M SPEED TIGER

e KTG 2 Flutes Standard Cutting Conditions f2#E Y1112

. Hardened steels,

Working Alloy steels, Tool steels, v Hardened steels,

material SCM,SKD61,SKD11,NAK AISI H13,AISI D2 ect SKDM%KQ AU D! SKD11,SKH,5KS, ASP23,AISI H13 ect
WEDEIA A48 TAM . FEEH - ' BEH (55~60HRC)

Inclination of EEIE (mm i) & ENEIE (mm)

)
R(mm) Machiig Speed(mm’’) heed(mm/ Speed(mm™) | Feed(mm/min) Speed(mm™) | Feed(mm/min) B Ad

<t Em Surface MR min) MEEEE [pyeetie e Meaasmrr

BRERHE MIE amaE EIREE = Milling R R . Milling = s o Milling
3 ick feed Pick feed Pick feed

faRA Amount Amount Amount

«=15° | 40000 | 3120 |<0.2R =0.1R| 35000 | 2340 | =O0.2R | =0.1R | 21000 | 1300 | =0.2R | =0.05R
DOSR 7 S15° 35000 2080 =0.2R =0.1R 30000 @ 1430 | =02R  =01R 15000 @ 740 | =02R  =0.05R
«<15° | 40000 | 3900 |=0.2R =0.1R| 30000 | 2470 | =02R | =0.1R | 14000 | 1160 | =0.2R | =0.05R
DO7SR S 15- 30000 2210 | <04R =01R 25000 @ 1560 @ <04R =01R 10000 610 | =02R | =0.05R
«=15° | 35000 | 3900 |<04R =0.1R| 25000 | 2340 | =04R | =0.1R | 11000 | 1040 | =02R | =0.05R
DIR - S15° 25000 2210 =04R =0.1R 20000 @ 1430 @ <04R  <01R 8000 A 560 | =02R =0.05R
«=15° | 33000 | 3900 |=04R =0.1R| 22000 | 2210 | =04R | =0.1R | 9300 | 920 | =02R | =0.05R
D1.25R © S15° 24000 2210 | <04R =01R 17000 @ 1300  <04R =01R 6500 @ 480 | =02R | =0.05R
«=15° | 30000 | 3900 |=04R =0.1R| 20000 | 2210 | =04R | =0.1R | 8000 | 870 | =02R | =0.05R
D1SR 1 >15° | 23000 2210 =04R =0.1R 15000 @ 1300 | =04R  =<01R | 5600 & 450 | =02R | =0.05R
«=15° | 25000 | 3900 |=04R =0.1R| 17000 | 2210 | =04R | =0.1R | 6400 | 830 | =02R  =0.05R
D2R - S15° 20000 2210 <04R =0.1R 13000 @ 1300 @ <04R <O01R 4500 @ 440 | =02R =005R
«=15° | 23000 | 3900 |=04R =0.1R| 15000 | 2210 | =04R | =0.1R | 5000 | 710 | =0.2R | =0.05R
D28R S 15° 17000 2210 =04R =01R 11000 = 1300 | =04R  =0.1R 3500 @ 380 | =02R  =0.05R
«=15° | 20000 | 3900 |=04R =0.1R| 13000 | 2210 | =04R | =0.1R | 4200 | 690 | =02R | =0.05R
D3R S15° 15000 | 2210 <04R =0.1R 10000 @ 1300 @ =04R  <O01R 2900 @ 350 | =02R =0.05R
«=<15° | 15000 | 3900 |=04R =0.1R| 10000 | 2210 | =04R | =0.1R | 3200 | 700 | =02R | =0.05R
D4R S15° | 11000 | 2210 =04R <0.1R 7500 @ 1300 | =04R  <=0.1R 2200 | 360 | =02R | =0.05R
«=15° | 12000 | 3770 | <04R =0.1R| 8000 | 2080 | =04R | =0.1R | 2500 | 660 | =0.2R  =0.05R
DSR - S15° 9000 | 2080 =04R =0.1R 6000 | 1170 | =04R  <01R 1800 A 350 | =02R  =0.05R
«=<15° | 10000 | 3250 |<04R =0.1R| 6600 | 1820 | =04R | =0.1R | 2100 | 570 | =02R | =0.05R
DBR  ©  S15° | 7500 | 1820 <04R <0.1R 5000 | 1040 & =04R =0.1R 1500 & 300 | =02R  =0.05R
D;E%%fém \_/\Qf‘;o.m \_/\g,f‘;m&ojmm) \_/\Qf‘;&ﬂoifmmm)
~0.2R(=R1) Z0.2R(=R1)

e KTG 2 Flutes High Speed Milling Conditions &= YHIfE4f £

Hardened steels,

Workin, Alloy steels, Tool steels, Hardened steels,
g:ﬁ;ﬂi SCMYSKDG;I\'SQ{ﬂDV1\1§;%VAI_S;E?§§E:IAISI D2 ect SKDG1%§%1 "S‘;I;;A__’VSAS):{'QEI H13 ect SKD11%§£%K§52§E§§£$SI H13 ect
Pick feed | Milling Amount : Pick feed L) E Pick feed %"ﬁlﬂﬁ.
®R | 40000 | 3120 | 0.2 | 005 | 40000 2470 | 015 | 0.04 | 30000 | 1560 & 0.1 | 0.03
OS8R m 40000 | 3900 | 04 | 005 40000 3120 | 0.8 | 004 | 30000 1950 @ 06 | 003
®R | 40000 | 6240 | 0.2 02 | 40000 4940 | 02 | 015 | 20000 | 2080 & 0.5 | 0.12
R ®F | 40000 @ 7800 | 0.2 01 | 40000 6240 0 01 | 20000 2600 | 0.1 | 0.06
®R | 30000 | 6240 | 0.4 03 | 30000 4940 | 03 | 02 | 20000 | 2470 | 025 | 0.15
2R ®F | 30000 | 7800 | 02 | 0.5 | 30000 | 6240 @ 02 | 04 | 20000 3120 @ 02 | 01
®R | 20000 | 5200 | 0.6 04 | 20000 4160 | 05 | 03 | 16000 | 2470 | 0.3 0.2
3R ®F | 20000 | 6500 | 0.2 02 | 20000 5200 @ 02 | 02 | 16000 3120 | 02 | 02
BR | 16000 | 4940 1 08 | 16000 3900 | 08 | 06 | 10000 | 1820 | 0.7 05
4R ®F | 16000 | 6240 & 02 02 | 16000 | 4940 | 02 | 02 | 10000 2340 | 02 | 02
o BR | 12000 | 4680 2 1 12000 | 3640 1 08 | 8000 | 1560 1 0.7
®F | 12000 | 5850 | 0.3 03 | 12000 4680 & 02 | 02 | 8000 | 2080 | 02 | 02
®R | 10000 | 3900 3 12 | 10000 | 3120 | 15 12 | 6400 | 1248 | 15 1
6R ®F | 10000 | 4870 | 0.3 03 | 10000 3900 & 02 | 02 | 6400 1560 | 02 | 0.2
—_— Pf
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