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Applicable materials
Cast Iron, Structural Steels, Carbon Steels, Alloy Steels, Tool Steels,
Hardened Steels, Prehardened Steels, Stainless Steels, Nickel Alloy
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mm mm mm mm mm mm mm mm mm mm mm mm
2.0 60 8.0 6.0 8.0 75 25.0 8.0 12.5 100 45.0 14.0
3.0 60 10.0 6.0 8.0 100 35.0 8.0 13.0 100 45.0 14.0
4.0 60 15.0 6.0 8.5 100 35.0 10.0 14.0 100 45.0 14.0
4.5 60 16.0 6.0 9.0 100 35.0 10.0 15.0 100 45.0 16.0
5.0 60 16.0 6.0 9.5 100 40.0 10.0 16.0 100 45.0 16.0
5.5 60 16.0 6.0 10.0 100 40.0 10.0 .
HE D(mm)

6.0 75 25.0 6.0 10.5 100 40.0 12.0 ein RE (mm)

AB > #H = Fqual Tolerance
65 75 250 80 ] ] O ] 00 400 ] 20 Greater than /J\ﬁ < Less than
7.0 75 25.0 8.0 11.5 100 45.0 12.0 3 -0.005 ~ -0.025
7.5 75 25.0 8.0 12.0 100 45.0 12.0 3 16 -0.010 ~-0.035

LIENEEZEZIE  Recommended Milling Conditions

$=38 Cast Iron A Hardened Steels g5 Stainless Steels  FAES#M Hardened

Sl Alloy Steels

B 5E R Structural Steels TE38 Tool Steel ¥E1E4ff Prehardened SHEE 3 Hardened Steels
Work Material  T5Z&## Carbon Steels ’SCfM S?<CS) Sng s Steels Steels MZAS E 8 Nickel
FC SS400 S45C SKT,SKD SUS,SKD Alloy
BE HREE
Hardness ~750N/mm?2 ~HRC30 HRC30~40 HRC40~45 HRC45~50
tIHIERE
Cutting Speed 50~70 35~50 20~35 12~25 10~15
V m/min

S APAXES [EIE= 5 EDRE [EIEE S EDRE [EIESES ERRE @ OER EGERE OEE EmRE
Dia Of End Mill R.P.M. Feed mm/min R.P.M. Feed mm/min R.P.M. Feedmm/min = R.P.M. Feedmm/min  R.P.M.  Feed mm/min

2 2000 90 5300 45 3000 30 1750 20 1450 10
S 6500 100 4100 60 2500 45 1700 30 1050 15
4 5600 120 3300 85 1900 50 1500 40 800 15
5 4300 130 2900 100 1650 60 1300 50 650 20
6 3500 150 2700 100 1500 70 1250 50 550 25
8 2800 180 2000 110 1200 75 950 60 430 30
10 2100 220 1650 110 900 80 800 60 350 30
12 1800 220 1300 110 750 80 660 60 300 30
14 1500 220 1150 100 650 80 580 50 250 25
16 1300 220 1000 100 600 80 500 50 220 25
o h=2.5D h=2.5D h=2.5D h=2D h=2D
DEJ%UH%%E t W=0.025D W=0.025D W=0.02D W=0.015D W=0.015D
P v H=0.15D H=0.15D H=0.15D H=0.05D H=0.025D
N = Hh SH =P ) I"LH ' N A —
BIEEHIZS _f EHHIES % BB S ERRE TR 10%~15%
Side Milling i Slotting / f Feed speed may be increased by 10-15% when performing side miling
VoA
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