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Recommended Cutting Condltlons/

M 4FESW

Application Workpiece Material | Application Outsi?ﬁ]g)ia. 28 23 24 25 26 28 210 212 213
Sp'”d'fm'?r?‘{f'”“on 11,000 | 8,000 | 6,400 | 5,300 | 4,000 | 3,200 | 2,700 | 2,500
Shouldering Feed Rate
Carbon Steel mimin) 960 | 960 | 960 960 780 | 680 | 620 | 570
Bl Spindle Revolution | 1, ;5 | g000 | 6400 | 5300 | 4,000 | 3,200 | 2700 | 2,500
. (min™)
- Slotting Feed Rat
eed Rate 960 960 960 960 780 680 620 570
S (mm/min)
Sp'”d"(emRir?‘{)m”“O" 7,400 | 5600 | 4,500 | 3,700 | 2,800 | 2,200 | 1,900 | 1,700
ae Shouldering Feed Rat
Allov Steel (ﬁﬁn/mﬁl;* 640 | 640 640 640 520 | 450 | 410 | 370
Shouldering Yy il I
SCM, SNCM Spindle Revolution
Depth of Cut (ap=ae) () . (i 7,400 | 5600 | 4,500 | 3,700 | 2,800 | 2,200 | 1,900 | 1,700
otting
1Dcx0.2Dc IFeEelIRELE 640 640 640 640 520 | 450 | 410 370
(mm/min)
s"'”d'(em?r?‘l’)o'”t'on 7,400 | 5600 | 4,500 | 3,700 | 2,800 | 2,200 | 1,900 | 1,700
Shouldering e Rl
bre-hardened steel mimin) 640 | 640 640 640 520 | 450 | 410 | 370
I— NESECRURE Sp'”d'?m'?l‘:‘_‘l’)"'”t'o” 7,400 | 5600 | 4500 | 3,700 | 2,800 | 2,200 | 1,900 | 1,700
=3 Slotting
@
FECElIRElE 640 640 640 640 520 | 450 | 410 370
(mm/min)
Sp'”d'(em?r?‘l’)o'“t'on 6,400 | 4,800 | 3,800 | 3,200 | 2,400 | 1,900 | 1,600 | 1,500
Slotting Shouldering
IFEEaRES 480 | 480 | 480 | 480 | 300 | 340 | 310 | 290
Depth of Cut (ap) (mm) Stainless steel (mm/min)
0.2Dc e Spindle Revolution | ¢ 15 | 4800 | 35800 | 3200 | 2,400 | 1,900 | 1,600 | 1,500
. (min™)
Slotting Feed Rate
; 480 | 480 | 480 | 480 390 | 340 | 310 | 290
(mm/min)

* Cutting with coolant is recommended for stainless steel.

Application Workpiece Material | Application OUtS'?n‘in?)'a' DC | 52 | 93 | o4 | o5 | o6 | 08 | 210 | 012 | o16 | @20
Sp'”d"(em'?r‘:i‘{)"'”“"" 18,000|12,000| 9,200 | 7,300 | 6,100 | 4,600 | 3,700 | 3,100 | 2,300 | 1,800
Shouldering Feed Rate
Carbon Steel i) 380 | 430 | 440 | 500 | 510 | 500 | 560 | 560 | 590 | 590
(Gt e Spindle Revolution |, & 4111 000| 8,000 | 6,400 | 5,300 | 4,000 | 3,200 | 2,700 | 2,000 | 1,600 =
Slotting (min”) =
e Rt 100 | 230 | 240 | 290 | 300 | 290 | 280 | 290 | 310 | 350 2
(mm/min) w
Sp'”d'fm'?r?‘{)"'”“o" 14,000| 9,000 | 6,800 | 5,400 | 4,500 | 3,400 | 2,700 | 2,300 | 1,700 | 1,400 °
T Shouldering Q
‘1[ FECEIRELE 250 | 270 | 270 | 320 | 350 | 340 | 360 | 350 | 390 | 420 N
® Alloy Steel (mm/min)
- - —_—
e SCLUENEH Sp'”d'fm?:_‘l’)‘)'”“"" 11,000/ 7,400 | 5,600 | 4,500 | 3,700 | 2,800 | 2,200 | 1,900 | 1,400 | 1,100
Slotting Feed Rat
Shouldering (Ii;/mﬁ]f 130 | 130 | 150 | 180 | 190 | 180 | 170 | 180 | 190 | 210
DGl Gl () (i) Sp'”d"(emRir?‘{)‘)'”“O" 10,000/ 6,400 | 4,800 | 3,800 | 3,200 | 2,400 | 1,900 | 1,600 | 1,200 | 1,000
1.5Dcx0.1Dc Shouldering e e
Stainfess steel mimin) 180 | 170 | 170 | 210 | 230 | 220 | 230 | 220 | 220 | 230

SuUs Spindle Revolution
(min™)
(e (RS 120 | 120 | 120 | 140 | 150 | 140 | 140 | 140 | 150 | 180
(mm/min)

%T %% s"'”d"(am?r?‘l’)o'”t'on 6,000 | 4,200 | 3,200 | 2,500 | 2,100 | 1,600 | 1,300 | 1,100 | 800 | 600

10,000| 6,400 | 4,800 | 3,800 | 3,200 | 2,400 | 1,900 | 1,600 | 1,200 | 1,000

Slotting

Shouldering
Titanium Alloys Frierg/ri‘?r:e 60 | 90 | 100 | 120 | 110 | 110 | 120 | 120 | 120 | 130
Heat-resistant Alloys Spinéle Revlol)ution
Slotting (40~50HRC) it 6,000 | 4,200 | 3,200 | 2,500 | 2,100 | 1,600 | 1,300 | 1,100 | 800 | 600
Slotting
SLEtIS e IFEEEIReLE 50 | 60 | 70 | 80 | 90 | 90 | 90 | 80 | 90 | 100
0.25Dc (mm/min)
Carbon S‘esel:')/ccas"“’” SP'”d'(emF:r?‘l’)o'”t'O" 32,000/21,000|16,000|13,000| 11,000 8,000 | 6,400 | 5,300 | 4,000 | 3,200
Shouldering
_ F(;i‘q’hi‘?n‘;’ 670 | 760 | 770 | 900 | 920 | 860 | 1,000 | 1,100 | 1,100 | 1,200
Aluminum Alloys Spindle Revolution
_ iy 32,000/21,000|16,000|13,000| 11,000/ 8,000 | 6,400 | 5,300 | 4,000 | 3,200
Slotting Feed Rate
; 480 | 440 | 480 | 590 | 630 | 580 | 670 | 730 | 860 | 960
(mm/min)

* Cutting with coolant is recommended for stainless steel, titanium alloys and heat-resistant alloys.
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