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Material CHART

ISO | Group Material Tensli\lI;nS‘tr;ezngth Har:;ess
420 - 848 125 -300

600 - 1200 200 - 300

680-1100 200- 325

'™ | e | Stainless Steel, cast steel 600 - 820 180 - 240
130 - 260

60-130

90-110
High Temp Alloys 200 - 280
Nickel 320-350

Titanium 400 - 1,050
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B Icon Guide
Type of Flute (% %& @ @ %& %

Flutes 3Flutes 3Flutes 4Flutes 4Flutes 4Flutes

v
Helix o | Y
34°/ 36°

Solid Carbide Material

icon Grade Grain size Cobalt Hardness

@ Ultra Micro Grain Carbide 0.4um~0.5um 12% HRA92.7

Type of Coating

0JOJOJORN TXO,

Code Name Oxidation Surface Coefficient Coating
Temperature | Hardness(Hv) of Friction Thickness(um)
TA AITiCrN 900°C 3200 0.5 0.1~0.4
TN TiAIN 800°C 2600 04 0.1~0.4
TB AITiSiN-B 1100°C 3500 0.45 0.1~0.4
TO AITiSIN 1000°C 3200 0.45 0.1~0.4
Z3 ‘ AITiSiZrN 1000°C 3000 0.4 0.1~0.4
DLC Diamod 550°C 2500 0.1 0.8
TS TA-C 1100°C 5500 0.1 0.1~1

x Actual coating color may have slight difference due to coating temperature.
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Coding Principle 4l

Helix Angle Number of Flute
|
RPX600%- @b O costing

Series Type é Flue type
RP = Long Neck 1 = Square 1 = Standard Flute
RT = Taper Neck 2 = Corner Radius 2 = Long Flute
AC = Aluminum Series 4 = Drill 3 =Long shank
CS = Stainless Steel Series 5 = Reammer 4 = Stub Flute
T = Titanium Series 8 =Ball nose

RF = Roughing Series

DR = Drill Series

CF = Chamfering Series

I R = Corner Radius Series
VF = Grooving Series

HS = High Speed Steel Series

RTX60d%*-14344T0 xeool@l‘-mszm

| = Uneven flute M= Miniature
E = Variable Helix angle

AC100RIN*-11403

R = Heavy Duty Operation J,

N = Sharp edge

http.//www.citytools.com.tw 5



ZLiQ
Rib Processing End Mill

RPX600E+- 84333TO P.8 -P.9

Ball Nose - 3-Flute - Long Neck - Variable Helix
33° /34° /35°

-+
RPX600IE -84344T0O P.10-11

Ball Nose - 4-Flute - Long Neck - Uneven Flute /
Variable Helix 34° /36°

RPX600IE+- 2433370 P.12-13

Corner Radius - 3-Flute x 1.2D - Long Neck -
Uneven Flute / Variable Helix 33° /34° /35°

-+
RPX600IE - 24344710 P.14-15

Corner Radius - 4-Flute x 1.5D - Long Neck -
Uneven Flute / Variable Helix 34° /36°

RPX600IE+- 1433370 P.16-17

Square - 3-Flute x 1.2D - Long Neck - Uneven
Flute / Variable Helix 33° /34° /35°

+
RPX600IE -14344T0 P.18-19

Square - 4-Flute x 1.5D - Long Neck - Uneven
Flute / Variable Helix 34° /36°

+
RTX600E -84333TO P.20-21

Ball Nose - 3-Flute - Taper Neck - Variable Helix
33° /34° /35°

RTX600IE+- 84344710 P.22-23

Ball Nose - 4-Flute - Taper Neck - Uneven Flute /
Variable Helix 34° /36°
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AUe]

RTX600IE+- 24333710 P.24

Corner Radius - 3-Flute x 1.2D - Taper Neck -
Uneven Flute / Variable Helix 33° /34° /35°

-4
RTX600IE -24344TO P.25

Corner Radius - 4-Flute x 1.5D - Taper Neck -
Uneven Flute / Variable Helix 34° /36°

+
RTX600IE -14333TO P.26

Square - 3-Flute x 1.2D - Taper Neck - Uneven
Flute / Variable Helix 33° /34° /35°

-
RTX600IE -14344TO P.27

Square - 4-Flute x 1.5D - Taper Neck - Uneven
Flute / Variable Helix 34° /36°

Recommended Cutting Condition P.28-47
RPXG00E - 84333TO ..eeeeeeeeeeeeeeeeeeeeseeesessessessessessessesssssessessesssssessessessssssssssnes P.28-29
RPXG00IE = 84344TO .veeeeeeeeeeseeeeeseessessessessessesssssesssssessessessessessessessessessessens P.30-31
RPXG00IE - 24333TO ...eeoveeeeeeeeeeeeserereesseessessessesssessessssssesssessesssessessssssesssessesnes P.32-33
RPXG00IE = 243848TO ..eeeeeeeeeeeeeeeeeesseesessessessessessessessessessessessssssssessessssssssssnes P.34-35
RPXG00IE - 14333TO .oouveuveeeeeeereeeeseessessessessessessessessesssssessessesssssessessessessessssnes P.36-37
RPXG00IE = 14344TO ...oeeeeveeeeeeeeeseseeeseeessessesseessessesssessesssessssssessesssessesssessesnns P.38-39
RTX600E - 84333TO .evouveeeeeeeeeeeeeeeeeessessessessessessessessesssssessessessessessessessessessesnes P.40-41
RTXG00IE = 84344TO ..eeeeeeeeeeeeeeeeeessessessessessessesssssessessessessessessessessessessessessens P.42-43
RTXG00IE = 24333TO ..uveeveeeeeeeeereeseeeeessessesssessssssessesssessssssessesssessesssessesssessessnessees P.44
RTXG00IE = 24388TO ..eveeeeeeeeeeeeeeeeeeseeesessessessessessessessessessessessessessessessessessessessenes P.45
RTXG00IE ™~ 14333TO .ouveueeeeeveeeeeeseeeseessessessessessessessesssssessessessesssssessessessessessessenes P.46
RTXG00IE = 1434ATO .eveeeeeeeeeeeeeereeeseeseeseessessessssssssssssssessessessessessessessessessessessenes P.47
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UMBG Carbide - Rib Processing Ball Nose End Mill

RPX600E" - 84333710

+Ball Nose - 3-Flute - Long Neck
+Variable Helix 33° /34° /35°

Best Seller:
|: l. i|
Serles

'34°
3Flutes 33°
A
1 >
%”*’ — T — — - %8 Z HRC
CEL 60 »
1 -/

NL

CED
ND

OAL

CED Tolerance(mm) \“lml
Cutting Conditon Page | P.28-29\| R | 1002 (unit : mm)
Code No. CED | Radius | CEL ne NL ND | OAL SD | Flute
1 0.5R 0.8 15° 5 0.95 60 6
1 0.5R 0.8 15° 10 0.95 60 6
1 0.5R 0.8 15° 15 0.95 60 6
1 0.5R 0.8 15° 20 0.95 60 6
15 | 075R | 1.2 15° 5 1.45 60 6
15 | 075R | 1.2 15° 10 1.45 60 6
15 | 075R | 1.2 15° 15 1.45 60 6
15 | 075R | 1.2 15° 20 1.45 60 6
2 1R 1.6 15° 5 1.95 60 6
oXC00E-84333T0 2 1R 16 15° 10 1.95 60 6 ;
2 1R 16 15° 15 1.95 60 6
2 1R 16 15° 20 1.95 60 6
2 1R 16 15° 25 1.95 65 6
2 1R 16 15° 30 1.95 75 6
2 1R 16 15° 35 1.95 75 6
3 1.5R 2.4 15° 10 2.85 60 6
3 1.5R 2.4 15° 15 2.85 60 6
3 1.5R 2.4 15° 20 2.85 60 6
3 1.5R 2.4 15° 25 2.85 65 6
3 1.5R 2.4 15° 30 2.85 75 6

¥ Customized Special sizes, Coating type and Inches are available to order.
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Code No. CED | Radius CEL m° NL ND OAL SD Flute
3 1.5R 24 15° 35 2.85 75 6
3 1.5R 24 15° 40 2.85 100 6

35 1.75R 2.8 15° 10 3.35 60 6
35 1.75R 2.8 15° 15 3.35 60 6
35 1.75R 2.8 15° 20 3.35 60 6
3.5 1.75R 2.8 15° 25 3.35 65 6
3.5 1.75R 2.8 15° 30 3.35 75 6
35 1.75R 2.8 15° 35 3.35 75 6
35 1.75R 2.8 15° 40 3.35 100 6
35 1.75R 2.8 15° 45 3.35 100 6
4 2R 3.2 15° 10 3.85 60 6
4 2R 3.2 15° 15 3.85 60 6
4 2R 3.2 15° 20 3.85 60 6
4 2R 3.2 15° 25 3.85 65 6
4 2R 3.2 15° 30 3.85 75 6
4 2R 3.2 15° 35 3.85 75 6
4 2R 3.2 15° 40 3.85 100 6
4 2R 3.2 15° 45 3.85 100 6
RPX600E+-84333T0 4 2R 3.2 15° 50 3.85 100 6 3
5 2.5R 5 15° 10 4.85 60 6
5 2.5R 5 15° 15 4.85 60 6
5 2.5R 5 15° 20 4.85 60 6
5 2.5R 5 15° 25 4.85 65 6
5 2.5R 5 15° 30 4.85 75 6
5 2.5R 5 15° 35 4.85 75 6
5 2.5R 5 15° 40 4.85 100 6
5 2.5R 5 15° 45 4.85 100 6
5 2.5R 5 15° 50 4.85 100 6
6 3R 6 15° 10 5.85 60 6
6 3R 6 15° 15 5.85 60 6
6 3R 6 15° 20 5.85 60 6
6 3R 6 15° 25 5.85 65 6
6 3R 6 15° 30 5.85 75 6
6 3R 6 15° 35 5.85 75 6
6 3R 6 15° 40 5.85 100 6
6 3R 6 15° 45 5.85 100 6
6 3R 6 15° 50 5.85 100 6
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UMBG Carbide - Rib Processing Ball Nose End Mill

RPX600IE" - 8434410

+Ball Nose - 4-Flute - Long Neck
+Uneven Flute / Variable Helix 34° /36°

— Best Seller—
l.E
L Serles-

Al ®
v
g
Qriutes 346° ‘
e — g %8 @ HRC
CEL 60 »
1 —

NL

CED
2
ND

OAL

CED Tolerance(mm) \“lml
Cutting Conditon Page | 30-31 \l R | 1002 (unit : mm)
Code No. CED | Radius | CEL ne NL ND | OAL SD | Flute
1 0.5R 0.8 15° 5 0.95 60 6
1 0.5R 0.8 15° 10 0.95 60 6
1 0.5R 0.8 15° 15 0.95 60 6
1 0.5R 0.8 15° 20 0.95 60 6
15 | 075R | 1.2 15° 5 1.45 60 6
15 | 075R | 1.2 15° 10 1.45 60 6
15 | 075R | 1.2 15° 15 1.45 60 6
15 | 075R | 1.2 15° 20 1.45 60 6
2 1R 1.6 15° 5 1.95 60 6
RoXGO0IEH-84344TO 2 1R 16 15° 10 1.95 60 6 .
2 1R 16 15° 15 1.95 60 6
2 1R 16 15° 20 1.95 60 6
2 1R 16 15° 25 1.95 65 6
2 1R 16 15° 30 1.95 75 6
2 1R 16 15° 35 1.95 75 6
3 1.5R 2.4 15° 10 2.85 60 6
3 1.5R 2.4 15° 15 2.85 60 6
3 1.5R 2.4 15° 20 2.85 60 6
3 1.5R 2.4 15° 25 2.85 65 6
3 1.5R 2.4 15° 30 2.85 75 6

¥ Customized Special sizes, Coating type and Inches are available to order.
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Code No. CED | Radius CEL m° NL ND OAL SD Flute
3 1.5R 24 15° 35 2.85 75 6
3 1.5R 24 15° 40 2.85 100 6

35 1.75R 2.8 15° 10 3.35 60 6
35 1.75R 2.8 15° 15 3.35 60 6
35 1.75R 2.8 15° 20 3.35 60 6
3.5 1.75R 2.8 15° 25 3.35 65 6
3.5 1.75R 2.8 15° 30 3.35 75 6
35 1.75R 2.8 15° 35 3.35 75 6
35 1.75R 2.8 15° 40 3.35 100 6
35 1.75R 2.8 15° 45 3.35 100 6
4 2R 3.2 15° 10 3.85 60 6
4 2R 3.2 15° 15 3.85 60 6
4 2R 3.2 15° 20 3.85 60 6
4 2R 3.2 15° 25 3.85 65 6
4 2R 3.2 15° 30 3.85 75 6
4 2R 3.2 15° 35 3.85 75 6
4 2R 3.2 15° 40 3.85 100 6
4 2R 3.2 15° 45 3.85 100 6
RPX600IE+-84344T0 4 2R 3.2 15° 50 3.85 100 6 4
5 2.5R 5 15° 10 4.85 60 6
5 2.5R 5 15° 15 4.85 60 6
5 2.5R 5 15° 20 4.85 60 6
5 2.5R 5 15° 25 4.85 65 6
5 2.5R 5 15° 30 4.85 75 6
5 2.5R 5 15° 35 4.85 75 6
5 2.5R 5 15° 40 4.85 100 6
5 2.5R 5 15° 45 4.85 100 6
5 2.5R 5 15° 50 4.85 100 6
6 3R 6 15° 10 5.85 60 6
6 3R 6 15° 15 5.85 60 6
6 3R 6 15° 20 5.85 60 6
6 3R 6 15° 25 5.85 65 6
6 3R 6 15° 30 5.85 75 6
6 3R 6 15° 35 5.85 75 6
6 3R 6 15° 40 5.85 100 6
6 3R 6 15° 45 5.85 100 6
6 3R 6 15° 50 5.85 100 6
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UMBG Carbide - Rib Processing Corner Radius End Mill

RPX600IE"- 2433310

+Corner Radius - 3-Flute x 1.2D - Long Neck
+Uneven Flute / Variable Helix 33° /34° /35°

— Best Seller—
l.E
L Serles-

OAL

CED Tolerance(mm)
23 | 0~0014 NThs§]
Cutting Conditon Page | 32-33 \l 3“6 | 0~-0.018 (unit : mm)
Code No. CED C/R CEL m° NL ND OAL SD Flute
2 0.2R 2.5 15° 5 1.95 60 6
2 0.2R 2.5 15° 10 1.95 60 6
2 0.2R 2.5 15° 15 1.95 60 6
2 0.2R 2.5 15° 20 1.95 60 6
2 0.2R 2.5 15° 25 1.95 65 6
2 0.2R 2.5 15° 30 1.95 75 6
2 0.2R 2.5 15° 35 1.95 75 6
2.5 0.2R 3 15° 15 2.45 60 6
2.5 0.2R 3 15° 20 2.45 60 6
RPX600I1E¥-24333T0 2.5 0.2R 3 15° 25 2.45 65 6 3
2.5 0.2R 3 15° 30 2.45 75 6
2.5 0.2R 3 15° 40 2.45 100 6
2.5 0.2R 3 15° 50 2.45 100 6
3 0.2R 4 15° 20 2.85 60 6
3 0.2R 4 15° 25 2.85 65 6
3 0.2R 4 15° 30 2.85 75 6
3 0.2R 4 15° 40 2.85 100 6
3 0.2R 4 15° 50 2.85 100 6
4 0.3R 5 15° 10 3.85 60 6

¥ Customized Special sizes, Coating type and Inches are available to order.
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RPX600IE" - 2433310

+Corner Radius - 3-Flute x 1.2D - Long Neck
+Uneven Flute / Variable Helix 33° /34° /35°

— Best Seller—
l.E
L Series-!

SD

[a]
5l e
>
I I ’* T % 7 HRC
CEL | 60 b
./

OAL

CED Tolerance(mm)
23 | 0~0014 NS i)
Cutting Conditon Page | 32-33 \l 3“6 | 0~-0.018 (unit : mm)
Code No. CED C/R CEL m° NL ND OAL SD Flute
4 0.3R 5 15° 15 3.85 60 6
4 0.3R 5 15° 20 3.85 60 6
4 0.3R 5 15° 25 3.85 65 6
4 0.3R 5 15° 30 3.85 75 6
4 0.3R 5 15° 35 3.85 75 6
4 0.3R 5 15° 40 3.85 100 6
4 0.3R 5 15° 45 3.85 100 6
4 0.3R 5 15° 50 3.85 100 6
RPX600IET-24333T0 6 0.3R 7 15° 10 5.85 60 6 3
6 0.3R 7 15° 15 5.85 60 6
6 0.3R 7 15° 20 5.85 60 6
6 0.3R 7 15° 25 5.85 65 6
6 0.3R 7 15° 30 5.85 75 6
6 0.3R 7 15° 35 5.85 75 6
6 0.3R 7 15° 40 5.85 100 6
6 0.3R 7 15° 45 5.85 100 6
6 0.3R 7 15° 50 5.85 100 6

¥ Customized Special sizes, Coating type and Inches are available to order.
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UMBG Carbide - Rib Processing Corner Radius End Mill

RPX600IE"- 2434410

+Corner Radius - 4-Flute x 1.5D - Long Neck
+Uneven Flute / Variable Helix 34° /36°

— Best Seller—
l.E
L Serles-

R R =
g 4 7
i@ (1)
Ariutes 34°/ 36°
— e % 2 @ HRC
CEL 60 »

NL \

CED
e
ND

OAL

CED Tolerance(mm)
23 |0~0014 NThs§]
Cutting Conditon Page | 34-35 \l 3“6 | 0~-0.018 (unit : mm)
Code No. CED C/R CEL m° NL ND OAL SD Flute
2 0.2R 3 15° 5 1.95 60 6
2 0.2R 3 15° 10 1.95 60 6
2 0.2R 3 15° 15 1.95 60 6
2 0.2R 3 15° 20 1.95 60 6
2 0.2R 3 15° 25 1.95 65 6
2 0.2R 3 15° 30 1.95 75 6
2 0.2R 3 15° 35 1.95 75 6
2.5 0.2R 3.8 15° 15 2.45 60 6
2.5 0.2R 3.8 15° 20 2.45 60 6
RPXG0OIEY 2434470 2.5 0.2R 3.8 15° 25 2.45 65 6 A
2.5 0.2R 3.8 15° 30 2.45 75 6
2.5 0.2R 3.8 15° 40 2.45 100 6
2.5 0.2R 3.8 15° 50 2.45 100 6
3 0.2R 4.5 15° 20 2.85 60 6
3 0.2R 4.5 15° 25 2.85 65 6
3 0.2R 4.5 15° 30 2.85 75 6
3 0.2R 4.5 15° 40 2.85 100 6
3 0.2R 4.5 15° 50 2.85 100 6
4 0.3R 6 15° 10 3.85 60 6
4 0.3R 6 15° 15 3.85 60 6

¥ Customized Special sizes, Coating type and Inches are available to order.
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RPX600IE"- 2434410

+Corner Radius - 4-Flute x 1.5D - Long Neck
+Uneven Flute / Variable Helix 34° /36°

— Best Seller—
l.E
L Series-!

B ¥ 7 @
3 %es 346° ‘
g @ 2
et P E®

@| 60 »

NL \

N\
LN

SD

OAL

CED Tolerance(mm)
23 | 0~0014 NS i)
Cutting Conditon Page | 34-35 \l 3“6 | 0~-0.018 (unit : mm)
Code No. CED C/R CEL m° NL ND OAL SD Flute
4 0.3R 6 15° 20 3.85 60 6
4 0.3R 6 15° 25 3.85 65 6
4 0.3R 6 15° 30 3.85 75 6
4 0.3R 6 15° 35 3.85 75 6
4 0.3R 6 15° 40 3.85 100 6
4 0.3R 6 15° 45 3.85 100 6
4 0.3R 6 15° 50 3.85 100 6
PxG00IE* 2434470 6 0.3R 9 15° 10 5.85 60 6 .
6 0.3R 9 15° 15 5.85 60 6
6 0.3R 9 15° 20 5.85 60 6
6 0.3R 9 15° 25 5.85 65 6
6 0.3R 9 15° 30 5.85 75 6
6 0.3R 9 15° 35 5.85 75 6
6 0.3R 9 15° 40 5.85 100 6
6 0.3R 9 15° 45 5.85 100 6
6 0.3R 9 15° 50 5.85 100 6

¥ Customized Special sizes, Coating type and Inches are available to order.
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UMBG Carbide - Rib Processing Square End Mill

RPX600IE"- 1433310

+Square - 3-Flute x 1.2D - Long Neck
+Uneven Flute / Variable Helix 33° /34° /35°

— Best Seller—
l.E
L Serles-

Q B () 2
5 2
£& fffff I B R @ HRC

EI | 60 »

OAL

CED Tolerance(mm)
23 | 0~0014 N[ i
Cutting Conditon Page | 36-37 \l 36 | 0~-0.018 (unit : mm)
Code No. CED CEL n° NL ND OAL SD Flute
2 2.5 15° 5 1.95 60 6
2 25 15° 10 1.95 60 6
2 2.5 15° 15 1.95 60 6
2 25 15° 20 1.95 60 6
2 25 15° 25 1.95 65 6
2 25 15° 30 1.95 75 6
2 25 15° 35 1.95 75 6
25 3 15° 15 2.45 60 6
25 3 15° 20 2.45 60 6
RPX600IE¥-14333TO 25 > 150 2 245 ® ° 3
25 3 15° 30 2.45 75 6
2.5 3 15° 40 2.45 100 6
25 3 15° 50 2.45 100 6
3 4 15° 20 2.85 60 6
3 4 15° 25 2.85 65 6
3 4 15° 30 2.85 75 6
3 4 15° 40 2.85 100 6
3 4 15° 50 2.85 100 6
4 5 15° 10 3.85 60 6
4 5 15° 15 3.85 60 6

¥ Customized Special sizes, Coating type and Inches are available to order.
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RPX600IE" - 1433310

+Square - 3-Flute x 1.2D - Long Neck
+Uneven Flute / Variable Helix 33° /34° /35°

— Best Seller—
l.E
L Series-!

OAL

CED Tolerance(mm)
23 | 0~0014 NS i)
Cutting Conditon Page | 36-37 \l 36 | 0~-0.018 (unit : mm)
Code No. CED CEL n° NL ND OAL SD Flute
4 5 15° 20 3.85 60 6
4 5 15° 25 3.85 65 6
4 5 15° 30 3.85 75 6
4 5 15° 35 3.85 75 6
4 5 15° 40 3.85 100 6
4 5 15° 45 3.85 100 6
4 5 15° 50 3.85 100 6
RPX600IE¥-14333T0 ° ’ e 10 > *0 ° 3
6 7 15° 15 5.85 60 6
6 7 15° 20 5.85 60 6
6 7 15° 25 5.85 65 6
6 7 15° 30 5.85 75 6
6 7 15° 35 5.85 75 6
6 7 15° 40 5.85 100 6
6 7 15° 45 5.85 100 6
6 7 15° 50 5.85 100 6

¥ Customized Special sizes, Coating type and Inches are available to order.
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UMBG Carbide - Rib Processing Square End Mill

RPX600IE" - 1434410

+Square - 4-Flute x 1.5D - Long Neck
+Uneven Flute / Variable Helix 34° /36°

— Best Seller—
l.E
L Serles-

:
4% Iﬂ 346"
L
S DB®®

NL

CED
ND

OAL

CED Tolerance(mm)
23 | 00014 NThs§]
Cutting Conditon Page | 38-39 \l 3“6 | 0~-0.018 (unit : mm)
Code No. CED CEL m° NL ND OAL SD Flute
2 3 15° 5 1.95 60 6
2 3 15° 10 1.95 60 6
2 3 15° 15 1.95 60 6
2 3 15° 20 1.95 60 6
2 3 15° 25 1.95 65 6
2 3 15° 30 1.95 75 6
2 3 15° 35 1.95 75 6
2.5 3.8 15° 15 2.45 60 6
2.5 3.8 15° 20 2.45 60 6
RPXEOOIEF-14344T0 2.5 3.8 15° 25 2.45 65 6 4
2.5 3.8 15° 30 2.45 75 6
2.5 3.8 15° 40 2.45 100 6
2.5 3.8 15° 50 2.45 100 6
3 4.5 15° 20 2.85 60 6
3 4.5 15° 25 2.85 65 6
3 4.5 15° 30 2.85 75 6
3 4.5 15° 40 2.85 100 6
3 4.5 15° 50 2.85 100 6
4 6 15° 10 3.85 60 6
4 6 15° 15 3.85 60 6

¥ Customized Special sizes, Coating type and Inches are available to order.
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RPX600IE"- 1433410

+Square - 4-Flute x 1.5D - Long Neck
+Uneven Flute / Variable Helix 34° /36°

— Best Seller—
l.E
L Series-!

Rle
Flutes 34°/ 36°

T — - - - >
=  NEE®

NL

CED
ND

OAL

CED Tolerance(mm)
23 | 0~0014 NS i)
Cutting Conditon Page | 38-39 \l 3“6 | 0~-0.018 (unit : mm)
Code No. CED CEL m° NL ND OAL SD Flute
4 6 15° 20 3.85 60 6
4 6 15° 25 3.85 65 6
4 6 15° 30 3.85 75 6
4 6 15° 35 3.85 75 6
4 6 15° 40 3.85 100 6
4 6 15° 45 3.85 100 6
4 6 15° 50 3.85 100 6
RPX600IE+-14344T0 ° ° e 10 > ®0 ° 4
6 9 15° 15 5.85 60 6
6 9 15° 20 5.85 60 6
6 9 15° 25 5.85 65 6
6 9 15° 30 5.85 75 6
6 9 15° 35 5.85 75 6
6 9 15° 40 5.85 100 6
6 9 15° 45 5.85 100 6
6 9 15° 50 5.85 100 6

¥ Customized Special sizes, Coating type and Inches are available to order.
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UMBG Carbide - Rib Processing Ball Nose End Mill

RTX600E - 8433310

+Ball Nose - 3-Flute - Taper Neck
+Variable Helix 33° /34° /35°

Best Seller
|: l. i|

Serles

Ry o1, 35°
B a @
33°
Taper
L
e L LI
CEL 60 »
\

NL

CED
>

SD

OAL
CED Tolerance(mm) \“lml
Cutting Conditon Page | 40-41 \l R | 1002 (unit : mm)
Code No. CED |Radius| CEL m° L1 NL ND |Taper| OAL | SD | Flute
1 0.5R 1.5 15° 2.5 5 0.95 1° 60 6
1 0.5R 1.5 15° 2.5 10 0.95 1° 60 6
1 0.5R 1.5 15° 2.5 15 0.95 1° 60 6
1 0.5R 1.5 15° 2.5 20 0.95 1° 60 6
1.5 0.75R 2.25 15° 3.75 5 1.45 1° 60 6
1.5 0.75R 2.25 15° 3.75 10 1.45 1° 60 6
1.5 0.75R | 2.25 15° 3.75 15 1.45 1° 60 6
1.5 0.75R | 2.25 15° 3.75 20 1.45 1° 60 6
1.5 0.75R | 2.25 15° 3.75 25 1.45 1° 65 6
RTX600E+ 8433370 1.5 0.75R | 2.25 15° 3.75 30 1.45 1° 75 6 3
2 1R 3 15° 5 10 1.95 1° 60 6
2 1R 3 15° 5 15 1.95 1° 60 6
2 1R 3 15° 5 20 1.95 1° 60 6
2 1R 3 15° 5 25 1.95 1° 65 6
2 1R 3 15° 5 30 1.95 1° 75 6
2 1R 3 15° 5 40 1.95 1° 100 6
2 1R 3 15° 5 50 1.95 1° 100 6
2 1R 3 15° 5 20 1.95 1.5° 60 6
2 1R 3 15° 5 25 1.95 1.5° 65 6
2 1R 3 15° 5 30 1.95 1.5° 75 6

¥ Customized Special sizes, Coating type and Inches are available to order.
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Code No. CED |Radius| CEL m° L1 NL ND |Taper| OAL | SD | Flute
2 1R 3 15° 5 40 1.95 1.5° 100 6
2 1R 3 15° 5 50 1.95 1.5° 100 6
2 1R 3 15° 5 60 1.95 1.5° 110 6
3 1.5R 4.5 15° 6.5 15 2.9 1° 60 6
3 1.5R 4.5 15° 6.5 20 2.9 1° 60 6
3 1.5R 4.5 15° 6.5 25 2.9 1° 65 6
3 1.5R 4.5 15° 6.5 30 2.9 1° 75 6
3 1.5R 4.5 15° 6.5 40 2.9 1° 100 6
3 1.5R 4.5 15° 6.5 50 2.9 1° 100 6
3 1.5R 4.5 15° 6.5 60 2.9 1° 110 6
3 1.5R 4.5 15° 6.5 30 2.9 3° 75 6
3 1.5R 4.5 15° 6.5 40 2.9 3° 100 8
3 1.5R 4.5 15° 6.5 50 2.9 3° 100 10
3 1.5R 4.5 15° 6.5 70 2.9 3° 120 12
4 2R 6 15° 9 30 3.9 1° 75 6
4 2R 6 15° 9 40 3.9 1° 100 6

RTX600E*-84333T0 4 2R 6 15° 9 50 3.9 1° 100 6 3
4 2R 6 15° 9 60 3.9 1° 110 8
4 2R 6 15° 9 70 3.9 1° 120 8
4 2R 6 15° 9 80 3.9 1° 125 8
4 2R 6 15° 9 40 3.9 1.5° 100 6
4 2R 6 15° 9 60 3.9 1.5° 110 8
4 2R 6 15° 9 80 3.9 1.5° 125 8
5 2.5R 7.5 15° 10.5 30 4.9 1° 75 8
5 2.5R 7.5 15° 10.5 35 4.9 1° 75 8
5 2.5R 7.5 15° 10.5 40 4.9 1° 100 8
5 2.5R 7.5 15° 10.5 50 4.9 1° 100 8
5 2.5R 7.5 15° 10.5 60 4.9 1° 110 8
5 2.5R 7.5 15° 10.5 70 4.9 1° 120 8
5 2.5R 7.5 15° 10.5 80 4.9 1° 125 8
6 3R 9 15° 12 40 5.9 1° 100 8
6 3R 9 15° 12 50 5.9 1° 100 8
6 3R 9 15° 12 60 5.9 1° 110 8
6 3R 9 15° 12 90 5.9 1° 150 10
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UMBG Carbide - Rib Processing Ball Nose End Mill

RTX600IE"- 8434410

+Ball Nose - 4-Flute - Taper Neck
+Uneven Flute / Variable Helix 34° /36°

— Best Seller—
l.E
L Serles-

Ry ,
B4
N\
s lCl

NL

OAL

CED Tolerance(mm) \“lml
Cutting Conditon Page | 42-43 \l R | 1002 (unit : mm)
Code No. CED |Radius| CEL m° L1 NL | ND |Taper| OAL | SD | Flute
1 0.5R 1.5 15° 2.5 5 0.95 1° 60 6
1 0.5R 1.5 15° 2.5 10 0.95 1° 60 6
1 0.5R 1.5 15° 2.5 15 0.95 1° 60 6
1 0.5R 1.5 15° 2.5 20 0.95 1° 60 6
1.5 0.75R 2.25 15° 3.75 5 1.45 1° 60 6
1.5 0.75R 2.25 15° 3.75 10 1.45 1° 60 6
1.5 0.75R | 2.25 15° 3.75 15 1.45 1° 60 6
1.5 0.75R | 2.25 15° 3.75 20 1.45 1° 60 6
1.5 0.75R | 2.25 15° 3.75 25 1.45 1° 65 6
RTX600IE*.84344T0 1.5 0.75R 2.25 15° 3.75 30 1.45 1° 75 6 A
2 1R 3 15° 5 10 1.95 1° 60 6
2 1R 3 15° 5 15 1.95 1° 60 6
2 1R 3 15° 5 20 1.95 1° 60 6
2 1R 3 15° 5 25 1.95 1° 65 6
P 1R 3 15° 5 30 1.95 1° 75 6
2 1R 3 15° 5 40 1.95 1° 100 6
2 1R 3 15° 5 50 1.95 1° 100 6
2 1R 3 15° 5 20 1.95 1.5° 60 6
2 1R 3 15° 5 25 1.95 1.5° 65 6
2 1R 3 15° 5 30 1.95 1.5° 75 6

¥ Customized Special sizes, Coating type and Inches are available to order.
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Code No. CED |Radius| CEL m° L1 NL | ND |Taper| OAL | SD | Flute
2 1R 3 15° 5 40 195 | 1.5° 100 6
2 1R 3 15° 5 50 195 | 1.5° 100 6
2 1R 3 15° 5 60 195 | 1.5° 110 6
3 1.5R 4.5 15° 6.5 15 2.9 1° 60 6
3 1.5R 4.5 15° 6.5 20 2.9 1° 60 6
3 1.5R 4.5 15° 6.5 25 2.9 1° 65 6
3 1.5R 4.5 15° 6.5 30 2.9 1° 75 6
3 1.5R 4.5 15° 6.5 40 2.9 1° 100 6
3 1.5R 4.5 15° 6.5 50 2.9 1° 100 6
3 1.5R 4.5 15° 6.5 60 2.9 1° 110 6
3 1.5R 4.5 15° 6.5 30 2.9 3° 75 6
3 1.5R 4.5 15° 6.5 40 2.9 3° 100 8
3 1.5R 4.5 15° 6.5 50 2.9 3° 100 10
3 1.5R 4.5 15° 6.5 70 2.9 3° 120 12
4 2R 6 15° 9 30 3.9 1° 75 6
4 2R 6 15° 9 40 3.9 1° 100 6

RTX600IE+-84344T0 4 2R 6 15° 9 50 3.9 1° 100 6 A
4 2R 6 15° 9 60 3.9 1° 110 8
4 2R 6 15° 9 70 3.9 1° 120 8
4 2R 6 15° 9 80 3.9 1° 125 8
4 2R 6 15° 9 40 3.9 1.5° 100 6
4 2R 6 15° 9 60 3.9 1.5° 110 8
4 2R 6 15° 9 80 3.9 1.5° 125 8
5 2.5R 7.5 15° 10.5 30 4.9 1° 75 8
5 2.5R 7.5 15° 10.5 35 4.9 1° 75 8
5 2.5R 7.5 15° 10.5 40 4.9 1° 100 8
5 2.5R 7.5 15° 10.5 50 4.9 1° 100 8
5 2.5R 7.5 15° 10.5 60 4.9 1° 110 8
5 2.5R 7.5 15° 10.5 70 4.9 1° 120 8
5 2.5R 7.5 15° 10.5 80 4.9 1° 125 8
6 3R 9 15° 12 40 5.9 1° 100 8
6 3R 9 15° 12 50 5.9 1° 100 8
6 3R 9 15° 12 60 5.9 1° 110 8
6 3R 9 15° 12 90 5.9 1° 150 10




UMBG Carbide - Rib Processing Corner Radius End Mill

RTX600IE"- 2433310

+Corner Radius - 3-Flute x 1.2D - Taper Neck
+Uneven Flute / Variable Helix 33° /34° /35°

— Best Seller—
l.E
L Serles-

NL

OAL

CED Tolerance(mm)
23 0~-0.014 “lml
Cutting Conditon Page | 44 \l 3%6 | 0~-0.018 (unit : mm)
Code No. CED | C/R | CEL e L1 NL ND |[Taper| OAL | SD | Flute
2 0.2R 2.5 15° 4.5 10 1.95 1° 60 6
2 0.2R 2.5 15° 4.5 15 1.95 1° 60 6
2 0.2R 2.5 15° 4.5 20 1.95 1° 60 6
2 0.2R 2.5 15° 4.5 25 1.95 1° 65 6
2 0.2R 2.5 15° 4.5 30 1.95 1° 75 6
2 0.2R 2.5 15° 4.5 40 1.95 1° 100 6
2 0.2R 2.5 15° 4.5 50 1.95 1° 100 6
2.5 0.2R 3 15° 6 15 2.45 1.5° 60 6
2.5 0.2R 3 15° 6 20 2.45 1.5° 60 6
2.5 0.2R 3 15° 6 25 2.45 1.5° 65 6
2.5 0.2R 3 15° 6 30 2.45 1.5° 75 6
2.5 0.2R 3 15° 6 40 2.45 1.5° 100 6
2.5 0.2R 3 15° 6 50 2.45 1.5° 100 6
RTX600IE+-24333T0 3 0.2R 4 15° 6.5 20 2.9 1° 60 6 3
3 0.2R 4 15° 6.5 25 2.9 1° 65 6
3 0.2R 4 15° 6.5 30 2.9 1° 75 6
3 0.2R 4 15° 6.5 40 2.9 1° 100 6
3 0.2R 4 15° 6.5 50 2.9 1° 100 6
4 0.3R 5 15° 8 30 3.9 1° 75 6
4 0.3R 5 15° 8 40 3.9 1° 100 6
4 0.3R 5 15° 8 50 3.9 1° 100 6
4 0.3R 5 15° 8 60 3.9 1° 110 6
4 0.3R 5 15° 8 80 3.9 1° 125 8
6 0.3R 7 15° 10 40 5.9 1° 100 8
6 0.3R 7 15° 10 50 5.9 1° 100 8
6 0.3R 7 15° 10 60 5.9 1° 110 8
6 0.3R 7 15° 10 80 5.9 1° 125 10
6 0.3R 7 15° 10 100 5.9 1° 150 10

¥ Customized Special sizes, Coating type and Inches are available to order.
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RTX600IE"- 2434410

+Corner Radius - 4-Flute x 1.5D - Taper Neck
+*Uneven Flute / Variable Helix 34° /36°

— Best Seller—
l.E
L Series-!

illla
o 4Flutes m 346°
8¢ Tape{ _
+++++ i BEw
EI | 60 »

OAL

CED Tolerance(mm)
23 | 0~0014 NS i)
Cutting Conditon Page | 45 \l 36 | 0~-0018 (unit : mm)
Code No. CED | C/R | CEL m° L1 NL ND |Taper| OAL | SD | Flute
2 0.2R 3 15° 5 10 1.95 1° 60 6
2 0.2R 3 15° 5 15 1.95 1° 60 6
2 0.2R 3 15° 5 20 1.95 1° 60 6
2 0.2R 3 15° 5 25 1.95 1° 65 6
2 0.2R 3 15° 5 30 1.95 1° 75 6
2 0.2R 3 15° 5 40 1.95 1° 100 6
2 0.2R 3 15° 5 50 1.95 1° 100 6
2.5 0.2R 3.8 15° 6 15 2.45 1.5° 60 6
2.5 0.2R 3.8 15° 6 20 2.45 1.5° 60 6
2.5 0.2R 3.8 15° 6 25 2.45 1.5° 65 6
2.5 0.2R 3.8 15° 6 30 2.45 1.5° 75 6
2.5 0.2R 3.8 15° 6 40 2.45 1.5° 100 6
2.5 0.2R 3.8 15° 6 50 2.45 1.5° 100 6
RTX600IE*-24344T0 3 0.2R 4.5 15° 7 20 2.9 1° 60 6 4
3 0.2R 4.5 15° 7 25 2.9 1° 65 6
3 0.2R 4.5 15° 7 30 2.9 1° 75 6
3 0.2R 4.5 15° 7 40 2.9 1° 100 6
3 0.2R 4.5 15° 7 50 2.9 1° 100 6
4 0.3R 6 15° 9 30 3.9 1° 75 6
4 0.3R 6 15° 9 40 3.9 1° 100 6
4 0.3R 6 15° 9 50 3.9 1° 100 6
4 0.3R 6 15° 9 60 3.9 1° 110 6
4 0.3R 6 15° 9 80 3.9 1° 125 8
6 0.3R 9 15° 12 40 59 1° 100 8
6 0.3R 9 15° 12 50 59 1° 100 8
6 0.3R 9 15° 12 60 5.9 1° 110 8
6 0.3R 9 15° 12 80 5.9 1° 125 10
6 0.3R 9 15° 12 100 5.9 1° 150 10

¥ Customized Special sizes, Coating type and Inches are available to order.
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UMBG Carbide - Rib Processing Square End Mill

RTX600IE"- 1433310

+Square - 3-Flute x 1.2D - Taper Neck
+Uneven Flute / Variable Helix 33° /34° /35°

— Best Seller—
l.E
L Serles-

o | |
B (| || 7
Tape{‘ -
sk (N (8 (s
CEL 60 b
\

NL

CED

==

OAL

CED Tolerance(mm)
2~3 0~-0.014 “lml
Cutting Conditon Page | 46 \l 36 | 0~-0.018 (unit : mm)
Code No. CED CEL m° L1 NL ND | Taper | OAL SD Flute
2 2.5 15° 45 10 1.95 1° 60 6
2 2.5 15° 45 15 1.95 1° 60 6
2 2.5 15° 4.5 20 1.95 1° 60 6
2 2.5 15° 45 25 1.95 1° 65 6
2 2.5 15° 45 30 1.95 1° 75 6
2 2.5 15° 45 40 1.95 1° 100 6
2 2.5 15° 45 50 1.95 1° 100 6
2.5 3 15° 6 15 245 | 1.5° 60 6
2.5 3 15° 6 20 245 | 1.5° 60 6
2.5 3 15° 6 25 245 | 1.5° 65 6
2.5 3 15° 6 30 245 | 1.5° 75 6
2.5 3 15° 6 40 245 | 1.5° 100 6
2.5 3 15° 6 50 245 | 1.5° 100 6
RTX600IE*-14333T0 3 4 1> 65 20 2.9 U 60 6 3
3 4 15° 6.5 25 2.9 1° 65 6
3 4 15° 6.5 30 2.9 1° 75 6
3 4 15° 6.5 40 2.9 1° 100 6
3 4 15° 6.5 50 2.9 1° 100 6
4 5 15° 8 30 3.9 1° 75 6
4 5 15° 8 40 3.9 1° 100 6
4 5 15° 8 50 3.9 1° 100 6
4 5 15° 8 60 3.9 1° 110 6
4 5 15° 8 80 3.9 1° 125 8
6 7 15° 10 40 5.9 1° 100 8
6 7 15° 10 50 5.9 1° 100 8
6 7 15° 10 60 5.9 1° 110 8
6 7 15° 10 80 5.9 1° 125 10
6 7 15° 10 100 5.9 1° 150 10

¥ Customized Special sizes, Coating type and Inches are available to order.
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UMBG Carbide - Rib Processing Square End Mill

RTX600IE"- 1434410

+Square - 4-Flute x 1.5D - Taper Neck
+Uneven Flute / Variable Helix 34° /36°

— Best Seller—
l.E
L Series-!

o '

4% M 34e°
\ 5 ;

s B E®

NL

CED
~
QO

hel
]

OAL

CED Tolerance(mm)
23 | 0~0014 NS([ i
Cutting Conditon Page | 47 \l 36 | 0~-0.018 (unit : mm)
Code No. CED | CEL m° L1 NL ND | Taper | OAL | SD | Flute
2 3 15° 5 10 1.95 1° 60 6
2 3 15° 5 15 1.95 1° 60 6
2 3 15° 5 20 1.95 1° 60 6
2 3 15° 5 25 1.95 1° 65 6
2 3 15° 5 30 1.95 1° 75 6
2 3 15° 5 40 1.95 1° 100 6
2 3 15° 5 50 1.95 1° 100 6
2.5 3.8 15° 6 15 245 | 15° 60 6
2.5 3.8 15° 6 20 245 | 15° 60 6
2.5 38 15° 6 25 245 | 15° 65 6
2.5 3.8 15° 6 30 245 | 15° 75 6
2.5 3.8 15° 6 40 245 | 15° | 100 6
2.5 3.8 15° 6 50 245 | 15° | 100 6
RTX600IE"-14344T0 3 4.5 1> ! 20 29 U 50 6 4
3 45 15° 7 25 2.9 1° 65 6
3 45 15° 7 30 2.9 1° 75 6
3 45 15° 7 40 2.9 1° 100 6
3 45 15° 7 50 2.9 1° 100 6
4 6 15° 9 30 3.9 1° 75 6
4 6 15° 9 40 3.9 1° 100 6
4 6 15° 9 50 3.9 f° 100 6
4 6 15° 9 60 3.9 1° 110 6
4 6 15° 9 80 3.9 1° 125 8
6 9 15° 12 40 5.9 1° 100 8
6 9 15° 12 50 5.9 1° 100 8
6 9 15° 12 60 5.9 1° 110 8
6 9 15° 12 80 5.9 1° 125 10
6 9 15° 12 100 5.9 1° 150 10

¥ Customized Special sizes, Coating type and Inches are available to order.
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28

Recommended Cutting Condition

+
RPX600E - 84333TO | P.8-9 Ball Nose End Mill

bl Stet;lté ePIrehardened Hardened Steel Hardened Steel
Work Material ~40HRC or Fii&;?gHRc 30“'50I-!RC
for High Speed Roughing g Process for Semi-roughing Process
Cutting
Condition lel?lle/el:in m:me/e:\in ap | 3 lell\)ne/er:\iin mrl:'\e/e:‘\in ap | lel{’lle/ergin mrie/eliin ap |
CED| R | NL
1 |05R| 5 18,000 1,000 |(0.05(0.16( 18,000 800 |0.03[0.03| 18,000 900 0.05(0.16
1 | 0.5R| 10 | 16,000 800 0.04|0.16| 16,000 700 |0.03]|0.03| 16,000 700 0.04 (0.16
1 |05R | 15 8,000 420 0.03|0.16| 8,000 400 |0.03(0.03| 8,000 400 0.03(0.16
1 [O05R| 20 6,000 300 0.02|0.12| 7,000 280 0.030.03| 6,000 280 0.02]0.12
1.5 |0.75R| 5 18,000 1,500 0.1 | 0.3 || 18,000 1,300 |0.04]0.04| 16,000 1,300 0.1 | 0.3
1.5 |0.75R| 10 15,000 1,100 |0.06]0.25| 16,000 1,000 |0.04]0.04| 15,000 950 0.06 | 0.25
1.5 |0.75R| 15 7,500 550 0.02( 0.2 7,500 400 0.04|0.04| 7,500 500 0.02| 0.2
1.5 |0.75R| 20 5,300 380 0.02( 0.2 5,300 250 0.04|0.04| 5,300 350 0.02| 0.2
2 1R 5 18,000 1,600 0.2 | 0.6 || 18,000 1,600 |0.06]0.05| 15,000 1,400 0.2 | 04
2 1R 10 12,000 1,250 |0.14] 0.4 | 12,000 1,200 |0.06]0.05| 11,000 1,100 (0.14| 0.4
2 1R 15 7,800 820 0.14( 0.4 7,800 780 0.06 (0.05| 7,800 780 0.14] 0.4
2 1R 20 6,200 650 0.13( 04 6,200 600 0.06 (0.05] 6,200 600 0.13]| 0.4
2 1R 25 4,700 500 0.12 0.3 4,700 470 0.06 (0.05] 4,700 470 0.12] 0.3
2 1R | 30 3,800 400 0.1 | 03] 3,500 380 0.06|0.05| 3,500 380 01|03
2 1R | 35 3,500 380 0.07| 0.3 || 3,400 350 0.06|0.05| 3,500 350 (0.07] 0.3
3 [1.5R| 10 || 12,000 1,900 |0.21| 0.5 | 11,000 1,700 (0.09|0.08( 8,000 1,200 |0.21( 0.5
3 [1.5R | 15 || 12,000 1,900 | 0.2 | 0.5 | 10,000 1,500 (0.09|0.08( 8,000 1,200 | 0.2 | 0.5
3 [15R | 20 7,500 1,150 |0.19( 0.5 | 7,500 1,000 (0.09|0.08( 7,200 1,000 |0.19( 0.5
3 [15R | 25 4,800 750 |0.19| 0.5 || 5,500 800 0.09 | 0.08| 4,600 700 0.19| 0.5
3 [1.5R | 30 || 4,000 630 (0.16| 0.4 | 5,000 680 0.09 | 0.08| 3,400 500 0.16| 0.4
3 1.5R | 35 3,400 530 0.14( 0.4 4,000 550 0.09 [ 0.08 | 3,000 450 0.14( 0.4
3 1.5R | 40 2,800 440 0.13( 0.4 3,500 500 0.09 [ 0.08| 2,600 400 0.13( 0.4
3.5 [1.75R| 10 12,000 1,900 |0.23(0.55} 10,600 1,500 0.1 {0.09] 9,000 1,330 |0.23]0.55
3.5 [1.75R| 15 12,000 1,900 [0.23(0.55} 10,000 1,200 0.1 {0.09( 9,000 1,330 |0.23]0.55
3.5 [1.75R| 20 7,280 1,310 |0.22] 0.5 9,000 1,100 0.1 [{0.09( 5,500 920 0.22| 0.5
3.5 [1.75R| 25 4,800 850 0.19( 0.5 7,500 950 0.1 [{0.09( 3,600 600 0.19| 0.5
3.5 [1.75R| 30 4,550 820 0.18 0.5 5,000 700 0.1 [{0.09( 3,400 570 0.18 | 0.5
3.5 [1.75R| 35 3,600 650 0.15( 0.5 4,000 600 0.1 [{0.09( 2,700 460 0.15| 0.5
3.5 [1.75R| 40 3,180 570 0.13( 0.5 3,500 570 0.1 [{0.09( 2,400 400 0.13] 0.5
3.5 [1.75R| 45 3,000 550 0.12( 04 3,000 500 0.1 [0.09] 2,250 385 0.12| 0.4
4 2R 10 9,600 2,000 0.3 | 0.6 9,500 1,600 |0.13| 0.1 7,200 1,300 0.3 | 0.6
4 2R | 15 9,300 1,900 [0.27| 0.6 || 9,000 1,520 [0.13| 0.1 || 6,900 1,200 [0.27 | 0.6
4 2R | 20 7,600 1,550 [0.25| 0.6 || 8,200 1,240 (0.13| 0.1 || 6,000 1,150 (0.25] 0.6
4 2R | 25 6,100 1,250 [0.23| 0.6 || 5,500 1,000 (0.13| 0.1 | 5,500 1,100 (0.23| 0.6
4 2R | 30 5,000 1,050 | 0.2 | 0.6 | 4,500 750 |0.13| 0.1 | 4,500 800 0.2 | 0.6
4 2R | 35 3,600 750 0.16| 0.5 || 3,600 590 |0.13]|0.09| 3,600 650 0.16 | 0.5
4 2R | 40 3,000 630 0.12| 0.5 || 3,000 500 |0.13]|0.09| 3,000 550 0.12 | 0.5
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Recommended Cutting Condition

RPX600IE”- 84333TO | P.8-9 Ball Nose End Mill

Al Stezlté eF;rehardened Hardened Steel Hardened Steel
Work Material ~40HRC . '50~60HRC 40~50HRC
for High Speed Roughing or Finishing Process for Semi-roughing Process
Cutting
Condition R:I’\)lle/er:in m:1e/e:1in ap | lel?/le/?:in m:ie/e:\in ap | lell\)lle/ergin mrl:'\e/e:'lin ap | e
CED| R | NL

4 2R | 45 2,700 550 0.1 | 04 | 2,700 450 0.13]0.08| 2,700 500 0.1 04
4 2R | 50 2,500 520 0.1 | 04| 2,500 400 0.13]0.08| 2,500 450 01|04
5 [25R| 10 7,700 1,900 |0.35| 0.8 | 7,700 1,520 (0.15|0.25( 4,800 1,100 |[0.35( 0.8
5 |[25R| 15 7,700 1,900 | 0.3 | 08| 7,700 1,520 [0.15|0.25( 4,800 1,000 | 03| 0.8
5 | 25R| 20 7,700 1,800 03] 0.8 6,500 1,400 |0.15]0.25| 4,800 950 0.3 ] 0.8
5 | 25R| 25 5,100 1,300 [0.25] 0.8 5,100 1,040 |0.15(0.25| 4,800 900 0.25( 0.8
5 | 25R| 30 4,800 1,200 0.2 | 0.8 5,100 960 0.15(0.25( 4,800 850 0.2 | 0.8
5 | 25R| 35 4,400 1,100 |0.14] 0.8 5,100 880 0.1 (0.25(f 4,400 750 0.14( 0.8
5 | 25R| 40 3,100 750 0.1 | 0.6 4,000 750 0.1 | 0.2 3,100 650 0.1 | 0.6
5 | 25R | 45 2,700 600 0.1 | 0.6 3,000 600 0.1 | 0.1 2,700 550 0.1 | 0.6
5 | 25R | 50 2,500 550 0.1 | 0.6 2,500 480 0.1 (0.1 2,500 500 0.1 | 0.6
6 3R | 10 7,700 2,000 (0.45| 12| 7,700 1,600 |0.18( 0.3 || 4,800 1,100 |0.35( 1
6 3R | 15 7,700 2,000 (0.45| 1.2 7,700 1,600 |0.18( 0.3 || 4,800 1,000 |0.35( 1
6 3R | 20 7,400 1,900 |0.45| 1.2 || 7,700 1,520 |0.18| 0.3 || 4,800 950 |0.35| 1
6 3R | 25 5,100 1,300 |0.43| 1.2 || 5,100 1,040 |0.18(0.25| 4,000 900 03| 1
6 3R | 30 5,100 1,200 |0.34| 1.2 || 5,100 960 |0.18|0.25| 4,000 850 03| 1
6 3R | 35 4,200 950 03| 1.2 | 4,200 760 0.18 | 0.25( 4,000 800 03| 1
6 3R | 40 3,700 820 02| 1 3,700 670 0.15] 0.16( 3,600 690 02| 1
6 3R | 45 3,600 750 0.15| 0.9 | 3,000 560 0.1 (0.12| 3,100 630 [0.15| 0.8
6 3R | 50 3,000 620 0.1 | 0.8 | 2,600 480 0.1 01| 2,600 520 0.1 | 0.8

General Milling Work Material

WM

i i Fshine
W @ |G14| 615|616 | 617 --; A‘-

Y

v 100 0 100

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable cutting fluid.
For dry cutting, please use air blow for chip removal and cooling.

These cutting data are for reference only.Please adjust the cutting speed according to machine capability
and working conditions.

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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Recommended Cutting Condition

RPX600IE”- 84344TO | P.10-11 Ball Nose End Mill

bl Stet;lté ePIrehardened Hardened Steel Hardened Steel
Work Material ~40HRC or Sem:(r);folr!kc '50~60HRC
for High Speed Roughing ghing Process for Finishing Process

Cutting

Condition lel?lle/el:in m:me/e:\in ap | 3 lell\)ne/er:\iin mrl:'\e/e:‘\in ap | lel{’lle/ergin mrie/eliin ap |
CED| R | NL

1 |05R| 5 18,000 1,200 |(0.05(0.13| 18,000 1,080 |(0.05(0.13| 18,000 960 0.03 (0.02
1 | 0.5R| 10 | 16,000 960 0.04)0.13|f 16,000 840 |0.040.13| 16,000 840 0.03 | 0.02
1 |05R | 15 8,000 500 0.03|0.13|| 8,000 500 |0.03|0.13| 8,000 500 0.03 (0.02
1 [O05R| 20 6,000 360 0.02|0.09( 6,000 340 0.020.09( 7,000 340 0.03]0.02
1.5 |0.75R| 5 18,000 1,800 0.1 [{0.24] 16,000 1,560 0.1 [ 0.24] 18,000 1,560 |0.04]0.03
1.5 |0.75R| 10 15,000 1,320 |0.06| 0.2 || 15,000 1,140 |0.06| 0.2 | 16,000 1,200 |0.04]0.03
1.5 |0.75R| 15 7,500 660 0.02(0.16(f 7,500 600 0.02|0.16| 7,500 480 0.04 | 0.03
1.5 |0.75R| 20 5,300 450 0.02 (0.16 5,300 450 0.02 (0.16| 5,300 450 0.04 | 0.03
2 1R 5 18,000 1,920 0.2 (049 15,000 1,680 0.2 [ 0.47] 18,000 1,920 |0.06|0.04
2 1R 10 12,000 1,500 [0.14(0.33} 11,000 1,320 |0.14]0.33| 12,000 1,440 |0.06|0.04
2 1R 15 7,800 980 0.14(0.33| 7,800 980 0.14(0.33| 7,800 980 0.06 [ 0.04
2 1R 20 6,200 780 0.13(0.33| 6,200 720 0.13(0.33|| 6,200 720 0.06 [ 0.04
2 1R 25 4,700 600 0.12(0.24( 4,700 570 0.12(0.24| 4,700 570 0.06 [ 0.04
2 1R | 30 3,800 480 0.1 |0.24| 3,500 460 0.1 [0.24] 3,500 460 0.06 | 0.04
2 1R | 35 3,500 450 |0.07|0.24] 3,500 450 0.07|0.24| 3,400 450 0.06 | 0.04
3 | 1.5R| 10 || 12,000 2,280 (0.21]|0.41 8,000 1,440 |0.21|0.41| 11,000 2,040 |(0.09]0.06
3 | 1.5R | 15 || 12,000 2,280 | 0.2 |0.41( 8,000 1,440 | 0.2 |0.41] 10,000 1,800 |0.09|0.06
3 | 1.5R| 20 7,500 1,380 |0.19(0.41| 7,200 1,200 |0.19(0.41| 7,500 1,200 |0.09|0.06
3 | 1.5R| 25 4,800 900 0.19]0.41( 4,600 840 |0.19]|0.41| 5,500 960 |[0.09|0.06
3 | 1.5R| 30 4,000 760 0.16 | 0.33| 3,400 600 [0.16|0.33( 5,000 820 |[0.09]0.06
3 15R | 35 3,400 640 0.14) 0.33| 3,000 540 0.14(0.33| 4,000 660 0.09 | 0.06
3 1.5R | 40 2,800 530 0.13] 0.33| 2,600 480 0.13] 0.33| 3,500 600 0.09 | 0.06
3.5 |1.75R| 10 12,000 2,280 |0.23]0.45| 9,000 1,920 |0.23(0.45] 10,600 1,800 0.1 | 0.07
3.5 |1.75R| 15 12,000 2,280 |0.23]0.45| 9,000 1,920 |0.23]0.45| 10,000 1,440 0.1 |0.07
3.5 [1.75R| 20 7,280 1,580 |0.220.41| 5,500 1,110 |0.22|0.41| 9,000 1,320 0.1 |0.07
3.5 [1.75R| 25 4,800 1,020 |0.19]0.41| 3,600 720 0.19|041| 7,500 1,140 0.1 |0.07
3.5 [1.75R| 30 4,550 990 0.18(0.41} 3,400 690 0.18|0.41| 5,000 840 0.1 |0.07
3.5 [1.75R| 35 3,600 780 0.15(0.41} 2,700 560 0.15|0.41| 4,000 720 0.1 |0.07
3.5 [1.75R| 40 3,180 690 0.13(0.41} 2,400 480 0.13|0.41| 3,500 690 0.1 |0.07
3.5 [1.75R| 45 3,000 660 0.12(0.33| 2,250 560 0.12]0.33| 3,000 600 0.1 |0.07
4 2R 10 9,600 2,400 0.3 [0.49| 7,200 1,560 0.3 [0.49| 9,500 2,310 (0.13|0.08
4 2R | 15 9,300 2,280 |0.27(0.49( 6,900 1,440 [0.27]|0.49| 9,000 2,190 (0.13]0.08
4 2R | 20 7,600 1,860 [0.25]|0.49( 6,000 1,380 (0.25|0.49( 8,200 1,790 |0.13|0.08
4 2R | 25 6,100 1,500 (0.23]|0.49( 5,500 1,320 (0.23|0.49( 5,500 1,440 |0.13|0.08
4 2R | 30 5,000 1,260 | 0.2 |0.49( 4,500 960 0.2 (0.49| 4,500 900 |0.13|0.08
4 2R | 35 3,600 900 0.16| 0.41|[ 3,600 780 0.16|0.41| 3,600 710 [0.13]0.08
4 2R | 40 3,000 760 |0.12]|0.41| 3,000 660 0.12|0.41| 3,000 600 [0.13]0.08
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Recommended Cutting Condition

RPX600IE"- 84344TO | P.10-11 Ball Nose End Mill

Al Stezlté eF;rehardened Hardened Steel Hardened Steel
Work Material ~40HRC ; 40~50HRC '50~60HRC
for High Speed Roughing ‘or Semi-roughing Process for Finishing Process

Cutting

Condition R:I’\)lle/er:in m:1e/e:1in ap | lel?/le/?:in m:ie/e:\in ap | lell\)lle/ergin mrl:'\e/e:'lin ap | e
CED| R | NL

4 2R | 45 2,700 660 0.1 |0.33| 2,700 600 0.1 [0.33| 2,700 650 |0.13|0.08
4 2R | 50 2,500 630 0.1 |0.33| 2,500 540 0.1 [0.33| 2,500 480 |0.13|0.08
5 | 25R | 10 7,700 2,280 (0.35|0.66( 4,800 1,320 (0.35|0.66( 7,700 2,190 |0.15]0.12
5 [25R| 15 7,700 2,280 | 0.3 |0.66| 4,800 1,200 | 0.3 |0.66| 7,700 2,190 |0.15|0.12
5 2.5R | 20 7,700 2,160 0.3 [0.66 4,800 1,140 0.3 [0.66| 6,500 1,680 |0.15]0.12
5 25R | 25 5,100 1,560 |0.25]0.66| 4,800 1,080 |0.25]0.66| 5,100 1,500 |0.15]0.12
5 | 25R| 30 4,800 1,440 0.2 |0.66{ 4,800 1,020 0.2 [ 0.66| 5,100 1,390 |0.15]0.12
5 | 25R| 35 4,400 1,320 |0.14|0.66| 4,400 900 0.14(0.66| 5,100 1,270 0.1 [0.12
5 | 25R| 40 3,100 900 0.1 [{0.49( 3,100 780 0.1 (0.49(f 4,000 900 0.1 [ 0.12
5 | 25R | 45 2,700 720 0.1 [{0.49( 2,700 660 0.1 {0.49( 3,000 720 0.1 {0.12
5 | 25R | 50 2,500 660 0.1 {0.49( 2,500 600 0.1 ({0.49( 2,500 580 0.1 {0.12
6 3R | 10 7,700 2,400 (0.45]|0.99( 4,800 1,320 |0.35(0.83| 7,700 2,310 (0.18]0.16
6 3R | 15 7,700 2,400 (0.45]|0.99( 4,800 1,200 |0.35(0.83| 7,700 2,310 (0.18]0.16
6 3R | 20 7,400 2,280 (0.45]|0.99( 4,800 1,140 |0.35(0.83| 7,700 2,190 (0.18]0.16
6 3R | 25 5,100 1,560 |0.43|0.99| 4,000 1,080 | 0.3 (0.83| 5,100 1,500 |0.18(0.16
6 3R | 30 5,100 1,440 |0.34|0.99| 4,000 1,020 | 0.3 (0.83| 5,100 1,390 |0.18(0.16
6 3R | 35 4,200 1,140 | 0.3 |0.99| 4,000 960 0.3 [0.83| 4,200 1,100 |0.18(0.16
6 3R | 40 3,700 990 0.2 (0.83| 3,600 830 0.2 (0.83| 3,700 810 |0.15]0.16
6 3R | 45 3,600 900 0.15|0.74( 3,100 760 0.15] 0.66( 3,000 680 0.1 |0.16
6 3R | 50 3,000 750 0.1 (0.66| 2,600 630 0.1 (0.66| 2,600 580 0.1 |0.16

General Milling Work Material

WM

i i Fshine
W @ |G14| 615|616 | 617 --; A‘-

Y

v 100 0 100

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable cutting fluid.
For dry cutting, please use air blow for chip removal and cooling.

These cutting data are for reference only.Please adjust the cutting speed according to machine capability
and working conditions.

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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Recommended Cutting Condition

RPX600IE”- 24333TO | P.12-13 Corner Radius End Mill

bl Stet;lté ePIrehardened Hardened Steel Hardened Steel
Work Material el for Sem:(r);:glz:g Process for Fli‘l)s;?g'g-l Ilzfocess
for High Speed Roughing
Cutting
Condition R:I’\)/Ie/‘::\’in m:'\e/e:ﬁn ap | A lel’\)lle/er:ljin mrie/er‘:\in ap | 3 lel?lle/?:l‘in mrtle/er:in ap | e
CED| R NL
2 |02R| 5 18,000 1,600 |0.15] 0.4 || 18,000 1,360 |0.13] 0.4 || 18,000 1,150 |0.06| 0.4
2 |0.2R| 10 | 12,000 1,050 |(0.15| 0.4 || 12,000 1,000 (0.13| 0.4 | 12,000 850 0.06 | 0.4
2 [0.2R| 15 7,800 780 0.12| 0.4 || 7,800 740 0.1 (04| 7800 650 0.06 | 0.4
2 [0.2R| 20 6,200 620 0.1 | 03| 6,200 600 0.07| 0.3 || 6,200 550 0.06 | 0.3
2 |0.2R| 25 4,700 470 0.07| 0.3 || 4,700 450 0.06 0.3 || 4,700 380 0.06 | 0.3
2 | 0.2R| 30 3,500 350 0.07( 0.3 3,500 300 0.05| 0.3 3,500 300 0.05| 0.3
2 | 0.2R| 35 3,500 330 0.07( 0.2 3,500 280 0.04| 0.2 3,500 280 0.04| 0.2
25 [ 0.2R | 15 8,900 800 0.15( 0.4 8,900 680 0.15| 0.4 8,900 610 0.08| 0.4
25 [ 0.2R | 20 6,300 570 0.15| 0.4 || 6,300 490 0.15( 0.4 || 6,300 440 0.08 | 0.4
25 [ 0.2R | 25 5,100 460 0.12| 0.3 || 5,100 390 0.12( 0.3 || 5,100 350 0.08 | 0.3
25 [0.2R | 30 3,800 340 0.12| 0.3 || 3,800 290 0.12( 0.3 || 3,800 260 0.08 | 0.3
25 [ 0.2R | 40 2,800 250 0.1 [ 0.3 | 2,800 210 0.1 (03| 2800 190 0.08 | 0.3
25 [ 0.2R | 50 2,800 250 0.08| 0.2 || 2,800 210 0.08( 0.2 || 2,800 190 0.07 | 0.2
3 |0.2R| 20 7,500 1,100 |0.12] 0.5 7,500 940 0.12| 0.5 7,500 800 0.1 0.5
3 |0.2R| 25 4,800 700 0.12( 04 4,800 600 0.12| 0.4 4,800 510 01|04
3 |0.2R| 30 3,800 550 0.1 ] 0.4 3,800 470 0.1 ] 04 3,800 400 0.08| 0.4
3 | 0.2R| 40 2,600 420 0.08( 0.3 2,600 380 0.08| 0.3 2,600 320 0.07| 0.3
3 [0.2R| 50 2,200 350 0.08| 0.3 || 2,200 300 0.08| 0.3 || 2,200 260 0.07 | 0.3
4 | 03R| 10 9,500 2,100 | 0.2 | 0.9 || 9,500 1,800 | 0.2 | 09 | 9,500 1,530 (0.12] 0.8
4 | 03R| 15 9,000 2,000 | 0.2 | 0.8 | 9,000 1,700 | 0.2 | 0.8 | 9,000 1,440 (0.12] 0.8
4 | 03R| 20 8,200 1,700 0.2 | 0.7 8,200 1,450 |0.14( 0.7 8,200 1,230 |0.12( 0.7
4 | 03R| 25 5,500 1,150 (0.15| 0.7 || 5,500 980 0.11( 0.7 || 5,500 830 0.09 | 0.7
4 [(0.3R | 30 4,500 960 0.15| 0.7 4,500 850 0.09| 0.7 4,500 800 0.07 | 0.7
4 | 03R| 35 3,600 750 0.12| 0.6 | 3,600 680 0.09( 0.6 || 3,600 650 0.07 | 0.6
4 | 0.3R| 40 3,000 620 0.12| 0.6 || 3,000 580 0.09( 0.6 || 3,000 560 0.07 | 0.6
4 | 0.3R| 45 2,700 560 0.1 [ 0.5 2,700 500 0.08( 0.5 || 2,700 480 0.06 | 0.5
4 | 0.3R| 50 2,500 510 0.1 [ 0.5 2,500 450 0.08( 0.5 || 2,500 430 0.06 | 0.5
6 | 0.3R| 10 7,200 2,100 |[0.35] 1.3 7,200 1,800 |0.24] 1.3 7,200 1,530 (0.15] 1.1
6 | 03R| 15 7,000 2,000 [0.35] 1.3 7,000 1,700 |0.24] 1.3 7,000 1,440 (0.15] 1.1
6 |03R| 20 6,800 1,800 |0.24] 1.2 6,800 1,530 0.2 |12 6,800 1,300 |0.15| 1
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Recommended Cutting Condition

RPX600IE”- 24333TO | P.12-13 Corner Radius End Mill

Alloyed Steel / Prehardened

Steel Hardened Steel Hardened Steel
Work Material ~40HRC 40~50HRC 50~60HRC
for High Speed Roughing for Semi-roughing Process for Finishing Process
Cutting
Condition Speed Feed Speed Feed Speed Feed
RPM/min|mm/ min| @ | @ |[RPM/min|mm/ min| @ | @€ |[RPM/min|mm/ min| 3 | 3
CED| R NL
6 0.3R | 25 6,500 1,300 |0.24| 1.2 6,500 1,100 02112 6,500 930 0.15( 1
6 |03R| 30 5,100 1,000 | 0.2 | 1.2 | 5,100 850 0.18( 1.2 || 5,100 720 0.16| 1
6 |03R | 35 4,200 800 02| 1 4,200 680 0.18| 1 4,200 580 0.16| 0.8
6 |03R| 40 3,700 700 0.15| 1 3,700 600 0.13] 1 3,700 510 0.11| 0.8
6 |03R | 45 2,600 480 0.13] 1 2,600 400 01| 1 2,600 340 0.08| 0.8
6 0.3R | 50 2,300 420 01109 2,300 360 0.08| 0.9 2,300 300 0.06| 0.7

Side Milling Work Material
H ROugh ing F-“,\'\5\'\'\\'\g
% G14 | G15 | G16 | G17 I:---; el
a 2 o L :oo ;o: 100;
1. Please select high rigid tool holder and collet chuck during machining.
2. Please select the suitable cutting fluid.
3. Fordry cutting, please use air blow for chip removal and cooling.
4. These cutting data are for reference only.Please adjust the cutting speed according to machine capability

and working conditions.
5. If vibrations occur during cutting process, adjust and reduce the cutting speed.
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Recommended Cutting Condition

RPX600IE” - 24344TO | P.14-15 Corner Radius End Mill

bl Stet;lté ePIrehardened Hardened Steel Hardened Steel
Work Material el for Sem:(r);:glz:g Process for Fli‘l)s;?g'g-l Ilzfocess
for High Speed Roughing

Cutting

Condition R:I’\)/Ie/‘::\’in m:'\e/e:ﬁn ap | A lel’\)lle/er:ljin mrie/er‘:\in ap | 3 lel?lle/?:l‘in mrtle/er:in ap | e
CED| R NL

2 |02R| 5 18,000 1,920 |0.15]0.33| 18,000 1,960 |0.13]0.33| 18,000 1,380 |0.06]0.33
2 |0.2R| 10 | 12,000 1,260 |[0.15(0.33| 12,000 1,200 |(0.13|0.33| 12,000 1,230 |0.06|0.33
2 [0.2R| 15 7,800 940 0.12|0.33|| 7,800 890 0.1 (033 7,800 780 0.06 [ 0.33
2 [0.2R| 20 6,200 750 0.1 [0.24| 6,200 720 0.07|0.24| 6,200 660 0.06 [ 0.19
2 [0.2R| 25 4,700 570 0.07]0.24( 4,700 540 0.06]0.24( 4,700 460 0.06]0.19
2 | 0.2R| 30 3,500 420 0.07 (0.24| 3,500 360 0.05(0.24| 3,500 360 0.05]0.19
2 | 0.2R| 35 3,500 400 0.07(0.16| 3,500 340 0.04(0.16| 3,500 340 0.04(0.13
25 [ 0.2R | 15 8,900 960 0.15(0.33( 8,900 980 0.15(0.33| 8,900 740 0.08 | 0.27
25| 0.2R| 20 6,300 690 0.15| 0.33|[ 6,300 590 0.15|0.33|| 6,300 530 0.08 | 0.27
25| 0.2R| 25 5,100 560 0.12| 0.24|f 5,100 470 0.12|0.24|| 5,100 420 0.08 | 0.19
25| 0.2R| 30 3,800 410 0.12| 0.24|f 3,800 350 0.12| 0.24| 3,800 320 0.08 | 0.19
25| 0.2R | 40 2,800 300 0.1 [0.24| 2,800 260 0.1 (0.24] 2,800 230 0.08 | 0.19
25| 0.2R| 50 2,800 300 0.08|0.16|f 2,800 260 0.08|0.16| 2,800 230 0.07 | 0.13
3 |0.2R| 20 7,500 1,320 |0.12(0.41) 7,500 1,130 |0.12(0.41 7,500 960 0.1 (0.34
3 | 0.2R| 25 4,800 840 0.12)0.33( 4,800 720 0.12(0.33| 4,800 740 0.1 (0.27
3 | 0.2R| 30 3,800 660 0.1 [ 0.33 3,800 570 0.1 {0.33[ 3,800 590 0.08 | 0.27
3 | 0.2R| 40 2,600 510 0.08]0.24( 2,600 460 0.080.24( 2,600 390 0.07(0.19
3 | 0.2R| 50 2,200 420 0.08|0.24( 2,200 360 0.08|0.24( 2,200 320 0.07|0.19
4 [03R| 10 9,500 2,520 | 0.2 |0.74| 9,500 2,160 | 0.2 |0.74| 9,500 2,000 |0.12(0.66
4 [03R| 15 9,000 2,400 | 0.2 |0.66( 9,000 2,000 | 0.2 |0.66( 9,000 1,730 |0.12(0.54
4 [03R| 20 8,200 2,040 | 0.2 |0.58( 8,200 1,740 |0.14(0.58] 8,200 1,480 |0.12(0.48
4 [03R| 25 5,500 1,380 |0.15(0.58| 5,500 1,180 |0.11(0.58] 5,500 1,000 |0.09(0.48
4 | 0.3R| 30 4,500 1,160 (0.15| 0.58(f 4,500 1,020 |0.09(0.58| 4,500 960 0.07 | 0.48
4 [03R| 35 3,600 900 0.120.49( 3,600 820 0.09 (0.49| 3,600 780 0.07 | 0.4
4 | 0.3R| 40 3,000 750 0.12| 0.49| 3,000 700 0.09 (0.49] 3,000 680 0.07 | 0.4
4 | 0.3R| 45 2,700 680 0.1 (0.41| 2,700 600 0.08 (0.41| 2,700 580 0.06 | 0.34
4 | 0.3R| 50 2,500 620 0.1 (0.41| 2,500 540 0.08 (0.41| 2,500 520 0.06 | 0.34
6 | 03R| 10 7,200 2,520 [0.35|1.08{f 7,200 2,160 |[0.24]11.08| 7,200 2,210 |0.15(0.73
6 | 03R| 15 7,000 2,400 |[0.35|1.08{f 7,000 2,450 |(0.2411.08| 7,000 1,730 |0.15]0.73
6 | 03R| 20 6,800 2,160 [0.24|0.99(f 6,800 2,210 0.2 {0.99( 6,800 1,560 |0.15]0.65
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Recommended Cutting Condition

RPX600IE- 24344T0 | P.14-15 Corner Radius End Mill

Al Stec;lté :Irehardened Hardened Steel Hardened Steel
Work Material ~40HRC 40~50HRC 50~60HRC
for High Speed Roughing for Semi-roughing Process for Finishing Process
Cutting
Condition Speed Feed Speed Feed Speed Feed
RPM/min|mm/ min| @ | @ |[RPM/min|mm/ min| @ | @€ |[RPM/min|mm/ min| 3 | 3
CED| R NL
6 0.3R | 25 6,500 1,560 |10.2410.99| 6,500 1,320 0.2 10.99| 6,500 1,120 |0.15]0.65
6 |03R| 30 5,100 1,200 | 0.2 [0.99( 5,100 1,230 |0.18|0.99( 5,100 870 0.16 | 0.65
6 |03R | 35 4,200 960 0.2 | 0.83| 4,200 980 0.18(0.83| 4,200 700 0.16]0.52
6 |03R| 40 3,700 840 0.15]0.83| 3,700 720 0.13(0.83| 3,700 740 0.11(0.52
6 | 03R| 45 2,600 580 0.13]0.83| 2,600 480 0.1 | 0.83| 2,600 490 0.08 | 0.52
6 0.3R | 50 2,300 510 0.1 10.74) 2,300 440 0.0810.74| 2,300 360 0.06]0.44

Side Milling Work Material
H ROugh ing F-“,\'\5\'\'\\'\g
% G14 | G15 | G16 | G17 I:---; el
a 2 o L :oo ;o: 100;
1. Please select high rigid tool holder and collet chuck during machining.
2. Please select the suitable cutting fluid.
3. Fordry cutting, please use air blow for chip removal and cooling.
4. These cutting data are for reference only.Please adjust the cutting speed according to machine capability

and working conditions.
5. If vibrations occur during cutting process, adjust and reduce the cutting speed.
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Recommended Cutting Condition

RPX600IE’- 1433370 | P.16-17 Square End Mill

Work Alloyed Steel / Prehardened Steel Hardened Steel Hardened Steel
. ~40HRC 40~50HRC 50~60HRC
Material for High Speed Roughing for Semi-roughing Process for Finishing Process
Cutting
cc:;dltl:\:: lell\olle/ﬁin mrl:1e/e:1in ap | Qe lel’\)ne/?:in m;e/e:'\in ap | e lel?lle/er:in m:'le/e:‘lin p | e
2 5 18,000 1,600 0.15| 04 18,000 1,360 0.13| 04 18,000 1,150 0.06 | 04
2 10 12,000 1,050 0.15| 04 12,000 1,000 0.13| 04 12,000 850 0.06 | 04
2 15 7,800 780 0.12 | 04 7,800 740 0.1 0.4 7,800 650 0.06 | 0.4
2 20 6,200 620 0.1 0.3 6,200 600 0.07 | 0.3 6,200 550 0.06 | 0.3
2 25 4,700 470 0.07 | 0.3 4,700 450 0.06 | 0.3 4,700 380 0.06 | 0.3
2 30 3,500 350 0.07 | 0.3 3,500 300 0.05( 0.3 3,500 300 0.05| 0.3
2 35 3,500 330 0.07 | 0.2 3,500 280 0.04 | 0.2 3,500 280 0.04 | 0.2
2.5 15 8,900 800 0.15| 04 8,900 680 0.15| 04 8,900 610 0.08| 0.4
2.5 20 6,300 570 0.15| 04 6,300 490 0.15| 04 6,300 440 0.08| 0.4
2.5 25 5,100 460 0.12 | 0.3 5,100 390 0.12 | 0.3 5,100 350 0.08 | 0.3
2.5 30 3,800 340 0.12 | 0.3 3,800 290 0.12 | 0.3 3,800 260 0.08 | 0.3
2.5 40 2,800 250 0.1 0.3 2,800 210 0.1 0.3 2,800 190 0.08| 0.3
2.5 50 2,800 250 0.08 | 0.2 2,800 210 0.08 | 0.2 2,800 190 0.07 | 0.2
3 20 7,500 1,100 0.12 | 0.5 7,500 940 0.12 | 0.5 7,500 800 0.1 0.5
3 25 4,800 700 0.12| 04 4,800 600 0.12 | 04 4,800 510 0.1 0.4
3 30 3,800 550 0.1 0.4 3,800 470 0.1 0.4 3,800 400 0.08| 04
3 40 2,600 420 0.08 | 0.3 2,600 380 0.08 | 0.3 2,600 320 0.07 | 0.3
3 50 2,200 350 0.08 | 0.3 2,200 300 0.08 | 0.3 2,200 260 0.07 | 0.3
4 10 9,500 2,100 0.2 0.9 9,500 1,800 0.2 0.9 9,500 1,530 0.12 | 0.8
4 15 9,000 2,000 0.2 0.8 9,000 1,700 0.2 0.8 9,000 1,440 0.12 | 0.8
4 20 8,200 1,700 0.2 0.7 8,200 1,450 0.14 | 0.7 8,200 1,230 0.12 | 0.7
4 25 5,500 1,150 0.15| 0.7 5,500 980 0.11 | 0.7 5,500 830 0.09 | 0.7
4 30 4,500 960 0.15| 0.7 4,500 820 0.09 | 0.7 4,500 830 0.07 | 0.7
4 35 3,600 750 0.12 | 0.6 3,600 640 0.09 | 0.6 3,600 800 0.07 | 0.6
4 40 3,000 620 0.12 | 0.6 3,000 530 0.09 | 0.6 3,000 650 0.07 | 0.6
4 45 2,700 560 0.1 0.5 2,700 480 0.08 | 0.5 2,700 610 0.06 | 0.5
4 50 2,500 510 0.1 0.5 2,500 430 0.08 | 0.5 2,500 580 0.06 | 0.5
6 10 8,000 2,100 035] 13 8,000 1,800 024 1.3 8,000 1,530 015 11
6 15 7,800 2,000 035 13 7,800 1,700 0.24 ( 1.3 7,800 1,440 015 11
6 20 7,200 1,800 024 1.2 7,200 1,530 0.2 1.2 7,200 1,300 0.15 1
6 25 6,500 1,300 024 1.2 6,500 1,100 0.2 1.2 6,500 930 0.15 1
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Recommended Cutting Condition

RPX600IE”- 1433370 | P.16-17 Square End Mill

Work Alloyed Steel / Prehardened Steel Hardened Steel Hardened Steel
ial ~40HRC 40~50HRC 50~60HRC
Materia for High Speed Roughing for Semi-roughing Process for Finishing Process
Cutting
Condition Speed Feed Speed Feed Speed Feed
RPM/min|mm/ min| @ | @ [RpM/min|mm/min| @ | @€ |RPM/min|mm/min| 3 |
CED NL
6 30 5,100 1,000 0.2 1.2 5,100 850 0.18 | 1.2 5,100 720 0.16 1
6 35 4,200 800 0.2 1 4,200 680 0.18 1 4,200 580 0.16 | 0.8
6 40 3,700 700 0.15 1 3,700 600 0.13 1 3,700 510 0.11 | 0.8
6 45 2,600 480 0.13 1 2,600 400 0.1 1 2,600 340 0.08 | 0.8
6 50 2,300 420 0.1 ] 0.9 2,300 360 0.08| 0.9 2,300 300 0.06| 0.7

Side Milling Work Material
7| G14 | G15 | G16 | G17 ST
A . ° ° o < > < >
@ ] 100 0 100
1. Please select high rigid tool holder and collet chuck during machining.
2. Please select the suitable cutting fluid.
3. Fordry cutting, please use air blow for chip removal and cooling.
4. These cutting data are for reference only.Please adjust the cutting speed according to machine capability

and working conditions.
5. If vibrations occur during cutting process, adjust and reduce the cutting speed.
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Recommended Cutting Condition

RPX600IE”- 14344TO | P.18-19 Square End Mill

Work Alloyed Steel / Prehardened Steel Hardened Steel Hardened Steel
. ~40HRC 40~50HRC 50~60HRC
Material for High Speed Roughing for Semi-roughing Process for Finishing Process
Cutting
cc:;dltl:\)l: lelcle/?:in m:‘\e/e:\in p | e lell\olle/ﬁin mrl:1e/e:1in ap | Qe lel’\)ne/?:in m;e/er?\in ap | e
2 5 18,000 1,920 0.15 | 0.33 | 18,000 1,850 0.13 |1 0.33 | 18,000 1,380 0.06 | 0.33
2 10 12,000 1,260 0.15 | 0.33 | 12,000 1,200 0.13 1 0.33 || 12,000 1,230 0.06 | 0.33
2 15 7,800 940 0.12 |1 0.33 7,800 890 0.1 | 0.33 7,800 780 0.06 | 0.33
2 20 6,200 750 0.1 | 0.24 6,200 720 0.07 | 0.24 6,200 660 0.06 | 0.19
2 25 4,700 570 0.07 | 0.24 4,700 540 0.06 | 0.24 4,700 460 0.06 | 0.19
2 30 3,500 420 0.07 | 0.24 3,500 430 0.05 | 0.24 3,500 360 0.05 | 0.19
2 35 3,500 400 0.07 | 0.16 3,500 340 0.04 | 0.16 3,500 360 0.04 | 0.13
2.5 15 8,900 960 0.15 | 0.33 8,900 980 0.15 | 0.27 8,900 740 0.08 | 0.22
2.5 20 6,300 690 0.15 | 0.33 6,300 590 0.15 | 0.27 6,300 530 0.08 | 0.22
2.5 25 5,100 560 0.12 | 0.24 5,100 470 0.12 | 0.19 5,100 420 0.08 | 0.15
2.5 30 3,800 410 0.12 | 0.24 3,800 350 0.12 | 0.19 3,800 320 0.08 | 0.15
2.5 40 2,800 300 0.1 | 0.24 2,800 260 0.1 | 0.19 2,800 230 0.08 | 0.15
2.5 50 2,800 300 0.08 | 0.16 2,800 260 0.08 | 0.13 2,800 230 0.07 | 0.1
3 20 7,500 1,320 0.12 ] 0.41 7,500 1,130 0.12 | 0.34 7,500 960 0.1 | 0.28
3 25 4,800 840 0.12 ] 0.33 4,800 720 0.12 | 0.27 4,800 740 0.1 | 0.22
3 30 3,800 660 0.1 |1 0.33 3,800 570 0.1 | 0.27 3,800 590 0.08 | 0.22
3 40 2,600 510 0.08 | 0.24 2,600 460 0.08 | 0.19 2,600 390 0.07 | 0.15
3 50 2,200 420 0.08 | 0.24 2,200 360 0.08 | 0.19 2,200 320 0.07 | 0.15
4 10 9,500 2,520 0.2 | 0.74 9,500 2,160 0.2 | 0.61 9,500 2,000 0.12 | 0.66
4 15 9,000 2,400 0.2 | 0.66 9,000 2,000 0.2 | 0.54 9,000 1,730 0.12 | 0.44
4 20 8,200 2,040 0.2 | 0.58 8,200 1,740 0.14 | 0.48 8,200 1,480 0.12 | 0.39
4 25 5,500 1,380 0.15 | 0.58 5,500 1,180 0.11 | 0.48 5,500 1,000 0.09 | 0.39
4 30 4,500 1,160 0.15 | 0.58 4,500 990 0.09 | 0.48 4,500 900 0.07 | 0.39
4 35 3,600 900 0.12 | 0.49 3,600 770 0.09| 04 3,600 700 0.07 | 0.33
4 40 3,000 750 0.12 | 0.49 3,000 640 0.09| 04 3,000 560 0.07 | 0.33
4 45 2,700 680 0.1 (041 2,700 580 0.08 | 0.34 2,700 520 0.06 | 0.28
4 50 2,500 620 0.1 (041 2,500 520 0.08 | 0.34 2,500 460 0.06 | 0.28
6 10 8,000 2,520 0.35] 1.08 8,000 2,160 0.24 | 0.89 8,000 2,210 0.15 | 0.57
6 15 7,800 2,400 0.35] 1.08 7,800 2,450 0.24 | 0.89 7,800 1,730 0.15 | 0.57
6 20 7,200 2,160 0.24 | 0.99 7,200 2,210 0.2 | 0.82 7,200 1,560 0.15 | 0.51
6 25 6,500 1,560 0.24 | 0.99 6,500 1,320 0.2 | 0.82 6,500 1,120 0.15 | 0.51
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Recommended Cutting Condition

RPX600IE’- 14344TO | P.18-19 Square End Mill

Work Alloyed Steel / Prehardened Steel Hardened Steel Hardened Steel
M ial ~40HRC 40~50HRC 50~60HRC
ateria for High Speed Roughing for Semi-roughing Process for Finishing Process
Cutting
Condition Speed Feed Speed Feed Speed Feed
RPM/min|mm/ min| @ | @ [RpM/min|mm/min| @ | @€ |RPM/min|mm/min| 3 |
CED NL
6 30 5,100 1,200 0.2 | 0.99 5,100 1,230 0.18 | 0.82 5,100 870 0.16 | 0.51
6 35 4,200 960 0.2 | 0.83 4,200 980 0.18 | 0.69 4,200 700 0.16 | 04
6 40 3,700 840 0.15 | 0.83 3,700 720 0.13 | 0.69 3,700 740 0.11 )| 04
6 45 2,600 580 0.13 ] 0.83 2,600 480 0.1 | 0.69 2,600 490 0.08 | 0.4
6 50 2,300 510 0.1 | 0.74 2,300 440 0.08 | 0.61 2,300 360 0.06 | 0.34

Side Milling Work Material
7| G14 | G15 | G16 | G17 ST
A . ° ° o < > < >
@ ] 100 0 100
1. Please select high rigid tool holder and collet chuck during machining.
2. Please select the suitable cutting fluid.
3. Fordry cutting, please use air blow for chip removal and cooling.
4. These cutting data are for reference only.Please adjust the cutting speed according to machine capability

and working conditions.
5. If vibrations occur during cutting process, adjust and reduce the cutting speed.
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Recommended Cutting Condition

RTX600IE”- 84333TO | P.20-21

Alloyed Steel / Prehardened

Ball Nose End Mill

Hardened Steel

Hardened Steel

Work Material ,,ﬁf_ﬁlc . 40~50HRC 50~60HRC
for High Speed Roughing or Semi-roughing Process for Finishing Process

Cutting

Condition R:I’\)/Ie/‘::\’in m:'\e/e:ﬁn ap | A lel’\)lle/er:ljin mrie/er‘:\in ap | 3 lel?lle/?:l‘in mrtle/er:in ap | e
CED| R | NL

1 |O5R| 5 18,000 900 0.05(0.16| 18,000 850 0.05|0.16| 18,000 800 0.03]0.03
1 | 0.5R | 10 | 16,000 800 0.04|0.16| 16,000 700 |0.04]0.16( 16,000 700 0.03 | 0.03
1 |05R | 15 8,000 420 0.03|0.16| 8,000 400 |0.03(0.16| 8,000 400 0.03 | 0.03
1 |05R| 20 6,000 300 0.02|0.12|| 6,000 280 |0.02|0.12| 7,000 280 0.03 | 0.03
1.5 |0.75R| 5 18,000 1,500 | 0.1 | 0.3 || 16,000 1,300 | 0.1 | 0.3 | 18,000 1,300 |0.04|0.04
1.5 |0.75R| 10 || 15,000 1,100 (0.06(0.25| 15,000 950 |0.06[0.25| 16,000 1,000 |0.04|0.04
1.5 |0.75R| 15 7,500 550 0.02( 0.2 7,500 500 0.02| 0.2 7,500 400 0.04 | 0.04
1.5 |0.75R| 20 5,300 380 0.02( 0.2 5,300 350 0.02| 0.2 5,300 280 0.04 | 0.04
1.5 |0.75R| 25 5,000 300 0.02| 0.2 || 5,000 270 |0.02| 0.2 | 5,000 250 0.04 [ 0.04
1.5 |0.75R| 30 (| 4,200 250 0.01|0.15|f 4,200 230 |0.01|0.15| 4,200 210 |[0.04|0.04
2 1R | 10 | 12,000 1,250 |(0.14| 0.4 || 11,000 1,100 |(0.14| 0.4 | 12,000 1,200 |0.06|0.05
2 1R | 15 7,800 820 0.14( 0.4 || 7,800 780 0.14| 0.4 | 7,800 780 0.06 | 0.05
2 1R | 20 6,200 650 0.13| 0.4 || 6,200 600 0.13| 0.4 | 6,200 600 0.06 | 0.05
2 1R 25 4,700 500 0.12( 0.3 4,700 470 0.12( 0.3 4,700 470 0.06 | 0.05
2 1R 30 3,800 400 0.1 ] 0.3 3,500 340 0.1 0.3 3,500 380 0.06 | 0.05
2 1R 40 3,500 360 0.07( 0.3 3,500 340 0.07( 0.3 3,400 300 0.06 | 0.05
2 1R 50 3,500 340 0.06( 0.1 3,500 310 0.06( 0.1 3,500 280 0.06 | 0.05
2 1R | 60 3,200 290 0.05| 0.1 || 3,200 270 0.05| 0.1 | 3,200 250 [0.06|0.05
3 [1.5R| 15 || 12,000 1,900 | 0.2 | 0.5 8,000 1,200 | 0.2 | 0.5 | 10,000 1,500 |0.09]0.08
3 [15R | 20 7,500 1,150 (0.19| 0.5 || 7,200 1,000 (0.19| 0.5 | 7,500 1,000 |0.09]0.08
3 | 15R| 25 4,800 750 0.19| 0.5 || 4,600 700 0.19| 0.5 | 5,500 800 |0.09|0.08
3 [15R | 30 || 4,000 630 0.16| 0.4 || 3,400 500 0.16| 0.4 | 5,000 680 [0.09|0.08
3 1.5R | 40 2,800 440 0.13( 0.4 2,600 400 0.13( 0.4 3,500 500 0.09 | 0.08
3 | 1.5R | 50 2,200 350 0.1 | 04 | 2,200 320 0.1 | 04 | 2,200 320 0.09 | 0.08
3 [1.5R | 60 2,200 350 0.07| 0.4 || 2,200 280 |0.07| 0.4 | 2,200 260 0.09 | 0.08
3 [15R | 70 2,100 280 0.07| 0.4 || 2,100 240 |0.07| 0.4 | 2,100 230 0.09 | 0.08
4 2R | 30 5,000 1,050 | 0.2 | 0.6 || 4,500 800 0.2 | 0.6 | 4,500 750 0.08| 0.1
4 2R 40 3,600 750 0.16( 0.5 3,600 650 0.16| 0.5 3,600 590 0.08| 0.1
4 2R 50 3,000 630 0.12( 0.5 3,000 550 0.12| 0.5 3,000 500 0.08| 0.1
4 2R 60 2,700 550 0.1 0.4 2,700 500 0.1 ] 04 2,700 450 0.08 | 0.08
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Recommended Cutting Condition

RTX600IE"- 84333TO | P.20-21 Ball Nose End Mill

il Stec;lté ePIrehardened Hardened Steel Hardened Steel
Work Material e for Semif(r);:g\-::g Process for FIIS‘I(I)S‘J‘IGIg: I:’f':ocess
for High Speed Roughing
Cutting

CE;on:tlonNL lel?lle/?t(l‘in mrtle/ercrllin ap | e RSIF\)/I?::\’in mrtle/eriin ap | Qe lel’\)lle/?:l’in mrie/er(:\in ap | @e
4 2R 70 2,500 520 01|04 2,500 450 0.1 ] 0.4 2,500 400 0.08 | 0.08
4 2R | 80 2,300 490 0.1 04| 2300 410 0.1 (04| 2300 350 0.08 [ 0.08
5 | 2.5R | 30 4,800 1,200 | 0.2 | 0.8 | 4,800 850 0.2 [ 0.8 | 5,100 960 0.15 [ 0.25
5 | 25R | 35 4,400 1,100 |0.14| 0.8 || 4,400 750 0.14| 0.8 || 5,100 880 0.15(0.25
5 | 2.5R | 40 3,100 750 0.1 | 0.6 | 3,100 650 0.1 | 0.6 | 4,000 750 0.15| 0.2
5 | 2.5R | 50 2,700 600 0.1 (0.6 | 2,700 550 0.1 | 0.6 | 3,000 600 0.15| 0.1
5 [25R | 60 2,500 550 0.1 | 0.6 2,500 500 0.08 0.5 2,500 480 0.15( 0.1
5 | 25R| 70 2,300 500 0.1 | 0.6 2,300 450 0.08 0.5 2,300 410 0.15( 0.08
5 |[2.5R| 80 2,100 450 0.1 [ 0.5 2,100 410 0.08| 0.5 || 2,100 370 0.15| 0.08
6 3R | 40 3,700 820 02| 1 3,600 720 02| 1 3,700 670 0.15]0.16
6 3R | 50 3,000 620 0.1 | 0.8 2,600 520 0.1 | 0.8 2,600 480 0.1 [0.16
6 3R | 60 2,800 550 0.1 | 08| 2,600 520 0.1 | 0.8 2,600 480 0.1 [0.16
6 3R | 90 2,500 500 0.08| 0.6 | 2,500 420 0.08| 0.6 || 2,500 380 0.08]0.16

General Milling Work Material

Y

i i Fshine
W @ |G14| 615|616 | 617 --; A‘-

v 100 0 100

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable cutting fluid.
For dry cutting, please use air blow for chip removal and cooling.

WM

These cutting data are for reference only.Please adjust the cutting speed according to machine capability
and working conditions.

5. If vibrations occur during cutting process, adjust and reduce the cutting speed.
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Recommended Cutting Condition

RTX600IE’ - 84344TO | P.22-23 Ball Nose End Mill

bl Stet;lté ePIrehardened Hardened Steel Hardened Steel
Work Material el for Sem:(r);:glz:g Process for Fli‘l)s;?g'g-l Ilzfocess
for High Speed Roughing

Cutting

Condition R:I’\)/Ie/‘::\’in m:'\e/e:ﬁn ap | A lel’\)lle/er:ljin mrie/er‘:\in ap | 3 lel?lle/?:l‘in mrtle/er:in ap | e
CED| R NL

1 |O05R| 5 18,000 1,080 |0.05]0.13| 18,000 1,020 |0.05]0.13| 18,000 960 0.03]0.02
1 |05R| 10 16,000 960 0.04(0.13|| 16,000 840 0.040.13| 16,000 840 0.03]0.02
1 |05R| 15 8,000 510 0.03(0.13} 8,000 480 0.03|0.13|f 8,000 480 0.03]0.02
1 |05R| 20 6,000 360 0.02 (0.09| 6,000 340 0.02|0.09( 7,000 340 0.03]0.02
1.5 |0.75R| 5 18,000 1,800 | 0.1 [0.24| 16,000 1,560 | 0.1 [0.24| 18,000 1,560 |0.04|0.03
1.5 |0.75R| 10 || 15,000 1,320 (0.06| 0.2 || 15,000 1,140 (0.06| 0.2 | 16,000 1,200 |0.04|0.03
1.5 |0.75R| 15 7,500 660 0.02|0.16| 7,500 600 0.02 (0.16| 7,500 480 0.04 [ 0.03
1.5 |0.75R| 20 5,300 460 0.02|0.16| 5,300 420 0.02 (0.16| 5,300 340 0.04 ( 0.03
1.5 |0.75R| 25 5,000 360 0.02 (0.16( 5,000 390 0.02 (0.16| 5,000 300 0.04 | 0.03
1.5 |0.75R| 30 4,200 300 0.01(0.12( 4,200 280 0.01(0.12| 4,200 260 0.04 | 0.03
2 1R 10 12,000 1,500 [0.14(0.33} 11,000 1,320 |0.14]0.33| 12,000 1,440 |0.06|0.04
2 1R 15 7,800 990 0.14(0.33| 7,800 940 0.14(0.33| 7,800 940 0.06 [ 0.04
2 1R | 20 6,200 780 0.13]|0.33|| 6,200 720 0.13|0.33|| 6,200 720 0.06 | 0.04
2 1R | 25 4,700 600 0.12|0.24|| 4,700 570 0.12|0.24| 4,700 570 0.06 | 0.04
2 1R | 30 3,800 480 0.1 [0.24] 3,500 490 0.1 [0.24] 3,500 460 0.06 | 0.04
2 1R 40 3,500 440 0.07(0.24| 3,500 410 0.07 (0.24| 3,400 360 0.06 | 0.04
2 1R 50 3,500 410 0.06| 0.08{f 3,500 380 0.06 [ 0.08| 3,500 340 0.06 | 0.04
2 1R 60 3,200 350 0.05| 0.08{f 3,200 330 0.05(0.08| 3,200 300 0.06 | 0.04
3 1.5R | 15 12,000 2,280 0.2 (041 8,000 1,440 0.2 (0.41( 10,000 1,800 |0.09]|0.06
3 | 1.5R| 20 7,500 1,380 |0.19(0.41| 7,200 1,200 |0.19(0.41| 7,500 1,200 |0.09 | 0.06
3 | 1.5R| 25 4,800 900 0.19]0.41( 4,600 840 0.19|0.41| 5,500 960 0.09 | 0.06
3 | 1.5R| 30 4,000 760 0.16| 0.33| 3,400 600 0.16| 0.33|| 5,000 820 0.09 | 0.06
3 | 1.5R | 40 2,800 530 0.13] 0.33| 2,600 480 0.13]0.33f 3,500 600 0.09 | 0.06
3 1.5R | 50 2,200 420 0.1 {0.33( 2,200 390 0.1 [{0.33| 2,200 470 0.09 | 0.06
3 1.5R | 60 2,200 420 0.07 (0.33 | 2,200 340 0.07|0.33| 2,200 320 0.09 | 0.06
3 [15R | 70 2,100 340 0.07 | 0.33|[ 2,100 290 0.07 [ 0.33| 2,100 280 0.09 | 0.06
4 2R | 30 5,000 1,260 | 0.2 |0.49( 4,500 960 0.2 (0.49| 4,500 900 0.08 [ 0.16
4 2R | 40 3,600 900 0.16|0.41| 3,600 780 0.16|0.41| 3,600 710 0.08 [ 0.16
4 2R | 50 3,000 760 0.12|0.41| 3,000 660 0.12|0.41| 3,000 600 0.08 [ 0.16
4 2R | 60 2,700 660 0.1 [0.33] 2,700 600 0.1 [0.33| 2,700 650 0.08 [ 0.16
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Recommended Cutting Condition

RTX600IE"- 84344TO | P.22-23 Ball Nose End Mill

il Stec;lté ePIrehardened Hardened Steel Hardened Steel
Work Material e for Semif(r);:g\-::g Process for FIIS‘I(I)S‘J‘IGIg: I:’f':ocess

for High Speed Roughing

Cutting

CE;on:tlonNL lel?lle/?t(l‘in mrtle/ercrllin ap | e RSIF\)/I?::\’in mrtle/eriin ap | Qe lel’\)lle/?:l’in mrie/er(:\in ap | @e
4 2R 70 2,500 630 0.1 {0.33 2,500 540 0.1 {0.33) 2,500 480 0.08|0.16
4 2R | 80 2,300 590 0.1 [0.33| 2,300 500 0.1 [0.33| 2,300 420 0.08 [ 0.16
5 | 2.5R | 30 4,800 1,440 | 0.2 |0.66( 4,800 1,020 | 0.2 |0.66( 5,100 1,390 (0.15( 0.2
5 |25R | 35 4,400 1,320 (0.14|0.66( 4,400 900 0.14)|0.66| 5,100 1,270 (0.15( 0.2
5 | 2.5R | 40 3,100 900 0.1 (0.49| 3,100 780 0.1 [0.49( 4,000 900 0.15|0.16
5 | 2.5R | 50 2,700 720 0.1 (0.49| 2,700 660 0.1 (0.49( 3,000 720 0.15| 0.08
5 | 25R | 60 2,500 660 0.1 [0.49( 2,500 600 0.08 (0.41( 2,500 580 0.15( 0.08
5 | 25R| 70 2,300 600 0.1 [0.49( 2,300 650 0.08 (0.41( 2,300 500 0.15 | 0.06
5 |[2.5R| 80 2,100 540 0.1 (0.41] 2,100 500 0.08|0.41| 2,100 450 0.15| 0.06
6 3R | 40 3,700 990 0.2 (0.83]| 3,600 870 0.2 [0.83]| 3,700 810 0.15]0.13
6 3R | 50 3,000 750 0.1 [0.66] 2,600 630 0.1 [0.66] 2,600 580 0.1 (0.13
6 3R | 60 2,800 660 0.1 [0.66| 2,600 630 0.1 [0.66] 2,600 580 0.1 (0.13
6 3R | 90 2,500 600 0.08|0.49( 2,500 510 0.08|0.49( 2,500 460 0.08]0.13

General Milling Work Material

i i Fshine
W @ |G14| 615|616 | 617 --; A‘-

WM

Y

v 100 0 100

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable cutting fluid.
For dry cutting, please use air blow for chip removal and cooling.

These cutting data are for reference only.Please adjust the cutting speed according to machine capability
and working conditions.

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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Recommended Cutting Condition

+
RTX600IE - 24333TO | P.24 Corner Radius End Mill

Alloyed Steel / Prehardened

Steel Hardened Steel Hardened Steel
Work Material ~ 40~50HRC 50~60HRC
skl for Semi-roughing Process for Finishing Process
for High Speed Roughing
Cutting Speed Feed Speed Feed Speed Feed
e pee ee pee ee pee ee
CEgondetlonNL RPM/min|mm/ min| @ | @ [RPM/min|mm/ min| @ | @ |RPM/min|mm/ min| 3P | 3e

0.2R | 10 || 12,000 1,050 |0.15| 0.4 || 12,000 1,000 |0.13| 0.4 | 12,000 950 0.06 | 0.4

0.2R | 15 7,800 780 0.12| 0.4 7,800 740 0.1 |04 7,800 650 0.06 | 0.4

0.2R | 20 6,200 620 0.1 | 0.3 6,200 600 0.07( 0.3 6,200 550 0.06( 0.3

0.2R | 30 3,500 350 0.07| 0.3 || 3,500 300 0.05] 0.3 3,500 300 0.05] 0.3

0.2R | 40 3,500 300 0.07] 0.2 3,500 260 0.04 0.2 3,500 260 0.04( 0.2

2
2
2
2 |0.2R| 25 4,700 470 0.07| 0.3 | 4,700 450 0.06( 0.3 4,700 380 0.06] 0.3
2
2
2

0.2R | 50 3,000 220 0.06| 0.1 3,000 200 0.03| 0.1 3,000 180 0.03| 0.1

25 | 0.2R | 15 8,900 800 0.15] 0.4 || 8,900 680 0.15] 0.4 || 8,900 610 0.08] 0.4

2.5 | 0.2R [ 20 6,300 570 0.15] 0.4 || 6,300 490 0.15] 0.4 | 6,300 440 0.08| 0.4

25 | 0.2R | 25 5,100 460 0.12] 0.3 || 5,100 390 0.12] 0.3 5,100 350 0.08] 0.3

2.5 [ 0.2R | 30 3,800 340 0.12| 0.3 3,800 290 0.12( 0.3 3,800 260 0.08 | 0.3

2.5 [ 0.2R | 40 2,800 250 0.1 | 0.3 2,800 210 0.1 |03 2,800 190 0.08 0.3

2.5 | 0.2R [ 50 2,800 250 0.08( 0.2 || 2,800 210 0.08] 0.2 || 2,800 190 0.07] 0.2

3 [0.2R ]| 20 7,500 1,100 |0.12| 0.5 7,500 940 0.12] 0.5 7,500 800 0.1 | 05
3 |0.2R| 25 4,800 700 0.12( 0.4 4,800 600 0.12| 0.4 4,800 510 0.1] 04
3 |0.2R| 30 3,800 550 0.1 ] 0.4 3,800 470 01| 04 3,800 400 0.08| 0.4
3 | 0.2R| 40 3,000 420 0.08( 0.3 3,000 380 0.08| 0.3 3,000 320 0.07| 0.3
3 [0.2R | 50 2,500 350 0.06] 0.3 2,500 300 0.06| 0.3 2,500 280 0.06| 0.3
4 | 03R| 30 5,500 1,150 |0.15( 0.7 5,500 980 0.11| 0.7 5,500 830 0.09] 0.7
4 | 03R| 40 4,500 960 0.15| 0.7 4,500 820 0.09| 0.7 4,500 700 0.07 | 0.7
4 [(0.3R | 50 3,600 750 0.12| 0.6 3,600 640 0.09| 0.6 3,600 540 0.07 | 0.6
4 [0.3R| 60 2,600 500 0.1 | 0.5 2,600 450 0.08| 0.5 2,600 380 0.06| 0.5
4 | 03R| 80 2,000 400 0.08| 0.4 2,000 340 0.06| 0.4 2,000 320 0.05| 0.4
6 | 0.3R]| 40 4,200 1,300 0.2 1 4,200 1,000 |0.18| 1 4,200 800 0.16| 0.8
6 [0.3R| 50 3,600 1,000 |0.13| 1 3,600 850 0.1 1 3,600 680 0.08| 0.8
6 | 0.3R| 60 2,800 720 0.1 ] 0.9 2,800 610 0.08| 0.9 2,800 540 0.06 | 0.7
6 | 03R| 80 1,700 500 0.05( 0.9 1,700 500 0.05| 0.9 1,700 400 0.04| 0.7
6 | 0.3R | 100 1,200 330 0.04( 0.7 1,200 280 0.04| 0.7 1,200 220 0.03| 0.6

Side Milling Work Material

H :. Roughing Finishin®
% G14 | G15 | G16 | G17 ||

ap e & bl R L :oo ;o: 100}

1. Please select high rigid tool holder and collet chuck during machining.

2. Please select the suitable cutting fluid.

3. Fordry cutting, please use air blow for chip removal and cooling.

4. These cutting data are for reference only.Please adjust the cutting speed according to machine capability

and working conditions.
5. If vibrations occur during cutting process, adjust and reduce the cutting speed.
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Recommended Cutting Condition

+
RTX600IE - 24344TO | P.25 Corner Radius End Mill

Alloyed Steel / Prehardened

steel Hardened Steel Hardened Steel
Work Material - 40~50HRC 50~60HRC
Al for Semi-roughing Process for Finishing Process
for High Speed Roughing
Cutting Speed Feed Speed Feed Speed Feed
ies pee ee pee ee pee ee
CEI:om:;tlonNL RPM/min|mm/ min| @ | @ |[RpM/min|mm/ min| @ | @€ |[RPM/min|mm/ min| 3 | 3

0.2R | 10 || 12,000 1,260 |0.15(0.33| 12,000 1,200 |0.13| 0.4 || 12,000 1,150 |0.06(0.33

0.2R | 15 7,800 940 0.12(0.33| 7,800 890 0.1] 04 7800 780 0.06 [ 0.33

0.2R | 20 6,200 750 0.1 10.24) 6,200 720 0.07| 0.3 || 6,200 660 0.06 (0.24

0.2R | 30 3,500 420 0.07 ({0.24| 3,500 360 0.05]| 0.3 3,500 360 0.050.24

0.2R | 40 3,500 360 0.07(0.16 3,500 320 0.04] 0.2 3,500 320 0.04]0.16

2
2
2
2 |0.2R| 25 4,700 570 0.07]0.24] 4,700 540 0.06| 0.3 || 4,700 460 0.06 (0.24
2
2
2

0.2R | 50 3,000 270 0.06]0.08] 3,000 240 0.03| 0.1 || 3,000 220 0.03 | 0.08

25 |02R| 15 8,900 960 0.15]0.33| 8,900 980 0.15(0.33] 8,900 740 0.08 [ 0.27

25 | 0.2R| 20 6,300 690 0.15]0.33| 6,300 590 0.15(0.33] 6,300 530 0.08 [ 0.27

25 [ 0.2R | 25 5,100 560 0.12 ({0.24| 5,100 470 0.1210.24| 5,100 420 0.080.19

2.5 [ 0.2R | 30 3,800 410 0.12]0.24} 3,800 350 0.12(0.24] 3,800 320 0.08 [ 0.19

2.5 | 0.2R| 40 2,800 300 0.1 10.24) 2,800 260 0.1 10.24) 2,800 230 0.08 [ 0.19

2.5 | 0.2R| 50 2,800 300 0.08 (0.16(| 2,800 260 0.08(0.16] 2,800 230 0.07(0.13

3 0.2R | 20 7,500 1,320 |0.12)0.41) 7,500 1,130 |0.12(0.41) 7,500 960 0.1 (0.34
3 0.2R | 25 4,800 840 0.12(0.33( 4,800 720 0.12| 0.33(f 4,800 740 0.1 (0.27
3 0.2R | 30 3,800 660 0.1 [ 0.33 3,800 570 0.1 {0.33 3,800 590 0.08 | 0.27
3 | 0.2R| 40 3,000 510 0.080.24| 3,000 460 0.08(0.24| 3,000 390 0.07]0.19
3 [ 0.2R| 50 2,500 420 0.06|0.24| 2,500 360 0.06(0.24| 2,500 340 0.06 | 0.19
4 [0.3R| 30 5,500 1,380 (0.15(0.58(f 5,500 1,180 |0.11|0.58| 5,500 1,000 |0.09|0.48
4 [ 0.3R| 40 4,500 1,160 (0.15(0.58(f 4,500 990 0.09] 0.58( 4,500 840 0.07) 0.48
4 | 0.3R| 50 3,600 900 0.120.49| 3,600 770 0.09(0.49| 3,600 650 0.07( 0.4
4 | 03R| 60 2,600 600 0.1 |0.41) 2,600 540 0.08(0.41| 2,600 460 0.06 | 0.34
4 [ 03R| 80 2,000 480 0.08|0.33| 2,000 410 0.06( 0.33| 2,000 390 0.05( 0.27
6 | 03R| 40 4,200 1,560 0.2 10.83| 4,200 1,200 |0.18(0.83| 4,200 1,160 |0.16|0.52
6 [0.3R| 50 3,600 1,200 |0.13]0.83| 3,600 1,230 0.1 {0.83| 3,600 1,190 |0.08|0.52
6 [0.3R| 60 2,800 870 0.1 [0.74f 2,800 740 0.08 (0.74| 2,800 650 0.06 (0.44
6 | 0.3R| 80 1,700 600 0.05|0.74| 1,700 600 0.05( 0.9 1,700 580 0.04 [ 0.58
6 | 0.3R | 100 1,200 400 0.04)0.58( 1,200 340 0.04| 0.7 1,200 270 0.03]0.49
Side Milling Work Material

WM

Y

H :I Roughing Finishin®
% G14 | G15 | G16 | G17 --; A‘-
1 < > <
ap ae

100 0 100

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable cutting fluid.
For dry cutting, please use air blow for chip removal and cooling.

These cutting data are for reference only.Please adjust the cutting speed according to machine capability
and working conditions.

If vibrations occur during cutting process, adjust and reduce the cutting speed.
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Recommended Cutting Condition

+
RTX600IE - 14333TO | P.26 Square End Mill

Work Alloyed Steel / Prehardened Steel Hardened Steel Hardened Steel
. ~40HRC 40~50HRC 50~60HRC
Material for High Speed Roughing for Semi-roughing Process for Finishing Process
Cutting Speed Feed Speed Feed Speed Feed
cc;:d't';: RPI’\)IIe/‘:nin mme/emin ap | Qe RPl'\)lIe/‘:nin mme/emin ap | Qe RPI?/Ie/?nin mme/emin ap e
2 10 12,000 1,050 0.15| 04 12,000 1,000 0.13 | 04 12,000 850 0.06 | 0.4
2 15 7,800 780 0.12 | 04 7,800 740 0.1 0.4 7,800 650 0.06 | 04
2 20 6,200 620 0.1 0.3 6,200 600 0.07 | 0.3 6,200 550 0.06 | 0.3
2 25 4,700 470 0.07 | 0.3 4,700 450 0.06 | 0.3 4,700 380 0.06 | 0.3
2 30 3,500 350 0.07 | 0.3 3,500 300 0.05| 0.3 3,500 300 0.05| 0.3
2 40 3,500 300 0.07 | 0.2 3,500 260 0.04 | 0.2 3,500 260 0.04 | 0.2
2 50 3,000 220 0.06 | 0.1 3,000 200 0.03| 0.1 3,000 180 0.03 | 0.1
2.5 15 8,900 800 0.15| 04 8,900 680 0.15| 04 8,900 610 0.08| 0.4
2.5 20 6,300 570 0.15| 0.4 6,300 490 0.15| 04 6,300 440 0.08| 0.4
2.5 25 5,100 460 0.12 | 0.3 5,100 390 0.12 | 0.3 5,100 350 0.08| 0.3
2.5 30 3,800 340 0.12 | 0.3 3,800 290 0.12 | 0.3 3,800 260 0.08 | 0.3
2.5 40 2,800 250 0.1 0.3 2,800 210 0.1 0.3 2,800 190 0.08 | 0.3
2.5 50 2,800 250 0.08 | 0.2 2,800 210 0.08 | 0.2 2,800 190 0.07 | 0.2
3 20 7,500 1,100 0.12 | 0.5 7,500 940 0.12 | 0.5 7,500 800 0.1 0.5
3 25 4,800 700 0.12| 04 4,800 600 0.12| 04 4,800 510 0.1 0.4
3 30 3,800 550 0.1 0.4 3,800 470 0.1 0.4 3,800 400 0.08| 04
3 40 3,000 420 0.08 | 0.3 3,000 380 0.08 | 0.3 3,000 320 0.07 | 0.3
3 50 2,500 350 0.06 | 0.3 2,500 300 0.06 | 0.3 2,500 280 0.06 | 0.3
4 30 5,500 1,150 0.15| 0.7 5,500 980 0.11 | 0.7 5,500 830 0.09 | 0.7
4 40 4,500 960 0.15 | 0.7 4,500 820 0.09 | 0.7 4,500 700 0.07 | 0.7
4 50 3,600 750 0.12 | 0.6 3,600 640 0.09 | 0.6 3,600 540 0.07 | 0.6
4 60 2,600 500 0.1 0.5 2,600 450 0.08 | 0.5 2,600 380 0.06 | 0.5
4 80 2,000 400 0.08| 0.4 2,000 340 0.06 | 0.4 2,000 320 0.05| 0.4
6 40 4,200 1,300 0.2 1 4,200 1,000 0.18 1 4,200 800 0.16 | 0.8
6 50 3,600 1,000 0.13 1 3,600 850 0.1 1 3,600 680 0.08 | 0.8
6 60 2,800 720 0.1 0.9 2,800 610 0.08 | 0.9 2,800 540 0.06 | 0.7
6 80 1,700 500 0.05| 09 1,700 500 0.05| 09 1,700 400 0.04 | 0.7
6 100 1,200 330 0.04 | 0.7 1,200 280 0.04 | 0.7 1,200 220 0.03 | 0.6
Side Milling Work Material
H :. Roughing Finishin®
21 G14 | G15 | G16 | G17 .. adl
ap a A [ ] [ ] [ ] (o] { ; : ;
RS 100 0 100

s WNR

and working conditions.

Please select the suitable cutting fluid.

Please select high rigid tool holder and collet chuck during machining.

For dry cutting, please use air blow for chip removal and cooling.

5. If vibrations occur during cutting process, adjust and reduce the cutting speed.
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These cutting data are for reference only.Please adjust the cutting speed according to machine capability




Recommended Cutting Condition

RTX600IE”- 1434470 | P.27 Square End Mill

Work Alloyed Steel / Prehardened Steel Hardened Steel Hardened Steel
ial ~40HRC 40~50HRC 50~60HRC
Materia for High Speed Roughing for Semi-roughing Process for Finishing Process
Cutting Speed Feed Speed Feed Speed Feed
" pee ee pee ee pee ee
Condition RPM/min|mm/ min| @ | 2e IRpM/min{mm/min| @ | 2¢ |RPM/min|mm/min| 8¢ | 3e

CED | NL
2 10 12,000 1,260 | 0.15 | 0.33 || 12,000 1,200 | 0.13 [ 0.33 || 12,000 1,230 | 0.06 | 0.33
2 15 7,800 940 0.12 1 033 || 7,800 890 0.1 [ 033 7,800 780 0.06 | 0.33
2 20 6,200 750 0.1 [ 0.24 || 6,200 720 0.07 | 0.24 || 6,200 660 0.06 | 0.19
2 25 4,700 570 0.07 | 0.24 || 4,700 540 0.06 | 0.24 || 4,700 460 0.06 | 0.19
2
2
2

30 3,500 420 0.07 | 0.24 || 3,500 360 0.05 | 0.24| 3,500 360 0.05 | 0.19
40 3,500 360 0.07 | 0.16 || 3,500 320 0.04 | 0.16 || 3,500 320 0.04 | 0.13
50 3,000 270 0.06 | 0.08 || 3,000 240 0.03 | 0.08 || 3,000 220 0.03 | 0.06
2.5 15 8,900 960 0.15 [ 0.33 || 8,900 980 0.15 | 0.27 || 8,900 740 0.08 | 0.22
2.5 20 6,300 690 0.15 [ 0.33 || 6,300 590 0.15 | 0.27 || 6,300 530 0.08 | 0.22
2.5 25 5,100 560 0.12 [ 0.24 || 5,100 470 0.12 [ 0.19 || 5,100 420 0.08 | 0.15
2.5 30 3,800 410 0.12 ] 0.24 || 3,800 350 0.12 | 0.19 || 3,800 320 0.08 | 0.15
2.5 40 2,800 300 0.1 [ 0.24| 2,800 260 0.1 | 0.19| 2,800 230 0.08 | 0.15
2.5 50 2,800 300 0.08 | 0.16 || 2,800 260 0.08 | 0.13 | 2,800 230 0.07 ] 0.1

3 20 7,500 1,320 0.12 | 041 7,500 1,130 0.12 |1 0.34 7,500 960 0.1 | 0.28
3 25 4,800 840 0.12 | 0.33 4,800 720 0.12 | 0.27 4,800 740 0.1 | 0.22
3 30 | 3,800 660 | 0.1 | 0.33| 3,800 570 | 0.1 |o0.27| 3,800 590 [0.08|0.22
3 40 | 3,000 510 | 0.08|o0.24| 3,000 460 | 0.08|0.19( 3,000 390 [0.07]0.15
3 50 | 2,500 420 |0.06]| 024 2500 360 | 0060.19] 2,500 340 [0.06]0.15
4 30 5,500 1,380 0.15 | 0.58 5,500 1,180 0.11 | 0.48 5,500 1,000 0.09 | 0.39
4 40 4,500 1,160 0.15 | 0.58 4,500 990 0.09 | 0.48 4,500 840 0.07 | 0.39
4 50 | 3,600 900 [0.12| 049 3,600 770 | 0.09| 04 | 3,600 650 | 0.07 | 0.33
4 60 | 2,600 600 | 0.1 |0.41| 2,600 540 | 008 034| 2,600 460 | 0.06 | 0.28
4 80 2,000 480 0.08 | 0.33 2,000 410 0.06 | 0.27 2,000 390 0.05 | 0.22
6 40 4,200 1,560 0.2 | 0.83 4,200 1,200 0.18 | 0.69 4,200 1,160 0.16 | 0.4
6 50 | 3,600 | 1,200 [0.13]0.83] 3600 | 1,230 | 0.1 [0.69| 3,600 | 1,190 | o0.08]| 0.4
6 60 2,800 870 0.1 | 0.74 2,800 740 0.08 | 0.61 2,800 650 0.06 | 0.34
6 80 | 1,700 600 |[0.05]0.74 | 1,700 600 |0.05][0.74| 1,700 580 |[0.04 | 0.44
6 | 100 | 1,200 400 |[0.04]058] 1,200 340 |0.04]058| 1,200 270 | 0.03 | 0.49
Side Milling Work Material
H :. Roughing Finishin®
a G14 | G15 | G16 | G17 S|
ap a Z| ° ° ° o < > < >
2 | 100 0 100

Please select high rigid tool holder and collet chuck during machining.
Please select the suitable cutting fluid.
For dry cutting, please use air blow for chip removal and cooling.

WM

These cutting data are for reference only.Please adjust the cutting speed according to machine capability
and working conditions.

5. If vibrations occur during cutting process, adjust and reduce the cutting speed.
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