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e SES 2Flutes Standard Cutting Conditions 1Z

Work Carbon Steel, Alloy Steel Al SHRIC39r~4ISS ' Austenitic stainless steels Hardened steels
) Copper S50C,SCM, iE8FC250% ToyiStecsiloolistee’s SUS304, SUS316% SKD61,SKD11,NAK, STAVAX
material . HEMSKD61,NAKE p
ey ol AISI 1049,Cast iron Prehardencd steels. AISI H13 AISI 304,AISI 316 ZAISIH13
R - S24~HRC30 a2 TEH - BE R 8551 A s FEIEH (HRC45~50 )

Cutting Speed _ . _ . - . " . _ .
IR E 80~150m/min 50~100m/min 50~70m/min 30~60m/min 20~40m/min

. Feed Rate ( mm/min ) Feed Rate ( mm/min ) Feed Rate ( mm/min ) Feed Rate ( mm/min ) Feed Rate ( mm/min )
Diameter EEREE EREE EREE EREE EREE

Ped
E{z(mm) Side Milling Slotting Side Milling Slotting Side Milling Slotting Side Milling Slotting Side Milling Slotting
AE B U & fE & Rl & Rl &

8 6000 | 1000 | 330 | 4000 | 520 410 | 2800 | 350 280 | 1600 | 260 150 | 1200 65 50
10 4800 | 1000 | 330 | 3200 | 450 360 | 2200 | 300 240 | 1300 | 230 130 | 1000 65 50
12 4000 | 1000 | 330 | 2700 | 410 320 | 1900 | 270 210 | 1100 | 210 120 800 65 50
16 3000 | 1000 | 330 | 2000 | 240 190 | 1400 | 210 160 840 160 100 600 60 45
20 2400 | 1000 | 330 | 1600 | 200 160 | 1100 | 170 130 680 140 80 480 50 40

=0.020
=0.1D(D=@3) =10
Depth of cut =020(D>@3) D
(D:EfSDia) =<15D M 0 ]
THIEEE =01D(D<@2) =0.02D(D < @0.5)
=0.2D(D= @2) f =0.05D(@0.5=D=g0.2)
N =0.1D(D> @2)
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e SES 4Flutes Standard Cutting Conditi

Carbon Steels, Alloy Steels MIRC0=4) Austenitic stainless steels Hardened steels

S50C, SCM, §&§8FC250% A.;!E‘%gﬁtes‘fgeﬂoor'\jitfgs SUS304, SUS316% SKD61, SKD11, NAK, STAVAXZ
AISI 1049, Cast iron . ’ AISI 304, AiSi 316 AiSi H13

WiElA Fo - W Prehardened steels, AiSi H13 . 2 "
KR - §2#~HRC30 e - TEE - \iEHE R £ % 51 A 5 6 EEREH (HRC45~50)

Work
material

Cutting Speed _ . " . _ . _ .
IEIEE 50~100m/min 50~70m/min 30~60m/min 20~40m/min
Di l Feed Rate ( mm/min ) Feed Rate ( mm/min ) Feed Rate ( mm/min ) Feed Rate ( mm/min )
aMmEtet R i e M
B&(mm)

Side Milling Slotting Side Milling Slotting Side Milling Slotting Side Milling Slotting
RIE B RIE B flE B flE B
8 4000 780 620 2800 520 410 1600 390 230 2000 160 125
10 3200 680 540 2200 450 360 1300 340 200 1600 140 110
12 2700 620 490 1900 410 320 1100 310 180 1300 120 95
16 2000 360 280 1400 310 240 840 240 140 1000 100 80
20 1600 300 240 1100 250 200 680 210 120 800 90 70
01D (D=03) D
Depth of cut =020 (D>23) =005D D
(D:Ef@Dia) <150 =010 (p<2) =1 ]
HIEE%E =020(D202) =005D (D=02)
501D (D> 02)
A Caution AIEEE
f1|.I.r:jcutting Austenitic stainless steels, the use of non-water-soluble cutting 1INHRER S 25 FBUR M E#HS &I - FBERIEKEETIH
lils especially effective. iﬁﬂ%ﬁt& : N
2.1f |tjheitgigir:iitysof g:]%gflec(;]inﬁeogsgiev&oré(engﬁée:iéll ;rllstt'illl’\at;%nd itsh\éefrgelgm;é?; 2 MR A TEMNRERIMERE - HIREEE - FHER I
attering i , u voluti 5 LAY o
p?oportionag(ely. ¢ P Jﬁg@@ﬁ#&’g*"’?’?
3.When drilling, please set the feed rate at 1/3 or below of the above value. 3MEEELARS  BREREBRRERLRZ1BUT -

Unit/EEfiI: mm
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