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| Mill Variable Pitch Tg’-"

w (@) w2 @B

GOSMVP4010-4 1 3 50 4 500
GOSMVP4015-4 15 45 50 4 500
GOSMVP40204 2 6 50 4 500
GOSMVPA4025-4 25 7.5 50 4 500
GOSMVP4030-4 3 9 50 4 500
GOSMVP40404 4 12 50 4 500
GOSMVP4030-6 3 9 50 6 600
GOSMVP4040-6 4 12 50 6 600
GOSMVP4050 5 15 50 b 600
GOSMVP4060 6 18 50 ‘ 600
GOSMVP4080 8 2% 60 8 1,000
GOSMVP4100 10 30 75 10 1,50
GOSMVP4120 12 36 75 12 2,000
GOSMVP4160 16 50 100 16 5500
GOSMVP4200 20 50 100 0 780

#GOSMVP4160H2=50 #GOSMVP42007HZ=50 #rSGOSMLS VPSSR il 55 .

4D
Type

Il Variable Pitch

NS
GOSMLVP4030-6 3 12 75 6 750
GOSMLVP4040-6 4 16 13 6 750
GOSMLVP4050 5 20 75 6 750
GOSMLVP4060 6 24 15 6 750
GOSMLVP4080 8 32 15 8 1,380
GOSMLVP4100 10 40 100 10 2,200
GOSMLVP4120 12 48 100 12 2,700

GOSMLVP4160 16 65 150 16 8,200

GOSMLVP4200 20 80 150 20
TR R B B AT

12,000

5D
ill Variable Pitch

¥
ahd LY

GOSMLLVP4030-6 3 15 75 6 820
GOSMLLVP4040-6 4 20 75 6 820
GOSMLLVP4050 5 25 75 6 820
GOSMLLVP4060 6 30 75 f 820
GOSMLLVP4080 8 40 100 8 1,800
GOSMLLVP4100 10 50 100 10 2,400
GOSMLLVP4120 12 60 110 12 3,000
GOSMLLVP4160 16 80 150 16 9,000
GOSMLLVP4200 20 100 160 20 13,500

LB LR B R e E T,

3Flute

= g ~

GOSMVP3030-4 3 9 50 4 500
GOSMVP3040-4 4 12 50 4 500
GOSMVP3030-6 3 9 50 6 600
GOSMVP3040-6 4 12 50 6 600
GOSMVP3050 5 15 50 6 600
GOSMVP3060 6 18 50 6 600
GOSMVP3080 8 24 60 5 1,000
GOSMVP3100 10 30 75 10 1,500
GOSMVP3120 12 36 75 12 2,000
GOSMVP3160 16 48 100 16 5,500
GOSMVP3200 20 50 100 20 7,800

Fr E B R T 2 R e o e B AT

GOSRVP4010-4-R0.1
GOSRVP4010-4-R0.2
GOSRVP4020-4-R0.1
GOSRVP4020-4-R0.2
GOSRVP4020-4-R0.3
GOSRVP4030-4-R0.1
GOSRVP4030-4-R0.2
GOSRVP4030-4-R0.3
GOSRVP4030-4-R0.5
GOSRVP4040-4-R0.2
GOSRVP4040-4-R0.3
GOSRVP4040-4-R0.5
GOSRVP4040-4-R1.0
GOSRVP4030-6-R0.1
GOSRVP4030-6-R0.2
GOSRVP4030-6-R0.3
GOSRVP4030-6-R0.5
GOSRVP4040-6-R0.2
GOSRVP4040-6-R0.3
GOSRVP4040-6-R0.5
GOSRVP4040-6-R 1.0
GOSRVP4050-R0.2
GOSRVP4050-R0.3
GOSRVP4050-R0.5
GOSRVP40S0-R1.0
GOSRVP4060-R0.2
GOSRVP4060-R0.3
GOSR VP4060-R0.5
GOSRVP4060-R1.0
GOSRVP4060-R1.5
GOSRVP4060-R2.0
GOSRVP4080-R0.3
GOSRVP4080-R0.5
GOSRVP4080-R1.0
GOSRVP4080-R2.0
GOSRVP4080-R3.0
GOSRVP4100-R0.3
GOSRVP4100-R0.5
GOSRVP4100-R1.0
GOSRVP4100-R2.0
GOSRVP4100-R3.0
GOSRVP4120-R0.3
GOSRVP4120-R0.5
GOSRVP4120-R1.0
GOSRVP4120-R2.0
GOSRVP4120-R3.0
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GOSMVP  Square Type — 3D Type (34E A & - F2)

GOSMLVP Square Type — 4D Type (41& 0 & + F 1)
GOSMLLVP Square Type — 5D Type (5160 & « #2)
GOSRVP Radius Type — Regular Type (#&£ 9 & - E1$.0)
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(S)GOSMVPZ # J] £ « (S)GOSRVPE £ 7] 7l « (S)GOSMLLVP-5D 7] £ I & 11 T ]l

(S)GOSM\
Wonk Mapri HIEES, IR Rl
%g Condition Range ~ Depthof Cutmm ~ Cutting Condition : __ _ o1 || &
Hardness
@EMCxbonseds | SDCAMRAE | EMEwel 28600 14300 9500 7200 480 3600 2900 2400 L300 1400
A&@Alloy Siels | 3DGeneral B RS mm/min %0 430 500 S8 720 720 730 650 610 560
BB Cast irom SDZ LT EfEEnnl 25,500 12700 £500 6400 4,200 3200 2500 2,100 1600 1,300
Lrathieeg 5DCeneral =000 s mimin 20 380 450 510 630 640 630 S0 540 520
THH R i min-| 19,100 9,500 6400 4800 3,200 2400 1,900 1,600 1,200 1,000
Tool S High Speed ap=1Dc | v imin 190 230 270 310 38 380 380 350 330 320
PRebardened Steels % Pl S min-| 15000 8,000 5300 4000 2700 2000 1,600 1,300 1,000 800
(HRC3D~HRCA0) General 30=03D¢ s mimin 160 190 220 260 320 320 30 280 20 260
e e aeiDe | ]
Hida Sl High Speed A H i
{SMI SKT4 ﬁfff ap=0.5Dc
R 17,500 8,800 5,800 4400 290 2200 1,800 1,50 1,100 900
T HighSpeed; | ~HFIEE 130 160 180 210 260 260 270 240 220 220
Stainless Steel 2 PR R min-] 14,300 7,200 4,800 3,600 2,400 1,800 1,400 1,200 900 700
General =00 | g imin 110 130 150 170 220 20 210 19 180 170
s S R min | 1,100 5600 3,700 2,800 1,90 1,400 1,100 90 700 600
ok HighSpeed | PO  sissermin 60 70 80 o0 110 110 110 100 100 100
Titanium Alloy 37 R I min-1 9,500 4,800 3200 2400 1,600 1,200 1,000 800 600 500
Genesal 202D A mmin 50 60 70 80 100 100 100 90 80 80
ERRAS PRl AeE woe0Spe | ERESTn] 6,400 3200 2,100 1600 1,100 80 600  S00 400 300
i Genenal W=0DDC | i miin 417 020 0B W W 30 26 U1
EE . ‘ _ | FERSINL Slotting
1. FE RIS R AR TR S U H SRR ey DA & - BRI CERESIRS I TR - Y8 B a8 AR R R E AR U A 8HE -
2.5 M FIO L RS AR AT A FE BT O BEUMEIFILL RS s R .
3 RS - AR SEIT » BRI A5 FDR AR IS S 4 °H
4.5 FEHEE IS - B EHEEES Rifnk T ELigE -

S BB AR R R » ERTIRE SRR s . —
6.0 FHZEl ST ThF » LATEREIN THRAGELS SRMADEEE20% » 0.1DCIFMHIE eSS HES « (STEP FEED)

RS 4 ; y T R (A )3 0 R ¥ ap: il 7t AIR  Axial Depth (mm)
TEF AR CES - AR DUT I CERAFGES SR REE LUSH L 70% R e ac T UIHIE Radial Depth (mm)

GOSMVP 37) 58 N BRI E 5 &3t ) VIEIEHE =

GLOB.

Wi e b A
HEEE&S Condition Range  Depth of Catmm  Cutting Condition p2(

i i PR BIEHLT. ap=1.5Dc  EfBHEmin] 10,500 8000 6400 5300 4000 3200 2,500 1,800 1,440
ﬁgﬂcﬁﬂ;ﬂim BIOT(D)  ae=0.3Dc  HEAEmmimin 500 550 750 750 750 750 700 500 400
$5400,845C,FC ﬂﬁ.fﬂﬂl Stﬂp Feed fﬁﬁﬂﬁlﬂiﬂ-l . lU,S{I} 3,{:{” 6,4{’-) 5,30(} 4,‘1!] 3,2‘:]] 2«.5[1} 1,301} ],‘MU
(150~250HB) Drilling eSS mm/min 150 180 210 210 210 210 180 80 70
Lo QIEHT ap=1.5Dc  IEWEERmin-] 5800 4,400 3,500 3,000 2200 1,700 1,500 1,100 880
oy Stex] MINTEOD)  ae=02Dc  ELHHmmimin 200 250 330 330 330 330 300 250 200
Preber Secls AL R min-] 5,800 4400 3500 3,000 2200 1,700 1,500 1,100 880
(HRC25~HRC35) Drilling Sepiieed eSS mm/min 80 100 120 120 120 120 100 60 50
HEH MIET, ap=1.5Dc  HEEHRFmin-] 5300 4000 3,100 2,600 2,000 1600 1,300 1,000 800
Hﬂ%’éﬁéﬂﬁgﬁ #irome  ae=0.1Dc el Fmmimin 150 180 200 200 200 200 180 150 120
s LT Step Feed S min-1 5300 4000 3100 2,600 2,000 1,600 L300 1,000 800
(HRC35~HRCSS) Drilling S H i mm/min 70 80 100 100 100 100 80 50 40
MmN ap=1.5Dc  iEHEmin ] 5700 4300 3400 2,900 2,100 1,700 1,400 1,100 880
T4 BMAITO2D)  ae=0.2Dc L EREmm/min 180 230 300 300 300 300 270 230 185
Stainless Steel ®|ILINT Step Feeq  EMHEnin] 5700 4300 3400 2,900 2,100 1,700 1,400 1,100 880
Drilling 4 LB mm/min 70 90 100 100 100 100 %0 50 40
Tt A s flmE T ap=1.5Dc HEMEE R min-1 2,600 2,000 1,600 1,300 1,000 800 660 500 400
Nickel Allow MITOMD)  ae=01Dc  HELHEmmimin 80 90 100 100 100 100 90 70 50
ShEdE WAL StepFeed  EMEERImin 2600 2,000 1,600 L1300 1,000 800 660 500 400
T Aox Drilling HE Y mm/min 30 30 30 35 15 30 25 20 16
. JIEHNT. Side Milling
EE | ) . BRI Slotting 5
LIRS BRI M E U B R PRI DT E » EIEINTCFEERE I TR - VI ERY « R R EEEFE T8 -
2. 55 LAFE R AL (IS R R R SR TR » AEEL TJ RN - 5 DU IR L g e i res e a4 - v s
3 IR A SRS ACE NS A - SR B S 2T bl o B LS4 A - ap| .
AFHERBEEIENS o 860 IR B T AR - e
S FHIERIIITAS » #EASRES BUF » I T HRERGRES IR E LU I T 0% R E - >

6. 8871 Drilling) /11 TRRE-EEFHEY - S EIE T VIS HERRRER - R0 A Rt #ELS - (STEP FEED) |
ap: i EPIHIE Axial Depth (mm)

ae: B A ] 4R Radial Depth (mm)
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Regular||Radius
Type || Type

Shank

o
i

Supat] sc] HRC |

() (22 (R ) %

FEFaH
NT

SGOSMVP4010-4 1 3 50 il 600 SGOSRVP40104-R0.1 1 0.1R 3 50 4 660
SGOSMVP4015-4 1.5 4.5 50 4 600 SGOSRVPA0I04-R0.2 1 0.2R 3 50 4 660
SAullsata 2 6 50 4 600 SGOSRVP40204R0.1 2 OIR 6 50 4 660
BAEMMOEL 2E W & K SGOSRVPAO204R02 2 O2R 6 50 4 660
LM : 0 4 00 SGOSRVP40204-R0.3 2 0.3R 8 50 4 660
SGOSMVP4040-4 4 12 50 4 600 - : :
SGOSMVPA030-6 3 5 e : = SGOSRVPAO304R0.1 3 0.IR 9 50 4 660
SGOSM VP4040-6 4 1 50 6 720 SGOSRVP4030-4-R0.2 3 0.2R 9 50 4 660
SGOSMVP4050 5 15 50 6 720 SGOSRVP40304R03 3 0.3R 9 50 4 660
SGOSMVP4060 6 18 50 6 720 SGOSRVP40304-R0.5 3 0.5R 9 50 4 660
SGOSMVP4080 8 24 &0 g 1,250 SGOSRVP4M404-R0.2 4 0.2R 1 50 4 660
SGOSMVP4100 10 30 75 10 1,800 SGOSRVP4040-4-R0.3 4 0.3R 11 50 4 660
SCOSMVP4120 12 36 75 12 2400 SGOSRVP40404-R05 4 0.5R 11 50 4 660
ﬂ;ﬁ;ﬁgﬁ ;g i‘g ﬁ ;6) g’;‘g SGOSRVP4MO4RL0 4 IR 11 50 4 660
SGOSMVPA160T] E=50  35SGOSMVP42003] Fe=50 1 PRI ORI 3 IR ? 4 J e
YSGOSMLS VP- R R S0 AT 4 5 TR0, SGOSRVPA0306R02 3 0.2R 9 50 6 800
SGOSRVP4030-6R0.3 3 0.3R 9 50 6 800
B, SGOSRVP4030-6R05 3 0.5R 9 50 6 800
SGOSRVPAM06-R0.2 4 0.2R 1 50 e 800
NTS SGOSRVP4M40-6R03 4 0.3R 11 50 6 800
T . . : o SGOSRVPAMO-6-R0.S 4 0.5R 11 50 ¢ 800
SGOSMLVPA040-6 4 16 75 6 900 SGOSRVP4040-6-R 1.0 4 1R 11 50 6 800
SGOSMLVP40S0 5 2 75 5 900 SGOSRVP4050-R0.2 5 0.2R 13 50 6 800
g%ﬁﬁm g gg ;g g 1 ggg SGOSRVP4050-R0.3 5 0.3R 13 50 6 800
SRR 1 e e i Sos SGOSRVP4OSO-RO.5 5 0.5R 13 50 6 800
SCOSMLVPAL) 12 T 100 7 3200 SGOSRVP4050-R 1.0 5 IR 13 50 6 800
SGOSMLVP4160 16 65 150 16 9,500 SGOSRVP4060-R0.2 6 0.2R 15 50 0 800
SGOSMLVP4200 20 80 150 20 13,500 SGOSRVP4060-R0.3 6 0.3R 15 50 6 800
LrERHERR T R A AR R S T R, SGOSRVPMH&Rﬂj 5 QSR 15 50 ﬁ 800
SGOSRVP4060-R1.0 6 IR 15 50 6 800
- SGOSRVP4060-R1.5 6 1.5R 15 50 6 800
I SCOSR0 6 R 15 0 6w
SGOSMLLVP40306 3 15 75 6 1,000 SGOSRVP4080-R0.3 8 0.3R 20 60 § 1,500
SGOSMLLVP40406 4 20 75 6 1,000 SGOSRVP4080-R0.5 8 0.5R 20 &0 g 1,500
SGOSMLLVP4050 5 25 75 6 1,000 SGOSRVP4080-R1.0 8 IR 2 60 8 1,500
SGOSMLLVP4060 6 30 75 6 1,000 SGOSRVP4080-R2.0 8 IR 20 60 8 1,500
SGOSMLLVP4080 8 40 100 8 2,000 SGOSRVP4080-R3.0 8 IR 2 60 8 1,500
gmgjg ig gg ﬁ ig ig SGOSRVP4100-R0.3 0 03R 25 75 0 2,160
SCORVLLTE w = & i SGOSRVP4100-R0.5 10 O0SR 25 75 10 2,160
ST | o T 0 15000 SGOSRVP4100-R1.0 10 IR 25 75 10 2,160
ST A R ey SGOSRVP4100-R2.0 10 R 25 75 10 2,160
SGOSRVPA100-R3.0 10 IR 25 75 10 2,160
I -E]r%‘ i SGOSRVP4120-R0.3 2 03R 30 75 12 2,880
APET RN SGOSEVP4120-R0.5 12 0.5R 30 75 12 2,880
STC TOOL GLOBAL SERIES # AT 45 $l@t,x  SOOSRVRRLO TR 0 e
_ ) ! SGOSRVP4120-R2.0 12 2R 30 75 12 2,880
P41t R LWENFEGHE BENLED SGOSRVP4120-R3.0 12 IR 30 75 12 2880
ﬁi—gﬁ% gl ‘{i ) igﬁ % ﬁ%%’%‘ ﬁ@ ﬁ‘ J{! 3 ii %{I '& % SRR A T R R e R A e T
P DHEHELTLEA, SGOSMVP  Square Type — 3D Type (347 & + #2)
D148 & Tolerance(mm): SGOSMLVP Square Type — 4D Type (44D & + F2)
D4 0~ -0.02 mm
D>4~120  0--003mm SGOSMLLVP Square Type — 5D Type (5440 & + F )
D>12.0 0~ -0.04 mm

Radls B B2  Radius R Tolerance: +0.075R SGOSRVP Radlus Type — Regular Type (2% 0 & - B 0)



(S)GOSMVPIZHE J] % « (S)GOSRVPE £ J B {8l & 0 LY I F &

(S)GOSMVP & (S)GOSRVP End Mills For Side Milling Cutters Milling Condition:

?ﬁ:ﬁﬁgﬁi:kﬂ et Ikigfgﬁghn Eﬂﬂﬂﬁﬁff_ . ijﬁi Dc  Tool Dia. {HMID
ﬁﬁﬂ Condition Range 25 Culting Condition D 1 D2 D3 D 4 D 6 O 8§ 10 @12 D16 D
R bon Steds T B R ap=1.5Dc EE®Amn-l 41,400 20,700 13,800 10,300 6900 5200 4,100 3,400 2,600 2,100
£ & Alloy Steels High Speed ae=0.2Dc 45 B mm/min 990 1,060 1,120 1,170 1,240 1,250 1,230 L1000 1,060 1,010
fﬁmgﬂ;l iZ FAfR{: ap=1.5Dc E#EEmnl 31,800 15900 10,600 8,000 5300 4000 3200 2700 2000 1,600
’ General ae=0.2Dc EAEEImmn 760 810 860 910 950 960 960 870 820 770
THH e R R ap=1.5Dc EEEEminl 31,800 15900 10,600 8000 5300 4000 3200 2700 2000 1,600
ng;#* High Speed ae=0,2Dc HELE I Emm/min 510 540 570 610 640 640 640 580 540) 510
PRehardened Stesls 7 R ap=1.5Dc EEEnn-l 22,300 11,1000 7400 5600 3,700 2,800 2200 1,900 1400 1,100
(HRCI0-ERCAD) General ae=0.2Dc HELS H  mm/min 360 380 400 430 440 450 440 410 380 350
P e R R ap=1.5Dc Rl 31,800 15900 10,600 8000 5300 4000 3200 2,700 2,000 1,600
Hardened Steels High Speed ae=0.01Dc HEAS R mm/min 510 540 570 610 640 640 640 580 540 510
‘f;“%*gﬁﬂ 32 IRl ap=1.5Dc EEGEE -l 22300 11,100 7400 5600 3,700 2,800 2,200 1,900 1,400 1,100
General ae=0.01Dc LT mm/min 360 380 400 43() 440 450 440 410 380 350
T R R ap=1.5Dc i min-1 28,600 14300 9,500 7,200 4,800 3,600 2,900 2,400 1,800 1,400
EN T High Speed ae=0.2Dc HELS E FF mm/min 460 490 510 550 580 580 580 520 490 450
Stainless Stecl 2 FfR: ap=1.5Dc 18 min-1 19,100 9500 6400 4,80 3200 2400 1900 1,600 1,200 1,000
General ae=0.2Dc A T mm/min 310 320 350 360 380 380 380 350 330 320
T B R ap=1Dc BB T min-| 19,100 9,500 6400 4800 3,200 2400 1,900 1,600 1,200 1,000
o High Speed ae=0.1Dc HELS A mm/min 230 240 260 270 290 290 290 260 240 240
Titanium Alloy 37 Pl ap=1Dc EE#Emnl 12700 6400 4200 3,200 2,100 L600 1,300 1,100 800 600
General ae=0.1Dc HESS I mm/min 150 160 170 180 190 190 200 180 160 140
TR o B ap=1Dc il A min- | 15900 © 8000 5300 4000 2,700 2,000 1,600 1,300 1,000 800
Super heat-resistant lloy High Speed ae=0.05Dc LS I mm/min 127 136 143 152 162 160 160 140 136 128
Moiluiprd iZ R ap=1Dc EEEEminl 9500 4800 3200 2400 1,600 1,200 1,000 800 600 500
General ae=0.05Dc HEAS I A mm/min 76 82 86 91 96 96 100 86 82 80

(S)YGOSMLLVP-5DJ] & {HI&Ehn T Y]Eee ==

(S)GOSMLLVP-5D End Mills For Side Milling Cutters Milling Conditions

L s amm — JJ# De ToolDia. (mm)
T Condition Range Rht ot CuingCondite ) @2 @3 @4 @6 @8 @0 @12 @6 OV
wmCabon s | PEDILBEL: ap=1Dc EEHEminl 31,850 15960 10,640 7980 5320 3990 3220 2660 1960 1,610
& 4MAloy Seets | Side Finishing  2e=0,001-0,00Dc  #E4S ¥ mm/min 686 735 77 819 861 861 868 777 721 693
KB Cast iron % Pl ap=0.5Dc  EMEEEminl 20020 10,010 6650 5040 3360 2,520 2,030 1,680 1260 980
R General ae=0.25Dc  MEAETmmmin 0 483 511 539 574 602 602 609 546 sl 469
TR ST e ap=1Dc e Eminl 24,500 12250 8,190 6160 4060 3,080 2450 2,030 1,540 1,260
iy Side Finishing  2e=0.001-0.02Dc #E63 % B mm/min 350 378 399 420 441 441 44] 392 378 364
PRehardencd Stcels TR ap=0.5Dc  IEEEHEmin-] 13,370 6,650 4,480 3360 2240 1,680 1,330 1,120 840 700
(HRC30-HRCAD) General ae=025Dc  HELAHFEmm/min 217 24 245 252 266 266 266 245 231 04
2 i BT e ap=1Dc S Eminl 24,500 12250 8190 6,160 4060 3,080 2450 2,030 1,540 1,260
Hardened Stecls Side Finishing  ae=0.001-0.02Dc  #:&5# & mm/min 250 270 285 300 315 315 315 280 270 260
(HROA0-HRCSS) 55 F ek ap=0.5Dc  MEEHTminl 13370 6650 4480 3360 2240 1,680 1330 1,120 840 700
. General ae=0.1Dc &% mm/min 217 224 245 252 266 266 266 us 231 224
K0T Rt ap=1Dc EEE#Eminl 22,050 11,0600 7,350 5530 3710 2730 2,240 1,820 1,400 1,120
iR Side Finishing  ae=0.001-0.02Dc #6445 mm/min 315 336 357 378 399 392 406 357 143 322
Statnless Steel 2R ap=0.5Dc  EEHEHmin-] 1,130 5600 3710 2,800 1,890 1400 1,120 910 700 560
General ae=0.25Dc  #HEESHmm/min 175 189 203 210 224 224 224 196 189 182
T ap=1Dc SR min-1 14,700 7,350 4900 3,710 2450 1,820 1470 1,260 910 770
hes Side Finishing  ae=0.001-0.02Dc ﬁﬁmrﬁmfmm 161 168 182 189 196 196 196 182 168 168
Titanium Alloy = el ap=0.5Dc I8~ min-] 8,890 4,480 2,940 2240 1470 1,120 910 770 560 420
General ae=0.1Dc iﬁﬁﬁﬁmmm 105 112 119 126 133 133 140 126 12 98
—_—— BN e ap=1Dc i ¥ min-] 12,250 6,160 4060 3,080 2,030 1,540 1,260 1,050 770 630
Super heatreistnt lloy|  Side Finishing  ae=0.001-0.02Dc E&Aﬁlﬁnmu’mm 91 91 08 105 112 112 112 105 91 91
A S 2 P ap=0.5Dc  id#E ' 6,650 3360 2240 1,680 1,120 840 700 560 420 350
il General ae=0.05Dc ﬁ&aﬁm 53 57 60 64 67 67 70 60 57 56
TR I
L. B BRI AR S ISP e 0 R BN TSSO TR . 8L G P B K SO S RS (IA0-L Side Milling
2. 30 LUAE Rl Lt (e e P RS R, HE B TD BT 3 LT R L R R R RS
3 R IR ), P AGE Y A, B T SR S T R R R SRS A
4. SHTE R RN 3 R S Bk T LI b

5. M AT RERYEEE ] ELAY L R , RE R TR Y, 38 LAAH [R] He (e o R s
6. {0 2 R AT T ARSI e GEERG ) il g 20% , 0. IDCFRIRRLAERABERY . (STEP FEED)

ap: @A AR Axial Depth (mm)

7. R IR B A BB LUT . I e GRS &b 2 LU I Cros it it e . 2 ;
aeEECH A& Radial Depth (mm)

NOTE

l.Adjust depth of cut accoerding to machine rigidity.Final milling conditions are subject to machining profile, Furpose and machine status.
2.Adjust both spindle speed and feed at the same rate.When the length of tool extension is long, please reduce speed and feed at same rate.
3.Mr blow is recommended. Or please be sure to use water soluble coolant.Nomwater cutting fluid is recommended for cutting stainless steels.
4.Chip disposal is important. Bad chip removal can cause tool damage

5.When the length of tool extension is long, please reduce speed and fesd at same rate.

G.Please setup feed 20% that of slotting parameter and setup 0.010c for drilling application.

T.Please setup feed 708 of slotting parameter and rampung angle 3° for ramping applicatuon.



