1) Side Milling Extra Long 2/4Flutes

Ae<0.1D(D< ®3)

PR
L/ J : Ae=0.1D(D=< ®3)
Shape of cul / ;3 'ap Ae<0.2D(D> ®3)
e Ap=1.5D
Work Aluminum Alloy, NCgrlb;:)n";I'eesIESa:grzosno Alloy steel,Die steel Stainless steel
malerial cuprum (-SOHRC)' ( < SSHRC) AlS| 1304 . AlISI1316
| Cutimg e i) | Cumngspeedimmimi | Cuting seedmnmin | Outig speemn'ia)
@ D(mm) Rewmin ) ™ortes | artaes 1PN )| orutes | artes |ReA N orires | aFutes [N€X ™) gFtes | 4Fies
1 19000 | 50 300 | 10000 | 60 120 | 6000 [ 35 70 5000 | 30 60
2 11000 | 220 | 400 |s5500 | 90 135 | 3800 | S5 85 3000 | 45 70
3 8500 | 240 | 435 4250 | 100 | 150 | 2650 | 65 100 | 2200 | 55 85
4 7000 | 265 | 550 [3s00 | 180 | 270 | 2200 | 110 | 165 | 1850 | g0 135
5 6000 | 430 | 650 /3000 | 190 | 185 | 1800 | 115 [ 175 | 1500 | 95 145
6 5500 | 495 | 750 l2850 | 210 | 315 | 1600 | 120 | 180 | 1350 | 105 | 160
8 4000 | 500 | 750 [2000 | 225 | 340 | 1200 | 120 [ 180 | 1000 | 110 165
10 13200 | 450 [ 675 [1600 | 195 | 295 | 950 95 145 | 800 95 145
12 (2560 | 370 | 550 [1350 | 165 | 250 | 800 80 120 | 650 75 115
16 12000 | 280 [ 420 [1000 | 120 | 180 | 600 60 90 500 60 )
20 1600 | 225 | 340 [800 100 | 150 | 500 50 75 400 48 70
2)Slotting Extra Long 2/4Flutes
A, 2F Ae=D 4F Ae=D
! Ap<0.1D(D < ®2) Ap=<0.3D(D< ©3)
Shape of cut IZ‘V/}Z%& Ap<0.3D(®2<D<®3) Ap=0.5D(D > ®3)
= p Ap=0.5D(D > ®3)
Work Aluminum Alloy, zgrlb;)(;zgteeslbﬁa:g;osno Alloy steel,Die steel Stainless sleel
material cuprum (~3'0HRC). (< 35HRC) AISI 1304, AISI1316
| Gueting speedmm'mia) | Caing speselrmimi | Cotngspesmmo) ) Cuting speed| mimn)
@D(mm) Revimin')ores | ares RPN ) orvtes | arites 1R oruies | arutes |NeY M N oRutes | 4rues
1 18000 | 150 | 240 |10000 | 60 96 6000 | 35 56 5000 | 30 48
2 11000 | 220 | 320 |5500 | 90 108 | 3600 | 55 | €8 3000 | 45 56
3 8500 | 240 | 350 |4250 100 | 120 | 2850 | 65 80 2200 | S5 68
4 7000 | 290 | 440 [3600 | 145 | 216 | 2200 | 90 132 | 1500 | 55 108
5 8000 | 345 | 520 |3000 150 | 228 | 1800 | 90 140 | 1200 | S5 116
6 5500 | 395 | 600 [2650 | 170 | 252 | 1600 | 95 144 | 1100 | 65 128
8 4000 | 400 [ 600 [2000 | 180 | 272 | 1200 | 85 144 | 800 85 132
10 [3200 | 360 [ 540 [1600 | 155 | 236 | 950 75 116 | 650 55 116
12 [2560 | 295 [ 440 [1350 | 130 | 200 | 800 65 96 500 45 a2
16 2000 | 225 | 336 [1000 | 95 144 | 600 50 72 400 35 72
20 [1600 | 180 [ 272 [s00 80 120 | 500 40 60 320 30 56

Shape of cut Ae<0.2D(D > ®3)
Ap<1.5D
Work Aluminum Alloy, :gﬂo&;t.eeslcgfsgg Alloy steel,Die sleel Stainless steel
| Cutingspeadimmini , Cuttng saeedimmin] _ Cuing speadmimin} , Curing spead i
@D(mm) Revimin™) o5 tesss] arites |TEUMN N orites | ariaes |Ne N 2rtes | arwtes |NeYIMM) Dries | aFutes
1 30400 | 240 | 480 | 16000 | 98 192 | o600 | 56 112 | 8000 | 48 96
2 17600 352 640 8800 144 216 S760 88 136 4800 75 112
3 13600 384 698 6800 160 240 4240 104 160 3520 88 136
4 11200 | 584 | 880 | 5760 288 432 | 3520 | 176 264 | 2960 | 144 216
5 9600 688 1040 | 4800 304 456 2880 184 280 2400 152 232
6 8800 792 1200 | 4240 336 504 2560 192 288 2160 168 256
8 6400 800 1200 | 3200 360 544 1920 192 288 1600 176 264
10 5120 720 1080 | 2560 312 472 1520 152 232 1280 152 232
12 4240 592 830 2160 264 400 1280 128 192 1040 120 184
16 3200 448 672 1600 192 288 260 96 144 800 96 144
20 2560 360 | 544 | 1280 160 240 | 800 80 120 | 640 76 112
2)Slotting Standard 2/4Flutes
Ae 2F Ae=D 4F Ae=D
Al 53 Ap<0.10(D < ©2) Ap=<0.3D(D< ©3)
Shape of cut ' / T ke Ap=0.30({02=<D=03) Ap=0.5D(D> ©3)
_— 140 Ap=0.5D(D > @3)
) Carbon steel, Castiron - .
Work Aluminum Alloy, AISI 1049, SCMFC250 | Alloy steel.Die steel Stainless steel
matenal cuprum (~30H RC)' ( <35HRC) AISI 1304, AISI1316
| Gutingsxeedimmmin} , Cutting sozedirimimin) | Cungspeasimmn) ) Cutng speadimm/ma|
@ O(mm) Revtmin)"opues T aries PN N knses | artes MMM oFutes | ariotes |NEYIMIN) 2Fves | 4Fiutes
1 30400 240 384 16000 96 154 9600 56 90 8000 48 77
2 17600 352 512 8800 144 173 5760 88 109 4800 72 90
3 13600 384 560 6800 160 192 4240 104 128 3520 88 109
4 11200 464 704 5760 232 346 3520 144 212 2400 88 173
5 9600 552 832 4800 240 365 2880 144 224 1920 88 186
6 8800 632 960 4240 272 404 2560 152 231 1760 104 205
8 6400 640 960 3200 288 438 1920 152 231 1280 104 212
10 5120 576 864 2560 248 378 1520 120 186 1040 88 186
12 3200 472 704 2160 208 320 1280 104 154 800 72 148
16 2560 360 | 538 |[1600 152 | 231 | 960 80 116 | 640 56 116
20 2000 288 736 1280 128 192 800 64 96 512 48 90

1.Uss rigid and precise machine and tool holder.

installation is very low, please reduce the revolution and the feed rale proportionately.
3. in drilling, please set the feed rate at 1/3 or below.
4.When cutling stainless steel, please use fluid;when cutting Austenilic stainless sleel, non-water-soluble cutling fluid is very effectiva.

2.If chattering and noise cccur due to the rigidity of machine or the work material

1.Use rigid and precise machine and tool holder.

installation is very low, please reduce the revolution and the feed rate proportionately.
3. In diilling, please set the feed rate at 1/3 or below.
4. When cutling stainless steel, please use fluid;when cutting Austenilic stainless steel, non-water-soluble cutting fluid is very effective.

2.1f chattering and noise occur due fo the rigidity of machine or the work material




Cutting Data Parametersii,

1)Side Milling Extra Long 2/4Flutes

1) Side Milling Standard 2/4Flutes

Ae=0.1D(D=03) Ae<0.05D
Ap=<1.5D
Carbon steel, Castiron Alioy steel,Die steel,Pre-hardened steel Hardened steel
Work | AlSi 1049, SCM,FC250 AISI H13, NAK AISI H13
material (~30HRC) (< 45HRC) {<52HRC)
) Cutting speed(mmimin] ) Cutiing speed{mm/min) . Cutting speedimmimin)
@D(mm) Rev(min™) ™ oriies [ ariutes |FeY M- 2Fiies | ariutes |ReMiIn™) ["2Fites | 4Fiutes
1 15000 300 450 10000 200 300 7500 €0 90
2 7500 300 450 5000 200 300 4000 60 90
3 5000 300 450 3500 200 300 2500 60 90
4 3750 300 450 2600 200 300 2000 60 90
5 3000 300 450 2100 200 300 1600 60 90
6 2500 300 450 1750 200 300 1350 60 90
8 2000 260 390 1400 175 260 1000 55 80
10 1600 225 340 1100 150 225 800 50 70
12 1350 205 310 950 135 205 650 50 80
16 1000 180 275 700 15 175 500 65 85
20 800 160 245 550 10 170 400 55 70
2)Slotting Extra Long 2/4Flutes
- Ae
W Ae=D(D=03) Ae=D
Shape of cut @2 f—éw Ae<0.1D(D > ©2) AP<0.05D(00.5<D< ®2)
J Ap=<0.2D(D > ©2) AP=<0.10D(D> ©2)
Carbon steel, Castiron Alloy steel,Dia sleel,Pre-hardened steel Hardened stesl
Work AISI 1049, SCM,FC250 AISI H13, NAK AISI H13
material (~30HRC) { < 45HRC) { <52HRC)
) Cutting speed(mmimin) ) Cutting speed{mmirrin) ) Cutting speed{mm/min)
@D(mm) |Rev(min™) ™ories | afiates | RVIMINY) Moruies [ aFiutes | ReYMIN™) [ SFivtes | aFiutes
1 15000 240 360 10000 160 240 7500 48 72
2 7500 240 360 5000 160 240 4000 48 72
3 5000 240 360 3500 160 240 2500 48 72
4 3750 240 360 2600 160 240 2000 48 72
5 3000 240 360 2100 160 240 1600 48 72
6 2500 240 360 1750 160 240 1350 48 72
8 2000 208 312 1400 140 208 1000 44 64
10 1600 180 272 1100 120 180 800 40 56
12 1350 164 248 950 108 164 650 40 48
16 1000 144 220 700 92 140 500 52 68
20 800 128 196 550 88 136 400 44 56

1.Use rigid and precise machine and 1col holder.
installation is very low, please reduce the revolution and the feed rale proportionately.

3. In drilling, please set the feed rate at 1/3 or below.

2.If chattering and noise accur due to the rigidily of machine or the work materia|

4.When cutling stainless steel, please use fluid;when cutting Austenitic stainless steel, non-water-soluble cutling fluid is very effective.

Ae
LA
Shape of cut .7/ LAp Ae<0.2D(D> @3) AP =1.00D
‘1 ; oy Ap=<1.,5D
Carbon steel, Castiron Alloy steel,Die steel,Pre-hardened steel Hardenead steel
Worl_( AlSI 1049, SCM,FC250 AISI H13, NAK AlISI H13
material (~30HRC) { <45HRC) ( <52HRC)
) Cutling speed(mmimin) i Cutling speec{mmimin) ) Cutling speed{mm/min)
®D(mm) Revimin™)™oc e [ ariates |ReV™in=D oFutes | aFiutes |Re(MN™) " oFintes | aFiutes
1 24000 480 720 16000 320 480 12000 96 144
2 12000 480 720 8000 320 480 6400 96 144
3 8000 480 720 5600 320 480 4000 96 144
4 6000 480 720 4160 320 480 3200 96 144
5 4800 480 720 3360 320 480 2560 96 144
6 4000 480 720 2800 320 480 2160 96 144
8 3200 416 624 2240 280 416 1600 88 128
10 2560 360 544 1760 240 360 1280 80 112
12 2160 328 496 1520 216 328 1040 80 96
16 1600 288 440 1120 184 280 800 104 136
20 1280 256 392 880 176 272 640 88 112
2)Slotting Standard 2/4Flutes
Ag
) Ae=D(D< ®3) Ae=D
Shape of cut :/ ~—%p As=0.1D(D> ®2) AP=0.05D({0.5=D=02)
et Ap=0.2D(D > ®2) AP=<0.10D(D> ®2)
Carbon steel, Castiron Alloy steel,Die steel,Pre-hardened steel Hardened steel
work AISI 1049, SCM,FC250 AISI H13, NAK AIS| H13
material (~30HRC) (< 45HRC) (<52HRC)
Cutting speed{mmimin) ' Cutting speed(mmfmin) ' Cutting speedimmimin)
@D(mm) [Rev(min™)[or1es | aFiutes | FeYMIN™) [ToFines | 4Fiutes | ReVIMIn™) ores | 4Fiutes
1 24000 384 576 16000 256 384 12000 77 116
2 12000 384 576 8000 256 384 6400 77 116
3 8000 384 576 5600 256 384 4000 77 116
4 6000 384 576 4160 256 384 3200 77 116
5 4800 384 576 3360 256 384 2560 77 116
6 4000 384 576 2800 256 384 2160 77 116
8 3200 333 500 2240 224 333 1600 71 103
10 2560 288 426 1760 192 288 1280 64 90
12 2160 363 397 1520 173 263 1040 64 77
16 1600 231 352 1120 148 224 800 84 109
20 1280 205 314 880 141 218 640 71 90

1.Use rigid and precise machine and tcol hoider.
installation is very low, please reduce the revolution and the feed rate proportionately.

3. In dnilling, please set the feed rate at 1/3 or below.

2.1 chattering and noise occur due to the rigidity of machine or the work material

4.When cutling stainless steal, please use fluid;when cutting Austenitic stainless steel, non-water—solubla cutling fluld is vary effective.
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