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e tool lire.
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5. 5RDERERSIRENER - iSIHIEREAZEHRC 62 -

Features of the Second Generation Exchangeable Endmill Series

-

. The combination of new model design of triple-thread head and
shank, which makes it much easier to set up and strength the
entire structure and rigidity. It is designed with the new taper,
and will increase the strength of resistance. It not only has a ’ N
higher transverse rupture strength but also a better performance
while manufacturing.

2. The superior combination of the triple-

thread head endmill controls the run The triple-thread head

out within £0.008mm. AN
. . used easier and

The extremely high accuracy and slight fitter

run out relatively extend the tools' life.

3. For the sake of environmental protection
and resource preservation, the triple-
thread head endmill saves more design
materials and shortens the producing
process, which meets the purpose of
reducing the cost for our customers.

4. The combination of the threaded head
endmill and hard alloy shank
determines the large depths of cutting.

5. A special angle design and the brand

new coating enable to work in

hardness up to HRc62.

The exclusive screwed
design can slight run
out and extremely
process.




FESIE/ATTENTION

Assembl
LS A= AR | =X b Il

SE— [STEP 1

FERZERIERBRTEHEEHIR -
(AR L—ERIR - EiSs/ @B/t st ) SEERIEEE © )

Clean the threaded solid carbide head and the solid carbide shank.
Note : Please complete this step otherwise it would affect the precision.

S5EE_ /STEP 2
EETE - 1IET)EREETEER IS -

2.1 Wear the gloves.
2.2 Lightly screw the threaded solid carbide head to the solid carbide shank.

HEE=/STEP3

ASISHJRHA L » RS JEBNEL AR MO  BABERT

BEETSHER -

3.1 Screw the shank to the holder.

3.2 Then place the holder on the Tool Holder Locking Device on the working
desk. Use the spanner to screw it tight.

JSERP0 / STEP 4
WA -

Assembly completed.

SSHDEAIFEIRA - 2R DGR - FEERINEE - DIEEIET -
The threaded solid carbide head shall be extremely sharp. Pay attention while screwing the head to the shank for

safety reason.



Operation Note
FRFEEIE

Quramann  ’ITERN - BEELREE - DARRBEY) - JRSHEE -
Be aware of the run-out before working. The smaller run-out stands for the longer tool life.

O Rz 8BS
1. HR TFEHC MhERE ~ #EIRE - R E#ERRIEEF 8 EINAE - MEEGRENS
FiZERl > EREFMNTIBTHER L
2. THEEREGEIDRE > [EEI - E—LLAIFERS -
3R EHRENTERA)EZE » ARESEIIERZIHIBE
4.@A—17) » RTDAEZBRENET » AJHISURHEAE - BRARLZ -
(ANRERRE - EYHIRMFEREREZ)
Using the correct cutting parameter :
1. When the machines differ, the rigidity and the spindle torque differ. The cutting data is
always adjusted according to real working condition.
2. Spindle speed and feed are always adjusted in the same ratio.
. The sound of working gets lower, it's closer to an ideal cutting data.
. The cutting data is always modified according to different tool extension even if the tool

N W

is the same.
(The cutting data should be lower when the tool extension is longer.)

G ERBmIEENETE - BIARGEHREUT
ZEEA :

Using a high rigidity tool holder, the holding

length must be controlled with in the safety

range.
T BFFFHE40mmEL £
?8~D12 More than 40mm
o . T EREFEFES0mmEL £

More than 50mm

@320 F JTEREFEE60mmEL £

More than 60mm

FiEsRiiEt SRR ERM JFEE 2% » HS
ZETE+£0.008mmB T ©

The precision will reach £0.008mm below
after the threaded solid carbide head is
combined with the solid carbide shank.
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Tool extension :
When exceeding the extension safety range, the poor
rigidity and vibration cause tool breakage and short
tool life.

FIREERTHRRERELZEE
Below is the safety range for square and corner
radius endmills :

@8 50 mmEAA  Below 50mm
@10 55mmBElA  Below 55mm
@12 70 mmEAA  Below 70mm
@16 125 mmBElA  Below 125mm
@20 170 mmB2AA  Below 170mm
@25 210 mmEAA  Below 210mm
@32 260 mm2AA  Below 260mm

KROBREREZEE

Below is the safety range for ball nose endmills :
@8 65 mmEAA  Below 65mm
@10 70 mmEAA  Below 70mm
@12 100 mmELA  Below 100mm
@16 145 mmB2LA  Below 145mm
@20 190 mmEAA  Below 190mm
@25 240 mm2AA  Below 240mm
@32 280 mmEAAN  Below 280mm

WEENTER - BB
R EE R
Pt NER - E it
> S EmR TR |

Under real working
condition, if the extension
exceeds the safety range,
the cutting data must be
carefully adjusted to avoid
possible breakage!

Feigirt I

ERIREMIR - BFEER - EERIFRIREH
[ RAREEEIAVEERE | - BRifREE R
$R8ME JBX-BTB-2T ~ X-UB-2T * X-UBT-
2T ~ X-UOBZERIIER » TERRESE
EIREFK -

For the sake of environmental protection
and resource preservation, DHF presents
the regrinding service for big shank
endmills. The service is available for X-
BTB-2T, X-UB-2T, X-UBT-2T and X-UOB

series.
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S
s B | wonk maTeRAL aONESs |

mG B - HRc, § HRc i HRc) | HRc
Micro grain. B ‘8‘0 ‘8‘2 -

B iz - DRI ERERE T EHRCSS ~ 60 ° 62 + 65 ¢
mG Super micro grain. Work material hardness is up to HRc55 ~ 60 ~ 62 ~ 65.

T

N - BRARSE - SEENTL - &1\ ~ HFE - ENHE

WREHIE0.2 um Emm) - '

Grain size is 0.2 pm Good at high speed cutting & high hard cutting. For
Dry cutting, MQL and Wet cutting.

==
3

W K204 . . .
1énfjt\jiin%?i}i;%iESO4MITm ERREELIEIR > 7  ENUH -

: Good at difficult material, for MQL & Wet cutting.
MARIRKLE0.6 um W EEREE SR - 2 ORBIH -
Grain size is 0.6 um Aldura Good at high speed cutting & high hard cutting. For

Dry cutting and MQL.

BARSIY - ERSME -

12 i€ B |HELIXANGLE
TtaLN Genetally used on all kind of machining with benefit

of long tool life.

ERREERINT - §&2I0EHAl -
% % % TlaLN Good at high speed cutting. For Dry cutting.
30° 40° as5°

N

35°

IRHEAE-20° ~ 0°~ 20° ~ 25° ~ 30° ~ 35° ~ 40° ~ 45°

elix Angle is —20° ~ 0° ~ 20° ~ 25° ~ 30° ~ 35° ~ 40° ~ 45°, NGENZIN
Helix Angle i °~0° ° ° ° ° ° © BKBERZAR | BALL NOSE SHAPE
SEFRR3DEE LI -
= 1= N
= Itis suitable for three-dimentional curved surface
B 18 & | coRnERR @21 DHEITH - | curved sur.

p cutting.

X BiEaE -
R Corner Radius.

thElERE | CUTTING PERFORMANCE

REAAR . .
. Excellent Good

. CEl
2% N = Acceptable
U Big Roughing.
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SOEENESE LS EDEELL ODHE
X-WDEX

'F|T MERH/IE (K5 o
SRk Solid Carbide Shank ( Internal Coolant Hole)
M
L1
D1
D1 D1 Tolerance
8.0 B.o0s
10.0 B.000
12.0 Bon
16.0 Bon
20.0 78.013
25.0 Bo13
320 Bote
unit: mm
HgE % Al M gE % AL
X-WDEX-080060 80 " M5-3P  X-WDEX-200080  20.0 T M12-3P
X-WDEX-080075 8.0 75 M 5-3P X-WDEX-200100  20.0 100 M12 -3P
X-WDEX-080100 8.0 100 M 5-3P X-WDEX-200150  20.0 150 M12-3P
X-WDEX-100060 10.0 60 M7-3P X-WDEX-200200  20.0 200 M12 -3P
X-WDEX-100075 10.0 75 M7 -3P X-WDEX-200250  20.0 250 M12-3P
X-WDEX-100100 10.0 100 M7-3P X-WDEX-200300  20.0 300 M12-3P
X-WDEX-100150 10.0 150 M7 -3P X-WDEX-250100  25.0 100 M16 -3P
X-WDEX-120060 12.0 60 M 8-3P X-WDEX-250150  25.0 150 M16 -3P
X-WDEX-120080 12.0 80 M 8-3P X-WDEX-250200  25.0 200 M16 -3P
X-WDEX-120100 12.0 100 M 8-3P X-WDEX-250250  25.0 250 M16 -3P
X-WDEX-120150 12.0 150 M 8-3P X-WDEX-250300  25.0 300 M16 -3P
X-WDEX-160060 16.0 60 M10 -3P X-WDEX-320100  32.0 100 M20 -3P
X-WDEX-160080 16.0 80 M10 -3P X-WDEX-320150  32.0 150 M20 -3P
X-WDEX-160100 16.0 100 M10 -3P X-WDEX-320200  32.0 200 M20 -3P
X-WDEX-160150 16.0 150 M10 -3P X-WDEX-320250  32.0 250 M20 -3P
X-WDEX-160200 16.0 200 M10 -3P X-WDEX-320300  32.0 300 M20 -3P
X-WDEX-200060  20.0 60 M12-3P




()i | EXCHOGERBIE HERD]= D MIISIL
X- WHEX

FIT

SHANK

X-WHEX-080060
X-WHEX-080075
X-WHEX-080100
X-WHEX-100060
X-WHEX-100075
X-WHEX-100100
X-WHEX-100150
X-WHEX-120060
X-WHEX-120080
X-WHEX-120100
X-WHEX-120150
X-WHEX-160060
X-WHEX-160080
X-WHEX-160100
X-WHEX-160150
X-WHEX-160200
X-WHEX-200060

100
150
60
80
100
150
60
80
100
150
200
60

Solid Carblde Shank ( Internal Coolant Hole)

120
20

EISH0R (N5

* X-WHEXRSZ 28k E P& RFRIET M -

X-WHEX-200080
X-WHEX-200100
X-WHEX-200150
X-WHEX-200200
X-WHEX-200250
X-WHEX-200300
X-WHEX-250100
X-WHEX-250150
X-WHEX-250200
X-WHEX-250250
X-WHEX-250300
X-WHEX-320100
X-WHEX-320150
X-WHEX-320200
X-WHEX-320250
X-WHEX-320300

D2

Neck Dia.

100
150

D2

10.0
12.0
16.0
20.0
25.0
320

120
150
180
50
90
120
150
180
50
90
120
150
180

L2

unit : mm




EXCHEUGEABIE HEAD EDMINSII O Vi |3
X- WFEX

f MERH/IE (K5 2%+
Sﬁll Solid Carbide Shank ( Internal Coolant Hole) j% J
L2

o
D1
NEE
D1 D1 Tolerance
12.0 Bor
16.0 Bon
200 Boi3
25.0 Bo13
320 Bote
unit : mm
5%
Type No.
X-WFEX-120100 12.0 M7-3P 1.5
X-WFEX-120150 9.8 150 2 65 12.0 M7-3P 1.0
X-WFEX-160100 1.7 100 3 50 16.0 M 8-3P 2.0
X-WFEX-160150 11.7 150 3 85 16.0 M 8-3P 1.5
X-WFEX-160200 1.7 200 3 126 16.0 M 8-3P 1.0
X-WFEX-200100 15.6 100 4 50 20.0 M10-3P 2.0
X-WFEX-200150 15.6 150 4 88 20.0 M10-3P 1.5
X-WFEX-200200 15.6 200 4 130 20.0 M10-3P 1.0
X-WFEX-250200 19.5 200 6 111 25.0 M12-3P 1.5
X-WFEX-250300 19.5 300 6 164 25.0 M12-3P 1.0
X-WFEX-320300 24.4 300 8 153 32.0 M16-3P 1.5




()i | EXCHOGERBIE HERD]= D MINISIT

X-UOR

R D1
B E BB )E >
End Mills

O L
Finishing
=
Semi-finishing
yI-ﬁ\’ﬂv:Jizlfghing

Cawill]
Dry Machining

MQL (Mist) : (2)8 :g):zz
d o
16.0 +8.02
20.0 e
SHREEDH] .
0il Machining unit: mm

L1 SHEIR TR

Y N R e

|ameter ute Leng Corner R Neck Dia OA Thread Size yp!

X-UOR0810 35 10.1 M5 -3P K08
X-UOR0820 8.0 35 2.0 7.8 10.1 M5 -3P K08
X-UOR1010 10.0 4.0 1.0 9.8 11.1 M7-3P K10
X-UOR1020 10.0 4.0 2.0 9.8 11.1 M7-3P K10
X-UOR1220 12.0 5.0 2.0 11.7 13.8 M 8-3P K12
X-UOR1230 12.0 5.0 3.0 1.7 13.8 M 8-3P K12
X-UOR1620 16.0 6.5 2.0 15.6 14.7 M10-3P K16
X-UOR1630 16.0 6.5 3.0 15.6 14.7 M10-3P K16
X-UOR1640 16.0 6.5 4.0 15.6 14.7 M10-3P K16
X-UOR2030 20.0 8.0 3.0 19.5 18.1 M12-3P K20
X-UOR2050 20.0 8.0 5.0 19.5 18.1 M12-3P K20

[ |

* X-UORMVEDHIEIZEFEERIP.34~37 Please find the milling condition on P34~37




EXCHEUGEAETE HERDEUDMITISIIE O
X-UEYR

R D1
s : BB EmYIi /)58 BN
me il im § =% End Mills .
a L2
HRc i1 §
e Al :
D2

bzt
Finishing

i
Semi-finishing

O
©)
yIQHCJ%Eghing

B ES
) prm— D1 |RTolerance | D1 Tolerance
Dry Machining 8.0 +8.02 70'02
12.0 1§02 802
Emulsion Machir?l?g ;gg :gzi '§'02
SEIFED) ' ° 08
Oil Machining unit. - mm
Type No Diameter Flu ngth Neck Dla O.ALL Thread Size Type No.
X-UEYR0810 8.0 3.5 10.1 M 5-3P
X-UEYR0820 8.0 35 2.0 7.8 10.1 M5 -3P
X-UEYR1010 10.0 4.0 1.0 9.8 1.1 M7-3P K10
X-UEYR1020 10.0 4.0 2.0 9.8 1.1 M7-3P K10
X-UEYR1220 12.0 5.0 2.0 1.7 13.8 M8 -3P K12
X-UEYR1230 12.0 5.0 3.0 11.7 13.8 M8 -3P K12
X-UEYR1620 16.0 6.5 2.0 15.6 14.7 M10-3P K16
X-UEYR1630 16.0 6.5 3.0 15.6 14.7 M10-3P K16
X-UEYR1640 16.0 6.5 4.0 15.6 14.7 M10-3P K16
X-UEYR2030 20.0 8.0 3.0 19.5 18.1 M12-3P K20
X-UEYR2050 20.0 8.0 5.0 19.5 18.1 M12-3P K20

unit : mm

* X-UEYRAVUJHIE1&FEERIP.38~41 Please find the milling condition on P.38~41




()i | EXCHOGERBIE HERD]=U D MINISIT

X-UET
= RABIKILLER J5A f
m m End Mills
L1
612

D1

izt
Finishing

O @

i
Semi-finishing

it
Roughing

Cawll]
Dry Machining

100 802

120 802

16.0 -8.02

Q

S iglg 0%

0il Machining . -0.04
320 Boa

unit : mm

L1 SHEIR SRR
|ameter ute engt Neck Dia. OA.L. Thread Size yp!
X-UET0804 12.1 M5 -3P K08
X-UET1004 10.0 10.0 9.8 16.1 M7-3P K10
X-UET1204 12.0 12.0 11.7 20.3 M8 -3P K12
X-UET1604 16.0 16.0 15.6 25.7 M10-3P K16
X-UET2004 20.0 20.0 19.5 31.1 M12-3P K20
X-UET2504 25.0 25.0 244 39.3 M16-3P K25
X-UET3204 32.0 32.0 31.2 48.0 M20-3P K32

unit : mm

* X-UETHVEDHIEIEEERIP.42~46 Please find the milling condition on P42~46




EXCHEUGEAETEHERDEUDMITISIIE Q)
X-UXR

EE /A5 .
End Mills

ac

ﬂ] 3
~ (-]
40
gﬂ%
Lo

bzt
Finishing

i
Semi-finishing

Q0@

izt
Roughing
B £
'- Xs) vl D1 | RTolerance | D1 Tolerance
L Dry Machining 40.02
8.0 0 802
SEFRLDH 10.0 +0.02 902
MQL (Mist) 002 o
120 3 -0.02
TH| 16.0 +0.02 o]
Emulsion Machining +8 0 -8.02
L) . o -0.03
JERIELIH] +0.02 0
Oil Machining 25.0 0 -0.04
unit : mm

AsE D HERT IS
Type No. Type No.
X-UXR0803 8.0 8.5 121 M5-3P K08
X-UXR0805 8.0 8.5 05 78 12.1 M5-3P K08
X-UXR0810 8.0 8.5 1.0 7.8 12.1 M5 -3P K08
X-UXR1005 10.0 100 05 9.8 16.1 M7-3P K10
X-UXR1010 10.0 10.0 1.0 9.8 16.1 M7-3P K10
X-UXR1205 12,0 120 05 1.7 203 M8-3P K12
X-UXR1210 12.0 12.0 1.0 11.7 20.3 M 8 -3P K12
X-UXR1605 16.0 16.0 0.5 15.6 25.7 M10-3P K16
X-UXR1610 16.0 16.0 1.0 15.6 25.7 M10-3P K16
X-UXR1620 16.0 16.0 2.0 15.6 25.7 M10-3P K16
X-UXR2010 20.0 20.0 1.0 19.5 311 M12-3P K20
X-UXR2020 20.0 20.0 2.0 19.5 311 M12-3P K20
X-UXR2030 20.0 20.0 3.0 19.5 31.1 M12-3P K20
X-UXR2530 25.0 25.0 3.0 244 393 M16-3P K25
X-UXR2550 25.0 25.0 5.0 244 393 M16-3P K25

* X-UXRAVUIHIEEEERIP.47~51 Please find the milling condition on P47~51




()i | EXCHOGERBIE HERD]= D MINISIT

X- lIPS

EEAWE 7 AL
End Mills

e [
&

g;%i—ﬁnishing

izt
Finishing

it
Roughing

Cawill]
Dry Machining

C) SEIELTH)
r Qil Machining
L1
I_1
Type N° Diameter | Flute Lengt

X-UPS0804

X-UPS1004 10.0 10.0
X-UPS1204 12.0 12.0
X-UPS1604 16.0 16.0
X-UPS2004 20.0 20.0
X-UPS2504 25.0 25.0
X-UPS3204 320 32.0

AENENEN
Neck Dia OALL Thread Size
12.1 M5 -3P
9.8 16.1 M7-3P
1.7 20.3 M8 -3P
15.6 25.7 M10-3P
19.5 31.1 M12-3P
24.4 39.3 M16-3P
31.2 48.0 M20-3P

* X-UPSHILHIEIEEERP.52~57 Please find the milling condition on P.52~57

D1

10.0
12.0
16.0
20.0
25.0
320

SHEIR SRR
Screw Driver
Type No.

K10
K12
K16
K20
K25
K32

unit : mm

Q
-0.04

(]
-0.04

unit : mm




EXCHEUGEAETE HERDEUDMITISIIE O
X-UPR

1 7 SiEERESAEIINIHE N
me m End Mills I
L1

M|

@

L
Finishing

mE
Semi-finishing

@ B8t
Roughing

+0.02 Q

v - REAZE |BEAZE
- 1 D1 | RTolerance | D1Tolerance
el ) EZTEDHI y G
8.0

L Dry Machining

0 -0.02

SEFRLDH 10.0 +0.02 902
MQL (Mist) o s

. 12.0 3 -0.02
LR : 16.0 +0.02 0

Emulsion Machining +8 - -8.02

SEHEEDA 200 0 -0.03
Y +0.02 0

Oil Machining 25.0 o 004

+0.
320 0 -0.04
unit : mm

SHEIRFRYER
Screw Driver
TypeN Type No.

X-UPR0805

X-UPR0810

X-UPR1005 16.1 M7-3P K10
X-UPR1010 16.1 M7-3P K10
X-UPR1210 20.3 M 8-3P K12
X-UPR1220 20.3 M 8-3P K12
X-UPR1610 25.7 M10-3P K16
X-UPR1620 25.7 M10-3P K16
X-UPR1630 25.7 M10-3P K16
X-UPR2010 31.1 M12-3P K20
X-UPR2020 31.1 M12-3P K20
X-UPR2030 31.1 M12-3P K20
X-UPR2050 20.0 20.0 5.0 19.5 31.1 M12-3P K20
X-UPR2510 25.0 25.0 1.0 244 393 M16-3P K25
X-UPR2520 25.0 25.0 2.0 244 393 M16-3P K25
X-UPR2530 25.0 25.0 3.0 244 393 M16-3P K25
X-UPR2550 25.0 25.0 5.0 244 393 M16-3P K25
X-UPR3210 32.0 320 1.0 31.2 48.0 M20-3P K32
X-UPR3230 32.0 320 3.0 31.2 48.0 M20-3P K32
X-UPR3250 32.0 32.0 5.0 31.2 48.0 M20-3P K32

* X-UPRAVUJHI E11%FEERIP.58~63 Please find the milling condition on P.58~63




U0 X CHEGERBEEHECDIE DML
X-UEX

D1
i % S EEY L8 /)5E —
me - End Mills
L1
L2
HRc ld
{
¢
'
M
D2
1BEE
Finishing
D2
O =
Semi-finishing
@ ik
Roughing
BE KNS
pro— D1 D1 Tolerance
Dry Machining 8.0 78.02
LA 10.0 302
MQL (Mist)
- 12.0 B2
IXKBEEEDE Q
@ r Emulsion Machining 160 —gAOZ
HEE) 200 o
SHMELD Q
@ r Qil Machining 25.0 -0.04
320 Boa
unit : mm
BUR SHEIRF RS
=L L1“ %E ﬂ?% Screw Driver
Type No. Diameter Flute Length Neck Dla OALL Thread Size Type No.
X-UEX0804 121 M5 -3P
X-UEX1004 10.0 10.0 9.8 16.1 M7-3P K10
X-UEX1204 12.0 12.0 11.7 20.3 M 8-3P K12
X-UEX1604 16.0 16.0 15.6 25.7 M10-3P K16
X-UEX2004 20.0 20.0 19.5 31.1 M12-3P K20
X-UEX2504 25.0 25.0 244 393 M16-3P K25
X-UEX3204 320 32.0 31.2 48.0 M20-3P K32

unit : mm

* X-UEXHILDHI #5855 ERP.64~67 Please find the milling condition on P64~67 n

S T




EXCHEUGEAETE HERDEUDMITISIIE O
X-UEXR

@ = EE5 =Y - AL YA —
mo m ] End Mills ﬁ

=)
=
&(:E

M

‘@

Erﬁhing
@ mE
Semi-finishing

it
Roughing

+0.02 Q

: A REAxE |BEAzE
- 4 D1 | RTolerance | D1Tolerance
20 sZ3H) 5 e
- 8.0

L Dry Machining

0 -0.02
ean . 100 B2 B,
MQL (Mist) 12.0 +8'°2 78'02
I -

Emulsion Macﬁi?ifé . ;gg :gzi '§'02

SEFEH : 350 002 o

0Oil Machining . 0 -0.04

320 1902 904

unit : mm
i&z ql“M SHERT AR
TypeN . Thref? Size Sc_:_;\’/)veD'\:g/'er
X-UEXR0803 121 M5-3P

X-UEXR0805 12.1 M5 -3P K08
X-UEXR0810 12.1 M5 -3P K08
X-UEXR1005 16.1 M7-3P K10
X-UEXR1010 16.1 M7 -3P K10
X-UEXR1205 20.3 M8 -3P K12
X-UEXR1210 20.3 M8 -3P K12
X-UEXR1220 20.3 M8 -3P K12
X-UEXR1610 25.7 M10-3P K16
X-UEXR1620 25.7 M10-3P K16
X-UEXR1630 25.7 M10-3P K16
X-UEXR2010 31.1 M12-3P K20
X-UEXR2020 31.1 M12-3P K20
X-UEXR2030 31.1 M12-3P K20
X-UEXR2510 d 393 M16-3P K25
X-UEXR2530 25.0 25.0 3.0 24.4 39.3 M16-3P K25
X-UEXR2550 25.0 25.0 5.0 244 393 M16-3P K25
X-UEXR3230 32.0 320 3.0 31.2 48.0 M20-3P K32
X-UEXR3250 32,0 320 5.0 31.2 48.0 M20-3P K32

* X-UEXRAVEDHI EIE:EERIP.68~74 Please find the milling condition on P68~74




ODHF S EENE=ELS G SR

X-UVT
r = EPE A -
L1

lisa T

i
Semi-finishing

Erﬁhing

izt
Roughing
NEE
D1 D1 Tolerance
8.0 802
10.0 802
12.0 802
16.0 802
20.0 803
SERIELDH] o
Oil Machining 25.0 Boa
320 804
unit : mm

@VM SHERTEER

Screw Driver

ze Type No.
X-UVT0806 8.0 8.0 7.8 12.1 M5 -3P K08
X-UVT1006 10.0 10.0 9.8 16.1 M7-3P K10
X-UVT1206 12.0 12.0 11.7 20.3 M8 -3P K12
X-UVT1606 16.0 16.0 15.6 25.7 M10-3P K16
X-UVT2006 20.0 20.0 19.5 31.1 M12-3P K20
X-UVT2506 25.0 25.0 244 393 M16-3P K25
X-UVT3206 32.0 32.0 31.2 48.0 M20-3P K32




EXCHEUGEAETE HERDEUDMITISIIE O
X-UVTR

R D1
€ = S E S T8 )5 -
mo | End Mills
L1
- L2
% % HRc
R e
¢
Aldura ;
|
D2
L
Finishing
@ gk
Semi-finishing
@ e
Roughing
B £S
D1 | RTolerance D1To|erance
8.0 o2 802
SERFELDA 10.0 o Bem
MQL ( Mist ) ’
12.0 +8‘°2 —8.02
16.0 +8'°2 -8.02
20.0 +0.02 70
SEIHEDE 250 1002 0
0il Machining : 0 -0.04
unit : mm

Type No. Type No.
X-UVTRO805 8.0 8.0 12.1 M5 -3P K08
X-UVTR0810 8.0 8.0 1.0 7.8 12.1 M5 -3P K08
X-UVTR1005 10.0 10.0 0.5 9.8 16.1 M7-3P K10
X-UVTR1010 10.0 10.0 1.0 9.8 16.1 M7-3P K10
X-UVTR1205 12.0 12.0 0.5 11.7 20.3 M8 -3P K12
X-UVTR1210 12.0 12.0 1.0 11.7 20.3 M8 -3P K12
X-UVTR1605 16.0 16.0 0.5 15.6 25.7 M10-3P K16
X-UVTR1610 16.0 16.0 1.0 15.6 25.7 M10-3P K16
X-UVTR1620 16.0 16.0 2.0 15.6 25.7 M10-3P K16
X-UVTR2010 20.0 20.0 1.0 19.5 31.1 M12-3P K20
X-UVTR2020 20.0 20.0 2.0 19.5 31.1 M12-3P K20
X-UVTR2030 20.0 20.0 3.0 19.5 31.1 M12-3P K20
X-UVTR2530 25.0 25.0 3.0 24.4 393 M16-3P K25
X-UVTR2550 25.0 25.0 5.0 244 393 M16-3P K25

* X-UVTRAVEDHI B EERP.78~84 Please find the milling condition on P.78~84




Q) LEXEHEUGERBREHERDIEUDMIEISIL

/

O =
Finishing
@ i
Semi-finishing
et
Roughing

SHFELDH]
MQL (Mist)

SEELDA]
Oil Machining

X-BTB

B EISEY I 5% /058
Ball Nose End Mills / 2 Flute

L2

L1

" X-BTB0802
X-BTB1002
X-BTB1202
X-BTB1602
X-BTB2002
X-BTB2502
X-BTB3202

10.0 9.8 16.1 M7-3P
12.0 1.7 203 M8 -3P
16.0 15.6 25.7 M10-3P
20.0 19.5 31 M12-3P
25.0 244 393 M16-3P
320 32 48.0 M20-3P

* X-BTB 2THILDHIIEEEREP.85 Please find the milling condition on P.85

B KEBNZE (B
D1 RTolerance
R4.0 +0.02
R5.0 +0.02
R6.0 +0.02
R8.0 +0.02
R10.0 +0.02
R12.5 +0.02
R16.0 +0.02
unit : mm
SHEIR SRR
Screw Driver
Type No.

K1 0
K12
K16
K20
K25
K32




EXCHEUGEAETE HERDEUDMITISIIE O
X-BTB :

Fict Gyl S FERWE S WA E!
Ball Nose End Mills / 3 Flute
L1
L2
Lm |
D2
1B
Finishing
D2
@ g
Semi-finishing
@ ik
Roughing
B KEBNZE (B
@ prm— D1 RTolerance
r Dry Machining R4.0 +0.02
SHFRLDH R5.0 +0.02
MQL (Mist) R6.0 +0.02
R8.0 +0.02
R10.0 +0.02
SEELDE
Oil Machining R125 +0.02
R16.0 +0.02
unit : mm
g SHEIRF A5
gk L1“‘ 7J§ “‘Er“ @E @V RoF Screw Driver
Type N ameter | Flute Length Neck Dia. OAL. Thread Size Type No.
X-BTBOSO3 R4.0 121 M5 -3P
X-BTB1003 R5.0 10.0 9.8 16.1 M7-3P K1 0
X-BTB1203 R6.0 12.0 11.7 20.3 M8 -3P K12
X-BTB1603 R8.0 16.0 15.6 25.7 M10-3P K16
X-BTB2003 R10.0 20.0 19.5 31.1 M12-3P K20
X-BTB2503 R12.5 25.0 244 393 M16-3P K25
X-BTB3203 R16.0 32.0 31.2 48.0 M20-3P K32

* X-BTB 3THILDHIEEFEERP.86 Please find the milling condition on P.86




ﬁ?iihing
gi%i-ﬁnishing

HES
Roughing

g2 T\EDHI
Dry Machining

BUgR
Type No.

X-UB0802
X-UB1002
X-UB1202
X-UB1602
X-UB2002
X-UB2502
X-UB3202

Bf

S
Diameter

R 4.0
R5.0
R 6.0
R8.0
R10.0
R12.5
R16.0

HUIGEHBEEIHEHD

X-UB

R ESEY 1§t /]5E
Ball Nose End Mills / 2 Flute

Flute Length

8.0
10.0
12.0
16.0
20.0
25.0
320

1.7
15.6
19.5
24.4
31.2

ELDMITTSIL

M
sy

M5 -3P
M7 -3P
M8 -3P
M10-3P
M12-3P
M16-3P
M20-3P

* X-UB 2THIUIHI #5555 RIP.87~88 Please find the milling condition on P.87~88

L2

Thread Size

SHEIR SRR
Screw Driver
Type No.

K08
K10
K12
K16
K20
K25
K32

unit : mm

+0.02
+0.02
+0.02
+0.02
+0.02
+0.02
+0.02

unit : mm




Fir%‘sshing

g;%i-ﬂnishing

O B
Roughing

) VLA
» Dry Machining

SEIELDEY
Qil Machining

Bl
Type
X-UB0804
X-UB1004
X-UB1204
X-UB1604
X-UB2004
X-UB2504
X-UB3204

ameter

R 4.0
R5.0
R 6.0
R 8.0
R10.0
R12.5
R16.0

X-UB

DIVl = B E 7 YA E]
Ball Nose End Mills / 4 Flute

10.0
12.0
16.0
20.0
25.0
320

M7-3P
M8 -3P
M10-3P
M12-3P
M16-3P
M20-3P

L2

M5-3P

* X-UB ATHILDEI SIS 52 P.89~90 Please find the milling condition on P89~90

K08
K10
K12
K16
K20
K25
K32

unit : mm

+0.02
t0.02
+0.02
+0.02
+0.02
+0.02
+0.02

unit : mm



) X CHEGEHRREHECDIE  DMIRTSIT

X-UBT
D1
s 7 SiEERESEY I JJ5E
m Ball Nose End Mills / 2 Flute
L1
L2
e [l N

:

Lm |
D2
ﬁﬁhing ’
D2|

e { &

Semi-finishing
O e,

Roughing

B |IEEAZEE

: —

=0 BZIDH D1 RTolerance
Y Y

r O Dry Machining X R4.0 +0.02

'- g SEATBLDH) b R5.0 +0.02

MQL (Mist)

R6.0 +0.02
. Il R8.0 +0.02
Emulsion Machining
R10.0 +0.02
SEELDA]
Oil Machining R125 +002
unit : mm
M SHEIRF A5
YR Screw Driver
Thread Size Type No.
X-UBT0802 R 4.0 M5 -3P
X-UBT1002 R5.0 M7 -3P K10
X-UBT1202 R6.0 M8 -3P K12
X-UBT1602 R 8.0 M10-3P K16
X-UBT2002 R10.0 M12-3P K20
X-UBT2502 R12.5 M16-3P K25

* X-UBT 2THILDHIENZFEEREP.91~92  Please find the milling condition on P.91~92




SEENESEVSEDELL GDHF
X-UBT :

SEE BBt/
Ball Nose End Mills / 4 Flute /

L2

J

i
Semi-finishing

Erﬁhing

izt
Roughing
B KEBNZE(B
) prm— . i D1 RTolerance
Dry Machining T~ ! R4.0 +0.02
SHFELDE re R5.0 +0.02
— RGO  *002
R8.0 +0.02
R10.0 +0.02
ol Mf{ﬁfﬁg R125  +002
unit : mm
SHEIR SRR
Screw Driver
Type No.
" X-UBT0804  R40
X-UBT1004 R5.0 10.0 9.8 16.1 M7-3P K10
X-UBT1204 R6.0 12.0 11.7 20.3 M8 -3P K12
X-UBT1604 R8.0 16.0 15.6 257 M10-3P K16
X-UBT2004 R10.0 20.0 19.5 31.1 M12-3P K20
X-UBT2504 R12.5 25.0 244 393 M16-3P K25

* X-UBT 4THILDHI BB ERP.93~94 Please find the milling condition on P.93~94




() ) | WEXCHE GEARNE HEROE DMV

A X-BMW

e = EERWE 7 A
Ball Nose End Mills

LM

D2
I“
Bf |XBERZEBE
D1 RTolerance

O L
Finishing

g;%i-ﬁnishing
izt

Roughing

=0 Lzawll]
Y] Dry Machining

R4.0 +0.02

R5.0 +0.02

MQL (Mist) R6.0 +0.02

& AGENELH R8.0 +0.02

Emulsion Machining

R10.0 +0.02

Ol Machining R125 o002

R15.0 +0.02

R16.0 +0.02

unit : mm
migE D1 L1 L2 M SHERFESER
Tyoe N B =R % Screw Driver
YREINO; Diameter Flute Necl Thread Size Type No.

X-BMW0804 R4.0 8.0 7.8 12.1 M5 -3P K08
X-BMW1004 R5.0 10.0 9.8 16.1 M7-3P K10
X-BMW1204 R6.0 12.0 11.7 20.3 M 8-3P K12
X-BMW1604 R8.0 16.0 15.6 25.7 M10-3P K16
X-BMW2004 R10.0 20.0 19.5 31.1 M12-3P K20
X-BMW2504 R12.5 25.0 244 393 M16-3P K25
X-BMW3004 R15.0 32.0 29.2 48.0 M20-3P K30
X-BMW3204 R16.0 32.0 31.2 48.0 M20-3P K32

* X-BMWHYLDH| EE:EERIP.95~98 Please find the milling condition on P95~98




SEENESEVSEDELL GDHF
X-UBY :

DLV = AR S YA
Ball Nose End Mills
L1
L2
¥ Aldura
/ : M

D2

i
Semi-finishing

Erﬁhing

izt
Roughing
B KEBNZE (B
) prm— D1 RTolerance
Dry Machining R4.0 +0.02
SHEFELDHI R5.0 +0.02
MQL (Mist) R6.0 £0.02
R8.0 +0.02
R10.0 +0.02
SEELDE
Oil Machining R125 1002
R15.0 +0.02
R16.0 +0.02
unit : mm
g SHEIRF A5
gk L1“‘ EE “‘Er“ @E @V RoF Screw Driver
Type N ameter | Flute Length Neck Dia. OAL. Thread Size Type No.
X-UBY0804 R4.0 121 M5 -3P
X-UBY1004 R5.0 10.0 9.8 16.1 M7-3P K10
X-UBY1204 R6.0 12.0 11.7 20.3 M8 -3P K12
X-UBY1604 R8.0 16.0 15.6 25.7 M10-3P K16
X-UBY2004 R10.0 20.0 19.5 31.1 M12-3P K20
X-UBY2504 R12.5 25.0 24.4 393 M16-3P K25
X-UBY3004 R15.0 32.0 29.2 48.0 M20-3P K30
X-UBY3204 R16.0 32.0 31.2 48.0 M20-3P K32

* X-UBYRVLDHIEUEFEERIP.99~101 Please find the milling condition on P99~101



()i | EXCHOGERBIE HERD]= D MINISIT

Xs-BTB

L2

o

IRALERTIEE —W
m . Ball Nose End Mills Li /l ’

@ L
Finishing
=
Semi-finishing
yIf?ﬂvaizlfghing

BE
p— D1 RToIerance
Dry Machining R4.0 +0.02
R5.0 +0.02
R6.0 +0.02
R8.0 +0.02
R10.0 +0.02
T R125  tooz
unit : mm
SHEIR SRR
Screw Driver
Type N Type No.
Xs-BTBOBOZ R4.0
Xs-BTB1002 R5.0 K10
Xs-BTB1202 R6.0 K12
Xs-BTB1602 R8.0 10.0 15.6 14.7 M10-3P K16
Xs-BTB2002 R10.0 12.0 19.5 18.1 M12-3P K20
Xs-BTB2502 R12.5 16.0 244 223 M16-3P K25

* Xs-BTBHIUJHIEEEEREP.102  Please find the milling condition on P.102




EXCHEUGEAETE HERDEUDMITISTI Q)

Xs-UB
1BAERTIEE
m Ball Nose End Mills l
L1

L2

HR

izt
Finishing

i
Semi-finishing

hiztos
Roughing
[=EEY GV
7wl RTolerance
Dry Machining R4.0 +0.02
R5.0 +0.02
R6.0 +0.02
R8.0 +0.02
R10.0 +0.02
unit : mm
I W N 0 R
Type N meter | Flute Len Neck Thread Size Type No.
XS-UBOSOZ R4.0 10.1 M5 -3P
Xs-UB1002 R5.0 7.0 9.8 11.1 M7-3P K1 0
Xs-UB1202 R6.0 9.0 11.7 13.8 M8 -3P K12
Xs-UB1602 R8.0 10.0 15.6 14.7 M10-3P K16
Xs-UB2002 R10.0 12.0 19.5 18.1 M12-3P K20
Xs-UB2502 R12.5 16.0 24.4 223 M16-3P K25

* Xs-UBRYLJHIEEFEERIP.103~104  Please find the milling condition on P.103~104



)i EXEHEEERERE HEDIE DMITIIT
Xs-UBT

388> AL
Ball Nose End Mills

* Xs-UBTHILDHIBIHEZERIP.105~106  Please find the milling condition on P.105~106

Aldura

1Bt
Finishing
s
Semi-finishing

piztas
Roughing

=0 Lzawll]
Dry Machining

SHFELIH]
MQL (Mist)

)
Emulsion Machlnlng

SEEEDA]
Qil Machining

L2

gk Bk FE 22 £
Type N Diameter | Flute Length Neck Dia. O A L. Thread Size

" Xs-UBT0802
Xs-UBT1002
Xs-UBT1202
Xs-UBT1602
Xs-UBT2002
Xs-UBT2502

M10-3P
M12-3P
M16-3P

D2
IREBENZE(E
D1 RTolerance
R4.0 +0.02
R5.0 +0.02
R6.0 +0.02
R8.0 +0.02
R10.0 +0.02
R12.5 +0.02
unit : mm
SHEIR SRR
Screw Driver
Type No.
K10
K12
K16
K20
K25




SEGENESEELSEDEELL T ODHF

X-BTC

D1
f : Ebialaz | SIENWE 5 WAL
m Z/] Ball Nose End Mills

L
Finishing

@ i
Semi-finishing

B
Roughing

¥ [=EEY
BZIH D1 RToIerance

Dry Machining Y = R4.0 +0.02

R5.0 +0.02

R6.0 +0.02

R8.0 +0.02

R10.0 +0.02

oil MEC‘I%lE?nﬁ‘gJ : . R125 o0

N 1 R16.0 +0.02

unit : mm
SHEIR SRR
Screw Driver
Type No.
X-BTC0802

X-BTC1002 R5.0 10.0 9.8 16.1 M7-3P K10
X-BTC1202 R6.0 12.0 1.7 20.3 M 8-3P K12
X-BTC1602 R8.0 16.0 15.6 25.7 M10-3P K16
X-BTC2002 R10.0 20.0 19.5 31.1 M12-3P K20
X-BTC2502 R12.5 25.0 24.4 393 M16-3P K25
X-BTC3202 R16.0 32.0 31.2 48.0 M20-3P K32

* X-BTCHILDHIEIEFEERP.107~109 Please find the milling condition on P.107~109



(D)) 1 | IEXCHENGENBEEIHERDEL IDMIIS]

X-AE W

D1

3

M

D2

1Bt
Finishing

@ gt
Semi-finishing
i‘I-i\’ﬂv:fltghing

Hl
Dry Machining

TS 10.0 302
MQL (Mist)
120 30
) 0
Emulsion Machining 16.0 -g,oz
e 20.0 -0.03
! Q
=
320 -0.04
unit : mm
g L1 SHEIRFESER
\_11 ‘“ET"‘ E% Screw Driver
Type N° Diameter Flute Length Neck Dia. O.ALL. Thread Size Type No.

X-AEW0803 121 M5 -3P K08
X-AEW1003 10.0 10.0 9.8 16.1 M7-3P K10
X-AEW1203 12.0 12.0 1.7 20.3 M8 -3P K12
X-AEW1603 16.0 16.0 15.6 25.7 M10-3P K16
X-AEW2003 20.0 20.0 19.5 31.1 M12-3P K20
X-AEW2503 25.0 25.0 244 393 M16-3P K25
X-AEW3203 32.0 320 31.2 48.0 M20-3P K32

* X-AEWHILDHI B8 FEERIP.110~112  Please find the milling condition on P.110~112




SEENE=EUSEDEELL ODHE
X-AEWR

e URVE YAEL -
End Mills

ﬂ

B

izt
Finishing

@ hEE
Semi-finishing
yrgﬂoiatghing

2ZI\UDHl

BE | RERZEE | BEA
D1 | RTolerance D1To|erance

Dry Machining 8.0 +8.02 O 02
10.0 02 802
120 1§02 802
16.0 302 802
200 802 802
oil M§!§ﬁ?f3 25.0 02 Bos
320 302 Boa
unit : mm
Type No, D meter Flute Length Corner R Neck Dia. OAL. Thread Size Type No.
X-AEWR0805 121 M5 -3P
X-AEWRO0810 8.0 8.0 1.0 7.8 121 M5 -3P K08
X-AEWR1005 10.0 10.0 0.5 9.8 16.1 M7-3P K10
X-AEWR1010 10.0 10.0 1.0 9.8 16.1 M7 -3P K10
X-AEWR1205 12.0 12.0 0.5 11.7 20.3 M8 -3P K12
X-AEWR1210 12.0 12.0 1.0 11.7 20.3 M8 -3P K12
X-AEWR1610 16.0 16.0 1.0 15.6 25.7 M10-3P K16
X-AEWR1620 16.0 16.0 2.0 15.6 25.7 M10-3P K16
X-AEWR1630 16.0 16.0 3.0 15.6 25.7 M10-3P K16
X-AEWR2010 20.0 20.0 1.0 19.5 31.1 M12-3P K20
X-AEWR2020 20.0 20.0 2.0 19.5 31.1 M12-3P K20
X-AEWR2030 20.0 20.0 3.0 19.5 31.1 M12-3P K20
X-AEWR2510 25.0 25.0 1.0 24.4 393 M16-3P K25
X-AEWR2530 25.0 25.0 3.0 24.4 393 M16-3P K25
X-AEWR3230 32.0 32.0 3.0 31.2 48.0 M20-3P K32
X-AEWR3250 32.0 32.0 5.0 31.2 48.0 M20-3P K32

* X-AEWRRVUJHI E1&5EEFIP.113~117  Please find the milling condition on P.113~117




(D)) | IEXCHENGERBEE HERDIEDMIL IS

X-AES
A

D1

3

M

D2

4Eir?i;ghing
g;%i-ﬁnishing
i‘I-i\’ﬁv:fltghing

Hl
Dry Machining

B 100 802
IS
. [ 12.0 302
’ Q
) Emulsion Machlnlng = 16.0 -0.02
20.0 Bo3
‘\}fﬂﬁ . 0
‘ 320 Boa
unit : mm
migE y L2 RElR TR
. N E = Screw Driver
ype No. Dlameter Flute Len Thread Size Type No.
X-AES0803 8.0 7.8 121 M5 -3P K08
X-AES1003 10.0 10.0 9.8 16.1 M7-3P K10
X-AES1203 12.0 12.0 11.7 20.3 M 8-3P K12
X-AES1603 16.0 16.0 15.6 25.7 M10-3P K16
X-AES2003 20.0 20.0 19.5 31.1 M12-3P K20
X-AES2503 25.0 25.0 244 393 M16-3P K25
X-AES3203 320 32.0 31.2 48.0 M20-3P K32

* X-AESHILDHIBE:5ERMP.118~120 Please find the milling condition on P.118~120




SEENESEVSEDELL GDHF
X-AESR

= Gz A A .
% End Mills
”

L1

:

Lt |
D2

bzt
Finishing
g
Semi-finishing
izt
Roughing
BE | REAZE |BEER
BRI D1 RToIerance D1To|erance
r Dry Machining +O 02
0 02
@
IS(
! Q
12.0 +8 02 -0.02
16.0 +0.02 Q
Emulsion Machlnlng +8 o3 -g.O2
HIELH) 200 0 -0.02
JEIEEIH +0.02 0
Oil Machining 25.0 o 003
320 o -0.04
unit : mm

SHEIRFRYER
Screw Driver
TypeN Type No.

X-AESR0805 121 M5-3P K08
X-AESR0810 8.0 8.0 1.0 7.8 12.1 M5 -3P K08
X-AESR1005 10.0 10.0 0.5 9.8 16.1 M7-3P K10
X-AESR1010 10.0 10.0 1.0 9.8 16.1 M7-3P K10
X-AESR1205 12.0 12.0 0.5 11.7 20.3 M 8 -3P K12
X-AESR1210 12.0 12.0 1.0 11.7 20.3 M 8 -3P K12
X-AESR1605 16.0 16.0 0.5 15.6 25.7 M10-3P K16
X-AESR1610 16.0 16.0 1.0 15.6 25.7 M10-3P K16
X-AESR1630 16.0 16.0 3.0 15.6 25.7 M10-3P K16
X-AESR2005 20.0 20.0 0.5 19.5 31.1 M12-3P K20
X-AESR2010 20.0 20.0 1.0 19.5 31.1 M12-3P K20
X-AESR2030 20.0 20.0 3.0 19.5 31.1 M12-3P K20
X-AESR2530 25.0 25.0 3.0 244 393 M16-3P K25
X-AESR3230 32.0 320 3.0 31.2 48.0 M20-3P K32
X-AESR3250 32.0 32.0 5.0 31.2 48.0 M20-3P K32

* X-AESRAVUIHIEKFEERIP.121~125 Please find the milling condition on P.121~125



(D)) 1 | IEXCHENGENBEEIHERDEL IDMIIS]

X-TS
| : S0 == WAL
% Spiral Flute Chamfering 2

D1
HRG
60 Li

L2

Finishing
@ gk
Semi-finishing
O L
Roughing
SHRELDH]
Qil Machining
AUz D L1 L2 [F=pAl SHERF AR
T 15’,\”‘ IR S Recommended | Screw Driver
YREINO, Front Diameter | Diameter Flute Length (o} Carbide Shank Type No.
X-TS0803 1 8 35 10.1 X-WDEX080- K08
X-TS1003 2 10 4.0 1.1 X-WDEX100- K10
X-TS1203 2 12 5.0 13.8 X-WDEX120- K12
X-TS1603 3 16 6.5 14.7 X-WDEX160- K16
X-TS2003 5 20 7.5 18.1 X-WDEX200- K20

* X-TSHILDHI&i555ERIP.126~128 Please find the milling condition on P.126~128




SEENESEUSEDEELL GDHF
X-TD

B7)EEJI5E
Straight Flute Chamfering

e
(2 L

Finishing
@ i
Semi-finishing
O B8t
Roughing
© Lrawll]
Dry Machining

SEELTA]
Oil Machining

X-TD0803 1
X-TD1003 2
X-TD1203 2
X-TD1603 3
X-TD2003 5

* X-TDRVEDHI BB FEERIP.129~131  Please find the milling condition on P.129~131

D2
]
L2 |

[E=pAL SHERF RS
Recommended Screw Driver
Carbide Shank Type No.
X-WDEX080-
X-WDEX100- K10
X-WDEX120- K12
X-WDEX160- K16
X-WDEX200- K20



ODHF (=5 (s = =1L =W SR 1T
X-TW
Thfjg ﬁI\sllgijljling

HR
BAET |

D1

;

s

F

ﬁﬁhing

s
Semi-finishing

O e
Roughing

Lzwll]
Dry Machining

SHFELDH]
MQL (Mist)

KBHELDH
Emulsion Machining

SEEEDA]

Qil Machining

FiRtE P g
*ﬁg.r Coarse Di meter Flut No.of Thread Carbide Shank Type No.
X-TW101210 1.0 X-WDEX080- K16
X-TW121510 1.0 ZM15 12.0 15.0 15 X-WDEX100- K16
X-TW161810 1.0 ZM20 16.0 18.0 18 X-WDEX120- K16
X-TW202210 1.0 ZM24 20.0 22.0 22 X-WDEX160- K20
X-TW111215 15 ZM15 11.0 12.0 8 X-WDEX080- K16
X-TW131515 1.5 ZM17 13.0 15.0 10 X-WDEX100- K16
X-TW161815 1.5 ZM20 16.0 18.0 12 X-WDEX120- K16
X-TW202115 1.5 ZM24 20.0 21.0 14 X-WDEX160- K20
X-TW252415 15 ZM30 25.0 24.0 16 X-WDEX200- K20
X-TW111220 2.0 M16 ZM18 11.0 12.0 6 X-WDEX080- K16
X-TW131420 2.0 ZM18 13.0 14.0 7 X-WDEX100- K16
X-TW161820 2.0 ZM22 16.0 18.0 9 X-WDEX120- K16
X-TW202220 2.0 ZM25 20.0 22.0 11 X-WDEX160- K20
X-TW252420 2.0 ZM30 25.0 24.0 12 X-WDEX200- K20
X-TW131525 25 M18~22 13.0 15.0 6 X-WDEX100- & X-WHEX100- K16
X-TW161830 3.0 M24~27 Z=M30 16.0 18.0 6 X-WDEX120- & X-WHEX120- K16
X-TW202130 3.0 ZM30 20.0 21.0 7 X-WDEX160- K20
X-TW252430 3.0 ZM33 250 24.0 8 X-WDEX200- K20
X-TW202135 35 M30~33 20.0 21.0 6 X-WDEX160- & X-WHEX160- K20
X-TW252440 40 M36~39 =M42 25.0 24.0 6 X-WDEX200- K20

unit : mm




SIEENESEMSEDELL @DHF
K

B JBRREIR S

Screw Driver

EevgE | mukE i i
e (er (B wweinE | rsaEmoE
Di It End Mills Ball Nose EndMills | Thread Milling N.m
IaMEtEer (Use End) (Use End)

12
15
20

unit : mm

fst : JIRETISER SR OISEREZ [H0E) -

Note : When combining shank and head, please refer to the "N.m" value.
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X-UOR0810
X-UOR0810
X-UOR0810
X-UOR0810
X-UOR0820
X-UOR0820
X-UOR0820
X-UOR0820
X-UOR1010
X-UOR1010
X-UOR1010
X-UOR1010
X-UOR1020
X-UOR1020
X-UOR1020
X-UOR1020
X-UOR1220
X-UOR1220
X-UOR1220
X-UOR1220
X-UOR1220
X-UOR1220
X-UOR1230
X-UOR1230
X-UOR1230
X-UOR1230
X-UOR1230
X-UOR1230
X-UOR1620
X-UOR1620
X-UOR1620
X-UOR1620
X-UOR1620
X-UOR1630
X-UOR1630
X-UOR1630
X-UOR1630
X-UOR1630
X-UOR1640
X-UOR1640
X-UOR1640
X-UOR1640
X-UOR1640

#ZEDHIM Work Material

731\ Coolant Type
JERRE

Extension
Length (mm)

20
20
45
45
20
20
45
45
25
25
45
45
25
25
45
45
30
30
50
50
70
70
30
30
50
50
70
70
40
40
60
60
90
40
40
60
60
90
40
40
60
60
90

ERERE
Cutting Speed
(m/min)

230
230
170
170
230
230
170
170
230
230
200
150
230
230
200
150
275
275
250
250
185
150
275
275
250
250
185
150
250
250
235
175
135
250
250
235

175 -

135
250
250
235
175
135

OERE

Speed

(min")

9200
9200
6800
6800
9200
9200
6800
6800
7300
7300
6400
4800
7300
7300
6400
4800
7300
7300
6600
6600
4900
4000
7300
7300
6600
6600
4900
4000
5000
5000
4650
3500
2700
5000
5000
4650
3500
2700
5000
5000
4650
3500
2700

ERRRE
Feed
(mm/min)
12000~13000
6000~7000
6000~6500
3800~4200
12000~13000
6000~7000
6000~6500
3800~4200
12000~13000
7000~8000
7500~8500
3800~4200
12000~13000
7000~8000
7500~8500
3800~4200
12000~13000
8000~9000
10000~13000
6000~7000
6000~7000
3500~4500
12000~13000
8000~9000
10000~13000
6000~7000
6000~7000
3500~4500
9000~10000
5000~6000
6500~7500
3000~3500
2300~2800
9000~10000
5000~6000
6500~7500
3000~3500
2300~2800
9000~10000
5000~6000
6500~7500
3000~3500
2300~2800

INTRE
(Aa)
Depth of Cut
0.15
0.3
0.15
0.25
0.15
0.3
0.15
0.3
0.15
0.3
0.15
0.3
0.15
0.3
0.15
0.3
0.25
0.5
0.25
0.5
0.25
0.4
0.25
0.5
0.25
0.5
0.25
0.4
0.25
0.5
0.25
0.5
0.25
0.25
0.5
0.25
0.5
0.25
0.25
0.5
0.25
0.5
0.25

NIEE
(Ap)
Width of Cut

T BT T BN RV BN, |

X-UOR

ST EH/MIEM Alloy Tool Steels / Carbon Tool Steels
P20/P5/ SK3/SKD61/SKD11:1.2311/1.1545/1.2379/1.2344:H13 /D2 (HRc23~32)

823\ /mFZELDEIl Dry/MQL coolant

mnI7s=
Milling Type

#88% ROUGHING
#88% ROUGHING
#88% ROUGHING
¥88% ROUGHING
#8#% ROUGHING
#88% ROUGHING
#88% ROUGHING
¥88% ROUGHING
#82% ROUGHING
#82% ROUGHING
#88% ROUGHING
#88% ROUGHING
¥88% ROUGHING
#82% ROUGHING
#88% ROUGHING
#88% ROUGHING
#88% ROUGHING
¥88% ROUGHING
#82% ROUGHING
¥88% ROUGHING
#88% ROUGHING
¥88% ROUGHING
#85% ROUGHING
#88% ROUGHING
#88% ROUGHING
#88% ROUGHING
#88% ROUGHING
¥88% ROUGHING
#88% ROUGHING
#88% ROUGHING
#88% ROUGHING
¥88% ROUGHING
#88% ROUGHING
¥88% ROUGHING
#88% ROUGHING
#88% ROUGHING
#88% ROUGHING
#82% ROUGHING
#8#% ROUGHING
#88% ROUGHING
#88% ROUGHING
#88% ROUGHING
#82% ROUGHING



|3A1.1.1u55.15153.15.m3_!1zﬂy5@ ODHE

DI Work Material ST EH/MIEM Alloy Tool Steels / Carbon Tool Steels
P20/P5/ SK3/SKD61/SKD11:1.2311/1.1545/1.2379/1.2344:H13 /D2 (HRc23~32)
731\ Coolant Type 823\ /BFELDEl Dry/MQL coolant
JERRE | UIHIERE mIERE ERRE | MTFRE | NIEE

Extension | Cutting Speed Speed Feed (Aa) (Ap) 7 DIBK‘
Length (mm) | (m/min) (minT) (mm/min) | Depthof cut | Width of Cut Milling Type

X-UOR2030 45 240 3800 6000~7000 0.3 12 8% ROUGHING
X-UOR2030 45 215 3400 2500~3000 0.6 12 ¥H8% ROUGHING
X-UOR2030 70 215 3400 4500~5500 0.3 12 ¥8#% ROUGHING
X-UOR2030 70 215 3400 2300~2800 0.6 12 8% ROUGHING
X-UOR2030 100 135 2150 1800~2300 0.25 12 ¥H3% ROUGHING
X-UOR2050 45 240 3800 6000~7000 0.3 9 ¥H8% ROUGHING
X-UOR2050 45 215 3400 2500~3000 0.6 9 ¥8#% ROUGHING
X-UOR2050 70 215 3400 4500~5500 0.3 9 ¥H8% ROUGHING
X-UOR2050 70 215 3400 2300~2800 0.6 9 #H8% ROUGHING
X-UOR2050 100 135 2150 1800~2300 0.25 9 ¥8#% ROUGHING

LA Work Material SBESH/ FEEEM Prehardened Steels : NAK8O : 1.2083 : AISI420 : M310 (HRc36~45)
7BANTITN Coolant Type &3\ /MFELDE Dry/MQL coolant

TERRE | IHIERE 2R HEHRE INLRE
Extension Cutting Speed Feed (Aa) (Ap) o
Length (mm) | (m/min) (mm/min) | Depthof Cut | Width of Cut Milling Type
X-UOR0810 20 190 7600 9000~10000 0.15 4 #88% ROUGHING
X-UOR0810 20 160 6400 4500~5000 0.3 4 #E#% ROUGHING
X-UOR0810 45 160 6400 4500~5000 0.15 4 #B#% ROUGHING
X-UOR0810 45 160 6400 3200~3600 0.25 4 ¥88% ROUGHING
X-UOR0820 20 190 7600 9000~10000 0.15 5 #88% ROUGHING
X-UOR0820 20 160 6400 4500~5000 0.25 5 #E8#% ROUGHING
X-UOR0820 45 160 6400 4500~5000 0.15 5 ¥88% ROUGHING
X-UOR0820 45 160 6400 3200~3600 0.25 5 #88% ROUGHING
X-UOR1010 25 220 7000 11000~12000 0.15 6 #8#% ROUGHING
X-UOR1010 25 220 7000 6500~7500 0.3 6 ¥88% ROUGHING
X-UOR1010 45 190 6000 7000~8000 0.15 6 #88% ROUGHING
X-UOR1010 45 150 4800 3400~3800 0.3 6 #88% ROUGHING
X-UOR1020 25 220 7000 11000~12000 0.15 5 #88% ROUGHING
X-UOR1020 25 220 7000 6500~7500 0.3 5 ¥E8% ROUGHING
X-UOR1020 45 190 6000 7000~8000 0.15 5 #H88% ROUGHING
X-UOR1020 45 150 4800 3400~3800 0.3 5 #88% ROUGHING
X-UOR1220 30 265 7000 9000~10000 0.25 7 #88% ROUGHING
X-UOR1220 30 265 7000 5500~6500 0.5 7 ¥H#% ROUGHING
X-UOR1220 50 225 6000 7000~8500 0.25 7 #E#% ROUGHING
X-UOR1220 50 225 6000 4000~5000 0.5 7 #88% ROUGHING
X-UOR1220 70 160 4200 4500~5500 0.25 7 ¥E#% ROUGHING
X-UOR1220 70 145 3900 3500~4000 0.35 7 #88% ROUGHING
X-UOR1230 30 265 7000 9000~10000 0.25 5.8 #8#% ROUGHING
X-UOR1230 30 265 7000 5500~6500 0.5 5.8 ¥88% ROUGHING
X-UOR1230 50 225 6000 7000~8500 0.25 5.8 #H88% ROUGHING
X-UOR1230 50 225 6000 4000~5000 0.5 5.8 #8#% ROUGHING
X-UOR1230 70 160 4200 4500~5500 0.25 5.8 #88% ROUGHING
X-UOR1230 70 145 3900 3500~4000 0.35 5.8 ¥88% ROUGHING

‘ m - ) - :
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R UIEI# Work Material HHESS/ FAEEH Prehardened Steels: NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

g3\ /5lFELDEl Dry/MQL coolant

TERRE | UHERE mIERE ERRE | MTFRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e S
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UOR1620 40 250 5000 8000~9000 0.25 10 ¥8#% ROUGHING
X-UOR1620 40 250 5000 4000~5000 0.5 10 ¥8#% ROUGHING
X-UOR1620 60 235 4650 5000~6000 0.25 10 ¥8#% ROUGHING
X-UOR1620 60 175 3500 2500~3000 0.5 10 ¥E#% ROUGHING
X-UOR1620 90 135 2700 1700~2300 0.25 10 ¥8#% ROUGHING
X-UOR1630 40 250 5000 8000~9000 0.25 9 ¥8#% ROUGHING
X-UOR1630 40 250 5000 4000~5000 0.5 9 ¥8#% ROUGHING
X-UOR1630 60 235 4650 5000~6000 0.25 9 ¥8#% ROUGHING
X-UOR1630 60 175 3500 2500~3000 0.5 9 ¥8#% ROUGHING
X-UOR1630 90 135 2700 1700~2300 0.25 9 ¥8#% ROUGHING
X-UOR1640 40 250 5000 8000~9000 0.25 7 ¥E#% ROUGHING
X-UOR1640 40 250 5000 4000~5000 0.5 7 ¥8#% ROUGHING
X-UOR1640 60 235 4650 5000~6000 0.25 7 ¥8#% ROUGHING
X-UOR1640 60 175 3500 2500~3000 0.5 7 ¥E#% ROUGHING
X-UOR1640 90 135 2700 1700~2300 0.25 7 ¥8#% ROUGHING
X-UOR2030 45 225 3600 3800~4500 0.3 12 ¥8#% ROUGHING
X-UOR2030 45 215 3400 2000~2500 0.6 12 ¥8#% ROUGHING
X-UOR2030 70 215 3400 3500~4500 0.3 12 ¥E#% ROUGHING
X-UOR2030 70 215 3400 1800~2400 0.5 12 ¥8#% ROUGHING
X-UOR2030 100 120 1900 1400~1800 0.25 12 ¥8#% ROUGHING
X-UOR2050 45 225 3600 3800~4500 0.3 9 ¥E#% ROUGHING
X-UOR2050 45 215 3400 2000~2500 0.6 9 ¥8#% ROUGHING
X-UOR2050 70 215 3400 3500~4500 0.3 9 ¥8#% ROUGHING
X-UOR2050 70 215 3400 1800~2400 0.5 9 ¥E#% ROUGHING
X-UOR2050 100 120 1900 1400~1800 0.25 9 ¥8#% ROUGHING
(e X-UORJJEREI EBBARSEINILHSC) » BARIEEHIEHRC 30~HRc 52 ©
Note X-UOR is designed for High Speed Cutting(HSC). Good with the material from HRc 30~HRc 52

LT rk Material ENRIBE Hardened Steels
A aieie SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

83X /HBE Dry/MaL coolant

JEBRRE | UIHIRE iR HEARIRE INITRE
Extension Cutting Speed Feed (Aa) (Ap) o
Length (mm) (m/min) (mm/min) | Depthof Cut | Width of Cut Milling Type

X-UOR0810 20 160 6400 5500~6000 0.15 4 ¥H8% ROUGHING
X-UOR0810 20 160 - 6400 2300~2700 0.3 4 ¥8#% ROUGHING
X-UOR0810 45 145 5800 4500~5000 0.15 4 ¥8#% ROUGHING
X-UOR0810 45 130 5100 2000~2400 0.25 4 ¥8#% ROUGHING
X-UOR0820 20 160 6400 5500~6000 0.15 3 ¥8#% ROUGHING
X-UOR0820 20 160 6400 2300~2700 0.3 3 ¥E#% ROUGHING
X-UOR0820 45 145 5800 4500~5000 0.15 3 ¥8#% ROUGHING

3 ¥H8% ROUGHING

X-UOR0820 45 130 5100 2000~2400 0.25
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W EEIAF Work Material BRIEH Hardened Steels
S e aieie SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

731\ Coolant Type 823\ /BFELDEl Dry/MQL coolant

JERRE | UIHIERE LIERE ERRE INTHEE | NIEE M
Extension Cutting Speed Speed Feed (Aa) (Ap) e S
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UOR1010 25 160 5200 5000~5500 0.15 5 #H3% ROUGHING
X-UOR1010 25 160 5200 2400~2800 0.3 5 ¥H3% ROUGHING
X-UOR1010 45 130 4150 4000~4500 0.15 5 ¥8#% ROUGHING
X-UOR1010 45 130 4150 1800~2200 0.3 5 ¥8#% ROUGHING
X-UOR1020 25 160 5200 5000~5500 0.15 5 ¥H8% ROUGHING
X-UOR1020 25 160 5200 2400~2800 0.3 5 ¥8#% ROUGHING
X-UOR1020 45 130 4150 4000~4500 0.15 5 ¥8#% ROUGHING
X-UOR1020 45 130 4150 1800~2200 0.3 5 ¥8#% ROUGHING
X-UOR1220 30 200 5300 6500~7000 0.2 6 ¥H8% ROUGHING
X-UOR1220 30 185 4900 4000~4500 0.4 6 ¥8#% ROUGHING
X-UOR1220 50 185 4900 5500~6000 0.2 6 8% ROUGHING
X-UOR1220 50 185 4900 3500~4000 0.4 6 ¥H8% ROUGHING
X-UOR1220 70 145 3850 3200~3600 0.2 6 ¥8#% ROUGHING
X-UOR1220 70 125 3300 1600~2000 0.4 6 ¥8#% ROUGHING
X-UOR1230 30 200 5300 6500~7000 0.2 5.8 ¥H8% ROUGHING
X-UOR1230 30 185 4900 4000~4500 0.4 5.8 ¥8#% ROUGHING
X-UOR1230 50 185 4900 5500~6000 0.2 5.8 ¥8#% ROUGHING
X-UOR1230 50 185 4900 3500~4000 0.4 5.8 8% ROUGHING
X-UOR1230 70 145 3850 3200~3600 0.2 5.8 ¥H8% ROUGHING
X-UOR1230 70 125 3300 1600~2000 0.4 5.8 ¥8#% ROUGHING
X-UOR1620 40 215 4300 3200~3600 0.25 8 8% ROUGHING
X-UOR1620 40 215 4300 1600~2000 0.4 8 ¥H8% ROUGHING
X-UOR1620 60 105 2100 2000~2400 0.2 8 ¥H8% ROUGHING
X-UOR1620 60 105 2100 1400~1800 0.35 8 ¥8#% ROUGHING
X-UOR1620 90 95 1900 1400~1800 0.2 8 ¥H3% ROUGHING
X-UOR1630 40 215 4300 3200~3600 0.25 8 ¥H8% ROUGHING
X-UOR1630 40 215 4300 1600~2000 0.4 8 ¥8#% ROUGHING
X-UOR1630 60 105 2100 2000~2400 0.2 8 8% ROUGHING
X-UOR1630 60 105 2100 1400~1800 0.35 8 ¥H8% ROUGHING
X-UOR1630 90 95 1900 1400~1800 0.2 8 ¥8#% ROUGHING
X-UOR1640 40 215 4300 3200~3600 0.25 7 ¥8#% ROUGHING
X-UOR1640 40 215 4300 1600~2000 0.4 7 8% ROUGHING
X-UOR1640 60 105 2100 2000~2400 0.2 7 ¥H8% ROUGHING
X-UOR1640 60 105 2100 1400~1800 0.35 7 ¥8#% ROUGHING
X-UOR1640 920 95 1900 1400~1800 0.2 7 ¥8#% ROUGHING
X-UOR2030 45 215 3400 2800~3200 0.25 10 ¥H8% ROUGHING
X-UOR2030 45 215 3400 1400~1800 0.4 10 ¥8#% ROUGHING
X-UOR2030 70 105 1700 1800~2200 0.2 10 ¥8#% ROUGHING
X-UOR2030 70 105 1700 1200~1600 0.35 10 ¥H8% ROUGHING
X-UOR2030 100 95 1550 1200~1600 0.2 10 ¥8#% ROUGHING
X-UOR2050 45 215 3400 2800~3200 0.25 9 ¥8#% ROUGHING
X-UOR2050 45 215 3400 1400~1800 0.4 9 8% ROUGHING
X-UOR2050 70 105 1700 1800~2200 0.2 9 ¥H8% ROUGHING
X-UOR2050 70 105 1700 1200~1600 0.35 9 ¥8#% ROUGHING
X-UOR2050 100 95 1550 1200~1600 0.2 9 ¥8#% ROUGHING
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tIEIEAFR x- ”EYR MILLING CONDITIONS
LA Work Material ZNRIBE Hardened Steels
SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

731\ Coolant Type 8230 /B7ELDEl Dry/MQL coolant

JERRE | UIHIERE LEEERE ERRE NTHEE | NIEE NI
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UEYR0810 25 170 6800~7200  3000~3400 0.2~0.25 5~8 &#f SLOTTING
X-UEYR0810 25 170 6800~7200  4500~5000 0.2~0.25 0.2~0.25 3D 3D MILLING
X-UEYR0810 40 120 4800~5200  2400~2800 0.15~0.2 5~8 &8 SLOTTING
X-UEYR0810 40 120 4800~5200  3400~3800 0.15~0.2  0.15~0.2 3Dt 3D MILLING
X-UEYR0810 60 55 2200~2600  1000~1200 0.1~0.15 5~8 &% SLOTTING
X-UEYR0810 60 70 2800~3300  2800~3200 0.1~0.15  0.1~0.15 3D 3D MILLING
X-UEYR0820 25 170 6800~7200  3000~3400 0.2~0.25 3~8 &if SLOTTING
X-UEYR0820 25 170 6800~7200  4500~5000 0.2~0.25 0.2~0.25 3D 3D MILLING
X-UEYR0820 40 120 4800~5200  2400~2800 0.15~0.2 3~8 &8 SLOTTING
X-UEYR0820 40 120 4800~5200  3400~3800 0.15~0.2  0.15~0.2  3Dif 3D MILLING
X-UEYR0820 60 55 2200~2600  1000~1200 0.1~0.15 3~8 &% SLOTTING
X-UEYR0820 60 70 2800~3300  2800~3200 0.1~0.15  0.1~0.15 3D 3D MILLING
X-UEYR1010 30 255 8000~8600  5500~6000  0.2~0.3 7~10 &#f SLOTTING
X-UEYR1010 30 205 6600~7000  3600~4000  0.2~0.3 7~10 &% SLOTTING
X-UEYR1010 30 255 8000~8600  5500~6000  0.2~0.3 0.2~0.3  3D#f 3D MILLING
X-UEYR1010 30 205 6600~7000  4700~5200  0.2~0.3 0.2~0.3  3D#f 3D MILLING
X-UEYR1010 50 160 5000~5500  2200~2600 0.15~0.2 7~10 &% SLOTTING
X-UEYR1010 50 160 5000~5500  3800~4200 0.15~0.2 0.15~0.2 3D 3D MILLING
X-UEYR1010 70 115 3600~4000  1600~2000 0.1~0.15 7~10 &if SLOTTING
X-UEYR1010 70 115 3600~4000  2600~3000 0.1~0.15  0.1~0.15 3Dg#% 3D MILLING
X-UEYR1020 30 255 8000~8600  5500~6000  0.2~0.3 5~10 &8 SLOTTING
X-UEYR1020 30 205 6600~7000  3600~4000  0.2~0.3 5~10 &8 SLOTTING
X-UEYR1020 30 255 8000~8600  5500~6000  0.2~0.3 0.2~0.3  3Dif 3D MILLING
X-UEYR1020 30 205 6600~7000  4700~5200  0.2~0.3 0.2~0.3  3Dif 3D MILLING
X-UEYR1020 50 160 5000~5500  2200~2600 0.15~0.2 5~10 & SLOTTING
X-UEYR1020 50 160 5000~5500  3800~4200 0.15~0.2 0.15~0.2 3D 3D MILLING
X-UEYR1020 70 115 3600~4000  1600~2000 0.1~0.15 5~10 &8 SLOTTING
X-UEYR1020 70 115 3600~4000  2600~3000 0.1~0.15  0.1~0.15  3D§f 3D MILLING
X-UEYR1220 40 170 4500~5000  2800~3200 0.3~0.35 7~12 &% SLOTTING
X-UEYR1220 40 190 5000~5500  3600~4000 0.3~0.35 0.3~0.35 3D 3D MILLING
X-UEYR1220 70 165 4400~4800  2200~2600 0.2~0.25 712 &if SLOTTING
X-UEYR1220 70 120 3200~3600  2200~2600 0.2~0.25 0.2~0.25 3D§% 3D MILLING
X-UEYR1220 90 105 2700~3200 600~1000  0.05~0.1 7~12 &8 SLOTTING
X-UEYR1220 90 120 3200~3600  1000~1400 0.05~0.1  0.05~0.1 3D§t 3D MILLING
X-UEYR1230 40 170 4500~5000  2800~3200 0.3~0.35 5~12 &% SLOTTING
X-UEYR1230 40 190 . 5000~5500  3600~4000 0.3~0.35 0.3~0.35 3D 3D MILLING
X-UEYR1230 70 165 4400~4800  2200~2600 0.2~0.25 5~12 &if SLOTTING
X-UEYR1230 70 120 3200~3600  2200~2600 0.2~0.25 0.2~0.25 3Dg% 3D MILLING
X-UEYR1230 90 105 2700~3200 600~1000  0.05~0.1 5~12 &8 SLOTTING
X-UEYR1230 90 120 3200~3600  1000~1400 0.05~0.1  0.05~0.1 3D§f 3D MILLING




SEENES LS EDEELL ODHF

#EDHIM Work Material

731\ Coolant Type
JERRE

Extension
Length (mm)

X-UEYR1620
X-UEYR1620
X-UEYR1620
X-UEYR1620
X-UEYR1620
X-UEYR1620
X-UEYR1630
X-UEYR1630
X-UEYR1630
X-UEYR1630
X-UEYR1630
X-UEYR1630
X-UEYR1640
X-UEYR1640
X-UEYR1640
X-UEYR1640
X-UEYR1640
X-UEYR1640
X-UEYR2030
X-UEYR2030
X-UEYR2030
X-UEYR2030
X-UEYR2030
X-UEYR2030
X-UEYR2050
X-UEYR2050
X-UEYR2050
X-UEYR2050
X-UEYR2050
X-UEYR2050

60
60
90
90
120
120
60
60
90
90
120
120
60
60
90
90
120
120
60
60
110
110
150
150
60
60
110
110
150
150

BNERIBH Hardened Steels

SKD61/STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)
g3\ /5lFELDEl Dry/MQL coolant

ERERE OEERE
Cutting Speed Speed

(m/min)

170
115
120
20
920
920
170
115
120
20
920
920
170
115
120
20
920
920
170
120
120
100
95
95
170
120
120
100
95
95

(min’)
3400~3800
2300~2700
2400~2800
1800~2200
1800~2200
1800~2200
3400~3800
2300~2700
2400~2800
1800~2200
1800~2200
1800~2200
3400~3800
2300~2700
2400~2800
1800~2200
1800~2200
1800~2200
2500~2900
1700~2100
1700~2100
1400~1800
1300~1700
1300~1700
2500~2900
1700~2100
1700~2100
1400~1800
1300~1700
1300~1700

ERRRE
Feed
(mm/min)
1600~2000
1400~1800
1000~1200
1000~1200
800~1000
1000~1200
1600~2000
1400~1800
1000~1200
1000~1200
800~1000
1000~1200
1600~2000
1400~1800
1000~1200
1000~1200
800~1000
1000~1200
1300~1700
1200~1600
900~1100
900~1100
700~900
900~1100
1300~1700
1200~1600
900~1100
900~1100
700~900
900~1100

NIRE
(Aa)

Depth of Cut

0.3~0.35
0.3~0.35
0.2~0.25
0.2~0.25
0.05~0.1
0.05~0.1
0.3~0.35
0.3~0.35
0.2~0.25
0.2~0.25
0.05~0.1
0.05~0.1
0.3~0.35
0.3~0.35
0.2~0.25
0.2~0.25
0.05~0.1
0.05~0.1
0.3~0.35
0.3~0.35
0.2~0.25
0.2~0.25
0.05~0.1
0.05~0.1
0.3~0.35
0.3~0.35
0.2~0.25
0.2~0.25
0.05~0.1
0.05~0.1

NIEE

(Ap)
Width of Cut

11~16
0.3~0.35
11~16
0.2~0.25
11~16
0.05~0.1
9~16
0.3~0.35
9~16
0.2~0.25
9~16
0.05~0.1
7~16
0.3~0.35
7~16
0.2~0.25
7~16
0.05~0.1
13~20
0.3~0.35
13~20
0.2~0.25
13~20
0.05~0.1
9~20
0.3~0.35
9~20
0.2~0.25
9~20
0.05~0.1

Tz

Milling Type
&% SLOTTING
3D# 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D# 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D# 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D# 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D# 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING



Q) | M EXCHEGENEEEHERDIEUDMIBTRIT

EDRIfRIF =R x- ” E YR MILLING CONDITIONS
R LIEI# Work Material EMRIBH Hardened Steels: SKD11/ SKH9: 1.2379/1.3342 : D2 / M2 (HRc55~62)

731\ Coolant Type 8230 /B7ELDEl Dry/MQL coolant

TERRE | UHERE mIERE ERRE | MTFRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UEYR0810 25 105 4200~4600  1800~2200  0.05~0.1 5~8 &#f SLOTTING
X-UEYR0810 25 105 4200~4600  1600~2000 0.05~0.1  0.05~0.1 3Dt 3D MILLING
X-UEYR0810 40 95 3800~4200  1000~1200 0.05~0.08 5~8 &8 SLOTTING
X-UEYR0810 40 20 3600~4000  1600~2000 0.05~0.08 0.05~0.08 3D§f 3D MILLING
X-UEYR0810 60 45 1800~2200 600~800  0.05~0.08 5~8 &% SLOTTING
X-UEYR0810 60 65 2600~3000  1200~1600 0.05~0.08 0.05~0.08 3D 3D MILLING
X-UEYR0820 25 105 4200~4600  1800~2200  0.05~0.1 3~8 &if SLOTTING
X-UEYR0820 25 105 4200~4600  1600~2000 0.05~0.1  0.05~0.1 3Dt 3D MILLING
X-UEYR0820 40 95 3800~4200  1000~1200 0.05~0.08 3~8 &8 SLOTTING
X-UEYR0820 40 20 3600~4000  1600~2000 0.05~0.08 0.05~0.08 3D§f 3D MILLING
X-UEYR0820 60 45 1800~2200 600~800  0.05~0.08 3~8 &% SLOTTING
X-UEYR0820 60 65 2600~3000  1200~1600 0.05~0.08 0.05~0.08 3D 3D MILLING
X-UEYR1010 30 95 3000~3400 2000~2400 0.05~0.1 7~10 &#f SLOTTING
X-UEYR1010 30 100 3200~3600  2000~2400 0.05~0.1  0.07~0.1 3Dg% 3D MILLING
X-UEYR1010 50 90 2800~3200  1400~1600  0.05~0.1 7~10 &8 SLOTTING
X-UEYR1010 50 75 2400~2800  1400~1600  0.05~0.1  0.05~0.1 3Dt 3D MILLING
X-UEYR1010 70 60 1800~2200 800~1000  0.05~0.08 7~10 &% SLOTTING
X-UEYR1010 70 60 1800~2200  1000~1400 0.05~0.08 0.05~0.08 3Dt 3D MILLING
X-UEYR1020 30 95 3000~3400 2000~2400 0.05~0.1 5~10 &if SLOTTING
X-UEYR1020 30 100 3200~3600  2000~2400 0.05~0.1  0.05~0.1 3Dg% 3D MILLING
X-UEYR1020 50 90 2800~3200  1400~1600  0.05~0.1 5~10 &8 SLOTTING
X-UEYR1020 50 75 2400~2800  1400~1600  0.05~0.1  0.05~0.1 3D§f 3D MILLING
X-UEYR1020 70 60 1800~2200 800~1000  0.05~0.08 5~10 &% SLOTTING
X-UEYR1020 70 60 1800~2200  1000~1400 0.05~0.08 0.05~0.08 3Dt 3D MILLING
X-UEYR1220 40 105 2800~3200  1200~1600 0.1~0.15 712 &if SLOTTING
X-UEYR1220 40 100 2600~3000  1600~2000 0.1~0.15  0.1~0.15 3D 3D MILLING
X-UEYR1220 70 75 2000~2400 800~1000  0.05~0.1 7~12 &8 SLOTTING
X-UEYR1220 70 85 2200~2600  1000~1400  0.05~0.1  0.05~0.1 3D§t 3D MILLING
X-UEYR1220 90 70 1800~2200 600~800 0.05~0.1 7~12 &% SLOTTING
X-UEYR1220 90 70 1800~2200 800~1000  0.05~0.1  0.05~0.1 3D#% 3D MILLING
X-UEYR1230 40 105 2800~3200  1200~1600 0.1~0.15 5~12 &if SLOTTING
X-UEYR1230 40 100 2600~3000  1600~2000 0.1~0.15  0.1~0.15 3D 3D MILLING
X-UEYR1230 70 75 2000~2400 800~1000  0.05~0.1 5~12 &8 SLOTTING
X-UEYR1230 70 85 2200~2600  1000~1400  0.05~0.1  0.05~0.1 3D§f 3D MILLING
X-UEYR1230 90 70 1800~2200 600~800 0.05~0.1 5~12 &% SLOTTING
X-UEYR1230 90 70 . 1800~2200 800~1000  0.05~0.1  0.05~0.1 3Dg% 3D MILLING
X-UEYR1620 60 120 2400~2800 800~1000  0.1~0.15 11~16 &% SLOTTING
X-UEYR1620 60 130 2600~3000  1000~1200 0.1~0.15  0.1~0.15 3D 3D MILLING
X-UEYR1620 90 90 1800~2200 600~800 0.05~0.1 11~16 & SLOTTING
X-UEYR1620 90 920 1800~2200 800~1000  0.05~0.1  0.05~0.1 3Dgf% 3D MILLING




EXCHEUGERBIE HERDIEUDMITTSII ) |5

R UIEI# Work Material EMRIBH Hardened Steels: SKD11/SKH9: 1.2379/1.3342 : D2 / M2 (HRc55~62)

7578 Coolant Type 823\ /5HFELDEl Dry/MQL coolant

TERRE | HERE mIERE ERRE | MTFRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e S
Length (mm) | (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UEYR1620 120 70 1400~1800 400~600 0.05~0.1 11~16 & SLOTTING
X-UEYR1620 120 80 1600~2000 600~800 0.05~0.1  0.05~0.1 3D§% 3D MILLING
X-UEYR1630 60 120 2400~2800 800~1000  0.1~0.15 9~16 &8 SLOTTING
X-UEYR1630 60 130 2600~3000  1000~1200 0.1~0.15  0.1~0.15  3D§t 3D MILLING
X-UEYR1630 920 920 1800~2200 600~800 0.05~0.1 9~16 &% SLOTTING
X-UEYR1630 90 920 1800~2200 800~1000  0.05~0.1 0.05~0.1 3Dg% 3D MILLING
X-UEYR1630 120 70 1400~1800 400~600 0.05~0.1 9~16 &8 SLOTTING
X-UEYR1630 120 80 1600~2000 600~800 0.05~0.1  0.05~0.1 3D#% 3D MILLING
X-UEYR1640 60 120 2400~2800 800~1000  0.1~0.15 7~16 &8 SLOTTING
X-UEYR1640 60 130 2600~3000  1000~1200 0.1~0.15  0.1~0.15  3D§% 3D MILLING
X-UEYR1640 90 920 1800~2200 600~800 0.05~0.1 7~16 &% SLOTTING
X-UEYR1640 90 920 1800~2200 800~1000  0.05~0.1  0.05~0.1 3Dg% 3D MILLING
X-UEYR1640 120 70 1400~1800 400~600 0.05~0.1 7~16 &8 SLOTTING
X-UEYR1640 120 80 1600~2000 600~800 0.05~0.1  0.05~0.1 3D#% 3D MILLING
X-UEYR2030 60 120 1700~2100 800~1000  0.1~0.15 12~20 & SLOTTING
X-UEYR2030 60 130 1900~2300  1000~1200 0.1~0.15  0.1~0.15 3D 3D MILLING
X-UEYR2030 110 920 1200~1600 600~800 0.05~0.1 12~20  &$% SLOTTING
X-UEYR2030 110 920 1200~1600 800~1000  0.05~0.1 0.05~0.1 3Dg#% 3D MILLING
X-UEYR2030 150 70 900~1300 400~600 0.05~0.1 12~20 & SLOTTING
X-UEYR2030 150 80 1000~1400 600~800 0.05~0.1  0.05~0.1 3D§% 3D MILLING
X-UEYR2050 60 120 1700~2100 800~1000  0.1~0.15 9~20 &8 SLOTTING
X-UEYR2050 60 130 1900~2300  1000~1200 0.1~0.15  0.1~0.15 3D 3D MILLING
X-UEYR2050 110 920 1200~1600 600~800 0.05~0.1 9~20 &% SLOTTING
X-UEYR2050 110 920 1200~1600 800~1000  0.05~0.1 0.05~0.1 3Dg% 3D MILLING
X-UEYR2050 150 70 900~1300 400~600 0.05~0.1 9~20 &8 SLOTTING
X-UEYR2050 150 80 1000~1400 600~800 0.05~0.1  0.05~0.1 3D#% 3D MILLING




()1 | EXCHOUGEABLE HEQDIEL DMIF TSI
X-UET

HEIEIM Work Material S&TEH/MRIEH Aloy Tool Steels / Carbon Tool Steels
P20/P5/ SK3/SKD61/SKD11:1.2311/1.1545/1.2379/1.2344 : H13 / D2 (HRc23~32)
731\ Coolant Type RIVEDEI Wet coolant
JERRE | UIHIERE WERE ERRE | NLEE | IIEE

Extension | Cutting Speed Speed Feed (Aa) (Ap) DD.IBEY‘
Length (mm) | (m/min) (minT) (mm/min) | Depthof cut | Width of Cut Milling Type

X-UET0804 25 105 5000~5500  1200~1600 0.15~0.3 6~8 &#f SLOTTING
X-UET0804 25 105 5000~5500 700~900 0.5~1 6~8 &% SLOTTING
X-UET0804 25 105 5000~5500 800~1200  0.05~0.1 6~8 &8 SLOTTING
X-UET0804 25 105 5000~5500  1600~2000 8 0.15~0.3 {8l SIDE MILLING
X-UET0804 25 105 5000~5500  1000~1400 8 0.5~1 {RI$% SIDE MILLING
X-UET0804 25 105 5000~5500 800~1000 8 0.05~0.1 {8l SIDE MILLING
X-UET0804 45 65 2500~2800 600~800 0.1~0.2 6~8 &if SLOTTING
X-UET0804 45 100 3800~4200 600~800 0.05~0.1 6~8 &% SLOTTING
X-UET0804 45 95 3600~4000 800~1000 8 0.1~0.2  fAl#% SIDE MILLING
X-UET0804 45 100 3800~4200 600~800 8 0.05~0.1 {8l SIDE MILLING
X-UET0804 60 50 1800~2200 300~500 0.05~0.1 6~8 &% SLOTTING
X-UET0804 60 75 2700~3200 400~600 8 0.05~0.1 {8l SIDE MILLING
X-UET1004 30 150 4500~5000  1400~1800  0.2~0.4 8~10 & SLOTTING
X-UET1004 30 150 4500~5000 800~1000 0.5 8~10 &% SLOTTING
X-UET1004 30 150 4500~5000 800~1200  0.05~0.1 8~10 &8 SLOTTING
X-UET1004 30 150 4500~5000  2000~2400 10 0.2~0.4  fA#% SIDE MILLING
X-UET1004 30 150 4500~5000  1200~1600 10 0.5~1 {RI$% SIDE MILLING
X-UET1004 30 150 4500~5000 800~1200 10 0.05~0.1 {8 SIDE MILLING
X-UET1004 50 80 2400~2800 800~1200  0.1~0.25 8~10 &if SLOTTING
X-UET1004 50 100 3000~3400 600~800 0.05~0.1 8~10 &% SLOTTING
X-UET1004 50 120 3600~4000 800~1200 10 0.2~0.4  fAl#% SIDE MILLING
X-UET1004 50 120 3600~4000 600~800 10 0.05~0.1 {8l SIDE MILLING
X-UET1004 70 30 800~1200 300~500 0.05~0.1 8~10 &% SLOTTING
X-UET1004 70 60 1800~2200 300~500 10 0.05~0.1 {8l SIDE MILLING
X-UET1204 35 145 3600~4000  1800~2200  0.3~0.5 10~12 /&% SLOTTING
X-UET1204 35 135 3400~3800 800~1000 0.8~1.2 10~12 /&% SLOTTING
X-UET1204 35 145 3600~4000 800~1200  0.1~0.15 10~12 & SLOTTING
X-UET1204 35 145 3600~4000  2000~2400 12 0.3~0.5  fAl# SIDE MILLING
X-UET1204 35 145 3600~4000  1200~1600 12 0.8~1.2  {Al% SIDE MILLING
X-UET1204 35 145 3600~4000 800~1200 12 0.1~0.15 {8 SIDE MILLING
X-UET1204 60 75 1800~2200 700~900 0.2~0.3 10~12 &% SLOTTING
X-UET1204 60 135 3400~3800 600~800 0.1~0.15 10~12  /&8% SLOTTING
X-UET1204 60 135 3400~3800 800~1200 12 0.2~0.3  fAl#% SIDE MILLING
X-UET1204 60 135 3400~3800 600~800 12 0.1~0.15 {8l SIDE MILLING
X-UET1204 80 75 1800~2200 300~500 0.1~0.15 10~12 /&% SLOTTING
X-UET1204 80 80 . 2000~2400 300~500 12 0.1~0.15 {8 SIDE MILLING
X-UET1604 45 150 2700~3200 600~800 0.4~0.7 14~16 &% SLOTTING
X-UET1604 45 150 2700~3200 700~900 0.1~0.15 14~16 &% SLOTTING
X-UET1604 45 150 2700~3200  1200~1600 16 0.4~0.7  fA$% SIDE MILLING
X-UET1604 45 150 2700~3200 600~1000 16 0.8~1.2  fAl# SIDE MILLING




EXCHHIGEABIE HERD =DM ) )5 3

HEEIEIM Work Material S&TEH/MRITEH Aloy Tool Steels / Carbon Tool Steels
P20/P5/ SK3/SKD61/SKD11:1.2311/1.1545/1.2379/1.2344 : H13 / D2 (HRc23~32)
731\ Coolant Type RIVEDEI Wet coolant

TERRE | UIHERE mIERE ERRE | MTRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UET1604 45 150 2700~3200 700~900 16 0.1~0.15  {Al§% SIDE MILLING
X-UET1604 70 120 2200~2600 800~1000  0.2~0.35 14~16 &% SLOTTING
X-UET1604 70 130 2400~2700 600~800 0.1~0.15 14~16 & SLOTTING
X-UET1604 70 120 2200~2600  1000~1400 16 0.2~0.35 {8l SIDE MILLING
X-UET1604 70 130 2400~2700 600~800 16 0.1~0.15  {Al§% SIDE MILLING
X-UET1604 110 100 1800~2200 300~500 0.1~0.15 14~16 & SLOTTING
X-UET1604 110 60 1000~1400 300~500 16 0.1~0.15  {Al§% SIDE MILLING
X-UET2004 60 150 2100~2600 500~700 0.5=1 18~20  i&d% SLOTTING
X-UET2004 60 150 2100~2600 600~800 0.1~0.2 18~20 & SLOTTING
X-UET2004 60 150 2100~2600 800~1000 20 0.5~1 {BI$5 SIDE MILLING
X-UET2004 60 150 2100~2600 600~800 20 (=155 {RI$% SIDE MILLING
X-UET2004 60 150 2100~2600 500~700 20 0.1~0.2 {8l SIDE MILLING
X-UET2004 90 120 1700~2100 600~800 0.3~0.5 18~20  i&df SLOTTING
X-UET2004 90 130 1900~2300 500~700 0.1~0.2 18~20  /&d% SLOTTING
X-UET2004 90 120 1700~2100 700~1000 20 0.3~0.5  fAl#% SIDE MILLING
X-UET2004 90 130 1900~2300 400~600 20 0.1~0.2  fAl#% SIDE MILLING
X-UET2004 120 100 1400~1800 400~600 0.1~0.2 18~20  i&d% SLOTTING
X-UET2004 120 60 800~1200 300~500 20 0.1~0.2 {8l SIDE MILLING
X-UET2504 60 140 1600~2000 500~700 0.5~1 23~25 & SLOTTING
X-UET2504 60 140 1600~2000 600~800 0.1~0.2 23~25  &#% SLOTTING
X-UET2504 60 140 1600~2000 700~900 25 0.5~1 {RI$5% SIDE MILLING
X-UET2504 60 140 1600~2000 600~800 25 1.2~1.7 {88 SIDE MILLING
X-UET2504 60 140 1600~2000 600~800 25 0.1~0.2  fAlg% SIDE MILLING
X-UET2504 100 120 1300~1700 600~800 0.4~0.7 23~25  &#t SLOTTING
X-UET2504 100 130 1500~1900 500~700 0.1~0.2 23~25 & SLOTTING
X-UET2504 100 120 1300~1700 800~1200 25 0.4~0.7  fAlg% SIDE MILLING
X-UET2504 100 130 1500~1900 500~700 25 0.1~0.2 {8l SIDE MILLING
X-UET2504 130 100 1100~1500 300~500 0.1~0.2 23~25 &t SLOTTING
X-UET2504 130 60 600~1000 300~500 25 0.1~0.2  {Alg% SIDE MILLING
X-UET3204 70 140 1200~1600 400~600 1~1.5 30~32  &#t SLOTTING
X-UET3204 70 140 1200~1600 450~650 0.1~0.2 30~32  &# SLOTTING
X-UET3204 70 140 1200~1600 600~800 32 (=155 {RI$% SIDE MILLING
X-UET3204 70 140 1200~1600 400~600 32 1.7~2.2 {88 SIDE MILLING
X-UET3204 70 140 1200~1600 350~550 32 0.1~0.2  fAl#% SIDE MILLING
X-UET3204 110 120 1000~1400 300~500 0.6~1 30~32 & SLOTTING
X-UET3204 110 120 1000~1400 400~600 0.1~0.2 30~32  E#i SLOTTING
X-UET3204 110 120 1000~1400 500~700 32 0.6~1 {RI#% SIDE MILLING
X-UET3204 110 120 1000~1400 300~500 32 0.1~0.2  fAlg% SIDE MILLING
X-UET3204 150 100 800~1100 250~450 0.1~0.2 30~32  i&#f SLOTTING
X-UET3204 150 60 450~750 200~300 32 0.1~0.2  fAl#% SIDE MILLING

‘ m - ) - :



Q) | M EXCHEGENEEEHERDIEUDMIBTRIT

EDRIfRIF =R X- u E T MILLING CONDITIONS
R LIEI# Work Material HHESS/FAEEH Prehardened Steels: NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

731\ Coolant Type RIVEDEI Wet coolant

TERRE | UHERE mIERE ERRE | MTFRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UET0804 25 105 5000~5500  1200~1600 0.15~0.3 6~8 &#f SLOTTING
X-UET0804 25 105 5000~5500 700~900 0.5~1 6~8 &% SLOTTING
X-UET0804 25 105 5000~5500 800~1200  0.05~0.1 6~8 &8 SLOTTING
X-UET0804 25 105 5000~5500  1600~2000 8 0.15~0.3 {8l SIDE MILLING
X-UET0804 25 105 5000~5500  1000~1400 8 0.5~1 {RI$% SIDE MILLING
X-UET0804 25 105 5000~5500 800~1000 8 0.05~0.1 {8l SIDE MILLING
X-UET0804 45 65 2500~2800 600~800 0.1~0.2 6~8 &if SLOTTING
X-UET0804 45 100 3800~4200 600~800 0.05~0.1 6~8 &% SLOTTING
X-UET0804 45 95 3600~4000 800~1000 8 0.1~0.2  fAl#% SIDE MILLING
X-UET0804 45 100 3800~4200 600~800 8 0.05~0.1 {8l SIDE MILLING
X-UET0804 60 50 1800~2200 300~500 0.05~0.1 6~8 &% SLOTTING
X-UET0804 60 75 2700~3200 400~600 8 0.05~0.1 {8l SIDE MILLING
X-UET1004 30 150 4500~5000  1400~1800  0.2~0.4 8~10 & SLOTTING
X-UET1004 30 150 4500~5000 800~1000 0.5 8~10 &% SLOTTING
X-UET1004 30 150 4500~5000 800~1200  0.05~0.1 8~10 &8 SLOTTING
X-UET1004 30 150 4500~5000  2000~2400 10 0.2~0.4  fA#% SIDE MILLING
X-UET1004 30 150 4500~5000  1200~1600 10 0.5~1 {RI$% SIDE MILLING
X-UET1004 30 150 4500~5000 800~1200 10 0.05~0.1 {8 SIDE MILLING
X-UET1004 50 80 2400~2800 800~1200  0.1~0.25 8~10 &if SLOTTING
X-UET1004 50 100 3000~3400 600~800 0.05~0.1 8~10 &% SLOTTING
X-UET1004 50 120 3600~4000 800~1200 10 0.2~0.4  fAl#% SIDE MILLING
X-UET1004 50 120 3600~4000 600~800 10 0.05~0.1 {8l SIDE MILLING
X-UET1004 70 30 800~1200 300~500 0.05~0.1 8~10 &% SLOTTING
X-UET1004 70 60 1800~2200 300~500 10 0.05~0.1 {8l SIDE MILLING
X-UET1204 35 145 3600~4000  1800~2200  0.3~0.5 10~12 /&% SLOTTING
X-UET1204 35 135 3400~3800 800~1000 0.8~1.2 10~12 /&% SLOTTING
X-UET1204 35 145 3600~4000 800~1200  0.1~0.15 10~12 & SLOTTING
X-UET1204 35 145 3600~4000  2000~2400 12 0.3~0.5  fAl# SIDE MILLING
X-UET1204 35 145 3600~4000  1200~1600 12 0.8~1.2  {Al% SIDE MILLING
X-UET1204 35 145 3600~4000 800~1200 12 0.1~0.15 {8 SIDE MILLING
X-UET1204 60 75 1800~2200 700~900 0.2~0.3 10~12 &% SLOTTING
X-UET1204 60 135 3400~3800 600~800 0.1~0.15 10~12  /&8% SLOTTING
X-UET1204 60 135 3400~3800 800~1200 12 0.2~0.3  fAl#% SIDE MILLING
X-UET1204 60 135 3400~3800 600~800 12 0.1~0.15 {8l SIDE MILLING
X-UET1204 80 75 1800~2200 300~500 0.1~0.15 10~12 /&% SLOTTING
X-UET1204 80 80 . 2000~2400 300~500 12 0.1~0.15 {8 SIDE MILLING
X-UET1604 45 150 2700~3200 600~800 0.4~0.7 14~16 &% SLOTTING
X-UET1604 45 150 2700~3200 700~900 0.1~0.15 14~16 &% SLOTTING
X-UET1604 45 150 2700~3200  1200~1600 16 0.4~0.7  fA$% SIDE MILLING
X-UET1604 45 150 2700~3200 600~1000 16 0.8~1.2  fAl# SIDE MILLING




EXCHHGEABIE HERD =DM ST ) )5 3

R UIEI# Work Material HHESS/ FAEEH Prehardened Steels: NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

731\ Coolant Type RIVEDEI Wet coolant

TERRE | HERE mIERE ERRE | MTFRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) | (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UET1604 45 150 2700~3200 700~900 16 0.1~0.15  {Al§% SIDE MILLING
X-UET1604 70 120 2200~2600 800~1000  0.2~0.35 14~16 &% SLOTTING
X-UET1604 70 130 2400~2700 600~800 0.1~0.15 14~16 & SLOTTING
X-UET1604 70 120 2200~2600  1000~1400 16 0.2~0.35 {8l SIDE MILLING
X-UET1604 70 130 2400~2700 600~800 16 0.1~0.15  {Al§% SIDE MILLING
X-UET1604 110 100 1800~2200 300~500 0.1~0.15 14~16 & SLOTTING
X-UET1604 110 60 1000~1400 300~500 16 0.1~0.15  {Al§% SIDE MILLING
X-UET2004 60 150 2100~2600 500~700 0.5~1 18~20  i&#% SLOTTING
X-UET2004 60 150 2100~2600 600~800 0.1~0.2 18~20 & SLOTTING
X-UET2004 60 150 2100~2600 800~1000 20 0.5~1 {BI$5% SIDE MILLING
X-UET2004 60 150 2100~2600 600~800 20 (=155 {RI$% SIDE MILLING
X-UET2004 60 150 2100~2600 500~700 20 0.1~0.2 {8l SIDE MILLING
X-UET2004 90 120 1700~2100 600~800 0.3~0.5 18~20 &% SLOTTING
X-UET2004 920 130 1900~2300 500~700 0.1~0.2 18~20  i&#% SLOTTING
X-UET2004 90 120 1700~2100 700~1000 20 0.3~0.5  fAl#% SIDE MILLING
X-UET2004 90 130 1900~2300 400~600 20 0.1~0.2  fAl#% SIDE MILLING
X-UET2004 120 100 1400~1800 400~600 0.1~0.2 18~20  i&$% SLOTTING
X-UET2004 120 60 800~1200 300~500 20 0.1~0.2 {8l SIDE MILLING
X-UET2504 60 140 1600~2000 500~700 0.5~1 23~25 & SLOTTING
X-UET2504 60 140 1600~2000 600~800 0.1~0.2 23~25  &#% SLOTTING
X-UET2504 60 140 1600~2000 700~900 25 0.5~1 {RI$5% SIDE MILLING
X-UET2504 60 140 1600~2000 600~800 25 1.2~1.7  {8l§% SIDE MILLING
X-UET2504 60 140 1600~2000 600~800 25 0.1~0.2  {Alg% SIDE MILLING
X-UET2504 100 120 1300~1700 600~800 0.4~0.7 23~25  &# SLOTTING
X-UET2504 100 130 1500~1900 500~700 0.1~0.2 23~25 & SLOTTING
X-UET2504 100 120 1300~1700 800~1200 25 0.4~0.7  {Alg% SIDE MILLING
X-UET2504 100 130 1500~1900 500~700 25 0.1~0.2 {8l SIDE MILLING
X-UET2504 130 100 1100~1500 300~500 0.1~0.2 23~25 &t SLOTTING
X-UET2504 130 60 600~1000 300~500 25 0.1~0.2  {Alg% SIDE MILLING
X-UET3204 70 140 1200~1600 400~600 1~1.5 30~32  &# SLOTTING
X-UET3204 70 140 1200~1600 450~650 0.1~0.2 30~32  &# SLOTTING
X-UET3204 70 140 1200~1600 600~800 32 (=155 {RI$% SIDE MILLING
X-UET3204 70 140 1200~1600 400~600 32 1.7~2.2 {88 SIDE MILLING
X-UET3204 70 140 1200~1600 350~550 32 0.1~0.2  fAl#% SIDE MILLING
X-UET3204 110 120 1000~1400 300~500 0.6~1 30~32 & SLOTTING
X-UET3204 110 120 1000~1400 400~600 0.1~0.2 30~32  &# SLOTTING
X-UET3204 110 120 1000~1400 500~700 32 0.6~1 {RI#% SIDE MILLING
X-UET3204 110 120 1000~1400 300~500 32 0.1~0.2  fAlg% SIDE MILLING
X-UET3204 150 100 800~1100 250~450 0.1~0.2 30~32  j&#f SLOTTING
X-UET3204 150 60 450~750 200~300 32 0.1~0.2  fAl#% SIDE MILLING

‘ m - ) / :



Q) | M EXCHEGENEEEHERDIEUDMIBTRIT

tIEIEAFR X- UET MILLING CONDITIONS
LA Work Material ZNERIBE Hardened Steels
SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

731\ Coolant Type gz37VEDEl Dry coolant

TERRE | UHERE mIERE ERRE | MTFRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UET0804 25 80 3000~3400 800~1000  0.05~0.1 6~8 &#f SLOTTING
X-UET0804 25 65 2400~2800 400~600 8 0.05~0.1  {Al§% SIDE MILLING
X-UET0804 25 130 5000~5500 800~1000 8 0.05~0.1  fAl SIDE MILLING
X-UET0804 45 65 2400~2800 400~600 0.05~0.1 6~8 &8 SLOTTING
X-UET0804 45 55 2000~2400 400~600 8 0.05~0.1  {Al§% SIDE MILLING
X-UET1004 30 80 2400~2800 600~800 0.05~0.1 8~10 &8 SLOTTING
X-UET1004 30 70 2000~2400 400~600 10 0.05~0.1  {Al§% SIDE MILLING
X-UET1004 50 60 1800~2200 400~600 0.05~0.1 8~10 &% SLOTTING
X-UET1004 50 60 1800~2200 400~600 10 0.05~0.1 {8l SIDE MILLING
X-UET1004 70 55 1600~2000 200~400 0.05~0.1 8~10 &8 SLOTTING
X-UET1004 70 55 1600~2000 300~500 10 0.05~0.1  {Al§% SIDE MILLING
X-UET1204 35 80 2000~2400 450~650 0.1~0.15 10~12 & SLOTTING
X-UET1204 35 80 2000~2400 400~600 12 0.1~0.15  {Al§% SIDE MILLING
X-UET1204 60 75 1800~2200 300~500 0.1~0.15 10~12 /&% SLOTTING
X-UET1204 60 75 1800~2200 300~500 12 0.1~0.15 {8l SIDE MILLING
X-UET1204 80 50 1200~1600 200~300 0.1~0.15 10~12 & SLOTTING
X-UET1204 80 70 1600~2000 300~400 12 0.1~0.15  {Al§% SIDE MILLING
X-UET1604 45 80 1400~1800 300~500 0.1~0.15 14~16 & SLOTTING
X-UET1604 45 70 1300~1600 300~500 16 0.1~0.15  {Al§% SIDE MILLING
X-UET1604 70 65 1200~1600 300~400 0.1~0.15 14~16 &% SLOTTING
X-UET1604 70 65 1200~1600 300~400 16 0.1~0.15 {8l SIDE MILLING
X-UET1604 110 50 800~1200 200~300 0.1~0.15 14~16 & SLOTTING
X-UET1604 110 50 800~1200 200~300 16 0.1~0.15  {Al§% SIDE MILLING
X-UET2004 60 80 1100~1500 300~500 0.1~0.2 18~20 & SLOTTING
X-UET2004 60 70 1000~1300 300~500 20 0.1~0.2  fAl§% SIDE MILLING
X-UET2004 920 65 900~1300 300~400 0.15~0.2 18~20  i&s% SLOTTING
X-UET2004 90 65 900~1300 300~400 20 0.15~0.2 {8l SIDE MILLING
X-UET2004 120 50 600~1000 200~300 0.15~0.2 18~20 & SLOTTING
X-UET2004 120 50 600~1000 200~300 20 0.15~0.2  {Al§% SIDE MILLING
X-UET2504 60 80 800~1200 250~450 0.1~0.2 23~25  &# SLOTTING
X-UET2504 60 70 700~1100 250~450 25 0.1~0.2  fAl§% SIDE MILLING
X-UET2504 100 65 650~950 200~350 0.1~0.2 23~25  &#% SLOTTING
X-UET2504 100 65 650~950 200~350 25 0.1~0.2 {8l SIDE MILLING
X-UET2504 130 50 500~800 150~250 0.1~0.2 23~25 &t SLOTTING
X-UET2504 130 50 500~800 150~250 25 0.1~0.2  {Alg% SIDE MILLING
X-UET3204 70 80 . 700~900 200~400 0.1~0.2 30~32  E# SLOTTING
X-UET3204 70 70 600~800 200~400 32 0.1~0.2  fAl§% SIDE MILLING
X-UET3204 110 65 500~800 150~300 0.1~0.2 30~32 & SLOTTING
X-UET3204 110 65 500~800 150~300 32 0.1~0.2 {8l SIDE MILLING
X-UET3204 150 50 350~650 100~200 0.1~0.2 30~32 & SLOTTING
X-UET3204 150 50 350~650 100~200 32 0.1~0.2  {Al% SIDE MILLING




EXCHEUGENBLE HERD. ELDOMIT TSI ) )y i 3

EDRIfRIF =R X- ” X R MILLING CONDITIONS
#EDHIM Work Material HHESS/ FAEEH Prehardened Steels: NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

731\ Coolant Type RIVEDEI Wet coolant

JERRE | UIHIERE LEEERE ERRE NTEE | NIEE M
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) | (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UXR0803 30 210 8500~9000  2200~2600 0.15~0.2 7~8 &8 SLOTTING
X-UXR0803 30 210 8500~9000  1400~1800 0.08~0.11 7~8 &if SLOTTING
X-UXR0803 30 210 8500~9000  3000~3400 0.15~0.2 0.15~0.2 3D 3D MILLING
X-UXR0803 30 210 8500~9000  3200~3600 0.08~0.11 0.08~0.11 3D 3D MILLING
X-UXR0803 50 140 5400~5600  1800~2200 0.15~0.2 7~8 &8 SLOTTING
X-UXR0803 50 140 5400~5600 700~1100  0.07~0.1 7~8 &8 SLOTTING
X-UXR0803 50 140 5400~5600  2600~3000 0.15~0.2 0.15~0.2 3D 3D MILLING
X-UXR0803 50 140 5400~5600  1400~1800 0.08~0.11 0.08~0.11 3D 3D MILLING
X-UXR0803 70 55 1700~2200 400~800 0.07~0.1 7~8 &8 SLOTTING
X-UXR0803 70 75 2500~3000 800~1200  0.07~0.1  0.07~0.1 3Dg% 3D MILLING
X-UXR0805 30 210 8500~9000  2200~2600 0.15~0.2 6~8 &8 SLOTTING
X-UXR0805 30 210 8500~9000  1400~1800 0.08~0.11 6~8 &% SLOTTING
X-UXR0805 30 210 8500~9000  3000~3400 0.15~0.2 0.15~0.2 3D 3D MILLING
X-UXR0805 30 210 8500~9000  3200~3600 0.08~0.11 0.08~0.11 3D 3D MILLING
X-UXR0805 50 140 5400~5600  1800~2200 0.15~0.2 6~8 &% SLOTTING
X-UXR0805 50 140 5400~5600 700~1100  0.07~0.1 6~8 &% SLOTTING
X-UXR0805 50 140 5400~5600  2600~3000 0.15~0.2 0.15~0.2 3D 3D MILLING
X-UXR0805 50 140 5400~5600  1400~1800 0.08~0.11 0.08~0.11 3Dg% 3D MILLING
X-UXR0805 70 55 1700~2200 400~800 0.07~0.1 6~8 &% SLOTTING
X-UXR0805 70 75 2500~3000 800~1200  0.07~0.1  0.07~0.1 3D% 3D MILLING
X-UXR0810 30 210 8500~9000  2200~2600 0.15~0.2 5~8 &R SLOTTING
X-UXR0810 30 210 8500~9000  1400~1800 0.08~0.11 5~8 &% SLOTTING
X-UXR0810 30 210 8500~9000  3000~3400 0.15~0.2 0.15~0.2 3D 3D MILLING
X-UXR0810 30 210 8500~9000  3200~3600 0.08~0.11 0.08~0.11 3D## 3D MILLING
X-UXR0810 50 140 5400~5600  1800~2200 0.15~0.2 5~8 &8 SLOTTING
X-UXR0810 50 140 5400~5600 700~1100  0.07~0.1 5~8 &#f SLOTTING
X-UXR0810 50 140 5400~5600  2600~3000 0.15~0.2 0.15~0.2 3D 3D MILLING
X-UXR0810 50 140 5400~5600  1400~1800 0.08~0.11 0.08~0.11 3Dgf% 3D MILLING
X-UXR0810 70 55 1700~2200 400~800 0.07~0.1 5~8 &8 SLOTTING
X-UXR0810 70 75 2500~3000 800~1200  0.07~0.1 0.07~0.1 3Dg% 3D MILLING
X-UXR1005 35 220 7000~7500  2000~2400 0.18~0.23 8~10 Bf-FRAT
X-UXR1005 35 220 7000~7500  1400~1800 0.08~0.13 8~10 BB
X-UXR1005 35 220 7000~7500  2800~3200 0.18~0.23 0.18~0.23 3D#i-FAT
X-UXR1005 35 220 7000~7500  3000~3500 0.08~0.13 0.08~0.13 3D#i-*5#%
X-UXR1005 55 195 5700~6200  2000~2400 0.18~0.23 8~10 Bf-FRAT
X-UXR1005 55 195 5700~6200  1400~1800 0.08~0.13 8~10 BB
X-UXR1005 55 195 5700~6200  2200~2600 0.18~0.23 0.18~0.23 3D#fi-HAT
X-UXR1005 55 195 5700~6200  2200~2600 0.08~0.13 0.08~0.13 3D#i-*5#t
X-UXR1005 75 65 1600~2000 600~1000 0.07~0.11 8~10 &% SLOTTING
X-UXR1005 75 100 2700~3200 800~1200 0.07~0.11 0.07~0.11 3D§% 3D MILLING
X-UXR1010 35 220 7000~7500  2000~2400 0.18~0.23 7~10 &% SLOTTING
X-UXR1010 35 220 7000~7500  1400~1800 0.08~0.13 7~10 &% SLOTTING
X-UXR1010 35 220 7000~7500  2800~3200 0.18~0.23 0.18~0.23 3Dgf% 3D MILLING
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#ZEDHIM Work Material

731\ Coolant Type
JERRE

Extension
Length (mm)

X-UXR1010
X-UXR1010
X-UXR1010
X-UXR1010
X-UXR1010
X-UXR1010
X-UXR1010
X-UXR1205
X-UXR1205
X-UXR1205
X-UXR1205
X-UXR1205
X-UXR1205
X-UXR1205
X-UXR1205
X-UXR1210
X-UXR1210
X-UXR1210
X-UXR1210
X-UXR1210
X-UXR1210
X-UXR1210
X-UXR1210
X-UXR1605
X-UXR1605
X-UXR1605
X-UXR1605
X-UXR1605
X-UXR1605
X-UXR1605
X-UXR1605
X-UXR1610
X-UXR1610
X-UXR1610
X-UXR1610
X-UXR1610
X-UXR1610
X-UXR1610
X-UXR1610
X-UXR1620
X-UXR1620
X-UXR1620
X-UXR1620

35
55
55
55
55
75
75
40
40
40
40
60
60
100
100
40
40
40
40
60
60
100
100
60
60
60
60
100
100
130
130
60
60
60
60
100
100
130
130
60
60
60
60

ERERE
Cutting Speed
(m/min)

TEBRE
Speed
(min")

7000~7500
5700~6200
5700~6200
5700~6200
5700~6200
1600~2000
2700~3200
4500~5000
4500~5000
4500~5000
4500~5000
4200~4700
4200~4700
2000~2400
1700~2200
4500~5000
4500~5000
4500~5000
4500~5000
4200~4700
4200~4700
2000~2400
1700~2200
2400~2800
3500~4000
2700~3200
3700~4200
2000~2500
2000~2400
1400~1800
1600~2000
2400~2800
3500~4000
2700~3200
3700~4200
2000~2500
2000~2400
1400~1800
1600~2000
2400~2800
3500~4000
2700~3200
3700~4200

BIVEDEI Wet coolant

ERRRE
Feed
(mm/min)
3000~3500
2000~2400
1400~1800
2200~2600
2200~2600
600~1000
800~1200
1400~1800
1200~1600
2200~2600
2000~2400
1100~1500
1200~1600
600~900
800~1200
1400~1800
1200~1600
2200~2600
2000~2400
1100~1500
1200~1600
600~900
800~1200
700~1100
800~1100
1600~2000
1400~1800
700~1000
800~1200
400~700
700~1100
700~1100
800~1100
1600~2000
1400~1800
700~1000
800~1200
400~700
700~1100
700~1100
800~1100
1600~2000
1400~1800

INTRE
(Aa)
Depth of Cut
0.08~0.13
0.18~0.23
0.08~0.13
0.18~0.23
0.08~0.13
0.07~0.11
0.07~0.11
0.15~0.2
0.1~0.15
0.15~0.2
0.1~0.15
0.1~0.15
0.1~0.15
0.07~0.1
0.07~0.1
0.15~0.2
0.1~0.15
0.15~0.2
0.1~0.15
0.1~0.15
0.1~0.15
0.07~0.1
0.07~0.1
0.25~0.3
0.13~0.18
0.25~0.3
0.13~0.18
0.1~0.15
0.1~0.15
0.1~0.15
0.1~0.15
0.25~0.3
0.13~0.18
0.25~0.3
0.13~0.18
0.1~0.15
0.1~0.15
0.1~0.15
0.1~0.15
0.25~0.3
0.13~0.18
0.25~0.3
0.13~0.18

INIEE
(Ap)
Width of Cut
0.08~0.13
7~10
7~10
0.18~0.23
0.08~0.13
7~10
0.07~0.11
10~12
10~12
0.15~0.2
0.1~0.15
10~12
0.1~0.15
10~12
0.07~0.1
9~12
9~12
0.15~0.2
0.1~0.15
9~12
0.1~0.15
9~12
0.07~0.1
14~16
14~16
0.25~0.3
0.13~0.18
14~16
0.1~0.15
14~16
0.1~0.15
13~16
13~16
0.25~0.3
0.13~0.18
13~16
0.1~0.15
13~16
0.1~0.15
11~16
11~16
0.25~0.3
0.13~0.18

B/ FaEEH Prehardened Steels : NAK8O : 1.2083 : AISI420 : M310 (HRc36~45)

mnI7s=
Milling Type

3D#% 3D MILLING
&% SLOTTING
&% SLOTTING
3D#% 3D MILLING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
&% SLOTTING
3D# 3D MILLING
3D§#% 3D MILLING
BT SLOTTING
3D#% 3D MILLING
BT SLOTTING
3D#% 3D MILLING
&% SLOTTING
&% SLOTTING
3D#% 3D MILLING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&2 SLOTTING
3D#% 3D MILLING
&% SLOTTING
&% SLOTTING
3D#% 3D MILLING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
&% SLOTTING
3D# 3D MILLING
3D#% 3D MILLING
BT SLOTTING
3D#% 3D MILLING
BT SLOTTING
3D#% 3D MILLING
&8% SLOTTING
&% SLOTTING
3D#% 3D MILLING
3D#% 3D MILLING
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#EDHIM Work Material

731\ Coolant Type
JERRE

Extension
Length (mm)

X-UXR1620
X-UXR1620
X-UXR1620
X-UXR1620
X-UXR2010
X-UXR2010
X-UXR2010
X-UXR2010
X-UXR2010
X-UXR2010
X-UXR2010
X-UXR2010
X-UXR2020
X-UXR2020
X-UXR2020
X-UXR2020
X-UXR2020
X-UXR2020
X-UXR2020
X-UXR2020
X-UXR2030
X-UXR2030
X-UXR2030
X-UXR2030
X-UXR2030
X-UXR2030
X-UXR2030
X-UXR2030
X-UXR2530
X-UXR2530
X-UXR2530
X-UXR2530
X-UXR2530
X-UXR2530
X-UXR2530
X-UXR2530
X-UXR2550
X-UXR2550
X-UXR2550
X-UXR2550
X-UXR2550
X-UXR2550
X-UXR2550
X-UXR2550

100
100
130
130
70
70
70
70
130
130
180
180
70
70
70
70
130
130
180
180
70
70
70
70
130
130
180
180
80
80
80
80
140
140
200
200
80
80
80
80
140
140
200
200

ERERE
Cutting Speed
(m/min)

125
120
920
100
140
190
160
210
120
135
90
100
140
190
160
210
120
135
920
100
140
190
160
210
120
135
920
100
140
190
160
210
120
135
90
100
140
190
160
210
120
135
920
100

TEBRE
Speed
(min’)

2000~2500
2000~2400
1400~1800
1600~2000
2000~2500
2800~3300
2300~2600
3100~3600
1700~2100
1900~2300
1300~1600
1400~1800
2000~2500
2800~3300
2300~2600
3100~3600
1700~2100
1900~2300
1300~1600
1400~1800
2000~2500
2800~3300
2300~2600
3100~3600
1700~2100
1900~2300
1300~1600
1400~1800
1600~2000
2200~2600
1800~2200
2400~2800
1300~1700
1500~1900
1000~1400
1100~1500
1600~2000
2200~2600
1800~2200
2400~2800
1300~1700
1500~1900
1000~1400
1100~1500

BIVEDEI Wet coolant

ERRRE
Feed
(mm/min)

700~1000
800~1200
400~700
700~1100
600~900
700~1000
1400~1800
1400~1800
600~800
800~1200
400~600
700~1000
600~900
700~1000
1400~1800
1400~1800
600~800
800~1200
400~600
700~1000
600~900
700~1000
1400~1800
1400~1800
600~800
800~1200
400~600
700~1000
500~800
600~900
1200~1600
1200~1600
500~700
700~1100
300~500
600~900
500~800
600~900
1200~1600
1200~1600
500~700
700~1100
300~500
600~900

INTRE
(Aa)
Depth of Cut
0.1~0.15
0.1~0.15
0.1~0.15
0.1~0.15
0.35~0.45
0.1~0.2
0.28~0.33
0.1~0.2
0.1~0.2
0.1~0.2
0.1~0.2
0.1~0.2
0.35~0.45
0.1~0.2
0.28~0.33
0.1~0.2
0.1~0.2
0.1~0.2
0.1~0.2
0.1~0.2
0.35~0.45
0.1~0.2
0.28~0.33
0.1~0.2
0.1~0.2
0.1~0.2
0.1~0.2
0.1~0.2
0.35~0.45
0.1~0.2
0.28~0.33
0.1~0.2
0.1~0.2
0.1~0.2
0.1~0.2
0.1~0.2
0.35~0.45
0.1~0.2
0.28~0.33
0.1~0.2
0.1~0.2
0.1~0.2
0.1~0.2
0.1~0.2

INIEE
(Ap)
Width of Cut
11~16
0.1~0.15
11~16
0.1~0.15
17~20
17~20
0.28~0.33
0.2~0.25
17~20
0.15~0.2
17~20
0.15~0.2
15~20
15~20
0.28~0.33
0.2~0.25
15~20
0.15~0.2
15~20
0.15~0.2
13~20
13~20
0.28~0.33
0.2~0.25
13~20
0.15~0.2
13~20
0.15~0.2
18~25
18~25
0.28~0.33
0.2~0.25
18~25
0.15~0.2
18~25
0.15~0.2
14~25
14~25
0.28~0.33
0.2~0.25
14~25
0.15~0.2
14~25
0.15~0.2

B/ FAEEH Prehardened Steels : NAK8O : 1.2083 : AISI420 : M310 (HRc36~45)

mI75=N
Milling Type

&8 SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
&% SLOTTING
3D#% 3D MILLING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
BT SLOTTING
&% SLOTTING
3D#% 3D MILLING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
&8 SLOTTING
3D#% 3D MILLING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
&% SLOTTING
3D#% 3D MILLING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
BT SLOTTING
&% SLOTTING
3D#% 3D MILLING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D# 3D MILLING
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731\ Coolant Type
JERRE

Extension
Length (mm)

X-UXR0803
X-UXR0803
X-UXR0803
X-UXR0803
X-UXR0803
X-UXR0803
X-UXR0805
X-UXR0805
X-UXR0805
X-UXR0805
X-UXR0805
X-UXR0805
X-UXR0810
X-UXR0810
X-UXR0810
X-UXR0810
X-UXR0810
X-UXR0810
X-UXR1005
X-UXR1005
X-UXR1005
X-UXR1005
X-UXR1005
X-UXR1005
X-UXR1010
X-UXR1010
X-UXR1010
X-UXR1010
X-UXR1010
X-UXR1010
X-UXR1205
X-UXR1205
X-UXR1205
X-UXR1205
X-UXR1205
X-UXR1205
X-UXR1210
X-UXR1210
X-UXR1210
X-UXR1210
X-UXR1210
X-UXR1210
X-UXR1605
X-UXR1605
X-UXR1605

30
30
50
50
70
70
30
30
50
50
70
70
30
30
50
50
70
70
35
35
55
55
75
75
35
35
55
55
75
75
40
40
60
60
100
100
40
40
60
60
100
100
60
60
100

HNERIBH Hardened Steels

ozmm  X-UXR

SKD61/STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

ERERE OERE
Cutting Speed Speed

(m/min)

150
150
125
125
50
75
150
150
125
125
50
75
150
150
125
125
50
75
160
160
150
150
65
90
160
160
150
150
65
90
140
140
120
120
20
75
130
130
120
120
20
75
150
150
110

(min")
5500~6500
5500~6500
4500~5000
4500~5000
1600~2000
2500~3000
5500~6500
5500~6500
4500~5000
4500~5000
1600~2000
2500~3000
5500~6500
5500~6500
4500~5000
4500~5000
1600~2000
2500~3000
5000~5500
5000~5500
4700~5200
4700~5200
1600~2000
2400~2800
5000~5500
5000~5500
4700~5200
4700~5200
1600~2000
2400~2800
3500~4000
3500~4000
2700~3200
2700~3200
2000~2400
1600~2000
3000~3400
3000~3400
2700~3200
2700~3200
2000~2400
1600~2000
2500~3000
2500~3000
1800~2200

8Z3VEDEI Dry coolant

ERRRE
Feed
(mm/min)
1200~1600
2200~2600
600~1000
800~1200
400~800
600~1000
1200~1600
2200~2600
600~1000
800~1200
400~800
600~1000
1200~1600
2200~2600
600~1000
800~1200
400~800
600~1000
1400~1800
2600~3000
1200~1600
1400~1800
400~800
600~1000
1400~1800
2600~3000
1200~1600
1400~1800
400~800
600~1000
1200~1600
1600~2000
800~1200
1000~1400
400~800
600~1000
1200~1600
1600~2000
800~1200
1000~1400
400~800
600~1000
800~1100
1200~1600
600~1000

INTRE
(Aa)
Depth of Cut
0.07~0.1
0.07~0.1
0.06~0.08
0.07~0.1
0.06~0.08
0.07~0.1
0.07~0.1
0.07~0.1
0.06~0.08
0.07~0.1
0.06~0.08
0.07~0.1
0.07~0.1
0.07~0.1
0.06~0.08
0.07~0.1
0.06~0.08
0.07~0.1
0.08~0.12
0.08~0.12
0.08~0.12
0.08~0.12
0.07~0.11
0.07~0.11
0.08~0.12
0.08~0.12
0.08~0.12
0.08~0.12
0.07~0.11
0.07~0.11
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.06~0.08
0.06~0.08
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.06~0.08
0.06~0.08
0.12~0.16
0.12~0.16
0.1~0.15

INIEE
(Ap)
Width of Cut
7~8
0.07~0.1
7~8
0.07~0.1
7~8
0.07~0.1
6~8
0.07~0.1
6~8
0.07~0.1
6~8
0.07~0.1
5~8
0.07~0.1
5~8
0.07~0.1
5~8
0.07~0.1
8~10
0.08~0.12
8~10
0.08~0.12
8~10
0.07~0.11
7~10
0.08~0.12
7~10
0.08~0.12
7~10
0.07~0.11
10~12
0.1~0.13
10~12
0.1~0.13
10~12
0.06~0.08
9~12
0.1~0.13
9~12
0.1~0.13
9~12
0.06~0.08
14~16
0.12~0.16

14~16

mnI7s=
Milling Type

&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
& SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
B SLOTTING
3D#% 3D MILLING
&8 SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D# 3D MILLING
& SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
& SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
B SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
B SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
B SLOTTING
3D#% 3D MILLING
&#% SLOTTING
3D#% 3D MILLING
&% SLOTTING
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LI Work Material ZNRIBE Hardened Steels
SKD61/STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

731\ Coolant Type gz3VEDEl Dry coolant
JERRE | UIHIERE TR EHRRE INTRE

NIEE

Extension Cutting Speed Speed Feed (Aa) (Ap) DQ,IBEY‘
Length (mm) | (m/min) (minT) (mm/min) | Depthof cut | Width of Cut Milling Type
X-UXR1605 100 110 1800~2200  600~1000  0.1~0.15 0.1~0.15 3D#% 3D MILLING
X-UXR1605 130 90 1400~1800  400~700  0.08~0.12  14~16 & SLOTTING
X-UXR1605 130 90 1400~1800  400~700  0.08~0.12 0.08~0.12 3D 3D MILLING
X-UXR1610 60 150 2500~3000  800~1100 0.12~0.16  13~16  ;&& SLOTTING
X-UXR1610 60 150 2500~3000  1200~1600 0.12~0.16 0.12~0.16 3Dk 3D MILLING
X-UXR1610 100 110 1800~2200  600~1000 0.1~0.15  13~16 & SLOTTING
X-UXR1610 100 110 1800~2200  600~1000  0.1~0.15 0.1~0.15 3D# 3D MILLING
X-UXR1610 130 90 1400~1800  400~700  0.08~0.12  13~16 &k SLOTTING
X-UXR1610 130 90 1400~1800  400~700  0.08~0.12 0.08~0.12 3D 3D MILLING
X-UXR1620 60 150 2500~3000  800~1100 0.12~0.16  11~16  ;&#% SLOTTING
X-UXR1620 60 150 2500~3000  1200~1600 0.12~0.16 0.12~0.16 3Dk 3D MILLING
X-UXR1620 100 110 1800~2200  600~900  0.1~0.15  11~16 & SLOTTING
X-UXR1620 100 110 1800~2200  600~1000  0.1~0.15 0.1~0.15 3D# 3D MILLING
X-UXR1620 130 90 1400~1800  400~600 0.08~0.12 11~16 & SLOTTING
X-UXR1620 130 90 1400~1800  400~700  0.08~0.12 0.08~0.12 3D 3D MILLING
X-UXR2010 70 175 2500~3000  500~700  0.1~02  17~20 ;&8 SLOTTING
X-UXR2010 70 175 2500~3000  1200~1600  0.1~02  0.17~0.2 3Dk 3D MILLING
X-UXR2010 130 110 1600~2000  400~600  0.1~02  17~20 & SLOTTING
X-UXR2010 130 120 1800~2200  600~1000  0.1~02  0.12~0.15 3D#% 3D MILLING
X-UXR2010 180 80 1100~1400  300~500  0.1~0.15  17~20 & SLOTTING
X-UXR2010 180 90 1300~1600  500~800  0.1~0.15 0.12~0.15 3D 3D MILLING
X-UXR2020 70 175 2500~3000  500~700  0.1~02  15~20  ;&#% SLOTTING
X-UXR2020 70 175 2500~3000  1200~1600  0.1~02  0.17~0.2 3D 3D MILLING
X-UXR2020 130 110 1600~2000  400~600  0.1~02  15~20 & SLOTTING
X-UXR2020 130 120 1800~2200  600~1000  0.1~02  0.12~0.15 3D# 3D MILLING
X-UXR2020 180 80 1100~1400  300~500  0.1~0.15  15~20 & SLOTTING
X-UXR2020 180 90 1300~1600  500~800  0.1~0.15 0.12~0.15 3D 3D MILLING
X-UXR2030 70 175 2500~3000  500~700  0.1~02  13~20 ;&#SLOTTING
X-UXR2030 70 175 2500~3000 1200~1600  0.1~02  0.17~0.2 3Dk 3D MILLING
X-UXR2030 130 110 1600~2000  400~600  0.1~02  13~20 & SLOTTING
X-UXR2030 130 120 1800~2200  600~1000  0.1~02  0.12~0.15 3D# 3D MILLING
X-UXR2030 180 80 1100~1400  300~500  0.1~0.15  13~20 & SLOTTING
X-UXR2030 180 90 1300~1600  500~800  0.1~0.15 0.12~0.15 3D 3D MILLING
X-UXR2530 80 175 2000~2400  400~600  0.1~02  18~25 ;& SLOTTING
X-UXR2530 80 175 2000~2400  1100~1500  0.1~02  0.17~0.2 3Dk 3D MILLING
X-UXR2530 140 110 1200~1600  300~500  0.1~02  18~25 & SLOTTING
X-UXR2530 140 120 1300~1700  600~900  0.1~02  0.12~0.15 3D#% 3D MILLING
X-UXR2530 200 80 800~1200  300~400  0.1~0.15  18~25 j&&%SLOTTING
X-UXR2530 200 90 1000~1400  400~700  0.1~0.15 0.12~0.15 3D#% 3D MILLING
X-UXR2550 80 175 2000~2400  400~600  0.1~02  14~25 ;&8 SLOTTING
X-UXR2550 80 175 2000~2400  1100~1500  0.1~02  0.17~0.2 3Dk 3D MILLING
X-UXR2550 140 110 1200~1600  300~500  0.1~02  14~25 & SLOTTING
X-UXR2550 140 120 1300~1700  600~900  0.1~02 0.12~0.15 3D#% 3D MILLING
X-UXR2550 200 80 800~1200  300~400  0.1~0.15  14~25 &8 SLOTTING
X-UXR2550 200 90 1000~1400  400~700  0.1~0.15 0.12~0.15 3D#%i 3D MILLING

‘ m - ) - :
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LIHIRIFR X- u Ps MILLING CONDITIONS
DA Work Material T3R8 Carbon Steels: S50C /S$S400:1.1210/1.0036 : 1050 / A570 Gr.45 (~HRc22)

731\ Coolant Type RIVEDEI Wet coolant

TERRE | UHERE mIERE ERRE | MTFRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UPS0804 25 120 4600~5000  1200~1400 0~0.3 6~8 & SLOTTING
X-UPS0804 25 120 4600~5000 800~1000 (52 6~8 &% SLOTTING
X-UPS0804 25 120 4600~5000 800~1000  0.05~0.1 6~8 &% SLOTTING
X-UPS0804 25 120 4600~5000  1200~1400 8 0~0.3 {AI$5 SIDE MILLING
X-UPS0804 25 120 4600~5000 700~900 8 1~2 {AI$5 SIDE MILLING
X-UPS0804 25 120 4600~5000 700~1000 8 0.05~0.1  {Al§% SIDE MILLING
X-UPS0804 45 60 2200~2600 900~1100 0~0.2 6~8 &% SLOTTING
X-UPS0804 45 70 2600~3000 500~700 0.05~0.1 6~8 &% SLOTTING
X-UPS0804 45 70 2600~3000 300~500 8 0.05~0.1 {8l SIDE MILLING
X-UPS0804 60 45 1500~2000 350~550 0.05~0.1 6~8 &8 SLOTTING
X-UPS0804 60 45 1500~2000 200~400 8 0.05~0.1  {Al§% SIDE MILLING
X-UPS1004 30 110 3300~3700  1200~1400 0~0.4 8~10 &% SLOTTING
X-UPS1004 30 110 3300~3700 600~800 1~2 8~10 &% SLOTTING
X-UPS1004 30 120 3600~4000 700~900 0.05~0.1 8~10 &% SLOTTING
X-UPS1004 30 110 3300~3700  1200~1400 10 0~0.4 {RI#% SIDE MILLING
X-UPS1004 30 110 3300~3700 600~800 10 1~2 {RI#% SIDE MILLING
X-UPS1004 30 110 3300~3700 600~800 10 0.05~0.1  {Al§% SIDE MILLING
X-UPS1004 50 80 2400~2800 800~1000 0~0.2 8~10 &8 SLOTTING
X-UPS1004 50 75 2200~2600 250~400 0.05~0.1 8~10 &8 SLOTTING
X-UPS1004 50 80 2400~2800 800~1000 10 0~0.2 {BI$5 SIDE MILLING
X-UPS1004 50 75 2200~2600 400~600 10 0.05~0.1  {Al§% SIDE MILLING
X-UPS1004 70 60 1700~2200 250~350 0.05~0.1 8~10 &% SLOTTING
X-UPS1004 70 60 1700~2200 200~350 10 0.05~0.1  {Al#% SIDE MILLING
X-UPS1204 35 120 3000~3400  1000~1200 0~0.5 10~12 & SLOTTING
X-UPS1204 35 110 2600~3000 400~600 2~3 10~12 /&% SLOTTING
X-UPS1204 35 120 3000~3400 600~800 0.1~0.15 10~12  /&8% SLOTTING
X-UPS1204 35 120 3000~3400  1000~1200 12 0~0.5 {RI$% SIDE MILLING
X-UPS1204 35 120 3000~3400 500~700 12 2~3 {AI$5 SIDE MILLING
X-UPS1204 35 120 3000~3400 500~700 12 0.1~0.15 {8l SIDE MILLING
X-UPS1204 60 100 2400~2800  1000~1200  0~0.25 10~12 /&% SLOTTING
X-UPS1204 60 100 2400~2800 300~500 0.1~0.15 10~12  &$% SLOTTING
X-UPS1204 60 115 2800~3200 800~1200 12 0~0.25  {Alg% SIDE MILLING
X-UPS1204 60 100 2400~2800 300~500 12 0.1~0.15 {8l SIDE MILLING
X-UPS1204 80 50 1200~1600 400~500 0.05~0.1 10~12 & SLOTTING
X-UPS1204 80 50 1200~1600 400~500 12 0.05~0.1  {Al§% SIDE MILLING
X-UPS1604 45 120 2200~2600 700~1000 0~0.5 14~16 &% SLOTTING
X-UPS1604 45 120 2200~2600 400~500 1~1.5 14~16 &% SLOTTING
X-UPS1604 45 120 2200~2600 500~700 0.1~0.15 14~16 & SLOTTING
X-UPS1604 45 120 2200~2600 600~800 16 0~0.5 {RI#% SIDE MILLING
X-UPS1604 45 120 2200~2600 300~400 16 1~2 {RI$% SIDE MILLING
X-UPS1604 45 120 2200~2600 450~650 16 0.1~0.15  {Al§% SIDE MILLING
X-UPS1604 70 100 1800~2200 700~900 0~0.3 14~16 & SLOTTING
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R UIEI# Work Material T3R8 Carbon Steels: S50C /S$S400:1.1210/1.0036 : 1050 / A570 Gr.45 (~HRc22)

731\ Coolant Type RIVEDEI Wet coolant

TERRE | HERE mIERE ERRE | MTFRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) | (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UPS1604 70 100 1800~2200 400~600 0.1~0.15 14~16 & SLOTTING
X-UPS1604 70 100 1800~2200 700~900 16 0~0.3 {RI$% SIDE MILLING
X-UPS1604 70 920 1600~2000 300~500 16 0.1~0.15  {Al§% SIDE MILLING
X-UPS1604 110 40 700~1000 250~350 0.1~0.15 14~16  &$f SLOTTING
X-UPS1604 110 40 700~1000 250~350 16 0.1~0.15 {8l SIDE MILLING
X-UPS2004 50 125 1800~2200 700~900 0.5~1 18~20 &% SLOTTING
X-UPS2004 50 125 1800~2200 400~500 253 18~20  i&$f SLOTTING
X-UPS2004 50 125 1800~2200 600~800 0.15~0.2 18~20  &#% SLOTTING
X-UPS2004 50 125 1800~2200 700~900 20 0.5~1 {RI$5% SIDE MILLING
X-UPS2004 50 125 1800~2200 300~450 20 2~3 {AI$5% SIDE MILLING
X-UPS2004 50 125 1800~2200 400~600 20 0.1~0.2  fAl§% SIDE MILLING
X-UPS2004 90 100 1400~1800 700~900 0.3~0.6 18~20  i&$% SLOTTING
X-UPS2004 920 100 1400~1800 400~600 0.15~0.2 18~20  &f% SLOTTING
X-UPS2004 90 100 1400~1800 700~900 20 0.5~0.8  fAl#% SIDE MILLING
X-UPS2004 90 100 1400~1800 300~500 20 0.15~0.2  fAlE SIDE MILLING
X-UPS2004 120 60 800~1100 250~400 0.15~0.2 18~20 &% SLOTTING
X-UPS2004 120 50 600~900 200~300 20 0.15~0.2  {Al§% SIDE MILLING
X-UPS2504 60 125 1400~1800 600~800 0.5~1 20~25  &#% SLOTTING
X-UPS2504 60 125 1400~1800 400~500 2~3 20~25  &# SLOTTING
X-UPS2504 60 125 1400~1800 500~700 0.15~0.2 20~25  &#E SLOTTING
X-UPS2504 60 125 1400~1800 600~800 25 OeEll {RI#% SIDE MILLING
X-UPS2504 60 125 1400~1800 400~500 25 2~3 {RI$% SIDE MILLING
X-UPS2504 60 125 1400~1800 400~600 25 0.15~0.2 {8l SIDE MILLING
X-UPS2504 100 100 1200~1500 600~800 0.5~1 23~25 & SLOTTING
X-UPS2504 100 100 1200~1500 300~500 0.15~0.2 23~25 &t SLOTTING
X-UPS2504 100 100 1200~1500 600~800 25 @l {RI$% SIDE MILLING
X-UPS2504 100 100 1200~1500 300~500 25 0.15~0.2  {Al§% SIDE MILLING
X-UPS2504 140 60 600~900 200~350 0.15~0.2 23~25  &#% SLOTTING
X-UPS2504 140 50 500~800 150~250 25 0.15~0.2  fAl§ SIDE MILLING
X-UPS3204 70 125 1100~1400 650~850 0.5~1 30~32 & SLOTTING
X-UPS3204 70 125 1100~1400 350~450 258 30~32 & SLOTTING
X-UPS3204 70 125 1100~1400 500~700 0.15~0.2 30~32 & SLOTTING
X-UPS3204 70 125 1100~1400 600~800 32 0.5~1 {RI$5% SIDE MILLING
X-UPS3204 70 125 1100~1400 350~500 32 2~3 {AI$5% SIDE MILLING
X-UPS3204 70 125 1100~1400 400~600 32 0.15~0.2  {Al§% SIDE MILLING
X-UPS3204 110 100 900~1100 600~800 0.5~1 30~32 & SLOTTING
X-UPS3204 110 100 900~1100 300~500 0.15~0.2 30~32 & SLOTTING
X-UPS3204 110 100 900~1100 600~800 32 0.5~1 {AI$5 SIDE MILLING
X-UPS3204 110 100 900~1100 300~500 32 0.15~0.2  fAl& SIDE MILLING
X-UPS3204 150 60 500~800 200~300 0.15~0.2 30~32 & SLOTTING
X-UPS3204 150 60 500~800 150~250 32 0.15~0.2  {Al§% SIDE MILLING

‘ m - ) - :



()1 | EXCHOUGEABLE HEQDIEL DMIF TSI
X-UPS

HEIEIM Work Material S&TEH/MRIEH Aloy Tool Steels / Carbon Tool Steels
P20/P5/ SK3/SKD61/SKD11:1.2311/1.1545/1.2379/1.2344 : H13 / D2 (HRc23~32)
731\ Coolant Type RIVEDEI Wet coolant
JERRE | UIHIERE WERE ERRE | NLEE | IIEE

Extension | Cutting Speed Speed Feed (Aa) (Ap) DD.IBEY‘
Length (mm) | (m/min) (minT) (mm/min) | Depthof cut | Width of Cut Milling Type

X-UPS0804 25 105 4000~4500  1000~1200 0~0.3 6~8 & SLOTTING
X-UPS0804 25 105 4000~4500 800~1100 =15 6~8 & SLOTTING
X-UPS0804 25 105 4000~4500 700~900 0.05~0.1 6~8 &% SLOTTING
X-UPS0804 25 105 4000~4500  1000~1200 8 0~0.3 {RI$% SIDE MILLING
X-UPS0804 25 105 4000~4500 600~800 8 1~1.5 {RI$% SIDE MILLING
X-UPS0804 25 105 4000~4500 700~900 8 0.05~0.1 {8l SIDE MILLING
X-UPS0804 45 55 2000~2400 800~1000 0~0.2 6~8 &8 SLOTTING
X-UPS0804 45 65 2400~2700 400~600 0.05~0.1 6~8 &8 SLOTTING
X-UPS0804 45 65 2400~2700 250~450 8 0.05~0.1  {Al§% SIDE MILLING
X-UPS0804 60 40 1400~1800 300~500 0.05~0.1 6~8 & SLOTTING
X-UPS0804 60 45 1500~2000 200~400 8 0.05~0.1  {Al§% SIDE MILLING
X-UPS1004 30 95 2800~3300  1000~1200 0~0.4 8~10 &% SLOTTING
X-UPS1004 30 95 2800~3300 500~700 1~1.5 8~10 &% SLOTTING
X-UPS1004 30 100 3000~3500 600~800 0.05~0.1 8~10 &8 SLOTTING
X-UPS1004 30 95 2800~3300  1200~1400 10 0~0.4 {AI$5 SIDE MILLING
X-UPS1004 30 95 2800~3300 500~700 10 1~1.5 {AI$5 SIDE MILLING
X-UPS1004 30 100 3000~3500 500~700 10 0.05~0.1  {Al§% SIDE MILLING
X-UPS1004 50 80 2400~2800 800~1000 0~0.2 8~10 & SLOTTING
X-UPS1004 50 75 2200~2600 250~400 0.05~0.1 8~10 &% SLOTTING
X-UPS1004 50 80 2400~2800 800~1000 10 0~0.2 {RI$% SIDE MILLING
X-UPS1004 50 75 2200~2600 400~600 10 0.05~0.1  {Alg% SIDE MILLING
X-UPS1004 70 50 1300~1700 200~300 0.05~0.1 8~10 &8 SLOTTING
X-UPS1004 70 60 1700~2200 200~350 10 0.05~0.1 {8l SIDE MILLING
X-UPS1204 35 115 2800~3200 800~1000 0~0.5 10~12 & SLOTTING
X-UPS1204 35 100 2400~2800 300~500 2~3 10~12 /&% SLOTTING
X-UPS1204 B5) 115 2800~3200 500~700 0.1~0.15 10~12 /&% SLOTTING
X-UPS1204 35 115 2800~3200  1000~1200 12 0~0.5 {RI$% SIDE MILLING
X-UPS1204 35 115 2800~3200 400~600 12 2-3 {RI$% SIDE MILLING
X-UPS1204 35 115 2800~3200 400~600 12 0.1~0.15  {Al§% SIDE MILLING
X-UPS1204 60 80 2000~2400 800~1000 0~0.25 10~12 & SLOTTING
X-UPS1204 60 100 2400~2800 300~500 0.1~0.15 10~12 & SLOTTING
X-UPS1204 60 115 2800~3200 800~1200 12 0~0.25  fAl#% SIDE MILLING
X-UPS1204 60 100 2400~2800 300~500 12 0.1~0.15  {Al§% SIDE MILLING
X-UPS1204 80 50 1200~1600 400~500 0.05~0.1 10~12 /&% SLOTTING
X-UPS1204 80 50 1200~1600 400~500 12 0.05~0.1  {Al§% SIDE MILLING
X-UPS1604 45 110 2000~2400 600~800 0~0.5 14~16 &% SLOTTING
X-UPS1604 45 110 2000~2400 300~400 1~1.5 14~16 &% SLOTTING
X-UPS1604 45 110 2000~2400 500~700 0.1~0.15 14~16 & SLOTTING
X-UPS1604 45 110 2000~2400 600~800 16 0~0.5 {AI$5 SIDE MILLING
X-UPS1604 45 110 2000~2400 250~350 16 1~2 {AI$5 SIDE MILLING
X-UPS1604 45 110 2000~2400 400~600 16 0.1~0.15  {Al§% SIDE MILLING
X-UPS1604 70 100 1800~2200 700~900 0~0.3 14~16 &% SLOTTING




EXCHEUGENBLE HERD. ELDOMIT TSI ) )y i 3

WWEDMIHF Work Material BT EH/IRITE# Alloy Tool Steels / Carbon Too! Steels
P20/P5/ SK3/SKD61/SKD11:1.2311/1.1545/1.2379/1.2344:H13 /D2 (HRc23~32)

731\ Coolant Type RIVEDEI Wet coolant

JERRE | UIHIERE LEEERE ERRE NTEE | NIEE M
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) | (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UPS1604 70 20 1600~2000 350~550 0.1~0.15 14~16 & SLOTTING
X-UPS1604 70 100 1800~2200 700~900 16 0~0.3 {RI$% SIDE MILLING
X-UPS1604 70 20 1600~2000 300~500 16 0.1~0.15  {Al§% SIDE MILLING
X-UPS1604 110 40 700~1000 250~350 0.1~0.15 14~16 &% SLOTTING
X-UPS1604 110 40 700~1000 250~350 16 0.1~0.15  {Al§% SIDE MILLING
X-UPS2004 50 115 1600~2000 600~800 0.5~1 18~20  i&#f SLOTTING
X-UPS2004 50 115 1600~2000 300~400 2~3 18~20 & SLOTTING
X-UPS2004 50 115 1600~2000 500~700 0.15~0.2 18~20 & SLOTTING
X-UPS2004 50 115 1600~2000 600~800 20 0.5~1 {BI$5% SIDE MILLING
X-UPS2004 50 115 1600~2000 300~450 20 2=3) {RI$% SIDE MILLING
X-UPS2004 50 115 1600~2000 400~600 20 0.15~0.2  {Al§% SIDE MILLING
X-UPS2004 90 920 1300~1600 700~900 0.3~0.6 18~20  i&$% SLOTTING
X-UPS2004 920 920 1300~1600 350~550 0.15~0.2 18~20  &#% SLOTTING
X-UPS2004 90 920 1300~1600 700~900 20 0.5~0.8  {Alg% SIDE MILLING
X-UPS2004 90 920 1300~1600 300~500 20 0.15~0.2  fAl§ SIDE MILLING
X-UPS2004 120 60 800~1100 250~400 0.15~0.2 18~20 & SLOTTING
X-UPS2004 120 50 600~900 200~300 20 0.15~0.2  fAl§% SIDE MILLING
X-UPS2504 60 110 1200~1600 600~800 @351 20~25 & SLOTTING
X-UPS2504 60 110 1200~1600 300~400 253 20~25 & SLOTTING
X-UPS2504 60 110 1200~1600 500~700 0.15~0.2 20~25 &% SLOTTING
X-UPS2504 60 110 1200~1600 600~800 25 0.5~1 {RI$% SIDE MILLING
X-UPS2504 60 110 1200~1600 300~450 25 2~3 {RI#% SIDE MILLING
X-UPS2504 60 110 1200~1600 300~500 25 0.15~0.2  fAl SIDE MILLING
X-UPS2504 100 90 1000~1400 600~800 0.5~1 23~25 & SLOTTING
X-UPS2504 100 20 1000~1400 300~500 0.15~0.2 23~25 &t SLOTTING
X-UPS2504 100 90 1000~1400 600~800 25 @3~ {Rl$% SIDE MILLING
X-UPS2504 100 20 1000~1400 300~500 25 0.15~0.2  {Al§% SIDE MILLING
X-UPS2504 140 60 600~900 200~350 0.15~0.2 23~25 & SLOTTING
X-UPS2504 140 50 500~800 150~250 25 0.15~0.2  {Al§% SIDE MILLING
X-UPS3204 70 115 1000~1300 500~700 0.5~1 30~32 & SLOTTING
X-UPS3204 70 115 1000~1300 300~400 2~3 30~32  &# SLOTTING
X-UPS3204 70 115 1000~1300 400~600 0.15~0.2 30~32 &% SLOTTING
X-UPS3204 70 115 1000~1300 500~700 32 0.5~1 {BI$5 SIDE MILLING
X-UPS3204 70 115 1000~1300 300~450 32 2=3) {RI$% SIDE MILLING
X-UPS3204 70 115 1000~1300 300~500 32 0.15~0.2  {Al§% SIDE MILLING
X-UPS3204 110 920 700~1000 500~700 0.5~1 30~32 & SLOTTING
X-UPS3204 110 20 700~1000 300~500 0.15~0.2 30~32 & SLOTTING
X-UPS3204 110 920 700~1000 500~700 32 0.5~1 {RI#% SIDE MILLING
X-UPS3204 110 920 700~1000 250~450 32 0.15~0.2 {8l SIDE MILLING
X-UPS3204 150 60 500~800 200~300 0.15~0.2 30~32 & SLOTTING
X-UPS3204 150 50 400~700 100~200 32 0.15~0.2  fAl§ SIDE MILLING

‘ m - ) / :



Q) | M EXCHEGENEEEHERDIEUDMIBTRIT

LIHIRIFR X- u Ps MILLING CONDITIONS
R LIEI# Work Material HHESS/FAEEH Prehardened Steels: NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

731\ Coolant Type RIVEDEI Wet coolant

TERRE | UHERE mIERE ERRE | MTFRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UPS0804 25 105 4000~4500  1000~1200 0~0.3 6~8 & SLOTTING
X-UPS0804 25 105 4000~4500 800~1100 =15 6~8 & SLOTTING
X-UPS0804 25 105 4000~4500 700~900 0.05~0.1 6~8 &% SLOTTING
X-UPS0804 25 105 4000~4500  1000~1200 8 0~0.3 {RI$% SIDE MILLING
X-UPS0804 25 105 4000~4500 700~1000 8 1~1.5 {RI$% SIDE MILLING
X-UPS0804 25 105 4000~4500 700~900 8 0.05~0.1 {8l SIDE MILLING
X-UPS0804 45 55 2000~2400 800~1000 0~0.2 6~8 &8 SLOTTING
X-UPS0804 45 65 2400~2700 400~600 0.05~0.1 6~8 &8 SLOTTING
X-UPS0804 45 65 2400~2700 250~450 8 0.05~0.1  {Al§% SIDE MILLING
X-UPS0804 60 40 1400~1800 300~500 0.05~0.1 6~8 & SLOTTING
X-UPS0804 60 45 1500~2000 200~400 8 0.05~0.1  {Al§% SIDE MILLING
X-UPS1004 30 95 2800~3300  1000~1200 0~0.4 8~10 &#f SLOTTING
X-UPS1004 30 95 2800~3300 500~700 1~1.5 8~10 &% SLOTTING
X-UPS1004 30 100 3000~3500 600~800 0.05~0.1 8~10 &8 SLOTTING
X-UPS1004 30 95 2800~3300  1200~1400 10 0~0.4 {AI$5 SIDE MILLING
X-UPS1004 30 95 2800~3300 500~700 10 1~1.5 {AI$5 SIDE MILLING
X-UPS1004 30 100 3000~3500 500~700 10 0.05~0.1  {Al§% SIDE MILLING
X-UPS1004 50 80 2400~2800 800~1000 0~0.2 8~10 & SLOTTING
X-UPS1004 50 75 2200~2600 250~400 0.05~0.1 8~10 &% SLOTTING
X-UPS1004 50 80 2400~2800 800~1000 10 0~0.2 {RI$% SIDE MILLING
X-UPS1004 50 75 2200~2600 400~600 10 0.05~0.1  {Alg% SIDE MILLING
X-UPS1004 70 50 1300~1700 200~300 0.05~0.1 8~10 &8 SLOTTING
X-UPS1004 70 60 1700~2200 200~350 10 0.05~0.1 {8l SIDE MILLING
X-UPS1204 35 115 2800~3200 800~1000 0~0.5 10~12 & SLOTTING
X-UPS1204 35 100 2400~2800 300~500 2~3 10~12 /&% SLOTTING
X-UPS1204 B5) 115 2800~3200 500~700 0.1~0.15 10~12 /&% SLOTTING
X-UPS1204 35 115 2800~3200  1000~1200 12 0~0.5 {RI$% SIDE MILLING
X-UPS1204 35 115 2800~3200 400~600 12 2-3 {RI$% SIDE MILLING
X-UPS1204 35 115 2800~3200 400~600 12 0.1~0.15  {Al§% SIDE MILLING
X-UPS1204 60 80 2000~2400 800~1000 0~0.25 10~12 & SLOTTING
X-UPS1204 60 100 2400~2800 300~500 0.1~0.15 10~12 & SLOTTING
X-UPS1204 60 115 2800~3200 800~1200 12 0~0.25  fAl#% SIDE MILLING
X-UPS1204 60 100 2400~2800 300~500 12 0.1~0.15  {Al§% SIDE MILLING
X-UPS1204 80 50 1200~1600 400~500 0.05~0.1 10~12 /&% SLOTTING
X-UPS1204 80 50 1200~1600 400~500 12 0.05~0.1  {Al§% SIDE MILLING
X-UPS1604 45 110 2000~2400 600~800 0~0.5 14~16 &% SLOTTING
X-UPS1604 45 110 2000~2400 300~400 1~1.5 14~16 &% SLOTTING
X-UPS1604 45 110 2000~2400 500~700 0.1~0.15 14~16 & SLOTTING
X-UPS1604 45 110 2000~2400 600~800 16 0~0.5 {AI$5 SIDE MILLING
X-UPS1604 45 110 2000~2400 250~350 16 1~2 {AI$5 SIDE MILLING
X-UPS1604 45 110 2000~2400 400~600 16 0.1~0.15  {Al§% SIDE MILLING
X-UPS1604 70 100 1800~2200 700~900 0~0.3 14~16 &% SLOTTING




EXCHHGEABIE HERD =DM ST ) )5 3

R UIEI# Work Material HHESS/ FAEEH Prehardened Steels: NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

731\ Coolant Type RIVEDEI Wet coolant

TERRE | HERE mIERE ERRE | MTFRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) | (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UPS1604 70 20 1600~2000 350~550 0.1~0.15 14~16 & SLOTTING
X-UPS1604 70 100 1800~2200 700~900 16 0~0.3 {RI$% SIDE MILLING
X-UPS1604 70 20 1600~2000 300~500 16 0.1~0.15  {Al§% SIDE MILLING
X-UPS1604 110 40 700~1000 250~350 0.1~0.15 14~16 &% SLOTTING
X-UPS1604 110 40 700~1000 250~350 16 0.1~0.15  {Al§% SIDE MILLING
X-UPS2004 50 115 1600~2000 600~800 0.5~1 18~20  i&#f SLOTTING
X-UPS2004 50 115 1600~2000 300~400 2~3 18~20 & SLOTTING
X-UPS2004 50 115 1600~2000 500~700 0.15~0.2 18~20 & SLOTTING
X-UPS2004 50 115 1600~2000 600~800 20 0.5~1 {BI$5% SIDE MILLING
X-UPS2004 50 115 1600~2000 300~450 20 2=3) {RI$% SIDE MILLING
X-UPS2004 50 115 1600~2000 400~600 20 0.15~0.2  {Al§% SIDE MILLING
X-UPS2004 90 920 1300~1600 700~900 0.3~0.6 18~20  i&$% SLOTTING
X-UPS2004 920 920 1300~1600 350~550 0.15~0.2 18~20  &#% SLOTTING
X-UPS2004 90 920 1300~1600 700~900 20 0.5~0.8  {Alg% SIDE MILLING
X-UPS2004 90 920 1300~1600 300~500 20 0.15~0.2  fAl§ SIDE MILLING
X-UPS2004 120 60 800~1100 250~400 0.15~0.2 18~20 & SLOTTING
X-UPS2004 120 50 600~900 200~300 20 0.15~0.2  fAl§% SIDE MILLING
X-UPS2504 60 110 1200~1600 600~800 @351 20~25 & SLOTTING
X-UPS2504 60 110 1200~1600 300~400 253 20~25 & SLOTTING
X-UPS2504 60 110 1200~1600 500~700 0.15~0.2 20~25 &% SLOTTING
X-UPS2504 60 110 1200~1600 600~800 25 0.5~1 {RI$% SIDE MILLING
X-UPS2504 60 110 1200~1600 300~450 25 2~3 {RI#% SIDE MILLING
X-UPS2504 60 110 1200~1600 300~500 25 0.15~0.2  fAl SIDE MILLING
X-UPS2504 100 90 1000~1400 600~800 0.5~1 23~25 & SLOTTING
X-UPS2504 100 20 1000~1400 300~500 0.15~0.2 23~25 &t SLOTTING
X-UPS2504 100 90 1000~1400 600~800 25 @3~ {Rl$% SIDE MILLING
X-UPS2504 100 20 1000~1400 300~500 25 0.15~0.2  {Al§% SIDE MILLING
X-UPS2504 140 60 600~900 200~350 0.15~0.2 23~25 & SLOTTING
X-UPS2504 140 50 500~800 150~250 25 0.15~0.2  {Al§% SIDE MILLING
X-UPS3204 70 115 1000~1300 500~700 0.5~1 30~32 & SLOTTING
X-UPS3204 70 115 1000~1300 300~400 2~3 30~32  &# SLOTTING
X-UPS3204 70 115 1000~1300 400~600 0.15~0.2 30~32 &% SLOTTING
X-UPS3204 70 115 1000~1300 500~700 32 0.5~1 {BI$5 SIDE MILLING
X-UPS3204 70 115 1000~1300 300~450 32 2=3) {RI$% SIDE MILLING
X-UPS3204 70 115 1000~1300 300~500 32 0.15~0.2  {Al§% SIDE MILLING
X-UPS3204 110 920 700~1000 500~700 0.5~1 30~32 & SLOTTING
X-UPS3204 110 20 700~1000 300~500 0.15~0.2 30~32 & SLOTTING
X-UPS3204 110 920 700~1000 500~700 32 0.5~1 {RI#% SIDE MILLING
X-UPS3204 110 920 700~1000 250~450 32 0.15~0.2 {8l SIDE MILLING
X-UPS3204 150 60 500~800 200~300 0.15~0.2 30~32 & SLOTTING
X-UPS3204 150 50 400~700 100~200 32 0.15~0.2  fAl§ SIDE MILLING



Q) | M EXCHEGENEEEHERDIEUDMIBTRIT

tIEIEAFR X- ”‘ R MILLING CONDITIONS
LA Work Material ZNERIBE Hardened Steels
SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

731\ Coolant Type 8230 /B7ELDEl Dry/MQL coolant

JERRE | UIHIERE LEEERE ERRE NTHEE | NIEE NI
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UPR0805 25 150 5700~6200  1100~1400 0.05~0.1 6~8 &8 SLOTTING
X-UPR0805 25 130 5000~5400  3200~3800 0.1 6~8 &8 SLOTTING
X-UPR0805 25 130 5000~5400 700~900 8 0~0.1 {RI$% SIDE MILLING
X-UPR0805 25 130 5000~5400  3000~3500 8 0.1 {RI$% SIDE MILLING
X-UPR0805 25 120 4600~5000  1300~1600 8 0.3~0.5  fAl% SIDE MILLING
X-UPR0805 45 120 4600~5000 900~1200  0.05~0.1 6~8 &8 SLOTTING
X-UPR0805 45 100 3800~4200  2500~3000 0.1 6~8 &8 SLOTTING
X-UPR0805 45 85 3200~3600 500~700 8 0~0.1 {AI$5% SIDE MILLING
X-UPR0805 45 100 3800~4200  2500~3000 8 0.1 {RI$% SIDE MILLING
X-UPR0805 45 100 3800~4200  1300~1600 8 0.2~0.35  {Al§% SIDE MILLING
X-UPR0810 25 150 5700~6200  1100~1400 0.05~0.1 5~8 &% SLOTTING
X-UPR0810 25 130 5000~5400  3200~3800 0.1 5~8 &8 SLOTTING
X-UPR0810 25 130 5000~5400 700~900 8 0~0.1 {BI$5% SIDE MILLING
X-UPR0810 25 130 5000~5400  3000~3500 8 0.1 {AI$5% SIDE MILLING
X-UPR0810 25 120 4600~5000  1300~1600 8 0.3~0.5  {Al% SIDE MILLING
X-UPR0810 45 120 4600~5000 900~1200  0.05~0.1 5~8 &% SLOTTING
X-UPR0810 45 100 3800~4200  2500~3000 0.1 5~8 &% SLOTTING
X-UPR0810 45 85 3200~3600 500~700 8 0~0.1 {AI$5% SIDE MILLING
X-UPR0810 45 100 3800~4200  2500~3000 8 0.1 {AI$5 SIDE MILLING
X-UPR0810 45 100 3800~4200  1300~1600 8 0.2~0.35 {8l SIDE MILLING
X-UPR1005 30 155 4800~5200 900~1200 0~0.15 8~10 &% SLOTTING
X-UPR1005 30 155 4800~5200  2800~3300 0.15 8~10 &% SLOTTING
X-UPR1005 30 130 4000~4400 650~850 10 0~0.15  fAl% SIDE MILLING
X-UPR1005 30 155 4800~5200  2800~3200 10 0.15 {AI$5 SIDE MILLING
X-UPR1005 30 115 3400~3800  1000~1300 10 04~0.6  fAl#% SIDE MILLING
X-UPR1005 55 120 3600~4000 900~1100 0~0.15 7~10 &8 SLOTTING
X-UPR1005 55 125 3800~4200  1800~2200 0.15 7~10 &% SLOTTING
X-UPR1005 55 75 2200~2600 400~600 10 0~0.1 {RI$% SIDE MILLING
X-UPR1005 55 920 2600~3000  1600~2000 10 0.15 {RI$% SIDE MILLING
X-UPR1005 55 85 2400~2800  1200~1600 10 0.2~0.4  fAl#% SIDE MILLING
X-UPR1010 30 155 4800~5200 900~1200 0~0.15 8 &8 SLOTTING
X-UPR1010 30 155 4800~5200  3300~3800 0.15 8 &8 SLOTTING
X-UPR1010 30 155 4800~5200  3300~3800 0.15 10 &% SLOTTING
X-UPR1010 30 130 4000~4400 650~850 10 0~0.15  {Al§% SIDE MILLING
X-UPR1010 30 155 4800~5200  2800~3200 10 0.15 {RI$% SIDE MILLING
X-UPR1010 30 115 3400~3800  1000~1300 10 04~0.6  fAl#% SIDE MILLING
X-UPR1010 55 120 3600~4000 900~1100 0~0.15 7 &8 SLOTTING
X-UPR1010 55 125 3800~4200  2500~3000 0.15 7 &8 SLOTTING
X-UPR1010 55 125 3800~4200  1800~2200 0.15 10 &% SLOTTING
X-UPR1010 55 757 2200~2600 400~600 10 0~0.1 {RI$% SIDE MILLING
X-UPR1010 55 90 2600~3000  1600~2000 10 0.15 {RI$% SIDE MILLING
X-UPR1010 25 85 2400~2800  1200~1600 10 0.2~0.4  fA#% SIDE MILLING
X-UPR1210 35 135 3400~3800 800~1000 0~0.15 8 &8 SLOTTING
X-UPR1210 35 150 3800~4200  3000~3500 0.15 8 &8 SLOTTING
X-UPR1210 35 130 3200~3600  2500~3000 0.15 12 &% SLOTTING
X-UPR1210 35 130 3200~3600 650~850 12 0~0.15  {Al§% SIDE MILLING




EXCHEUGENBLE HERD. ELDOMIT TSI ) )y i 3

LI Work Material ZNRIBE Hardened Steels
SKD61/STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

731\ Coolant Type 823\ /BFELDEl Dry/MQL coolant

JERRE | UIHIERE LEEERE ERRE NTEE | NIEE M
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) | (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UPR1210 35 150 3800~4200  3000~3500 12 0.1 {AI$5 SIDE MILLING
X-UPR1210 35 135 3300~3700 700~1000 12 0.5~0.7 {8l SIDE MILLING
X-UPR1210 70 120 3000~3400 800~1000 0~0.15 8 &% SLOTTING
X-UPR1210 70 20 2200~2600  1800~2200 0.15 8 &% SLOTTING
X-UPR1210 70 65 1500~1900  1000~1200 0.15 12 &% SLOTTING
X-UPR1210 70 80 1900~2300 400~600 12 0.1 {AI$5% SIDE MILLING
X-UPR1210 70 55 1200~1600 500~700 12 0.2 {AI$5 SIDE MILLING
X-UPR1220 35 135 3400~3800 800~1000 0~0.15 8 &8 SLOTTING
X-UPR1220 35 150 3800~4200  3000~3500 0.15 8 &% SLOTTING
X-UPR1220 35 130 3200~3600  2500~3000 0.15 12 &% SLOTTING
X-UPR1220 B5 130 3200~3600 650~850 12 0.1 {RI$% SIDE MILLING
X-UPR1220 35 150 3800~4200  3000~3500 12 0.1 {BI$5% SIDE MILLING
X-UPR1220 35 135 3300~3700 700~1000 12 0.5~0.7  fAl# SIDE MILLING
X-UPR1220 70 120 3000~3400 800~1000 0~0.15 8 &8 SLOTTING
X-UPR1220 70 920 2200~2600  1800~2200 0.15 8 &% SLOTTING
X-UPR1220 70 65 1500~1900  1000~1200 0.15 12 &% SLOTTING
X-UPR1220 70 80 1900~2300 400~600 12 0.1 {RI#% SIDE MILLING
X-UPR1220 70 55 1200~1600 500~700 12 0.2 {BI$5% SIDE MILLING
X-UPR1610 55 165 3100~3500 700~900 0~0.15 10 &8 SLOTTING
X-UPR1610 55 165 3100~3500  1600~2000 0.15 10 &8 SLOTTING
X-UPR1610 55 140 2600~3000  1200~1600 0.15 16 &% SLOTTING
X-UPR1610 55 85 1500~1800 300~500 16 0~0.15  {Al§% SIDE MILLING
X-UPR1610 55 85 1500~1800 800~1200 16 0.15 {Rl#% SIDE MILLING
X-UPR1610 90 100 1800~2100 500~700 0~0.15 10 &8 SLOTTING
X-UPR1610 90 85 1500~1800  1000~1300 0.15 10 &% SLOTTING
X-UPR1610 90 70 1200~1500 800~1000 0.15 16 &8 SLOTTING
X-UPR1610 90 55 1000~1300 300~450 16 0~0.15  {Al% SIDE MILLING
X-UPR1610 920 55 1000~1300 600~800 16 0.2 {RI$% SIDE MILLING
X-UPR1620 55 165 3100~3500 700~900 0~0.15 10 &% SLOTTING
X-UPR1620 55 165 3100~3500  1600~2000 0.15 10 &8 SLOTTING
X-UPR1620 55 140 2600~3000  1200~1600 0.15 16 &8 SLOTTING
X-UPR1620 55 85 1500~1800 300~500 16 0~0.15  fAl# SIDE MILLING
X-UPR1620 55 85 1500~1800 800~1200 16 0.15 {RI$% SIDE MILLING
X-UPR1620 90 100 1800~2100 500~700 0~0.15 10 &% SLOTTING
X-UPR1620 90 85 1500~1800  1000~1300 0.15 10 &% SLOTTING
X-UPR1620 90 70 1200~1500 800~1000 0.15 16 &8 SLOTTING
X-UPR1620 90 55 1000~1300 300~450 16 0~0.15  fAl# SIDE MILLING
X-UPR1620 90 55 1000~1300 600~800 16 0.2 {AI$5% SIDE MILLING
X-UPR1630 55 165 3100~3500 700~900 0~0.15 10 &% SLOTTING
X-UPR1630 55 165 3100~3500  1600~2000 0.15 10 &% SLOTTING
X-UPR1630 55 140 2600~3000  1200~1600 0.15 16 &% SLOTTING
X-UPR1630 55 85 1500~1800 300~500 16 0~0.15  fAl# SIDE MILLING
X-UPR1630 55 85 1500~1800 800~1200 16 0.15 {AI$5 SIDE MILLING
X-UPR1630 90 100 1800~2100 500~700 0~0.15 10 &8 SLOTTING
X-UPR1630 90 85 1500~1800  1000~1300 0.15 10 &#f SLOTTING
X-UPR1630 90 70 1200~1500 800~1000 0.15 16 &% SLOTTING
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LI Work Material ZNRIBE Hardened Steels
SKD61/STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

731\ Coolant Type 823\ /BFELDEI Dry/MQL coolant

JERRE | UIHIERE LEEERE ERRE NTHEE | NIEE NI
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UPR1630 90 55 1000~1300 300~450 16 0~0.15  fAl#% SIDE MILLING
X-UPR1630 90 55 1000~1300 600~800 16 0.2 {RI$5% SIDE MILLING
X-UPR2010 75 170 2500~2900 500~700 0~0.2 12 &% SLOTTING
X-UPR2010 75 120 1800~2200 800~1100 0.2 12 &% SLOTTING
X-UPR2010 75 120 1800~2200  1100~1400 0.2 20 &% SLOTTING
X-UPR2010 75 70 1000~1300 200~400 20 0~0.2 {AI$5% SIDE MILLING
X-UPR2010 75 70 1000~1300 600~800 20 0.2 {AI$5 SIDE MILLING
X-UPR2010 120 120 1800~2200 400~600 0~0.2 12 &8 SLOTTING
X-UPR2010 120 120 1800~2200 700~900 0.2 12 &#f SLOTTING
X-UPR2010 120 120 1800~2200 900~1200 0.15 20 &% SLOTTING
X-UPR2020 75 170 2500~2900 500~700 0~0.2 12 &% SLOTTING
X-UPR2020 75 120 1800~2200 800~1100 0.2 12 &8 SLOTTING
X-UPR2020 75 120 1800~2200  1100~1400 0.2 20 &8 SLOTTING
X-UPR2020 75 70 1000~1300 200~400 20 0~0.2 {RI$5 SIDE MILLING
X-UPR2020 75 70 1000~1300 600~800 20 0.2 {RI$% SIDE MILLING
X-UPR2020 120 120 1800~2200 400~600 0~0.2 12 &% SLOTTING
X-UPR2020 120 120 1800~2200 700~900 0.2 12 &% SLOTTING
X-UPR2020 120 120 1800~2200 900~1200 0.15 20 &8 SLOTTING
X-UPR2030 75 170 2500~2900 500~700 0~0.2 12 &8 SLOTTING
X-UPR2030 75 120 1800~2200 800~1100 0.2 12 &8 SLOTTING
X-UPR2030 75 120 1800~2200  1100~1400 0.2 20 &% SLOTTING
X-UPR2030 75 70 1000~1300 200~400 20 0~0.2 {RI$% SIDE MILLING
X-UPR2030 75 70 1000~1300 600~800 20 0.2 {RI$% SIDE MILLING
X-UPR2030 120 120 1800~2200 400~600 0~0.2 12 &8 SLOTTING
X-UPR2030 120 120 1800~2200 700~900 0.2 12 &8 SLOTTING
X-UPR2030 120 120 1800~2200 900~1200 0.15 20 &8 SLOTTING
X-UPR2050 75 170 2500~2900 500~700 0~0.2 12 &% SLOTTING
X-UPR2050 75 120 1800~2200 800~1100 0.2 12 &% SLOTTING
X-UPR2050 75 120 1800~2200  1100~1400 0.2 20 &% SLOTTING
X-UPR2050 75 70 1000~1300 200~400 20 0~0.2 {AI$5 SIDE MILLING
X-UPR2050 75 70 1000~1300 600~800 20 0.2 {AI$5% SIDE MILLING
X-UPR2050 120 120 1800~2200 400~600 0~0.2 12 &8 SLOTTING
X-UPR2050 120 120 1800~2200 700~900 0.2 12 &% SLOTTING
X-UPR2050 120 120 1800~2200 900~1200 0.15 20 &% SLOTTING
X-UPR2510 90 170 2000~2300 400~600 0~0.2 14 &% SLOTTING
X-UPR2510 90 120 1300~1600 600~900 0.2 14 &8 SLOTTING
X-UPR2510 90 120 1300~1600 600~900 0.2 25 &8 SLOTTING
X-UPR2510 90 70 800~1100 150~300 25 0~0.2 {RI$5% SIDE MILLING
X-UPR2510 90 70 800~1100 300~500 25 0.2 {RI$% SIDE MILLING
X-UPR2510 130 120 1300~1600 300~500 0~0.2 14 &% SLOTTING
X-UPR2510 130 120 1300~1600 500~800 0.2 14 &% SLOTTING
X-UPR2510 130 120 1300~1600 500~800 0.15 25 &8 SLOTTING
X-UPR2520 90 170 2000~2300 400~600 0~0.2 14 &8 SLOTTING
X-UPR2520 90 120 1300~1600 600~900 0.2 14 &8 SLOTTING
X-UPR2520 90 120 1300~1600 600~900 0.2 25 &% SLOTTING
X-UPR2520 90 70 800~1100 150~300 25 0~0.2 {RI$% SIDE MILLING
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LI Work Material ENRIBE Hardened Steels
SKD61/STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

731\ Coolant Type 823\ /BFELDEl Dry/MQL coolant

JERRE | UIHIERE LEEERE ERRE NTEE | NIEE M
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) | (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UPR2520 90 70 800~1100 300~500 25 0.2 {AI$5 SIDE MILLING
X-UPR2520 130 120 1300~1600 300~500 0~0.2 14 &8 SLOTTING
X-UPR2520 130 120 1300~1600 500~800 0.2 14 &% SLOTTING
X-UPR2520 130 120 1300~1600 500~800 0.15 25 &% SLOTTING
X-UPR2530 90 170 2000~2300 400~600 0~0.2 14 &% SLOTTING
X-UPR2530 90 120 1300~1600 600~900 0.2 14 &8 SLOTTING
X-UPR2530 90 120 1300~1600 600~900 0.2 25 &8 SLOTTING
X-UPR2530 90 70 800~1100 150~300 25 0~0.2 {RI$5 SIDE MILLING
X-UPR2530 90 70 800~1100 300~500 25 0.2 {RI$% SIDE MILLING
X-UPR2530 130 120 1300~1600 300~500 0~0.2 14 &% SLOTTING
X-UPR2530 130 120 1300~1600 500~800 0.2 14 &% SLOTTING
X-UPR2530 130 120 1300~1600 500~800 0.15 25 &8 SLOTTING
X-UPR2550 90 170 2000~2300 400~600 0~0.2 14 &8 SLOTTING
X-UPR2550 90 120 1300~1600 600~900 0.2 14 &8 SLOTTING
X-UPR2550 90 120 1300~1600 600~900 0.2 25 &#f SLOTTING
X-UPR2550 90 70 800~1100 150~300 25 0~0.2 {RI$% SIDE MILLING
X-UPR2550 90 70 800~1100 300~500 25 0.2 {RI$% SIDE MILLING
X-UPR2550 130 120 1300~1600 300~500 0~0.2 14 &8 SLOTTING
X-UPR2550 130 120 1300~1600 500~800 0.2 14 &8 SLOTTING
X-UPR2550 130 120 1300~1600 500~800 0.15 25 &8 SLOTTING
X-UPR3210 110 170 1500~1800 300~500 0~0.2 20 &% SLOTTING
X-UPR3210 110 120 1100~1400 400~700 0.2 20 &% SLOTTING
X-UPR3210 110 120 1100~1400 400~700 0.2 32 &% SLOTTING
X-UPR3210 110 70 600~800 100~200 32 0~0.2 {AI$5% SIDE MILLING
X-UPR3210 110 70 600~800 200~400 32 0.2 {AI$5 SIDE MILLING
X-UPR3210 170 120 1100~1400 200~400 0~0.2 20 &8 SLOTTING
X-UPR3210 170 120 1100~1400 300~500 0.2 20 &% SLOTTING
X-UPR3210 170 120 1100~1400 300~500 0.15 32 &% SLOTTING
X-UPR3230 110 170 1500~1800 300~500 0~0.2 20 &% SLOTTING
X-UPR3230 110 120 1100~1400 400~700 0.2 20 &8 SLOTTING
X-UPR3230 110 120 1100~1400 400~700 0.2 32 &8 SLOTTING
X-UPR3230 110 70 600~800 100~200 32 0~0.2 {RI$5 SIDE MILLING
X-UPR3230 110 70 600~800 200~400 32 0.2 {RI$% SIDE MILLING
X-UPR3230 170 120 1100~1400 200~400 0~0.2 20 &% SLOTTING
X-UPR3230 170 120 1100~1400 300~500 0.2 20 &% SLOTTING
X-UPR3230 170 120 1100~1400 300~500 0.15 32 &8 SLOTTING
X-UPR3250 110 170 1500~1800 300~500 0~0.2 20 &8 SLOTTING
X-UPR3250 110 120 1100~1400 400~700 0.2 20 &8 SLOTTING
X-UPR3250 110 120 1100~1400 400~700 0.2 32 &% SLOTTING
X-UPR3250 110 70 600~800 100~200 32 0~0.2 {RI$% SIDE MILLING
X-UPR3250 110 70 600~800 200~400 32 0.2 {RI$% SIDE MILLING
X-UPR3250 170 120 1100~1400 200~400 0~0.2 20 &8 SLOTTING
X-UPR3250 170 120 1100~1400 300~500 0.2 20 &8 SLOTTING
X-UPR3250 170 120 1100~1400 300~500 0.15 32 &8 SLOTTING

‘ m - ) - :



Q) | EXCHEICERBEEHERDIEUDMIBTRIT

X-UPR

R LIEI# Work Material EMRIBH Hardened Steels : SKD11/SKH9: 1.2379/1.3342: D2 / M2 (HRc55~62)
737\ Coolant Type 823\ /mFZELDEIl Dry/MQL coolant

JERRE | UIHIERE ERRE NTHEE | NIEE NI
Extension Cutting Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UPR0805 25 85 3200~3600 750~950 0~0.1 5~8 &#% SLOTTING
X-UPR0805 25 75 2800~3200 700~900 0.5 0.1 &% SLOTTING
X-UPR0805 25 70 2600~3000 500~700 8 0.1 {BI$% SIDE MILLING
X-UPR0805 45 65 2400~2800 600~800 0~0.1 5~8 &#% SLOTTING
X-UPR0805 45 55 2000~2400 600~800 0.5 0.1 &% SLOTTING
X-UPR0805 45 55 2000~2400 400~600 8 0.1 {Bl#% SIDE MILLING
X-UPR1005 30 65 1800~2200 500~700 0~0.1 7 &% SLOTTING
X-UPR1005 30 55 1500~1900 500~700 1 0.1 &% SLOTTING
X-UPR1005 30 70 2000~2400 400~550 10 0.1 {Bl#% SIDE MILLING
X-UPR1005 55 55 1600~2000 450~650 0~0.1 7 &% SLOTTING
X-UPR1005 55 50 1400~1800 500~700 0.5 0.1 &% SLOTTING
X-UPR1005 55 45 1300~1600 300~450 10 0.1 {Bl$% SIDE MILLING
X-UPR1010 30 65 1800~2200 500~700 0~0.1 7 &% SLOTTING
X-UPR1010 30 55 1500~1900 500~700 1 0.1 &% SLOTTING
X-UPR1010 30 70 2000~2400 400~550 10 0.1 {BI$% SIDE MILLING
X-UPR1010 55 55 1600~2000 450~650 0~0.1 7 &% SLOTTING
X-UPR1010 55 50 1400~1800 500~700 0.5 0.1 7&#% SLOTTING
X-UPR1010 55 45 1300~1600 300~450 10 0.1 {BI$% SIDE MILLING
X-UPR1210 35 65 1500~1900 500~700 0~0.1 8 7&#% SLOTTING
X-UPR1210 35 60 1400~1800 600~800 1 0.1 &% SLOTTING
X-UPR1210 35 55 1300~1700 300~450 12 0.1 {BI§5% SIDE MILLING
X-UPR1210 70 50 1200~1500 400~600 0~0.1 8 &% SLOTTING
X-UPR1210 70 55 1300~1700 600~800 1 0.1 &# SLOTTING
X-UPR1210 70 45 1000~1400 300~450 12 0.1 {Rl#% SIDE MILLING
X-UPR1220 35 65 1500~1900 500~700 0~0.1 7 &% SLOTTING
X-UPR1220 35 60 1400~1800 600~800 1 0.1 & SLOTTING
X-UPR1220 35 55 1300~1700 300~450 12 0.1 {BI§% SIDE MILLING
X-UPR1220 70 50 1200~1500 400~600 0~0.1 7 &#% SLOTTING
X-UPR1220 70 55 1300~1700 600~800 1 0.1 &#% SLOTTING
X-UPR1220 70 45 1000~1400 300~450 12 0.1 {Bl#% SIDE MILLING
X-UPR1610 55 65 1200~1600 500~700 0~0.15 9 &% SLOTTING
X-UPR1610 55 65 1200~1600 700~900 1 0.1 &% SLOTTING
X-UPR1610 55 60 1100~1500 250~450 16 0.1 {Bl#% SIDE MILLING
X-UPR1610 90 60 1100~1500 400~600 0~0.1 9 &% SLOTTING
X-UPR1610 90 55 1000~1300 600~800 1 0.1 &% SLOTTING
X-UPR1610 90 50 900~1200 200~350 16 0.1 {Bl#% SIDE MILLING
X-UPR1620 55 65 1200~1600 500~700 0~0.15 9 &% SLOTTING
X-UPR1620 55 65 1200~1600 700~900 1 0.1 &% SLOTTING
X-UPR1620 55 60 1100~1500 250~450 16 0.1 {BI$% SIDE MILLING
X-UPR1620 90 60 1100~1500 400~600 0~0.1 9 &% SLOTTING
X-UPR1620 90 55 1000~1300 600~800 1 0.1 &% SLOTTING
X-UPR1620 90 50 900~1200 200~350 16 0.1 {BI$% SIDE MILLING
X-UPR1630 55 65 1200~1600 500~700 0~0.15 9 7&#% SLOTTING
X-UPR1630 55 65 1200~1600 700~900 1 0.1 &#% SLOTTING
X-UPR1630 55 60 1100~1500 250~450 16 0.1 {BIE5% SIDE MILLING
X-UPR1630 90 60 1100~1500 400~600 0~0.1 9 &% SLOTTING
X-UPR1630 90 55 1000~1300 600~800 1 0.1 &#% SLOTTING
X-UPR1630 920 50 900~1200 200~350 16 0.1 {Rl#% SIDE MILLING
X-UPR2010 75 75 1000~1400 300~500 0~0.15 12 &% SLOTTING
X-UPR2010 75 70 900~1300 600~800 1 0.1 &% SLOTTING
X-UPR2010 75 65 800~1200 200~400 20 0.1 {BI§% SIDE MILLING
X-UPR2010 120 70 900~1300 300~500 0~0.1 12 &#% SLOTTING
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R UIEI# Work Material ERIBH Hardened Steels : SKD11/ SKH9: 1.2379/1.3342 : D2 / M2 (HRc55~62)
737\ Coolant Type 823\ /mFELDEIl Dry/MQL coolant

JERRE | UIHIERE ERRE NTEE | NIEE M
Extension Cutting Speed Feed (Aa) (Ap) e L
Length (mm) | (m/min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UPR2010 120 55 700~1100 500~700 1 0.1 &% SLOTTING
X-UPR2020 75 75 1000~1400 300~500 0~0.15 12 &#% SLOTTING
X-UPR2020 75 70 900~1300 600~800 1 0.1 &# SLOTTING
X-UPR2020 75 65 800~1200 200~400 20 0.1 {AIE% SIDE MILLING
X-UPR2020 120 70 900~1300 300~500 0~0.1 12 &% SLOTTING
X-UPR2020 120 55 700~1100 500~700 1 0.1 &% SLOTTING
X-UPR2030 75 75 1000~1400 300~500 0~0.15 12 &% SLOTTING
X-UPR2030 75 70 900~1300 600~800 1 0.1 &% SLOTTING
X-UPR2030 75 65 800~1200 200~400 20 0.1 {Bl#% SIDE MILLING
X-UPR2030 120 70 900~1300 300~500 0~0.1 12 &8 SLOTTING
X-UPR2030 120 55 700~1100 500~700 1 0.1 &% SLOTTING
X-UPR2050 75 75 1000~1400 300~500 0~0.15 12 &% SLOTTING
X-UPR2050 75 70 900~1300 600~800 1 0.1 &% SLOTTING
X-UPR2050 75 65 800~1200 200~400 20 0.1 {B$% SIDE MILLING
X-UPR2050 120 70 900~1300 300~500 0~0.1 12 &% SLOTTING
X-UPR2050 120 55 700~1100 500~700 1 0.1 &% SLOTTING
X-UPR2510 90 75 800~1100 250~450 0~0.15 14 &% SLOTTING
X-UPR2510 920 70 750~1050 500~700 1 0.1 7&#% SLOTTING
X-UPR2510 90 65 700~900 200~300 25 0.1 {Rl#% SIDE MILLING
X-UPR2510 130 65 700~900 200~400 0~0.1 14 &% SLOTTING
X-UPR2510 130 65 700~900 450~650 1 0.1 &# SLOTTING
X-UPR2520 90 75 800~1100 250~450 0~0.15 14 &#% SLOTTING
X-UPR2520 90 70 750~1050 500~700 1 0.1 &# SLOTTING
X-UPR2520 90 65 700~900 200~300 25 0.1 {BI§% SIDE MILLING
X-UPR2520 130 65 700~900 200~400 0~0.1 14 BT SLOTTING
X-UPR2520 130 65 700~900 450~650 1 0.1 &#% SLOTTING
X-UPR2530 90 75 800~1100 250~450 0~0.15 14 &% SLOTTING
X-UPR2530 920 70 750~1050 500~700 1 0.1 B SLOTTING
X-UPR2530 90 65 700~900 200~300 25 0.1 {Bl#% SIDE MILLING
X-UPR2530 130 65 700~900 200~400 0~0.1 14 &#% SLOTTING
X-UPR2530 130 65 700~900 450~650 1 0.1 &8 SLOTTING
X-UPR2550 90 75 800~1100 250~450 0~0.15 14 &% SLOTTING
X-UPR2550 90 70 750~1050 500~700 1 0.1 &% SLOTTING
X-UPR2550 90 65 700~900 200~300 25 0.1 {Bl#% SIDE MILLING
X-UPR2550 130 65 700~900 200~400 0~0.1 14 &% SLOTTING
X-UPR2550 130 65 700~900 450~650 1 0.1 &% SLOTTING
X-UPR3210 110 75 600~900 200~400 0~0.15 18 &% SLOTTING
X-UPR3210 110 70 600~800 400~600 1 0.1 &% SLOTTING
X-UPR3210 110 65 550~750 150~250 32 0.1 {BI$% SIDE MILLING
X-UPR3210 170 65 550~750 150~350 0~0.1 18 &% SLOTTING
X-UPR3210 170 65 550~750 350~550 1 0.1 &% SLOTTING
X-UPR3230 110 75 600~900 200~400 0~0.15 18 &% SLOTTING
X-UPR3230 110 70 600~800 400~600 1 0.1 & SLOTTING
X-UPR3230 110 65 550~750 150~250 32 0.1 {B%% SIDE MILLING
X-UPR3230 170 65 550~750 150~350 0~0.1 18 &# SLOTTING
X-UPR3230 170 65 550~750 350~550 1 0.1 &#% SLOTTING
X-UPR3250 110 75 600~900 200~400 0~0.15 18 & SLOTTING
X-UPR3250 110 70 600~800 400~600 1 0.1 &#% SLOTTING
X-UPR3250 110 65 550~750 150~250 32 0.1 {RAIE% SIDE MILLING
X-UPR3250 170 65 550~750 150~350 0~0.1 18 &#% SLOTTING
X-UPR3250 170 65 550~750 350~550 1 0.1 &# SLOTTING
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EDRIfRIF =R X- u E X MILLING CONDITIONS
R LIEI# Work Material HHESS/ FAEEH Prehardened Steels: NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

731\ Coolant Type 8230 /B7ELDEl Dry/MQL coolant

TERRE | UHERE mIERE ERRE | MTFRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UEX0804 24 95 3600~4000  1000~1400  0.1~0.2 6~8 &#f SLOTTING
X-UEX0804 24 95 3600~4000 800~1000  0.05~0.1 6~8 &% SLOTTING
X-UEX0804 24 80 3000~3400 900~1300 8 0.2~0.4  fAl#% SIDE MILLING
X-UEX0804 24 80 3000~3400 500~700 8 0.05~0.15 A3 SIDE MILLING
X-UEX0804 40 80 3000~3400 800~1200 0~0.1 6~8 &% SLOTTING
X-UEX0804 40 80 3000~3400 400~600 0.05~0.1 6~8 &8 SLOTTING
X-UEX0804 40 75 2800~3200 400~600 8 0.1~0.2  fAl§% SIDE MILLING
X-UEX0804 40 75 2800~3200 400~600 8 0.05~0.1  {Al§% SIDE MILLING
X-UEX0804 55 60 2200~2600 300~400 0.05~0.1 6~8 &8 SLOTTING
X-UEX0804 55 60 2200~2600 300~400 8 0.05~0.1 {8l SIDE MILLING
X-UEX1004 30 95 2800~3200 900~1200 0.1~0.2 8~10 &% SLOTTING
X-UEX1004 30 95 2800~3200 800~1000  0.05~0.1 8~10 &8 SLOTTING
X-UEX1004 30 65 1900~2200 900~1300 10 0.3~0.5  fAl% SIDE MILLING
X-UEX1004 30 80 2500~2800 450~600 10 0.05~0.15  fA§ SIDE MILLING
X-UEX1004 40 70 2000~2400 800~1000 0~0.1 8~10 &8 SLOTTING
X-UEX1004 40 75 2200~2600 500~700 0.05~0.1 8~10 &8 SLOTTING
X-UEX1004 40 70 2000~2400 400~600 10 0.2~0.3  {Al% SIDE MILLING
X-UEX1004 40 75 2200~2600 400~600 10 0.05~0.1 {8 SIDE MILLING
X-UEX1004 60 60 1800~2200 300~500 0.05~0.1 8~10 &if SLOTTING
X-UEX1004 60 60 1800~2200 300~500 10 0.05~0.1  {Al§% SIDE MILLING
X-UEX1204 35 105 2600~3000 800~1000 0.1~0.2 10~12 & SLOTTING
X-UEX1204 35 100 2400~2800 500~700  0.05~0.15 10~12  i&# SLOTTING
X-UEX1204 35 75 1800~2200 600~800 12 0.3~0.5  fAl% SIDE MILLING
X-UEX1204 35 100 2400~2800 500~700 12 0.05~0.15 A3 SIDE MILLING
X-UEX1204 60 80 2000~2400 600~800 0.1~0.15 10~12 /&% SLOTTING
X-UEX1204 60 80 2000~2400 300~500  0.05~0.15 10~12 /&% SLOTTING
X-UEX1204 60 75 1800~2200 400~600 12 0.2~0.3  fAl#% SIDE MILLING
X-UEX1204 60 80 2000~2400 300~500 12 0.05~0.15 A3 SIDE MILLING
X-UEX1204 80 75 1800~2200 300~500 0.05~0.1 10~12  /&$% SLOTTING
X-UEX1204 80 70 1600~2000 300~400 12 0.05~0.1 {8 SIDE MILLING
X-UEX1604 45 90 1700~2000 500~700 0.1~0.2 14~16 &% SLOTTING
X-UEX1604 45 100 1800~2200 400~600  0.05~0.15 14~16 &% SLOTTING
X-UEX1604 45 80 1400~1800 600~800 16 0.4~0.6  fAl#% SIDE MILLING
X-UEX1604 45 20 1600~2000 400~600 16 0.05~0.15 A3 SIDE MILLING
X-UEX1604 70 70 1200~1600 400~600 0.1~0.15 14~16 &% SLOTTING
X-UEX1604 70 70 . 1200~1600 300~500  0.05~0.15 14~16 & SLOTTING
X-UEX1604 70 50 900~1200 300~500 16 0.2~0.35  {Al§% SIDE MILLING
X-UEX1604 70 80 1400~1800 300~400 16 0.05~0.15  fA§ SIDE MILLING
X-UEX1604 100 60 1000~1300 300~400 0.05~0.1 14~16 & SLOTTING
X-UEX1604 100 60 1000~1300 250~350 16 0.05~0.1 {8l SIDE MILLING




SEENE= LS EEEEUL @DHE

R UIEI# Work Material HHESS/ FAEEH Prehardened Steels: NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

7578 Coolant Type g3\ /5HFELDEl Dry/MQL coolant

TERRE | UIHERE mIERE ERRE | MTRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e S
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UEX2004 50 95 1400~1600 500~700  0.15~0.25 18~20 & SLOTTING
X-UEX2004 50 95 1400~1600 400~600  0.05~0.15 18~20  i&S% SLOTTING
X-UEX2004 50 75 1100~1300 500~700 20 0.4~0.7  fA#% SIDE MILLING
X-UEX2004 50 80 1200~1400 300~500 20 0.05~0.2  fAlE% SIDE MILLING
X-UEX2004 80 70 1000~1300 350~550  0.15~0.25 18~20  i&8% SLOTTING
X-UEX2004 80 70 1000~1300 300~400  0.05~0.15 18~20 & SLOTTING
X-UEX2004 80 55 700~1000 300~450 20 0.2~0.4  fA#% SIDE MILLING
X-UEX2004 80 80 1200~1400 300~400 20 0.05~0.2  {Al§% SIDE MILLING
X-UEX2004 110 60 800~1100 300~400  0.05~0.15 18~20 & SLOTTING
X-UEX2004 110 60 800~1100 200~350 20 0.05~0.2  fAl§% SIDE MILLING
X-UEX2504 60 95 1100~1400 400~650  0.15~0.25  20~25  i&#% SLOTTING
X-UEX2504 60 95 1100~1400 300~500  0.05~0.15  20~25  j&#f SLOTTING
X-UEX2504 60 75 800~1100 400~600 25 0.4~0.7  fA#% SIDE MILLING
X-UEX2504 60 80 900~1200 250~350 25 0.05~0.2  {Al§% SIDE MILLING
X-UEX2504 100 70 800~1000 350~550  0.15~0.25  20~25  &#i SLOTTING
X-UEX2504 100 70 800~1000 300~400  0.05~0.15  20~25  J&ff SLOTTING
X-UEX2504 100 60 600~900 300~450 25 0.2~0.4  {Alg% SIDE MILLING
X-UEX2504 100 70 800~1000 250~350 25 0.05~0.2 {8l SIDE MILLING
X-UEX2504 130 60 600~900 250~350  0.05~0.15  20~25 &% SLOTTING
X-UEX2504 130 60 600~900 200~350 25 0.05~0.2  {Al§% SIDE MILLING
X-UEX3204 70 95 800~1100 300~500  0.15~0.25  25~32  &#i SLOTTING
X-UEX3204 70 95 800~1100 250~400  0.05~0.15  25~32  j&ff SLOTTING
X-UEX3204 70 75 600~900 300~500 32 0.4~0.7  {AI% SIDE MILLING
X-UEX3204 70 80 700~1000 250~400 32 0.05~0.2  fAl SIDE MILLING
X-UEX3204 110 70 600~800 250~450  0.15~0.25  25~32 &% SLOTTING
X-UEX3204 110 70 600~800 200~300  0.05~0.15  25~32  j&#% SLOTTING
X-UEX3204 110 60 500~700 250~400 32 0.2~0.4  fAl#% SIDE MILLING
X-UEX3204 110 70 600~800 200~350 32 0.05~0.2  fAlE SIDE MILLING
X-UEX3204 150 60 500~700 150~250  0.05~0.15  25~32  &#i SLOTTING
X-UEX3204 150 60 500~700 150~250 32 0.05~0.2  fAl SIDE MILLING



Q) | M EXCHEGENEEEHERDIEUDMIBTRIT

MR X- u E X MILLING CONDITIONS
' ’ ENRIBH Hardened Steels
SR o Material SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

731\ Coolant Type 8230 /B7ELDEl Dry/MQL coolant

TERRE | UHERE mIERE ERRE | MTFRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UEX0804 24 95 3600~4000  1000~1400  0.1~0.2 6~8 &#f SLOTTING
X-UEX0804 24 95 3600~4000 800~1000  0.05~0.1 6~8 &% SLOTTING
X-UEX0804 24 80 3000~3400 900~1300 8 0.2~0.4  fAl#% SIDE MILLING
X-UEX0804 24 80 3000~3400 500~700 8 0.05~0.15 A3 SIDE MILLING
X-UEX0804 40 80 3000~3400 800~1200 0~0.1 6~8 &% SLOTTING
X-UEX0804 40 80 3000~3400 400~600 0.05~0.1 6~8 &8 SLOTTING
X-UEX0804 40 75 2800~3200 400~600 8 0.1~0.2  fAl§% SIDE MILLING
X-UEX0804 40 75 2800~3200 400~600 8 0.05~0.1  {Al§% SIDE MILLING
X-UEX0804 55 60 2200~2600 300~400 0.05~0.1 6~8 &8 SLOTTING
X-UEX0804 55 60 2200~2600 300~400 8 0.05~0.1 {8l SIDE MILLING
X-UEX1004 30 95 2800~3200 900~1200 0.1~0.2 8~10 &% SLOTTING
X-UEX1004 30 95 2800~3200 800~1000  0.05~0.1 8~10 &8 SLOTTING
X-UEX1004 30 65 1900~2200 900~1300 10 0.3~0.5  fAl% SIDE MILLING
X-UEX1004 30 80 2500~2800 450~600 10 0.05~0.15  fA§ SIDE MILLING
X-UEX1004 40 70 2000~2400 800~1000 0~0.1 8~10 &8 SLOTTING
X-UEX1004 40 75 2200~2600 500~700 0.05~0.1 8~10 &8 SLOTTING
X-UEX1004 40 70 2000~2400 400~600 10 0.2~0.3  {Al% SIDE MILLING
X-UEX1004 40 75 2200~2600 400~600 10 0.05~0.1 {8 SIDE MILLING
X-UEX1004 60 60 1800~2200 300~500 0.05~0.1 8~10 &if SLOTTING
X-UEX1004 60 60 1800~2200 300~500 10 0.05~0.1  {Al§% SIDE MILLING
X-UEX1204 35 105 2600~3000 800~1000 0.1~0.2 10~12 & SLOTTING
X-UEX1204 35 100 2400~2800 500~700  0.05~0.15 10~12  i&# SLOTTING
X-UEX1204 35 75 1800~2200 600~800 12 0.3~0.5  fAl% SIDE MILLING
X-UEX1204 35 100 2400~2800 500~700 12 0.05~0.15 A3 SIDE MILLING
X-UEX1204 60 80 2000~2400 600~800 0.1~0.15 10~12 /&% SLOTTING
X-UEX1204 60 80 2000~2400 300~500  0.05~0.15 10~12 /&% SLOTTING
X-UEX1204 60 75 1800~2200 400~600 12 0.2~0.3  fAl#% SIDE MILLING
X-UEX1204 60 80 2000~2400 300~500 12 0.05~0.15 A3 SIDE MILLING
X-UEX1204 80 75 1800~2200 300~500 0.05~0.1 10~12  /&$% SLOTTING
X-UEX1204 80 70 1600~2000 300~400 12 0.05~0.1 {8 SIDE MILLING
X-UEX1604 45 90 1700~2000 500~700 0.1~0.2 14~16 &% SLOTTING
X-UEX1604 45 100 1800~2200 400~600  0.05~0.15 14~16 &% SLOTTING
X-UEX1604 45 80 1400~1800 600~800 16 0.4~0.6  fAl#% SIDE MILLING
X-UEX1604 45 20 1600~2000 400~600 16 0.05~0.15 A3 SIDE MILLING
X-UEX1604 70 70 1200~1600 400~600 0.1~0.15 14~16 &% SLOTTING
X-UEX1604 70 70 . 1200~1600 300~500  0.05~0.15 14~16 & SLOTTING
X-UEX1604 70 50 900~1200 300~500 16 0.2~0.35  {Al§% SIDE MILLING
X-UEX1604 70 80 1400~1800 300~400 16 0.05~0.15  fA§ SIDE MILLING
X-UEX1604 100 60 1000~1300 300~400 0.05~0.1 14~16 & SLOTTING
X-UEX1604 100 60 1000~1300 250~350 16 0.05~0.1 {8l SIDE MILLING




SEENE= LS EEEEUL @DHE

DI Work Materi ENRIES Hardened Steels
S o Marial SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

7578 Coolant Type g3\ /5lFELDEl Dry/MQL coolant

TERRE | HERE mIERE ERRE | MTFRE | NIEE TR
Extension | Cutting Speed Speed Feed (Aa) (Ap) s
Length (mm) | (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UEX2004 50 95 1400~1600 500~700  0.15~0.25 18~20 & SLOTTING
X-UEX2004 50 95 1400~1600 400~600  0.05~0.15 18~20  i&#f SLOTTING
X-UEX2004 50 75 1100~1300 500~700 20 0.4~0.7  fA#% SIDE MILLING
X-UEX2004 50 80 1200~1400 300~500 20 0.05~0.2  fAl§ SIDE MILLING
X-UEX2004 80 70 1000~1300 350~550  0.15~0.25 18~20  i&$% SLOTTING
X-UEX2004 80 70 1000~1300 300~400  0.05~0.15 18~20 & SLOTTING
X-UEX2004 80 55 700~1000 300~450 20 0.2~0.4  fAl#% SIDE MILLING
X-UEX2004 80 80 1200~1400 300~400 20 0.05~0.2  {Al§% SIDE MILLING
X-UEX2004 110 60 800~1100 300~400  0.05~0.15 18~20 & SLOTTING
X-UEX2004 110 60 800~1100 200~350 20 0.05~0.2  fAl§ SIDE MILLING
X-UEX2504 60 95 1100~1400 400~650  0.15~0.25  20~25  i&#% SLOTTING
X-UEX2504 60 95 1100~1400 300~500  0.05~0.15  20~25  i&#f SLOTTING
X-UEX2504 60 75 800~1100 400~600 25 0.4~0.7  fA#% SIDE MILLING
X-UEX2504 60 80 900~1200 250~350 25 0.05~0.2  {Al§% SIDE MILLING
X-UEX2504 100 70 800~1000 350~550  0.15~0.25  20~25  i&#f SLOTTING
X-UEX2504 100 70 800~1000 300~400  0.05~0.15  20~25  J&ff SLOTTING
X-UEX2504 100 60 600~900 300~450 25 0.2~0.4  {Alg% SIDE MILLING
X-UEX2504 100 70 800~1000 250~350 25 0.05~0.2  fAl SIDE MILLING
X-UEX2504 130 60 600~900 250~350  0.05~0.15  20~25 &% SLOTTING
X-UEX2504 130 60 600~900 200~350 25 0.05~0.2  {Al§% SIDE MILLING
X-UEX3204 70 95 800~1100 300~500  0.15~0.25  25~32 & SLOTTING
X-UEX3204 70 95 800~1100 250~400  0.05~0.15  25~32 & SLOTTING
X-UEX3204 70 75 600~900 300~500 32 0.4~0.7  {AI% SIDE MILLING
X-UEX3204 70 80 700~1000 250~400 32 0.05~0.2  fAl SIDE MILLING
X-UEX3204 110 70 600~800 250~450  0.15~0.25  25~32 &% SLOTTING
X-UEX3204 110 70 600~800 200~300  0.05~0.15  25~32  j&#% SLOTTING
X-UEX3204 110 60 500~700 250~400 32 0.2~0.4  fAl#% SIDE MILLING
X-UEX3204 110 70 600~800 200~350 32 0.05~0.2  fAl§ SIDE MILLING
X-UEX3204 150 60 500~700 150~250  0.05~0.15  25~32  &#i SLOTTING
X-UEX3204 150 60 500~700 150~250 32 0.05~0.2  fAl SIDE MILLING




Q) | M EXCHEGENEEEHERDIEUDMIBTRIT

X-UEXR0803
X-UEXR0803
X-UEXR0803
X-UEXR0803
X-UEXR0803
X-UEXR0803
X-UEXR0803
X-UEXR0803
X-UEXR0805
X-UEXR0805
X-UEXR0805
X-UEXR0805
X-UEXR0805
X-UEXR0805
X-UEXR0805
X-UEXR0805
X-UEXR0810
X-UEXR0810
X-UEXR0810
X-UEXR0810
X-UEXR0810
X-UEXR0810
X-UEXR0810
X-UEXR0810
X-UEXR1005
X-UEXR1005
X-UEXR1005
X-UEXR1005
X-UEXR1005
X-UEXR1005
X-UEXR1005
X-UEXR1005
X-UEXR1010
X-UEXR1010
X-UEXR1010
X-UEXR1010
X-UEXR1010
X-UEXR1010
X-UEXR1010
X-UEXR1010

30
30
30
30
50
50
70
70
30
30
30
30
50
50
70
70
30
30
30
30
50
50
70
70
35
35
35
35
50
50
70
70
35
35
35
35
50
50
70
70

ERERE OERE
Cutting Speed Speed

(m/min)

200
200
200
200
150
150
70
20
200
200
200
200
150
150
70
20
200
200
200
200
150
150
70
920
200
200
200
200
145
145
100
100
200
200
200

200 .

145
145
100
100

(min")
7700~8200
7700~8200
7700~8200
7700~8200
5500~6000
5500~6000
2400~2700
3000~3500
7700~8200
7700~8200
7700~8200
7700~8200
5500~6000
5500~6000
2400~2700
3000~3500
7700~8200
7700~8200
7700~8200
7700~8200
5500~6000
5500~6000
2400~2700
3000~3500
6000~6500
6000~6500
6000~6500
6000~6500
4000~4500
4000~4500
2700~3200
2700~3200
6000~6500
6000~6500
6000~6500
6000~6500
4000~4500
4000~4500
2700~3200
2700~3200

EARIB Hardened Steels
SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

8Z3VEDEI Dry coolant

ERRRE
Feed
(mm/min)
2400~2800
1200~1600
2600~3000
2600~3000
600~1000
1200~1600
400~800
800~1200
2400~2800
1200~1600
2600~3000
2600~3000
600~1000
1200~1600
400~800
800~1200
2400~2800
1200~1600
2600~3000
2600~3000
600~1000
1200~1600
400~800
800~1200
1800~2200
1000~1400
2400~2800
2400~2800
800~1200
1400~1800
600~1000
800~1200
1800~2200
1000~1400
2400~2800
2400~2800
800~1200
1400~1800
600~1000
800~1200

INTRE
(Aa)
Depth of Cut
0.15~0.18
0.08~0.11
0.15~0.18
0.08~0.11
0.07~0.1
0.08~0.11
0.07~0.1
0.07~0.1
0.15~0.18
0.08~0.11
0.15~0.18
0.08~0.11
0.07~0.1
0.08~0.11
0.07~0.1
0.07~0.1
0.15~0.18
0.08~0.11
0.15~0.18
0.08~0.11
0.07~0.1
0.08~0.11
0.07~0.1
0.07~0.1
0.15~0.18
0.08~0.11
0.15~0.18
0.08~0.11
0.08~0.11
0.08~0.11
0.07~0.11
0.07~0.11
0.15~0.18
0.08~0.11
0.15~0.18
0.08~0.11
0.08~0.11
0.08~0.11
0.07~0.11
0.07~0.11

INIEE
(Ap)
Width of Cut
7~8
7~8
0.15~0.18
0.08~0.11
7~8
0.08~0.11
7~8
0.07~0.1
6~8
6~8
0.15~0.18
0.08~0.11
6~8
0.08~0.11
6~8
0.07~0.1
5~8
5~8
0.15~0.18
0.08~0.11
5~8
0.08~0.11
5~8
0.07~0.1
8~10
8~10
0.15~0.18
0.08~0.11
8~10
0.08~0.11
8~10
0.07~0.11
7~10
7~10
0.15~0.18
0.08~0.11
7~10
0.08~0.11
7~10
0.07~0.11

X-UEXR

731\ Coolant Type
JERRE

Extension
Length (mm)

Tz

Milling Type
B SLOTTING
&% SLOTTING
3D#% 3D MILLING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
& SLOTTING
3Dk 3D MILLING
&% SLOTTING
&8% SLOTTING
3D#% 3D MILLING
3D#% 3D MILLING
& SLOTTING
3Dk 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
&% SLOTTING
3D#% 3D MILLING
3Dk 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
& SLOTTING
&% SLOTTING
3D#% 3D MILLING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
B SLOTTING
3Dk 3D MILLING
&% SLOTTING
&8 SLOTTING
3D#% 3D MILLING
3D#% 3D MILLING
& SLOTTING
3Dk 3D MILLING
&% SLOTTING
3D#% 3D MILLING



EXCHEUGENBLE HERD. ELDOMIT TSI ) )y i 3

#EDHIM Work Material

731\ Coolant Type
JERRE

Extension
Length (mm)

X-UEXR1205
X-UEXR1205
X-UEXR1205
X-UEXR1205
X-UEXR1205
X-UEXR1205
X-UEXR1205
X-UEXR1205
X-UEXR1210
X-UEXR1210
X-UEXR1210
X-UEXR1210
X-UEXR1210
X-UEXR1210
X-UEXR1210
X-UEXR1210
X-UEXR1220
X-UEXR1220
X-UEXR1220
X-UEXR1220
X-UEXR1220
X-UEXR1220
X-UEXR1220
X-UEXR1220
X-UEXR1610
X-UEXR1610
X-UEXR1610
X-UEXR1610
X-UEXR1610
X-UEXR1610
X-UEXR1610
X-UEXR1610
X-UEXR1620
X-UEXR1620
X-UEXR1620
X-UEXR1620
X-UEXR1620
X-UEXR1620
X-UEXR1620
X-UEXR1620

40
40
40
40
60
60
100
100
40
40
40
40
60
60
100
100
40
40
40
40
60
60
100
100
60
60
60
60
100
100
130
130
60
60
60
60
100
100
130
130

EARIBH Hardened Steels

SKD61/STAVAX /17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

ERERE OEERE
Cutting Speed Speed

(m/min)

130
170
130
170
120
120
85

85

130
170
130
170
120
120
85

85

130
170
130
170
120
120
85

85

160
160
160
160
110
110
90

20

160
160
160
160
110
110
90

20

(min’)
3000~3400
4000~4500
3000~3400
4000~4500
2700~3200
2700~3200
1700~2200
1700~2200
3000~3400
4000~4500
3000~3400
4000~4500
2700~3200
2700~3200
1700~2200
1700~2200
3000~3400
4000~4500
3000~3400
4000~4500
2700~3200
2700~3200
1700~2200
1700~2200
2700~3200
2700~3200
2700~3200
2700~3200
1800~2200
1800~2200
1400~1800
1400~1800
2700~3200
2700~3200
2700~3200
2700~3200
1800~2200
1800~2200
1400~1800
1400~1800

8Z3VEDEI Dry coolant

ERRRE
Feed
(mm/min)
1400~1800
1000~1400
2000~2400
1400~1800
800~1200
1000~1400
600~1000
800~1200
1400~1800
1000~1400
2000~2400
1400~1800
800~1200
1000~1400
600~1000
800~1200
1400~1800
1000~1400
2000~2400
1400~1800
800~1200
1000~1400
600~1000
800~1200
1600~2000
800~1200
1600~2000
1400~1800
600~1000
800~1200
400~700
600~800
1600~2000
800~1200
1600~2000
1400~1800
600~1000
800~1200
400~800
600~800

INTRE
(Aa)
Depth of Cut
0.15~0.2
0.1~0.13
0.15~0.2
0.1~0.13
0.1~0.13
0.1~0.13
0.07~0.1
0.07~0.1
0.15~0.2
0.1~0.13
0.15~0.2
0.1~0.13
0.1~0.13
0.1~0.13
0.07~0.1
0.07~0.1
0.15~0.2
0.1~0.13
0.15~0.2
0.1~0.13
0.1~0.13
0.1~0.13
0.07~0.1
0.07~0.1
0.18~0.23
0.12~0.15
0.18~0.23
0.12~0.15
0.1~0.15
0.1~0.15
0.08~0.12
0.08~0.12
0.18~0.23
0.12~0.15
0.18~0.23
0.12~0.15
0.1~0.15
0.1~0.15
0.08~0.12
0.08~0.12

INIEE
(Ap)
Width of Cut
10~12
10~12
0.15~0.2
0.1~0.13
10~12
0.1~0.13
10~12
0.07~0.1
9~12
9~12
0.15~0.2
0.1~0.13
9~12
0.1~0.13
9~12
0.07~0.1
7~12
7~12
0.15~0.2
0.1~0.13
7~12
0.1~0.13
7~12
0.07~0.1
13~16
13~16
0.18~0.23
0.12~0.15
13~16
0.1~0.15
13~16
0.08~0.12
11~16
11~16
0.18~0.23
0.12~0.15
11~16
0.1~0.15
11~16
0.08~0.12

Tz

Milling Type
& SLOTTING
&% SLOTTING
3D#% 3D MILLING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
& SLOTTING
3Dk 3D MILLING
&% SLOTTING
&8 SLOTTING
3D#% 3D MILLING
3D#% 3D MILLING
& SLOTTING
3D 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
&% SLOTTING
3D#% 3D MILLING
3Dk 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
& SLOTTING
&% SLOTTING
3D#% 3D MILLING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
& SLOTTING
3D 3D MILLING
&% SLOTTING
&8% SLOTTING
3Dk 3D MILLING
3D#% 3D MILLING
& SLOTTING
3D 3D MILLING
&% SLOTTING
3D#% 3D MILLING



Q) | M EXCHEGENEEEHERDIEUDMIBTRIT

#ZEDHIM Work Material

731\ Coolant Type
JERRE

Extension
Length (mm)

X-UEXR1630
X-UEXR1630
X-UEXR1630
X-UEXR1630
X-UEXR1630
X-UEXR1630
X-UEXR1630
X-UEXR1630
X-UEXR2010
X-UEXR2010
X-UEXR2010
X-UEXR2010
X-UEXR2010
X-UEXR2010
X-UEXR2010
X-UEXR2010
X-UEXR2020
X-UEXR2020
X-UEXR2020
X-UEXR2020
X-UEXR2020
X-UEXR2020
X-UEXR2020
X-UEXR2020
X-UEXR2030
X-UEXR2030
X-UEXR2030
X-UEXR2030
X-UEXR2030
X-UEXR2030
X-UEXR2030
X-UEXR2030
X-UEXR2510
X-UEXR2510
X-UEXR2510
X-UEXR2510
X-UEXR2510
X-UEXR2510
X-UEXR2510
X-UEXR2510

60
60
60
60
100
100
130
130
70
70
70
70
120
120
170
170
70
70
70
70
120
120
170
170
70
70
70
70
120
120
170
170
80
80
80
80
130
130
180
180

EARIBH Hardened Steels

SKD61/STAVAX /17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

ERERE OERE
Cutting Speed Speed

(m/min)

160
160
160
160
110
110
90

20

175
175
175
175
110
120
80

20

175
175
175
175
110
120
80

920

175
175
175
175
110
120
80

20

175
175
175

175 .

110
120
80
20

(min")
2700~3200
2700~3200
2700~3200
2700~3200
1800~2200
1800~2200
1400~1800
1400~1800
2500~3000
2500~3000
2500~3000
2500~3000
1600~2000
1800~2200
1100~1400
1300~1600
2500~3000
2500~3000
2500~3000
2500~3000
1600~2000
1800~2200
1100~1400
1300~1600
2500~3000
2500~3000
2500~3000
2500~3000
1600~2000
1800~2200
1100~1400
1300~1600
2000~2400
2000~2400
2000~2400
2000~2400
1200~1600
1300~1700
800~1200
1000~1400

8Z3VEDEI Dry coolant

ERRRE
Feed
(mm/min)
1600~2000
800~1200
1600~2000
1400~1800
600~1000
800~1200
400~700
600~800
1200~1600
800~1200
1400~1800
1200~1600
600~1000
800~1000
400~700
600~800
1200~1600
800~1200
1400~1800
1200~1600
600~1000
800~1000
400~700
600~800
1200~1600
800~1200
1400~1800
1200~1600
600~1000
800~1000
400~700
600~800
800~1200
600~1000
1000~1400
1000~1400
400~600
700~900
300~400
500~700

INTRE
(Aa)
Depth of Cut
0.18~0.23
0.1~0.15
0.18~0.23
0.12~0.15
0.1~0.15
0.1~0.15
0.08~0.12
0.08~0.12
0.18~0.23
0.1~0.15
0.15~0.23
0.1~0.15
0.1~0.2
0.1~0.2
0.1~0.15
0.1~0.15
0.18~0.23
0.1~0.15
0.15~0.23
0.1~0.15
0.1~0.2
0.1~0.2
0.1~0.15
0.1~0.15
0.18~0.23
0.1~0.15
0.15~0.23
0.1~0.15
0.1~0.2
0.1~0.2
0.1~0.15
0.1~0.15
0.15~0.25
0.1~0.15
0.15~0.25
0.1~0.2
0.1~0.15
0.1~0.2
0.1~0.15
0.1~0.15

INIEE
(Ap)
Width of Cut
9~16
9~16
0.18~0.23
0.12~0.15
9~16
0.1~0.15
9~16
0.08~0.12
17~20
17~20
0.15~0.23
0.17~0.2
17~20
0.1~0.15
17~20
0.1~0.15
15~20
15~20
0.15~0.23
0.17~0.2
15~20
0.1~0.15
15~20
0.1~0.15
13~20
13~20
0.15~0.23
0.17~0.2
13~20
0.1~0.15
13~20
0.1~0.15
22~25
22~25
0.15~0.25
0.17~0.2
22~25
0.12~0.15
22~25
0.12~0.15

Tz

Milling Type
B SLOTTING
&% SLOTTING
3D#% 3D MILLING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
& SLOTTING
3Dk 3D MILLING
&% SLOTTING
&8% SLOTTING
3D#% 3D MILLING
3D#% 3D MILLING
& SLOTTING
3Dk 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
&% SLOTTING
3D#% 3D MILLING
3Dk 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
& SLOTTING
&% SLOTTING
3D#% 3D MILLING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
B SLOTTING
3Dk 3D MILLING
&% SLOTTING
&8 SLOTTING
3D#% 3D MILLING
3D#% 3D MILLING
& SLOTTING
3Dk 3D MILLING
&% SLOTTING
3D#% 3D MILLING

B



SEENES LS EDEELL ODHF

DI Work i ERIES Hardened Steels
U o Marial SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

731\ Coolant Type 8Z3VEDHEI Dry coolant

TERRE | HERE mIERE ERRE | MTFRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e S
Length (mm) | (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UEXR2530 80 175 2000~2400 800~1200 0.15~0.25 18~25 &2 SLOTTING
X-UEXR2530 80 175 2000~2400 600~1000  0.1~0.15 18~25 &% SLOTTING
X-UEXR2530 80 175 2000~2400  1000~1400 0.15~0.25 0.15~0.25 3D 3D MILLING
X-UEXR2530 80 175 2000~2400  1000~1400  0.1~0.2  0.17~0.2 3D 3D MILLING
X-UEXR2530 130 110 1200~1600 400~600 0.1~0.15 18~25 &% SLOTTING
X-UEXR2530 130 120 1300~1700 700~900 0.1~0.2  0.12~0.15 3D##% 3D MILLING
X-UEXR2530 180 80 800~1200 300~400 0.1~0.15 18~25 &2f SLOTTING
X-UEXR2530 180 20 1000~1400 500~700 0.1~0.15  0.12~0.15 3D 3D MILLING
X-UEXR2550 80 175 2000~2400 800~1200 0.15~0.25 14~25 &8% SLOTTING
X-UEXR2550 80 175 2000~2400 600~1000  0.1~0.15 14~25 &2 SLOTTING
X-UEXR2550 80 175 2000~2400  1000~1400 0.15~0.25 0.15~0.25 3Dt 3D MILLING
X-UEXR2550 80 175 2000~2400  1000~1400  0.1~0.2  0.17~0.2 3D 3D MILLING
X-UEXR2550 130 110 1200~1600 400~600 0.1~0.15 14~25 &2 SLOTTING
X-UEXR2550 130 120 1300~1700 700~900 0.1~0.2  0.12~0.15 3D##% 3D MILLING
X-UEXR2550 180 80 800~1200 300~400 0.1~0.15 14~25 &8% SLOTTING
X-UEXR2550 180 20 1000~1400 500~700 0.1~0.15  0.12~0.15  3D## 3D MILLING
X-UEXR3230 80 175 1600~2000 600~1000 0.15~0.25  25~32 &% SLOTTING
X-UEXR3230 80 175 1600~2000 500~800 0.1~0.15 25~32 &8 SLOTTING
X-UEXR3230 80 175 1600~2000 800~1100 0.15~0.25 0.15~0.25 3D 3D MILLING
X-UEXR3230 80 175 1600~2000 800~1100 0.1~0.2  0.17~0.2  3D#% 3D MILLING
X-UEXR3230 140 110 900~1300 300~500 0.1~0.15 25~32 &8% SLOTTING
X-UEXR3230 140 120 1000~1400 600~800 0.1~0.2  0.12~0.15 3D§f% 3D MILLING
X-UEXR3230 200 80 700~1000 250~400 0.1~0.15 25~32 &% SLOTTING
X-UEXR3230 200 920 800~1100 400~600 0.1~0.15  0.12~0.15 3D 3D MILLING
X-UEXR3250 80 175 1600~2000 600~1000 0.15~0.25  21~32 &2f SLOTTING
X-UEXR3250 80 175 1600~2000 500~800 0.1~0.15 21~32 &% SLOTTING
X-UEXR3250 80 175 1600~2000 800~1100  0.15~0.25 0.15~0.25 3D 3D MILLING
X-UEXR3250 80 175 1600~2000 800~1100 0.1~02  0.17~0.2  3D#f% 3D MILLING
X-UEXR3250 140 110 900~1300 300~500 0.1~0.15 21~32 &% SLOTTING
X-UEXR3250 140 120 1000~1400 600~800 0.1~0.2  0.12~0.15  3D## 3D MILLING
X-UEXR3250 200 80 700~1000 250~400 0.1~0.15 21~32 &2f SLOTTING
X-UEXR3250 200 920 800~1100 400~600 0.1~0.15  0.12~0.15 3D 3D MILLING
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X-UEXR0803
X-UEXR0803
X-UEXR0803
X-UEXR0803
X-UEXR0803
X-UEXR0803
X-UEXR0805
X-UEXR0805
X-UEXR0805
X-UEXR0805
X-UEXR0805
X-UEXR0805
X-UEXR0810
X-UEXR0810
X-UEXR0810
X-UEXR0810
X-UEXR0810
X-UEXR0810
X-UEXR1005
X-UEXR1005
X-UEXR1005
X-UEXR1005
X-UEXR1005
X-UEXR1005
X-UEXR1010
X-UEXR1010
X-UEXR1010
X-UEXR1010
X-UEXR1010
X-UEXR1010
X-UEXR1205
X-UEXR1205
X-UEXR1205
X-UEXR1205
X-UEXR1205
X-UEXR1205
X-UEXR1210
X-UEXR1210
X-UEXR1210
X-UEXR1210

#ZEDHIM Work Material

731\ Coolant Type
JERRE

Extension
Length (mm)

30
30
50
50
70
70
30
30
50
50
70
70
30
30
50
50
70
70
35
35
50
50
70
70
35
35
50
50
70
70
40
40
60
60
100
100
40
40
60
60

ERERE
Cutting Speed
(m/min)

125
125
80
80
55
55
125
125
80
80
55
55
125
125
80
80
55
55
110
110
100
100
70
70
110
110
100
100
70
70
120
120
105
105

85

120

120
105
105

DiRE
Speed
(min")

4500~5000

4500~5000
2700~3200
2700~3200
1800~2200
1800~2200
4500~5000
4500~5000
2700~3200
2700~3200
1800~2200
1800~2200
4500~5000
4500~5000
2700~3200
2700~3200
1800~2200
1800~2200
3000~3400
3000~3400
2700~3200
2700~3200
1700~2200
1700~2200
3000~3400
3000~3400
2700~3200
2700~3200
1700~2200
1700~2200
2700~3200
2700~3200
2300~2800
2300~2800
1700~2200
1700~2200
2700~3200
2700~3200
2300~2800
2300~2800

8Z3VEDEI Dry coolant

ERRRE
Feed
(mm/min)
1000~1400
1600~2000
600~1000
1000~1400
400~800
600~1000
1000~1400
1600~2000
600~1000
1000~1400
400~800
600~1000
1000~1400
1600~2000
600~1000
1000~1400
400~800
600~1000
1000~1400
1000~1400
800~1200
800~1200
400~800
600~1000
1000~1400
1000~1400
800~1200
800~1200
400~800
600~1000
1000~1400
1000~1400
600~1000
800~1200
400~700
600~1000
1000~1400
1000~1400
600~1000
800~1200

INTRE
(Aa)
Depth of Cut
0.07~0.09
0.07~0.09
0.06~0.08
0.06~0.08
0.06~0.08
0.06~0.08
0.07~0.09
0.07~0.09
0.06~0.08
0.06~0.08
0.06~0.08
0.06~0.08
0.07~0.09
0.07~0.09
0.06~0.08
0.06~0.08
0.06~0.08
0.06~0.08
0.07~0.09
0.07~0.09
0.07~0.09
0.07~0.09
0.07~0.09
0.07~0.09
0.07~0.09
0.07~0.09
0.07~0.09
0.07~0.09
0.07~0.09
0.07~0.09
0.09~0.11
0.09~0.11
0.09~0.11
0.09~0.11
0.07~0.1
0.07~0.1
0.09~0.11
0.09~0.11
0.09~0.11
0.09~0.11

NIEE
(Ap)
Width of Cut
7~8
0.07~0.09
7~8
0.06~0.08
7~8
0.06~0.08
6~8
0.07~0.09
6~8
0.06~0.08
6~8
0.06~0.08
5~8
0.07~0.09
5~8
0.06~0.08
5~8
0.06~0.08
8~10
0.07~0.09
8~10
0.07~0.09
8~10
0.07~0.09
7~10
0.07~0.09
7~10
0.07~0.09
7~10
0.07~0.09
10~12
0.09~0.11
10~12
0.09~0.11
10~12
0.07~0.1
9~12
0.09~0.11
9~12
0.09~0.11

X-UEXR

BAERIBH Hardened Steels: SKD11/SKH9: 1.2379/1.3342: D2 / M2 (HRc55~62)

mnI7s=

Milling Type
&% SLOTTING
3D##% 3D MILLING
JE# SLOTTING
3D#% 3D MILLING
7&1% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D# 3D MILLING
JE# SLOTTING
3D#% 3D MILLING
7&1% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D## 3D MILLING
JE# SLOTTING
3D#% 3D MILLING
7&1% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D##% 3D MILLING
JE# SLOTTING
3D#% 3D MILLING
7&1% SLOTTING
3D#% 3D MILLING
7B1% SLOTTING
3D#% 3D MILLING
JE# SLOTTING
3D#% 3D MILLING
7&#% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D##% 3D MILLING
JE# SLOTTING
3D#% 3D MILLING
7&#% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D## 3D MILLING
JE# SLOTTING
3D#% 3D MILLING

72 |
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#EDHIM Work Material

731\ Coolant Type
JERRE

Extension
Length (mm)

X-UEXR1210
X-UEXR1210
X-UEXR1220
X-UEXR1220
X-UEXR1220
X-UEXR1220
X-UEXR1220
X-UEXR1220
X-UEXR1610
X-UEXR1610
X-UEXR1610
X-UEXR1610
X-UEXR1610
X-UEXR1610
X-UEXR1620
X-UEXR1620
X-UEXR1620
X-UEXR1620
X-UEXR1620
X-UEXR1620
X-UEXR1630
X-UEXR1630
X-UEXR1630
X-UEXR1630
X-UEXR1630
X-UEXR1630
X-UEXR2010
X-UEXR2010
X-UEXR2010
X-UEXR2010
X-UEXR2010
X-UEXR2010
X-UEXR2020
X-UEXR2020
X-UEXR2020
X-UEXR2020
X-UEXR2020
X-UEXR2020
X-UEXR2030
X-UEXR2030

100
100
40
40
60
60
100
100
60
60
100
100
130
130
60
60
100
100
130
130
60
60
100
100
130
130
70
70
120
120
170
170
70
70
120
120
170
170
70
70

ERERE
Cutting Speed
(m/min)

85
85
120
120
105
105
85
85
120
140
100
100
90
20
120
140
100
100
90
20
120
140
100
100
90
20
120
140
100
100
70
70
120
140
100
100
70
70
120
140

ENERIBH Hardened Steels :

DiRE
Speed
(min’)

1700~2200

1700~2200
2700~3200
2700~3200
2300~2800
2300~2800
1700~2200
1700~2200
2000~2400
2400~2800
1700~2100
1700~2100
1400~1800
1400~1800
2000~2400
2400~2800
1700~2100
1700~2100
1400~1800
1400~1800
2000~2400
2400~2800
1700~2100
1700~2100
1400~1800
1400~1800
1800~2100
2000~2400
1500~1800
1500~1800
1000~1300
1000~1300
1800~2100
2000~2400
1500~1800
1500~1800
1000~1300
1000~1300
1800~2100
2000~2400

8Z3VEDEI Dry coolant

ERRRE
Feed
(mm/min)
400~700
600~1000
1000~1400
1000~1400
600~1000
800~1200
400~700
600~1000
600~1000
800~1200
600~800
600~1000
400~700
400~700
600~1000
800~1200
600~800
600~1000
400~700
400~700
600~1000
800~1200
600~800
600~1000
400~700
400~700
600~800
800~1200
400~600
600~800
300~500
500~700
600~800
800~1200
400~600
600~800
300~500
500~700
600~800
800~1200

NIRE
(Aa)

0.07~0.1
0.07~0.1
0.09~0.11
0.09~0.11
0.09~0.11
0.09~0.11
0.07~0.1
0.07~0.1
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13

Depth of Cut

NIEE

9~12
0.07~0.1
7~12
0.09~0.11
7~12
0.09~0.11
712
0.07~0.1
13~16
0.1~0.13
13~16
0.1~0.13
13~16
0.1~0.13
11~16
0.1~0.13
11~16
0.1~0.13
11~16
0.1~0.13
9~16
0.1~0.13
9~16
0.1~0.13
9~16
0.1~0.13
17~20
0.1~0.13
17~20
0.1~0.13
17~20
0.1~0.13
15~20
0.1~0.13
15~20
0.1~0.13
15~20
0.1~0.13
13~20
0.1~0.13

(Ap)
Width of Cut

SKD11/SKH9:1.2379/1.3342: D2/ M2 (HRc55~62)

mI75=N

Milling Type
7B1% SLOTTING
3D##% 3D MILLING
JE# SLOTTING
3D#% 3D MILLING
7&1% SLOTTING
3D#% 3D MILLING
7B1% SLOTTING
3D#% 3D MILLING
JE# SLOTTING
3D#% 3D MILLING
7&#% SLOTTING
3D#% 3D MILLING
7B1% SLOTTING
3D## 3D MILLING
JE# SLOTTING
3D#% 3D MILLING
7&1% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D# 3D MILLING
JE# SLOTTING
3D#% 3D MILLING
7&#% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
JE# SLOTTING
3D#% 3D MILLING
7&1% SLOTTING
3D#% 3D MILLING
7B1% SLOTTING
3D# 3D MILLING
JE# SLOTTING
3D#% 3D MILLING
7&1% SLOTTING
3D#% 3D MILLING
7B1% SLOTTING
3D## 3D MILLING
JE#E SLOTTING
3D#% 3D MILLING
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#EDHIM Work Material

731\ Coolant Type

X-UEXR2030
X-UEXR2030
X-UEXR2030
X-UEXR2030
X-UEXR2510
X-UEXR2510
X-UEXR2510
X-UEXR2510
X-UEXR2510
X-UEXR2510
X-UEXR2530
X-UEXR2530
X-UEXR2530
X-UEXR2530
X-UEXR2530
X-UEXR2530
X-UEXR2550
X-UEXR2550
X-UEXR2550
X-UEXR2550
X-UEXR2550
X-UEXR2550
X-UEXR3230
X-UEXR3230
X-UEXR3230
X-UEXR3230
X-UEXR3230
X-UEXR3230
X-UEXR3250
X-UEXR3250
X-UEXR3250
X-UEXR3250
X-UEXR3250
X-UEXR3250

JERRE
Extension
Length (mm)
120
120
170
170
80
80
130
130
180
180
80
80
130
130
180
180
80
80
130
130
180
180
80
80
140
140
200
200
80
80
140
140
200
200

ERERE
Cutting Speed
(m/min)
100
100
70
70
120
140
100
100
70
70
120
140
100
100
70
70
120
140
100
100
70
70
120
140
100
100
70
70
120
140
100
100
70
70

TEBRE
Speed
(min")

1500~1800
1500~1800
1000~1300
1000~1300
1400~1700
1600~2000
1100~1500
1100~1500
700~1100
700~1100
1400~1700
1600~2000
1100~1500
1100~1500
700~1100
700~1100
1400~1700
1600~2000
1100~1500
1100~1500
700~1100
700~1100
1000~1300
1200~1500
800~1200
800~1200
600~900
600~900
1000~1300
1200~1500
800~1200
800~1200
600~900
600~900

gZ3VEDEI Dry coolant

ERRRE
Feed
(mm/min)
400~600
600~800
300~500
500~700
500~700
600~1000
300~500
500~800
250~350
400~600
500~700
600~1000
300~500
500~800
250~350
400~600
500~700
600~1000
300~500
500~800
250~350
400~600
400~600
600~800
300~400
500~700
200~350
300~500
400~600
600~800
300~400
500~700
200~350
300~500

INTRE
(Aa)
Depth of Cut
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13
0.1~0.13

INIEE
(Ap)
Width of Cut
13~20
0.1~0.13
13~20
0.1~0.13
22~25
0.1~0.13
22~25
0.1~0.13
22~25
0.1~0.13
18~25
0.1~0.13
18~25
0.1~0.13
18~25
0.1~0.13
14~25
0.1~0.13
14~25
0.1~0.13
14~25
0.1~0.13
25~32
0.1~0.13
25~32
0.1~0.13
25~32
0.1~0.13
21~32
0.1~0.13
21~32
0.1~0.13
21~32
0.1~0.13

EAERIBH Hardened Steels: SKD11/SKH9: 1.2379 /13342 : D2 / M2 (HRc55~62)

Tz

Milling Type
&% SLOTTING
3Dk 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
& SLOTTING
3Dk 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3Dk 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
B SLOTTING
3Dk 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3Dk 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
& SLOTTING
3Dk 3D MILLING
&% SLOTTING
3D#% 3D MILLING

EA
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EDRIfRIF =R x- ” VT MILLING CONDITIONS
R UIEI# Work Material S/ FAEEH Prehardened Steels: NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

731\ Coolant Type 8230 /BFELDEl Dry/MQL coolant

TERRE | UHERE mIERE ERRE | MTRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UVT0806 25 95 3600~4000  1000~1400  0.1~0.2 6~8 & SLOTTING
X-UVT0806 25 95 3600~4000 800~1000  0.05~0.1 6~8 &% SLOTTING
X-UVT0806 25 70 2600~3000  1000~1400 8 0.2~0.4  fAl#% SIDE MILLING
X-UVT0806 25 85 3300~3600 600~800 8 0.05~0.15 A3 SIDE MILLING
X-UVT0806 40 80 3000~3400 500~700 0.05~0.1 6~8 &% SLOTTING
X-UVT0806 40 55 2200~2600 450~650 8 0.05~0.15 A3 SIDE MILLING
X-UVT0806 60 60 2200~2600 300~500 0.05~0.1 6~8 &if SLOTTING
X-UVT0806 60 60 2200~2600 350~500 8 0.05~0.1  {Al§% SIDE MILLING
X-UVT1006 30 95 2800~3200  1000~1200  0.1~0.2 8~10 &8 SLOTTING
X-UVT1006 30 95 2800~3200 800~1000  0.05~0.1 8~10 &8 SLOTTING
X-UVT1006 30 95 2800~3200 900~1300 10 0.3~0.5  fAl% SIDE MILLING
X-UVT1006 30 95 2800~3200 500~700 10 0.05~0.15 A3 SIDE MILLING
X-UVT1006 50 75 2200~2600 600~800 0.05~0.1 8~10 &if SLOTTING
X-UVT1006 50 75 2200~2600 450~650 10 0.05~0.15  fA§ SIDE MILLING
X-UVT1006 70 60 1800~2200 300~500 0.05~0.1 8~10 &8 SLOTTING
X-UVT1006 70 60 1800~2200 350~550 10 0.05~0.1 {8l SIDE MILLING
X-UVT1206 35 100 2400~2800 800~1000 0.1~0.2 10~12 /&% SLOTTING
X-UVT1206 35 135 3400~3800 600~800 0.05~0.1 10~12 & SLOTTING
X-UVT1206 35 115 2800~3200 800~1200 12 0.3~0.5  fAl% SIDE MILLING
X-UVT1206 35 115 2800~3200 600~800 12 0.05~0.15  fA§ SIDE MILLING
X-UVT1206 55 115 2800~3200 400~600 0.05~0.1 10~12 & SLOTTING
X-UVT1206 55 80 2000~2400 400~600 12 0.05~0.15 A3 SIDE MILLING
X-UVT1206 80 80 2000~2400 300~500 0.05~0.1 10~12  /&$% SLOTTING
X-UVT1206 80 75 1800~2200 350~450 12 0.05~0.1 {8l SIDE MILLING
X-UVT1606 50 110 2000~2400 700~1000 0.1~0.2 14~16 &% SLOTTING
X-UVT1606 50 120 2200~2600 600~800  0.05~0.15 14~16 &% SLOTTING
X-UVT1606 50 100 1800~2200 900~1300 16 0.3~0.5  fAl#% SIDE MILLING
X-UVT1606 50 100 1800~2200 450~650 16 0.05~0.2  fAl§ SIDE MILLING
X-UVT1606 70 100 1800~2200 400~600 0.05~0.1 14~16 &% SLOTTING
X-UVT1606 70 70 1200~1600 300~450 16 0.05~0.15 A3 SIDE MILLING
X-UVT1606 100 80 1400~1800 300~500 0.05~0.1 14~16 &% SLOTTING
X-UVT1606 100 50 800~1100 250~400 16 0.05~0.1  {Al§% SIDE MILLING
X-UVT2006 50 110 1600~1900 700~1000 0.15~0.25 18~20 & SLOTTING
X-UVT2006 50 120 1800~2100 600~800  0.05~0.15 18~20 & SLOTTING
X-UVT2006 50 100 1400~1800 600~900 20 0.4~0.6  fAl% SIDE MILLING
X-UVT2006 50 100 1400~1800 400~600 20 0.05~0.2  fAl SIDE MILLING
X-UVT2006 80 110 1600~1900 400~600  0.05~0.15 18~20 &% SLOTTING
X-UVT2006 80 70 1000~1400 300~450 20 0.05~0.2  {Al§% SIDE MILLING
X-UVT2006 110 80 1100~1500 300~500 0.05~0.1 18~20 & SLOTTING
X-UVT2006 110 50 600~1000 250~350 20 0.1~0.15 {8l SIDE MILLING



)+ | EXCHEGERBEE HERDIEUDMISISIT

L e}

R UIEI# Work Material HHESE,/ FAEEH Prehardened Steels: NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

7578 Coolant Type §23\/5HFELDEl Dry/MQL coolant

TERRE | UHERE mIERE ERRE | MTRE | NIEE TR
Extension | Cutting Speed Speed Feed (Aa) (Ap) s
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UVT2506 70 110 1200~1600 600~900  0.15~0.25  23~25 &% SLOTTING
X-UVT2506 70 120 1300~1700 500~700  0.05~0.15  23~25  j&#% SLOTTING
X-UVT2506 70 100 1100~1500 600~900 25 0.4~0.6  fAl#% SIDE MILLING
X-UVT2506 70 100 1100~1500 400~600 25 0.05~0.2  fAl§% SIDE MILLING
X-UVT2506 100 110 1200~1600 400~600  0.05~0.15  23~25  j&#% SLOTTING
X-UVT2506 100 70 800~1200 300~400 25 0.05~0.2  fAl SIDE MILLING
X-UVT2506 130 80 800~1200 300~500 0.05~0.1 23~25 &t SLOTTING
X-UVT2506 130 60 600~900 250~400 25 0.1~0.15  {Al§% SIDE MILLING
X-UVT3206 80 110 900~1300 500~700  0.15~0.25  25~32 &% SLOTTING
X-UVT3206 80 120 1000~1400 300~500  0.05~0.15  25~32 & SLOTTING
X-UVT3206 80 100 800~1200 500~700 32 04~0.6  fAl% SIDE MILLING
X-UVT3206 80 100 800~1200 300~480 32 0.05~0.2  fAl SIDE MILLING
X-UVT3206 110 110 900~1300 300~500  0.05~0.15  25~32 & SLOTTING
X-UVT3206 110 70 600~800 240~380 32 0.05~0.2  {Al§% SIDE MILLING
X-UVT3206 150 80 700~900 300~400 0.05~0.1 25~32  E# SLOTTING
X-UVT3206 150 60 500~700 180~280 32 0.1~0.15 {8 SIDE MILLING

S Work Materi ENRIBS Hardened Steels
BUDHI Wor Zicdial SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)
JBAN73IN Coolant Type g3\ /5HFELDEl Dry/MQL coolant
oo

n TERRE | HERE 2R ERRRE
2U5R Extension Cutting Spezed Feed = (Ap) DQ.IEK
Type No. Length (mm) (m/min) (mm/min) Width of Cut Milling Type

X-UVT0806 25 95 3600~4000  1000~1400 6~8 &% SLOTTING
X-UVT0806 25 95 3600~4000 800~1000 6~8 &% SLOTTING
X-UVT0806 25 70 2600~3000  1000~1400 8 0.2~0.4  fAl#% SIDE MILLING
X-UVT0806 25 85 3300~3600 600~800 8 0.05~0.15  fA§ SIDE MILLING
X-UVT0806 40 80 3000~3400 500~700 0.05~0.1 6~8 &% SLOTTING
X-UVT0806 40 55 2200~2600 450~650 8 0.05~0.15  fAl3# SIDE MILLING
X-UVT0806 60 60 2200~2600 300~500 0.05~0.1 6~8 &% SLOTTING
X-UVT0806 60 60 2200~2600 350~500 8 0.05~0.1  {Al§% SIDE MILLING
X-UVT1006 30 95 2800~3200  1000~1200  0.1~0.2 8~10 &8 SLOTTING
X-UVT1006 30 95 2800~3200 800~1000  0.05~0.1 8~10 &% SLOTTING
X-UVT1006 30 95 2800~3200 900~1300 10 0.3~0.5  {Al% SIDE MILLING
X-UVT1006 30 95 2800~3200 500~700 10 0.05~0.15 A3 SIDE MILLING
X-UVT1006 50 75 2200~2600 600~800 0.05~0.1 8~10 &% SLOTTING
X-UVT1006 50 75 2200~2600 450~650 10 0.05~0.15  fA§ SIDE MILLING
X-UVT1006 70 60 1800~2200 300~500 0.05~0.1 8~10 &8 SLOTTING
X-UVT1006 70 60 1800~2200 350~550 10 0.05~0.1  {Al§% SIDE MILLING

E3
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W EEI44 Work Material FRIE Hardened Steels
S e aieie SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

731\ Coolant Type 823\ /BFELDEl Dry/MQL coolant

TERRE | UHERE mIERE ERRE | MTFRE | NIEE TR
Extension | Cutting Speed Speed Feed (Aa) (Ap) i
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UVT1206 35 100 2400~2800 800~1000 0.1~0.2 10~12 /&% SLOTTING
X-UVT1206 35 135 3400~3800 600~800 0.05~0.1 10~12 /&% SLOTTING
X-UVT1206 35 115 2800~3200 800~1200 12 0.3~0.5  fAl#% SIDE MILLING
X-UVT1206 35 115 2800~3200 600~800 12 0.05~0.15 A3 SIDE MILLING
X-UVT1206 55 115 2800~3200 400~600 0.05~0.1 10~12 /&% SLOTTING
X-UVT1206 55 80 2000~2400 400~600 12 0.05~0.15 A3 SIDE MILLING
X-UVT1206 80 80 2000~2400 300~500 0.05~0.1 10~12 /&% SLOTTING
X-UVT1206 80 75 1800~2200 350~450 12 0.05~0.1  {Al§% SIDE MILLING
X-UVT1606 50 110 2000~2400 700~1000 0.1~0.2 14~16 & SLOTTING
X-UVT1606 50 120 2200~2600 600~800  0.05~0.15 14~16 & SLOTTING
X-UVT1606 50 100 1800~2200 900~1300 16 0.3~0.5  fAl% SIDE MILLING
X-UVT1606 50 100 1800~2200 450~650 16 0.05~0.2  fAl SIDE MILLING
X-UVT1606 70 100 1800~2200 400~600 0.05~0.1 14~16 &% SLOTTING
X-UVT1606 70 70 1200~1600 300~450 16 0.05~0.15  fA§ SIDE MILLING
X-UVT1606 100 80 1400~1800 300~500 0.05~0.1 14~16 & SLOTTING
X-UVT1606 100 50 800~1100 250~400 16 0.05~0.1  fAl§% SIDE MILLING
X-UVT2006 50 110 1600~1900 700~1000  0.15~0.25 18~20  i&$% SLOTTING
X-UVT2006 50 120 1800~2100 600~800  0.05~0.15 18~20 & SLOTTING
X-UVT2006 50 100 1400~1800 600~900 20 0.4~0.6  fAl% SIDE MILLING
X-UVT2006 50 100 1400~1800 400~600 20 0.05~0.2  {Al§% SIDE MILLING
X-UVT2006 80 110 1600~1900 400~600  0.05~0.15 18~20 & SLOTTING
X-UVT2006 80 70 1000~1400 300~450 20 0.05~0.2  fAl§ SIDE MILLING
X-UVT2006 110 80 1100~1500 300~500 0.05~0.1 18~20  i&$% SLOTTING
X-UVT2006 110 50 600~1000 250~350 20 0.1~0.15 {8l SIDE MILLING
X-UVT2506 70 110 1200~1600 600~900  0.15~0.25  23~25  j&#f SLOTTING
X-UVT2506 70 120 1300~1700 500~700  0.05~0.15  23~25 & SLOTTING
X-UVT2506 70 100 1100~1500 600~900 25 0.4~0.6  fAl#% SIDE MILLING
X-UVT2506 70 100 1100~1500 400~600 25 0.05~0.2  fAl§% SIDE MILLING
X-UVT2506 100 110 1200~1600 400~600  0.05~0.15  23~25  j&#% SLOTTING
X-UVT2506 100 70 800~1200 300~400 25 0.05~0.2  fAl SIDE MILLING
X-UVT2506 130 80 800~1200 300~500 0.05~0.1 23~25 & SLOTTING
X-UVT2506 130 60 600~900 250~400 25 0.1~0.15  {Al§% SIDE MILLING
X-UVT3206 80 110 900~1300 500~700  0.15~0.25  25~32  &#i SLOTTING
X-UVT3206 80 120 1000~1400 300~500  0.05~0.15  25~32 & SLOTTING
X-UVT3206 80 100 800~1200 500~700 32 04~0.6  fAl% SIDE MILLING
X-UVT3206 80 100 800~1200 300~480 32 0.05~0.2  fAl SIDE MILLING
X-UVT3206 110 110 900~1300 300~500  0.05~0.15  25~32  j&#% SLOTTING
X-UVT3206 110 70 600~800 240~380 32 0.05~0.2  {Al§% SIDE MILLING
X-UVT3206 150 80 700~900 300~400 0.05~0.1 25~32  E# SLOTTING
X-UVT3206 150 60 500~700 180~280 32 0.1~0.15 {8l SIDE MILLING
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731\ Coolant Type
JERRE

Extension
Length (mm)

X-UVTR0805
X-UVTR0805
X-UVTR0805
X-UVTR0805
X-UVTR0805
X-UVTR0805
X-UVTR0805
X-UVTR0805
X-UVTR0805
X-UVTR0805
X-UVTR0805
X-UVTR0810
X-UVTR0810
X-UVTRO810
X-UVTR0810
X-UVTRO0810
X-UVTR0810
X-UVTR0810
X-UVTR0810
X-UVTR0810
X-UVTR0810
X-UVTR0810
X-UVTR1005
X-UVTR1005
X-UVTR1005
X-UVTR1005
X-UVTR1005
X-UVTR1005
X-UVTR1005
X-UVTR1005
X-UVTR1005
X-UVTR1005
X-UVTR1005
X-UVTR1010
X-UVTR1010
X-UVTR1010
X-UVTR1010
X-UVTR1010
X-UVTR1010
X-UVTR1010

25
25
25
25
25
25
40
40
40
60
60
25
25
25
25
25
25
40
40
40
60
60
35
35
35
35
35
35
50
50
50
70
70
35
35
35
35
35
35
50

ERERE
Cutting Speed
(m/min)

115
150
65
85
150
175
130
55
140
75
75
115
150
65
85
150
175
130
55
140
75
75
135
140
100
120
145
190
125
65
125
60
50
135
140

100 .

120
145
190
115

EARIBH Hardened Steels

X-UVTR

SKD61/STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)
823\ /mFZELDEIl Dry/MQL coolant

TEBRE
Speed
(min")

4500~5000
5500~6500
2600~3000
3300~3600
5500~6000
7000~8000
5000~5500
2200~2600
5500~6300
3000~3500
3000~3500
4500~5000
5500~6500
2600~3000
3300~3600
5500~6000
7000~8000
5000~5500
2200~2600
5500~6300
3000~3500
3000~3500
4300~4800
4200~4700
3200~3600
3800~4200
4500~5000
6000~7000
4000~4500
2000~2400
4000~4500
1800~2200
1600~2000
4300~4800
4200~4700
3200~3600
3800~4200
4500~5000
6000~7000
3600~4000

ERRRE
Feed
(mm/min)
1400~1600
1000~1400
1000~1400
600~800
2000~2400
3000~3400
800~1000
400~600
2000~2400
600~800
1200~1600
1400~1600
1000~1400
1000~1400
600~800
2000~2400
3000~3400
800~1000
400~600
2000~2400
600~800
1200~1600
1400~1800
800~1200
1000~1400
600~800
1800~2200
2800~3200
800~1000
400~600
1400~1800
400~600
1000~1400
1400~1800
800~1200
1000~1400
600~800
1800~2200
2800~3200
800~1000

INTRE
(Aa)
Depth of Cut
0.2~0.3
0.05~0.1
8
8
0.2~0.3
0.05~0.15
0.05~0.1
8
0.05~0.1
0.05~0.1
0.05~0.1
0.2~0.3
0.05~0.1
8
8
0.2~0.3
0.05~0.15
0.05~0.1
8
0.05~0.1
0.05~0.1
0.05~0.1
0.2~0.3
0.05~0.15
10
10
0.2~0.3
0.05~0.15
0.05~0.15
10
0.05~0.15
0.05~0.15
0.05~0.15
0.2~0.3
0.05~0.15
10
10
0.2~0.3
0.05~0.15
0.05~0.15

INIEE
(Ap)
Width of Cut
6~8
6~8
0.2~0.3
0.05~0.15
0.2~0.3
0.05~0.1
6~8
0.05~0.15
0.05~0.1
6~8
0.05~0.1
5~8
5~8
0.05~0.15
0.05~0.15
0.2~0.3
0.05~0.1
5~8
0.05~0.15
0.05~0.1
5.5
0.05~0.1
8~10
8~10
0.3~0.5
0.05~0.15
0.2~0.3
0.05~0.15
8~10
0.05~0.15
0.05~0.15
8~10
0.05~0.15
7~10
7~10
0.3~0.5
0.05~0.15
0.2~0.3
0.05~0.15

7~10

Tz

Milling Type
B SLOTTING
&% SLOTTING
{BI$% SIDE MILLING
{B#% SIDE MILLING
3D 3D MILLING
3D#% 3D MILLING
& SLOTTING
{BI$% SIDE MILLING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
& SLOTTING
{BI$% SIDE MILLING
{BI$% SIDE MILLING
3D#% 3D MILLING
3D#% 3D MILLING
&% SLOTTING
{8I$% SIDE MILLING
3Dk 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
&% SLOTTING
{8I3% SIDE MILLING
{BI$% SIDE MILLING
3D#% 3D MILLING
3D#% 3D MILLING
&% SLOTTING
{BI% SIDE MILLING
3D#% 3D MILLING
&% SLOTTING
3D#% 3D MILLING
&% SLOTTING
&% SLOTTING
{BI$% SIDE MILLING
{8I%% SIDE MILLING
3Dk 3D MILLING
3D#% 3D MILLING
&% SLOTTING

E3
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W EEIAF Work Material BARIE Hardened Steels
S e aieie SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

731\ Coolant Type 823\ /BFELDEl Dry/MQL coolant

JERRE | UIHIERE LEEERE ERRE NTEE | NIEE M
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) | (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UVTR1010 50 65 2000~2400 400~600 10 0.05~0.15  fAl# SIDE MILLING
X-UVTR1010 50 125 4000~4500  1400~1800 0.05~0.15 0.05~0.15 3Dt 3D MILLING
X-UVTR1010 70 60 1800~2200 400~600  0.05~0.15 7~10 &% SLOTTING
X-UVTR1010 70 50 1600~2000  1000~1400 0.05~0.15 0.05~0.15 3D§f% 3D MILLING
X-UVTR1205 40 105 2700~3200  1000~1400  0.2~0.3 9~12 &% SLOTTING
X-UVTR1205 40 170 4500~5000 800~1000 0.05~0.15 10~12 &8% SLOTTING
X-UVTR1205 40 115 3000~3400  1000~1400 12 0.3~0.5  {Al§% SIDE MILLING
X-UVTR1205 40 115 3000~3400 600~800 12 0.05~0.15  {Al§% SIDE MILLING
X-UVTR1205 40 105 2700~3200  1000~1400  0.2~0.3 0.2~0.3 3D 3D MILLING
X-UVTR1205 40 180 4700~5200  2200~2600 0.05~0.15 0.05~0.15 3D 3D MILLING
X-UVTR1205 60 115 3000~3400 600~800  0.05~0.15 10~12 &% SLOTTING
X-UVTR1205 60 75 2000~2400 400~600 12 0.05~0.15 {8l SIDE MILLING
X-UVTR1205 60 150 4000~4500  1400~1800 0.05~0.15 0.05~0.15 3Dg% 3D MILLING
X-UVTR1205 100 75 2000~2400 400~600  0.05~0.15 10~12 &% SLOTTING
X-UVTR1205 100 65 1700~2200 800~1200  0.05~0.15 0.05~0.15 3D 3D MILLING
X-UVTR1210 40 105 2700~3200  1000~1400  0.2~0.3 9~12 7B SLOTTING
X-UVTR1210 40 170 4500~5000 800~1000 0.05~0.15 9~12 &% SLOTTING
X-UVTR1210 40 115 3000~3400  1000~1400 12 0.3~0.5  {Al§% SIDE MILLING
X-UVTR1210 40 115 3000~3400 600~800 12 0.05~0.15  fAl#% SIDE MILLING
X-UVTR1210 40 105 2700~3200  1000~1400  0.2~0.3 0.2~0.3  3D§f% 3D MILLING
X-UVTR1210 40 180 4700~5200  2200~2600 0.05~0.15 0.05~0.15 3D#f% 3D MILLING
X-UVTR1210 60 115 3000~3400 600~800  0.05~0.15 9~12 7B SLOTTING
X-UVTR1210 60 75 2000~2400 400~600 12 0.05~0.15  {Al§5% SIDE MILLING
X-UVTR1210 60 150 4000~4500  1400~1800 0.05~0.15 0.05~0.15 3D 3D MILLING
X-UVTR1210 100 75 2000~2400 400~600  0.05~0.15 9~12 &2 SLOTTING
X-UVTR1210 100 65 1700~2200 800~1200  0.05~0.15 0.05~0.15 3D 3D MILLING
X-UVTR1605 60 100 2000~2500 500~700  0.25~0.35 14~16 &#% SLOTTING
X-UVTR1605 60 185 3700~4200  1000~1200 0.05~0.15 14~16 7B SLOTTING
X-UVTR1605 60 20 1800~2200  1000~1400 16 0.3~0.5  {Al$% SIDE MILLING
X-UVTR1605 60 920 1800~2200 500~700 16 0.05~0.2  {Al§% SIDE MILLING
X-UVTR1605 60 135 2700~3200  1600~2000 0.25~0.35 0.25~0.35 3D 3D MILLING
X-UVTR1605 60 185 3700~4200  1800~2200 0.05~0.2 0.05~0.2 3D 3D MILLING
X-UVTR1605 100 120 2400~2800 600~800  0.05~0.15 14~16 &8% SLOTTING
X-UVTR1605 100 50 1000~1400 300~500 16 0.05~0.2  fAl# SIDE MILLING
X-UVTR1605 100 100 2000~2400 800~1200  0.05~0.2 0.05~0.2 3D 3D MILLING
X-UVTR1605 130 170 3400~3600 400~600  0.05~0.15 14~16 &8 SLOTTING
X-UVTR1605 130 80 1600~2000 600~800 0.05~0.2 0.05~0.2  3Di# 3D MILLING
X-UVTR1610 60 100 2000~2500 500~700  0.25~0.35 13~16 &% SLOTTING
X-UVTR1610 60 185 3700~4200  1000~1200 0.05~0.15 13~16 &8 SLOTTING
X-UVTR1610 60 90 1800~2200  1000~1400 16 0.3~0.5  {Al% SIDE MILLING
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W EEI4F Work Material BRIE Hardened Steels
S e aieie SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

731\ Coolant Type 8230 /B7ELDEl Dry/MQL coolant

TERRE | UHERE mIERE ERRE | MTFRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UVTR1610 60 90 1800~2200 500~700 16 0.05~0.2  fAl## SIDE MILLING
X-UVTR1610 60 135 2700~3200  1600~2000 0.25~0.35 0.25~0.35 3Dt 3D MILLING
X-UVTR1610 60 185 3700~4200  1800~2200 0.05~0.2  0.05~0.2 3D 3D MILLING
X-UVTR1610 100 120 2400~2800 600~800  0.05~0.15 13~16 &2f SLOTTING
X-UVTR1610 100 50 1000~1400 300~500 16 0.05~0.2  fAl#% SIDE MILLING
X-UVTR1610 100 100 2000~2400 800~1200  0.05~0.2 0.05~0.2 3D 3D MILLING
X-UVTR1610 130 170 3400~3600 400~600  0.05~0.15 13~16 7B SLOTTING
X-UVTR1610 130 80 1600~2000 600~800 0.05~0.2  0.05~0.2 3D 3D MILLING
X-UVTR1620 60 100 2000~2500 500~700  0.25~0.35 11~16 &8 SLOTTING
X-UVTR1620 60 185 3700~4200  1000~1200 0.05~0.15 11~16 &2f SLOTTING
X-UVTR1620 60 920 1800~2200  1000~1400 16 0.3~0.5  {A$% SIDE MILLING
X-UVTR1620 60 920 1800~2200 500~700 16 0.05~0.2  {Al§% SIDE MILLING
X-UVTR1620 60 135 2700~3200  1600~2000 0.25~0.35 0.25~0.35 3D 3D MILLING
X-UVTR1620 60 185 3700~4200  1800~2200 0.05~0.2 0.05~0.2 3D 3D MILLING
X-UVTR1620 100 120 2400~2800 600~800  0.05~0.15 11~16 &8 SLOTTING
X-UVTR1620 100 50 1000~1400 300~500 16 0.05~0.2  {Alg% SIDE MILLING
X-UVTR1620 100 100 2000~2400 800~1200  0.05~0.2 0.05~0.2  3D#i 3D MILLING
X-UVTR1620 130 170 3400~3600 400~600  0.05~0.15 11~16 &8 SLOTTING
X-UVTR1620 130 80 1600~2000 600~800 0.05~0.2 0.05~0.2 3D 3D MILLING
X-UVTR2010 80 100 1600~2000 400~600 0.3~0.4 17~20 &% SLOTTING
X-UVTR2010 80 200 3000~3500 800~1200  0.05~0.2 17~20 &8 SLOTTING
X-UVTR2010 80 50 800~1000 400~600 20 0.5~0.6  {Al§% SIDE MILLING
X-UVTR2010 80 50 800~1100 300~500 20 0.05~0.2  fAl#% SIDE MILLING
X-UVTR2010 80 115 1800~2200 800~1200 0.3~0.4 0.3~0.4 3D 3D MILLING
X-UVTR2010 80 285 4500~5000  1600~2000 0.05~0.2 0.05~0.2 3D 3D MILLING
X-UVTR2010 130 190 3000~3500 600~800 0.05~0.2 17~20 &% SLOTTING
X-UVTR2010 130 170 2700~3200  1000~1400 0.05~0.2  0.05~0.2 3D 3D MILLING
X-UVTR2010 180 135 2100~2300 400~600 0.05~0.2 17~20 &2f SLOTTING
X-UVTR2010 180 125 2000~2400 600~800 0.05~0.2  0.05~0.2 3D 3D MILLING
X-UVTR2020 80 100 1600~2000 400~600 0.3~0.4 15~20 &8% SLOTTING
X-UVTR2020 80 200 3000~3500 800~1200  0.05~0.2 15~20 & SLOTTING
X-UVTR2020 80 50 800~1000 400~600 20 0.5~0.6  fAl$% SIDE MILLING
X-UVTR2020 80 50 800~1100 400~600 20 0.05~0.2 {8l SIDE MILLING
X-UVTR2020 80 115 1800~2200 800~1200 0.3~04 0.3~0.4  3D§f 3D MILLING
X-UVTR2020 80 285 4500~5000  1600~2000 0.05~0.2  0.05~0.2 3Dt 3D MILLING
X-UVTR2020 130 190 . 3000~3500 600~800 0.05~0.2 15~20 &8% SLOTTING
X-UVTR2020 130 170 2700~3200  1000~1400 0.05~0.2 0.05~0.2 3D 3D MILLING
X-UVTR2020 180 135 2100~2300 400~600 0.05~0.2 15~20 &% SLOTTING
X-UVTR2020 180 125 2000~2400 600~800 0.05~0.2  0.05~0.2 3D 3D MILLING




SEENE= LS EEEEUL @DHE

DI Work i ERIES Hardened Steels
S o Marial SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

7578 Coolant Type g3\ /5lFELDEl Dry/MQL coolant

TERRE | HERE mIERE ERRE | MTFRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e S
Length (mm) | (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UVTR2030 80 100 1600~2000 400~600 0.3~0.4 13~20 &2f SLOTTING
X-UVTR2030 80 200 3000~3500 800~1200  0.05~0.2 13~20 &% SLOTTING
X-UVTR2030 80 50 800~1000 400~600 20 0.5~0.6  {Al#% SIDE MILLING
X-UVTR2030 80 50 800~1100 300~500 20 0.05~0.2 {8l SIDE MILLING
X-UVTR2030 80 115 1800~2200 800~1200 0.3~0.4 0.3~0.4  3D§f% 3D MILLING
X-UVTR2030 80 285 4500~5000  1600~2000 0.05~0.2  0.05~0.2  3D#f% 3D MILLING
X-UVTR2030 130 190 3000~3500 600~800 0.05~0.2 13~20 &2f SLOTTING
X-UVTR2030 130 170 2700~3200  1000~1400 0.05~0.2 0.05~0.2 3Dt 3D MILLING
X-UVTR2030 180 135 2100~2300 400~600 0.05~0.2 13.5 &8% SLOTTING
X-UVTR2030 180 125 2000~2400 600~800 0.05~0.2  0.05~0.2  3D## 3D MILLING
X-UVTR2530 90 100 1100~1500 300~500 0.3~0.4 13~25 &% SLOTTING
X-UVTR2530 90 200 2500~3000 700~1100  0.05~0.25 18~25 &8 SLOTTING
X-UVTR2530 90 50 600~800 180~280 25 0.5~0.6  {Al§% SIDE MILLING
X-UVTR2530 90 50 600~800 180~280 25 0.05~0.2  fAl#% SIDE MILLING
X-UVTR2530 90 115 1300~1700 600~1000 0.3~0.4 0.3~0.4 3D 3D MILLING
X-UVTR2530 90 215 2700~3200  1000~1400 0.05~0.25 0.05~0.25 3D 3D MILLING
X-UVTR2530 140 160 2000~2400 600~1000  0.05~0.25 18~25 &% SLOTTING
X-UVTR2530 140 165 2100~2500 800~1200  0.05~0.25 0.05~0.25 3D 3D MILLING
X-UVTR2530 200 90 1100~1500 500~800  0.05~0.25 18~25 &2 SLOTTING
X-UVTR2530 200 95 1200~1600 600~900  0.05~0.25 0.05~0.25 3D#% 3D MILLING
X-UVTR2550 90 100 1100~1500 300~500 0.3~0.4 13~25 &8% SLOTTING
X-UVTR2550 90 200 2500~3000 700~1100  0.05~0.25 13=25 &2 SLOTTING
X-UVTR2550 90 50 600~800 180~280 25 0.5~0.6  {Al$% SIDE MILLING
X-UVTR2550 90 50 600~800 180~280 25 0.05~0.2  {Al§% SIDE MILLING
X-UVTR2550 90 115 1300~1700 600~1000 0.3~0.4 0.3~0.4  3D§f 3D MILLING
X-UVTR2550 90 215 2700~3200  1000~1400 0.05~0.25 0.05~0.25 3Dt 3D MILLING
X-UVTR2550 140 160 2000~2400 600~1000  0.05~0.25 13~25 &8 SLOTTING
X-UVTR2550 140 165 2100~2500 800~1200 0.05~0.25 0.05~0.25 3D 3D MILLING
X-UVTR2550 200 920 1100~1500 500~800  0.05~0.25 13~25 &% SLOTTING
X-UVTR2550 200 95 1200~1600 600~900  0.05~0.25 0.05~0.25 3D#f 3D MILLING
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EDRIfRIF =R X- u VTB MILLING CONDITIONS
R LIEI# Work Material ERIBH Hardened Steels : SKD11/SKH9: 1.2379/1.3342 : D2 / M2 (HRc55~62)

823\ /mFZELDEIl Dry/MQL coolant

TERRE | UHERE mIERE ERRE | MTFRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UVTR0805 25 115 4500~5500 800~1000  0.05~0.1 4~6 7B SLOTTING
X-UVTR0805 25 70 2800~3300 400~600 8 0.05~0.1  fAl#% SIDE MILLING
X-UVTR0805 25 115 4500~5500  1800~2200 0.05~0.1  0.05~0.1 3D 3D MILLING
X-UVTR0805 40 95 3700~4200 500~700 0.05~0.1 4~6 &2 SLOTTING
X-UVTR0805 40 40 1600~2000 300~500 8 0.05~0.1  fAl#% SIDE MILLING
X-UVTR0805 40 85 3300~3800  1200~1600 0.05~0.1  0.05~0.1 3D 3D MILLING
X-UVTR0805 60 70 2700~3200 300~500 0.05~0.1 4~6 7B SLOTTING
X-UVTR0805 60 70 2700~3200 800~1200  0.05~0.1  0.05~0.1 3D 3D MILLING
X-UVTR0810 25 115 4500~5500 800~1000  0.05~0.1 4~6 &8 SLOTTING
X-UVTRO0810 25 70 2800~3300 400~600 8 0.05~0.1  {8I§% SIDE MILLING
X-UVTR0810 25 115 4500~5500  1800~2200 0.05~0.1  0.05~0.1 3Dt 3D MILLING
X-UVTR0810 40 95 3700~4200 500~700 0.05~0.1 4~6 &8 SLOTTING
X-UVTR0810 40 40 1600~2000 300~500 8 0.05~0.1 Al SIDE MILLING
X-UVTRO810 40 85 3300~3800  1200~1600 0.05~0.1  0.05~0.1 3D 3D MILLING
X-UVTR0810 60 70 2700~3200 300~500 0.05~0.1 4~6 &8 SLOTTING
X-UVTR0810 60 70 2700~3200 800~1200  0.05~0.1  0.05~0.1 3D 3D MILLING
X-UVTR1005 35 95 3000~4000 500~700 0.05~0.1 6~8 &% SLOTTING
X-UVTR1005 35 85 2600~3000 400~600 10 0.05~0.1  {8l§% SIDE MILLING
X-UVTR1005 35 95 3000~4000  1000~1400 0.05~0.1  0.05~0.1 3D 3D MILLING
X-UVTR1005 50 85 2700~3200 400~600 0.05~0.1 6~8 &% SLOTTING
X-UVTR1005 50 50 1600~2000 300~500 10 0.05~0.1  {8l§% SIDE MILLING
X-UVTR1005 50 80 2500~3000  1000~1400 0.05~0.1  0.05~0.1 3D 3D MILLING
X-UVTR1005 70 55 1700~2200 300~500 0.05~0.1 6~8 &% SLOTTING
X-UVTR1005 70 55 1700~2200 800~1200  0.05~0.1  0.05~0.1 3D 3D MILLING
X-UVTR1010 35 95 3000~4000 500~700  0.05~0.11 5~7 7B SLOTTING
X-UVTR1010 35 85 2600~3000 400~600 10 0.05~0.11  {Al§% SIDE MILLING
X-UVTR1010 35 95 3000~4000  1000~1400 0.05~0.11 0.05~0.11 3D 3D MILLING
X-UVTR1010 50 85 2700~3200 400~600 0.05~0.1 5~7 &2f SLOTTING
X-UVTR1010 50 50 1600~2000 300~500 10 0.05~0.1  fRl#% SIDE MILLING
X-UVTR1010 50 80 2500~3000  1000~1400 0.05~0.1  0.05~0.1 3D 3D MILLING
X-UVTR1010 70 55 1700~2200 300~500 0.05~0.1 5~7 7B SLOTTING
X-UVTR1010 70 55 1700~2200 800~1200  0.05~0.1  0.05~0.1 3D 3D MILLING
X-UVTR1205 40 105 2700~3200 500~700  0.05~0.15 8~10 &8 SLOTTING
X-UVTR1205 40 75 2000~2400 400~600 12 0.05~0.15  fAl#% SIDE MILLING
X-UVTR1205 40 105 2700~3200  1000~1400 0.05~0.15 0.05~0.15 3Dt 3D MILLING
X-UVTR1205 60 20 . 2300~2800 400~600  0.05~0.15 8~10 &8% SLOTTING
X-UVTR1205 60 55 1400~1800 300~500 12 0.05~0.15  {Al§% SIDE MILLING
X-UVTR1205 60 20 2300~2800 800~1200  0.05~0.15 0.05~0.15 3D 3D MILLING
X-UVTR1205 100 65 1700~2200 300~500  0.05~0.15 8~10 &8 SLOTTING
X-UVTR1205 100 65 1700~2200 600~800 0.05~0.1  0.05~0.1 3D 3D MILLING




EXCHEUGENBLE HERD. ELDOMIT TSI ) )y i 3

R UIEI# Work Material ERIBH Hardened Steels : SKD11/ SKH9: 1.2379/1.3342 : D2 / M2 (HRc55~62)

731\ Coolant Type 823\ /BFELDEl Dry/MQL coolant

JERRE | UIHIERE LEEERE ERRE NTEE | NIEE M
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) | (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UVTR1210 40 105 2700~3200 500~700  0.05~0.15 7~9 7B SLOTTING
X-UVTR1210 40 75 2000~2400 400~600 12 0.05~0.15  {Al§% SIDE MILLING
X-UVTR1210 40 105 2700~3200  1000~1400 0.05~0.15 0.05~0.15 3D 3D MILLING
X-UVTR1210 60 20 2300~2800 400~600  0.05~0.15 759 &2 SLOTTING
X-UVTR1210 60 55 1400~1800 300~500 12 0.05~0.15  {Al§% SIDE MILLING
X-UVTR1210 60 920 2300~2800 800~1200  0.05~0.15 0.05~0.15 3D 3D MILLING
X-UVTR1210 100 65 1700~2200 300~500  0.05~0.15 7~9 7B SLOTTING
X-UVTR1210 100 65 1700~2200 600~800  0.05~0.15 0.05~0.15 3Dg% 3D MILLING
X-UVTR1605 60 120 2400~2800 600~800  0.05~0.15 12~14 &8 SLOTTING
X-UVTR1605 60 70 1400~1800 400~600 16 0.05~0.15  fAll#% SIDE MILLING
X-UVTR1605 60 100 2000~2400 800~1200  0.05~0.15 0.05~0.15 3D 3D MILLING
X-UVTR1605 100 100 2000~2400 500~700  0.05~0.15 12~14 &8 SLOTTING
X-UVTR1605 100 40 800~1100 200~400 16 0.05~0.15  {Al§% SIDE MILLING
X-UVTR1605 100 20 1800~2200 600~800  0.05~0.15 0.05~0.15 3D#% 3D MILLING
X-UVTR1605 130 80 1600~2000 300~500  0.05~0.15 12~14 &8 SLOTTING
X-UVTR1605 130 70 1400~1800 300~500  0.05~0.15 0.05~0.15 3D 3D MILLING
X-UVTR1610 60 120 2400~2800 600~800  0.05~0.15 11~13 &% SLOTTING
X-UVTR1610 60 70 1400~1800 400~600 16 0.05~0.15 {8l SIDE MILLING
X-UVTR1610 60 100 2000~2400 800~1200 0.05~0.15 0.05~0.15 3D 3D MILLING
X-UVTR1610 100 100 2000~2400 500~700  0.05~0.15 11=13 &% SLOTTING
X-UVTR1610 100 40 800~1100 200~400 16 0.05~0.15 {8l SIDE MILLING
X-UVTR1610 100 20 1800~2200 600~800  0.05~0.15 0.05~0.15 3Dgf% 3D MILLING
X-UVTR1610 130 80 1600~2000 300~500  0.05~0.15 11=13 &% SLOTTING
X-UVTR1610 130 70 1400~1800 300~500  0.05~0.15 0.05~0.15 3D# 3D MILLING
X-UVTR1620 60 120 2400~2800 600~800  0.05~0.15 9~11 7B SLOTTING
X-UVTR1620 60 70 1400~1800 400~600 16 0.05~0.15  {Al#% SIDE MILLING
X-UVTR1620 60 100 2000~2400 800~1200  0.05~0.15 0.05~0.15 3D 3D MILLING
X-UVTR1620 100 100 2000~2400 500~700  0.05~0.15 9~11 &2f SLOTTING
X-UVTR1620 100 40 800~1100 200~400 16 0.05~0.15  {Al§% SIDE MILLING
X-UVTR1620 100 920 1800~2200 600~800  0.05~0.15 0.05~0.15 3D#f 3D MILLING
X-UVTR1620 130 80 1600~2000 300~500  0.05~0.15 9~11 B SLOTTING
X-UVTR1620 130 70 1400~1800 300~500  0.05~0.15 0.05~0.15 3D§f% 3D MILLING
X-UVTR2010 80 150 2400~2800 600~800  0.05~0.15 15~17 &8% SLOTTING
X-UVTR2010 80 50 800~1000 150~300 20 0.05~0.15  fAl#% SIDE MILLING
X-UVTR2010 80 150 2400~2800 600~1000  0.05~0.15 0.05~0.15 3D 3D MILLING
X-UVTR2010 130 125 2000~2400 400~600  0.05~0.15 15~17 &8 SLOTTING
X-UVTR2010 130 125 2000~2400 600~800  0.05~0.15 0.05~0.15 3D 3D MILLING
X-UVTR2010 180 20 1400~1800 300~500  0.05~0.15 15~17 &% SLOTTING
X-UVTR2010 180 920 1400~1800 400~600  0.05~0.15 0.05~0.15 3D##% 3D MILLING
X-UVTR2020 80 150 2400~2800 600~800  0.05~0.15 iSaal> &2 SLOTTING
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R UIEI# Work Material ERIBH Hardened Steels: SKD11/SKH9 : 1.2379/1.3342 : D2 / M2 (HRc55~62)

7578 Coolant Type 823\ /5lFELDEl Dry/MQL coolant

TERRE | UHERE mIERE ERRE | MTRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e S
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UVTR2020 80 50 800~1000 150~300 20 0.05~0.15  fAll#% SIDE MILLING
X-UVTR2020 80 150 2400~2800 600~1000  0.05~0.15 0.05~0.15 3D 3D MILLING
X-UVTR2020 130 125 2000~2400 400~600  0.05~0.15 13~15 &8 SLOTTING
X-UVTR2020 130 125 2000~2400 600~800  0.05~0.15 0.05~0.15 3D 3D MILLING
X-UVTR2020 180 20 1400~1800 300~500  0.05~0.15 13~15 &% SLOTTING
X-UVTR2020 180 920 1400~1800 400~600  0.05~0.15 0.05~0.15 3D#% 3D MILLING
X-UVTR2030 80 150 2400~2800 600~800  0.05~0.15 113 &2f SLOTTING
X-UVTR2030 80 50 800~1000 150~300 20 0.05~0.15  {Al§5% SIDE MILLING
X-UVTR2030 80 150 2400~2800 600~1000  0.05~0.15 0.05~0.15 3D 3D MILLING
X-UVTR2030 130 125 2000~2400 400~600  0.05~0.15 11~13 &2f SLOTTING
X-UVTR2030 130 125 2000~2400 600~800  0.05~0.15 0.05~0.15 3D#% 3D MILLING
X-UVTR2030 180 90 1400~1800 300~500  0.05~0.15 11~13 &8 SLOTTING
X-UVTR2030 180 920 1400~1800 400~600  0.05~0.15 0.05~0.15 3D 3D MILLING
X-UVTR2530 90 160 2000~2400 600~800 0.05~0.2 16~18 &% SLOTTING
X-UVTR2530 90 45 500~700 160~260 25 0.05~0.15  fAl#% SIDE MILLING
X-UVTR2530 90 160 2000~2400 700~1000  0.05~0.2 0.05~0.2  3Dif 3D MILLING
X-UVTR2530 140 135 1700~2100 400~600 0.05~0.2 16~18 &% SLOTTING
X-UVTR2530 140 135 1700~2100 600~900 0.05~0.2  0.05~0.2 3D 3D MILLING
X-UVTR2530 200 70 900~1300 300~500 0.05~0.2 16~18 &2 SLOTTING
X-UVTR2530 200 70 900~1300 400~700 0.05~0.2  0.05~0.2 3D 3D MILLING
X-UVTR2550 90 160 2000~2400 600~800 0.05~0.2 12~14 &8 SLOTTING
X-UVTR2550 90 45 500~700 160~260 25 0.05~0.15  fAl#% SIDE MILLING
X-UVTR2550 90 160 2000~2400 700~1000  0.05~0.2 0.05~0.2 3D 3D MILLING
X-UVTR2550 140 135 1700~2100 400~600 0.05~0.2 12~14 &8% SLOTTING
X-UVTR2550 140 135 1700~2100 600~900 0.05~0.2  0.05~0.2 3D 3D MILLING
X-UVTR2550 200 70 900~1300 300~500 0.05~0.2 12~14 &% SLOTTING
X-UVTR2550 200 70 900~1300 400~700 0.05~0.2  0.05~0.2 3D 3D MILLING
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2T
LRI R x- B T MILLING CONDITIONS
HHESS/ FAEEH Prehardened Steels: NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

731\ Coolant Type gZZVEDEI Dry coolant

TERRE | UHERE mIERE ERRE | MTRE | NIEE TR
Extension | Cutting Speed Speed Feed (Aa) (Ap) i
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-BTB0802 30 280 10000~11000 2200~2600 0.18~0.23 0.36~0.46 3Dif 3D MILLING
X-BTB0802 30 330 12000~13000 3600~4000 0.08~0.13 0.16~0.26 3Dt 3D MILLING
X-BTB0802 50 185 6700~7300  1400~1800 0.15~0.2  0.3~04 3D 3D MILLING
X-BTB0802 50 225 8300~8800  2000~2400 0.08~0.1  0.16~0.2 3Dt 3D MILLING
X-BTB0802 70 175 6000~7000  1400~1800 0.08~0.1 0.16~0.2 3D 3D MILLING
X-BTB1002 40 290 8700~9200  2200~2600 0.23~0.28 0.46~0.56 3D 3D MILLING
X-BTB1002 40 290 8700~9200  3200~3600 0.1~0.15 0.2~0.3  3Dif 3D MILLING
X-BTB1002 60 290 8700~9200  1600~2000 0.1~0.15  0.2~0.3 3D 3D MILLING
X-BTB1002 60 290 8700~9200  2000~2400 0.06~0.1 0.12~0.2 3D 3D MILLING
X-BTB1002 100 195 5700~6200  1000~1200 0.1~0.14  0.2~0.28  3D§ 3D MILLING
X-BTB1002 100 260 7700~8200  1200~1500  0.06~0.1  0.12~0.2  3D§% 3D MILLING
X-BTB1202 40 325 8200~8600  2100~2500 0.28~0.3  0.56~0.6 3D 3D MILLING
X-BTB1202 40 325 8200~8600  2800~3200 0.1~0.15 0.2~0.3  3Dif 3D MILLING
X-BTB1202 60 325 8200~8600  1600~2000 0.2~0.25  0.4~0.5 3D 3D MILLING
X-BTB1202 60 325 8200~8600  2200~2600 0.1~0.15  0.2~0.3 3D 3D MILLING
X-BTB1202 100 220 5300~5800 800~1200  0.1~0.15  0.2~0.3  3D§f% 3D MILLING
X-BTB1602 60 230 4000~4500  1600~2000 0.23~0.28 0.46~0.56 3D 3D MILLING
X-BTB1602 60 305 5500~6000  2600~3000 0.12~0.17 0.24~0.34 3D 3D MILLING
X-BTB1602 100 175 3000~3500  1400~1800 0.23~0.28 0.46~0.56 3D§f% 3D MILLING
X-BTB1602 100 230 4000~4500  2000~2400 0.12~0.17 0.24~0.34 3Dt 3D MILLING
X-BTB1602 140 140 2300~2800  1200~1500 0.1~0.15  0.2~0.3 3D 3D MILLING
X-BTB2002 80 330 4700~5200  1600~2000 0.23~0.28 0.46~0.56 3Dif 3D MILLING
X-BTB2002 80 380 5500~6000  2000~2400 0.12~0.17 0.24~0.34 3D§% 3D MILLING
X-BTB2002 130 160 2000~2500  1100~1400 0.2~0.25  0.4~0.5 3D 3D MILLING
X-BTB2002 130 220 3000~3500  1200~1600 0.12~0.17 0.24~0.34 3D§f% 3D MILLING
X-BTB2002 180 140 1800~2200  1000~1300 0.1~0.15  0.2~0.3 3Dt 3D MILLING
X-BTB2502 80 330 3500~4000  1300~1700 0.23~0.28 0.46~0.56 3D 3D MILLING
X-BTB2502 80 350 4000~4500  1800~2200 0.12~0.17 0.24~0.34 3Dif; 3D MILLING
X-BTB2502 130 220 2400~2800  1000~1400 0.2~0.25  0.4~0.5 3D 3D MILLING
X-BTB2502 130 300 3400~3800  1300~1700 0.12~0.17 0.24~0.34 3D## 3D MILLING
X-BTB2502 180 240 2500~3000 1100~1400 0.1~0.15 0.2~0.3  3Dif 3D MILLING
X-BTB3202 80 330 2700~3200  1100~1500 0.23~0.28 0.46~0.56 3D 3D MILLING
X-BTB3202 80 370 3500~4000  1500~1900 0.12~0.17 0.24~0.34 3D 3D MILLING
X-BTB3202 140 280 2400~2800 900~1300  0.2~0.25  0.4~0.5 3D 3D MILLING
X-BTB3202 140 340 3200~3700  1200~1600 0.12~0.17 0.24~0.34 3D§% 3D MILLING
X-BTB3202 200 220 1800~2200 800~1200  0.1~0.15  0.2~0.3  3D#% 3D MILLING

-

- FREESRBIER TEBORE > NTREERRES & BREERS)RER®F)

. EFIBTS0 (SK50/HSK100A) JJHE3EH; 2 #88 » TRIERABSEES) RERF)

. Due to spindle torque and the rigidity of machine differs, please lower the Speed(S) and Feed(F) if hearing
sharp voices while milling.

2. For the machine use with holder of BT50(SK50/HSK100A), please higher Speed(S) and Feed(F) according

to the cutting condition.

‘ m - ) / :

FitEE
Note
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3T
LRI R x- B T MILLING CONDITIONS
HHESS/ FAEEH Prehardened Steels: NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

731\ Coolant Type gZZVEDEI Dry coolant

TERRE | UHERE mIERE ERRE | MTRE | NIEE TR
Extension | Cutting Speed Speed Feed (Aa) (Ap) i
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-BTB0803 30 280 10000~11000 2200~2600 0.18~0.23 0.36~0.46 3Dif 3D MILLING
X-BTB0803 30 330 12000~13000 3600~4000 0.08~0.13 0.16~0.26 3Dt 3D MILLING
X-BTB0803 50 185 6700~7300  1400~1800 0.15~0.2  0.3~04 3D 3D MILLING
X-BTB0803 50 225 8300~8800  2000~2400 0.08~0.1  0.16~0.2 3D§f 3D MILLING
X-BTB0803 70 175 6000~7000  1400~1800 0.08~0.1 0.16~0.2 3D 3D MILLING
X-BTB1002 40 290 8700~9200  2200~2600 0.23~0.28 0.46~0.56 3D 3D MILLING
X-BTB1002 40 290 8700~9200  3200~3600 0.1~0.15  0.2~0.3  3D# 3D MILLING
X-BTB1003 60 290 8700~9200  1600~2000 0.1~0.15  0.2~0.3 3D 3D MILLING
X-BTB1003 60 290 8700~9200  2000~2400 0.06~0.1  0.12~0.2 3D 3D MILLING
X-BTB1003 100 195 5700~6200  1000~1200 0.1~0.14  0.2~0.28 3D§f 3D MILLING
X-BTB1003 100 260 7700~8200  1200~1500 0.06~0.1  0.12~0.2  3D§#% 3D MILLING
X-BTB1203 40 325 8200~8600  2100~2500 0.28~0.3  0.56~0.6 3D 3D MILLING
X-BTB1203 40 325 8200~8600  2800~3200 0.1~0.15 0.2~0.3  3Dif 3D MILLING
X-BTB1203 60 325 8200~8600  1600~2000 0.2~0.25  0.4~0.5 3D 3D MILLING
X-BTB1203 60 325 8200~8600  2200~2600 0.1~0.15  0.2~0.3 3D 3D MILLING
X-BTB1203 100 220 5300~5800 800~1200  0.1~0.15  0.2~0.3  3D#f% 3D MILLING
X-BTB1603 60 230 4000~4500  1600~2000 0.23~0.28 0.46~0.56 3D 3D MILLING
X-BTB1603 60 305 5500~6000  2600~3000 0.12~0.17 0.24~0.34 3D 3D MILLING
X-BTB1603 100 175 3000~3500  1400~1800 0.23~0.28 0.46~0.56 3D§f% 3D MILLING
X-BTB1603 100 230 4000~4500  2000~2400 0.12~0.17 0.24~0.34 3Dt 3D MILLING
X-BTB1603 140 140 2300~2800  1200~1500 0.1~0.15  0.2~0.3 3D 3D MILLING
X-BTB2003 80 330 4700~5200  1600~2000 0.23~0.28 0.46~0.56 3Dif 3D MILLING
X-BTB2003 80 380 5500~6000  2000~2400 0.12~0.17 0.24~0.34 3D#% 3D MILLING
X-BTB2003 130 160 2000~2500  1100~1400 0.2~0.25  0.4~0.5 3D 3D MILLING
X-BTB2003 130 220 3000~3500  1200~1600 0.12~0.17 0.24~0.34 3D§f% 3D MILLING
X-BTB2003 180 140 1800~2200  1000~1300 0.1~0.15  0.2~0.3 3Dt 3D MILLING
X-BTB2503 80 330 3500~4000  1300~1700 0.23~0.28 0.46~0.56 3D 3D MILLING
X-BTB2503 80 350 4000~4500  1800~2200 0.12~0.17 0.24~0.34 3D 3D MILLING
X-BTB2503 130 220 2400~2800  1000~1400 0.2~0.25  0.4~0.5 3D 3D MILLING
X-BTB2503 130 300 3400~3800  1300~1700 0.12~0.17 0.24~0.34 3D## 3D MILLING
X-BTB2503 180 240 2500~3000 1100~1400 0.1~0.15  0.2~0.3  3D## 3D MILLING
X-BTB3203 80 330 2700~3200  1100~1500 0.23~0.28 0.46~0.56 3D 3D MILLING
X-BTB3203 80 370 3500~4000  1500~1900 0.12~0.17 0.24~0.34 3D 3D MILLING
X-BTB3203 140 280 2400~2800 900~1300  0.2~0.25  0.4~0.5 3D 3D MILLING
X-BTB3203 140 340 3200~3700  1200~1600 0.12~0.17 0.24~0.34 3D#% 3D MILLING
X-BTB3203 200 220 1800~2200 800~1200  0.1~0.15  0.2~0.3  3D#% 3D MILLING

LhEES 1. AR RIIER TEEOARE > NTREERNES & BREERS)RER®F)
bR . {EABTS0 (SK50/HSK 100A) TJiBFEIS 2 28 - SRS RS IEES) REMRF)
Due to spindle torque and the rigidity of machine differs, please lower the Speed(S) and Feed(F) if hearing
sharp voices while milling.
2. For the machine use with holder of BT50(SK50/HSK100A), please higher Speed(S) and Feed(F) according

to the cutting condition.

-
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2T
LRI+ X-U MILLING CONDITIONS
#ZEDHIM Work Material HHESS/ FAEEH Prehardened Steels: NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

731\ Coolant Type EIVEDEI Wet coolant

TERRE | UHERE mIERE ERRE | MTRE | NIEE TR
Extension | Cutting Speed Speed Feed (Aa) (Ap) i
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UB0802 25 280 10000~11000 2000~2400 0.18~0.23 0.36~0.46 3Dif 3D MILLING
X-UB0802 25 330 12000~13000 3800~4200 0.08~0.13 0.16~0.26 3Dt 3D MILLING
X-UB0802 45 185 6700~7300  1200~1600 0.15~0.2  0.3~04 3D 3D MILLING
X-UB0802 45 225 8300~8800  1800~2200 0.08~0.1  0.16~0.2 3D§f 3D MILLING
X-UB0802 65 175 6000~7000  1200~1600 0.08~0.1 0.16~0.2 3D 3D MILLING
X-UB1002 40 290 8700~9200  2600~3000 0.23~0.28 0.46~0.56 3D 3D MILLING
X-UB1002 40 290 8700~9200  3600~4000 0.1~0.15 0.2~0.3  3Dif 3D MILLING
X-UB1002 60 290 8700~9200  1800~2200 0.1~0.15  0.2~0.3 3D 3D MILLING
X-UB1002 60 290 8700~9200  2200~2600 0.06~0.1  0.12~0.2 3D 3D MILLING
X-UB1002 100 195 5700~6200  1100~1300 0.1~0.14  0.2~0.28 3D§f 3D MILLING
X-UB1002 100 260 7700~8200  1400~1700 0.06~0.1  0.12~0.2  3D#% 3D MILLING
X-UB1202 40 325 8200~8600  2200~2600 0.28~0.3  0.56~0.6 3D 3D MILLING
X-UB1202 40 325 8200~8600  3000~3400 0.1~0.15 0.2~0.3  3Dif 3D MILLING
X-UB1202 60 325 8200~8600  1600~2000 0.2~0.25  0.4~0.5 3D 3D MILLING
X-UB1202 60 325 8200~8600  2200~2600 0.1~0.15  0.2~0.3 3D 3D MILLING
X-UB1202 100 220 5300~5800 800~1200  0.1~0.15  0.2~0.3  3Dgf 3D MILLING
X-UB1602 60 230 4000~4500  1400~1800 0.23~0.28 0.46~0.56 3D 3D MILLING
X-UB1602 60 305 5500~6000  2800~3200 0.12~0.17 0.24~0.34 3D## 3D MILLING
X-UB1602 100 175 3000~3500  1200~1600 0.23~0.28 0.46~0.56 3D§f% 3D MILLING
X-UB1602 100 230 4000~4500  2200~2600 0.12~0.17 0.24~0.34 3Dt 3D MILLING
X-UB1602 140 140 2300~2800  1300~1600 0.1~0.15  0.2~0.3 3D 3D MILLING
X-UB2002 80 360 5200~5700  1400~1800 0.23~0.28 0.46~0.56 3D§ 3D MILLING
X-UB2002 80 380 5500~6000  2400~2800 0.12~0.17 0.24~0.34 3D§% 3D MILLING
X-UB2002 130 190 2500~3000 900~1200  0.2~0.25  0.4~0.5  3D#% 3D MILLING
X-UB2002 130 220 3000~3500  1600~2000 0.12~0.17 0.24~0.34 3D§f% 3D MILLING
X-UB2002 180 140 1700~2200  1000~1300 0.1~0.15  0.2~0.3 3Dt 3D MILLING
X-UB2502 80 330 3500~4000  1300~1700 0.23~0.28 0.46~0.56 3D 3D MILLING
X-UB2502 80 350 4000~4500  1800~2200 0.12~0.17 0.24~0.34 3Dif; 3D MILLING
X-UB2502 130 220 2400~2800  1000~1400 0.2~0.25  0.4~0.5 3D 3D MILLING
X-UB2502 130 300 3400~3800  1300~1700 0.12~0.17 0.24~0.34 3D## 3D MILLING
X-UB2502 180 240 2500~3000 1100~1400 0.1~0.15 0.2~0.3  3Dif 3D MILLING
X-UB3202 80 330 2700~3200  1100~1500 0.23~0.28 0.46~0.56 3D 3D MILLING
X-UB3202 80 370 3500~4000  1500~1900 0.12~0.17 0.24~0.34 3D 3D MILLING
X-UB3202 140 280 2400~2800 900~1300  0.2~0.25  0.4~0.5 3D 3D MILLING
X-UB3202 140 340 3200~3700  1200~1600 0.12~0.17 0.24~0.34 3D§% 3D MILLING
X-UB3202 200 220 1800~2200 800~1200  0.1~0.15  0.2~0.3  3D#% 3D MILLING

-

- FREESRBIER TEBORE > NTREERRES & BREERS)RER®F)

. EFIBTS0 (SK50/HSK100A) JJHE3EH; 2 #88 » TRIERABSEES) RERF)

. Due to spindle torque and the rigidity of machine differs, please lower the Speed(S) and Feed(F) if hearing
sharp voices while milling.

2. For the machine use with holder of BT50(SK50/HSK100A), please higher Speed(S) and Feed(F) according

to the cutting condition.

FitEE
Note
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#EDHIM Work Material

731\ Coolant Type

X-UB0802
X-UB0802
X-UB0802
X-UB1002
X-UB1002
X-UB1002
X-UB1202
X-UB1202
X-UB1202
X-UB1602
X-UB1602
X-UB1602
X-UB2002
X-UB2002
X-UB2002
X-UB2502
X-UB2502
X-UB2502
X-UB3202
X-UB3202
X-UB3202

N
Note

JERRE
Extension
Length (mm)
25
45
65
40
60
80
40
60
100
60
100
130
80
130
180
80
130
180
80
140
200

EIHIERE
Cutting Speed
(m/min)
280
145
130
260
230
185
305
290
220
215
160
115
315
190
140
315
240
200
330
260
200

DiRE
Speed
(min)

10000~11000

5400~5800
4700~5200
7700~8200
6700~7200
5300~5800
7500~8000
7200~7700
5300~5800
3800~4200
2800~3200
2000~2300
4500~5000
2500~3000
1700~2200
3500~4000
2500~3000
2000~2500
3200~3700
2700~3200
1600~2000

EARIB Hardened Steels
SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

gZZVEDEI Dry coolant

ERRRE
Feed
(mm/min)
2600~3000
1600~2000
1200~1600
2600~3000
1400~1800
1000~1200
1800~2200
1200~1600
800~1100
2000~2400
1600~2000
800~1200
1200~1600
800~1200
800~1000
1300~1700
1000~1400
800~1200
1300~1700
1000~1400
700~1100

1. HREZBRAIE R TMHOANE » INTHEREXRRES
2. EFIBTS0 (SKS0/HSK100A) TSR FF 2 #2s » TIRERASERS) RERFE) °
3. X-UB10027EHRcS2 R E 100mmpF » FIFIFEE -
1. Due to spindle torque and the rigidity of machine differs, please lower the Speed(S) and Feed(F) if hearing

sharp voices while milling.
2. For the machine use with holder of BT50(SK50/HSK100A), please higher Speed(S) and Feed(F) according

to the cutting condition.

INTRE
(Aa)
Depth of Cut
0.06~0.09
0.06~0.08
0.06~0.08
0.08~0.13
0.08~0.13
0.07~0.1
0.08~0.13
0.08~0.13
0.08~0.13
0.1~0.15
0.1~0.15
0.1~0.12
0.1~0.15
0.1~0.15
0.08~0.1
0.1~0.15
0.1~0.15
0.1~0.15
0.12~0.17
0.12~0.17
0.1~0.15

» FRHEIRIER(S) RIERA(F) ©

NIEE
(Ap)
Width of Cut
0.12~0.18
0.12~0.16
0.12~0.16
0.16~0.26
0.16~0.26
0.16~0.2
0.16~0.26
0.16~0.26
0.16~0.26
0.2~0.3
0.2~0.3
0.2~0.24
0.2~0.3
0.2~0.3
0.16~0.2
0.2~0.3
0.2~0.3
0.2~0.3
0.2~0.3
0.24~0.34
0.2~0.3

3. When X-UB1002 of extension is 100mm in HRc52, the cutting data is not good.

IS5
Milling Type
3D#% 3D MILLING
3D# 3D MILLING
3D#% 3D MILLING
3D§#% 3D MILLING
3D#f 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#f 3D MILLING
3D#% 3D MILLING
3D§#% 3D MILLING
3D## 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D§#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#t 3D MILLING
3D#f 3D MILLING
3D#% 3D MILLING



SEENE= LS EDEEYLLT @DHE

4T
LRI =R X- " MILLING CONDITIONS
HHESS/ FAEEH Prehardened Steels: NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

731\ Coolant Type EIVEIHEI Wet coolant

JERRE | DHERE OEERE EHRE | NIRE | NIRE

Extension Cutting Speed Speed Feed (Aa) (Ap) BQ,IBK
Length (mm) | (m/min) (min°1) (mm/min) | Depth of Cut | Width of Cut Milling Type
X-UB0804 25 330 12000~13000 4000~4400 0.08~0.13 0.16~0.26 3D#% 3D MILLING
X-UB0804 45 225 8300~8800  2000~2400 0.08~0.1 0.16~0.2 3D 3D MILLING
X-UB0804 65 175 6000~7000  1200~1600 0.08~0.1 0.16~0.2 3D#f 3D MILLING
X-UB1004 40 290 8700~9200  3600~4000 0.1~0.15  0.2~0.3 3D 3D MILLING
X-UB1004 60 290 8700~9200  2400~2800 0.06~0.1  0.12~0.2 3D 3D MILLING
X-UB1004 100 260 7700~8200  1400~1700 0.06~0.1 0.12~0.2  3D##% 3D MILLING
X-UB1204 40 325 8200~8600 3200~3600 0.1~0.15 0.2~0.3  3D#% 3D MILLING
X-UB1204 60 325 8200~8600  2400~2800 0.1~0.15  0.2~0.3  3D# 3D MILLING
X-UB1204 100 220 5300~5800 800~1200  0.1~0.15  0.2~0.3  3D## 3D MILLING
X-UB1604 60 305 5500~6000  2800~3200 0.12~0.17 0.24~0.34 3D#f 3D MILLING
X-UB1604 100 230 4000~4500  2200~2600 0.12~0.17 0.24~0.34 3D## 3D MILLING
X-UB1604 140 140 2300~2800  1300~1600 0.1~0.15  0.2~0.3  3D## 3D MILLING
X-UB2004 80 380 5500~6000  2800~3200 0.12~0.17 0.24~0.34 3D#f 3D MILLING
X-UB2004 130 220 3000~3500  1600~2000 0.12~0.17 0.24~0.34 3D§5% 3D MILLING
X-UB2004 180 140 1700~2200  1000~1300 0.1~0.15  0.2~0.3 3D 3D MILLING
X-UB2504 80 350 4000~4500  2000~2400 0.12~0.17 0.24~0.34 3Dt 3D MILLING
X-UB2504 130 300 3400~3800  1300~1700 0.12~0.17 0.24~0.34 3D§5% 3D MILLING
X-UB2504 180 240 2500~3000 1100~1400 0.1~0.15  0.2~0.3  3D## 3D MILLING
X-UB3204 80 370 3500~4000 1600~2000 0.12~0.17 0.24~0.34 3D#f% 3D MILLING
X-UB3204 140 340 3200~3700  1200~1600 0.12~0.17 0.24~0.34 3D§5% 3D MILLING
X-UB3204 200 220 1800~2200 800~1200  0.1~0.15  0.2~0.3  3D## 3D MILLING
N 1. B HER BT R TEHOAE » TIEERINES - 55FERS) RIERF) °

Note

IS

. fBFABTS0 (SK50/HSK100A) JJHBAEHs 2 #8] » TIRIE A IER(S) RER(F) °

. Due to spindle torque and the rigidity of machine differs, please lower the Speed(S) and Feed(F) if hearing
sharp voices while milling.

. For the machine use with holder of BT50(SK50/HSK100A), please higher Speed(S) and Feed(F) according
to the cutting condition.

—

(5]



ODHF (S ENE=s L= (= ST

#EDHIM Work Material

731\ Coolant Type
JERRE

X-UB0804
X-UB0804
X-UB0804
X-UB1004
X-UB1004
X-UB1004
X-UB1204
X-UB1204
X-UB1204
X-UB1604
X-UB1604
X-UB1604
X-UB2004
X-UB2004
X-UB2004
X-UB2504
X-UB2504
X-UB2504
X-UB3204
X-UB3204
X-UB3204

N
Note

Length (mm)

[

—

(5]

Extension

25
45
65
40
60
80
40
60
100
60
100
130
80
130
180
80
130
180
80
140
200

EIHIERE
Cutting Speed
(m/min)
280
145
130
260
230
185
305
290
220
215
160
115
315
190
140
315
240
200
330
260
200

41
X. u MILLING CONDITIONS

DiRE
Speed
(min)

10000~11000

5400~5800
4700~5200
7700~8200
6700~7200
5300~5800
7500~8000
7200~7700
5300~5800
3800~4200
2800~3200
2000~2300
4500~5000
2500~3000
1700~2200
3500~4000
2500~3000
2000~2500
3200~3700
2700~3200
1600~2000

EARIB Hardened Steels
SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

gZZVEDEI Dry coolant

ERRRE
Feed
(mm/min)
2800~3200
1800~2200
1200~1600
2600~3000
1600~2000
1000~1200
2200~2600
1400~1800
800~1100
2000~2400
1600~2000
800~1200
1400~1800
900~1300
800~1000
1400~1800
1100~1500
800~1200
1400~1800
1000~1400
700~1100

. FRHEBIER TEEDARE - NIREERRES
. EFIBTS0 (SK50/HSK100A) JJHE3EH; 2 #25 » TRIBRMAHSIBES) RERF)
. Due to spindle torque and the rigidity of machine differs, please lower the Speed(S) and Feed(F) if hearing

sharp voices while milling.
. For the machine use with holder of BT50(SK50/HSK100A), please higher Speed(S) and Feed(F) according

to the cutting condition.

INLHRE
(Aa)
Depth of Cut
0.06~0.09
0.06~0.08
0.06~0.08
0.08~0.13
0.08~0.13
0.07~0.1
0.08~0.13
0.08~0.13
0.08~0.13
0.1~0.15
0.1~0.15
0.1~0.12
0.1~0.15
0.1~0.15
0.08~0.1
0.1~0.15
0.1~0.15
0.1~0.15
0.12~0.17
0.12~0.17
0.1~0.15

NIEE
(Ap)
Width of Cut
0.12~0.18
0.12~0.16
0.12~0.16
0.16~0.26
0.16~0.26
0.16~0.2
0.16~0.26
0.16~0.26
0.16~0.26
0.2~0.3
0.2~0.3
0.2~0.24
0.2~0.3
0.2~0.3
0.16~0.2
0.2~0.3
0.2~0.3
0.2~0.3
0.2~0.3
0.24~0.34
0.2~0.3

» FRHEIRIER(S) RIERA(F) ©

IS5
Milling Type
3D#% 3D MILLING
3D# 3D MILLING
3D#% 3D MILLING
3D§#% 3D MILLING
3D#f 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#f 3D MILLING
3D#% 3D MILLING
3D§#% 3D MILLING
3D## 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D§#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#t 3D MILLING
3D#f 3D MILLING
3D#% 3D MILLING



EXCHEUGERBIE HERDIEUDMITTSII ) |5

2T
DI X- ” B T MILLING CONDITIONS
’ ; ENRIES Hardened Steels
B otk Maeral SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

7578 Coolant Type 873\ /5HFELDAEI Dry / MQL coolant

TERRE | UHERE mIERE ERRE | MTRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e S
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UBT0802 25 280 10000~11000 1800~2000 0.15~0.2  0.3~0.4  3Dif 3D MILLING
X-UBT0802 25 280 10000~11000 3000~3400 0.07~0.1  0.14~0.2 3Dt 3D MILLING
X-UBT0802 45 145 5400~5800  1600~2000 0.06~0.08 0.12~0.16 3D 3D MILLING
X-UBT0802 65 130 4700~5200  1200~1600 0.06~0.08 0.12~0.16 3D 3D MILLING
X-UBT1002 40 280 8700~9200  1600~2000 0.2~0.25  0.4~0.5 3D 3D MILLING
X-UBT1002 40 280 8700~9200  2600~3000 0.08~0.13 0.16~0.26 3D 3D MILLING
X-UBT1002 60 215 6700~7200  1600~2000 0.08~0.13 0.16~0.26 3D## 3D MILLING
X-UBT1002 80 175 5500~6000  1000~1200 0.07~0.1  0.14~0.2 3D 3D MILLING
X-UBT1202 40 300 7800~8200  2200~2600 0.25~0.3  0.5~0.6  3D#% 3D MILLING
X-UBT1202 40 300 7800~8200  2600~3000 0.1~0.15  0.2~0.3  3Di% 3D MILLING
X-UBT1202 60 225 5800~6300  1200~1600 0.2~0.25  0.4~0.5  3D#% 3D MILLING
X-UBT1202 60 280 7200~7700  2000~2400 0.1~0.15  0.2~0.3  3D#% 3D MILLING
X-UBT1202 100 160 4000~4500  1100~1300 0.1~0.15  0.2~0.3  3D## 3D MILLING
X-UBT1602 60 200 3800~4200  1600~2000 0.2~0.25  0.4~0.5  3D#% 3D MILLING
X-UBT1602 60 200 3800~4200  2000~2400 0.1~0.15  0.2~0.3 3D 3D MILLING
X-UBT1602 100 170 3200~3700  1400~1700 0.1~0.15  0.2~0.3  3D§f 3D MILLING
X-UBT1602 130 135 2500~3000  1000~1200 0.1~0.12  0.2~0.24 3D 3D MILLING
X-UBT2002 80 325 5000~5500  1400~1800 0.2~0.23  0.4~0.46 3D 3D MILLING
X-UBT2002 80 355 5500~6000  2000~2400 0.1~0.15  0.2~0.3  3D§f% 3D MILLING
X-UBT2002 130 220 3200~3700 800~1000  0.2~0.23  0.4~0.46 3Dg% 3D MILLING
X-UBT2002 130 315 4700~5200  1400~1800 0.1~0.15  0.2~0.3 3D 3D MILLING
X-UBT2002 180 140 1700~2200 800~1000  0.08~0.1  0.16~0.2 3Dgf 3D MILLING
X-UBT2502 80 300 3200~3700  1000~1400 0.2~0.25 0.35~0.5 3Dg% 3D MILLING
X-UBT2502 80 315 3500~4000  1300~1700 0.1~0.15  0.2~0.3 3D 3D MILLING
X-UBT2502 130 240 2500~3000  1000~1400 0.1~0.15  0.2~0.3  3D# 3D MILLING
X-UBT2502 180 200 2000~2500 800~1200  0.1~0.15  0.2~0.3  3D#% 3D MILLING
F5E 1. RS RIIER T8HOARE - MTRHEBRRES  BHEEERORERE) °

Note

14

{EFABTS0 (SKS0/HSK100A) JJ1EALHE 2 #28 » TI{RENR

. Due to spindle torque and the rigidity of machine differs, please lower the Speed(S) and Feed(F) if hearing
sharp voices while milling.

2. For the machine use with holder of BT50(SK50/HSK100A), please higher Speed(S) and Feed(F) according

to the cutting condition.

SRS RIERE(F) ©

—




80+ EXCHEGERBEEHERDE | DMICTRIL

#EDHIM Work Material

731\ Coolant Type

X-UBT0802
X-UBT0802
X-UBT0802
X-UBT1002
X-UBT1002
X-UBT1002
X-UBT1202
X-UBT1202
X-UBT1202
X-UBT1602
X-UBT1602
X-UBT1602
X-UBT2002
X-UBT2002
X-UBT2502
X-UBT2502
X-UBT2502

b
Note

JERRE
Extension
Length (mm)
25
45
65
40
60
80
40
60
100
60
100
130
80
130
80
130
180

[SEN

—

X-UBT” I

EAERIBH Hardened Steels: SKD11/SKH9: 1.2379/1.3342: D2 / M2 (HRc55~62)

EIHIERE
Cutting Speed
(m/min)
210
125
90
155
125
45
240
185
95
150
90
90
110
100
150
120
100

DiRE
Speed
(min)

7800~8300

4500~5000
3000~3500
4700~5200
3700~4200
1400~1700
6200~6700
4700~5200
2200~2700
2700~3200
1500~2000
1500~2000
1500~2000
1500~1700
1800~2300
1300~1700
1100~1400

873\ /5HFELDAE] Dry / MQL coolant

ERRRE
Feed
(mm/min)
2000~2400
1300~1700
700~900
1400~1800
1200~1600
600~800
1600~2000
800~1200
500~700
800~1200
800~1200
600~1000
800~1200
600~800
800~1200
700~1000
600~900

FRERBIMERFHIANAE - NIFEERRES -
fEFABTS0 (SK50/HSK100A) JJHB3ERF 2 #8s » TI1RIE]

Due to spindle torque and the rigidity of machine differs, please lower the Speed(S) and Feed(F) if hearing
sharp voices while milling.

INLHRE
(Aa)
Depth of Cut
0.07~0.1
0.05~0.08
0.05~0.08
0.1~0.13
0.08~0.1
0.08~0.1
0.1~0.13
0.08~0.1
0.08~0.1
0.1~0.15
0.07~0.1
0.07~0.1
0.07~0.1
0.07~0.1
0.1~0.15
0.1~0.15
0.1~0.15

NIEE
(Ap)
Width of Cut
0.14~0.2
0.1~0.16
0.1~0.16
0.2~0.26
0.16~0.2
0.16~0.2
0.2~0.26
0.16~0.2
0.16~0.2
0.15~0.25
0.07~0.1
0.07~0.1
0.07~0.1
0.07~0.1
0.2~0.3
0.2~0.3
0.2~0.3

HFER () RAERA(F)
ASEER(S) RIERE(F) °

IS5

Milling Type
3D#% 3D MILLING
3D# 3D MILLING
3D#% 3D MILLING
3D§#% 3D MILLING
3D#f 3D MILLING
3D#t 3D MILLING
3D#% 3D MILLING
3D#f 3D MILLING
3D#% 3D MILLING
3D§#% 3D MILLING
3D## 3D MILLING
3Dt 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D§#% 3D MILLING
3D#% 3D MILLING

2. For the machine use with holder of BT50(SK50/HSK100A), please higher Speed(S) and Feed(F) according

to the cutting condition.



FEENEEVSEDEELL! @DHF

4T
PIETESEE X- " B T MILLING CONDITIONS
’ " ENRIBH Hardened Steels
SR o Marerial SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

7578 Coolant Type 873\ /5HFELDAEI Dry / MQL coolant
TERRE | UHERE mIERE ERRE | MTRE | NIEE

Extension Cutting Speed Speed Feed (Aa) (Ap) BQ,IBK
Length (mm) | (m/min) (min°1) (mm/min) | Depth of Cut | Width of Cut Milling Type
X-UBT0804 25 280 10000~11000 3600~4000 0.07~0.1 0.14~0.2  3D# 3D MILLING
X-UBT0804 45 145 5400~5800  1800~2200 0.06~0.08 0.12~0.16 3D 3D MILLING
X-UBT0804 65 130 4700~5200  1200~1600 0.06~0.08 0.12~0.16 3D 3D MILLING
X-UBT1004 40 300 9200~9700  2800~3200 0.08~0.13 0.16~0.26 3D 3D MILLING
X-UBT1004 60 220 6700~7200  1800~2200 0.08~0.13 0.16~0.26 3D## 3D MILLING
X-UBT1004 80 140 4200~4700  1100~1300 0.07~0.1  0.14~0.2 3D 3D MILLING
X-UBT1204 40 300 7800~8200  2800~3200 0.1~0.15 0.2~0.3  3D#% 3D MILLING
X-UBT1204 60 280 7200~7700  2200~2600 0.1~0.15  0.2~0.3  3D§f% 3D MILLING
X-UBT1204 80 115 2800~3200  1100~1300 0.08~0.12 0.16~0.24 3D## 3D MILLING
X-UBT1604 60 200 3800~4200 2000~2400 0.1~0.15  0.2~0.3 3D 3D MILLING
X-UBT1604 100 175 3200~3700  1400~1700 0.1~0.15  0.2~0.3  3D§% 3D MILLING
X-UBT1604 130 135 2500~3000  1000~1200 0.1~0.12  0.2~0.24 3D## 3D MILLING
X-UBT2004 80 355 5500~6000  2200~2600 0.1~0.15 0.2~0.3  3D#% 3D MILLING
X-UBT2004 130 305 4700~5200  1400~1800 0.1~0.15  0.2~0.3 3D 3D MILLING
X-UBT2004 180 175 2700~3000 800~1200  0.1~0.15  0.2~0.3  3D## 3D MILLING
X-UBT2504 80 315 3500~4000  1600~2000 0.1~0.15  0.2~0.3 3D 3D MILLING
X-UBT2504 130 240 2500~3000  1100~1500 0.1~0.15  0.2~0.3 3D 3D MILLING
X-UBT2504 180 200 2000~2500  800~1200  0.1~0.15  0.2~0.3  3D## 3D MILLING
N 1. FARRHER BT R T8RO AE » LIEERINES - H55FERS) RIERF) °

Note

IS

. fBEFABTS0 (SK50/HSK100A) JJHBAEH 2 #8] » TIRIERASIER(S) RER(F) °

Due to spindle torque and the rigidity of machine differs, please lower the Speed(S) and Feed(F) if hearing
sharp voices while milling.

. For the machine use with holder of BTS0(SK50/HSK100A), please higher Speed(S) and Feed(F) according
to the cutting condition.

—

(5]



80+ EXCHEGERBEEHERDE | DMICTRIL

X-UBT0804
X-UBT0804
X-UBT0804
X-UBT1004
X-UBT1004
X-UBT1004
X-UBT1204
X-UBT1204
X-UBT1204
X-UBT1604
X-UBT1604
X-UBT1604
X-UBT2004
X-UBT2004
X-UBT2004
X-UBT2504
X-UBT2504
X-UBT2504

BfitEE
Note

[

—

(5]

#EDHIM Work Material

731\ Coolant Type
JERRE

Extension
Length (mm)

25
45
65
40
60
80
40
60
80
60
100
130
80
130
180
80
130
180

X-UBT" I

EAERIBH Hardened Steels: SKD11/SKH9: 1.2379/1.3342: D2 / M2 (HRc55~62)

EIHIERE
Cutting Speed
(m/min)
210
125
90
155
125
50
240
185
105
150
90
90
115
100
75
150
120
100

DiRE
Speed
(min)

7800~8300

4500~5000
3000~3500
4700~5200
3700~4200
1400~1700
6200~6700
4700~5200
2500~3000
2700~3200
1500~2000
1500~2000
1500~2000
1500~1700
1000~1300
1800~2300
1300~1700
1100~1400

873\ /5HFELDAE] Dry / MQL coolant

ERRRE
Feed
(mm/min)
2600~3000
1400~1800
700~900
1400~1800
1200~1600
600~800
1800~2200
800~1200
600~800
800~1200
800~1200
600~1000
800~1200
600~800
400~600
900~1300
800~1000
600~900

IR REMBORE  NIHEEXRRNES

INLHRE
(Aa)
Depth of Cut
0.07~0.1
0.05~0.08
0.05~0.08
0.1~0.13
0.08~0.1
0.08~0.1
0.1~0.13
0.08~0.1
0.08~0.1
0.1~0.15
0.07~0.1
0.07~0.1
0.07~0.1
0.07~0.1
0.06~0.08
0.1~0.15
0.1~0.15
0.1~0.15

NIEE
(Ap)
Width of Cut
0.14~0.2
0.1~0.16
0.1~0.16
0.2~0.26
0.16~0.2
0.16~0.2
0.2~0.26
0.16~0.2
0.16~0.2
0.15~0.25
0.07~0.1
0.07~0.1
0.14~0.2
0.07~0.1
0.06~0.08
0.2~0.3
0.2~0.3
0.2~0.3

) FRHRR ISR (S) RIERA(E)
. fBEFABTS0 (SKS0/HSK100A) JJHBAEH 2 #8] » TIRIE A IER(S) RIER(F) °

IS5
Milling Type
3D#% 3D MILLING
3D# 3D MILLING
3D#% 3D MILLING
3D§#% 3D MILLING
3D#f 3D MILLING
3D#t 3D MILLING
3D#% 3D MILLING
3D#f 3D MILLING
3D#% 3D MILLING
3D§#% 3D MILLING
3D## 3D MILLING
3Dt 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D§#% 3D MILLING
3D#% 3D MILLING
3Dt 3D MILLING

Due to spindle torque and the rigidity of machine differs, please lower the Speed(S) and Feed(F) if hearing

sharp voices while milling.
. For the machine use with holder of BTS0(SK50/HSK100A), please higher Speed(S) and Feed(F) according
to the cutting condition.



EXCHEUGENBLE HERD. ELDOMIT TSI ) )y i 3

LRI+ IR X-B M W MILLING CONDITIONS
DAY Work Material 3= Carbon Steels:S50C /SS400 :1.1210 /1.0036: 1050 /A570 Gr.45 (~HRc22)

g%/ FBIE Dry/ MQL coolant

JERRE | IHIEE OEERE ERRE | NTRE
Extension Cutting Speed Speed Feed (Aa)

LR L WI7=
Width of Cut Milling Type

Length (mm) (m/min) (min) (mm/min) Depth of Cut
X-BMW0804 25 250 9500~10500 4500~5000 0.15~0.25 0.3~0.5 3D#% 3D MILLING
X-BMW0804 25 210 8200~8700  2400~2800  0.3~0.4 0.6~0.8  3D#t 3D MILLING
X-BMW0804 25 195 7600~8000 700~900 0.6~0.8 1~1.2 3D 3D MILLING
X-BMW0804 40 175 6800~7200  3200~3600 0.15~0.25 0.3~0.5 3D 3D MILLING
X-BMW0804 40 145 5500~6000  1800~2200  0.3~0.4 0.6~0.8  3D#f 3D MILLING
X-BMW0804 60 125 4800~5200 1600~2000 0.15~0.25 0.3~0.5 3D#% 3D MILLING
X-BMW0804 60 100 3800~4200 800~1000 0.3~0.4 0.6~0.8 3D 3D MILLING
X-BMW1004 30 280 8700~9200  6000~6500 0.15~0.25 0.5~0.7 3D 3D MILLING
X-BMW1004 30 260 8000~8500  3200~3600  0.3~0.4 0.8~1 3D 3D MILLING
X-BMW1004 30 260 8000~8500 800~1100 0.6~0.8 1.2~1.6 3D 3D MILLING
X-BMW1004 50 205 6300~6800  3600~4000 0.15~0.25 0.5~0.7 3D 3D MILLING
X-BMW1004 50 195 6000~6400  1000~1400  0.3~0.4 0.8~1 3D## 3D MILLING
X-BMW1004 70 130 4000~4500  1200~1600 0.15~0.25 0.5~0.7  3Dgf% 3D MILLING
X-BMW1004 70 95 2800~3300 600~900 0.3~0.4 0.8~1 3D 3D MILLING
X-BMW1204 35 315 8200~8600 4000~4500 0.2~0.3 0.6~0.8 3D§#% 3D MILLING
X-BMW1204 35 255 6600~7000  2200~2600 0.35~0.5 1~1.2 3D##% 3D MILLING
X-BMW1204 35 235 6000~6500 800~1100 0.7~1 1.5~1.8  3D#% 3D MILLING
X-BMW1204 55 240 6200~6700  2200~2600  0.2~0.3 0.6~0.8 3D 3D MILLING
X-BMW1204 55 190 4800~5300  1100~1500  0.35~0.5 1~1.2 3D 3D MILLING
X-BMW1204 80 150 3700~4200 1400~1800 0.2~0.3 0.6~0.8 3D#% 3D MILLING
X-BMW1204 80 115 2800~3200 600~800 0.35~0.5 1~1.2 3D## 3D MILLING
X-BMW1604 50 290 5500~6000 3700~4200 0.2~0.35  0.7~1.2  3D#f 3D MILLING
X-BMW1604 50 250 4700~5200  2500~3000  0.4~0.6 1.2~1.6  3D#f 3D MILLING
X-BMW1604 50 240 4500~5000 1200~1500 0.8~1 1.5~2 3D 3D MILLING
X-BMW1604 90 200 3700~4200 1800~2200 0.2~0.35 0.7~1.2 3D 3D MILLING
X-BMW1604 90 150 2800~3200  1200~1600  0.4~0.6 1.2~1.6  3Dif% 3D MILLING
X-BMW1604 130 130 2400~2800  1000~1400 0.2~0.35  0.7~1.2 3D 3D MILLING
X-BMW1604 130 95 1700~2100 600~800 0.4~0.6 1.2~1.6  3D#% 3D MILLING
X-BMW2004 60 260 4000~4400  2200~2600 0.2~0.35  0.7~1.2  3D#f% 3D MILLING
X-BMW2004 60 225 3400~3800 1400~1800 0.4~0.6 1.2~1.6 3D#% 3D MILLING
X-BMW2004 60 185 2700~3200 700~900 0.8~1 1.5~2 3D 3D MILLING
X-BMW2004 100 225 3400~3800  1400~1800 0.2~0.35  0.7~1.2  3D## 3D MILLING
X-BMW2004 100 165 2400~2800 700~1000 0.4~0.6 1.2~1.6  3D#% 3D MILLING
X-BMW2004 150 125 1800~2200 800~1100 0.2~0.35 0.7~1 3D§#% 3D MILLING
X-BMW2504 60 260 3200~3600 2000~2400  0.3~0.4 1~1.4 3D## 3D MILLING
X-BMW2504 60 225 2700~3100  1200~1600  0.5~0.7 14~1.6  3Dif 3D MILLING
X-BMW2504 60 185 2100~2500 700~900 0.8~1.1 1.7~2 3D 3D MILLING
X-BMW2504 100 225 2700~3100  1200~1600  0.3~0.4 1~1.4 3D 3D MILLING
X-BMW2504 100 165 1900~2300 700~900 0.5~0.7 1.4~16 3D§#% 3D MILLING
X-BMW2504 150 125 1400~1800 700~900 0.3~04 1~1.2 3D#7 3D MILLING
X-BMW3004 80 260 2600~3000  1800~2200  0.3~0.4 1~1.4 3D 3D MILLING
X-BMW3004 80 225 2200~2600  1100~1500  0.5~0.7 14~1.6  3D#f 3D MILLING

‘ m - ) / :



Q) | M EXCHEGENEEEHERDIEUDMIBTRIT

R UIEI# Work Material T%3R#M Carbon Steels:S50C /SS400 :1.1210 /1.0036: 1050 / A570 Gr.45 (~HRc22)

J 823\ /5mFELDEI Dry / MQL coolant

TERRE | UHERE mIERE ERRE | MTFRE | NIEE TR
Extension | Cutting Speed Speed Feed (Aa) (Ap) s
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-BMW3004 80 185 1800~2200 700~900 0.8~1.1 1.7~2 3D#% 3D MILLING
X-BMW3004 120 225 2200~2600  1100~1500  0.3~0.4 1~1.4 3D 3D MILLING
X-BMW3004 120 165 1600~2000 700~900 0.5~0.7 1.4~1.6  3D#% 3D MILLING
X-BMW3004 170 125 1100~1500 700~900 0.3~0.4 1~1.2 3D§% 3D MILLING
X-BMW3204 80 260 2400~2800  1800~2200  0.3~0.4 1~1.4 3D§% 3D MILLING
X-BMW3204 80 225 2000~2400  1100~1500  0.5~0.7 14~1.6 3Dk 3D MILLING
X-BMW3204 80 185 1600~2000 700~900 0.8~1.1 1.7~2 3D 3D MILLING
X-BMW3204 120 225 2000~2400  1100~1500  0.3~0.4 1~1.4 3D## 3D MILLING
X-BMW3204 120 165 1400~1800 700~900 0.5~0.7 14~1.6 3Dt 3D MILLING
X-BMW3204 170 125 1000~1400 700~900 0.3~0.4 1~1.2 3D## 3D MILLING

#ETMIM Work Material BETEH/RTEM Alloy Tool Steels / Carbon Too! Steels
P20/P5/ SK3/SKD61/SKD11:1.2311/1.1545/1.2379/1.2344 : H13 / D2 (HRc23~32)
752\ Coolant Type &3\ /MFELDE Dry/MQL coolant

JERRE | tIEIERE TIBRE EARRE
Extension | Cutting Speed Speed Feed

Length (mm) (m/min) (min) (mm/min) | Depth of Cut Milling Type

X-BMW0804 25 220 8500~9000  3800~4200 0.15~0.25 0.3~0.5 3D 3D MILLING
X-BMW0804 25 190 7200~7700  2200~2600  0.3~0.4 0.6~0.7 3D 3D MILLING
X-BMW0804 25 175 6700~7200 800~1100 0.4~0.5 0.8~1 3D# 3D MILLING
X-BMW0804 40 160 6200~6700  2600~3000 0.15~0.25 0.3~0.5 3D 3D MILLING
X-BMW0804 40 135 5200~5700  1200~1600  0.3~0.4 0.6~0.7 3Dt 3D MILLING
X-BMW0804 60 110 4200~4700  1000~1400  0.1~0.2 0.2~0.4 3D 3D MILLING
X-BMW1004 30 230 7200~7600  4600~5000 0.15~0.25 0.5~0.6  3D#f 3D MILLING
X-BMW1004 30 210 6400~6800  2000~2400  0.3~0.4 0.7~0.8  3Dif 3D MILLING
X-BMW1004 30 175 5400~5800 800~1100 0.5~0.6 =02 3Di# 3D MILLING
X-BMW1004 50 170 5200~5700  2000~2400 0.15~0.25 0.5~0.6 3D 3D MILLING
X-BMW1004 50 160 4800~5200 800~1100 0.3~0.4 0.7~0.8 3D 3D MILLING
X-BMW1004 70 130 4000~4500  1800~2200  0.1~0.2 0.2~0.4 3Dt 3D MILLING
X-BMW1004 70 20 2700~3200 800~1100 0.15~0.25 0.5~0.6  3D#% 3D MILLING
X-BMW1204 35 280 7200~7600  3000~3400  0.2~0.3 0.6~0.7 3D 3D MILLING
X-BMW1204 35 230 6000~6400  1600~2000 0.35~0.5 0.8~1 3D§% 3D MILLING
X-BMW1204 35 205 5200~5700 800~1200 0.6~0.7 1.2~1.4 3D 3D MILLING
X-BMW1204 55 190 4800~5300  1800~2200  0.2~0.3 0.6~0.7  3D#f 3D MILLING
X-BMW1204 55 160 4000~4400 800~1200  0.35~0.5 0.8~1 3D 3D MILLING
X-BMW1204 80 150 3700~4200  1800~2200  0.1~0.2 0.3~0.5  3Dif 3D MILLING
X-BMW1204 80 135 3400~3800 800~1200 0.2~0.3 0.6~0.7  3D#f 3D MILLING
X-BMW1604 50 240 4500~5000  3000~3500 0.2~035  0.7~1.2 3Dt 3D MILLING
X-BMW1604 50 210 4000~4500  1200~1600  0.4~0.5 1.2~1.5  3D§% 3D MILLING
X-BMW1604 50 210 4000~4500 800~1300 0.6~0.8 1.5~1.7  3D§% 3D MILLING
X-BMW1604 80 190 3600~4000  1200~1600 0.2~0.35  0.7~1.2  3D#% 3D MILLING
X-BMW1604 80 160 3000~3400 900~1300 0.35~0.45 1~1.3 3D§% 3D MILLING




|3A1.1.1u55.15153.15.m3_!1zﬂ25@ ODHE

DI Work Material ST EH/MIEM Alloy Tool Steels / Carbon Tool Steels
P20/P5/ SK3/SKD61/SKD11:1.2311/1.1545/1.2379/1.2344:H13 /D2 (HRc23~32)
731\ Coolant Type 823\ /BFELDEI Dry/MQL coolant
JERRE | UIHIERE mIERE ERRE | MTRE | NIEE

Extension | Cutting Speed Speed Feed (Aa) (Ap) 7 DIBK‘
Length (mm) | (m/min) (min") (mm/min) | Depthof cut | Width of Cut Milling Type

X-BMW1604 110 200 3800~4200  1600~2000  0.1~0.2 0.3~0.5 3D 3D MILLING
X-BMW1604 110 140 2600~3000 800~1100  0.2~0.35  0.6~0.8  3D#% 3D MILLING
X-BMW2004 60 250 3800~4200  2000~2400 0.2~0.35  0.7~1.2  3D#% 3D MILLING
X-BMW2004 60 240 3600~4000  1200~1600  0.4~0.5 1.2~1.5 3Dt 3D MILLING
X-BMW2004 60 175 2600~3000 700~1000 0.6~0.8 1.5~1.7 3D 3D MILLING
X-BMW2004 90 225 3400~3800  1200~1600 0.2~035  0.7~1.2 3D 3D MILLING
X-BMW2004 90 155 2200~2700 700~1000 0.35~0.45 1=~1:3 3Dt 3D MILLING
X-BMW2004 130 150 2200~2600 700~1000  0.2~0.35  0.6~0.8  3D#% 3D MILLING
X-BMW2504 60 250 3000~3400  1800~2200  0.3~0.4 1~1.4 3D§% 3D MILLING
X-BMW2504 60 235 2800~3200  1000~1400  0.5~0.6 1.4~1.5 3D 3D MILLING
X-BMW2504 60 170 2000~2400 600~800 0.8~1 1.5~1.8  3D§f% 3D MILLING
X-BMW2504 100 225 2700~3100  1000~1400  0.3~0.4 1~14 3Di# 3D MILLING
X-BMW2504 100 150 1700~2100 700~900 0.4~0.5 1.2~1.5  3D§% 3D MILLING
X-BMW2504 150 150 1700~2100 700~900 0.2~0.35 0.7~1 3D§% 3D MILLING
X-BMW3004 80 250 2400~2800  1600~2000  0.3~0.4 1~1.4 3D## 3D MILLING
X-BMW3004 80 235 2300~2700  1000~1300  0.5~0.6 1.4~1.5  3D§f% 3D MILLING
X-BMW3004 80 170 1600~2000 600~800 0.8~1 1.5~1.8  3D§f% 3D MILLING
X-BMW3004 120 225 2200~2600  1000~1400  0.3~0.4 1~1.4 3D§% 3D MILLING
X-BMW3004 120 150 1400~1800 600~800 0.4~0.5 1.2~1.5 3D 3D MILLING
X-BMW3004 170 150 1400~1800 700~900 0.2~0.35 0.7~1 3D## 3D MILLING
X-BMW3204 80 250 2300~2700  1800~2200  0.3~0.4 1~1.4 3D#t 3D MILLING
X-BMW3204 80 235 2100~2500  1100~1500  0.5~0.6 1.4~1.5  3D§% 3D MILLING
X-BMW3204 80 170 1500~1900 700~900 0.8~1 1.5~1.8 3Dt 3D MILLING
X-BMW3204 120 225 2000~2400  1100~1500  0.3~0.4 1~1.4 3D§% 3D MILLING
X-BMW3204 120 150 1300~1700 600~800 0.4~0.5 1.2~1.5  3D§f% 3D MILLING
X-BMW3204 170 150 1300~1700 600~800 0.2~0.35 0.7~1 3D 3D MILLING

#EDEI4F Work Material SHESH/FaEEM Prehardened Steels : NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

7578 Coolant g3\ /5HFELDEl Dry/MQL coolant

HgE TERRE | tHERE BEERE ERRE | MTRE
Tisl‘\lh Extension Cutting Speed Speed Feed (Aa) (Ap) i
VUL Length (mm) (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-BMW0804 25 220 8500~9000  3400~3800 0.15~0.25 0.3~0.5 3D 3D MILLING
X-BMW0804 25 190 7200~7700  1800~2200  0.3~0.4 0.6~0.7  3D#f 3D MILLING
X-BMW0804 25 175 6700~7200 700~1000 0.4~0.5 0.8~1 3D§% 3D MILLING
X-BMW0804 40 160 6200~6700  2200~2600 0.15~0.25 0.3~0.5 3D 3D MILLING
X-BMW0804 40 135 5200~5700  1000~1400  0.3~0.4 0.6~0.7 3Dt 3D MILLING
X-BMW0804 60 110 4200~4700 800~1200 0.1~0.2 0.2~0.4  3Dif 3D MILLING
X-BMW1004 30 230 7200~7600  4200~4600 0.15~0.25 0.5~0.6  3D#% 3D MILLING
X-BMW1004 30 210 6400~6800  1600~2000  0.3~0.4 0.7~0.8  3Dif 3D MILLING
X-BMW1004 30 175 5400~5800 700~1000 0.5~0.6 1~1.2 3D## 3D MILLING



Q) | M EXCHEGENEEEHERDIEUDMIBTRIT

#ZEDAIM Work Material

731\ Coolant Type

X-BMW1004
X-BMW1004
X-BMW1004
X-BMW1004
X-BMW1204
X-BMW1204
X-BMW1204
X-BMW1204
X-BMW1204
X-BMW1204
X-BMW1204
X-BMW1604
X-BMW1604
X-BMW1604
X-BMW1604
X-BMW1604
X-BMW1604
X-BMW1604
X-BMW2004
X-BMW2004
X-BMW2004
X-BMW2004
X-BMW2004
X-BMW2004
X-BMW2504
X-BMW2504
X-BMW2504
X-BMW2504
X-BMW2504
X-BMW2504
X-BMW3004
X-BMW3004
X-BMW3004
X-BMW3004
X-BMW3004
X-BMW3004
X-BMW3204
X-BMW3204
X-BMW3204
X-BMW3204
X-BMW3204
X-BMW3204

JERRE
Extension
Length (mm)
50
50
70
70
35
35
35
55
55
80
80
50
50
50
80
80
110
110
60
60
60
90
90
130
60
60
60
100
100
150
80
80
80
120
120
170
80
80
80
120
120
170

B/ FaEEH Prehardened Steels : NAK8O : 1.2083 : AISI420 : M310 (HRc36~45)

ERERE
Cutting Speed
(m/min)
170
160
130
90
280
230
205
190
160
150
135
240
210
210
190
160
200
140
250
240
175
225
155
150
250
235
170
225
150
150
250
235
170
225
150
150
250 .

235
170
225
150
150

TEBRE
Speed
(min’")

5200~5700
4800~5200
4000~4500
2700~3200
7200~7600
6000~6400
5200~5700
4800~5300
4000~4400
3800~4200
3400~3800
4500~5000
4000~4500
4000~4500
3600~4000
3000~3400
3800~4200
2600~3000
3800~4200
3600~4000
2600~3000
3400~3800
2200~2700
2200~2600
3000~3400
2800~3200
2000~2400
2700~3100
1700~2100
1700~2100
2400~2800
2300~2700
1600~2000
2200~2600
1400~1800
1400~1800
2300~2700
2100~2500
1500~1900
2000~2400
1300~1700
1300~1700

823\ /mFZELDEIl Dry/MQL coolant

ERRRE
Feed
(mm/min)
1800~2200
700~1000
1600~2000
600~900
3000~3400
1400~1800
700~1100
1400~1800
800~1100
1400~1800
700~1000
3000~3500
1100~1500
800~1100
1100~1500
800~1100
1400~1800
700~900
2000~2400
1100~1500
600~900
1000~1400
600~800
600~900
1600~2000
1000~1200
500~700
1000~1200
600~800
600~800
1400~1800
900~1100
600~800
900~1200
500~700
700~900
1600~2000
1000~1300
700~900
1000~1300
500~700
500~700

INTRE
(Aa)
Depth of Cut

0.15~0.25
0.3~0.4
0.1~0.2
0.15~0.25
0.2~0.3
0.35~0.5
0.6~0.7
0.2~0.3
0.35~0.5
0.1~0.2
0.2~0.3
0.2~0.35
0.4~0.5
0.6~0.8
0.2~0.35
0.35~0.45
0.1~0.2
0.2~0.35
0.2~0.35
0.4~0.5
0.6~0.8
0.2~0.35
0.35~0.45
0.2~0.35
0.3~04
0.5~0.6
0.8~1
0.3~0.4
0.4~0.5
0.2~0.35
0.3~0.4
0.5~0.6
0.7~0.9
0.3~0.4
0.4~0.5
0.2~0.35
0.3~0.4
0.5~0.6
0.7~0.9
0.3~04
0.4~0.5
0.2~0.35

NIEE
(Ap)
Width of Cut
0.5~0.6
0.7~0.8
0.2~0.4
0.5~0.6
0.6~0.7
0.8~1
1.2~14
0.6~0.7
0.8~1
0.3~0.5
0.6~0.7
0.7~1.2
1.2~1.5
1.5~1.7
0.7~1.2
1~1.3
0.3~0.5
0.6~0.8
0.7~1.2
1.2~1.5
1.5~1.7
0.7~1.2
1~1.3
0.6~0.8
1~1.4
1.4~1.5
1.5~1.8
1~1.4
1.2~1.5
0.7~1
1~1.4
14~15
1.5~1.8
1~1.4
1.2~1.5
0.7~1
1~1.4
1.4~1.5
1.5~1.8
1~1.4
1.2~1.5
0.7~1

mI7s=
Milling Type

3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D##% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING



SEENE= LS EEDERUL] ODHE

EDRIfRIF =R x- ” B Y MILLING CONDITIONS
R UIEI# Work Material HHESS/ FAEEH Prehardened Steels: NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

823\ /mFZELDEIl Dry/MQL coolant

JERRE | IHIEE OEERE EHRE | WIRE | IIRE

L7538

Extension Cutting Speed Speed Feed (Aa) (Ap) o
Length (mm) | (m/min) (minT) (mm/min) | Depthof cut | Width of Cut Milling Type
X-UBY0804 25 270 10500~11500 2200~2600 0.15~025 0.3~0.5  3D& 3D MILLING
X-UBY0804 25 315 12000~13000 2200~2600 0.05~0.1 0.05~0.2 3D 3D MILLING
X-UBY0804 40 195 7500~8000  1600~2000 0.15~0.25 0.3~0.5 3D 3D MILLING
X-UBY0804 40 240 9000~10000  1600~2000 0.05~0.1  0.05~0.2 3D 3D MILLING
X-UBY0804 60 105 4000~4500  1400~1800  0.1~02  03~04 3D 3D MILLING
X-UBY0804 60 115 4300~4800  800~1100  0.05~0.1 0.05~0.15 3D 3D MILLING
X-UBY1004 30 280 8700~9200  2000~2400 0.15~0.25 0.4~0.6 3Dk 3D MILLING
X-UBY1004 30 300 9000~10000 2800~3200 0.05~0.15 0.1~0.25 3D&f 3D MILLING
X-UBY1004 50 230 7000~7500  1400~1800 0.15~0.25 04~0.6 3D 3D MILLING
X-UBY1004 50 245 7600~8000  2200~2600 0.05~0.15 0.1~0.25 3D&f 3D MILLING
X-UBY1004 70 125 3800~4200  1000~1400 0.15~0.25 0.4~0.5 3D 3D MILLING
X-UBY1004 70 190 5800~6300  1000~1400 0.05~0.15 0.1~0.2 3Dk 3D MILLING
X-UBY1204 35 280 7200~7700  2200~2600 02~03  04~0.6 3D 3D MILLING
X-UBY1204 35 280 7200~7700  2400~2800 0.05~0.15 0.2~0.3 3D 3D MILLING
X-UBY1204 55 260 6700~7200  1800~2200 0.2~03  0.4~0.6 3D 3D MILLING
X-UBY1204 55 280 7200~7700  1800~2200 0.05~0.15 0.2~0.3 3D 3D MILLING
X-UBY1204 80 230 5800~6300 1200~1600  0.2~03  04~0.6 3D 3D MILLING
X-UBY1204 80 255 6500~7000  1400~1800 0.05~0.15 0.15~0.25 3D 3D MILLING
X-UBY1604 50 230 4300~4800  1800~2200 0.2~0.35 0.6~0.8 3Dk 3D MILLING
X-UBY1604 50 280 5300~5800  2200~2600 0.05~02 0.2~035 3D 3D MILLING
X-UBY1604 %0 200 3700~4200  1200~1600 02~035 0.6~0.8 3D 3D MILLING
X-UBY1604 90 240 4500~5000  1600~2000 0.05~0.2 0.2~035 3D 3D MILLING
X-UBY1604 130 120 2200~2600  700~1100  0.2~035 0.6~0.7 3D 3D MILLING
X-UBY1604 130 140 2600~3000  800~1200 0.05~02 02~03 3D 3D MILLING
X-UBY2004 60 225 3400~3800  1600~2000 03~04  0.8~1 3D 3D MILLING
X-UBY2004 60 275 4200~4600  2000~2400 0.05~0.2 0.2~035 3D 3D MILLING
X-UBY2004 100 200 3000~3400  1200~1600  0.3~04  0.8~1 3D 3D MILLING
X-UBY2004 100 240 3600~4000  1600~2000 0.05~02 0.2~035 3D 3D MILLING
X-UBY2004 150 120 1700~2100  700~1100  03~04  0.7~0.9  3D&% 3D MILLING
X-UBY2004 150 140 2000~2400  800~1200 0.05~02  02~03 3D 3D MILLING
X-UBY2504 70 225 2600~3000  1600~2000  0.3~04  08~1 3D 3D MILLING
X-UBY2504 70 275 3300~3700  1800~2200 0.05~0.2 0.2~035 3D 3D MILLING
X-UBY2504 110 200 2200~2700 1100~1400  0.3~04  08~1 3D 3D MILLING
X-UBY2504 110 240 2800~3200  1400~1800 0.05~0.2 0.2~035 3Dk 3D MILLING
X-UBY2504 160 120 1300~1700  700~1000  03~0.4  0.7~0.9  3D& 3D MILLING
X-UBY2504 160 140 1600~2000  800~1100  0.05~02  0.2~0.3  3D#% 3D MILLING
X-UBY3004 80 225 2200~2600  1400~1800  0.3~04  0.8~1 3D 3D MILLING
X-UBY3004 80 275 2700~3100  1600~2000 0.05~0.2 0.2~035 3D 3D MILLING
X-UBY3004 120 200 1800~2200  900~1200  03~0.4  0.8~1  3D& 3D MILLING
X-UBY3004 120 220 2000~2400  1200~1500 0.05~02 0.2~035 3D 3D MILLING
X-UBY3004 170 120 1100~1500  600~900  03~04  0.7~0.9  3D&% 3D MILLING
X-UBY3004 170 140 1200~1600  700~1000  0.05~02  0.2~0.3  3D# 3D MILLING
X-UBY3204 80 225 2000~2400  1200~1600  0.3~04  08~1 3D 3D MILLING
X-UBY3204 80 275 2500~2900  1400~1800 0.05~0.2 0.2~035 3D 3D MILLING
X-UBY3204 120 200 1800~2200  800~1100  03~04  0.8~1  3D#i 3D MILLING
X-UBY3204 120 220 2000~2400  1000~1300 0.05~0.2 0.2~035 3Dk 3D MILLING
X-UBY3204 170 120 1000~1400  600~900  03~04  0.7~0.9  3D& 3D MILLING
X-UBY3204 170 140 1200~1400  600~900  0.05~02  0.2~0.3  3D#i 3D MILLING

‘ m - ) - :



Q) | M EXCHEGENEEEHERDIEUDMIBTRIT

X-UBY0804
X-UBY0804
X-UBY0804
X-UBY0804
X-UBY0804
X-UBY0804
X-UBY1004
X-UBY1004
X-UBY1004
X-UBY1004
X-UBY1004
X-UBY1004
X-UBY1204
X-UBY1204
X-UBY1204
X-UBY1204
X-UBY1204
X-UBY1204
X-UBY1604
X-UBY1604
X-UBY1604
X-UBY1604
X-UBY1604
X-UBY1604
X-UBY2004
X-UBY2004
X-UBY2004
X-UBY2004
X-UBY2004
X-UBY2004
X-UBY2504
X-UBY2504
X-UBY2504
X-UBY2504
X-UBY2504
X-UBY2504
X-UBY3004
X-UBY3004
X-UBY3004
X-UBY3004
X-UBY3004
X-UBY3004
X-UBY3204
X-UBY3204
X-UBY3204
X-UBY3204
X-UBY3204
X-UBY3204

JERRE
Extension
Length (mm)

130
130
60
60
100
100
150
150
70
70
110
110
160
160
80
80
120
120
170
170
80
80
120
120
170
170

EARIB Hardened Steels

orzmm  X-UBY

SKD61/STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)
823\ /mFZELDEIl Dry/MQL coolant

EHIERE
Cutting Speed
(m/min)
220
240
180
195
100
110
240
280
220
220
120
155
255
260
225
260
170
140
200
270
180
210
100
130
200
270
180
210
100
130
200
270
180
210
100
130
200
270
180
210
100

130 -

200
270
180
210
100
130

TEBRE
Speed
(min’")

8500~9000
9000~10000
7000~7500
7500~8000
3800~4300
4200~4700
7500~8000
8700~9200
6700~7200
6700~7200
3600~4000
4700~5200
6500~7000
6700~7200
5700~6200
6700~7200
4300~4800
3600~4000
3800~4200
5200~5700
3400~3800
4000~4500
1800~2200
2400~2800
3000~3400
4100~4500
2700~3100
3200~3600
1400~1800
1900~2300
2200~2700
3200~3600
2100~2500
2400~2800
1000~1400
1400~1800
1900~2300
2600~3000
1700~2100
2000~2400
800~1200
1200~1600
1800~2200
2400~2800
1600~2000
1700~2100
800~1200
1000~1400

ERRRE
Feed
(mm/min)

2000~2400
1800~2200
1400~1800
1400~1800
1000~1400
700~1000
1800~2200
2200~2600
1300~1700
1600~2000
800~1200
800~1200
2200~2600
2000~2400
1400~1800
1600~2000
1200~1600
800~1200
1400~1800
1800~2200
1000~1400
1400~1800
700~1000
800~1100
1400~1800
1600~2000
1000~1400
1400~1800
700~1000
800~1100
1200~1600
1400~1800
900~1200
1200~1600
600~900
700~1000
1000~1400
1200~1600
700~1000
1000~1400
500~800
600~900
1000~1300
1200~1500
700~900
900~1200
500~700
500~800

INTRE
(Aa)
Depth of Cut

0.1~0.2
0.05~0.1
0.1~0.2
0.05~0.1
0.1~0.15
0.05~0.1
0.15~0.25
0.05~0.15
0.15~0.25
0.05~0.15
0.1~0.2
0.05~0.15
0.15~0.25
0.05~0.15
0.15~0.25
0.05~0.15
0.1~0.2
0.05~0.15
0.2~0.35
0.05~0.2
0.2~0.35
0.05~0.2
0.2~0.3
0.05~0.15
0.3~0.4
0.05~0.2
0.3~0.4
0.05~0.2
0.3~0.4
0.05~0.15
0.3~0.4
0.05~0.2
0.3~0.4
0.05~0.2
0.3~0.4
0.05~0.15
0.3~0.4
0.05~0.2
0.3~0.4
0.05~0.2
0.3~0.4
0.05~0.15
0.3~0.4
0.05~0.2
0.3~0.4
0.05~0.2
0.3~0.4
0.05~0.15

NIEE
(Ap)
Width of Cut
0.3~0.4
0.05~0.2
0.3~0.4
0.05~0.2
0.2~0.3
0.05~0.15
0.35~0.45
0.1~0.25
0.35~0.45
0.1~0.25
0.3~0.4
0.1~0.2
0.4~0.5
0.1~0.25
0.4~0.5
0.1~0.25
0.3~0.4
0.1~0.2
0.5~0.7
0.15~0.3
0.5~0.7
0.15~0.3
0.4~0.6
0.15~0.25
0.6~0.8
0.2~0.3
0.6~0.8
0.2~0.3
0.5~0.7
0.15~0.25
0.6~0.8
0.2~0.3
0.6~0.8
0.2~0.3
0.5~0.7
0.15~0.25
0.6~0.8
0.2~0.3
0.6~0.8
0.2~0.3
0.5~0.7
0.15~0.25
0.6~0.8
0.2~0.3
0.6~0.8
0.2~0.3
0.5~0.7
0.15~0.25

IS
Milling Type

3D## 3D MILLING
3Di# 3D MILLING
3D## 3D MILLING
3D 3D MILLING
3D## 3D MILLING
3D## 3D MILLING
3D## 3D MILLING
3D## 3D MILLING
3D 3D MILLING
3D## 3D MILLING
3D# 3D MILLING
3D## 3D MILLING
3D## 3D MILLING
3Di# 3D MILLING
3D## 3D MILLING
3D#% 3D MILLING
3D## 3D MILLING
3D## 3D MILLING
3Di# 3D MILLING
3D## 3D MILLING
3D# 3D MILLING
3D## 3D MILLING
3D# 3D MILLING
3D## 3D MILLING
3D## 3D MILLING
3Di# 3D MILLING
3D## 3D MILLING
3D 3D MILLING
3D 3D MILLING
3D## 3D MILLING
3D## 3D MILLING
3D## 3D MILLING
3D# 3D MILLING
3D## 3D MILLING
3D# 3D MILLING
3D## 3D MILLING
3D## 3D MILLING
3Di# 3D MILLING
3D## 3D MILLING
3D#% 3D MILLING
3D## 3D MILLING
3D## 3D MILLING
3D## 3D MILLING
3D## 3D MILLING
3D#t 3D MILLING
3D## 3D MILLING
3D# 3D MILLING
3D## 3D MILLING



SEENE= LS EDEEYLLT @DHE

EDHIfRFR x- ” B Y MILLING CONDITIONS
R UIEI# Work Material EMRIBH Hardened Steels: SKD11/ SKH9 : 1.2379/1.3342 : D2 / M2 (HRc55~62)

7578 Coolant Type 823\ /5lFELDEl Dry/MQL coolant
TERRE | UHERE mIERE ERRE | MTFRE | NIEE

Extension Cutting Speed Speed Feed (Aa) (Ap) BQ,IBK
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type
X-UBY0804 25 190 7200~7700  1400~1800  0.05~0.1 0.1~0.2  3D## 3D MILLING
X-UBY0804 40 140 5400~5800  1000~1400  0.05~0.1 0.1~0.2  3D#f 3D MILLING
X-UBY0804 60 90 3400~3800 600~900 0.05~0.1 0.05~0.15 3D#f% 3D MILLING
X-UBY1004 30 175 6700~7200  1800~2200 0.05~0.15 0.1~0.25 3D 3D MILLING
X-UBY1004 50 140 4200~4700  1200~1600 0.05~0.15 0.1~0.25 3D 3D MILLING
X-UBY1004 70 100 3000~3400 700~1100 0.05~0.1 0.1~0.2  3D## 3D MILLING
X-UBY1204 35 230 5800~6300  1600~2000 0.05~0.15 0.1~0.25 3D§% 3D MILLING
X-UBY1204 55 150 3700~4200  1000~1400 0.05~0.15 0.1~0.25 3D 3D MILLING
X-UBY1204 80 100 2400~2800 600~800 0.05~0.1 0.1~0.2  3D## 3D MILLING
X-UBY1604 50 190 3600~4000 1200~1600 0.05~0.2 0.15~0.3  3D§f% 3D MILLING
X-UBY1604 90 150 2700~3200 700~1000  0.05~0.2 0.15~0.3 3D 3D MILLING
X-UBY1604 130 105 1900~2300 600~800 0.05~0.15 0.15~0.25 3D 3D MILLING
X-UBY2004 60 190 2800~3200  1000~1400 0.05~0.2  0.2~0.3 3D 3D MILLING
X-UBY2004 100 145 2100~2500 700~1000  0.05~0.2  0.2~0.3  3D## 3D MILLING
X-UBY2004 150 105 1500~1900 600~800 0.05~0.15 0.15~0.25 3D## 3D MILLING
X-UBY2504 70 190 2200~2600 900~1200  0.05~0.2  0.2~0.3 3D 3D MILLING
X-UBY2504 110 145 1600~2000 600~900 0.05~0.2  0.2~0.3  3D#% 3D MILLING
X-UBY2504 160 105 1100~1500 500~700 0.05~0.15 0.15~0.25 3D 3D MILLING
X-UBY3004 80 190 1800~2200 800~1100  0.05~0.2  0.2~0.3 3D 3D MILLING
X-UBY3004 120 145 1300~1700 500~800 0.05~0.2  0.2~0.3  3D#% 3D MILLING
X-UBY3004 170 105 900~1300 400~600 0.05~0.15 0.15~0.25 3D## 3D MILLING
X-UBY3204 80 190 1700~2100 800~1100  0.05~0.2  0.2~0.3 3D 3D MILLING
X-UBY3204 120 145 1200~1600 500~800 0.05~0.2  0.2~0.3  3D#% 3D MILLING
X-UBY3204 170 105 800~1200 400~600 0.05~0.15 0.15~0.25 3D#f 3D MILLING



(&0 : | EXCHEGEABEEHERDIEND VIR
Xs-BTB

S/ FAEEH Prehardened Steels: NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

#EDHIM Work Material

731\ Coolant Type

Xs-BTB0802
Xs-BTB0802
Xs-BTB0802
Xs-BTB0802
Xs-BTB0802
Xs-BTB1002
Xs-BTB1002
Xs-BTB1002
Xs-BTB1002
Xs-BTB1002
Xs-BTB1002
Xs-BTB1202
Xs-BTB1202
Xs-BTB1202
Xs-BTB1202
Xs-BTB1202
Xs-BTB1602
Xs-BTB1602
Xs-BTB1602
Xs-BTB1602
Xs-BTB1602
Xs-BTB2002
Xs-BTB2002
Xs-BTB2002
Xs-BTB2002
Xs-BTB2002
Xs-BTB2502
Xs-BTB2502
Xs-BTB2502
Xs-BTB2502
Xs-BTB2502

iES:
Note

JERRE
Extension
Length (mm)
30
30
50
50
70
40
40
60
60
100
100
40
40
60
60
100
60
60
100
100
140
80
80
130
130
180
80
80
130
130
180

[SEEC

-

ERIERE
Cutting Speed
(m/min)
280
330
185
225
175
290
290
290
290
195
260
325
325
325
325
220
230
305
175
230
140
330
380
160
220
140
330
350
220
300
240

DiRE
Speed
(min)

10000~11000

12000~13000
6700~7300
8300~8800
6000~7000
8700~9200
8700~9200
8700~9200
8700~9200
5700~6200
7700~8200
8200~8600
8200~8600
8200~8600
8200~8600
5300~5800
4000~4500
5500~6000
3000~3500
4000~4500
2300~2800
4700~5200
5500~6000
2000~2500
3000~3500
1800~2200
3500~4000
4000~4500
2400~2800
3400~3800
2500~3000

sharp voices while milling.
2. For the machine use with holder of BT50(SK50/HSK100A), please higher Speed(S) and Feed(F) according

to the cutting condition.

gZZVEDEI Dry coolant

ERRRE
Feed
(mm/min)
2200~2600
3600~4000
1400~1800
2000~2400
1400~1800
2200~2600
3200~3600
1600~2000
2000~2400
1000~1200
1200~1500
2100~2500
2800~3200
1600~2000
2200~2600
800~1200
1600~2000
2600~3000
1400~1800
2000~2400
1200~1500
1600~2000
2000~2400
1100~1400
1200~1600
1000~1300
1300~1700
1800~2200
1000~1400
1300~1700
1100~1400

R RIM R FEEORE  NTRHEBRRES -
. fEFIBTS0 (SK50/HSK 100A) JJIE3ERs 2 28 » TIRIE RIS iER(S)RERA(E) «

. Due to spindle torque and the rigidity of machine differs, please lower the Speed(S) and Feed(F) if hearing

INTRE
(Aa)
Depth of Cut

NIEE
(Ap)
Width of Cut

0.18~0.23 0.36~0.46
0.08~0.13 0.16~0.26
0.15~0.2  0.3~0.4
0.08~0.1  0.16~0.2
0.08~0.1  0.16~0.2
0.23~0.28 0.46~0.56
0.1~0.15  0.2~0.3
0.1~0.15  0.2~0.3
0.06~0.1  0.12~0.2
0.1~0.14  0.2~0.28
0.06~0.1  0.12~0.2
0.28~03  0.56~0.6
0.1~0.15  0.2~0.3
0.2~025  0.4~0.5
0.1~0.15  0.2~0.3
0.1~0.15  0.2~0.3
0.23~0.28 0.46~0.56
0.12~0.17 0.24~0.34
0.23~0.28 0.46~0.56
0.12~0.17 0.24~0.34
0.1~0.15  0.2~0.3
0.23~0.28 0.46~0.56
0.12~0.17 0.24~0.34
0.2~0.25  0.4~0.5
0.12~0.17 0.24~0.34
0.1~0.15  0.2~0.3
0.23~0.28 0.46~0.56
0.12~0.17 0.24~0.34
0.2~025  0.4~0.5
0.12~0.17 0.24~0.34
0.1~0.15  0.2~03
FARFEEIR ()RR (F)

L e}

mI75=
Milling Type
3D§#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D§#% 3D MILLING
3D#f% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D§#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#t 3D MILLING
3D#f 3D MILLING
3D#% 3D MILLING
3D§#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D§#% 3D MILLING
3D## 3D MILLING
3D#% 3D MILLING
3D#t 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D§#% 3D MILLING



SEENE= LS EEEEUL @DHE

EDHIfRFR Xs -” B MILLING CONDITIONS
R UIEI# Work Material HHESS/ FAEEH Prehardened Steels: NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

731\ Coolant Type EIVEIEI Wet coolant

TERRE | UHERE mIERE ERRE | MTRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e S
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

Xs-UB0802 25 280 10000~11000 2000~2400 0.18~0.23 0.36~0.46 3D§f 3D MILLING
Xs-UB0802 25 330 12000~13000 3800~4200 0.08~0.13 0.16~0.26 3Dt 3D MILLING
Xs-UB0802 45 185 6700~7300  1200~1600 0.15~0.2  0.3~04 3D 3D MILLING
Xs-UB0802 45 225 8300~8800  1800~2200 0.08~0.1 0.16~0.2 3D 3D MILLING
Xs-UB0802 65 175 6000~7000  1200~1600 0.08~0.1 0.16~0.2 3D 3D MILLING
Xs-UB1002 40 290 8700~9200  2600~3000 0.23~0.28 0.46~0.56 3D 3D MILLING
Xs-UB1002 40 290 8700~9200  3600~4000 0.1~0.15  0.2~03  3D§f 3D MILLING
Xs-UB1002 60 290 8700~9200  1800~2200 0.1~0.15  0.2~0.3 3D 3D MILLING
Xs-UB1002 60 290 8700~9200  2200~2600 0.06~0.1 0.12~0.2 3D 3D MILLING
Xs-UB1002 100 195 5700~6200  1100~1300 0.1~0.14  0.2~0.28 3D§f% 3D MILLING
Xs-UB1002 100 260 7700~8200  1400~1700 0.06~0.1  0.12~0.2  3D§% 3D MILLING
Xs-UB1202 40 325 8200~8600  2200~2600 0.28~0.3  0.56~0.6 3D 3D MILLING
Xs-UB1202 40 325 8200~8600  3000~3400 0.1~0.15  0.2~03  3D§f 3D MILLING
Xs-UB1202 60 325 8200~8600  1600~2000 0.2~0.25  0.4~0.5 3D 3D MILLING
Xs-UB1202 60 325 8200~8600  2200~2600 0.1~0.15  0.2~0.3 3D 3D MILLING
Xs-UB1202 100 220 5300~5800 800~1200  0.1~0.15 0.2~0.3  3Dif 3D MILLING
Xs-UB1602 60 230 4000~4500  1400~1800 0.23~0.28 0.46~0.56 3Dt 3D MILLING
Xs-UB1602 60 305 5500~6000  2800~3200 0.12~0.17 0.24~0.34 3D 3D MILLING
Xs-UB1602 100 175 3000~3500  1200~1600 0.23~0.28 0.46~0.56 3D§f 3D MILLING
Xs-UB1602 100 230 4000~4500  2200~2600 0.12~0.17 0.24~0.34 3D 3D MILLING
Xs-UB1602 140 140 2300~2800  1300~1600 0.1~0.15  0.2~0.3 3D 3D MILLING
Xs-UB2002 80 360 5200~5700  1400~1800 0.23~0.28 0.46~0.56 3D§f% 3D MILLING
Xs-UB2002 80 380 5500~6000  2400~2800 0.12~0.17 0.24~0.34 3D 3D MILLING
Xs-UB2002 130 190 2500~3000 900~1200  0.2~0.25  0.4~0.5  3D#% 3D MILLING
Xs-UB2002 130 220 3000~3500  1600~2000 0.12~0.17 0.24~0.34 3D§f 3D MILLING
Xs-UB2002 180 140 1700~2200  1000~1300 0.1~0.15  0.2~0.3 3Dt 3D MILLING
Xs-UB2502 80 330 3500~4000  1300~1700 0.23~0.28 0.46~0.56 3D 3D MILLING
Xs-UB2502 80 350 4000~4500  1800~2200 0.12~0.17 0.24~0.34 3D## 3D MILLING
Xs-UB2502 130 220 2400~2800  1000~1400 0.2~0.25  0.4~0.5 3D 3D MILLING
Xs-UB2502 130 300 3400~3800  1300~1700 0.12~0.17 0.24~0.34 3D 3D MILLING
Xs-UB2502 180 240 2500~3000  1100~1400 0.1~0.15  0.2~0.3  3D§f 3D MILLING

—

RSB R EEROAE » NIFEERIREE - ERAMRERS) RERE)
BEFABTS0 (SKS0/HSK100A) JJiBALH 2 #28 » TIRIE A IER(S) RERR(F) -

. Due to spindle torque and the rigidity of machine differs, please lower the Speed(S) and Feed(F) if hearing
sharp voices while milling.

2. For the machine use with holder of BT50(SK50/HSK100A), please higher Speed(S) and Feed(F) according

to the cutting condition.

Note

- N



(O | EXEHCERBNEHERDE DM NISIT

731\ Coolant Type

Xs-UB0802
Xs-UB0802
Xs-UB0802
Xs-UB1002
Xs-UB1002
Xs-UB1002
Xs-UB1202
Xs-UB1202
Xs-UB1202
Xs-UB1602
Xs-UB1602
Xs-UB1602
Xs-UB2002
Xs-UB2002
Xs-UB2002
Xs-UB2502
Xs-UB2502
Xs-UB2502

N
Note

JERRE
Extension
Length (mm)
25
45
65
40
60
80
40
60
100
60
100
130
80
130
180
80
130
180

EIEIERE
Cutting Speed
(m/min)
280
145
130
260
230
185
305
290
220
215
160
115
315
190
140
315
240
200

DiRE
Speed
(min)

10000~11000

5400~5800
4700~5200
7700~8200
6700~7200
5300~5800
7500~8000
7200~7700
5300~5800
3800~4200
2800~3200
2000~2300
4500~5000
2500~3000
1700~2200
3500~4000
2500~3000
2000~2500

EARIB Hardened Steels
SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

gZZVEDEI Dry coolant

ERRRE
Feed
(mm/min)
2600~3000
1600~2000
1200~1600
2600~3000
1400~1800
1000~1200
1800~2200
1200~1600
800~1100
2000~2400
1600~2000
800~1200
1200~1600
800~1200
800~1000
1300~1700
1000~1400
800~1200

1. FRHER B R T8 DARE » N TREERRES
2. fEFBTS0 (SKS0/HSK100A) JJHEAERF < #4588 » TIRIS NSRS RERF) -
3. Xs-UB10027EHRcS2fRE 100mmbF » {RIFFEEZE -

INLHRE
(Aa)
Depth of Cut
0.06~0.09
0.06~0.08
0.06~0.08
0.08~0.13
0.08~0.13
0.07~0.1
0.08~0.13
0.08~0.13
0.08~0.13
0.1~0.15
0.1~0.15
0.1~0.12
0.1~0.15
0.1~0.15
0.08~0.1
0.1~0.15
0.1~0.15
0.1~0.15

» FEARRRIBR(S) RAEHA(F) °

NIEE
(Ap)
Width of Cut
0.12~0.18
0.12~0.16
0.12~0.16
0.16~0.26
0.16~0.26
0.16~0.2
0.16~0.26
0.16~0.26
0.16~0.26
0.2~0.3
0.2~0.3
0.2~0.24
0.2~0.3
0.2~0.3
0.16~0.2
0.2~0.3
0.2~0.3
0.2~0.3

EDHIEIFR xs- U B MILLING CONDITIONS

mI75=
Milling Type
3D§#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D§#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D§#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#t 3D MILLING
3D#f 3D MILLING
3D#% 3D MILLING

1. Due to spindle torque and the rigidity of machine differs, please lower the Speed(S) and Feed(F) if hearing
sharp voices while milling.
2. For the machine use with holder of BT50(SK50/HSK100A), please higher Speed(S) and Feed(F) according

to the cutting condition.

3. When Xs-UB1002 of extension is 100mm in HRc52, the cutting data is not good.
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DI Xs - ” B T MILLING CONDITIONS
’ " ENRIBH Hardened Steels
SR o Naterial SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

731\ Coolant Type 8Z3VEDEI Dry coolant

TERRE | UHERE mIERE ERRE | MTRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e S
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

Xs-UBT0802 25 280 10000~11000 1800~2000 0.15~0.2  0.3~0.4  3D§f 3D MILLING
Xs-UBT0802 25 280 10000~11000 3000~3400 0.07~0.1  0.14~0.2 3Dt 3D MILLING
Xs-UBT0802 45 145 5400~5800  1600~2000 0.06~0.08 0.12~0.16 3D 3D MILLING
Xs-UBT0802 65 130 4700~5200  1200~1600 0.06~0.08 0.12~0.16 3D## 3D MILLING
Xs-UBT1002 40 280 8700~9200  1600~2000 0.2~0.25  0.4~0.5 3D 3D MILLING
Xs-UBT1002 40 280 8700~9200  2600~3000 0.08~0.13 0.16~0.26 3D 3D MILLING
Xs-UBT1002 60 215 6700~7200  1600~2000 0.08~0.13 0.16~0.26 3D§f 3D MILLING
Xs-UBT1002 80 175 5500~6000  1000~1200  0.07~0.1  0.14~0.2 3D§% 3D MILLING
Xs-UBT1202 40 300 7800~8200  2200~2600 0.25~0.3  0.5~0.6  3D#% 3D MILLING
Xs-UBT1202 40 300 7800~8200  2600~3000 0.1~0.15  0.2~0.3  3D§% 3D MILLING
Xs-UBT1202 60 225 5800~6300  1200~1600 0.2~0.25  0.4~0.5 3D 3D MILLING
Xs-UBT1202 60 280 7200~7700  2000~2400 0.1~0.15  0.2~0.3  3D#% 3D MILLING
Xs-UBT1202 100 160 4000~4500  1100~1300 0.1~0.15  0.2~0.3  3Dif 3D MILLING
Xs-UBT1602 60 200 3800~4200  1600~2000 0.2~0.25  0.4~0.5  3D#% 3D MILLING
Xs-UBT1602 60 200 3800~4200  2000~2400 0.1~0.15  0.2~0.3 3D 3D MILLING
Xs-UBT1602 100 170 3200~3700  1400~1700 0.1~0.15  0.2~0.3 3D 3D MILLING
Xs-UBT1602 130 135 2500~3000  1000~1200 0.1~0.12  0.2~0.24 3D 3D MILLING
Xs-UBT2002 80 325 5000~5500  1400~1800 0.2~0.23  0.4~0.46 3D 3D MILLING
Xs-UBT2002 80 355 5500~6000  2000~2400 0.1~0.15  0.2~03 3Dt 3D MILLING
Xs-UBT2002 130 220 3200~3700 800~1000  0.2~0.23  0.4~0.46 3D#% 3D MILLING
Xs-UBT2002 130 315 4700~5200  1400~1800 0.1~0.15  0.2~0.3 3Dt 3D MILLING
Xs-UBT2002 180 140 1700~2200 800~1000  0.08~0.1 0.16~0.2 3D 3D MILLING
Xs-UBT2502 80 300 3200~3700  1000~1400 0.2~0.25 0.35~0.5 3D§% 3D MILLING
Xs-UBT2502 80 315 3500~4000  1300~1700 0.1~0.15  0.2~0.3 3D 3D MILLING
Xs-UBT2502 130 240 2500~3000  1000~1400 0.1~0.15  0.2~0.3  3D§f 3D MILLING
Xs-UBT2502 180 200 2000~2500 800~1200  0.1~0.15  0.2~0.3  3D#% 3D MILLING
ihEE 1. AR RIIER T8HOARE » MTRHEBRRES  BHEEERORERE) -

Note

14

{EFABTS0 (SKS0/HSK 100A) JJ1BALHE 2 #2S » TI{RENR

Due to spindle torque and the rigidity of machine differs, please lower the Speed(S) and Feed(F) if hearing
sharp voices while milling.

2. For the machine use with holder of BT50(SK50/HSK100A), please higher Speed(S) and Feed(F) according
to the cutting condition.

SRS RIERE(F) ©

—



80+ EXCHEGERBEEHERDE | DMICTRIL

#EDHIM Work Material

731\ Coolant Type

Xs-UBT0802
Xs-UBT0802
Xs-UBT0802
Xs-UBT1002
Xs-UBT1002
Xs-UBT1002
Xs-UBT1202
Xs-UBT1202
Xs-UBT1202
Xs-UBT1602
Xs-UBT1602
Xs-UBT1602
Xs-UBT2002
Xs-UBT2002
Xs-UBT2502
Xs-UBT2502
Xs-UBT2502

b
Note

JERRE
Extension
Length (mm)
25
45
65
40
60
80
40
60
100
60
100
130
80
130
80
130
180

[N

-

EIEIERE
Cutting Speed
(m/min)
210
125
90
155
125
45
240
185
95
150
90
90
110
100
150
120
100

DiRE
Speed
(min)

7800~8300

4500~5000
3000~3500
4700~5200
3700~4200
1400~1700
6200~6700
4700~5200
2200~2700
2700~3200
1500~2000
1500~2000
1500~2000
1500~1700
1800~2300
1300~1700
1100~1400

gZZVEDEI Dry coolant

ERRRE
Feed
(mm/min)
2000~2400
1300~1700
700~900
1400~1800
1200~1600
600~800
1600~2000
800~1200
500~700
800~1200
800~1200
600~1000
800~1200
600~800
800~1200
700~1000
600~900

FRERBIMERFHIANARE - NIFEERRES -
. fEEFIBTS0 (SKS0/HSK100A) JJHEEFF 2 #4288 » TIRIE]

. Due to spindle torque and the rigidity of machine differs, please lower the Speed(S) and Feed(F) if hearing
sharp voices while milling.

INLHRE
(Aa)
Depth of Cut
0.07~0.1
0.05~0.08
0.05~0.08
0.1~0.13
0.08~0.1
0.08~0.1
0.1~0.13
0.08~0.1
0.08~0.1
0.1~0.15
0.07~0.1
0.07~0.1
0.07~0.1
0.07~0.1
0.1~0.15
0.1~0.15
0.1~0.15

NIEE
(Ap)
Width of Cut
0.14~0.2
0.1~0.16
0.1~0.16
0.2~0.26
0.16~0.2
0.16~0.2
0.2~0.26
0.16~0.2
0.16~0.2
0.15~0.25
0.07~0.1
0.07~0.1
0.07~0.1
0.07~0.1
0.2~0.3
0.2~0.3
0.2~0.3

HFEIR () RAERA(F)
ASEER(S) RIER(F)

Xs-UBT

BAERIBH Hardened Steels: SKD11/SKH9: 1.2379/1.3342: D2 / M2 (HRc55~62)

mI75=

Milling Type
3D§#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#f 3D MILLING
3D#% 3D MILLING
3D§#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D#% 3D MILLING
3D# 3D MILLING
3D#% 3D MILLING
3D§#% 3D MILLING
3D#% 3D MILLING
3Dt 3D MILLING
3D#t 3D MILLING
3D#f 3D MILLING

2. For the machine use with holder of BT50(SK50/HSK100A), please higher Speed(S) and Feed(F) according

to the cutting condition.



EXCHEUGENBLE HERD. ELDOMIT TSI ) )y i 3

EIRIEE IR x- B Tc MILLING CONDITIONS
$8E = Aluminum Alloy : 5052 / 6061 / 7075

731\ Coolant Type EIVEDEI Wet coolant

JERRE | UIHERE LEERE ERRE NTFEE | NIEE M5
Extension Cutting Speed Speed Feed (Aa) (Ap) e S
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-BTC0802 30 200 8000~8500  1400~1800 0.7~1 2~25 3D## 3D MILLING
X-BTC0802 30 200 8000~8500  2600~3000 0.25~0.3  0.5~0.6 3D 3D MILLING
X-BTC0802 30 230 9000~9500  3200~3600 0.08~0.13 0.15~0.2 3D 3D MILLING
X-BTC0802 50 200 8000~8500  2000~2400 0.25~0.3  0.5~0.6 3D 3D MILLING
X-BTC0802 50 230 9000~9500  3200~3600 0.08~0.13 0.15~0.2 3D 3D MILLING
X-BTC0802 70 120 4700~5200  2000~2400 0.25~0.3  0.5~0.6 3D 3D MILLING
X-BTC0802 70 230 9000~9500  3000~3400 0.08~0.13 0.15~0.2 3D 3D MILLING
X-BTC1002 40 255 8000~8500  1800~2200  0.8~1.3 2~2.5 3D#t 3D MILLING
X-BTC1002 40 255 8000~8500  3600~4000 0.3~0.35  0.7~0.8 3D 3D MILLING
X-BTC1002 40 285 9000~9500  3000~3400 0.1~0.15 0.15~0.23 3D## 3D MILLING
X-BTC1002 60 255 8000~8500  3600~4000 0.3~0.35  0.7~0.8 3D 3D MILLING
X-BTC1002 60 285 9000~9500  3000~3400 0.1~0.15 0.18~0.23 3D 3D MILLING
X-BTC1002 100 125 4000~4400  1200~1600 0.1~0.15 0.18~0.23 3D 3D MILLING
X-BTC1002 100 285 9000~9500  3000~3400 0.1~0.15 0.18~0.23 3D 3D MILLING
X-BTC1202 40 290 7700~8200  1600~2000 1~1.5 2.5~3.5 3D 3D MILLING
X-BTC1202 40 290 7700~8200  3000~3400 0.35~0.4 0.8~1 3D 3D MILLING
X-BTC1202 40 290 7700~8200  3800~4200 0.13~0.16 0.2~0.25 3Dg% 3D MILLING
X-BTC1202 60 290 7700~8200  3000~3400 0.35~0.4 0.8~1 3D§% 3D MILLING
X-BTC1202 60 290 7700~8200  3000~3400 0.13~0.16 0.2~0.25 3Dgf 3D MILLING
X-BTC1202 100 85 2000~2400 800~1000  0.35~0.4 0.8~1 3D#t 3D MILLING
X-BTC1202 100 150 3700~4200  1800~2200 0.13~0.16 0.2~0.25 3D 3D MILLING
X-BTC1602 60 390 7700~8200  2200~2600 1~2 3~4 3D 3D MILLING
X-BTC1602 60 390 7700~8200  3800~4200 0.4~045  0.9~1.3  3D#% 3D MILLING
X-BTC1602 60 390 7700~8200  3200~3600 0.15~0.18 0.22~0.27 3D#% 3D MILLING
X-BTC1602 100 285 5600~6200  1800~2200 0.4~0.45  0.9~13 3Dt 3D MILLING
X-BTC1602 100 335 6600~7200  3200~3600 0.15~0.18 0.22~0.27 3D 3D MILLING
X-BTC1602 140 100 2000~2400 600~800 04~045 0.9~1.3  3D#% 3D MILLING
X-BTC1602 140 215 4200~4600  2200~2600 0.15~0.18 0.22~0.27 3D#f 3D MILLING
X-BTC2002 80 475 7500~8200  1000~1400 1157) 3~4 3D## 3D MILLING
X-BTC2002 80 505 7500~8500  2200~2600 0.55~0.65 1.2~1.7  3D#% 3D MILLING
X-BTC2002 80 505 7500~8500  3200~3600 0.15~0.25 0.3~0.4 3D 3D MILLING
X-BTC2002 130 475 7500~8500  2000~2400 0.55~0.65 1.2~1.7  3D#% 3D MILLING
X-BTC2002 130 475 7500~8500  2800~3200 0.15~0.25 0.3~0.4  3D#% 3D MILLING
X-BTC2002 180 125 2000~2500 500~800  0.55~0.65 1.2~1.7 3D 3D MILLING
X-BTC2002 180 255 3800~4600  2200~2600 0.15~0.25 0.3~0.4  3D#% 3D MILLING
X-BTC2502 90 400 4800~5300 800~1200 1~2 3~4 3D§% 3D MILLING
X-BTC2502 90 400 4800~5300  2000~2400 0.55~0.65 1.2~1.7 3D 3D MILLING
X-BTC2502 90 400 4800~5300  2600~3000 0.15~0.25 0.3~04 3D 3D MILLING
X-BTC2502 150 350 4400~4800  1600~2000 0.55~0.65 1.2~1.7 3Dt 3D MILLING
X-BTC2502 150 350 4400~4800  2000~2400 0.15~0.25 0.3~0.4  3D#f 3D MILLING
X-BTC2502 200 250 2800~3200  1600~2000 0.15~0.25 0.3~04 3D 3D MILLING



(0 M EXCHEGEABEEHERDIE] DMITTSIT

W EDEIM Work Material $8E = Aluminum Alloy : 5052 / 6061 / 7075

731\ Coolant Type EIVEDEI Wet coolant

TERRE | UHERE mIERE ERRE | MTRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e S L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-BTC3202 100 400 3700~4200 800~1200 1~2 3~4 3D 3D MILLING
X-BTC3202 100 400 3700~4200  1600~2000 0.55~0.65 1.2~1.7  3D#% 3D MILLING
X-BTC3202 100 400 3700~4200  2000~2400 0.15~0.25 0.3~04 3D 3D MILLING
X-BTC3202 170 350 3200~3700  1200~1600 0.55~0.65 1.2~1.7  3D§f 3D MILLING
X-BTC3202 170 350 3200~3700  1600~2000 0.15~0.25 0.3~0.4  3D#% 3D MILLING
X-BTC3202 220 250 2200~2700  1200~1600 0.15~0.25 0.3~04 3D 3D MILLING

R YIHI# Work Material FBEE Aluminum Alloy : 5052 / 6061 / 7075

7578 Coolant Type EZ3VEDHEI Wet coolant

CDHIRE DESRE ERRRE
Extension Cutting Speed Speed Feed i Diﬁﬂ
Length (mm) | (m/min) (min"1) (mm/min) | Depthof Cut | Width of Cut Milling Type

X-BTC0802 30 330 13000~14000 2000~2400 0.7=1 2~2.5 3D## 3D MILLING
X-BTC0802 30 330 13000~14000 3600~4000 0.25~0.3  0.5~0.6 3Dt 3D MILLING
X-BTC0802 30 330 13000~14000 4200~4600 0.08~0.13 0.15~0.2 3Dt 3D MILLING
X-BTC0802 50 305 12000~13000 2400~2800 0.25~0.3  0.5~0.6 3Dt 3D MILLING
X-BTC0802 50 305 12000~13000 4200~4600 0.08~0.13 0.15~0.2 3Dt 3D MILLING
X-BTC0802 70 120 4700~5200  2000~2400 0.25~0.3  0.5~0.6 3D 3D MILLING
X-BTC0802 70 305 12000~13000 3400~3800 0.08~0.13 0.15~0.2 3Dt 3D MILLING
X-BTC1002 40 315 10000~11000 2000~2400  0.8~1.3 2~2.5 3D§% 3D MILLING
X-BTC1002 40 380 12000~13000 4000~4400 0.3~035 0.7~0.8 3Dt 3D MILLING
X-BTC1002 40 380 12000~13000 3800~4200 0.1~0.15 0.18~0.23 3Dt 3D MILLING
X-BTC1002 60 255 8000~8500  3600~4000 0.3~0.35  0.7~0.8 3D 3D MILLING
X-BTC1002 60 345 11000~12000 3800~4200 0.1~0.15 0.18~0.23 3Dt 3D MILLING
X-BTC1002 100 125 4000~4400  1200~1600 0.1~0.15 0.18~0.23 3Dt 3D MILLING
X-BTC1002 100 285 9000~9500  3000~3400 0.1~0.15 0.18~0.23 3D 3D MILLING
X-BTC1202 40 415 11000~12000 2400~2800 =15 2.5~3.5 3D 3D MILLING
X-BTC1202 40 415 11000~12000 3800~4200 0.35~0.4 0.8~1 3D## 3D MILLING
X-BTC1202 40 415 11000~12000 4200~4600 0.13~0.16 0.2~0.25 3Dt 3D MILLING
X-BTC1202 60 290 7700~8200  3000~3400 0.35~0.4 0.8~1 3D 3D MILLING
X-BTC1202 60 380 10000~11000 3800~4200 0.13~0.16 0.2~0.25 3Dt 3D MILLING
X-BTC1202 100 85 2000~2400 800~1000  0.35~0.4 0.8~1 3D§% 3D MILLING
X-BTC1202 100 150 3700~4200  1800~2200 0.13~0.16 0.2~0.25 3D 3D MILLING
X-BTC1602 60 480 9500~10500  3000~3400 1~2 3~4 3D## 3D MILLING
X-BTC1602 60 480 9500~10500 4500~5500 0.4~045  0.9~1.3 3Dt 3D MILLING
X-BTC1602 60 480 9500~10500 3600~4000 0.15~0.18 0.22~0.27 3Dt 3D MILLING




SEENE= LS EDEEYLLT @DHE

#EDEIM Work Material $8EE Aluminum Alloy : 5052 / 6061 / 7075

731\ Coolant Type EIVEIHEI Wet coolant

JERRE | DHERE OERE ERRE | NIRE | NIRE

Extension Cutting Speed Speed Feed (Aa) (Ap) BQ,IBK
Length (mm) | (m/min) (min-1) (mm/min) | Depth of Cut | Width of Cut Milling Type
X-BTC1602 100 285 5600~6200  1800~2200 0.4~045  0.9~1.3 3D 3D MILLING
X-BTC1602 100 335 6600~7200  3200~3600 0.15~0.18 0.22~0.27 3D## 3D MILLING
X-BTC1602 140 100 2000~2400 600~800 04~045  09~1.3 3D 3D MILLING
X-BTC1602 140 215 4200~4600 2200~2600 0.15~0.18 0.22~0.27 3D 3D MILLING
X-BTC2002 80 475 7500~8200  1000~1400 1~2 3~4 3D#t 3D MILLING
X-BTC2002 80 505 7500~8500  2200~2600 0.55~0.65 1.2~1.7  3D#% 3D MILLING
X-BTC2002 80 505 7500~8500  3200~3600 0.15~0.25 0.3~0.4 3D 3D MILLING
X-BTC2002 130 475 7500~8500  2000~2400 0.55~0.65 1.2~1.7  3D§% 3D MILLING
X-BTC2002 130 475 7500~8500  2800~3200 0.15~0.25 0.3~0.4  3D#% 3D MILLING
X-BTC2002 180 125 2000~2500 500~800 0.55~0.65 1.2~1.7  3D#t 3D MILLING
X-BTC2002 180 255 3800~4600 2200~2600 0.15~0.25 0.3~0.4  3D§% 3D MILLING
X-BTC2502 90 400 4800~5300 800~1200 1~2 3~4 3D## 3D MILLING
X-BTC2502 90 400 4800~5300  2000~2400 0.55~0.65 1.2~1.7 3Dt 3D MILLING
X-BTC2502 90 400 4800~5300 2600~3000 0.15~0.25 0.3~04 3D 3D MILLING
X-BTC2502 150 350 4400~4800  1600~2000 0.55~0.65 1.2~1.7 3D 3D MILLING
X-BTC2502 150 350 4400~4800  2000~2400 0.15~0.25 0.3~0.4 3D 3D MILLING
X-BTC2502 200 250 2800~3200  1600~2000 0.15~0.25 0.3~04 3D 3D MILLING
X-BTC3202 100 400 3700~4200 800~1200 1~2 3~4 3D## 3D MILLING
X-BTC3202 100 400 3700~4200  1600~2000 0.55~0.65 1.2~1.7 3D 3D MILLING
X-BTC3202 100 400 3700~4200  2000~2400 0.15~0.25 0.3~0.4  3D§% 3D MILLING
X-BTC3202 170 350 3200~3700  1200~1600 0.55~0.65 1.2~1.7  3D## 3D MILLING
X-BTC3202 170 350 3200~3700 1600~2000 0.15~0.25 0.3~0.4  3D#% 3D MILLING
X-BTC3202 220 250 2200~2700  1200~1600 0.15~0.25 0.3~04 3D 3D MILLING



Q) | M EXCHEGENEEEHERDIEUDMIBTRIT

LRI R X-A E W MILLING CONDITIONS
$BEE Aluminum Alloy : 5052 / 6061 / 7075

731\ Coolant Type EIVEDEI Wet coolant

TERRE | UHERE mIERE ERRE | MTRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-AEW0803 23 220 8500~9000  6000~6500 0~1.5 6~8 &% SLOTTING
X-AEW0803 23 220 8500~9000  4000~4500 2~4 6~8 &% SLOTTING
X-AEW0803 23 220 8500~9000  3000~3500 5~6 6~8 &% SLOTTING
X-AEW0803 23 220 8500~9000  6000~6500 8 0~2 {BI§% SIDE MILLING
X-AEW0803 23 220 8500~9000  4500~5000 8 3~5 {B%% SIDE MILLING
X-AEW0803 23 220 8500~9000  3000~3500 8 5~6 {Bl#% SIDE MILLING
X-AEW0803 23 390 15000~16000 7500~8500 0~1.5 6~8 &% SLOTTING
X-AEW0803 23 390 15000~16000 4500~5000 2~4 6~8 &% SLOTTING
X-AEW0803 23 390 15000~16000 5500~6500 5~6 6~8 &% SLOTTING
X-AEW0803 23 390 15000~16000 9000~10000 8 0~2 {Bl#% SIDE MILLING
X-AEW0803 23 390 15000~16000 6500~7500 8 3~5 {B%% SIDE MILLING
X-AEW0803 23 390 15000~16000 5000~5500 8 5~6 {Bl#% SIDE MILLING
X-AEW0803 35 195 7500~8000  4000~4500 0~1.5 8 &% SLOTTING
X-AEW0803 35 195 7500~8000  2300~2800 2~4 8 &% SLOTTING
X-AEW0803 35 195 7500~8000  1000~1500 5~6 8 &% SLOTTING
X-AEW0803 35 195 7500~8000  4000~4500 8 0~2 {Bl$% SIDE MILLING
X-AEW0803 35 195 7500~8000  2300~2800 8 3~5 {B%% SIDE MILLING
X-AEW0803 35 195 7500~8000  1000~1500 8 5~6 {Bl#% SIDE MILLING
X-AEW0803 45 130 5000~5500  1400~1800 4~5 8 &% SLOTTING
X-AEW0803 45 130 5000~5500  1400~1800 8 4~5 {BI$% SIDE MILLING
X-AEW1003 26 250 7800~8300  5000~5500 0~2 8~10 &8% SLOTTING
X-AEW1003 26 250 7800~8300  4000~4500 3~5 8~10 &% SLOTTING
X-AEW1003 26 250 7800~8300  3000~3500 6~8 8~10 &% SLOTTING
X-AEW1003 26 250 7800~8300  5500~6000 10 0~2 {Bl#% SIDE MILLING
X-AEW1003 26 250 7800~8300  4000~4500 10 3~5 {Bl$% SIDE MILLING
X-AEW1003 26 250 7800~8300  3000~3500 10 6~8 {BI$% SIDE MILLING
X-AEW1003 26 390 12000~13000 7000~7500 0~2 8~10 E8% SLOTTING
X-AEW1003 26 390 12000~13000 6500~7000 3~5 8~10 &% SLOTTING
X-AEW1003 26 390 12000~13000 6000~6500 6~8 8~10 &% SLOTTING
X-AEW1003 26 485 15000~16000 7500~8500 10 0~2 {Bl#% SIDE MILLING
X-AEW1003 26 485 15000~16000 8500~9000 10 3~5 {Bl$% SIDE MILLING
X-AEW1003 26 485 15000~16000 5000~5500 10 6~8 {BI$% SIDE MILLING
X-AEW1003 45 140 4300~4800  2000~2500 0~2 8~10 &% SLOTTING
X-AEW1003 45 155 4700~5200  1800~2300 3~5 8~10 &% SLOTTING
X-AEW1003 45 155 4700~5200  1000~1500 6~8 8~10 &% SLOTTING
X-AEW1003 45 230 . 7000~7500  4000~4500 10 0~2 {Bl#% SIDE MILLING
X-AEW1003 45 190 5800~6300  2700~3200 10 3~5 {Bl#% SIDE MILLING
X-AEW1003 45 190 5800~6300  1300~1800 10 6~8 {BI$% SIDE MILLING
X-AEW1003 60 130 4000~4500  1000~1400 5~6 8~10 &8% SLOTTING
X-AEW1003 60 130 4000~4500  1000~1400 10 5~6 {Bl$% SIDE MILLING




EXCHONGEABLE HEAD, ELDMILT %I

#ZEDHIM Work Material

731\ Coolant Type
JERRE

Extension
Length (mm)

X-AEW1203
X-AEW1203
X-AEW1203
X-AEW1203
X-AEW1203
X-AEW1203
X-AEW1203
X-AEW1203
X-AEW1203
X-AEW1203
X-AEW1203
X-AEW1203
X-AEW1203
X-AEW1203
X-AEW1203
X-AEW1203
X-AEW1203
X-AEW1203
X-AEW1203
X-AEW1203
X-AEW1603
X-AEW1603
X-AEW1603
X-AEW1603
X-AEW1603
X-AEW1603
X-AEW1603
X-AEW1603
X-AEW1603
X-AEW1603
X-AEW1603
X-AEW1603
X-AEW1603
X-AEW1603
X-AEW2003
X-AEW2003
X-AEW2003
X-AEW2003
X-AEW2003
X-AEW2003

30
30
30
30
30
30
30
30
30
30
30
30
55
55
55
55
55
55
70
70
40
40
40
40
40
40
55
55
55
55
55
55
80
80
50
50
50
50
50
50

ERIERE
Cutting Speed
(m/min)

290
290
290
290
290
290
395
395
395
395
395
395
180
180
180
180
180
180
140
140
340
340
340
340
340
340
320
320
320
320
320
320
150
150
340
340
340
340
340
340

DiRE
Speed
(min)

7500~8000
7500~8000
7500~8000
7500~8000
7500~8000
7500~8000
10000~11000
10000~11000
10000~11000
10000~11000
10000~11000
10000~11000
4500~5000
4500~5000
4500~5000
4500~5000
4500~5000
4500~5000
3500~4000
3500~4000
6500~7000
6500~7000
6500~7000
6500~7000
6500~7000
6500~7000
6200~6700
6200~6700
6200~6700
6200~6700
6200~6700
6200~6700
2800~3300
2800~3300
5200~5700
5200~5700
5200~5700
5200~5700
5200~5700
5200~5700

EIVEIEI Wet coolant

ERRRE
Feed
(mm/min)
4500~5000
3000~3500
2500~3000
3500~4000
3000~3500
2500~3000
7000~7500
5500~6000
5500~6000
8000~8500
4500~5000
4500~5000
2000~2500
1800~2300
1500~2000
2000~2500
1800~2300
1500~2000
1000~1400
1000~1400
2500~3000
1700~2200
1500~2000
4000~4500
2700~3200
2200~2700
2500~3000
1700~2200
1500~2000
4000~4500
2700~3200
2200~2700
900~1300
900~1300
2200~2700
1400~1900
1100~1500
3000~3500
2000~2500
1500~2000

(a)

Depth of Cut

5~6
8~10
12
12
12

12
3~4

10~12
16
16
16
3~4
6~8
10~12
16
16
16

16
34

10~12
20
20
20

NIRE

$8EE Aluminum Alloy : 5052/ 6061/ 7075

NIEE
(Ap)
Width of Cut

10~12
10~12
10~12
0~2
5~6
8~10
10~12
10~12
10~12
0~2
5~6
8~10
10~12
10~12
10~12
0~2
5~6
8~10
10~12
5~6
14~16
14~16
14~16
0~2
6~8
10~12
14~16
14~16
14~16
0~2
6~8
10~12
14~16
6~8
18~20
18~20
18~20
0~2
6~8
10~12

mI7s=

Milling Type
JE SLOTTING
& SLOTTING
B SLOTTING
{Bl$% SIDE MILLING
{BIE% SIDE MILLING
{AIE% SIDE MILLING
JE SLOTTING
&# SLOTTING
B SLOTTING
{Bl$% SIDE MILLING
{BIE% SIDE MILLING
{AIE% SIDE MILLING
JE SLOTTING
&# SLOTTING
B SLOTTING
{Bl#% SIDE MILLING
{BIE% SIDE MILLING
{AIE% SIDE MILLING
JE SLOTTING
{BIE% SIDE MILLING
B SLOTTING
&% SLOTTING
BT SLOTTING
{AIE% SIDE MILLING
{BI§% SIDE MILLING
{BIE% SIDE MILLING
B SLOTTING
&% SLOTTING
JET SLOTTING
{AIE% SIDE MILLING
{AIE% SIDE MILLING
{BIE% SIDE MILLING
B SLOTTING
{Bl#% SIDE MILLING
JET SLOTTING
B SLOTTING
JE SLOTTING
{BIE% SIDE MILLING
{AIE% SIDE MILLING
{Bl#% SIDE MILLING

ODHE



([O) s | EXCHEIIGEABPE HERDIELDMIPIS

DA Work Material EBEE Aluminum Alloy : 5052 / 6061 / 7075

731\ Coolant Type EIVEDEI Wet coolant

TERRE | UHERE mIERE ERRE | MTFRE | NIEE TR
Extension | Cutting Speed Speed Feed (Aa) (Ap) i
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-AEW2003 70 320 4700~5200  2000~2500 3~4 18~20  i#&#f SLOTTING
X-AEW2003 70 320 4700~5200  1400~1900 6~8 18~20  #&#8f SLOTTING
X-AEW2003 70 320 4700~5200  1100~1500 10~12 18~20  &# SLOTTING
X-AEW2003 70 320 4700~5200  3000~3500 20 0~2 {B$% SIDE MILLING
X-AEW2003 70 320 4700~5200  2000~2500 20 6~8 {B%% SIDE MILLING
X-AEW2003 70 320 4700~5200  1500~2000 20 10~12  {Al§% SIDE MILLING
X-AEW2003 90 170 2500~3000  800~1200 8~9 18~20  i&#f SLOTTING
X-AEW2003 90 170 2500~3000  800~1200 20 8~9 {BI%% SIDE MILLING
X-AEW2503 60 340 4000~4500  1600~2000 3~4 20~25 & SLOTTING
X-AEW2503 60 340 4000~4500  1200~1600 6~8 20~25 & SLOTTING
X-AEW2503 60 340 4000~4500  1000~1400 10~12 20~25 &8 SLOTTING
X-AEW2503 60 340 4000~4500  1600~2000 25 3~4 {Hl#% SIDE MILLING
X-AEW2503 60 340 4000~4500  1200~1600 25 6~8 {Bl$% SIDE MILLING
X-AEW2503 60 340 4000~4500  1000~1400 25 10~12  {8l&% SIDE MILLING
X-AEW2503 80 300 3500~4000  1400~1800 3~4 20~25 & SLOTTING
X-AEW2503 80 300 3500~4000  1000~1400 6~8 20~25 & SLOTTING
X-AEW2503 80 300 3500~4000  800~1200 10~12 20~25 &8 SLOTTING
X-AEW2503 80 300 3500~4000  1400~1800 25 3~4 {Bl#% SIDE MILLING
X-AEW2503 80 300 3500~4000  1000~1400 25 6~8 {Bl$% SIDE MILLING
X-AEW2503 80 300 3500~4000  800~1200 25 10~12  {8I&% SIDE MILLING
X-AEW2503 100 180 2000~2500  600~1000 10~12 20~25 & SLOTTING
X-AEW2503 100 180 2000~2500  600~1000 25 10~12 {88 SIDE MILLING
X-AEW3203 70 300 2700~3200  1200~1600 3~4 25~32  E# SLOTTING
X-AEW3203 70 300 2700~3200  900~1300 6~8 25~32 & SLOTTING
X-AEW3203 70 300 2700~3200  700~1100 10~12 25~32 &8 SLOTTING
X-AEW3203 70 300 2700~3200  1200~1600 32 3~4 {BI$% SIDE MILLING
X-AEW3203 70 300 2700~3200  900~1300 32 6~8 {Hl#% SIDE MILLING
X-AEW3203 70 300 2700~3200  700~1100 32 10~12  {AI§% SIDE MILLING
X-AEW3203 90 250 2200~2700  900~1300 3~4 25~32  E# SLOTTING
X-AEW3203 90 250 2200~2700  700~1100 6~8 25~32  &# SLOTTING
X-AEW3203 90 250 2200~2700 500~900 10~12 25~32 &8 SLOTTING
X-AEW3203 90 250 2200~2700  900~1300 32 3~4 {BI%% SIDE MILLING
X-AEW3203 90 250 2200~2700  700~1100 32 6~8 {Hl#% SIDE MILLING
X-AEW3203 90 250 2200~2700 500~900 32 10~12  {AI§% SIDE MILLING
X-AEW3203 110 180 1600~2000 500~700 10~12 25~32  E# SLOTTING
X-AEW3203 110 180 . 1600~2000 500~700 32 10~12  {Hl$% SIDE MILLING




EXCHEUGENBLE HERD. ELDOMIT TSI ) )y i 3

UIHIRF R X-A E WR MILLING CONDITIONS
$BEE Aluminum Alloy : 5052 / 6061 / 7075

731\ Coolant Type EIVEDEI Wet coolant

JERRE | UIHIERE LEERE ERRE NTHEE | NIEE M
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-AEWR0805 25 220 8500~9000  5000~5500 0~1.5 6~8 &8 SLOTTING
X-AEWR0805 25 220 8500~9000  3000~3500 2~4 6~8 &% SLOTTING
X-AEWR0805 25 220 8500~9000  2000~2500 5~6 6~8 &8 SLOTTING
X-AEWR0805 25 220 8500~9000  5000~5500 8 0~2 {AI§5% SIDE MILLING
X-AEWR0805 25 220 8500~9000  3000~3500 8 3~4 {RI$% SIDE MILLING
X-AEWRO0805 25 220 8500~9000  1800~2300 8 5~6 {Rl#% SIDE MILLING
X-AEWR0805 35 200 7800~8200  4000~4500 0~1.5 6~8 &8 SLOTTING
X-AEWR0805 35 200 7800~8200  2500~3000 2~4 6~8 &% SLOTTING
X-AEWR0805 35 200 7800~8200  1500~2000 5~6 6~8 &% SLOTTING
X-AEWR0805 35 200 7800~8200  4000~4500 8 0~2 {RI§5% SIDE MILLING
X-AEWR0805 35 200 7800~8200  2500~3000 8 3~4 {RI$% SIDE MILLING
X-AEWR0805 35 200 7800~8200  1500~2000 8 5~6 {RI#% SIDE MILLING
X-AEWR0805 45 160 6000~6500  1100~1500 4~5 6~8 &8 SLOTTING
X-AEWR0805 45 160 6000~6500  2200~2700 8 0~1.5 {RI$% SIDE MILLING
X-AEWRO0805 45 160 6000~6500  1800~2300 8 2~3 {AI$5 SIDE MILLING
X-AEWR0805 45 160 6000~6500  1400~1800 8 3~4 {AI§5% SIDE MILLING
X-AEWR0810 25 220 8500~9000  4500~5000 OS] 6~8 &% SLOTTING
X-AEWR0810 25 220 8500~9000  2700~3200 2~4 6~8 J&#f SLOTTING
X-AEWR0810 25 220 8500~9000  1800~2300 5~6 6~8 &8 SLOTTING
X-AEWR0810 25 220 8500~9000  4500~5000 8 0~2 {RI$% SIDE MILLING
X-AEWR0810 25 220 8500~9000  2700~3200 8 3~4 {BI$5 SIDE MILLING
X-AEWR0810 25 220 8500~9000  1800~2300 8 5~6 {AI§5% SIDE MILLING
X-AEWR0810 35 200 7800~8200  3500~4000 OS5 6~8 &% SLOTTING
X-AEWR0810 35 200 7800~8200  2000~2500 2~4 6~8 J&#f SLOTTING
X-AEWR0810 35 200 7800~8200  1300~1800 5~6 6~8 &8 SLOTTING
X-AEWR0810 35 200 7800~8200  3500~4000 8 0~2 {RI$% SIDE MILLING
X-AEWR0810 35 200 7800~8200  2000~2500 8 3~4 {BI$5 SIDE MILLING
X-AEWR0810 35 200 7800~8200  1300~1800 8 5~6 {AI§5% SIDE MILLING
X-AEWR0810 45 160 6000~6500  1000~1400 4~5 6~8 &% SLOTTING
X-AEWR0810 45 160 6000~6500  2000~2500 8 0~1.5 {Rl#% SIDE MILLING
X-AEWR0810 45 160 6000~6500  1500~1900 8 2~3 {BI$5% SIDE MILLING
X-AEWR0810 45 160 6000~6500  1200~1600 8 3~4 {RI$% SIDE MILLING
X-AEWR1005 30 250 7800~8300  4000~4500 0~2 8~10 &8 SLOTTING
X-AEWR1005 30 250 7800~8300  3000~3500 3~5 8~10 &if SLOTTING
X-AEWR1005 30 250 7800~8300  2000~2500 6~8 8~10 &% SLOTTING
X-AEWR1005 30 250 7800~8300  4000~4500 10 0~2 {Rl#% SIDE MILLING
X-AEWR1005 30 250 7800~8300  3000~3500 10 3~5 {BI$5 SIDE MILLING
X-AEWR1005 30 250 7800~8300  1800~2300 10 6~8 {RI$% SIDE MILLING
X-AEWR1005 40 250 7800~8300  3500~4000 0~2 8~10 &8 SLOTTING
X-AEWR1005 40 250 7800~8300  3000~3500 3~5 8~10 &#f SLOTTING
X-AEWR1005 40 250 7800~8300  2000~2500 6~8 8~10 &% SLOTTING



Q) | M EXCHEGENEEEHERDIEUDMIBTRIT

DAY Work Material EBEE Aluminum Alloy : 5052 / 6061 / 7075

731\ Coolant Type EIVEDHEl Wet coolant

JERRE | UIHERE LEEERE ERRE INTHEE | NIEE NI
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-AEWR1005 40 250 7800~8300  3500~4000 10 0~2 {BI$5 SIDE MILLING
X-AEWR1005 40 250 7800~8300  3000~3500 10 325 {RI$% SIDE MILLING
X-AEWR1005 40 250 7800~8300  1800~2300 10 6~8 {BI$5 SIDE MILLING
X-AEWR1005 50 140 4300~4800  1800~2300 5~7 8~10 &#f SLOTTING
X-AEWR1005 50 240 7300~7800  3000~3500 10 0~2 {RI$% SIDE MILLING
X-AEWR1005 50 175 5300~5800  2500~3000 10 2~4 {RI#% SIDE MILLING
X-AEWR1005 50 175 5300~5800  1800~2300 10 6~7 {AI$5 SIDE MILLING
X-AEWR1010 30 250 7800~8300  4000~4500 0~2 7~10 &% SLOTTING
X-AEWR1010 30 250 7800~8300  3000~3500 3~5 7~10 &8 SLOTTING
X-AEWR1010 30 250 7800~8300  2000~2500 6~8 7~10 & SLOTTING
X-AEWR1010 30 250 7800~8300  4000~4500 10 0~2 {RI$% SIDE MILLING
X-AEWR1010 30 250 7800~8300  3000~3500 10 3~5 {Rl#% SIDE MILLING
X-AEWR1010 30 250 7800~8300  1800~2300 10 6~8 {BI$5 SIDE MILLING
X-AEWR1010 40 250 7800~8300  3000~3500 0~2 7~10 &% SLOTTING
X-AEWR1010 40 250 7800~8300  2500~3000 3~5 7~10 &8 SLOTTING
X-AEWR1010 40 250 7800~8300  1600~2000 6~8 7~10 & SLOTTING
X-AEWR1010 40 250 7800~8300  3000~3500 10 0~2 {RI$% SIDE MILLING
X-AEWR1010 40 250 7800~8300  2500~3000 10 3~5 {El#% SIDE MILLING
X-AEWR1010 40 250 7800~8300  1600~2000 10 6~8 {BI$5 SIDE MILLING
X-AEWR1010 50 140 4300~4800  1600~2000 5~7 7~10 &% SLOTTING
X-AEWR1010 50 240 7300~7800  2500~3000 10 0~2 {BI$5 SIDE MILLING
X-AEWR1010 50 175 5300~5800  2000~2500 10 2~4 {AI§5% SIDE MILLING
X-AEWR1010 50 175 5300~5800  1600~2000 10 6~7 {RI$% SIDE MILLING
X-AEWR1205 30 345 9000~9500  4500~5000 0~2 10~12 &% SLOTTING
X-AEWR1205 30 345 9000~9500  3000~3500 4~6 10~12 &8 SLOTTING
X-AEWR1205 30 345 9000~9500  2700~3200 8~9 10~12 &% SLOTTING
X-AEWR1205 30 345 9000~9500  4500~5000 12 0~2 {BI$5 SIDE MILLING
X-AEWR1205 30 345 9000~9500  3000~3500 12 4~6 {AI§5% SIDE MILLING
X-AEWR1205 30 345 9000~9500  2700~3200 12 8~9 {RI$% SIDE MILLING
X-AEWR1205 40 290 7500~8000  4000~4500 0~2 10~12 &% SLOTTING
X-AEWR1205 40 290 7500~8000  2500~3000 4~6 10~12 &8 SLOTTING
X-AEWR1205 40 290 7500~8000  2000~2500 78 10~12 &% SLOTTING
X-AEWR1205 40 290 7500~8000  4000~4500 12 0~2 {AI$5 SIDE MILLING
X-AEWR1205 40 290 7500~8000  2500~3000 12 4~6 {AI§5% SIDE MILLING
X-AEWR1205 40 290 7500~8000  2000~2500 12 7~8 {RI$% SIDE MILLING
X-AEWR1205 50 180 4500~5000  1700~2200 6~8 12 J&#f SLOTTING
X-AEWR1205 50 255 6500~7000  4000~4500 12 0~2 {BI$5 SIDE MILLING
X-AEWR1205 50 255 6500~7000  3000~3500 12 3~4 {RI$% SIDE MILLING
X-AEWR1205 50 235 6000~6500  1700~2200 12 7~8 {BI$5 SIDE MILLING
X-AEWR1205 60 105 2500~3000  1200~1600 6 12 & SLOTTING
X-AEWR1205 60 135 3300~3800 2000~2500 12 0~2 {RI$% SIDE MILLING




EXCHEUGENBLE HERD. ELDOMIT TSI ) )y i 3

DA Work Material FBEE Aluminum Alloy : 5052 / 6061 / 7075

731\ Coolant Type EIVEDHEl Wet coolant

JERRE | UIHIERE LEERE ERRE NTHEE | NIEE M
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-AEWR1205 60 135 3300~3800  1600~2000 12 5~6 {BI$5 SIDE MILLING
X-AEWR1205 60 105 2500~3000  1200~1600 12 78] {RI$% SIDE MILLING
X-AEWR1210 30 345 9000~9500  4500~5000 0~2 10~12 & SLOTTING
X-AEWR1210 30 345 9000~9500  3000~3500 4~6 10~12 &% SLOTTING
X-AEWR1210 30 345 9000~9500  2700~3200 8~9 10~12  /&$% SLOTTING
X-AEWR1210 30 345 9000~9500  4500~5000 12 0~2 {El#% SIDE MILLING
X-AEWR1210 30 345 9000~9500  3000~3500 12 4~6 {BI$5 SIDE MILLING
X-AEWR1210 30 345 9000~9500  2700~3200 12 8~9 {RI$% SIDE MILLING
X-AEWR1210 40 290 7500~8000  4000~4500 0~2 10~12 & SLOTTING
X-AEWR1210 40 290 7500~8000  2500~3000 4~6 10~12 /&% SLOTTING
X-AEWR1210 40 290 7500~8000  2000~2500 7~8 10~12  /&$% SLOTTING
X-AEWR1210 40 290 7500~8000  4000~4500 12 0~2 {El#% SIDE MILLING
X-AEWR1210 40 290 7500~8000  2500~3000 12 4~6 {BI$5 SIDE MILLING
X-AEWR1210 40 290 7500~8000  2000~2500 12 78] {RI$% SIDE MILLING
X-AEWR1210 50 180 4500~5000  1500~2000 6~8 12 &8 SLOTTING
X-AEWR1210 50 255 6500~7000  3500~4000 12 0~2 {AI§5% SIDE MILLING
X-AEWR1210 50 255 6500~7000  2500~3000 12 3~4 {RI$% SIDE MILLING
X-AEWR1210 50 235 6000~6500  1500~2000 12 7~8 {El#% SIDE MILLING
X-AEWR1210 60 105 2500~3000  1000~1400 6 12 &8 SLOTTING
X-AEWR1210 60 135 3300~3800  1700~2200 12 0~2 {RI$% SIDE MILLING
X-AEWR1210 60 135 3300~3800  1400~1800 12 5~6 {BI$5 SIDE MILLING
X-AEWR1210 60 105 2500~3000  1000~1400 12 7~8 {AI§5% SIDE MILLING
X-AEWR1610 55 340 6500~7000  2000~2500 3~4 14~16 &% SLOTTING
X-AEWR1610 55 340 6500~7000  1200~1700 6~8 14~16  &$f SLOTTING
X-AEWR1610 55 340 6500~7000  1100~1600 9~10 14~16 & SLOTTING
X-AEWR1610 55 340 6500~7000  3200~3700 16 0~2 {RI$% SIDE MILLING
X-AEWR1610 55 340 6500~7000  2000~2500 16 6~8 {BI$5 SIDE MILLING
X-AEWR1610 55 340 6500~7000  1400~1900 16 9~10 {AI§5% SIDE MILLING
X-AEWR1610 80 260 5000~5500  1100~1500 8~9 14~16 &% SLOTTING
X-AEWR1610 80 260 5000~5500  2500~3000 16 0~2 {RI#% SIDE MILLING
X-AEWR1610 80 260 5000~5500  1700~2200 16 5~6 {AI$5 SIDE MILLING
X-AEWR1610 80 260 5000~5500  1100~1500 16 8~9 {RI$% SIDE MILLING
X-AEWR1620 55 340 6500~7000  1800~2300 3~4 14~16 & SLOTTING
X-AEWR1620 55 340 6500~7000  1000~1500 6~8 14~16 &% SLOTTING
X-AEWR1620 55 340 6500~7000  1000~1400 9~10 14~16 &% SLOTTING
X-AEWR1620 55 340 6500~7000  2800~3300 16 0~2 {Rl#% SIDE MILLING
X-AEWR1620 55 340 6500~7000  1800~2300 16 6~8 {BI$5 SIDE MILLING
X-AEWR1620 55 340 6500~7000  1200~1700 16 9~10 {RI$% SIDE MILLING
X-AEWR1620 80 260 5000~5500  1000~1400 8~9 14~16 & SLOTTING
X-AEWR1620 80 260 5000~5500  2200~2600 16 0~2 {RI#% SIDE MILLING
X-AEWR1620 80 260 5000~5500  1500~2000 16 5~6 {RI$% SIDE MILLING

‘ m - ) - :



Q) | M EXCHEGENEEEHERDIEUDMIBTRIT

DAY Work Material EBEE Aluminum Alloy : 5052 / 6061 / 7075

731\ Coolant Type EIVEDHEl Wet coolant

JERRE | UIHERE LEEERE ERRE INTHEE | NIEE NI
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-AEWR1620 80 260 5000~5500  1000~1400 16 8~9 {BI$5 SIDE MILLING
X-AEWR1630 55 340 6500~7000  1600~2000 3~4 14~16 &% SLOTTING
X-AEWR1630 55 340 6500~7000 900~1300 6~8 14~16 & SLOTTING
X-AEWR1630 55 340 6500~7000 800~1100 9~10 14~16 &% SLOTTING
X-AEWR1630 55 340 6500~7000  2300~2700 16 0~2 {RI$% SIDE MILLING
X-AEWR1630 55 340 6500~7000  1600~2000 16 6~8 {RI#% SIDE MILLING
X-AEWR1630 55 340 6500~7000  1000~1400 16 9~10 {BI$5% SIDE MILLING
X-AEWR1630 80 260 5000~5500 800~1100 8~9 14~16 &% SLOTTING
X-AEWR1630 80 260 5000~5500  1800~2300 16 0~2 {BI$5 SIDE MILLING
X-AEWR1630 80 260 5000~5500  1300~1700 16 5~6 {AI§5% SIDE MILLING
X-AEWR1630 80 260 5000~5500 800~1100 16 8~9 {RI$% SIDE MILLING
X-AEWR2010 60 315 4800~5300  1700~2200 3~4 18~20 & SLOTTING
X-AEWR2010 60 315 4800~5300  1000~1400 6~8 18~20 & SLOTTING
X-AEWR2010 60 315 4800~5300 900~1200 9~10 18~20  i&#% SLOTTING
X-AEWR2010 60 315 4800~5300  2500~3000 20 0~2 {BI$5 SIDE MILLING
X-AEWR2010 60 315 4800~5300  1600~2000 20 6~8 {AI§5% SIDE MILLING
X-AEWR2010 60 315 4800~5300  1100~1500 20 9~10 {RI$% SIDE MILLING
X-AEWR2010 90 205 3000~3500 700~1000 9~10 18~20 & SLOTTING
X-AEWR2010 90 205 3000~3500  1700~2200 20 0~2 {BI$5 SIDE MILLING
X-AEWR2010 90 205 3000~3500  1100~1500 20 6~8 {RI$% SIDE MILLING
X-AEWR2010 90 205 3000~3500 800~1100 20 9~10 {BI$5 SIDE MILLING
X-AEWR2020 60 315 4800~5300  1700~2200 3~4 18~20 &% SLOTTING
X-AEWR2020 60 315 4800~5300  1000~1400 6~8 18~20  /&df SLOTTING
X-AEWR2020 60 315 4800~5300 900~1200 9~10 18~20  &#f SLOTTING
X-AEWR2020 60 315 4800~5300  2500~3000 20 0~2 {BI$5 SIDE MILLING
X-AEWR2020 60 315 4800~5300  1600~2000 20 6~8 {RI$% SIDE MILLING
X-AEWR2020 60 315 4800~5300  1100~1500 20 9~10 {BI$5 SIDE MILLING
X-AEWR2020 90 205 3000~3500 700~1000 9~10 18~20  /&df SLOTTING
X-AEWR2020 920 205 3000~3500  1700~2200 20 0~2 {RI$% SIDE MILLING
X-AEWR2020 90 205 3000~3500  1100~1500 20 6~8 {Rl#% SIDE MILLING
X-AEWR2020 90 205 3000~3500 800~1100 20 9~10 {BI$5 SIDE MILLING
X-AEWR2030 60 315 4800~5300  1500~2000 3~4 18~20  i&df SLOTTING
X-AEWR2030 60 315 4800~5300 900~1300 6~8 18~20 & SLOTTING
X-AEWR2030 60 315 4800~5300 700~1000 9~10 18~20 /&% SLOTTING
X-AEWR2030 60 315 4800~5300  2200~2700 20 0~2 {RI$% SIDE MILLING
X-AEWR2030 60 315 4800~5300  1200~1600 20 6~8 {Bl#% SIDE MILLING
X-AEWR2030 60 315 4800~5300 900~1300 20 9~10 {Rl#% SIDE MILLING
X-AEWR2030 90 205 3000~3500 600~900 9~10 18~20  i&df SLOTTING
X-AEWR2030 90 205 3000~3500  1500~2000 20 0~2 {BI$5 SIDE MILLING
X-AEWR2030 90 205 3000~3500 900~1300 20 6~8 {AI§% SIDE MILLING
X-AEWR2030 90 205 3000~3500 700~1000 20 9~10 {RI$% SIDE MILLING
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DA Work Material FBEE Aluminum Alloy : 5052 / 6061 / 7075

731\ Coolant Type EIVEDHEl Wet coolant

JERRE | UIHIERE LEERE ERRE NTHEE | NIEE M
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-AEWR2510 60 340 4000~4500  1600~2000 3~4 20~25 & SLOTTING
X-AEWR2510 60 340 4000~4500  1200~1600 6~8 20~25 &% SLOTTING
X-AEWR2510 60 340 4000~4500  1000~1400 10~12 20~25  &# SLOTTING
X-AEWR2510 60 340 4000~4500  1600~2000 25 3~4 {AI$5% SIDE MILLING
X-AEWR2510 60 340 4000~4500  1200~1600 25 6~8 {RI$% SIDE MILLING
X-AEWR2510 60 340 4000~4500  1000~1400 25 10~12  {8l§% SIDE MILLING
X-AEWR2510 100 180 2000~2500 600~1000 10~12 20~25 & SLOTTING
X-AEWR2510 100 180 2000~2500  1200~1600 25 3~4 {RI$% SIDE MILLING
X-AEWR2510 100 180 2000~2500 900~1300 25 6~8 {RI#% SIDE MILLING
X-AEWR2510 100 180 2000~2500 600~1000 25 10~12  {8I§% SIDE MILLING
X-AEWR2530 60 340 4000~4500  1600~2000 3~4 20~25  &#% SLOTTING
X-AEWR2530 60 340 4000~4500  1200~1600 6~8 20~25  &# SLOTTING
X-AEWR2530 60 340 4000~4500  1000~1400 10~12 20~25 & SLOTTING
X-AEWR2530 60 340 4000~4500  1600~2000 25 3~4 {RI$% SIDE MILLING
X-AEWR2530 60 340 4000~4500  1200~1600 25 6~8 {RI#% SIDE MILLING
X-AEWR2530 60 340 4000~4500  1000~1400 25 10~12  {8I§% SIDE MILLING
X-AEWR2530 100 180 2000~2500 600~900 10~12 20~25  &#% SLOTTING
X-AEWR2530 100 180 2000~2500  1100~1400 25 3~4 {BI$5 SIDE MILLING
X-AEWR2530 100 180 2000~2500 800~1100 25 6~8 {AI§5% SIDE MILLING
X-AEWR2530 100 180 2000~2500 600~900 25 10~12  {AI$% SIDE MILLING
X-AEWR3230 70 300 2700~3200  1200~1600 3~4 25~32  E&# SLOTTING
X-AEWR3230 70 300 2700~3200 900~1300 6~8 25~32 & SLOTTING
X-AEWR3230 70 300 2700~3200 700~1100 10~12 25~32 & SLOTTING
X-AEWR3230 70 300 2700~3200  1200~1600 32 3~4 {AI$5 SIDE MILLING
X-AEWR3230 70 300 2700~3200 900~1300 32 6~8 {AI§5% SIDE MILLING
X-AEWR3230 70 300 2700~3200 700~1100 32 10~12  {Al$% SIDE MILLING
X-AEWR3230 110 180 1600~2000 400~600 10~12 25~32  E&# SLOTTING
X-AEWR3230 110 180 1600~2000 800~1100 32 3~4 {BI$5% SIDE MILLING
X-AEWR3230 110 180 1600~2000 600~900 32 6~8 {RI$% SIDE MILLING
X-AEWR3230 110 180 1600~2000 400~600 32 10~12  {8l§% SIDE MILLING
X-AEWR3250 70 300 2700~3200  1200~1600 3~4 25~32 & SLOTTING
X-AEWR3250 70 300 2700~3200 900~1300 6~8 25~32  &#% SLOTTING
X-AEWR3250 70 300 2700~3200 700~1100 10~12 25~32 &8 SLOTTING
X-AEWR3250 70 300 2700~3200  1200~1600 32 3~4 {BI$5% SIDE MILLING
X-AEWR3250 70 300 2700~3200 900~1300 32 6~8 {RI$% SIDE MILLING
X-AEWR3250 70 300 2700~3200 700~1100 32 10~12  {8l§% SIDE MILLING
X-AEWR3250 110 180 1600~2000 300~500 10~12 25~32 & SLOTTING
X-AEWR3250 110 180 1600~2000 700~1000 32 3~4 {RI$% SIDE MILLING
X-AEWR3250 110 180 1600~2000 500~800 32 6~8 {AI$5 SIDE MILLING
X-AEWR3250 110 180 1600~2000 400~600 32 10~12  {8I§% SIDE MILLING



Q) | M EXCHEGENEEEHERDIEUDMIBTRIT

EIRIEE R X-A E s MILLING CONDITIONS
$BEE Aluminum Alloy : 5052 / 6061 / 7075

731\ Coolant Type EIVEDEI Wet coolant

TERRE | UHERE mIERE ERRE | MTRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-AES0803 25 215 8500~9000  1800~2300 0.05~0.15 6~8 &if SLOTTING
X-AES0803 25 215 8500~9000  3500~4000 2~4 6~8 &% SLOTTING
X-AES0803 25 215 8500~9000  2500~3000 4~7 6~8 &8 SLOTTING
X-AES0803 25 215 8500~9000  1800~2300 8 0.05~0.15 A3 SIDE MILLING
X-AES0803 25 215 8500~9000  2500~3000 8 4~7 {RI$% SIDE MILLING
X-AES0803 40 180 7000~7500  1400~1800 0.05~0.15 6~8 &8 SLOTTING
X-AES0803 40 180 7000~7500  2200~2600 1525 6~8 &if SLOTTING
X-AES0803 40 180 7000~7500  1400~1800 3~4 6~8 &% SLOTTING
X-AES0803 40 180 7000~7500  1400~1800 8 0.05~0.15  fAI3# SIDE MILLING
X-AES0803 40 180 7000~7500  1400~1800 8 3~4 {BI$5% SIDE MILLING
X-AES0803 50 160 6000~6500  1200~1600 0.05~0.15 6~8 &% SLOTTING
X-AES0803 50 160 6000~6500  1800~2200 1~1.5 6~8 &8 SLOTTING
X-AES0803 50 160 6000~6500  1200~1600 2B} 6~8 &if SLOTTING
X-AES0803 50 160 6000~6500  1200~1600 8 0.05~0.15  fA§ SIDE MILLING
X-AES0803 50 160 6000~6500  1200~1600 8 2~3 {RI$5 SIDE MILLING
X-AES1003 30 300 9000~10000 2200~2600  0.05~0.1 8~10 &8 SLOTTING
X-AES1003 30 300 9000~10000  4000~4500 l~2 10 &% SLOTTING
X-AES1003 30 225 7000~7500  2600~3000 5~8 10 &8 SLOTTING
X-AES1003 30 300 9000~10000 1800~2200 10 0.05~0.1  {Al§% SIDE MILLING
X-AES1003 30 225 7000~7500  2600~3000 10 7=9 {RI$% SIDE MILLING
X-AES1003 45 300 9000~10000 2000~2400  0.05~0.1 8~10 &8 SLOTTING
X-AES1003 45 260 8000~8500  3000~3500 =13 10 &8 SLOTTING
X-AES1003 45 200 6200~6700  2000~2400 5~8 10 &% SLOTTING
X-AES1003 45 300 9000~10000 1800~2200 10 0.05~0.1 {8l SIDE MILLING
X-AES1003 45 200 6200~6700  2000~2400 10 7~9 {RI$% SIDE MILLING
X-AES1003 60 260 8000~8500  1600~2000  0.05~0.1 8~10 &% SLOTTING
X-AES1003 60 170 5200~5600  2200~2600 1~2 10 &8 SLOTTING
X-AES1003 60 130 4000~4500  1400~1800 4~5 10 &8 SLOTTING
X-AES1003 60 260 8000~8500  1400~1800 10 0.05~0.1  {Al§% SIDE MILLING
X-AES1003 60 130 4000~4500  1400~1800 10 4~5 {BI$5% SIDE MILLING
X-AES1203 30 355 9000~10000 2200~2600  0.05~0.1 10~12 /&% SLOTTING
X-AES1203 30 330 8500~9000  4000~4500 ll~2 12 &% SLOTTING
X-AES1203 30 300 7800~8300  2600~3000 6~10 12 &8 SLOTTING
X-AES1203 30 355 9000~10000 2000~2400 12 0.05~0.1 {8l SIDE MILLING
X-AES1203 30 300 7800~8300  2200~2600 12 6~10 {RI$% SIDE MILLING
X-AES1203 50 300 . 7800~8300  2100~2300 0.05~0.1 10~12 & SLOTTING
X-AES1203 50 225 5800~6300  2800~3200 =15 12 &#f SLOTTING
X-AES1203 50 180 4600~5100  1800~2200 35 12 &% SLOTTING
X-AES1203 50 300 7800~8300  1800~2200 12 0.05~0.1 {8l SIDE MILLING
X-AES1203 50 225 5800~6300  1600~2000 12 4~6 {BI$5% SIDE MILLING




EXCHONGEABLE HEAD, ELDMILT %I

#ZEDHIM Work Material

731\ Coolant Type
JERRE

Extension
Length (mm)

X-AES1203
X-AES1203
X-AES1203
X-AES1203
X-AES1203
X-AES1603
X-AES1603
X-AES1603
X-AES1603
X-AES1603
X-AES1603
X-AES1603
X-AES1603
X-AES1603
X-AES1603
X-AES1603
X-AES1603
X-AES1603
X-AES1603
X-AES1603
X-AES2003
X-AES2003
X-AES2003
X-AES2003
X-AES2003
X-AES2003
X-AES2003
X-AES2003
X-AES2003
X-AES2003
X-AES2003
X-AES2003
X-AES2003
X-AES2003
X-AES2003
X-AES2503
X-AES2503
X-AES2503
X-AES2503
X-AES2503

70
70
70
70
70
50
50
50
50
50
70
70
70
70
70
90
90
90
90
90
60
60
60
60
60
80
80
80
80
80
100
100
100
100
100
60
60
60
60
60

ERIERE
Cutting Speed
(m/min)

245
160
115
245
115
355
320
320
320
320
320
290
290
290
290
320
260
260
260
260

315
315
315
315
315
265
265
265
265
265
200
200
200
200
355
315
315
315
315

DiRE
Speed
(min)

6300~6800

4000~4500
2700~3200
6300~6800
2700~3200
7000~7500
6000~6500
6000~6500
6000~6500
6000~6500
6000~6500
5500~6000
5500~6000
5500~6000
5500~6000
6000~6500
5000~5500
5000~5500
5000~5500
5000~5500
5500~6000
5000~5400
5000~5400
5000~5400
5000~5400
5000~5400
4000~4500
4000~4500
4000~4500
4000~4500
4000~4500
3000~3400
3000~3400
3000~3400
3000~3400
4300~4700
3800~4300
3800~4300
3800~4300
3800~4300

EIVEIEI Wet coolant

ERRRE
Feed
(mm/min)
1600~2000
2000~2400
1400~1800
1400~1800
1000~1400
1600~2000
4000~4500
2500~3000
1200~1600
2500~3000
1400~1800
3000~3500
2000~2500
1200~1600
2200~2700
1200~1600
2000~2500
1200~1600
1000~1400
1200~1600
1400~1800
3500~4000
2000~2500
1200~1600
2000~2500
1400~1600
2500~3000
1500~2000
1200~1600
1500~2000
1100~1300
1800~2200
1200~1600
1100~1300
1200~1600
1200~1600
1800~2200
1200~1600
1000~1400
1200~1600

NIRE
(Ra)

Depth of Cut

0.05~0.1
0.5~1
1~2
12
12
0.05~0.2
1~2
4~6
16
16
0.05~0.2
1~2
2~4
16
16
0.05~0.2
1~1.5
2~3
16
16
0.05~0.2
1~2
4~6
20
20
0.05~0.2
=15
3~4
20
20
0.05~0.2
(=15
2~3
20
20
0.05~0.1
2B}
5~6
25
25

$8EE Aluminum Alloy : 5052/ 6061/ 7075

NIEE

(Ap)
Width of Cut

10

12

12
0.05~0.1

14~16

14~16

14~16
0.05~0.2

14~16
14~16
14~16
0.05~0.2
2~4
14~16
14~16
14~16
0.05~0.2
2-3
18~20
18~20
18~20
0.05~0.2

18~20
18~20
18~20
0.05~0.2
3~4
18~20
18~20
18~20
0.05~0.2
2~3
23~25
25
25
0.05~0.1
5~6

mI7s=

Milling Type
JE SLOTTING
& SLOTTING
B SLOTTING
{Bl$% SIDE MILLING
{BIE% SIDE MILLING
B SLOTTING
JE SLOTTING
&#% SLOTTING
{AIE% SIDE MILLING
{Bl$% SIDE MILLING
JET SLOTTING
B SLOTTING
JE SLOTTING
{BIE% SIDE MILLING
{AIE% SIDE MILLING
&% SLOTTING
JET SLOTTING
B SLOTTING
{BIE% SIDE MILLING
{BIE% SIDE MILLING
B SLOTTING
&% SLOTTING
BT SLOTTING
{AIE% SIDE MILLING
{BIE% SIDE MILLING
& SLOTTING
B SLOTTING
&% SLOTTING
{BIE% SIDE MILLING
{AIE% SIDE MILLING
JE SLOTTING
&# SLOTTING
B SLOTTING
{Bl$% SIDE MILLING
{BIE% SIDE MILLING
B SLOTTING
JE SLOTTING
&#% SLOTTING
{AIE% SIDE MILLING
{Bl#% SIDE MILLING

ODHE



(0 M EXCHEGEABEEHERDIE] DMITTSIT

DA Work Material EBEE Aluminum Alloy : 5052 / 6061 / 7075

731\ Coolant Type EIVEDEI Wet coolant

JERRE | DHERE OEERE EREE | NIRE | NIRE

Extension Cutting Speed Speed Feed (Aa) (Ap) BQ,IBK
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type
X-AES2503 90 315 3800~4300  1000~1300  0.05~0.1 23~25 &8 SLOTTING
X-AES2503 90 265 3200~3600  1400~1600  1.5~2.5 25 BT SLOTTING
X-AES2503 90 265 3200~3600  1000~1300 4~5 25 B SLOTTING
X-AES2503 90 265 3200~3600 1000~1300 25 0.05~0.1  {AI#% SIDE MILLING
X-AES2503 90 265 3200~3600  1200~1600 25 4~5 {RIE% SIDE MILLING
X-AES2503 120 265 3200~3600 800~1000  0.05~0.1 23~25  &#% SLOTTING
X-AES2503 120 200 2400~2800  1400~1600 1~2 25 JEL SLOTTING
X-AES2503 120 200 2400~2800  1000~1300 3~4 25 BT SLOTTING
X-AES2503 120 200 2400~2800 800~1200 25 0.05~0.1  {Al#% SIDE MILLING
X-AES2503 120 200 2400~2800 1000~1300 25 3~4 {BI§% SIDE MILLING
X-AES3203 70 355 3400~3800 1000~1200  0.05~0.1 30~32  B#E SLOTTING
X-AES3203 70 315 3000~3400  1300~1600 2~3 32 B SLOTTING
X-AES3203 70 315 3000~3400 900~1200 5~6 32 JE SLOTTING
X-AES3203 70 315 3000~3400 700~1000 32 0.05~0.2 A% SIDE MILLING
X-AES3203 70 315 3000~3400 900~1200 32 5~6 {AIE% SIDE MILLING
X-AES3203 100 315 3000~3400 800~1000 0.05~0.1 30~32 JE SLOTTING
X-AES3203 100 265 2500~2900  1100~1400 2~3 32 BT SLOTTING
X-AES3203 100 265 2500~2900 800~1100 4~5 32 B SLOTTING
X-AES3203 100 265 2500~2900 600~900 32 0.05~0.2  {Al#f SIDE MILLING
X-AES3203 100 265 2500~2900 800~1100 32 4~5 {RIE% SIDE MILLING
X-AES3203 130 265 2500~2900 600~800 0.05~0.1 30~32 &% SLOTTING
X-AES3203 130 200 1800~2200 1000~1300 1~2 32 JE SLOTTING
X-AES3203 130 200 1800~2200 700~1000 3~4 32 BT SLOTTING
X-AES3203 130 200 1800~2200 600~800 32 0.05~0.2  {Al#% SIDE MILLING
X-AES3203 130 200 1800~2200 700~1000 32 3~4 {BI§% SIDE MILLING




EXCHEUGENBLE HERD. ELDOMIT TSI ) )y i 3

EIRIEE R X-A E S B MILLING CONDITIONS
$BEE Aluminum Alloy : 5052 / 6061 / 7075

EIVUIEI Wet coolant

JERRE | UIHIERE LR E ERRE NTFEE | NIEE NI
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-AESR0805 25 250 10000 1600~2000  0.05~0.1 6~8 &% SLOTTING
X-AESR0805 25 225 9000 4000~4500 0~1.5 6~8 &% SLOTTING
X-AESR0805 25 225 9000 2000~2500 6~8 6~8 &% SLOTTING
X-AESR0805 25 250 10000 1600~2000 8 0.05~0.1  fAl SIDE MILLING
X-AESR0805 25 225 9000 2000~2500 8 6~8 {Bl#% SIDE MILLING
X-AESR0805 35 225 9000 1400~1800  0.05~0.1 6~8 &% SLOTTING
X-AESR0805 35 200 8000 3500~4000 0~1.5 6~8 &% SLOTTING
X-AESR0805 35 200 8000 2000~2500 4~5 6~8 &% SLOTTING
X-AESR0805 35 225 9000 1400~1800 8 0.05~0.1 {8l SIDE MILLING
X-AESR0805 35 200 8000 2000~2500 8 4~5 {Al#% SIDE MILLING
X-AESR0805 45 200 8000 1300~1700  0.05~0.1 6~8 &% SLOTTING
X-AESR0805 45 175 7000 3000~3500 0~1.5 6~8 &#% SLOTTING
X-AESR0805 45 175 7000 1800~2300 3~4 6~8 &% SLOTTING
X-AESR0805 45 200 8000 1300~1700 8 0.05~0.1 {8l SIDE MILLING
X-AESR0805 45 175 7000 1800~2300 8 3~4 {AIE% SIDE MILLING
X-AESR0810 25 250 10000 1600~2000  0.05~0.1 5~8 &% SLOTTING
X-AESR0810 25 225 9000 4000~4500 0~1.5 5~8 &% SLOTTING
X-AESR0810 25 225 9000 2000~2500 6~8 5~8 &% SLOTTING
X-AESR0810 25 250 10000 1600~2000 8 0.05~0.1 {8l SIDE MILLING
X-AESR0810 25 225 9000 2000~2500 8 6~8 {Bl#% SIDE MILLING
X-AESR0810 35 225 9000 1400~1800  0.05~0.1 5~8 &% SLOTTING
X-AESR0810 35 200 8000 3000~3500 0~1.5 5~8 &% SLOTTING
X-AESR0810 35 200 8000 2000~2500 4~5 5~8 &% SLOTTING
X-AESR0810 35 225 9000 1400~1800 8 0.05~0.1  {Al#% SIDE MILLING
X-AESR0810 35 200 8000 2000~2500 8 4~5 {B$% SIDE MILLING
X-AESR0810 45 200 8000 1300~1700  0.05~0.1 5~8 &% SLOTTING
X-AESR0810 45 175 7000 2500~3000 0~1.5 5~8 &#% SLOTTING
X-AESR0810 45 175 7000 1700~2200 3~4 5~8 &% SLOTTING
X-AESR0810 45 200 8000 1300~1700 8 0.05~0.1  {Al#% SIDE MILLING
X-AESR0810 45 175 7000 1700~2200 8 3~4 {BI$% SIDE MILLING
X-AESR1005 30 315 10000 1600~2000 0.05~0.15 8~10 &% SLOTTING
X-AESR1005 30 280 9000 4000~4500 0~2 8~10 &% SLOTTING
X-AESR1005 30 220 7000 1700~2200 5~6 8~10 &% SLOTTING
X-AESR1005 30 280 9000 1400~1800 10 0.05~0.15  fAl§ SIDE MILLING
X-AESR1005 30 220 7000 1700~2200 10 5~6 {BI$% SIDE MILLING
X-AESR1005 40 315 10000 1600~2000 0.05~0.15 8~10 &% SLOTTING
X-AESR1005 40 250 8000 3500~4000 0~2 8~10 &% SLOTTING
X-AESR1005 40 190 6000 1700~2200 4~5 8~10 &% SLOTTING
X-AESR1005 40 250 8000 1300~1700 10 0.05~0.15  fAll§ SIDE MILLING
X-AESR1005 40 190 6000 1700~2200 10 4~5 {B%% SIDE MILLING
X-AESR1005 50 315 10000 1600~2000 0.05~0.15 8~10 &% SLOTTING
X-AESR1005 50 220 7000 3000~3500 0~2 8~10 &% SLOTTING
X-AESR1005 50 140 4500 1500~2000 3~4 8~10 &% SLOTTING
X-AESR1005 50 220 7000 1200~1600 10 0.05~0.15  fAl§ SIDE MILLING
X-AESR1005 50 140 4500 1500~2000 10 3~4 {B%% SIDE MILLING
X-AESR1010 30 315 10000 1600~2000 0.05~0.15 7~10 &% SLOTTING
X-AESR1010 30 280 9000 4000~4500 0~2 7~10 &% SLOTTING
X-AESR1010 30 220 7000 1700~2200 5~6 7~10 &#% SLOTTING



Q) | M EXCHEGENEEEHERDIEUDMIBTRIT

DA Work Material EBEE Aluminum Alloy : 5052 / 6061 / 7075

EIVEIEI Wet coolant

JERRE | UIHIERE LBERE ERRE INTHEE | NIEE WIS
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-AESR1010 30 280 9000 1400~1800 10 0.05~0.15 fAl§# SIDE MILLING
X-AESR1010 30 220 7000 1700~2200 10 5~6 {BI$% SIDE MILLING
X-AESR1010 40 315 10000 1600~2000 0.05~0.15 7~10 &% SLOTTING
X-AESR1010 40 250 8000 3500~4000 0~2 7~10 &% SLOTTING
X-AESR1010 40 190 6000 1700~2200 4~5 7~10 &% SLOTTING
X-AESR1010 40 250 8000 1300~1700 10 0.05~0.15  fAl§# SIDE MILLING
X-AESR1010 40 190 6000 1700~2200 10 4~5 {BI$% SIDE MILLING
X-AESR1010 50 315 10000 1600~2000 0.05~0.15 7~10 &% SLOTTING
X-AESR1010 50 220 7000 3000~3500 0~2 7~10 &% SLOTTING
X-AESR1010 50 140 4500 1500~2000 3~4 7~10 &% SLOTTING
X-AESR1010 50 220 7000 1200~1600 10 0.05~0.15  fAl§# SIDE MILLING
X-AESR1010 50 140 4500 1500~2000 10 3~4 {Bl#% SIDE MILLING
X-AESR1205 30 375 10000 1600~2000 0.05~0.15  10~12  ;&&k SLOTTING
X-AESR1205 30 340 9000 4000~4500 0~2 10~12  #&#8% SLOTTING
X-AESR1205 30 300 8000 2200~2600 8~10 10~12  #&8% SLOTTING
X-AESR1205 30 340 9000 1600~2000 12 0.05~0.15 Al SIDE MILLING
X-AESR1205 30 300 8000 2000~2400 12 9~12 {Bl#% SIDE MILLING
X-AESR1205 40 340 9000 1500~1900 0.05~0.15  10~12  &&k SLOTTING
X-AESR1205 40 300 8000 3500~4000 0~2 10~12  &# SLOTTING
X-AESR1205 40 265 7000 2000~2400 6~8 10~12  #&#f SLOTTING
X-AESR1205 40 340 9000 1500~1900 12 0.05~0.15 Al SIDE MILLING
X-AESR1205 40 300 8000 1500~1900 12 8~10 {Al#% SIDE MILLING
X-AESR1205 50 300 8000 1300~1700 0.05~0.15  10~12  &#k SLOTTING
X-AESR1205 50 225 6000 2500~3000 0~1.5 10~12  #&#8% SLOTTING
X-AESR1205 50 190 5000 1500~1900 3~5 10~12 &8 SLOTTING
X-AESR1205 50 300 8000 1300~1700 12 0.05~0.15 Al SIDE MILLING
X-AESR1205 50 225 6000 1400~1800 12 4~6 {AIE% SIDE MILLING
X-AESR1205 60 265 7000 1200~1600 0.05~0.15  10~12  ;&8% SLOTTING
X-AESR1205 60 190 5000 3000~3500 0~1 10~12  #&#8% SLOTTING
X-AESR1205 60 170 4500 1600~2000 1~1.5 10~12  &8f SLOTTING
X-AESR1205 60 265 7000 1200~1600 12 0.05~0.15 Al SIDE MILLING
X-AESR1205 60 115 3000 1200~1600 12 0.5~2  {8l§% SIDE MILLING
X-AESR1210 30 375 10000 1600~2000 0.05~0.15 9~12 &% SLOTTING
X-AESR1210 30 340 9000 4000~4500 0~2 9~12 &% SLOTTING
X-AESR1210 30 300 8000 2200~2600 8~10 9~12 &% SLOTTING
X-AESR1210 30 340 9000 1600~2000 12 0.05~0.15  fA§% SIDE MILLING
X-AESR1210 30 300 8000 2000~2400 12 9~12 {Bl#% SIDE MILLING
X-AESR1210 40 340 9000 1500~1900 0.05~0.15 9~12 &% SLOTTING
X-AESR1210 40 300 8000 3500~4000 0~2 9~12 &#% SLOTTING
X-AESR1210 40 265 7000 2000~2400 6~8 9~12 &% SLOTTING
X-AESR1210 40 340 9000 1500~1900 12 0.05~0.15  fAl§% SIDE MILLING
X-AESR1210 40 300 - 8000 1500~1900 12 8~10 {BI$% SIDE MILLING
X-AESR1210 50 300 8000 1300~1700 0.05~0.15 9~12 &% SLOTTING
X-AESR1210 50 225 6000 2500~3000 0~1.5 9~12 &% SLOTTING
X-AESR1210 50 190 5000 1500~1900 3~5 9~12 &% SLOTTING
X-AESR1210 50 300 8000 1300~1700 12 0.05~0.15  fAl§ SIDE MILLING
X-AESR1210 50 225 6000 1400~1800 12 4~6 {Bl%% SIDE MILLING
X-AESR1210 60 265 7000 1200~1600 0.05~0.15 9~12 &#% SLOTTING




EXCHEUGENBLE HERD. ELDOMIT TSI ) )y i 3

DAY Work Material EBEE Aluminum Alloy : 5052 / 6061 / 7075

731\ Coolant Type EIVEDEI Wet coolant

JERRE | UIHIERE LEEERE ERRE INTHEE | NIEE NI
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-AESR1210 60 190 5000 3000~3500 0~1 9~12 &% SLOTTING
X-AESR1210 60 170 4500 1600~2000 1~1.5 9~12 &% SLOTTING
X-AESR1210 60 265 7000 1200~1600 12 0.05~0.15 fAl§ SIDE MILLING
X-AESR1210 60 115 3000 1200~1600 12 0.5~2 {BI§% SIDE MILLING
X-AESR1605 40 375 7500 1600~2000 0.05~0.15  14~16 &t SLOTTING
X-AESR1605 40 350 7000 3500~4000 0~2 14~16  i#&#f SLOTTING
X-AESR1605 40 350 7000 2500~3000 8~10 14~16  &# SLOTTING
X-AESR1605 40 375 7500 1600~2000 16 0.05~0.15  fAl§ SIDE MILLING
X-AESR1605 40 350 7000 2500~3000 16 8~10 {B%% SIDE MILLING
X-AESR1605 55 330 6600 1400~1800 0.05~0.15  14~16 &t SLOTTING
X-AESR1605 55 330 6600 3200~3700 0~2 14~16 &8 SLOTTING
X-AESR1605 55 330 6600 2500~3000 6~7 14~16  #&#8% SLOTTING
X-AESR1605 55 330 6600 1400~1800 16 0.05~0.15  fAl# SIDE MILLING
X-AESR1605 55 330 6600 2500~3000 16 7~8 {BI$% SIDE MILLING
X-AESR1605 75 250 5000 1200~1600 0.05~0.15  14~16 &t SLOTTING
X-AESR1605 75 275 5500 2000~2500 0~2 14~16  #&#8% SLOTTING
X-AESR1605 75 250 5000 1500~2000 3~5 14~16  #&S% SLOTTING
X-AESR1605 75 250 5000 1200~1600 16 0.05~0.15  fAl§# SIDE MILLING
X-AESR1605 75 250 5000 1500~2000 16 3~5 {BI$% SIDE MILLING
X-AESR1610 40 375 7500 1600~2000 0.05~0.15  13~16  &&k SLOTTING
X-AESR1610 40 350 7000 3500~4000 0~2 13~16 & SLOTTING
X-AESR1610 40 350 7000 2500~3000 8~10 13~16  #&#8% SLOTTING
X-AESR1610 40 375 7500 1600~2000 16 0.05~0.15  fAl§# SIDE MILLING
X-AESR1610 40 350 7000 2500~3000 16 8~10 {Bl#% SIDE MILLING
X-AESR1610 55 330 6600 1400~1800 0.05~0.15  13~16  &&k SLOTTING
X-AESR1610 55 330 6600 3200~3700 0~2 13~16  #&#f SLOTTING
X-AESR1610 55 330 6600 2500~3000 6~7 13~16  #&8% SLOTTING
X-AESR1610 55 330 6600 1400~1800 16 0.05~0.15 Al SIDE MILLING
X-AESR1610 55 330 6600 2500~3000 16 7~8 {Bl#% SIDE MILLING
X-AESR1610 75 250 5000 1200~1600 0.05~0.15  13~16 &k SLOTTING
X-AESR1610 75 275 5500 2000~2500 0~2 13~16  &# SLOTTING
X-AESR1610 75 250 5000 1500~2000 3~5 13~16  i#&#f SLOTTING
X-AESR1610 75 250 5000 1200~1600 16 0.05~0.15 Al SIDE MILLING
X-AESR1610 75 250 5000 1500~2000 16 3~5 {Al#% SIDE MILLING
X-AESR1630 40 375 7500 1600~2000 0.05~0.15 9~16 &% SLOTTING
X-AESR1630 40 350 7000 3000~3500 0~2 9~16 &# SLOTTING
X-AESR1630 40 350 7000 2000~2500 8~10 9~16 &% SLOTTING
X-AESR1630 40 375 7500 1600~2000 16 0.05~0.15 Al SIDE MILLING
X-AESR1630 40 350 7000 2000~2500 16 8~10 {Al#% SIDE MILLING
X-AESR1630 55 330 6600 1400~1800 0.05~0.15 9~16 &% SLOTTING
X-AESR1630 55 330 6600 2500~3000 0~2 9~16 &% SLOTTING
X-AESR1630 55 330 6600 1800~2300 6~7 9~16 &% SLOTTING
X-AESR1630 55 330 6600 1400~1800 16 0.05~0.15 Al SIDE MILLING
X-AESR1630 55 330 6600 1800~2300 16 7~8 {Bl#% SIDE MILLING
X-AESR1630 75 250 5000 1200~1600 0.05~0.15 9~16 &% SLOTTING
X-AESR1630 75 275 5500 1600~2000 0~2 9~16 &% SLOTTING
X-AESR1630 75 250 5000 1200~1600 3~5 9~16 &% SLOTTING
X-AESR1630 75 250 5000 1200~1600 16 0.05~0.15  fl§% SIDE MILLING



Q) | M EXCHEGENEEEHERDIEUDMIBTRIT

DA Work Material EBEE Aluminum Alloy : 5052 / 6061 / 7075

EIVEIHEI Wet coolant

JERRE | UIHIERE LBERE ERRE INTHEE | NIEE WIS
Extension Cutting Speed Speed Feed (Aa) (Ap) e L
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-AESR1630 75 250 5000 1200~1600 16 3~5 {RI#% SIDE MILLING
X-AESR2005 50 375 6000 1300~1700 0.05~0.15 18~20 & SLOTTING
X-AESR2005 50 375 6000 2400~2800 0~2 18~20 & SLOTTING
X-AESR2005 50 375 6000 1400~1800 6~7 18~20 & SLOTTING
X-AESR2005 50 375 6000 1200~1600 20 0.05~0.15  fAl§% SIDE MILLING
X-AESR2005 50 345 5500 1400~1800 20 6~7 {RI$% SIDE MILLING
X-AESR2005 70 315 5000 1200~1600 0.05~0.15 18~20  &#f SLOTTING
X-AESR2005 70 315 5000 2000~2400 0~2 18~20  j&df SLOTTING
X-AESR2005 70 280 4500 1200~1600 4~5 18~20 & SLOTTING
X-AESR2005 70 315 5000 1100~1500 20 0.05~0.15  fAl§ SIDE MILLING
X-AESR2005 70 280 4500 1200~1600 20 4~5 {RI$% SIDE MILLING
X-AESR2005 90 240 3800 1000~1300 0.05~0.15 18~20 & SLOTTING
X-AESR2005 90 240 3800 1600~2000 0~2 18~20 /&% SLOTTING
X-AESR2005 90 190 3000 1000~1400 3~4 18~20 & SLOTTING
X-AESR2005 90 240 3800 1000~1300 20 0.05~0.15 A3 SIDE MILLING
X-AESR2005 90 190 3000 1000~1400 20 3~4 {RI$% SIDE MILLING
X-AESR2010 50 375 6000 1300~1700 0.05~0.15 16~20  j&#f SLOTTING
X-AESR2010 50 375 6000 2400~2800 0~2 16~20  i&§f SLOTTING
X-AESR2010 50 375 6000 1400~1800 6~7 16~20  &ff SLOTTING
X-AESR2010 50 375 6000 1200~1600 20 0.05~0.15  fA§ SIDE MILLING
X-AESR2010 50 345 5500 1400~1800 20 6~7 {RI$% SIDE MILLING
X-AESR2010 70 315 5000 1200~1600 0.05~0.15 16~20  &#f SLOTTING
X-AESR2010 70 315 5000 2000~2400 0~2 16~20  i&$f SLOTTING
X-AESR2010 70 280 4500 1200~1600 4~5 16~20 & SLOTTING
X-AESR2010 70 315 5000 1100~1500 20 0.05~0.15  fAl% SIDE MILLING
X-AESR2010 70 280 4500 1200~1600 20 4~5 {RI$% SIDE MILLING
X-AESR2010 90 240 3800 1000~1300 0.05~0.15 16~20 & SLOTTING
X-AESR2010 90 240 3800 1600~2000 0~2 16~20 & SLOTTING
X-AESR2010 90 190 3000 1000~1400 3~4 16~20  i&#f SLOTTING
X-AESR2010 90 240 3800 1000~1300 20 0.05~0.15  fAl$% SIDE MILLING
X-AESR2010 920 190 3000 1000~1400 20 3~4 {Rl#% SIDE MILLING
X-AESR2030 50 375 6000 1300~1700 0.05~0.15 12~20 /&% SLOTTING
X-AESR2030 50 375 6000 2000~2400 0~2 12~20 & SLOTTING
X-AESR2030 50 375 6000 1200~1600 6~7 12~20  &$f SLOTTING
X-AESR2030 50 375 6000 1200~1600 20 0.05~0.15  fAl$% SIDE MILLING
X-AESR2030 50 345 5500 1200~1600 20 6~7 {RI#% SIDE MILLING
X-AESR2030 70 315 5000 1200~1600 0.05~0.15 12~20 /&% SLOTTING
X-AESR2030 70 315 5000 1600~2000 0~2 12~20 & SLOTTING
X-AESR2030 70 280 4500 1000~1400 4~5 12~20 & SLOTTING
X-AESR2030 70 BI5) 5000 1100~1500 20 0.05~0.15  fAl% SIDE MILLING
X-AESR2030 70 280 4500 1000~1400 20 4~5 {El#% SIDE MILLING
X-AESR2030 90 240 3800 1000~1300 0.05~0.15 12~20 /&% SLOTTING
X-AESR2030 90 240 3800 1200~1600 0~2 12~20  &$% SLOTTING
X-AESR2030 90 190 3000 800~1200 3~4 12~20 &8 SLOTTING
X-AESR2030 90 240 3800 1000~1300 20 0.05~0.15 Al SIDE MILLING
X-AESR2030 90 190 3000 800~1200 20 3~4 {Rl#% SIDE MILLING
X-AESR2530 60 390 5000 1200~1500 0.05~0.15 16~25 & SLOTTING
X-AESR2530 60 390 5000 1600~2000 0~2 16~25 & SLOTTING




EXCHONGEABLE HEAD, ELDMILT %I

#ZEDHIM Work Material

731\ Coolant Type
JERRE

Extension
Length (mm)

X-AESR2530
X-AESR2530
X-AESR2530
X-AESR2530
X-AESR2530
X-AESR2530
X-AESR2530
X-AESR2530
X-AESR2530
X-AESR2530
X-AESR2530
X-AESR2530
X-AESR2530
X-AESR3230
X-AESR3230
X-AESR3230
X-AESR3230
X-AESR3230
X-AESR3230
X-AESR3230
X-AESR3230
X-AESR3230
X-AESR3230
X-AESR3230
X-AESR3230
X-AESR3230
X-AESR3230
X-AESR3230
X-AESR3250
X-AESR3250
X-AESR3250
X-AESR3250
X-AESR3250
X-AESR3250
X-AESR3250
X-AESR3250
X-AESR3250
X-AESR3250
X-AESR3250
X-AESR3250
X-AESR3250
X-AESR3250
X-AESR3250

60
60
60
80
80
80
80
80
100
100
100
100
100
70
70
70
70
70
100
100
100
100
100
140
140
140
140
140
70
70
70
70
70
100
100
100
100
100
140
140
140
140
140

ERIERE
Cutting Speed
(m/min)

355
355
315
BIl5)
315
275
315
235
210
210
190
210
190
360
360
280
360
280
280
280
250
280
250
200
200
180
200
180
360
360
280
360
280
280
280
250
280
250
200
200
180
200
180

OEERE

Speed

(min)

4500
4500
4000
4000
4000
3500
4000
3000
2700
2700
2400
2700
2400
3600
3600
2800
3600
2800
2800
2800
2500
2800
2500
2000
2000
1800
2000
1800
3600
3600
2800
3600
2800
2800
2800
2500
2800
2500
2000
2000
1800
2000
1800

£8EE Aluminum Alloy : 5052/ 6061/ 7075

ERRRE
Feed
(mm/min)

1000~1400
1100~1400
1000~1400
1000~1300
1400~1800
900~1300
1000~1300
900~1300
800~1000
1200~1600
800~1100
700~1000
800~1100
900~1200
1300~1700
700~1000
700~1000
700~1000
800~1000
1000~1400
500~800
500~800
500~800
600~800
800~1200
400~700
400~600
400~700
900~1200
1300~1700
700~1000
700~1000
700~1000
800~1000
1000~1400
500~800
500~800
500~800
600~800
800~1200
400~700
400~600
400~700

Z3VEDEI Wet coolant

INTRE
(Aa)
Depth of Cut

0.05~0.15
0~2
4~5
25
25
0.05~0.15
0~1
23}
25
25
0.05~0.2
0~2
5~6
32
32
0.05~0.2
0~2
4~5
32
32
0.05~0.2
0~1
258
32
32
0.05~0.2

5~6
32
32
0.05~0.2

4~5
32
32

0.05~0.2

0~1

2~3
32
32

NIEE
(Ap)
Width of Cut
16~25
0.05~0.15
6~7
16~25
16~25
16~25
0.05~0.15
4~5
16~25
16~25
16~25
0.05~0.15
2~3
24~32
24~32
24~32
0.05~0.2

24~32
24~32
24~32
0.05~0.2
4~5
24~32
24~32
24~32
0.05~0.2
23
20~32
20~32
20~32
0.05~0.2
55:0)
20~32
20~32
20~32
0.05~0.2
4~5
20~32
20~32
20~32
0.05~0.2
2-3

mI7s=N
Milling Type

JE SLOTTING
{BI§% SIDE MILLING
{Bl#% SIDE MILLING
BT SLOTTING
B SLOTTING
B SLOTTING
{Bl#% SIDE MILLING
{BIE% SIDE MILLING
&# SLOTTING
B SLOTTING
JE% SLOTTING
{BI§% SIDE MILLING
{BIE% SIDE MILLING
&# SLOTTING
&8 SLOTTING
&#% SLOTTING
{AIE% SIDE MILLING
{BIE% SIDE MILLING
&% SLOTTING
&8 SLOTTING
&# SLOTTING
{AIE% SIDE MILLING
{BIE% SIDE MILLING
&% SLOTTING
JE SLOTTING
&# SLOTTING
{Bl#% SIDE MILLING
{BI§% SIDE MILLING
B SLOTTING
B SLOTTING
&% SLOTTING
{BIE% SIDE MILLING
{BI§% SIDE MILLING
JE# SLOTTING
JE#% SLOTTING
&#% SLOTTING
{BIE% SIDE MILLING
{BI§% SIDE MILLING
&% SLOTTING
BT SLOTTING
B SLOTTING
{BIE% SIDE MILLING
{Bl#% SIDE MILLING

ODHE



(0 M EXCHEGEABEEHERDIE] DMITTSIT

EDHIfRAF R x- TS MILLING CONDITIONS
DA Work Material T3R8 Carbon Steels: S50C /$S400:1.1210/1.0036 : 1050 / A570 Gr.45 (~HRc22)

731\ Coolant Type EIVEDEI Wet coolant

TERRE | UHERE mIERE ERRE | MTRE | NIEE TR
Extension | Cutting Speed Speed Feed (Aa) (Ap) s
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-TS0803 25 215 8000~9000  2000~2400 0.3 0.3 fElA CHAMFERING
X-TS0803 25 215 8000~9000  1800~2200 0.5 0.5 {8/ CHAMFERING
X-TS0803 25 215 8000~9000  1000~1400 1 1 fElA CHAMFERING
X-TS0803 45 190 7200~7700  1400~1800 0.3 0.3 fEl& CHAMFERING
X-TS0803 45 190 7200~7700  1200~1600 0.5 0.5 {8/ CHAMFERING
X-TS0803 45 190 7200~7700 600~900 1 1 fEA CHAMFERING
X-TS1003 30 200 6200~6700  2200~2600 0.5 0.5 fElE CHAMFERING
X-TS1003 30 200 6200~6700  2000~2400 1 1 {8/ CHAMFERING
X-TS1003 30 200 6200~6700  1200~1600 1.5 5 fElA CHAMFERING
X-TS1003 50 170 5200~5700  1600~2000 0.5 0.5 fEl& CHAMFERING
X-TS1003 50 170 5200~5700  1400~1800 1 1 {8/ CHAMFERING
X-TS1003 50 170 5200~5700 700~1100 [I55) 5 fEA CHAMFERING
X-TS1203 35 215 5500~6000  1800~2200 0.5 0.5 fElE CHAMFERING
X-TS1203 35 215 5500~6000  1600~2000 1 1 {8/ CHAMFERING
X-TS1203 35 215 5500~6000 800~1200 1.5 5 A CHAMFERING
X-TS1203 60 185 4700~5200  1400~1800 0.5 0.5 fEl& CHAMFERING
X-TS1203 60 185 4700~5200  1200~1600 1 1 {8/ CHAMFERING
X-TS1203 60 185 4700~5200 500~800 (55 5 fElA CHAMFERING
X-TS1603 45 215 4000~4500  1200~1600 0.5 0.5 fElA CHAMFERING
X-TS1603 45 215 4000~4500  1000~1400 1 1 {8/ CHAMFERING
X-TS1603 45 215 4000~4500 700~1000 [IE5) 5 fElA CHAMFERING
X-TS1603 70 190 3500~4000 900~1200 0.5 0.5 fEl& CHAMFERING
X-TS1603 70 190 3500~4000 700~1100 1 1 {8/ CHAMFERING
X-TS1603 70 190 3500~4000 500~800 [IE5) 5 fElA CHAMFERING
X-TS2003 60 185 2700~3200 800~1200 0.5 0.5 fEl& CHAMFERING
X-TS2003 60 185 2700~3200 600~800 1 1 {8/ CHAMFERING
X-TS2003 60 185 2700~3200 400~600 1.5 5 fElA CHAMFERING
X-TS2003 100 120 1700~2200 700~1100 0.5 0.5 fEl& CHAMFERING
X-TS2003 100 120 1700~2200 500~700 1 1 {8/ CHAMFERING
X-TS2003 100 120 1700~2200 400~600 (55 5 fElA CHAMFERING




EXCHHUGEABLE HERD ELDMITISTING) )y i 2
X-TS

HEIEIM Work Material S&TEH/MRITEH Aloy Tool Steels / Carbon Tool Steels
P20/P5/ SK3/SKD61/SKD11:1.2311/1.1545/1.2379/1.2344 : H13 / D2 (HRc23~32)
731\ Coolant Type EIVEIHEI Wet coolant
JERRE | UIHIERE WEBRE ERRE | NLEE | IIEE

Extension | Cutting Speed Speed Feed (Aa) (Ap) 7 DIBK
Length (mm) | (m/min) (minT) (mm/min) | Depthof cut | Width of Cut Milling Type

X-TS0803 25 180 7000~7500  1600~2000 0.3 0.3 fElA CHAMFERING
X-TS0803 25 180 7000~7500  1400~1800 0.5 0.5 {8/ CHAMFERING
X-TS0803 25 180 7000~7500 700~1000 1 1 A CHAMFERING
X-TS0803 45 150 5700~6200  1000~1400 0.3 0.3 {8l CHAMFERING
X-TS0803 45 150 5700~6200 800~1200 0.5 0.5 {8/ CHAMFERING
X-TS0803 45 150 5700~6200 500~800 1 1 fElA CHAMFERING
X-TS1003 30 180 5500~6000  1800~2200 0.5 0.5 fElA CHAMFERING
X-TS1003 30 180 5500~6000  1600~2000 1 1 {8/ CHAMFERING
X-TS1003 30 180 5500~6000 800~1200 1.5 5 fElA CHAMFERING
X-TS1003 50 150 4500~5000  1200~1600 0.5 0.5 fElE CHAMFERING
X-TS1003 50 150 4500~5000  1000~1400 1 1 {8/ CHAMFERING
X-TS1003 50 150 4500~5000 700~1000 55 5 fElA CHAMFERING
X-TS1203 35 180 4500~5000  1400~1800 0.5 0.5 fElA CHAMFERING
X-TS1203 35 180 4500~5000  1200~1600 1 1 {85 CHAMFERING
X-TS1203 35 180 4500~5000 700~1000 1.5 5 A CHAMFERING
X-TS1203 60 150 3700~4200  1000~1400 0.5 0.5 fEl& CHAMFERING
X-TS1203 60 150 3700~4200 800~1200 1 1 {8/ CHAMFERING
X-TS1203 60 150 3700~4200 400~700 (25 5 fEA CHAMFERING
X-TS1603 45 180 3300~3800  1000~1400 0.5 0.5 fElE CHAMFERING
X-TS1603 45 180 3300~3800 800~1200 1 1 {8/ CHAMFERING
X-TS1603 45 180 3300~3800 600~900 [IE5) 5 fElA CHAMFERING
X-TS1603 70 150 2700~3200 900~1300 0.5 0.5 fElA CHAMFERING
X-TS1603 70 150 2700~3200 700~1000 1 1 {8/ CHAMFERING
X-TS1603 70 150 2700~3200 500~800 [I55) 5 fElA CHAMFERING
X-TS2003 60 140 2000~2500 700~1000 0.5 0.5 fElA CHAMFERING
X-TS2003 60 140 2000~2500 500~700 1 1 {8/ CHAMFERING
X-TS2003 60 140 2000~2500 400~600 1.5 5 A CHAMFERING
X-TS2003 100 80 1000~1500 500~800 0.5 0.5 {8l CHAMFERING
X-TS2003 100 80 1000~1500 400~600 1 1 {8/ CHAMFERING
X-TS2003 100 80 1000~1500 300~500 (55 5 fElA CHAMFERING



(0 M EXCHEGEABEEHERDIE] DMITTSIT

DI x- TS MILLING CONDITIONS
! ; ENRIBS Hardened Steels
B ot Maeral SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

731\ Coolant Type 8Z3VEDEI Dry coolant

TERRE | UHERE mIERE ERRE | MTRE | NIEE TR
Extension | Cutting Speed Speed Feed (Aa) (Ap) s
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-TS0803 25 150 5700~6200  1000~1400 0.3 0.3 fElA CHAMFERING
X-TS0803 25 150 5700~6200 800~1200 0.5 0.5 {8/ CHAMFERING
X-TS0803 25 150 5700~6200 500~800 0.8 0.8 fElA CHAMFERING
X-TS0803 45 120 4500~5000 700~1100 0.3 0.3 fEl& CHAMFERING
X-TS0803 45 120 4500~5000 500~800 0.5 0.5 {8/ CHAMFERING
X-TS0803 45 120 4500~5000 300~600 0.8 0.8 fEA CHAMFERING
X-TS1003 30 150 4500~5000  1200~1600 0.5 0.5 fElE CHAMFERING
X-TS1003 30 150 4500~5000  1000~1400 1 1 {8/ CHAMFERING
X-TS1003 30 150 4500~5000 600~1000 13 i3 fElA CHAMFERING
X-TS1003 50 120 3600~4000 900~1300 0.5 0.5 fEl& CHAMFERING
X-TS1003 50 120 3600~4000 700~1100 1 1 {8/ CHAMFERING
X-TS1003 50 120 3600~4000 500~800 13 1.3 fEA CHAMFERING
X-TS1203 35 145 3600~4000  1000~1400 0.5 0.5 fElE CHAMFERING
X-TS1203 35 145 3600~4000 800~1200 1 1 {8/ CHAMFERING
X-TS1203 35 145 3600~4000 500~800 13 i3 A CHAMFERING
X-TS1203 60 115 2800~3300 700~1100 0.5 0.5 fEl& CHAMFERING
X-TS1203 60 115 2800~3300 500~800 1 1 {8/ CHAMFERING
X-TS1203 60 115 2800~3300 300~600 3 1.3 fElA CHAMFERING
X-TS1603 45 150 2700~3200 900~1300 0.5 0.5 fElA CHAMFERING
X-TS1603 45 150 2700~3200 700~1100 1 1 {8/ CHAMFERING
X-TS1603 45 150 2700~3200 400~700 [IE5) 5 fElA CHAMFERING
X-TS1603 70 125 2200~2700 700~1000 0.5 0.5 fEl& CHAMFERING
X-TS1603 70 125 2200~2700 500~800 1 1 {8/ CHAMFERING
X-TS1603 70 125 2200~2700 300~600 [IE5) 5 fElA CHAMFERING
X-TS2003 60 110 1500~2000 500~700 0.5 0.5 fEl& CHAMFERING
X-TS2003 60 110 1500~2000 400~600 0.9 0.9 {8/ CHAMFERING
X-TS2003 60 110 1500~2000 300~500 13 i3 fElA CHAMFERING
X-TS2003 100 50 500~1000 400~700 0.5 0.5 fEl& CHAMFERING
X-TS2003 100 50 500~1000 300~500 0.9 0.9 {8/ CHAMFERING
X-TS2003 100 50 500~1000 250~450 3 1.3 fElA CHAMFERING




EXCHEUGERBIE HERDIEUDMITTSII ) |5

LIHIfRF =R x- TD MILLING CONDITIONS
DAY Work Material T3R8 Carbon Steels: S50C /S$S400:1.1210/1.0036 : 1050 / A570 Gr.45 (~HRc22)

731\ Coolant Type EIVUIEI Wet coolant

TERRE | UIHERE mIERE ERRE | MTRE | NIEE TR
Extension Cutting Speed Speed Feed (Aa) (Ap) e S
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-TD0803 25 200 7800~8300  1600~2000 0.3 0.3 fElA CHAMFERING
X-TD0803 25 200 7800~8300  1400~1800 0.5 0.5 {8/ CHAMFERING
X-TD0803 25 200 7800~8300 700~1000 1 1 A CHAMFERING
X-TD0803 45 180 6800~7300  1000~1400 0.3 0.3 fEl& CHAMFERING
X-TD0803 45 180 6800~7300 800~1200 0.5 0.5 {8/ CHAMFERING
X-TD0803 45 180 6800~7300 400~600 1 1 fElA CHAMFERING
X-TD1003 30 185 5700~6200  1800~2200 0.5 0.5 fEl& CHAMFERING
X-TD1003 30 185 5700~6200  1600~2000 1 1 {8/ CHAMFERING
X-TD1003 30 185 5700~6200 800~1200 1.5 5 fElA CHAMFERING
X-TD1003 50 140 4200~4700  1000~1400 0.5 0.5 fElE CHAMFERING
X-TD1003 50 140 4200~4700 800~1200 1 1 {8/ CHAMFERING
X-TD1003 50 140 4200~4700 400~700 [I55) 5 fEA CHAMFERING
X-TD1203 35 185 4700~5200  1200~1600 0.5 0.5 fElA CHAMFERING
X-TD1203 35 185 4700~5200  1000~1400 1 1 {85 CHAMFERING
X-TD1203 35 185 4700~5200 600~900 1.5 5 fElA CHAMFERING
X-TD1203 60 150 3700~4200 700~1000 0.5 0.5 {8l CHAMFERING
X-TD1203 60 150 3700~4200 500~800 1 1 {8/ CHAMFERING
X-TD1203 60 150 3700~4200 300~600 55 5 fElA CHAMFERING
X-TD1603 45 185 3500~4000 700~1000 0.5 0.5 fElA CHAMFERING
X-TD1603 45 185 3500~4000 500~800 1 1 {8/ CHAMFERING
X-TD1603 45 185 3500~4000 300~600 3 i3 fElA CHAMFERING
X-TD1603 70 150 2700~3200 700~1000 0.5 0.5 fElA CHAMFERING
X-TD1603 70 150 2700~3200 500~700 1 1 {8/ CHAMFERING
X-TD1603 70 150 2700~3200 400~600 13 1.3 fElA CHAMFERING
X-TD2003 60 140 2000~2500 500~800 0.5 0.5 fElA CHAMFERING
X-TD2003 60 140 2000~2500 400~600 1 1 {8/ CHAMFERING
X-TD2003 60 140 2000~2500 300~500 13 i3 fElA CHAMFERING
X-TD2003 100 80 1000~1500 400~700 0.5 0.5 fEl& CHAMFERING
X-TD2003 100 80 1000~1500 400~600 1 1 {8/ CHAMFERING
X-TD2003 100 80 1000~1500 300~500 3 1.3 fElA CHAMFERING



QL EXCHEGERBEEHERDIE  DMIETSIE
X-TD

I Work Material ST EH/MIEM Alloy Tool Steels / Carbon Tool Steels
P20 /P5/ SK3/SKD61/SKD11:1.2311/1.1545/1.2379/1.2344 : H13 / D2 (HRc23~32)
731\ Coolant Type EIVEIEI Wet coolant
TERRE | UIHERE mEERE ERRE | MTRE | NIEE

Extension | Cutting Speed Speed Feed (Aa) (Ap) 7 DIBK
Length (mm) | (m/min) (min") (mm/min) | Depthof cut | Width of Cut Milling Type

X-TD0803 25 160 6200~6700  1200~1600 0.3 0.3 fElA CHAMFERING
X-TD0803 25 160 6200~6700  1000~1400 0.5 0.5 {8/ CHAMFERING
X-TD0803 25 160 6200~6700 500~800 1 1 A CHAMFERING
X-TD0803 45 135 5200~5700 900~1200 0.3 0.3 fElA CHAMFERING
X-TD0803 45 135 5200~5700 700~1000 0.5 0.5 {8/ CHAMFERING
X-TD0803 45 135 5200~5700 300~600 1 1 fElA CHAMFERING
X-TD1003 30 160 4800~5300  1400~1800 0.5 0.5 fElE CHAMFERING
X-TD1003 30 160 4800~5300  1200~1600 1 1 {8/ CHAMFERING
X-TD1003 30 160 4800~5300 700~1000 15 5 fElA CHAMFERING
X-TD1003 50 135 4000~4500 900~1200 0.5 0.5 fElE CHAMFERING
X-TD1003 50 135 4000~4500 700~1000 1 1 {8/ CHAMFERING
X-TD1003 50 135 4000~4500 400~700 [I55) 5 fElA CHAMFERING
X-TD1203 35 160 4000~4500  1000~1400 0.5 0.5 fElA CHAMFERING
X-TD1203 35 160 4000~4500 800~1200 1 1 {8/ CHAMFERING
X-TD1203 35 160 4000~4500 500~800 13 i3 fElA CHAMFERING
X-TD1203 60 130 3200~3700 600~900 0.5 0.5 fEl& CHAMFERING
X-TD1203 60 130 3200~3700 400~700 1 1 {8/ CHAMFERING
X-TD1203 60 130 3200~3700 300~600 3 1.3 fElA CHAMFERING
X-TD1603 45 160 3000~3500 600~900 0.5 0.5 fElA CHAMFERING
X-TD1603 45 160 3000~3500 400~700 1 1 {8/ CHAMFERING
X-TD1603 45 160 3000~3500 300~500 3 i3 fElA CHAMFERING
X-TD1603 70 125 2200~2700 500~800 0.5 0.5 fEl& CHAMFERING
X-TD1603 70 125 2200~2700 400~600 1 1 {8/ CHAMFERING
X-TD1603 70 125 2200~2700 300~500 13 1.3 fElA CHAMFERING
X-TD2003 60 125 1800~2300 500~700 0.5 0.5 fElA CHAMFERING
X-TD2003 60 125 1800~2300 400~600 1 1 {8/ CHAMFERING
X-TD2003 60 125 1800~2300 300~500 13 i3 fElA CHAMFERING
X-TD2003 100 70 900~1300 400~600 0.5 0.5 fEl& CHAMFERING
X-TD2003 100 70 900~1300 300~500 1 1 {8/ CHAMFERING
X-TD2003 100 70 900~1300 250~450 13 i3 fElA CHAMFERING




EXCHEUGERBCE HERDIEDMITTSII ) |5

IR x- TD MILLING CONDITIONS
! ; ERIES Hardened Steels
B o Maeral SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

731\ Coolant Type 8Z3VEDEI Dry coolant

TERRE | UHERE mIERE ERRE | MTRE | NIEE TR
Extension | Cutting Speed Speed Feed (Aa) (Ap) s
Length (mm) |~ (m/min) (min) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-TD0803 25 135 5200~5700 800~1200 0.3 0.3 fElE CHAMFERING
X-TD0803 25 135 5200~5700 600~1000 0.5 0.5 {8/ CHAMFERING
X-TD0803 25 135 5200~5700 300~600 0.8 0.8 fElA CHAMFERING
X-TD0803 45 20 3400~3800 600~900 0.3 0.3 {8l CHAMFERING
X-TD0803 45 920 3400~3800 500~800 0.5 0.5 {8/ CHAMFERING
X-TD0803 45 920 3400~3800 300~500 0.8 0.8 fElA CHAMFERING
X-TD1003 30 120 3500~4000 900~1300 0.5 0.5 fElE CHAMFERING
X-TD1003 30 120 3500~4000 700~1100 1 1 {8/ CHAMFERING
X-TD1003 30 120 3500~4000 400~700 3 i3 fElA CHAMFERING
X-TD1003 50 20 2700~3200 700~1000 0.5 0.5 fElA CHAMFERING
X-TD1003 50 920 2700~3200 500~800 1 1 {8/ CHAMFERING
X-TD1003 50 920 2700~3200 300~600 13 1.3 fElA CHAMFERING
X-TD1203 35 110 2700~3200 700~1000 0.5 0.5 fElE CHAMFERING
X-TD1203 35 110 2700~3200 500~800 1 1 {85 CHAMFERING
X-TD1203 35 110 2700~3200 300~600 13 i3 fElA CHAMFERING
X-TD1203 60 85 2000~2500 500~800 0.5 0.5 fElE CHAMFERING
X-TD1203 60 85 2000~2500 300~600 1 1 {8/ CHAMFERING
X-TD1203 60 85 2000~2500 300~600 12 12 fElA CHAMFERING
X-TD1603 45 110 2000~2500 500~800 0.5 0.5 fElA CHAMFERING
X-TD1603 45 110 2000~2500 300~600 0.8 0.8 {85 CHAMFERING
X-TD1603 45 110 2000~2500 300~500 1 1 fElA CHAMFERING
X-TD1603 70 85 1500~2000 400~700 0.5 0.5 fElA CHAMFERING
X-TD1603 70 85 1500~2000 300~500 0.8 0.8 {8/ CHAMFERING
X-TD1603 70 85 1500~2000 250~400 1 1 fElA CHAMFERING
X-TD2003 60 110 1500~1900 400~550 0.5 0.5 fEl& CHAMFERING
X-TD2003 60 110 1500~1900 300~500 0.8 0.8 {8/ CHAMFERING
X-TD2003 60 110 1500~1900 250~450 1 1 fElA CHAMFERING
X-TD2003 100 60 700~1100 350~500 0.5 0.5 fEl& CHAMFERING
X-TD2003 100 60 700~1100 250~450 0.8 0.8 {8/ CHAMFERING
X-TD2003 100 60 700~1100 200~400 1 1 fEl CHAMFERING



DESIGN . HONESTY . FUTURE

DHFEEZRAI2KRIINIABER

SELECTION OF DHF Exchangeable Head Endmill 11 Series

7 BE7) X7
End Mills Corner Radius End Mills Ball Nose End Mills

i ; ; ; BHE = EHE
EDHIM i i Third Fist | Second | Third

Work Material Selection [ Selection | Selection | Selection

e
Carbon Steels
S50C /SS400 :1.1210/
1.0036: 1050 / A570 Gr.45
(~HRc 22)

S TEH/RTAH
Alioy Tool Steels /
Carbon Tool Steels

P20/P5/ SK3 /SKD61 /
SKD11:1.2311/1.1545/
1.2379/1.2344:H13/D2

(HRc 23~32)

X-UET X-UEXR X-UB

Xs-UB

i/ FRiE
Prehardened Steels
NAK80:1.2083 : AISI420 : M310
(HRc36~45)

X-UBY
X-UB
Xs-UB

X-UET X-UEXR

HRIBH
Hardened Steels
SKD61/STAVAX/
17-4PH:1.2083/
1.2344/1.4542:H13 /420
(HRc48~54)

X-UEX
X-UPS

X-UOR X-UBY

RRIEH
Hardened Steels
SKD11/SKH9:1.2379 /
1.3342:D2/M2
(HRc55~62)

X-UEX X-UOR X-UBY




DESIGN . HONESTY . FUTURE »

DHFEREZRM2XR )]t E R

SELECTION OF DHF Exchangeable Head Endmill 11 Series

7 BE7) X7
End Mills Corner Radius End Mills Ball Nose End Mills
. i ERid
DRI First | Second | Third First

Work Material Selection | Selection | Selection J§ Selection

mEE
Aluminum Alloy
5052/6061/7075

#I5
Copper
C1100/2.0090 /
B152C11000

RETEREATR S
Stainfess Steels
SUS304:1.4301 : AlSI 304
(HRc 28~32)

I - I I
(FRERENEE, treEie)
AT
Stainless Steels X-UET -
SUS420J2 /SUS630:1.2083 /
1.4542:AISI 420 /
17-4PH (HRc 28~32)
X-AEW X-AEWR X-BTB
Xs-BTB

BE /A
Titanium Afloy / Pure Titanium
Ti-6Al-4V /Ti-2:3.7165 /
3.7035:Gr5/
Gr2:TC4/TA1



EIZtIHIE® BALL NOSE REAL CUTTING DIAMETER

BRER | BED EDHIFEE (Ad) Depth of Cut (mm/min)

BallR | MillDia.
(mm) WA 001 002 003 004 005 008 01 015 02 03 05 08 10 20 30

0.1 0.2 Ly | @7 | @8 | @S @A |WIES | @2 | == | == | =—= | = | == | = | == | ==
0.2 0.4 0125 0.174 0211 024 0265 032 035 039 04 === === =mmmm s s eeee
0.3 0.6 0154 0215 0262 0299 0332 041 045 052 057 06 === === === - -eee-
0.4 0.8 0178 025 0304 0349 0387 048 053 062 063 077 077 === =w=mm  =oom -emn
0.5 1 0199 028 0341 0392 0436 054 06 071 08 092 1  =memm  =eeem emeem eeeen
1 2 0282 0398 0486 056 0624 078 087 105 12 143 173 196 2 === =-emn
1.5 3 0346 0488 0597 0688 0768 097 108 131 15 18 224 265 283 28 -
2 4 0399 0564 069 079 0889 1.12 125 152 174 211 265 32 346 4 -
25 5 0447 0631 0772 0891 0995 125 14 171 196 237 3 367 4 49 49
3 6 0489 0692 0846 0977 1091 138 154 187 215 262 332 408 447 566 6

4 8 0565 0799 0978 1129 1261 159 178 217 25 304 387 48 529 693 775
5 10 0632 0894 1094 1262 1411 178 199 243 28 341 436 543 6 8 9.17
6 12 0693 0979 1.198 1383 1546 195 218 267 307 375 48 599 663 894 1039
7 14 0748 1058 1295 1495 167 211 236 28 332 405 52 665 721 98 1149
8 16 038 1131 1384 1598 1786 226 252 308 356 434 557 697 775 1058 1249
9 18 0848 1.199 1468 1695 1895 239 268 327 377 461 592 742 825 1131 1342
10 20 0894 1264 1548 1787 1997 252 282 345 398 486 624 784 872 12 14.28

EIFE®XEIE CALCULATION OF REAL DIA.




EREIXF | REPLY ODHE
=EERB/
EmEEE WNTHE EE (HRC)
2rarengE [ [U&
fFRBEEN {EREREEIRA
[]UG [ ] CIMATRON [ ] Power-Mill
RUEE [ ] Pro-E [ ] Work NC [ ] Master CAM
IR OersE | gmstses | [Dagss | (@@
F{EE A 2R EE R RS
BEISR Desgy | CDagos | (e | sy
MmIBsR [ iEsk (] sk
ndmil ndmif
GJ S50 J SN0
1B 2970 |
R min-'| S m/min | #3% min-t| S m/min
B
da= mm ‘ Ap= mm da= mm | dp= mm
R |




REPLY EmOIE<

Messrs. /

ODHF

Type No. (Size Description)

Work Material

Hardness(HRC)

[ ]ves

Heat Treatment

[ ] No

Programming Method

Tool Holding System

D ER Collect Chuck

D Draw Back Chuck

Machine Type
[ UG [ ] CIMATRON [ ] Power-Mill
Model [l Pro-E [ ] Work NC [ ] Master CAM
D Hydraulic Chuck ‘ D Shrink Fit Chuck

Brand
Cooling Type [ ] Dry Machining ‘ [ ImaL (misv ‘ [ ] oil Machining ‘ [] ,f,\"gﬁ,'ﬁ'n"iﬂ‘g""""""
Processing Method [ ] Down Milling [ ] Up Milling
ndmif ndmif
able Feed able Feed
1. Ball Nose End Mill ‘ 2. Flat End Mill
Speed min-'| Feed m/min| Speed min-'| Feed m/min
side Milling Slotting P,
Ly IS E 1
da= mm ‘ A= mm da= mm ‘ ap= mm mm ‘ ap=
Result ‘ Result ‘
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