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M General use / Finishing (Medium)

Number of Flutes: 4

Recommended Material

“ 1st Recommendation
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Description & Dia. toler edge Dia. Dia. | length | of Flutes Description & Dia. e edge Dia. Dia. | length | of Flutes
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4FESM010-025:04 | @ | 10 | (o .| 25 | 11 4 45 4 4FESM055-130-06 | @ | 55 | (0. | 130 | 57 6 50 4
0 0
4FESM015-04004 | @ | 15 | (o | 40 | 16 4 45 4 4FESMO060-130-06 | @ | 6.0 | o, | 130 - 6 50 4
0 -0.005
4FESM020-06004 | @ | 20 | (o .| 60 | 21 4 45 4 4FESM080-190-08 | @ | 80 | 'oo0 | 19.0 - 8 60 4
0 20.005
4FESM025-08004 | @ | 25 | (o .| 80 | 26 4 45 4 4FESM100-220-10 | @ | 100 | o2 | 220 - 10 70 4
0 -0.010
4FESM030-10006 | @ | 30 | (o .| 100 | 32 6 50 4 4FESM120-260-12 | @ | 120 | oo | 260 - 12 75 4
4FESM035-100-06 | @ | 35 | 0 .| 100 | 37 [ 6 | 50 | 4 4FESM140-260-16 | @ | 140 | 3020 | 260 | 142 | 16 | 75 | 4
4FESM040-110-06 | @ | 4.0 _0815 10 | 42 6 50 4 4FESM150-300-16 | @ | 15.0 :8'8;8 300 | 152 | 16 ) 4
0 -0.010
4FESM045-110-06 | @ | 45 | (o .| 110 | 47 6 50 4 4FESM160-320-16 | @ | 160 | o3| 320 - 16 ) 4
0
4FESM050-13006 | @ | 50 | (o .| 130 | 52 6 50 4
B Recommended Cutting Conditions
Shouldering
Workpiece Materials | Depth of Cut (apxae)(mm)| Outside Dia. (mm) 21 22 24 26 28 212 216
1-5(?3‘:0"352?D° Spindle Revolution (min®)| 25,500 | 13,000 | 6,600 | 4,400 | 3,300 | 2,200 | 1,700
%I Carbon Steel 1 5D6x0 1D
X
: (DC°Z »3) ¢ Feed Rate (mm/min) | 335 | 345 | 580 | 620 | 625 | 630 | 600
ae
1-5(%‘30"352?D° Spindle Revolution (min®)| 22,000 | 11,000 | 5,600 | 3,700 | 2,800 | 1,900 | 1,400
Shouldering Alloy Steel 1 506%0 1D,
: (D:; 23) c Feed Rate (mm/min) | 290 | 290 | 395 | 455 | 455 | 470 | 460
1.5Dcx0.05D¢ | gpindle Revolution (min) | 12,000 | 7,200 | 4,200 | 3,000 | 2,200 | 1,500 | 1,100
Pre-hardened Steel (Dc<@3)
30~45HRC
1'(5552%5) ¢ Feed Rate (nm/min) | 105 | 125 | 150 | 160 | 160 | 165 | 140
1‘5(?;;0;;?m Spindle Revolution (min®)| 22,000 | 11,000 | 5,600 | 3,700 | 2,800 | 1,900 | 1,400
Stainless Steel 1.5Dx0.1D
x
: (DCCZ 23) c Feed Rate (mm/min) | 130 | 145 | 165 | 165 | 170 | 175 | 155

Not Recommended for Slotting.

* Machining with coolant is recommended for stainless steel.

@ : Std. Item O : Check Availability R : Std. Item (R-hand Only) L : Std. Item (L-hand Only)
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