954 30 105 3300~3500 1000~1200 9.5 (=85 {8k (SIDE MILLING)
0954 30 105 3300~3500 500~700 9.5 2.5~3  fll# (SIDE MILLING)
ETB ETH 1004(Z) 35 125 3900~4100 1000~1200 0.05~0.15 10 7Bt (SLOTTING)
1004(2) 85 105 3300~3500 1200~1400 =1 10 7B (SLOTTING)
1004(2) 35 105 3300~3500 800~1000 158 10 7B (SLOTTING)
1004(2) 35 105 3300~3500 400~600 4~5 10 Bt (SLOTTING)
1004(2) 35 125 3900~4100 600~800 10~30 0.05~0.2 fAlgk (SIDE MILLING)
1004(2) 35 105 3300~3500 1200~1400 20 0.3~0.5  fAI$ (SIDE MILLING)
1004(2) 35 105 3300~3500 1000~1200 20 0.5~1 {8k (SIDE MILLING)
1004(2) 35 105 3300~3500 1000~1200 10 1~1.5  {Al$# (SIDE MILLING)
1004(2) 35 105 3300~3500 500~700 10 3~4 {BI$% (SIDE MILLING)
1004(2) 35 85 2600~2800 300~400 10 4~5 {8k (SIDE MILLING)
ETH 1054 33 125 3900~4100 1000~1200 0.05~0.15 10.5 7B (SLOTTING)
1054 33 105 3300~3500 1200~1400 =15 10.5 B8t (SLOTTING)
1054 33 105 3300~3500 800~1000 1.5~3 10.5 7Bt (SLOTTING)
1054 88 105 3300~3500 400~600 4~5 10.5 7B (SLOTTING)
1054 33 125 3900~4100 600~800 10.5~24 0.05~0.2  fAI%k (SIDE MILLING)
1054 33 105 3300~3500 1200~1400 21 0.3~0.5  fAl% (SIDE MILLING)
1054 88 105 3300~3500 1000~1200 21 0.5~1 {BI$% (SIDE MILLING)
1054 33 105 3300~3500 1000~1200 10.5 1= {8k (SIDE MILLING)
1054 33 105 3300~3500 500~700 10.5 3~4 {8k (SIDE MILLING)
1054 33 85 2600~2800 300~400 10.5 4~5 {1 (SIDE MILLING)




EEZ] STANDAR /// @DHF
S ry 2 4
ET B4T { ET I.I4T t4I1& 42 | Milling Conditions
N ] Wix3=%h / §554 : Carbon Steels / Cast Iron
ki Wi
LIRS S50C / Fe250/ 58400 : 11210 /0.6025 / 1.0036 : 1050 / NO.35 / AS70 Gr.d5 (~HRc22)

=Ry o e 23 / B HE] Dry/MQL coolant &ICHIEI Wet coolant

Eﬁﬁ . HIERE EEEERE HEIGEE PNIRE ITEE mIAs
xtension (m/min) Speed eed (Aa) : (Ap) Milling T
Length(mm) CuttingSpeed  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
ETH 1104 &) 125 3900~4100 1000~1200 0.05~0.15 11 7&#% (SLOTTING)
1104 33 105 3300~3500 1200~1400 1=1.5 1 &t (SLOTTING)
1104 B8] 105 3300~3500 800~1000 {f5z8 11 Bt (SLOTTING)
1104 88 105 3300~3500 400~600 4~5 11 #&# (SLOTTING)
1104 &) 125 3900~4100 600~800 11~22 0.05~0.2  fAl## (SIDE MILLING)
1104 33 105 3300~3500 1200~1400 22 0.3~0.5  {Al#% (SIDE MILLING)
1104 33 105 3300~3500 1000~1200 22 0551 {B$% (SIDE MILLING)
1104 33 105 3300~3500 1000~1200 1" =1 {B$% (SIDE MILLING)
1104 33 105 3300~3500 500~700 11 3~4 {8l#% (SIDE MILLING)
1104 33 85 2600~2800 300~400 11 4~5 {I%% (SIDE MILLING)
ETH 1154 36 125 3200~3500 1000~1200 0.05~0.15 11.5 Bt (SLOTTING)
1154 36 125 3200~3500 900~1100 1~1.5 11.5 &% (SLOTTING)
1154 36 125 3200~3500 600~800 3~4 1.5 &% (SLOTTING)
1154 36 105 2700~2900 400~600 4~5 11.5 &% (SLOTTING)
1154 36 125 3300~3500 300~500 11.5~23 0.05~0.15 fAl# (SIDE MILLING)
1154 36 125 3300~3500 1000~1200 11.5 0.5~1 {B$% (SIDE MILLING)
1154 36 125 3300~3500 500~700 11.5 2~4 {8I#% (SIDE MILLING)
1154 36 125 3300~3500 300~500 11.5 4~5 {I$% (SIDE MILLING)
ETB ETH 1204 36 125 3200~3500 1000~1200 0.05~0.15 12 Bt (SLOTTING)
1204 36 125 3200~3500 900~1100 1~1.5 12 #&# (SLOTTING)
1204 36 125 3200~3500 600~800 3~4 12 &# (SLOTTING)
1204 36 105 2700~2900 400~600 4~6 12 &% (SLOTTING)
1204 36 125 3300~3500 300~500 12~24 0.05~0.15 fAI# (SIDE MILLING)
1204 36 125 3300~3500 1000~1200 12 0.5~1 {B$% (SIDE MILLING)
1204 36 125 3300~3500 500~700 12 2~4 {BI$% (SIDE MILLING)
1204 36 125 3300~3500 300~500 12 4~6 {Al$% (SIDE MILLING)
ETH 1254 36 125 3200~3500 1000~1200 0.05~0.15 12,5 Bt (SLOTTING)
1254 36 125 3200~3500 900~1100 1~1.5 12.5 &% (SLOTTING)
1254 36 125 3200~3500 600~800 3~4 125 &%t (SLOTTING)
1254 36 105 2700~2900 400~600 4~6 12,5 &t (SLOTTING)
1254 36 125 3300~3500 300~500 12.5~25 0.05~0.15 {EI$% (SIDE MILLING)
1254 36 125 3300~3500 1000~1200 12.5 0:5=1 {B$% (SIDE MILLING)
1254 36 125 3300~3500 500~700 12.5 2~4 {BI$% (SIDE MILLING)
1254 36 125 3300~3500 300~500 12,5 4~6 {Al#% (SIDE MILLING)



opiF WA
ETB*"/ ETH*T

w . Wkz=8H / §584 : Carbon Steels / Cast Iron
K tDEI44 Work Material
UM S50C / Fc250 / SS400 : 1.1210/0.6025 /1.0036 : 1050 / NO.35 / A70 Gr45 (~HRc22)

ETB‘T %4173 Coolant Type [EAw:Fzs) =T R0IsYI MaIReENT: #&ICHIEI Wet coolant

EEEERRE EE INIRE MIKE
Extension Speed eed (Aa) (Ap) M
Length(mm) -Gu&mg—Speed~ (min") ~(mm/min)  Depth of Cut -Width of Cut-
ETH 1304 40 125 3000~3300 1000~1200 0.05~0.15 13 &% (SLOTTING)
1304 40 125 3000~3300 900~1100 =149 13 7Bt (SLOTTING)
1304 40 125 3000~3300 600~800 3~4 13 7B (SLOTTING)
1304 40 105 2500~2700 400~600 4~6 13 &t (SLOTTING)
1304 40 125 3000~3300 300~500 13~26 0.05~0.15 fAi#k (SIDE MILLING)
1304 40 125 3000~3300 1000~1200 13 0.5~1 {Al$% (SIDE MILLING)
1304 40 125 3000~3300 500~700 13 2~4 {8k (SIDE MILLING)
1304 40 125 3000~3300 300~500 13 4~6 {8k (SIDE MILLING)
ETH 1354 40 125 3000~3300 1000~1200 0.05~0.15 188 &% (SLOTTING)
1354 40 125 3000~3300 900~1100 =1 188 7Bt (SLOTTING)
1354 40 125 3000~3300 600~800 3~4 13.5 7B (SLOTTING)
1354 40 105 2500~2700 400~600 4~6 13.5 &% (SLOTTING)
1354 40 125 3000~3300 300~500 13.5~27  0.05~0.15 fAl (SIDE MILLING)
1354 40 125 3000~3300 1000~1200 13.5 0.5~1 {B$% (SIDE MILLING)
1354 40 125 3000~3300 500~700 13.5 2~4 {8k (SIDE MILLING)
1354 40 125 3000~3300 300~500 13.5 4~6 {1 (SIDE MILLING)
ETH 1404 45 125 2500~2800 700~900 0.05~0.2 14 &t (SLOTTING)
1404 45 105 2200~2400 700~900 05~ 14 B8t (SLOTTING)
1404 45 105 2200~2400 500~700 1~2 14 7B (SLOTTING)
1404 45 105 2200~2400 300~500 2~3 14 7B (SLOTTING)
1404 45 105 2200~2400 250~450 14~28 0.05~0.2  fAI%t (SIDE MILLING)
1404 45 105 2200~2400 700~900 14~28 0.5~1 {AI$% (SIDE MILLING)
1404 45 105 2200~2400 500~700 14 1~2 {8k (SIDE MILLING)
1404 45 105 2200~2400 300~500 14 2~3 {8k (SIDE MILLING)
ETH 1504 45 125 2500~2800 700~900 0.05~0.2 15 &% (SLOTTING)
1504 45 105 2200~2400 700~900 05~ 15 7Bt (SLOTTING)
1504 45 105 2200~2400 500~700 =7 15 7Bt (SLOTTING)
1504 45 105 2200~2400 300~500 2~3 15 7B (SLOTTING)
1504 45 105 2200~2400 250~450 15~30 0.05~0.2 fAl#k (SIDE MILLING)
1504 45 105 2200~2400 700~900 15~30 0.5~1 {A$% (SIDE MILLING)
1504 45 105 2200~2400 500~700 15 1~2 {B$% (SIDE MILLING)
1504 45 105 2200~2400 300~500 15 2=3 {8k (SIDE MILLING)
ETB ETH 1604 50 125 2300~2600 700~900 0.05~0.2 16 7% (SLOTTING)
1604 50 105 2000~2200 700~900 0.5~1 16 ;&% (SLOTTING)
1604 50 105 2000~2200 500~700 1=2 16 7B (SLOTTING)
1604 50 105 2000~2200 300~500 2~3 16 &t (SLOTTING)
1604 50 105 2000~2200 250~450 16~32 0.05~0.2  {AIg (SIDE MILLING)
1604 50 105 2000~2200 700~900 16~32 0.5~1  faI$# (SIDE MILLING)
1604 50 105 2000~2200 500~700 16 1~2 {B$% (SIDE MILLING)
1604 50 105 2000~2200 300~500 16 = {8k (SIDE MILLING)




YY)/ ovir
ETB4T { ETH4T FIKIE¢EE | Milling Conditions

” ; k=4l | $£8 : Carbon Steels / Cast Iron
i tlEI44 Work Material
AN S50C | Fe250 / SS400 : 11210 /0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr45 (~HRc22)

ETB*T 44173 Coolant Type [EAWR::Ea)=IRN YO RV &ICHIEI Wet coolant

Eﬂﬁi . YIEIERE EERE EIGERE IIRE MIEE MIH
Type NO, Leﬁgiﬂ(?m) %et(mgs;;eek (Snl:'?':e% (m';r?/en?in) Dep(trf\ if) Cut w%d(fr/igﬁ)euv Milligglyes
ETH 1704 50 125 2300~2600 700~900 0.05~0.2 17 #% (SLOTTING)
1704 50 105 2000~2200 700~900 0.5~1 17 ## (SLOTTING)
1704 50 105 2000~2200 500~700 1~2 17 #% (SLOTTING)
1704 50 105 2000~2200 300~500 2~3 17 #% (SLOTTING)
1704 50 105 2000~2200 250~450 17~34  0.05~0.2 {Ai% (SIDE MILLING)
1704 50 105 2000~2200 700~900 17~34 05~1  fal% (SIDE MILLING)
1704 50 105 2000~2200 500~700 17 1~2 % (SIDE MILLING)
1704 50 105 2000~2200 300~500 17 2~3  fHI# (SIDE MILLING)
ETH 1804 50 125 1900~2100 700~900  0.05~0.25 18 #% (SLOTTING)
1804 50 90 1400~1600 700~900 0.5~1 18 %% (SLOTTING)
1804 50 90 1400~1600 400~600 1~2 18 %% (SLOTTING)
1804 50 90 1400~1600 300~400 2~3 18 #% (SLOTTING)
1804 50 90 1400~1600 250~450 18~36  0.05~0.25 {Aigk (SIDE MILLING)
1804 50 90 1400~1600 600~800 18~36 05~1  fal% (SIDE MILLING)
1804 50 90 1400~1600 400~600 18 1~2 I3 (SIDE MILLING)
1804 50 90 1400~1600 300~500 18 2~3  fHl# (SIDE MILLING)
ETB ETH 2004 50 125 1900~2100 700~900  0.05~0.25 20 &8 (SLOTTING)
2004 50 90 1400~1600 700~900 0.5~1 20  #% (SLOTTING)
2004 50 90 1400~1600 400~600 1~2 20  #% (SLOTTING)
2004 50 90 1400~1600 300~400 2~3 20 B8 (SLOTTING)
2004 50 90 1400~1600 250~450 20~40  0.05~0.25 {ii (SIDE MILLING)
2004 50 90 1400~1600 600~800 20~40 05~1  fI% (SIDE MILLING)
2004 50 90 1400~1600 400~600 20 1~2 I3 (SIDE MILLING)
2004 50 90 1400~1600 300~500 20 2~3  fHl# (SIDE MILLING)



opHF \EZEEATT
T ETH™
ET B { ET H tIHIE#R § Milling Conditions

. . A& T B/ BT A : Alloy Tool Steels / Carbon Tool Steels
#HEIEIRE Work Material =
UEMEIESIEIN 1)) /b5 ) K3 / SKDG1 / SKD11 : 1.2311 /11545 / 1.2379  1.2344 : H13 / D2 (HRc23~32)

ETB‘T 44142 Coolant Type [EWR:Ezavl = Y (NRCENE ETHT 4417452 Coolant Type IB=Ewrll= (| RIS RV ENY

EEEERRE RE MNIRE MIEE
Extension ) Speed eed (Aa) (Ap)
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut -Width of Cut-
ETB ETH 0104 9 60 18000~20000 1200~1500 0.03~0.05 1 &% (SLOTTING)
0104 9 60 18000~20000 1000~1200 0.06~0.08 1 7Bt (SLOTTING)
0104 9 60 18000~20000 700~900 0.09~0.12 1 7B (SLOTTING)
0104 9 60 18000~20000 1100~1300 1~2 0.03~0.05 fAI%t (SIDE MILLING)
0104 9 60 18000~20000 1000~1200 =2 0.06~0.08 fAl$# (SIDE MILLING)
0104 9 60 18000~20000 700~900 1~2 0.09~0.12 {8l$ (SIDE MILLING)
ETB ETH 0154 9 90 18000~20000 1200~1400 0.03~0.05 1.5 7B (SLOTTING)
0154 9 90 18000~20000 1000~1200  0.06~0.09 1.5 &t (SLOTTING)
0154 9 90 18000~20000 700~900 0.1~0.15 1.5 &%t (SLOTTING)
0154 9 90 18000~20000 1000~1200 1.5~3 0.03~0.05 {8l (SIDE MILLING)
0154 9 90 18000~20000 900~1100 1.5~3 0.06~0.09 gt (SIDE MILLING)
0154 9 90 18000~20000 700~900 15~8 0.1~0.15  fAI%t (SIDE MILLING)
ETB ETH 0204(S) 1 125 18000~20000 1300~1600 0.03~0.06 2 &% (SLOTTING)
0204(S) 11 105 16000~17000 1000~1200 0.07~0.11 2 7Bt (SLOTTING)
0204(S) 1 105 16000~17000 600~800 0.12~0.16 2 7B (SLOTTING)
0204(S) 1 125 18000~20000 1100~1300 2~4 0.03~0.06 fAl$ (SIDE MILLING)
0204(S) 11 90 14000~15000 1000~1200 2~4 0.07~0.11 {88 (SIDE MILLING)
0204(S) 11 90 14000~15000 600~800 2~4 0.12~0.16  {8l$ (SIDE MILLING)
ETB ETH 0254(S) 12 125 15000~16000 1300~1600 0.04~0.07 25 7B (SLOTTING)
0254(S) 12 105 13000~14000 1200~1400 0.08~0.15 25 7B (SLOTTING)
0254(S) 12 105 13000~14000 700~900 0.2~0.3 25 &%t (SLOTTING)
0254(S) 12 125 15000~16000 1100~1300 2.5~5 0.04~0.07 {Al% (SIDE MILLING)
0254(S) 12 105 13000~14000 1000~1200 2.5~5 0.08~0.15 {fi## (SIDE MILLING)
0254(S) 12 105 13000~14000 700~900 256 0.2~0.3  fAl$k (SIDE MILLING)
ETB ETH 0304S 13 125 13000~13500 1300~1600  0.05~0.08 3 &t (SLOTTING)
0304S 13 105 11000~11500 900~1100 0.1~0.2 3 7Bt (SLOTTING)
0304S 13 105 11000~11500 500~700 0.25~0.35 3 7B (SLOTTING)
0304S 13 125 13000~13500 1100~1200 3~6 0.05~0.08 fHI$ (SIDE MILLING)
0304S 13 90 9500~10000 900~1100 3~6 0.1~0.2 {83k (SIDE MILLING)
0304S 13 90 9500~10000 600~800 3~6 0.25~0.35 fAif# (SIDE MILLING)
ETB ETH 0304 13 125 13000~13500 1300~1600 0.05~0.08 3 7B (SLOTTING)
0304 13 105 11000~11500 1000~1200 0.1~0.2 3 7B (SLOTTING)
0304 13 105 11000~11500 600~800 0.25~0.35 3 &%t (SLOTTING)
0304 18 125 13000~13500 1100~1200 3~6 0.05~0.08 fAl# (SIDE MILLING)
0304 13 90 9500~10000 1000~1200 3~6 0.1~0.2  fAI$% (SIDE MILLING)
0304 13 90 9500~10000 700~900 3~6 0.25~0.35 fAl$ (SIDE MILLING)




YY)/ ovir
L U
ET B { ET H tIHIEEZR | Milling Conditions

" : A& T ER /BT E#H : Alloy Tool Steels / Carbon Tool Steels
dR IRt Work Material =
LRSS o)) | b5/ sK3/ SKD61/ SKD11 : 1.2311 ] 11545/ 1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

=Ry o e 23 / B TE] Dry/MQL coolant &ICHIEI Wet coolant

2 5 HIERE EEEERE HEIGEE I TRE MIRE IS
xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) | Cutting Speed (min") [~(mm/min) Depth of Cut  Width of Cut 9 lype
ETB ETH 0354 16 125 9500~10000 1100~1400 0.05~0.08 35 &8 (SLOTTING)
0354 16 100 9000~9500 1000~1200 0.15~0.25 3.5 B8 (SLOTTING)
0354 16 100 9000~9500 800~1000 0.3~0.4 3.5 &8 (SLOTTING)
0354 16 125 9500~10000 1000~1200 3.5~7 0.05~0.08 fAf (SIDE MILLING)
0354 16 90 7000~7500 900~1200 =T/ 0.15~0.25 fAl# (SIDE MILLING)
0354 16 90 7000~7500 700~900 3.5~7 0.3~0.4  fAI$t (SIDE MILLING)
ETB ETH 0404 16 125 9500~10000 1100~1400 0.05~0.09 4 &8 (SLOTTING)
0404 16 105 8000~8500 1000~1200 0.3~0.4 4 &8 (SLOTTING)
0404 16 105 8000~8500 700~900 0.5~0.8 4 &8 (SLOTTING)
0404 16 125 9500~10000 1000~1200 4~8 0.05~0.09 {al# (SIDE MILLING)
0404 16 90 7000~7500 900~1200 4~8 0.3~0.4  fAI$t (SIDE MILLING)
0404 16 90 7000~7500 700~900 4~8 0.5~0.8  fHI$t (SIDE MILLING)
ETB ETH 0454 16 125 8500~9000 1100~1400 0.05~0.09 4 &8 (SLOTTING)
0454 16 110 7500~8000 1000~1200 0.3~0.4 4 B8 (SLOTTING)
0454 16 110 7500~8000 700~900 0.6~1 4 &8 (SLOTTING)
0454 16 110 7500~8000 900~1100 4.5~9 0.05~0.09 fEIf (SIDE MILLING)
0454 16 110 7500~8000 900~1200 4.5~9 0.3~0.4  fAI$k (SIDE MILLING)
0454 16 110 7500~8000 700~900 4.5~9 0.6~1 {8I#t (SIDE MILLING)
ETH 0504S 19 125 7800~8200 1100~1400 0.05~0.13 5] &8 (SLOTTING)
0504S 19 105 6700~7000 1000~1200 0.7~1.2 5 &8 (SLOTTING)
0504S 19 105 6700~7000 800~1000 .52 5 &8 (SLOTTING)
0504S 19 125 7800~8200 800~1000 5~10 0.05~0.13 fl# (SIDE MILLING)
0504S 19 90 5700~6000 900~1200 5~10 0.5~1 {AI$% (SIDE MILLING)
0504S 19 90 5700~6000 700~900 5 1.5~2  {8l# (SIDE MILLING)
ETB ETH 0504 19 125 7800~8200 1100~1400 0.05~0.13 5 &8 (SLOTTING)
0504 19 105 6700~7000 1000~1200 0.7~1.2 5 B8 (SLOTTING)
0504 19 105 6700~7000 800~1000 1.5~2 5 &%t (SLOTTING)
0504 19 105 6700~7000 500~700 2~2.5 5 &8 (SLOTTING)
0504 19 125 7800~8200 800~1000 5~10 0.05~0.13 fAl# (SIDE MILLING)
0504 19 90 5700~6000 900~1200 5~10 0~1 {8I#t (SIDE MILLING)
0504 19 90 5700~6000 700~900 5 1.5~2  {8l# (SIDE MILLING)
0504 19 90 5700~6000 600~800 5 2~2.5  fil#k (SIDE MILLING)
ETH 0554 19 125 7800~8200 1100~1400 0.05~0.13 55 &8 (SLOTTING)
0554 19 105 6700~7000 1000~1200 0.7~1.2 55 B8 (SLOTTING)
0554 19 105 6700~7000 800~1000 1.5~2 515 &8 (SLOTTING)
0554 19 105 6700~7000 500~700 225 55 &8 (SLOTTING)
0554 19 125 7800~8200 800~1000 B~ 0.05~0.13 fAl# (SIDE MILLING)
0554 19 90 5700~6000 900~1200 B 0~1 {8I#t (SIDE MILLING)
0554 19 90 5700~6000 700~900 5.5 1.5~2  {8l# (SIDE MILLING)
0554 19 90 5700~6000 600~800 5.5 2~2.5  fil#k (SIDE MILLING)



opHF \EZE2ATT
T/ ETH™
ET B { ET H K& § Milling Conditions

. . A& T EH /BT A : Alloy Tool Steels / Carbon Tool Steels
#HEIEIRE Work Material =
AUECIESUEIN 1))/ ps ) K3 / SKDG1 / SKD11 : 1.2311 /11545 / 1.2379 1.2344 : H13 / D2 (HRc23~32)

ETB‘T 44142 Coolant Type [EWR:Ezavl = Y (NRCENE ETHT 441742 Coolant Type B=Ewrll= | RIS RV ENY

2 5 EEEERRE EE IIRE MIKE mIAs
xtension mimin) Speed eed (Aa) (Ap) Milling T
Length(mm) *Cutting Speed (min1) ~(mm/min)  Depth of Cut Width of Cut- 9 Type
ETB ETH 0604 20 125 6600~6800 1100~1400 0.05~0.15 6 &% (SLOTTING)
0604 20 105 5500~5800 1000~1200 1=1 6 7B (SLOTTING)
0604 20 105 5500~5800 800~1000 1.5~2 6 &3t (SLOTTING)
0604 20 105 5500~5800 500~700 258 6 &t (SLOTTING)
0604 20 125 6600~6800 700~900 6~12 0.05~0.15 fAl#k (SIDE MILLING)
0604 20 90 4700~5000 900~1200 6~12 0~1 {B%% (SIDE MILLING)
0604 20 90 4700~5000 700~900 6 1.5~2  {8I#k (SIDE MILLING)
0604 20 90 4700~5000 600~800 6 2~3 {1 (SIDE MILLING)
ETH 0654 20 125 6600~6800 1100~1400 0.05~0.15 6.5 &% (SLOTTING)
0654 20 105 5500~5800 1000~1200 =15 6.5 7B (SLOTTING)
0654 20 105 5500~5800 800~1000 1.5~2 6.5 7Bt (SLOTTING)
0654 20 105 5500~5800 500~700 2= 6.5 7B (SLOTTING)
0654 20 125 6600~6800 700~900 6.5~13 0.05~0.15 {8l (SIDE MILLING)
0654 20 90 4700~5000 900~1200 6.5~13 0~1 {BI$% (SIDE MILLING)
0654 20 90 4700~5000 700~900 6.5 122 {B$% (SIDE MILLING)
0654 20 90 4700~5000 600~800 6.5 2~3 {B$% (SIDE MILLING)
ETH 0704 20 125 6600~6800 1100~1400 0.05~0.15 7 &% (SLOTTING)
0704 20 105 5500~5800 1000~1200 =15 7 7B (SLOTTING)
0704 20 105 5500~5800 800~1000 1.5~2 7 7B (SLOTTING)
0704 20 105 5500~5800 500~700 253 7 7B (SLOTTING)
0704 20 125 6600~6800 700~900 7~14 0.05~0.15 fAl$k (SIDE MILLING)
0704 20 90 4700~5000 900~1200 7~14 0~1 {Bg% (SIDE MILLING)
0704 20 90 4700~5000 700~900 7 1.5~2 {8k (SIDE MILLING)
0704 20 90 4700~5000 600~800 7 2~3 {8k (SIDE MILLING)
ETH 0754 25 125 5000~5200 1000~1200  0.05~0.15 7.5 &%t (SLOTTING)
0754 25 105 4100~4300 1000~1200 1~2 7.5 7B (SLOTTING)
0754 25 105 4100~4300 800~1000 2~3 75 &t (SLOTTING)
0754 25 125 5000~5200 600~800 7.5~15 0.05~0.15 fAl$k (SIDE MILLING)
0754 25 90 3500~3700 800~1100 7.5~15 0.5~1  fAl%t (SIDE MILLING)
0754 25 90 3500~3700 700~900 7.5 2= {B$% (SIDE MILLING)
0754 25 90 3500~3700 600~800 7.5 3~4 {1 (SIDE MILLING)
ETB ETH 0804 25 125 5000~5200 1000~1200 0.05~0.15 8 7B (SLOTTING)
0804 25 105 4100~4300 1000~1200 (=2 8 &t (SLOTTING)
0804 25 105 4100~4300 800~1000 2=8 8 7B (SLOTTING)
0804 25 125 5000~5200 600~800 8~16 0.05~0.15 {8l% (SIDE MILLING)
0804 25 90 3500~3700 800~1100 8~16 051 {8k (SIDE MILLING)
0804 25 90 3500~3700 700~900 8 2~3 %% (SIDE MILLING)
0804 25 90 3500~3700 600~800 8 3~4 {B%% (SIDE MILLING)




BV A=="Y/// ODHF
ETB*"/ ETHY"

" : A& T ER /BT E#H : Alloy Tool Steels / Carbon Tool Steels
dR IRt Work Material =
LRSS o)) | b5 SK3/ SKD61/ SKD11 : 1.2311 ] 11545/ 1.2379 ] 1.2344 : H13 | D2 (HRc23~32)

=Ry o e 23 / BT Dry/MQL coolant &ICHIEI Wet coolant

Eﬁﬁ . HIERE EEEERE HEIGEE INIRE MITEE mIA
xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) |Gutting'Speed"  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
ETH 0854 30 125 5000~5200 1000~1200 0.05~0.15 8.5 7B (SLOTTING)
0854 30 105 4100~4300 1000~1200 (52 8.5 &% (SLOTTING)
0854 30 105 4100~4300 800~1000 2~3 8.5 Bt (SLOTTING)
0854 30 125 5000~5200 600~800 8.5~17 0.05~0.15 {Al$ (SIDE MILLING)
0854 30 90 3500~3700 800~1100 8.5~17 0.5~1 {BI$% (SIDE MILLING)
0854 30 90 3500~3700 700~900 8.5 2~3 {8l$% (SIDE MILLING)
0854 30 90 3500~3700 600~800 8.5 3~4 {BI$% (SIDE MILLING)
ETH 0904 30 125 5000~5200 1000~1200 0.05~0.15 9 &8t (SLOTTING)
0904 30 105 4100~4300 1000~1200 =2 9 7B (SLOTTING)
0904 30 105 4100~4300 800~1000 2= 9 & (SLOTTING)
0904 30 125 5000~5200 600~800 9~18 0.05~0.15 fAl# (SIDE MILLING)
0904 30 90 3500~3700 800~1100 9~18 0.5~1 {B$% (SIDE MILLING)
0904 30 90 3500~3700 700~900 9 2~3 {BI$% (SIDE MILLING)
ETH 0954 30 125 3900~4100 1000~1200 0.05~0.15 9.5 &t (SLOTTING)
0954 30 105 3300~3500 1000~1200 0.8~1.2 9.5 Bt (SLOTTING)
0954 30 105 3300~3500 900~1100 152 9.5 &8t (SLOTTING)
0954 30 105 3300~3500 400~600 2/58) 9.5 7B (SLOTTING)
0954 30 125 3900~4100 500~700 9.5~19 0.05~0.2  fAI# (SIDE MILLING)
0954 30 90 2800~3000 800~1000 19 051 {B% (SIDE MILLING)
0954 30 90 2800~3000 800~1000 9.5 1~1.5 {B$% (SIDE MILLING)
0954 30 90 2800~3000 450~600 9.5 2.5~3 {BI$% (SIDE MILLING)
ETB ETH 1004(2) 85 125 3900~4100 1000~1200 0.05~0.15 10 &t (SLOTTING)
1004(Z) 35 105 3300~3500 1000~1200 =15 10 7Bt (SLOTTING)
1004(2) B8] 105 3300~3500 800~1000 E5=8 10 &8t (SLOTTING)
1004(2) 35 105 3300~3500 350~550 4~5 10 &% (SLOTTING)
1004(2) 85 125 3900~4100 500~700 10~30 0.05~0.2  fAl# (SIDE MILLING)
1004(2Z) 35 90 2800~3000 1100~1300 20 0.3~0.5  {EI#k (SIDE MILLING)
1004(2) 85 90 2800~3000 700~900 20 051 {B$% (SIDE MILLING)
1004(2) 85 90 2800~3000 900~1100 10 1~1.5 {BI$% (SIDE MILLING)
1004(2) 85 90 2800~3000 400~600 10 3~4 {8l$% (SIDE MILLING)
1004(2) 35 85 2600~2800 300~400 10 4~5 {B% (SIDE MILLING)
ETH 1054 B8] 125 3900~4100 1000~1200 0.05~0.15 10.5 &8t (SLOTTING)
1054 88 105 3300~3500 1000~1200 =45 10.5 &%t (SLOTTING)
1054 & 105 3300~3500 800~1000 153 10.5 &t (SLOTTING)
1054 33 105 3300~3500 350~550 4~5 10.5 Bt (SLOTTING)
1054 33 125 3900~4100 500~700 10.5~24 0.05~0.2 {Al$% (SIDE MILLING)
1054 33 90 2800~3000 1100~1300 21 0.3~0.5  {Al$% (SIDE MILLING)
1054 & 90 2800~3000 700~900 21 0.5~1 {8l$% (SIDE MILLING)
1054 ) 90 2800~3000 900~1100 10.5 1=1.5 {Bg% (SIDE MILLING)
1054 33 90 2800~3000 400~600 10.5 3~4 {B$% (SIDE MILLING)
1054 88 85 2600~2800 300~400 10.5 4~5 {BI$% (SIDE MILLING)



opir WEZ=ZANTT
TIETH*
ETB" [ETH

. : A& T EH /BT A : Alloy Tool Steels / Carbon Tool Steels
i HIEI% Work Material =
LN ESE 1)) ) ps ) SK3/ SKD61/ SKD11 : 1.2311 ] 1.1545 / 1.2379 / 1.2344 : H13 / D2 (HRc23~32)
ETB‘T 44142 Coolant Type [EWE:Ezavl = Y (NRCENE ETHT 441742 Coolant Type B=Ewrll= | ISRV ENY
EEE EE | MIEE | MIRE

Speed eed (Aa) (Ap)
(min") ~(mm/min)  Depth of Cut - Width of Cut

Extension )

Length(mm) +Cutting Speed

ETH 1104 33 125 3900~4100 1000~1200 0.05~0.15 1 &% (SLOTTING)
1104 33 105 3300~3500 1000~1200 1=1.5 1 7B (SLOTTING)
1104 33 105 3300~3500 800~1000 1.5~3 11 7B (SLOTTING)
1104 8s 105 3300~3500 350~550 4~5 1 &t (SLOTTING)
1104 33 125 3900~4100 500~700 =22 0.05~0.2  fAl#k (SIDE MILLING)
1104 33 90 2800~3000 1100~1300 22 0.3~0.5  fAi$% (SIDE MILLING)
1104 833 90 2800~3000 700~900 22 0.5~1 {B$% (SIDE MILLING)
1104 gs 90 2800~3000 900~1100 11 1~1.5  {Al# (SIDE MILLING)
1104 33 90 2800~3000 400~600 1 3~4 {A$% (SIDE MILLING)
1104 33 85 2600~2800 300~400 1 4~5 {1 (SIDE MILLING)
ETH 1154 36 125 3200~3500 1000~1200 0.05~0.15 11.5 7B (SLOTTING)
1154 36 125 3200~3500 800~1000 1~1.5 11.5 &% (SLOTTING)
1154 36 125 3200~3500 500~700 3~4 11.5 Bt (SLOTTING)
1154 36 125 3200~3500 400~600 4~5 11.5 ;&% (SLOTTING)
1154 36 125 3300~3500 300~500 11.5~23 0.05~0.15 fAl$ (SIDE MILLING)
1154 36 105 2700~3000 700~900 11.5 0.5~1  fAl§k (SIDE MILLING)
1154 36 105 2700~3000 400~600 11.5 2~4 {Al$% (SIDE MILLING)
1154 36 125 3300~3500 300~400 11.5 4~5 {EI%% (SIDE MILLING)
ETB ETH 1204 36 125 3200~3500 1000~1200 0.05~0.15 12 7B (SLOTTING)
1204 36 125 3200~3500 800~1000 1~1.5 12 &t (SLOTTING)
1204 36 125 3200~3500 500~700 3~4 12 &t (SLOTTING)
1204 36 125 3200~3500 400~600 4~6 12 ;&% (SLOTTING)
1204 36 125 3300~3500 300~500 12~24 0.05~0.15 {8l% (SIDE MILLING)
1204 36 105 2700~3000 700~900 12 0.5~1  fAl$ (SIDE MILLING)
1204 36 105 2700~3000 400~600 12 2~4 {1 (SIDE MILLING)
1204 36 125 3300~3500 300~400 12 4~6 {BI$% (SIDE MILLING)
ETH 1254 36 125 3200~3500 1000~1200 0.05~0.15 12.5 7B (SLOTTING)
1254 36 125 3200~3500 800~1000 1~1.5 125 &% (SLOTTING)
1254 36 125 3200~3500 500~700 3~4 12.5 &% (SLOTTING)
1254 36 125 3200~3500 400~600 4~6 125 ;&% (SLOTTING)
1254 36 125 3300~3500 300~500 12.5~25 0.05~0.15 {8l% (SIDE MILLING)
1254 36 105 2700~3000 700~900 125 0.5~1  fAl§k (SIDE MILLING)
1254 36 105 2700~3000 400~600 12.5 2~4 {1 (SIDE MILLING)
1254 36 125 3300~3500 300~400 12.5 4~6 {EI$% (SIDE MILLING)




YY)/ ovi
ET B4T { ETH4T tIEIEH3R | Milling Conditions
| N |

" : A& T E /BRI E$H : Alloy Tool Steels / Carbon Tool Steels
g IRt Work Material =
LRSS o)) | b5/ sK3/ SKD61/ SKD11 : 1.2311 ] 11545/ 1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

ETB*T 441753 Coolant Type [EAWR::Ea)=IRN YO RV &ICHIEI Wet coolant

2 . HHIERE EEEERE b PNIRE ITEE mIA
xtension (' n) Sp.e?d (Aa) . (Ap) Milling T
Length(mm) |CuttingSpeed  (min"1) {+(mm/min)- Depth of Cut -Width of Cut" 9 lype
ETH 1304 40 125 3000~3300 1000~1200 0.05~0.15 13 &% (SLOTTING)
1304 40 125 3000~3300 800~1000 =449 13 &% (SLOTTING)
1304 40 125 3000~3300 500~700 3~4 13 Bt (SLOTTING)
1304 40 125 3000~3300 400~600 4~6 13 7B# (SLOTTING)
1304 40 125 3000~3300 300~500 13~26 0.05~0.15 fAi#k (SIDE MILLING)
1304 40 105 2500~2700 700~900 13 0.5~1 {Al$% (SIDE MILLING)
1304 40 105 2500~2700 400~600 13 2~4 {B$% (SIDE MILLING)
1304 40 125 3000~3300 300~400 13 4~6 {BI$% (SIDE MILLING)
ETH 1354 40 125 3000~3300 1000~1200 0.05~0.15 13.5 &%t (SLOTTING)
1354 40 125 3000~3300 800~1000 1= 13.5 &t (SLOTTING)
1354 40 125 3000~3300 500~700 3~4 185 Bt (SLOTTING)
1354 40 125 3000~3300 400~600 4~6 13.5 7B# (SLOTTING)
1354 40 125 3000~3300 300~500 13.5~27  0.05~0.15 {Al$t (SIDE MILLING)
1354 40 105 2500~2700 700~900 13.5 0.5~ {8I$% (SIDE MILLING)
1354 40 105 2500~2700 400~600 13.5 2~4 {Bg% (SIDE MILLING)
1354 40 125 3000~3300 300~400 13.5 4~6 {8I#% (SIDE MILLING)
ETH 1404 45 125 2500~2800 700~900 0.05~0.2 14 &% (SLOTTING)
1404 45 105 2200~2400 600~800 0.5~1 14 &3t (SLOTTING)
1404 45 105 2200~2400 400~600 1~2 14 Bt (SLOTTING)
1404 45 105 2200~2400 300~400 2~3 14 7B# (SLOTTING)
1404 45 105 2200~2400 250~450 14~28 0.05~0.2 A% (SIDE MILLING)
1404 45 105 2200~2400 600~800 14~28 0.5~1 {8I#% (SIDE MILLING)
1404 45 105 2200~2400 400~600 14 =2 {B% (SIDE MILLING)
1404 45 105 2200~2400 300~400 14 258 {B$% (SIDE MILLING)
ETH 1504 45 125 2500~2800 700~900 0.05~0.2 15 &% (SLOTTING)
1504 45 105 2200~2400 600~800 0.5~1 15 &3t (SLOTTING)
1504 45 105 2200~2400 400~600 =2 15 Bt (SLOTTING)
1504 45 105 2200~2400 300~400 2~3 15 &8 (SLOTTING)
1504 45 105 2200~2400 250~450 15~30 0.05~0.2 fAl# (SIDE MILLING)
1504 45 105 2200~2400 600~800 15~30 0.5~1 {8I#% (SIDE MILLING)
1504 45 105 2200~2400 400~600 15 =2 {B$% (SIDE MILLING)
1504 45 105 2200~2400 300~400 15 7={3) {B% (SIDE MILLING)
ETB ETH 1604 50 125 2300~2600 700~900 0.05~0.2 16 &% (SLOTTING)
1604 50 105 2000~2200 600~800 0.5~1 16 &% (SLOTTING)
1604 50 105 2000~2200 400~600 (2] 16 Bt (SLOTTING)
1604 50 105 2000~2200 300~400 2~3 16 &% (SLOTTING)
1604 50 105 2000~2200 250~450 16~32 0.05~0.2  fAl## (SIDE MILLING)
1604 50 105 2000~2200 600~800 16~32 0.5~1 Al (SIDE MILLING)
1604 50 105 2000~2200 400~600 16 =2 {BI$% (SIDE MILLING)
1604 50 105 2000~2200 300~400 16 2= fI$% (SIDE MILLING)
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. . A& T B/ BT A : Alloy Tool Steels / Carbon Tool Steels
#HEIEIRE Work Material =
2ULMEESEIN 1)) | ps / SK3 / SKDG1 / SKD11 : 1.2311 ] 1.1545 / 1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

ETB‘T 24142 Coolant Type [E&NR:EAEINTONVIEREM ETH 441753 Coolant Type IRZEawaII=| MU el ETl

EEEERRE RE nIRE
Extension Speed eed (Aa)
Length(mm) +Cutting Speed (min1) (mm/min)

ETH 1704 50 125 2300~2600 700~900 0.05~0.2 17 Bt (SLOTTING)

1704 50 105 2000~2200 600~800 0.5~1 17 ;&% (SLOTTING)

1704 50 105 2000~2200 400~600 1~2 17 7Bt (SLOTTING)

1704 50 105 2000~2200 300~400 2= 17 Bt (SLOTTING)
1704 50 105 2000~2200 250~450 17~34 0.05~0.2 fAIg (SIDE MILLING)
1704 50 105 2000~2200 600~800 17~34 0.5~1 {BI$% (SIDE MILLING)
1704 50 105 2000~2200 400~600 17 1~2 {8I$% (SIDE MILLING)
1704 50 105 2000~2200 300~400 17 2~3 {Al$% (SIDE MILLING)

ETH 1804 50 125 1900~2100 700~900 0.05~0.25 18 Bt (SLOTTING)

1804 50 90 1400~1600 600~800 0.5~1 18 ;&% (SLOTTING)

1804 50 90 1400~1600 300~500 1~2 18 B8 (SLOTTING)

1804 50 90 1400~1600 250~350 2~3 18 Bt (SLOTTING)
1804 50 90 1400~1600 250~450 18~36 0.05~0.25 fAl$k (SIDE MILLING)
1804 50 90 1400~1600 500~700 18~36 0.5~1 {EI$% (SIDE MILLING)
1804 50 90 1400~1600 300~500 18 1~2 {AI#% (SIDE MILLING)
1804 50 90 1400~1600 250~400 18 2~3 {Al$% (SIDE MILLING)

ETB ETH 2004 50 125 1900~2100 700~900 0.05~0.25 20 Bt (SLOTTING)

2004 50 90 1400~1600 600~800 0.5~1 20 ;&% (SLOTTING)

2004 50 90 1400~1600 300~500 1~2 20 7Bt (SLOTTING)

2004 50 90 1400~1600 250~350 2~3 20 Bt (SLOTTING)
2004 50 90 1400~1600 250~450 20~40 0.05~0.25 {Ai$# (SIDE MILLING)
2004 50 90 1400~1600 500~700 20~40 0.5~1 {EI$% (SIDE MILLING)
2004 50 90 1400~1600 300~500 20 1~2 {Al#% (SIDE MILLING)

2004 50 90 1400~1600 250~400 20 258 {Al$ (SIDE MILLING)




N VA—-—"Y/// ODHF
ET B4T { ETH4T 1M | Milling Conditions

WM Work Material SAE R | TaMESR : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)
=Ry e e 23 / BT Dry/MQL coolant #&ICHIEI Wet coolant
TIEH IR EEEERE 3 MIRE MIKE

Extension  (m/min) Speed (Aa) _(Ap) M?I?inlﬁl'it
Length(mm) |CuttingSpeed  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
ETB ETH 0104 9 60 18000~20000 1100~1300 0.03~0.05 1 &%t (SLOTTING)
0104 9 60 18000~20000 700~900 0.06~0.08 1 B8 (SLOTTING)
0104 9 60 18000~20000 500~700 0.09~0.12 1 Bt (SLOTTING)
0104 9 60 18000~20000 900~1100 1~2 0.03~0.05 fAI$k (SIDE MILLING)
0104 9 60 18000~20000 700~900 1~2 0.06~0.08 fAIf (SIDE MILLING)
0104 9 60 18000~20000 500~700 1~2 0.09~0.12 {AI$% (SIDE MILLING)
ETB ETH 0154 9 90 18000~20000 1100~1300 0.03~0.05 1.5 Bt (SLOTTING)
0154 9 90 18000~20000 700~900 0.06~0.09 1.5 7B# (SLOTTING)
0154 9 90 18000~20000 500~700 0.1~0.15 1.5 &8 (SLOTTING)
0154 9 90 18000~20000 900~1100 1.5~3 0.03~0.05 fAI# (SIDE MILLING)
0154 9 90 18000~20000 700~900 1.5~3 0.06~0.09 fAIg (SIDE MILLING)
0154 9 90 18000~20000 500~700 1.5~3 0.1~0.15  fAl# (SIDE MILLING)
ETB ETH 0204 1 105 16000~17000 1200~1500 0.03~0.06 2 &%t (SLOTTING)
0204 1 105 16000~17000 800~1000 0.07~0.11 2 & (SLOTTING)
0204 1" 105 16000~17000 500~700 0.12~0.16 2 7Bt (SLOTTING)
0204 1" 105 16000~17000 1000~1200 2~4 0.03~0.06 fAI$ (SIDE MILLING)
0204 11 105 16000~17000 800~1000 2~4 0.07~0.11  {Al$ (SIDE MILLING)
0204 1 105 16000~17000 500~700 2~4 0.12~0.16 {AI$% (SIDE MILLING)
ETB ETH 0254(S) 12 105 13000~14000 1200~1400 0.04~0.07 2.5 Bt (SLOTTING)
0254(S) 12 105 13000~14000 1100~1300 0.08~0.15 25 &8t (SLOTTING)
0254(S) 12 105 13000~14000 600~800 0.2~0.3 25 &8 (SLOTTING)
0254(S) 12 105 13000~14000 1000~1200 2.5~5 0.04~0.07 fAI$% (SIDE MILLING)
0254(S) 12 105 13000~14000 900~1100 28525) 0.08~0.15 fAl# (SIDE MILLING)
0254(S) 12 105 13000~14000 600~800 22525 0.2~0.3  {Al#% (SIDE MILLING)
ETB ETH 0304S 13 105 11000~11500 1200~1600 0.05~0.08 3 7Bt (SLOTTING)
0304S 13 105 11000~11500 700~900 0.1~0.2 3 & (SLOTTING)
0304S 13 105 11000~11500 350~550 0.25~0.35 3 Bt (SLOTTING)
0304S 13 105 11000~11500 1000~1200 3=6) 0.05~0.08 fAl$ (SIDE MILLING)
0304S 13 105 11000~11500 700~800 3~6 0.1~0.2  {Al$% (SIDE MILLING)
0304S 13 105 11000~11500 400~600 3~6 0.25~0.35 fEi$t (SIDE MILLING)
ETB ETH 0304 13 105 11000~11500 1200~1600 0.05~0.08 3 Bt (SLOTTING)
0304 13 105 11000~11500 700~900 0.1~0.2 3 &8t (SLOTTING)
0304 13 105 11000~11500 400~600 0.25~0.35 3 &8 (SLOTTING)
0304 13 105 11000~11500 1000~1200 3~6 0.05~0.08 Al (SIDE MILLING)
0304 13 105 11000~11500 700~900 3~6 0.1~0.2  f8I$ (SIDE MILLING)
0304 13 105 11000~11500 500~600 3~6 0.25~0.35 fAl$ (SIDE MILLING)



AN s \
ET 4T { ET H a7 thHlE#Z=R | Milling Conditions
g g SEEESH | FERESH : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

ETB‘T 44142 Coolant Type [EWR:Ezavl = Y (NRCENE ETHT 441742 Coolant Type B=Ewrll= | RIS RV ENY

EEEERRE EE IIRE MIKE
Extension Speed eed (Aa) (Ap)
Length(mm) —Guﬁmg—Speed— (min") “(mm/min) - Depth of Cut ~Width of Cut
ETB ETH 0354 15 100 9000~9500 1000~1300 0.05~0.08 35 &% (SLOTTING)
0354 15 100 9000~9500 800~1000 0.15~0.25 3.5 7B (SLOTTING)
0354 15 100 9000~9500 600~800 0.3~0.4 (B15) 7B (SLOTTING)
0354 15 100 9000~9500 1000~1200 3.5~7 0.05~0.08 fAl$ (SIDE MILLING)
0354 15 100 9000~9500 800~1000 3.5~7 0.15~0.25 {Al$# (SIDE MILLING)
0354 15 100 9000~9500 700~900 3.5~7 0.3~0.4 {8k (SIDE MILLING)
ETB ETH 0404(S) 16 100 7700~8200 1100~1400 0.05~0.09 4 &3t (SLOTTING)
0404(S) 16 100 7700~8200 800~1000 0.3~0.4 4 &t (SLOTTING)
0404(S) 16 100 7700~8200 600~800 0.5~0.8 4 &%t (SLOTTING)
0404(S) 16 100 7700~8200 900~1100 4~8 0.05~0.09 {8l (SIDE MILLING)
0404(S) 16 100 7700~8200 800~1000 4~8 0.3~0.4  fAi%t (SIDE MILLING)
0404(S) 16 90 7000~7500 700~900 4~8 0.5~0.8  {8I$ (SIDE MILLING)
ETH 0454 16 100 6800~7300 1100~1400 0.05~0.09 4 &% (SLOTTING)
0454 16 100 6800~7300 800~1000 0.3~0.4 4 &%t (SLOTTING)
0454 16 100 6800~7300 600~800 0.6~1 4 7B (SLOTTING)
0454 16 100 6800~7300 900~1100 4.5~9 0.05~0.09 fAI%t (SIDE MILLING)
0454 16 100 6800~7300 800~1000 4.5~9 0.3~0.4  fAI$k (SIDE MILLING)
0454 16 100 6800~7300 700~900 4.5~9 0.6~1 {B%% (SIDE MILLING)
ETH 0504S 19 105 6400~6900 1400~1800 0.05~0.1 B 7B (SLOTTING)
0504S 19 105 6400~6900 1000~1200 0.8~1 5 &t (SLOTTING)
0504S 19 105 6400~6900 750~950 1.1~14 5 &%t (SLOTTING)
0504S 19 105 6400~6900 400~600 1.5~1.8 5 7B (SLOTTING)
0504S 19 105 6400~6900 900~1100 5~10 0.05~0.1 {8l (SIDE MILLING)
0504S 19 95 5800~6200 700~900 5~10 0.8~1  fAl$ (SIDE MILLING)
0504S 19 95 5800~6200 500~700 5 1.3~1.6  f8l#k (SIDE MILLING)
0504S 19 105 6400~6900 800~1000 5 1.8~2 {B$% (SIDE MILLING)
ETB ETH 0504 19 105 6400~6900 1400~1800 0.05~0.1 5 7B (SLOTTING)
0504 19 105 6400~6900 1000~1200 0.8~1 5 7B (SLOTTING)
0504 19 105 6400~6900 750~950 1.1~1.4 5 B8t (SLOTTING)
0504 19 105 6400~6900 400~600 1.5~1.8 5 & (SLOTTING)
0504 19 105 6400~6900 900~1100 5~10 0.05~0.1 {8l (SIDE MILLING)
0504 19 95 5800~6200 700~900 5~10 0.8~1  fAl$ (SIDE MILLING)
0504 19 95 5800~6200 500~700 5 1.3~1.6 % (SIDE MILLING)
)

0504 19 105 6400~6900 800~1000 5 1.8~2  {Al$# (SIDE MILLING




CEWA==="2W/// ODHF
ET B4T { ET H 4T tIEEH3R | Milling Conditions
= R
R ' SFES$R | aRESR : Prehardened Steels
NAKSO : 1.2083 : AISI420 : M310 (HRc36~45)

=Ry o e 23 / B ] Dry/MQL coolant #&ICHIEI Wet coolant

2 . HHIERE EEEERE HEIGEE T RE MIRE mIA
xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) | Cutting Speed (min"") ~(mm/min) - Depth of Cut Width of Cut 9 lype
ETH 0554 19 105 6400~6900 1400~1800 0.05~0.1 58 &%t (SLOTTING)
0554 19 105 6400~6900 1000~1200 0.8~1 55 Bt (SLOTTING)
0554 19 105 6400~6900 750~950 1.1~1.4 55 Bt (SLOTTING)
0554 19 105 6400~6900 400~600 1.5~1.8 515 &8t (SLOTTING)
0554 19 105 6400~6900 900~1100 B 0.05~0.1  fAl## (SIDE MILLING)
0554 19 95 5800~6200 700~900 =11 0.8~1 {8I$% (SIDE MILLING)
0554 19 95 5800~6200 500~700 5.5 1.3~1.6  {8i#t (SIDE MILLING)
0554 19 105 6400~6900 800~1000 55| 1.8~2 {B$% (SIDE MILLING)
ETB ETH 0604 21 105 5400~5800 1100~1300 0.05~0.12 6 7Bt (SLOTTING)
0604 21 105 5400~5800 1000~1200 0.5~1 6 Bt (SLOTTING)
0604 21 105 5400~5800 600~800 1.1~13 6 Bt (SLOTTING)
0604 21 105 5400~5800 1200~1400 6~12 0~0.5 &8t (SLOTTING)
0604 21 105 5400~5800 700~900 6~12 0.05~0.12 {Al$% (SIDE MILLING)
0604 21 105 5400~5800 900~1100 6~12 1 {8I#% (SIDE MILLING)
0604 21 90 4500~5000 700~900 6~12 2 {B$% (SIDE MILLING)
0604 21 90 4500~5000 550~750 6~12 3 {B$% (SIDE MILLING)
ETH 0654 21 105 5400~5800 1100~1300 0.05~0.12 6.5 &8 (SLOTTING)
0654 21 105 5400~5800 1000~1200 051 6.5 Bt (SLOTTING)
0654 21 105 5400~5800 600~800 1.1~13 6.5 Bt (SLOTTING)
0654 21 105 5400~5800 1200~1400 6.5~13 0~0.5 {B$% (SIDE MILLING)
0654 21 105 5400~5800 700~900 6.5~13 0.05~0.12 fl# (SIDE MILLING)
0654 21 105 5400~5800 900~1100 6.5~13 1 {8l$% (SIDE MILLING)
0654 21 90 4500~5000 700~900 6.5~13 2 {B$% (SIDE MILLING)
0654 21 90 4500~5000 550~750 6.5~13 3 {B$% (SIDE MILLING)
ETH 0704 21 105 5400~5800 1100~1300 0.05~0.12 7 7Bt (SLOTTING)
0704 21 105 5400~5800 1000~1200 0.5~1 7 Bt (SLOTTING)
0704 21 105 5400~5800 600~800 1.1~13 7 Bt (SLOTTING)
0704 21 105 5400~5800 1200~1400 7~14 0~0.5 {B$% (SIDE MILLING)
0704 21 105 5400~5800 700~900 7~14 0.05~0.12 {Al$k (SIDE MILLING)
0704 21 105 5400~5800 900~1100 7~14 1 {8I$% (SIDE MILLING)
0704 21 90 4500~5000 700~900 7~14 2 {B$% (SIDE MILLING)
0704 21 90 4500~5000 550~750 7~14 3 {B$% (SIDE MILLING)
ETH 0754 27 105 4000~4500 1000~1200 0.05~0.15 7.5 &8 (SLOTTING)
0754 27 105 4000~4500 800~1000 0.7~1 7.5 Bt (SLOTTING)
0754 27 105 4000~4500 600~800 58] 7.5 Bt (SLOTTING)
0754 27 105 4000~4500 600~800 16 0.05~0.15 {Al$# (SIDE MILLING)
0754 27 105 4000~4500 1000~1200 758 0.3~0.5  {Al$% (SIDE MILLING)
0754 27 70 2500~3000 600~800 7.5~15 1 {8l$% (SIDE MILLING)
0754 27 70 2500~3000 300~500 7.5~15 2 {B$% (SIDE MILLING)
0754 27 70 2500~3000 300~500 7.5~15 2~4 {B$% (SIDE MILLING)
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2 EERE EE  MIRE | MIHE R
xtension Speed eed (Aa) (Ap) Milling T
Length(mm) -Gu&mg—Speed~ (min1) ~(mm/min)  Depth of Cut Width of Cut- 9 Type
ETB ETH 0804 27 105 4000~4500 1000~1200 0.05~0.15 8 &% (SLOTTING)
0804 27 105 4000~4500 800~1000 O8Nl 8 7B (SLOTTING)
0804 27 105 4000~4500 600~800 2~3 8 7B (SLOTTING)
0804 27 105 4000~4500 600~800 16 0.05~0.15 fAl$k (SIDE MILLING)
0804 27 105 4000~4500 1000~1200 8~16 0.3~0.5 {8k (SIDE MILLING)
0804 27 70 2500~3000 600~800 8~16 1 {B%% (SIDE MILLING)
0804 27 70 2500~3000 300~500 8~16 2 {B$% (SIDE MILLING)
0804 27 70 2500~3000 300~500 8 2~4 {8k (SIDE MILLING)
ETH 0854 27 105 4000~4500 1000~1200 0.05~0.15 8.5 7Bt (SLOTTING)
0854 27 105 4000~4500 800~1000 0.7~ 8.5 7B (SLOTTING)
0854 27 105 4000~4500 600~800 2~3 8.5 7Bt (SLOTTING)
0854 27 105 4000~4500 600~800 16 0.05~0.15 fAl$k (SIDE MILLING)
0854 27 105 4000~4500 1000~1200 8.5~17 0.3~0.5 {8k (SIDE MILLING)
0854 27 70 2500~3000 600~800 8.5~17 1 {B#% (SIDE MILLING)
0854 27 70 2500~3000 300~500 8.5~17 2 {B$% (SIDE MILLING)
0854 27 70 2500~3000 300~500 8.5~17 2~4 {B$% (SIDE MILLING)
ETH 0904 27 105 4000~4500 1000~1200 0.05~0.15 9 7Bt (SLOTTING)
0904 27 105 4000~4500 800~1000 O8NS 9 7B (SLOTTING)
0904 27 105 4000~4500 600~800 2~3 9 7B (SLOTTING)
0904 27 105 4000~4500 600~800 16 0.05~0.15 fAl$k (SIDE MILLING)
0904 27 105 4000~4500 1000~1200 9~18 0.3~0.5 {8k (SIDE MILLING)
0904 27 70 2500~3000 600~800 9~18 1 {Bg% (SIDE MILLING)
0904 27 70 2500~3000 300~500 9~18 2 {8k (SIDE MILLING)
0904 27 70 2500~3000 300~500 9~18 2~4 {8k (SIDE MILLING)
ETB ETH 0954 30 115 3300~3800 1000~1200 0.05~0.15 9.5 &% (SLOTTING)
0954 30 115 3300~3800 650~850 1.5~2 9.5 B8t (SLOTTING)
0954 30 115 3300~3800 500~700 3~4 9.5 7B (SLOTTING)
0954 30 105 3100~3500 500~700 25 0.05~0.15 fAl$k (SIDE MILLING)
0954 30 105 3100~3500 1200~1500 9.5~24 0~0.6 {8k (SIDE MILLING)
0954 30 105 3100~3500 600~800 19 1 {B$% (SIDE MILLING)
0954 30 65 20000r2700 250~400 19 2~3 {8k (SIDE MILLING)
0954 30 65 2000 200~350 19 3~4 {8k (SIDE MILLING)
ETB ETH 1004(Z) 85 105 3000~3500 1000~1200 0.05~0.15 10 &% (SLOTTING)
1004(Z) 35 105 3000~3500 600~800 2~3 10 8% (SLOTTING)
1004(2) 35 105 3000~3500 400~600 3~4 10 7B (SLOTTING)
1004(2) 85} 105 3000~3500 400~600 10~30 0.05~0.15 fAl$k (SIDE MILLING)
1004(2) 35 105 3000~3500 1100~1400 10~30 0.4~0.6 @Ik (SIDE MILLING)
1004(2) 35 105 3000~3500 600~800 20 1 {EI$% (SIDE MILLING)
1004(2) 35 65 2000 250~400 20 2= {B$% (SIDE MILLING)
1004(2) 85} 65 2000 200~350 20 3~4 {8k (SIDE MILLING)
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xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) CuttingSpeed  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
ETH 1054 30 105 3000~3500 1000~1200 0.05~0.15 10.5 7B (SLOTTING)
1054 30 105 3000~3500 600~800 258 10.5 &t (SLOTTING)
1054 30 105 3000~3500 400~600 3~4 10.5 7Bt (SLOTTING)
1054 30 105 3000~3500 400~600 10~25 0.05~0.15 8% (SIDE MILLING)
1054 30 105 3000~3500 1100~1400 10~25 0.4~0.6  fAI#k (SIDE MILLING)
1054 30 105 3000~3500 600~800 21 1 {B$% (SIDE MILLING)
1054 30 65 2000 250~400 21 2= {8I$% (SIDE MILLING)
1054 30 65 2000 200~350 21 3~4 {8I%% (SIDE MILLING)
ETH 1104 33 105 3000~3500 1000~1200 0.05~0.15 1 7&#t (SLOTTING)
1104 88 105 3000~3500 600~800 2=3 11 & (SLOTTING)
1104 33 105 3000~3500 400~600 3~4 1 7Bt (SLOTTING)
1104 33 105 3000~3500 400~600 10~25 0.05~0.15 8% (SIDE MILLING)
1104 33 105 3000~3500 1100~1400 10~25 0.4~0.6  fI#k (SIDE MILLING)
1104 33 105 3000~3500 600~800 22 1 {8I#% (SIDE MILLING)
1104 33 65 2000 250~400 22 28 {8I$% (SIDE MILLING)
1104 33 65 2000 200~350 22 3~4 {8I%% (SIDE MILLING)
ETH 1154 36 105 2600~3000 1000~1200 0.05~0.15 11.5 7B (SLOTTING)
1154 36 85 2000~2500 500~700 .71 11.5 &% (SLOTTING)
1154 36 75 1800~2200 300~400 2~3 11.5 7t (SLOTTING)
1154 36 105 2600~3000 300~500 i{E5=28) 0.05~0.15 8% (SIDE MILLING)
1154 36 105 2600~3000 800~1000 11.5~23 0.4~0.6  {Al$% (SIDE MILLING)
1154 36 80 1900~2300 500~700 11.5~23 =13 {8I$% (SIDE MILLING)
1154 36 65 1500~1900 250~400 23 1.5~2 {8I$% (SIDE MILLING)
1154 36 65 1500~1900 200~300 23 3~4 {8I%% (SIDE MILLING)
ETB ETH 1204 36 105 2600~3000 1000~1200 0.05~0.15 12 7B (SLOTTING)
1204 36 85 2000~2500 500~700 0.7~1 12 & (SLOTTING)
1204 36 75 1800~2200 300~400 2=8) 12 &% (SLOTTING)
1204 36 105 2600~3000 300~500 12~24 0.05~0.15 8% (SIDE MILLING)
1204 36 105 2600~3000 800~1000 12~24 0.4~0.6  {Al$% (SIDE MILLING)
1204 36 80 1900~2300 500~700 12~24 =3 {8l$% (SIDE MILLING)
1204 36 65 1500~1900 250~400 24 1.5~2 {8I$% (SIDE MILLING)
1204 36 65 1500~1900 200~300 24 3~4 {8]%% (SIDE MILLING)
ETH 1254 36 105 2600~3000 1000~1200 0.05~0.15 125 7B#t (SLOTTING)
1254 36 85 2000~2500 500~700 0.7~1 125 &t (SLOTTING)
1254 36 75 1800~2200 300~400 =) 12,5 7t (SLOTTING)
1254 36 105 2600~3000 300~500 12.5~25 0.05~0.15 8% (SIDE MILLING)
1254 36 105 2600~3000 800~1000 12.5~25 0.4~0.6  {Al$% (SIDE MILLING)
1254 36 80 1900~2300 500~700 12.5~25 =13 {8I$% (SIDE MILLING)
1254 36 65 1500~1900 250~400 25 1.5~2 {8I$% (SIDE MILLING)
1254 36 65 1500~1900 200~300 25 3~4 {8I%% (SIDE MILLING)
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ETB*T 441752 Coolant Type [Ezal:Eay)l= N0V NWEN &IVETHEI Wet coolant

E EEEERRE EE NIRE MIEE mIB
xtension Spfegd eed (Aa) . (Ap) Milling T
Length(mm) -Gu&mg—Speed~ (min'") ~(mm/min)  Depth of Cut Width of Cut- 9 Type
ETH 1304 40 105 2600~3000 1000~1200 0.05~0.15 13 &% (SLOTTING)
1304 40 85 2000~2500 500~700 0Nl 13 7Bt (SLOTTING)
1304 40 75 1800~2200 300~400 2~3 13 7Bt (SLOTTING)
1304 40 105 2600~3000 300~500 13~26 0.05~0.15 fAl$k (SIDE MILLING)
1304 40 105 2600~3000 800~1000 13~26 0.4~0.6 {83k (SIDE MILLING)
1304 40 80 1900~2300 500~700 13~26 =18 {Bl$% (SIDE MILLING)
1304 40 65 1500~1900 250~400 26 122 {B$% (SIDE MILLING)
1304 40 65 1500~1900 200~300 26 3~4 {8k (SIDE MILLING)
ETH 1354 40 105 2400~2800 1000~1200 0.05~0.15 13.5 Bt (SLOTTING)
1354 40 85 1900~2300 500~700 0.7~ 185 7Bt (SLOTTING)
1354 40 75 1800~2200 300~400 2~3 13.5 7B (SLOTTING)
1354 40 105 2400~2800 300~500 {852 0.05~0.15 fAl$k (SIDE MILLING)
1354 40 105 2400~2800 800~1000 13.5~27 0.4~0.6  fAI%k (SIDE MILLING)
1354 40 80 1900~2300 500~700 13.5~27 1~1.3  {8l$% (SIDE MILLING)
1354 40 65 1500~1900 250~400 27 122 {8k (SIDE MILLING)
1354 40 65 1500~1900 200~300 27 3~4 {8k (SIDE MILLING)
ETH 1404 45 105 2200~2600 1000~1200 0.05~0.15 14 Bt (SLOTTING)
1404 45 85 1800~2200 500~700 0.7~ 14 &8t (SLOTTING)
1404 45 85 1800~2200 300~400 2~3 14 7B (SLOTTING)
1404 45 105 2200~2600 300~500 14~28 0.05~0.15 fAl$k (SIDE MILLING)
1404 45 105 2200~2600 800~1000 14~28 0.4~0.6 {83k (SIDE MILLING)
1404 45 85 1800~2200 500~700 14~28 1~1.3  {Bl# (SIDE MILLING)
1404 45 65 1300~1700 250~400 28 1.5~2  {Bl#k (SIDE MILLING)
1404 45 65 1300~1700 200~300 28 3~4 {8k (SIDE MILLING)
ETH 1504 50 140 2600~3000 800~1000 0.05~0.15 15 Bt (SLOTTING)
1504 50 105 1900~2300 800~1000 0.5~0.7 15 7Bt (SLOTTING)
1504 50 85 1500~1900 300~500 =2 15 7B (SLOTTING)
1504 50 75 1300~1700 200~300 3~4 15 Bt (SLOTTING)
1504 50 105 1900~2300 250~450 15~30 0.05~0.2 {88 (SIDE MILLING)
1504 50 105 1900~2300 600~800 15~30 0.5~0.7 {8k (SIDE MILLING)
1504 50 80 1400~1800 300~500 15~30 2~3 {8k (SIDE MILLING)
ETB ETH 1604 50 140 2600~3000 800~1000 0.05~0.15 16 Bt (SLOTTING)
1604 50 105 1900~2300 800~1000 0.5~0.7 16 & (SLOTTING)
1604 50 85 1500~1900 300~500 1~2 16 ;&% (SLOTTING)
1604 50 75 1300~1700 200~300 3~4 16 7B (SLOTTING)
1604 50 105 1900~2300 250~450 16~32 0.05~0.2  fAI%t (SIDE MILLING)
1604 50 105 1900~2300 600~800 16~32 0.5~0.7 {8k (SIDE MILLING)
1604 50 80 1400~1800 300~500 16~32 2~3 {BI$% (SIDE MILLING)
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T2 NO.____ Lngintmm “Gutlng Speed(ainc (ovmin) Dep(tr'?‘ ot ut sWictat ety Miling Type
ETH 1704 50 140 2600~3000  800~1000  0.05~0.15 17 % (SLOTTING)
1704 50 105 1900~2300  800~1000  0.5~0.7 17 ##(SLOTTING)
1704 50 85 1500~1900 300~500 1~2 17 B8 (SLOTTING)
1704 50 75 1300~1700 200~300 3~4 17 % (SLOTTING)
1704 50 105 1900~2300 250~450 17~34  0.05~02 fH$ (SIDE MILLING)
1704 50 105 1900~2300 600~800 17~34  05~0.7 fi# (SIDE MILLNG)
1704 50 80 1400~1800 300~500 17~34 2~3  fHl$ (SIDE MILLING)
ETH 1804 50 150 2400~2800 600~800  0.05~0.15 18 % (SLOTTING)
1804 50 105 1600~2000 600~800 0.5~0.7 18 % (SLOTTING)
1804 50 85 1300~1700 200~400 1.5~2 18 W#(SLOTTING)
1804 50 75 1200~1600 150~250 3~4 18 S (SLOTTING)
1804 50 105 1600~2000 200~400 18~36  0.05~0.2 s (SIDE MILLING)
1804 50 105 1600~2000 500~700 18~36  0.5~0.7 fH$ (SIDE MILLING)
1804 50 75 1200~1600 300~400 18~36 3-4 i (SIDE MILLING)
ETB ETH 2004 50 150 2200~2600 600~800  0.05~0.15 20  ##(SLOTTING)
2004 50 105 1400~1800 600~800 0.5~0.7 20 #$#(SLOTTING)
2004 50 85 1100~1500 200~400 1.5~2 20 #$#(SLOTTING)
2004 50 75 1000~1400 150~250 3~4 20 % (SLOTTING)
2004 50 105 1400~1800 200~400 20~40  0.05~0.2 fiI$ (SIDE MILLING)
2004 50 105 1400~1800 500~700 20~40  0.5~0.7 {3 (SIDE MILLING)
2004 50 75 1000~1400 300~400 20~40 3-4 gk (SIDE MILLING)
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xtension Speed eed (Aa) (Ap) Milling T
Length(mm) -GE&mg—Speed— (min1) ~(mm/min)  Depth of Cut Width of Cut 9 Type
ETB ETH 0104 9 60 18000~20000 1100~1400 0.03~0.05 1 &% (SLOTTING)
0104 9 60 18000~20000 800~1000 0.06~0.08 1 &%t (SLOTTING)
0104 9 60 18000~20000 600~800 0.09~0.12 1 7B (SLOTTING)
0104 9 60 18000~20000 900~1100 1~2 0.03~0.05 fAI%t (SIDE MILLING)
0104 9 60 18000~20000 800~1000 1~2 0.06~0.08 fAl#k (SIDE MILLING)
0104 9 60 18000~20000 600~800 =2 0.09~0.12 {8l$ (SIDE MILLING)
ETB ETH 0154 9 90 18000~20000 1100~1300 0.03~0.05 1.5 7B (SLOTTING)
0154 9 90 18000~20000 800~1000 0.06~0.09 1.5 &t (SLOTTING)
0154 9 90 18000~20000 600~800 0.1~0.15 1.5 &%t (SLOTTING)
0154 9 90 18000~20000 900~1100 1.5~3 0.03~0.05 {8l (SIDE MILLING)
0154 9 90 18000~20000 800~1000 158 0.06~0.09 {8l (SIDE MILLING)
0154 9 90 18000~20000 600~800 1.5~3 0.1~0.15  fAig (SIDE MILLING)
ETB ETH 0204 1" 105 16000~17000 1200~1500 0.03~0.06 2 &% (SLOTTING)
0204 11 105 16000~17000 900~1100 0.07~0.11 2 7B (SLOTTING)
0204 11 105 16000~17000 500~700 0.12~0.16 2 7B (SLOTTING)
0204 1 105 16000~17000 1000~1200 2~4 0.03~0.06 fAl$ (SIDE MILLING)
0204 11 105 16000~17000 800~1000 2~4 0.07~0.11 {8I%t (SIDE MILLING)
0204 11 105 16000~17000 500~700 2~4 0.12~0.16  {Al% (SIDE MILLING)
ETB ETH 0254(S) 12 105 13000~14000 1200~1400 0.04~0.07 2.5 7B (SLOTTING)
0254(S) 12 105 13000~14000 1100~1300 0.08~0.15 25 7B (SLOTTING)
0254(S) 12 105 13000~14000 600~800 0.2~0.3 25 &%t (SLOTTING)
0254(S) 12 105 13000~14000 1000~1200 2.5~5 0.04~0.07 {8l$ (SIDE MILLING)
0254(S) 12 105 13000~14000 900~1100 2.5~5 0.08~0.15 fai#t (SIDE MILLING)
0254(S) 12 105 13000~14000 600~800 2.5~5 0.2~0.3  fAl$k (SIDE MILLING)
ETB ETH 0304S 13 105 11000~11500 1200~1600  0.05~0.08 3 &t (SLOTTING)
0304S 13 105 11000~11500 700~900 0.1~0.2 3 7B (SLOTTING)
0304S 13 105 11000~11500 350~550 0.25~0.35 &) 7B (SLOTTING)
0304S 13 105 11000~11500 1000~1200 3~6 0.05~0.08 fHl$ (SIDE MILLING)
0304S 13 105 11000~11500 700~800 856 0.1~0.2 {83k (SIDE MILLING)
0304S 13 105 11000~11500 400~600 3~6 0.25~0.35 {Aif# (SIDE MILLING)
ETB ETH 0304 13 105 11000~11500 1200~1600 0.05~0.08 &) 7B (SLOTTING)
0304 13 105 11000~11500 700~900 0.1~0.2 3 7B (SLOTTING)
0304 13 105 11000~11500 400~600 0.25~0.35 8 &t (SLOTTING)
0304 13 105 11000~11500 1000~1200 3~6 0.05~0.08 fl$ (SIDE MILLING)
0304 13 105 11000~11500 700~900 3~6 0.1~0.2  fBi$k (SIDE MILLING)
0304 13 105 11000~11500 500~600 3~6 0.25~0.35 fAl$ (SIDE MILLING)
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Length(mm) |CuttingSpeed  (min"1) - (mm/min)- Depth of Cut -Width of Cut 9 lype
ETB ETH 0354 15 100 9000~9500 1000~1300 0.05~0.08 815 &%t (SLOTTING)
0354 15 100 9000~9500 800~1000 0.15~0.25 B35 Bt (SLOTTING)
0354 15 100 9000~9500 600~800 0.3~0.4 815) Bt (SLOTTING)
0354 15 100 9000~9500 1000~1200 3.5~7 0.05~0.08 Al (SIDE MILLING)
0354 15 100 9000~9500 800~1000 3.5~7 0.15~0.25 fAI$ (SIDE MILLING)
0354 15 100 9000~9500 700~900 3.5~7 0.3~0.4  {AI$k (SIDE MILLING)
ETB ETH 0404(S) 16 100 7700~8200 1100~1400 0.05~0.09 4 Bt (SLOTTING)
0404(S) 16 100 7700~8200 800~1000 0.3~0.4 4 7B# (SLOTTING)
0404(S) 16 100 7700~8200 600~800 0.5~0.8 4 &8 (SLOTTING)
0404(S) 16 100 7700~8200 1000~1200 4~8 0.05~0.09 fAI$k (SIDE MILLING)
0404(S) 16 100 7700~8200 800~1000 4~8 0.3~0.4  fAI$ (SIDE MILLING)
0404(S) 16 90 7000~7500 700~900 4~8 0.5~0.8  fAl#k (SIDE MILLING)
ETH 0454 16 100 6800~7300 1100~1400 0.05~0.09 4 7B (SLOTTING)
0454 16 100 6800~7300 800~1000 0.3~0.4 4 B8 (SLOTTING)
0454 16 100 6800~7300 600~800 0.6~1 4 Bt (SLOTTING)
0454 16 100 6800~7300 1000~1200 4.5~9 0.05~0.09 fAI$k (SIDE MILLING)
0454 16 100 6800~7300 800~1000 4.5~9 0.3~0.4  fAI$k (SIDE MILLING)
0454 16 100 6800~7300 700~900 4.5~9 0.6~1 {8l$% (SIDE MILLING)
ETH 0504S 19 105 6400~6900 1400~1800 0.05~0.1 5 7Bt (SLOTTING)
0504S 19 105 6400~6900 1000~1200 0.8~1 5 7B# (SLOTTING)
0504S 19 105 6400~6900 750~950 1.1~14 5 &8 (SLOTTING)
0504S 19 105 6400~6900 400~600 1.5~1.8 5] Bt (SLOTTING)
0504S 19 105 6400~6900 900~1100 5~10 0.05~0.1 {8t (SIDE MILLING)
0504S 19 95 5800~6200 700~900 5~10 0.8~1 {B$% (SIDE MILLING)
0504S 19 95 5800~6200 500~700 5 1.3~1.6  flI$ (SIDE MILLING)
0504S 19 105 6400~6900 800~1000 5 1.8~2 {8l$% (SIDE MILLING)
ETB ETH 0504 19 105 6400~6900 1400~1800 0.05~0.1 5 Bt (SLOTTING)
0504 19 105 6400~6900 1000~1200 0.8~1 5 &8t (SLOTTING)
0504 19 105 6400~6900 750~950 1.1~1.4 5 &% (SLOTTING)
0504 19 105 6400~6900 400~600 1.5~1.8 5) & (SLOTTING)
0504 19 105 6400~6900 900~1100 5~10 0.05~0.1 {8t (SIDE MILLING)
0504 19 95 5800~6200 700~900 5~10 0.8~1 {B$% (SIDE MILLING)
0504 19 95 5800~6200 500~700 5 1.3~1.6  fAl# (SIDE MILLING)
0504 19 105 6400~6900 800~1000 5 1.8~2 {8l$% (SIDE MILLING)



ODHE \\\ EEFT)
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ET 4T { ET H a7 IEEEZR | Milling Conditions
e ' SKEREE R A5 : Stainless Steels

ETB 41753 Coolant Type EEBELTIMIIVREEN R EIH Wet coolant

EEEERE 5 INIRE MIEE
Extension Speed eed (Aa) (Ap) M
Length(mm) -Gﬂ&mg—Speed~ (min") ~(mm/min)  Depth of Cut Width of Cut-

ETH 0554 19 105 6400~6900 1400~1800 0.05~0.1 55 &%t (SLOTTING)
0554 19 105 6400~6900 1000~1200 0.8~1 5.5 7Bt (SLOTTING)
0554 19 105 6400~6900 750~950 1.1~1.4 515) 7B (SLOTTING)
0554 19 105 6400~6900 400~600 1.5~1.8 5.5 7B (SLOTTING)
0554 19 105 6400~6900 900~1100 5.5~11 0.05~0.1 fAI%t (SIDE MILLING)
0554 19 95 5800~6200 700~900 B 0.8~1 {BIg% (SIDE MILLING)
0554 19 95 5800~6200 500~700 5:5) 1.3~1.6 {8l (SIDE MILLING)
0554 19 105 6400~6900 800~1000 515) 1.8~2 {8k (SIDE MILLING)

ETB ETH 0604 21 105 5400~5800 1100~1300  0.05~0.12 6 &%t (SLOTTING)
0604 21 105 5400~5800 1000~1200 05~ 6 7Bt (SLOTTING)
0604 21 105 5400~5800 800~1000 1.5~2 6 7B (SLOTTING)
0604 21 105 5400~5800 1200~1400 6~12 0~0.5 7B (SLOTTING)
0604 21 105 5400~5800 700~900 6~12 0.05~0.12 fAI%t (SIDE MILLING)
0604 21 105 5400~5800 900~1100 6~12 1 {A$% (SIDE MILLING)
0604 21 90 4500~5000 700~900 6~12 2 {B$% (SIDE MILLING)
0604 21 90 4500~5000 550~750 6~12 3 {8k (SIDE MILLING)

ETH 0654 21 105 5400~5800 1100~1300  0.05~0.12 6.5 &%t (SLOTTING)
0654 21 105 5400~5800 1000~1200 05~ 6.5 7Bt (SLOTTING)
0654 21 105 5400~5800 800~1000 1.5~2 6.5 7B (SLOTTING)
0654 21 105 5400~5800 1200~1400 6.5~13 0~0.5 {8k (SIDE MILLING)
0654 21 105 5400~5800 700~900 6.5~13 0.05~0.12 {8l$% (SIDE MILLING)
0654 21 105 5400~5800 900~1100 6.5~13 1 {B$% (SIDE MILLING)
0654 21 90 4500~5000 700~900 6.5~13 2 {1 (SIDE MILLING)
0654 21 90 4500~5000 550~750 6.5~13 3 {8k (SIDE MILLING)

ETH 0704 21 105 5400~5800 1100~1300  0.05~0.12 7 &t (SLOTTING)
0704 21 105 5400~5800 1000~1200 05~ 7 &8t (SLOTTING)
0704 21 105 5400~5800 800~1000 1.5~2 7 &t (SLOTTING)
0704 21 105 5400~5800 1200~1400 7~14 0~0.5 {8k (SIDE MILLING)
0704 21 105 5400~5800 700~900 7~14 0.05~0.12 fAI%t (SIDE MILLING)
0704 21 105 5400~5800 900~1100 7~14 1 {Bg% (SIDE MILLING)
0704 21 90 4500~5000 700~900 7~14 2 {B$% (SIDE MILLING)
0704 21 90 4500~5000 550~750 7~14 3 {8k (SIDE MILLING)

ETH 0754 27 105 4000~4500 1000~1200  0.05~0.15 7.5 &t (SLOTTING)
0754 27 105 4000~4500 800~1000 0.7~1 7.5 7Bt (SLOTTING)
0754 27 105 4000~4500 600~800 3~4 7.5 7Bt (SLOTTING)
0754 27 105 4000~4500 600~800 16 0.05~0.15 fAl$k (SIDE MILLING)
0754 27 105 4000~4500 1000~1200 7.5~15 0.3~0.5  {8l#k (SIDE MILLING)
0754 27 70 2500~3000 600~800 7515 1 {B$% (SIDE MILLING)
0754 27 70 2500~3000 300~500 7.5~15 2 {8k (SIDE MILLING)
0754 27 70 2500~3000 300~500 7.5~15 2~4 {8k (SIDE MILLING)
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xtension | (m/min) Speed (Aa) _(Ap) Milling T
Length(mm) |CuttingSpeed  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
ETB ETH 0804 27 105 4000~4500 1000~1200 0.05~0.15 8 &%t (SLOTTING)
0804 27 105 4000~4500 800~1000 L7/~ 8 &t (SLOTTING)
0804 27 105 4000~4500 600~800 3~4 8 Bt (SLOTTING)
0804 27 105 4000~4500 600~800 16 0.05~0.15 {Al$ (SIDE MILLING)
0804 27 105 4000~4500 1000~1200 8~16 0.3~0.5  {Al$% (SIDE MILLING)
0804 27 70 2500~3000 600~800 8~16 1 {8I$% (SIDE MILLING)
0804 27 70 2500~3000 300~500 8~16 2 {BI$% (SIDE MILLING)
0804 27 70 2500~3000 300~500 8 2~4 {B$% (SIDE MILLING)
ETH 0854 27 105 4000~4500 1000~1200 0.05~0.15 8.5 7B (SLOTTING)
0854 27 105 4000~4500 800~1000 71 8.5 &% (SLOTTING)
0854 27 105 4000~4500 600~800 3~4 8.5 Bt (SLOTTING)
0854 27 105 4000~4500 600~800 16 0.05~0.15 {Al$# (SIDE MILLING)
0854 27 105 4000~4500 1000~1200 8.5~17 0.3~0.5  {Al$% (SIDE MILLING)
0854 27 70 2500~3000 600~800 8.5~17 1 fAI$% (SIDE MILLING)
0854 27 70 2500~3000 300~500 8.5~17 2 {B$% (SIDE MILLING)
0854 27 70 2500~3000 300~500 8.5~17 2~4 {B$% (SIDE MILLING)
ETH 0904 27 105 4000~4500 1000~1200 0.05~0.15 9 7Bt (SLOTTING)
0904 27 105 4000~4500 800~1000 O7=1 9 &t (SLOTTING)
0904 27 105 4000~4500 600~800 3~4 9 Bt (SLOTTING)
0904 27 105 4000~4500 600~800 16 0.05~0.15 fAl$k (SIDE MILLING)
0904 27 105 4000~4500 1000~1200 9~18 0.3~0.5  {Al$% (SIDE MILLING)
0904 27 70 2500~3000 600~800 9~18 1 {8l$% (SIDE MILLING)
0904 27 70 2500~3000 300~500 9~18 2 {B$% (SIDE MILLING)
0904 27 70 2500~3000 300~500 9~18 2~4 {B$% (SIDE MILLING)
ETB ETH 0954 30 115 3300~3800 1000~1200 0.05~0.15 9.5 &%t (SLOTTING)
0954 30 115 3300~3800 650~850 122 9.5 &% (SLOTTING)
0954 30 115 3300~3800 500~700 3~5 9.5 7Bt (SLOTTING)
0954 30 105 3100~3500 400~600 25 0.05~0.15 {Al$ (SIDE MILLING)
0954 30 105 3100~3500 1200~1500 9.5~24 0~0.6 {BI$% (SIDE MILLING)
0954 30 105 3100~3500 600~800 19 1 {8l$% (SIDE MILLING)
0954 30 65 20000r2700 250~400 19 2~4 {B$% (SIDE MILLING)
0954 30 65 2000 200~350 19 4~5 {B$% (SIDE MILLING)
ETB ETH 1004(Z) 85 105 3000~3500 1000~1200 0.05~0.15 10 &%t (SLOTTING)
1004(2) 35 105 3000~3500 600~800 2~3 10 %% (SLOTTING)
1004(2) 35 105 3000~3500 400~600 &= 10 Bt (SLOTTING)
1004(2) 35 105 3000~3500 400~600 10~30 0.05~0.15 fAl$k (SIDE MILLING)
1004(Z) 35 105 3000~3500 1100~1400 10~30 0.4~0.6  {Al$% (SIDE MILLING)
1004(2) 35 105 3000~3500 600~800 20 1 {Al#% (SIDE MILLING)
1004(2) 35 65 2000 250~400 20 2~4 {B$% (SIDE MILLING)
1004(2) 35 65 2000 200~350 20 4~5 {B$% (SIDE MILLING)
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ETH 1054 30 105 3000~3500 1000~1200  0.05~0.15 10.5 &%t (SLOTTING)
1054 30 105 3000~3500 600~800 258 10.5 7Bt (SLOTTING)
1054 30 105 3000~3500 400~600 3~5 10.5 7B (SLOTTING)
1054 30 105 3000~3500 400~600 10~25 0.05~0.15 fAl$k (SIDE MILLING)
1054 30 105 3000~3500 1100~1400 10~25 0.4~0.6  fAI%t (SIDE MILLING)
1054 30 105 3000~3500 600~800 21 1 {1 (SIDE MILLING)
1054 30 65 2000 250~400 21 2~4 {B$% (SIDE MILLING)
1054 30 65 2000 200~350 21 4~5 {8k (SIDE MILLING)
ETH 1104 33 105 3000~3500 1000~1200 0.05~0.15 11 7B (SLOTTING)
1104 33 105 3000~3500 600~800 253 11 &%t (SLOTTING)
1104 33 105 3000~3500 400~600 3~5 1" 7B (SLOTTING)
1104 33 105 3000~3500 400~600 10~25 0.05~0.15 fAl$k (SIDE MILLING)
1104 88 105 3000~3500 1100~1400 10~25 0.4~0.6  fAI$k (SIDE MILLING)
1104 33 105 3000~3500 600~800 22 1 {AI#% (SIDE MILLING)
1104 33 65 2000 250~400 22 2~4 {8k (SIDE MILLING)
1104 33 65 2000 200~350 22 4~5 {8k (SIDE MILLING)
ETH 1154 36 105 2600~3000 1000~1200  0.05~0.15 11.5 &%t (SLOTTING)
1154 36 85 2000~2500 500~700 0.7~ 11.5 7Bt (SLOTTING)
1154 36 75 1800~2200 300~400 3~4 11.5 7Bt (SLOTTING)
1154 36 105 2600~3000 300~500 11.5~23 0.05~0.15 fAl$k (SIDE MILLING)
1154 36 105 2600~3000 800~1000 11.5~23 0.4~0.6 {83k (SIDE MILLING)
1154 36 80 1900~2300 500~700 11.5~23 =18 {B$% (SIDE MILLING)
1154 36 65 1500~1900 250~400 23 1.5~2  {8I#k (SIDE MILLING)
1154 36 65 1500~1900 200~300 23 3~4 {8k (SIDE MILLING)
ETB ETH 1204 36 105 2600~3000 1000~1200  0.05~0.15 12 &t (SLOTTING)
1204 36 85 2000~2500 500~700 0.7~1 12 7B (SLOTTING)
1204 36 75 1800~2200 300~400 3~4 12 7B (SLOTTING)
1204 36 105 2600~3000 300~500 12~24 0.05~0.15 fAl$k (SIDE MILLING)
1204 36 105 2600~3000 800~1000 12~24 0.4~0.6 {83k (SIDE MILLING)
1204 36 80 1900~2300 500~700 12~24 =18 {B%% (SIDE MILLING)
1204 36 65 1500~1900 250~400 24 1272 {8k (SIDE MILLING)
1204 36 65 1500~1900 200~300 24 3~4 {8k (SIDE MILLING)
ETH 1254 36 105 2600~3000 1000~1200  0.05~0.15 125 &%t (SLOTTING)
1254 36 85 2000~2500 500~700 0.7~1 125 7B (SLOTTING)
1254 36 7% 1800~2200 300~400 3~4 12.5 7B (SLOTTING)
1254 36 105 2600~3000 300~500 12.5~25 0.05~0.15 fAl$k (SIDE MILLING)
1254 36 105 2600~3000 800~1000 12.5~25 0.4~0.6 {83k (SIDE MILLING)
1254 36 80 1900~2300 500~700 12.5~25 =18 {B$% (SIDE MILLING)
1254 36 65 1500~1900 250~400 25 1572 {8k (SIDE MILLING)
1254 36 65 1500~1900 200~300 25 3~4 {8k (SIDE MILLING)
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ETH 1304 40 105 2600~3000 1000~1200 0.05~0.15 13 Bt (SLOTTING)
1304 40 85 2000~2500 500~700 Q.7 13 &%t (SLOTTING)
1304 40 75 1800~2200 300~400 3~4 13 B8t (SLOTTING)
1304 40 105 2600~3000 300~500 13~26 0.05~0.15 fAI$ (SIDE MILLING)
1304 40 105 2600~3000 800~1000 13~26 0.4~0.6  fAlf (SIDE MILLING)
1304 40 80 1900~2300 500~700 13~26 1~1.3  {8$ (SIDE MILLING)
1304 40 65 1500~1900 250~400 26 1.5~2  {8l# (SIDE MILLING)
1304 40 65 1500~1900 200~300 26 3~4 A% (SIDE MILLING)
ETH 1354 40 105 2400~2800 1000~1200 0.05~0.15 i8:5 &% (SLOTTING)
1354 40 85 2000~2500 500~700 Q.7 13.5 &%t (SLOTTING)
1354 40 75 1800~2200 300~400 3~4 13.5 B8t (SLOTTING)
1354 40 105 2400~2800 300~500 13.5~27  0.05~0.15 fil#% (SIDE MILLING)
1354 40 105 2400~2800 800~1000 13.5~27 0.4~0.6  fAl#t (SIDE MILLING)
1354 40 80 1900~2300 500~700 13.5~27 1~1.3  {8l$t (SIDE MILLING)
1354 40 65 1500~1900 250~400 27 1.5~2  {8l# (SIDE MILLING)
1354 40 65 1500~1900 200~300 27 3~4 %% (SIDE MILLING)
ETH 1404 45 105 2200~2600 1000~1200 0.05~0.15 14 &% (SLOTTING)
1404 45 85 1800~2200 500~700 0.7~1 14 &%t (SLOTTING)
1404 45 85 1800~2200 300~400 3~4 14 B8t (SLOTTING)
1404 45 105 2200~2600 300~500 14~28 0.05~0.15 fAI$ (SIDE MILLING)
1404 45 105 2200~2600 800~1000 14~28 0.4~0.6  fAlf (SIDE MILLING)
1404 45 85 1800~2200 500~700 14~28 1~1.3  {8l# (SIDE MILLING)
1404 45 65 1300~1700 250~400 28 1.5~2  {8l# (SIDE MILLING)
1404 45 65 1300~1700 200~300 28 3~4 A% (SIDE MILLING)
ETH 1504 50 140 2600~3000 800~1000 0.05~0.15 15 &% (SLOTTING)
1504 50 105 1900~2300 800~1000 0.5~0.7 15 &%t (SLOTTING)
1504 50 85 1500~1900 300~500 =2 15 B8t (SLOTTING)
1504 50 75 1300~1700 200~300 3~4 15 B8t (SLOTTING)
1504 50 1056 1900~2300 250~450 15~30 0.05~0.2  fAl#k (SIDE MILLING)
1504 50 105 1900~2300 600~800 15~30 0.5~0.7  fAl%t (SIDE MILLING)
1504 50 80 1400~1800 300~500 15~30 2= A% (SIDE MILLING)
ETB ETH 1604 50 140 2600~3000 800~1000 0.05~0.15 16 B8t (SLOTTING)
1604 50 105 1900~2300 800~1000 0.5~0.7 16 Bt (SLOTTING)
1604 50 85 1500~1900 300~500 1~2 16 &%t (SLOTTING)
1604 50 IS 1300~1700 200~300 3~4 16 &%t (SLOTTING)
1604 50 105 1900~2300 250~450 16~32 0.05~0.2 Al (SIDE MILLING)
1604 50 105 1900~2300 600~800 16~32 0.5~0.7  fAI$t (SIDE MILLING)
1604 50 80 1400~1800 300~500 16~32 258 {AI$% (SIDE MILLING)
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gth(mm) +Cutting Spee min (mm/min) Depth of Cut “Width of
ETH 1704 50 140 2600~3000 800~1000 0.05~0.15 17 B8t (SLOTTING)
1704 50 105 1900~2300 800~1000 0.5~0.7 17 B (SLOTTING)
1704 50 85 1500~1900 300~500 1~2 17 7B (SLOTTING)
1704 50 75 1300~1700 200~300 3~4 17 &8 (SLOTTING)
1704 50 105 1900~2300 250~450 17~34 0.05~0.2  fAl# (SIDE MILLING)
1704 50 105 1900~2300 600~800 17~34 0.5~0.7  fAI#% (SIDE MILLING)
1704 50 80 1400~1800 300~500 17~34 2~3 {AI$% (SIDE MILLING)
ETH 1804 50 150 2400~2800 600~800 0.05~0.15 18 &8t (SLOTTING)
1804 50 105 1600~2000 600~800 0.5~0.7 18 B8t (SLOTTING)
1804 50 85 1300~1700 200~400 {552 18 B (SLOTTING)
1804 50 75 1200~1600 150~250 3~4 18 7B (SLOTTING)
1804 50 105 1600~2000 200~400 18~36 0.05~0.2 fAls# (SIDE MILLING)
1804 50 105 1600~2000 500~700 18~36 0.5~0.7  fI$k (SIDE MILLING)
1804 50 75 1200~1600 300~400 18~36 3~4 {3 (SIDE MILLING)
ETB ETH 2004 50 150 2200~2600 600~800 0.05~0.15 20 7B (SLOTTING)
2004 50 105 1400~1800 600~800 0.5~0.7 20 &8t (SLOTTING)
2004 50 85 1100~1500 200~400 1.5~2 20 B8t (SLOTTING)
2004 50 75 1000~1400 150~250 3~4 20 B (SLOTTING)
2004 50 105 1400~1800 200~400 20~40 0.05~0.2 fAls# (SIDE MILLING)
2004 50 105 1400~1800 500~700 20~40 0.5~0.7  fAl (SIDE MILLING)

2004 50 75 1000~1400 300~400 20~40 3~4 {Al$% (SIDE MILLING)
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xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) | Cutting Speed (min") [~ (mm/min)  Depth of Cut 1 Width of Cut 9 lype
ETG0102 12 30 9000~10000 700~1000 0.03~0.05 1 &% (SLOTTING)
ETG0102 12 30 9000~10000 800~1200 0.06~0.08 1 B8 (SLOTTING)
ETG0102 12 30 9000~10000 700~900 1 0.03~0.05 fAg (SIDE MILLING)
ETG0102 12 30 9000~10000 700~1000 1 0.06~0.08 fEIf (SIDE MILLING)
ETG0152 14 45 9000~10000 700~1000 0.03~0.05 1.5 &8 (SLOTTING)
ETG0152 14 45 9000~10000 800~1200 0.06~0.09 1.5 B8 (SLOTTING)
ETG0152 14 45 9000~10000 800~1000 15 0.03~0.05 fAig (SIDE MILLING)
ETG0152 14 45 9000~10000 800~1000 1.5 0.06~0.09 fEI% (SIDE MILLING)
ETG0202 16 55 8700~9200 700~1000 0.04~0.06 2 &8 (SLOTTING)
ETG0202 16 55 8700~9200 1000~1400 0.07~0.12 2 B8 (SLOTTING)
ETG0202 16 55 8700~9200 800~1000 2 0.04~0.06 fAIs (SIDE MILLING)
ETG0202 16 55 8700~9200 800~1200 4 0.07~0.12 Al (SIDE MILLING)
ETG0252 16 65 8000~8500 700~1000 0.04~0.06 25 &8 (SLOTTING)
ETG0252 16 65 8000~8500 1000~1400 0.07~0.12 25 B8 (SLOTTING)
ETG0252 16 65 8000~8500 800~1200 25 0.04~0.06 fAI$ (SIDE MILLING)
ETG0252 16 65 8000~8500 1000~1400 5 0.07~0.12 fAI (SIDE MILLING)
ETG0302 18 75 7500~8000 700~1000 0.05~0.1 3 &8 (SLOTTING)
ETG0302 18 75 7500~8000 1200~1600 0.11~0.16 3 B8 (SLOTTING)
ETG0302 18 75 7500~8000 700~1000 6 0.05~0.1  fAl$k (SIDE MILLING)
ETG0302 18 75 7500~8000 800~1200 6 0.11~0.16  {Al# (SIDE MILLING)
ETG0402 20 75 5700~6200 700~1000 0.05~0.1 4 &8 (SLOTTING)
ETG0402 20 75 5700~6200 1200~1600 0.11~0.18 4 B8 (SLOTTING)
ETG0402 20 75 5700~6200 700~1000 8 0.05~0.1  fAl#k (SIDE MILLING)
ETG0402 20 75 5700~6200 1000~1400 8 0.11~0.18  {Al## (SIDE MILLING)
ETG0502 20 80 4800~5300 700~1000 0.05~0.1 5 &8 (SLOTTING)
ETG0502 20 80 4800~5300 1200~1600 0.12~0.2 5 B8 (SLOTTING)
ETG0502 20 80 4800~5300 700~1000 10 0.05~0.1  fAl$k (SIDE MILLING)
ETG0502 20 80 4800~5300 1000~1400 10 0.12~0.2  fAl$% (SIDE MILLING)
ETG0602 23 80 4000~4500 700~1000 0.05~0.1 6 &8 (SLOTTING)
ETG0602 23 80 4000~4500 800~1200 0.3~0.5 6 B8 (SLOTTING)
ETG0602 23 80 4000~4500 700~1000 12 0.05~0.1 {8t (SIDE MILLING)
ETG0602 23 80 4000~4500 800~1200 12 0.3~0.4  fAl$t (SIDE MILLING)
ETG0802 30 90 2700~3200 700~1000 0.05~0.1 8 &8 (SLOTTING)
ETG0802 30 90 2700~3200 700~1000 0.4~0.6 8 B8 (SLOTTING)
ETG0802 30 90 2700~3200 500~800 16 0.05~0.1  fAl#k (SIDE MILLING)
ETG0802 30 90 2700~3200 1200~1600 16 0.4~0.5  fAI$t (SIDE MILLING)
ETG1002 35 85 2500~3000 700~1000 0.05~0.12 10 &8 (SLOTTING)
ETG1002 35 85 2500~3000 700~1100 0.5~0.7 10 B8 (SLOTTING)
ETG1002 35 70 2000~2500 400~700 20 0.05~0.12 fAI$ (SIDE MILLING)
ETG1002 35 70 2000~2500 800~1200 20 0.4~0.5  fAl$k (SIDE MILLING)



@pHF \\NEZ=2ANTET
ETQZT tIEE#H3R | Milling Conditions

” . Wk3=8H / §584 : Carbon Steels / Cast Iron
S]] Work Material
M S50C / Fc250 / SS400 : 11210/ 0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr45 (~HRc22)

R178] Wet coon

NAMER DHEE  ansE EEEE  MIRE  MINE MIA
Extension (m/min) Speed Feed (Aa) (Ap) Mill TI
Length(mm) +Cutting Speed- (min) “(mm/min)- Depth of Cut “Width of Cut- ting Type
ETG1202 37 105 2500~3000 700~1000  0.05~0.12 12 &8k (SLOTTING)
ETG1202 37 85 2000~2500 500~800 0.5~0.7 12 %8 (SLOTTING)
ETG1202 37 15 2800~3300 500~800 24 0.05~0.12 {8I% (SIDE MILLING)
ETG1202 37 115 2800~3300 1000~1400 24 0.5~0.7 {3 (SIDE MILLING)

w : $#£$HE & : Chromium Molybdenum Alloy Steels
G ETEI4F Work Mat |
HREIRIH Work Materia SCM440 : 1.7225 : 4140 : 42CrMoA (HRc25~28)

R108] et coon

NNEMEE  UIHIEE EEEE EISERE NIRE MIEE mIBR
Extension (m/min) Spet_ad Feed (Aa) (Ap ) Milling T

Length(mm) +Cutting Speed- ) “(mm/min)- Depth of Cut Width of Cut- g Type
ETG0102 14 30 9000~10000 700~1000 0.03~0.05 1 7B (SLOTTING)
ETG0102 14 30 9000~10000 800~1200 0.06~0.08 1 7B (SLOTTING)
ETG0102 14 30 9000~10000 600~800 1 0.03~0.05 fAl#% (SIDE MILLING)
ETG0102 14 30 9000~10000 500~800 1 0.06~0.08 Al (SIDE MILLING)
ETG0152 14 45 9000~10000 700~1000 0.03~0.05 1.5 7B (SLOTTING)
ETG0152 14 45 9000~10000 800~1200 0.06~0.09 15 &% (SLOTTING)
ETG0152 14 45 9000~10000 700~900 1.5 0.03~0.05 {8I$ (SIDE MILLING)
ETG0152 14 45 9000~10000 700~900 1.5 0.06~0.09 fal$ (SIDE MILLING)
ETG0202 16 55] 8700~9200 700~1000 0.04~0.06 2 7B (SLOTTING)
ETG0202 16 55) 8700~9200 1000~1400 0.07~0.12 2 &% (SLOTTING)
ETG0202 16 65 8700~9200 700~1100 2 0.04~0.06 A% (SIDE MILLING)
ETG0202 16 55) 8700~9200 800~1000 4 0.07~0.12 8% (SIDE MILLING)
ETG0252 16 65 8000~8500 700~1000 0.04~0.06 2.5 7B (SLOTTING)
ETG0252 16 65 8000~8500 1000~1400 0.07~0.12 2.5 &% (SLOTTING)
ETG0252 16 65 8000~8500 700~1100 25 0.04~0.06 {8I$% (SIDE MILLING)
ETG0252 16 65 8000~8500 900~1100 5] 0.07~0.12 {8k (SIDE MILLING)
ETG0302 18 75 7500~8000 700~1000 0.05~0.1 8] 7B (SLOTTING)
ETG0302 18 75 7500~8000 1000~1400 0.11~0.16 3 &% (SLOTTING)
ETG0302 18 75 7500~8000 700~1000 6 0.05~0.1  {8I$ (SIDE MILLING)
ETG0302 18 75 7500~8000 800~1200 6 0.11~0.16  f8I#% (SIDE MILLING)
ETG0402 20 75 5700~6200 700~1000 0.05~0.1 4 7B (SLOTTING)
ETG0402 20 75 5700~6200 1000~1400 0.11~0.18 4 &% (SLOTTING)
ETG0402 20 75 5700~6200 700~1000 8 0.05~0.1  {8I$ (SIDE MILLING)
ETG0402 20 75 5700~6200 1000~1400 8 0.11~0.18 f8I#% (SIDE MILLING)
ETG0502 20 80 4800~5300 700~1000 0.05~0.1 5) 7B (SLOTTING)
ETG0502 20 80 4800~5300 1000~1400 0.12~0.2 ® &% (SLOTTING)
ETG0502 20 80 4800~5300 700~1000 10 0.05~0.1  fAI%t (SIDE MILLING)
ETG0502 20 80 4800~5300 1000~1400 10 0.12~0.2  {8I# (SIDE MILLING)




YT/ ovi

E I Qz I gEIEES | Miling Conditions
- ; $%E8E £ 48 : Chromium Molybdenum Alloy Steels

1) Work Material
I Work Materia SCM440 : 1.7225 : 4140 : 42CrMoA (HRc25~28)

A et cover

Eﬁﬁi K& HEE EEEERE HEIGEE MIFE MIKE mIAs
xtension (m/mm) Sp§§d Feed (Aa) : (Ap) Milling T
Length(mm) |CuttingSpeed  (min"1) {+(mm/min)- Depth of Cut -Width of Cut" 9 lype
ETG0602 23 80 4000~4500 700~1000 0.05~0.1 6 %% (SLOTTING)
ETG0602 23 80 4000~4500 800~1200 0.3~05 6 %% (SLOTTING)
ETG0602 23 80 4000~4500 500~800 12 0.05~0.1 fis (SIDE MILLING)
ETG0602 23 80 4000~4500 800~1200 12 0.3~0.4 {3 (SIDE MILLING)
ETG0802 30 75 2700~3200 700~1000 0.05~0.1 8 ##% (SLOTTING)
ETG0802 30 75 2700~3200 700~1000 0.4~0.6 8 %% (SLOTTING)
ETG0802 30 75 2700~3200 500~800 16 0.05~0.1 fisf (SIDE MILLING)
ETG0802 30 75 2700~3200 1200~1600 16 0.4~0.5 {3 (SIDE MILLING)
ETG1002 35 100 3000~3500 700~1000  0.05~0.12 10 %% (SLOTTING)
ETG1002 35 75 2200~2700 700~1000 0.5~0.7 10 %% (SLOTTING)
ETG1002 35 100 3000~3500 400~700 20 0.05~0.12 {83 (SIDE MILLING)
ETG1002 35 70 2000~2500 800~1200 20 0.4~0.5 {3 (SIDE MILLING)
ETG1202 37 105 2500~3000 700~1000  0.05~0.12 12 ## (SLOTTING)
ETG1202 37 85 2000~2500 500~800 0.5~0.7 12 %% (SLOTTING)
ETG1202 37 115 2800~3300 500~800 24 0.05~0.12 I3 (SIDE MILLING)
ETG1202 37 115 2800~3300 1000~1400 24 0.5~0.7  {$ (SIDE MILLING)

o ' A& T E /BRI E$H : Alloy Tool Steels / Carbon Tool Steels
£EI# Work Material »
Ul IS £20 / P5 / SK3/ SKD61 / SKD11 : 1.2311 /11545 / 1.2379 1 1.2344 : H13 ] D2 (HRc23~32)

AR08 et oo

JEEJFFE% EIHIEE EEERE ERRRE MIRE MIEE mIA
xtension (m/min) Spgcf,-d Feed (Aa) . (Ap) Milling T
Length(mm) | Cutting Speed (min") ~(mm/min) - Depth of Cut - Width of Cut" g Type
ETG0102 14 30 9000~10000 700~1000 0.03~0.05 1 &8 (SLOTTING)
ETG0102 14 30 9000~10000 700~1000 0.06~0.08 1 &8 (SLOTTING)
ETG0102 14 30 9000~10000 500~700 1 0.03~0.05 fAl## (SIDE MILLING)
ETG0102 14 30 9000~10000 400~700 1 0.06~0.08 fAI# (SIDE MILLING)
ETG0152 14 45 9000~10000 700~1000 0.03~0.05 1.5 &8 (SLOTTING)
ETG0152 14 45 9000~10000 700~1000 0.06~0.09 1.5 &8 (SLOTTING)
ETG0152 14 45 9000~10000 600~800 1.5 0.03~0.05 fAl## (SIDE MILLING)
ETG0152 14 45 9000~10000 600~800 1.5 0.06~0.09 fAIg (SIDE MILLING)
ETG0202 16 55 8700~9200 700~1000 0.04~0.06 2 &8 (SLOTTING)
ETG0202 16 55 8700~9200 800~1200 0.07~0.12 2 &8 (SLOTTING)
ETG0202 16 55 8700~9200 700~1000 2 0.04~0.06 fl## (SIDE MILLING)
ETG0202 16 55 8700~9200 700~900 4 0.07~0.12 fI# (SIDE MILLING)
ETG0252 16 65 8000~8500 700~1000 0.04~0.06 25 &8 (SLOTTING)
ETG0252 16 65 8000~8500 800~1200 0.07~0.12 25 &8 (SLOTTING)
ETG0252 16 65 8000~8500 700~1000 25 0.04~0.06 fl# (SIDE MILLING)
ETG0252 16 65 8000~8500 900~1100 5 0.07~0.12 fAI$ (SIDE MILLING)



GpHF \\NE=2ANTET
ETQZT tIEE#H3R | Milling Conditions

. . A& T B/ BT A : Alloy Tool Steels / Carbon Tool Steels
&4 Work Material =
2ULMEESEIN 1)) | ps [ SK3 / SKDG1 / SKD11 : 1.231 /11545 /1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

R Ve el

g EE IIRE MIEE
Extension (m/min) Speed eed (Aa) (Ap)
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut Width of Cut-
ETG0302 18 5 7500~8000 700~1000 0.05~0.1 &) &% (SLOTTING)
ETG0302 18 75 7500~8000 800~1200 0.11~0.16 3 7Bt (SLOTTING)
ETG0302 18 75 7500~8000 700~900 6 0.05~0.1 fAI%t (SIDE MILLING)
ETG0302 18 75 7500~8000 700~1000 6 0.11~0.16  fAI%t (SIDE MILLING)
ETG0402 20 75 5700~6200 700~1000 0.05~0.1 4 &% (SLOTTING)
ETG0402 20 7% 5700~6200 800~1200 0.11~0.18 4 7Bt (SLOTTING)
ETG0402 20 75 5700~6200 700~1000 8 0.05~0.1 fAI%t (SIDE MILLING)
ETG0402 20 75 5700~6200 800~1200 8 0.11~0.18 fAI%t (SIDE MILLING)
ETG0502 20 80 4800~5300 700~1000 0.05~0.1 5 &t (SLOTTING)
ETG0502 20 80 4800~5300 800~1200 0.12~0.2 5) 7Bt (SLOTTING)
ETG0502 20 80 4800~5300 700~1000 10 0.05~0.1  fAI%t (SIDE MILLING)
ETG0502 20 80 4800~5300 800~1200 10 0.12~0.2  fAI%t (SIDE MILLING)
ETG0602 23 80 4000~4500 700~1000 0.05~0.1 6 &% (SLOTTING)
ETG0602 28 80 4000~4500 700~1000 0.3~0.5 6 7Bt (SLOTTING)
ETG0602 23 80 4000~4500 500~800 12 0.05~0.1  fAI%t (SIDE MILLING)
ETG0602 23 80 4000~4500 700~1000 12 0.3~0.4  {8I% (SIDE MILLING)
ETG0802 30 75 2700~3200 700~1000 0.05~0.1 8 &%t (SLOTTING)
ETG0802 30 5 2700~3200 500~800 0.4~0.6 8 &8t (SLOTTING)
ETG0802 30 75 2700~3200 500~800 16 0.05~0.1 {8l (SIDE MILLING)
ETG0802 30 75 2700~3200 1000~1400 16 0.4~0.5 {83 (SIDE MILLING)
ETG1002 35 100 3000~3500 700~1000 0.05~0.12 10 &% (SLOTTING)
ETG1002 35 73 2200~2700 500~800 0.5~0.7 10 7Bt (SLOTTING)
ETG1002 85 100 3000~3500 400~700 20 0.05~0.12 {8l (SIDE MILLING)
ETG1002 35 70 2000~2500 700~1100 20 0.4~0.5 A%k (SIDE MILLING)
ETG1202 37 105 2500~3000 700~1000 0.05~0.12 12 B8t (SLOTTING)
ETG1202 37 85 2000~2500 400~700 0.5~0.7 12 &8t (SLOTTING)
ETG1202 37 115 2800~3300 400~700 24 0.05~0.12 fAI$ (SIDE MILLING)
ETG1202 37 115 2800~3300 800~1200 24 0.5~0.7 A8k (SIDE MILLING)

" : SAEE / TENEEE : Prehardened Steels
ki 1)
AL L] NAKS0 : 1.2083 : AISI420 : M310 (HRc36~45)

A#1Az Coola #&ICHDE| Wet coolant

EEEE EERE IEE MIEE mIAR
Speed Feed (Aa) (Ap) Milling Tvpe
) “(mm/min)- Depth of Cut Width of Cut- g Typ

ETG0102 14 30 9000~10000 700~1000 0.03~0.05 1 &8t (SLOTTING)
ETG0102 14 30 9000~10000 700~1000 0.06~0.08 1 & (SLOTTING)
ETG0102 14 30 9000~10000 500~700 1 0.03~0.05 Al (SIDE MILLING)
ETG0102 14 30 9000~10000 400~700 1 0.06~0.08 fAl#t (SIDE MILLING)




ENTEY A=Y/ oviF

E I QZT tIEEH2R | Milling Conditions
SFE R /| TaMELR : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

&I HEI] Wet coolant

2 S EEE EEEEE ERERE ITRE MIKE mIA
xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) | Cutting Speed (min") [~(mm/min) Depth of Cut  Width of Cut 9 lype
ETG0152 14 45 9000~10000 700~1000 0.03~0.05 1.5 &% (SLOTTING)
ETG0152 14 45 9000~10000 700~1000 0.06~0.09 1.5 B8t (SLOTTING)
ETG0152 14 45 9000~10000 500~800 1.5 0.03~0.05 fAIg (SIDE MILLING)
ETG0152 14 45 9000~10000 500~800 1.5 0.06~0.09 fAig (SIDE MILLING)
ETG0202 16 55 8700~9200 700~1000 0.04~0.06 2 Bt (SLOTTING)
ETG0202 16 55 8700~9200 800~1200 0.07~0.12 2 &8t (SLOTTING)
ETG0202 16 55 8700~9200 700~1000 2 0.04~0.06 fAg (SIDE MILLING)
ETG0202 16 55 8700~9200 600~800 4 0.07~0.12 fAig (SIDE MILLING)
ETG0252 16 65 8000~8500 700~1000 0.04~0.06 25 &t (SLOTTING)
ETG0252 16 65 8000~8500 800~1200 0.07~0.12 25 B8t (SLOTTING)
ETG0252 16 65 8000~8500 700~1000 25 0.04~0.06 fAIg (SIDE MILLING)
ETG0252 16 65 8000~8500 800~1000 5 0.07~0.12 fAig (SIDE MILLING)
ETG0302 18 75 7500~8000 700~1000 0.05~0.1 3 Bt (SLOTTING)
ETG0302 18 iS5 7500~8000 800~1200 0.11~0.16 3 B8t (SLOTTING)
ETG0302 18 75 7500~8000 600~800 6 0.05~0.1  fAl#k (SIDE MILLING)
ETG0302 18 75 7500~8000 700~1000 6 0.11~0.16 fAl#k (SIDE MILLING)
ETG0402 20 75 5700~6200 700~1000 0.05~0.1 4 Bt (SLOTTING)
ETG0402 20 75 5700~6200 800~1200 0.11~0.18 4 B8t (SLOTTING)
ETG0402 20 75 5700~6200 700~900 8 0.05~0.1  fAl$k (SIDE MILLING)
ETG0402 20 75 5700~6200 800~1200 8 0.11~0.18 fAl#k (SIDE MILLING)
ETG0502 20 80 4800~5300 700~1000 0.05~0.1 5 Bt (SLOTTING)
ETG0502 20 80 4800~5300 800~1200 0.12~0.2 5 &8t (SLOTTING)
ETG0502 20 80 4800~5300 700~1000 10 0.05~0.1  fAl#k (SIDE MILLING)
ETG0502 20 80 4800~5300 800~1200 10 0.12~0.2  {Ai% (SIDE MILLING)
ETG0602 23 80 4000~4500 700~1000 0.05~0.1 6 &t (SLOTTING)
ETG0602 23 80 4000~4500 700~1000 0.3~0.5 6 B8t (SLOTTING)
ETG0602 23 80 4000~4500 500~700 12 0.05~0.1  fAl$k (SIDE MILLING)
ETG0602 23 80 4000~4500 700~1000 12 0.3~0.4  flg (SIDE MILLING)
ETG0802 30 75 2700~3200 700~1000 0.05~0.1 8 Bt (SLOTTING)
ETG0802 30 75 2700~3200 500~800 0.4~0.6 8 &8t (SLOTTING)
ETG0802 30 & 2700~3200 500~700 16 0.05~0.1  fAl#k (SIDE MILLING)
ETG0802 30 75 2700~3200 1000~1400 16 0.4~0.5  flfk (SIDE MILLING)
ETG1002 35 100 3000~3500 700~1000 0.05~0.12 10 &t (SLOTTING)
ETG1002 35 75 2200~2700 500~800 0.5~0.7 10 B8t (SLOTTING)
ETG1002 35 100 3000~3500 400~600 20 0.05~0.12 fA$# (SIDE MILLING)
ETG1002 35 70 2000~2500 700~1100 20 0.4~0.5  flfk (SIDE MILLING)
ETG1202 37 105 2500~3000 700~1000 0.05~0.12 12 Bt (SLOTTING)
ETG1202 37 85 2000~2500 400~700 0.5~0.7 12 B8t (SLOTTING)
ETG1202 37 115 2800~3300 400~600 24 0.05~0.12 fAIg (SIDE MILLING)
ETG1202 37 115 2800~3300 800~1200 24 0.5~0.7  flf (SIDE MILLING)



opEF WEE=EA
ETGT

- ) Wk / 58 : Carbon Steels / Cast Iron
D&% Work Mat |
LUEMCIRIE SN <50/ Fc250 /55400 : 11210/ 0.6025/1.0036 : 1050 / NO.35 / AS70 Gr.45 (~HRc22)

R e coln

EEEERRE 5 INIRE MIKE
Extension r ) Speed eed (Aa) (Ap) M
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut -Width of Cut
ETG0104 9 65 19000~20000 1100~1300  0.03~0.04 0.7~1  i&# (SLOTTING)
ETG0104 9 65 19000~20000 600~900 0.05~0.08 1 7Bt (SLOTTING)
ETG0104 9 65 19000~20000 800~1100 1~2 0.03~0.04 A% (SIDE MILLING)
ETG0104 9 65 19000~20000 600~900 1~2 0.05~0.08 fAl$ (SIDE MILLING)
ETG0154 9 80 16000~17000 1100~1300  0.03~0.05 1~1.5  #&# (SLOTTING)
ETG0154 9 80 16000~17000 600~900 0.06~0.09 1.5 &% (SLOTTING)
ETG0154 9 80 16000~17000 800~1100 1.5~3 0.03~0.05 {fai#t (SIDE MILLING)
ETG0154 9 80 16000~17000 600~900 1.5~3 0.06~0.09 fAI$k (SIDE MILLING)
ETG0204 1 95 14000~15000 1100~1300  0.04~0.06 1.5~2  #&# (SLOTTING)
ETG0204 11 95 14000~15000 600~900 0.08~0.13 2 7Bt (SLOTTING)
ETG0204 1" 95 14000~15000 800~1100 2~4 0.04~0.06 fAI$ (SIDE MILLING)
ETG0204 11 95 14000~15000 600~900 2~4 0.08~0.13 fAl#k (SIDE MILLING)
ETG0254 12 100 12000~13000 1100~1300  0.04~0.06 2~2.5  &# (SLOTTING)
ETG0254 12 100 12000~13000 600~900 0.08~0.13 2.5 7Bt (SLOTTING)
ETG0254 12 100 12000~13000 800~1100 2.5~5 0.04~0.06 {8t (SIDE MILLING)
ETG0254 12 100 12000~13000 600~900 256 0.08~0.13 fAl$k (SIDE MILLING)
ETG0304 15 110 11500~12500 1100~1300  0.04~0.07 2.5~3  &# (SLOTTING)
ETG0304 15 110 11500~12500 800~1100 0.1~0.18 3 7Bt (SLOTTING)
ETG0304 15 110 11500~12500 800~1100 3~6 0.04~0.07 A8 (SIDE MILLING)
ETG0304 15 110 11500~12500 800~1100 3~6 0.1~0.18  fAI%k (SIDE MILLING)
ETG0404 16 120 9000~10000 1100~1300  0.04~0.07 3~4 &%t (SLOTTING)
ETG0404 16 120 9000~10000 800~1100 0.12~0.2 4 7Bt (SLOTTING)
ETG0404 16 120 9000~10000 800~1100 4~8 0.04~0.07 {8t (SIDE MILLING)
ETG0404 16 120 9000~10000 900~1200 4~8 0.12~0.2  fAI%t (SIDE MILLING)
ETG0504 19 125 7500~8500 1100~1300  0.05~0.08 4~5 &t (SLOTTING)
ETG0504 19 125 7500~8500 800~1100 0.2~0.3 5 &8t (SLOTTING)
ETG0504 19 125 7500~8500 800~1100 5~10 0.05~0.08 fAI$ (SIDE MILLING)
ETG0504 19 125 7500~8500 1200~1500 5~10 0.2~0.3  {8I$ (SIDE MILLING)
ETG0604 21 110 5500~6000 1100~1300 0.05~0.1 5~6 B8t (SLOTTING)
ETG0604 21 110 5500~6000 800~1100 0.3~0.5 6 7Bt (SLOTTING)
ETG0604 21 110 5500~6000 800~1100 6~12 0.05~0.15 it (SIDE MILLING)
ETG0604 21 110 5500~6000 1300~1500 6~12 0.3~0.5  fAI$k (SIDE MILLING)
ETG0804 27 120 4500~5000 1000~1200 0.05~0.1 7~8 &%t (SLOTTING)
ETG0804 27 110 4200~4700 900~1200 0.4~0.6 8 &%t (SLOTTING)
ETG0804 27 110 4200~4700 800~1100 8~16 0.05~0.1 {8l (SIDE MILLING)
ETG0804 27 110 4200~4700 1200~1400 8~16 0.4~0.6  fAI$k (SIDE MILLING)
ETG1004 34 125 3800~4300 1000~1200  0.05~0.12 9~10 &%t (SLOTTING)
ETG1004 34 100 3000~3500 900~1200 0.5~0.7 10 7Bt (SLOTTING)
ETG1004 34 100 3000~3500 900~1200 20 0.05~0.12 {8l (SIDE MILLING)
ETG1004 34 100 3000~3500 900~1200 10 0.5~0.7  fAI$k (SIDE MILLING)




N VA—-—"Y/// ODHF
ETQ4T tIEEH2R | Milling Conditions

” ; k=4l | $£8 : Carbon Steels / Cast Iron
ki Work Material
AN S50C | F250 / SS400 : 11210 /0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr45 (~HRc22)

%A1 Coolant Type #=IUHDEI Wet coolant

NEREE  UHEE EEEEE ERRERE IIRE MIEE mIA
Lgﬁtiﬂ(srlﬁgw) — Sn?i?fj p— ) (tr'?‘ af) t Wi S Milling Type
g \Cutting'Speed"  (min))  +(mm/min)-~ Depth of Cut -Width-of Gut:

ETG1204 37 125 3000~3500 900~1100 0.05~0.15 11~12 &% (SLOTTING)
ETG1204 37 100 2500~3000 500~700 0.7~1 12 &t (SLOTTING)
ETG1204 37 100 2500~3000 600~900 12~24 0.05~0.15 f8l#% (SIDE MILLING)
ETG1204 37 100 2500~3000 500~700 12 0.7~1 {8I$% (SIDE MILLING)
ETG1604 50 125 2300~2800 500~800 0.05~0.15 15~16 7Bt (SLOTTING)
ETG1604 50 100 1800~2200 500~700 0.5~1 16 &%t (SLOTTING)
ETG1604 50 100 1800~2200 350~550 16~32 0.05~0.15 8% (SIDE MILLING)
ETG1604 50 100 1800~2200 500~700 16 0.5~1 {8I%% (SIDE MILLING)

. . E&THEH | kT A : Alloy Tool Steels / Carbon Tool Steels
HH =
Ul SISO 120/ P5 /K3 / SKD61 / SKD11 : 1.2311 / 1.1545/ 1.2379 / 1.2344 ; H13 ] D2 (HRc23~32)

08 et oot

TNEMRE  HIHIEE EEEERE ERERE MIRE MIEE mIA
Extension (m/min) Spleid Feed Aa) . (Ap) Milling Type
Length(mm) | Cutting Speed (min") ~(mm/min) - Depth of Cut Width of Cut"

ETG0104 9 65 19000~20000 1100~1300 0.03~0.04 0.7~1 &8t (SLOTTING)
ETG0104 9 65 19000~20000 600~900 0.05~0.08 1 &8 (SLOTTING)
ETG0104 9 65 19000~20000 800~1100 1~2 0.03~0.04 fAI$k (SIDE MILLING)
ETG0104 9 65 19000~20000 600~900 =2 0.05~0.08 fAl# (SIDE MILLING)
ETG0154 9 80 16000~17000 1100~1300 0.03~0.05 1~1.5 &8t (SLOTTING)
ETG0154 9 80 16000~17000 600~900 0.06~0.09 1.5 &8 (SLOTTING)
ETG0154 9 80 16000~17000 800~1100 [ESES 0.03~0.05 fAI (SIDE MILLING)
ETG0154 9 80 16000~17000 600~900 1.5~3 0.06~0.09 fI# (SIDE MILLING)
ETG0204 11 90 13500~14500 1100~1300 0.04~0.06 1.5~2 &8t (SLOTTING)
ETG0204 1 90 13500~14500 600~900 0.08~0.13 2 &8 (SLOTTING)
ETG0204 1 90 13500~14500 800~1100 2~4 0.04~0.06 fAI$k (SIDE MILLING)
ETG0204 11 90 13500~14500 600~900 2~4 0.08~0.13  fAl# (SIDE MILLING)
ETG0254 12 95 11500~12500 1100~1300 0.04~0.06 2~2.5 &8 (SLOTTING)
ETG0254 12 95 11500~12500 600~900 0.08~0.13 25 &8 (SLOTTING)
ETG0254 12 95 11500~12500 800~1100 2.5~5 0.04~0.06 Al (SIDE MILLING)
ETG0254 12 95 11500~12500 600~900 2.5~5 0.08~0.13  fl# (SIDE MILLING)
ETG0304 15 105 11000~12000 1100~1300 0.04~0.07 2.5~3 &8t (SLOTTING)
ETG0304 15 105 11000~12000 800~1100 0.1~0.18 3 &8 (SLOTTING)
ETG0304 15 105 11000~12000 800~1100 3~6 0.04~0.07 {8l (SIDE MILLING)
ETG0304 15 105 11000~12000 800~1100 3~6 0.1~0.18  {Alt (SIDE MILLING)
ETG0404 16 110 8500~9500 1100~1300 0.04~0.07 3~4 &8t (SLOTTING)
ETG0404 16 110 8500~9500 800~1100 0.12~0.2 4 &8 (SLOTTING)
ETG0404 16 110 8500~9500 800~1100 4~8 0.04~0.07 fAI$% (SIDE MILLING)
ETG0404 16 110 8500~9500 900~1200 4~8 0.12~0.2  fAl# (SIDE MILLING)



@piF \\NEZ=2ANTET
ET§4T tIEE#3R | Milling Conditions

. : A& T B/ BT A : Alloy Tool Steels / Carbon Tool Steels
&I Work Material =
2ULMEESEIN 1)) | ps [ SK3 / SKDG1 / SKD11 : 1.2311 /11545 /1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

R e coln

g EE INIRE MIEE
Extension ) Speed eed (Aa) (Ap)
Length(mm) *Cutting Speed (min") ~(mm/min)  Depth of Cut Width of Cut-
ETG0504 19 115 7000~8000 1100~1300  0.05~0.08 4~5 &%t (SLOTTING)
ETG0504 19 115 7000~8000 800~1100 0.2~0.3 5) 7Bt (SLOTTING)
ETG0504 19 115 7000~8000 800~1100 5~10 0.05~0.08 faI% (SIDE MILLING)
ETG0504 19 115 7000~8000 1200~1500 5~10 0.2~0.3  fAI$k (SIDE MILLING)
ETG0604 21 100 5000~5500 1100~1300 0.05~0.1 5~6 &% (SLOTTING)
ETG0604 21 100 5000~5500 800~1100 0.3~0.5 6 7Bt (SLOTTING)
ETG0604 21 100 5000~5500 600~800 6~12 0.05~0.15 it (SIDE MILLING)
ETG0604 21 100 5000~5500 1100~1300 6~12 0.3~0.5  fAI$k (SIDE MILLING)
ETG0804 27 120 4500~5000 1000~1200 0.05~0.1 7~8 &%t (SLOTTING)
ETG0804 27 105 4000~4500 900~1200 0.4~0.6 8 7Bt (SLOTTING)
ETG0804 27 105 4000~4500 600~800 8~16 0.05~0.1  fAI%t (SIDE MILLING)
ETG0804 27 105 4000~4500 1000~1200 8~16 0.4~0.6 ISk (SIDE MILLING)
ETG1004 34 125 3800~4300 1000~1200  0.05~0.12 9~10 &%t (SLOTTING)
ETG1004 34 100 3000~3500 800~1000 0.5~0.7 10 7Bt (SLOTTING)
ETG1004 34 100 3000~3500 600~800 20 0.05~0.12 {83 (SIDE MILLING)
ETG1004 34 100 3000~3500 700~1000 10 0.5~0.7  fAI$k (SIDE MILLING)
ETG1204 ST 125 3000~3500 900~1100 0.05~0.15 11~12  &$ (SLOTTING)
ETG1204 37 100 2500~3000 500~700 0.7~1 12 7Bt (SLOTTING)
ETG1204 37 100 2500~3000 600~900 12~24 0.05~0.15 fAl$ (SIDE MILLING)
ETG1204 37 100 2500~3000 500~700 12 0.7~1 {8k (SIDE MILLING)
ETG1604 50 125 2300~2800 500~800 0.05~0.15 15~16 &% (SLOTTING)
ETG1604 50 95 1700~2100 400~600 0.5~1 16 7Bt (SLOTTING)
ETG1604 50 95 1700~2100 350~550 16~32 0.05~0.15 it (SIDE MILLING)
ETG1604 50 95 1700~2100 400~600 16 0.5~1  fAI% (SIDE MILLING)

” : SAEEE / TWEEE : Prehardened Steels
ki 1)
AL ] NAKSO : 1.2083 : AISI420 : M310 (HRc36~45)

JEIVETEI Wet coolant

TNEMEE  HIHIEE MEEERE ERREE nIRE MIKE MIA
LE;(tetRf,lon ) (m/mln) Spg(_efi Feed (Aa) ) (Ap) Milling Type
gth(mm) Cutting Speed (min1) “(mm/min)  Depth of Cut -Width of Cut-

ETG0104 9 60 18000~19000 1100~1300 0.03~0.04 0.7~1 7B (SLOTTING)
ETG0104 9 60 18000~19000 600~900 0.05~0.08 1 78 (SLOTTING)
ETG0104 9 60 18000~19000 800~1100 1~2 0.03~0.04 fAI$ (SIDE MILLING)
ETG0104 9 60 18000~19000 600~900 1~2 0.05~0.08 fAl$ (SIDE MILLING)
ETG0154 9 80 16000~17000 1100~1300 0.03~0.05 1~1.5 &% (SLOTTING)
ETG0154 9 75 15000~16000 600~900 0.06~0.09 1.5 78 (SLOTTING)
ETG0154 9 80 16000~17000 800~1100 1.5~3 0.03~0.05 it (SIDE MILLING)
ETG0154 9 75 15000~16000 600~900 1.5~3 0.06~0.09 fAI$ (SIDE MILLING)




ENTEY A=Y/ oviF

E I §4T tIEIEH3R | Milling Conditions
SAEER | TaMELR : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

&I EHEI] Wet coolant

2 5 HEEE EEEEE ERRE ITRE MIKE mIA
xtension (m/min) Spfs§d eed (Aa) . (Ap) Milling T
Length(mm) | Cutting Speed (min") ~(mm/min)  Depth of Cut  Width of Cut 9 lype
ETG0204 1 80 13000~14000 1100~1300 0.04~0.06 1.5~2 Bt (SLOTTING)
ETG0204 1 80 13000~14000 600~900 0.08~0.13 2 B8t (SLOTTING)
ETG0204 1 80 13000~14000 800~1100 2~4 0.04~0.06 fAIg (SIDE MILLING)
ETG0204 1 80 13000~14000 600~900 2~4 0.08~0.13  fAlf (SIDE MILLING)
ETG0254 12 90 11000~12000 1100~1300 0.04~0.06 =25 Bt (SLOTTING)
ETG0254 12 90 11000~12000 600~900 0.08~0.13 25 B8t (SLOTTING)
ETG0254 12 90 11000~12000 800~1100 21555 0.04~0.06 fAIs (SIDE MILLING)
ETG0254 12 90 11000~12000 600~900 2.5~5 0.08~0.13  fAlf (SIDE MILLING)
ETG0304 15 100 10500~11500 1100~1300 0.04~0.07 22558 Bt (SLOTTING)
ETG0304 15 100 10500~11500 700~1000 0.1~0.18 ) &8t (SLOTTING)
ETG0304 15 100 10500~11500 800~1100 3=6 0.04~0.07 fAI (SIDE MILLING)
ETG0304 15 100 10500~11500 700~1000 3~6 0.1~0.18  {Ais# (SIDE MILLING)
ETG0404 16 100 7500~8500 1000~1200 0.04~0.07 3~4 Bt (SLOTTING)
ETG0404 16 100 7500~8500 700~900 0.12~0.2 4 &8t (SLOTTING)
ETG0404 16 100 7500~8500 600~800 4~8 0.04~0.07 Al (SIDE MILLING)
ETG0404 16 100 7500~8500 700~900 4~8 0.12~0.2  {Ai% (SIDE MILLING)
ETG0504 19 110 6500~7500 1000~1200 0.05~0.08 4~5 Bt (SLOTTING)
ETG0504 19 110 6500~7500 700~900 0.2~0.3 5) B8t (SLOTTING)
ETG0504 19 110 6500~7500 600~800 5~10 0.05~0.08 fAig# (SIDE MILLING)
ETG0504 19 110 6500~7500 700~900 5~10 0.2~0.3  fAlf (SIDE MILLING)
ETG0604 21 100 5000~5500 1000~1200 0.05~0.1 5~6 &t (SLOTTING)
ETG0604 21 100 5000~5500 700~900 0.3~0.5 6 B8t (SLOTTING)
ETG0604 21 100 5000~5500 600~800 6~12 0.05~0.15 fA$ (SIDE MILLING)
ETG0604 21 100 5000~5500 700~900 6~12 0.3~0.5  fAlft (SIDE MILLING)
ETG0804 27 120 4500~5000 1000~1200 0.05~0.1 7~8 Bt (SLOTTING)
ETG0804 27 105 4000~4500 500~700 0.4~0.6 8 B8t (SLOTTING)
ETG0804 27 105 4000~4500 600~800 8~16 0.05~0.1  fAl#k (SIDE MILLING)
ETG0804 27 105 4000~4500 700~900 8~16 0.4~0.6  flf (SIDE MILLING)
ETG1004 34 120 3500~4000 1000~1200 0.05~0.12 9~10 Bt (SLOTTING)
ETG1004 34 100 3000~3500 600~800 0.5~0.7 10 B8t (SLOTTING)
ETG1004 34 100 3000~3500 600~800 20 0.05~0.12 fAI$ (SIDE MILLING)
ETG1004 34 100 3000~3500 600~800 10 0.5~0.7  fAlf (SIDE MILLING)
ETG1204 37 110 2800~3300 800~1000 0.05~0.15 11~12 &t (SLOTTING)
ETG1204 37 80 2200~2600 300~500 0.7~1 12 B8t (SLOTTING)
ETG1204 37 80 2200~2600 500~800 12~24 0.05~0.15 fA$# (SIDE MILLING)
ETG1204 37 80 2200~2600 300~500 12 .71 {Bg% (SIDE MILLING)
ETG1604 50 110 2000~2500 400~600 0.05~0.15 15~16  i&#t (SLOTTING)
ETG1604 50 85 1500~1900 300~500 0.5~1 16 B8t (SLOTTING)
ETG1604 50 85 1500~1900 300~500 16~32 0.05~0.15 fAig (SIDE MILLING)
ETG1604 50 85 1500~1900 300~500 16 0.5~1 {B$% (SIDE MILLING)



oprr WEEATEE.
HEA IEA*" | HEH |EH*T

” . Wk3=8H / §584 : Carbon Steels / Cast Iron
K tDEI44 Work Material
M S50C / Fc250 / SS400 : 1.1210/0.6025 /1.0036 : 1050 / NO.35 / A70 Gr45 (~HRc22)

HEAIEA? ;4 41%53¢ Coolant Type [E Z=W7)[= [ NDIAYRveI 1M HEH IEH 441753t Coolant Type R =A=WA) L= IR Kool It

2 5 EESRE iRk IRE MIKE MIA
xtension (m/m ) Spfegd | (Aa) . (Ap) Milling T
Length(mm) *Cutting'Speed*  (min"1) “(mmimin)~ Depth of Cut ~Widthof Gut- 9 Type
HEA HEH 0302 30 50 5000~5500 500~700 0.03~0.04 3 7B (SLOTTING)
0302 30 50 5000~5500 600~800 0.05~0.08 3 & (SLOTTING)
0302 30 45 4500~5000 250~450 3~6 0.02~0.03 fAI$ (SIDE MILLING)
0302 30 45 4500~5000 400~600 3~6 0.04~0.07 A%k (SIDE MILLING)
HEA HEH 0402 40 40 3000~3500 500~700 0.03~0.05 4 7Bt (SLOTTING)
0402 40 40 3000~3500 600~800 0.06~0.09 4 &8t (SLOTTING)
0402 40 35 2600~3000 250~450 4~8 0.03~0.05 it (SIDE MILLING)
0402 40 35 2600~3000 400~600 4~8 0.06~0.09 fAl$k (SIDE MILLING)
HEA HEH 0502 35 80 5000~5500 500~700 0.04~0.06 4 &% (SLOTTING)
0502 35 65 4000~4500 600~800 0.1~0.15 5) 7B (SLOTTING)
0502 35 60 3500~4000 250~450 5~10 0.04~0.06 fAI$ (SIDE MILLING)
0502 35 60 3500~4000 400~600 5~10 0.1~0.15  {AI%t (SIDE MILLING)
HEA HEH 0602 35 90 4500~5000 800~1000 0.04~0.07 5] 7Bt (SLOTTING)
0602 35 75 3800~4300 800~1000 0.1~0.2 6 7B (SLOTTING)
0602 85 75 3800~4300 450~650 6~12 0.04~0.07 {8t (SIDE MILLING)
0602 35 75 3800~4300 600~800 6~12 0.1~0.2 A%k (SIDE MILLING)
HEA HEH 0802 42 70 2500~3000 700~900 0.05~0.08 7 &% (SLOTTING)
0802 42 65 2400~2800 600~800 0.15~0.25 8 7B (SLOTTING)
0802 42 65 2400~2800 500~700 8~16 0.05~0.08 {8l% (SIDE MILLING)
0802 42 65 2400~2800 600~800 8~16 0.15~0.25 fAl$k (SIDE MILLING)
IEA IEH 0302 50 40 4000~4500 500~700 0.02~0.04 3 7B (SLOTTING)
0302 50 35 3500~4000 250~450 3~6 0.02~0.04 i#&#: (SLOTTING)
IEA IEH 0402 50 40 3200~3600 500~700 0.03~0.04 4 {8k (SIDE MILLING)
0402 50 35 2800~3200 250~450 4~8 0.02~0.04 fAI$k (SIDE MILLING)
IEA IEH 0602 50 59 2600~3000 600~800 0.03~0.05 6 7B (SLOTTING)
0602 50 45 2200~2600 400~600 6~12 0.03~0.05 i#&# (SLOTTING)
IEA IEH 0802 60 70 2600~3000 700~900 0.04~006 8 {8k (SIDE MILLING)
0802 60 55 1800~2200 400~600 8~16 0.04~006 fAI$k (SIDE MILLING)
IEA IEH 1002 60 90 2600~3000 500~700 0.04~0.08 10 7B (SLOTTING)
1002 60 65 1800~2200 350~550 10~20 0.04~0.08 i#&# (SLOTTING)
IEA IEH 1202 60 90 2200~2600 600~800 0.05~0.1 12 {8k (SIDE MILLING)
1202 60 65 1500~1900 300~500 12~24 0.05~0.1 {8I$ (SIDE MILLING)
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BT A=Y/ ODHF
HEA IEA?" | HEH IEH

" : A& T ER /BRI E$H : Alloy Tool Steels / Carbon Tool Steels
g IRt Work Material =
LRSS o)) | b5 sk / SKD61/ SKD11 : 1.2311 ] 11545/ 1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

HEA [EA7 441752 Coolant Type =AW )[=1nlaYAeto] ol &ICEDHEI Wet coolant

Eﬁﬁ . HHIERE EEEERE HEIGEE PNIRE MITEE mIA
xtension (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) |CuttingSpeed  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
HEA HEH 0302 30 40 4000~4500 500~700 0.03~0.04 3 &%t (SLOTTING)
0302 30 40 4000~4500 500~700 0.05~0.08 3 &t (SLOTTING)
0302 30 85 3500~4000 250~400 B56) 0.02~0.03 fAI# (SIDE MILLING)
0302 30 35 3500~4000 400~500 3~6 0.04~0.07 fAI$k (SIDE MILLING)
HEA HEH 0402 40 35 2800~3300 500~700 0.03~0.05 4 7B (SLOTTING)
0402 40 85 2800~3300 500~700 0.06~0.09 4 &8 (SLOTTING)
0402 40 30 2500~2800 250~400 4~8 0.03~0.05 fAI## (SIDE MILLING)
0402 40 30 2500~2800 400~500 4~8 0.06~0.09 fAI$k (SIDE MILLING)
HEA HEH 0502 35 80 5000~5500 500~700 0.04~0.06 4 &%t (SLOTTING)
0502 35 65 4000~4500 500~700 0.1~0.15 5 & (SLOTTING)
0502 35 60 3500~4000 250~400 5~10 0.04~0.06 fAI# (SIDE MILLING)
0502 35 60 3500~4000 400~500 5~10 0.1~0.15  fAI# (SIDE MILLING)
HEA HEH 0602 85 90 4500~5000 700~900 0.04~0.07 5 7B (SLOTTING)
0602 35 70 3500~4000 700~900 0.1~0.2 6 &% (SLOTTING)
0602 35 70 3500~4000 400~600 6~12 0.04~0.07 fAI$ (SIDE MILLING)
0602 35 70 3500~4000 500~700 6~12 0.1~0.2  {Al$% (SIDE MILLING)
HEA HEH 0802 42 70 2500~3000 600~800 0.05~0.08 7 &%t (SLOTTING)
0802 42 60 2200~2600 500~700 0.15~0.25 8 & (SLOTTING)
0802 42 60 2200~2600 400~600 8~16 0.05~0.08 fAI# (SIDE MILLING)
0802 42 60 2200~2600 500~700 8~16 0.15~0.25 fAl$k (SIDE MILLING)
IEA IEH 0302 50 85 3500~4000 300~500 0.02~0.04 3 &t (SLOTTING)
0302 50 30 3000~3500 200~400 3~6 0.02~0.04 &#t (SLOTTING)
IEA IEH 0402 50 85 2800~3200 300~500 0.03~0.04 4 {B$% (SIDE MILLING)
0402 50 30 2600~3000 200~400 4~8 0.02~0.04 fAI% (SIDE MILLING)
IEA IEH 0602 50 50 2500~2900 400~600 0.03~0.05 6 &% (SLOTTING)
0602 50 45 2200~2600 250~400 6~12 0.03~0.05 :&#t (SLOTTING)
IEA IEH 0802 60 70 2600~3000 550~750 0.04~006 8 {B$% (SIDE MILLING)
0802 60 50 1700~2100 300~450 8~16 0.04~006 {A$ (SIDE MILLING)
IEA IEH 1002 60 80 2400~2800 450~650 0.04~0.08 10 &% (SLOTTING)
1002 60 55 1600~2000 300~500 10~20 0.04~0.08 :&#t (SLOTTING)
IEA IEH 1202 60 85 2100~2500 600~800 0.05~0.1 12 {B$% (SIDE MILLING)
1202 60 60 1400~1800 250~450 12~24 0.05~0.1  fAl# (SIDE MILLING)



opiF WEEATTT
HEA IEA*" | HEH |EH*T

WHIIH Work Material SEEESH | FERESH : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

HEAIEA ;2 41%53¢ Coolant Type [E Z=W7)[= | WDIAYRveIe 1Ml HEH IEH 441752 Coolant Type R =A=WA) L= IRV Kool It

I8 mEE i MIRE — MIRE R
xtension m/min) Speed | (Aa) (Ap) Milling T
Length(mm) +Cutting Speed (min1) “(mm/min) - Depth of Cut -Width of Cut- 9 Type
HEA HEH 0302 30 40 4000~4500 500~700 0.03~0.04 3 7B (SLOTTING)
0302 30 85} 3500~4000 500~700 0.05~0.08 3 7B (SLOTTING)
0302 30 35 3500~4000 250~400 3~6 0.02~0.03 fAI$ (SIDE MILLING)
0302 30 85 3500~4000 400~500 3~6 0.04~0.07 A%k (SIDE MILLING)
HEA HEH 0402 40 35 2800~3300 500~700 0.03~0.05 4 7Bt (SLOTTING)
0402 40 85 2800~3300 500~700 0.06~0.09 4 &8t (SLOTTING)
0402 40 30 2500~2800 250~400 4~8 0.03~0.05 fai#t (SIDE MILLING)
0402 40 30 2500~2800 400~500 4~8 0.06~0.09 fAI$k (SIDE MILLING)
HEA HEH 0502 35 80 5000~5500 500~700 0.04~0.06 4 7Bt (SLOTTING)
0502 35 60 3500~4000 500~700 0.1~0.15 5) 7B (SLOTTING)
0502 35 50 3000~3500 250~400 5~10 0.04~0.06 fAI$ (SIDE MILLING)
0502 35 55 3300~3700 400~500 5~10 0.1~0.15  {AI%t (SIDE MILLING)
HEA HEH 0602 35 90 4500~5000 700~900 0.04~0.07 5] &%t (SLOTTING)
0602 35 70 3500~4000 700~900 0.1~0.2 6 7B (SLOTTING)
0602 85 65 3200~3600 400~600 6~12 0.04~0.07 {8t (SIDE MILLING)
0602 35 65 3200~3600 500~700 6~12 0.1~0.2 A%k (SIDE MILLING)
HEA HEH 0802 42 60 2200~2600 600~800 0.05~0.08 7 &% (SLOTTING)
0802 42 50 1800~2300 500~700 0.15~0.25 8 7B (SLOTTING)
0802 42 50 1800~2300 400~600 8~16 0.05~0.08 fAI# (SIDE MILLING)
0802 42 50 1800~2300 500~700 8~16 0.15~0.25 fAl$k (SIDE MILLING)
IEA IEH 0302 50 85 3500~4000 300~500 0.02~0.04 3 7B (SLOTTING)
0302 50 30 3000~3500 200~400 3~6 0.02~0.04 &8 (SLOTTING)
IEA IEH 0402 50 35 2800~3200 300~500 0.03~0.04 4 {8k (SIDE MILLING)
0402 50 30 2600~3000 200~400 4~8 0.02~0.04 fA$# (SIDE MILLING)
IEA IEH 0602 50 45 2300~2700 400~600 0.03~0.05 6 7B (SLOTTING)
0602 50 40 2000~2400 250~400 6~12 0.03~0.05 &8 (SLOTTING)
IEA IEH 0802 60 60 1800~2200 550~750 0.04~006 8 {8k (SIDE MILLING)
0802 60 50 1700~2100 300~450 8~16 0.04~006 fA$# (SIDE MILLING)
IEA IEH 1002 60 70 2200~2600 450~650 0.04~0.08 10 7B (SLOTTING)
1002 60 50 1400~1800 300~500 10~20 0.04~0.08 &8 (SLOTTING)
IEA IEH 1202 60 80 1900~2300 600~800 0.05~0.1 12 {8k (SIDE MILLING)

1202 60 60 1400~1800 250~450 12~24 0.05~0.1 f8l# (SIDE MILLING)




T A=)/ ovr
HEA IEA4TI HEH IEH4T tIEEH3R | Milling Conditions

” ; k=4l | $£8 : Carbon Steels / Cast Iron
i tTEI44 Work Material
AN S50C | Fe250 / SS400 : 1.1210 /06025 /1.0036 : 1050 / NO.35 / AS70 Gr.45 (~HRc22)

HEA IEAT 441752 Coolant Type /AW )[=1nlaYAto] T alE &ICEDHEI Wet coolant

2 5 HHIERE EEEERE HEIGEE I TRE MIRE IS
xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) | Cutting Speed (min"") ~(mm/min) - Depth of Cut Width of Cut 9 lype
HEA HEH 0304 15 115 12000~13000 1100~1300 0.04~0.08 25 &8 (SLOTTING)
0304 15 90 9000~10000 800~1100 0.1~0.2 3 B8 (SLOTTING)
0304 15 115 12000~13000 800~1100 3~6 0.04~0.08 fAg# (SIDE MILLING)
0304 15 90 9000~10000 800~1100 8 0.1~0.2  fAI$t (SIDE MILLING)
0304 30 50 5000~5500 500~700 0.02~0.04 2 &% (SLOTTING)
0304 30 50 5000~5500 800~1000 0.05~0.08 3 B8 (SLOTTING)
0304 30 45 4500~5000 250~450 3~6 0.02~0.04 fAI (SIDE MILLING)
0304 30 45 4500~5000 500~700 8 0.05~0.08 fEf (SIDE MILLING)
HEA HEH 0404 16 120 9000~10000 1100~1300 0.03~0.06 3~4 &8 (SLOTTING)
0404 16 120 9000~10000 800~1100 0.2~0.3 4 B8 (SLOTTING)
0404 16 120 9000~10000 800~1100 4~8 0.03~0.06 fAIs (SIDE MILLING)
0404 16 120 9000~10000 900~1200 4~8 0.2~0.3  fAI$% (SIDE MILLING)
0404 40 40 3000~3500 500~700 0.03~0.05 3 &8 (SLOTTING)
0404 40 40 3000~3500 800~1000 0.06~0.1 4 B8 (SLOTTING)
0404 40 35 2600~3000 250~450 4~8 0.03~0.05 fAig (SIDE MILLING)
0404 40 35 2600~3000 500~700 4 0.06~0.1  fAl#% (SIDE MILLING)
HEA HEH 0504 19 125 7500~8500 1100~1300 0.04~0.07 4~5 &8 (SLOTTING)
0504 19 125 7500~8500 800~1100 0.3~0.4 5 B8 (SLOTTING)
0504 19 125 7500~8500 800~1100 5~10 0.04~0.07 fAI% (SIDE MILLING)
0504 19 125 7500~8500 1200~1500 5~10 0.3~0.4  fAI$t (SIDE MILLING)
0504 35 80 5000~5500 500~700 0.04~0.06 4 &8 (SLOTTING)
0504 35 65 4000~4500 800~1000 0.07~0.13 5 B8 (SLOTTING)
0504 35 60 3500~4000 250~450 5~10 0.04~0.06 fAIg (SIDE MILLING)
0504 35 60 3500~4000 600~800 5 0.07~0.13 Al (SIDE MILLING)
HEA HEH 0604 21 110 5500~6000 1100~1300 0.05~0.1 5~6 &8 (SLOTTING)
0604 21 110 5500~6000 800~1100 0.4~0.5 6 B8 (SLOTTING)
0604 21 110 5500~6000 800~1100 6~12 0.05~0.1 {8t (SIDE MILLING)
0604 21 110 5500~6000 1300~1500 6~12 0.4~0.5  fAI$k (SIDE MILLING)
0604 35 90 4500~5000 800~1000 0.05~0.08 5 &8 (SLOTTING)
0604 35 75 3800~4300 1300~1500 0.1~0.2 6 B8 (SLOTTING)
0604 85 75 3800~4300 450~650 6~12 0.05~0.08 fAi$ (SIDE MILLING)
0604 85 75 3800~4300 700~900 6 0.1~0.2  fAI$% (SIDE MILLING)
HEA HEH 0804 27 120 4500~5000 1000~1200 0.05~0.1 7~8 &8 (SLOTTING)
0804 27 110 4200~4700 900~1200 0.5~0.6 8 B8 (SLOTTING)
0804 27 110 4200~4700 800~1100 8~16 0.05~0.1  fAl#k (SIDE MILLING)
0804 27 110 4200~4700 1400~1600 8~16 0.5~0.6  fAI$t (SIDE MILLING)
0804 42 70 2500~3000 700~900 0.05~0.1 7 &8 (SLOTTING)
0804 42 65 2400~2800 700~900 0.2~0.3 8 B8 (SLOTTING)
0804 42 65 2400~2800 500~700 8~16 0.05~0.1  fAl#k (SIDE MILLING)
0804 42 65 2400~2800 700~900 8 0.2~0.3  fAl$t (SIDE MILLING)



oniF \WE=2N
HEA IEA*"| HEH IEH*"

LTSI Work Material hi3=$H / $58 : Carbon Steels / Cast Iron
NSO  550c /o250 / 55400 : 11210 0.6025 /1.0036 : 1050 / NO.35 / A570 Gr.45 (~HRc22)

HEAIEA ;2 41%53¢ Coolant Type [E A=W7)[= ] NDIAYRveIe 1M HEH IEH 441753 Coolant Type R =A=Wr) L= IRV Kool It

RgE S EEEEE HEIGRE nIRE
TPeNO-___. Langinmm “Guing Speed: Gminc i ot
gth(mm) +Cutting Spee min (mm/min)

IEA IEH 0404 50 40 3200~3600 500~700 0.03~0.05 3 & (SLOTTING)
0404 50 40 3200~3600 700~900 0.06~0.08 4 & (SLOTTING)
0404 50 35 2800~3200 250~450 4~8 0.03~0.05 Al (SIDE MILLING)
0404 50 35 2800~3200 400~600 4~8 0.06~0.08 fAls# (SIDE MILLING)

IEA IEH 0604 50 55 2600~3000 600~800 0.04~0.06 5] & (SLOTTING)
0604 50 55 2600~3000 1000~1200 0.07~0.13 6 B (SLOTTING)
0604 50 45 2200~2600 400~600 6~12 0.04~0.06 fAis# (SIDE MILLING)
0604 50 45 2200~2600 500~700 6~12 0.07~0.13  {Al$# (SIDE MILLING)

IEA IEH 0804 60 70 2600~3000 700~900 0.05~0.1 7 & (SLOTTING)
0804 60 70 2600~3000 800~1000 0.1~0.2 8 B (SLOTTING)
0804 60 55 1800~2200 400~600 8~16 0.05~0.1 Al (SIDE MILLING)
0804 60 55 1800~2200 600~800 8 0.1~0.2  fAl#t (SIDE MILLING)

IEA IEH 1004 60 90 2600~3000 500~700 0.05~0.1 9 &% (SLOTTING)
1004 60 80 2400~2800 700~900 0.15~0.25 10 B (SLOTTING)
1004 60 65 1800~2200 350~550 10 0.05~0.1 Al (SIDE MILLING)
1004 60 65 1800~2200 700~900 10 0.15~0.25 {Al$# (SIDE MILLING)

IEA IEH 1204 60 90 2200~2600 600~800 0.05~0.12 1 &8 (SLOTTING)
1204 60 85 2100~2500 700~900 0.2~0.3 12 B (SLOTTING)
1204 60 65 1500~1900 300~500 12~24 0.05~0.12 Al (SIDE MILLING)

1204 60 65 1500~1900 600~800 12~24 0.2~0.3 {8l (SIDE MILLING)




T A=)/ ovr
HEA IEA4TI HEH IEH4T tIEEHZR | Milling Conditions

" : A& T ER /BRI E#H : Alloy Tool Steels / Carbon Tool Steels
g IRt Work Material =
LRSS o)) | b5 sk / SKD61/ SKD11 : 1.2311 ] 11545/ 1.2379 1 1.2344 : H13 / D2 (HRc23~32)

HEA IEAT 441752 Coolant Type 7AW )[=1nlaYAelo] ol &ICEDHEI Wet coolant

2 5 IR EEEEE ERRRE INIRE ITEE mIA
xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) CuttingSpeed  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
HEA HEH 0304 15 115 12000~13000  1100~1300  0.04~0.08 25 i (SLOTTING)
0304 15 90 9000~10000 800~1100 0.1~0.2 3 % (SLOTTING)
0304 15 105 11000~12000  800~1100 3~6 0.04~0.08 {83 (SIDE MILLING)
0304 15 90 9000~10000 800~1100 3 0.1~0.2 {3 (SIDE MILLING)
0304 30 40 4000~4500 500~700 0.02~0.04 2 % (SLOTTING)
0304 30 40 4000~4500 800~1000  0.05~0.08 3 ## (SLOTTING)
0304 30 35 3500~4000 250~450 3~6 0.02~0.04 I3 (SIDE MILLING)
0304 30 35 3500~4000 400~600 3 0.05~0.08 {I# (SIDE MILLING)
HEA HEH 0404 16 110 8500~9500 1100~1300  0.03~0.06 3~4 &% (SLOTTING)
0404 16 110 8500~9500 800~1100 0.2~0.3 4 % (SLOTTING)
0404 16 110 8500~9500 800~1100 4~8 0.03~0.06 {83 (SIDE MILLING)
0404 16 110 8500~9500 900~1200 4~8 0.2~0.3 {3 (SIDE MILLING)
0404 40 35 2800~3300 300~500 0.03~0.05 3 ## (SLOTTING)
0404 40 35 2800~3300 500~700 0.06~0.1 4 ##t (SLOTTING)
0404 40 30 2500~2800 200~400 4~8 0.03~0.05 {8I## (SIDE MILLING)
0404 40 30 2500~2800 400~600 4 0.06~0.1 fi% (SIDE MILLING)
HEA HEH 0504 19 115 7000~8000 1100~1300  0.04~0.07 4~5 &% (SLOTTING)
0504 19 115 7000~8000 800~1100 0.3~0.4 5 ##% (SLOTTING)
0504 19 115 7000~8000 800~1100 5~10 0.04~0.07 {8I3# (SIDE MILLING)
0504 19 115 7000~8000 1200~1500 5~10 0.3~0.4 {3 (SIDE MILLING)
0504 35 80 5000~5500 500~700 0.04~0.06 4 % (SLOTTING)
0504 35 65 4000~4500 700~900 0.07~0.13 5 ##% (SLOTTING)
0504 35 60 3500~4000 250~450 5~10 0.04~0.06 I3 (SIDE MILLING)
0504 35 60 3500~4000 500~700 5 0.07~0.13 I3 (SIDE MILLING)
HEA HEH 0604 21 100 5000~5500 1100~1300  0.05~0.1 5~6 &% (SLOTTING)
0604 21 100 5000~5500 800~1100 0.4~0.5 6 ## (SLOTTING)
0604 21 100 5000~5500 600~800 6~12 0.05~0.1 fii# (SIDE MILLING)
0604 21 100 5000~5500 1100~1300 6~12 0.4~0.5 {3 (SIDE MILLING)
0604 35 90 4500~5000 800~1000  0.05~0.08 5 ## (SLOTTING)
0604 35 70 3500~4000 1200~1400 0.1~0.2 6 % (SLOTTING)
0604 35 70 3500~4000 450~650 6~12 0.05~0.08 {83 (SIDE MILLING)
0604 35 70 3500~4000 600~800 6 0.1~0.2 {3 (SIDE MILLING)
HEA HEH 0804 27 120 4500~5000 1000~1200  0.05~0.1 7~8 &% (SLOTTING)
0804 27 105 4000~4500 900~1200 0.5~0.6 8 % (SLOTTING)
0804 27 105 4000~4500 600~800 8~16 0.05~0.1 {3 (SIDE MILLING)
0804 27 105 4000~4500 1200~1400 8~16 0.5~0.6 {3 (SIDE MILLING)
0804 42 70 2500~3000 600~800 0.05~0.1 7 % (SLOTTING)
0804 42 60 2200~2600 600~800 0.2~0.3 8 ## (SLOTTING)
0804 42 60 2200~2600 400~600 8~16 0.05~0.1 fai$ (SIDE MILLING)
0804 42 60 2200~2600 600~800 8 0.2~0.3  {$ (SIDE MILLING)



oniF \WE==N
HEA IEA*"| HEH IEH*"

WS Work Material A& T EH /BT A : Alloy Tool Steels / Carbon Tool Steels
P20/ P5/SK3/SKD61/ SKD11 : 1.2311/1.1545/ 1.2379 / 1.2344 : H13 / D2 (HRc23~32)

HEAIEA ;2 41%53¢ Coolant Type [ A=Wr)[= | WDIAYRveIe I tM HEH IEH 441753t Coolant Type R =A=WA) L= IRV Kool Il

RgE 5 EEEERRE HEIGRE nIRE
TPeNO- . Langinimm “Guing Speed: Gminc i ot
gth(mm) +Cutting Spee min (mm/min)

IEA IEH 0404 50 35 2800~3200 300~500 0.03~0.05 3 &% (SLOTTING)
0404 50 35 2800~3200 500~700 0.06~0.08 4 & (SLOTTING)
0404 50 30 2600~3000 200~400 4~8 0.03~0.05 Al (SIDE MILLING)
0404 50 30 2600~3000 300~500 4~8 0.06~0.08 fAl$# (SIDE MILLING)

IEA IEH 0604 50 50 2500~2900 400~600 0.04~0.06 5] & (SLOTTING)
0604 50 50 2500~2900 700~900 0.07~0.13 6 B (SLOTTING)
0604 50 45 2200~2600 250~400 6~12 0.04~0.06 {8l (SIDE MILLING)
0604 50 45 2200~2600 400~600 6~12 0.07~0.13 {Al$# (SIDE MILLING)

IEA IEH 0804 60 70 2600~3000 550~750 0.05~0.1 7 & (SLOTTING)
0804 60 70 2600~3000 700~900 0.1~0.2 8 B (SLOTTING)
0804 60 50 1700~2100 300~450 8~16 0.05~0.1 {3 (SIDE MILLING)
0804 60 50 1700~2100 700~900 8 0.1~0.2  fAl#t (SIDE MILLING)

IEA IEH 1004 60 80 2400~2800 450~650 0.05~0.1 9 &% (SLOTTING)
1004 60 70 2200~2600 600~800 0.15~0.25 10 B (SLOTTING)
1004 60 55 1600~2000 300~500 10 0.05~0.1 {8l (SIDE MILLING)
1004 60 55 1600~2000 500~700 10 0.15~0.25 {Ai$# (SIDE MILLING)

IEA IEH 1204 60 85 2100~2500 600~800 0.05~0.12 1 & (SLOTTING)
1204 60 85 2100~2500 600~800 0.2~0.3 12 & (SLOTTING)
1204 60 60 1400~1800 250~450 12~24 0.05~0.12 Al (SIDE MILLING)

1204 60 60 1400~1800 500~700 12~24 0.2~0.3  {8l$ (SIDE MILLING)




YY)/ oo
HEA IEA4TI HEH IEH4T tIEEHZR | Milling Conditions

I Work Material SFEER /| TaMELR : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)
HEA IEAT 441752 Coolant Type =AW s)[=1nlaYAlo] 1 alE J&IUEE] Wet coolant
HHIERE EEEERE b INIRE ITEE

Extension  (m/min) Speed (Aa) _(Ap) M?I?inlﬁl'it
Length(mm) |CuttingSpeed  (min"1) {+(mm/min)- Depth of Cut -Width of Cut" 9 lype
HEA HEH 0304 15 105 11000~12000  1100~1300  0.04~0.08 25 i (SLOTTING)
0304 15 80 8000~9000 700~1000 0.1~0.2 3 ## (SLOTTING)
0304 15 95 9500~10500 800~1100 3~6 0.04~0.08 I3 (SIDE MILLING)
0304 15 80 8000~9000 700~1000 3 0.1~0.2 % (SIDE MILLING)
0304 30 40 4000~4500 500~700 0.02~0.04 2 % (SLOTTING)
0304 30 35 3500~4000 700~900 0.05~0.08 3 ## (SLOTTING)
0304 30 35 3500~4000 250~450 3~6 0.02~0.04 I3 (SIDE MILLING)
0304 30 35 3500~4000 400~500 3 0.05~0.08 i3 (SIDE MILLING)
HEA HEH 0404 16 100 7500~8500 1000~1200  0.03~0.06 3~4 &% (SLOTTING)
0404 16 100 7500~8500 700~900 0.2~0.3 4 ## (SLOTTING)
0404 16 100 7500~8500 600~800 4~8 0.03~0.06 I3 (SIDE MILLING)
0404 16 100 7500~8500 700~900 4~8 0.2~0.3 I3 (SIDE MILLING)
0404 40 35 2800~3300 300~500 0.03~0.05 3 ## (SLOTTING)
0404 40 35 2800~3300 400~600 0.06~0.1 4 % (SLOTTING)
0404 40 30 2500~2800 200~400 4~8 0.03~0.05 {3 (SIDE MILLING)
0404 40 30 2500~2800 300~500 4 0.06~0.1 fii% (SIDE MILLING)
HEA HEH 0504 19 110 6500~7500 1000~1200  0.04~0.07 4~5 S (SLOTTING)
0504 19 110 6500~7500 700~900 0.3~0.4 5 ## (SLOTTING)
0504 19 110 6500~7500 600~800 5~10 0.04~0.07 {8I3# (SIDE MILLING)
0504 19 110 6500~7500 700~900 5~10 0.3~0.4 I3 (SIDE MILLING)
0504 35 80 5000~5500 500~700 0.04~0.06 4 % (SLOTTING)
0504 35 60 3500~4000 700~900 0.07~0.13 5 ##% (SLOTTING)
0504 35 50 3000~3500 250~450 5~10 0.04~0.06 I3 (SIDE MILLING)
0504 35 55 3300~3700 400~600 5 0.07~0.13 I3 (SIDE MILLING)
HEA HEH 0604 21 100 5000~5500 1000~1200  0.05~0.1 5~6 &% (SLOTTING)
0604 21 100 5000~5500 700~900 0.4~0.5 6 %% (SLOTTING)
0604 21 100 5000~5500 600~800 6~12 0.05~0.1 fii# (SIDE MILLING)
0604 21 100 5000~5500 700~900 6~12 0.4~0.5 I3 (SIDE MILLING)
0604 35 20 4500~5000 800~1000  0.05~0.08 5 ## (SLOTTING)
0604 35 70 3500~4000 1100~1300 0.1~0.2 6 % (SLOTTING)
0604 35 65 3200~3600 450~650 6~12 0.05~0.08 {83 (SIDE MILLING)
0604 35 65 3200~3600 500~700 6 0.1~0.2 I3 (SIDE MILLING)
HEA HEH 0804 27 120 4500~5000 1000~1200  0.05~0.1 7~8 &% (SLOTTING)
0804 27 105 4000~4500 500~700 0.5~0.6 8 ##% (SLOTTING)
0804 27 105 4000~4500 600~800 8~16 0.05~0.1 fai$ (SIDE MILLING)
0804 27 105 4000~4500 500~700 8~16 0.5~0.6 I3 (SIDE MILLING)
0804 42 60 2200~2600 600~800 0.05~0.1 7 ## (SLOTTING)
0804 42 50 1800~2300 600~800 0.2~0.3 8 ## (SLOTTING)
0804 42 50 1800~2300 400~600 8~16 0.05~0.1 fai$ (SIDE MILLING)
0804 42 50 1800~2300 500~700 8 0.2~0.3 {3 (SIDE MILLING)



obiF \WE==ZN
HEA IEA*"| HEH IEH*"

WEIIH Work Material SEEESH | FERESH : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

HEAIEA ;4 41%53¢ Coolant Type [E A=W7)[= [ WDIAYRveIe 1M HEH IEH 441753t Coolant Type R A=WA) L= IR Kool It

Rige 5 EEEERE HEIGRE INIRE
TPeNO-__. Langinmm “Guing Speed:Gminc i ot
gth(mm) +Cutting Spee min (mm/min)

IEA IEH 0404 50 35 2800~3200 300~500 0.03~0.05 3 & (SLOTTING)
0404 50 35 2800~3200 400~600 0.06~0.08 4 B (SLOTTING)
0404 50 30 2600~3000 200~400 4~8 0.03~0.05 fAl# (SIDE MILLING)
0404 50 30 2600~3000 300~400 4~8 0.06~0.08 fAl$# (SIDE MILLING)

IEA IEH 0604 50 45 2300~2700 400~600 0.04~0.06 5] &% (SLOTTING)
0604 50 45 2300~2700 600~800 0.07~0.13 6 & (SLOTTING)
0604 50 40 2000~2400 250~400 6~12 0.04~0.06 fAis# (SIDE MILLING)
0604 50 40 2000~2400 300~500 6~12 0.07~0.13  {Al$# (SIDE MILLING)

IEA IEH 0804 60 60 1800~2200 550~750 0.05~0.1 7 & (SLOTTING)
0804 60 60 1800~2200 600~800 0.1~0.2 8 & (SLOTTING)
0804 60 50 1700~2100 300~450 8~16 0.05~0.1 Al (SIDE MILLING)
0804 60 50 1700~2100 700~800 8 0.1~0.2  fAl% (SIDE MILLING)

IEA IEH 1004 60 70 2200~2600 450~650 0.05~0.1 9 &8 (SLOTTING)
1004 60 70 2200~2600 500~700 0.1~0.2 10 & (SLOTTING)
1004 60 50 1400~1800 300~500 10~20 0.05~0.1 {8l (SIDE MILLING)
1004 60 50 1400~1800 450~650 10~20 0.1~0.2  fAl#t (SIDE MILLING)

IEA IEH 1204 60 80 1900~2300 600~800 0.05~0.1 1 & (SLOTTING)
1204 60 75 1800~2200 500~700 0.1~0.2 12 B (SLOTTING)
1204 60 60 1400~1800 250~450 12~24 0.05~0.1 Al (SIDE MILLING)

1204 60 60 1400~1800 500~600 12~24 0.1~0.2  {8l3 (SIDE MILLING)




N VA-—"—""W/// ODHF
LFTAZT { LFTHZT 44 #% | Milling Conditions

” ; k=4l | $£8 : Carbon Steels / Cast Iron
ki Work Material
AN S50C | Fe250 / SS400 : 11210 /0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr45 (~HRc22)

LFTA?" 241753 Coolant Type IEZwr)l=lWnIaYA eI ETls J&IUEE] Wet coolant

TIE{HRE EHERE EEEE i MIEE | NIXE MIA
Lgﬁt‘iﬂ?r'ﬁﬁw o Sn?i?fj D (tr'?‘ af) t Wi b Milligglyes
g I Cutting Speed ( ) ~(mm/min) Depth of Cut  Width of Cut
LFTA LFTH 0202 20 50 7700~8200 500~700 6~12 0.02~0.03 fAl$ (SIDE MILLING)
0202 20 50 7700~8200 500~700 6~12 0.05~0.08 fAI# (SIDE MILLING)
LFTA LFTH 0302 25 50 5000~5500 500~700 10~20 0.03~0.04 fAIg (SIDE MILLING)
0302 25 50 5000~5500 600~800 10~20 0.06~0.1  fAI## (SIDE MILLING)
LFTA 0302B 20 50 5000~5500 500~700 10~15 0.03~0.05 fAI$ (SIDE MILLING)
0302B 20 50 5000~5500 700~900 10~15 0.06~0.1  fAI#t (SIDE MILLING)
LFTA LFTH 0402 30 50 3700~4200 350~550 15~25 0.03~0.05 fAI# (SIDE MILLING)
0402 30 50 3700~4200 600~800 15~25 0.06~0.11 {8k (SIDE MILLING)
LFTA 0402B 26 50 3700~4200 400~600 10~20 0.05~0.05 fAl$ (SIDE MILLING)
0402B 26 50 3700~4200 700~900 10~20 0.06~0.11 {8k (SIDE MILLING)
LFTA LFTH 0502 35 45 2700~3200 300~500 20~30 0.05~0.07 fAI$ (SIDE MILLING)
0502 35 45 2700~3200 400~600 20~30 0.08~0.15 fAl$ (SIDE MILLING)
LFTA LFTH 0602 85 45 2000~2500 300~500 20~30 0.05~0.08 fAl$ (SIDE MILLING)
0602 35 45 2000~2500 400~600 20~30 0.1~0.2  {AI$% (SIDE MILLING)
LFTA LFTH 0802 50 50 1800~2300 300~500 25~40 0.05~0.1 {8t (SIDE MILLING)
0802 50 50 1800~2300 400~600 25~40 0.15~0.3  fAl## (SIDE MILLING)
LFTA LFTH 1002 50 60 1700~2200 300~450 25~40 0.05~0.1  fAl## (SIDE MILLING)
1002 50 60 1700~2200 400~600 25~40 0.2~0.35  fAl# (SIDE MILLING)
LFTA LFTH 1202 50 60 1300~1800 250~400 30~45 0.05~0.1 {8t (SIDE MILLING)
1202 50 60 1300~1800 350~550 30~45 0.2~0.4  {Al$% (SIDE MILLING)

- . S&TH  ixTEE : Alloy Tool Steels / Carbon Tool Steels
LRSS 1)) ) b5 sK3 / SKD61/ SKD11 : 1.2311 ] 11545/ 1.2379 1 1.2344 : H13 / D2 (HRc23~32)

LFTAZ" 24155t Coolant Type [IE/ARrILLUNDINESS e Cl0 Sl LFTHZ" 241757 Coolant Type IR eIl I NN RS

: EIHIEE oL 529: 5 HERGEE INIRE MIZEE MIAR
Longiimm) HGuling Speec (och (i s Depth of Cut AWicnaf Gute - Miling Type
9 p
LFTA LFTH 0202 20 50 7700~8200 400~600 A 0.02~0.03 {8I$ (SIDE MILLING)
0202 20 50 7700~8200 400~600 5~15 0.04~0.06 fAI$% (SIDE MILLING)
LFTA LFTH 0302 25 50 5000~5500 450~650 10~20 0.03~0.04 fAIg (SIDE MILLING)
0302 25 50 5000~5500 300~500 10~20 0.06~0.1  {8i#k (SIDE MILLING)
LFTA 0302B 20 50 5000~5500 450~650 10~15 0.03~0.05 fAI$ (SIDE MILLING)
0302B 20 50 5000~5500 450~650 10~15 0.06~0.1  fAl# (SIDE MILLING)
LFTA LFTH 0402 30 50 3700~4200 350~550 15~25 0.03~0.05 fAl## (SIDE MILLING)
0402 30 50 3700~4200 500~700 15~25 0.06~0.11 fEI%% (SIDE MILLING)
LFTA 0402B 26 50 3700~4200 400~600 10~20 0.05~0.05 {AI$ (SIDE MILLING)
0402B 26 50 3700~4200 600~800 10~20 0.06~0.11 f8I%k (SIDE MILLING)
LFTA LFTH 0502 35 45 2700~3200 300~500 20~30 0.05~0.07 fAI# (SIDE MILLING)
0502 35 45 2700~3200 400~500 20~30 0.08~0.15 fAl# (SIDE MILLING)



ODHE \\M CEET]
N aaw —
LFTAZT { LFTHZT thHEl&#R | Milling Conditions
o | B - e —
— ) A& T B/ BT A : Alloy Tool Steels / Carbon Tool Steels
4 Work Mati | =
LM ESE 1)) | b5/ SK3/ SKD61/ SKD11 : 1.2311 ] 1.1545/ 1.2379 / 1.2344 : H13 / D2 (HRc23~32)

LFTA?" 4417530 Coolant Type [E=Z=wv[=IMngYAe Tl LFTH?' 24173 Coolant Type MER=EaWAIL=l MU Roelo EToNS
TEMRE  HIHIEE EEEERE EIGEE nIRE MIEE

Extension (m/min) Speed Feed (Aa) . (Ap) Mﬂ?géﬂ
Length(mm) +Cutting'Speed:  (min"1) “(mmimin)~ Depth of Cut ~Widthof Gut- 9 1ype
LFTA LFTH 0602 35 45 2000~2500 300~450 20~30  0.05~0.08 fAi# (SIDE MILLING)
0602 35 45 2000~2500 400~600 20~30 0.1~0.2  fai% (SIDE MILLING)
LFTA LFTH 0802 50 50 1800~2300 300~400 25~40 0.05~0.1 {3 (SIDE MILLING)
0802 50 50 1800~2300 400~600 25~40  0.15~0.25 {3 (SIDE MILLING)
LFTA LFTH 1002 50 60 1700~2200 300~450 25~40 0.05~0.1 {il3 (SIDE MILLING)
1002 50 60 1700~2200 400~600 25~40 0.2~0.3  fai# (SIDE MILLING)
LFTA LFTH 1202 50 60 1300~1800 250~400 30~45 0.05~0.1 {3 (SIDE MILLING)
1202 50 60 1300~1800 300~500 30~45 0.2~0.35 {Al3 (SIDE MILLING)

" . SEESH / TERESH : Prehardened Steels
S]] Work Material
ST NAKSO : 1.2083 : AISI420 : M310 (HRc36~45)

LFTA?T 241753 Coolant Type [CZ=wd) =l WnlgVAe el Elalt JEIUEEI Wet coolant

EE@ RE  tIHEE EEEERRE EIGEE nIRE MIEE MIA
xtension (m/min) Speed Feed (Aa) (Ap) ihi
Length(mm) +CuttingSpeed:  (min‘1) ~ ~(mmimin)= Depth of Cut Width-of Gut:  “iliNg Type
LFTA LFTH 0202 20 50 7700~8200 400~550 5~15 0.02~0.03 fAl$ (SIDE MILLING)
0202 20 50 7700~8200 400~550 5~15 0.04~0.06 f8l% (SIDE MILLING)
LFTA LFTH 0302 25 50 5000~5500 450~600 10~20 0.03~0.04 gt (SIDE MILLING)
0302 25 50 5000~5500 300~450 10~20 0.06~0.1  fAI%t (SIDE MILLING)
LFTA 0302B 20 50 5000~5500 400~600 10~15 0.03~0.05 fl$ (SIDE MILLING)
0302B 20 50 5000~5500 400~600 10~15 0.06~0.1  fAlgk (SIDE MILLING)
LFTA LFTH 0402 30 50 3700~4200 350~550 [l5525) 0.03~0.05 fai#t (SIDE MILLING)
0402 30 50 3700~4200 450~650 15~25 0.06~0.11 fAI%% (SIDE MILLING)
LFTA 0402B 26 50 3700~4200 400~600 10~20 0.05~0.05 fl$ (SIDE MILLING)
0402B 26 50 3700~4200 550~750 10~20 0.06~0.11 {8t (SIDE MILLING)
LFTA LFTH 0502 85 45 2700~3200 300~450 20~30 0.05~0.07 it (SIDE MILLING)
0502 35 45 2700~3200 350~450 20~30 0.08~0.15 fAl$h (SIDE MILLING)
LFTA LFTH 0602 35 45 2000~2500 300~450 20~30 0.05~0.08 fl (SIDE MILLING)
0602 35 45 2000~2500 400~550 20~30 0.1~0.2  fBi$% (SIDE MILLING)
LFTA LFTH 0802 50 50 1800~2300 300~400 25~40 0.05~0.1 {8l (SIDE MILLING)
0802 50 50 1800~2300 400~550 25~40 0.15~0.25 fAl$h (SIDE MILLING)
LFTA LFTH 1002 50 60 1700~2200 300~450 25~40 0.05~0.1 Al (SIDE MILLING)
1002 50 60 1700~2200 400~550 25~40 0.2~0.3 {8k (SIDE MILLING)
LFTA LFTH 1202 50 60 1300~1800 250~400 30~45 0.05~0.1 {8l (SIDE MILLING)
1202 50 60 1300~1800 300~450 30~45 0.2~0.35  fAI%t (SIDE MILLING)




N VA==——V/// ODHF
LFTA4T { LFTH4T tIIE# = | Milling Conditions

” ; k=4l | $£8 : Carbon Steels / Cast Iron
i tTEI44 Work Material
AN S50C | Fe250 / SS400 : 1.1210 /06025 /1.0036 : 1050 / NO.35 / AS70 Gr45 (~HRc22)

LFTA‘T 241753 Coolant Type IEZ=wr)l=lWnIaYA eI ETals J&IVEE] Wet coolant

Eﬁﬁﬂ . HHIERE EEEERE HEIGEE IIRE ITEE mIAs
xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) |CuttingSpeed  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
LFTA LFTH 0204 20 65 10000~11000 700~900 5~15 0.03~0.04 fAIgk (SIDE MILLING)
0204 20 65 10000~11000 600~800 5~15 0.05~0.08 fAI# (SIDE MILLING)
LFTA LFTH 0304 25 65 6800~7300 600~800 10~20 0.03~0.05 fAI# (SIDE MILLING)
0304 25 65 6800~7300 600~800 10~20 0.06~0.1  fAl## (SIDE MILLING)
LFTA 0304B 25 65 6800~7300 600~800 10~15 0.03~0.05 fAI$ (SIDE MILLING)
0304B 25 65 6800~7300 700~900 10~15 0.06~0.12 {AI$% (SIDE MILLING)
LFTA LFTH 0404 30 65 5100~5400 500~700 15~25 0.04~0.06 fAI# (SIDE MILLING)
0404 30 65 5100~5400 600~800 15~25 0.07~0.13 {Al$k (SIDE MILLING)
LFTA 0404B 30 65 5100~5400 500~700 10~20 0.04~0.06 fAI$% (SIDE MILLING)
0404B 30 65 5100~5400 700~900 10~20 0.07~0.13 {AI$% (SIDE MILLING)
LFTA LFTH 0504 33 65 4000~4300 500~700 20~30 0.04~0.07 fAI$ (SIDE MILLING)
0504 33 65 4000~4300 700~900 20~30 0.15~0.25 {Al$k (SIDE MILLING)
LFTA LFTH 0604 88 65 3100~3400 400~600 20~30 0.04~0.08 fAl$ (SIDE MILLING)
0604 33 65 3100~3400 700~900 20~30 0.2~0.3  {Al#% (SIDE MILLING)
LFTA LFTH 0804 45 60 2300~2500 300~500 25~40 0.05~0.1 {8k (SIDE MILLING)
0804 45 60 2300~2500 700~900 25~40 0.3~0.4  {Al$% (SIDE MILLING)
LFTA LFTH 1004 47 80 2400~2700 300~500 25~40 0.05~0.1  {A$k (SIDE MILLING)
1004 47 80 2400~2700 700~900 25~40 0.3~0.5  {Al#k (SIDE MILLING)
LFTA 1004L 55 80 2400~2700 300~500 25~50 0.05~0.1 {8t (SIDE MILLING)
1004L 58] 80 2400~2700 600~800 25~50 0.3~0.5  fAl#% (SIDE MILLING)
LFTA LFTH 1204 50 90 2300~2600 300~500 30~45 0.05~0.12 {Aigk (SIDE MILLING)
1204 50 85 2200~2400 600~800 30~45 0.3~0.5  {Al#% (SIDE MILLING)
LFTA 1204L 50 90 2300~2600 300~500 30~50 0.05~0.12 fAI$ (SIDE MILLING)
1204L 50 85 2200~2400 500~700 30~50 0.3~0.5  {Al#k (SIDE MILLING)
LFTA LFTH 1604 75 85 1600~1800 300~450 40~60 0.05~0.12 {AI#k (SIDE MILLING)
1604 75 85 1600~1800 500~700 40~60 0.4~0.6  {AI$k (SIDE MILLING)
LFTA 1604L 85 85 1600~1800 250~400 40~60 0.05~0.12 fAi$ (SIDE MILLING)
1604L 85 85 1600~1800 500~700 40~60 0.4~0.6  {Al$% (SIDE MILLING)
LFTA LFTH 2004 70 85 1400~1600 250~400 40~60 0.05~0.12 fAl$% (SIDE MILLING)
2004 70 85 1250~1500 500~700 40~60 0.4~0.6  {AI$k (SIDE MILLING)
LFTA 2004L 85 85 1400~1600 200~350 40~60 0.05~0.12 fAi$ (SIDE MILLING)
2004L 85 85 1250~1500 400~600 40~60 0.4~0.6  {Al$% (SIDE MILLING)



opiF \WE=2ANTTTH
4T 4T pr ” "
L-FTA { L.FTH tIHIEEZR § Milling Conditions

. . A& T EH /BT A : Alloy Tool Steels / Carbon Tool Steels
#HEIEIRE Work Material =
UM 1)) | ps [ SK3 / SKDG1 / SKD11 : 1.2311 /11545 /1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

LFTA*T 4417520 Coolant Type [E=Znvl[=IMpIgYA Il LFTH* 24173 Coolant Type MR=EaWA)L=l MU Roelo ETANS

EEEERRE RE NIRE MIKE
Extension (m/min) Speed eed (Aa) (Ap)
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut -Width of Cut-

LFTA LFTH 0204 20 60 9500~10000 700~900 5~15 0.03~0.04 fAI$k (SIDE MILLING)
0204 20 60 9500~10000 500~700 5~15 0.05~0.08 fl% (SIDE MILLING)

LFTA LFTH 0304 25 60 6300~6600 600~800 10~20 0.03~0.05 it (SIDE MILLING)
0304 25 60 6300~6600 500~700 10~20 0.06~0.1  fAI%k (SIDE MILLING)

LFTA 0304B 25 60 6300~6600 600~800 10~15 0.03~0.05 fAl#k (SIDE MILLING)
0304B 25 60 6300~6600 500~700 10~15 0.06~0.12 {8l% (SIDE MILLING)

LFTA LFTH 0404 30 60 4700~5100 400~600 15~25 0.04~0.06 {8l (SIDE MILLING)
0404 30 60 4700~5100 500~700 15~25 0.07~0.13  fAI%t (SIDE MILLING)

LFTA 0404B 30 60 4700~5100 400~600 10~20 0.04~0.06 fAi$ (SIDE MILLING)
0404B 30 60 4700~5100 600~800 10~20 0.07~0.13  {Al$ (SIDE MILLING)

LFTA LFTH 0504 33 60 3700~4000 400~600 20~30 0.04~0.07 f8I%t (SIDE MILLING)
0504 33 60 3700~4000 600~800 20~30 0.15~0.25 A%t (SIDE MILLING)

LFTA LFTH 0604 88 55 2800~3100 300~500 20~30 0.04~0.08 fAlgk (SIDE MILLING)
0604 33 60 3000~3300 600~800 20~30 0.2~0.3  {8i#% (SIDE MILLING)

LFTA LFTH 0804 45 50 1700~2000 300~400 25~40 0.05~0.1 {8l (SIDE MILLING)
0804 45 60 2300~2500 600~800 25~40 0.3~0.4  {8I$ (SIDE MILLING)

LFTA LFTH 1004 47 80 2400~2700 300~500 25~40 0.05~0.1  fAI%t (SIDE MILLING)
1004 47 75 2200~2400 600~800 25~40 0.3~0.5 {8k (SIDE MILLING)

LFTA 1004L 65 80 2400~2700 300~500 25~50 0.05~0.1 {8l (SIDE MILLING)
1004L 55 75 2200~2400 500~700 25~50 0.3~0.5  fAlt (SIDE MILLING)

LFTA LFTH 1204 50 90 2300~2600 300~500 30~45 0.05~0.12 fAl$k (SIDE MILLING)
1204 50 85 2200~2400 500~700 30~45 0.3~0.5 {8k (SIDE MILLING)

LFTA 1204L 50 90 2300~2600 300~500 30~50 0.05~0.12 {8l (SIDE MILLING)
1204L 50 85 2200~2400 400~600 30~50 0.3~0.5  fAlt (SIDE MILLING)

LFTA LFTH 1604 75 85 1600~1800 300~450 40~60 0.05~0.12 fAl$k (SIDE MILLING)
1604 75 85 1600~1800 400~600 40~60 0.4~0.6  fBI$k (SIDE MILLING)

LFTA 1604L 85 85 1600~1800 250~400 40~60 0.05~0.12 {8t (SIDE MILLING)
1604L 85 85 1600~1800 400~600 40~60 0.4~0.6  fAI%t (SIDE MILLING)

LFTA LFTH 2004 70 85 1400~1600 250~400 40~60 0.05~0.12 fAi$k (SIDE MILLING)
2004 70 85 1250~1500 400~600 40~60 0.4~0.6  fBI$k (SIDE MILLING)

LFTA 2004L 85 85 1400~1600 200~350 40~60 0.05~0.12 {8t (SIDE MILLING)
)

2004L 85 85 1250~1500 400~600 40~60 0.4~0.6 {8l (SIDE MILLING




YA/ ovmr

L FTA4T { L FT H4T IHIEEZR | Milling Conditions
R ' FE5$R | aRESR : Prehardened Steels
NAKS0 : 1.2083 : AISI420 : M310 (HRc36~45)

LFTA‘T 241753 Coolant Type IEZ=wr)l=lWnIaYA eI ETals J&IUEE] Wet coolant

JEEHB . HIERE EEEERE HEIGEE PNIRE ITEE mIAs
xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) |CuttingSpeed  (min"1) {+(mm/min)- Depth of Cut -Width of Cut" 9 lype
LFTA LFTH 0204 20 60 9500~10000 600~800 5~15 0.03~0.04 fAIgk (SIDE MILLING)
0204 20 60 9500~10000 500~600 5~15 0.05~0.08 fAI# (SIDE MILLING)
LFTA LFTH 0304 25 60 6300~6600 400~600 10~20 0.03~0.05 Al (SIDE MILLING)
0304 25 60 6300~6600 500~600 10~20 0.06~0.1  fAl# (SIDE MILLING)
LFTA 0304B 25 60 6300~6600 500~700 10~15 0.03~0.05 fAI#k (SIDE MILLING)
0304B 25 60 6300~6600 500~600 10~15 0.06~0.12 {AI$% (SIDE MILLING)
LFTA LFTH 0404 30 60 4700~5100 300~500 15~25 0.04~0.06 fAI# (SIDE MILLING)
0404 30 60 4700~5100 500~600 15~25 0.07~0.13 {AI$k (SIDE MILLING)
LFTA 0404B 30 60 4700~5100 400~600 10~20 0.04~0.06 fAI$% (SIDE MILLING)
0404B 30 60 4700~5100 600~700 10~20 0.07~0.13 {AI$% (SIDE MILLING)
LFTA LFTH 0504 33 60 3700~4000 300~500 20~30 0.04~0.07 fAI$ (SIDE MILLING)
0504 33 60 3700~4000 600~700 20~30 0.15~0.25 {Al$k (SIDE MILLING)
LFTA LFTH 0604 88 50 2400~2700 350~450 20~30 0.04~0.08 fAl$ (SIDE MILLING)
0604 33 60 3000~3300 600~700 20~30 0.2~0.3  {Al#% (SIDE MILLING)
LFTA LFTH 0804 45 50 1700~2000 300~400 25~40 0.05~0.1 {8t (SIDE MILLING)
0804 45 60 2300~2500 600~700 25~40 0.3~0.4  {Al$% (SIDE MILLING)
LFTA LFTH 1004 47 80 2400~2700 300~500 25~40 0.05~0.1  {AI$k (SIDE MILLING)
1004 47 80 2400~2700 600~700 25~40 0.3~0.5  {Al#k (SIDE MILLING)
LFTA 1004L 58] 80 2400~2700 300~500 25~50 0.05~0.1 {8t (SIDE MILLING)
1004L 58] 80 2400~2700 500~600 25~50 0.3~0.4  {Al$% (SIDE MILLING)
LFTA LFTH 1204 50 90 2300~2600 300~500 30~45 0.05~0.12 fAI#k (SIDE MILLING)
1204 50 90 2300~2600 500~600 30~45 0.3~0.5  {Al#k (SIDE MILLING)
LFTA 1204L 50 90 2300~2600 300~500 30~50 0.05~0.12 fAI$ (SIDE MILLING)
1204L 50 90 2300~2600 400~500 30~50 0.3~0.4  {Al$% (SIDE MILLING)
LFTA LFTH 1604 75 85 1600~1800 300~450 40~60 0.05~0.12 {AI#k (SIDE MILLING)
1604 75 85 1600~1800 400~500 40~60 0.4~0.6  {AI#k (SIDE MILLING)
LFTA 1604L 85 85 1600~1800 250~400 40~60 0.05~0.12 fAI$ (SIDE MILLING)
1604L 85 85 1600~1800 400~500 40~60 0.4~0.5  {Al$% (SIDE MILLING)
LFTA LFTH 2004 70 85 1400~1600 250~400 40~60 0.05~0.12 fAl$ (SIDE MILLING)
2004 70 85 1250~1500 400~500 40~60 0.4~0.6  {AI#k (SIDE MILLING)
LFTA 2004L 85 85 1400~1600 200~350 40~60 0.05~0.12 fAi$ (SIDE MILLING)
2004L 85 85 1250~1500 400~500 40~60 0.4~0.6  fAl$% (SIDE MILLING)



opHF \\\NEEZ=2ANEEE
L FTA4T { L FT H 4T tNHIE#EZR § Milling Conditions
e RN ] | S
T ' SKEREE R A5 : Stainless Steels
SUS304 : 1.4301 : AISI 304 (HRc28~32)

LFTA‘T 241753 Coolant Type IR=Eawsl= IRV Ao I LFTHT 241743 Coolant Type IRzEawrl= AR EplS

EEEERE EE NIRE MIKE
Extension ) Speed eed (Aa) (Ap)
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut Width of Cut-

LFTA LFTH 0204 20 60 9500~10000 600~800 5~15 0.03~0.04 fAI$k (SIDE MILLING)
0204 20 60 9500~10000 500~600 5~15 0.05~0.08 % (SIDE MILLING)

LFTA LFTH 0304 25 60 6300~6600 400~600 10~20 0.03~0.05 it (SIDE MILLING)
0304 25 60 6300~6600 500~600 10~20 0.06~0.1  fAI%k (SIDE MILLING)

LFTA 0304B 25 60 6300~6600 500~700 10~15 0.03~0.05 fAl#k (SIDE MILLING)
0304B 25 60 6300~6600 500~600 10~15 0.06~0.12 {Al$ (SIDE MILLING)

LFTA LFTH 0404 30 60 4700~5100 300~500 15~25 0.04~0.06 {8t (SIDE MILLING)
0404 30 60 4700~5100 500~600 15~25 0.07~0.13  fAI%t (SIDE MILLING)

LFTA 0404B 30 60 4700~5100 400~600 10~20 0.04~0.06 {83 (SIDE MILLING)
0404B 30 60 4700~5100 600~700 10~20 0.07~0.13 {8l$ (SIDE MILLING)

LFTA LFTH 0504 33 60 3700~4000 300~500 20~30 0.04~0.07 fBI%t (SIDE MILLING)
0504 33 60 3700~4000 600~700 20~30 0.15~0.25 A%t (SIDE MILLING)

LFTA LFTH 0604 88 50 2400~2700 350~450 20~30 0.04~0.08 fAl#k (SIDE MILLING)
0604 33 60 3000~3300 600~700 20~30 0.2~0.3  {8i#% (SIDE MILLING)

LFTA LFTH 0804 45 50 1700~2000 300~400 25~40 0.05~0.1 {8l (SIDE MILLING)
0804 45 60 2300~2500 600~700 25~40 0.3~0.4  {8I$ (SIDE MILLING)

LFTA LFTH 1004 47 80 2400~2700 300~500 25~40 0.05~0.1  fAI%t (SIDE MILLING)
1004 47 80 2400~2700 600~700 25~40 0.3~0.5 {8k (SIDE MILLING)

LFTA 1004L 55} 80 2400~2700 300~500 25~50 0.05~0.1 {8l (SIDE MILLING)
1004L 55 80 2400~2700 500~600 25~50 0.3~0.4  fAI$% (SIDE MILLING)

LFTA LFTH 1204 50 90 2300~2600 300~500 30~45 0.05~0.12 fAl$k (SIDE MILLING)
1204 50 90 2300~2600 500~600 30~45 0.3~0.5  fB$k (SIDE MILLING)

LFTA 1204L 50 90 2300~2600 300~500 30~50 0.05~0.12 {8t (SIDE MILLING)
1204L 50 90 2300~2600 400~500 30~50 0.3~0.4  fAI$t (SIDE MILLING)

LFTA LFTH 1604 75 85 1600~1800 300~450 40~60 0.05~0.12 fAi$k (SIDE MILLING)
1604 75 85 1600~1800 400~500 40~60 0.4~0.6  fBI$k (SIDE MILLING)

LFTA 1604L 85 85 1600~1800 250~400 40~60 0.05~0.12 {8l (SIDE MILLING)
1604L 85 85 1600~1800 400~500 40~60 0.4~0.5  fAI$t (SIDE MILLING)

LFTA LFTH 2004 70 85 1400~1600 250~400 40~60 0.05~0.12 fAi$k (SIDE MILLING)
2004 70 85 1250~1500 400~500 40~60 0.4~0.6  fB$k (SIDE MILLING)

LFTA 2004L 85 85 1400~1600 200~350 40~60 0.05~0.12 {8t (SIDE MILLING)
)

2004L 85 85 1250~1500 400~500 40~60 0.4~0.6 {8l (SIDE MILLING




YY)/ ovi

LFTA4T { LFTH4T Ty T —
T : #18F : Copper
€1100/2.0090 /B152C11000

LFTAYT 241753 Coolant Type IR RIS Eo oo E1 18l LFTH*T ;241753 Coolant Type MER=Ewrl L=l MUV ReTo I ETalS

EEW . YRR EEEEE HEIGEE MIFE ITEE mIAs
xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) CuttingSpeed  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
LFTA LFTH 0204 20 110 17000~18000 1300~1600 5~15 0.04~0.06 fAI#k (SIDE MILLING)
0204 20 110 17000~18000 1200~1600 5=15 0.07~0.1 {8l$ (SIDE MILLING)
LFTA LFTH 0304 25 120 12000~13000 1000~1300 10~20 0.05~0.08 Al (SIDE MILLING)
0304 25 120 12000~13000 1200~1600 10~20 0.1~0.15  fAI$ (SIDE MILLING)
LFTA 0304B 25 120 12000~13000 1000~1300 10~15 0.05~0.08 fAI#% (SIDE MILLING)
0304B 25 120 12000~13000 1400~1800 10~15 0.1~0.15 {8l$ (SIDE MILLING)
LFTA LFTH 0404 30 120 9500~10000 900~1200 15~25 0.05~0.08 fEI#k (SIDE MILLING)
0404 30 120 9500~10000 1200~1600 15~25 0.1~0.2  {Al$% (SIDE MILLING)
LFTA 0404B 30 120 9500~10000 900~1200 10~20 0.05~0.08 f8I#% (SIDE MILLING)
0404B 30 120 9500~10000 1400~1800 10~20 0.1~0.2  f8#% (SIDE MILLING)
LFTA LFTH 0504 33 130 8200~8500 800~1000 20~30 0.05~0.1  fAI# (SIDE MILLING)
0504 33 130 8200~8500 1400~1800 20~30 0.2~0.3  {Al#% (SIDE MILLING)
LFTA LFTH 0604 88 135 6800~7200 800~1000 20~30 0.05~0.1 {8l$% (SIDE MILLING)
0604 33 135 6800~7200 1400~1800 20~30 0.2~0.35  {8l# (SIDE MILLING)
LFTA LFTH 0804 45 150 5800~6200 700~900 25~40 0.05~0.1  fAI# (SIDE MILLING)
0804 45 150 5800~6200 1400~1800 25~40 0.4~0.5  {Al$% (SIDE MILLING)
LFTA LFTH 1004 47 180 5500~6000 700~900 25~40 0.05~0.1  {AI$k (SIDE MILLING)
1004 47 195 6000~6500 1400~1800 25~40 0.6~0.7  f8#% (SIDE MILLING)
LFTA 1004L 58] 180 5500~6000 500~700 25~50 0.05~0.1  fEI# (SIDE MILLING)
1004L 58] 195 6000~6500 1000~1400 25~50 0.6~0.7 g% (SIDE MILLING)
LFTA LFTH 1204 50 180 4500~5000 600~800 30~45 0.05~0.12 8% (SIDE MILLING)
1204 50 185 4700~5200 1400~1800 30~45 0.7~0.8 A% (SIDE MILLING)
LFTA 1204L 50 180 4500~5000 600~800 30~50 0.05~0.12 {8I$% (SIDE MILLING)
1204L 50 185 4700~5200 1000~1400 30~50 0.7~0.8  fAlg% (SIDE MILLING)
LFTA LFTH 1604 75 180 3500~3800 500~700 40~60 0.05~0.12 {8$% (SIDE MILLING)
1604 75 180 3500~3800 1100~1400 40~60 0.8~0.9 A% (SIDE MILLING)
LFTA 1604L 85 160 2800~3300 400~600 40~60 0.05~0.12 {8I$% (SIDE MILLING)
1604L 85 160 2800~3300 800~1100 40~60 0.8~0.9  fAlg% (SIDE MILLING)
LFTA LFTH 2004 70 180 2700~3000 400~600 40~60 0.05~0.12 8%k (SIDE MILLING)
2004 70 180 2700~3000 1100~1400 40~60 0.8~1 {8I$% (SIDE MILLING)
LFTA 2004L 85 160 2300~2700 300~500 40~60 0.05~0.12 {8I$% (SIDE MILLING)
2004L 85 160 2300~2700 700~900 40~60 0.8~1 {BI%% (SIDE MILLING)



opEF W=

RTQ tNHIE#EZR § Milling Conditions

” . Wk3=8H / §584 : Carbon Steels / Cast Iron
K tDEI44 Work Material
M S50C / Fc250 / SS400 : 11210/ 0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr45 (~HRc22)

R e coln

R EE MIRE MIEE
Extension r ) Speed eed (Aa) (Ap) M
Length(mm) *Cutting Speed (min") ~(mm/min)  Depth of Cut -Width of Cut-

RTG0102 12 30 9000~10000 700~1100 0.05~0.1 1 B8t (SLOTTING)
RTG0102 12 30 9000~10000 500~800 0.2 1 7Bt (SLOTTING)
RTG0102 12 30 9000~10000 700~1100 1~2 0.05~0.1 {8l (SIDE MILLING)
RTG0102 12 30 9000~10000 500~800 1~2 0.2 {8k (SIDE MILLING)
RTG0102 12 30 9000~10000 700~1100 0.05~0.1 0.05~0.1 3D# (3D MILLING)
RTG0102 12 30 9000~10000 800~1200 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0102 12 60 18000~20000 1000~1400 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0102 12 60 18000~20000 1200~1600 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTGO0152 12 45 9000~10000 700~1100 0.05~0.1 1.5 &% (SLOTTING)
RTG0152 12 45 9000~10000 500~800 0.2 15 7Bt (SLOTTING)
RTG0152 12 45 9000~10000 700~1100 1.5~3 0.05~0.1 {8l (SIDE MILLING)
RTG0152 12 45 9000~10000 500~800 158 0.2 {8k (SIDE MILLING)
RTGO0152 12 45 9000~10000 700~1100 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0152 12 45 9000~10000 800~1200 0.15~0.2 0.15~0.2  3D#t (3D MILLING)
RTG0152 12 90 18000~20000 1000~1400 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0152 12 90 18000~20000 1200~1600 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0202 12 60 9000~9500 700~1100 0.05~0.1 2 B8t (SLOTTING)
RTG0202 12 60 9000~9500 700~1100 0.2 2 7Bt (SLOTTING)
RTG0202 12 60 9000~9500 700~1100 2~4 0.05~0.1 {8l (SIDE MILLING)
RTG0202 12 60 9000~9500 700~1100 2~4 0.2 {8k (SIDE MILLING)
RTG0202 12 60 9000~10000 700~1100 0.05~0.1 0.05~0.1 3D# (3D MILLING)
RTG0202 12 60 9000~10000 1000~1400 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0202 12 105 16000~18000 1000~1400 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0202 12 105 16000~18000 1400~1800 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0205 12 60 9000~9500 700~1100 0.05~0.1 2 B8t (SLOTTING)
RTG0205 12 60 9000~9500 700~1100 0.2 2 7Bt (SLOTTING)
RTG0205 12 60 9000~9500 700~1100 2~4 0.05~0.1 {8l (SIDE MILLING)
RTG0205 12 60 9000~9500 700~1100 2~4 0.2 {8k (SIDE MILLING)
RTG0205 12 60 9000~10000 700~1100 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0205 12 60 9000~10000 1000~1400 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0205 12 105 16000~18000 1000~1400 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0205 12 105 16000~18000 1400~1800 0.15~0.2 0.15~0.2  3D#t (3D MILLING)
RTG0252 12 70 9000~9500 700~1100 0.05~0.1 25 7Bt (SLOTTING)
RTG0252 12 70 9000~9500 700~1100 0.2 2.5 7Bt (SLOTTING)
RTG0252 12 70 9000~9500 700~1100 2.5~5 0.05~0.1 {8l (SIDE MILLING)
RTG0252 12 70 9000~9500 700~1100 2.5~5 0.2 {8k (SIDE MILLING)
RTG0252 12 75 9000~10000 700~1100 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0252 12 75 9000~10000 1000~1400 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0252 12 135 16000~18000 1000~1400 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0252 12 135 16000~18000 1400~1800 0.15~0.2 0.15~0.2 3D#t (3D MILLING)




ENTEY A=Y/ oviF

RTQ K& EZR | Milling Conditions
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” ; k=4l | $£8 : Carbon Steels / Cast Iron
Sanll=l Work Material
AN S50C | Fe250 / SS400 : 11210 /0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr45 (~HRc22)

;&I EIEI] Wet coolant

2 . HHIERE EEEERE HEIGEE PNIRE MIEE mIAs
xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) | Cutting Speed (min") ~(mm/min)  Depth of Cut  Width of Cut 9 lype
RTG0255 12 70 9000~9500 700~1100 0.05~0.1 2.5 &%t (SLOTTING)
RTG0255 12 70 9000~9500 700~1100 0.2 2.5 7t (SLOTTING)
RTG0255 12 70 9000~9500 700~1100 2.5~5 0.05~0.1 {8t (SIDE MILLING)
RTG0255 12 70 9000~9500 700~1100 257 0.2 {B$% (SIDE MILLING)
RTG0255 12 75 9000~10000 700~1100 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0255 12 75 9000~10000 1000~1400 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTG0255 12 {i85] 16000~18000 1000~1400 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0255 12 135 16000~18000 1400~1800 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTG0302 12 80 8500~9000 800~1200 0.05~0.1 3 &%t (SLOTTING)
RTG0302 12 80 8500~9000 1000~1400 0.2 3 &t (SLOTTING)
RTG0302 12 80 8500~9000 800~1200 3~6 0.05~0.1 {8t (SIDE MILLING)
RTG0302 12 80 8500~9000 1000~1400 &6 0.2 {B$% (SIDE MILLING)
RTG0302 12 90 9000~10000 800~1200 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0302 12 90 9000~10000 1000~1400 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTG0302 12 160 16000~18000 1000~1400 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0302 12 160 16000~18000 1400~1800 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTG0303 12 80 8500~9000 800~1200 0.05~0.1 8 &%t (SLOTTING)
RTG0303 12 80 8500~9000 1000~1400 0.2 3 &% (SLOTTING)
RTG0303 12 80 8500~9000 800~1200 3~6 0.05~0.1 {8t (SIDE MILLING)
RTG0303 12 80 8500~9000 1000~1400 8=6) 0.2 {B$% (SIDE MILLING)
RTG0303 12 90 9000~10000 800~1200 0.05~0.1 0.05~0.1 3D# (3D MILLING)
RTG0303 12 90 9000~10000 1000~1400 0.15~0.2 0.15~0.2 3D# (3D MILLING)
RTG0303 12 160 16000~18000 1000~1400 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0303 12 160 16000~18000 1400~1800 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTG0305 12 80 8500~9000 800~1200 0.05~0.1 8 &%t (SLOTTING)
RTG0305 12 80 8500~9000 1000~1400 0.2 3 & (SLOTTING)
RTG0305 12 80 8500~9000 800~1200 3~6 0.05~0.1 {8t (SIDE MILLING)
RTG0305 12 80 8500~9000 1000~1400 3~6 0.2 {B$% (SIDE MILLING)
RTG0305 12 90 9000~10000 800~1200 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0305 12 90 9000~10000 1000~1400 0.15~0.2 0.15~0.2 3D# (3D MILLING)
RTG0305 12 160 16000~18000 1000~1400 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0305 12 160 16000~18000 1400~1800 0.15~0.2 0.15~0.2  3D#t (3D MILLING)
RTG0402 15 90 7000~7500 700~1100 0.05~0.1 4 &8 (SLOTTING)
RTG0402 15 90 7000~7500 800~1200 0.2~0.3 4 &t (SLOTTING)
RTG0402 15 90 7000~7500 700~1000 4~8 0.05~0.1 {8t (SIDE MILLING)
RTG0402 15 90 7000~7500 1000~1400 4~8 0.2~0.3  {Al#% (SIDE MILLING)
RTG0402 15 120 9000~10000 1000~1400 0.05~0.1 0.05~0.1 3D# (3D MILLING)
RTG0402 15 120 9000~10000 1200~1600 0.15~0.2 0.15~0.2 3D# (3D MILLING)
RTG0402 15 180 14000~15000 1200~1600 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0402 15 180 14000~15000 1600~2000 0.15~0.2 0.15~0.2 3D (3D MILLING)



opF W=

RTQ tIHIE#R § Milling Conditions

” . k3= 8H / §584 : Carbon Steels / Cast Iron
K tDEI44 Work Material
UM S50C / Fc250 / SS400 : 1.1210/0.6025 /1.0036 : 1050 / NO.35 / A70 Gr45 (~HRc22)
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E 5 g EE ITRE MIKE mIAs
xtension n ) Speed eed (Aa) (Ap) Milling T
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut Width of Cut- 9 Type
RTG0403 15 90 7000~7500 700~1100 0.05~0.1 4 7Bt (SLOTTING)
RTG0403 15 90 7000~7500 800~1200 0.2~0.3 4 7Bt (SLOTTING)
RTG0403 15 90 7000~7500 700~1000 4~8 0.05~0.1 Al (SIDE MILLING)
RTG0403 15 90 7000~7500 1000~1400 4~8 0.2~0.3  fAl#t (SIDE MILLING)
RTG0403 15 120 9000~10000 1000~1400 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0403 15 120 9000~10000 1200~1600 0.15~0.2 0.15~0.2  3D#t (3D MILLING)
RTG0403 15 180 14000~15000 1200~1600 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0403 15 180 14000~15000 1600~2000 0.15~0.2 0.15~0.2 3D## (3D MILLING)
RTG0405 15 90 7000~7500 700~1100 0.05~0.1 4 &%t (SLOTTING)
RTG0405 15 90 7000~7500 800~1200 0.2~0.3 4 7Bt (SLOTTING)
RTG0405 15 90 7000~7500 700~1000 4~8 0.05~0.1 {8l (SIDE MILLING)
RTG0405 15 90 7000~7500 1000~1400 4~8 0.2~0.3  fAlt (SIDE MILLING)
RTG0405 15 120 9000~10000 1000~1400 0.05~0.1 0.05~0.1  3D# (3D MILLING)
RTG0405 15 120 9000~10000 1200~1600 0.15~0.2 0.15~0.2  3D#t (3D MILLING)
RTG0405 15 180 14000~15000 1200~1600 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0405 15 180 14000~15000 1600~2000 0.15~0.2 0.15~0.2  3D#t (3D MILLING)
RTG0503 17 95 5700~6200 700~1100 0.05~0.1 5 &% (SLOTTING)
RTG0503 17 95 5700~6200 800~1200 0.2~0.3 5 &8t (SLOTTING)
RTG0503 17 95 5700~6200 700~1000 5~10 0.05~0.1 Al (SIDE MILLING)
RTG0503 17 95 5700~6200 1000~1400 5~10 0.2~0.3  fAl#t (SIDE MILLING)
RTG0503 17 150 9000~10000 1000~1400 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0503 17 150 9000~10000 1200~1600 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0503 17 180 11000~12000 1200~1600 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0503 17 180 11000~12000 1600~2000 0.15~0.2 0.15~0.2 3D## (3D MILLING)
RTG0505 17 85 5700~6200 700~1100 0.05~0.1 5 &%t (SLOTTING)
RTG0505 17 95 5700~6200 800~1200 0.2~0.3 5 7Bt (SLOTTING)
RTG0505 17 95 5700~6200 700~1000 5~10 0.05~0.1 {8l (SIDE MILLING)
RTG0505 17 95 5700~6200 1000~1400 5~10 0.2~0.3  fAl#t (SIDE MILLING)
RTG0505 17 150 9000~10000 1000~1400 0.05~0.1 0.05~0.1 3D# (3D MILLING)
RTG0505 17 150 9000~10000 1200~1600 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0505 17 180 11000~12000 1200~1600 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0505 17 180 11000~12000 1600~2000 0.15~0.2 0.15~0.2  3D#t (3D MILLING)
RTG0602 20 95 4700~5200 700~1100 0.05~0.1 6 &% (SLOTTING)
RTG0602 20 95 4700~5200 800~1200 0.2~0.3 6 7Bt (SLOTTING)
RTG0602 20 95 4700~5200 700~1000 6~12 0.05~0.1 {8l (SIDE MILLING)
RTG0602 20 95 4700~5200 1000~1400 6~12 0.2~0.3  fAl#t (SIDE MILLING)
RTG0602 20 180 9000~10000 1400~1800 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0602 20 180 9000~10000 1800~2200 0.2~0.25 0.2~0.25 3D#t (3D MILLING)




BT W)/ ovi

RTQ K& EZR | Milling Conditions
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” ; k=4l | $£8 : Carbon Steels / Cast Iron
izl Work Material
AN S50C | Fe250 / SS400 : 11210 /0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr.45 (~HRc22)

&I HEI] Wet coolant

2 S HIERE EEEERE HEIGEE PNIRE MIKE mIA
xtension | (m/min) Speed eed (Aa) _(Ap) Milling T
Length(mm) |CuttingSpeed  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
RTG0603 20 95 4700~5200 700~1100 0.05~0.1 6 ## (SLOTTING)
RTG0603 20 95 4700~5200 800~1200 0.2~0.3 6 %% (SLOTTING)
RTG0603 20 95 4700~5200 700~1000 6~12 0.05~0.1 fii# (SIDE MILLING)
RTG0603 20 95 4700~5200 1000~1400 6~12 0.2~0.3 I3 (SIDE MILLING)
RTG0603 20 180 9000~10000  1400~1800  0.05~0.1  0.05~0.1 3D (3D MILLING)
RTG0603 20 180 9000~10000  1800~2200  0.2~0.25  0.2~0.25 3D (3D MILLING)
RTG0605 20 95 4700~5200 700~1100 0.05~0.1 6 ##: (SLOTTING)
RTG0605 20 95 4700~5200 800~1200 0.2~0.3 6 % (SLOTTING)
RTG0605 20 95 4700~5200 700~1000 6~12 0.05~0.1 fii% (SIDE MILLING)
RTG0605 20 95 4700~5200 1000~1400 6~12 0.2~0.3 I3 (SIDE MILLING)
RTG0605 20 180 9000~10000  1400~1800  0.05~0.1  0.05~0.1 3D#: (3D MILLING)
RTG0605 20 180 9000~10000  1800~2200  0.2~0.25  0.2~0.25 3D (3D MILLING)
RTG0610 20 95 4700~5200 700~1100 0.05~0.1 6 % (SLOTTING)
RTG0610 20 95 4700~5200 800~1200 0.2~0.3 6 %% (SLOTTING)
RTG0610 20 95 4700~5200 700~1000 6~12 0.05~0.1 fii# (SIDE MILLING)
RTG0610 20 95 4700~5200 1000~1400 6~12 0.2~0.3 I3 (SIDE MILLING)
RTG0610 20 180 9000~10000  1400~1800  0.05~0.1  0.05~0.1 3D (3D MILLING)
RTG0610 20 180 9000~10000  1800~2200  0.2~0.25  0.2~0.25 3D (3D MILLING)
RTG0803 30 100 3800~4300 700~1000 0.05~0.1 8 % (SLOTTING)
RTG0803 30 100 3800~4300 800~1200  0.25~0.35 8 % (SLOTTING)
RTG0803 30 100 3800~4300 700~1000 8~16 0.05~0.1 fii% (SIDE MILLING)
RTG0803 30 100 3800~4300 1000~1400 8~16 0.25~0.35 {83 (SIDE MILLING)
RTG0803 30 185 7200~7700 1600~2000  0.05~0.1  0.05~0.1 3D (3D MILLING)
RTG0803 30 185 7200~7700 2000~2400  0.25~0.3  0.25~0.3 3D#i (3D MILLING)
RTG0805 30 100 3800~4300 700~1000 0.05~0.1 8 %% (SLOTTING)
RTG0805 30 100 3800~4300 800~1200  0.25~0.35 8 %% (SLOTTING)
RTG0805 30 100 3800~4300 700~1000 8~16 0.05~0.1 fi# (SIDE MILLING)
RTG0805 30 100 3800~4300 1000~1400 8~16 0.25~0.35 {3 (SIDE MILLING)
RTG0805 30 185 7200~7700 1600~2000  0.05~0.1  0.05~0.1 3D (3D MILLING)
RTG0805 30 185 7200~7700 2000~2400  0.25~0.3  0.25~0.3 3D%: (3D MILLING)
RTG1002 30 95 2800~3300 700~1000 0.05~0.1 10 % (SLOTTING)
RTG1002 30 95 2800~3300 1000~1400  0.25~0.35 10 % (SLOTTING)
RTG1002 30 95 2800~3300 700~1000 10~20 0.05~0.1 fii% (SIDE MILLING)
RTG1002 30 95 2800~3300 1200~1600 10~20  0.25~0.35 i (SIDE MILLING)
RTG1002 30 190 5800~6300 1200~1600  0.05~0.1  0.05~0.1 3D#: (3D MILLING)
RTG1002 30 190 5800~6300 1800~2200  0.25~0.3  0.25~0.3 3D (3D MILLING)



opHF \EZEEATT
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” . Wk3= 8 / §584 : Carbon Steels / Cast Iron
K tDEI44 Work Material
UM S50C / Fc250 / SS400 : 11210/ 0.6025 /1.0036 : 1050 / NO.35 / A70 Gr45 (~HRc22)

R e coln

D86 EERE EE  MIRE | MIHE R
xtension mimin) Speed eed (Aa) (Ap) Milling T
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut Width of Cut- 9 Type
RTG1003 30 95 2800~3300 700~1000 0.05~0.1 10 78 (SLOTTING)
RTG1003 30 95 2800~3300 1000~1400 0.25~0.35 10 7B (SLOTTING)
RTG1003 30 95 2800~3300 700~1000 10~20 0.05~0.1 {8l (SIDE MILLING)
RTG1003 30 95 2800~3300 1200~1600 10~20 0.25~0.35 fAl# (SIDE MILLING)
RTG1003 30 190 5800~6300 1200~1600 0.05~0.1 0.05~0.1 3D# (3D MILLING)
RTG1003 30 190 5800~6300 1800~2200 0.25~0.3 0.25~0.3  3D#t (3D MILLING)
RTG1005 30 95 2800~3300 700~1000 0.05~0.1 10 7B (SLOTTING)
RTG1005 30 95 2800~3300 1000~1400 0.25~0.35 10 7B (SLOTTING)
RTG1005 30 95 2800~3300 700~1000 10~20 0.05~0.1 {88 (SIDE MILLING)
RTG1005 30 95 2800~3300 1200~1600 10~20 0.25~0.35 {8l (SIDE MILLING)
RTG1005 30 190 5800~6300 1200~1600 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG1005 30 190 5800~6300 1800~2200 0.25~0.3 0.25~0.3 3D#t (3D MILLING)
RTG1010 30 95 2800~3300 700~1000 0.05~0.1 10 &% (SLOTTING)
RTG1010 30 95 2800~3300 1000~1400 0.25~0.35 10 7B (SLOTTING)
RTG1010 30 95 2800~3300 700~1000 10~20 0.05~0.1 {8l (SIDE MILLING)
RTG1010 30 95 2800~3300 1200~1600 10~20 0.25~0.35 fAl$ (SIDE MILLING)
RTG1010 30 190 5800~6300 1200~1600 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG1010 30 190 5800~6300 1800~2200 0.25~0.3 0.25~0.3  3D#t (3D MILLING)
RTG1203 35 90 2200~2700 700~1000 0.05~0.1 12 7B (SLOTTING)
RTG1203 85 90 2200~2700 800~1200 0.25~0.35 12 7B (SLOTTING)
RTG1203 35 90 2200~2700 700~1000 12~24 0.05~0.1 fAlgk (SIDE MILLING)
RTG1203 35 90 2200~2700 1000~1400 12~24 0.25~0.35 {8l (SIDE MILLING)
RTG1203 85} 190 4800~5300 1200~1600 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG1203 85 190 4800~5300 1800~2200 0.25~0.3 0.25~0.3 3D#t (3D MILLING)
RTG1205 35 90 2200~2700 700~1000 0.05~0.1 12 7% (SLOTTING)
RTG1205 35 90 2200~2700 800~1200 0.25~0.35 12 7Bt (SLOTTING)
RTG1205 85| 90 2200~2700 700~1000 12~24 0.05~0.1 {8l (SIDE MILLING)
RTG1205 85 90 2200~2700 1000~1400 12~24 0.25~0.35 fAl$ (SIDE MILLING)
RTG1205 35 190 4800~5300 1200~1600 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG1205 35 190 4800~5300 1800~2200 0.25~0.3 0.25~0.3 3D#t (3D MILLING)
RTG1210 35 90 2200~2700 700~1000 0.05~0.1 12 7B (SLOTTING)
RTG1210 85 90 2200~2700 800~1200 0.25~0.35 12 7B (SLOTTING)
RTG1210 35 90 2200~2700 700~1000 12~24 0.05~0.1  fAlgk (SIDE MILLING)
RTG1210 35 90 2200~2700 1000~1400 12~24 0.25~0.35 {8l (SIDE MILLING)
RTG1210 35 190 4800~5300 1200~1600 0.05~0.1 0.05~0.1 3D#t (3D MILLING)

RTG1210 35 190 4800~5300 1800~2200 0.25~0.3 0.25~0.3  3D## (3D MILLING)




BT A=)/ ovir

RTQ K& EZR | Milling Conditions
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” ; k=4l | $£8 : Carbon Steels / Cast Iron
ki Work Material
AN S50C | F250 / SS400 : 11210 /0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr45 (~HRc22)

A et cover
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Extension (m/‘min) Spfsed Feed (Aa) : (Ap) Mjijlllli_n—l_gﬁrit

Length(mm) Cutting'Speed  (min"1) {(mm/min)- Depth of Cut -Width of Cut" ype
RTG1215 35 20 2200~2700 700~1000 0.05~0.1 12 %% (SLOTTING)
RTG1215 35 90 2200~2700 800~1200  0.25~0.35 12 %% (SLOTTING)
RTG1215 35 90 2200~2700 700~1000 12~24 0.05~0.1 fisf (SIDE MILLING)
RTG1215 35 90 2200~2700 1000~1400 12~24  0.25~0.35 i3 (SIDE MILLING)
RTG1215 35 190 4800~5300 1200~1600  0.05~0.1  0.05~0.1 3D (3D MILLING)
RTG1215 35 190 4800~5300 1800~2200  0.25~0.3  0.25~0.3 3D (3D MILLING)
RTG1220 35 90 2200~2700 700~1000 0.05~0.1 12 ## (SLOTTING)
RTG1220 35 90 2200~2700 800~1200  0.25~0.35 12 ##% (SLOTTING)
RTG1220 35 20 2200~2700 700~1000 12~24 0.05~0.1 {3 (SIDE MILLING)
RTG1220 35 20 2200~2700 1000~1400 12~24  0.25~0.35 fIs (SIDE MILLING)
RTG1220 35 190 4800~5300 1200~1600  0.05~0.1  0.05~0.1 3D (3D MILLING)
RTG1220 35 190 4800~5300 1800~2200  0.25~0.3  0.25~0.3 3D# (3D MILLING)

$8$A45 288 : Chromium Molybdenum Alloy Steels
SCM440 : 1.7225 : 4140 : 42CrMoA (HRc25~28)

440752 Coolant Type JRIVETHE) Wet coolant

#EEIEI++ Work Material

TNEMERE  HIHIEE oLz $6::4 ERRERE INIERE MIEE mIAz
LEr):le;R(smn) ((n/mm) Spg(:,\F Feed (Aa) : (Ap) Milling Type
gth(mm) +Cutting Speed- (min") ~(mm/min) - Depth of Cut - Width of Cut-

RTG0102 12 30 9000~10000 700~1100 0.05~0.1 1 &8 (SLOTTING)
RTG0102 12 30 9000~10000 500~800 0.2 1 &8 (SLOTTING)
RTG0102 12 30 9000~10000 700~1100 1~2 0.05~0.1 {8t (SIDE MILLING)
RTG0102 12 30 9000~10000 500~800 1~2 0.2 {8I$ (SIDE MILLING)
RTG0102 12 30 9000~10000 700~1100 0.05~0.1 0.05~0.1 3D## (3D MILLING)
RTG0102 12 30 9000~10000 800~1200 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0102 12 60 18000~20000 1000~1400 0.05~0.1 0.05~0.1  3D#t (3D MILLING)
RTG0102 12 60 18000~20000 1200~1600 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0152 12 45 9000~10000 700~1100 0.05~0.1 1.5 &%t (SLOTTING)
RTG0152 12 45 9000~10000 500~800 0.2 1.5 &8 (SLOTTING)
RTG0152 12 45 9000~10000 700~1100 158 0.05~0.1 {8t (SIDE MILLING)
RTG0152 12 45 9000~10000 500~800 158 0.2 {8I$t (SIDE MILLING)
RTG0152 12 45 9000~10000 700~1100 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0152 12 45 9000~10000 800~1200 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0152 12 90 18000~20000 1000~1400 0.05~0.1 0.05~0.1  3D#t (3D MILLING)
RTG0152 12 90 18000~20000 1200~1600 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
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RTQ K& § Milling Conditions

wHIsIA Work Material $%EHE £ 48 : Chromium Molybdenum Alloy Steels
SCM440 : 1.7225 : 4140 : 42CrMoA (HRc25~28)

R e coln

2 5 g EE MIRE MIKE A
xtension mimin) Speed eed (Aa) (Ap) Milling T
Length(mm) *Cutting Speed (minT) ~(mm/min)  Depth of Cut Width of Cut- 9 1ype
RTG0202 12 60 9000~9500 700~1100 0.05~0.1 2 &% (SLOTTING)
RTG0202 12 60 9000~9500 700~1100 0.2 2 7Bt (SLOTTING)
RTG0202 12 60 9000~9500 700~1100 2~4 0.05~0.1 {8l (SIDE MILLING)
RTG0202 12 60 9000~9500 700~1100 2~4 0.2 {8k (SIDE MILLING)
RTG0202 12 60 9000~10000 700~1100 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0202 12 60 9000~10000 1000~1400 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0202 12 105 16000~18000 1000~1400 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0202 12 105 16000~18000 1400~1800 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0205 12 60 9000~9500 700~1100 0.05~0.1 2 B8t (SLOTTING)
RTG0205 12 60 9000~9500 700~1100 0.2 2 7Bt (SLOTTING)
RTG0205 12 60 9000~9500 700~1100 2~4 0.05~0.1 {8l (SIDE MILLING)
RTG0205 12 60 9000~9500 700~1100 2~4 0.2 {8k (SIDE MILLING)
RTG0205 12 60 9000~10000 700~1100 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0205 12 60 9000~10000 1000~1400 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0205 12 105 16000~18000 1000~1400 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0205 12 105 16000~18000 1400~1800 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0252 12 70 9000~9500 700~1100 0.05~0.1 25 &% (SLOTTING)
RTG0252 12 70 9000~9500 700~1100 0.2 2.5 7Bt (SLOTTING)
RTG0252 12 70 9000~9500 700~1100 2.5~5 0.05~0.1 {8l (SIDE MILLING)
RTG0252 12 70 9000~9500 700~1100 256 0.2 {8k (SIDE MILLING)
RTG0252 12 75 9000~10000 700~1100 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0252 12 75 9000~10000 1000~1400 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0252 12 135 16000~18000 1000~1400 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0252 12 135 16000~18000 1400~1800 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0255 12 70 9000~9500 700~1100 0.05~0.1 25 B8t (SLOTTING)
RTG0255 12 70 9000~9500 700~1100 0.2 2.5 7Bt (SLOTTING)
RTG0255 12 70 9000~9500 700~1100 2.5~5 0.05~0.1 {8l (SIDE MILLING)
RTG0255 12 70 9000~9500 700~1100 2.5~5 0.2 {8k (SIDE MILLING)
RTG0255 12 75 9000~10000 700~1100 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0255 12 75 9000~10000 1000~1400 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0255 12 135 16000~18000 1000~1400 0.05~0.1 0.05~0.1 3Dt (3D MILLING)
RTG0255 12 135 16000~18000 1400~1800 0.15~0.2 0.15~0.2  3D#t (3D MILLING)
RTG0302 12 80 8500~9000 700~1000 0.05~0.1 8] &% (SLOTTING)
RTG0302 12 80 8500~9000 800~1200 0.2 3 7Bt (SLOTTING)
RTG0302 12 80 8500~9000 700~1100 3~6 0.05~0.1 {8l (SIDE MILLING)
RTG0302 12 80 8500~9000 1000~1400 3~6 0.2 {8k (SIDE MILLING)
RTG0302 12 90 9000~10000 800~1200 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0302 12 90 9000~10000 1000~1400 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0302 12 160 16000~18000 1000~1400 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0302 12 160 16000~18000 1400~1800 0.15~0.2 0.15~0.2 3D#t (3D MILLING)




ENTEY A=Y/ oviF

RTQ K& #EZ | Milling Conditions
| ¥V A |

WM Work Material %8RB £ : Chromium Molybdenum Alloy Steels
SCM440 : 1.7225 : 4140 : 42CrMoA (HRc25~28)

;&IVETHE] Wet coolant

HEEE EEEEE ERRE ITRE MIBE

Extension  (m/min) Speed eed (Aa) (Ap) M?I?inlﬁl'it

Length(mm) | Cutting Speed (min") ~(mm/min)  Depth of Cut  Width of Cut 9 lype
RTG0303 12 80 8500~9000 700~1000 0.05~0.1 8 &% (SLOTTING)
RTG0303 12 80 8500~9000 800~1200 0.2 3 &% (SLOTTING)
RTG0303 12 80 8500~9000 700~1100 3~6 0.05~0.1 {8t (SIDE MILLING)
RTG0303 12 80 8500~9000 1000~1400 3~6 0.2 {B$% (SIDE MILLING)
RTG0303 12 90 9000~10000 800~1200 0.05~0.1 0.05~0.1 3D#: (3D MILLING)
RTG0303 12 90 9000~10000 1000~1400 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTG0303 12 160 16000~18000 1000~1400 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0303 12 160 16000~18000 1400~1800 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTG0305 12 80 8500~9000 700~1000 0.05~0.1 3 &%t (SLOTTING)
RTGO0305 12 80 8500~9000 800~1200 0.2 3 &t (SLOTTING)
RTG0305 12 80 8500~9000 700~1100 3~6 0.05~0.1 {8t (SIDE MILLING)
RTG0305 12 80 8500~9000 1000~1400 3~6 0.2 {B$% (SIDE MILLING)
RTG0305 12 90 9000~10000 800~1200 0.05~0.1 0.05~0.1 3D#: (3D MILLING)
RTG0305 12 90 9000~10000 1000~1400 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTG0305 12 160 16000~18000 1000~1400 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0305 12 160 16000~18000 1400~1800 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTG0402 15 90 7000~7500 700~1000 0.05~0.1 4 &% (SLOTTING)
RTG0402 15 90 7000~7500 800~1200 0.2~0.3 4 &% (SLOTTING)
RTG0402 15 90 7000~7500 700~1000 4~8 0.05~0.1 {8t (SIDE MILLING)
RTG0402 15 90 7000~7500 1000~1400 4~8 0.2~0.3  {Al#k (SIDE MILLING)
RTG0402 15 120 9000~10000 800~1200 0.05~0.1 0.05~0.1 3D#: (3D MILLING)
RTG0402 15 120 9000~10000 1000~1400 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTG0402 15 180 14000~15000 1200~1600 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0402 15 180 14000~15000 1400~1800 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTG0403 15 90 7000~7500 700~1000 0.05~0.1 4 &% (SLOTTING)
RTG0403 15 90 7000~7500 800~1200 0.2~0.3 4 &t (SLOTTING)
RTG0403 15 90 7000~7500 700~1000 4~8 0.05~0.1 {8t (SIDE MILLING)
RTG0403 15 90 7000~7500 1000~1400 4~8 0.2~0.3  {Al$% (SIDE MILLING)
RTG0403 15 120 9000~10000 800~1200 0.05~0.1 0.05~0.1 3D#: (3D MILLING)
RTG0403 15 120 9000~10000 1000~1400 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTG0403 15 180 14000~15000 1200~1600 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0403 15 180 14000~15000 1400~1800 0.15~0.2 0.15~0.2  3D#t (3D MILLING)
RTG0405 15 90 7000~7500 700~1000 0.05~0.1 4 &% (SLOTTING)
RTG0405 15 90 7000~7500 800~1200 0.2~0.3 4 &% (SLOTTING)
RTG0405 15 90 7000~7500 700~1000 4~8 0.05~0.1 {8t (SIDE MILLING)
RTG0405 15 90 7000~7500 1000~1400 4~8 0.2~0.3  {Al#% (SIDE MILLING)
RTG0405 15 120 9000~10000 800~1200 0.05~0.1 0.05~0.1 3D#: (3D MILLING)
RTG0405 15 120 9000~10000 1000~1400 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTG0405 15 180 14000~15000 1200~1600 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0405 15 180 14000~15000 1400~1800 0.15~0.2 0.15~0.2 3D (3D MILLING)
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RTQ A& HEZR § Milling Conditions

B4 Work Material $%EHE £ 48 : Chromium Molybdenum Alloy Steels
SCM440 : 1.7225 : 4140 : 42CrMoA (HRc25~28)

R e coln

BEEEE )5 MIRE MIKE
Extension r ) Speed eed (Aa) (Ap) M
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut -Width of Cut-

RTG0503 17 95 5700~6200 700~1100 0.05~0.1 5 7B (SLOTTING)
RTG0503 17 95 5700~6200 800~1200 0.2~0.3 5) 7Bt (SLOTTING)
RTG0503 17 95 5700~6200 700~1000 5~10 0.05~0.1 fAI%t (SIDE MILLING)
RTG0503 17 95 5700~6200 1000~1400 5~10 0.2~0.3  fAI$k (SIDE MILLING)
RTG0503 17 150 9000~10000 1000~1400 0.05~0.1 0.05~0.1 3D# (3D MILLING)
RTG0503 17 150 9000~10000 1200~1600 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0503 17 180 11000~12000 1200~1600 0.05~0.1 0.05~0.1 3Dt (3D MILLING)
RTG0503 17 180 11000~12000 1600~2000 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0505 17 95 5700~6200 700~1100 0.05~0.1 5 &% (SLOTTING)
RTG0505 17 95 5700~6200 800~1200 0.2~0.3 5 B8t (SLOTTING)
RTG0505 17 95 5700~6200 700~1000 5~10 0.05~0.1  fAI%t (SIDE MILLING)
RTG0505 17 95 5700~6200 1000~1400 5~10 0.2~0.3  fAl$k (SIDE MILLING)
RTG0505 17 150 9000~10000 1000~1400 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0505 17 150 9000~10000 1200~1600 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0505 17 180 11000~12000 1200~1600 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0505 17 180 11000~12000 1600~2000 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0602 20 95 4700~5200 700~1100 0.05~0.1 6 &t (SLOTTING)
RTG0602 20 95 4700~5200 800~1200 0.2~0.3 6 7Bt (SLOTTING)
RTG0602 20 95 4700~5200 700~1000 6~12 0.05~0.1 {8l (SIDE MILLING)
RTG0602 20 95 4700~5200 1000~1400 6~12 0.2~0.3  fAl$k (SIDE MILLING)
RTG0602 20 180 9000~10000 1400~1800 0.05~0.1 0.05~0.1 3D# (3D MILLING)
RTG0602 20 180 9000~10000 1600~2000 0.2~0.25 0.2~0.25 3D#t (3D MILLING)
RTG0603 20 95 4700~5200 700~1100 0.05~0.1 6 7B (SLOTTING)
RTG0603 20 95 4700~5200 800~1200 0.2~0.3 6 7B (SLOTTING)
RTG0603 20 95 4700~5200 700~1000 6~12 0.05~0.1  fAI%t (SIDE MILLING)
RTG0603 20 95 4700~5200 1000~1400 6~12 0.2~0.3  fl# (SIDE MILLING)
RTG0603 20 180 9000~10000 1400~1800 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0603 20 180 9000~10000 1600~2000 0.2~0.25 0.2~0.25 3D#t (3D MILLING)
RTG0605 20 95 4700~5200 700~1100 0.05~0.1 6 &t (SLOTTING)
RTG0605 20 95 4700~5200 800~1200 0.2~0.3 6 7Bt (SLOTTING)
RTG0605 20 95 4700~5200 700~1000 6~12 0.05~0.1 {8l (SIDE MILLING)
RTG0605 20 95 4700~5200 1000~1400 6~12 0.2~0.3  fAI$k (SIDE MILLING)
RTG0605 20 180 9000~10000 1400~1800 0.05~0.1 0.05~0.1 3D# (3D MILLING)
RTG0605 20 180 9000~10000 1600~2000 0.2~0.25 0.2~0.25 3D#t (3D MILLING)
RTG0610 20 95 4700~5200 700~1100 0.05~0.1 6 7B (SLOTTING)
RTG0610 20 95 4700~5200 800~1200 0.2~0.3 6 7B (SLOTTING)
RTG0610 20 95 4700~5200 700~1000 6~12 0.05~0.1  fAI%t (SIDE MILLING)
RTG0610 20 95 4700~5200 1000~1400 6~12 0.2~0.3  fl# (SIDE MILLING)
RTG0610 20 180 9000~10000 1400~1800 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0610 20 180 9000~10000 1600~2000 0.2~0.25 0.2~0.25 3D#t (3D MILLING)




BT W)/ ovi

RTQ IHIEEZR | Milling Conditions
| ¥V A | —————————

WM Work Material $RERE £ : Chromium Molybdenum Alloy Steels
SCM440 : 1.7225 : 4140 : 42CrMoA (HRc25~28)

&I HEI] Wet coolant

2 5 HHIERE EEEERE HEIGEE PNIRE MIKE mIA
xtension (m/min) Speed eed (Aa) . (Ap) Milling T
Length(mm) |CuttingSpeed  (min"1) Depth of Cut +Width-of Gut- 9 lype
RTG0803 30 100 3800~4300 700~1000 0.05~0.1 8 &% (SLOTTING)
RTG0803 30 100 3800~4300 800~1200 0.25~0.35 8 &t (SLOTTING)
RTG0803 30 100 3800~4300 700~1000 8~16 0.05~0.1 {8t (SIDE MILLING)
RTG0803 30 100 3800~4300 1000~1400 8~16 0.25~0.35 fAl$k (SIDE MILLING)
RTG0803 30 190 7200~7700 1400~1800 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0803 30 190 7200~7700 1800~2200 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTG0805 30 100 3800~4300 700~1000 0.05~0.1 8 Bt (SLOTTING)
RTG0805 30 100 3800~4300 800~1200 0.25~0.35 8 7B# (SLOTTING)
RTG0805 30 100 3800~4300 700~1000 8~16 0.05~0.1  fAl## (SIDE MILLING)
RTG0805 30 100 3800~4300 1000~1400 8~16 0.25~0.35 fAl# (SIDE MILLING)
RTG0805 30 190 7200~7700 1400~1800 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0805 30 190 7200~7700 1800~2200 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTG1002 30 95 2800~3300 700~1000 0.05~0.1 10 &% (SLOTTING)
RTG1002 30 95 2800~3300 1000~1400 0.25~0.35 10 & (SLOTTING)
RTG1002 30 95 2800~3300 700~1000 10~20 0.05~0.1  fEI# (SIDE MILLING)
RTG1002 30 95 2800~3300 1000~1400 10~20 0.25~0.35 % (SIDE MILLING)
RTG1002 30 190 5800~6300 1000~1400 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG1002 30 190 5800~6300 1400~1800 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTG1003 30 95 2800~3300 700~1000 0.05~0.1 10 Bt (SLOTTING)
RTG1003 30 95 2800~3300 1000~1400 0.25~0.35 10 &8t (SLOTTING)
RTG1003 30 95 2800~3300 700~1000 10~20 0.05~0.1  fAl## (SIDE MILLING)
RTG1003 30 95 2800~3300 1000~1400 10~20 0.25~0.35 fAI# (SIDE MILLING)
RTG1003 30 190 5800~6300 1000~1400 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG1003 30 190 5800~6300 1400~1800 0.25~0.3 0.25~0.3 3D#k (3D MILLING)
RTG1005 30 95 2800~3300 700~1000 0.05~0.1 10 7Bt (SLOTTING)
RTG1005 30 95 2800~3300 1000~1400 0.25~0.35 10 & (SLOTTING)
RTG1005 30 95 2800~3300 700~1000 10~20 0.05~0.1  fEI# (SIDE MILLING)
RTG1005 30 95 2800~3300 1000~1400 10~20 0.25~0.35 8% (SIDE MILLING)
RTG1005 30 190 5800~6300 1000~1400 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG1005 30 190 5800~6300 1400~1800 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTG1010 30 95 2800~3300 700~1000 0.05~0.1 10 Bt (SLOTTING)
RTG1010 30 95 2800~3300 1000~1400 0.25~0.35 10 &8t (SLOTTING)
RTG1010 30 95 2800~3300 700~1000 10~20 0.05~0.1  fAl## (SIDE MILLING)
RTG1010 30 95 2800~3300 1000~1400 10~20 0.25~0.35 {Al# (SIDE MILLING)
RTG1010 30 190 5800~6300 1000~1400 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG1010 30 190 5800~6300 1400~1800 0.25~0.3 0.25~0.3 3D#k (3D MILLING)
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RTQ tNHIE#ZER § Milling Conditions

wHIsI4 Work Material $%EHE £ 48 : Chromium Molybdenum Alloy Steels
SCM440 : 1.7225 : 4140 : 42CrMoA (HRc25~28)

R e coln

EEEERRE EE NIRE MIEE
Extension Speed eed (Aa) (Ap)
Length(mm) Cutting Speed- (min") “(mm/min) - Depth of Cut -Width of Cut-

RTG1203 35 90 2200~2700 700~1000 0.05~0.1 12 &%t (SLOTTING)
RTG1203 35 90 2200~2700 800~1200 0.25~0.35 12 7B (SLOTTING)
RTG1203 35 90 2200~2700 700~1000 12~24 0.05~0.1 fAI%t (SIDE MILLING)
RTG1203 35 90 2200~2700 800~1200 12~24 0.25~0.35 fAl$k (SIDE MILLING)
RTG1203 35 190 4800~5300 1000~1400 0.05~0.1 0.05~0.1  3D# (3D MILLING)
RTG1203 35 190 4800~5300 1400~1800 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTG1205 35 90 2200~2700 700~1000 0.05~0.1 12 &t (SLOTTING)
RTG1205 35 90 2200~2700 800~1200 0.25~0.35 12 7B (SLOTTING)
RTG1205 85) 90 2200~2700 700~1000 12~24 0.05~0.1 fAI%t (SIDE MILLING)
RTG1205 35 90 2200~2700 800~1200 12~24 0.25~0.35 {Al$ (SIDE MILLING)
RTG1205 35 190 4800~5300 1000~1400 0.05~0.1 0.05~0.1 3Dt (3D MILLING)
RTG1205 35 190 4800~5300 1400~1800 0.25~0.3 0.25~0.3 3D#t (3D MILLING)
RTG1210 85 90 2200~2700 700~1000 0.05~0.1 12 &%t (SLOTTING)
RTG1210 35 90 2200~2700 800~1200 0.25~0.35 12 7B (SLOTTING)
RTG1210 35 90 2200~2700 700~1000 12~24 0.05~0.1 fIs (SIDE MILLING)
RTG1210 35 90 2200~2700 800~1200 12~24 0.25~0.35 fAl#k (SIDE MILLING)
RTG1210 85 190 4800~5300 1000~1400 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG1210 35 190 4800~5300 1400~1800 0.25~0.3 0.25~0.3  3D#t (3D MILLING)
RTG1215 35 90 2200~2700 700~1000 0.05~0.1 12 &3t (SLOTTING)
RTG1215 85 90 2200~2700 800~1200 0.25~0.35 12 7Bt (SLOTTING)
RTG1215 35 90 2200~2700 700~1000 12~24 0.05~0.1 fAI%t (SIDE MILLING)
RTG1215 35 90 2200~2700 800~1200 12~24 0.25~0.35 fal%t (SIDE MILLING)
RTG1215 85| 190 4800~5300 1000~1400 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG1215 85 190 4800~5300 1400~1800 0.25~0.3 0.25~0.3 3D#t (3D MILLING)
RTG1220 85 90 2200~2700 700~1000 0.05~0.1 12 7B (SLOTTING)
RTG1220 35 90 2200~2700 800~1200 0.25~0.35 12 7B (SLOTTING)
RTG1220 35 90 2200~2700 700~1000 12~24 0.05~0.1 {8l (SIDE MILLING)
RTG1220 85 90 2200~2700 800~1200 12~24 0.25~0.35 fAl$k (SIDE MILLING)
RTG1220 35 190 4800~5300 1000~1400 0.05~0.1 0.05~0.1 3D (3D MILLING)

RTG1220 35 190 4800~5300 1400~1800 0.25~0.3 0.25~0.3  3D#t (3D MILLING)
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" : A& T ER /BRI E$H : Alloy Tool Steels / Carbon Tool Steels
g IRt Work Material =
LRSS o)) | b5 sk / SKD61/ SKD11 : 1.2311 ] 11545/ 1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

&I HIEI] Wet coolant

2 5 HHIERE EEEERE HEIGEE PNIRE MIKE mIA
xtension | (m/min) Speed eed (Aa) _(Ap) Milling T
Length(mm) CuttingSpeed:  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
RTG0102 12 30 9000~10000 400~700 0.05~0.1 1 &% (SLOTTING)
RTG0102 12 30 9000~10000 400~700 0.2 1 &t (SLOTTING)
RTG0102 12 30 9000~10000 400~700 1~2 0.05~0.1 {8t (SIDE MILLING)
RTG0102 12 30 9000~10000 400~700 1~2 0.2 {B$% (SIDE MILLING)
RTG0102 12 30 9000~10000 700~1000 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0102 12 30 9000~10000 700~1100 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTG0102 12 60 18000~20000 700~1100 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0102 12 60 18000~20000 800~1200 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTG0152 12 45 9000~10000 400~700 0.05~0.1 1.5 7B (SLOTTING)
RTGO0152 12 45 9000~10000 400~700 0.2 1.5 &% (SLOTTING)
RTG0152 12 45 9000~10000 400~700 1.5~3 0.05~0.1 {8t (SIDE MILLING)
RTG0152 12 45 9000~10000 400~700 155 0.2 {B$% (SIDE MILLING)
RTG0152 12 45 9000~10000 700~1000 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0152 12 45 9000~10000 700~1100 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTG0152 12 90 18000~20000 700~1100 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0152 12 90 18000~20000 800~1200 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTG0202 12 60 9000~9500 500~800 0.05~0.1 2 &% (SLOTTING)
RTG0202 12 60 9000~9500 700~1000 0.2 2 & (SLOTTING)
RTG0202 12 60 9000~9500 500~800 2~4 0.05~0.1 {8t (SIDE MILLING)
RTG0202 12 60 9000~9500 700~1000 2~4 0.2 {B$% (SIDE MILLING)
RTG0202 12 60 9000~10000 700~1000 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0202 12 60 9000~10000 800~1200 0.15~0.2 0.15~0.2 3D# (3D MILLING)
RTG0202 12 105 16000~18000 800~1200 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0202 12 105 16000~18000 1000~1400 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTG0205 12 60 9000~9500 500~800 0.05~0.1 2 &% (SLOTTING)
RTG0205 12 60 9000~9500 700~1000 0.2 2 &% (SLOTTING)
RTG0205 12 60 9000~9500 500~800 2~4 0.05~0.1  fEI# (SIDE MILLING)
RTG0205 12 60 9000~9500 700~1000 2~4 0.2 {B$% (SIDE MILLING)
RTG0205 12 60 9000~10000 700~1000 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0205 12 60 9000~10000 800~1200 0.15~0.2 0.15~0.2 3D# (3D MILLING)
RTG0205 12 105 16000~18000 800~1200 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0205 12 105 16000~18000 1000~1400 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTG0252 12 70 9000~9500 500~800 0.05~0.1 2.5 7B#t (SLOTTING)
RTG0252 12 70 9000~9500 700~1100 0.2 2.5 & (SLOTTING)
RTG0252 12 70 9000~9500 700~1000 28525] 0.05~0.1  fEI# (SIDE MILLING)
RTG0252 12 70 9000~9500 800~1200 2.5~5 0.2 {B$% (SIDE MILLING)
RTG0252 12 75 9000~10000 700~1100 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0252 12 75 9000~10000 800~1200 0.15~0.2 0.15~0.2 3D# (3D MILLING)
RTG0252 12 135 16000~18000 800~1200 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0252 12 135 16000~18000 1200~1600 0.15~0.2 0.15~0.2 3D (3D MILLING)
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Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut -Width of Cut-

RTG0255 12 70 9000~9500 500~800 0.05~0.1 25 &%t (SLOTTING)
RTG0255 12 70 9000~9500 700~1100 0.2 2.5 B8t (SLOTTING)
RTG0255 12 70 9000~9500 700~1000 2.5~5 0.05~0.1 {8l (SIDE MILLING)
RTG0255 12 70 9000~9500 800~1200 2.5~5 0.2 {8k (SIDE MILLING)
RTG0255 12 75 9000~10000 700~1100 0.05~0.1 0.05~0.1 3D# (3D MILLING)
RTG0255 12 75 9000~10000 800~1200 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0255 12 135 16000~18000 800~1200 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0255 12 135 16000~18000 1200~1600 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0302 12 80 8500~9000 500~800 0.05~0.1 8 &%t (SLOTTING)
RTG0302 12 80 8500~9000 700~1100 0.2 3 7Bt (SLOTTING)
RTG0302 12 80 8500~9000 700~1000 3~6 0.05~0.1 {8l (SIDE MILLING)
RTG0302 12 80 8500~9000 800~1200 3~6 0.2 {8k (SIDE MILLING)
RTG0302 12 90 9000~10000 700~1100 0.05~0.1 0.05~0.1 3D# (3D MILLING)
RTG0302 12 90 9000~10000 800~1200 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0302 12 160 16000~18000 800~1200 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0302 12 160 16000~18000 1200~1600 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0303 12 80 8500~9000 500~800 0.05~0.1 3 &%t (SLOTTING)
RTG0303 12 80 8500~9000 700~1100 0.2 3 B8t (SLOTTING)
RTG0303 12 80 8500~9000 700~1000 3~6 0.05~0.1 {8l (SIDE MILLING)
RTG0303 12 80 8500~9000 800~1200 3~6 0.2 {8k (SIDE MILLING)
RTG0303 12 90 9000~10000 700~1100 0.05~0.1 0.05~0.1 3D# (3D MILLING)
RTG0303 12 90 9000~10000 800~1200 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0303 12 160 16000~18000 800~1200 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0303 12 160 16000~18000 1200~1600 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0305 12 80 8500~9000 500~800 0.05~0.1 8] &% (SLOTTING)
RTG0305 12 80 8500~9000 700~1100 0.2 3 7Bt (SLOTTING)
RTG0305 12 80 8500~9000 700~1000 3~6 0.05~0.1 {8l (SIDE MILLING)
RTG0305 12 80 8500~9000 800~1200 3~6 0.2 {8k (SIDE MILLING)
RTG0305 12 90 9000~10000 700~1100 0.05~0.1 0.05~0.1 3D# (3D MILLING)
RTG0305 12 90 9000~10000 800~1200 0.15~0.2 0.15~0.2  3D#t (3D MILLING)
RTG0305 12 160 16000~18000 800~1200 0.05~0.1 0.05~0.1 3Dt (3D MILLING)
RTG0305 12 160 16000~18000 1200~1600 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0402 15 90 7000~7500 500~800 0.05~0.1 4 &%t (SLOTTING)
RTG0402 15 90 7000~7500 700~1000 0.2~0.3 4 B8t (SLOTTING)
RTG0402 15 90 7000~7500 500~800 4~8 0.05~0.1 {8l (SIDE MILLING)
RTG0402 15 90 7000~7500 800~1200 4~8 0.2~0.3  fAl$k (SIDE MILLING)
RTG0402 15 120 9000~10000 700~1100 0.05~0.1 0.05~0.1 3D# (3D MILLING)
RTG0402 15 120 9000~10000 800~1200 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0402 15 180 14000~15000 1000~1400 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0402 15 180 14000~15000 1200~1600 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
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Length(mm) CuttingSpeed  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
RTG0403 15 90 7000~7500 500~800 0.05~0.1 4 &% (SLOTTING)
RTG0403 15 90 7000~7500 700~1000 0.2~0.3 4 &t (SLOTTING)
RTG0403 15 90 7000~7500 500~800 4~8 0.05~0.1 {8t (SIDE MILLING)
RTG0403 15 90 7000~7500 800~1200 4~8 0.2~0.3  fAl$% (SIDE MILLING)
RTG0403 15 120 9000~10000 700~1100 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0403 15 120 9000~10000 800~1200 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTG0403 15 180 14000~15000 1000~1400 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0403 15 180 14000~15000 1200~1600 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTG0405 15 90 7000~7500 500~800 0.05~0.1 4 7B (SLOTTING)
RTG0405 15 90 7000~7500 700~1000 0.2=0.3) 4 &% (SLOTTING)
RTG0405 15 90 7000~7500 500~800 4~8 0.05~0.1 {8t (SIDE MILLING)
RTG0405 15 90 7000~7500 800~1200 4~8 0.2~0.3 A% (SIDE MILLING)
RTG0405 15 120 9000~10000 700~1100 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0405 15 120 9000~10000 800~1200 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTG0405 15 180 14000~15000 1000~1400 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0405 15 180 14000~15000 1200~1600 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTG0503 17 95 5700~6200 500~800 0.05~0.1 5 7B (SLOTTING)
RTG0503 17 95 5700~6200 700~1000 0.2~0.3 5 & (SLOTTING)
RTG0503 17 95 5700~6200 500~800 5~10 0.05~0.1  fEI# (SIDE MILLING)
RTG0503 17 95 5700~6200 800~1200 5~10 0.2~0.3 A% (SIDE MILLING)
RTG0503 17 150 9000~10000 700~1100 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0503 17 150 9000~10000 800~1200 0.15~0.2 0.15~0.2 3D# (3D MILLING)
RTG0503 17 180 11000~12000 1000~1400 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0503 17 180 11000~12000 1200~1600 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTG0505 17 95 5700~6200 500~800 0.05~0.1 5 7B#t (SLOTTING)
RTG0505 17 95 5700~6200 700~1000 0.2~0.3 5) &t (SLOTTING)
RTG0505 17 95 5700~6200 500~800 5~10 0.05~0.1  fEI# (SIDE MILLING)
RTG0505 17 95 5700~6200 800~1200 5~10 0.2~0.3  fAl$% (SIDE MILLING)
RTG0505 17 150 9000~10000 700~1100 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0505 17 150 9000~10000 800~1200 0.15~0.2 0.15~0.2 3D# (3D MILLING)
RTG0505 17 180 11000~12000 1000~1400 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0505 17 180 11000~12000 1200~1600 0.15~0.2 0.15~0.2 3Dt (3D MILLING)
RTG0602 20 95 4700~5200 500~800 0.05~0.1 6 7Bt (SLOTTING)
RTG0602 20 95 4700~5200 700~1000 0.2~0.3 6 &t (SLOTTING)
RTG0602 20 95 4700~5200 500~800 6~12 0.05~0.1  fEI# (SIDE MILLING)
RTG0602 20 95 4700~5200 800~1200 6~12 0.2~0.3  fAl$% (SIDE MILLING)
RTG0602 20 180 9000~10000 1200~1600 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0602 20 180 9000~10000 1400~1800 0.2~0.25 0.2~0.25 3D# (3D MILLING)
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xtension mimin) Speed eed (Aa) (Ap) Milling T
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut Width of Cut- 9 Type
RTG0603 20 95 4700~5200 500~800 0.05~0.1 6 B8t (SLOTTING)
RTG0603 20 95 4700~5200 700~1000 0.2~0.3 6 7Bt (SLOTTING)
RTG0603 20 95 4700~5200 500~800 6~12 0.05~0.1 Al (SIDE MILLING)
RTG0603 20 95 4700~5200 800~1200 6~12 0.2~0.3  fAl# (SIDE MILLING)
RTG0603 20 180 9000~10000 1200~1600 0.05~0.1 0.05~0.1 3D## (3D MILLING)
RTG0603 20 180 9000~10000 1400~1800 0.2~0.25 0.2~0.25 3D## (3D MILLING)
RTG0605 20 95 4700~5200 500~800 0.05~0.1 6 7B (SLOTTING)
RTG0605 20 95 4700~5200 700~1000 0.2~0.3 6 7B (SLOTTING)
RTG0605 20 95 4700~5200 500~800 6~12 0.05~0.1  fAl# (SIDE MILLING)
RTG0605 20 95 4700~5200 800~1200 6~12 0.2~0.3  fl# (SIDE MILLING)
RTG0605 20 180 9000~10000 1200~1600 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0605 20 180 9000~10000 1400~1800 0.2~0.25 0.2~0.25 3D## (3D MILLING)
RTG0610 20 95 4700~5200 500~800 0.05~0.1 6 B8t (SLOTTING)
RTG0610 20 95 4700~5200 700~1000 0.2~0.3 6 7Bt (SLOTTING)
RTG0610 20 95 4700~5200 500~800 6~12 0.05~0.1 {8l (SIDE MILLING)
RTG0610 20 95 4700~5200 800~1200 6~12 0.2~0.3  fAl#t (SIDE MILLING)
RTG0610 20 180 9000~10000 1200~1600 0.05~0.1 0.05~0.1 3D# (3D MILLING)
RTG0610 20 180 9000~10000 1400~1800 0.2~0.25 0.2~0.25 3D## (3D MILLING)
RTG0803 30 100 3800~4300 500~800 0.05~0.1 8 7B (SLOTTING)
RTG0803 30 100 3800~4300 700~1000 0.25~0.35 8 7B (SLOTTING)
RTG0803 30 100 3800~4300 500~800 8~16 0.05~0.1  fAl (SIDE MILLING)
RTG0803 30 100 3800~4300 800~1200 8~16 0.25~0.35 fAl# (SIDE MILLING)
RTG0803 30 190 7200~7700 1200~1600 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0803 30 190 7200~7700 1600~2000 0.25~0.3 0.25~0.3  3D## (3D MILLING)
RTG0805 30 100 3800~4300 500~800 0.05~0.1 8 B8t (SLOTTING)
RTG0805 30 100 3800~4300 700~1000 0.25~0.35 8 7Bt (SLOTTING)
RTG0805 30 100 3800~4300 500~800 8~16 0.05~0.1 {8l (SIDE MILLING)
RTG0805 30 100 3800~4300 800~1200 8~16 0.25~0.35 fAl$# (SIDE MILLING)
RTG0805 30 190 7200~7700 1200~1600 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0805 30 190 7200~7700 1600~2000 0.25~0.3 0.25~0.3  3D##t (3D MILLING)
RTG1002 30 95 2800~3300 500~800 0.05~0.1 10 7B (SLOTTING)
RTG1002 30 95 2800~3300 800~1200 0.25~0.35 10 7B (SLOTTING)
RTG1002 30 75 2200~2700 500~800 10~20 0.05~0.1  fAl$ (SIDE MILLING)
RTG1002 30 75 2200~2700 800~1200 10~20 0.25~0.35 fAl# (SIDE MILLING)
RTG1002 30 190 5800~6300 800~1200 0.05~0.1 0.05~0.1 3D#t (3D MILLING)

RTG1002 30 190 5800~6300 1200~1600 0.25~0.3 0.25~0.3  3D## (3D MILLING)
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Length(mm) |CuttingSpeed  (min"1) {+(mm/min)- Depth of Cut -Width of Cut" 9 lype
RTG1003 30 95 2800~3300 500~800 0.05~0.1 10 7B (SLOTTING)
RTG1003 30 95 2800~3300 800~1200 0.25~0.35 10 &t (SLOTTING)
RTG1003 30 75 2200~2700 500~800 10~20 0.05~0.1 {8t (SIDE MILLING)
RTG1003 30 75 2200~2700 800~1200 10~20 0.25~0.35 fAl$ (SIDE MILLING)
RTG1003 30 190 5800~6300 800~1200 0.05~0.1 0.05~0.1 3D## (3D MILLING)
RTG1003 30 190 5800~6300 1200~1600 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTG1005 30 95 2800~3300 500~800 0.05~0.1 10 Bt (SLOTTING)
RTG1005 30 95 2800~3300 800~1200 0.25~0.35 10 7B# (SLOTTING)
RTG1005 30 75 2200~2700 500~800 10~20 0.05~0.1  fAl$ (SIDE MILLING)
RTG1005 30 75 2200~2700 800~1200 10~20 0.25~0.35 fAl# (SIDE MILLING)
RTG1005 30 190 5800~6300 800~1200 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG1005 30 190 5800~6300 1200~1600 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTG1010 30 95 2800~3300 500~800 0.05~0.1 10 7Bt (SLOTTING)
RTG1010 30 95 2800~3300 800~1200 0.25~0.35 10 &% (SLOTTING)
RTG1010 30 75 2200~2700 500~800 10~20 0.05~0.1 {8t (SIDE MILLING)
RTG1010 30 75 2200~2700 800~1200 10~20 0.25~0.35 {8l (SIDE MILLING)
RTG1010 30 190 5800~6300 800~1200 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG1010 30 190 5800~6300 1200~1600 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTG1203 35 90 2200~2700 500~800 0.05~0.1 12 Bt (SLOTTING)
RTG1203 35 90 2200~2700 700~1000 0.25~0.35 12 &8t (SLOTTING)
RTG1203 35 75 1800~2300 500~800 12~24 0.05~0.1  fAl## (SIDE MILLING)
RTG1203 85 75 1800~2300 700~1000 12~24 0.25~0.35 fAI# (SIDE MILLING)
RTG1203 35 190 4800~5300 800~1200 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG1203 88 190 4800~5300 1000~1400 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTG1205 35 90 2200~2700 500~800 0.05~0.1 12 7B (SLOTTING)
RTG1205 85) 90 2200~2700 700~1000 0.25~0.35 12 &% (SLOTTING)
RTG1205 35 75 1800~2300 500~800 12~24 0.05~0.1  fEI# (SIDE MILLING)
RTG1205 85 75 1800~2300 700~1000 12~24 0.25~0.35 fAl$ (SIDE MILLING)
RTG1205 35 190 4800~5300 800~1200 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG1205 85) 190 4800~5300 1000~1400 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTG1210 35 90 2200~2700 500~800 0.05~0.1 12 Bt (SLOTTING)
RTG1210 85 90 2200~2700 700~1000 0.25~0.35 12 7&#% (SLOTTING)
RTG1210 35 75 1800~2300 500~800 12~24 0.05~0.1  fAl## (SIDE MILLING)
RTG1210 85) 75 1800~2300 700~1000 12~24 0.25~0.35 fAI# (SIDE MILLING)
RTG1210 35 190 4800~5300 800~1200 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG1210 35 190 4800~5300 1000~1400 0.25~0.3 0.25~0.3 3D (3D MILLING)



ovF WE=AVTTI

K& § Milling Conditions

. . A& T B/ BT A : Alloy Tool Steels / Carbon Tool Steels
ki t) k Mati | =
LM ESE 1)) | ps ) sK3/ SKD61/ SKD11 : 1.2311 ] 1.1545 / 1.2379 / 1.2344 : H13 / D2 (HRc23~32)
AA1AR Coolant Type Z&ICHDEI] Wet coolant

TNERRE  GIHEEE EEERE EREE TRE MIKE

Extension (m/min) Speed Feed (Aa) . (Ap) Mﬂ?géﬂ

Length(mm) *Cutting'Speed:  (min"1) “(mmimin)~ Depth of Cut ~Widthof Gut- 9 Type
RTG1215 35 90 2200~2700 500~800 0.05~0.1 12 %% (SLOTTING)
RTG1215 35 90 2200~2700 700~1000  0.25~0.35 12 8% (SLOTTING)
RTG1215 35 75 1800~2300 500~800 12~24 0.05~0.1 {83 (SIDE MILLING)
RTG1215 35 75 1800~2300 700~1000 12~24  0.25~0.35 I (SIDE MILLING)
RTG1215 35 190 4800~5300 800~1200 0.05~0.1  0.05~0.1 3D# (3D MILLING)
RTG1215 35 190 4800~5300 1000~1400  0.25~0.3  0.25~0.3 3D# (3D MILLING)
RTG1220 35 90 2200~2700 500~800 0.05~0.1 12 i##% (SLOTTING)
RTG1220 35 90 2200~2700 700~1000  0.25~0.35 12 &8k (SLOTTING)
RTG1220 35 75 1800~2300 500~800 12~24 0.05~0.1 {l3 (SIDE MILLING)
RTG1220 35 75 1800~2300 700~1000 12~24  0.25~0.35 Al (SIDE MILLING)
RTG1220 35 190 4800~5300 800~1200 0.05~0.1  0.05~0.1 3D# (3D MILLING)
RTG1220 35 190 4800~5300 1000~1400  0.25~0.3  0.25~0.3 3D# (3D MILLING)

" : SAEE / TEWEEE : Prehardened Steels
ki 1)
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Extension (m/mln) Spg(_efi Feed (Aa) ) (Ap) Milling Type
Length(mm) ~Cutting Speed- (min1) “(mm/min) - Depth of Cut -Width of Cut"
RTG0102 12 30 9000~10000 400~700 0.05~0.1 1 7B (SLOTTING)
RTG0102 12 30 9000~10000 400~600 0.2 1 7% (SLOTTING)
RTG0102 12 30 9000~10000 400~600 1~2 0.05~0.1 {8l (SIDE MILLING)
RTG0102 12 30 9000~10000 400~600 1~2 0.2 {AI$% (SIDE MILLING)
RTG0102 12 30 9000~10000 700~1000 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0102 12 30 9000~10000 700~1000 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTG0102 12 60 18000~20000 700~1000 0.05~0.1 0.05~0.1 3Dt (3D MILLING)
RTG0102 12 60 18000~20000 800~1100 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0152 12 45 9000~10000 400~700 0.05~0.1 1.5 78 (SLOTTING)
RTG0152 12 45 9000~10000 400~600 0.2 1.5 7% (SLOTTING)
RTG0152 12 45 9000~10000 400~600 1.5~3 0.05~0.1 {8l (SIDE MILLING)
RTG0152 12 45 9000~10000 400~600 1.5~3 0.2 {AI$% (SIDE MILLING)
RTG0152 12 45 9000~10000 700~1000 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0152 12 45 9000~10000 700~1000 0.15~0.2 0.15~0.2 3Dt (3D MILLING)
RTG0152 12 90 18000~20000 700~1000 0.05~0.1 0.05~0.1 3Dt (3D MILLING)
(

RTG0152 12 90 18000~20000 800~1100 0.15~0.2 0.15~0.2 3D (3D MILLING)




ENTEY A=Y/ oviF

DA+ Work Material

Extension

Length(mm) | Cutting Speed

RTG0202
RTG0202
RTG0202
RTG0202
RTG0202
RTG0202
RTG0202
RTG0202
RTG0205
RTG0205
RTG0205
RTG0205
RTG0205
RTG0205
RTG0205
RTG0205
RTG0252
RTG0252
RTG0252
RTG0252
RTG0252
RTG0252
RTG0252
RTG0252
RTG0255
RTG0255
RTG0255
RTG0255
RTG0255
RTG0255
RTG0255
RTG0255
RTG0302
RTG0302
RTG0302
RTG0302
RTG0302
RTG0302
RTG0302
RTG0302

177

TG

HHIERE
(m/min)

60
60
60
60
60
60
105
105
60
60
60
60
60
60
105
105
70
70
70
70
75
75
135
135
70
70
70
70
75
75
135
135
80
80
80
80
90
90
160
160

K& EZ | Milling Conditions

=R /| TaMESR : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

EEEEE
Speed
(min")

9000~9500
9000~9500
9000~9500
9000~9500
9000~10000
9000~10000
16000~18000
16000~18000
9000~9500
9000~9500
9000~9500
9000~9500
9000~10000
9000~10000
16000~18000
16000~18000
9000~9500
9000~9500
9000~9500
9000~9500
9000~10000
9000~10000
16000~18000
16000~18000
9000~9500
9000~9500
9000~9500
9000~9500
9000~10000
9000~10000
16000~18000
16000~18000
8500~9000
8500~9000
8500~9000
8500~9000
9000~10000
9000~10000
16000~18000
16000~18000

ERERE
eed

~(mm/min) - Depth of Cut - Width of Cut"

500~800
700~900
500~700
700~900
700~900
800~1200
800~1100
1000~1300
500~800
700~900
500~700
700~900
700~900
800~1100
800~1100
1000~1300
500~800
700~1000
700~900
800~1100
700~1000
800~1100
800~1100
1200~1500
500~800
700~1000
700~900
800~1100
700~1000
800~1100
800~1100
1200~1500
500~800
700~1000
700~900
800~1100
700~1000
800~1100
800~1100
1200~1500

&I EEI] Wet coolant

PNIRE MIBE
(Aa) (Ap)
0.05~0.1 2
0.2 2
2~4 0.05~0.1
2~4 0.2
0.05~0.1 0.05~0.1
0.15~0.2  0.15~0.2
0.05~0.1 0.05~0.1
0.15~0.2  0.15~0.2
0.05~0.1 2
0.2 2
2~4 0.05~0.1
2~4 0.2
0.05~0.1 0.05~0.1
0.15~0.2  0.15~0.2
0.05~0.1 0.05~0.1
0.15~0.2  0.15~0.2
0.05~0.1 2.5
0.2 25
2.5=5 0.05~0.1
2.5~5 0.2
0.05~0.1 0.05~0.1
0.15~0.2  0.15~0.2
0.05~0.1 0.05~0.1
0.15~0.2  0.15~0.2
0.05~0.1 25
0.2 2.5
2.5~5 0.05~0.1
2.5~5 0.2
0.05~0.1 0.05~0.1
0.15~0.2  0.15~0.2
0.05~0.1 0.05~0.1
0.15~0.2 0.15~0.2
0.05~0.1 3
0.2 3
3~6 0.05~0.1
3~6 0.2
0.05~0.1 0.05~0.1
0.15~0.2  0.15~0.2
0.05~0.1 0.05~0.1
0.15~0.2  0.15~0.2

mIs=R
Milling Type

%% (SLOTTING)
8% (SLOTTING)
{81% (SIDE MILLING)
{8I%% (SIDE MILLING)
3Dt (3D MILLING
3Dt (3D MILLING
3D$ (3D MILLING
3D (3D MILLING
8% (SLOTTING)

8% (SLOTTING)

{8I%% (SIDE MILLING)
{8I%% (SIDE MILLING)
3Dt (3D MILLING
3Dt (3D MILLING
3D$t (3D MILLING
3D (3D MILLING
8% (SLOTTING)

8% (SLOTTING)

{81%% (SIDE MILLING)
{8I%% (SIDE MILLING)
3D$t (3D MILLING
3Dt (3D MILLING
3D$t (3D MILLING
3D (3D MILLING
%% (SLOTTING)

%% (SLOTTING)

{81% (SIDE MILLING)
{8I%% (SIDE MILLING)
3Dt (3D MILLING
3Dt (3D MILLING
3D$t (3D MILLING
3D (3D MILLING
%% (SLOTTING)

8% (SLOTTING)

{81% (SIDE MILLING)
{8I%% (SIDE MILLING)
3Dt (3D MILLING
3Dt (3D MILLING
3D$ (3D MILLING
3D (3D MILLING

)
)
)
)
)
)
)
)
)
)
)
)
)
)
)
)

)
)
)
)
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RTQ tIHIEHEZR | Milling Conditions

WEIIH Work Material SEEESH | FERESH : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

R e el

EEEERE 5 INIRE MIKE
Extension r ) Speed eed (Aa) (Ap) M
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut Width of Cut-

RTG0303 12 80 8500~9000 500~800 0.05~0.1 3 &%t (SLOTTING)
RTG0303 12 80 8500~9000 700~1000 0.2 3 7Bt (SLOTTING)
RTG0303 12 80 8500~9000 700~900 3~6 0.05~0.1 fAI%t (SIDE MILLING)
RTG0303 12 80 8500~9000 800~1100 3~6 0.2 {8k (SIDE MILLING)
RTG0303 12 90 9000~10000 700~1000 0.05~0.1 0.05~0.1 3D# (3D MILLING)
RTG0303 12 90 9000~10000 800~1100 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0303 12 160 16000~18000 800~1100 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0303 12 160 16000~18000 1200~1500 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0305 12 80 8500~9000 500~800 0.05~0.1 8 &%t (SLOTTING)
RTG0305 12 80 8500~9000 700~1000 0.2 3 7Bt (SLOTTING)
RTG0305 12 80 8500~9000 700~900 3~6 0.05~0.1 fAI%t (SIDE MILLING)
RTG0305 12 80 8500~9000 800~1100 3~6 0.2 {8k (SIDE MILLING)
RTG0305 12 90 9000~10000 700~1000 0.05~0.1 0.05~0.1 3D# (3D MILLING)
RTG0305 12 90 9000~10000 800~1100 0.15~0.2 0.15~0.2  3D#t (3D MILLING)
RTG0305 12 160 16000~18000 800~1100 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0305 12 160 16000~18000 1200~1500 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0402 15 90 7000~7500 500~800 0.05~0.1 4 &%t (SLOTTING)
RTG0402 15 90 7000~7500 700~1000 0.2~0.3 4 7Bt (SLOTTING)
RTG0402 15 90 7000~7500 700~900 4~8 0.05~0.1 {8l (SIDE MILLING)
RTG0402 15 90 7000~7500 800~1100 4~8 0.2~0.3  fAl$k (SIDE MILLING)
RTG0402 15 120 9000~10000 700~1000 0.05~0.1 0.05~0.1 3D# (3D MILLING)
RTG0402 15 120 9000~10000 800~1100 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0402 15 180 14000~15000 800~1100 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0402 15 180 14000~15000 1200~1500 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0403 15 90 7000~7500 500~800 0.05~0.1 4 &t (SLOTTING)
RTG0403 15 90 7000~7500 700~1000 0.2~0.3 4 &8t (SLOTTING)
RTG0403 15 90 7000~7500 700~900 4~8 0.05~0.1 {8l (SIDE MILLING)
RTG0403 15 90 7000~7500 800~1100 4~8 0.2~0.3  fAl$k (SIDE MILLING)
RTG0403 15 120 9000~10000 700~1000 0.05~0.1 0.05~0.1 3D# (3D MILLING)
RTG0403 15 120 9000~10000 800~1100 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0403 15 180 14000~15000 800~1100 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0403 15 180 14000~15000 1200~1500 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0405 15 90 7000~7500 500~800 0.05~0.1 4 &t (SLOTTING)
RTG0405 15 90 7000~7500 700~1000 0.2~0.3 4 &8t (SLOTTING)
RTG0405 15 90 7000~7500 700~900 4~8 0.05~0.1 {8l (SIDE MILLING)
RTG0405 15 90 7000~7500 800~1100 4~8 0.2~0.3  fAl$k (SIDE MILLING)
RTG0405 15 120 9000~10000 700~1000 0.05~0.1 0.05~0.1 3D# (3D MILLING)
RTG0405 15 120 9000~10000 800~1100 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0405 15 180 14000~15000 800~1100 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0405 15 180 14000~15000 1200~1500 0.15~0.2 0.15~0.2 3D#t (3D MILLING)




ENTEY A=Y/ oviF

RTQ K& EZR | Milling Conditions
| ¥V A |

I Work Material SFEER | TaMELR : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

&I EIHEI] Wet coolant

2 : HEEE EEEEE ERERE ITRE MIKE mIAs
xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) | Cutting Speed (min") [~ (mm/min)  Depth of Cut 1 Width of Cut 9 lype
RTG0503 17 95 5700~6200 500~800 0.05~0.1 5 Bt (SLOTTING)
RTG0503 17 95 5700~6200 700~1000 0.2~0.3 5 B8t (SLOTTING)
RTG0503 17 95 5700~6200 700~900 5~10 0.05~0.1 fAl#k (SIDE MILLING)
RTG0503 17 95 5700~6200 800~1100 5~10 0.2~0.3  fAlf (SIDE MILLING)
RTG0503 17 150 9000~10000 700~1000 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0503 17 150 9000~10000 800~1100 0.15~0.2 0.15~0.2  3D#t (3D MILLING)
RTG0503 17 180 11000~12000 800~1100 0.05~0.1 0.05~0.1  3D#t (3D MILLING)
RTG0503 17 180 11000~12000 1200~1500 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0505 17 95 5700~6200 500~800 0.05~0.1 5 &% (SLOTTING)
RTG0505 17 95 5700~6200 700~1000 0.2~0.3 5 B8t (SLOTTING)
RTG0505 17 95 5700~6200 700~900 5~10 0.05~0.1  fAI#k (SIDE MILLING)
RTG0505 17 95 5700~6200 800~1100 5~10 0.2~0.3  fAlf (SIDE MILLING)
RTG0505 17 150 9000~10000 700~1000 0.05~0.1 0.05~0.1  3D## (3D MILLING)
RTG0505 17 150 9000~10000 800~1100 0.15~0.2 0.15~0.2  3D#t (3D MILLING)
RTG0505 17 180 11000~12000 800~1100 0.05~0.1 0.05~0.1  3D#t (3D MILLING)
RTG0505 17 180 11000~12000 1200~1500 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTG0602 20 95 4700~5200 500~800 0.05~0.1 6 Bt (SLOTTING)
RTG0602 20 95 4700~5200 700~1000 0.2~0.3 6 &8t (SLOTTING)
RTG0602 20 95 4700~5200 500~800 6~12 0.05~0.1  fAl#k (SIDE MILLING)
RTG0602 20 95 4700~5200 800~1200 6~12 0.2~0.3  fAlf (SIDE MILLING)
RTG0602 20 180 9000~10000 1200~1600 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0602 20 180 9000~10000 1400~1800 0.2~0.25 0.2~0.25 3D#t (3D MILLING)
RTG0603 20 95 4700~5200 500~800 0.05~0.1 6 &8 (SLOTTING)
RTG0603 20 95 4700~5200 700~1000 0.2~0.3 6 Bt (SLOTTING)
RTG0603 20 95 4700~5200 500~800 6~12 0.05~0.1  {A% (SIDE MILLING)
RTG0603 20 95 4700~5200 800~1200 6~12 0.2~0.3  fAl# (SIDE MILLING)
RTG0603 20 180 9000~10000 1200~1600 0.05~0.1 0.05~0.1  3D#t (3D MILLING)
RTG0603 20 180 9000~10000 1400~1800 0.2~0.25 0.2~0.25 3D# (3D MILLING)
RTG0605 20 95 4700~5200 500~800 0.05~0.1 6 Bt (SLOTTING)
RTG0605 20 95 4700~5200 700~900 0.2~0.3 6 B8t (SLOTTING)
RTG0605 20 95 4700~5200 500~700 6~12 0.05~0.1  fAl#k (SIDE MILLING)
RTG0605 20 95 4700~5200 800~1100 6~12 0.2~0.3  fAlf (SIDE MILLING)
RTG0605 20 180 9000~10000 1200~1400 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG0605 20 180 9000~10000 1400~1600 0.2~0.25 0.2~0.25 3D#t (3D MILLING)
RTG0610 20 95 4700~5200 500~800 0.05~0.1 6 &8 (SLOTTING)
RTG0610 20 95 4700~5200 700~900 0.2~0.3 6 B#t (SLOTTING)
RTG0610 20 95 4700~5200 500~700 6~12 0.05~0.1  {Ai% (SIDE MILLING)
RTG0610 20 95 4700~5200 800~1100 6~12 0.2~0.3  fAl# (SIDE MILLING)
RTG0610 20 180 9000~10000 1200~1400 0.05~0.1 0.05~0.1  3D#t (3D MILLING)
RTG0610 20 180 9000~10000 1400~1600 0.2~0.25 0.2~0.25 3D# (3D MILLING)



opHF \\EZEEATT
RTQ K& § Milling Conditions
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SEESH | FERESH : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

J&IUEE] Wet coolant

2 5 EEEERRE RE NIRE MIKE mIAs
xtension n ) Spfegd eed (Aa) . (Ap) Milling T
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut -Width of Cut- 9 Type
RTG0803 30 100 3800~4300 500~800 0.05~0.1 8 7B (SLOTTING)
RTG0803 30 100 3800~4300 700~900 0.25~0.35 8 7B (SLOTTING)
RTG0803 30 100 3800~4300 500~800 8~16 0.05~0.1 fBIs (SIDE MILLING)
RTG0803 30 100 3800~4300 800~1100 8~16 0.25~0.35 fAI%t (SIDE MILLING)
RTG0803 30 190 7200~7700 1200~1400 0.05~0.1 0.05~0.1 3D## (3D MILLING)
RTG0803 30 190 7200~7700 1600~1800 0.25~0.3 0.25~0.3  3D#t (3D MILLING)
RTG0805 30 100 3800~4300 500~800 0.05~0.1 8 &t (SLOTTING)
RTG0805 30 100 3800~4300 700~900 0.25~0.35 8 &t (SLOTTING)
RTG0805 30 100 3800~4300 500~800 8~16 0.05~0.1 fAI%t (SIDE MILLING)
RTG0805 30 100 3800~4300 800~1100 8~16 0.25~0.35 {8l (SIDE MILLING)
RTG0805 30 190 7200~7700 1200~1400 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG0805 30 190 7200~7700 1600~1800 0.25~0.3  0.25~0.3 3D# (3D MILLING)
RTG1002 30 95 2800~3300 500~800 0.05~0.1 10 &% (SLOTTING)
RTG1002 30 95 2800~3300 800~1200 0.25~0.35 10 7B (SLOTTING)
RTG1002 30 75 2200~2700 500~800 10~20 0.05~0.1 {8l (SIDE MILLING)
RTG1002 30 75 2200~2700 800~1200 10~20 0.25~0.35 fAl$k (SIDE MILLING)
RTG1002 30 190 5800~6300 800~1200 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG1002 30 190 5800~6300 1200~1600 0.25~0.3 0.25~0.3  3D#t (3D MILLING)
RTG1003 30 95 2800~3300 500~800 0.05~0.1 10 7Bt (SLOTTING)
RTG1003 30 95 2800~3300 800~1200 0.25~0.35 10 7B (SLOTTING)
RTG1003 30 75 2200~2700 500~800 10~20 0.05~0.1  fAI%t (SIDE MILLING)
RTG1003 30 75 2200~2700 800~1200 10~20 0.25~0.35 {8l (SIDE MILLING)
RTG1003 30 190 5800~6300 800~1200 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTG1003 30 190 5800~6300 1200~1600 0.25~0.3 0.25~0.3 3D#t (3D MILLING)
RTG1005 30 95 2800~3300 500~800 0.05~0.1 10 &t (SLOTTING)
RTG1005 30 95 2800~3300 800~1200 0.25~0.35 10 7B (SLOTTING)
RTG1005 30 75 2200~2700 500~800 10~20 0.05~0.1 {8l (SIDE MILLING)
RTG1005 30 75 2200~2700 800~1200 10~20 0.25~0.35 fAl$k (SIDE MILLING)
RTG1005 30 190 5800~6300 800~1200 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG1005 30 190 5800~6300 1200~1600 0.25~0.3 0.25~0.3  3D#t (3D MILLING)
RTG1010 30 95 2800~3300 500~800 0.05~0.1 10 &t (SLOTTING)
RTG1010 30 95 2800~3300 800~1200 0.25~0.35 10 7B (SLOTTING)
RTG1010 30 75 2200~2700 500~800 10~20 0.05~0.1  fAI%t (SIDE MILLING)
RTG1010 30 75 2200~2700 800~1200 10~20 0.25~0.35 {8l (SIDE MILLING)
RTG1010 30 190 5800~6300 800~1200 0.05~0.1 0.05~0.1 3Dt (3D MILLING)

RTG1010 30 190 5800~6300 1200~1600 0.25~0.3 0.25~0.3 3D (3D MILLING)
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RTQ IHIEEZR | Milling Conditions
| ¥V A | /]

I Work Material SFER | TaMELR : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

;&I EEI] Wet coolant

2 5 HIERE EEEERE HEIGEE MIFE MIRE mIAs
xtension | (m/min) Speed eed (Aa) _(Ap) Milling T
Length(mm) |CuttingSpeed  (min"1) {+(mm/min)- Depth of Cut -Width of Cut" 9 lype
RTG1203 35 90 2200~2700 500~800 0.05~0.1 12 7B (SLOTTING)
RTG1203 35 90 2200~2700 700~1000 0.25~0.35 12 &t (SLOTTING)
RTG1203 35 75 1800~2300 500~800 12~24 0.05~0.1 {8t (SIDE MILLING)
RTG1203 85 75 1800~2300 700~1000 12~24 0.25~0.35 fAl$k (SIDE MILLING)
RTG1203 35 190 4800~5300 800~1200 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG1203 35 190 4800~5300 1000~1400 0.25~0.3 0.25~0.3 3D#t (3D MILLING)
RTG1205 35 90 2200~2700 500~800 0.05~0.1 12 Bt (SLOTTING)
RTG1205 35 90 2200~2700 700~1000 0.25~0.35 12 &8t (SLOTTING)
RTG1205 35 75 1800~2300 500~800 12~24 0.05~0.1  fAl$ (SIDE MILLING)
RTG1205 35 75 1800~2300 700~1000 12~24 0.25~0.35 fAI# (SIDE MILLING)
RTG1205 35 190 4800~5300 800~1200 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG1205 35 190 4800~5300 1000~1400 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTG1210 85 90 2200~2700 500~800 0.05~0.1 12 7B (SLOTTING)
RTG1210 35 90 2200~2700 700~1000 0.25~0.35 12 &t (SLOTTING)
RTG1210 35 75 1800~2300 500~800 12~24 0.05~0.1 {8t (SIDE MILLING)
RTG1210 35 75 1800~2300 700~1000 12~24 0.25~0.35 {8l (SIDE MILLING)
RTG1210 85 190 4800~5300 800~1200 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG1210 35 190 4800~5300 1000~1400 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTG1215 35 90 2200~2700 500~800 0.05~0.1 12 7Bt (SLOTTING)
RTG1215 85 90 2200~2700 700~1000 0.25~0.35 12 &8t (SLOTTING)
RTG1215 35 75 1800~2300 500~800 12~24 0.05~0.1  fAI$ (SIDE MILLING)
RTG1215 85) 75 1800~2300 700~1000 12~24 0.25~0.35 fAl# (SIDE MILLING)
RTG1215 35 190 4800~5300 800~1200 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG1215 85 190 4800~5300 1000~1400 0.25~0.3 0.25~0.3 3Dt (3D MILLING)
RTG1220 85 90 2200~2700 500~800 0.05~0.1 12 7B (SLOTTING)
RTG1220 85) 90 2200~2700 700~1000 0.25~0.35 12 & (SLOTTING)
RTG1220 35 75 1800~2300 500~800 12~24 0.05~0.1  fEI# (SIDE MILLING)
RTG1220 85 75 1800~2300 700~1000 12~24 0.25~0.35 fAl$ (SIDE MILLING)
RTG1220 85 190 4800~5300 800~1200 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTG1220 85) 190 4800~5300 1000~1400 0.25~0.3 0.25~0.3 3D (3D MILLING)
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T tNHIE#EZR § Milling Conditions

¥ A B -

” . Wk3=8H / §584 : Carbon Steels / Cast Iron
K tDEI44 Work Material
M S50C / Fc250 / SS400 : 11210/ 0.6025 /1.0036 : 1050 / NO.35 / A70 Gr45 (~HRc22)

R e coln

EEEERE EE NIRE MIKE
Extension r ) Speed eed (Aa) (Ap) M
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut Width of Cut-

RTA0205 12 60 9000~9500 800~1000 0.11~0.14 1~2 &% (SLOTTING)
RTA0205 12 60 9000~9500 800~1000 0.05~0.07 1~2 7B (SLOTTING)
RTA0205 12 100 15500~16500 1200~1400 0.11~0.14 =2 7B (SLOTTING)
RTA0205 12 100 15500~16500 900~1100 0.05~0.07 1~2 7B (SLOTTING)
RTA0205 12 60 9000~9500 1000~1200 2~4 0.12~0.15 fAl$k (SIDE MILLING)
RTA0205 12 60 9000~9500 700~900 2~4 0.05~0.07 {8I% (SIDE MILLING)
RTA0205 12 85 13500~14000 1100~1300 2~4 0.12~0.15 {3 (SIDE MILLING)
RTA0205 12 85 13500~14000 800~1000 2~4 0.05~0.07 A8k (SIDE MILLING)
RTA0205 12 60 9000~9500 1200~1400 0.12~0.15 0.12~0.15 3D# (3D MILLING)
RTA0205 12 60 9000~9500 1100~1300 0.05~0.07  0.05~0.07 3D#t (3D MILLING)
RTA0205 12 150 23000~24000 1800~2200 0.12~0.15 0.12~0.15 3D#t (3D MILLING)
RTA0205 12 150 23000~24000 1800~2200 0.05~0.07  0.05~0.07 3D#t (3D MILLING)
RTA0305 12 85 8800~9300 800~1000 0.12~0.15 1~3 7B (SLOTTING)
RTA0305 12 85 8800~9300 800~1000 0.06~0.08 1I=L5) 7B (SLOTTING)
RTA0305 12 100 10500~11000 1000~1200 0.12~0.15 1=8 7B (SLOTTING)
RTA0305 12 100 10500~11000 900~1100 0.06~0.08 =8 7B (SLOTTING)
RTA0305 12 85 8800~9300 1000~1200 3~6 0.12~0.15 {8l$% (SIDE MILLING)
RTA0305 12 85 8800~9300 800~1000 3~6 0.06~0.08 fl$ (SIDE MILLING)
RTA0305 12 85 8800~9300 1000~1200 0.12~0.15 0.12~0.15 3D#t (3D MILLING)
RTA0305 12 85 8800~9300 1000~1200 0.06~0.08 0.06~0.08 3D (3D MILLING)
RTA0305 12 165 17000~18000 1800~2200  0.12~0.15 0.12~0.15 3D## (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 7B (SLOTTING)
RTA0405 14 100 8000~8400 800~1000 0.06~0.08 2~4 7Bt (SLOTTING)
RTA0405 14 85 6500~7000 800~1000 4~8 0.12~0.15 fAI%t (SIDE MILLING)
RTA0405 14 85 6500~7000 600~800 4~8 0.06~0.08 fAl$ (SIDE MILLING)
RTA0405 14 110 8700~9200 800~1000 0.12~0.15 0.12~0.15 3D#t (3D MILLING)
RTA0405 14 110 8700~9200 600~800 0.06~0.08 0.06~0.08 3Déf (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 (3D MILLING)
RTA0410 14 100 8000~8400 700~900 0.12~0.15 1~4 7B (SLOTTING)
RTA0410 14 100 8000~8400 800~1000 0.06~0.08 1~4 7B (SLOTTING)
RTA0410 14 85 6500~7000 800~1000 4~8 0.12~0.15 {8l$% (SIDE MILLING)
RTA0410 14 85 6500~7000 600~800 4~8 0.06~0.08 I (SIDE MILLING)
RTA0410 14 110 8700~9200 900~1100 0.12~0.15 0.12~0.15 3D#t (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)




ENTEY A=Y/ oviF

TA tIEEH3R | Milling Conditions
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” ; k=4l | $£8 : Carbon Steels / Cast Iron
sanll=l Work Material
AN S50C | Fe250 / SS400 : 11210 /0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr45 (~HRc22)
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xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) | Cutting Speed (min") [~ (mm/min)  Depth of Cut 1 Width of Cut 9 lype
RTA0505 17 95 5800~6300 900~1100 0.15~0.18 =) &%t (SLOTTING)
RTA0505 17 120 7300~7800 800~1200 0.06~0.08 8285 &t (SLOTTING)
RTA0505 17 95 5800~6300 800~1000 5~10 0.15~0.18 fAl# (SIDE MILLING)
RTA0505 17 95 5800~6300 600~800 5~10 0.06~0.08 fAl$ (SIDE MILLING)
RTA0505 17 135 8300~8800 1400~1800 0.15~0.18  0.15~0.18 3D## (3D MILLING)
RTA0505 17 135 8300~8800 1300~1700 0.06~0.08 0.06~0.08 3D (3D MILLING)
RTA0505 17 165 10500~11000 1700~2100 0.15~0.18  0.15~0.18 3D (3D MILLING)
RTA0505 17 165 10500~11000 1600~2000 0.06~0.08 0.06~0.08 3D## (3D MILLING)
RTA0510 17 95 5800~6300 900~1100 0.15~0.18 2~5 &%t (SLOTTING)
RTA0510 17 120 7300~7800 800~1200 0.06~0.08 2=l &t (SLOTTING)
RTA0510 17 95 5800~6300 800~1000 5~10 0.15~0.18 fAl# (SIDE MILLING)
RTA0510 17 95 5800~6300 600~800 5~10 0.06~0.08 fAl$ (SIDE MILLING)
RTA0510 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)
RTA0510 17 165 10500~11000 1700~2100 0.15~0.18  0.15~0.18 3D (3D MILLING)
RTA0510 17 165 10500~11000 1600~2000 0.06~0.08 0.06~0.08 3D## (3D MILLING)
RTA0605 20 95 4800~5200 900~1100 0.15~0.18 4~6 &% (SLOTTING)
RTA0605 20 120 6200~6600 800~1200 0.06~0.08 4~6 & (SLOTTING)
RTA0605 20 95 4800~5200 800~1000 6~12 0.15~0.18 fAI# (SIDE MILLING)
RTA0605 20 95 4800~5200 600~800 6~12 0.06~0.08 fAl$ (SIDE MILLING)
RTA0605 20 135 7200~7600 1400~1800  0.15~0.18 0.15~0.18 3D# (3D MILLING)
RTA0605 20 135 7200~7600 1300~1700 0.06~0.08 0.06~0.08 3D (3D MILLING)
RTA0610 20 80 4200~4600 900~1100 0.15~0.18 3~6 Bt (SLOTTING)
RTA0610 20 130 6800~7200 800~1200 0.06~0.08 3~6 &8t (SLOTTING)
RTA0610 20 95 5000~5500 800~1000 6~12 0.15~0.18 {Al$% (SIDE MILLING)
RTA0610 20 95 5000~5500 600~800 6~12 0.06~0.08 fAI$ (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 3D## (3D MILLING)
RTA0805 30 125 5000~5600 900~1100 0.18~0.23 6~8 &%t (SLOTTING)
RTA0805 30 135 5200~5600 600~800 0.07~0.1 6~8 &t (SLOTTING)
RTA0805 30 90 3500~4000 700~1000 8~16 0.18~0.23 fAl# (SIDE MILLING)
RTA0805 30 90 3500~4000 600~800 8~16 0.07~0.1  fAI$ (SIDE MILLING)
RTA0805 30 150 6000~6600 1600~2000 0.18~0.23  0.18~0.23 3D## (3D MILLING)
RTA0805 30 190 7500~8000 1100~1500 0.07~0.1 0.07~0.1  3D# (3D MILLING)
RTA0810 30 125 5000~5600 900~1100 0.18~0.23 5~8 Bt (SLOTTING)
RTA0810 30 135 5200~5600 600~800 0.07~0.1 5~8 &8t (SLOTTING)
RTA0810 30 90 3500~4000 600~1000 8~16 0.18~0.23 {Al$% (SIDE MILLING)
RTA0810 30 90 3500~4000 600~800 8~16 0.07~0.1  fAI# (SIDE MILLING)
RTA0810 30 150 6000~6600 1600~2000 0.18~0.23  0.18~0.23 3D# (3D MILLING)
RTA0810 30 190 7500~8000 1000~1400 0.07~0.1 0.07~0.1 3D (3D MILLING)
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K tDEI44 Work Material
M S50C / Fc250 / SS400 : 11210/ 0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr45 (~HRc22)

R e coln

2 5 EEEERRE EE NIRE MIEE mIAs
xtension mimin) Speed eed (Aa) (Ap) Milling T
Length(mm) *Cutting Speed (min") ~(mm/min)  Depth of Cut -Width of Cut- 9 Type
RTA1005 35 125 4000~4500 800~1200 0.2~0.25 8~10 &% (SLOTTING)
RTA1005 35 135 4200~4600 600~800 0.07~0.1 8~10 7Bt (SLOTTING)
RTA1005 35 90 2800~3200 600~900 10~20 0.2~0.25 {8l (SIDE MILLING)
RTA1005 85 90 2800~3200 600~800 10~20 0.07~0.1  fAI%t (SIDE MILLING)
RTA1005 85 150 4800~5400 1600~2000 0.2~0.25 0.2~0.25 3D (3D MILLING)
RTA1005 35 190 6000~6500 1200~1600 0.07~0.1 0.07~0.1 3D#t (3D MILLING)
RTA1010 35 125 4000~4500 800~1200 0.2~0.25 7~10 7B (SLOTTING)
RTA1010 35 135 4200~4600 600~800 0.07~0.1 7~10 7B (SLOTTING)
RTA1010 85) 90 2800~3200 600~900 10~20 0.2~0.25 f8l$# (SIDE MILLING)
RTA1010 35 90 2800~3200 600~800 10~20 0.07~0.1  fAI%t (SIDE MILLING)
RTA1010 85 150 4800~5400 1600~2000 0.2~0.25 0.2~0.25 3D#t (3D MILLING)
RTA1010 35 190 6000~6500 1200~1600 0.07~0.1 0.07~0.1 3D#t (3D MILLING)
RTA1015 35 125 4000~4500 800~1200 0.2~0.25 6~10 &% (SLOTTING)
RTA1015 35 135 4200~4600 600~800 0.07~0.1 6~10 7Bt (SLOTTING)
RTA1015 35 90 2800~3200 600~900 10~20 0.2~0.25 fAl (SIDE MILLING)
RTA1015 35 90 2800~3200 600~800 10~20 0.07~0.1  f8I%t (SIDE MILLING)
RTA1015 85 150 4800~5400 1600~2000 0.2~0.25 0.2~0.25 3D (3D MILLING)
RTA1015 35 190 6000~6500 1200~1600 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
RTA1020 85 125 4000~4500 800~1200 0.2~0.25 5~10 7B (SLOTTING)
RTA1020 85 135 4200~4600 600~800 0.07~0.1 5~10 7B (SLOTTING)
RTA1020 35 90 2800~3200 600~900 10~20 0.2~0.25 fAI%t (SIDE MILLING)
RTA1020 35 90 2800~3200 600~800 10~20 0.07~0.1  fAI%t (SIDE MILLING)
RTA1020 85| 150 4800~5400 1600~2000 0.2~0.25 0.2~0.25 3D#t (3D MILLING)
RTA1020 85 190 6000~6500 1200~1600 0.07~0.1 0.07~0.1 3Dt (3D MILLING)
RTA1210 40 75 2000~2500 800~1100 0.2~0.25 9~12 &% (SLOTTING)
RTA1210 40 150 4000~4500 800~1000 0.07~0.12 9~12 7Bt (SLOTTING)
RTA1210 40 105 2800~3200 600~800 12~24 0.2~0.25 {8l (SIDE MILLING)
RTA1210 40 105 2800~3200 400~600 12~24 0.07~0.12 fAl$% (SIDE MILLING)
RTA1210 40 150 4000~4500 1400~1600 0.2~0.25  0.2~0.25 3D# (3D MILLING)
RTA1210 40 170 4500~5000 1300~1600 0.07~0.12  0.07~0.12 3D#t (3D MILLING)
RTA1220 40 75 2000~2500 800~1100 0.2~0.25 712 7B (SLOTTING)
RTA1220 40 150 4000~4500 800~1000 0.07~0.12 =12 7B (SLOTTING)
RTA1220 40 105 2800~3200 600~800 12~24 0.2~0.25 fAl%t (SIDE MILLING)
RTA1220 40 105 2800~3200 400~600 12~24 0.07~0.12 {8l$ (SIDE MILLING)
RTA1220 40 150 4000~4500 1400~1600 0.2~0.25 0.2~0.25 3D#t (3D MILLING)

RTA1220 40 170 4500~5000 1300~1600 0.07~0.12  0.07~0.12 3D#t (3D MILLING)
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g IRt Work Material =
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xtension | (m/min) Speed eed (Aa) _(Ap) Milling T
Length(mm) |CuttingSpeed  (min"1) {+(mm/min)- Depth of Cut -Width of Cut" 9 lype
RTA0205 12 60 9000~9500 700~900 0.11~0.14 1~2 &% (SLOTTING)
RTA0205 12 60 9000~9500 700~900 0.05~0.07 52 &t (SLOTTING)
RTA0205 12 90 14000~15000 1000~1200 0.11~0.14 =2 7Bt (SLOTTING)
RTA0205 12 90 14000~15000 900~1100 0.05~0.07 1~2 7&#% (SLOTTING)
RTA0205 12 60 9000~9500 900~1100 2~4 0.12~0.15 fAI% (SIDE MILLING)
RTA0205 12 60 9000~9500 700~900 2~4 0.05~0.07 fAI$% (SIDE MILLING)
RTA0205 12 85 13500~14000 1100~1300 2~4 0.12~0.15 fAI$ (SIDE MILLING)
RTA0205 12 85 13500~14000 800~1000 2~4 0.05~0.07 fAI$k (SIDE MILLING)
RTA0205 12 60 9000~9500 1000~1200 0.12~0.15 0.12~0.15 3D# (3D MILLING)
RTA0205 12 60 9000~9500 1000~1200 0.05~0.07  0.05~0.07 3D## (3D MILLING)
RTA0205 12 140 22000~23000 1600~2000 0.12~0.15 0.12~0.15 3D (3D MILLING)
RTA0205 12 140 22000~23000 1600~2000 0.05~0.07  0.05~0.07 3D## (3D MILLING)
RTA0305 12 85 8800~9300 600~800 0.12~0.15 1~3 &%t (SLOTTING)
RTA0305 12 85 8800~9300 700~900 0.06~0.08 =L Bt (SLOTTING)
RTA0305 12 100 10500~11000 1000~1200 0.12~0.15 1=8 Bt (SLOTTING)
RTA0305 12 100 10500~11000 900~1100 0.06~0.08 1=38 &8t (SLOTTING)
RTA0305 12 85 8800~9300 800~1000 3~6 0.12~0.15 {Al$k (SIDE MILLING)
RTA0305 12 85 8800~9300 700~900 3~6 0.06~0.08 Al (SIDE MILLING)
RTA0305 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## (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 (3D MILLING)
RTA0405 14 95 7800~8200 600~800 0.12~0.15 2~4 Bt (SLOTTING)
RTA0405 14 100 8000~8400 600~900 0.06~0.08 2~4 &8t (SLOTTING)
RTA0405 14 85 6500~7000 700~900 4~8 0.12~0.15 {Al$% (SIDE MILLING)
RTA0405 14 85 6500~7000 400~600 4~8 0.06~0.08 fAI# (SIDE MILLING)
RTA0405 14 110 8700~9200 800~1100 0.12~0.15 0.12~0.15 3D (3D MILLING)
RTA0405 14 110 8700~9200 1000~1300 0.06~0.08 0.06~0.08 3D## (3D MILLING)
RTA0405 14 145 11000~12000 1200~1400 0.12~0.15 0.12~0.15 3D# (3D MILLING)
RTA0405 14 155 12000~13000 1300~1700 0.06~0.08 0.06~0.08 3D (3D MILLING)
RTA0410 14 95 7800~8200 600~800 0.12~0.15 1~4 7Bt (SLOTTING)
RTA0410 14 100 8000~8400 600~900 0.06~0.08 1~4 &8t (SLOTTING)
RTA0410 14 85 6500~7000 700~900 4~8 0.12~0.15  fil# (SIDE MILLING)
RTA0410 14 85 6500~7000 400~600 4~8 0.06~0.08 fAI# (SIDE MILLING)
RTA0410 14 110 8700~9200 800~1100 0.12~0.15 0.12~0.15 3D (3D MILLING)
RTA0410 14 110 8700~9200 1000~1300 0.06~0.08 0.06~0.08 3D## (3D MILLING)
RTA0410 14 145 11000~12000 1200~1400 0.12~0.15 0.12~0.15 3D# (3D MILLING)
RTA0410 14 155 12000~13000 1300~1700 0.06~0.08 0.06~0.08 3D (3D MILLING)
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RTA0505 17 85 5200~5700 900~1100 0.15~0.18 3~5 &% (SLOTTING)
RTA0505 17 120 7300~7800 800~1200 0.06~0.08 &5 7B (SLOTTING)
RTA0505 17 85 5200~5700 800~1000 5~10 0.15~0.18 fAI$ (SIDE MILLING)
RTA0505 17 95 5800~6300 600~800 5~10 0.06~0.08 fHl$ (SIDE MILLING)
RTA0505 17 135 8300~8800 1300~1700 0.15~0.18  0.15~0.18 3D (3D MILLING)
RTA0505 17 135 8300~8800 1200~1600 0.06~0.08 0.06~0.08 3D#t (3D MILLING)
RTA0505 17 160 10000~10500 1600~1900 0.15~0.18  0.15~0.18 3D#t (3D MILLING)
RTA0505 17 160 10000~10500 1500~1800 0.06~0.08 0.06~0.08 3Dt (3D MILLING)
RTA0510 17 85 5200~5700 900~1100 0.15~0.18 2~5 Bt (SLOTTING)
RTA0510 17 120 7300~7800 800~1200 0.06~0.08 2=k 7B (SLOTTING)
RTA0510 17 85 5200~5700 800~1000 5~10 0.15~0.18 {8l (SIDE MILLING)
RTA0510 17 95 5800~6300 600~800 5~10 0.06~0.08 fAl$ (SIDE MILLING)
RTA0510 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#t (3D MILLING)
RTA0510 17 160 10000~10500 1600~1900 0.15~0.18  0.15~0.18 3D#t (3D MILLING)
RTA0510 17 160 10000~10500 1500~1800 0.06~0.08 0.06~0.08 3Déf (3D MILLING)
RTA0605 20 85 4200~4700 800~1000 0.15~0.18 4~6 Bt (SLOTTING)
RTA0605 20 115 5700~6200 800~1200 0.06~0.08 4~6 7B (SLOTTING)
RTA0605 20 85 4200~4600 700~900 6~12 0.15~0.18 fAI$ (SIDE MILLING)
RTA0605 20 90 4400~4800 500~700 6~12 0.06~0.08 fAis# (SIDE MILLING)
RTA0605 20 135 7200~7600 1200~1600 0.15~0.18 0.15~0.18 3D (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 7B (SLOTTING)
RTA0610 20 115 5700~6200 800~1200 0.06~0.08 8=6) 7B (SLOTTING)
RTA0610 20 85 4200~4600 700~900 6~12 0.15~0.18 fAl#t (SIDE MILLING)
RTA0610 20 90 4400~4800 500~700 6~12 0.06~0.08 fal# (SIDE MILLING)
RTA0610 20 135 7200~7600 1200~1600 0.15~0.18  0.15~0.18 3D#t (3D MILLING)
RTA0610 20 135 7200~7600 1200~1600 0.06~0.08 0.06~0.08 3Déf (3D MILLING)
RTA0805 30 100 3800~4300 800~1000 0.18~0.23 6~8 Bt (SLOTTING)
RTA0805 30 135 5200~5600 600~800 0.07~0.1 6~8 7B (SLOTTING)
RTA0805 30 80 3000~3500 600~900 8~16 0.18~0.23 fAl$ (SIDE MILLING)
RTA0805 30 90 3400~3800 600~800 8~16 0.07~0.1  f8I%t (SIDE MILLING)
RTA0805 30 105 4000~4500 1600~1800 0.18~0.23 0.18~0.23 3D (3D MILLING)
RTA0805 30 185 7200~7700 1000~1400 0.07~0.1 0.07~0.1 3D#t (3D MILLING)
RTA0810 30 100 3800~4300 800~1000 0.18~0.23 5~8 7B (SLOTTING)
RTA0810 30 135 5200~5600 600~800 0.07~0.1 58] 7B (SLOTTING)
RTA0810 30 80 3000~3500 600~900 8~16 0.18~0.23 Al (SIDE MILLING)
RTA0810 30 90 3400~3800 600~800 8~16 0.07~0.1  fAlgk (SIDE MILLING)
RTA0810 30 105 4000~4500 1600~1800 0.18~0.23  0.18~0.23 3D#t (3D MILLING)
RTA0810 30 185 7200~7700 1000~1400 0.07~0.1 0.07~0.1 3D#t (3D MILLING)
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Length(mm) |CuttingSpeed  (min"1) Depth of Cut +Width-of Gut- 9 lype
RTA1005 35 100 3000~3400 700~1000 0.2~0.25 8~10 &%t (SLOTTING)
RTA1005 35 135 4200~4600 600~800 0.07~0.1 8~10 Bt (SLOTTING)
RTA1005 35 80 2400~2800 500~700 10~20 0.15~0.2 {8k (SIDE MILLING)
RTA1005 35 90 2800~3200 450~650 10~20 0.07~0.1  fAI$# (SIDE MILLING)
RTA1005 35 105 3200~3600 1200~1600 0.2~0.25 0.2~0.25 3D# (3D MILLING)
RTA1005 35 185 5800~6200 1000~1400 0.07~0.1 0.07~0.1 3D (3D MILLING)
RTA1010 35 100 3000~3400 700~1000 0.2~0.25 70 Bt (SLOTTING)
RTA1010 35 135 4200~4600 600~800 0.07~0.1 7~10 &8t (SLOTTING)
RTA1010 35 80 2400~2800 500~700 10~20 0.15~0.2  fl$ (SIDE MILLING)
RTA1010 35 90 2800~3200 450~650 10~20 0.07~0.1  fAI# (SIDE MILLING)
RTA1010 85 105 3200~3600 1200~1600 0.2~0.25 0.2~0.25 3D (3D MILLING)
RTA1010 35 185 5800~6200 1000~1400 0.07~0.1 0.07~0.1 3D (3D MILLING)
RTA1015 85 100 3000~3400 700~1000 0.2~0.25 6~10 &% (SLOTTING)
RTA1015 35 135 4200~4600 600~800 0.07~0.1 6~10 Bt (SLOTTING)
RTA1015 35 80 2400~2800 500~700 10~20 0.15~0.2 {8k (SIDE MILLING)
RTA1015 35 90 2800~3200 450~650 10~20 0.07~0.1  fAI$ (SIDE MILLING)
RTA1015 35 105 3200~3600 1200~1600 0.2~0.25 0.2~0.25 3D#t (3D MILLING)
RTA1015 35 185 5800~6200 1000~1400 0.07~0.1 0.07~0.1 3D (3D MILLING)
RTA1020 35 100 3000~3400 700~1000 0.2~0.25 =10 Bt (SLOTTING)
RTA1020 85 135 4200~4600 600~800 0.07~0.1 5~10 &8t (SLOTTING)
RTA1020 35 80 2400~2800 500~700 10~20 0.15~0.2  fAl# (SIDE MILLING)
RTA1020 35 90 2800~3200 450~650 10~20 0.07~0.1  fAI# (SIDE MILLING)
RTA1020 35 105 3200~3600 1200~1600 0.2~0.25 0.2~0.25 3D (3D MILLING)
RTA1020 B8] 185 5800~6200 1000~1400 0.07~0.1 0.07~0.1 3D (3D MILLING)
RTA1210 40 75 2000~2400 600~900 0.2~0.25 9~12 7B (SLOTTING)
RTA1210 40 145 3800~4200 800~1000 0.07~0.12 9~12 Bt (SLOTTING)
RTA1210 40 70 1800~2200 600~800 12~24 0.15~0.2 {8t (SIDE MILLING)
RTA1210 40 70 1800~2200 300~500 12~24 0.07~0.12 {Al$k (SIDE MILLING)
RTA1210 40 140 3600~4000 1000~1200 0.2~0.25 0.2~0.25 3D# (3D MILLING)
RTA1210 40 150 4500~5000 1200~1500 0.07~0.12  0.07~0.12 3D (3D MILLING)
RTA1220 40 75 2000~2400 600~900 0.2~0.25 7~12 Bt (SLOTTING)
RTA1220 40 145 3800~4200 800~1000 0.07~0.12 =12 &8t (SLOTTING)
RTA1220 40 70 1800~2200 600~800 12~24 0.15~0.2  fAl# (SIDE MILLING)
RTA1220 40 70 1800~2200 300~500 12~24 0.07~0.12 {AI$% (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)
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T K& § Milling Conditions
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WEIEIH Work Material SEEESH | FERESH : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

R e coln

2 5 EEEERRE EE INIRE MIKE mIAs
xtension mimin) Speed eed (Aa) (Ap) Milling T
Length(mm) Cutting Speed (minT) ~(mm/min)  Depth of Cut Width of Cut- 9 Type
RTA0205 12 60 9000~9500 700~900 0.11~0.14 1~2 &% (SLOTTING)
RTA0205 12 60 9000~9500 700~900 0.05~0.07 1~2 7B (SLOTTING)
RTA0205 12 90 14000~15000 1000~1200 0.11~0.14 (52 7B (SLOTTING)
RTA0205 12 90 14000~15000 900~1100 0.05~0.07 1~2 7B (SLOTTING)
RTA0205 12 60 9000~9500 900~1100 2~4 0.12~0.15 fAl$k (SIDE MILLING)
RTA0205 12 60 9000~9500 700~900 2~4 0.05~0.07 {8l$ (SIDE MILLING)
RTA0205 12 85 13500~14000 1100~1300 2~4 0.12~0.15 fAI$ (SIDE MILLING)
RTA0205 12 85 13500~14000 800~1000 2~4 0.05~0.07 fAI$% (SIDE MILLING)
RTA0205 12 60 9000~9500 1000~1200 0.12~0.15 0.12~0.15 3D#t (3D MILLING)
RTA0205 12 60 9000~9500 1000~1200 0.05~0.07  0.05~0.07 3D#t (3D MILLING)
RTA0205 12 140 22000~23000 1600~2000 0.12~0.15 0.12~0.15 3D#t (3D MILLING)
RTA0205 12 140 22000~23000 1600~2000 0.05~0.07 0.05~0.07 3Dé# (3D MILLING)
RTA0305 12 85 8800~9300 600~800 0.12~0.15 1~3 &% (SLOTTING)
RTA0305 12 85 8800~9300 700~900 0.06~0.08 1I=L5) 7B (SLOTTING)
RTA0305 12 100 10500~11000 1000~1200 0.12~0.15 1=8 7B (SLOTTING)
RTA0305 12 100 10500~11000 900~1100 0.06~0.08 =8 7B (SLOTTING)
RTA0305 12 85 8800~9300 800~1000 3~6 0.12~0.15 {8l$% (SIDE MILLING)
RTA0305 12 85 8800~9300 700~900 3~6 0.06~0.08 fAl$ (SIDE MILLING)
RTA0305 12 85 8800~9300 1000~1200 0.12~0.15 0.12~0.15 3D#t (3D MILLING)
RTA0305 12 85 8800~9300 1000~1200 0.06~0.08 0.06~0.08 3D (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 7B (SLOTTING)
RTA0405 14 100 8000~8400 600~900 0.06~0.08 2~4 7B (SLOTTING)
RTA0405 14 85 6500~7000 700~900 4~8 0.12~0.15 fAI%t (SIDE MILLING)
RTA0405 14 85 6500~7000 400~600 4~8 0.06~0.08 fal% (SIDE MILLING)
RTA0405 14 110 8700~9200 800~1100 0.12~0.15 0.12~0.15 3D#t (3D MILLING)
RTA0405 14 110 8700~9200 1000~1300 0.06~0.08 0.06~0.08 3Déf (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#t (3D MILLING)
RTA0410 14 95 7800~8200 600~800 0.12~0.15 1~4 7B (SLOTTING)
RTA0410 14 100 8000~8400 600~900 0.06~0.08 1~4 7B (SLOTTING)
RTA0410 14 85 6500~7000 700~900 4~8 0.12~0.15 {8l$% (SIDE MILLING)
RTA0410 14 85 6500~7000 400~600 4~8 0.06~0.08 fl$ (SIDE MILLING)
RTA0410 14 110 8700~9200 800~1100 0.12~0.15 0.12~0.15 3D#t (3D MILLING)
RTA0410 14 110 8700~9200 1000~1300 0.06~0.08 0.06~0.08 3D# (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)




ENTEYA==Y)// oviF

TA tIEEH2R | Milling Conditions
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I Work Material =R /| TaMELR : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

;&I EEI] Wet coolant

2 . HIERE EEEERE HEIGEE PNIRE MIBE mIA
xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) | Cutting Speed (min") ~(mm/min)  Depth of Cut Width of Cut 9 lype
RTA0505 17 85 5200~5700 900~1100 0.15~0.18 =) &%t (SLOTTING)
RTA0505 17 120 7300~7800 800~1200 0.06~0.08 8285 &t (SLOTTING)
RTA0505 17 85 5200~5700 800~1000 5~10 0.15~0.18 fAl# (SIDE MILLING)
RTA0505 17 95 5800~6300 600~800 5~10 0.06~0.08 fAl$ (SIDE MILLING)
RTA0505 17 135 8300~8800 1300~1700 0.15~0.18  0.15~0.18 3D## (3D MILLING)
RTA0505 17 135 8300~8800 1200~1600 0.06~0.08 0.06~0.08 3D (3D MILLING)
RTA0505 17 160 10000~10500 1600~1900 0.15~0.18  0.15~0.18 3D (3D MILLING)
RTA0505 17 160 10000~10500 1500~1800 0.06~0.08 0.06~0.08 3D## (3D MILLING)
RTA0510 17 85 5200~5700 900~1100 0.15~0.18 2~5 &% (SLOTTING)
RTA0510 17 120 7300~7800 800~1200 0.06~0.08 2=l &t (SLOTTING)
RTA0510 17 85 5200~5700 800~1000 5~10 0.15~0.18 fAl# (SIDE MILLING)
RTA0510 17 95 5800~6300 600~800 5~10 0.06~0.08 fAl$ (SIDE MILLING)
RTA0510 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## (3D MILLING)
RTA0605 20 85 4200~4700 800~1000 0.15~0.18 4~6 &% (SLOTTING)
RTA0605 20 115 5700~6200 800~1200 0.06~0.08 4~6 &t (SLOTTING)
RTA0605 20 85 4200~4600 700~900 6~12 0.15~0.18 fAl# (SIDE MILLING)
RTA0605 20 90 4400~4800 500~700 6~12 0.06~0.08 fAl$ (SIDE MILLING)
RTA0605 20 135 7200~7600 1200~1600  0.15~0.18 0.15~0.18 3D# (3D MILLING)
RTA0605 20 135 7200~7600 1200~1600 0.06~0.08 0.06~0.08 3D (3D MILLING)
RTA0610 20 85 4200~4700 800~1000 0.15~0.18 3~6 Bt (SLOTTING)
RTA0610 20 115 5700~6200 800~1200 0.06~0.08 3~6 &8t (SLOTTING)
RTA0610 20 85 4200~4600 700~900 6~12 0.15~0.18  {Al$% (SIDE MILLING)
RTA0610 20 90 4400~4800 500~700 6~12 0.06~0.08 fAI# (SIDE MILLING)
RTA0610 20 135 7200~7600 1200~1600 0.15~0.18  0.15~0.18 3D (3D MILLING)
RTA0610 20 135 7200~7600 1200~1600 0.06~0.08 0.06~0.08 3D## (3D MILLING)
RTA0805 30 100 3800~4300 800~1000 0.18~0.23 6~8 &% (SLOTTING)
RTA0805 30 135 5200~5600 600~800 0.07~0.1 6~8 &% (SLOTTING)
RTA0805 30 80 3000~3500 600~900 8~16 0.18~0.23 fAl# (SIDE MILLING)
RTA0805 30 90 3400~3800 600~800 8~16 0.07~0.1  fAI$ (SIDE MILLING)
RTA0805 30 105 4000~4500 1600~1800  0.18~0.23  0.18~0.23 3D# (3D MILLING)
RTA0805 30 185 7200~7700 1000~1400 0.07~0.1 0.07~0.1  3D# (3D MILLING)
RTA0810 30 100 3800~4300 800~1000 0.18~0.23 5~8 Bt (SLOTTING)
RTA0810 30 135 5200~5600 600~800 0.07~0.1 5~8 &8t (SLOTTING)
RTA0810 30 80 3000~3500 600~900 8~16 0.18~0.23 {Al$% (SIDE MILLING)
RTA0810 30 90 3400~3800 600~800 8~16 0.07~0.1  fAI# (SIDE MILLING)
RTA0810 30 105 4000~4500 1600~1800 0.18~0.23  0.18~0.23 3D (3D MILLING)
RTA0810 30 185 7200~7700 1000~1400 0.07~0.1 0.07~0.1 3D (3D MILLING)
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SEEESH | FERESH : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)
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xtension (m/min) Speed d (Aa) . Ap) Milling T
Length(mm) *Cutting Speed (min") ~(mm/min)  Depth of Cut Width of Cut- 9 1ype
RTA1005 35 100 3000~3400 700~1000 0.2~0.25 8~10 &% (SLOTTING)
RTA1005 35 135 4200~4600 600~800 0.07~0.1 8~10 7B (SLOTTING)
RTA1005 85 80 2400~2800 500~700 10~20 0.15~0.2 {8l (SIDE MILLING)
RTA1005 35 90 2800~3200 450~650 10~20 0.07~0.1  fAI%t (SIDE MILLING)
RTA1005 85 105 3200~3600 1200~1600 0.2~0.25 0.2~0.25 3D (3D MILLING)
RTA1005 35 185 5800~6200 1000~1400 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
RTA1010 35 100 3000~3400 700~1000 0.2~0.25 7~10 7B (SLOTTING)
RTA1010 35 135 4200~4600 600~800 0.07~0.1 7~10 7B (SLOTTING)
RTA1010 85) 80 2400~2800 500~700 10~20 0.15~0.2  {8$ (SIDE MILLING)
RTA1010 35 90 2800~3200 450~650 10~20 0.07~0.1  fAI%t (SIDE MILLING)
RTA1010 85 105 3200~3600 1200~1600 0.2~0.25 0.2~0.25 3D#t (3D MILLING)
RTA1010 35 185 5800~6200 1000~1400 0.07~0.1 0.07~0.1 3D#t (3D MILLING)
RTA1015 35 100 3000~3400 700~1000 0.2~0.25 6~10 &% (SLOTTING)
RTA1015 35 135 4200~4600 600~800 0.07~0.1 6~10 7B (SLOTTING)
RTA1015 35 80 2400~2800 500~700 10~20 0.15~0.2 {8l (SIDE MILLING)
RTA1015 35 90 2800~3200 450~650 10~20 0.07~0.1  fAI%k (SIDE MILLING)
RTA1015 85 105 3200~3600 1200~1600 0.2~0.25 0.2~0.25 3D (3D MILLING)
RTA1015 35 185 5800~6200 1000~1400 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
RTA1020 85 100 3000~3400 700~1000 0.2~0.25 5~10 7B (SLOTTING)
RTA1020 85 135 4200~4600 600~800 0.07~0.1 5~10 7B (SLOTTING)
RTA1020 35 80 2400~2800 500~700 10~20 0.15~0.2  fAl%t (SIDE MILLING)
RTA1020 35 90 2800~3200 450~650 10~20 0.07~0.1  fAI%t (SIDE MILLING)
RTA1020 85| 105 3200~3600 1200~1600 0.2~0.25 0.2~0.25 3D#t (3D MILLING)
RTA1020 85 185 5800~6200 1000~1400 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
RTA1210 40 75 2000~2400 600~900 0.2~0.25 9~12 &t (SLOTTING)
RTA1210 40 145 3800~4200 800~1000 0.07~0.12 9~12 7B (SLOTTING)
RTA1210 40 70 1800~2200 600~800 12~24 0.15~0.2 {8l (SIDE MILLING)
RTA1210 40 70 1800~2200 300~500 12~24 0.07~0.12 fAI$k (SIDE MILLING)
RTA1210 40 140 3600~4000 1000~1200 0.2~0.25  0.2~0.25 3D# (3D MILLING)
RTA1210 40 150 4500~5000 1200~1500 0.07~0.12  0.07~0.12 3D#t (3D MILLING)
RTA1220 40 75 2000~2400 600~900 0.2~0.25 7=12 7B (SLOTTING)
RTA1220 40 145 3800~4200 800~1000 0.07~0.12 =12 7B (SLOTTING)
RTA1220 40 70 1800~2200 600~800 12~24 0.15~0.2  fAl%t (SIDE MILLING)
RTA1220 40 70 1800~2200 300~500 12~24 0.07~0.12 {8l$ (SIDE MILLING)
RTA1220 40 140 3600~4000 1000~1200 0.2~0.25 0.2~0.25 3D#t (3D MILLING)

RTA1220 40 150 4500~5000 1200~1500 0.07~0.12  0.07~0.12 3D#t (3D MILLING)
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i tEIRF Work Mat |
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xtension | (m/min) Speed eed (Aa) _(Ap) Milling T
Length(mm) |CuttingSpeed  (min"1) {+(mm/min)- Depth of Cut -Width of Cut" 9 lype
RTA0205 12 60 9000~9500 600~800 0.03~0.05 1~2 &% (SLOTTING)
RTA0205 12 60 9000~9500 300~500 2~4 0.03~0.05 fAI# (SIDE MILLING)
RTA0205 12 60 9000~9500 600~800 0.03~0.05 0.03~0.05 3D (3D MILLING)
RTA0205 12 140 22000~23000 1400~1600 0.03~0.05 0.03~0.05 3D## (3D MILLING)
RTA0305 12 85 8800~9300 600~800 0.04~0.06 1~3 &%t (SLOTTING)
RTA0305 12 75 8000~8500 300~500 3~6 0.04~0.06 fAI$% (SIDE MILLING)
RTA0305 12 85 8800~9300 600~800 0.04~0.06  0.04~0.06 3D (3D MILLING)
RTA0305 12 145 15000~16000 1400~1600 0.04~0.06  0.04~0.06 3D# (3D MILLING)
RTA0405 14 90 7200~7600 600~800 0.04~0.06 2~4 7Bt (SLOTTING)
RTA0405 14 75 6000~6400 300~500 4~8 0.04~0.06 {AI$% (SIDE MILLING)
RTA0405 14 110 8700~9200 600~800 0.04~0.06  0.04~0.06 3D (3D MILLING)
RTA0405 14 140 11000~12000 1000~1200 0.04~0.06  0.04~0.06 3D# (3D MILLING)
RTA0410 14 90 7200~7600 600~800 0.04~0.06 1~4 7B (SLOTTING)
RTA0410 14 75 6000~6400 300~500 4~8 0.04~0.06 fAI$% (SIDE MILLING)
RTA0410 14 110 8700~9200 600~800 0.04~0.06  0.04~0.06 3D (3D MILLING)
RTA0410 14 140 11000~12000 1000~1200 0.04~0.06  0.04~0.06 3D# (3D MILLING)
RTA0505 17 95 6000~6600 800~1000 0.05~0.07 3~5 &%t (SLOTTING)
RTA0505 17 75 4800~5200 400~600 5~10 0.05~0.07 fAI$% (SIDE MILLING)
RTA0505 17 135 8600~9000 800~1000 0.05~0.07  0.05~0.07 3D (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 fAI$% (SIDE MILLING)
RTA0510 17 135 8600~9000 800~1000 0.05~0.07  0.05~0.07 3D (3D MILLING)
RTA0510 17 145 9000~10000 1200~1400 0.05~0.07  0.05~0.07 3D# (3D MILLING)
RTA0605 20 95 5000~5500 800~1000 0.05~0.07 4.5 &%t (SLOTTING)
RTA0605 20 75 4000~4400 400~600 6~12 0.05~0.07 fAI$ (SIDE MILLING)
RTA0605 20 135 7200~7600 1000~1200 0.05~0.07  0.05~0.07 3D (3D MILLING)
RTA0610 20 95 5000~5500 800~1000 0.05~0.07 3~6 7&#% (SLOTTING)
RTA0610 20 75 4000~4400 400~600 6~12 0.05~0.07 fAI$k (SIDE MILLING)
RTA0610 20 135 7200~7600 1000~1200 0.05~0.07 0.05~0.07 3Dt (3D MILLING)
RTA0805 30 135 5200~5700 600~800 0.06~0.08 6~8 Bt (SLOTTING)
RTA0805 30 85 3200~3700 400~600 8~16 0.06~0.08 fAl$ (SIDE MILLING)
RTA0805 30 150 6000~6500 800~1000 0.06~0.08 0.06~0.08 3D (3D MILLING)
RTA0810 30 135 5200~5700 600~800 0.06~0.08 5~8 &% (SLOTTING)
RTA0810 30 85 3200~3700 400~600 8~16 0.06~0.08 fEI#% (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 7B# (SLOTTING)
RTA1005 85) 85 2600~3000 400~600 10~20 0.07~0.1  fAI# (SIDE MILLING)
RTA1005 35 150 4800~5200 800~1000 0.07~0.1 0.07~0.1 3D (3D MILLING)
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RTA1010 35 135 4200~4600 600~800 0.07~0.1 7~10 &% (SLOTTING)
RTA1010 85} 85 2600~3000 400~600 10~20 0.07~0.1  fAlgk (SIDE MILLING)
RTA1010 85 150 4800~5200 800~1000 0.07~0.1 0.07~0.1 3Dt (3D MILLING)
RTA1015 85 135 4200~4600 600~800 0.07~0.1 6~10 7B (SLOTTING)
RTA1015 35 85 2600~3000 400~600 10~20 0.07~0.1  fAlgk (SIDE MILLING)
RTA1015 35 150 4800~5200 800~1000 0.07~0.1 0.07~0.1 3Dt (3D MILLING)
RTA1020 85 135 4200~4600 600~800 0.07~0.1 5~10 7B (SLOTTING)
RTA1020 35 85 2600~3000 400~600 10~20 0.07~0.1  fAI%t (SIDE MILLING)
RTA1020 35 150 4800~5200 800~1000 0.07~0.1 0.07~0.1 3D#t (3D MILLING)
RTA1210 40 100 2600~3000 600~800 0.07~0.12 9~12 7B (SLOTTING)
RTA1210 40 60 1600~2000 300~400 12~24 0.07~0.12 A8 (SIDE MILLING)
RTA1210 40 130 3400~3800 600~800 0.07~0.12  0.07~0.12 3D#t (3D MILLING)
RTA1220 40 100 2600~3000 600~800 0.07~0.12 7~12 7Bt (SLOTTING)
RTA1220 40 60 1600~2000 300~400 12~24 0.07~0.12 falgt (SIDE MILLING)

RTA1220 40 130 3400~3800 600~800 0.07~0.12  0.07~0.12 3D# (3D MILLING)
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2 5 HHIERE EEEERE HEIGEE PNIRE MIKE mIA
xtension (m/min) Speed eed (Aa) . (Ap) Milling T
Length(mm) |CuttingSpeed  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
RTD0202 12 60 9000~10000 900~1100 0.1~0.12 1~2 &%t (SLOTTING)
RTD0202 12 60 9000~10000 800~1000 0.04~0.06 152 &t (SLOTTING)
RTD0202 12 100 16000~17000 1100~1300 0.1~0.12 1~2 Bt (SLOTTING)
RTD0202 12 100 16000~17000 1000~1200 0.04~0.06 1~2 &8t (SLOTTING)
RTD0202 12 60 9000~10000 1100~1300 2~4 0.1~0.12  {AI$k (SIDE MILLING)
RTD0202 12 60 9000~10000 800~1000 2~4 0.04~0.06 fAI$% (SIDE MILLING)
RTD0202 12 85 13500~15000 1200~1400 2~4 0.1~0.12  fEI# (SIDE MILLING)
RTD0202 12 85 13500~15000 900~1100 2~4 0.04~0.06 fAI$k (SIDE MILLING)
RTD0202 12 60 9000~10000 1100~1400 0.1~0.12 0.1~0.12 3D (3D MILLING)
RTD0202 12 60 9000~10000 1100~1400 0.04~0.06 0.04~0.06 3Dt (3D MILLING)
RTD0202 12 145 23000~24000 1400~1800 0.1~0.12 0.1~0.12 3D (3D MILLING)
RTD0202 12 145 23000~24000 1400~1800 0.04~0.06  0.04~0.06 3D# (3D MILLING)
RTD0205 12 60 9000~10000 900~1100 0.1~0.12 0.5~2 7B (SLOTTING)
RTD0205 12 60 9000~10000 800~1000 0.04~0.06 0.5~2 &% (SLOTTING)
RTD0205 12 100 16000~17000 1100~1300 0.1~0.12 0.5~2 Bt (SLOTTING)
RTD0205 12 100 16000~17000 1000~1200 0.04~0.06 0.5~2 7&#% (SLOTTING)
RTD0205 12 60 9000~10000 1100~1300 2~4 0.1~0.12  fAl$ (SIDE MILLING)
RTD0205 12 60 9000~10000 800~1000 2~4 0.04~0.06 fAI$% (SIDE MILLING)
RTD0205 12 85 13500~15000 1200~1400 2~4 0.1~0.12  fAI# (SIDE MILLING)
RTD0205 12 85 13500~15000 900~1100 2~4 0.04~0.06 fAI$# (SIDE MILLING)
RTD0205 12 60 9000~10000 1100~1400 0.1~0.12 0.1~0.12 3D (3D MILLING)
RTD0205 12 60 9000~10000 1100~1400 0.04~0.06 0.04~0.06 3Dt (3D MILLING)
RTD0205 12 145 23000~24000 1400~1800 0.1~0.12 0.1~0.12 3D (3D MILLING)
RTD0205 12 145 23000~24000 1400~1800 0.04~0.06  0.04~0.06 3D# (3D MILLING)
RTD0305 12 85 9000~10000 900~1100 0.12~0.15 1~3 7B (SLOTTING)
RTD0305 12 85 9000~10000 800~1000 0.06~0.08 1~3 & (SLOTTING)
RTD0305 12 100 10500~11000 1100~1300 0.12~0.15 =08 Bt (SLOTTING)
RTD0305 12 100 10500~11000 1000~1200 0.06~0.08 =8 &8t (SLOTTING)
RTD0305 12 80 8500~9000 1100~1300 3~6 0.12~0.15 {Al$% (SIDE MILLING)
RTD0305 12 80 8500~9000 800~1000 3~6 0.06~0.08 fAI# (SIDE MILLING)
RTD0305 12 85 9000~10000 1200~1400 3~6 0.12~0.15 {AI$% (SIDE MILLING)
RTD0305 12 85 9000~10000 900~1100 3~6 0.06~0.08 fAl$ (SIDE MILLING)
RTD0305 12 85 9000~10000 1100~1400 0.12~0.15 0.12~0.15 3D# (3D MILLING)
RTD0305 12 85 9000~10000 1100~1400 0.06~0.08 0.06~0.08 3D#t (3D MILLING)
RTD0305 12 145 15000~16000 1400~1800 0.12~0.15 0.12~0.15 3D#t (3D MILLING)
RTD0305 12 150 16000~17000 1400~1800 0.06~0.08 0.06~0.08 3D (3D MILLING)



opaF W=

T D A& HEZR § Milling Conditions

- ) Wk / $£8 : Carbon Steels / Cast Iron
kit Bl Work Mati |
G E RO  550c /o250 / 55400 : 11210 0.6025 /1.0036 : 1050 / NO.35 / A570 Gr.45 (~HRc22)

R Ve coln

EEEERRE EE NIRE MIKE
Extension r ) Speed eed (Aa) (Ap) M
Length(mm) Cutting Speed (min") “(mm/min) - Depth of Cut -Width of Cut-

RTD0405 14 100 8000~8400 1000~1200  0.15~0.18 2~4 &%t (SLOTTING)
RTD0405 14 100 8000~8400 1000~1200 0.07~0.1 2~4 B8t (SLOTTING)
RTD0405 14 85 6800~7200 1000~1200 4~8 0.15~0.18 fl#t (SIDE MILLING)
RTD0405 14 85 6500~7500 800~1000 4~8 0.07~0.1  fAI%t (SIDE MILLING)
RTD0405 14 110 8700~9200 1000~1200  0.15~0.18 0.15~0.18 3D## (3D MILLING)
RTD0405 14 110 8700~9200 1200~1600 0.07~0.1 0.07~0.1 3D#t (3D MILLING)
RTD0405 14 150 12000~13000 1600~2000 0.15~0.18  0.15~0.18 3D#t (3D MILLING)
RTD0405 14 165 13000~14000 1600~2000 0.07~0.1 0.07~0.1 3Dt (3D MILLING)
RTD0505 17 90 5800~6400 1200~1400 0.15~0.18 B85 &% (SLOTTING)
RTD0505 17 130 8000~8500 1000~1400 0.07~0.1 & 7B (SLOTTING)
RTD0505 17 95 6000~7000 1000~1200 5~10 0.15~0.18 fAI$ (SIDE MILLING)
RTDO0505 17 95 6000~7000 800~1000 5~10 0.07~0.1 fIs (SIDE MILLING)
RTD0505 17 135 8500~9000 1400~1800 0.15~0.18  0.15~0.18 3D# (3D MILLING)
RTD0505 17 135 8500~9000 1300~1600 0.07~0.1 0.07~0.1 3D#t (3D MILLING)
RTD0505 17 160 10000~11000 1600~2000 0.15~0.18  0.15~0.18 3D#t (3D MILLING)
RTD0505 17 160 10000~11000 1400~1800 0.07~0.1 0.07~0.1 3D#t (3D MILLING)
RTD0510 17 90 5800~6400 1200~1400 0.15~0.18 2~5 &% (SLOTTING)
RTD0510 17 130 8000~8500 1000~1400 0.07~0.1 2=l B8t (SLOTTING)
RTD0510 17 95 6000~7000 1000~1200 5~10 0.15~0.18 fai#t (SIDE MILLING)
RTDO0510 17 95 6000~7000 800~1000 5~10 0.07~0.1  f8I%t (SIDE MILLING)
RTDO0510 17 135 8500~9000 1400~1800  0.15~0.18 0.15~0.18 3D## (3D MILLING)
RTD0510 17 135 8500~9000 1300~1600 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
RTD0510 17 160 10000~11000 1600~2000 0.15~0.18  0.15~0.18 3D#t (3D MILLING)
RTDO0510 17 160 10000~11000 1400~1800 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
RTD0605 20 90 4800~5400 1400~1600 0.15~0.2 4~6 &t (SLOTTING)
RTD0605 20 130 6800~7200 1400~1600 0.07~0.1 4~6 7B (SLOTTING)
RTD0605 20 95 5000~6000 1000~1200 6~12 0.15~0.2 {8l (SIDE MILLING)
RTD0605 20 95 5000~6000 800~1000 6~12 0.07~0.1  fAI%t (SIDE MILLING)
RTD0605 20 160 8500~9000 1800~2200 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTD0605 20 160 8500~9000 1600~2000 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
RTD0610 20 90 4800~5400 1400~1600 0.15~0.2 3~6 7B (SLOTTING)
RTD0610 20 130 6800~7200 1400~1600 0.07~0.1 3~6 7B (SLOTTING)
RTD0610 20 95 5000~6000 1000~1200 6~12 0.15~0.2  fAI%t (SIDE MILLING)
RTD0610 20 95 5000~6000 800~1000 6~12 0.07~0.1  fAlgk (SIDE MILLING)
RTD0610 20 160 8500~9000 1800~2200 0.15~0.2 0.15~0.2 3D#t (3D MILLING)

RTD0610 20 160 8500~9000 1600~2000 0.07~0.1 0.07~0.1 3D (3D MILLING)




BT W)/ ovi

D IHIEEZR | Milling Conditions

” ; k=4l | $£8 : Carbon Steels / Cast Iron
sanll=l Work Material
AN S50C | Fe250 / SS400 : 1.1210 /06025 /1.0036 : 1050 / NO.35 / AS70 Gr45 (~HRc22)

&I HIEI] Wet coolant

2 5 HHIERE EEEERE HEIGEE PNIRE MIBE mIA
xtension (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) CuttingSpeed:  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
RTD0805 30 135 5200~5800 1000~1400 0.2~0.25 6~8 &%t (SLOTTING)
RTD0805 30 145 5800~6200 1000~1200 0.07~0.11 6~8 &t (SLOTTING)
RTD0805 30 90 3500~4000 1000~1200 8~16 0.2~0.25 {8k (SIDE MILLING)
RTD0805 30 90 3500~4000 700~1000 8~16 0.07~0.11 {8k (SIDE MILLING)
RTD0805 30 190 7500~8500 2000~2400 0.2~0.25 0.2~0.25 3D# (3D MILLING)
RTD0805 30 190 7500~8500 1400~1800 0.07~0.11  0.07~0.11 3D## (3D MILLING)
RTD0810 30 135 5200~5800 1000~1400 0.2~0.25 RS Bt (SLOTTING)
RTD0810 30 145 5800~6200 1000~1200 0.07~0.11 5~8 &8t (SLOTTING)
RTD0810 30 90 3500~4000 1000~1200 8~16 0.2~0.25  fAl# (SIDE MILLING)
RTD0810 30 90 3500~4000 700~1000 8~16 0.07~0.11 {8k (SIDE MILLING)
RTD0810 30 190 7500~8500 2000~2400 0.2~0.25 0.2~0.25 3D (3D MILLING)
RTD0810 30 190 7500~8500 1400~1800 0.07~0.11  0.07~0.11 3D#t (3D MILLING)
RTD1005Z 30 135 4200~4700 1200~1600 0.25~0.3 8~10 &%t (SLOTTING)
RTD1005Z 30 145 4500~5000 800~1000 0.08~0.13 8~10 & (SLOTTING)
RTD1005Z 30 90 2800~3200 800~1200 10~20 0.25~0.3 {8t (SIDE MILLING)
RTD1005Z 30 90 2800~3200 700~900 10~20 0.1~0.15  fAI$# (SIDE MILLING)
RTD1005Z 30 190 6000~7000 2400~2800 0.25~0.3 0.25~0.3  3D## (3D MILLING)
RTD1005Z 30 190 6000~7000 1400~1800 0.08~0.13  0.08~0.13 3D (3D MILLING)
RTD1005 35 135 4200~4700 1200~1600 0.25~0.3 8~10 Bt (SLOTTING)
RTD1005 85 145 4500~5000 800~1000 0.08~0.13 8~10 &8t (SLOTTING)
RTD1005 35 90 2800~3200 800~1200 10~20 0.25~0.3  fAl## (SIDE MILLING)
RTD1005 85 90 2800~3200 700~900 10~20 0.08~0.13 fAI# (SIDE MILLING)
RTD1005 35 190 6000~7000 2100~2500 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTD1005 85 190 6000~7000 1400~1800 0.08~0.13  0.08~0.13 3D# (3D MILLING)
RTD1010Z 30 135 4200~4700 1200~1600 0.25~0.3 7~10 7Bt (SLOTTING)
RTD1010Z 30 145 4500~5000 800~1000 0.08~0.13 7~10 & (SLOTTING)
RTD1010Z 30 90 2800~3200 800~1200 10~20 0.25~0.3 {8t (SIDE MILLING)
RTD1010Z 30 90 2800~3200 700~900 10~20 0.1~0.15  fAI## (SIDE MILLING)
RTD1010Z 30 190 6000~7000 2400~2800 0.25~0.3 0.25~0.3 3D#t (3D MILLING)
RTD1010Z 30 190 6000~7000 1400~1800 0.08~0.13  0.08~0.13 3D (3D MILLING)
RTD1010 35 135 4200~4700 1200~1600 0.25~0.3 7~10 Bt (SLOTTING)
RTD1010 85 145 4500~5000 800~1000 0.08~0.13 =10 &8t (SLOTTING)
RTD1010 35 90 2800~3200 800~1200 10~20 0.25~0.3  fAl## (SIDE MILLING)
RTD1010 85) 90 2800~3200 700~900 10~20 0.1~0.15  fAI# (SIDE MILLING)
RTD1010 35 190 6000~7000 2100~2500 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTD1010 35 190 6000~7000 1400~1800 0.08~0.13  0.08~0.13 3D## (3D MILLING)



opaF W=

T D tIEEH3R | Milling Conditions

” . Wk3=8H / §584 : Carbon Steels / Cast Iron
K tDEI44 Work Material
M S50C / Fc250 / SS400 : 11210/ 0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr45 (~HRc22)

R Ve coln

E 5 EEEERRE EE NIRE MIKE mIAs
xtension n ) Speed eed (Aa) . (Ap) Milling T
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut -Width of Cut- 9 Type
RTD1020Z 30 135 4200~4700 1200~1600 0.25~0.3 5~10 7B (SLOTTING)
RTD1020Z 30 145 4500~5000 800~1000 0.08~0.13 5~10 7B (SLOTTING)
RTD1020Z 30 90 2800~3200 800~1200 10~20 0.25~0.3 {8l (SIDE MILLING)
RTD1020Z 30 90 2800~3200 700~900 10~20 0.1~0.15  fAI%t (SIDE MILLING)
RTD1020Z 30 190 6000~7000 2400~2800 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTD1020Z 30 190 6000~7000 1400~1800 0.08~0.13  0.08~0.13 3D#t (3D MILLING)
RTD1020 35 135 4200~4700 1200~1600 0.25~0.3 5~10 7Bt (SLOTTING)
RTD1020 35 145 4500~5000 800~1000 0.08~0.13 5~10 7B (SLOTTING)
RTD1020 85) 90 2800~3200 800~1200 10~20 0.25~0.3  f8l$# (SIDE MILLING)
RTD1020 35 90 2800~3200 700~900 10~20 0.1~0.15  fAI%t (SIDE MILLING)
RTD1020 85 190 6000~7000 2100~2500 0.25~0.3 0.25~0.3 3D#t (3D MILLING)
RTD1020 35 190 6000~7000 1400~1800 0.08~0.13  0.08~0.13 3D#t (3D MILLING)
RTD1030Z 30 135 4200~4700 1200~1600 0.25~0.3 3~10 &t (SLOTTING)
RTD1030Z 30 145 4500~5000 800~1000 0.08~0.13 3~10 7B (SLOTTING)
RTD1030Z 30 90 2800~3200 800~1200 10~20 0.25~0.3 {8l (SIDE MILLING)
RTD1030Z 30 90 2800~3200 700~900 10~20 0.1~0.15  {AI%t (SIDE MILLING)
RTD1030Z 30 190 6000~7000 2400~2800 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTD1030Z 30 190 6000~7000 1400~1800 0.08~0.13  0.08~0.13 3D#t (3D MILLING)
RTD1030 85 135 4200~4700 1200~1600 0.25~0.3 3~10 7B (SLOTTING)
RTD1030 85 145 4500~5000 800~1000 0.08~0.13 3=~10 7Bt (SLOTTING)
RTD1030 85 90 2800~3200 800~1200 10~20 0.25~0.3  fAl%t (SIDE MILLING)
RTD1030 35 90 2800~3200 700~900 10~20 0.1~0.15  fAI%t (SIDE MILLING)
RTD1030 85| 190 6000~7000 2100~2500 0.25~0.3 0.25~0.3 3D#t (3D MILLING)
RTD1030 85 190 6000~7000 1400~1800 0.08~0.13  0.08~0.13 3D#t (3D MILLING)
RTD1210 40 145 3800~4200 1200~1600 0.25~0.3 9~12 &%t (SLOTTING)
RTD1210 40 150 4000~4500 1400~1600 0.1~0.15 9~12 7B (SLOTTING)
RTD1210 40 105 2800~3200 1000~1200 12~24 0.25~0.3 {8l (SIDE MILLING)
RTD1210 40 105 2800~3200 600~800 12~24 0.1~0.15  {AI%t (SIDE MILLING)
RTD1210 40 170 4500~5000 1600~2000 0.25~0.3  0.25~0.3 3D# (3D MILLING)
RTD1210 40 190 5000~5500 1600~2000 0.1~0.15 0.1~0.15 3D#t (3D MILLING)
RTD1220 40 145 3800~4200 1200~1600 0.25~0.3 7=12 7B (SLOTTING)
RTD1220 40 150 4000~4500 1400~1600 0.1~0.15 =12 7B (SLOTTING)
RTD1220 40 105 2800~3200 1000~1200 12~24 0.25~0.3  fAl%t (SIDE MILLING)
RTD1220 40 105 2800~3200 600~800 12~24 0.1~0.15  fAlgk (SIDE MILLING)
RTD1220 40 170 4500~5000 1600~2000 0.25~0.3 0.25~0.3 3D#t (3D MILLING)

RTD1220 40 190 5000~5500 1600~2000 0.1~0.15 0.1~0.15 3D (3D MILLING)




BT W)/ o

D IHIEEZR | Milling Conditions

” ; k=40 | $£8 : Carbon Steels / Cast Iron
ki Work Material
AN S50C | Fe250 / SS400 : 1.1210 /06025 /1.0036 : 1050 / NO.35 / AS70 Gr45 (~HRc22)

R it coola

TNE/REE  UHEE EEEERE HEIGEE INIRE MIEE IS
Lgﬁtiﬂ(srﬁ:w) o Sn?i?ﬁd R D (tr'? af) t Wi ok Milligglyes
g +Cutting Speed ( ) [ (mm/min) - Depth of Cut Width of Cut"

RTD1230 40 145 3800~4200 1200~1600 0.25~0.3 5~12 &8 (SLOTTING)
RTD1230 40 150 4000~4500 1400~1600 0.1~0.15 5~12 B8 (SLOTTING)
RTD1230 40 105 2800~3200 1000~1200 12~24 0.25~0.3  {Ai#k (SIDE MILLING)
RTD1230 40 105 2800~3200 600~800 12~24 0.1~0.15  {Bi$t (SIDE MILLING)
RTD1230 40 170 4500~5000 1600~2000 0.25~0.3 0.25~0.3 3D# (3D MILLING)
RTD1230 40 190 5000~5500 1600~2000 0.1~0.15 0.1~0.15 3D (3D MILLING)

" . S&THH / ixTEEH : Alloy Tool Steels / Carbon Tool Steels
t =}
Ll IS £20 / P5 / SK3/ SKD61 / SKD11 : 1.2311 /11545 / 1.2379 12344 : H13 ] D2 (HRc23~32)

JEICEDEI Wet coolant

RIgE TNEMHERE | HIHIEE SEERE ERRE MIEE MIEE mIAz
LXRENO, LEr):tetR?Ion) "6 t(tr_n/mén) d (S in 6'31d) Feed‘ D (tr/? af) cut | W'd(tt/\-\ pf) @utsje Milling Type
gth(mm) ' Cutting Spee min epth of Cut - Width of Cu

RTD0202 12 60 9000~10000  800~1000  0.1~0.12 1~2 %% (SLOTTING)
RTD0202 12 60 9000~10000  800~1000  0.04~0.06 1~2 %% (SLOTTING)
RTD0202 12 100 16000~17000 1000~1200 0.1~0.12 1~2 &% (SLOTTING)
RTD0202 12 100 16000~17000  1000~1200  0.04~0.06 1~2 &% (SLOTTING)
RTD0202 12 60 9000~10000  1000~1200 2~4 0.1~0.12 % (SIDE MILLING)
RTD0202 12 60 9000~10000 700~900 2~4 0.04~0.06 % (SIDE MILLING)
RTD0202 12 60 9000~10000 1000~1200 0.1~0.12 0.1~0.12 3D#k (3D MILLING)
RTD0202 12 60 9000~10000  1000~1200  0.04~0.06 0.04~0.06 3D (3D MILLING)
RTD0202 12 140 22000~23000  1200~1600  0.1~0.12  0.1~0.12 3D (3D MILLING)
RTD0202 12 145 23000~24000  1200~1600  0.04~0.06 0.04~0.06 3D (3D MILLING)
RTD0205 12 60 9000~10000 800~1000 0.1~0.12 0.5~2 &8 (SLOTTING)
RTD0205 12 60 9000~10000  800~1000  0.04~0.06  0.5~2  #8 (SLOTTING)
RTD0205 12 100 16000~17000  1000~1200  0.1~0.12 05~2  #% (SLOTTING)
RTD0205 12 100 16000~17000  1000~1200  0.04~0.06  0.5~2 & (SLOTTING)
RTD0205 12 60 9000~10000 1000~1200 2= 0.1~0.12  {8I% (SIDE MILLING)
RTD0205 12 60 9000~10000 700~900 2~4 0.04~0.06 % (SIDE MILLING)
RTD0205 12 60 9000~10000  1000~1200  0.1~0.12  0.1~0.12 3D (3D MILLING)
RTD0205 12 60 9000~10000  1000~1200  0.04~0.06  0.04~0.06 3D$k (3D MILLING)
RTD0205 12 140 22000~23000 1200~1600 0.1~0.12 0.1~0.12 3D (3D MILLING)
RTD0205 12 145 23000~24000  1200~1600  0.04~0.06 0.04~0.06 3D (3D MILLING)



opEF W=

T D tIEE#H3R | Milling Conditions

. . A& T EH /BT A : Alloy Tool Steels / Carbon Tool Steels
#HEIEIRE Work Material =
2UEEIIESIEIN 1)) /b5 ) K3 / SKDG1 / SKD11 : 1.2311 /11545 / 1.2379  1.2344 : H13 / D2 (HRc23~32)

R e el

2 5 EESRE R MIRE MIKE A
xtension mimin) Speed eed (Aa) (Ap) Milling T
Length(mm) Cutting Speed (min'") ~(mm/min)  Depth of Cut Width of Cut- 9 Type
RTD0305 12 85 9000~10000 800~1000 0.12~0.15 1~3 &% (SLOTTING)
RTD0305 12 85 9000~10000 800~1000 0.06~0.08 1~3 7B (SLOTTING)
RTD0305 12 100 10500~11000 1100~1300 0.12~0.15 =8 7Bt (SLOTTING)
RTD0305 12 100 10500~11000 1000~1200 0.06~0.08 1~3 7B (SLOTTING)
RTD0305 12 80 8500~9000 1000~1200 3~6 0.12~0.15 fAl$k (SIDE MILLING)
RTD0305 12 80 8500~9000 700~900 3~6 0.06~0.08 fal$ (SIDE MILLING)
RTD0305 12 85 9000~10000 1000~1200 0.12~0.15 0.12~0.15 3D#t (3D MILLING)
RTD0305 12 85 9000~10000 1000~1200 0.06~0.08 0.06~0.08 3Dé# (3D MILLING)
RTD0305 12 140 14000~15000 1400~1800 0.12~0.15 0.12~0.15 3D#t (3D MILLING)
RTD0305 12 150 16000~17000 1400~1800 0.06~0.08 0.06~0.08 3D#t (3D MILLING)
RTD0405 14 100 8000~8400 800~1000 0.15~0.18 2~4 7B (SLOTTING)
RTD0405 14 100 8000~8400 800~1000 0.07~0.1 2~4 7B (SLOTTING)
RTD0405 14 85 6800~7200 800~1000 4~8 0.15~0.18 Al (SIDE MILLING)
RTD0405 14 85 6500~7000 500~700 4~8 0.07~0.1  fAlgk (SIDE MILLING)
RTD0405 14 110 8700~9200 800~1000 0.15~0.18  0.15~0.18 3D#t (3D MILLING)
RTD0405 14 110 8700~9200 1000~1200 0.07~0.1 0.07~0.1 3Dt (3D MILLING)
RTD0405 14 140 11000~12000 1400~1800 0.15~0.18  0.15~0.18 3D# (3D MILLING)
RTD0405 14 150 12000~13000 1400~1800 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
RTD0505 17 90 5800~6400 800~1000 0.15~0.18 B85 7B (SLOTTING)
RTD0505 17 115 7200~7600 1000~1200 0.07~0.1 B35 7B (SLOTTING)
RTD0505 17 85 5400~6000 800~1000 5~10 0.15~0.18 {Al$ (SIDE MILLING)
RTD0505 17 90 5800~6400 600~800 5~10 0.07~0.1  fAlgk (SIDE MILLING)
RTD0505 17 95 6000~7000 1000~1200 5=10 0.15~0.18 {8I% (SIDE MILLING)
RTD0505 17 95 6000~7000 800~1000 5~10 0.07~0.1 {8k (SIDE MILLING)
RTD0505 17 130 8000~8500 800~1200 0.15~0.18  0.15~0.18 3D# (3D MILLING)
RTD0505 17 130 8000~8500 1000~1400 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
RTD0505 17 160 10000~11000 1600~1800 0.15~0.18  0.15~0.18 3D#t (3D MILLING)
RTD0505 17 160 10000~11000 1300~1700 0.07~0.1 0.07~0.1 3D#t (3D MILLING)
RTD0510 17 90 5800~6400 800~1000 0.15~0.18 2~5 7Bt (SLOTTING)
RTD0510 17 115 7200~7600 1000~1200 0.07~0.1 2=l 7B (SLOTTING)
RTD0510 17 85 5400~6000 800~1000 5110 0.15~0.18 fEI## (SIDE MILLING)
RTDO0510 17 90 5800~6400 600~800 5~10 0.07~0.1 {8k (SIDE MILLING)
RTD0510 17 95 6000~7000 1000~1200 5~10 0.15~0.18 il (SIDE MILLING)
RTD0510 17 95 6000~7000 800~1000 5~10 0.07~0.1  fAlgk (SIDE MILLING)
RTD0510 17 130 8000~8500 800~1200 0.15~0.18  0.15~0.18 3D#t (3D MILLING)
RTD0510 17 130 8000~8500 1000~1400 0.07~0.1 0.07~0.1 3Dt (3D MILLING)
RTDO0510 17 160 10000~11000 1600~1800 0.15~0.18  0.15~0.18 3D# (3D MILLING)
RTD0510 17 160 10000~11000 1300~1700 0.07~0.1 0.07~0.1 3D#t (3D MILLING)




BT )/ ovi

D K& EZ | Milling Conditions

" : A& T ER /BRI E#H : Alloy Tool Steels / Carbon Tool Steels
dR IRt Work Material =
LRSI o)) | b5/ sK3/ SKD61/ SKD11 : 1.2311 ] 11545/ 1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

&I EEI] Wet coolant

2 5 HHIERE EEEERE HEIGEE PNIRE MIBE mIA
xtension (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) |CuttingSpeed  (min"1) {+(mm/min)- Depth of Cut -Width of Cut" 9 lype
RTD0605 20 90 4800~5400 1000~1400 0.15~0.2 4~6 &%t (SLOTTING)
RTD0605 20 115 6000~6400 1200~1400 0.07~0.1 4~6 &t (SLOTTING)
RTD0605 20 85 4500~5000 800~1000 6~12 0.15~0.2  {Bi$k (SIDE MILLING)
RTD0605 20 90 4800~5200 600~800 6~12 0.07~0.1  fAI$ (SIDE MILLING)
RTD0605 20 160 8500~9000 1000~1400 0.15~0.2 0.15~0.2  3D#t (3D MILLING)
RTD0605 20 160 8500~9000 1400~1800 0.07~0.1 0.07~0.1 3D (3D MILLING)
RTD0610 20 90 4800~5400 1000~1400 0.15~0.2 85O Bt (SLOTTING)
RTD0610 20 115 6000~6400 1200~1400 0.07~0.1 3~6 &8t (SLOTTING)
RTD0610 20 85 4500~5000 800~1000 6~12 0.15~0.2  fAl# (SIDE MILLING)
RTD0610 20 90 4800~5200 600~800 6~12 0.07~0.1  fAI# (SIDE MILLING)
RTD0610 20 160 8500~9000 1000~1400 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTD0610 20 160 8500~9000 1400~1800 0.07~0.1 0.07~0.1 3D (3D MILLING)
RTD0805 30 100 4000~4500 700~1000 0.2~0.25 6~8 &% (SLOTTING)
RTD0805 30 140 5500~6000 800~1000 0.07~0.11 6~8 &% (SLOTTING)
RTD0805 30 90 3500~4000 700~900 8~16 0.2~0.25 {8k (SIDE MILLING)
RTD0805 30 90 3500~4000 600~800 8~16 0.07~0.11 {8k (SIDE MILLING)
RTD0805 30 100 4000~4500 1400~1800 0.2~0.25 0.2~0.25 3D## (3D MILLING)
RTD0805 30 185 7200~7700 1200~1600 0.07~0.11  0.07~0.11 3D## (3D MILLING)
RTD0810 30 100 4000~4500 700~1000 0.2~0.25 5~8 7Bt (SLOTTING)
RTD0810 30 140 5500~6000 800~1000 0.07~0.11 5~8 &8t (SLOTTING)
RTD0810 30 90 3500~4000 700~900 8~16 0.2~0.25 fAl# (SIDE MILLING)
RTD0810 30 90 3500~4000 600~800 8~16 0.07~0.11 {8k (SIDE MILLING)
RTD0810 30 100 4000~4500 1400~1800 0.2~0.25 0.2~0.25 3D (3D MILLING)
RTD0810 30 185 7200~7700 1200~1600 0.07~0.11  0.07~0.11 3D#t (3D MILLING)
RTD1005Z 30 100 3200~3600 800~1100 0.25~0.3 8~10 7B (SLOTTING)
RTD1005Z 30 140 4400~4800 800~1000 0.08~0.13 8~10 & (SLOTTING)
RTD1005Z 30 90 2800~3200 700~1000 10~20 0.25~0.3 {8t (SIDE MILLING)
RTD1005Z 30 90 2800~3200 600~800 10~20 0.08~0.13  fAl$ (SIDE MILLING)
RTD1005Z 30 100 3200~3600 1600~2000 0.25~0.3 0.25~0.3 3D# (3D MILLING)
RTD1005Z 30 185 5800~6200 1300~1700 0.08~0.13  0.08~0.13 3D (3D MILLING)
RTD1005 35 100 3200~3600 800~1100 0.25~0.3 8~10 Bt (SLOTTING)
RTD1005 85 140 4400~4800 800~1000 0.08~0.13 8~10 &8t (SLOTTING)
RTD1005 35 90 2800~3200 700~1000 10~20 0.25~0.3  fAl## (SIDE MILLING)
RTD1005 85) 90 2800~3200 600~800 10~20 0.08~0.13 fAI# (SIDE MILLING)
RTD1005 35 100 3200~3600 1600~2000 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTD1005 35 185 5800~6200 1300~1700 0.08~0.13  0.08~0.13 3D## (3D MILLING)
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T D tIEE#3R | Milling Conditions

. . A& T B/ BT A : Alloy Tool Steels / Carbon Tool Steels
#HEIEIRE Work Material =
UEMEIIESIEIN 1)) /b5 ) K3 / SKDG1 / SKD11 : 1.2311 /11545 / 1.2379 1.2344 : H13 / D2 (HRc23~32)

R e coln

E 5 EEEERE EE INIRE MIEE mIAs
xtension N ) Speed eed (Aa) (Ap) Milling T
Length(mm) Cutting Speed (min1) ~(mm/min)  Depth of Cut Width of Cut 9 Type
RTD1010Z 30 100 3200~3600 800~1100 0.25~0.3 7~10 &% (SLOTTING)
RTD1010Z 30 140 4400~4800 800~1000 0.08~0.13 7~10 7Bt (SLOTTING)
RTD1010Z 30 90 2800~3200 700~1000 10~20 0.25~0.3 {8l (SIDE MILLING)
RTD1010Z 30 90 2800~3200 600~800 10~20 0.08~0.13  fAI%t (SIDE MILLING)
RTD1010Z 30 100 3200~3600 1600~2000 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTD1010Z 30 185 5800~6200 1300~1700 0.08~0.13  0.08~0.13 3D#t (3D MILLING)
RTD1010 35 100 3200~3600 800~1100 0.25~0.3 7~10 7B (SLOTTING)
RTD1010 35 140 4400~4800 800~1000 0.08~0.13 7~10 7B (SLOTTING)
RTD1010 85 90 2800~3200 700~1000 10~20 0.25~0.3 {88 (SIDE MILLING)
RTD1010 35 90 2800~3200 600~800 10~20 0.08~0.13 fal%t (SIDE MILLING)
RTD1010 85 100 3200~3600 1600~2000 0.25~0.3 0.25~0.3 3D#t (3D MILLING)
RTD1010 35 185 5800~6200 1300~1700 0.08~0.13  0.08~0.13 3D (3D MILLING)
RTD1020Z 30 100 3200~3600 800~1100 0.25~0.3 5~10  &#t (SLOTTING)
RTD1020Z 30 140 4400~4800 800~1000 0.08~0.13 5~10 7Bt (SLOTTING)
RTD1020Z 30 90 2800~3200 700~1000 10~20 0.25~0.3 {8l (SIDE MILLING)
RTD1020Z 30 90 2800~3200 600~800 10~20 0.08~0.13 fAl#k (SIDE MILLING)
RTD1020Z 30 100 3200~3600 1600~2000 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTD1020Z 30 185 5800~6200 1300~1700 0.08~0.13  0.08~0.13 3D#t (3D MILLING)
RTD1020 85} 100 3200~3600 800~1100 0.25~0.3 5~10 7B (SLOTTING)
RTD1020 85 140 4400~4800 800~1000 0.08~0.13 5~10 7B (SLOTTING)
RTD1020 85 90 2800~3200 700~1000 10~20 0.25~0.3  fAl%t (SIDE MILLING)
RTD1020 35 90 2800~3200 600~800 10~20 0.08~0.13 fal%t (SIDE MILLING)
RTD1020 85| 100 3200~3600 1600~2000 0.25~0.3 0.25~0.3 3D#t (3D MILLING)
RTD1020 85 185 5800~6200 1300~1700 0.08~0.13  0.08~0.13 3D (3D MILLING)
RTD1030Z 30 100 3200~3600 800~1100 0.25~0.3 3~10 &% (SLOTTING)
RTD1030Z 30 140 4400~4800 800~1000 0.08~0.13 3~10 &8t (SLOTTING)
RTD1030Z 30 90 2800~3200 700~1000 10~20 0.25~0.3 {8l (SIDE MILLING)
RTD1030Z 30 90 2800~3200 600~800 10~20 0.08~0.13 fAl# (SIDE MILLING)
RTD1030Z 30 100 3200~3600 1600~2000 0.25~0.3  0.25~0.3 3D# (3D MILLING)
RTD1030Z 30 185 5800~6200 1300~1700 0.08~0.13  0.08~0.13 3D#t (3D MILLING)
RTD1030 85| 100 3200~3600 800~1100 0.25~0.3 3~10 7B (SLOTTING)
RTD1030 35 140 4400~4800 800~1000 0.08~0.13 3~10 7B (SLOTTING)
RTD1030 35 90 2800~3200 700~1000 10~20 0.25~0.3  fAl%t (SIDE MILLING)
RTD1030 35 90 2800~3200 600~800 10~20 0.08~0.13  {Al$ (SIDE MILLING)
RTD1030 85| 100 3200~3600 1600~2000 0.25~0.3 0.25~0.3 3D#t (3D MILLING)

RTD1030 35 185 5800~6200 1300~1700 0.08~0.13  0.08~0.13 3D# (3D MILLING)




BT AY)/// o

D K& EZ | Milling Conditions

" : A& T ER /BT E$H : Alloy Tool Steels / Carbon Tool Steels
kit Mat | =
LRSS o)) | b5/ sK3/ SKD61/ SKD11 : 1.2311 ] 11545/ 1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

&I EEI] Wet coolant

> HHIERE EEEERE HEIGEE INIRE MIKE IS
Extension (m/min) Sp_ead eed (Aa) : (Ap) iiling Type
Length(mm) - Cutting Speed" (min1) [ (mm/min) - Depth of Cut Width of Cut"
RTD1210 40 90 2400~2800 800~1000 0.25~0.3 9~12 &% (SLOTTING)
RTD1210 40 145 3800~4200 1200~1400 0.1~0.15 9~12 B8 (SLOTTING)
RTD1210 40 70 1800~2200 600~800 12~24 0.25~0.3  fAl#k (SIDE MILLING)
RTD1210 40 75 1900~2300 400~600 12~24 0.1~0.15  fAl#% (SIDE MILLING)
RTD1210 40 150 4000~4400 1200~1400 0.25~0.3 0.25~0.3  3D# (3D MILLING)
RTD1210 40 180 4700~5200 1400~1800 0.1~0.15 0.1~0.15 3Dt (3D MILLING)
RTD1220 40 90 2400~2800 800~1000 0.25~0.3 7~12 &%t (SLOTTING)
RTD1220 40 145 3800~4200 1200~1400 0.1~0.15 7~12 &%t (SLOTTING)
RTD1220 40 70 1800~2200 600~800 12~24 0.25~0.3  fAl$ (SIDE MILLING)
RTD1220 40 75 1900~2300 400~600 12~24 0.1~0.15  fAI% (SIDE MILLING)
RTD1220 40 150 4000~4400 1200~1400 0.25~0.3 0.25~0.3  3D#t (3D MILLING)
RTD1220 40 180 4700~5200 1400~1800 0.1~0.15 0.1~0.15 3Dt (3D MILLING)
RTD1230 40 90 2400~2800 800~1000 0.25~0.3 5~12 &% (SLOTTING)
RTD1230 40 145 3800~4200 1200~1400 0.1~0.15 5~12 B8 (SLOTTING)
RTD1230 40 70 1800~2200 600~800 12~24 0.25~0.3  fAl#k (SIDE MILLING)
RTD1230 40 75 1900~2300 400~600 12~24 0.1~0.15  fAl$% (SIDE MILLING)
RTD1230 40 150 4000~4400 1200~1400 0.25~0.3 0.25~0.3  3D# (3D MILLING)
RTD1230 40 180 4700~5200 1400~1800 0.1~0.15 0.1~0.15 3D (3D MILLING)
w . SAEH | TEFESH : Prehardened Steels
NAKS0 : 1.2083 : AISI420 : M310 (HRc36~45)

REICEDEI Wet coolant

: H3 EEER ERRRE MIRE MIEE mIA
Extension N Spleﬁd Feed (Aa) : (Ap) Milling Type
Length(mm) | Cutting Speed (min") ~(mm/min) - Depth of Cut Width of Cut"

RTD0202 12 60 9000~10000 800~1000 0.1~0.12 1~2 &8 (SLOTTING)
RTD0202 12 60 9000~10000 800~1000 0.04~0.06 1~2 &8 (SLOTTING)
RTD0202 12 100 16000~17000 1000~1200 0.1~0.12 1~2 &8 (SLOTTING)
RTD0202 12 100 16000~17000 1000~1200 0.04~0.06 1~2 B8 (SLOTTING)
RTD0202 12 60 9000~10000 1000~1200 2~4 0.1~0.12 {8t (SIDE MILLING)
RTD0202 12 60 9000~10000 700~900 2~4 0.04~0.06 fAIg (SIDE MILLING)
RTD0202 12 60 9000~10000 1000~1200 0.1~0.12 0.1~0.12  3D## (3D MILLING)
RTD0202 12 60 9000~10000 1000~1200 0.04~0.06  0.04~0.06 3D (3D MILLING)
RTD0202 12 140 22000~23000 1200~1600 0.1~0.12 0.1~0.12  3D#t (3D MILLING)
RTD0202 12 145 23000~24000 1200~1600 0.04~0.06  0.04~0.06 3D (3D MILLING)
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T D tIEE#3R | Milling Conditions

WEIIH Work Material SEEESH | FERESH : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

R e el

2 5 EEEERE EE INIRE MIKE mIAs
xtension mimin) Speed eed (Aa) (Ap) Milling T
Length(mm) Cutting Speed (min1) ~(mm/min)  Depth of Cut Width of Cut- 9 1ype
RTD0205 12 60 9000~10000 800~1000 0.1~0.12 0.5~2 &% (SLOTTING)
RTD0205 12 60 9000~10000 800~1000 0.04~0.06 0.5~2 7B (SLOTTING)
RTD0205 12 100 16000~17000 1000~1200 0.1~0.12 OI5S2 7B (SLOTTING)
RTD0205 12 100 16000~17000 1000~1200 0.04~0.06 0.5~2 &% (SLOTTING)
RTD0205 12 60 9000~10000 1000~1200 2~4 0.1~0.12  fAl# (SIDE MILLING)
RTD0205 12 60 9000~10000 700~900 2~4 0.04~0.06 8% (SIDE MILLING)
RTD0205 12 60 9000~10000 1000~1200 0.1~0.12 0.1~0.12 3D#t (3D MILLING)
RTD0205 12 60 9000~10000 1000~1200 0.04~0.06  0.04~0.06 3D#t (3D MILLING)
RTD0205 12 140 22000~23000 1200~1600 0.1~0.12 0.1~0.12  3D#t (3D MILLING)
RTD0205 12 145 23000~24000 1200~1600 0.04~0.06 0.04~0.06 3D## (3D MILLING)
RTD0305 12 85 9000~10000 800~1000 0.12~0.15 =8 7B (SLOTTING)
RTD0305 12 85 9000~10000 800~1000 0.06~0.08 1=8 &% (SLOTTING)
RTD0305 12 100 10500~11000 1100~1300 0.12~0.15 1~3 7Bt (SLOTTING)
RTD0305 12 100 10500~11000 1000~1200 0.06~0.08 =) 7B (SLOTTING)
RTD0305 12 80 8500~9000 1000~1200 3~6 0.12~0.15 {8l% (SIDE MILLING)
RTD0305 12 80 8500~9000 700~900 3~6 0.06~0.08 {Al% (SIDE MILLING)
RTD0305 12 85 9000~10000 1000~1200 0.12~0.15 0.12~0.15 3D#f (3D MILLING)
RTD0305 12 85 9000~10000 1000~1200 0.06~0.08 0.06~0.08 3D## (3D MILLING)
RTD0305 12 140 14000~15000 1400~1800 0.12~0.15 0.12~0.15 3D#t (3D MILLING)
RTD0305 12 150 16000~17000 1400~1800 0.06~0.08 0.06~0.08 3Dé# (3D MILLING)
RTD0405 14 100 8000~8400 800~1000 0.15~0.18 2~4 7Bt (SLOTTING)
RTD0405 14 100 8000~8400 800~1000 0.07~0.1 2~4 7B (SLOTTING)
RTD0405 14 85 6800~7200 800~1000 4~8 0.15~0.18 fEI## (SIDE MILLING)
RTD0405 14 85 6500~7000 500~700 4~8 0.07~0.1 {8k (SIDE MILLING)
RTD0405 14 110 8700~9200 800~1000 0.15~0.18 0.15~0.18 3Déf (3D MILLING)
RTD0405 14 110 8700~9200 1000~1200 0.07~0.1 0.07~0.1 3D#t (3D MILLING)
RTD0405 14 140 11000~12000 1400~1800 0.15~0.18 0.15~0.18 3D# (3D MILLING)
RTD0405 14 150 12000~13000 1400~1800 0.07~0.1 0.07~0.1 3D#t (3D MILLING)
RTD0505 17 90 5800~6400 800~1000 0.15~0.18 3~5 7Bt (SLOTTING)
RTD0505 17 115 7200~7600 1000~1200 0.07~0.1 B=5 7B (SLOTTING)
RTD0505 17 85 5400~6000 800~1000 5~10 0.15~0.18 {8l%% (SIDE MILLING)
RTD0505 17 90 5800~6400 600~800 5~10 0.07~0.1 {8k (SIDE MILLING)
RTD0505 17 95 6000~7000 1000~1200 5~10 0.15~0.18 {Al$ (SIDE MILLING)
RTD0505 17 95 6000~7000 800~1000 5~10 0.07~0.1  fAlgk (SIDE MILLING)
RTD0505 17 130 8000~8500 800~1200 0.15~0.18 0.15~0.18 3D## (3D MILLING)
RTD0505 17 130 8000~8500 1000~1400 0.07~0.1 0.07~0.1 3D#t (3D MILLING)
RTD0505 17 160 10000~11000 1600~1800 0.15~0.18  0.15~0.18 3D (3D MILLING)
RTD0505 17 160 10000~11000 1300~1700 0.07~0.1 0.07~0.1 3D#t (3D MILLING)




ENTEY A=Y/ oviF

D K& EZR | Milling Conditions

I Work Material SFEER | TaMELR : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

&I EIHEI] Wet coolant

2 : HEEE EEEEE ERERE ITRE MIKE mIAs
xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) | Cutting Speed (min") [~ (mm/min)  Depth of Cut 1 Width of Cut 9 lype
RTD0510 17 90 5800~6400 800~1000 0.15~0.18 2~5 &% (SLOTTING)
RTD0510 17 115 7200~7600 1000~1200 0.07~0.1 2~5 &8t (SLOTTING)
RTD0510 17 85 5400~6000 800~1000 5~10 0.15~0.18 fAIg# (SIDE MILLING)
RTD0510 17 90 5800~6400 600~800 5~10 0.07~0.1  {Ai% (SIDE MILLING)
RTD0510 17 95 6000~7000 1000~1200 5~10 0.15~0.18  fAl# (SIDE MILLING)
RTD0510 17 95 6000~7000 800~1000 5~10 0.07~0.1 {8t (SIDE MILLING)
RTD0510 17 130 8000~8500 800~1200 0.15~0.18  0.15~0.18 3D (3D MILLING)
RTD0510 17 130 8000~8500 1000~1400 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
RTD0510 17 160 10000~11000 1600~1800 0.15~0.18  0.15~0.18 3D## (3D MILLING)
RTD0510 17 160 10000~11000 1300~1700 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
RTD0605 20 90 4800~5400 1000~1400 0.15~0.2 4~6 &8 (SLOTTING)
RTD0605 20 115 6000~6400 1200~1400 0.07~0.1 4~6 B#t (SLOTTING)
RTD0605 20 85 4500~5000 800~1000 6~12 0.15~0.2  {Ai% (SIDE MILLING)
RTD0605 20 90 4800~5200 600~800 6~12 0.07~0.1 {8t (SIDE MILLING)
RTD0605 20 160 8500~9000 1000~1400 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
RTD0605 20 160 8500~9000 1400~1800 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
RTD0610 20 90 4800~5400 1000~1400 0.15~0.2 3~6 &% (SLOTTING)
RTD0610 20 115 6000~6400 1200~1400 0.07~0.1 3~6 &8t (SLOTTING)
RTD0610 20 85 4500~5000 800~1000 6~12 0.15~0.2  fAl#k (SIDE MILLING)
RTD0610 20 90 4800~5200 600~800 6~12 0.07~0.1  {Ai$% (SIDE MILLING)
RTD0610 20 160 8500~9000 1000~1400 0.15~0.2 0.15~0.2  3D## (3D MILLING)
RTD0610 20 160 8500~9000 1400~1800 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
RTDO0805 30 100 4000~4500 700~1000 0.2~0.25 6~8 &8 (SLOTTING)
RTD0805 30 140 5500~6000 800~1000 0.07~0.11 6~8 B#t (SLOTTING)
RTD0805 30 90 3500~4000 700~900 8~16 0.2~0.25  {Ai% (SIDE MILLING)
RTDO0805 30 90 3500~4000 600~800 8~16 0.07~0.11 fBI8% (SIDE MILLING)
RTDO0805 30 100 4000~4500 1400~1800 0.2~0.25 0.2~0.25 3D#t (3D MILLING)
RTD0805 30 185 7200~7700 1200~1600 0.07~0.11  0.07~0.11 3D#t (3D MILLING)
RTD0810 30 100 4000~4500 700~1000 0.2~0.25 5=8 &% (SLOTTING)
RTD0810 30 140 5500~6000 800~1000 0.07~0.11 5~8 B8t (SLOTTING)
RTD0810 30 90 3500~4000 700~900 8~16 0.2~0.25  fAl#k (SIDE MILLING)
RTD0810 30 90 3500~4000 600~800 8~16 0.07~0.11 Al (SIDE MILLING)
RTD0810 30 100 4000~4500 1400~1800 0.2~0.25 0.2~0.25 3D## (3D MILLING)
RTD0810 30 185 7200~7700 1200~1600 0.07~0.11  0.07~0.11 3D#t (3D MILLING)
RTD1005Z 30 100 3200~3600 800~1100 0.25~0.3 8~10 &8 (SLOTTING)
RTD1005Z 30 140 4400~4800 800~1000 0.08~0.13 8~10 Bt (SLOTTING)
RTD1005Z 30 90 2800~3200 700~1000 10~20 0.25~0.3  {Aik (SIDE MILLING)
RTD1005Z 30 90 2800~3200 600~800 10~20 0.08~0.13 A (SIDE MILLING)
RTD1005Z 30 100 3200~3600 1600~2000 0.25~0.3 0.25~0.3 3D#t (3D MILLING)
RTD1005Z 30 185 5800~6200 1300~1700 0.08~0.13  0.08~0.13 3D## (3D MILLING)
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T D tIEE#3R | Milling Conditions

WEIEIH Work Material SEESH | FERESH : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

R e el

2 5 EEEERRE RE NIRE MIEE mIB
xtension n ) Spfegd eed (Aa) . (Ap) Milling T
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut -Width of Cut- 9 Type
RTD1005 35 100 3200~3600 800~1100 0.25~0.3 8~10 B8t (SLOTTING)
RTD1005 35 140 4400~4800 800~1000 0.08~0.13 8~10 7Bt (SLOTTING)
RTD1005 35 90 2800~3200 700~1000 10~20 0.25~0.3 {8l (SIDE MILLING)
RTD1005 35 90 2800~3200 600~800 10~20 0.08~0.13  {Al$# (SIDE MILLING)
RTD1005 85 100 3200~3600 1600~2000 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTD1005 35 185 5800~6200 1300~1700 0.08~0.13  0.08~0.13 3D#t (3D MILLING)
RTD1010Z 30 100 3200~3600 800~1100 0.25~0.3 7~10 7B (SLOTTING)
RTD1010Z 30 140 4400~4800 800~1000 0.08~0.13 7~10 7B (SLOTTING)
RTD1010Z 30 90 2800~3200 700~1000 10~20 0.25~0.3  fAl#t (SIDE MILLING)
RTD1010Z 30 90 2800~3200 600~800 10~20 0.08~0.13  {Aif# (SIDE MILLING)
RTD1010Z 30 100 3200~3600 1600~2000 0.25~0.3 0.25~0.3 3D#t (3D MILLING)
RTD1010Z 30 185 5800~6200 1300~1700 0.08~0.13  0.08~0.13 3D#t (3D MILLING)
RTD1010 35 100 3200~3600 800~1100 0.25~0.3 7~10 7Bt (SLOTTING)
RTD1010 35 140 4400~4800 800~1000 0.08~0.13 7~10 7Bt (SLOTTING)
RTD1010 35 90 2800~3200 700~1000 10~20 0.25~0.3 {8l (SIDE MILLING)
RTD1010 35 90 2800~3200 600~800 10~20 0.08~0.13 fAl$k (SIDE MILLING)
RTD1010 35 100 3200~3600 1600~2000 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTD1010 35 185 5800~6200 1300~1700 0.08~0.13  0.08~0.13 3D#t (3D MILLING)
RTD1020Z 30 100 3200~3600 800~1100 0.25~0.3 5~10 7B (SLOTTING)
RTD1020Z 30 140 4400~4800 800~1000 0.08~0.13 5~10 7B (SLOTTING)
RTD1020Z 30 90 2800~3200 700~1000 10~20 0.25~0.3  {8$ (SIDE MILLING)
RTD1020Z 30 90 2800~3200 600~800 10~20 0.08~0.13  {Aig# (SIDE MILLING)
RTD1020Z 30 100 3200~3600 1600~2000 0.25~0.3 0.25~0.3 3D#t (3D MILLING)
RTD1020Z 30 185 5800~6200 1300~1700 0.08~0.13  0.08~0.13 3D#t (3D MILLING)
RTD1020 85 100 3200~3600 800~1100 0.25~0.3 5~10 Bt (SLOTTING)
RTD1020 35 140 4400~4800 800~1000 0.08~0.13 5~10 7Bt (SLOTTING)
RTD1020 85 90 2800~3200 700~1000 10~20 0.25~0.3 {8l (SIDE MILLING)
RTD1020 35 90 2800~3200 600~800 10~20 0.08~0.13 fAl#k (SIDE MILLING)
RTD1020 85 100 3200~3600 1600~2000 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTD1020 35 185 5800~6200 1300~1700 0.08~0.13  0.08~0.13 3D#t (3D MILLING)
RTD1030Z 30 100 3200~3600 800~1100 0.25~0.3 3~10 7B (SLOTTING)
RTD1030Z 30 140 4400~4800 800~1000 0.08~0.13 3~10 7B (SLOTTING)
RTD1030Z 30 90 2800~3200 700~1000 10~20 0.25~0.3  f8l$ (SIDE MILLING)
RTD1030Z 30 90 2800~3200 600~800 10~20 0.08~0.13 fAl# (SIDE MILLING)
RTD1030Z 30 100 3200~3600 1600~2000 0.25~0.3 0.25~0.3 3D#t (3D MILLING)

RTD1030Z 30 185 5800~6200 1300~1700 0.08~0.13  0.08~0.13 3D (3D MILLING)
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T D HIHIME#E | Milling Conditions

I Work Material SFER | TaMELR : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

;&I EEI] Wet coolant

2 5 tHEIEE EERE EREE ITRE MIKE mIAs
xtension | (m/min) Speed Feed (Aa) _(Ap) Milling T
Length(mm) | Cutting Speed (min") (mm/min) Depth of Cut Width of Cut g Type
RTD1030 35 100 3200~3600 800~1100 0.25~0.3 3~10 &t (SLOTTING)
RTD1030 35 140 4400~4800 800~1000 0.08~0.13 3~10 &8t (SLOTTING)
RTD1030 35 90 2800~3200 700~1000 10~20 0.25~0.3 A% (SIDE MILLING)
RTD1030 35 90 2800~3200 600~800 10~20 0.08~0.13  filf#t (SIDE MILLING)
RTD1030 85 100 3200~3600 1600~2000 0.25~0.3 0.25~0.3  3D# (3D MILLING)
RTD1030 35 185 5800~6200 1300~1700 0.08~0.13  0.08~0.13 3D (3D MILLING)
RTD1210 40 90 2400~2800 800~1000 0.25~0.3 912 B8t (SLOTTING)
RTD1210 40 145 3800~4200 1200~1400 0.1~0.15 9~12 &t (SLOTTING)
RTD1210 40 70 1800~2200 600~800 12~24 0.25~0.3  {Ai$% (SIDE MILLING)
RTD1210 40 75 1900~2300 400~600 12~24 0.1~0.15  fAl#k (SIDE MILLING)
RTD1210 40 150 4000~4400 1200~1400 0.25~0.3 0.25~0.3  3D## (3D MILLING)
RTD1210 40 180 4700~5200 1400~1800 0.1~0.15 0.1~0.15 3D# (3D MILLING)
RTD1220 40 90 2400~2800 800~1000 0.25~0.3 7~12 &t (SLOTTING)
RTD1220 40 145 3800~4200 1200~1400 0.1~0.15 7~12 &8t (SLOTTING)
RTD1220 40 70 1800~2200 600~800 12~24 0.25~0.3 A% (SIDE MILLING)
RTD1220 40 75 1900~2300 400~600 12~24 0.1~0.15  fAl#% (SIDE MILLING)
RTD1220 40 150 4000~4400 1200~1400 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTD1220 40 180 4700~5200 1400~1800 0.1~0.15 0.1~0.15 3Dt (3D MILLING)
RTD1230 40 90 2400~2800 800~1000 0.25~0.3 5~12 B8t (SLOTTING)
RTD1230 40 145 3800~4200 1200~1400 0.1~0.15 5~12 Bt (SLOTTING)
RTD1230 40 70 1800~2200 600~800 12~24 0.25~0.3  {Ai$% (SIDE MILLING)
RTD1230 40 75 1900~2300 400~600 12~24 0.1~0.15 {8t (SIDE MILLING)
RTD1230 40 150 4000~4400 1200~1400 0.25~0.3 0.25~0.3  3D## (3D MILLING)
RTD1230 40 180 4700~5200 1400~1800 0.1~0.15 0.1~0.15 3D## (3D MILLING)
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T D NHIEHEZR | Milling Conditions

" ) EMEEIR8H : Hardened Steels
D&% Work Mat |
S TS SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 | 420 (HRc48~54)

R e coln

EEEERE 15 NIRE MIKE
Extension r ) Speed eed (Aa) (Ap) M
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut -Width of Cut

RTD0202 12 60 9000~10000 800~1000 0.03~0.05 =2 &%t (SLOTTING)
RTD0202 12 100 16000~17000 1000~1200 0.03~0.05 1~2 7Bt (SLOTTING)
RTD0202 12 60 9000~10000 700~900 2~4 0.03~0.05 fAI$ (SIDE MILLING)
RTD0202 12 60 9000~10000 1000~1200 0.03~0.05 0.03~0.05 3D# (3D MILLING)
RTD0202 12 145 23000~24000 1200~1600  0.03~0.05 0.03~0.05 3D## (3D MILLING)
RTD0205 12 60 9000~10000 800~1000 0.03~0.05 0.5~2 7Bt (SLOTTING)
RTD0205 12 100 16000~17000 1000~1200 0.03~0.05 0572 7B (SLOTTING)
RTD0205 12 60 9000~10000 700~900 2~4 0.03~0.05 fAI$ (SIDE MILLING)
RTD0205 12 60 9000~10000 1000~1200  0.03~0.05 0.03~0.05 3D## (3D MILLING)
RTD0205 12 145 23000~24000 1200~1600 0.03~0.05 0.03~0.05 3D#t (3D MILLING)
RTD0305 12 85 9000~10000 800~1000 0.04~0.06 =8 7B (SLOTTING)
RTD0305 12 100 10500~11000 1000~1200 0.04~0.06 1~3 7B (SLOTTING)
RTD0305 12 80 8500~9000 700~900 3~6 0.04~0.06 fAI%t (SIDE MILLING)
RTD0305 12 85 9000~10000 800~1000 0.04~0.06  0.04~0.06 3D#t (3D MILLING)
RTD0305 12 150 16000~17000 1000~1200 0.04~0.06 0.04~0.06 3D# (3D MILLING)
RTD0405 14 100 8000~8400 800~1000 0.05~0.07 2~4 7B (SLOTTING)
RTD0405 14 75 6000~6400 400~600 4~8 0.05~0.07 {8l (SIDE MILLING)
RTD0405 14 110 8700~9200 800~1000 0.05~0.07  0.05~0.07 3D#t (3D MILLING)
RTD0405 14 140 11000~12000 1200~1600 0.05~0.07 0.05~0.07 3D# (3D MILLING)
RTD0505 17 105 6600~7200 1000~1200 0.06~0.08 3~5 7B (SLOTTING)
RTD0505 17 80 5000~5500 600~800 5~10 0.06~0.08 fEi#% (SIDE MILLING)
RTD0505 17 150 9200~9700 1200~1400 0.06~0.08 0.06~0.08 3D#t (3D MILLING)
RTD0505 17 160 10000~11000 1300~1500 0.06~0.08 0.06~0.08 3D#t (3D MILLING)
RTDO0510 17 105 6600~7200 1000~1200 0.06~0.08 255 7B (SLOTTING)
RTD0510 17 80 5000~5500 600~800 5~10 0.06~0.08 {8l (SIDE MILLING)
RTD0510 17 150 9200~9700 1200~1400 0.06~0.08 0.06~0.08 3D#t (3D MILLING)
RTD0510 17 160 10000~11000 1300~1500 0.06~0.08 0.06~0.08 3D#t (3D MILLING)
RTD0605 20 105 5500~6000 1000~1200 0.06~0.08 4~6 7B (SLOTTING)
RTD0605 20 80 4200~4600 600~800 6~12 0.06~0.08 fAI%t (SIDE MILLING)
RTD0605 20 150 7800~8300 1200~1400 0.06~0.08 0.06~0.08 3D#t (3D MILLING)
RTD0610 20 105 5500~6000 1000~1200 0.06~0.08 3~6 7B (SLOTTING)
RTD0610 20 80 4200~4600 600~800 6~12 0.06~0.08 fAl$ (SIDE MILLING)
RTD0610 20 150 7800~8300 1200~1400  0.06~0.08 0.06~0.08 3D# (3D MILLING)
RTD0805 30 140 5500~6000 600~800 0.08~0.1 6~8 7Bt (SLOTTING)
RTD0805 30 90 3500~4000 600~800 8~16 0.08~0.1  fAI% (SIDE MILLING)
RTD0805 30 150 6000~6500 1000~1200 0.08~0.1 0.08~0.1 3D#t (3D MILLING)
RTD0810 30 140 5500~6000 600~800 0.08~0.1 5~8 &%t (SLOTTING)
RTD0810 30 90 3500~4000 600~800 8~16 0.08~0.1  fAlgk (SIDE MILLING)
RTD0810 30 150 6000~6500 1000~1200 0.08~0.1 0.08~0.1 3D#t (3D MILLING)

206




YY)/ ovi

D IHIEEZR | Milling Conditions

" : EMEZIESH : Hardened Steels
i tEIAF Work Mat |
ool GG SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 | 1.4542 : H13 / 420 (HRc48~54)

;&I EEI] Wet coolant

2 5 HIERE EEEERE HEIGEE MIFE MIKE mIAs
xtension (m/min) Speed eed (Aa) : (Ap) Milling T
Length(mm) CuttingSpeed  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
RTD1005Z 30 140 4400~4800 600~800 0.08~0.12 8~10 7&#% (SLOTTING)
RTD1005Z 30 90 2800~3200 600~800 10~20 0.08~0.12 {AI# (SIDE MILLING)
RTD1005Z 30 150 4800~5200 1000~1200 0.08~0.12  0.08~0.12 3D (3D MILLING)
RTD1005 35 140 4400~4800 600~800 0.08~0.12 8~10 7B# (SLOTTING)
RTD1005 85) 90 2800~3200 600~800 10~20 0.08~0.12 f8l$% (SIDE MILLING)
RTD1005 35 150 4800~5200 1000~1200 0.08~0.12 0.08~0.12 3Dt (3D MILLING)
RTD1010Z 30 140 4400~4800 600~800 0.08~0.12 7~10 Bt (SLOTTING)
RTD1010Z 30 90 2800~3200 600~800 10~20 0.08~0.12 fAI$ (SIDE MILLING)
RTD1010Z 30 150 4800~5200 1000~1200 0.08~0.12  0.08~0.12 3D# (3D MILLING)
RTD1010 35 140 4400~4800 600~800 0.08~0.12 7~10 &t (SLOTTING)
RTD1010 35 90 2800~3200 600~800 10~20 0.08~0.12 {EI$% (SIDE MILLING)
RTD1010 85 150 4800~5200 1000~1200 0.08~0.12  0.08~0.12 3D# (3D MILLING)
RTD1020Z 30 140 4400~4800 600~800 0.08~0.12 5~10 &% (SLOTTING)
RTD1020Z 30 90 2800~3200 600~800 10~20 0.08~0.12 fAI$ (SIDE MILLING)
RTD1020Z 30 150 4800~5200 1000~1200 0.08~0.12  0.08~0.12 3D (3D MILLING)
RTD1020 85 140 4400~4800 600~800 0.08~0.12 5~10 7B# (SLOTTING)
RTD1020 35 90 2800~3200 600~800 10~20 0.08~0.12 fAl#k (SIDE MILLING)
RTD1020 B85) 150 4800~5200 1000~1200 0.08~0.12 0.08~0.12 3D#t (3D MILLING)
RTD1030Z 30 140 4400~4800 600~800 0.08~0.12 3~10 Bt (SLOTTING)
RTD1030Z 30 90 2800~3200 600~800 10~20 0.08~0.12 fAIg (SIDE MILLING)
RTD1030Z 30 150 4800~5200 1000~1200 0.08~0.12 0.08~0.12 3D#t (3D MILLING)
RTD1030 35 140 4400~4800 600~800 0.08~0.12 3~10 &% (SLOTTING)
RTD1030 35 90 2800~3200 600~800 10~20 0.08~0.12 {EI$% (SIDE MILLING)
RTD1030 85 150 4800~5200 1000~1200 0.08~0.12  0.08~0.12 3D# (3D MILLING)
RTD1210 40 105 2800~3300 800~1000 0.1~0.15 9~12 7Bt (SLOTTING)
RTD1210 40 60 1600~2000 300~500 12~24 0.1~0.15  {8l$ (SIDE MILLING)
RTD1210 40 130 3400~3800 800~1200 0.1~0.15 0.1~0.15 3D (3D MILLING)
RTD1220 40 105 2800~3300 800~1000 0.1~0.15 7~12 7B# (SLOTTING)
RTD1220 40 60 1600~2000 300~500 12~24 0.1~0.15  fAl# (SIDE MILLING)
RTD1220 40 130 3400~3800 800~1200 0.1~0.15 0.1~0.15 3D#t (3D MILLING)
RTD1230 40 105 2800~3300 800~1000 0.1~0.15 5~12 Bt (SLOTTING)
RTD1230 40 60 1600~2000 300~500 12~24 0.1~0.15  {Bi$t (SIDE MILLING)
RTD1230 40 130 3400~3800 800~1200 0.1~0.15 0.1~0.15 3D#: (3D MILLING)
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- ) Wk / 58 : Carbon Steels / Cast Iron
kit Bl Work Mati |
RO  550c /o250 / 55400 : 11210 0.6025 / 1.0036 : 1050 / NO.35 / A570 Gr.45 (~HRc22)
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Extension r ) Speed eed (Aa) (Ap) M
Length(mm) *Cutting Speed (min") ~(mm/min)  Depth of Cut -Width of Cut-

LRTA0405 40 70 5400~5800 700~900 0.06~0.08 1~4 &% (SLOTTING)
LRTA0405 40 90 7000~7400 1100~1300 0.06~0.08 0.06~0.08 3D#t (3D MILLING)
LRTA0410 40 70 5400~5800 700~900 0.06~0.08 1~4 7B (SLOTTING)
LRTA0410 40 90 7000~7400 1100~1300 0.06~0.08 0.06~0.08 3D# (3D MILLING)
LRTA0603 40 80 4000~4400 600~800 0.15~0.18 4~6 7Bt (SLOTTING)
LRTA0603 40 75 3800~4200 400~600 0.06~0.08 4~6 7B (SLOTTING)
LRTA0603 40 45 2000~2400 600~800 6~12 0.15~0.18 fAI$ (SIDE MILLING)
LRTA0603 40 65 3200~3600 400~700 6~12 0.06~0.08 fAl$k (SIDE MILLING)
LRTA0603 40 90 4500~5000 1300~1500 0.15~0.18  0.15~0.18 3D (3D MILLING)
LRTA0603 40 120 6300~6800 1200~1400 0.06~0.08 0.06~0.08 3D#t (3D MILLING)
LRTA0605 40 80 4000~4400 600~800 0.15~0.18 4~6 7B (SLOTTING)
LRTA0605 40 75 3800~4200 400~600 0.06~0.08 4~6 7B (SLOTTING)
LRTA0605 40 45 2000~2400 600~800 6~12 0.15~0.18 fAl## (SIDE MILLING)
LRTA0605 40 65 3200~3600 400~700 6~12 0.06~0.08 fl$ (SIDE MILLING)
LRTA0605 40 90 4500~5000 1300~1500 0.15~0.18  0.15~0.18 3D#t (3D MILLING)
LRTA0605 40 120 6300~6800 1200~1400 0.06~0.08 0.06~0.08 3D (3D MILLING)
LRTA0610 40 80 4000~4400 600~800 0.15~0.18 4~6 7Bt (SLOTTING)
LRTA0610 40 75 3800~4200 400~600 0.06~0.08 4~6 7B (SLOTTING)
LRTA0610 40 45 2000~2400 600~800 6~12 0.15~0.18 fAI$ (SIDE MILLING)
LRTA0610 40 65 3200~3600 400~700 6~12 0.06~0.08 fAl$ (SIDE MILLING)
LRTA0610 40 90 4500~5000 1300~1500  0.15~0.18 0.15~0.18 3D# (3D MILLING)
LRTA0610 40 120 6300~6800 1200~1400 0.06~0.08 0.06~0.08 3D#t (3D MILLING)
LRTA0803 50 65 2400~2900 500~700 0.2~0.25 6~8 7B (SLOTTING)
LRTA0803 50 65 2400~2900 400~600 0.07~0.1 6~8 7B (SLOTTING)
LRTA0803 50 65 2400~2900 500~700 8~16 0.2~0.25 fAl#k (SIDE MILLING)
LRTA0803 50 65 2400~2900 400~600 8~16 0.07~0.1  fAlgk (SIDE MILLING)
LRTA0803 50 120 4500~5000 1200~1400 0.2~0.25 0.2~0.25 3D#t (3D MILLING)
LRTA0803 50 120 4500~5000 1100~1300 0.07~0.1 0.07~0.1 3D#t (3D MILLING)
LRTA0805 50 65 2400~2900 500~700 0.2~0.25 6~8 7Bt (SLOTTING)
LRTA0805 50 65 2400~2900 400~600 0.07~0.1 6~8 7B (SLOTTING)
LRTA0805 50 65 2400~2900 500~700 8~16 0.2~0.25 {8l (SIDE MILLING)
LRTA0805 50 65 2400~2900 400~600 8~16 0.07~0.1  f8I%t (SIDE MILLING)
LRTA0805 50 120 4500~5000 1200~1400 0.2~0.25 0.2~0.25 3D#t (3D MILLING)
LRTA0805 50 120 4500~5000 1100~1300 0.07~0.1 0.07~0.1 3D#t (3D MILLING)
LRTA0810 50 65 2400~2900 500~700 0.2~0.25 5~8 7B (SLOTTING)
LRTA0810 50 65 2400~2900 400~600 0.07~0.1 58] 7B (SLOTTING)
LRTA0810 50 65 2400~2900 500~700 8~16 0.2~0.25  fAl#k (SIDE MILLING)
LRTA0810 50 65 2400~2900 400~600 8~16 0.07~0.1  fAlgk (SIDE MILLING)
LRTA0810 50 120 4500~5000 1200~1400 0.2~0.25 0.2~0.25 3D#t (3D MILLING)
LRTA0810 50 120 4500~5000 1100~1300 0.07~0.1 0.07~0.1 3D#t (3D MILLING)
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Sanll=l Work Material
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xtension Speed eed (Aa) _(Ap) Milling T
Length(mm) reﬁmng—Speed~ (min) {+(mm/min)- Depth of Cut -Width of Cut" 9 lype
LRTA1002 60 65 1800~2200 400~600 0.2~0.25 8~10 &%t (SLOTTING)
LRTA1002 60 65 1800~2300 400~600 0.07~0.1 8~10 &t (SLOTTING)
LRTA1002 60 65 1800~2200 400~600 10~20 0.2~0.25 {8k (SIDE MILLING)
LRTA1002 60 65 1800~2200 400~600 10~20 0.07~0.1  fAI$ (SIDE MILLING)
LRTA1002 60 95 2700~3200 1000~1200 0.2~0.25 0.2~0.25 3D# (3D MILLING)
LRTA1002 60 120 3600~4000 900~1100 0.07~0.1 0.07~0.1 3D (3D MILLING)
LRTA1003 60 65 1800~2200 400~600 0.2~0.25 8~10 Bt (SLOTTING)
LRTA1003 60 65 1800~2300 400~600 0.07~0.1 8~10 7B# (SLOTTING)
LRTA1003 60 65 1800~2200 400~600 10~20 0.2~0.25  fAl## (SIDE MILLING)
LRTA1003 60 65 1800~2200 400~600 10~20 0.07~0.1  fAI# (SIDE MILLING)
LRTA1003 60 95 2700~3200 1000~1200 0.2~0.25 0.2~0.25 3D (3D MILLING)
LRTA1003 60 120 3600~4000 900~1100 0.07~0.1 0.07~0.1 3D (3D MILLING)
LRTA1005 60 65 1800~2200 400~600 0.2~0.25 8~10 &%t (SLOTTING)
LRTA1005 60 65 1800~2300 400~600 0.07~0.1 8~10 &t (SLOTTING)
LRTA1005 60 65 1800~2200 400~600 10~20 0.2~0.25 {8k (SIDE MILLING)
LRTA1005 60 65 1800~2200 400~600 10~20 0.07~0.1  fAI$ (SIDE MILLING)
LRTA1005 60 95 2700~3200 1000~1200 0.2~0.25 0.2~0.25 3D## (3D MILLING)
LRTA1005 60 120 3600~4000 900~1100 0.07~0.1 0.07~0.1 3D (3D MILLING)
LRTA1010 60 65 1800~2200 400~600 0.2~0.25 7=10 Bt (SLOTTING)
LRTA1010 60 65 1800~2300 400~600 0.07~0.1 7~10 &8t (SLOTTING)
LRTA1010 60 65 1800~2200 400~600 10~20 0.2~0.25 fAl# (SIDE MILLING)
LRTA1010 60 65 1800~2200 400~600 10~20 0.07~0.1  fAI# (SIDE MILLING)
LRTA1010 60 95 2700~3200 1000~1200 0.2~0.25 0.2~0.25 3D (3D MILLING)
LRTA1010 60 120 3600~4000 900~1100 0.07~0.1 0.07~0.1 3D (3D MILLING)
LRTA1020 60 65 1800~2200 400~600 0.2~0.25 6~10 7B (SLOTTING)
LRTA1020 60 65 1800~2300 400~600 0.07~0.1 6~10 & (SLOTTING)
LRTA1020 60 65 1800~2200 400~600 10~20 0.2~0.25  fAI# (SIDE MILLING)
LRTA1020 60 65 1800~2200 400~600 10~20 0.07~0.1  fAI$ (SIDE MILLING)
LRTA1020 60 95 2700~3200 1000~1200 0.2~0.25 0.2~0.25 3D (3D MILLING)
LRTA1020 60 120 3600~4000 900~1100 0.07~0.1 0.07~0.1 3D (3D MILLING)
LRTA1205 60 80 1900~2200 800~1000 0.2~0.25 10~12 7Bt (SLOTTING)
LRTA1205 60 85 2000~2400 600~800 0.07~0.12 10~12 &8t (SLOTTING)
LRTA1205 60 80 1800~2200 400~600 12~24 0.2~0.25 fAl# (SIDE MILLING)
LRTA1205 60 95 2200~2700 400~600 12~24 0.07~0.12 {AI$% (SIDE MILLING)
LRTA1205 60 160 4000~4500 1000~1200 0.2~0.25 0.2~0.25 3D (3D MILLING)
LRTA1205 60 160 4000~4500 900~1100 0.07~0.12  0.07~0.12 3D# (3D MILLING)
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” . k3= 8H / §584 : Carbon Steels / Cast Iron
ki 4
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R178] Wet coon

TARRE  HEE B RE EREE nIRE MIEE mIB
Extension (m/min) Speed Feed (Aa) . (Ap) Milling T

Length(mm) *Cutting'Speed-  (min"1) “(mmimin)~ Depth of Cut ~Widthof Gut- 9 Type
LRTA1210 60 80 1900~2200 800~1000 0.2~0.25 9~12 &% (SLOTTING)
LRTA1210 60 85 2000~2400 600~800 0.07~0.12 9~12 &% (SLOTTING)
LRTA1210 60 80 1800~2200 400~600 12~24 0.2~0.25 {3 (SIDE MILLING)
LRTA1210 60 95 2200~2700 400~600 12~24  0.07~0.12 I (SIDE MILLING)
LRTA1210 60 160 4000~4500 1000~1200  0.2~0.25  0.2~0.25 3D# (3D MILLING)
LRTA1210 60 160 4000~4500 900~1100  0.07~0.12  0.07~0.12 3D# (3D MILLING)
LRTA1220 60 80 1900~2200 800~1000 0.2~0.25 7~12 % (SLOTTING)
LRTA1220 60 85 2000~2400 600~800 0.07~0.12 7~12 &% (SLOTTING)
LRTA1220 60 80 1800~2200 400~600 12~24 0.2~0.25 {l3 (SIDE MILLING)
LRTA1220 60 95 2200~2700 400~600 12~24  0.07~0.12 i (SIDE MILLING)
LRTA1220 60 160 4000~4500 1000~1200  0.2~0.25  0.2~0.25 3D# (3D MILLING)
LRTA1220 60 160 4000~4500 900~1100  0.07~0.12  0.07~0.12 3D#: (3D MILLING)

. . A& I B/ BRI A : Alloy Tool Steels / Carbon Tool Steels
ki 4 k Mati | =
LM ESEN 1)) | b5/ sK3 / SKD61/ SKD11 : 1.2311 ] 1.1545 / 1.2379 / 1.2344 : H13 / D2 (HRc23~32)

JRIUETEI Wet coolant

TERRE  IHEE EEERE EREE INIRE MIEE MIAH

Extension (m/min) Speed Feed Aa) _(Ap) Milling T

Length(mm) +Cutting Speed (min-) “(mm/min)- Depth of Cut “Width of Cut- 9 fype
LRTA0405 40 55 4200~4600 600~800 0.06~0.08 1~4 &% (SLOTTING)
LRTA0405 40 90 7000~7400 1000~1200  0.06~0.08 0.06~0.08 3D (3D MILLING)
LRTA0410 40 55 4200~4600 600~800 0.06~0.08 1~4 &% (SLOTTING)
LRTA0410 40 90 7000~7400 1000~1200  0.06~0.08 0.06~0.08 3D (3D MILLING)
LRTA0603 40 60 3000~3400 500~700 0.15~0.18 4~6 B8 (SLOTTING)
LRTA0603 40 75 3800~4200 600~800 0.06~0.08 4~6 &% (SLOTTING)
LRTA0603 40 50 2400~2800 300~500 6~12 0.06~0.08 {8I% (SIDE MILLING)
LRTA0603 40 80 4000~4500 1100~1300  0.15~0.18  0.15~0.18 3D# (3D MILLING)
LRTA0603 40 15 6000~5000 1000~1200  0.06~0.08 0.06~0.08 3D# (3D MILLING)
LRTA0605 40 60 3000~3400 500~700 0.15~0.18 4~6 B8 (SLOTTING)
LRTA0605 40 75 3800~4200 600~800 0.06~0.08 4~6 B8 (SLOTTING)
LRTA0605 40 50 2400~2800 300~500 6~12 0.06~0.08 {8k (SIDE MILLING)
LRTA0605 40 80 4000~4500 1100~1300  0.15~0.18  0.15~0.18 3D# (3D MILLING)
LRTA0605 40 115 6000~5000 1000~1200  0.06~0.08 0.06~0.08 3D (3D MILLING)
LRTA0610 40 60 3000~3400 500~700 0.15~0.18 4~6 B (SLOTTING)
LRTA0610 40 75 3800~4200 600~800 0.06~0.08 4~6 B8 (SLOTTING)
LRTA0610 40 50 2400~2800 300~500 6~12 0.06~0.08 {3 (SIDE MILLING)
LRTA0610 40 80 4000~4500 1100~1300  0.15~0.18  0.15~0.18 3D# (3D MILLING)
LRTA0610 40 15 6000~5000 1000~1200  0.06~0.08 0.06~0.08 3D (3D MILLING)




ENTEY A=Y/ oviF

L RTA tIEEH2R | Milling Conditions

| AV A |
" : A& T ER /BT E#H : Alloy Tool Steels / Carbon Tool Steels
dR IRt Work Material =
LRSS o)) | b5/ sK3/ SKD61/ SKD11 : 1.2311 ] 11545/ 1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

241752 Coolant Type #=IUEDEI Wet coolant

(Aa )E% ?D(ﬁf)ﬁ M?Illlinlgﬁrige
~(mm/min) - Depth of Cut -Width of Cut"

LRTA0803 50 60 2200~2700 500~700 0.2~0.25 6~8 Bt (SLOTTING)
LRTA0803 50 60 2200~2700 400~600 0.07~0.1 6~8 Bt (SLOTTING)
LRTA0803 50 60 2200~2700 400~600 8~16 0.07~0.1  fAl$% (SIDE MILLING)
LRTA0803 50 110 4200~4700 1100~1300 0.2~0.25 0.2~0.25 3D#t (3D MILLING)
LRTA0803 50 110 4200~4700 1000~1200 0.07~0.1 0.07~0.1 3D (3D MILLING)
LRTA0805 50 60 2200~2700 500~700 0.2~0.25 6~8 Bt (SLOTTING)
LRTA0805 50 60 2200~2700 400~600 0.07~0.1 6~8 &8 (SLOTTING)
LRTA0805 50 60 2200~2700 400~600 8~16 0.07~0.1  fAl$% (SIDE MILLING)
LRTA0805 50 110 4200~4700 1100~1300 0.2~0.25 0.2~0.25 3D## (3D MILLING)
LRTA0805 50 110 4200~4700 1000~1200 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
LRTA0810 50 60 2200~2700 500~700 0.2~0.25 5~8 &8 (SLOTTING)
LRTA0810 50 60 2200~2700 400~600 0.07~0.1 5~8 &8 (SLOTTING)
LRTA0810 50 60 2200~2700 400~600 8~16 0.07~0.1  {A$% (SIDE MILLING)
LRTA0810 50 110 4200~4700 1100~1300 0.2~0.25 0.2~0.25 3D#t (3D MILLING)
LRTA0810 50 110 4200~4700 1000~1200 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
LRTA1002 60 70 2000~2400 500~700 0.2~0.25 8~10 &8 (SLOTTING)
LRTA1002 60 90 2600~3000 400~600 0.07~0.1 8~10 Bt (SLOTTING)
LRTA1002 60 45 1200~1600 350~500 10~20 0.07~0.1 {8t (SIDE MILLING)
LRTA1002 60 105 3200~3600 800~1000 0.2~0.25 0.2~0.25 3D#t (3D MILLING)
LRTA1002 60 110 3400~3800 800~1000 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
LRTA1003 60 70 2000~2400 500~700 0.2~0.25 8~10 Bt (SLOTTING)
LRTA1003 60 90 2600~3000 400~600 0.07~0.1 8~10 B8t (SLOTTING)
LRTA1003 60 45 1200~1600 350~500 10~20 0.07~0.1 {8k (SIDE MILLING)
LRTA1003 60 105 3200~3600 800~1000 0.2~0.25 0.2~0.25 3D#t (3D MILLING)
LRTA1003 60 110 3400~3800 800~1000 0.07~0.1 0.07~0.1 3D (3D MILLING)
LRTA1005 60 70 2000~2400 500~700 0.2~0.25 8~10 Bt (SLOTTING)
LRTA1005 60 90 2600~3000 400~600 0.07~0.1 8~10 &8 (SLOTTING)
LRTA1005 60 45 1200~1600 350~500 10~20 0.07~0.1  fl$% (SIDE MILLING)
LRTA1005 60 105 3200~3600 800~1000 0.2~0.25 0.2~0.25 3D## (3D MILLING)
LRTA1005 60 110 3400~3800 800~1000 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
LRTA1010 60 70 2000~2400 500~700 0.2~0.25 7~10 &8 (SLOTTING)
LRTA1010 60 90 2600~3000 400~600 0.07~0.1 7=10 &8 (SLOTTING)
LRTA1010 60 45 1200~1600 350~500 10~20 0.07~0.1  {Ai% (SIDE MILLING)
LRTA1010 60 105 3200~3600 800~1000 0.2~0.25 0.2~0.25 3D (3D MILLING)
LRTA1010 60 110 3400~3800 800~1000 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
LRTA1020 60 70 2000~2400 500~700 0.2~0.25 5~10 &8 (SLOTTING)
LRTA1020 60 90 2600~3000 400~600 0.07~0.1 5~10 Bt (SLOTTING)
LRTA1020 60 45 1200~1600 350~500 10~20 0.07~0.1 {8t (SIDE MILLING)
LRTA1020 60 105 3200~3600 800~1000 0.2~0.25 0.2~0.25 3D#t (3D MILLING)
LRTA1020 60 110 3400~3800 800~1000 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
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RATH] et oo

TERRE  HEE B RE EREE nIRE MIEE mIBL
Extension (m/min) Speed Feed (Aa) . (Ap) Milling T

Length(mm) +Cutting'Speed:  (min"1) “(mmimin)~ Depth of Cut ~Widthof Gut- 9 Type
LRTA1205 60 80 1800~2200 600~800 0.2~0.25 10~12 % (SLOTTING)
LRTA1205 60 95 2300~2700 500~700 0.07~0.12  10~12  ##: (SLOTTING)
LRTA1205 60 45 1000~1300 250~400 12~24  0.07~0.12 i (SIDE MILLING)
LRTA1205 60 150 3700~4200 800~1000 0.2~0.25  0.2~0.25 3D (3D MILLING)
LRTA1205 60 150 3700~4200 800~1000  0.07~0.12 0.07~0.12 3D # (3D MILLING)
LRTA1210 60 80 1800~2200 600~800 0.2~0.25 9~12 &% (SLOTTING)
LRTA1210 60 95 2300~2700 500~700 0.07~0.12 9~12  ##(SLOTTING)
LRTA1210 60 45 1000~1300 250~400 12~24  0.07~0.12 I (SIDE MILLING)
LRTA1210 60 150 3700~4200 800~1000 0.2~0.25  0.2~0.25 3D# (3D MILLING)
LRTA1210 60 150 3700~4200 800~1000  0.07~0.12 0.07~0.12 3D (3D MILLING)
LRTA1220 60 80 1800~2200 600~800 0.2~0.25 7~12 8 (SLOTTING)
LRTA1220 60 95 2300~2700 500~700 0.07~0.12 7~12 &% (SLOTTING)
LRTA1220 60 45 1000~1300 250~400 12~24  0.07~0.12 I (SIDE MILLING)
LRTA1220 60 150 3700~4200 800~1000 0.2~0.25  0.2~0.25 3D# (3D MILLING)
LRTA1220 60 150 3700~4200 800~1000  0.07~0.12 0.07~0.12 3D (3D MILLING)

" : SAEEE / TEWEEE : Prehardened Steels
ki 1)
AL ] NAKSO : 1.2083 : AISI420 : M310 (HRc36~45)

A#a14= Coola JRIUETEI Wet coolant

TNEMRE  HIHIEE EEEERE EIREE nIRE MIKE mIAs
Extension (m/mln) Spg(_efi Feed (Aa) ) (Ap) Milling Type

Length(mm) ~Cutting Speed- (min1) “(mm/min) - Depth of Cut ~Width of Cut"
LRTA0405 40 55 4200~4600 600~800 0.06~0.08 1~4 7% (SLOTTING)
LRTA0405 40 90 7000~7400 1000~1200 0.06~0.08 0.06~0.08 3D (3D MILLING)
LRTA0410 40 55 4200~4600 600~800 0.06~0.08 1~4 & (SLOTTING)
LRTA0410 40 90 7000~7400 1000~1200 0.06~0.08  0.06~0.08 3D# (3D MILLING)
LRTA0603 40 60 3000~3400 500~700 0.15~0.18 4~6 78 (SLOTTING)
LRTA0603 40 75 3800~4200 600~800 0.06~0.08 4~6 7% (SLOTTING)
LRTA0603 40 50 2400~2800 300~500 6~12 0.06~0.08 fAl# (SIDE MILLING)
LRTA0603 40 80 4000~4500 1100~1300 0.15~0.18  0.15~0.18 3D# (3D MILLING)
LRTA0603 40 115 6000~5000 1000~1200 0.06~0.08 0.06~0.08 3D (3D MILLING)
LRTA0605 40 60 3000~3400 500~700 0.15~0.18 4~6 7% (SLOTTING)
LRTA0605 40 75 3800~4200 600~800 0.06~0.08 4~6 B (SLOTTING)
LRTA0605 40 50 2400~2800 300~500 6~12 0.06~0.08 fAI$ (SIDE MILLING)
LRTA0605 40 80 4000~4500 1100~1300 0.15~0.18 0.15~0.18 3D (3D MILLING)
LRTA0605 40 115 6000~5000 1000~1200 0.06~0.08 0.06~0.08 3D (3D MILLING)
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I Work Material =R /| TaMELR : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

;&I EEI] Wet coolant

2 tJJéIJEE EEEERE HEIGEE PNIRE MIKE mIA
xtension Speed eed (Aa) (Ap) Milling T
Length(mm) '-6t'm«=vg-€§pee<=.0q (min") ~(mm/min)  Depth of Cut Width of Cut 9 lype
LRTA0610 40 60 3000~3400 500~700 0.15~0.18 4~6 &%t (SLOTTING)
LRTA0610 40 75 3800~4200 600~800 0.06~0.08 4~6 &t (SLOTTING)
LRTA0610 40 50 2400~2800 300~500 6~12 0.06~0.08 Al (SIDE MILLING)
LRTA0610 40 80 4000~4500 1100~1300 0.15~0.18  0.15~0.18 3D# (3D MILLING)
LRTA0610 40 115 6000~5000 1000~1200 0.06~0.08 0.06~0.08 3D# (3D MILLING)
LRTA0803 50 60 2200~2700 500~700 0.2~0.25 6~8 &%t (SLOTTING)
LRTA0803 50 60 2200~2700 400~600 0.07~0.1 6~8 Bt (SLOTTING)
LRTA0803 50 60 2200~2700 400~600 8~16 0.07~0.1  fAI$ (SIDE MILLING)
LRTA0803 50 110 4200~4700 1100~1300 0.2~0.25 0.2~0.25 3D#t (3D MILLING)
LRTA0803 50 110 4200~4700 1000~1200 0.07~0.1 0.07~0.1 3D (3D MILLING)
LRTA0805 50 60 2200~2700 500~700 0.2~0.25 6~8 Bt (SLOTTING)
LRTA0805 50 60 2200~2700 400~600 0.07~0.1 6~8 &8t (SLOTTING)
LRTA0805 50 60 2200~2700 400~600 8~16 0.07~0.1  fAl# (SIDE MILLING)
LRTA0805 50 110 4200~4700 1100~1300 0.2~0.25 0.2~0.25 3D## (3D MILLING)
LRTA0805 50 110 4200~4700 1000~1200 0.07~0.1 0.07~0.1 3D (3D MILLING)
LRTA0810 50 60 2200~2700 500~700 0.2~0.25 5~8 &8t (SLOTTING)
LRTA0810 50 60 2200~2700 400~600 0.07~0.1 5~8 &8 (SLOTTING)
LRTA0810 50 60 2200~2700 400~600 8~16 0.07~0.1  fAI# (SIDE MILLING)
LRTA0810 50 110 4200~4700 1100~1300 0.2~0.25 0.2~0.25 3D (3D MILLING)
LRTA0810 50 110 4200~4700 1000~1200 0.07~0.1 0.07~0.1 3D (3D MILLING)
LRTA1002 60 70 2000~2400 500~700 0.2~0.25 8~10 7B (SLOTTING)
LRTA1002 60 90 2600~3000 400~600 0.07~0.1 8~10 &t (SLOTTING)
LRTA1002 60 45 1200~1600 350~500 10~20 0.07~0.1 {8k (SIDE MILLING)
LRTA1002 60 105 3200~3600 800~1000 0.2~0.25 0.2~0.25 3D (3D MILLING)
LRTA1002 60 110 3400~3800 800~1000 0.07~0.1 0.07~0.1 3D (3D MILLING)
LRTA1003 60 70 2000~2400 500~700 0.2~0.25 8~10 &3t (SLOTTING)
LRTA1003 60 90 2600~3000 400~600 0.07~0.1 8~10 Bt (SLOTTING)
LRTA1003 60 45 1200~1600 350~500 10~20 0.07~0.1  fAI$# (SIDE MILLING)
LRTA1003 60 105 3200~3600 800~1000 0.2~0.25 0.2~0.25 3D# (3D MILLING)
LRTA1003 60 110 3400~3800 800~1000 0.07~0.1 0.07~0.1 3D (3D MILLING)
LRTA1005 60 70 2000~2400 500~700 0.2~0.25 8~10 Bt (SLOTTING)
LRTA1005 60 90 2600~3000 400~600 0.07~0.1 8~10 &8t (SLOTTING)
LRTA1005 60 45 1200~1600 350~500 10~20 0.07~0.1  fAl# (SIDE MILLING)
LRTA1005 60 105 3200~3600 800~1000 0.2~0.25 0.2~0.25 3D## (3D MILLING)
LRTA1005 60 110 3400~3800 800~1000 0.07~0.1 0.07~0.1 3D (3D MILLING)
LRTA1010 60 70 2000~2400 500~700 0.2~0.25 7=10 &8t (SLOTTING)
LRTA1010 60 90 2600~3000 400~600 0.07~0.1 7~10 &8 (SLOTTING)
LRTA1010 60 45 1200~1600 350~500 10~20 0.07~0.1  fAI# (SIDE MILLING)
LRTA1010 60 105 3200~3600 800~1000 0.2~0.25 0.2~0.25 3D (3D MILLING)
LRTA1010 60 110 3400~3800 800~1000 0.07~0.1 0.07~0.1 3D (3D MILLING)
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Extension Speed eed (Aa) (Ap)
Length(mm) *Cutting Speed (min") ~(mm/min)  Depth of Cut Width of Cut-

LRTA1020 60 70 2000~2400 500~700 0.2~0.25 5~10 &% (SLOTTING)
LRTA1020 60 90 2600~3000 400~600 0.07~0.1 5~10 B8t (SLOTTING)
LRTA1020 60 45 1200~1600 350~500 10~20 0.07~0.1 {8l (SIDE MILLING)
LRTA1020 60 105 3200~3600 800~1000 0.2~0.25  0.2~0.25 3D# (3D MILLING)
LRTA1020 60 110 3400~3800 800~1000 0.07~0.1 0.07~0.1 3D & (3D MILLING)
LRTA1205 60 80 1800~2200 600~800 0.2~0.25 10~12  i&# (SLOTTING)
LRTA1205 60 95 2300~2700 500~700 0.07~0.12 10~12  #&# (SLOTTING)
LRTA1205 60 45 1000~1300 250~400 12~24 0.07~0.12 {8t (SIDE MILLING)
LRTA1205 60 150 3700~4200 800~1000 0.2~0.25 0.2~0.25 3D (3D MILLING)
LRTA1205 60 150 3700~4200 800~1000 0.07~0.12  0.07~0.12 3D# (3D MILLING)
LRTA1210 60 80 1800~2200 600~800 0.2~0.25 9~12 7B (SLOTTING)
LRTA1210 60 95 2300~2700 500~700 0.07~0.12 9~12 7B (SLOTTING)
LRTA1210 60 45 1000~1300 250~400 12~24 0.07~0.12 {Al$% (SIDE MILLING)
LRTA1210 60 150 3700~4200 800~1000 0.2~0.25 0.2~0.25 3D## (3D MILLING)
LRTA1210 60 150 3700~4200 800~1000 0.07~0.12  0.07~0.12 3D# (3D MILLING)
LRTA1220 60 80 1800~2200 600~800 0.2~0.25 7~12 7B (SLOTTING)
LRTA1220 60 95 2300~2700 500~700 0.07~0.12 7~12  #&# (SLOTTING)
LRTA1220 60 45 1000~1300 250~400 12~24 0.07~0.12 fAl## (SIDE MILLING)
LRTA1220 60 150 3700~4200 800~1000 0.2~0.25 0.2~0.25 3D#t (3D MILLING)
LRTA1220 60 150 3700~4200 800~1000 0.07~0.12  0.07~0.12 3D## (3D MILLING)

" : R IPER : Hardened Steels
3 t bite
il LRI BTG SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 | 420 (HRc48~54)

RILEIEI Wet coolant

5 b EEEERRE EIREE nIRE MIKE mIAs
Extension N Sp_eid Feed (Aa) (Ap) Milling Type
Length(mm) ~Cutting Speed- (min) “(mm/min) - Depth of Cut -Width of Cut"

LRTA0405 40 55 4200~4600 400~600 0.04~0.06 1~4 7Bt (SLOTTING)
LRTA0405 40 90 7000~7400 400~600 0.04~0.06 0.04~0.06 3D# (3D MILLING)
LRTA0410 40 55 4200~4600 400~600 0.04~0.06 1.5 B8 (SLOTTING)
LRTA0410 40 90 7000~7400 400~600 0.04~0.06  0.04~0.06 3D (3D MILLING)
LRTA0603 40 75 3800~4200 300~500 0.05~0.07 4.5 B8t (SLOTTING)
LRTA0603 40 45 2400~2800 300~500 6~12 0.05~0.07 {8l (SIDE MILLING)
LRTA0603 40 90 4800~5200 600~800 0.05~0.07  0.05~0.07 3D# (3D MILLING)
LRTA0605 40 75 3800~4200 300~500 0.05~0.07 4~6 7% (SLOTTING)
LRTA0605 40 45 2400~2800 300~500 6~12 0.05~0.07 {8l (SIDE MILLING)
LRTA0605 40 90 4800~5200 600~800 0.05~0.07  0.05~0.07 3D# (3D MILLING)
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" : EMEZIESH : Hardened Steels
i tEIRF Work Mat |
ool ARG SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 | 1.4542 : H13 / 420 (HRc48~54)
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xtension Speed eed (Aa) _(Ap) Milling T
Length(mm) reﬁmng—Speed~ (min) {+(mm/min)- Depth of Cut -Width of Cut" 9 lype
LRTA0610 40 75 3800~4200 300~500 0.05~0.07 4~6 7&#% (SLOTTING)
LRTA0610 40 45 2400~2800 300~500 6~12 0.05~0.07 fAI$% (SIDE MILLING)
LRTA0610 40 90 4800~5200 600~800 0.05~0.07  0.05~0.07 3D (3D MILLING)
LRTA0803 50 60 2200~2700 300~500 0.06~0.08 6~8 7B# (SLOTTING)
LRTA0803 50 50 2000~2500 300~500 8~16 0.06~0.08 fAIf (SIDE MILLING)
LRTA0803 50 110 4200~4700 600~800 0.06~0.08 0.06~0.08 3Dt (3D MILLING)
LRTA0805 50 60 2200~2700 300~500 0.06~0.08 6~8 Bt (SLOTTING)
LRTA0805 50 50 2000~2500 300~500 8~16 0.06~0.08 fAl$k (SIDE MILLING)
LRTA0805 50 110 4200~4700 600~800 0.06~0.08 0.06~0.08 3D# (3D MILLING)
LRTA0810 50 60 2200~2700 300~500 0.06~0.08 528 &t (SLOTTING)
LRTA0810 50 50 2000~2500 300~500 8~16 0.06~0.08 Al (SIDE MILLING)
LRTA0810 50 110 4200~4700 600~800 0.06~0.08 0.06~0.08 3D (3D MILLING)
LRTA1002 60 75 2400~2800 300~500 0.07~0.1 8~10 7B (SLOTTING)
LRTA1002 60 50 1600~2000 300~500 10~20 0.07~0.1  fAI# (SIDE MILLING)
LRTA1002 60 110 3400~3800 600~800 0.07~0.1 0.07~0.1  3D## (3D MILLING)
LRTA1003 60 75 2400~2800 300~500 0.07~0.1 8~10 7&#% (SLOTTING)
LRTA1003 60 50 1600~2000 300~500 10~20 0.07~0.1  fAI$ (SIDE MILLING)
LRTA1003 60 110 3400~3800 600~800 0.07~0.1 0.07~0.1 3D (3D MILLING)
LRTA1005 60 75 2400~2800 300~500 0.07~0.1 8.5 Bt (SLOTTING)
LRTA1005 60 50 1600~2000 300~500 10~20 0.07~0.1  {8I$% (SIDE MILLING)
LRTA1005 60 110 3400~3800 600~800 0.07~0.1 0.07~0.1 3D (3D MILLING)
LRTA1010 60 75 2400~2800 300~500 0.07~0.1 7~10 &t (SLOTTING)
LRTA1010 60 50 1600~2000 300~500 10~20 0.07~0.1  fAI# (SIDE MILLING)
LRTA1010 60 110 3400~3800 600~800 0.07~0.1 0.07~0.1 3D (3D MILLING)
LRTA1020 60 75 2400~2800 300~500 0.07~0.1 5~10 7B (SLOTTING)
LRTA1020 60 50 1600~2000 300~500 10~20 0.07~0.1  {8l$ (SIDE MILLING)
LRTA1020 60 110 3400~3800 600~800 0.07~0.1 0.07~0.1 3D (3D MILLING)
LRTA1205 60 70 1800~2200 300~500 0.07~0.12 9.5 7&#% (SLOTTING)
LRTA1205 60 70 1800~2200 200~400 12~24 0.07~0.12 {Al$% (SIDE MILLING)
LRTA1205 60 105 2700~3200 500~700 0.07~0.12 0.07~0.12 3Dt (3D MILLING)
LRTA1210 60 70 1800~2200 300~500 0.07~0.12 9~12 Bt (SLOTTING)
LRTA1210 60 70 1800~2200 200~400 12~24 0.07~0.12 8% (SIDE MILLING)
LRTA1210 60 105 2700~3200 500~700 0.07~0.12  0.07~0.12 3D# (3D MILLING)
LRTA1220 60 70 1800~2200 300~500 0.07~0.12 7~12 &% (SLOTTING)
LRTA1220 60 70 1800~2200 200~400 12~24 0.07~0.12 {8I$% (SIDE MILLING)
LRTA1220 60 105 2700~3200 500~700 0.07~0.12  0.07~0.12 3D# (3D MILLING)



oD WEE=EN
T D & 43R | Milling Conditions
| B Y

- ) Wk / 58 : Carbon Steels / Cast Iron
kit Bl Work Mati |
Gl E RO  550c | o250 / 55400 : 11210 0.6025 /1.0036 : 1050 / NO.35 / A570 Gr.45 (~HRc22)
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BEEEE )5 MIRE MIKE
Extension r ) Speed eed (Aa) (Ap) M
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut -Width of Cut-

LRTDO0405 40 70 5400~5800 1000~1200 0.07~0.1 2~4 B8t (SLOTTING)
LRTD0405 40 115 9000~10000 1200~1600 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
LRTD0410 40 70 5400~5800 1000~1200 0.07~0.1 1~4 7B (SLOTTING)
LRTD0410 40 115 9000~10000 1200~1600 0.07~0.1 0.07~0.1 3D#t (3D MILLING)
LRTD0602 40 75 4000~4600 600~800 0.15~0.2 5~6 &% (SLOTTING)
LRTD0602 40 95 5000~5500 1200~1400 0.07~0.1 5~6 7Bt (SLOTTING)
LRTD0602 40 60 3200~3600 1000~1200 6~12 0.15~0.2 {8l (SIDE MILLING)
LRTD0602 40 60 3200~3600 600~800 6~12 0.07~0.1  fAI%t (SIDE MILLING)
LRTD0602 40 90 4800~5400 1800~2200 0.15~0.2  0.15~0.2 3D# (3D MILLING)
LRTD0602 40 135 7200~7600 1200~1600 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
LRTD0603 40 75 4000~4600 600~800 0.15~0.2 5~6 7B (SLOTTING)
LRTD0603 40 95 5000~5500 1200~1400 0.07~0.1 5~6 7B (SLOTTING)
LRTD0603 40 60 3200~3600 1000~1200 6~12 0.15~0.2  fAI%t (SIDE MILLING)
LRTD0603 40 60 3200~3600 600~800 6~12 0.07~0.1  fAlgk (SIDE MILLING)
LRTD0603 40 90 4800~5400 1800~2200 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
LRTD0603 40 135 7200~7600 1200~1600 0.07~0.1 0.07~0.1 3D#t (3D MILLING)
LRTDO0605 40 75 4000~4600 600~800 0.15~0.2 4~6 &t (SLOTTING)
LRTD0605 40 95 5000~5500 1200~1400 0.07~0.1 4~6 7Bt (SLOTTING)
LRTD0605 40 60 3200~3600 1000~1200 6~12 0.15~0.2 {8l (SIDE MILLING)
LRTD0605 40 60 3200~3600 600~800 6~12 0.07~0.1  fAI%t (SIDE MILLING)
LRTDO0605 40 90 4800~5400 1800~2200 0.15~0.2  0.15~0.2 3D (3D MILLING)
LRTD0605 40 135 7200~7600 1200~1600 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
LRTD0610 40 75 4000~4600 600~800 0.15~0.2 3~6 7B (SLOTTING)
LRTD0610 40 95 5000~5500 1200~1400 0.07~0.1 3~6 7B (SLOTTING)
LRTDO0610 40 60 3200~3600 1000~1200 6~12 0.15~0.2  fAI%t (SIDE MILLING)
LRTD0610 40 60 3200~3600 600~800 6~12 0.07~0.1 {8l (SIDE MILLING)
LRTD0610 40 90 4800~5400 1800~2200 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
LRTD0610 40 135 7200~7600 1200~1600 0.07~0.1 0.07~0.1 3D#t (3D MILLING)
LRTD0803 50 65 2500~3000 800~1000 0.2~0.25 7~8 &t (SLOTTING)
LRTD0803 50 75 3000~3500 600~800 0.08~0.12 7~8 7Bt (SLOTTING)
LRTD0803 50 90 3500~4000 500~800 8~16 0.2~0.25 {8l (SIDE MILLING)
LRTD0803 50 65 2500~3000 500~800 8~16 0.08~0.12 fAl$k (SIDE MILLING)
LRTD0803 50 115 4500~5200 1000~1400 0.2~0.25  0.2~0.25 3D# (3D MILLING)
LRTD0803 50 165 6500~7000 1000~1400 0.08~0.12  0.08~0.12 3D#t (3D MILLING)
LRTD0805 50 65 2500~3000 800~1000 0.2~0.25 6~8 7B (SLOTTING)
LRTD0805 50 75 3000~3500 600~800 0.08~0.12 6~8 7B (SLOTTING)
LRTDO0805 50 90 3500~4000 500~800 8~16 0.2~0.25 fAI%t (SIDE MILLING)
LRTD0805 50 65 2500~3000 500~800 8~16 0.08~0.12 fAl# (SIDE MILLING)
LRTD0805 50 115 4500~5200 1000~1400 0.2~0.25 0.2~0.25 3D#t (3D MILLING)
LRTD0805 50 165 6500~7000 1000~1400 0.08~0.12 0.08~0.12 3D#f (3D MILLING)




Y ==Y/ ovHF
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” ; k=4l / $£8 : Carbon Steels / Cast Iron
sanll=l Work Material
AN S50C | Fe250 / SS400 : 1.1210 /06025 /1.0036 : 1050 / NO.35 / AS70 Gr.45 (~HRc22)
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xtension Speed eed (Aa) _(Ap) Milling T
Length(mm) reﬁmng—Speed~ (min) Depth of Cut +Width-of Gut- 9 lype
LRTD0810 50 65 2500~3000 800~1000 0.2~0.25 5~8 &%t (SLOTTING)
LRTD0810 50 75 3000~3500 600~800 0.08~0.12 56 &t (SLOTTING)
LRTDO0810 50 90 3500~4000 500~800 8~16 0.2~0.25 fAI# (SIDE MILLING)
LRTD0810 50 65 2500~3000 500~800 8~16 0.08~0.12 {Al$ (SIDE MILLING)
LRTD0810 50 115 4500~5200 1000~1400 0.2~0.25 0.2~0.25 3D# (3D MILLING)
LRTD0810 50 165 6500~7000 1000~1400 0.08~0.12 0.08~0.12 3Dt (3D MILLING)
LRTD1002 60 65 2000~2400 800~1000 0.25~0.3 9~10 Bt (SLOTTING)
LRTD1002 60 75 2400~2800 500~800 0.08~0.13 9~10 7B# (SLOTTING)
LRTD1002 60 90 2800~3200 500~800 10~20 0.25~0.3  fAl# (SIDE MILLING)
LRTD1002 60 65 2000~2400 500~800 10~20 0.1~0.15  fAI# (SIDE MILLING)
LRTD1002 60 115 3600~4200 1000~1400 0.25~0.3 0.25~0.3 3D (3D MILLING)
LRTD1002 60 165 5200~5600 1000~1400 0.08~0.13  0.08~0.13 3D# (3D MILLING)
LRTD1003 60 65 2000~2400 800~1000 0.25~0.3 9~10 &%t (SLOTTING)
LRTD1003 60 75 2400~2800 500~800 0.08~0.13 9~10 & (SLOTTING)
LRTD1003 60 90 2800~3200 500~800 10~20 0.25~0.3 {8t (SIDE MILLING)
LRTD1003 60 65 2000~2400 500~800 10~20 0.1~0.15  {8l$% (SIDE MILLING)
LRTD1003 60 115 3600~4200 1000~1400 0.25~0.3 0.25~0.3  3D## (3D MILLING)
LRTD1003 60 165 5200~5600 1000~1400 0.08~0.13 0.08~0.13 3Dt (3D MILLING)
LRTD1005 60 65 2000~2400 800~1000 0.25~0.3 10~20 Bt (SLOTTING)
LRTD1005 60 75 2400~2800 500~800 0.08~0.13 10~20 &8t (SLOTTING)
LRTD1005 60 90 2800~3200 500~800 10~20 0.25~0.3  fAl## (SIDE MILLING)
LRTD1005 60 65 2000~2400 500~800 10~20 0.08~0.13 fAI# (SIDE MILLING)
LRTD1005 60 115 3600~4200 1000~1400 0.25~0.3 0.25~0.3 3D (3D MILLING)
LRTD1005 60 165 5200~5600 1000~1400 0.08~0.13  0.08~0.13 3D (3D MILLING)
LRTD1010 60 65 2000~2400 800~1000 0.25~0.3 7~10 7Bt (SLOTTING)
LRTD1010 60 75 2400~2800 500~800 0.08~0.13 7~10 & (SLOTTING)
LRTD1010 60 90 2800~3200 500~800 10~20 0.25~0.3  fEI# (SIDE MILLING)
LRTD1010 60 65 2000~2400 500~800 10~20 0.1~0.15 {8I$% (SIDE MILLING)
LRTD1010 60 115 3600~4200 1000~1400 0.25~0.3 0.25~0.3 3D (3D MILLING)
LRTD1010 60 165 5200~5600 1000~1400 0.08~0.13 0.08~0.13 3D#t (3D MILLING)
LRTD1020 60 65 2000~2400 800~1000 0.25~0.3 =10 Bt (SLOTTING)
LRTD1020 60 75 2400~2800 500~800 0.08~0.13 5110, &8t (SLOTTING)
LRTD1020 60 90 2800~3200 500~800 10~20 0.25~0.3  fAl## (SIDE MILLING)
LRTD1020 60 65 2000~2400 500~800 10~20 0.1~0.15  fAI# (SIDE MILLING)
LRTD1020 60 115 3600~4200 1000~1400 0.25~0.3 0.25~0.3 3D (3D MILLING)
LRTD1020 60 165 5200~5600 1000~1400 0.08~0.13  0.08~0.13 3D## (3D MILLING)



GpHF \\NEZ=EANTET
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Length(mm) Cutting Speed (min") “(mm/min) - Depth of Cut -Width of Cut-

LRTD1205 60 75 2000~2400 800~1200 0.25~0.3 10~12 7B (SLOTTING)
LRTD1205 60 105 2800~3200 800~1000 0.1~0.15 10~12 7Bt (SLOTTING)
LRTD1205 60 80 1900~2300 800~1000 12~24 0.2~0.3 {83 (SIDE MILLING)
LRTD1205 60 80 1900~2300 400~600 12~24 0.1~0.15  fAI%t (SIDE MILLING)
LRTD1205 60 150 4000~4500 1400~1800 0.25~0.3  0.25~0.3 3D# (3D MILLING)
LRTD1205 60 170 4500~5000 1200~1600 0.1~0.15 0.1~0.15 3Dt (3D MILLING)
LRTD1210 60 75 2000~2400 800~1200 0.25~0.3 9~12  i&# (SLOTTING)
LRTD1210 60 105 2800~3200 800~1000 0.1~0.15 9~12 7B (SLOTTING)
LRTD1210 60 80 1900~2300 800~1000 12~24 0.25~0.3  fAI%t (SIDE MILLING)
LRTD1210 60 80 1900~2300 400~600 12~24 0.1~0.15  fAlgk (SIDE MILLING)
LRTD1210 60 150 4000~4500 1400~1800 0.25~0.3 0.25~0.3 3D#t (3D MILLING)
LRTD1210 60 170 4500~5000 1200~1600 0.1~0.15 0.1~0.15 3D#t (3D MILLING)
LRTD1220 60 75 2000~2400 800~1200 0.25~0.3 7~12 &%t (SLOTTING)
LRTD1220 60 105 2800~3200 800~1000 0.1~0.15 =12 7B (SLOTTING)
LRTD1220 60 80 1900~2300 800~1000 12~24 0.25~0.3  fAI%t (SIDE MILLING)
LRTD1220 60 80 1900~2300 400~600 12~24 0.1~0.15  {AI%t (SIDE MILLING)
LRTD1220 60 150 4000~4500 1400~1800 0.25~0.3 0.25~0.3 3D (3D MILLING)
LRTD1220 60 170 4500~5000 1200~1600 0.1~0.15 0.1~0.15 3D#t (3D MILLING)
LRTD1610 100 75 1500~1800 700~1100 0.3~0.35 13~16  i&# (SLOTTING)
LRTD1610 100 90 1800~2100 400~600 0.12~0.17 13~16 & (SLOTTING)
LRTD1610 100 75 1500~1800 600~800 16~32 0.3~0.35 fAl%t (SIDE MILLING)
LRTD1610 100 75 1500~1800 400~600 16~32 0.12~0.17 {8l%% (SIDE MILLING)
LRTD1610 100 150 3000~3400 1400~1800 0.3~0.35 0.3~0.35 3D#t (3D MILLING)
LRTD1610 100 170 3400~3800 800~1200 0.12~0.17  0.12~0.17 3D (3D MILLING)
LRTD1620 100 75 1500~1800 700~1100 0.3~0.35 11~16  #&# (SLOTTING)
LRTD1620 100 90 1800~2100 400~600 0.12~0.17 11~16 7Bt (SLOTTING)
LRTD1620 100 75 1500~1800 600~800 16~32 0.3~0.35 {8l (SIDE MILLING)
LRTD1620 100 75 1500~1800 400~600 16~32 0.12~0.17  f8I%t (SIDE MILLING)
LRTD1620 100 150 3000~3400 1400~1800 0.3~0.35 0.3~0.35 3D (3D MILLING)

LRTD1620 100 170 3400~3800 800~1200 0.12~0.17  0.12~0.17 3D# (3D MILLING)
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g IRt Work Material =
LRSS o)) | b5 sk / SKD61/ SKD11 : 1.2311 ] 11545/ 1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

&I HIEI] Wet coolant

2 tJJéIJ:EE EEEEE ERERE T RE MIKE mIA
xtension Speed eed (Aa) (Ap) Milling T
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LRTD0405 40 65 5000~5500 800~1000 0.07~0.1 1~4 Bt (SLOTTING)
LRTDO0405 40 115 9000~10000 1000~1400 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
LRTD0410 40 65 5000~5500 800~1000 0.07~0.1 1~4 &8 (SLOTTING)
LRTD0410 40 115 9000~10000 1000~1400 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
LRTD0602 40 70 3600~4000 600~800 0.15~0.2 5~6 &8 (SLOTTING)
LRTD0602 40 85 4500~5000 1000~1200 0.07~0.1 5~6 &8t (SLOTTING)
LRTD0602 40 30 1600~2000 200~400 6~12 0.15~0.2  fAl$k (SIDE MILLING)
LRTD0602 40 50 2700~3200 400~600 6~12 0.07~0.1  {Ai$% (SIDE MILLING)
LRTD0602 40 90 4800~5400 1000~1400 0.15~0.2 0.15~0.2 3D (3D MILLING)
LRTD0602 40 130 6800~7200 1200~1600 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
LRTD0603 40 70 3600~4000 600~800 0.15~0.2 5~6 &8 (SLOTTING)
LRTD0603 40 85 4500~5000 1000~1200 0.07~0.1 5~6 &8 (SLOTTING)
LRTD0603 40 30 1600~2000 200~400 6~12 0.15~0.2  {Ai% (SIDE MILLING)
LRTD0603 40 50 2700~3200 400~600 6~12 0.07~0.1 {8t (SIDE MILLING)
LRTD0603 40 90 4800~5400 1000~1400 0.15~0.2 0.15~0.2  3D#t (3D MILLING)
LRTD0603 40 130 6800~7200 1200~1600 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
LRTD0605 40 70 3600~4000 600~800 0.15~0.2 4~6 &8 (SLOTTING)
LRTD0605 40 85 4500~5000 1000~1200 0.07~0.1 4~6 &8t (SLOTTING)
LRTD0605 40 30 1600~2000 200~400 6~12 0.15~0.2  fAl$k (SIDE MILLING)
LRTD0605 40 50 2700~3200 400~600 6~12 0.07~0.1  {Ai% (SIDE MILLING)
LRTD0605 40 90 4800~5400 1000~1400 0.15~0.2 0.15~0.2 3D (3D MILLING)
LRTD0605 40 130 6800~7200 1200~1600 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
LRTD0610 40 70 3600~4000 600~800 0.15~0.2 3~6 &8 (SLOTTING)
LRTD0610 40 85 4500~5000 1000~1200 0.07~0.1 3~6 &8 (SLOTTING)
LRTD0610 40 30 1600~2000 200~400 6~12 0.15~0.2  {Ai% (SIDE MILLING)
LRTD0610 40 50 2700~3200 400~600 6~12 0.07~0.1 {8t (SIDE MILLING)
LRTD0610 40 90 4800~5400 1000~1400 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
LRTD0610 40 130 6800~7200 1200~1600 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
LRTD0803 50 65 2400~2800 600~800 0.2~0.25 7~8 &8 (SLOTTING)
LRTDO0803 50 90 3500~4000 500~700 0.08~0.12 7~8 &8t (SLOTTING)
LRTDO0803 50 35 1200~1600 250~350 8~16 0.2~0.25  fAl#k (SIDE MILLING)
LRTDO0803 50 50 1800~2200 400~600 8~16 0.08~0.12 fAlg (SIDE MILLING)
LRTD0803 50 115 4500~5200 800~1000 0.2~0.25 0.2~0.25 3D## (3D MILLING)
LRTDO0803 50 150 5700~6300 800~1200 0.08~0.12  0.08~0.12 3D## (3D MILLING)
LRTDO0805 50 65 2400~2800 600~800 0.2~0.25 6~8 &8 (SLOTTING)
LRTDO0805 50 90 3500~4000 500~700 0.08~0.12 6~8 &8 (SLOTTING)
LRTD0805 50 35 1200~1600 250~350 8~16 0.2~0.25  {Aik (SIDE MILLING)
LRTDO0805 50 50 1800~2200 400~600 8~16 0.08~0.12 fAl# (SIDE MILLING)
LRTDO0805 50 115 4500~5200 800~1000 0.2~0.25 0.2~0.25 3D#t (3D MILLING)
LRTDO0805 50 150 5700~6300 800~1200 0.08~0.12  0.08~0.12 3D## (3D MILLING)
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LRTDO0810 50 65 2400~2800 600~800 0.2~0.25 5~8 7B (SLOTTING)
LRTD0810 50 90 3500~4000 500~700 0.08~0.12 5~8 7Bt (SLOTTING)
LRTDO0810 50 35 1200~1600 250~350 8~16 0.2~0.25 fAl (SIDE MILLING)
LRTD0810 50 50 1800~2200 400~600 8~16 0.08~0.12 faI%t (SIDE MILLING)
LRTD0810 50 115 4500~5200 800~1000 0.2~0.25 0.2~0.25 3D (3D MILLING)
LRTD0810 50 150 5700~6300 800~1200 0.08~0.12  0.08~0.12 3D#t (3D MILLING)
LRTD1002 60 65 2000~2400 600~800 0.25~0.3 9~10 7Bt (SLOTTING)
LRTD1002 60 90 2800~3200 500~700 0.08~0.13 9~10 7B (SLOTTING)
LRTD1002 60 35 1000~1300 200~300 10~20 0.2~0.25 fAI%t (SIDE MILLING)
LRTD1002 60 40 1200~1600 400~600 10~20 0.08~0.13 {8l (SIDE MILLING)
LRTD1002 60 115 3600~4000 800~1000 0.25~0.3 0.25~0.3 3D#t (3D MILLING)
LRTD1002 60 150 4800~5200 800~1200 0.08~0.13  0.08~0.13 3D (3D MILLING)
LRTD1003 60 65 2000~2400 600~800 0.25~0.3 8~10 &% (SLOTTING)
LRTD1003 60 90 2800~3200 500~700 0.08~0.13 8~10 7Bt (SLOTTING)
LRTD1003 60 35 1000~1300 200~300 10~20 0.2~0.25 {8l (SIDE MILLING)
LRTD1003 60 40 1200~1600 400~600 10~20 0.08~0.13 fAl#k (SIDE MILLING)
LRTD1003 60 115 3600~4000 800~1000 0.25~0.3 0.25~0.3 3D (3D MILLING)
LRTD1003 60 150 4800~5200 800~1200 0.08~0.13  0.08~0.13 3D#t (3D MILLING)
LRTD1005 60 65 2000~2400 600~800 0.25~0.3 8~10 7B (SLOTTING)
LRTD1005 60 90 2800~3200 500~700 0.08~0.13 8~10 7Bt (SLOTTING)
LRTD1005 60 85 1000~1300 200~300 10~20 0.2~0.25 fAI%t (SIDE MILLING)
LRTD1005 60 40 1200~1600 400~600 10~20 0.08~0.13 fAl# (SIDE MILLING)
LRTD1005 60 115 3600~4000 800~1000 0.25~0.3 0.25~0.3 3D#t (3D MILLING)
LRTD1005 60 150 4800~5200 800~1200 0.08~0.13  0.08~0.13 3D (3D MILLING)
LRTD1010 60 65 2000~2400 600~800 0.25~0.3 7~10  #&# (SLOTTING)
LRTD1010 60 90 2800~3200 500~700 0.08~0.13 7~10 7Bt (SLOTTING)
LRTD1010 60 35 1000~1300 200~300 10~20 0.2~0.25 {8l (SIDE MILLING)
LRTD1010 60 40 1200~1600 400~600 10~20 0.08~0.13 fAl$k (SIDE MILLING)
LRTD1010 60 115 3600~4000 800~1000 0.25~0.3  0.25~0.3 3D# (3D MILLING)
LRTD1010 60 150 4800~5200 800~1200 0.08~0.13  0.08~0.13 3D#t (3D MILLING)
LRTD1020 60 65 2000~2400 600~800 0.25~0.3 5~10 7B (SLOTTING)
LRTD1020 60 90 2800~3200 500~700 0.08~0.13 5~10 7B (SLOTTING)
LRTD1020 60 35 1000~1300 200~300 10~20 0.2~0.25 fAI%t (SIDE MILLING)
LRTD1020 60 40 1200~1600 400~600 10~20 0.08~0.13 {8l (SIDE MILLING)
LRTD1020 60 115 3600~4000 800~1000 0.25~0.3 0.25~0.3 3D#t (3D MILLING)

LRTD1020 60 150 4800~5200 800~1200 0.08~0.13  0.08~0.13 3D# (3D MILLING)
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LRTD1205 60 70 1800~2200 800~1000 0.25~0.3 10~12 &%t (SLOTTING)
LRTD1205 60 95 2500~2800 600~800 0.1~0.15 10~12 &t (SLOTTING)
LRTD1205 60 30 700~1000 200~300 12~24 0.15~0.25 fAl# (SIDE MILLING)
LRTD1205 60 45 1100~1400 300~450 12~24 0.1~0.15  fAI# (SIDE MILLING)
LRTD1205 60 150 4000~4500 800~1000 0.25~0.3 0.25~0.3 3D (3D MILLING)
LRTD1205 60 150 4000~4500 1000~1400 0.1~0.15 0.1~0.15  3D#t (3D MILLING)
LRTD1210 60 70 1800~2200 800~1000 0.25~0.3 9~12 7Bt (SLOTTING)
LRTD1210 60 95 2500~2800 600~800 0.1~0.15 9~12 &8t (SLOTTING)
LRTD1210 60 30 700~1000 200~300 12~24 0.15~0.25 fAl$k (SIDE MILLING)
LRTD1210 60 45 1100~1400 300~450 12~24 0.1~0.15  fAI# (SIDE MILLING)
LRTD1210 60 150 4000~4500 800~1000 0.25~0.3 0.25~0.3 3D (3D MILLING)
LRTD1210 60 150 4000~4500 1000~1400 0.1~0.15 0.1~0.15 3D (3D MILLING)
LRTD1220 60 70 1800~2200 800~1000 0.25~0.3 7~12 &% (SLOTTING)
LRTD1220 60 95 2500~2800 600~800 0.1~0.15 7~12 &t (SLOTTING)
LRTD1220 60 30 700~1000 200~300 12~24 0.15~0.25 fAl# (SIDE MILLING)
LRTD1220 60 45 1100~1400 300~450 12~24 0.1~0.15  fAl# (SIDE MILLING)
LRTD1220 60 150 4000~4500 800~1000 0.25~0.3 0.25~0.3  3D## (3D MILLING)
LRTD1220 60 150 4000~4500 1000~1400 0.1~0.15 0.1~0.15 3D (3D MILLING)
LRTD1610 100 70 1200~1600 600~900 0.3~0.35 13~16 &8 (SLOTTING)
LRTD1610 100 85 1500~1800 300~500 0.12~0.17 13~16 &t (SLOTTING)
LRTD1610 100 30 500~800 200~350 16~32 0.3~0.35  fAl## (SIDE MILLING)
LRTD1610 100 45 800~1100 200~350 16~32 0.12~0.17 {AI$% (SIDE MILLING)
LRTD1610 100 150 3000~3400 1200~1600 0.3~0.35 0.3~0.35 3D (3D MILLING)
LRTD1610 100 150 3000~3400 700~1000 0.12~0.17  0.12~0.17 3D## (3D MILLING)
LRTD1620 100 70 1200~1600 600~900 0.3~0.35 11~16 & (SLOTTING)
LRTD1620 100 85 1500~1800 300~500 0.12~0.17 11~16 & (SLOTTING)
LRTD1620 100 30 500~800 200~350 16~32 0.3~0.35  fAit (SIDE MILLING)
LRTD1620 100 45 800~1100 200~350 16~32 0.12~0.17 {AI$% (SIDE MILLING)
LRTD1620 100 150 3000~3400 1200~1600 0.3~0.35 0.3~0.35 3D## (3D MILLING)
LRTD1620 100 150 3000~3400 700~1000 0.12~0.17  0.12~0.17 3D (3D MILLING)
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LRTD0405 40 65 5000~5500 800~1000 0.07~0.1 1~4 7Bt (SLOTTING)
LRTDO0405 40 115 9000~10000 1000~1400 0.07~0.1 0.07~0.1 3Dt (3D MILLING)
LRTD0410 40 65 5000~5500 800~1000 0.07~0.1 1~4 7B (SLOTTING)
LRTD0410 40 115 9000~10000 1000~1400 0.07~0.1 0.07~0.1 3D#t (3D MILLING)
LRTD0602 40 70 3600~4000 600~800 0.15~0.2 5~6 B8t (SLOTTING)
LRTD0602 40 85 4500~5000 1000~1200 0.07~0.1 5~6 B (SLOTTING)
LRTD0602 40 30 1600~2000 200~400 6~12 0.15~0.2 {8l (SIDE MILLING)
LRTD0602 40 50 2700~3200 400~600 6~12 0.07~0.1 {83 (SIDE MILLING)
LRTD0602 40 90 4800~5400 1000~1400 0.15~0.2 0.15~0.2 3D# (3D MILLING)
LRTD0602 40 130 6800~7200 1200~1600 0.07~0.1 0.07~0.1 3Dt (3D MILLING)
LRTD0603 40 70 3600~4000 600~800 0.15~0.2 5~6 7B (SLOTTING)
LRTD0603 40 85 4500~5000 1000~1200 0.07~0.1 5~6 7B (SLOTTING)
LRTD0603 40 30 1600~2000 200~400 6~12 0.15~0.2  fAl# (SIDE MILLING)
LRTD0603 40 50 2700~3200 400~600 6~12 0.07~0.1 {8l (SIDE MILLING)
LRTD0603 40 90 4800~5400 1000~1400 0.15~0.2 0.15~0.2  3D#t (3D MILLING)
LRTD0603 40 130 6800~7200 1200~1600 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
LRTD0605 40 70 3600~4000 600~800 0.15~0.2 4~6 B8t (SLOTTING)
LRTDO0605 40 85 4500~5000 1000~1200 0.07~0.1 4~6 7B (SLOTTING)
LRTD0605 40 30 1600~2000 200~400 6~12 0.15~0.2 {8l (SIDE MILLING)
LRTD0605 40 50 2700~3200 400~600 6~12 0.07~0.1 {8l (SIDE MILLING)
LRTD0605 40 90 4800~5400 1000~1400 0.15~0.2 0.15~0.2 3D#t (3D MILLING)
LRTD0605 40 130 6800~7200 1200~1600 0.07~0.1 0.07~0.1 3Dt (3D MILLING)
LRTD0610 40 70 3600~4000 600~800 0.15~0.2 3~6 7B (SLOTTING)
LRTD0610 40 85 4500~5000 1000~1200 0.07~0.1 3~6 7B (SLOTTING)
LRTD0610 40 30 1600~2000 200~400 6~12 0.15~0.2 Al (SIDE MILLING)
LRTD0610 40 50 2700~3200 400~600 6~12 0.07~0.1 {8l (SIDE MILLING)
LRTD0610 40 90 4800~5400 1000~1400 0.15~0.2 0.15~0.2  3D#t (3D MILLING)
LRTD0610 40 130 6800~7200 1200~1600 0.07~0.1 0.07~0.1  3D#t (3D MILLING)
LRTD0803 50 65 2400~2800 600~800 0.2~0.25 7~8 7Bt (SLOTTING)
LRTD0803 50 90 3500~4000 500~700 0.08~0.12 7~8 B (SLOTTING)
LRTD0803 50 35 1200~1600 250~350 8~16 0.2~0.25 Al (SIDE MILLING)
LRTD0803 50 50 1800~2200 400~600 8~16 0.08~0.12 {Ai$# (SIDE MILLING)
LRTD0803 50 115 4500~5200 800~1000 0.2~0.25 0.2~0.25 3D (3D MILLING)
LRTD0803 50 150 5700~6300 800~1200 0.08~0.12 0.08~0.12 3D# (3D MILLING)
LRTDO0805 50 65 2400~2800 600~800 0.2~0.25 6~8 7B (SLOTTING)
LRTDO0805 50 90 3500~4000 500~700 0.08~0.12 6~8 7B (SLOTTING)
LRTD0805 50 35 1200~1600 250~350 8~16 0.2~0.25  {Al (SIDE MILLING)
LRTDO0805 50 50 1800~2200 400~600 8~16 0.08~0.12  fAif#t (SIDE MILLING)
LRTDO0805 50 115 4500~5200 800~1000 0.2~0.25 0.2~0.25 3D#t (3D MILLING)
LRTDO0805 50 150 5700~6300 800~1200 0.08~0.12  0.08~0.12 3D#t (3D MILLING)
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LRTD0810 50 65 2400~2800 600~800 0.2~0.25 5~8 &%t (SLOTTING)
LRTD0810 50 90 3500~4000 500~700 0.08~0.12 56 Bt (SLOTTING)
LRTDO0810 50 35 1200~1600 250~350 8~16 0.2~0.25 {8k (SIDE MILLING)
LRTD0810 50 50 1800~2200 400~600 8~16 0.08~0.12 {Al$k (SIDE MILLING)
LRTD0810 50 115 4500~5200 800~1000 0.2~0.25 0.2~0.25 3D# (3D MILLING)
LRTD0810 50 150 5700~6300 800~1200 0.08~0.12  0.08~0.12 3D (3D MILLING)
LRTD1002 60 65 2000~2400 600~800 0.25~0.3 9~10 Bt (SLOTTING)
LRTD1002 60 90 2800~3200 500~700 0.08~0.13 9~10 &8t (SLOTTING)
LRTD1002 60 35 1000~1300 200~300 10~20 0.2~0.25 fAl# (SIDE MILLING)
LRTD1002 60 40 1200~1600 400~600 10~20 0.08~0.13 {AI# (SIDE MILLING)
LRTD1002 60 115 3600~4000 800~1000 0.25~0.3 0.25~0.3 3D (3D MILLING)
LRTD1002 60 150 4800~5200 800~1200 0.08~0.13  0.08~0.13 3D## (3D MILLING)
LRTD1003 60 65 2000~2400 600~800 0.25~0.3 8~10 &% (SLOTTING)
LRTD1003 60 90 2800~3200 500~700 0.08~0.13 8~10 Bt (SLOTTING)
LRTD1003 60 85 1000~1300 200~300 10~20 0.2~0.25 {8k (SIDE MILLING)
LRTD1003 60 40 1200~1600 400~600 10~20 0.08~0.13 fAl$ (SIDE MILLING)
LRTD1003 60 115 3600~4000 800~1000 0.25~0.3 0.25~0.3  3D## (3D MILLING)
LRTD1003 60 150 4800~5200 800~1200 0.08~0.13  0.08~0.13 3D (3D MILLING)
LRTD1005 60 65 2000~2400 600~800 0.25~0.3 8~10 7Bt (SLOTTING)
LRTD1005 60 90 2800~3200 500~700 0.08~0.13 8~10 &8t (SLOTTING)
LRTD1005 60 35 1000~1300 200~300 10~20 0.2~0.25 fAl# (SIDE MILLING)
LRTD1005 60 40 1200~1600 400~600 10~20 0.08~0.13 fAI# (SIDE MILLING)
LRTD1005 60 115 3600~4000 800~1000 0.25~0.3 0.25~0.3 3Dt (3D MILLING)
LRTD1005 60 150 4800~5200 800~1200 0.08~0.13  0.08~0.13 3D## (3D MILLING)
LRTD1010 60 65 2000~2400 600~800 0.25~0.3 7~10 7B (SLOTTING)
LRTD1010 60 90 2800~3200 500~700 0.08~0.13 7~10 Bt (SLOTTING)
LRTD1010 60 35 1000~1300 200~300 10~20 0.2~0.25 {8k (SIDE MILLING)
LRTD1010 60 40 1200~1600 400~600 10~20 0.08~0.13  fAl$ (SIDE MILLING)
LRTD1010 60 115 3600~4000 800~1000 0.25~0.3 0.25~0.3 3D# (3D MILLING)
LRTD1010 60 150 4800~5200 800~1200 0.08~0.13  0.08~0.13 3D (3D MILLING)
LRTD1020 60 65 2000~2400 600~800 0.25~0.3 5~10 Bt (SLOTTING)
LRTD1020 60 90 2800~3200 500~700 0.08~0.13 5110 &8t (SLOTTING)
LRTD1020 60 35 1000~1300 200~300 10~20 0.2~0.25  fAl$# (SIDE MILLING)
LRTD1020 60 40 1200~1600 400~600 10~20 0.08~0.13 fAI# (SIDE MILLING)
LRTD1020 60 115 3600~4000 800~1000 0.25~0.3 0.25~0.3 3D (3D MILLING)
LRTD1020 60 150 4800~5200 800~1200 0.08~0.13  0.08~0.13 3D## (3D MILLING)
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LRTD1205 60 70 1800~2200 800~1000 0.25~0.3 10~12 &% (SLOTTING)
LRTD1205 60 95 2500~2800 600~800 0.1~0.15 10~12 7Bt (SLOTTING)
LRTD1205 60 30 700~1000 200~300 12~24 0.15~0.25 fAI% (SIDE MILLING)
LRTD1205 60 45 1100~1400 300~450 12~24 0.1~0.15  fAI%t (SIDE MILLING)
LRTD1205 60 150 4000~4500 800~1000 0.25~0.3  0.25~0.3 3D# (3D MILLING)
LRTD1205 60 150 4000~4500 1000~1400 0.1~0.15 0.1~0.15 3Dt (3D MILLING)
LRTD1210 60 70 1800~2200 800~1000 0.25~0.3 9~12  i&# (SLOTTING)
LRTD1210 60 95 2500~2800 600~800 0.1~0.15 9~12 7B (SLOTTING)
LRTD1210 60 30 700~1000 200~300 12~24 0.15~0.25 {8l$ (SIDE MILLING)
LRTD1210 60 45 1100~1400 300~450 12~24 0.1~0.15  fAlgk (SIDE MILLING)
LRTD1210 60 150 4000~4500 800~1000 0.25~0.3  0.25~0.3 3D# (3D MILLING)
LRTD1210 60 150 4000~4500 1000~1400 0.1~0.15 0.1~0.15 3D#t (3D MILLING)
LRTD1220 60 70 1800~2200 800~1000 0.25~0.3 7~12 &%t (SLOTTING)
LRTD1220 60 95 2500~2800 600~800 0.1~0.15 =12 7B (SLOTTING)
LRTD1220 60 30 700~1000 200~300 12~24 0.15~0.25 fAI% (SIDE MILLING)
LRTD1220 60 45 1100~1400 300~450 12~24 0.1~0.15  {AI%t (SIDE MILLING)
LRTD1220 60 150 4000~4500 800~1000 0.25~0.3 0.25~0.3 3D (3D MILLING)
LRTD1220 60 150 4000~4500 1000~1400 0.1~0.15 0.1~0.15 3D#t (3D MILLING)
LRTD1610 100 70 1200~1600 600~900 0.3~0.35 13~16  i&# (SLOTTING)
LRTD1610 100 85 1500~1800 300~500 0.12~0.17 13~16 & (SLOTTING)
LRTD1610 100 30 500~800 200~350 16~32 0.3~0.35  fAl%t (SIDE MILLING)
LRTD1610 100 45 800~1100 200~350 16~32 0.12~0.17 {8l% (SIDE MILLING)
LRTD1610 100 150 3000~3400 1200~1600 0.3~0.35 0.3~0.35 3D#t (3D MILLING)
LRTD1610 100 150 3000~3400 700~1000 0.12~0.17  0.12~0.17 3D## (3D MILLING)
LRTD1620 100 70 1200~1600 600~900 0.3~0.35 11~16  #&# (SLOTTING)
LRTD1620 100 85 1500~1800 300~500 0.12~0.17 11~16 &8t (SLOTTING)
LRTD1620 100 30 500~800 200~350 16~32 0.3~0.35 {8l (SIDE MILLING)
LRTD1620 100 45 800~1100 200~350 16~32 0.12~0.17  f8I%t (SIDE MILLING)
LRTD1620 100 150 3000~3400 1200~1600 0.3~0.35 0.3~0.35 3D (3D MILLING)

LRTD1620 100 150 3000~3400 700~1000 0.12~0.17  0.12~0.17 3D# (3D MILLING)
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LRTD0405 40 60 4500~5000 600~800 0.05~0.07 2~4 &%t (SLOTTING)
LRTD0405 40 100 8000~9000 600~800 0.05~0.07  0.05~0.07 3D## (3D MILLING)
LRTDO0410 40 60 4500~5000 600~800 0.05~0.07 2~4 Bt (SLOTTING)
LRTD0410 40 100 8000~9000 600~800 0.05~0.07 0.05~0.07 3D# (3D MILLING)
LRTD0602 40 85 4500~5000 600~800 0.06~0.08 5= &%t (SLOTTING)
LRTD0602 40 50 2700~3200 400~600 6~12 0.06~0.08 fAI# (SIDE MILLING)
LRTD0602 40 120 6200~6600 800~1000 0.06~0.08 0.06~0.08 3D (3D MILLING)
LRTD0603 40 85 4500~5000 600~800 0.06~0.08 5=6 &8t (SLOTTING)
LRTD0603 40 50 2700~3200 400~600 6~12 0.06~0.08 fAl$ (SIDE MILLING)
LRTD0603 40 120 6200~6600 800~1000 0.06~0.08 0.06~0.08 3D (3D MILLING)
LRTD0605 40 85 4500~5000 600~800 0.06~0.08 4~6 Bt (SLOTTING)
LRTD0605 40 50 2700~3200 400~600 6~12 0.06~0.08 fAl$ (SIDE MILLING)
LRTD0605 40 120 6200~6600 800~1000 0.06~0.08 0.06~0.08 3D (3D MILLING)
LRTD0610 40 85 4500~5000 600~800 0.06~0.08 3~6 &% (SLOTTING)
LRTDO0610 40 50 2700~3200 400~600 6~12 0.06~0.08 Al (SIDE MILLING)
LRTDO0610 40 120 6200~6600 800~1000 0.06~0.08 0.06~0.08 3D (3D MILLING)
LRTD0803 50 90 3500~4000 450~650 0.08~0.12 7~8 7B (SLOTTING)
LRTD0803 50 50 1800~2200 300~500 8~16 0.08~0.12 {AI#% (SIDE MILLING)
LRTD0803 50 120 4600~5000 800~1100 0.08~0.12  0.08~0.12 3D (3D MILLING)
LRTD0805 50 90 3500~4000 450~650 0.08~0.12 6~8 &8t (SLOTTING)
LRTDO0805 50 50 1800~2200 300~500 8~16 0.08~0.12 fAl$ (SIDE MILLING)
LRTD0805 50 120 4600~5000 800~1100 0.08~0.12  0.08~0.12 3D (3D MILLING)
LRTD0810 50 90 3500~4000 450~650 0.08~0.12 58 Bt (SLOTTING)
LRTD0810 50 50 1800~2200 300~500 8~16 0.08~0.12 {AI$ (SIDE MILLING)
LRTD0810 50 120 4600~5000 800~1100 0.08~0.12  0.08~0.12 3D (3D MILLING)
LRTD1002 60 90 2800~3200 400~600 0.08~0.12 9~10 &% (SLOTTING)
LRTD1002 60 60 1800~2200 400~600 10~20 0.08~0.12 fAI# (SIDE MILLING)
LRTD1002 60 125 4000~4500 800~1000 0.08~0.12  0.08~0.12 3D## (3D MILLING)
LRTD1003 60 90 2800~3200 400~600 0.08~0.12 8~10 7B (SLOTTING)
LRTD1003 60 60 1800~2200 400~600 10~20 0.08~0.12 fAI$ (SIDE MILLING)
LRTD1003 60 125 4000~4500 800~1000 0.08~0.12  0.08~0.12 3D (3D MILLING)
LRTD1005 60 90 2800~3200 400~600 0.08~0.12 8~10 &8t (SLOTTING)
LRTD1005 60 60 1800~2200 400~600 10~20 0.08~0.12 fAl$ (SIDE MILLING)
LRTD1005 60 125 4000~4500 800~1000 0.08~0.12  0.08~0.12 3D (3D MILLING)
LRTD1010 60 90 2800~3200 400~600 0.08~0.12 7~10 Bt (SLOTTING)
LRTD1010 60 60 1800~2200 400~600 10~20 0.08~0.12 {AI$ (SIDE MILLING)
LRTD1010 60 125 4000~4500 800~1000 0.08~0.12  0.08~0.12 3D# (3D MILLING)
LRTD1020 60 90 2800~3200 400~600 0.08~0.12 5~10 &% (SLOTTING)
LRTD1020 60 60 1800~2200 400~600 10~20 0.08~0.12 fAl# (SIDE MILLING)
LRTD1020 60 125 4000~4500 800~1000 0.08~0.12  0.08~0.12 3D# (3D MILLING)
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ki t) Work Mati |
A LA SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 | 420 (HRc48~54)

Rige R R NI REE MIEE
e I’\]O Extension Speed (Aa) (Ap)
P . ' Length(mm) +Cutting Speed (min") (mm/min) - Depth of Cut ~Width of Cut

LRTD1205 60 75 2000~2400 400~600 0.1~0.15 10~12 & (SLOTTING)
LRTD1205 60 70 1800~2200 350~500 12~24 0.1~0.15 {8l (SIDE MILLING)
LRTD1205 60 120 3200~3600 600~800 0.1~0.15 0.1~0.15 3D#t (3D MILLING)
LRTD1210 60 75 2000~2400 400~600 0.1~0.15 9~12 7B (SLOTTING)
LRTD1210 60 70 1800~2200 350~500 12~24 0.1~0.15 {88 (SIDE MILLING)
LRTD1210 60 120 3200~3600 600~800 0.1~0.15 0.1~0.15 3Dt (3D MILLING)
LRTD1210 60 75 2000~2400 400~600 0.1~0.15 7~12 7B (SLOTTING)
LRTD1210 60 70 1800~2200 350~500 12~24 0.1~0.15 {8l (SIDE MILLING)
LRTD1210 60 120 3200~3600 600~800 0.1~0.15 0.1~0.15 3D (3D MILLING)
LRTD1610 100 75 1300~1700 300~500 0.12~0.17 13~16  i&#t (SLOTTING)
LRTD1610 100 60 1000~1300 200~350 16~32 0.12~0.17 {8l (SIDE MILLING)
LRTD1610 100 120 2200~2600 700~900 0.12~0.17  0.12~0.17 3D# (3D MILLING)
LRTD1620 100 75, 1300~1700 300~500 0.12~0.17 11~16  &# (SLOTTING)
LRTD1620 100 60 1000~1300 200~350 16~32 0.12~0.17 {8l (SIDE MILLING)

LRTD1620 100 120 2200~2600 700~900 0.12~0.17  0.12~0.17 3D# (3D MILLING)




ENTEY A=Y/ oviF

B K& EZR | Milling Conditions

” ; k=4l | $£8 : Carbon Steels / Cast Iron
sanll=l Work Material
AN S50C | Fe250 / SS400 : 11210 /0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr45 (~HRc22)

&I EIHEI] Wet coolant
IR EEEEE ERRERE MIFE MIKE

Extension  (m/min) Speed eed (Aa) _(Ap) M?I?inlﬁl'it

Length(mm) |CuttingSpeed  (min"1) Depth of Cut +Width-of Gut- 9 lype
RTB0305 12 20 9500~10000 800~1200 0.15~0.2 3 ## (SLOTTING)
RTB0305 12 20 9500~10000 800~1200 0.05~0.1 3 ## (SLOTTING)
RTB0305 12 90 9500~10000 700~1100 6 0.05~0.1 fii# (SIDE MILLING)
RTB0305 12 90 9500~10000 800~1200 6 0.15~0.2 {ii% (SIDE MILLING)
RTB0305 12 20 9500~10000  1400~1800  0.05~0.1  0.05~0.1 3D (3D MILLING)
RTB0305 12 20 9500~10000  1200~1600  0.15~0.2  0.15~0.2 3D (3D MILLING)
RTB0305 12 145 15000~16000  1800~2200  0.05~0.1  0.05~0.1 3D (3D MILLING)
RTB0305 12 145 15000~16000  1600~2000  0.15~0.2  0.15~0.2 3D (3D MILLING)
RTB0405 12 100 7500~8000 800~1200 0.05~0.1 4 % (SLOTTING)
RTB0405 12 100 7500~8000 1000~1400  0.15~0.2 4 %% (SLOTTING)
RTB0405 12 100 7500~8000 700~1000 0.3 4 % (SLOTTING)
RTB0405 12 95 7200~7700 700~1100 8 0.05~0.1 fii% (SIDE MILLING)
RTB0405 12 95 7200~7700 1000~1400 8 0.15~0.2 {ii% (SIDE MILLING)
RTB0405 12 95 7200~7700 700~1000 8 0.3 fisk (SIDE MILLING)
RTB0405 12 120 9500~10000  1400~1800  0.05~0.1  0.05~0.1 3D# (3D MILLING)
RTB0405 12 120 9500~10000  1400~1800  0.15~0.2  0.15~0.2 3D (3D MILLING)
RTB0405 12 160 12000~13000  2000~2400  0.05~0.1  0.05~0.1 3D# (3D MILLING)
RTB0405 12 160 12000~13000  1800~2200  0.15~0.2  0.15~0.2 3D (3D MILLING)
RTB0505 17 115 7200~7700 800~1200 0.05~0.1 5 % (SLOTTING)
RTB0505 17 115 7200~7700 1000~1400  0.15~0.25 5 % (SLOTTING)
RTB0505 17 115 7200~7700 700~1000 0.35 5 ## (SLOTTING)
RTB0505 17 100 6200~6700 700~1100 10 0.05~0.1 fii# (SIDE MILLING)
RTB0505 17 100 6200~6700 1000~1400 10 0.15~0.25 I3 (SIDE MILLING)
RTB0505 17 100 6200~6700 700~1000 10 0.4 %k (SIDE MILLING)
RTB0505 17 150 9200~9700 1400~1800  0.05~0.1  0.05~0.1 3D (3D MILLING)
RTB0505 17 150 9200~9700 1400~1800  0.15~0.25 0.15~0.25 3D (3D MILLING)
RTB0505 17 165 10000~11000  1800~2200  0.05~0.1  0.05~0.1 3D$: (3D MILLING)
RTB0505 17 165 10000~11000  1800~2200  0.15~0.25 0.15~0.25 3D (3D MILLING)
RTB0510 17 115 7200~7700 800~1200 0.05~0.1 5 % (SLOTTING)
RTB0510 17 115 7200~7700 1000~1400  0.15~0.25 5 % (SLOTTING)
RTB0510 17 115 7200~7700 700~1000 0.35 5 ##: (SLOTTING)
RTB0510 17 100 6200~6700 700~1100 10 0.05~0.1 fii% (SIDE MILLING)
RTB0510 17 100 6200~6700 1000~1400 10 0.15~0.25 {3 (SIDE MILLING)
RTB0510 17 100 6200~6700 700~1000 10 04  fIsk (SIDE MILLING)
RTB0510 17 150 9200~9700 1400~1800  0.05~0.1  0.05~0.1 3D (3D MILLING)
RTB0510 17 150 9200~9700 1400~1800  0.15~0.25 0.15~0.25 3D#: (3D MILLING)
RTB0510 17 165 10000~11000  1800~2200  0.05~0.1  0.05~0.1 3D#: (3D MILLING)
RTB0510 17 165 10000~11000  1800~2200  0.15~0.25 0.15~0.25 3D%: (3D MILLING)



opaF W=

T B tIEE#3R | Milling Conditions

” . Wk3=8H / §584 : Carbon Steels / Cast Iron
K tDEI44 Work Material
UM S50C / Fc250 / SS400 : 11210/ 0.6025 /1.0036 : 1050 / NO.35 / A70 Gr45 (~HRc22)

R e coln

g EE MIRE MIEE
Extension r ) Speed eed (Aa) (Ap) M
Length(mm) Cutting Speed (min'") ~(mm/min)  Depth of Cut -Width of Cut-

RTB0605 20 120 6200~6700 800~1200 0.05~0.1 6 B8t (SLOTTING)
RTB0605 20 120 6200~6700 1000~1400 0.15~0.25 6 7Bt (SLOTTING)
RTB0605 20 120 6200~6700 700~1100 0.4 6 7B (SLOTTING)
RTB0605 20 100 5200~5700 700~1000 12 0.05~0.1  fAI%t (SIDE MILLING)
RTB0605 20 95 4800~5300 1000~1400 12 0.15~0.25 A%t (SIDE MILLING)
RTB0605 20 100 5200~5700 700~1100 12 0.4 {Blg% (SIDE MILLING)
RTB0605 20 170 8700~9200 1600~2000 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB0605 20 170 8700~9200 1800~2200 0.15~0.25 0.15~0.25 3D#t (3D MILLING)
RTB0610 20 120 6200~6700 800~1200 0.05~0.1 6 &% (SLOTTING)
RTB0610 20 120 6200~6700 1000~1400 0.15~0.25 6 7Bt (SLOTTING)
RTB0610 20 120 6200~6700 700~1100 0.4 6 7B (SLOTTING)
RTB0610 20 100 5200~5700 700~1000 12 0.05~0.1 {8l (SIDE MILLING)
RTB0610 20 95 4800~5300 1000~1400 12 0.15~0.25 {8l (SIDE MILLING)
RTB0610 20 100 5200~5700 700~1100 12 0.4 {BI$% (SIDE MILLING)
RTB0610 20 170 8700~9200 1600~2000 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB0610 20 170 8700~9200 1800~2200 0.15~0.25 0.15~0.25 3D (3D MILLING)
RTB0805 25 130 5000~5500 800~1200 0.05~0.1 8 B3t (SLOTTING)
RTB0805 25 130 5000~5500 1200~1600 0.2~0.3 8 7Bt (SLOTTING)
RTB0805 25 130 5000~5500 700~1100 0.5 8 7B (SLOTTING)
RTB0805 25 95 3500~4000 700~1000 16 0.05~0.1  fAI%t (SIDE MILLING)
RTB0805 25 95 3500~4000 1200~1600 16 0.2~0.3  {8l$% (SIDE MILLING)
RTB0805 25 95 3500~4000 800~1200 16 0.5 {BI$% (SIDE MILLING)
RTB0805 25 200 7700~8200 2000~2400 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB0805 25 200 7700~8200 2400~2800 0.2~0.3 0.2~0.3  3D#f (3D MILLING)
RTB0810 25 130 5000~5500 800~1200 0.05~0.1 8 B8t (SLOTTING)
RTB0810 25 130 5000~5500 1200~1600 0.2~0.3 8 7Bt (SLOTTING)
RTB0810 25 130 5000~5500 700~1100 0.5 8 7B (SLOTTING)
RTB0810 25 95 3500~4000 700~1000 16 0.05~0.1  fAI%t (SIDE MILLING)
RTB0810 25 95 3500~4000 1200~1600 16 0.2~0.3  {8i$% (SIDE MILLING)
RTB0810 25 95 3500~4000 800~1200 16 0.5 {BI$% (SIDE MILLING)
RTB0810 25 200 7700~8200 2000~2400 0.05~0.1 0.05~0.1 3Dt (3D MILLING)
RTB0810 25 200 7700~8200 2400~2800 0.2~0.3 0.2~0.3  3D#t (3D MILLING)
RTB1005Z 35 135 4000~4500 700~1100 0.05~0.1 10 &%t (SLOTTING)
RTB1005Z 35 135 4000~4500 1400~1800 0.2~0.3 10 7Bt (SLOTTING)
RTB1005Z 35 135 4000~4500 800~1200 0.5 10 7B (SLOTTING)
RTB1005Z 85 75 2200~2700 400~700 20 0.05~0.1  fAI%t (SIDE MILLING)
RTB1005Z 35 95 2800~3300 1600~2000 20 0.2~0.3  {8i$% (SIDE MILLING)
RTB1005Z 85 95 2800~3300 1000~1400 20 0.5 {BI$% (SIDE MILLING)
RTB1005Z 35 220 6700~7200 2000~2400 0.05~0.1 0.05~0.1 3Dt (3D MILLING)
RTB1005Z 85 220 6700~7200 2400~2800 0.2~0.3 0.2~0.3  3D#f (3D MILLING)




ENTEYA==Y)// oviF

B IHIEEZR | Milling Conditions

” ; k=4l | $£8 : Carbon Steels / Cast Iron
sanll=l Work Material
AN S50C | F250 / SS400 : 11210 /0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr45 (~HRc22)

;&I EEI] Wet coolant

2 5 HEEE WEEEE ERERE ITRE MIKE mIAs
xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) | Cutting Speed (min") ~(mm/min)  Depth of Cut 1 Width of Cut 9 lype
RTB1005 35 135 4000~4500 700~1100 0.05~0.1 10 &#% (SLOTTING)
RTB1005 35 135 4000~4500 1400~1800 0.2~0.3 10 &8t (SLOTTING)
RTB1005 35 135 4000~4500 800~1200 0.5 10 &8 (SLOTTING)
RTB1005 35 75 2200~2700 400~700 20 0.05~0.1  {Ait (SIDE MILLING)
RTB1005 85 95 2800~3300 1600~2000 20 0.2~0.3  fil# (SIDE MILLING)
RTB1005 35 95 2800~3300 1000~1400 20 0.5 {8l$t (SIDE MILLING)
RTB1005 35 220 6700~7200 2000~2400 0.05~0.1 0.05~0.1  3D#t (3D MILLING)
RTB1005 35 220 6700~7200 2400~2800 0.2~0.3 0.2~0.3  3D# (3D MILLING)
RTB1010Z 35 135 4000~4500 700~1100 0.05~0.1 10 Bt (SLOTTING)
RTB1010Z 35 135 4000~4500 1400~1800 0.2~0.3 10 B8t (SLOTTING)
RTB1010Z 35 135 4000~4500 800~1200 0.5 10 &8 (SLOTTING)
RTB1010Z 35 75 2200~2700 400~700 20 0.05~0.1  {Ait (SIDE MILLING)
RTB1010Z 35 95 2800~3300 1600~2000 20 0.2~0.3  fil# (SIDE MILLING)
RTB1010Z 35 95 2800~3300 1000~1400 20 0.5 {8l$#t (SIDE MILLING)
RTB1010Z 35 220 6700~7200 2000~2400 0.05~0.1 0.05~0.1  3D#t (3D MILLING)
RTB1010Z 35 220 6700~7200 2400~2800 0.2~0.3 0.2~0.3  3D# (3D MILLING)
RTB1010 35 135 4000~4500 700~1100 0.05~0.1 10 Bt (SLOTTING)
RTB1010 85] 135 4000~4500 1400~1800 0.2~0.3 10 B8t (SLOTTING)
RTB1010 35 135 4000~4500 800~1200 0.5 10 &8 (SLOTTING)
RTB1010 35 75 2200~2700 400~700 20 0.05~0.1  {Ait (SIDE MILLING)
RTB1010 35 95 2800~3300 1600~2000 20 0.2~0.3  fl# (SIDE MILLING)
RTB1010 35 95 2800~3300 1000~1400 20 0.5 {BIg% (SIDE MILLING)
RTB1010 35 220 6700~7200 2000~2400 0.05~0.1 0.05~0.1  3D#t (3D MILLING)
RTB1010 35 220 6700~7200 2400~2800 0.2~0.3 0.2~0.3  3D# (3D MILLING)
RTB1020Z 35 135 4000~4500 700~1100 0.05~0.1 10 Bt (SLOTTING)
RTB1020Z 35 135 4000~4500 1400~1800 0.2~0.3 10 B8t (SLOTTING)
RTB1020Z 35 135 4000~4500 800~1200 0.5 10 &8 (SLOTTING)
RTB1020Z 35 75 2200~2700 400~700 20 0.05~0.1  {Ai% (SIDE MILLING)
RTB1020Z 35 95 2800~3300 1600~2000 20 0.2~0.3  fil# (SIDE MILLING)
RTB1020Z 35 95 2800~3300 1000~1400 20 0.5 {BIg% (SIDE MILLING)
RTB1020Z 35 220 6700~7200 2000~2400 0.05~0.1 0.05~0.1  3D#t (3D MILLING)
RTB1020Z 35 220 6700~7200 2400~2800 0.2~0.3 0.2~0.3  3D# (3D MILLING)
RTB1020 35 135 4000~4500 700~1100 0.05~0.1 10 &#% (SLOTTING)
RTB1020 35 135 4000~4500 1400~1800 0.2~0.3 10 &8t (SLOTTING)
RTB1020 35 135 4000~4500 800~1200 0.5 10 &8 (SLOTTING)
RTB1020 35 75 2200~2700 400~700 20 0.05~0.1  {Ai% (SIDE MILLING)
RTB1020 35 95 2800~3300 1600~2000 20 0.2~0.3  fl# (SIDE MILLING)
RTB1020 35 95 2800~3300 1000~1400 20 0.5 {BIg% (SIDE MILLING)
RTB1020 35 220 6700~7200 2000~2400 0.05~0.1 0.05~0.1  3D#t (3D MILLING)
RTB1020 35 220 6700~7200 2400~2800 0.2~0.3 0.2~0.3  3D# (3D MILLING)



opaF W=

T B tIEE#H3R | Milling Conditions

” . Wk3=8H / §584 : Carbon Steels / Cast Iron
K tDEI44 Work Material
M S50C / Fc250 / SS400 : 11210/ 0.6025 /1.0036 : 1050 / NO.35 / A70 Gr45 (~HRc22)

R e coln

R EE MIRE MIEE
Extension r ) Speed eed (Aa) (Ap) M
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut Width of Cut-

RTB1030Z 35 135 4000~4500 700~1100 0.05~0.1 10 B8t (SLOTTING)
RTB1030Z 35 135 4000~4500 1400~1800 0.2~0.3 10 7Bt (SLOTTING)
RTB1030Z 35 135 4000~4500 800~1200 0.5 10 7B (SLOTTING)
RTB1030Z 35 75 2200~2700 400~700 20 0.05~0.1  {AI%t (SIDE MILLING)
RTB1030Z 35 95 2800~3300 1600~2000 20 0.2~0.3  {8i$% (SIDE MILLING)
RTB1030Z 35 95 2800~3300 1000~1400 20 0.5 {BIg% (SIDE MILLING)
RTB1030Z 35 220 6700~7200 2000~2400 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB1030Z 35 220 6700~7200 2400~2800 0.2~0.3 0.2~0.3  3D#f (3D MILLING)
RTB1030 35 135 4000~4500 700~1100 0.05~0.1 10 &% (SLOTTING)
RTB1030 35 135 4000~4500 1400~1800 0.2~0.3 10 7Bt (SLOTTING)
RTB1030 35 135 4000~4500 800~1200 0.5 10 7B (SLOTTING)
RTB1030 35 75 2200~2700 400~700 20 0.05~0.1  fAI%t (SIDE MILLING)
RTB1030 35 95 2800~3300 1600~2000 20 0.2~0.3  {8l$% (SIDE MILLING)
RTB1030 35 95 2800~3300 1000~1400 20 0.5 {BI$% (SIDE MILLING)
RTB1030 35 220 6700~7200 2000~2400 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB1030 35 220 6700~7200 2400~2800 0.2~0.3 0.2~0.3  3D#t (3D MILLING)
RTB1210 37 150 3700~4200 800~1200 0.05~0.1 12 &t (SLOTTING)
RTB1210 37 150 3700~4200 1400~1800 0.2~0.3 12 7Bt (SLOTTING)
RTB1210 37 150 3700~4200 1000~1400 0.5 12 7B (SLOTTING)
RTB1210 37 115 2800~3300 500~800 24 0.05~0.1  fAI%t (SIDE MILLING)
RTB1210 37 115 2800~3300 1200~1600 24 0.2~0.3  {8l$% (SIDE MILLING)
RTB1210 37 115 2800~3300 800~1100 24 0.5 {Bl$% (SIDE MILLING)
RTB1210 37 185 4700~5200 1600~2000 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB1210 37 185 4700~5200 2000~2400 0.2~0.3 0.2~0.3  3D#f (3D MILLING)
RTB1220 37 150 3700~4200 800~1200 0.05~0.1 12 &% (SLOTTING)
RTB1220 37 150 3700~4200 1400~1800 0.2~0.3 12 7Bt (SLOTTING)
RTB1220 37 150 3700~4200 1000~1400 0.5 12 7B (SLOTTING)
RTB1220 37 115 2800~3300 500~800 24 0.05~0.1  fAI%t (SIDE MILLING)
RTB1220 37 115 2800~3300 1200~1600 24 0.2~0.3  {8i$% (SIDE MILLING)
RTB1220 37 115 2800~3300 800~1100 24 0.5 {BIg% (SIDE MILLING)
RTB1220 37 185 4700~5200 1600~2000 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB1220 37 185 4700~5200 2000~2400 0.2~0.3 0.2~0.3  3D#t (3D MILLING)
RTB1230 37 150 3700~4200 800~1200 0.05~0.1 12 &%t (SLOTTING)
RTB1230 37 150 3700~4200 1400~1800 0.2~0.3 12 7Bt (SLOTTING)
RTB1230 37 150 3700~4200 1000~1400 0.5 12 7B (SLOTTING)
RTB1230 37 115 2800~3300 500~800 24 0.05~0.1  fAI%t (SIDE MILLING)
RTB1230 37 115 2800~3300 1200~1600 24 0.2~0.3  {8i$% (SIDE MILLING)
RTB1230 37 115 2800~3300 800~1100 24 0.5 {Bl$% (SIDE MILLING)
RTB1230 37 185 4700~5200 1600~2000 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB1230 37 185 4700~5200 2000~2400 0.2~0.3 0.2~0.3  3D#f (3D MILLING)




ENTEY A=Y/ oviF

B IHIEEZR | Milling Conditions

" : A& T ER /BRI E$H : Alloy Tool Steels / Carbon Tool Steels
gR IRt Work Material =
LRSS o)) | b5/ sK3 / SKD61/ SKD11 : 1.2311 ] 11545/ 1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

;&I EEI] Wet coolant

2 5 HIERE EEEERE HEIGEE PNIRE MIBE mIAs
xtension (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) CuttingSpeed  (min"1) Depth of Cut +Width-of Gut- 9 lype
RTB0305 12 20 9500~10000 800~1200 0.15~0.2 3 %% (SLOTTING)
RTB0305 12 20 9500~10000 800~1200 0.05~0.1 3 %% (SLOTTING)
RTB0305 12 20 9500~10000 700~1100 6 0.05~0.1 fi# (SIDE MILLING)
RTB0305 12 90 9500~10000 800~1200 6 0.15~0.2  fAi% (SIDE MILLING)
RTB0305 12 20 9500~10000  1400~1800  0.05~0.1  0.05~0.1 3D (3D MILLING)
RTB0305 12 20 9500~10000  1200~1600  0.15~0.2  0.15~0.2 3Dt (3D MILLING)
RTB0305 12 145 15000~16000  1800~2200  0.05~0.1  0.05~0.1 3D#k (3D MILLING)
RTB0305 12 145 15000~16000  1600~2000  0.15~0.2  0.15~0.2 3D# (3D MILLING)
RTB0405 12 100 7500~8000 800~1200 0.05~0.1 4 %% (SLOTTING)
RTB0405 12 100 7500~8000 1000~1400  0.15~0.2 4 %% (SLOTTING)
RTB0405 12 95 7200~7700 700~1100 8 0.05~0.1 ffi# (SIDE MILLING)
RTB0405 12 95 7200~7700 800~1200 8 0.15~0.2 {3 (SIDE MILLING)
RTB0405 12 120 9500~10000  1400~1800  0.05~0.1  0.05~0.1 3D (3D MILLING)
RTB0405 12 120 9500~10000  1400~1800  0.15~0.2  0.15~0.2 3Dt (3D MILLING)
RTB0405 12 160 12000~13000  2000~2400  0.05~0.1  0.05~0.1 3D# (3D MILLING)
RTB0405 12 160 12000~13000  1800~2200  0.15~0.2  0.15~0.2 3D (3D MILLING)
RTB0505 17 115 7200~7700 800~1200 0.05~0.1 5 %% (SLOTTING)
RTB0505 17 115 7200~7700 1000~1400  0.15~0.25 5 %% (SLOTTING)
RTB0505 17 95 5700~6200 700~1100 10 0.05~0.1 fii# (SIDE MILLING)
RTB0505 17 95 5700~6200 800~1200 10 0.15~0.25 {83 (SIDE MILLING)
RTB0505 17 150 9200~9700 1400~1800  0.05~0.1  0.05~0.1 3D#: (3D MILLING)
RTB0505 17 150 9200~9700 1400~1800  0.15~0.25 0.15~0.25 3D#: (3D MILLING)
RTB0505 17 165 10000~11000  1800~2200  0.05~0.1  0.05~0.1 3D# (3D MILLING)
RTB0505 17 165 10000~11000  1800~2200  0.15~0.25 0.15~0.25 3D (3D MILLING)
RTB0510 17 115 7200~7700 800~1200 0.05~0.1 5 %% (SLOTTING)
RTB0510 17 115 7200~7700 1000~1400  0.15~0.25 5 %% (SLOTTING)
RTB0510 17 95 5700~6200 700~1100 10 0.05~0.1 fi%f (SIDE MILLING)
RTB0510 17 95 5700~6200 800~1200 10 0.15~0.25 {83 (SIDE MILLING)
RTB0510 17 150 9200~9700 1400~1800  0.05~0.1  0.05~0.1 3D#: (3D MILLING)
RTB0510 17 150 9200~9700 1400~1800  0.15~0.25 0.15~0.25 3D#: (3D MILLING)
RTB0510 17 165 10000~11000  1800~2200  0.05~0.1  0.05~0.1 3D# (3D MILLING)
RTB0510 17 165 10000~11000  1800~2200  0.15~0.25 0.15~0.25 3D (3D MILLING)
RTB0605 20 120 6200~6700 800~1200 0.05~0.1 6 %% (SLOTTING)
RTB0605 20 120 6200~6700 1000~1400  0.15~0.25 6 %% (SLOTTING)
RTB0605 20 95 4800~5300 700~1000 12 0.05~0.1 fi$ (SIDE MILLING)
RTB0605 20 95 4800~5300 800~1200 12 0.15~0.25 I3 (SIDE MILLING)
RTB0605 20 170 8700~9200 1600~2000  0.05~0.1  0.05~0.1 3D#: (3D MILLING)
RTB0605 20 170 8700~9200 1600~2000  0.15~0.25 0.15~0.25 3D#: (3D MILLING)



opEF W=

T B tIEE#H3R | Milling Conditions
| ) I —

. : A& T B/ BT A : Alloy Tool Steels / Carbon Tool Steels
#HEIEIRE Work Material =
UM 1)) | ps [ SK3 / SKDG1 / SKD11 : 1.2311 ] 11545/ 1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

R Ve el

D86 EERE EE  MIRE | MIHE R
xtension mimin) Speed eed (Aa) (Ap) Milling T
Length(mm) *Cutting Speed (min") ~(mm/min)  Depth of Cut -Width of Cut- 9 Type
RTB0610 20 120 6200~6700 800~1200 0.05~0.1 6 78 (SLOTTING)
RTB0610 20 120 6200~6700 1000~1400 0.15~0.25 6 7B (SLOTTING)
RTB0610 20 95 4800~5300 700~1000 12 0.05~0.1 {8l (SIDE MILLING)
RTB0610 20 95 4800~5300 800~1200 12 0.15~0.25 fAl$k (SIDE MILLING)
RTB0610 20 170 8700~9200 1600~2000 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB0610 20 170 8700~9200 1600~2000 0.15~0.25 0.15~0.25 3D#t (3D MILLING)
RTB0805 25 130 5000~5500 700~1100 0.05~0.1 8 7B (SLOTTING)
RTB0805 25 130 5000~5500 1000~1400 0.2~0.3 8 7B (SLOTTING)
RTB0805 25 95 3500~4000 700~1000 16 0.05~0.1 {88 (SIDE MILLING)
RTB0805 25 95 3500~4000 800~1200 16 0.2~0.3  fAik (SIDE MILLING)
RTB0805 25 200 7700~8200 2000~2400 0.05~0.1 0.05~0.1 3Dt (3D MILLING)
RTB0805 25 200 7700~8200 2200~2600 0.2~0.3 0.2~0.3 3Dt (3D MILLING)
RTB0810 25 130 5000~5500 700~1100 0.05~0.1 8 7B (SLOTTING)
RTB0810 25 130 5000~5500 1000~1400 0.2~0.3 8 7B (SLOTTING)
RTB0810 25 95 3500~4000 700~1000 16 0.05~0.1 {8l (SIDE MILLING)
RTB0810 25 95 3500~4000 800~1200 16 0.2~0.3  fAl$k (SIDE MILLING)
RTB0810 25 200 7700~8200 2000~2400 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB0810 25 200 7700~8200 2200~2600 0.2~0.3 0.2~0.3  3D## (3D MILLING)
RTB1005Z 35 135 4000~4500 700~1000 0.05~0.1 10 7B (SLOTTING)
RTB1005Z 85 135 4000~4500 800~1200 0.2~0.3 10 7B (SLOTTING)
RTB1005Z 35 95 2800~3300 500~800 20 0.05~0.1  fAlg (SIDE MILLING)
RTB1005Z 35 95 2800~3300 1200~1600 20 0.2~0.3  fAi$k (SIDE MILLING)
RTB1005Z 85} 220 6700~7200 2000~2400 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB1005Z 85 220 6700~7200 2200~2600 0.2~0.3 0.2~0.3 3Dt (3D MILLING)
RTB1005 35 135 4000~4500 700~1000 0.05~0.1 10 7% (SLOTTING)
RTB1005 35 135 4000~4500 800~1200 0.2~0.3 10 7B (SLOTTING)
RTB1005 85| 95 2800~3300 500~800 20 0.05~0.1 {8l (SIDE MILLING)
RTB1005 85 95 2800~3300 1200~1600 20 0.2~0.3  fAl$k (SIDE MILLING)
RTB1005 35 220 6700~7200 2000~2400 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB1005 35 220 6700~7200 2200~2600 0.2~0.3 0.2~0.3  3D## (3D MILLING)
RTB1010Z 35 135 4000~4500 700~1000 0.05~0.1 10 7B (SLOTTING)
RTB1010Z 85 135 4000~4500 800~1200 0.2~0.3 10 7B (SLOTTING)
RTB1010Z 35 95 2800~3300 500~800 20 0.05~0.1  fAl#k (SIDE MILLING)
RTB1010Z 35 95 2800~3300 1200~1600 20 0.2~0.3  fAi$k (SIDE MILLING)
RTB1010Z 35 220 6700~7200 2000~2400 0.05~0.1 0.05~0.1 3D#t (3D MILLING)

RTB1010Z 35 220 6700~7200 2200~2600 0.2~0.3 0.2~0.3  3D#t (3D MILLING)




YT/ ovi

B K& EZR | Milling Conditions

" : A& T ER /BT E$H : Alloy Tool Steels / Carbon Tool Steels
g IRt Work Material =
LRSS o)) | b5 sK3/ SKD61/ SKD11 : 1.2311 ] 11545/ 1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

;&I EIEI] Wet coolant

2 5 HHIERE EEEERE HEIGEE PNIRE MIEE mIAs
xtension | (m/min) Speed eed (Aa) _(Ap) Milling T
Length(mm) |CuttingSpeed  (min"1) Depth of Cut +Width-of Gut- 9 lype
RTB1010 35 135 4000~4500 700~1000 0.05~0.1 10 7B (SLOTTING)
RTB1010 35 135 4000~4500 800~1200 0.2~0.3 10 7t (SLOTTING)
RTB1010 35 95 2800~3300 500~800 20 0.05~0.1 {8t (SIDE MILLING)
RTB1010 85 95 2800~3300 1200~1600 20 0.2~0.3  {Al$% (SIDE MILLING)
RTB1010 35 220 6700~7200 2000~2400 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTB1010 35 220 6700~7200 2200~2600 0.2~0.3 0.2~0.3  3D# (3D MILLING)
RTB1020Z 35 135 4000~4500 700~1000 0.05~0.1 10 Bt (SLOTTING)
RTB1020Z 85) 135 4000~4500 800~1200 0.2~0.3 10 &8t (SLOTTING)
RTB1020Z 35 95 2800~3300 500~800 20 0.05~0.1  fAI$ (SIDE MILLING)
RTB1020Z 35 95 2800~3300 1200~1600 20 0.2~0.3  {Al#k (SIDE MILLING)
RTB1020Z 35 220 6700~7200 2000~2400 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTB1020Z 35 220 6700~7200 2200~2600 0.2~0.3 0.2~0.3  3D#t (3D MILLING)
RTB1020 85 135 4000~4500 700~1000 0.05~0.1 10 &%t (SLOTTING)
RTB1020 35 135 4000~4500 800~1200 0.2~0.3 10 &t (SLOTTING)
RTB1020 35 95 2800~3300 500~800 20 0.05~0.1 {8t (SIDE MILLING)
RTB1020 35 95 2800~3300 1200~1600 20 0.2~0.3  {Al#% (SIDE MILLING)
RTB1020 85 220 6700~7200 2000~2400 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTB1020 85 220 6700~7200 2200~2600 0.2=0.3) 0.2~0.3  3D# (3D MILLING)
RTB1030Z 35 135 4000~4500 700~1000 0.05~0.1 10 7Bt (SLOTTING)
RTB1030Z 35 135 4000~4500 800~1200 0.2~0.3 10 &8t (SLOTTING)
RTB1030Z 35 95 2800~3300 500~800 20 0.05~0.1  fAl## (SIDE MILLING)
RTB1030Z 85 95 2800~3300 1200~1600 20 0.2~0.3  {AI#k (SIDE MILLING)
RTB1030Z 35 220 6700~7200 2000~2400 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTB1030Z 85 220 6700~7200 2200~2600 0.2~0.3 0.2~0.3  3D#t (3D MILLING)
RTB1030 35 135 4000~4500 700~1000 0.05~0.1 10 7B (SLOTTING)
RTB1030 85) 135 4000~4500 800~1200 0.2~0.3 10 &t (SLOTTING)
RTB1030 35 95 2800~3300 500~800 20 0.05~0.1  fEI# (SIDE MILLING)
RTB1030 85 95 2800~3300 1200~1600 20 0.2~0.3  {Al#% (SIDE MILLING)
RTB1030 35 220 6700~7200 2000~2400 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTB1030 85) 220 6700~7200 2200~2600 0.2~0.3 0.2~0.3  3D# (3D MILLING)
RTB1210 37 150 3700~4200 700~1100 0.05~0.1 12 Bt (SLOTTING)
RTB1210 37 150 3700~4200 800~1200 0.2~0.3 12 &8t (SLOTTING)
RTB1210 37 115 2800~3300 500~800 24 0.05~0.1  fAl## (SIDE MILLING)
RTB1210 37 115 2800~3300 1000~1400 24 0.2~0.3  {AI#% (SIDE MILLING)
RTB1210 37 185 4700~5200 1400~1800 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTB1210 37 185 4700~5200 1800~2200 0.2~0.3 0.2~0.3  3D#t (3D MILLING)



ovF WA

T B tIEE#H3R | Milling Conditions
| ) e —

. : A& T B/ BT A : Alloy Tool Steels / Carbon Tool Steels
LM ESEN 1)) | ps ) SK3/ SKD61/ SKD11 : 1.2311 ] 1.1545 / 1.2379 / 1.2344 : H13 / D2 (HRc23~32)

R178] Wet coon

TARRE  HEE B RE EREE nIRE MIEE mIB
Extension (m/mln) Spfeed Feed (Aa) ) (Ap) Milling T

Length(mm) *Cutting'Speed-  (min"1) “(mmimin)~ Depth of Cut ~Widthof Gut- 9 Type
RTB1220 37 150 3700~4200 700~1100 0.05~0.1 12 %% (SLOTTING)
RTB1220 37 150 3700~4200 800~1200 0.2~0.3 12 8% (SLOTTING)
RTB1220 37 115 2800~3300 500~800 24 0.05~0.1 {3 (SIDE MILLING)
RTB1220 37 115 2800~3300 1000~1400 24 0.2~0.3  fai# (SIDE MILLING)
RTB1220 37 185 4700~5200 1400~1800  0.05~0.1  0.05~0.1 3D# (3D MILLING)
RTB1220 37 185 4700~5200 1800~2200 0.2~0.3 0.2~0.3  3D#: (3D MILLING)
RTB1230 37 150 3700~4200 700~1100 0.05~0.1 12 i##% (SLOTTING)
RTB1230 37 150 3700~4200 800~1200 0.2~0.3 12 &8k (SLOTTING)
RTB1230 37 115 2800~3300 500~800 24 0.05~0.1 {3 (SIDE MILLING)
RTB1230 37 115 2800~3300 1000~1400 24 0.2~0.3  fai# (SIDE MILLING)
RTB1230 37 185 4700~5200 1400~1800  0.05~0.1  0.05~0.1 3D# (3D MILLING)
RTB1230 37 185 4700~5200 1800~2200 0.2~0.3 0.2~0.3  3D# (3D MILLING)

" ; SEEtH / TEESH : Prehardened Steels
"
A Work Materil NAKSO : 1.2083 : AISI420 : M310 (HRc36~45)

A#15R Coola #23( / JFEIEI Dry/MQL coolant

TERRE  tIHEE EEEEE EREE MIRE MIRE mIB

Extension (m/min) Sp_eid Feed Aa) (Ap) Milling Type

Length(mm) ~Cutting Speed- (min-1) ~(mm/min)  Depth of Cut -Width of Cut
RTB0305 12 85 9000~10000 800~1000 0.12~0.15 1=3 &%t (SLOTTING)
RTB0305 12 85 9000~10000 800~1000 0.06~0.08 1~3 &t (SLOTTING)
RTB0305 12 80 8500~9000 1000~1200 3~6 0.12~0.15 fAI%t (SIDE MILLING)
RTB0305 12 80 8500~9000 700~900 3~6 0.06~0.08 fAl%t (SIDE MILLING)
RTB0305 12 85 9000~10000 1000~1200  0.12~0.15 0.12~0.15 3D# (3D MILLING)
RTB0305 12 85 9000~10000 1000~1200  0.06~0.08 0.06~0.08 3D# (3D MILLING)
RTB0405 14 100 8000~8400 800~1000 0.15~0.18 2~4 &%t (SLOTTING)
RTB0405 14 100 8000~8400 800~1000 0.07~0.1 2~4 &%t (SLOTTING)
RTB0405 14 85 6800~7200 800~1000 4~8 0.15~0.18 {8l (SIDE MILLING)
RTB0405 14 85 6500~7000 500~700 4~8 0.07~0.1  fAI#t (SIDE MILLING)
RTB0405 14 110 8700~9200 800~1000 0.15~0.18  0.15~0.18 3D# (3D MILLING)
RTB0405 14 110 8700~9200 1000~1200 0.07~0.1 0.07~0.1  3D# (3D MILLING)
RTB0505 17 90 5800~6400 800~1000 0.15~0.18 B0 &%t (SLOTTING)
RTB0505 17 115 7200~7600 1000~1200 0.07~0.1 850 &t (SLOTTING)
RTB0505 17 85 5400~6000 800~1000 5~10 0.15~0.18  fAl#t (SIDE MILLING)
RTB0505 17 90 5800~6400 600~800 5~10 0.07~0.1  fAI#t (SIDE MILLING)
RTB0505 17 130 8000~8500 800~1200 0.15~0.18  0.15~0.18 3D# (3D MILLING)
RTB0505 17 130 8000~8500 1000~1400 0.07~0.1 0.07~0.1  3D#t (3D MILLING)




BT W)/ ovi

B K& EZR | Milling Conditions

I Work Material SFE R /| TaMELR : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

g2t / ;7 DA Dry/MQL coolant

2 S HIERE EEEERE HEIGEE PNIRE MIBE mIA
xtension (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) |CuttingSpeed  (min"1) Depth of Cut +Width-of Gut- 9 lype
RTB0510 17 90 5800~6400 800~1000 0.15~0.18 2~5 &8 (SLOTTING)
RTB0510 17 115 7200~7600 1000~1200 0.07~0.1 2=l Bt (SLOTTING)
RTB0510 17 85 5400~6000 800~1000 5~10 0.15~0.18 fAl# (SIDE MILLING)
RTB0510 17 90 5800~6400 600~800 5~10 0.07~0.1  fAI$ (SIDE MILLING)
RTB0510 17 130 8000~8500 800~1200 0.15~0.18  0.15~0.18 3D## (3D MILLING)
RTB0510 17 130 8000~8500 1000~1400 0.07~0.1 0.07~0.1 3D (3D MILLING)
RTB0605 20 90 4800~5400 1000~1400 0.15~0.2 4~6 Bt (SLOTTING)
RTB0605 20 115 6000~6400 1200~1400 0.07~0.1 4~6 7B# (SLOTTING)
RTB0605 20 85 4500~5000 800~1000 6~12 0.15~0.2  fAl# (SIDE MILLING)
RTB0605 20 90 4800~5200 600~800 6~12 0.07~0.1  fAI# (SIDE MILLING)
RTB0605 20 160 8500~9000 1000~1400 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTB0605 20 160 8500~9000 1400~1800 0.07~0.1 0.07~0.1 3D (3D MILLING)
RTB0610 20 90 4800~5400 1000~1400 0.15~0.2 &= &%t (SLOTTING)
RTB0610 20 115 6000~6400 1200~1400 0.07~0.1 3~6 Bt (SLOTTING)
RTB0610 20 85 4500~5000 800~1000 6~12 0.15~0.2 {8t (SIDE MILLING)
RTB0610 20 90 4800~5200 600~800 6~12 0.07~0.1  fAI$ (SIDE MILLING)
RTB0610 20 160 8500~9000 1000~1400 0.15~0.2 0.15~0.2 3D (3D MILLING)
RTB0610 20 160 8500~9000 1400~1800 0.07~0.1 0.07~0.1 3D (3D MILLING)
RTB0805 30 100 4000~4500 700~1000 0.2~0.25 6~8 7Bt (SLOTTING)
RTB0805 30 140 5500~6000 800~1000 0.07~0.11 6~8 7&#% (SLOTTING)
RTB0805 30 90 3500~4000 700~900 8~16 0.2~0.25  fAl# (SIDE MILLING)
RTB0805 30 90 3500~4000 600~800 8~16 0.07~0.11 {8k (SIDE MILLING)
RTB0805 30 100 4000~4500 1400~1800 0.2~0.25 0.2~0.25 3D (3D MILLING)
RTB0805 30 185 7200~7700 1200~1600 0.07~0.11  0.07~0.11 3D#t (3D MILLING)
RTB0810 30 100 4000~4500 700~1000 0.2~0.25 5~8 &8 (SLOTTING)
RTB0810 30 140 5500~6000 800~1000 0.07~0.11 5~8 Bt (SLOTTING)
RTB0810 30 90 3500~4000 700~900 8~16 0.2~0.25 {8k (SIDE MILLING)
RTB0810 30 90 3500~4000 600~800 8~16 0.07~0.11 {8k (SIDE MILLING)
RTB0810 30 100 4000~4500 1400~1800 0.2~0.25 0.2~0.25 3D# (3D MILLING)
RTB0810 30 185 7200~7700 1200~1600 0.07~0.11  0.07~0.11 3D## (3D MILLING)
RTB1005Z 30 100 3200~3600 800~1100 0.25~0.3 8~10 Bt (SLOTTING)
RTB1005Z 30 140 4400~4800 800~1000 0.08~0.13 8~10 &8t (SLOTTING)
RTB1005Z 30 90 2800~3200 700~1000 10~20 0.25~0.3  fAl## (SIDE MILLING)
RTB1005Z 30 90 2800~3200 600~800 10~20 0.08~0.13 fAI# (SIDE MILLING)
RTB1005Z 30 100 3200~3600 1600~2000 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTB1005Z 30 185 5800~6200 1300~1700 0.08~0.13  0.08~0.13 3D# (3D MILLING)



opar W=

T B tIEE#3R | Milling Conditions
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WEIEIH Work Material SEEESH | FERESH : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

g2t | M) Dry/MQL coolant

Z 5 EEEERRE EIGEE NIRE MIEE mIBL
xtension N ) Speed eed (Aa) . (Ap) Milling T
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut Width of Cut- 9 Type
RTB1005 85) 100 3200~3600 800~1100 0.25~0.3 8~10 Bt (SLOTTING)
RTB1005 35 140 4400~4800 800~1000 0.08~0.13 8~10 7 (SLOTTING)
RTB1005 35 90 2800~3200 700~1000 10~20 0.25~0.3  fAls# (SIDE MILLING)
RTB1005 35 90 2800~3200 600~800 10~20 0.08~0.13  {Al## (SIDE MILLING)
RTB1005 85 100 3200~3600 1600~2000 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTB1005 35 185 5800~6200 1300~1700 0.08~0.13  0.08~0.13 3D (3D MILLING)
RTB1010Z 30 100 3200~3600 800~1100 0.25~0.3 7~10 7Bt (SLOTTING)
RTB1010Z 30 140 4400~4800 800~1000 0.08~0.13 7~10 Bt (SLOTTING)
RTB1010Z 30 90 2800~3200 700~1000 10~20 0.25~0.3  fAl#t (SIDE MILLING)
RTB1010Z 30 90 2800~3200 600~800 10~20 0.08~0.13  {Ai$# (SIDE MILLING)
RTB1010Z 30 100 3200~3600 1600~2000 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTB1010Z 30 185 5800~6200 1300~1700 0.08~0.13  0.08~0.13 3D# (3D MILLING)
RTB1010 85) 100 3200~3600 800~1100 0.25~0.3 7~10 Bt (SLOTTING)
RTB1010 35 140 4400~4800 800~1000 0.08~0.13 7~10 7 (SLOTTING)
RTB1010 35 90 2800~3200 700~1000 10~20 0.25~0.3  fAls# (SIDE MILLING)
RTB1010 35 90 2800~3200 600~800 10~20 0.08~0.13  fAl$# (SIDE MILLING)
RTB1010 35 100 3200~3600 1600~2000 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTB1010 35 185 5800~6200 1300~1700 0.08~0.13  0.08~0.13 3D (3D MILLING)
RTB1020Z 30 100 3200~3600 800~1100 0.25~0.3 5~10 7Bt (SLOTTING)
RTB1020Z 30 140 4400~4800 800~1000 0.08~0.13 5~10 Bt (SLOTTING)
RTB1020Z 30 90 2800~3200 700~1000 10~20 0.25~0.3  f8l$# (SIDE MILLING)
RTB1020Z 30 90 2800~3200 600~800 10~20 0.08~0.13  fAi$# (SIDE MILLING)
RTB1020Z 30 100 3200~3600 1600~2000 0.25~0.3 0.25~0.3  3D## (3D MILLING)
RTB1020Z 30 185 5800~6200 1300~1700 0.08~0.13  0.08~0.13 3D# (3D MILLING)
RTB1020 85 100 3200~3600 800~1100 0.25~0.3 5~10 Bt (SLOTTING)
RTB1020 35 140 4400~4800 800~1000 0.08~0.13 5~10 7 (SLOTTING)
RTB1020 35 90 2800~3200 700~1000 10~20 0.25~0.3  fAls# (SIDE MILLING)
RTB1020 35 90 2800~3200 600~800 10~20 0.08~0.13 fAl$# (SIDE MILLING)
RTB1020 85 100 3200~3600 1600~2000 0.25~0.3 0.25~0.3 3D (3D MILLING)
RTB1020 35 185 5800~6200 1300~1700 0.08~0.13  0.08~0.13 3D (3D MILLING)
RTB1030Z 30 100 3200~3600 800~1100 0.25~0.3 3~10 7Bt (SLOTTING)
RTB1030Z 30 140 4400~4800 800~1000 0.08~0.13 3~10 &t (SLOTTING)
RTB1030Z 30 90 2800~3200 700~1000 10~20 0.25~0.3  f8I$ (SIDE MILLING)
RTB1030Z 30 90 2800~3200 600~800 10~20 0.08~0.13  {Ai## (SIDE MILLING)
RTB1030Z 30 100 3200~3600 1600~2000 0.25~0.3 0.25~0.3  3D## (3D MILLING)

RTB1030Z 30 185 5800~6200 1300~1700 0.08~0.13  0.08~0.13 3D (3D MILLING)
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I Work Material =R /| TaMELR : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

g2t / ;7 DA Dry/MQL coolant

2 S tHEIEE EEERE EREE ITRE MIKE mIA
xtension | (m/min) Speed Feed (Aa) _(Ap) Milling T
Length(mm) | Cutting Speed (min") (mm/min) Depth of Cut Width of Cut g Type
RTB1030 35 100 3200~3600 800~1100 0.25~0.3 3~10 &8t (SLOTTING)
RTB1030 35 140 4400~4800 800~1000 0.08~0.13 3~10 B8t (SLOTTING)
RTB1030 35 90 2800~3200 700~1000 10~20 0.25~0.3 A% (SIDE MILLING)
RTB1030 35 90 2800~3200 600~800 10~20 0.08~0.13  filft (SIDE MILLING)
RTB1030 85 100 3200~3600 1600~2000 0.25~0.3 0.25~0.3  3D# (3D MILLING)
RTB1030 35 185 5800~6200 1300~1700 0.08~0.13  0.08~0.13 3D (3D MILLING)
RTB1210 40 90 2400~2800 800~1000 0.25~0.3 912 B8t (SLOTTING)
RTB1210 40 145 3800~4200 1200~1400 0.1~0.15 9~12 Bt (SLOTTING)
RTB1210 40 70 1800~2200 600~800 12~24 0.25~0.3  {Ai$% (SIDE MILLING)
RTB1210 40 75 1900~2300 400~600 12~24 0.1~0.15  fAl$k (SIDE MILLING)
RTB1210 40 150 4000~4400 1200~1400 0.25~0.3 0.25~0.3  3D## (3D MILLING)
RTB1210 40 180 4700~5200 1400~1800 0.1~0.15 0.1~0.15 3D## (3D MILLING)
RTB1220 40 90 2400~2800 800~1000 0.25~0.3 7~12 &8t (SLOTTING)
RTB1220 40 145 3800~4200 1200~1400 0.1~0.15 7~12 B8t (SLOTTING)
RTB1220 40 70 1800~2200 600~800 12~24 0.25~0.3 A% (SIDE MILLING)
RTB1220 40 75 1900~2300 400~600 12~24 0.1~0.15  fAl#% (SIDE MILLING)
RTB1220 40 150 4000~4400 1200~1400 0.25~0.3 0.25~0.3  3D# (3D MILLING)
RTB1220 40 180 4700~5200 1400~1800 0.1~0.15 0.1~0.15 3D (3D MILLING)
RTB1230 40 90 2400~2800 800~1000 0.25~0.3 5~12 B8t (SLOTTING)
RTB1230 40 145 3800~4200 1200~1400 0.1~0.15 5~12 Bt (SLOTTING)
RTB1230 40 70 1800~2200 600~800 12~24 0.25~0.3  {Ai% (SIDE MILLING)
RTB1230 40 75 1900~2300 400~600 12~24 0.1~0.15 {8t (SIDE MILLING)
RTB1230 40 150 4000~4400 1200~1400 0.25~0.3 0.25~0.3  3D## (3D MILLING)
RTB1230 40 180 4700~5200 1400~1800 0.1~0.15 0.1~0.15 3D## (3D MILLING)



oprF W=

T B tIEE#3R | Milling Conditions

" ) EMEZIRSH : Hardened Steels
D&% Work Mat |
LS TS SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 | 420 (HRc48~54)

g2t | A Dry/MOL coolant

2 5 g EERE MIRE MIKE A
xtension mimin) Speed eed (Aa) (Ap) Milling T
Length(mm) *Cutting Speed (minT) ~(mm/min)  Depth of Cut Width of Cut- 9 1ype
RTB0305 12 90 9500~10000 700~1100 0.05~0.1 8] &% (SLOTTING)
RTB0305 12 80 8000~8500 700~1100 6 0.05~0.1  fAlgk (SIDE MILLING)
RTB0305 12 90 9500~10000 700~1100 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB0305 12 135 14000~15000 900~1300 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB0405 12 95 7200~7700 700~1100 0.05~0.1 4 B8t (SLOTTING)
RTB0405 12 80 6000~6500 700~1000 8 0.05~0.1 fAlgk (SIDE MILLING)
RTB0405 12 110 8700~9200 700~1100 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB0405 12 145 11000~12000 1200~1600 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB0505 17 110 6800~7300 700~1100 0.05~0.1 5 7Bt (SLOTTING)
RTB0505 17 80 4800~5300 700~1000 10 0.05~0.1  fAlgk (SIDE MILLING)
RTB0505 17 150 9200~9700 700~1100 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB0510 17 110 6800~7300 700~1100 0.05~0.1 5 7B (SLOTTING)
RTB0510 17 80 4800~5300 700~1000 10 0.05~0.1  fAl# (SIDE MILLING)
RTB0510 17 150 9200~9700 700~1100 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB0605 20 110 5700~6200 700~1000 0.05~0.1 6 7B (SLOTTING)
RTB0605 20 80 4000~4500 500~800 12 0.05~0.1  fAI%t (SIDE MILLING)
RTB0605 20 150 7700~8200 1000~1400 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB0610 20 110 5700~6200 700~1000 0.05~0.1 6 7Bt (SLOTTING)
RTB0610 20 80 4000~4500 500~800 12 0.05~0.1 {8l (SIDE MILLING)
RTB0610 20 150 7700~8200 1000~1400 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB0805 25 110 4200~4700 700~1000 0.05~0.1 8 7Bt (SLOTTING)
RTB0805 25 85 3200~3700 500~800 16 0.05~0.1 fAlgk (SIDE MILLING)
RTB0805 25 155 6000~6500 800~1200 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB0810 25 110 4200~4700 700~1000 0.05~0.1 8 7B (SLOTTING)
RTB0810 25 85 3200~3700 500~800 16 0.05~0.1  fAl# (SIDE MILLING)
RTB0810 25 155 6000~6500 800~1200 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB1005Z 35 125 3800~4300 700~1000 0.05~0.1 10 7B (SLOTTING)
RTB1005Z 35 75 2200~2700 500~800 20 0.05~0.1  fAI%t (SIDE MILLING)
RTB1005Z 35 155 4700~5200 800~1200 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB1005 35 125 3800~4300 700~1000 0.05~0.1 10 7Bt (SLOTTING)
RTB1005 85| 75 2200~2700 500~800 20 0.05~0.1 {8l (SIDE MILLING)
RTB1005 35 155 4700~5200 800~1200 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB1010Z 35 125 3800~4300 700~1000 0.05~0.1 10 7Bt (SLOTTING)
RTB1010Z 35 75 2200~2700 500~800 20 0.05~0.1  fAlgk (SIDE MILLING)
RTB1010Z 35 155 4700~5200 800~1200 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB1010 85} 125 3800~4300 700~1000 0.05~0.1 10 7B (SLOTTING)
RTB1010 35 75 2200~2700 500~800 20 0.05~0.1  fAl$t (SIDE MILLING)
RTB1010 85 155 4700~5200 800~1200 0.05~0.1 0.05~0.1 3D#t (3D MILLING)




ODEF

T B EI4IE#E | Milling Conditions

" : EMEZIESH : Hardened Steels
i tEIRF Work Mat |
ool ARG SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 ] 1.4542 : H13 | 420 (HRc48~54)

g2t / JFE DA Dry/MQL coolant

2 5 HHEIEE EERE ERRE ITRE MIKE mIA
xtension (m/min) Sp_egd Feed (Aa) : (Ap) Milling T
Length(mm) | Cutting Speed (min") (mm/min) Depth of Cut Width of Cut g fype
RTB1020Z 35 125 3800~4300 700~1000 0.05~0.1 10 &8t (SLOTTING)
RTB1020Z 35 75 2200~2700 500~800 20 0.05~0.1 {8t (SIDE MILLING)
RTB1020Z 35 155 4700~5200 800~1200 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB1020 35 125 3800~4300 700~1000 0.05~0.1 10 &8 (SLOTTING)
RTB1020 85 5 2200~2700 500~800 20 0.05~0.1  {A% (SIDE MILLING)
RTB1020 35 155 4700~5200 800~1200 0.05~0.1 0.05~0.1 3D (3D MILLING)
RTB1030Z 35 125 3800~4300 700~1000 0.05~0.1 10 &8 (SLOTTING)
RTB1030Z 35 75 2200~2700 500~800 20 0.05~0.1  {Ai% (SIDE MILLING)
RTB1030Z 35 155 4700~5200 800~1200 0.05~0.1 0.05~0.1 3D# (3D MILLING)
RTB1030 35 125 3800~4300 700~1000 0.05~0.1 10 &8t (SLOTTING)
RTB1030 35 75 2200~2700 500~800 20 0.05~0.1 fAl#k (SIDE MILLING)
RTB1030 35 155 4700~5200 800~1200 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB1210 37 110 2700~3200 700~1100 0.05~0.1 12 &8t (SLOTTING)
RTB1210 37 & 1800~2300 400~700 24 0.05~0.1 {8t (SIDE MILLING)
RTB1210 37 130 3200~3700 800~1200 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB1220 37 110 2700~3200 700~1100 0.05~0.1 12 &8 (SLOTTING)
RTB1220 37 75 1800~2300 400~700 24 0.05~0.1  {A% (SIDE MILLING)
RTB1220 37 130 3200~3700 800~1200 0.05~0.1 0.05~0.1 3D#t (3D MILLING)
RTB1230 37 110 2700~3200 700~1100 0.05~0.1 12 &8 (SLOTTING)
RTB1230 37 75 1800~2300 400~700 24 0.05~0.1  {Ait (SIDE MILLING)
RTB1230 37 130 3200~3700 800~1200 0.05~0.1 0.05~0.1  3D##t (3D MILLING)



ovF W=
HTA/HTD

EI5I# Work Material Wi%3%4H / 5484 : Carbon Steels / Cast Iron
Ll MC NI o50c )/ Fo250 / $5400 : 1.1210  0.6025 /1.0036 : 1050 / NO.35 / A570 Gr.45 (~HRc22)

HTA 28173 Coolant Type JEANAILTRRIEESEIET SRLHIA] Wet coolant

BEEEE )5 MIRE MIKE
Extension r ) Speed eed (Aa) (Ap) M
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut -Width of Cut-
HTA HTD 0203 1 125 19000~20000 1300~1600 0.04~0.06 2 7B (SLOTTING)
0203 1 125 19000~20000 1100~1300 0.1~0.15 2 7Bt (SLOTTING)
0203 1" 105 16000~17000 1000~1200 2~4 0.04~0.06 I3 (SIDE MILLING)
0203 11 100 15500~16000 1000~1200 2~4 0.1~0.15  {AI%t (SIDE MILLING)
HTA HTD 0303 15 140 14500~15000  1300~1600  0.04~0.08 8 &% (SLOTTING)
0303 15 125 13000~13500 1100~1300 0.1~0.2 3 &% (SLOTTING)
0303 15 105 11000~11500 900~1100 3~6 0.04~0.08 {8l (SIDE MILLING)
0303 15 100 10500~11000 1000~1200 3~6 0.1~0.2 A%k (SIDE MILLING)
HTA HTD 0403 16 140 10700~11200 1100~1400 0.04~0.08 4 &% (SLOTTING)
0403 16 125 9500~10000 1000~1200 0.2~0.3 4 B8t (SLOTTING)
0403 16 105 8000~8500 800~1000 4~8 0.04~0.08 fAI$ (SIDE MILLING)
0403 16 100 7800~8200 900~1100 4~8 0.2~0.3  fAl$k (SIDE MILLING)
HTA HTD 0503 19 140 8500~9000 1100~1400 0.05~0.1 5 B8t (SLOTTING)
0503 19 125 7800~8200 1000~1200 0.3~0.4 5 7Bt (SLOTTING)
0503 19 105 6700~7000 800~1000 5~10 0.05~0.1 {8l (SIDE MILLING)
0503 19 100 6300~6600 900~1100 5~10 0.3~0.4 A%k (SIDE MILLING)
HTA HTD 0603 20 140 7300~7600 1000~1300  0.05~0.15 6 &t (SLOTTING)
0603 20 125 6600~6800 1000~1200 0.4~0.6 6 7Bt (SLOTTING)
0603 20 105 5500~5800 700~900 6~12 0.05~0.1 {8l (SIDE MILLING)
0603 20 100 5000~5300 1000~1200 6~12 0.5~0.7  fAI$k (SIDE MILLING)
HTA HTD 0803 25 140 5500~5800 1000~1200 0.05~0.15 8 B3t (SLOTTING)
0803 25 110 4300~4600 700~900 0.6~0.7 8 B8t (SLOTTING)
0803 25 105 4100~4300 600~800 8~16 0.05~0.1 {8l (SIDE MILLING)
0803 25 100 3900~4200 1000~1200 8~16 0.5~1 {8k (SIDE MILLING)
HTA HTD 1003 30 140 4400~4600 900~1100 0.05~0.15 10 &% (SLOTTING)
1003 30 95 2800~3000 500~700 0.8~1.2 10 &8t (SLOTTING)
1003 30 105 3300~3500 600~800 10~20 0.05~0.12 A3 (SIDE MILLING)
1003 30 105 3300~3500 1000~1200 10~20 0.5~0.8  fHl# (SIDE MILLING)
HTA HTD 1203 37 140 3700~4000 900~1100 0.05~0.2 12 &% (SLOTTING)
1203 37 110 2800~3000 500~700 0.8~1.2 12 B8t (SLOTTING)
1203 37 105 2700~2900 500~700 12~24 0.05~0.12 {8t (SIDE MILLING)
1203 37 100 2600~2800 1100~1300 12~24 0.5~1 {8k (SIDE MILLING)
HTA HTD 1603 50 140 2700~3000 700~900 0.05~0.2 16 &% (SLOTTING)
1603 50 105 2000~2200 400~600 0.8~1.2 16 7Bt (SLOTTING)
1603 50 105 2000~2200 400~600 16~32 0.05~0.12 A3 (SIDE MILLING)
1603 50 90 1700~2000 700~900 16~32 0.5~1 {8k (SIDE MILLING)
HTA HTD 2003 50 140 2100~2300 700~900 0.05~0.25 20 &% (SLOTTING)
2003 50 105 1500~1700 400~600 0.8~1.2 20 7Bt (SLOTTING)
2003 50 105 1500~1700 300~500 20~40 0.05~0.15 {8t (SIDE MILLING)
2003 50 90 1400~1600 500~700 20~40 051 {8k (SIDE MILLING)




T/ ovir
HTA l H T D tEI&#HZR | Milling Conditions

" : A& T ER /BRI E$H : Alloy Tool Steels / Carbon Tool Steels
I+ Work Material >
LS EREI o)) ) b5/ sK3/ SKD61/ SKD11 : 1.2311 ] 11545/ 1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

HTA®T 24142 Coolant Type 7AW 7)[=1NnIaYAIoI T alE J&IUEE] Wet coolant

2 5 HEEE EEEEE ERERE MIRE MIRE mIA
xtension | (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) | Cutting Speed (min") [~ (mm/min) Depth of Cut 1 Width of Cut 9 lype
HTA HTD 0203 1 110 17000~18000 1300~1600 0.04~0.06 2 Bt (SLOTTING)
0203 1 110 17000~18000 1100~1300 0.1~0.15 2 &8t (SLOTTING)
0203 1 105 16000~17000 1000~1200 2~4 0.04~0.06 fAIg (SIDE MILLING)
0203 1 100 15500~16000 1000~1200 2~4 0.1~0.15  {Ai% (SIDE MILLING)
HTA HTD 0303 15 140 14500~15000 1300~1600 0.04~0.08 & &t (SLOTTING)
0303 15 125 13000~13500 1000~1200 0.1~0.2 3 B8t (SLOTTING)
0303 15 105 11000~11500 900~1100 3=6 0.04~0.08 fAig (SIDE MILLING)
0303 15 100 10500~11000 900~1100 3~6 0.1~0.2  flf (SIDE MILLING)
HTA HTD 0403 16 140 10700~11200 1100~1400 0.04~0.08 4 Bt (SLOTTING)
0403 16 125 9500~10000 900~1100 0.2~0.3 4 &8t (SLOTTING)
0403 16 105 8000~8500 800~1000 4~8 0.04~0.08 fAig# (SIDE MILLING)
0403 16 100 7800~8200 800~1000 4~8 0.2~0.3  fAlf (SIDE MILLING)
HTA HTD 0503 19 140 8500~9000 1100~1400 0.05~0.1 5 &t (SLOTTING)
0503 19 125 7800~8200 900~1100 0.3~0.4 5] B8t (SLOTTING)
0503 19 105 6700~7000 800~1000 5~10 0.05~0.1  fAl#k (SIDE MILLING)
0503 19 100 6300~6600 900~1100 5~10 0.3~0.4  flgk (SIDE MILLING)
HTA HTD 0603 20 140 7300~7600 1000~1300 0.05~0.15 6 Bt (SLOTTING)
0603 20 125 6600~6800 900~1100 0.5~0.7 6 &8t (SLOTTING)
0603 20 105 5500~5800 700~900 6~12 0.05~0.15 fAI$ (SIDE MILLING)
0603 20 100 5000~5300 900~1100 6~12 0.5~0.7  flf (SIDE MILLING)
HTA HTD 0803 25 140 5500~5800 1000~1200 0.05~0.15 8 &% (SLOTTING)
0803 25 110 4300~4600 650~850 0.6~0.7 8 B8t (SLOTTING)
0803 25 105 4100~4300 600~800 8~16 0.05~0.1  fAl#k (SIDE MILLING)
0803 25 100 3900~4200 900~1100 8~16 0.5~1 {8I$ (SIDE MILLING)
HTA HTD 1003 30 140 4400~4600 900~1100 0.05~0.15 10 Bt (SLOTTING)
1003 30 95 2800~3000 400~600 0.8~1.2 10 B8t (SLOTTING)
1003 30 105 3300~3500 600~800 10~20 0.05~0.12 fAI$ (SIDE MILLING)
1003 30 100 3000~3200 1000~1200 10~20 0.5~0.8  fAlft (SIDE MILLING)
HTA HTD 1203 37 140 3700~4000 900~1100 0.05~0.2 12 &#t (SLOTTING)
1203 37 110 2800~3000 400~500 0.8~1.2 12 B8t (SLOTTING)
1203 37 105 2700~2900 500~700 12~24 0.05~0.12 fAIg (SIDE MILLING)
1203 37 100 2600~2800 1000~1200 12~24 0.5~1 {8I$ (SIDE MILLING)
HTA HTD 1603 50 140 2700~3000 700~900 0.05~0.2 16 Bt (SLOTTING)
1603 50 105 2000~2200 400~500 0.8~1.2 16 &8t (SLOTTING)
1603 50 105 2000~2200 400~600 16~32 0.05~0.12 fAI$ (SIDE MILLING)
1603 50 90 1700~2000 700~900 16~32 0.5~1 {8I$ (SIDE MILLING)
HTA HTD 2003 50 140 2100~2300 700~900 0.05~0.25 20 &t (SLOTTING)
2003 50 105 1500~1700 400~500 0.8~1.2 20 B8t (SLOTTING)
2003 50 105 1500~1700 300~500 20~40 0.05~0.15 fAI$ (SIDE MILLING)
2003 50 90 1400~1600 500~700 20~40 0.5~1 {83 (SIDE MILLING)



ODHE \\\ EEFT)
“\\h eIt
H TA I HT D IEEE SR | Milling Conditions
” 7 SEEESH | FERESH : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

BEEEE = MIRE MIEE
Extension r ) Speed eed (Aa) (Ap) M
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut -Width of Cut
HTA HTD 0203 1 110 17000~18000 1300~1600 0.04~0.06 2 7Bt (SLOTTING)
0203 1" 110 17000~18000 1100~1300 0.1~0.15 2 7Bt (SLOTTING)
0203 1" 105 16000~17000 1000~1200 2~4 0.04~0.06 fAI$ (SIDE MILLING)
0203 11 100 15500~16000 1000~1200 2~4 0.1~0.15  {AI%t (SIDE MILLING)
HTA HTD 0303 15 140 14500~15000  1300~1600  0.04~0.08 8 &% (SLOTTING)
0303 15 125 13000~13500  1000~1200 0.1~0.2 3 &% (SLOTTING)
0303 15 105 11000~11500 900~1100 3~6 0.04~0.08 {8l (SIDE MILLING)
0303 15 100 10500~11000 900~1100 3~6 0.1~0.2 A%k (SIDE MILLING)
HTA HTD 0403 16 140 10700~11200 1100~1400 0.04~0.08 4 &% (SLOTTING)
0403 16 125 9500~10000 900~1100 0.2~0.3 4 #&# (SLOTTING)
0403 16 105 8000~8500 800~1000 4~8 0.04~0.08 Al (SIDE MILLING)
0403 16 100 7800~8200 800~1000 4~8 0.2~0.3  {8I$ (SIDE MILLING)
HTA HTD 0503 19 140 8500~9000 1100~1400 0.05~0.1 5 B8t (SLOTTING)
0503 19 125 7800~8200 900~1100 0.3~0.4 5 7Bt (SLOTTING)
0503 19 105 6700~7000 800~1000 5~10 0.05~0.1 {8l (SIDE MILLING)
0503 19 100 6300~6600 900~1100 5~10 0.3~0.4 A%k (SIDE MILLING)
HTA HTD 0603 20 140 7300~7600 1000~1300  0.05~0.15 6 &%t (SLOTTING)
0603 20 125 6600~6800 900~1100 0.5~0.7 6 7Bt (SLOTTING)
0603 20 105 5500~5800 700~900 6~12 0.05~0.15 fAI$ (SIDE MILLING)
0603 20 100 5000~5300 900~1100 6~12 0.5~0.7 {8k (SIDE MILLING)
HTA HTD 0803 25 140 5500~5800 1000~1200 0.05~0.15 8 B8t (SLOTTING)
0803 25 110 4300~4600 650~850 0.6~0.7 8 B8t (SLOTTING)
0803 25 105 4100~4300 600~800 8~16 0.05~0.1 {8l (SIDE MILLING)
0803 25 100 3900~4200 900~1100 8~16 0.5~1 {8k (SIDE MILLING)
HTA HTD 1003 30 140 4400~4600 900~1100 0.05~0.15 10 &%t (SLOTTING)
1003 30 95 2800~3000 400~600 0.8~1.2 10 7Bt (SLOTTING)
1003 30 105 3300~3500 600~800 10~20 0.05~0.12 A3 (SIDE MILLING)
1003 30 100 3000~3200 1000~1200 10~20 0.5~0.8  fAI# (SIDE MILLING)
HTA HTD 1203 37 140 3700~4000 900~1100 0.05~0.2 12 &% (SLOTTING)
1203 37 110 2800~3000 400~500 0.8~1.2 12 B8t (SLOTTING)
1203 37 105 2700~2900 500~700 12~24 0.05~0.12 {8l (SIDE MILLING)
1203 37 100 2600~2800 1000~1200 12~24 0.5~1 {8k (SIDE MILLING)
HTA HTD 1603 50 140 2700~3000 700~900 0.05~0.2 16 &% (SLOTTING)
1603 50 105 2000~2200 400~500 0.8~1.2 16 7Bt (SLOTTING)
1603 50 105 2000~2200 400~600 16~32 0.05~0.12 A3 (SIDE MILLING)
1603 50 90 1700~2000 700~900 16~32 051 {8k (SIDE MILLING)
HTA HTD 2003 50 140 2100~2300 700~900 0.05~0.25 20 &% (SLOTTING)
2003 50 105 1500~1700 400~500 0.8~1.2 20 B8t (SLOTTING)
2003 50 105 1500~1700 300~500 20~40 0.05~0.15 {8l (SIDE MILLING)
2003 50 90 1400~1600 500~700 20~40 051 {8k (SIDE MILLING)




YY)/ ovi
ITA/ITH

" g k=4l | $£8 : Carbon Steels / Cast Iron
tIIEI*F Work Material
M S50C | Fe250 / SS400 : 1.1210 /06025 /1.0036 : 1050 / NO.35 / AS70 Gr.45 (~HRc22)

ITA’T ;24173 Coolant Type IEZ=WAIL=MBIVRTIETaTS J&IUEEI Wet coolant

Eﬁﬁi . HHIERE EEEERE HEIGEE PNIRE MITEE mIA
xtension (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) CuttingSpeed:  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
ITA ITH 0303 15 140 14500~15000  1300~1600  0.04~0.08 3 %% (SLOTTING)
0303 15 125 13000~13500  1100~1300 0.1~0.2 3 %% (SLOTTING)
0303 15 105 11000~11500  900~1100 3~6 0.04~0.08 {83 (SIDE MILLING)
0303 15 100 10500~11000  1000~1200 3~6 0.1~0.2  {Al3 (SIDE MILLING)
ITA ITH 0403 16 140 10700~11200  1100~1400  0.04~0.08 4 %% (SLOTTING)
0403 16 125 9500~10000  1000~1200 0.2~0.3 4 %% (SLOTTING)
0403 16 105 8000~8500 800~1000 4~8 0.04~0.08 I3 (SIDE MILLING)
0403 16 100 7800~8200 900~1100 4~8 0.2~0.3  {Al3 (SIDE MILLING)
ITA ITH 0603 20 140 7300~7600 1000~1300  0.05~0.15 6 %% (SLOTTING)
0603 20 125 6600~6800 1000~1200 0.4~0.6 6 %% (SLOTTING)
0603 20 105 5500~5800 700~900 6~12 0.05~0.1 fii# (SIDE MILLING)
0603 20 100 5000~5300 1000~1200 6~12 0.5~0.7 3 (SIDE MILLING)
ITA ITH 0803 25 140 5500~5800 1000~1200  0.05~0.15 8 %% (SLOTTING)
0803 25 110 4300~4600 700~900 0.6~0.7 8 %% (SLOTTING)
0803 25 105 4100~4300 600~800 8~16 0.05~0.1 fii# (SIDE MILLING)
0803 25 100 3900~4200 1000~1200 8~16 0.5~1  fii% (SIDE MILLING)
ITA ITH 1003 30 140 4400~4600 900~1100  0.05~0.15 10 %% (SLOTTING)
1003 30 95 2800~3000 500~700 0.8~1.2 10 %% (SLOTTING)
1003 30 105 3300~3500 600~800 10~20  0.05~0.12 i3 (SIDE MILLING)
1003 30 105 3300~3500 1000~1200 10~20 0.5~0.8 {3 (SIDE MILLING)
ITA ITH 1203 37 140 3700~4000 900~1100 0.05~0.2 12 %% (SLOTTING)
1203 37 110 2800~3000 500~700 0.8~1.2 12 %% (SLOTTING)
1203 37 105 2700~2900 500~700 12~24  0.05~0.12 i3 (SIDE MILLING)
1203 37 100 2600~2800 1100~1300 12~24 0.5~1  fii% (SIDE MILLING)
ITA ITH 1603 50 140 2700~3000 700~900 0.05~0.2 16 %% (SLOTTING)
1603 50 105 2000~2200 400~600 0.8~1.2 16 %% (SLOTTING)
1603 50 105 2000~2200 400~600 16~32  0.05~0.12 i3 (SIDE MILLING)
1603 50 90 1700~2000 700~900 16~32 0.5~1  fii% (SIDE MILLING)
ITA ITH 2003 50 140 2100~2300 700~900 0.05~0.25 20 #%% (SLOTTING)
2003 50 105 1500~1700 400~600 0.8~1.2 20 %% (SLOTTING)
2003 50 105 1500~1700 300~500 20~40  0.05~0.15 fBi# (SIDE MILLING)
2003 50 90 1400~1600 500~700 20~40 0.5~1  fii% (SIDE MILLING)



opaF W=

ITA/ITH

. . A& T B/ BT A : Alloy Tool Steels / Carbon Tool Steels
Ikt Work M I =
L CMCIS NI o)) ) p5 ) SK3 / SKD61 / SKD'M : 1.2311 ] 1.1545 1 1.2379 1 1.2344 : H13 | D2 (HRc23~32)

ITA®T %4053 Coolant Type [C7A=ws) =l nlaVRelele ETole J=IUEEI Wet coolant

5 EEEERRE EE MIEE MIKE mIB
LE;(tetE(erT?E'I) o Sn'?i?;T=1d b ) (u/? af) t Wi S Milligg Iype
g Cutting Speed ( ) “(mm/min) - Depth of Cut ~Width of Cut

ITA ITH 0303 15 140 14500~15000 1300~1600 0.04~0.08 3 Bt (SLOTTING)
0303 15 125 13000~13500 1000~1200 0.1~0.2 3] 7B (SLOTTING)

0303 15 105 11000~11500 900~1100 3~6 0.04~0.08 faI% (SIDE MILLING)

0303 15 100 10500~11000 900~1100 3~6 0.1~0.2  fAI$% (SIDE MILLING)
ITA ITH 0403 16 140 10700~11200 1100~1400 0.04~0.08 4 Bt (SLOTTING)
0403 16 125 9500~10000 900~1100 0.2~0.3 4 7B (SLOTTING)

0403 16 105 8000~8500 800~1000 4~8 0.04~0.08 it (SIDE MILLING)

0403 16 100 7800~8200 800~1000 4~8 0.2~0.3  fAI$t (SIDE MILLING)
ITA ITH 0603 20 140 7300~7600 1000~1300 0.05~0.15 6 Bt (SLOTTING)
0603 20 125 6600~6800 900~1100 0.5~0.7 6 7B (SLOTTING)

0603 20 105 5500~5800 700~900 6~12 0.05~0.15 fAI$ (SIDE MILLING)

0603 20 100 5000~5300 900~1100 6~12 0.5~0.7  fAI$k (SIDE MILLING)
ITA ITH 0803 25 140 5500~5800 1000~1200 0.05~0.15 8 Bt (SLOTTING)
0803 25 110 4300~4600 650~850 0.6~0.7 8 7B (SLOTTING)

0803 25 105 4100~4300 600~800 8~16 0.05~0.1 fIs (SIDE MILLING)

0803 25 100 3900~4200 900~1100 8~16 0.5~1 {1 (SIDE MILLING)
ITA ITH 1003 30 140 4400~4600 900~1100 0.05~0.15 10 &% (SLOTTING)
1003 30 95 2800~3000 400~600 0.8~1.2 10 7B (SLOTTING)

1003 30 105 3300~3500 600~800 10~20 0.05~0.12 A8 (SIDE MILLING)

1003 30 100 3000~3200 1000~1200 10~20 0.5~0.8  fAIt (SIDE MILLING)
ITA ITH 1203 37 140 3700~4000 900~1100 0.05~0.2 12 &% (SLOTTING)
1203 37 110 2800~3000 400~500 0.8~1.2 12 7B (SLOTTING)

1203 37 105 2700~2900 500~700 12~24 0.05~0.12 {8l (SIDE MILLING)

1203 37 100 2600~2800 1000~1200 12~24 0.5~1 {Al%% (SIDE MILLING)
ITA ITH 1603 50 140 2700~3000 700~900 0.05~0.2 16 7B (SLOTTING)
1603 50 105 2000~2200 400~500 0.8~1.2 16 7B (SLOTTING)

1603 50 105 2000~2200 400~600 16~32 0.05~0.12 A3 (SIDE MILLING)

1603 50 90 1700~2000 700~900 16~32 0.5~1 {8k (SIDE MILLING)
ITA ITH 2003 50 140 2100~2300 700~900 0.05~0.25 20 &% (SLOTTING)
2003 50 105 1500~1700 400~500 0.8~1.2 20 7B (SLOTTING)

2003 50 105 1500~1700 300~500 20~40 0.05~0.15 {8l (SIDE MILLING)

2003 50 90 1400~1600 500~700 20~40 0.5~1 {Al$ (SIDE MILLING)




CWA===""W/// ODHF
I TA l I T H tIEEHZR | Milling Conditions
i . SFEER /| TaMELR : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

ITA’T ;24173 Coolant Type IEZWAIL=l M BIVRIIETaLS J&IVEE] Wet coolant

Eﬁﬁi . HHIERE EEEERE HEIGEE PNIRE ITEE mIA
xtension (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) CuttingSpeed  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
ITA ITH 0303 15 140 14500~15000  1300~1600  0.04~0.08 3 %% (SLOTTING)
0303 15 125 13000~13500  1000~1200 0.1~0.2 3 %% (SLOTTING)
0303 15 105 11000~11500  900~1100 3~6 0.04~0.08 {83 (SIDE MILLING)
0303 15 100 10500~11000  900~1100 3~6 0.1~0.2  {Al3 (SIDE MILLING)
ITA ITH 0403 16 140 10700~11200  1100~1400  0.04~0.08 4 %% (SLOTTING)
0403 16 125 9500~10000 900~1100 0.2~0.3 4 %% (SLOTTING)
0403 16 105 8000~8500 800~1000 4~8 0.04~0.08 I3 (SIDE MILLING)
0403 16 100 7800~8200 800~1000 4~8 0.2~0.3  {al3 (SIDE MILLING)
ITA ITH 0603 20 140 7300~7600 1000~1300  0.05~0.15 6 %% (SLOTTING)
0603 20 125 6600~6800 900~1100 0.5~0.7 6 %% (SLOTTING)
0603 20 105 5500~5800 700~900 6~12 0.05~0.15 {83 (SIDE MILLING)
0603 20 100 5000~5300 900~1100 6~12 0.5~0.7 I3 (SIDE MILLING)
ITA ITH 0803 25 140 5500~5800 1000~1200  0.05~0.15 8 %% (SLOTTING)
0803 25 110 4300~4600 650~850 0.6~0.7 8 %% (SLOTTING)
0803 25 105 4100~4300 600~800 8~16 0.05~0.1 fii# (SIDE MILLING)
0803 25 100 3900~4200 900~1100 8~16 0.5~1  fii% (SIDE MILLING)
ITA ITH 1003 30 140 4400~4600 900~1100  0.05~0.15 10 %% (SLOTTING)
1003 30 95 2800~3000 400~600 0.8~1.2 10 %% (SLOTTING)
1003 30 105 3300~3500 600~800 10~20  0.05~0.12 i3 (SIDE MILLING)
1003 30 100 3000~3200 1000~1200 10~20 0.5~0.8 I3 (SIDE MILLING)
ITA ITH 1203 37 140 3700~4000 900~1100 0.05~0.2 12 %% (SLOTTING)
1203 37 110 2800~3000 400~500 0.8~1.2 12 %% (SLOTTING)
1203 37 105 2700~2900 500~700 12~24  0.05~0.12 I3 (SIDE MILLING)
1203 37 100 2600~2800 1000~1200 12~24 0.5~1  fii% (SIDE MILLING)
ITA ITH 1603 50 140 2700~3000 700~900 0.05~0.2 16 %% (SLOTTING)
1603 50 105 2000~2200 400~500 0.8~1.2 16 %% (SLOTTING)
1603 50 105 2000~2200 400~600 16~32  0.05~0.12 i3 (SIDE MILLING)
1603 50 90 1700~2000 700~900 16~32 0.5~1  fiil% (SIDE MILLING)
ITA ITH 2003 50 140 2100~2300 700~900 0.05~0.25 20 %% (SLOTTING)
2003 50 105 1500~1700 400~500 0.8~1.2 20 %% (SLOTTING)
2003 50 105 1500~1700 300~500 20~40  0.05~0.15 B (SIDE MILLING)
2003 50 90 1400~1600 500~700 20~40 0.5~1  fii% (SIDE MILLING)



opEF W=

A tIHIE#R § Milling Conditions

\'{

. . A& T EH /BT A : Alloy Tool Steels / Carbon Tool Steels
&4 Work Material =
UM 1)) | ps [ SK3 / SKDG1 / SKD11 : 1.2311 /11545 / 1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

R R E IIRE MIEE
Extension (m/min) Speed (Aa) (Ap)
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut Width of Cut-
VTA0606 20 130 6700~7200 1300~1500 0.1~0.2 4~6 &t (SLOTTING)
VTA0606 20 130 6700~7200 1000~1300 0.05~0.1 4~6 7Bt (SLOTTING)
VTA0606 20 85 4000~4500 1000~1200 6~12 0.15~0.25 fAl$ (SIDE MILLING)
VTA0606 20 85 4000~4500 800~1000 6~12 0.05~0.12 fAl$k (SIDE MILLING)
VTA0806 25 130 4800~5300 1300~1600 0.1~0.2 6~8 &% (SLOTTING)
VTA0806 25 130 4800~5300 1000~1300 0.05~0.1 6~8 7Bt (SLOTTING)
VTA0806 25 85 3200~3500 1200~1500 8~16 0.2~0.3  fAI$ (SIDE MILLING)
VTA0806 25 85 3200~3500 700~900 8~16 0.05~0.15 fAl$k (SIDE MILLING)
VTA1006 30 130 4000~4500 1300~1600  0.15~0.25 8~10 &%t (SLOTTING)
VTA1006 30 130 4000~4500 1000~1300 0.05~0.15 8~10 7Bt (SLOTTING)
VTA1006 30 85 2500~3000 1100~1400 10~20 0.2~0.3  fAI$ (SIDE MILLING)
VTA1006 30 85 2500~3000 650~850 10~20 0.05~0.15 fAl$k (SIDE MILLING)
VTA1206 35 130 3200~3700 1100~1400  0.15~0.25 10~12 &% (SLOTTING)
VTA1206 35 130 3200~3700 900~1200 0.05~0.15 10~12  i&#t (SLOTTING)
VTA1206 85 85 2000~2500 900~1200 12~24 0.2~0.3  fAI$ (SIDE MILLING)
VTA1206 35 85 2000~2500 600~800 12~24 0.05~0.15 fAl$k (SIDE MILLING)
VTA1606 50 130 2400~2900 900~1200 0.15~0.25 14~16 & (SLOTTING)
VTA1606 50 130 2400~2900 700~900 0.05~0.15 14~16  &# (SLOTTING)
VTA1606 50 85 1500~2000 800~1000 16~32 0.2~0.4 {8k (SIDE MILLING)
VTA1606 50 85 1500~2000 500~700 16~32 0.05~0.2  fAI%k (SIDE MILLING)

w ; SEE$H / TERESE : Prehardened Steels
o
I Work Materil NAKS0 : 1.2083 : AISI420 : M310 (HRc36~45)

g2zt Dry coolant

5 YIHIERE EERE HERRE nIRE MIEE mIAs

Extension (m/min) Sp?tid Feed (Aa) : (Ap) Milling Type

Length(mm) *Cutting Speed- (min) “(mm/min) - Depth of Cut -Width of Cut"
VTA0606 20 130 6700~7200 1300~1500 0.1~0.2 4~6 7B (SLOTTING)
VTA0606 20 130 6700~7200 1000~1300 0.05~0.1 4~6 7Bt (SLOTTING)
VTA0606 20 85 4000~4500 1000~1200 6~12 0.15~0.25 {Al$# (SIDE MILLING)
VTA0606 20 85 4000~4500 800~1000 6~12 0.05~0.12 fAl# (SIDE MILLING)
VTA0806 25 130 4800~5300 1300~1600 0.1~0.2 6~8 7B (SLOTTING)
VTA0806 25 130 4800~5300 1000~1300 0.05~0.1 6~8 7Bt (SLOTTING)
VTA0806 25 85 3200~3500 1200~1500 8~16 0.2~0.3  fAl$k (SIDE MILLING)
VTA0806 25 85 3200~3500 700~900 8~16 0.05~0.15 fAl# (SIDE MILLING)
VTA1006 30 130 4000~4500 1300~1600 0.15~0.25 8~10 7B (SLOTTING)
VTA1006 30 130 4000~4500 1000~1300 0.05~0.15 8~10 B8 (SLOTTING)
VTA1006 30 85 2500~3000 1100~1400 10~20 0.2~0.3  fAl$k (SIDE MILLING)
VTA1006 30 85 2500~3000 650~850 10~20 0.05~0.15 fAl# (SIDE MILLING)




T WA—¥/// ODHF
VTA

" ; SFEE$H | TARESH : Prehardened Steels
fi 1)
T NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

TAGRE  GEEE  EEEE R MIRE | MIRE R
Extension (m/min) Sp_egzd Feed (Aa) : (Ap) Millinadee
Length(mm) +Cutting Speed (min1) [ (mm/min) - Depth of Cut Width of Cut"
VTA1206 35 130 3200~3700 1100~1400 0.15~0.25 10~12 & (SLOTTING)
VTA1206 35 130 3200~3700 900~1200 0.05~0.15 10~12 &8 (SLOTTING)
VTA1206 35 85 2000~2500 900~1200 12~24 0.2~0.3  fAI$t (SIDE MILLING)
VTA1206 35 85 2000~2500 600~800 12~24 0.05~0.15 fAlft (SIDE MILLING)
VTA1606 50 130 2400~2900 900~1200 0.15~0.25 14~16 & (SLOTTING)
VTA1606 50 130 2400~2900 700~900 0.05~0.15 14~16 &8 (SLOTTING)
VTA1606 50 85 1500~2000 800~1000 16~32 0.2~0.4  fAI$k (SIDE MILLING)
VTA1606 50 85 1500~2000 500~700 16~32 0.05~0.2  {Ait (SIDE MILLING)

EEETRSH : Hardened Steels
SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

Z#lB= Coolant Type g2 tH] Dry coolant

#EIEI++ Work Material

TNEMHERE  HIHIEE EEEEE ERRERE IIEE MIEE MIAz

Extension ((n/mm) Spg«_eF Feed (Aa) : (Ap) Milling Type

Length(mm) | Cutting Speed (min") (mm/min) - Depth of Cut Width of Cut"
VTA0606 20 100 5000~5500 1000~1200 0.1~0.2 4~6 &8 (SLOTTING)
VTA0606 20 100 5000~5500 800~1000 0.05~0.1 4~6 &8 (SLOTTING)
VTA0606 20 75 3800~4300 700~1000 6~12 0.1~0.2  fAl#k (SIDE MILLING)
VTA0606 20 75 3800~4300 500~700 6~12 0.05~0.1 {8k (SIDE MILLING)
VTA0806 25 100 3800~4300 1100~1300 0.1~0.2 6~8 7%t (SLOTTING)
VTA0806 25 100 3800~4300 900~1200 0.05~0.1 6~8 &8 (SLOTTING)
VTA0806 25 75 2800~3300 800~1100 8~16 0.15~0.25 fAl# (SIDE MILLING)
VTA0806 25 75 2800~3300 500~700 8~16 0.05~0.12 fAI$ (SIDE MILLING)
VTA1006 30 100 3000~3500 1000~1300 0.15~0.25 8~10 &% (SLOTTING)
VTA1006 30 100 3000~3500 800~1100 0.05~0.15 8~10 &8 (SLOTTING)
VTA1006 30 75 2200~2600 800~1100 10~20 0.2~0.3  fAl# (SIDE MILLING)
VTA1006 30 75 2200~2600 500~700 10~20 0.05~0.15 fAl# (SIDE MILLING)
VTA1206 85 100 2500~3000 800~1100 0.15~0.25 10~12 &% (SLOTTING)
VTA1206 35 100 2500~3000 700~1000 0.05~0.15 10~12  &#t (SLOTTING)
VTA1206 35 75 1800~2200 700~900 12~24 0.2~0.3  fAl# (SIDE MILLING)
VTA1206 35 75 1800~2200 450~650 12~24 0.05~0.15 fAl# (SIDE MILLING)
VTA1606 50 100 1800~2300 700~900 0.15~0.25 14~16 &8 (SLOTTING)
VTA1606 50 100 1800~2300 600~800 0.05~0.15 14~16  7&#t (SLOTTING)
VTA1606 50 75 1300~1700 600~800 16~32 0.2~0.4  fAI# (SIDE MILLING)
VTA1606 50 75 1300~1700 300~500 16~32 0.05~0.2 {8t (SIDE MILLING)



opHF \EZEEATT
VT B K& § Milling Conditions

” : Wk3= 8 / §584 : Carbon Steels / Cast Iron
ki 4 Work Material
M S50C / Fc250 / SS400 : 1.1210/0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr45 (~HRc22)

R e coln

g EE INIRE MIEE
Extension (m/min) Speed eed (Aa) (Ap)
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut Width of Cut
VTB0606 20 130 6700~7200 1000~1300 0.05~0.1 4~6 &%t (SLOTTING)
VTB0606 20 130 6700~7200 1400~1600 0.1~0.2 4~6 7Bt (SLOTTING)
VTB0606 20 85 4000~4500 800~1000 6~12 0.05~0.12 fAI$ (SIDE MILLING)
VTB0606 20 85 4000~4500 1100~1300 6~12 0.15~0.25 fAl$k (SIDE MILLING)
VTB0806 25 130 4800~5300 1000~1300 0.05~0.1 6~8 &% (SLOTTING)
VTB0806 25 130 4800~5300 1400~1600 0.1~0.2 6~8 7Bt (SLOTTING)
VTB0806 25 85 3200~3500 700~900 8~16 0.05~0.15 {8l (SIDE MILLING)
VTB0806 25 85 3200~3500 1300~1500 8~16 0.2~0.3  fAl$k (SIDE MILLING)
VTB1006 30 130 4000~4500 1000~1300  0.05~0.15 8~10 &% (SLOTTING)
VTB1006 30 130 4000~4500 1400~1600 0.15~0.25 8~10 7Bt (SLOTTING)
VTB1006 30 85 2500~3000 650~850 10~20 0.05~0.15 fAI$ (SIDE MILLING)
VTB1006 30 85 2500~3000 1200~1400 10~20 0.2~0.3  fAI$k (SIDE MILLING)
VTB1206 35 130 3200~3700 900~1200 0.05~0.15 10~12 &% (SLOTTING)
VTB1206 35 130 3200~3700 1200~1400 0.15~0.25 10~12  #&#t (SLOTTING)
VTB1206 85 85 2000~2500 600~800 12~24 0.05~0.15 {8l (SIDE MILLING)
VTB1206 35 85 2000~2500 1000~1300 12~24 0.2~0.3  fAl$k (SIDE MILLING)
VTB1606 50 130 2400~2900 700~900 0.05~0.15 14~16 & (SLOTTING)
VTB1606 50 130 2400~2900 1000~1300 0.15~0.25 14~16  &# (SLOTTING)
VTB1606 50 85 1500~2000 500~700 16~32 0.05~0.2 {8l (SIDE MILLING)
VTB1606 50 85 1500~2000 900~1100 16~32 0.2~0.4  fAI$k (SIDE MILLING)

" ) E&TEH /ixTEER : Alloy Tool Steels / Carbon Tool Steels
3 t (=]
IS £20 / P5 / SK3 / SKD61 / SKD11 : 1.2311 /1.1545 / 1.2379 1 1.2344 : H13 ] D2 (HRc23~32)

JEICEIEI Wet coolant

5 YIHIERE EERE HERRE nIRE MIEE mIAs

Extension (m/min) Sp?(id Feed (Aa) : (Ap) Milling Type

Length(mm) *Cutting Speed- (min) “(mm/min) - Depth of Cut -Width of Cut"
VTB0606 20 130 6700~7200 1000~1300 0.05~0.1 4~6 7B (SLOTTING)
VTB0606 20 130 6700~7200 1300~1500 0.1~0.2 4~6 7Bt (SLOTTING)
VTB0606 20 85 4000~4500 800~1000 6~12 0.05~0.12 fAl$k (SIDE MILLING)
VTB0606 20 85 4000~4500 1000~1200 6~12 0.15~0.25 fAl# (SIDE MILLING)
VTB0806 25 130 4800~5300 1000~1300 0.05~0.1 6~8 7B (SLOTTING)
VTB0806 25 130 4800~5300 1300~1600 0.1~0.2 6~8 B8t (SLOTTING)
VTB0806 25 85 3200~3500 700~900 8~16 0.05~0.15 fAl# (SIDE MILLING)
VTB0806 25 85 3200~3500 1200~1500 8~16 0.2~0.3  fll# (SIDE MILLING)
VTB1006 30 130 4000~4500 1000~1300 0.05~0.15 8~10 7B (SLOTTING)
VTB1006 30 130 4000~4500 1300~1600 0.15~0.25 8~10 7B (SLOTTING)
VTB1006 30 85 2500~3000 650~850 10~20 0.05~0.15 {Al$# (SIDE MILLING)
VTB1006 30 85 2500~3000 1100~1400 10~20 0.2~0.3  fAI%t (SIDE MILLING)




T WA—¥/// ODHF
VTB

" : A& T ER /BT E$H : Alloy Tool Steels / Carbon Tool Steels
g HEIRE Work Material =
LRSS o)) | b5/ sK3/ SKD61/ SKD11 : 1.2311 ] 11545/ 1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

RSHDH Wet coolant

TNEREE  UHEE EEEEE ERERE INIRE MIKE IS
Lgﬁtiﬂ(srﬁ:w) o | i D (tr'?‘ af) t Wi b Milligglyes
g I Cutting Speed ( ) [~(mm/min) - Depth of Cut | Width of Cut

VTB1206 35 130 3200~3700 900~1200 0.05~0.15 10~12 & (SLOTTING)
VTB1206 35 130 3200~3700 1100~1400 0.15~0.25 10~12 &8 (SLOTTING)
VTB1206 85 85 2000~2500 600~800 12~24 0.05~0.15 fAI$ (SIDE MILLING)
VTB1206 35 85 2000~2500 900~1200 12~24 0.2~0.3  fAl$t (SIDE MILLING)
VTB1606 50 130 2400~2900 700~900 0.05~0.15 14~16 & (SLOTTING)
VTB1606 50 130 2400~2900 900~1200 0.15~0.25 14~16 &% (SLOTTING)
VTB1606 50 85 1500~2000 500~700 16~32 0.05~0.2 fAl#k (SIDE MILLING)
VTB1606 50 85 1500~2000 800~1000 16~32 0.2~0.4  fAI$k (SIDE MILLING)

SFEGSR /| FaRESR : Prehardened Steels
NAKS0 : 1.2083 : AISI420 : M310 (HRc36~45)

&85 Coolant Type JBICHIEI Wet coolant

#EIEI++ Work Material

TNEMHERE  HIHIEE EEEEE ERRERE IIEE MIEE MIAz
Lzﬁle;ﬂ(smn ) ((n/mm) Spg«_eF Feed (Aa) : (Ap) Milling Type
gth(mm) +Cutting Speed- (min") (mm/min) - Depth of Cut - Width of Cut"

VTB0606 20 130 6700~7200 1000~1300 0.05~0.1 4~6 &8 (SLOTTING)
VTB0606 20 130 6700~7200 1300~1500 0.1~0.2 4~6 &8 (SLOTTING)
VTB0606 20 85 4000~4500 800~1000 6~12 0.05~0.12 fAl# (SIDE MILLING)
VTB0606 20 85 4000~4500 1000~1200 6~12 0.15~0.25 fAl# (SIDE MILLING)
VTB0806 25 130 4800~5300 1000~1300 0.05~0.1 6~8 &8 (SLOTTING)
VTB0806 25 130 4800~5300 1300~1600 0.1~0.2 6~8 &8 (SLOTTING)
VTB0806 25 85 3200~3500 700~900 8~16 0.05~0.15 fAl# (SIDE MILLING)
VTB0806 25 85 3200~3500 1200~1500 8~16 0.2~0.3  fAI$ (SIDE MILLING)
VTB1006 30 130 4000~4500 1000~1300 0.05~0.15 8~10 &% (SLOTTING)
VTB1006 30 130 4000~4500 1300~1600 0.15~0.25 8~10 &8 (SLOTTING)
VTB1006 30 85 2500~3000 650~850 10~20 0.05~0.15 fAl# (SIDE MILLING)
VTB1006 30 85 2500~3000 1100~1400 10~20 0.2~0.3  fAI# (SIDE MILLING)
VTB1206 85 130 3200~3700 900~1200 0.05~0.15 10~12 &% (SLOTTING)
VTB1206 35 130 3200~3700 1100~1400 0.15~0.25 10~12  &#t (SLOTTING)
VTB1206 35 85 2000~2500 600~800 12~24 0.05~0.15 fAl# (SIDE MILLING)
VTB1206 35 85 2000~2500 900~1200 12~24 0.2~0.3  fAI# (SIDE MILLING)
VTB1606 50 130 2400~2900 700~900 0.05~0.15 14~16 &8 (SLOTTING)
VTB1606 50 130 2400~2900 900~1200 0.15~0.25 14~16  &#t (SLOTTING)
VTB1606 50 85 1500~2000 500~700 16~32 0.05~0.2 {8t (SIDE MILLING)
VTB1606 50 85 1500~2000 800~1000 16~32 0.2~0.4  f8I$ (SIDE MILLING)



ODHE FEFT

VTB tIHNR R I Milling Conditions
e . SKEREE R A5 : Stainless Steels
SUS304 : 1.4301 : AISI 304 (HRc28~32)

R e coln

Rige 5 R padis MIRE MIEE
TPeNO-__. Langinmm “Guing Speed: Gminc i Dcpirol ot
gth(mm) +Cutting Spee min (mm/min) Depth of Cut “Width of Cut
VTB0606 20 130 6700~7200 1000~1300 0.05~0.12 4 &% (SLOTTING)
VTB0606 20 115 5800~6300 1600~2000 0.12~0.25 4~6 B (SLOTTING)
VTB0606 20 85 4500~4800 650~850 6~12 0.05~0.12 {Ai$# (SIDE MILLING)
VTB0606 20 85 4500~4800 1400~1800 6~12 0.12~0.3  fAl## (SIDE MILLING)
VTB0806 25) 130 4800~5300 900~1200 0.05~0.15 6 7Bt (SLOTTING)
VTB0806 25 115 4300~4800 1800~2200 0.15~0.3 6~8 & (SLOTTING)
VTB0806 25 80 3000~3200 650~850 8~16 0.05~0.15 Al (SIDE MILLING)
VTB0806 25 80 3000~3200 1800~2200 8~16 0.2~0.4  fAl% (SIDE MILLING)
VTB1006 28 130 4000~4500 900~1200 0.05~0.15 8 & (SLOTTING)
VTB1006 28 115 3300~3800 1600~2000 0.15~0.3 8~10 B (SLOTTING)
VTB1006 28 85 2700~2900 700~900 10~20 0.05~0.2 {3 (SIDE MILLING)
VTB1006 28 85 2700~2900 1600~2000 10~20 0.2~0.45  fll#f (SIDE MILLING)
VTB1206 35 130 3200~3700 900~1200 0.05~0.15 10 B8t (SLOTTING)
VTB1206 35 115 2700~3200 1400~1800 0.15~0.3 10~12  i#&#t (SLOTTING)
VTB1206 35 85 2200~2400 700~900 12~24 0.05~0.2 Al (SIDE MILLING)
VTB1206 35 85 2200~2400 1400~1800 12~24 0.2~0.45  {Alsf (SIDE MILLING)
VTB1606 50 130 2400~2900 700~900 0.05~0.2 14 &% (SLOTTING)
VTB1606 50 115 2000~2500 800~1100 0.2~0.4 14~16  &#t (SLOTTING)
VTB1606 50 85 1600~1800 600~700 16~32 0.05~0.2 Al (SIDE MILLING)

VTB1606 50 85 1600~1800 800~1100 16~32 0.2~0.4 {83 (SIDE MILLING)




YY)/ o
WUA3T tIEEHZR | Milling Conditions

” ; k=4l | $£8 : Carbon Steels / Cast Iron
sanll=l Work Material
AN S50C | Fe250 / SS400 : 1.1210 /06025 /1.0036 : 1050 / NO.35 / AS70 Gr45 (~HRc22)

g2t / ;7 DA Dry/MQL coolant

2 . HHIERE EEEERE HEIGEE PNIRE MIKE mIAs
xtension | (m/min) Speed eed (Aa) _(Ap) Milling T
Length(mm) |CuttingSpeed  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
WUAO0603 22 105 5300~5800 600~800 1=1.5 6 &% (SLOTTING)
WUA0603 22 105 5300~5800 350~550 2~3 6 Bt (SLOTTING)
WUA0603 22 105 5300~5800 200~400 5~6 6 Bt (SLOTTING)
WUA0603 22 105 5300~5800 400~600 6 1.2~2 {B$% (SIDE MILLING)
WUAO0603 22 105 5300~5800 300~500 6 2~3 {Al$% (SIDE MILLING)
WUA0603 22 105 5300~5800 200~400 6 4~5 {8I$% (SIDE MILLING)
WUAO0803 26 110 4200~4700 600~800 2 8 Bt (SLOTTING)
WUAO0803 26 110 4200~4700 350~550 3~4 8 7B# (SLOTTING)
WUA0803 26 110 4200~4700 200~350 7~8 8 &8 (SLOTTING)
WUA0803 26 110 4200~4700 400~550 8 1.5~2 {8l$% (SIDE MILLING)
WUAO0803 26 115 4400~4900 300~500 8 3~4 {B$% (SIDE MILLING)
WUAO0803 26 110 4200~4700 200~400 8 6~7 {B% (SIDE MILLING)
WUA1003 35 75 2000~2500 450~650 2 10 7Bt (SLOTTING)
WUA1003 35 59 1600~2100 180~380 4~5 10 Bt (SLOTTING)
WUA1003 35 55} 1600~2100 150~300 9~10 10 Bt (SLOTTING)
WUA1003 35 75 2000~2500 300~500 20 1~1.5 {B$% (SIDE MILLING)
WUA1003 35 60 1700~2100 200~400 10 4~5 {Al$% (SIDE MILLING)
WUA1003 35 859 1600~2100 150~300 10 8~9 {8I$% (SIDE MILLING)
WUA1203 38 75 1700~2200 350~550 1~2 12 Bt (SLOTTING)
WUA1203 38 70 1600~2000 130~250 5~6 12 &8t (SLOTTING)
WUA1203 38 70 1600~2000 100~180 9~10 12 &8 (SLOTTING)
WUA1203 38 70 1600~2000 250~400 24 =2 {8I$% (SIDE MILLING)
WUA1203 38 70 1600~2000 130~250 12 5=(3 {B% (SIDE MILLING)
WUA1203 38 70 1600~2000 100~180 12 9~10 {B$% (SIDE MILLING)
WUA1403 50 75 1500~1900 300~500 1=2 14 7Bt (SLOTTING)
WUA1403 50 70 1400~1800 120~220 4~5 14 Bt (SLOTTING)
WUA1403 50 70 1400~1800 100~170 7~8 14 Bt (SLOTTING)
WUA1403 50 70 1400~1800 200~400 28 =2 {B$% (SIDE MILLING)
WUA1403 50 70 1400~1800 120~220 14 4~5 {B$% (SIDE MILLING)
WUA1403 50 70 1400~1800 100~170 14 7~8 {8l$% (SIDE MILLING)
WUA1603 50 75 1300~1700 250~400 1=2 16 Bt (SLOTTING)
WUA1603 50 70 1200~1600 100~200 4~5 16 &8t (SLOTTING)
WUA1603 50 70 1200~1600 100~160 6~7 16 &8 (SLOTTING)
WUA1603 50 70 1200~1600 200~350 32 =2 {8I$% (SIDE MILLING)
WUA1603 50 70 1200~1600 100~200 16 4~5 {B$% (SIDE MILLING)
WUA1603 50 70 1200~1600 100~160 16 6~7 {B$% (SIDE MILLING)



o WEEATT
WUA3T tEIE#R | Milling Conditions

w ; k=48 / §88 : Carbon Steels / Cast Iron
ki 4 Work Material
UM S50C / Fc250 / SS400 : 1.1210/0.6025 /1.0036 : 1050 / NO.35 / A70 Gr45 (~HRc22)

5% | AEIH Dry/MOL coolant

NEMRE  HIHIEE g EERE NIRE MIKE MIB

Extension (m/min) Speed Feed (Aa) ) (Ap) Milling T

Length(mm) ~Cutting Speed- (min") (mm/min) - Depth of Cut *Width of Cut" 9 Type
WUA1803 50 75 1100~1500 200~350 1~2 18 B8t (SLOTTING)
WUA1803 50 70 1000~1400 100~150 4~5 18 B (SLOTTING)
WUA1803 50 70 1000~1400 80~130 6~7 18 7B (SLOTTING)
WUA1803 50 70 1000~1400 200~350 36 1=2 {A$% (SIDE MILLING)
WUA1803 50 70 1000~1400 100~150 18 4~5 {Al$E (SIDE MILLING)
WUA1803 50 70 1000~1400 80~130 18 6~7 {Blg% (SIDE MILLING)
WUA2003 50 75 1000~1400 200~350 1~2 20 7B (SLOTTING)
WUA2003 50 70 900~1300 100~150 4~5 20 B8 (SLOTTING)
WUA2003 50 70 900~1300 80~130 6~7 20 & (SLOTTING)
WUA2003 50 70 900~1300 200~350 40 1~2 {BI$% (SIDE MILLING)
WUA2003 50 70 900~1300 100~150 20 4~5 {AI$% (SIDE MILLING)
WUA2003 50 70 900~1300 80~130 20 6~7 {A$% (SIDE MILLING)

. ; A& I B/ BT A : Alloy Tool Steels / Carbon Tool Steels
e tEI4 Work Material =
LM ESEI 1)) | ps / sK3/ SKD61/ SKD11 : 1.2311 ] 1.1545 / 1.2379 / 1.2344 : H13 / D2 (HRc23~32)

it/ 7B WelML coolant

RIge NEMRE EIHRE EEEE SERRE MIRE MIEE MIB

LR NO. LE:;E(SrIw?Pn) c&%”‘é,”;&:: ‘ (Snﬁ)ﬁ]e% (mfne/?r(\jin) w Dep(ﬂ/';\ 21‘) Cut Wid(tl:\ gf)Cut Milligg Jype
WUA0603 22 95 4900~5300 450~650 1~1.5 6 %% (SLOTTING)
WUA0603 22 95 4900~5300 200~400 2~3 6 %% (SLOTTING)
WUA0603 22 95 4900~5300 150~250 5~6 6 #8 (SLOTTING)
WUA0603 22 95 4900~5300 450~650 12 1~15 % (SIDE MILLING)
WUA0603 22 95 4900~5300 250~400 6 2~3  fI% (SIDE MILLING)
WUA0603 22 95 4900~5300 150~280 6 4~5  fAI% (SIDE MILLING)
WUA0803 25 105 4000~4500 400~600 1.5~2 8 #8 (SLOTTING)
WUA0803 25 105 4000~4500 300~450 3~4 8 %3 (SLOTTING)
WUA0803 25 105 4000~4500 200~350 7~8 8 %% (SLOTTING)
WUA0803 25 110 4200~4700 300~500 16 15~2 I (SIDE MILLING)
WUA0803 25 110 4200~4700 300~400 8 3~4 I3 (SIDE MILLING)

WUA0803 25 110 4200~4700 200~350 8 6~7 {Al$ (SIDE MILLING)




YY)/ ovir
WUA3T tIEEH3R | Milling Conditions

" : A& T ER /BT E#H : Alloy Tool Steels / Carbon Tool Steels
gR IRt Work Material =
LRSS o)) | p5 sk / SKD61/ SKD11 : 1.2311 ] 11545/ 1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

&I/ SHFEYIEI Wet/MQL coolant

2 5 HIERE EEEERE HEIGEE PNIRE MIBE mIAs
xtension (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) |CuttingSpeed  (min"1) {+(mm/min)- Depth of Cut -Width of Cut" 9 lype
WUA1003 35 75 2000~2500 300~450 2 10 &%t (SLOTTING)
WUA1003 35 60 1700~2100 150~250 4~5 10 &t (SLOTTING)
WUA1003 35 60 1800~2000 100~180 9~10 10 Bt (SLOTTING)
WUA1003 35 60 1700~2100 200~400 20 1~2 {B$% (SIDE MILLING)
WUA1003 35 60 1700~2100 120~220 20 4~5 {Al$% (SIDE MILLING)
WUA1003 35 60 1800~2000 100~180 10 8~9 {8l$% (SIDE MILLING)
WUA1203 38 75 1700~2200 300~400 1~2 12 Bt (SLOTTING)
WUA1203 38 60 1400~1800 130~200 5~6 12 7B# (SLOTTING)
WUA1203 38 60 1400~1800 100~150 9~10 12 &8 (SLOTTING)
WUA1203 38 60 1400~1800 200~350 24 =2 {8I$% (SIDE MILLING)
WUA1203 38 60 1400~1800 130~200 12 5~6 {Bg% (SIDE MILLING)
WUA1203 38 60 1400~1800 100~160 12 9~10 {B$% (SIDE MILLING)
WUA1403 50 75 1500~1900 300~400 =2 14 7B (SLOTTING)
WUA1403 50 70 1400~1800 120~180 4~5 14 &t (SLOTTING)
WUA1403 50 70 1400~1800 100~150 7~8 14 Bt (SLOTTING)
WUA1403 50 70 1400~1800 200~350 28 1~2 {B$% (SIDE MILLING)
WUA1403 50 70 1400~1800 100~180 14 4~5 {8l#% (SIDE MILLING)
WUA1403 50 70 1400~1800 100~150 14 7~8 {8I$% (SIDE MILLING)
WUA1603 50 75 1300~1700 250~350 1~2 16 7Bt (SLOTTING)
WUA1603 50 70 1200~1600 100~170 4~5 16 &8t (SLOTTING)
WUA1603 50 70 1200~1600 100~130 6~7 16 &8 (SLOTTING)
WUA1603 50 70 1200~1600 200~300 32 =2 {8I$% (SIDE MILLING)
WUA1603 50 70 1200~1600 100~170 16 4~5 {B$% (SIDE MILLING)
WUA1603 50 70 1200~1600 100~130 16 6~7 {B$% (SIDE MILLING)
WUA1803 50 75 1100~1500 200~300 1=2 18 7B (SLOTTING)
WUA1803 50 70 1000~1400 100~130 4~5 18 & (SLOTTING)
WUA1803 50 70 1000~1400 80~110 6~7 18 Bt (SLOTTING)
WUA1803 50 70 1000~1400 200~300 36 1~2 {B$% (SIDE MILLING)
WUA1803 50 70 1000~1400 90~120 18 4~5 {BI$% (SIDE MILLING)
WUA1803 50 70 1000~1400 80~110 18 6~7 {Al#% (SIDE MILLING)
WUA2003 50 75 1000~1400 200~300 1=2 20 Bt (SLOTTING)
WUA2003 50 70 900~1300 100~130 4~5 20 7B# (SLOTTING)
WUA2003 50 70 900~1300 80~110 6~7 20 &8 (SLOTTING)
WUA2003 50 70 900~1300 200~300 40 =2 {8l$% (SIDE MILLING)
WUA2003 50 70 900~1300 90~120 20 4~5 {B% (SIDE MILLING)
WUA2003 50 70 900~1300 80~110 20 6~7 {B$% (SIDE MILLING)



oprr WEEANEE
WUA?3T 41I4&¢E | Miling Contons
FHEE | 7ahEHE : Prehardened Steels

NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

Lo L N

EEEERE HEIEE NIRE MIEE
Extension ) Speed (Aa) (Ap)
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut Width of Cut-
WUA0603 22 95 4900~5300 400~550 1= 6 &%t (SLOTTING)
WUAO0603 22 95 4900~5300 200~350 2~3 6 7Bt (SLOTTING)
WUA0603 22 95 4900~5300 200~350 6 253 {1 (SIDE MILLING)
WUA0603 22 95 4900~5300 150~220 6 3~4 {1 (SIDE MILLING)
WUA0803 25 105 4000~4500 400~500 1.5~2 8 7Bt (SLOTTING)
WUAO0803 25 105 4000~4500 200~350 3~4 8 7Bt (SLOTTING)
WUA0803 25 110 4200~4700 200~350 8 3~4 {1 (SIDE MILLING)
WUA0803 25 110 4200~4700 200~300 8 4~5 {1 (SIDE MILLING)
WUA1003 35 75 2000~2500 300~400 2 10 &t (SLOTTING)
WUA1003 35 60 1700~2100 150~200 4~5 10 7Bt (SLOTTING)
WUA1003 35 60 1700~2100 120~180 20 4~5 {8k (SIDE MILLING)
WUA1003 35 60 1800~2000 100~130 10 5~6 {1 (SIDE MILLING)
WUA1203 38 75 1700~2200 250~350 1~2 12 &%t (SLOTTING)
WUA1203 38 60 1400~1800 120~160 5~6 12 &% (SLOTTING)
WUA1203 38 60 1400~1800 120~180 12 5~6 {8k (SIDE MILLING)
WUA1203 38 60 1400~1800 100~130 12 6~7 %% (SIDE MILLING)
WUA1403 50 75 1500~1900 200~300 1~2 14 &t (SLOTTING)
WUA1403 50 70 1400~1800 120~150 4~5 14 7Bt (SLOTTING)
WUA1403 50 70 1400~1800 100~130 14 4~5 {8k (SIDE MILLING)
WUA1403 50 70 1400~1800 100~120 14 6~7 {8k (SIDE MILLING)
WUA1603 50 75 1300~1700 200~300 52 16 &%t (SLOTTING)
WUA1603 50 70 1200~1600 120~150 4~5 16 7Bt (SLOTTING)
WUA1603 50 70 1200~1600 100~130 16 4~5 {B$% (SIDE MILLING)
WUA1603 50 70 1200~1600 100~120 16 6~7 {1 (SIDE MILLING)
WUA1803 50 75 1100~1500 200~250 1~2 18 &t (SLOTTING)
WUA1803 50 70 1000~1400 90~110 4~5 18 7Bt (SLOTTING)
WUA1803 50 70 1000~1400 90~110 18 4~5 {8k (SIDE MILLING)
WUA1803 50 70 1000~1400 80~100 18 6~7 {8k (SIDE MILLING)
WUA2003 50 75 1000~1400 200~250 1~2 20 &%t (SLOTTING)
WUA2003 50 70 900~1300 90~110 4~5 20 7Bt (SLOTTING)
WUA2003 50 70 900~1300 90~110 20 4~5 {B$% (SIDE MILLING)

WUA2003 50 70 900~1300 80~100 20 6~7 {Al$ (SIDE MILLING)




YY)/ oo
Yy ¥ 4
WUA4T tIEEH3R | Milling Conditions

g2t/ 7B Dry/GL coolant

Depth of Cut +Width of Cut
WUA0604 20 110 5800~6200 1100~1400 1 6 &8 (SLOTTING)
WUA0604 20 110 5800~6200 800~1000 258 6 &t (SLOTTING)
WUA0604 20 110 5800~6200 600~800 5~6 6 &%t (SLOTTING)
WUA0604 20 110 5800~6200 1300~1600 6~12 0~1 fI$% (SIDE MILLING)
WUAO0604 20 110 5800~6200 600~800 6 2~3 {8I#% (SIDE MILLING)
WUA0604 20 110 5800~6200 500~700 6 4~5 {8l$% (SIDE MILLING)
WUAO0804 25 110 4300~4600 1100~1400 1 8 Bt (SLOTTING)
WUA0804 25 110 4300~4600 700~900 3~4 8 &% (SLOTTING)
WUA0804 25 105 4100~4400 500~700 7~8 8 &% (SLOTTING)
WUA0804 25 110 4300~4600 1300~1600 8~16 0~1 {8I$% (SIDE MILLING)
WUA0804 25 110 4300~4600 500~700 8 3~4 {Al$% (SIDE MILLING)
WUA0804 25 110 4300~4600 400~600 8 6~7 fI$% (SIDE MILLING)
WUA1004 30 110 3500~3800 1100~1400 1.5 10 &% (SLOTTING)
WUA1004 30 105 3200~3500 500~700 4~5 10 &t (SLOTTING)
WUA1004 30 105 3200~3500 300~500 9~10 10 Bt (SLOTTING)
WUA1004 30 105 3200~3500 1300~1600 10~20 0~1 {B$% (SIDE MILLING)
WUA1004 30 105 3200~3500 500~700 10 4~5 {8l#% (SIDE MILLING)
WUA1004 30 105 3200~3500 300~500 10 8~9 {8I$% (SIDE MILLING)
WUA1204 35 105 2700~3000 900~1200 1.5 12 7Bt (SLOTTING)
WUA1204 85 105 2700~3000 400~600 5~6 12 &8t (SLOTTING)
WUA1204 35 105 2700~3000 300~450 9~10 12 &% (SLOTTING)
WUA1204 85) 105 2700~3000 900~1200 12~24 0~1.5 {8I$% (SIDE MILLING)
WUA1204 35 105 2700~3000 400~600 12 5~6 {B$% (SIDE MILLING)
WUA1204 B8] 105 2700~3000 300~450 12 9~10 {B$% (SIDE MILLING)
WUA1404 40 105 2300~2600 800~1100 2 14 &% (SLOTTING)
WUA1404 40 105 2300~2600 400~500 6~7 14 & (SLOTTING)
WUA1404 40 105 2300~2600 300~400 8~9 14 Bt (SLOTTING)
WUA1404 40 105 2300~2600 800~1100 14~28 O=1E5] {B$% (SIDE MILLING)
WUA1404 40 105 2300~2600 400~600 14 6~7 %% (SIDE MILLING)
WUA1404 40 105 2300~2600 300~450 14 8~9 {8I$% (SIDE MILLING)
WUA1604 45 105 2000~2300 700~900 2 16 Bt (SLOTTING)
WUA1604 45 105 2000~2300 250~350 556] 16 &8t (SLOTTING)
WUA1604 45 105 2000~2300 150~250 7~8 16 &% (SLOTTING)
WUA1604 45 105 2000~2300 700~900 16 0~1.5 {8l$% (SIDE MILLING)
WUA1604 45 105 2000~2300 300~400 16 5= {B% (SIDE MILLING)
WUA1604 45 105 2000~2300 200~300 16 =8 {B$% (SIDE MILLING)



opHF WA
WUA4T tNEl{EH3R | Milling Conditions

% | ABEIH Dry/MOL coolant

EE@E% EHEE R EERE NIRE MIKE MIA
xtension (m/min) Speed Feed (Aa) ) (Ap) Milling T
Length(mm) ~Cutting Speed- (min") (mm/min) - Depth of Cut *Width of Cut 9 Type
WUA1804 45 105 1700~2000 600~800 2 18 B8t (SLOTTING)
WUA1804 45 105 1700~2000 250~350 5~6 18 B (SLOTTING)
WUA1804 45 105 1700~2000 150~250 7~8 18 7B (SLOTTING)
WUA1804 45 105 1700~2000 600~800 18 0~1.5 {AI$% (SIDE MILLING)
WUA1804 45 105 1700~2000 250~350 18 56 {Bl$E (SIDE MILLING)
WUA1804 45 105 1700~2000 180~280 18 7~8 {BIg% (SIDE MILLING)
WUA2004 50 105 1500~1800 500~700 2 20 7B (SLOTTING)
WUA2004 50 105 1500~1800 200~300 5~6 20 7B (SLOTTING)
WUA2004 50 105 1500~1800 150~250 7~8 20 & (SLOTTING)
WUA2004 50 105 1500~1800 500~700 20 0~1.5 {3 (SIDE MILLING)
WUA2004 50 105 1500~1800 220~320 20 5~6 {AI$% (SIDE MILLING)
WUA2004 50 105 1500~1800 150~250 20 7~8 {A$% (SIDE MILLING)

= ) hk3=8® : Carbon Steels
kit BT Work Mati |
e et S50C / $S400 : 1.1210 / 1.0036 : 1050 / A570 Gr.45(~HRc22)

45| AR Dry/MaL coolant

gk EETEF K& EIHEE EEEE SERRE MIRE MIEE MIB

LR NO. Le:tgetﬂ(srlw?:n) c&%”‘é,”;&:: ‘ (Snﬁ)ﬁ]e% (mfne/?r(\jin) w Dep(ﬂ/';\ 21‘) Cut Wid(tl:\ gf)Cut Milligg Jype
WUA0604 20 % 4700~5000 800~1000 15 6 %% (SLOTTING)
WUA0604 20 % 4700~5000 350~550 2~3 6 %% (SLOTTING)
WUA0604 20 E0) 4700~5000 250~450 5~6 6 #8 (SLOTTING)
WUA0604 20 % 4700~5000 600~800 12 15  {8% (SIDE MILLING)
WUA0604 20 9 4700~5000 350~550 6 2~3  fI% (SIDE MILLING)
WUA0604 20 % 4700~5000 300~500 6 4~5  fAI% (SIDE MILLING)
WUA0804 25 % 3500~3700 800~1000 2 8 %8 (SLOTTING)
WUAO0804 25 ) 3500~3700 400~600 3~4 8 %3 (SLOTTING)
WUA0804 25 9 3500~3700 250~450 7~8 8 %% (SLOTTING)
WUA0804 25 9 3500~3700 450~650 16 2 {BI3% (SIDE MILLING)
WUAO0804 25 0) 3500~3700 400~600 8 3~4 I3 (SIDE MILLING)

WUA0804 25 90 3500~3700 300~500 8 6~7 {Al$ (SIDE MILLING)




YT/ ovi

DA+ Work Material

Extension

Length(mm) - Cutting Speed

WUA1004
WUA1004
WUA1004
WUA1004
WUA1004
WUA1004
WUA1204
WUA1204
WUA1204
WUA1204
WUA1204
WUA1204
WUA1404
WUA1404
WUA1404
WUA1404
WUA1404
WUA1404
WUA1604
WUA1604
WUA1604
WUA1604
WUA1604
WUA1604
WUA1804
WUA1804
WUA1804
WUA1804
WUA1804
WUA1804
WUA2004
WUA2004
WUA2004
WUA2004
WUA2004
WUA2004

257

HHIERE
(m/min)

90
90
90
90
90
90
90
90
90
90
90
90
90
90
90
90
90
90
90
90
90
90
90
90
90
90
90
90
90
90
90
90
90
90
90
90

K& EZR | Milling Conditions

Tix%=%/ : Carbon Steels

$50C / $S400 : 1.1210/1.0036 : 1050 / A570 Gr.45(~HRc22)

EEEE
Speed
(min")

2800~3000
2800~3000
2800~3000
2800~3000
2800~3000
2800~3000
2300~2600
2300~2600
2300~2600
2300~2600
2300~2600
2300~2600
1900~2200
1900~2200
1900~2200
1900~2200
1900~2200
1900~2200
1700~2000
1700~2000
1700~2000
1700~2000
1700~2000
1700~2000
1500~1800
1500~1800
1500~1800
1500~1800
1500~1800
1500~1800
1200~1500
1200~1500
1200~1500
1200~1500
1200~1500
1200~1500

EIGERE MIRE | NIRE
eed (Aa) (Ap)
~(mm/min) - Depth of Cut -Width of Cut"
600~800 2 10
300~400 4~5 10
200~350 9~10 10
400~500 20 1~2
300~400 10 4~5
200~350 10 8~9
550~750 2 12
300~450 5~6 12
200~350 9~10 12
400~500 24 1~2
300~400 12 5~6
200~350 12 9~10
550~750 2 14
300~450 6~7 14
200~350 8~9 14
400~500 28 1~2
300~400 14 6~7
200~350 14 8~9
550~750 2 16
200~300 5~6 16
150~250 7~8 16
400~500 32 1~2
200~300 16 5~6
150~250 16 7~8
450~650 2 18
200~300 5~6 18
150~250 7~8 18
300~400 36 =2
200~300 18 5~6
150~250 18 7~8
450~650 2 20
200~300 556] 20
150~250 7~8 20
300~400 40 =2
200~300 20 5~6
150~220 20 7~8

g2t / ;FE DA Dry/MQL coolant

mIs=R
Milling Type

&% (SLOTTING)
## (SLOTTING)
&% (SLOTTING)
{3 (SIDE MILLING)
{Al$% (SIDE MILLING)
{Al$% (SIDE MILLING)
&% (SLOTTING)
&8 (SLOTTING)
&% (SLOTTING)
%% (SIDE MILLING)
I (SIDE MILLING)
I (SIDE MILLING)
&% (SLOTTING)
## (SLOTTING)
&% (SLOTTING)
{3 (SIDE MILLING)
{Al$% (SIDE MILLING)
{Al$% (SIDE MILLING)
&% (SLOTTING)
&% (SLOTTING)
&% (SLOTTING)
fAI%% (SIDE MILLING)
I (SIDE MILLING)
% (SIDE MILLING)
&% (SLOTTING)
## (SLOTTING)
&% (SLOTTING)
% (SIDE MILLING)
{Al$% (SIDE MILLING)
{Al#% (SIDE MILLING)
&8 (SLOTTING)
&8 (SLOTTING)
&% (SLOTTING)
%% (SIDE MILLING)
{EI (SIDE MILLING)
{I (SIDE MILLING)



oDIF WEE=EN
WUA4T tIEE#H3R | Milling Conditions

. . A& T B/ BT A : Alloy Tool Steels / Carbon Tool Steels
#HEIEIRE Work Material =
2ULMEESEIN 1)) | ps / SK3 / SKDG1 / SKD11 : 1.231 /11545 /1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

Lo L N

2 5 EEEERRE EIGEE IIRE MIEE mIAs
xtension mimin) Speed eed (Aa) (Ap) Milling T
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut Width of Cut- 9 Type
WUA0604 20 90 4700~5000 700~900 1.5 6 &% (SLOTTING)
WUAO0604 20 90 4700~5000 300~500 2~3 6 7Bt (SLOTTING)
WUA0604 20 90 4700~5000 250~400 5~6 6 &3t (SLOTTING)
WUA0604 20 90 4700~5000 500~700 12 1.5 {1 (SIDE MILLING)
WUA0604 20 90 4700~5000 350~500 6 2~3 {Al$% (SIDE MILLING)
WUAO0604 20 90 4700~5000 300~450 6 4~5 {B%% (SIDE MILLING)
WUA0804 25 90 3500~3700 700~900 2 8 &3t (SLOTTING)
WUA0804 25 90 3500~3700 350~550 3~4 8 &t (SLOTTING)
WUA0804 25 90 3500~3700 250~450 7~8 8 &t (SLOTTING)
WUAO0804 25 90 3500~3700 450~650 16 2 {Bg% (SIDE MILLING)
WUA0804 25 90 3500~3700 350~500 8 34 {1 (SIDE MILLING)
WUA0804 25 90 3500~3700 250~450 8 6~7 {1 (SIDE MILLING)
WUA1004 30 90 2800~3000 500~700 2 10 &t (SLOTTING)
WUA1004 30 90 2800~3000 250~350 4~5 10 7Bt (SLOTTING)
WUA1004 30 90 2800~3000 180~280 9~10 10 7B (SLOTTING)
WUA1004 30 90 2800~3000 400~500 20 1~2 {8k (SIDE MILLING)
WUA1004 30 90 2800~3000 300~400 10 4~5 {Al$% (SIDE MILLING)
WUA1004 30 90 2800~3000 200~300 10 8~9 {Bg% (SIDE MILLING)
WUA1204 85 90 2300~2600 400~600 2 12 7B (SLOTTING)
WUA1204 85 90 2300~2600 200~300 5~6 12 7B (SLOTTING)
WUA1204 35 90 2300~2600 170~250 9~10 12 &%t (SLOTTING)
WUA1204 35 90 2300~2600 350~450 24 1~2 {B$% (SIDE MILLING)
WUA1204 85| 90 2300~2600 200~300 12 526) {B$% (SIDE MILLING)
WUA1204 85 90 2300~2600 170~270 12 9~10 {8k (SIDE MILLING)
WUA1404 40 90 1900~2200 400~600 2 14 &%t (SLOTTING)
WUA1404 40 90 1900~2200 300~400 6~7 14 &8t (SLOTTING)
WUA1404 40 90 1900~2200 200~300 8~9 14 7B (SLOTTING)
WUA1404 40 90 1900~2200 350~450 28 1=2 {8k (SIDE MILLING)
WUA1404 40 90 1900~2200 250~350 14 6~7 {1 (SIDE MILLING)
WUA1404 40 90 1900~2200 150~250 14 8~9 {AI$% (SIDE MILLING)
WUA1604 45 90 1700~2000 350~500 2 16 7B (SLOTTING)
WUA1604 45 90 1700~2000 150~220 5= 16 7B (SLOTTING)
WUA1604 45 90 1700~2000 120~180 7~8 16 &%t (SLOTTING)
WUA1604 45 90 1700~2000 250~350 32 =2 {Bg% (SIDE MILLING)
WUA1604 45 90 1700~2000 150~220 16 555 {B$% (SIDE MILLING)

WUA1604 45 90 1700~2000 120~180 16 7~8 {Al$ (SIDE MILLING)




T A=Y/ ovir
wu A4T e e

” : &£ T B4R/ ik E$H : Alloy Tool Steels / Carbon Tool Steels
dR IRt Work Material =
LRSI ESEI o)) | b5/ sK3/ SKD61/ SKD11 : 1.2311 ] 11545/ 1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

B/ SHFESIE] Wet/MQL coolant

HIERE EEEERE
Extension ( )] Speed
Length(mm) Cutting Speed (min") (mm/min)
WUA1804 45 90 1500~1800 300~450 2 18 &% (SLOTTING)
WUA1804 45 90 1500~1800 150~220 5~6 18 Bt (SLOTTING)
WUA1804 45 90 1500~1800 120~180 7~8 18 7Bt (SLOTTING)
WUA1804 45 90 1500~1800 250~350 36 52 {B$% (SIDE MILLING)
WUA1804 45 90 1500~1800 150~220 18 5~6 {Al$% (SIDE MILLING)
WUA1804 45 90 1500~1800 120~180 18 7~8 {8I$% (SIDE MILLING)
WUA2004 50 90 1200~1500 300~450 2 20 &%t (SLOTTING)
WUA2004 50 90 1200~1500 150~220 5~6 20 7B# (SLOTTING)
WUA2004 50 90 1200~1500 120~180 7~8 20 & (SLOTTING)
WUA2004 50 90 1200~1500 250~350 40 1~2 {8I$% (SIDE MILLING)
WUA2004 50 90 1200~1500 150~220 20 5~6 {AI$% (SIDE MILLING)
WUA2004 50 90 1200~1500 120~180 20 7= {B$% (SIDE MILLING)



oprr WEEANEE
WUA4T 41I4E¢E | Miling Contons
FHAEE | 7ahEHE : Prehardened Steels

NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)

Lo L N

EEEERRE HEIEE INIRE MIEE
Extension ) Speed (Aa) (Ap)
Length(mm) Cutting Speed (min") ~(mm/min)  Depth of Cut Width of Cut-
WUA0604 20 90 4700~5000 600~800 1.5 6 &%t (SLOTTING)
WUAO0604 20 90 4700~5000 300~450 2~3 6 7Bt (SLOTTING)
WUA0604 20 90 4700~5000 400~600 12 1.5 {1 (SIDE MILLING)
WUA0604 20 90 4700~5000 300~450 6 2~3 {1 (SIDE MILLING)
WUA0804 25 90 3500~3700 600~800 2 8 &%t (SLOTTING)
WUAO0804 25 90 3500~3700 300~450 3~4 8 7Bt (SLOTTING)
WUA0804 25 90 3500~3700 400~600 16 2 {1 (SIDE MILLING)
WUA0804 25 90 3500~3700 300~450 8 3~4 {1 (SIDE MILLING)
WUA1004 30 90 2800~3000 400~600 2 10 &%t (SLOTTING)
WUA1004 30 90 2800~3000 200~300 4~5 10 7Bt (SLOTTING)
WUA1004 30 90 2800~3000 350~450 20 =2 {B$% (SIDE MILLING)
WUA1004 30 90 2800~3000 200~300 10 4~5 {1 (SIDE MILLING)
WUA1204 35 90 2300~2600 300~500 2 12 &%t (SLOTTING)
WUA1204 35 90 2300~2600 180~280 5~6 12 #&# (SLOTTING)
WUA1204 35 90 2300~2600 250~350 24 1=2 {8k (SIDE MILLING)
WUA1204 35 90 2300~2600 150~250 12 5~6 {8k (SIDE MILLING)
WUA1404 40 90 1900~2200 300~500 2 14 &%t (SLOTTING)
WUA1404 40 90 1900~2200 180~280 6~7 14 7Bt (SLOTTING)
WUA1404 40 90 1900~2200 250~350 28 1=2 {B$% (SIDE MILLING)
WUA1404 40 90 1900~2200 150~250 14 6~7 {1 (SIDE MILLING)
WUA1604 45 90 1700~2000 250~400 2 16 &%t (SLOTTING)
WUA1604 45 90 1700~2000 140~200 5~6 16 &% (SLOTTING)
WUA1604 45 90 1700~2000 200~300 32 1=2 {8k (SIDE MILLING)
WUA1604 45 90 1700~2000 140~200 16 5~6 {8k (SIDE MILLING)
WUA1804 45 90 1500~1800 250~400 2 18 &t (SLOTTING)
WUA1804 45 90 1500~1800 140~200 5~6 18 &8t (SLOTTING)
WUA1804 45 90 1500~1800 200~300 36 1=2 {B$% (SIDE MILLING)
WUA1804 45 90 1500~1800 120~180 18 5~6 {8k (SIDE MILLING)
WUA2004 50 90 1200~1500 250~400 2 20 &%t (SLOTTING)
WUA2004 50 90 1200~1500 120~200 5~6 20 7Bt (SLOTTING)
WUA2004 50 90 1200~1500 200~300 40 1=2 {8k (SIDE MILLING)

WUA2004 50 90 1200~1500 100~180 20 5~6 {Al$ (SIDE MILLING)




W)/ ovi

A3T K& EZR | Milling Conditions

” ; k=4l | $£8 : Carbon Steels / Cast Iron
i tTEI44 Work Material
AN S50C | F250 / SS400 : 11210 /0.6025 /1.0036 : 1050 / NO.35 / AS70 Gr45 (~HRc22)

g2t / ;7 DA Dry/MQL coolant

2 . HIERE EEEERE HEIGEE PNIRE MIBE mIA
xtension | (m/min) Speed eed (Aa) _(Ap) Milling T
Length(mm) Cutting'Speed  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
WWA0603 22 105 5300~5800 700~900 1=1.5 6 &% (SLOTTING)
WWAO0603 22 105 5300~5800 350~500 258 6 &t (SLOTTING)
WWAO0603 22 105 5300~5800 250~400 5~6 6 7Bt (SLOTTING)
WWAO0603 22 100 5000~5500 400~600 6 1.2~2 {B$% (SIDE MILLING)
WWA0603 22 100 5000~5500 300~500 6 2~3 {Al$% (SIDE MILLING)
WWAO0603 22 105 5300~5800 200~400 6 4~5 {8I$% (SIDE MILLING)
WWAO0803 28 125 4700~5200 550~750 2 8 Bt (SLOTTING)
WWAO0803 28 125 4700~5200 300~450 3~4 8 7B# (SLOTTING)
WWA0803 28 125 4700~5200 150~300 7~8 8 &8 (SLOTTING)
WWAO0803 28 125 4700~5200 400~550 8 1.5~2 {8I$% (SIDE MILLING)
WWAO0803 28 125 4700~5200 300~450 8 3~4 {B$% (SIDE MILLING)
WWAO0803 28 125 4700~5200 200~400 8 6~7 {B$% (SIDE MILLING)
WWA1003 35 60 1700~2100 450~650 2 10 &% (SLOTTING)
WWA1003 35 60 1700~2100 180~380 4~5 10 &t (SLOTTING)
WWA1003 35 60 1700~2100 150~300 9~10 10 Bt (SLOTTING)
WWA1003 35 60 1700~2100 300~500 20 1.5~2 {B$% (SIDE MILLING)
WWA1003 35 60 1700~2100 200~400 10 4~5 {Al$% (SIDE MILLING)
WWA1003 35 60 1700~2100 150~300 10 8~9 {8l$% (SIDE MILLING)
WWA1203 38 75 1700~2200 350~550 1~2 12 Bt (SLOTTING)
WWA1203 38 70 1600~2000 130~250 5~6 12 &8t (SLOTTING)
WWA1203 38 70 1600~2000 100~180 9~10 12 &8 (SLOTTING)
WWA1203 38 70 1600~2000 250~400 24 =2 {8I$% (SIDE MILLING)
WWA1203 38 70 1600~2000 130~250 12 5=(3 {B% (SIDE MILLING)
WWA1203 38 70 1600~2000 100~180 12 9~10 {B$% (SIDE MILLING)
WWA1403 50 75 1500~1900 300~500 1=2 14 7B (SLOTTING)
WWA1403 50 70 1400~1800 120~220 4~5 14 &t (SLOTTING)
WWA1403 50 70 1400~1800 100~170 7~8 14 Bt (SLOTTING)
WWA1403 50 70 1400~1800 200~400 28 =2 {B$% (SIDE MILLING)
WWA1403 50 70 1400~1800 120~220 14 4~5 {BI$% (SIDE MILLING)
WWA1403 50 70 1400~1800 100~170 14 7~8 {8l$% (SIDE MILLING)
WWA1603 50 75 1300~1700 250~400 1=2 16 Bt (SLOTTING)
WWA1603 50 70 1200~1600 100~200 4~5 16 &8t (SLOTTING)
WWA1603 50 70 1200~1600 100~160 6~7 16 &8 (SLOTTING)
WWA1603 50 70 1200~1600 200~350 32 =2 {8I$% (SIDE MILLING)
WWA1603 50 70 1200~1600 100~200 16 4~5 {Bg% (SIDE MILLING)
WWA1603 50 70 1200~1600 100~160 16 6~7 {B$% (SIDE MILLING)



ovF W=

WWA3T K& § Milling Conditions

w ; k=48 / §88 : Carbon Steels / Cast Iron
K tDEI44 Work Material
M S50C / Fc250 / SS400 : 1.1210/0.6025 /1.0036 : 1050 / NO.35 / A70 Gr45 (~HRc22)

5% | AEIH Dry/MOL coolant

EE@E% EIHIEE g EERE NIRE MIKE mIA
xtension (m/min) Speed Feed (Aa) ) (Ap) Milling T
Length(mm) ~Cutting Speed- (min") (mm/min) - Depth of Cut *Width of Cut 9 1ype
WWA1803 50 75 1100~1500 200~350 1~2 18 B8t (SLOTTING)
WWA1803 50 70 1000~1400 100~150 4~5 18 B (SLOTTING)
WWA1803 50 70 1000~1400 80~130 6~7 18 7B (SLOTTING)
WWA1803 50 70 1000~1400 200~350 36 1=2 {AI$% (SIDE MILLING)
WWA1803 50 70 1000~1400 100~150 18 4~5 {Bl$E (SIDE MILLING)
WWA1803 50 70 1000~1400 80~130 18 6~7 {Blg% (SIDE MILLING)
WWA2003 50 75 1000~1400 200~350 1~2 20 7B (SLOTTING)
WWA2003 50 70 900~1300 100~150 4~5 20 7B (SLOTTING)
WWA2003 50 70 900~1300 80~130 6~7 20 & (SLOTTING)
WWA2003 50 70 900~1300 200~350 40 1~2 {BI$% (SIDE MILLING)
WWA2003 50 70 900~1300 100~150 20 4~5 {3 (SIDE MILLING)
WWA2003 50 70 900~1300 80~130 20 6~7 {A$% (SIDE MILLING)

E&TEH | ixTE#H : Alloy Tool Steels / Carbon Tool Steels
P20 /P5/SK3/SKD61/ SKD11 : 1.2311 / 1.1545 / 1.2379 / 1.2344 : H13 / D2 (HRc23~32)

BRI/ JRIETE] Wet/MQL coolant

#EIEI% Work Material

EE@E% EDHIERE MEEERRE EIREE IRE MIKE mIAs
xtension (m/min) Speed Feed Aa) (Ap) e

' Length(mm) *Cutting Speed (min") (mm/min) - Depth of Cut *Width of Cut Miliggalioe
WWAO0603 22 95 4900~5300 400~600 1~1.5 6 7B (SLOTTING)
WWAO0603 22 95 4900~5300 200~400 2~3 6 B8 (SLOTTING)
WWA0603 22 95 4900~5300 150~250 5=6 6 7% (SLOTTING)
WWA0603 22 95 4900~5300 450~650 12 1~1.5  fAl$t (SIDE MILLING)
WWAO0603 22 95 4900~5300 250~400 6 2~3 {AI$% (SIDE MILLING)
WWAO0603 22 95 4900~5300 150~280 6 4~5 {AI$% (SIDE MILLING)
WWA0803 28 100 3800~4300 300~500 1.572 8 7B (SLOTTING)
WWA0803 28 105 4000~4500 250~400 3~4 8 Bt (SLOTTING)
WWAO0803 28 95 3600~4000 120~250 7~8 8 7B (SLOTTING)
WWAO0803 28 95 3600~4000 180~280 8 3~4 {AI$% (SIDE MILLING)

WWA0803 28 95 3600~4000 120~250 8 6~7 {Al$% (SIDE MILLING)




BT W)/ ovi

A3T K& #EZ | Milling Conditions

" : A& T E /BRI E$H : Alloy Tool Steels / Carbon Tool Steels
g IRt Work Material =
LRSS o)) | b5/ sK3/ SKD61/ SKD11 : 1.2311 ] 11545/ 1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

&I/ SHFEIEI Wet/MQL coolant

2 5 HHIERE EEEERE HEIGEE PNIRE MIKE mIA
xtension (m/min) Spfs§d eed (Aa) . (Ap) Milling T
Length(mm) |CuttingSpeed  (min"1) {+(mm/min)- Depth of Cut -Width of Cut" 9 lype
WWA1003 85) 60 1700~2200 300~500 2 10 &% (SLOTTING)
WWA1003 35 60 1700~2100 150~250 4~5 10 &% (SLOTTING)
WWA1003 85 60 1700~2100 100~180 9~10 10 Bt (SLOTTING)
WWA1003 B85 60 1700~2100 200~400 20 1.5~2 {B% (SIDE MILLING)
WWA1003 85) 60 1700~2000 150~250 10~20 4~5 {BI$% (SIDE MILLING)
WWA1003 35 60 1700~2100 100~180 10 8~9 {8I$% (SIDE MILLING)
WWA1203 38 75 1700~2200 300~400 1~2 12 Bt (SLOTTING)
WWA1203 38 60 1400~1800 130~200 5~6 12 7B# (SLOTTING)
WWA1203 38 60 1400~1800 100~150 9~10 12 &%t (SLOTTING)
WWA1203 38 60 1400~1800 200~350 24 =2 {8I$% (SIDE MILLING)
WWA1203 38 60 1400~1800 130~200 12 5~6 {8k (SIDE MILLING)
WWA1203 38 60 1400~1800 100~160 12 9~10 {8k (SIDE MILLING)
WWA1403 50 75 1500~1900 300~400 1=2 14 &% (SLOTTING)
WWA1403 50 70 1400~1800 120~180 4~5 14 &% (SLOTTING)
WWA1403 50 70 1400~1800 100~150 7~8 14 Bt (SLOTTING)
WWA1403 50 70 1400~1800 200~350 28 1~2 {8k (SIDE MILLING)
WWA1403 50 70 1400~1800 100~180 14 4~5 {BI$% (SIDE MILLING)
WWA1403 50 70 1400~1800 100~150 14 7~8 {8I$% (SIDE MILLING)
WWA1603 50 75 1300~1700 250~350 1~2 16 Bt (SLOTTING)
WWA1603 50 70 1200~1600 100~170 4~5 16 7B# (SLOTTING)
WWA1603 50 70 1200~1600 100~130 6~7 16 7B (SLOTTING)
WWA1603 50 70 1200~1600 200~300 32 =2 {8I$% (SIDE MILLING)
WWA1603 50 70 1200~1600 100~170 16 4~5 {B% (SIDE MILLING)
WWA1603 50 70 1200~1600 100~130 16 6~7 {B$% (SIDE MILLING)
WWA1803 50 75 1100~1500 200~300 1~2 18 &t (SLOTTING)
WWA1803 50 70 1000~1400 100~130 4~5 18 &% (SLOTTING)
WWA1803 50 70 1000~1400 80~110 6~7 18 Bt (SLOTTING)
WWA1803 50 70 1000~1400 200~300 36 1~2 {B% (SIDE MILLING)
WWA1803 50 70 1000~1400 90~120 18 4~5 {BI$% (SIDE MILLING)
WWA1803 50 70 1000~1400 80~110 18 6~7 {Al#% (SIDE MILLING)
WWA2003 50 75 1000~1400 200~300 1=2 20 Bt (SLOTTING)
WWA2003 50 70 900~1300 100~130 4~5 20 7B# (SLOTTING)
WWA2003 50 70 900~1300 80~110 6~7 20 7B# (SLOTTING)
WWA2003 50 70 900~1300 200~300 40 1~2 {Al$% (SIDE MILLING)
WWA2003 50 70 900~1300 90~120 20 4~5 {Bg% (SIDE MILLING)
WWA2003 50 70 900~1300 80~110 20 6~7 {8I#% (SIDE MILLING)



ooir WEEESANCTTEE
WWA?3T e

WHIIH Work Material SEEESH | FERESH : Prehardened Steels
NAK80 : 1.2083 : AISI420 : M310 (HRc36~45)
L S R

EERE EiRE IRE MIKE

Extension (m/min) Speed | (Aa) (Ap) M’fﬂfj’}ﬂ

Length(mm) *Cutting'Speed*  (min"1) “(mmimin)~ Depth of Cut ~Widthof Gut- 9 Type
WWA0603 22 95 4900~5300 400~550 =15 6 Bt (SLOTTING)
WWA0603 22 95 4900~5300 200~350 2~3 6 8% (SLOTTING)
WWA0603 22 95 4900~5300 200~350 6 2~3  fI$ (SIDE MILLING)
WWA0603 22 95 4900~5300 150~220 6 3~4  fI% (SIDE MILLING)
WWA0803 25 105 4000~4500 400~500 1.5~2 8 %% (SLOTTING)
WWA0803 25 105 4000~4500 200~350 3~4 8 8% (SLOTTING)
WWA0803 25 110 4200~4700 200~350 8 3~4 I (SIDE MILLING)
WWA0803 25 110 4200~4700 200~300 8 4~5  {il$ (SIDE MILLING)
WWA1003 35 75 2000~2500 300~400 2 10 %% (SLOTTING)
WWA1003 35 60 1700~2100 150~200 4~5 10 8% (SLOTTING)
WWA1003 35 60 1700~2100 120~180 20 4~5 {3 (SIDE MILLING)
WWA1003 35 60 1800~2000 100~130 10 5~6  fI (SIDE MILLING)
WWA1203 38 75 1700~2200 250~350 1~2 12 %% (SLOTTING)
WWA1203 38 60 1400~1800 120~160 5~6 12 8% (SLOTTING)
WWA1203 38 60 1400~1800 120~180 12 5~6  fI (SIDE MILLING)
WWA1203 38 60 1400~1800 100~130 12 6~7  fI% (SIDE MILLING)
WWA1403 50 75 1500~1900 200~300 1~2 14 %% (SLOTTING)
WWA1403 50 70 1400~1800 120~150 4~5 14 8% (SLOTTING)
WWA1403 50 70 1400~1800 100~130 14 4~5  {l$t (SIDE MILLING)
WWA1403 50 70 1400~1800 100~120 14 6~7  fI (SIDE MILLING)
WWA1603 50 75 1300~1700 200~300 1~2 16 %% (SLOTTING)
WWA1603 50 70 1200~1600 120~150 4~5 16 8% (SLOTTING)
WWA1603 50 70 1200~1600 100~130 16 4~5  f$ (SIDE MILLING)
WWA1603 50 70 1200~1600 100~120 16 6~7  fI% (SIDE MILLING)
WWA1803 50 75 1100~1500 200~250 1~2 18 %% (SLOTTING)
WWA1803 50 70 1000~1400 90~110 4~5 18 8% (SLOTTING)
WWA1803 50 70 1000~1400 90~110 18 4~5  {il$t (SIDE MILLING)
WWA1803 50 70 1000~1400 80~100 18 6~7  fI (SIDE MILLING)
WWA2003 50 75 1000~1400 200~250 1~2 20 %% (SLOTTING)
WWA2003 50 70 900~1300 90~110 4~5 20 8% (SLOTTING)
WWA2003 50 70 900~1300 90~110 20 4~5  {$ (SIDE MILLING)

WWA2003 50 70 900~1300 80~100 20 6~7 {Al$ (SIDE MILLING)




BT W)/ ovi

A4T IHIEEZR | Milling Conditions

” ; k=4l / $£8 : Carbon Steels / Cast Iron
sanll=l Work Material
AN S50C | Fe250 / SS400 : 1.1210 /06025 /1.0036 : 1050 / NO.35 / AS70 Gr.45 (~HRc22)

g2t / ;FE DA Dry/MQL coolant

2 5 HHIERE EEEERE HEIGEE PNIRE MIKE mIA
xtension | (m/min) Speed eed (Aa) _(Ap) Milling T
Length(mm) |CuttingSpeed  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
WWAO0604 20 90 4700~5000 700~900 1.5 6 &%t (SLOTTING)
WWA0604 20 90 4700~5000 350~550 258 6 &t (SLOTTING)
WWA0604 20 90 4700~5000 250~450 5~6 6 Bt (SLOTTING)
WWA0604 20 90 4700~5000 600~800 12 1.5 {B$% (SIDE MILLING)
WWA0604 20 90 4700~5000 350~550 6 2~3 {Al$% (SIDE MILLING)
WWAO0604 20 90 4700~5000 300~500 6 4~5 {8l$% (SIDE MILLING)
WWAO0804 25 90 3500~3700 800~1000 2 8 Bt (SLOTTING)
WWAO0804 25 90 3500~3700 350~550 3~4 8 7B# (SLOTTING)
WWAO0804 25 90 3500~3700 250~450 7~8 8 7B (SLOTTING)
WWAO0804 25 90 3500~3700 450~650 16 2 {8l$% (SIDE MILLING)
WWAO0804 25 90 3500~3700 350~550 8 3~4 {B$% (SIDE MILLING)
WWAO0804 25 90 3500~3700 250~450 8 6~7 {B$% (SIDE MILLING)
WWA1004 30 90 2800~3000 600~800 2 10 7B (SLOTTING)
WWA1004 30 90 2800~3000 300~400 4~5 10 & (SLOTTING)
WWA1004 30 90 2800~3000 200~350 9~10 10 7Bt (SLOTTING)
WWA1004 30 90 2800~3000 400~500 20 1~2 {B$% (SIDE MILLING)
WWA1004 30 90 2800~3000 300~400 10 4~5 {Al$% (SIDE MILLING)
WWA1004 30 90 2800~3000 200~350 10 8~9 {8l$% (SIDE MILLING)
WWA1204 35 90 2300~2600 500~700 2 12 Bt (SLOTTING)
WWA1204 85 90 2300~2600 200~350 4~5 12 &8t (SLOTTING)
WWA1204 85 90 2300~2600 200~300 6~7 12 7B (SLOTTING)
WWA1204 85) 90 2300~2600 350~450 24 =2 {8l$% (SIDE MILLING)
WWA1204 35 90 2300~2600 200~350 12 4~5 {B$% (SIDE MILLING)
WWA1204 85 90 2300~2600 200~300 12 6~7 {B$% (SIDE MILLING)
WWA1404 40 90 1800~2200 400~600 2 14 7Bt (SLOTTING)
WWA1404 40 90 1800~2200 200~350 4~5 14 & (SLOTTING)
WWA1404 40 90 1800~2200 200~300 6~7 14 Bt (SLOTTING)
WWA1404 40 90 1800~2200 400~500 28 1~2 {B$% (SIDE MILLING)
WWA1404 40 90 1800~2200 200~350 14 4~5 {BI$% (SIDE MILLING)
WWA1404 40 90 1800~2200 200~300 14 6~7 {8I$% (SIDE MILLING)
WWA1604 45 90 1700~2000 400~600 2 16 Bt (SLOTTING)
WWA1604 45 90 1700~2000 200~300 4~5 16 &8t (SLOTTING)
WWA1604 45 90 1700~2000 150~250 6~7 16 7B (SLOTTING)
WWA1604 45 90 1700~2000 400~500 32 =2 {8I$% (SIDE MILLING)
WWA1604 45 90 1700~2000 250~350 16 4~5 {8k (SIDE MILLING)
WWA1604 45 90 1700~2000 150~250 16 6~7 {B$% (SIDE MILLING)



ovF WAV

WWA4T tNHIE#ZER § Milling Conditions

w ; k=48 / §88 : Carbon Steels / Cast Iron
ki 4 Work Material
M S50C / Fc250 / SS400 : 11210/ 0.6025 /1.0036 : 1050 / NO.35 / A70 Gr45 (~HRc22)

5% | ABEIHI Dry/MOL coolant

TNEMRE  HIHIEE BEEEE EERE ITRE MIKE MIB

Extension (m/min) Speed Feed (Aa) ) (Ap) Milling T

Length(mm) +Cutting Speed (min") (mm/min) - Depth of Cut *Width of Cut 9 lype
WWA1804 45 90 1500~1800 400~600 2 18 & (SLOTTING)
WWA1804 45 90 1500~1800 200~300 4~5 18 B (SLOTTING)
WWA1804 45 90 1500~1800 150~250 6~7 18 7B (SLOTTING)
WWA1804 45 90 1500~1800 300~400 36 (152) {Al$% (SIDE MILLING)
WWA1804 45 90 1500~1800 200~300 18 4~5 {Al$E (SIDE MILLING)
WWA1804 45 90 1500~1800 150~250 18 6~7 {3 (SIDE MILLING)
WWA2004 50 90 1200~1500 400~600 2 20 7B (SLOTTING)
WWA2004 50 90 1200~1500 200~300 4~5 20 7B (SLOTTING)
WWA2004 50 90 1200~1500 150~250 6~7 20 & (SLOTTING)
WWA2004 50 90 1200~1500 300~400 40 1~2 fAI$% (SIDE MILLING)
WWA2004 50 90 1200~1500 200~300 20 4~5 {AI$% (SIDE MILLING)
WWA2004 50 90 1200~1500 150~250 20 6~7 {A$% (SIDE MILLING)

. ; A& I B/ BRI A : Alloy Tool Steels / Carbon Tool Steels
e tEI4 Work Material =
GRS EREO ) | b5 ) 5K3 1 SKD61 / SKD1 : 1.2311 ] 1.1545 1 1.2379 1,234 : H13 / D2 (HRc23~32)

A#15R Coola #23( / JAFELIEI Dry/MQL coolant

Rige TDEHRE  IHEE EEERE EREE IRE MIRE mIB
Type NO Extension (m/min) Speed Feed (Aa) (Ap) Millin TI -
ype N©.  Length(mm) +Gutting Speed ) (mm/min)~ Depth of Cut ~Width-of Cut 9 1yp
WWAO0604 20 90 4700~5000 600~800 15 6 %% (SLOTTING)
WWA0604 20 90 4700~5000 350~500 2~3 6 i##% (SLOTTING)
WWAO0604 20 90 4700~5000 250~400 5~6 6 i##k (SLOTTING)
WWAO0604 20 90 4700~5000 600~800 12 15 {813 (SIDE MILLING)
WWAO0604 20 90 4700~5000 350~500 6 2~3  {I% (SIDE MILLING)
WWA0604 20 90 4700~5000 300~450 6 4~5  f%k (SIDE MILLING)
WWA0804 25 90 3500~3700 700~900 2 8 i#$% (SLOTTING)
WWA0804 25 90 3500~3700 350~500 3~4 8 &8k (SLOTTING)
WWA0804 25 90 3500~3700 250~400 7~8 8 %% (SLOTTING)
WWA0804 25 90 3500~3700 450~650 16 2 {13k (SIDE MILLING)
WWA0804 25 90 3500~3700 350~500 8 3~4 8% (SIDE MILLING)

WWA0804 25 90 3500~3700 250~400 8 6~7 {Al$% (SIDE MILLING)




BT W)/ ovi

A4T IHIEEZR | Milling Conditions

" : A& T ER /BRI E$H : Alloy Tool Steels / Carbon Tool Steels
g IRt Work Material =
LRSS o)) | b5 sk / SKD61/ SKD11 : 1.2311 ] 11545/ 1.2379 ] 1.2344 : H13 / D2 (HRc23~32)

g2t / JFE DA Dry/MQL coolant

2 . HHIERE EEEERE HEIGEE PNIRE MIBE mIA
xtension (m/min) Speed eed (Aa) (Ap) Milling T
Length(mm) CuttingSpeed:  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
WWA1004 30 90 2800~3000 500~700 2 10 &% (SLOTTING)
WWA1004 30 90 2800~3000 250~350 4~5 10 Bt (SLOTTING)
WWA1004 30 90 2800~3000 150~300 9~10 10 Bt (SLOTTING)
WWA1004 30 90 2800~3000 400~500 20 1~2 {B$% (SIDE MILLING)
WWA1004 30 90 2800~3000 250~350 10 4~5 {Al$% (SIDE MILLING)
WWA1004 30 90 2800~3000 150~300 10 8~9 {8l$% (SIDE MILLING)
WWA1204 35 90 2300~2600 400~600 2 12 Bt (SLOTTING)
WWA1204 35 90 2300~2600 200~300 550 12 &8t (SLOTTING)
WWA1204 35 90 2300~2600 200~250 9~10 12 &8 (SLOTTING)
WWA1204 35 90 2300~2600 300~400 24 =2 {8l$% (SIDE MILLING)
WWA1204 35 90 2300~2600 200~300 12 5~6 {B$% (SIDE MILLING)
WWA1204 35 90 2300~2600 150~250 12 9~10 {B$% (SIDE MILLING)
WWA1404 40 90 1900~2200 400~550 2 14 &% (SLOTTING)
WWA1404 40 90 1900~2200 200~300 6~7 14 Bt (SLOTTING)
WWA1404 40 90 1900~2200 180~250 8~9 14 7Bt (SLOTTING)
WWA1404 40 90 1900~2200 350~450 28 1~2 {B$% (SIDE MILLING)
WWA1404 40 90 1900~2200 200~300 14 6~7 {Al$% (SIDE MILLING)
WWA1404 40 90 1900~2200 150~250 14 8~9 {8l$% (SIDE MILLING)
WWA1604 45 90 1700~2000 400~500 2 16 Bt (SLOTTING)
WWA1604 45 90 1700~2000 170~270 5~6 16 &8t (SLOTTING)
WWA1604 45 90 1700~2000 150~200 7~8 16 &8 (SLOTTING)
WWA1604 45 90 1700~2000 300~400 32 =2 {8l$% (SIDE MILLING)
WWA1604 45 90 1700~2000 200~300 16 5=(3 {B$% (SIDE MILLING)
WWA1604 45 90 1700~2000 120~200 16 7~8 {B$% (SIDE MILLING)
WWA1804 45 90 1500~1800 350~450 2 18 7Bt (SLOTTING)
WWA1804 45 90 1500~1800 170~230 526) 18 Bt (SLOTTING)
WWA1804 45 90 1500~1800 120~200 7~8 18 Bt (SLOTTING)
WWA1804 45 90 1500~1800 250~350 36 1~2 {B$% (SIDE MILLING)
WWA1804 45 90 1500~1800 170~230 18 5~6 {BI$% (SIDE MILLING)
WWA1804 45 90 1500~1800 120~180 18 7~8 {8I$% (SIDE MILLING)
WWA2004 50 90 1200~1500 350~450 2 20 Bt (SLOTTING)
WWA2004 50 90 1200~1500 170~230 556] 20 &8t (SLOTTING)
WWA2004 50 90 1200~1500 120~200 7~8 20 &8 (SLOTTING)
WWA2004 50 90 1200~1500 250~350 40 =2 {8I$% (SIDE MILLING)
WWA2004 50 90 1200~1500 170~230 20 5= {8k (SIDE MILLING)
WWA2004 50 90 1200~1500 120~180 20 =8 {B$% (SIDE MILLING)



opar WA
WWA*T

WEIEIM Work Material SHEISH | TAREHE : Prehardened Steels
NAKS0 : 1.2083 : AlSI420 : M310 (HRc36~45)
g1 / ;hFELIE) Dry/MQL coolant

tIHIERE BEEEE EERE MIRE
Extension (m/min) Speed Aa

Ap)

Length(mm) ~Cutting Speed- (min1) “(mm/min) - Depth of Cut ~Width of Cut

WWA0604 22 80 4200~4400 350~450 1.5 6 7B (SLOTTING)
WWA0604 22 80 4200~4400 300~420 3 6 7B (SLOTTING)
WWA0604 22 80 4200~4400 500~700 6 1 {B$% (SIDE MILLING)
WWA0604 22 80 4200~4400 450~600 6 2 {8k (SIDE MILLING)
WWA0604 22 80 4200~4400 250~320 6 3 {1 (SIDE MILLING)
WWA0804 28 80 3200~3400 350~480 2 8 7B (SLOTTING)
WWAO0804 28 80 3200~3400 270~360 4 8 7B (SLOTTING)
WWA0804 28 80 3200~3400 350~480 8 2 {1 (SIDE MILLING)
WWAO0804 28 80 3200~3400 270~360 8 4 {B$% (SIDE MILLING)
WWA0804 28 80 3200~3400 200~260 8 7.7 {EI$% (SIDE MILLING)
WWA1004 32 80 2500~2700 350~500 2 10 7B (SLOTTING)
WWA1004 32 80 2500~2700 300~400 815 10 7B (SLOTTING)
WWA1004 32 80 2500~2700 350~500 10 1 {B$% (SIDE MILLING)
WWA1004 32 80 2500~2700 300~400 10 3 {B$% (SIDE MILLING)
WWA1004 32 80 2500~2700 200~300 10 5) {8k (SIDE MILLING)
WWA1204 38 80 2000~2200 260~420 2 12 7B (SLOTTING)
WWA1204 38 80 2000~2200 200~300 4 12 &%t (SLOTTING)
WWA1204 38 80 2000~2200 300~400 12 1 {EI$% (SIDE MILLING)
WWA1204 38 80 2000~2200 180~260 12 4 {8k (SIDE MILLING)
WWA1204 38 80 2000~2200 100~190 12 6 {8k (SIDE MILLING)
WWA1404 42 80 1700~1900 200~360 2 14 &t (SLOTTING)
WWA1404 42 80 1700~1900 150~250 4 14 7B (SLOTTING)
WWA1404 42 80 1700~1900 200~300 14 2 {B$% (SIDE MILLING)
WWA1404 42 80 1700~1900 70~110 14 5] {8k (SIDE MILLING)
WWA1404 42 80 1700~1900 70~110 14 7 {B$% (SIDE MILLING)
WWA1604 47 80 1500~1700 200~280 2 16 7B (SLOTTING)
WWA1604 47 80 1500~1700 130~200 4 16 7B (SLOTTING)
WWA1604 47 80 1500~1700 180~260 16 2 {8k (SIDE MILLING)
WWA1604 47 80 1500~1700 50~100 16 6 {B$% (SIDE MILLING)
WWA1604 47 80 1500~1700 50~100 16 8 {EI$% (SIDE MILLING)
WWA1804 50 80 1300~1500 200~250 2 18 7B (SLOTTING)
WWA1804 50 80 1300~1500 130~180 4 18 7B (SLOTTING)
WWA1804 50 80 1300~1500 170~240 18 1 {B$% (SIDE MILLING)
WWA1804 50 80 1300~1500 50~100 18 6 {1 (SIDE MILLING)
WWA1804 50 80 1300~1500 50~100 18 8 {8k (SIDE MILLING)
WWA2004 50 80 1150~1350 180~230 2 20 7B (SLOTTING)
WWA2004 50 80 1150~1350 120~160 4 20 &% (SLOTTING)
WWA2004 50 80 1150~1350 160~230 20 1 {EI%% (SIDE MILLING)
WWA2004 50 80 1150~1350 80~120 20 5 {B$% (SIDE MILLING)
WWA2004 50 80 1150~1350 50~80 20 8 {8k (SIDE MILLING)




YT/ ovi

A4T IHIEEZR | Milling Conditions

T : KETEAER A : Stainless Steels
£ Work Material ’
T SUS304 : 1.4301 : AISI 304 (HRc28~32)

&I EEI] Wet coolant

Z 5 EIRE EERE ERRE IIRE MIBE MIAR
xtension | (m/min) Speed eed (Aa) _(Ap) Milling T
Length(mm) CuttingSpeed  (min"1) {(mm/min)- Depth of Cut -Width of Cut" 9 lype
WWA0604 22 80 4200~4400 400~550 1 6 &% (SLOTTING)
WWA0604 22 80 4200~4400 350~450 1.5 6 &t (SLOTTING)
WWAO0604 22 80 4200~4400 300~420 3 6 Bt (SLOTTING)
WWA0604 22 80 4200~4400 170~220 6 6 &8t (SLOTTING)
WWA0604 22 80 4200~4400 500~700 6 1 {Al$% (SIDE MILLING)
WWA0604 22 80 4200~4400 450~600 6 2 {8l$% (SIDE MILLING)
WWA0604 22 80 4200~4400 250~320 6 3 {8k (SIDE MILLING)
WWA0604 22 80 4200~4400 170~220 6 5.7 {B$% (SIDE MILLING)
WWAO0804 28 80 3200~3400 350~480 2 8 7B (SLOTTING)
WWAO0804 28 80 3200~3400 270~360 4 8 &% (SLOTTING)
WWAO0804 28 80 3200~3400 240~320 6 8 Bt (SLOTTING)
WWAO0804 28 80 3200~3400 200~260 8 8 7B# (SLOTTING)
WWA0804 28 80 3200~3400 350~480 8 2 {Al$% (SIDE MILLING)
WWAO0804 28 80 3200~3400 270~360 8 4 {8I$% (SIDE MILLING)
WWAO0804 28 80 3200~3400 200~260 8 1.7 {B% (SIDE MILLING)
WWA1004 32 80 2500~2700 350~500 2 10 &8t (SLOTTING)
WWA1004 32 80 2500~2700 300~400 B15| 10 7B (SLOTTING)
WWA1004 32 80 2500~2700 250~320 5 10 & (SLOTTING)
WWA1004 32 80 2500~2700 200~260 10 10 Bt (SLOTTING)
WWA1004 32 80 2500~2700 350~500 10 1 {B$% (SIDE MILLING)
WWA1004 32 80 2500~2700 200~300 10 5 {B$% (SIDE MILLING)
WWA1004 32 80 2500~2700 200~260 10 9.7 {8l$% (SIDE MILLING)
WWA1204 38 80 2000~2200 260~420 2 12 Bt (SLOTTING)
WWA1204 38 80 2000~2200 200~300 4 12 &8t (SLOTTING)
WWA1204 38 80 2000~2200 180~260 6 12 7Bt (SLOTTING)
WWA1204 38 80 2000~2200 150~210 10 12 &t (SLOTTING)
WWA1204 38 80 2000~2200 120~200 12 12 Bt (SLOTTING)
WWA1204 38 80 2000~2200 300~400 12 1 {B$% (SIDE MILLING)
WWA1204 38 80 2000~2200 180~260 12 6 {BI$% (SIDE MILLING)
WWA1204 38 80 2000~2200 100~190 12 1.7 {8I$% (SIDE MILLING)
WWA1404 42 80 1700~1900 200~360 2 14 Bt (SLOTTING)
WWA1404 42 80 1700~1900 150~250 4 14 &8t (SLOTTING)
WWA1404 42 80 1700~1900 120~200 6 14 7Bt (SLOTTING)
WWA1404 42 80 1700~1900 100~150 10 14 &t (SLOTTING)
WWA1404 42 80 1700~1900 200~300 14 1 {B$% (SIDE MILLING)
WWA1404 42 80 1700~1900 70~110 14 7 {B$% (SIDE MILLING)
WWA1404 42 80 1700~1900 70~110 7 13.7 {BI$% (SIDE MILLING)



ODEF

WWA4T tIHIE#R § Milling Conditions

N ] SKEREE R A5 : Stainless Steels

R tEI44 Work Material s

S e eaters SUS304 ; 1.4301 : AISI 304 (HRc28~32)
A4 Coolant Type &ICHDE] Wet coolant

mige R i MIRE MIKE
v Extension Speed (Aa) (Ap)
' Length(mm) +Cutting Speed (min1) (mm/min) - Depth of Cut *Width of Cut

Type NO.

WWA1604 47 80 1500~1700 200~280 2 16 &% (SLOTTING)
WWA1604 47 80 1500~1700 130~200 4 16 &8t (SLOTTING)
WWA1604 47 80 1500~1700 100~170 6 16 &8t (SLOTTING)
WWA1604 47 80 1500~1700 80~100 10 16 &8t (SLOTTING)
WWA1604 47 80 1500~1700 180~260 16 1 {8 (SIDE MILLING)
WWA1604 47 80 1500~1700 50~100 16 8 fAl# (SIDE MILLING)
WWA1604 47 80 1500~1700 50~100 8 15.7 {Al$ (SIDE MILLING)
WWA1804 50 80 1300~1500 200~250 2 18 &8t (SLOTTING)
WWA1804 50 80 1300~1500 130~180 4 18 &% (SLOTTING)
WWA1804 50 80 1300~1500 100~150 6 18 &8t (SLOTTING)
WWA1804 50 80 1300~1500 80~100 10 18 &8t (SLOTTING)
WWA1804 50 80 1300~1500 170~240 18 1 {Al$ (SIDE MILLING)
WWA1804 50 80 1300~1500 50~100 18 6 {Al$% (SIDE MILLING)
WWA1804 50 80 1300~1500 50~100 9 17.7 fRl# (SIDE MILLING)
WWA2004 50 80 1150~1350 180~230 2 20 &8t (SLOTTING)
WWA2004 50 80 1150~1350 120~160 4 20 &8 (SLOTTING)
WWA2004 50 80 1150~1350 100~140 6 20 & (SLOTTING)
WWA2004 50 80 1150~1350 70~90 10 20 &8t (SLOTTING)
WWA2004 50 80 1150~1350 160~230 20 1 {Al$ (SIDE MILLING)
WWA2004 50 80 1150~1350 80~120 20 5 {83 (SIDE MILLING)
WWA2004 50 80 1150~1350 50~80 10 19.7 fAI$% (SIDE MILLING)




(L) saL3s pibpupls 4HA 40 NOILDITIS

DHFiRERIINAHER (—)

7] End Mills

[EI27] Corner Radius End Mills

EX7) Ball Nose End Mills

Work Material First Selection JSecond {

#I8
Copper
€1100/2.0090 /B152C11000

foes ]
Carbon Steels
$50C /55400 :1.1210/1.0036:1050 /
A570 Gr.45
(~HRc 22)

a&TRM/HTAME
Alloy Tool Steels / Carbon Tool Steels
P20/P5/ SK3/SKD61/SKD11:1.2311/
1.1545/1.2379/1.2344: H13 /D2
(HRc 23~32)

B/ AR
Prehardened Steels
NAK80 :1.2083 : AISI420 : M310
(HRc36~45)

PRI
Hardened Steels
SKD61/STAVAX / 17-4PH :1.2083 / 1.2344 /
1.4542:H13 /420 (HRc48~54)

AHEHEARHR
Stainless Steels : SUS304 : 1.4301 : AISI 304
(HRc 28~32)

(FRERATSH, #THEERIL) AT &
Stainless Steels
SUS4202/5US630:1.2083 / 1.4542 : AIS1 420 /

17-4PH (HRc 28~32)

SAES/HUEK
Titanium Alloy / Pure Titanium
Ti-6Al-4V /Ti-2:3.7165/3.7035:Gr5 /
Gr2:TC4/TA1

ETH

ETH

ETH

ETH

ETH

ETH

ETH

ETB

ETB

ETB

ETB

ETB

ETB

ETB

ETH

7]
Third Selection

ETG
ETA

ETG
ETA

ETG
ETA

ETA

ETA

ETG
ETA

ETG
ETA

ETB

RTB RTD RTG
RTA

RTB RTD RTG
RTA

RTB RTD RTG
RTA

RTB RTD RTG
RTA

RTB RTD RTG
RTA

RTB RTD RTG
RTA

RTB RTD RTG
RTA

- RTB RTD

First Selection

BTH
BTB
BTB
BTB
BTB
BTH

BTH

BTB

BTH

BTH

BTH

BTH

BTB

BTB

BTH

2]
Third Selection

BTA
BTA
BTA
BTA
BTA
BTA
BTA

BTB
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DHFiRERIINAHER ()

7] End Mills [E27] Corner Radius End Mills k7] Ball Nose End Mills I n
1R SR = m
rd Selection fi First Selection fSecon on] Third Selection st Selection JSecond Selection] Third Selection h
HEH ﬂ
s pinl IEH - =
JEH HBH HBA o
Copper
€1100/2.0090 /B152€11000 () ERTA - IBH (£ .
LFTH - - JBH  JBA S
HEA o
B VTB HTA IEA L |
Carbon Steels ITA JEA HBH HBA
S50C /55400 :1.1210/1.0036:1050 / LRTD LRTA - IBH IBA -
A570 Gr.45 LFTH LFTA o JBH JBA U
(~HRc 22) WWA WUA I
HEA I
a&TA#H/HIAH HTA
Alloy Tool Steels / Carbon Tool Steels ME ITA ‘IJEEQ HBH HBA M
P20/P5/ SK3/SKD61/SKD11:1.2311/ LRTD LRTA 5 IBH IBA & ~p
1.1545/1.2379/1.2344 :H13/ D2 LFTH LFTA _ JBH JBA n
(HRc 23~32) WWA WUA :
HEA Q-
EEE VB HTA IEA
Prehardened Steels ITA JEA HBH HBA s
NAK80 : 1.2083 : AISI420 : M310 LRTD LRTA - IBH IBA -
(HRe36-45) LFTH  LFTA . JBH JBA Q
WWA WUA M
HEH -
FRRIZE VTA IEH - -—
Hardened Steels JEH HBH HBA m *
SKD61/STAVAX / 17-4PH :1.2083 / 1.2344 / LRTD LRTA - IBH IBA - w
1.4542:H13 /420 (HRc48~54) LFTA _ - JBH JBA
N
S
HEA
VTB ITH IEA
TR E HTD A HBH HBA
Stainless Steels : SUS304 : 1.4301 : AIS| 304 J LRTD LRTA - IBH IBA -
(HRc 28~32)
LFTH = JBH JBA
WUA
WWA
e e HEA
(PREBANE, ATHEL) RAHR IEA
Stainless Steels HTD JEA GIL GLEES
SUS420J2/ SUS630:1.2083 / 1.4542: AlS1 420 / LRTD LRTA - IBH IBA -
17-4PH (HRc 28~32) LFTH WUA = JBH JBA
WWA

272
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. As mentioned above in this manual, the cutting data is tested
and provided by the DHF Technical Applications Center.
All Rights Reserved.

. All test results are provided by DHF high quality control of
productions.

There is no responsibility and value of reference for other
brand products.

. Only certain tables for our cutting tools are recited. For any
further complete information, please contact DHF

Technical Applications Center.
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