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® RTAS 4 Flutes Standard Cutting Conditions UJ{l[{&/}:2%

(30~45HRC)

Hardened steels

Work Carbon Steels, Alloy Steils Alloy Steels, Tool Steels Austenitic stainless stﬁels SKD61, SKD11, NAK, STAVAX Harden&d st_e(_els
. S50C,SCM, FC2505F = 9 SUS304, SUS316%% = SKD11, & AiSi D2
material o . AEHSKD61, NAKE 0 0 % - o .
1 AiSi 1049, Cast iron N AiSi AiSi 316 o EZIBEM (55~60HRC)
WHIM oS . A% (~30HRC) Prehardened steels, AiSi H13 SRR BI R AiSi H13
ek A4 - TEH - 7850 AR - BRI (45~50HRC)
Cutting
Speed 50~100m/min 50~70m/min 30~60m/min 20~40m/min 15~30m/min
CIHIRE
Feed Rate Feed Rate Feed Rate Feed Rate Feed Rate
(mm/min) (mm/min) (mm/min) (mm/min) (mm/min)
ERRE EARRE ERRE EARRE EHRRE
Diameter L%ELR Speed L%DLZ Speed L%ELZ Speed L%DLR Speed L%DLR
B (mm) . (min™) . (min™) . (min™) . (min™) .
Side . \ Side . \ Side . y Side . \ Side .
miE @iE miE B!
Milling S'O;%'”g BB | Milling S"fg'”g DEH | \iling S'?%'”g B | \illing S"Zg'”g BEH | iling S'?%'”g
BlE ‘ BlE ‘ BlE ‘ BlE ‘ BlE ¢
8 4000 680 2400 360 2000 330 1600 130 800 70
10 3200 590 1900 290 1600 290 1300 120 650 65
12 2700 500 1600 240 1300 230 1100 100 530 55
{BIESide Milling {BlESide Milling
Depth of cut
(D:EfEDia)
HIBEE 1D 1D
0.1D 0.02D
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4 Flutes Hig

Carbon Steels, Alloy Steels
S50C,SCM, #&58 FC250%

Alloy Steel, Tool Steel
FaNEsE, SKD61, NAKS

Hardened steels
SKD61, SKD11, NAK, STAVAXZE

Hardened steels
SKD1155AiSi D2

?;%i?;' AiSi 1049, Castiron Pre-hardnad steel AiSi H13 AISi H13 I (55~60HRC)
R - 5 (~30HRC) A%l - TEH# (30~45HRC) BZRIBH (45~55HRC)
C“%%ﬂ%‘gm 200m/min 150m/min 50m/min
Diameter Speed (min™) r?n?g/riif Speed (min™) I‘:fnen(j/ar?r:? Speed (min™) '(::_ﬁ:/riif Speed (min™) I‘:ien?/arT;?
EfE(mm) plEd- i PELEE e PELEE ) stEge R PELEE sy
8 11900 2325 7900 1485 5900 470 2000 175
10 9500 2000 6300 1290 4700 410 1600 160
12 7900 1800 5300 1125 3900 360 1300 135
(mm) Ad
Milling Amount
B75E Ad=0.05D Ad=0.03D Ad=0.02D Ad=0.02D
EIEIR
A Caution A TEFH
1.Please use Si coating tools for work materials of 50~60HRC. 1. tHI50~60HRCIA -2 #7455 » SE{ERSIIRIRZ A °

2.In cutting Austenitic stainless steels, the use of non-water-soluble cutting
fluid is especially effective.

3.If the rigidity of the machine or the work material installation is very low,
or chattering is generated, please reduce the revolution and the feed
rate proportionately.

4.When drilling, please set the feed rate at 1/3 or below of the above value.

2. UDBRETEREARII NSNS - FAERIF A IHIRRBRES -

3. AR B TIFRVAR TR E « HIREERS - SELERLLRZ
ERIFHEDEHRERRE -

4. FEENERRES - ERREEBRERLRIBUT ©

Unit/E{i: mm
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