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Variable-Lead End Mill NEO Series NEO-PHS NEO-EMS
NEO-CR-PHS NEO-CR-EMS

o\
BER "TSF)— " O84S !

VUV ENAT. BROBEFNIZE

Introducing the highly evolved "variable-lead" shape!
_ es chaitening, allowing for outstanding milling performa



AEFEU—RIVR=)L  variable-Lead End Mill

NEOYU—X

NEO Series

E(ERZ “AEFU—F I RA TR EVHID
AIREICIED . KO ERERIF I L ZRIR!

Smooth cutting is possible thanks to the highly evolved "variable-lead"
shape, providing highly efficient milling!

NV HRICED | Ml O LT ATEE!

The positive edge shape makes milling of hard-to-machine
materials possible!

BERXI1—-FRNUI—-3 V!

Comprehensive variety of corner radiuses!

@ BELERIAT. A L—2 YD FHEH

Ideal flute shape for smooth chip evacuation!

EXNDAEDE

Unequal spacing of end teeth

CDRARD
EEVZIZS!!

This shape suppresses chattering!!

AEHOFZY—K

Variable-lead of peripheral cutting edge

I NEOHE:Z*E I:.IZETEL\ ! The NEO does not chatter to this extent! I

— S e EHA —iéibh\jj‘

I8 NEO-PHS ¢10 Principal cutting force Thrust force Feed force
Tool
=
?&ﬁIJME SUS304 NEO-PHS EHiE(ESH) ﬂi’,*ipuA EHIE(ED )
Work Mtere Resktanggigutno Compee Reskiangs gutina
MIAE LAl AEFRE AFU—R RAfE 1220N rEHE FU—R BAfiE 1730N
Milling Method  Slotting Unequal spacing Variable-lead Max Unequal spacing Equal lead Max
SIHERE - . 1,000 1,000
Wil Spezed 2,230min”" (70m/min)
8 500 500
EDEE  og5mm/min (0.03mm/t) 3 i
Feed L 7 o
AR & ° &
TARS _

Milling Depth ap ek DY % 500 k‘ ’r % ~-500
UIHIEE]  ACEREGIHLmE (20f) S o0
Coolant Water Soluble Fluid (5%) g 1000 e i . { 5
ERM v =7t %2(BT40) 3 1500 81,500
Machine Vertical Machining Center (BT40)

-2,000 -2,000

B & Time (#) second BF 8 Time (#) second

AEFY—FOIRT. IHHEMZRES B BHiRRZRA

The variable-lead shape stabilizes cutting resistance to isolate vibration.
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Cutting Data

| NEO-PHS |

TE 15
Tw’f NEO-PHS ¢10
= NEO-PHSIC& A RIFSIITHE

*&EUM‘E Ti-6Al-4V Favorable ;achined surface
Work Material
MIAE AH|
Milling Method Slotting
1XHODEDE
Feed per Tooth et g 10 ‘ T
SsHE ATE LT (20£E) = 0-p z
Coolant Water Soluble Fluid (5%) dp 3 ]
{E Rt WLzt %(BT40)  (mm) :
Machine Vertical Machining Center (BT40)

S 5 ERETHCEUSE

g Cattering Occured

g fEeRmIHIRE

Previous cutting range
0
60 70 80 90 100 110 120
ENELEE Ve (m/min)
Milling Speed

HERUPDH#ULWVWEINIICHE VT, EE-EHDAH I T ZRA

High-speed, deep plunge milling is achieved during slotting, an operation that is ordinarily difficult to achieve efficiency.

| NEO-CR-PHS |

Is P—Iih\p r’ﬁ‘ﬁﬁ :%Dﬁﬁ
=1 ey rincipal cutting force rust force eed force
et NEO-CR-PHS ¢8XR1
w 400
RHIEL SUS304 NEO-CR-PHS B (E77)
Work Material 300 - Resistance cutting force direction |+
MIF% BRI A FEHE FHEU—R 200 | RAfEsaaN |
Milling Method Diagonal plunge Unequal spacing Variable-lead
YIHLRE . ; l
Nl Spezed 2,785min” (70m/min) 35 .
< L
RORE 500mm/min (0.045mm/1) & P
Feed
IENEIDABEE (50 3 .
Diagonal plunge angle 3 |
SRR KM H R (2015) 2
Coolant Water Soluble Fluid (5%) é
At SRy =2T 12 (BT40) 500 |
Machine Vertical Machining Center (BT40) B Time (#) second
400 |
EFR G IEIE(ES)
nn 300 ¢ Resistance cutting force direction
Conventional BRAfE 429N
Max
F78  FU—K
Equal spacing Equal lead
;%:
1% 20
(N |
§ {
£ !
|
BF FE Time () Second

ERUHAB M ITICHENT S UUDbZHIHE UREIMNL

Suppresses chattering and achieves stable milling even when making diagonal plunges.
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Variable - Lead End Mill Short Four Flute

NEO-PHS
. Rt EReS ﬁ . &

O =RmEULIE FX O—F+¢>% (TiAIN 23—F1>%)

Surface Treatment FX Coating (TiAIN Coating)

ONERFEE D=12 0~-—0.02mm j%_ ~< E
i w

12<D 0~—0.03mm

.Elﬂtﬁ 36° /39°
PSS
|

x \

(B : mm) (Unit : mm)

Y —JL No. PAxES &R HE DR 20N TEE SRR
EDP No. Dc L [ Ds Type Stock (Yen)
8529230 3 50 6 6 1 B 7,010
8529240 4 50 8 6 1 B 7,380
8529250 5 50 10 6 1 B 7,870
8529260 6 50 12 6 2 B 8,560
8529280 8 60 16 8 2 B 10,600
8529300 10 70 20 10 2 B 14,400
8529320 12 75 24 12 2 B 17,900
8529360 16 100 32 16 2 B 38,500
8529400 20 105 40 20 2 B 55,900
8529450 25 120 50 25 2 B 107,000

B=1Z#7ffEd B=Standard stock item.

HEMINTICREE AR (R AR DRAICED . RE LI I ZRER

Using the ideal cutting edge (positive edge form) for cutting difficult-to machine materials, stable machining can be achieved.

I= NEO-PHS 10

Tool

W*ﬁfkuxil Inconel718 (46HRC)

MIzmE  AEHE

Milling Method  Side Milling

Bﬂjffed 1,300min" (40m/min)

NEO-PHS | it &RA  Competitor A | | fth#tmB  Competitor B |

ge?iil‘z; 210mm/min (0.04mm/t)

YIAZRE  Qp=15mm (1.5D)
MIlinE Bept 3e=0.5mm (0.05D)

Coolant Water Soluble Fluid (5%) EIHIEERE 4.8m EHEIEERE 4.8m t)]}é’u&ﬁ%ﬁ 3.0m

=il

CIEDHA]  KEMEGIEDSE (20%)

Cutting distance 4.8m Cutting distance 4.8m Cutting distance 3.0m

BRI ~v =t %2 (BT40)

Machine Vertical Machining Center (BT40)




AFU—RIVERII JIL/—X V3

Variable - Lead End Mill Short Bull Nose Four Flute

NEO-CR-PHS

OiE B TEEsS m
[ Eqiapussd FX O—7+>% (TIAIN 2a—7+1>%)

Surface Treatment FX Coating (TiAIN Coating)
IXEATS ~— 5
ONEHAE  D=12 0~—0.02mM  [1pe1] R A
Tolerance for Outer Diameter 1 2< D ON_O 03mm r/b P
: ‘ - ) |

!EEEIII

¢Ds

@hlhA 36° /39° “
Helix Angle [Typez] ‘% é}jé& B B ~ B é
I r ) ‘
L
(B47 : mm)  (Unit © mm)

*J—Ju No. HEXD—FHE 3 TR PRPA JiZ2N e TRAEATAR

EDP No. Dc X r L 2 Ds Type Stock (Yen)
8529531 3 X R0.2 50 6 6 1 B 10,100
8529533 3 X R0.5 50 6 6 1 B 10,100
8529541 4 X R0O.2 50 8 6 1 B 10,400
8529543 4 X R0O.5 50 8 6 1 B 10,400
8529545 4 X Ri1 50 8 6 1 B 10,400
8529551 5 X R0.2 50 10 6 1 B 11,000
8529553 5 X R0.5 50 10 6 1 B 11,000
8529555 5 X Ri1 50 10 6 1 B 11,000
8529562 6 X RO.3 50 12 6 2 B 11,700
8529563 6 X RO.5 50 12 6 2 B 11,700
8529565 6 X Ri1 50 12 6 2 B 11,700
8529582 8 X R0O.3 60 16 8 2 B 13,700
8529583 8 X R0.5 60 16 8 2 B 13,700
8529585 8 X Ri1 60 16 8 2 B 13,700
8529587 8 X R1.5 60 16 8 2 B 13,700
8529589 8 X R2 60 16 8 2 B 13,700
8529602 10 X RO.3 70 20 10 2 B 17,700
8529603 10 X R0O.5 70 20 10 2 B 17,700
8529605 10 X R1 70 20 10 2 B 17,700
8529607 10 X R1.5 70 20 10 2 B 17,700
8529609 10 X R2 70 20 10 2 B 17,700
8529613 10 X R3 70 20 10 2 B 17,700
8529633 12 X R0.5 75 24 12 2 B 21,300
8529635 12 X R1 75 24 12 2 B 21,300
8529637 12 X R1.5 75 24 12 2 B 21,300
8529639 12 X R2 75 24 12 2 B 21,300
8529643 12 X R3 75 24 12 2 B 21,300
8529662 16 X Ri1 100 32 16 2 B 41,100
8529663 16 X R1.5 100 32 16 2 B 41,100
8529664 16 X R2 100 32 16 2 B 41,100
8529665 16 X R3 100 32 16 2 B 41,100
8529682 20 X R1 105 40 20 2 B 58,600
8529684 20 X R2 105 40 20 2 B 58,600
8529685 20 X R3 105 40 20 2 B 58,600
8529686 20 X R4 105 40 20 2 B 58,600
8529687 20 X R5 105 40 20 2 B 58,600
8529702 25 X Ri1 120 50 25 2 B 114,000
8529704 25 X R2 120 50 25 2 B 114,000
8529705 25 X R3 120 50 25 2 B 114,000
8529706 25 X R4 120 50 25 2 B 114,000
8529707 25 X R5 120 50 25 2 B 114,000

P
i
1

#7EE S  B=Standard stock item.
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Variable - Lead End Mill Short Six Flute

NEO-EMS

oum  mamramss X &)

[ Eiapussd FX O—F«>% (TiAIN Ra—F1>%)

Surface Treatment FX Coating (TiAIN Coating)

O/ EFRE 0~—0.02mm
@ LhE 37°/38° /39° QI@ - E
2

Helix Angle J
L
-

N

(B4 : mm) (Unit : mm)

Y —JL No. BANES = A& v IR EE FRAEATA
EDP No. Dc L 2 Ds Stock (Yen)
8519360 6 50 12 6 B 10,300
8519380 8 60 16 8 B 12,800
8519400 10 70 20 10 B 17,300
8519420 12 75 24 12 B 21,400
8519460 16 100 32 16 B 42,200
8519500 20 105 40 20 B 61,500
8519550 25 120 50 25 B 118,000

B={Z#7f[E S B=Standard stock item.

EEHICH VT, ShER-REwmIT!

Highly efficient and long-life milling even at high speeds!

=]
Iﬁ NEO-EMS ¢1 0 112miIT#E DI  Condition of the edge after milling 112 meters

Tool

BHME  gus304

Work Material
MII5E AmEeEl

Milling Method  Side Milling

SIHRE . ]
MiIIingS:ed 6,370min™" (200m/min)

Ee?@g 1,910mm/min (0.05mm/t)

YHARS  gp=15mm (1.5D)
Milling Depth Qe=1mm (0_1 D)

fttmA
CIEGHE  KAMELIERE (2065) Competitor A
Coolant Water Soluble Fluid (5%)
ERMW I~ =2 Jt2(BT40)

Machine Vertical Machining Center (BT40)
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Variable - Lead End Mill Short Bull Nose Six Flute

NEO-CR-EMS

2= BT S 2

Tool Material Micro Grain Carbide

[ Egiapussd FX O—F«>% (TiAIN Ra—F1>%)

Surface Treatment FX Coating (TiAIN Coating)

ONEZEHFRZE 0~—0.02mm

Tolerance for Outer Diameter

@®nlhA 37°/38° /39°
Helix Angle ) J
1
(B4 - mm) (Unit : mm)

Y —JL No. HEXD—FHE &R PSES PR e RAEATAE

EDP No. Dc X r L 2 Ds Stock (Yen)
8519662 6 X RO0.3 50 12 6 B 14,000
8519663 6 RO.5 50 12 6 B 14,000
8519665 6 X Ri1 50 12 6 B 14,000
8519682 8 X R0.3 60 16 8 B 16,500
8519683 8 X R0.5 60 16 8 B 16,500
8519685 8 X Ri1 60 16 8 B 16,500
8519687 8 X R1.5 60 16 8 B 16,500
8519689 8 X R2 60 16 8 B 16,500
8519702 10 X RO0.3 70 20 10 B 21,100
8519703 10 X RO0.5 70 20 10 B 21,100
8519705 10 X R1 70 20 10 B 21,100
8519707 10 X R1.5 70 20 10 B 21,100
8519709 10 X R2 70 20 10 B 21,100
8519713 10 X R3 70 20 10 B 21,100
8519733 12 X R0.5 75 24 12 B 25,600
8519735 12 X R1 75 24 12 B 25,600
8519737 12 X R1.5 75 24 12 B 25,600
8519739 12 X R2 75 24 12 B 25,600
8519743 12 X R3 75 24 12 B 25,600
8519762 16 X R1 100 32 16 B 45,200
8519763 16 X R1.5 100 32 16 B 45,200
8519764 16 X R2 100 32 16 B 45,200
8519765 16 X R3 100 32 16 B 45,200
8519782 20 X Ri1 105 40 20 B 64,200
8519784 20 X R2 105 40 20 B 64,200
8519785 20 X R3 105 40 20 B 64,200
8519786 20 X R4 105 40 20 B 64,200
8519787 20 X R5 105 40 20 B 64,200
8519802 25 X Ri 120 50 25 B 125,000
8519804 25 X R2 120 50 25 B 125,000
8519805 25 X R3 120 50 25 B 125,000
8519806 25 X R4 120 50 25 B 125,000
8519807 25 X R5 120 50 25 B 125,000

®
b
B

#7EES B=Standard stock item.



m‘ﬁu%1¢5$§ Recommended Milling Conditions

NEO-PHS NEO-CR-PHS

WEIELIE] side Milling

e w RER-TUN-F 48 (HRH) =0 =
— MBS - kR - % L2 -TEH . A7 LA - SEH 5 L Eae B EE 250
At MILD STEELS - GARBON ALLOY STEELS - ;‘QS&E{'BE';ESDTE%ESLS STAINLESS STEELS - H"Eﬁﬁlg zﬁz‘s_f Lo AzL®
WORK STEELS - CAST IRON TOOL STEELS el ) HARDENED STEELS | =0 5 O rees | HEAT RESISTANT ALLOY
MATERIAL $8400.855C.FC250 | SCM.SKT.SKS.SKD | o\ & oy NAKS5. HPM1 SUS304.SKD (45~55HRC) STEELS-
(~750N/mm2) (~30HRC) '(30~38HRC) (38~45HRC) INCONEL®
330 HEEEE | ZWUERE | BRERE | ZURE | BERE | XURE | DERE | XUERE | BHRRE | Z2UEE | BRRE | 2UERE
MILL DIA. SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 12,500 1,100 9,550 840 8,100 625 7,650 615 7,400 545 3,800 220
4 9,750 1,200 7,550 985 6,400 680 6,050 710 5,850 630 3,000 240
5 7,950 1,300 6,150 1,050 5,250 725 4,950 775 4,800 670 2,450 245
6 6,750 1,600 5,250 1,200 4,450 890 4,200 835 4,050 695 2,100 250
8 5,050 1,550 3,950 1,100 3,350 815 3,150 810 3,050 675 1,600 225
10 4,100 1,450 3,200 1,050 2,700 725 2,550 715 2,450 635 1,250 215
12 3,400 1,400 2,650 1,000 2,250 720 2,100 675 2,050 605 1,050 210
16 2,550 1,200 2,000 940 1,700 635 1,600 555 1,550 505 765 210
20 2,050 985 1,600 755 1,350 590 1,250 515 1,250 460 635 200
25 1,650 880 1,250 675 1,100 585 1,000 485 990 395 510 185
aaR ap a | ae ap ae a | ae
OF cuT i =1.5D | =0.2D <1.5D | =0.1D <1.5D |=0.05D
e de

1. . RV ZANEDHIBEEDBVWDDEZERAT A,
2. HARS A BIMESEAIRRICKY), MERE X REERET IV,

3. CIHIAFSAHEIM ISEL DD T HE HOEVBDEZERT S,

4. DB AT FEIDNBEBNL T7TO-CTHITERRE LTI,

1. Use a rigid and precise machine and holder.
2. Please adjust the speed and feed when the cutting depth is large or when machines with low rigidity are used.
3. Please use a suitable fluid with high smoke retardant properties.
4. During Dry (no fluid) milling, please use air blow to remove disposable chips from the milling area and to eliminate chip packing.




w‘ﬁ“%1¢5$§ Recommended Milling Conditions

li%tﬂi‘i'] Slotting

w - AEE - TN (B =0 =
— B G - R - A8k &4 -TEE 272 L - SRR o N s
At MILD:‘STEELSE?CARBON ALLOY STEELS - EF?S—EAE{';IIEEIEI)ESDTSE'FI;ESL.S STZ-lﬁLEss STEELS* H"‘EE)?N'E%L zT/E‘S_f %ﬁﬁﬁ ,ng
WORK STEELS - CAST IRON TOOL STEELS Mty it HARDENED STEELS HEAT RESISTANT ALLOY.
MATERIAL | SS400.S55C.FC250 | SCM.SKT.SKS.SKD | gr e hi lBL SUS304.SKD TITANIUM ALLOY STEELS STEELS:
(~750N/mm2) (~30HRC) 30~ . (38~45HRC) (45~55HRC) INCONEL®
30~38HRC)
e ElERE | FERE EERE | ERE El#RRE | EURE ElERE | FERE E#ERE | FYRE | BEERE | XWRE
MILL DIA. SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
3 10,500 730 8,550 680 7,850 520 7,450 460 7,200 440 2,500 125
4 7,750 730 6,400 775 5,900 520 5,550 515 5,400 495 1,900 182
5 6,200 735 5,100 755 4,700 545 4,450 545 4,300 535 1,500 145
6 5,150 740 4,250 635 3,950 575 3,700 570 3,600 545 1,250 145
8 3,850 600 3,200 550 2,950 550 2,800 525 2,700 510 945 155
10 3,100 580 2,550 540 2,350 480 2,250 475 2,150 455 760 145
12 2,600 560 2,150 475 1,950 460 1,850 440 1,800 435 630 145
16 1,950 55O 1,600 430 1,500 370 1,400 370 1,350 365 475 110
20 1,550 475 1,300 380 1,200 355 1,100 330 1,100 330 380 110
25 1,250 450 1,000 365 945 315 890 285 865 235 300 105
PHAR & +— ap a a
DEPTH 7, | ap =1D @ _®
OF CUT = =
%/777‘/'//// oM AX—12mm <0.5D <0.2D

1. B, AN A AN HZBEDEVODEZERA T,
2. ARS A BIMSEERRIICKY), BEERE. X )REEZRHET I,

3. PIHAESAHEIM SEL /DD T HE HOEVBDEZERT S,

4. ZXDBEICE AT FEEIDPENLD T7TO—THISTERREL TFEL,

1. Use a rigid and precise machine and holder.
2. Please adjust the speed and feed when the cutting depth is large or when machines with low rigidity are used.
3. Please use a suitable fluid with high smoke retardant properties.
4. During Dry (no fluid) milling, please use air blow to remove disposable chips from the milling area and to eliminate chip packing.




m‘ﬁu%1¢5$§ Recommended Milling Conditions

NEO-EMS

MEIELIE] side Milling

NEO-CR-EMS

w w SRER- TR (R = 5
—MRAEE A - xR - Hk S4iH-TEH i AT LS - SHEH = LF 4 BiMEE 25
EAlbo MILD?TEELS - CARBON ALLOY STEELS - EQ;F'&E‘NDERE%T'SEEELSLS STAINLESS STEELS - H"E’ﬁﬁg gT/ng PEEETNC)
WORK STEELS - CAST IRON TOOL STEELS (FREE-CUTTING) HARDENED STEELS TITANIUM ALLOY STEELS HEAT RESISTANT ALLOY
MATERIAL SS400.S55C.FC250 | SCM.SKT.SKS.SKD SKT.SKD.NAK55.HPM1 SUS304.SKD (45~55HRC) STEELS-
(~750N/mm2) (~30HRC) "(30~38HRC) (38~45HRC) INCONEL®
30 EEERE | EXWEE | BERERE | F2UEE | BREE | FUEE | BEREE | ZVERE | BERE | RZOERE | DERERE | XUEE
MILL DIA. SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
6 7,100 2,300 5,500 1,750 4,700 1,300 4,400 1,250 4,300 1,050 2,200 360
8 5,350 2,250 4,150 1,600 3,500 1,200 3,300 1,200 3,200 1,000 1,650 330
10 4,300 2,100 3,350 1,550 2,850 1,100 2,650 1,050 2,600 925 1,350 310
12 3,600 2,000 2,800 1,500 2,350 1,050 2,250 980 2,150 875 1,100 305
16 2,700 1,750 2,100 1,350 1,750 925 1,650 805 1,600 735 835 305
20 2,150 1,450 1,650 1,100 1,400 850 1,350 745 1,300 665 670 300
25 1,700 1,300 1,350 975 1,150 775 1,050 705 1,050 575 535 265
PR dp ‘ de ap de ap ‘ de
DEPTH ap
oF cut | =1.5D | =0.2D <1.5D | =0.1D =1.5D |=0.05D
ﬁ de

1. i RV L RRANEDHIEEDBVWDDEZERATE,
2. HARS A BIMESERAIRRICEY), MERE X REERET IV,
3. PIHIMESAREIA DB ZDD T HE HOBWVBDESEHT S,

4. BROBEICIE PIKTHEEIPENELS, T770O0-(CTEIFERRE LTTFEV,

1. Use a rigid and precise machine and holder.

2. Please adjust the speed and feed when the cutting depth is large or when machines with low rigidity are used.
3. Please use a suitable fluid with high smoke retardant properties.
4. During Dry (no fluid) milling, please use air blow to remove disposable chips from the milling area and to eliminate chip packing.




w‘ﬁ“%1¢5$§ Recommended Milling Conditions

I%‘Eﬂﬁtﬂﬁu HIGH SPEED SIDE MILLING

IIEFICHET DRIERHIBICLDHEM T - KKOBBRMEL»HYET, Caution: Sparks generated during operation or heat caused by tool breakage can cause fire.
& Bk EBTIT>TFE, Be sure to use all proper fire-prevention measures.
ERESEEDYI T2 EFIAL S EDEEZBERTY, The conditions below are for high speed / high precision machining centers.
v w BE - 7UN— KA (A —. 5
— MBS A - xR - Hk A4iH-TE8E i A7 L A3 - SHEH 5 LF 4 BmEE <
WHIH MILD];TEELS - CARBON ALLOY STEELS- EQ;&?;ERE%TETEELESLS STAINLESS STEELS - H“E,ﬁiﬁ,\,g é‘éﬁf L $2=E917G)
WORK STEELS - CAST IRON TOOL STEELS (FREE-CUTTING) HARDENED STEELS TITANIUM ALLOY STEELS HEAT RESISTANT ALLOY
MATERIAL S$S400.S55C.FC250 SCM.SKT.SKS.SKD SKT.SKD.NAK55.HPM1 SUS304.SKD (45~55HRC) STEELS-
(~750N/mm2) (~30HRC) '(30~38HRC) (38~45HRC) INCONEL®
30 BEEE | XORE | BEmRE | RURE | BERERE | XVRE | BEREE | X)EE | BEEE | XVERE | BERE | RKURE
MILL DIA. SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED SPEED FEED
(mm) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min) (min-1) (mm/min)
6 14,000 4,750 | 11,000 3,550 9,150 2,650 8,600 2,500 8,350 2,100 4,300 745
8 10,500 4,600 8,050 3,300 6,850 2,450 6,450 2,400 6,250 2,050 3,250 675
10 8,400 3,900 6,500 3,000 5,550 2,200 5,200 2,100 5,050 1,900 2,600 640
12 7,000 3,800 5,450 2,900 4,600 2,150 4,350 2,000 4,200 1,800 2,150 625
16 5,250 3,550 4,100 2,800 3,450 1,900 3,250 1,650 3,150 1,500 1,650 620
20 4,200 2,900 3,250 2,250 2,750 1,750 2,600 1,550 2,550 1,350 1,300 610
25 3,350 2,600 2,600 2,000 2,200 1,600 2,100 1,450 2,000 1,150 1,050 550
7] dp ae dp de dp de
ThHARE ap
DEPTH
OF CUT V77| =1.5D |=0.05D =1.5D |=0.02D =1D |=0.02D
2 de
QeMAX=0.5mm QeMAX=0.5mm QeMAX=0.5mm

1. B RIVASRIMEDHBBEDE VD DEZFER TV,

2. YHARS B BIMSERRRICEY BERRE . X REEHET I,

3. LIHIAEISHREIA B 72b DT HE HOBVHDESEHT S,

4. ZEXOB A AIKTHEEIDPENLS, T7TO-ICTYITERREL TFEL,

1. Use a rigid and precise machine and holder.

2. Please adjust the speed and feed when the cutting depth is large or when machines with low rigidity are used.

3. Please use a suitable fluid with high smoke retardant properties.

4. During Dry (no fluid) milling, please use air blow to remove disposable chips from the milling area and to eliminate chip packing.



&3 ATz~
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&Safe use of cutting tools

@Use safety cover, safety glasses and safety @Stop cutting operation immediately if you hear
shoes during operation. any strange cutting sounds.

@Do not touch cutting edges with bare hands. ~ @Do not modify tools.

@Do not touch cutting chips with bare hands. Chips @Please use correct tools for the operation.Check
will be hot after cutting. dimensions to ensure proper selection.

@Stop cutting when the tool becomes dull.
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@ Tool specifications subject to change without notice
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