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MSB/P-SB 2 Flutes Regular Milling {Z#]H|

MILD STEELS, CARBON STEELS., HARDENED STEELS, PREHARDENED STEELS, STAINLESS

STEELS
COPPER, ALUMINUM ALLOY SS4OEH§§%%E:%§@C?$$%AK55 SKT ~ SKD61 » NAK80 ~ HPM1 ~ DH

MATERIAL W Eas SR DR T « TEIEE « A

R
~32HRC HRC33~41 HRC42~50
DEPTH OF CUT DEPTH OF CUT FEED |DEPTH OF CUT DEPTH OF CUT
(min") | mmimin) INITRE (min") | (mmimin) INITRE () n(]m;néE NIRE (min") | (mmimin) NTRE
TEER | EHRR JWEER | ERRR L 3E ﬁﬁ;ff IR | EFRR

R 0.05 |40,000| 120 0.003 | 0.005 | 32,000 60 0.005 | 0.005 | 32,000 40 0.005 | 0.005 | 32,000 28 0.005 | 0.005

R 0.1 | 40,000 | 240 | 0.010 | 0.020 | 32,000 | 160 | 0.010 | 0.010 | 32,000 | 160 | 0.010 | 0.010 | 32,000 | 160 | 0.005 | 0.005
RO.2 | 40,000 | 392 | 0.020 | 0.080 | 32,000 | 328 | 0.020 | 0.080 | 32,000 | 264 | 0.040 | 0.080 |32,000| 164 | 0.020 | 0.040
RO.3 | 40,000 | 464 | 0.030 | 0.120 | 32,000 | 392 | 0.030 | 0.120 | 32,000 | 336 | 0.060 | 0.120 | 32,000 | 212 | 0.030 | 0.060
R0.4 | 40,000 | 528 | 0.040 | 0.160 | 32,000 | 440 | 0.040 | 0.160 | 31,500 | 336 | 0.080 | 0.160 |27,500 | 232 | 0.040 | 0.080
R0.5 | 32,000 | 600 | 0.050 | 0.200 | 31,500 | 496 | 0.050 | 0.200 | 25,000 | 320 | 0.100 | 0.200 |22,000 | 228 | 0.050 | 0.100
R1 19,000 | 600 | 0.200 | 0.400 | 15,500 | 496 | 0.200 | 0.400 | 12,500 | 320 | 0.200 | 0.400 | 11,000 | 232 | 0.100 | 0.200
R1.5 | 12,500 | 608 | 0.300 | 0.600 | 10,500 | 504 | 0.300 | 0.600 | 8,450 324 | 0.300 | 0.600 | 7,400 232 | 0.150 | 0.300
R2 9,500 608 | 0.400 | 0.800 | 7,950 504 | 0.400 | 0.800 | 6,350 356 | 0.400 | 0.080 | 5,550 296 | 0.200 | 0.400
R3 6,300 640 | 0.600 | 1.200 | 5,300 536 | 0.600 | 1.200 | 4,200 372 | 0.600 | 1.200 | 3,700 312 | 0.300 | 0.600
R4 4,750 760 | 0.800 | 1.600 | 3,950 632 | 0.800 | 1.600 | 3,150 | 444 | 0.800 | 1.600 | 2,750 364 | 0.400 | 0.800
R5 3,800 712 1.000 | 2.000 | 3,150 596 1.000 | 2.000 | 2,500 | 420 1.000 | 2.000 | 2,200 344 | 0.500 | 1.000
R6 3,170 672 1.200 | 2.400 | 2,650 560 1.200 | 2.400 | 2,100 392 1.200 | 2.400 | 1,850 344 | 0.600 | 1.200
R8 2,400 504 1.600 | 3.200 | 1,990 | 420 1.600 | 3.200 | 1,580 | 296 1.600 | 3.200 | 1,390 260 | 0.800 | 1.600
R10 1,900 | 400 | 2.000 | 4.000 | 1,590 336 | 2.000 | 4.000 | 1,260 | 232 | 2.000 | 4.000 | 1,110 208 | 1.000 | 2.000
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®* P-SSB/P-MSB/P-SB 2 Flutes HIGH-SPEED LIGHT Milling
P-SSB/P-MSB/P-SB 27] Sixt]H|
MILD STEELS, CARBON STEELS,|  HARDENED STEELS, PREHARDENED STEELS, STAINLESS

STEELS
COPPER, ALUMINUM ALLOY 83400_,%131{%?_0%%%0265;?%'“'(55 D61 » NAK80 ~ HPM1 ~ DH

© FRIEH - i

~32HRC HRC33~41 HRC42~50
DEPTH OF CUT|SPEE DEPTH OF CuTt SPEED FEED DEPTH OF C
NIRE (min” min’ MTEE
S258; ~

DB @ Bee

:_i;iin_ iE mE

R0.5 |50,000| 2,680 | 0.020 | 0.050 | 50,000 | 2,240 | 0.020 0.050 50,000 | 2,000 | 0.020 | 0.050 | 47,500 | 1,800 | 0.020 | 0.050
R1 31,500 | 2,680 | 0.040 | 0.100 | 25,000 | 2,240 | 0.040 | 0.100 | 24,500 | 2,000 | 0.040 | 0.100 | 23,500 | 1,800 | 0.040 | 0.100
R1.5 |21,000| 2,680 | 0.060 | 0.150 | 16,500 | 2,240 | 0.060 | 0.150 | 16,000 | 2,000 | 0.060 | 0.150 | 15,500 | 1,800 | 0.060 | 0.150
R2 15,500 | 3,264 | 0.080 | 0.200 | 15,500 | 2,720 | 0.080 | 0.200 | 15,000 | 2,200 | 0.080 | 0.200 | 13,500 | 1,960 | 0.080 | 0.200
R3 10,500 | 4,128 | 0.120 | 0.300 | 13,500 | 3,440 | 0.300 | 0.600 | 11,500 | 2,200 | 0.300 | 0.600 | 9,500 | 1,800 | 0.120 | 0.300
R4 7,900 | 3,072 | 0.160 | 0.400 | 10,000 | 2,560 | 0.400 | 0.800 | 8,950 | 1,680 | 0.400 | 0.800 | 7,150 | 1,360 | 0.160 | 0.400
R5 6,300 | 2,496 | 0.200 | 0.500 | 8,250 | 2,080 | 0.500 | 1.000 | 7,150 | 1,360 | 0.500 | 1.000 | 5,700 | 1,080 | 0.200 | 0.500
R6 5,250 | 2,064 | 0.240 | 0.600 | 6,850 | 1,720 | 0.500 | 2.400 | 5,950 | 1,120 | 0.500 | 2.400 | 4,750 | 880 | 0.240 | 0.600
R8 4,950 | 1,240 | 0.320 | 0.800 | 4,110 | 1,032 | 0.500 | 3.200 | 4,460 | 840 | 0.500 | 3.200 | 3,560 | 656 | 0.320 | 0.800
R10 3,950 | 992 | 0.400 | 1.000 | 3,290 | 824 | 0.500 | 4.000 | 3,570 | 672 | 0.500 | 4.000 | 2,850 | 528 | 0.320 | 1.000
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