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Recommended Cutting Condltlons/

M 4PGSS, 5PGSS

Application Workpiece Material |Application (235?:3;) Ergrl:]l) Olgﬁ'?ﬂimD)'a' 23 24 25 26 28 210 212 216 220 225
Spi”d'(em'?ﬁ")"'”“"“ 13,300 10,000 | 8,000 | 6,600 | 5,000 | 4,000 | 3,300 | 2,500 | 2,000 | 1,600
Shouldering 1Dx0.3D
Carbon Steel Feed Rate (mm/min) | 1,860 | 1,600 | 1,440 | 1,320 | 1,200 | 1,360 | 1,320 | 1,200 | 1,200 | 1,360
S Spi”d'(em'?r?}’)o'““"" 6,600 | 5,000 | 4,000 | 3,300 | 2,500 | 2,000 | 1,600
Slotting 1D
Feed Rate (mm/min) 660 | 600 | 680 | 660 | 600 | 600 | 680
Spi”d'?mﬁ*ﬁ}’f'”“"” 10,600 | 8,000 | 6,400 | 5,300 | 4,000 | 3,200 | 2,700 | 2,000 | 1,600 | 1,300
Shouldering 1Dx0.3D
- Feed Rate (mm/min) | 1,180 | 1,020 | 920 | 840 | 880 | 890 | 860 | 880 | 830 | 1,040
%T SCHENCH Spi”d'?m'?ﬁlf'”“"“ 5,300 | 4,000 | 3,200 | 2,700 | 2,000 | 1,600 | 1,300
b Slotting 0.75D
Feed Rate (mm/min) 420 440 440 430 440 410 520
ae
SP'”d'E’mFi*r?‘l’)O'”"O" 8,500 | 6,400 | 5,100 | 4,200 | 3,200 | 2,500 | 2,100 | 1,600 | 1,300 | 1,000
Shouldering Shouldering| ~ 1Dx0.25D
bre-hardened steel Feed Rate (nm/min)| 710 | 610 | 550 | 500 | 570 | 550 | 580 | 570 | 570 | 700
WA, SOl Spi”d'(em'?ﬁ")"'”“"" 4,200 | 3,200 | 2,500 | 2,100 | 1,600 | 1,300 | 1,000
Slotting 0.5D
Feed Rate (mm/min) 250 | 200 | 280 | 200 | 280 | 280 | 350
Spi”d'f’m'?r?}’)"'”“"" 5,300 | 4,000 | 3,200 | 2,700 | 2,000 | 1,600 | 1,300 | 1,000 | 800 | 600
Shouldering 1Dx0.25D
R staint | Feed Rate (nmimin)| 290 | 250 | 230 | 210 | 240 | 250 | 230 | 240 | 240 | 270
%L tain S(—:jsé stee . :
Sp'”d'(emer?‘l’)O'”“O" 2,700 | 2,000 | 1,600 | 1,300 | 1,000 | 800 | 600
Slotting 0.4D
Feed Rate (mm/min) 100 | 120 | 120 | 120 | 120 | 120 | 130
Slotting Spi”d'(em'?ﬁ}’)"'”“o“ 3,700 | 2,800 | 2,200 | 1,900 | 1,400 | 1,100 | 900 | 700 | 550 | 450
Shouldering 1Dx0.2D
Titanium Alloys Feed Rate (mm/min) | 160 130 110 110 110 130 120 140 130 150
Heat-resistant Alloys indle Revoluti
(40~50HRC) Spin (emir?}’)"““m 1,900 | 1,400 | 1,100 | 900 | 700 | 550 | 450
Slotting 0.3D
Feed Rate (mm/min) 60 60 60 60 70 70 80
* Cutting with coolant is recommended for stainless steel, titanium alloys and heat-resistant alloys.
B 4PGSM, 5PGSM, 6PGSM
Application Workpiece Material | Application g;ﬂ:‘e)ozrg;‘) O‘[‘)‘i'?rﬁr%'a' 26 o8 210 012 216 220 225
2 Spindle Reyolution | 500 | 5000 | 4000 | 3300 | 2500 | 2000 | 1,600
o‘ Shouldering 1.5Dx0.3D (ILie)
Z22) Carbon Steel Feed Rate (nm/min)| 1,030 980 1,260 1,520 1,570 1,510 1,340
= S Spi”d'(emer?}’)o'““(’" 6,600 | 5000 | 4000 | 3300 | 2500 | 2000 | 1,600
Slotting 0.5D
B2 Feed Rate (nmimin)| 520 500 640 770 790 750 670
L ; -
e SpndeReyolion | 5300 | 4000 | 3200 | 2700 | 2000 | 1600 | 1300
Ie) Shouldering 1.5Dx0.3D
N _ - Feed Rate (mm/min) |~ 740 670 940 1130 | 1,170 | 1,40 | 1,030
o . ‘
— 3 e, Sl Spindle Reyoluton | 5300 | 4,000 3200 | 2,700 | 2,000 1,600 1,300
1 Slotting 0.5D
a6 Feed Rate (mm/min) 380 330 480 560 580 570 520
Spindle Reyolution | 4 500 | 3200 | 2500 | 2100 | 1,600 | 1,300 | 1,000
Shouldering Shouldering| ~ 1.5Dx0.2D (I0e)
Pre-hardened steel Feed Rate (mm/min) 470 490 610 700 730 710 710
AL B~ Spi”d'(em'?ﬁi’)"'”“"“ 4,200 3,200 2,500 2,100 1,600 1,300 1,000
Slotting 0.4D
Feed Rate (nmimin)| 230 250 310 350 370 350 360
Spi”d'(em'?r?}’)o'““"" 2,700 | 2,000 1,600 | 1,300 | 1,000 800 600
Shouldering 1.5Dx0.2D
s Stainfess stoel Feed Rate (nmimin)| 170 190 250 280 280 280 250
Q. N .
“’L % S Sp'”d'?meﬁ"f'”“"” 2,700 2,000 1,600 1,300 1,000 800 600
Slotting 0.4D
Feed Rate (mm/min) 80 90 120 140 140 140 130
Slotting Spindle Reyoluton | 1 gog 1,400 1,100 900 700 550 450
Shouldering 1.5Dx0.2D
Titanium Alloys Feed Rate (mm/min) 90 90 130 150 160 150 150
Heat-resistant Alloys Soindle Revoldti
(40~50HRC) 2 E’mir?‘l’)"““o" 1,900 1,400 1,100 900 700 550 450
Slotting 0.3D
Feed Rate (mm/min) 40 40 60 70 80 70 70

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

L38

ans 3akasa - kyocera@kyocera-tools.ru ~ www.kyocera-tools.ru



