PexxrMbl pe3aHust J1J1sl KOHIEBBIX (Ppe3 co
CMEHHBIMM I'OJIOBKAMH




()| WEXCHANEERBRE HERDUECDMIPIEIL
X-UOR

#ETIIM Work Material ST E#/TE# 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\ /MFELDEI Dry/MQL coolant
JERRE | CIHIRE TEBRE ERRE | NLFRE | TSR
DNT733

Extension Cutting Speed Speed Feed (Aa) (Ap) o
Length (mm) | (m/min) (min-) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UOR0810 20 230 9200 12000~13000 0.15 4 ¥8#% ROUGHING
X-UOR0810 20 230 9200 6000~7000 0.3 4 ¥H8% ROUGHING
X-UOR0810 45 170 6800 6000~6500 0.15 4 ¥H8% ROUGHING
X-UOR0810 45 170 6800 3800~4200 0.25 4 ¥H3% ROUGHING
X-UOR0820 20 230 9200 12000~13000 0.15 3 ¥8#% ROUGHING
X-UOR0820 20 230 9200 6000~7000 0.3 3 ¥8#% ROUGHING
X-UOR0820 45 170 6800 6000~6500 0.15 3 ¥H8% ROUGHING
X-UOR0820 45 170 6800 3800~4200 0.3 3 ¥H8% ROUGHING
X-UOR1010 25 230 7300 12000~13000 0.15 6 ¥8#% ROUGHING
X-UOR1010 25 230 7300 7000~8000 0.3 6 ¥8#% ROUGHING
X-UOR1010 45 200 6400 7500~8500 0.15 6 ¥8#% ROUGHING
X-UOR1010 45 150 4800 3800~4200 0.3 6 ¥H8% ROUGHING
X-UOR1020 25 230 7300 12000~13000 0.15 5 ¥H8% ROUGHING
X-UOR1020 25 230 7300 7000~8000 0.3 5 ¥8% ROUGHING
X-UOR1020 45 200 6400 7500~8500 0.15 5 ¥8#% ROUGHING
X-UOR1020 45 150 4800 3800~4200 0.3 5 ¥H8% ROUGHING
X-UOR1220 30 275 7300 12000~13000 0.25 7 ¥H8% ROUGHING
X-UOR1220 30 275 7300 8000~9000 0.5 7 ¥H3% ROUGHING
X-UOR1220 50 250 6600 10000~13000 0.25 7 ¥8i% ROUGHING
X-UOR1220 50 250 6600 6000~7000 0.5 7 ¥8#% ROUGHING
X-UOR1220 70 185 4900 6000~7000 0.25 7 ¥H8% ROUGHING
X-UOR1220 70 150 4000 3500~4500 0.4 7 ¥H8% ROUGHING
X-UOR1230 30 275 7300 12000~13000 0.25 5.8 ¥H8% ROUGHING
X-UOR1230 30 275 7300 8000~9000 0.5 5.8 ¥8#% ROUGHING
X-UOR1230 50 250 6600 10000~13000 0.25 58 ¥8#% ROUGHING
X-UOR1230 50 250 6600 6000~7000 0.5 5.8 ¥H8% ROUGHING
X-UOR1230 70 185 4900 6000~7000 0.25 58 ¥H8% ROUGHING
X-UOR1230 70 150 4000 3500~4500 0.4 5.8 ¥H3% ROUGHING
X-UOR1620 40 250 5000 9000~10000 0.25 10 ¥8#% ROUGHING
X-UOR1620 40 250 5000 5000~6000 0.5 10 ¥8#% ROUGHING
X-UOR1620 60 235 4650 6500~7500 0.25 10 ¥H8% ROUGHING
X-UOR1620 60 175 3500 3000~3500 0.5 10 ¥H8% ROUGHING
X-UOR1620 90 135 2700 2300~2800 0.25 10 8% ROUGHING
X-UOR1630 40 250 5000 9000~10000 0.25 9 ¥8#% ROUGHING
X-UOR1630 40 250 5000 5000~6000 0.5 9 ¥8#% ROUGHING
X-UOR1630 60 235 4650 6500~7500 0.25 9 ¥H8% ROUGHING
X-UOR1630 60 175 3500 3000~3500 0.5 9 ¥H8% ROUGHING
X-UOR1630 90 135 2700 2300~2800 0.25 9 ¥88% ROUGHING
X-UOR1640 40 / 250 5000 9000~10000 0.25 7 ¥8#% ROUGHING
X-UOR1640 40 250 5000 5000~6000 0.5 7 ¥H8% ROUGHING
X-UOR1640 60 235 4650 6500~7500 0.25 7 ¥H8% ROUGHING
X-UOR1640 60 175 3500 3000~3500 0.5 7 ¥H3% ROUGHING
X-U,ORi 640 90 135 2700 2300~2800 0.25 7 ¥8#% ROUGHING




SEENEEMEEIEETLL ODHE

s HMI Work Material ST E#/TE# Alloy Tool Steels / Carbon Too! Steels
P20/P5/ SK3/SKD61/SKD11:1.2311/1.1545/1.2379/1.2344: H13 / D2 (HRc23~32)

g3\ /SHELDEl Dry/MQL coolant

JEBRE | UHERE OERE ERRE | NLRE | IIEE

Extension Cutting Speed Speed Feed (Aa) (Ap) Dpiﬁﬁ

Length (mm) (m/min) (min”1) (mm/min) | Depth of Cut | Width of Cut Milling Type
X-UOR2030 45 240 3800 6000~7000 0.3 12 #B&% ROUGHING
X-UOR2030 45 215 3400 2500~3000 0.6 12 #8&% ROUGHING
X-UOR2030 70 215 3400 4500~5500 0.3 12 ¥E88% ROUGHING
X-UOR2030 70 215 3400 2300~2800 0.6 12 #H8% ROUGHING
X-UOR2030 100 135 2150 1800~2300 0.25 12 #B&% ROUGHING
X-UOR2050 45 240 3800 6000~7000 0.3 9 ¥88% ROUGHING
X-UOR2050 45 215 3400 2500~3000 0.6 9 ¥88% ROUGHING
X-UOR2050 70 215 3400 4500~5500 0.3 9 #B&% ROUGHING
X-UOR2050 70 215 3400 2300~2800 0.6 9 #8&% ROUGHING
X-UOR2050 100 135 2150 1800~2300 0.25 9 ¥88% ROUGHING

#EDHIF Work Material SHESHR/FAEEH Prehardened Steels : NAK8O : 1.2083 : AISI420 : M310 (HRc36~45)

83 /TTYIE Dry/MQL coolant

JERRE | UHERE LBRE HEARRE INTHRE | IEE NI
Extension Cutting Speed Speed Feed (Aa) (Ap) L
Length (mm) | (m/min) (min-1) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UOR0810 20 190 7600 9000~10000 0.15 4 ¥H8% ROUGHING
X-UOR0810 20 160 6400 4500~5000 03 4 ¥H8% ROUGHING
X-UOR0810 45 160 6400 4500~5000 0.15 4 ¥8#% ROUGHING
X-UOR0810 45 160 6400 3200~3600 0.25 4 ¥H3% ROUGHING
X-UOR0820 20 190 7600 9000~10000 0.15 5 ¥H8% ROUGHING
X-UOR0820 20 160 6400 4500~5000 0.25 5 ¥8#% ROUGHING
X-UOR0820 45 160 6400 4500~5000 0.15 5 ¥8#% ROUGHING
X-UOR0820 45 160 6400 3200~3600 0.25 5 ¥H8% ROUGHING
X-UOR1010 25 220 7000 11000~12000 0.15 6 ¥H8% ROUGHING
X-UOR1010 25 220 7000 6500~7500 0.3 6 ¥8#% ROUGHING
X-UOR1010 45 190 6000 7000~8000 0.15 6 ¥H3% ROUGHING
X-UOR1010 45 150 4800 3400~3800 03 6 ¥H8% ROUGHING
X-UOR1020 25 220 7000 11000~12000 0.15 5 ¥8#% ROUGHING
X-UOR1020 25 220 7000 6500~7500 0.3 5 ¥8#% ROUGHING
X-UOR1020 45 190 6000 7000~8000 0.15 5 ¥H8% ROUGHING
X-UOR1020 45 150 4800 3400~3800 0.3 5 ¥H8% ROUGHING
X-UOR1220 30 265 7000 9000~10000 0.25 7 ¥8#% ROUGHING
X-UOR1220 30 265 7000 5500~6500 0.5 7 ¥H3% ROUGHING
X-UOR1220 50 225 6000 7000~8500 0.25 7 ¥H8% ROUGHING
X-UOR1220 50 225 6000 4000~5000 0.5 7 ¥8#% ROUGHING
X-UOR1220 70 160 4200 4500~5500 0.25 7 ¥8#% ROUGHING
X-UOR1220 70 145 3900 3500~4000 0.35 7 ¥H8% ROUGHING
X-UOR1230 30 265 7000 9000~10000 0.25 58 ¥8#% ROUGHING
X-UOR1230 30 265 7000 5500~6500 0.5 58 ¥8#% ROUGHING
X-UOR1230 50 225 6000 7000~8500 0.25 5.8 ¥H3% ROUGHING
X-UOR1230 50 225 6000 4000~5000 0.5 5.8 ¥H8% ROUGHING
X-UOR1230 70 160 4200 4500~5500 0.25 5.8 ¥8#% ROUGHING

X-UOR1230 70 145 3900 3500~4000 0.35 58 ¥H3% ROUGHING




()1 | MEXEHRNEERBNE HERDUEUDMINTSIL

(LB Work Material SBESH/ FEEEH Prehardened Steels : NAK8O : 1.2083 : AISI420 : M310 (HRc36~45)
A75Z% Coolant Type g3\ /SHFELDEl Dry/MQL coolant

JEBRE | UHERE OERE ERRE | NLHRE | IIEE

Extension Cutting Speed Speed Feed (Aa) (Ap) Dpiﬁﬁ
Length (mm) (m/min) (min”1) (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 ¥88% ROUGHING
X-UOR1620 60 235 4650 5000~6000 0.25 10 ¥E8% ROUGHING
X-UOR1620 60 175 3500 2500~3000 0.5 10 ¥8#% ROUGHING
X-UOR1620 90 135 2700 1700~2300 0.25 10 ¥8#% ROUGHING
X-UOR1630 40 250 5000 8000~9000 0.25 9 ¥E8% ROUGHING
X-UOR1630 40 250 5000 4000~5000 0.5 9 ¥E#% ROUGHING
X-UOR1630 60 235 4650 5000~6000 0.25 9 ¥H#% ROUGHING
X-UOR1630 60 175 3500 2500~3000 0.5 9 ¥88% ROUGHING
X-UOR1630 90 135 2700 1700~2300 0.25 9 ¥88% ROUGHING
X-UOR1640 40 250 5000 8000~9000 0.25 7 ¥H#% ROUGHING
X-UOR1640 40 250 5000 4000~5000 0.5 7 #88% ROUGHING
X-UOR1640 60 235 4650 5000~6000 0.25 7 ¥E8% ROUGHING
X-UOR1640 60 175 3500 2500~3000 0.5 7 ¥H#% ROUGHING
X-UOR1640 90 135 2700 1700~2300 0.25 7 ¥E#% ROUGHING
X-UOR2030 45 225 3600 3800~4500 0.3 12 ¥88% ROUGHING
X-UOR2030 45 215 3400 2000~2500 0.6 12 ¥88% ROUGHING
X-UOR2030 70 215 3400 3500~4500 0.3 12 #H#% ROUGHING
X-UOR2030 70 215 3400 1800~2400 0.5 12 #E88% ROUGHING
X-UOR2030 100 120 1900 1400~1800 0.25 12 ¥E8% ROUGHING
X-UOR2050 45 225 3600 3800~4500 0.3 9 ¥H#% ROUGHING
X-UOR2050 45 215 3400 2000~2500 0.6 9 ¥E#% ROUGHING
X-UOR2050 70 215 3400 3500~4500 0.3 9 ¥88% ROUGHING
X-UOR2050 70 215 3400 1800~2400 0.5 9 ¥E8% ROUGHING
X-UOR2050 100 120 1900 1400~1800 0.25 9 #H#% ROUGHING
X-UORJJERE T EEAREEN I (HSC) » BRAMHISEEEHRC 30~HRc 52 «
Note X-UOR is designed for High Speed Cutting(HSC). Good with the material from HRc 30~HRc 52

LTI ; ENERIBH Hardened Steels
S el SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)
1751\ Coolant Type g3\ /’HFELDHEI Dry/MQL coolant

JERRE | tEIEE OEERE EEEE | MTEE | IRE

Extension Cutting Speed Speed Feed (Aa) DILT53N

{ha) Milling T
Length (mm) (m/min) (min’T) (mm/min) | Depth of Cut | Width of Cut (HIARARS

X-UOR0810 20 160 6400 5500~6000 0.15 4 ¥H3% 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 ¥H8% ROUGHING
X-UOR0820 20 160 6400 5500~6000 0.15 3 ¥H8% ROUGHING
X-UOR0820 20 160 6400 2300~2700 0.3 3 ¥8#% ROUGHING
X-UOR0820 45 145 5800 4500~5000 0.15 3 ¥8#% ROUGHING
X-UOR0820 45 130 5100 2000~2400 0.25 3 ¥H8% ROUGHING




EXCHHNGEABCE HEAD ENDMICI I ) )i 1 2

BT k Material ENRIBH Hardened Steels
S atera SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

752\ Coolant Type &3\ /MFELDEI Dry/MQL coolant

JEEREE | CHIEE SOESRE ERRE | NTFEE | NIEE T
Extension Cutting Speed Speed Feed (Aa) (Ap) R
Length (mm) | (m/min) (min-) (mm/min) | Depthof Cut | Width of Cut Milling Type

X-UOR1010 25 160 5200 5000~5500 0.15 5 ¥8#% ROUGHING
X-UOR1010 25 160 5200 2400~2800 0.3 5 ¥8% ROUGHING
X-UOR1010 45 130 4150 4000~4500 0.15 5 ¥H8% ROUGHING
X-UOR1010 45 130 4150 1800~2200 0.3 5 ¥H8% ROUGHING
X-UOR1020 25 160 5200 5000~5500 0.15 5 ¥8#% ROUGHING
X-UOR1020 25 160 5200 2400~2800 0.3 5 ¥8#% ROUGHING
X-UOR1020 45 130 4150 4000~4500 0.15 5 ¥H8% ROUGHING
X-UOR1020 45 130 4150 1800~2200 0.3 5 ¥8#% ROUGHING
X-UOR1220 30 200 5300 6500~7000 0.2 6 ¥8#% ROUGHING
X-UOR1220 30 185 4900 4000~4500 0.4 6 ¥H8% ROUGHING
X-UOR1220 50 185 4900 5500~6000 0.2 6 ¥8#% ROUGHING
X-UOR1220 50 185 4900 3500~4000 0.4 6 ¥8#% ROUGHING
X-UOR1220 70 145 3850 3200~3600 0.2 6 ¥H8% ROUGHING
X-UOR1220 70 125 3300 1600~2000 0.4 6 ¥H8% ROUGHING
X-UOR1230 30 200 5300 6500~7000 0.2 5.8 ¥8#% ROUGHING
X-UOR1230 30 185 4900 4000~4500 0.4 5.8 ¥H3% ROUGHING
X-UOR1230 50 185 4900 5500~6000 0.2 58 ¥H8% ROUGHING
X-UOR1230 50 185 4900 3500~4000 0.4 58 ¥8#% ROUGHING
X-UOR1230 70 145 3850 3200~3600 0.2 58 ¥8i% ROUGHING
X-UOR1230 70 125 3300 1600~2000 0.4 5.8 ¥H3% ROUGHING
X-UOR1620 40 215 4300 3200~3600 0.25 8 ¥H8% ROUGHING
X-UOR1620 40 215 4300 1600~2000 0.4 8 ¥8#% ROUGHING
X-UOR1620 60 105 2100 2000~2400 0.2 8 ¥H8% ROUGHING
X-UOR1620 60 105 2100 1400~1800 0.35 8 ¥H8% ROUGHING
X-UOR1620 920 95 1900 1400~1800 0.2 8 ¥8#% ROUGHING
X-UOR1630 40 215 4300 3200~3600 0.25 8 ¥8#% ROUGHING
X-UOR1630 40 215 4300 1600~2000 0.4 8 ¥H8% ROUGHING
X-UOR1630 60 105 2100 2000~2400 0.2 8 ¥H8% ROUGHING
X-UOR1630 60 105 2100 1400~1800 0.35 8 ¥8% ROUGHING
X-UOR1630 90 95 1900 1400~1800 0.2 8 ¥8#% ROUGHING
X-UOR1640 40 215 4300 3200~3600 0.25 7 ¥H8% ROUGHING
X-UOR1640 40 215 4300 1600~2000 0.4 7 ¥8#% ROUGHING
X-UOR1640 60 105 2100 2000~2400 0.2 7 ¥8#% ROUGHING
X-UOR1640 60 105 2100 1400~1800 0.35 7 ¥H8% ROUGHING
X-UOR1640 920 95 1900 1400~1800 0.2 7 ¥8#% ROUGHING
X-UOR2030 45 215 3400 2800~3200 0.25 10 ¥8#% ROUGHING
X-UOR2030 45 215 3400 1400~1800 0.4 10 ¥H8% ROUGHING
X-UOR2030 70 105 1700 1800~2200 0.2 10 ¥H8% ROUGHING
X-UOR2030 70 105 1700 1200~1600 0.35 10 ¥8#% ROUGHING
X-UOR2030 100 95 1550 1200~1600 0.2 10 ¥H3% ROUGHING
X-UOR2050 45 215 3400 2800~3200 0.25 9 ¥H8% ROUGHING
X-UOR2050 45 215 3400 1400~1800 0.4 9 ¥8#% ROUGHING
X-UOR2050 70 105 1700 1800~2200 0.2 9 ¥8i% ROUGHING
X-UOR2050 70 105 1700 1200~1600 0.35 9 ¥H8% ROUGHING
X-UOR2050 100 95 1550 1200~1600 0.2 9 ¥H8% ROUGHING




()i | R EXCHONGERBEE HERRENDMIETS L

7578 Coolant Type

JERRE
Extension
Length (mm)

X-UEYR0810
X-UEYR0810
X-UEYR0810
X-UEYR0810
X-UEYR0810
X-UEYR0810
X-UEYR0820
X-UEYR0820
X-UEYR0820
X-UEYR0820
X-UEYR0820
X-UEYR0820
X-UEYR1010
X-UEYR1010
X-UEYR1010
X-UEYR1010
X-UEYR1010
X-UEYR1010
X-UEYR1010
X-UEYR1010
X-UEYR1020
X-UEYR1020
X-UEYR1020
X-UEYR1020
X-UEYR1020
X-UEYR1020
X-UEYR1020
X-UEYR1020
X-UEYR1220
X-UEYR1220
X-UEYR1220
X-UEYR1220
X-UEYR1220
X-UEYR1220
X-UEYR1230
X-UEYR1230
X-UEYR1230
X-UEYR1230
X-UEYR1230
X-UEYR1230

25
25
40
40
60
60
25
25
40
40
60
60
30
30
30
30
50
50
70
70
30
30
30
30
50
50
70
70
40
40
70
70
90
920
40
40
70
70
90
"o

EGZIBHM Hardened Steels

X-UEYR

SKD61/STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)
gz30/;MFELDEI Dry/MQL coolant

EDHIRE TEERE
Cutting Speed Speed

(m/min)

170
170
120
120
55
70
170
170
120
120
55
70
255
205
255
205
160
160
115
115
255
205
255
205
160
160
115
115
170
190
165
120
105
120
170

190

165
120
105
120

(min')
6800~7200
6800~7200
4800~5200
4800~5200
2200~2600
2800~3300
6800~7200
6800~7200
4800~5200
4800~5200
2200~2600
2800~3300
8000~8600
6600~7000
8000~8600
6600~7000
5000~5500
5000~5500
3600~4000
3600~4000
8000~8600
6600~7000
8000~8600
6600~7000
5000~5500
5000~5500
3600~4000
3600~4000
4500~5000
5000~5500
4400~4800
3200~3600
2700~3200
3200~3600
4500~5000
5000~5500
4400~4800
3200~3600
2700~3200
3200~3600

HEHRE
Feed
(mm/min)
3000~3400
4500~5000
2400~2800
3400~3800
1000~1200
2800~3200
3000~3400
4500~5000
2400~2800
3400~3800
1000~1200
2800~3200
5500~6000
3600~4000
5500~6000
4700~5200
2200~2600
3800~4200
1600~2000
2600~3000
5500~6000
3600~4000
5500~6000
4700~5200
2200~2600
3800~4200
1600~2000
2600~3000
2800~3200
3600~4000
2200~2600
2200~2600
600~1000
1000~1400
2800~3200
3600~4000
2200~2600
2200~2600
600~1000
1000~1400

MTRE

(Aa)
Depth of Cut

0.2~0.25
0.2~0.25
0.15~0.2
0.15~0.2
0.1~0.15
0.1~0.15
0.2~0.25
0.2~0.25
0.15~0.2
0.15~0.2
0.1~0.15
0.1~0.15
0.2~0.3
0.2~0.3
0.2~0.3
0.2~0.3
0.15~0.2
0.15~0.2
0.1~0.15
0.1~0.15
0.2~0.3
0.2~0.3
0.2~0.3
0.2~0.3
0.15~0.2
0.15~0.2
0.1~0.15
0.1~0.15
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

5~8
0.2~0.25
5~8
0.15~0.2
5~8
0.1~0.15
3~8
0.2~0.25
3~8
0.15~0.2
3~8
0.1~0.15
7~10
7~10
0.2~0.3
0.2~0.3
7~10
0.15~0.2
7~10
0.1~0.15
5~10
5~10
0.2~0.3
0.2~0.3
5~10
0.15~0.2
5~10
0.1~0.15
7~12
0.3~0.35
7~12
0.2~0.25
7~12
0.05~0.1
5~12
0.3~0.35
5~12
0.2~0.25
5~12
0.05~0.1

DL

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




EXCHANGERBCE HEAD EDOMICTSILE A Vi1 3

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

752\ Coolant Type &3\ /MFELDEI Dry/MQL coolant

JERRE | IHIERE TR HEHRE NLTRE | NLEE T
Extension Cutting Speed Speed Feed (Aa) (Ap) R
Length (mm) | (m/min) (min-) (mm/min) | Depthof Cut | Width of Cut Milling Type

X-UEYR1620 60 170 3400~3800 1600~2000 0.3~0.35 11~16 &% SLOTTING
X-UEYR1620 60 115 2300~2700  1400~1800 0.3~0.35 0.3~0.35 3D 3D MILLING
X-UEYR1620 90 120 2400~2800  1000~1200 0.2~0.25 11~16 &% SLOTTING
X-UEYR1620 90 20 1800~2200  1000~1200 0.2~0.25 0.2~0.25 3Dt 3D MILLING
X-UEYR1620 120 90 1800~2200 800~1000  0.05~0.1 11~16 & SLOTTING
X-UEYR1620 120 20 1800~2200  1000~1200 0.05~0.1  0.05~0.1 3D 3D MILLING
X-UEYR1630 60 170 3400~3800  1600~2000 0.3~0.35 9~16 &% SLOTTING
X-UEYR1630 60 115 2300~2700  1400~1800 0.3~0.35 0.3~0.35 3D 3D MILLING
X-UEYR1630 90 120 2400~2800  1000~1200  0.2~0.25 9~16 & SLOTTING
X-UEYR1630 920 20 1800~2200  1000~1200 0.2~0.25 0.2~0.25 3Dt 3D MILLING
X-UEYR1630 120 920 1800~2200 800~1000  0.05~0.1 9~16 &8 SLOTTING
X-UEYR1630 120 20 1800~2200  1000~1200 0.05~0.1  0.05~0.1 3Dt 3D MILLING
X-UEYR1640 60 170 3400~3800 1600~2000 0.3~0.35 7~16 &% SLOTTING
X-UEYR1640 60 115 2300~2700  1400~1800 0.3~0.35 0.3~0.35 3D 3D MILLING
X-UEYR1640 90 120 2400~2800  1000~1200 0.2~0.25 7~16 & SLOTTING
X-UEYR1640 920 20 1800~2200  1000~1200 0.2~0.25 0.2~0.25 3Dt 3D MILLING
X-UEYR1640 120 90 1800~2200 800~1000  0.05~0.1 7~16 &% SLOTTING
X-UEYR1640 120 20 1800~2200  1000~1200 0.05~0.1  0.05~0.1 3Dt 3D MILLING
X-UEYR2030 60 170 2500~2900  1300~1700 0.3~0.35 13~20 &% SLOTTING
X-UEYR2030 60 120 1700~2100  1200~1600 0.3~0.35 0.3~0.35 3Dt 3D MILLING
X-UEYR2030 110 120 1700~2100 900~1100  0.2~0.25 13~20 &% SLOTTING
X-UEYR2030 110 100 1400~1800 900~1100  0.2~0.25 0.2~0.25 3D§#% 3D MILLING
X-UEYR2030 150 95 1300~1700 700~900 0.05~0.1 13~20 & SLOTTING
X-UEYR2030 150 95 1300~1700 900~1100  0.05~0.1  0.05~0.1 3D% 3D MILLING
X-UEYR2050 60 170 2500~2900  1300~1700 0.3~0.35 9~20 &% SLOTTING
X-UEYR2050 60 120 1700~2100  1200~1600 0.3~0.35 0.3~0.35 3Dt 3D MILLING
X-UEYR2050 110 120 1700~2100 900~1100  0.2~0.25 9~20 & SLOTTING
X-UEYR2050 110 100 1400~1800 900~1100  0.2~0.25 0.2~0.25 3D#% 3D MILLING
X-UEYR2050 150 95 1300~1700 700~900 0.05~0.1 9~20 &8 SLOTTING

X-UEYR2050 150 95 1300~1700 900~1100  0.05~0.1 0.05~0.1 3Dt 3D MILLING




(0))): 1 MEXEHRNGEARNE HEAENDMIPEIL

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

752\ Coolant Type &3\ /MFELDEI Dry/MQL coolant

JERRE | IHIERE TEERE HEHRE NLTREE | NLEE T
Extension Cutting Speed Speed Feed (Aa) (Ap) RS
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 &% 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 & SLOTTING
X-UEYR0810 40 20 3600~4000  1600~2000 0.05~0.08 0.05~0.08 3D 3D MILLING
X-UEYR0810 60 45 1800~2200 600~800  0.05~0.08 5~8 &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 &% 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 & SLOTTING
X-UEYR0820 40 20 3600~4000 1600~2000 0.05~0.08 0.05~0.08 3Dg% 3D MILLING
X-UEYR0820 60 45 1800~2200 600~800  0.05~0.08 3~8 &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 &% SLOTTING
X-UEYR1010 30 100 3200~3600 2000~2400 0.05~0.1 0.07~0.1 3D 3D MILLING
X-UEYR1010 50 920 2800~3200  1400~1600  0.05~0.1 7~10 & SLOTTING
X-UEYR1010 50 75 2400~2800  1400~1600 0.05~0.1  0.05~0.1 3D 3D MILLING
X-UEYR1010 70 60 1800~2200 800~1000 0.05~0.08 7~10 &8 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 &% SLOTTING
X-UEYR1020 30 100 3200~3600 2000~2400 0.05~0.1 0.05~0.1 3D 3D MILLING
X-UEYR1020 50 920 2800~3200  1400~1600  0.05~0.1 5~10 &R SLOTTING
X-UEYR1020 50 75 2400~2800  1400~1600 0.05~0.1  0.05~0.1 3D 3D MILLING
X-UEYR1020 70 60 1800~2200 800~1000  0.05~0.08 5~10 &8% 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 7~12 &% 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 &R SLOTTING
X-UEYR1220 70 85 2200~2600  1000~1400 0.05~0.1  0.05~0.1 3D 3D MILLING
X-UEYR1220 90 70 1800~2200 600~800 0.05~0.1 7~12 &8 SLOTTING
X-UEYR1220 90 70 1800~2200 800~1000  0.05~0.1 0.05~0.1 3Dt 3D MILLING
X-UEYR1230 40 105 2800~3200  1200~1600 0.1~0.15 5~12 &% 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 & SLOTTING
X-UEYR1230 70 85 2200~2600  1000~1400 0.05~0.1  0.05~0.1 3D 3D MILLING
X-UEYR1230 90 70 1800~2200 600~800 0.05~0.1 5~12 &8% 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 90 920 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 3Dg% 3D MILLING




EXCHHNGERBLE HEROENDMICI TG Vi 15

T
#RYIHI# Work Material HERIEH Hardened Steels: SKD11/SKH9: 1.2379/1.3342: D2 / M2 (HRc55~62)

752\ Coolant Type &3\ /MFELDEI Dry/MQL coolant
JERRE | IHIERE TR HEHRE NLTRE | NLEE

Extension | Cutting Speed Speed Feed (Aa) (Ap) 7 DIEﬂ

Length (mm) (m/min) (min-1) (mm/min) | Depth of Cut | Width of Cut Milling Type
X-UEYR1620 120 70 1400~1800 400~600 0.05~0.1 11~16 7B 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 &t SLOTTING
X-UEYR1630 60 130 2600~3000 1000~1200 0.1~0.15  0.1~0.15 3D##% 3D MILLING
X-UEYR1630 920 920 1800~2200 600~800 0.05~0.1 9~16 &% SLOTTING
X-UEYR1630 90 90 1800~2200 800~1000 0.05~0.1 0.05~0.1  3D#% 3D MILLING
X-UEYR1630 120 70 1400~1800 400~600 0.05~0.1 9~16 7B 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 7t SLOTTING
X-UEYR1640 60 130 2600~3000 1000~1200 0.1~0.15 0.1~0.15 3D#f% 3D MILLING
X-UEYR1640 920 920 1800~2200 600~800 0.05~0.1 7~16 7&8% SLOTTING
X-UEYR1640 90 90 1800~2200 800~1000 0.05~0.1 0.05~0.1  3D#% 3D MILLING
X-UEYR1640 120 70 1400~1800 400~600 0.05~0.1 7~16 &L 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 &t 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 90 1200~1600 800~1000 0.05~0.1 0.05~0.1  3D#% 3D MILLING
X-UEYR2030 150 70 900~1300 400~600 0.05~0.1 12~20 7B 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 7t SLOTTING
X-UEYR2050 60 130 1900~2300 1000~1200 0.1~0.15 0.1~0.15 3D#f% 3D MILLING
X-UEYR2050 110 920 1200~1600 600~800 0.05~0.1 9~20 &% SLOTTING
X-UEYR2050 110 90 1200~1600 800~1000 0.05~0.1 0.05~0.1 3D#% 3D MILLING
X-UEYR2050 150 70 900~1300 400~600 0.05~0.1 9~20 7B SLOTTING

X-UEYR2050 150 80 1000~1400 600~800 0.05~0.1  0.05~0.1 3Dg#% 3D MILLING




()| WEXCHANEERBRE HERDUECDMIPIEIL
X-UET

WM Work Material ST EM/MRITEM 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 JRIVEDHEI Wet coolant
JEREE | UIHIRE OEBRE ERRE | NTFE

Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

PRI MT7%
Width of Cut Milling Type

X-UET0804 25 105 5000~5500  1200~1600 0.15~0.3 6~8 &% SLOTTING
X-UET0804 25 105 5000~5500 700~900 0.5~1 6~8 &8 SLOTTING
X-UET0804 25 105 5000~5500 800~1200  0.05~0.1 6~8 & SLOTTING
X-UET0804 25 105 5000~5500  1600~2000 8 0.15~0.3  {Al§% SIDE MILLING
X-UET0804 25 105 5000~5500  1000~1400 8 0.5~1 {RI$5% SIDE MILLING
X-UET0804 25 105 5000~5500 800~1000 8 0.05~0.1  {Al§% SIDE MILLING
X-UET0804 45 65 2500~2800 600~800 0.1~0.2 6~8 &% SLOTTING
X-UET0804 45 100 3800~4200 600~800 0.05~0.1 6~8 &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  {Al§% SIDE MILLING
X-UET0804 60 50 1800~2200 300~500 0.05~0.1 6~8 &8% SLOTTING
X-UET0804 60 75 2700~3200 400~600 8 0.05~0.1  {Al§% 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 0.5~1 8~10 &8 SLOTTING
X-UET1004 30 150 4500~5000 800~1200  0.05~0.1 8~10 & SLOTTING
X-UET1004 30 150 4500~5000  2000~2400 10 0.2~0.4  fAl% SIDE MILLING
X-UET1004 30 150 4500~5000  1200~1600 10 0.5~1 {AI$5 SIDE MILLING
X-UET1004 30 150 4500~5000 800~1200 10 0.05~0.1  {Al§% SIDE MILLING
X-UET1004 50 80 2400~2800 800~1200  0.1~0.25 8~10 &% SLOTTING
X-UET1004 50 100 3000~3400 600~800 0.05~0.1 8~10 &8 SLOTTING
X-UET1004 50 120 3600~4000 800~1200 10 0.2~0.4  fAl§% SIDE MILLING
X-UET1004 50 120 3600~4000 600~800 10 0.05~0.1  {Al§% SIDE MILLING
X-UET1004 70 30 800~1200 300~500 0.05~0.1 8~10 &8% SLOTTING
X-UET1004 70 60 1800~2200 300~500 10 0.05~0.1  {Al§% SIDE MILLING
X-UET1204 35 145 3600~4000  1800~2200  0.3~0.5 10~12  &$% SLOTTING
X-UET1204 35 135 3400~3800 800~1000 0.8~1.2 10~12 & SLOTTING
X-UET1204 B5 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  fAlk SIDE MILLING
X-UET1204 35 145 3600~4000  1200~1600 12 0.8~1.2  fAl#% SIDE MILLING
X-UET1204 B5) 145 3600~4000 800~1200 12 0.1~0.15  {Al§% 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 & 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  {Al§% 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  {Al§% 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  {Al% SIDE MILLING
X-UET1604 45 150 2700~3200 600~1000 16 0.8~1.2  fAlk SIDE MILLING




EXCHHNGEABLEE HEAD ENDMICI® ILE )15 2

LTI Work Material ST EM/MRITEM 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 JRIVEDHEI Wet coolant
JEREE | tIHIERE TEBRE ERRE | NLFEE

Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (min-T) (mm/min) Depth of Cut

PRI MT7%
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  {Al§% SIDE MILLING
X-UET1604 70 130 2400~2700 600~800 16 0.1~0.15 {8 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 {8k SIDE MILLING
X-UET2004 60 150 2100~2600 500~700 0.5~1 18~20 & 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 {Rl$% SIDE MILLING
X-UET2004 60 150 2100~2600 600~800 20 1~1.5 {RI$5% SIDE MILLING
X-UET2004 60 150 2100~2600 500~700 20 0.1~0.2  fAl§% SIDE MILLING
X-UET2004 90 120 1700~2100 600~800 0.3~0.5 18~20  &$% SLOTTING
X-UET2004 90 130 1900~2300 500~700 0.1~0.2 18~20 & SLOTTING
X-UET2004 90 120 1700~2100 700~1000 20 0.3~0.5  fAl% SIDE MILLING
X-UET2004 920 130 1900~2300 400~600 20 0.1~0.2  fAlk SIDE MILLING
X-UET2004 120 100 1400~1800 400~600 0.1~0.2 18~20 & SLOTTING
X-UET2004 120 60 800~1200 300~500 20 0.1~0.2  fAl§% 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#% SIDE MILLING
X-UET2504 60 140 1600~2000 600~800 25 1.2~1.7  {Al$% SIDE MILLING
X-UET2504 60 140 1600~2000 600~800 25 0.1~0.2 {8l 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 {8 SIDE MILLING
X-UET2504 100 130 1500~1900 500~700 25 0.1~0.2  fAlg% SIDE MILLING
X-UET2504 130 100 1100~1500 300~500 0.1~0.2 23~25  &#% SLOTTING
X-UET2504 130 60 600~1000 300~500 25 0.1~0.2  fAl#% 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  &#H SLOTTING
X-UET3204 70 140 1200~1600 600~800 32 1~1.5 {BI$5% SIDE MILLING
X-UET3204 70 140 1200~1600 400~600 32 1.7~2.2 A% SIDE MILLING
X-UET3204 70 140 1200~1600 350~550 32 0.1~0.2  fAl% SIDE MILLING
X-UET3204 110 120 1000~1400 300~500 0.6~1 30~32  E# SLOTTING
X-UET3204 110 120 1000~1400 400~600 0.1~0.2 30~32 & SLOTTING
X-UET3204 110 120 1000~1400 500~700 32 0.6~1 {RI$% SIDE MILLING
X-UET3204 110 120 1000~1400 300~500 32 0.1~0.2  fAl#% SIDE MILLING
X-UET3204 150 100 800~1100 250~450 0.1~0.2 30~32  &# SLOTTING

X-UET3204 150 60 450~750 200~300 32 0.1~0.2 {3l SIDE MILLING




(0))): 1 MEXEHRNGEARNE HEAENDMIPEIL

EDRIRIF =R x- U E T MILLING CONDITIONS
#RYIHI# Work Material SBESH/ FEEEH Prehardened Steels : NAK8O : 1.2083 : AISI420 : M310 (HRc36~45)

752\ Coolant Type JRIVEDHEI Wet coolant

JERRE | IHIERE TEERE HEHRE INLRE
Extension Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

PRI MT7%
Width of Cut Milling Type

(Aa)
Depth of Cut

X-UET0804 25 105 5000~5500  1200~1600 0.15~0.3 6~8 &% SLOTTING
X-UET0804 25 105 5000~5500 700~900 0.5~1 6~8 &8 SLOTTING
X-UET0804 25 105 5000~5500 800~1200  0.05~0.1 6~8 & SLOTTING
X-UET0804 25 105 5000~5500  1600~2000 8 0.15~0.3  {Al§% SIDE MILLING
X-UET0804 25 105 5000~5500  1000~1400 8 0.5~1 {RI$5% SIDE MILLING
X-UET0804 25 105 5000~5500 800~1000 8 0.05~0.1  {Al§% SIDE MILLING
X-UET0804 45 65 2500~2800 600~800 0.1~0.2 6~8 &% SLOTTING
X-UET0804 45 100 3800~4200 600~800 0.05~0.1 6~8 &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  {Al§% SIDE MILLING
X-UET0804 60 50 1800~2200 300~500 0.05~0.1 6~8 &8% SLOTTING
X-UET0804 60 75 2700~3200 400~600 8 0.05~0.1  {Al§% 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 0.5~1 8~10 &8 SLOTTING
X-UET1004 30 150 4500~5000 800~1200  0.05~0.1 8~10 & SLOTTING
X-UET1004 30 150 4500~5000  2000~2400 10 0.2~0.4  fAl% SIDE MILLING
X-UET1004 30 150 4500~5000  1200~1600 10 0.5~1 {AI$5 SIDE MILLING
X-UET1004 30 150 4500~5000 800~1200 10 0.05~0.1  {Al§% SIDE MILLING
X-UET1004 50 80 2400~2800 800~1200  0.1~0.25 8~10 &% SLOTTING
X-UET1004 50 100 3000~3400 600~800 0.05~0.1 8~10 &8 SLOTTING
X-UET1004 50 120 3600~4000 800~1200 10 0.2~0.4  fAl§% SIDE MILLING
X-UET1004 50 120 3600~4000 600~800 10 0.05~0.1  {Al§% SIDE MILLING
X-UET1004 70 30 800~1200 300~500 0.05~0.1 8~10 &8% SLOTTING
X-UET1004 70 60 1800~2200 300~500 10 0.05~0.1  {Al§% SIDE MILLING
X-UET1204 35 145 3600~4000  1800~2200  0.3~0.5 10~12  &$% SLOTTING
X-UET1204 35 135 3400~3800 800~1000 0.8~1.2 10~12 & SLOTTING
X-UET1204 B5 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  fAlk SIDE MILLING
X-UET1204 35 145 3600~4000  1200~1600 12 0.8~1.2  fAl#% SIDE MILLING
X-UET1204 B5) 145 3600~4000 800~1200 12 0.1~0.15  {Al§% 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 & 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  {Al§% 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  {Al§% 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  {Al% SIDE MILLING
X-UET1604 45 150 2700~3200 600~1000 16 0.8~1.2  fAlk SIDE MILLING




EXCHHNGEABCE HEAD ENDMICI I ) )i 1 2

#YIEIH Work Material SN/ FAEEH Prehardened Steels : NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

752\ Coolant Type JRIVEDHEI Wet coolant

JERRE | IHIERE TR HEHRE INLRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (min") (mm/min) Depth of Cut

PRI WTAR
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  {Al§% SIDE MILLING
X-UET1604 70 130 2400~2700 600~800 16 0.1~0.15 {8 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 {8k SIDE MILLING
X-UET2004 60 150 2100~2600 500~700 0.5~1 18~20 & 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 {Rl$% SIDE MILLING
X-UET2004 60 150 2100~2600 600~800 20 1~1.5 {RI$5% SIDE MILLING
X-UET2004 60 150 2100~2600 500~700 20 0.1~0.2  fAl§% SIDE MILLING
X-UET2004 90 120 1700~2100 600~800 0.3~0.5 18~20  &$% SLOTTING
X-UET2004 90 130 1900~2300 500~700 0.1~0.2 18~20 & SLOTTING
X-UET2004 90 120 1700~2100 700~1000 20 0.3~0.5  fAl% SIDE MILLING
X-UET2004 920 130 1900~2300 400~600 20 0.1~0.2  fAlk SIDE MILLING
X-UET2004 120 100 1400~1800 400~600 0.1~0.2 18~20 & SLOTTING
X-UET2004 120 60 800~1200 300~500 20 0.1~0.2  fAl§% 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#% SIDE MILLING
X-UET2504 60 140 1600~2000 600~800 25 1.2~1.7  {Al$% SIDE MILLING
X-UET2504 60 140 1600~2000 600~800 25 0.1~0.2 {8l 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 {8 SIDE MILLING
X-UET2504 100 130 1500~1900 500~700 25 0.1~0.2  fAlg% SIDE MILLING
X-UET2504 130 100 1100~1500 300~500 0.1~0.2 23~25  &#% SLOTTING
X-UET2504 130 60 600~1000 300~500 25 0.1~0.2  fAl#% 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  &#H SLOTTING
X-UET3204 70 140 1200~1600 600~800 32 1~1.5 {BI$5% SIDE MILLING
X-UET3204 70 140 1200~1600 400~600 32 1.7~2.2 A% SIDE MILLING
X-UET3204 70 140 1200~1600 350~550 32 0.1~0.2  fAl% SIDE MILLING
X-UET3204 110 120 1000~1400 300~500 0.6~1 30~32  E# SLOTTING
X-UET3204 110 120 1000~1400 400~600 0.1~0.2 30~32 & SLOTTING
X-UET3204 110 120 1000~1400 500~700 32 0.6~1 {RI$% SIDE MILLING
X-UET3204 110 120 1000~1400 300~500 32 0.1~0.2  fAl#% SIDE MILLING
X-UET3204 150 100 800~1100 250~450 0.1~0.2 30~32  &# SLOTTING

X-UET3204 150 60 450~750 200~300 32 0.1~0.2  fAl% SIDE MILLING




(0))): 1 MEXEHRNGEARNE HEAENDMIPEIL

EDRIRIF =R x- U E T MILLING CONDITIONS
DI Work Material FMRIDE Hardened Steels
SKD61/STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

752\ Coolant Type g3\tDHEI Dry coolant

JERRE | IHIERE TEERE HEHRE INLRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

PRI MT7%
Width of Cut Milling Type

X-UET0804 25 80 3000~3400 800~1000  0.05~0.1 6~8 &% SLOTTING
X-UET0804 25 65 2400~2800 400~600 8 0.05~0.1 {8 SIDE MILLING
X-UET0804 25 130 5000~5500 800~1000 8 0.05~0.1  {Al§% SIDE MILLING
X-UET0804 45 65 2400~2800 400~600 0.05~0.1 6~8 &% SLOTTING
X-UET0804 45 55 2000~2400 400~600 8 0.05~0.1 {8 SIDE MILLING
X-UET1004 30 80 2400~2800 600~800 0.05~0.1 8~10 & 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 &8 SLOTTING
X-UET1004 50 60 1800~2200 400~600 10 0.05~0.1  {Al§% SIDE MILLING
X-UET1004 70 55 1600~2000 200~400 0.05~0.1 8~10 &% SLOTTING
X-UET1004 70 55 1600~2000 300~500 10 0.05~0.1 {8 SIDE MILLING
X-UET1204 B5) 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 {8k 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  {Al§% SIDE MILLING
X-UET1204 80 50 1200~1600 200~300 0.1~0.15 10~12  &$% SLOTTING
X-UET1204 80 70 1600~2000 300~400 12 0.1~0.15 {8 SIDE MILLING
X-UET1604 45 80 1400~1800 300~500 0.1~0.15 14~16 &% SLOTTING
X-UET1604 45 70 1300~1600 300~500 16 0.1~0.15 {8k SIDE MILLING
X-UET1604 70 65 1200~1600 300~400 0.1~0.15 14~16 & SLOTTING
X-UET1604 70 65 1200~1600 300~400 16 0.1~0.15  {Al§% SIDE MILLING
X-UET1604 110 50 800~1200 200~300 0.1~0.15 14~16 &% SLOTTING
X-UET1604 110 50 800~1200 200~300 16 0.1~0.15 {8l SIDE MILLING
X-UET2004 60 80 1100~1500 300~500 0.1~0.2 18~20  &#f SLOTTING
X-UET2004 60 70 1000~1300 300~500 20 0.1~0.2  fAl% SIDE MILLING
X-UET2004 90 65 900~1300 300~400 0.15~0.2 18~20 & SLOTTING
X-UET2004 90 65 900~1300 300~400 20 0.15~0.2  {Al§% SIDE MILLING
X-UET2004 120 50 600~1000 200~300 0.15~0.2 18~20  &$% SLOTTING
X-UET2004 120 50 600~1000 200~300 20 0.15~0.2  fAl 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  fAl§% SIDE MILLING
X-UET2504 130 50 500~800 150~250 0.1~0.2 23~25  j&#% SLOTTING
X-UET2504 130 50 500~800 150~250 25 0.1~0.2 {8l SIDE MILLING
X-UET3204 70 80 700~900 200~400 0.1~0.2 30~32 & 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  E# SLOTTING
X-UET3204 110 65 500~800 150~300 32 0.1~0.2  fAlg% 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  fAl#% SIDE MILLING




EXCHHNGEABLEE HEAD ENDMICI® ILE )15 2

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

752\ Coolant Type JRIVEDHEI Wet coolant

JERRE | IHIERE TR HEHRE INLRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (min") (mm/min) Depth of Cut

PRI WTAR
Width of Cut Milling Type

X-UXR0803 30 210 8500~9000  2200~2600  0.15~0.2 7~8 &% SLOTTING
X-UXR0803 30 210 8500~9000  1400~1800 0.08~0.11 7~8 &% 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 B SLOTTING
X-UXR0803 50 140 5400~5600  700~1100  0.07~0.1 7~8 &% 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 3Dt 3D MILLING
X-UXR0803 70 55 1700~2200 400~800  0.07~0.1 7~8 &% SLOTTING
X-UXR0803 70 75 2500~3000  800~1200  0.07~0.1 0.07~0.1 3D#% 3D MILLING
X-UXR0805 30 210 8500~9000  2200~2600 0.15~0.2 6~8 &% 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 3D#% 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 & 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 &% SLOTTING
X-UXR0810 50 140 5400~5600  700~1100  0.07~0.1 5~8 &% 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 3Dt 3D MILLING
X-UXR0810 70 55 1700~2200 400~800  0.07~0.1 5~8 B SLOTTING
X-UXR0810 70 75 2500~3000  800~1200  0.07~0.1  0.07~0.1 3D#% 3D MILLING
X-UXR1005 35 220 7000~7500  2000~2400 0.18~023  8~10  &#t-FAE
X-UXR1005 35 220 7000~7500  1400~1800 0.08~0.13  8~10  &#t-¥Edk
X-UXR1005 35 220 7000~7500  2800~3200 0.18~0.23 0.18~0.23 3D-FIRT
X-UXR1005 35 220 7000~7500  3000~3500 0.08~0.13 0.08~0.13 3D#fi-¥&sk
X-UXR1005 55 195 5700~6200 2000~2400 0.18~0.23  8~10  B#-AHik
X-UXR1005 55 195 5700~6200  1400~1800 0.08~0.13  8~10  E#i-fEk
X-UXR1005 55 195 5700~6200  2200~2600 0.18~0.23 0.18~0.23 3D&t-FE
X-UXR1005 55 195 5700~6200  2200~2600 0.08~0.13 0.08~0.13 3D&i-¥&sk
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 &L 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 3D#f% 3D MILLING
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#YIEIH Work Material HAEEE/FAEEH Prehardened Steels : NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

752\ Coolant Type JRIVEDHEI Wet coolant

JERRE | IHIERE TEERE HEHRE INLRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

PRI MTAR
Width of Cut Milling Type

X-UXR1010 35 220 7000~7500  3000~3500 0.08~0.13 0.08~0.13 3Dg% 3D MILLING
X-UXR1010 55 195 5700~6200  2000~2400 0.18~0.23 7~10 &% SLOTTING
X-UXR1010 55 195 5700~6200  1400~1800 0.08~0.13 7~10 &% SLOTTING
X-UXR1010 55 195 5700~6200  2200~2600 0.18~0.23 0.18~0.23 3D§% 3D MILLING
X-UXR1010 55 195 5700~6200  2200~2600 0.08~0.13 0.08~0.13 3D§% 3D MILLING
X-UXR1010 75 65 1600~2000 600~1000 0.07~0.11 7~10 &% SLOTTING
X-UXR1010 75 100 2700~3200 800~1200 0.07~0.11 0.07~0.11 3D#% 3D MILLING
X-UXR1205 40 190 4500~5000  1400~1800 0.15~0.2 10~12 &% SLOTTING
X-UXR1205 40 190 4500~5000 1200~1600 0.1~0.15 10~12 &% SLOTTING
X-UXR1205 40 190 4500~5000 2200~2600 0.15~0.2 0.15~0.2 3D# 3D MILLING
X-UXR1205 40 190 4500~5000  2000~2400 0.1~0.15 0.1~0.15 3D 3D MILLING
X-UXR1205 60 180 4200~4700  1100~1500 0.1~0.15 10~12 & SLOTTING
X-UXR1205 60 180 4200~4700  1200~1600 0.1~0.15 0.1~0.15 3Dt 3D MILLING
X-UXR1205 100 90 2000~2400 600~900 0.07~0.1 10~12 & SLOTTING
X-UXR1205 100 85 1700~2200 800~1200  0.07~0.1 0.07~0.1 3Dg% 3D MILLING
X-UXR1210 40 190 4500~5000  1400~1800 0.15~0.2 9~12 &8 SLOTTING
X-UXR1210 40 190 4500~5000 1200~1600 0.1~0.15 9~12 &8 SLOTTING
X-UXR1210 40 190 4500~5000  2200~2600 0.15~0.2 0.15~0.2 3D 3D MILLING
X-UXR1210 40 190 4500~5000  2000~2400 0.1~0.15 0.1~0.15 3Dt 3D MILLING
X-UXR1210 60 180 4200~4700  1100~1500 0.1~0.15 9~12 &8 SLOTTING
X-UXR1210 60 180 4200~4700  1200~1600 0.1~0.15  0.1~0.15 3Dt 3D MILLING
X-UXR1210 100 920 2000~2400 600~900 0.07~0.1 9~12 &#% SLOTTING
X-UXR1210 100 85 1700~2200 800~1200  0.07~0.1 0.07~0.1 3D#% 3D MILLING
X-UXR1605 60 140 2400~2800 700~1100  0.25~0.3 14~16  &$% SLOTTING
X-UXR1605 60 200 3500~4000 800~1100 0.13~0.18  14~16  &#i SLOTTING
X-UXR1605 60 160 2700~3200  1600~2000 0.25~0.3  0.25~0.3 3D 3D MILLING
X-UXR1605 60 215 3700~4200  1400~1800 0.13~0.18 0.13~0.18 3D§% 3D MILLING
X-UXR1605 100 125 2000~2500 700~1000  0.1~0.15 14~16 &% SLOTTING
X-UXR1605 100 120 2000~2400 800~1200  0.1~0.15 0.1~0.15 3D#% 3D MILLING
X-UXR1605 130 920 1400~1800 400~700 0.1~0.15 14~16 &% SLOTTING
X-UXR1605 130 100 1600~2000 700~1100  0.1~0.15  0.1~0.15 3D#% 3D MILLING
X-UXR1610 60 140 2400~2800 700~1100  0.25~0.3 13~16 &% SLOTTING
X-UXR1610 60 200 3500~4000 800~1100 0.13~0.18  13~16  &#i SLOTTING
X-UXR1610 60 160 2700~3200  1600~2000 0.25~0.3  0.25~0.3 3D 3D MILLING
X-UXR1610 60 215 3700~4200  1400~1800 0.13~0.18 0.13~0.18 3D§ 3D MILLING
X-UXR1610 100 125 2000~2500 700~1000  0.1~0.15 13~16 & SLOTTING
X-UXR1610 100 120 2000~2400 800~1200  0.1~0.15  0.1~0.15 3D 3D MILLING
X-UXR1610 130 90 1400~1800 400~700 0.1~0.15 13~16  &# SLOTTING
X-UXR1610 130 100 1600~2000 700~1100  0.1~0.15  0.1~0.15 3D 3D MILLING
X-UXR1620 60 ) 140 2400~2800 700~1100  0.25~0.3 11~16 & SLOTTING
X-UXR1620 60 200 3500~4000 800~1100 0.13~0.18  11~16 & SLOTTING
X-UXR1620 60 160 2700~3200  1600~2000 0.25~0.3  0.25~0.3 3D 3D MILLING
X-UXR1620 60 215 3700~4200  1400~1800 0.13~0.18 0.13~0.18 3D 3D MILLING
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#YIEIH Work Material SAEEEN/FAEEH Prehardened Steels : NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

752\ Coolant Type JRIVEDHEI Wet coolant

JERRE | IHIERE TR HEHRE INLRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (min") (mm/min) Depth of Cut

PRI WTAR
Width of Cut Milling Type

X-UXR1620 100 125 2000~2500 700~1000  0.1~0.15 11~16 &% SLOTTING
X-UXR1620 100 120 2000~2400 800~1200  0.1~0.15 0.1~0.15 3D#% 3D MILLING
X-UXR1620 130 90 1400~1800 400~700 0.1~0.15 11~16 & SLOTTING
X-UXR1620 130 100 1600~2000 700~1100  0.1~0.15  0.1~0.15  3D#% 3D MILLING
X-UXR2010 70 140 2000~2500 600~900  0.35~0.45 17~20  &$% SLOTTING
X-UXR2010 70 190 2800~3300 700~1000 0.1~0.2 17~20 & SLOTTING
X-UXR2010 70 160 2300~2600  1400~1800 0.28~0.33 0.28~0.33 3D 3D MILLING
X-UXR2010 70 210 3100~3600  1400~1800  0.1~0.2  0.2~0.25 3D#% 3D MILLING
X-UXR2010 130 120 1700~2100 600~800 0.1~0.2 17~20 &% SLOTTING
X-UXR2010 130 135 1900~2300 800~1200 0.1~0.2  0.15~0.2 3Dg% 3D MILLING
X-UXR2010 180 920 1300~1600 400~600 0.1~0.2 17~20  &$% SLOTTING
X-UXR2010 180 100 1400~1800 700~1000 0.1~0.2  0.15~0.2 3D 3D MILLING
X-UXR2020 70 140 2000~2500 600~900  0.35~0.45 15~20 & SLOTTING
X-UXR2020 70 190 2800~3300 700~1000 0.1~0.2 15~20 & SLOTTING
X-UXR2020 70 160 2300~2600  1400~1800 0.28~0.33 0.28~0.33 3D 3D MILLING
X-UXR2020 70 210 3100~3600  1400~1800  0.1~0.2  0.2~0.25 3D§f 3D MILLING
X-UXR2020 130 120 1700~2100 600~800 0.1~0.2 15~20 & SLOTTING
X-UXR2020 130 135 1900~2300 800~1200 0.1~0.2  0.15~0.2 3D§% 3D MILLING
X-UXR2020 180 920 1300~1600 400~600 0.1~0.2 15~20 &% SLOTTING
X-UXR2020 180 100 1400~1800 700~1000 0.1~0.2  0.15~0.2 3Dgf% 3D MILLING
X-UXR2030 70 140 2000~2500 600~900  0.35~0.45 13~20 & SLOTTING
X-UXR2030 70 190 2800~3300 700~1000 0.1~0.2 13~20 &% SLOTTING
X-UXR2030 70 160 2300~2600  1400~1800 0.28~0.33 0.28~0.33 3D## 3D MILLING
X-UXR2030 70 210 3100~3600  1400~1800 0.1~0.2  0.2~0.25 3D 3D MILLING
X-UXR2030 130 120 1700~2100 600~800 0.1~0.2 13~20  &$% SLOTTING
X-UXR2030 130 135 1900~2300 800~1200 0.1~0.2  0.15~0.2 3D 3D MILLING
X-UXR2030 180 90 1300~1600 400~600 0.1~0.2 13~20  J&# SLOTTING
X-UXR2030 180 100 1400~1800 700~1000 0.1~0.2  0.15~0.2 3D§% 3D MILLING
X-UXR2530 80 140 1600~2000 500~800  0.35~0.45 18~25 &% SLOTTING
X-UXR2530 80 190 2200~2600 600~900 0.1~0.2 18~25 & SLOTTING
X-UXR2530 80 160 1800~2200  1200~1600 0.28~0.33 0.28~0.33 3Dt 3D MILLING
X-UXR2530 80 210 2400~2800  1200~1600  0.1~0.2  0.2~0.25 3D 3D MILLING
X-UXR2530 140 120 1300~1700 500~700 0.1~0.2 18~25  i&df SLOTTING
X-UXR2530 140 135 1500~1900 700~1100 0.1~0.2  0.15~0.2 3Dg% 3D MILLING
X-UXR2530 200 920 1000~1400 300~500 0.1~0.2 18~25  i&#f SLOTTING
X-UXR2530 200 100 1100~1500 600~900 0.1~0.2  0.15~0.2 3D 3D MILLING
X-UXR2550 80 140 1600~2000 500~800  0.35~0.45 14~25 & SLOTTING
X-UXR2550 80 190 2200~2600 600~900 0.1~0.2 14~25 & SLOTTING
X-UXR2550 80 160 1800~2200  1200~1600 0.28~0.33 0.28~0.33 3Dt 3D MILLING
X-UXR2550 80 210 2400~2800  1200~1600  0.1~0.2  0.2~0.25 3D§f 3D MILLING
X-UXR2550 140 120 1300~1700 500~700 0.1~0.2 14~25 & SLOTTING
X-UXR2550 140 135 1500~1900 700~1100 0.1~0.2  0.15~0.2  3D§% 3D MILLING
X-UXR2550 200 20 1000~1400 300~500 0.1~0.2 14~25 &% SLOTTING

X-UXR2550 200 100 1100~1500 600~900 0.1~0.2  0.15~0.2 3Dgf 3D MILLING




D)) | EXCHONGEABEE HEAOJEDMIEISIL

EDRIRIF =R x- ” x R MILLING CONDITIONS
DI Work Material FMRIDE Hardened Steels
SKD61/STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

752\ Coolant Type g3\tDHEI Dry coolant

JERRE | IHIERE TEERE HEHRE INLRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

PRI MTAR
Width of Cut Milling Type

X-UXR0803 30 150 5500~6500 1200~1600 0.07~0.1 7~8 &% SLOTTING
X-UXR0803 30 150 5500~6500  2200~2600 0.07~0.1  0.07~0.1 3Dt 3D MILLING
X-UXR0803 50 125 4500~5000 600~1000 0.06~0.08 7~8 &8 SLOTTING
X-UXR0803 50 125 4500~5000 800~1200  0.07~0.1  0.07~0.1 3Dg% 3D MILLING
X-UXR0803 70 50 1600~2000 400~800  0.06~0.08 7~8 &8 SLOTTING
X-UXR0803 70 75 2500~3000 600~1000  0.07~0.1  0.07~0.1 3D#% 3D MILLING
X-UXR0805 30 150 5500~6500 1200~1600 0.07~0.1 6~8 &% SLOTTING
X-UXR0805 30 150 5500~6500  2200~2600 0.07~0.1  0.07~0.1 3Dt 3D MILLING
X-UXR0805 50 125 4500~5000 600~1000 0.06~0.08 6~8 &8 SLOTTING
X-UXR0805 50 125 4500~5000 800~1200  0.07~0.1  0.07~0.1 3D#% 3D MILLING
X-UXR0805 70 50 1600~2000 400~800  0.06~0.08 6~8 &8 SLOTTING
X-UXR0805 70 75 2500~3000 600~1000  0.07~0.1  0.07~0.1 3D#% 3D MILLING
X-UXR0810 30 150 5500~6500 1200~1600 0.07~0.1 5~8 &% SLOTTING
X-UXR0810 30 150 5500~6500  2200~2600 0.07~0.1  0.07~0.1 3Dt 3D MILLING
X-UXR0810 50 125 4500~5000 600~1000 0.06~0.08 5~8 &8 SLOTTING
X-UXR0810 50 125 4500~5000 800~1200  0.07~0.1  0.07~0.1 3Dg% 3D MILLING
X-UXR0810 70 50 1600~2000 400~800  0.06~0.08 5~8 &8 SLOTTING
X-UXR0810 70 75 2500~3000 600~1000  0.07~0.1  0.07~0.1 3D#% 3D MILLING
X-UXR1005 35 160 5000~5500  1400~1800 0.08~0.12 8~10 &% SLOTTING
X-UXR1005 BS 160 5000~5500  2600~3000 0.08~0.12 0.08~0.12 3Dt 3D MILLING
X-UXR1005 55 150 4700~5200  1200~1600 0.08~0.12 8~10 &8 SLOTTING
X-UXR1005 55 150 4700~5200  1400~1800 0.08~0.12 0.08~0.12 3D 3D MILLING
X-UXR1005 75 65 1600~2000 400~800  0.07~0.11 8~10 &8 SLOTTING
X-UXR1005 75 920 2400~2800 600~1000 0.07~0.11 0.07~0.11 3D#% 3D MILLING
X-UXR1010 35 160 5000~5500  1400~1800 0.08~0.12 7~10 &% SLOTTING
X-UXR1010 B5 160 5000~5500  2600~3000 0.08~0.12 0.08~0.12 3Dt 3D MILLING
X-UXR1010 55 150 4700~5200  1200~1600 0.08~0.12 7~10 &% SLOTTING
X-UXR1010 55 150 4700~5200  1400~1800 0.08~0.12 0.08~0.12 3D 3D MILLING
X-UXR1010 75 65 1600~2000 400~800  0.07~0.11 7~10 &8 SLOTTING
X-UXR1010 75 920 2400~2800 600~1000 0.07~0.11 0.07~0.11 3D§% 3D MILLING
X-UXR1205 40 140 3500~4000 1200~1600 0.1~0.13 10~12  /&$% SLOTTING
X-UXR1205 40 140 3500~4000 1600~2000 0.1~0.13  0.1~0.13  3D#% 3D MILLING
X-UXR1205 60 120 2700~3200 800~1200  0.1~0.13 10~12 & SLOTTING
X-UXR1205 60 120 2700~3200  1000~1400 0.1~0.13  0.1~0.13 3D 3D MILLING
X-UXR1205 100 920 2000~2400 400~800  0.06~0.08 10~12 &% SLOTTING
X-UXR1205 100 75 1600~2000 600~1000 0.06~0.08 0.06~0.08 3D§% 3D MILLING
X-UXR1210 40 130 3000~3400 1200~1600 0.1~0.13 9~12 &% SLOTTING
X-UXR1210 40 130 3000~3400 1600~2000 0.1~0.13  0.1~0.13  3D#% 3D MILLING
X-UXR1210 60 120 2700~3200 800~1200  0.1~0.13 9~12 &8 SLOTTING
X-UXR1210 60 120 2700~3200  1000~1400 0.1~0.13  0.1~0.13 3D 3D MILLING
X-UXR1210 100 //’@O 2000~2400 400~800  0.06~0.08 9~12 &8 SLOTTING
X-UXR1210 100 75 1600~2000 600~1000 0.06~0.08 0.06~0.08 3D 3D MILLING
X-UXR1605 60 150 2500~3000 800~1100 0.12~0.16  14~16 & SLOTTING
X-UXR1605 60 150 2500~3000  1200~1600 0.12~0.16 0.12~0.16 3D 3D MILLING
X-UXR1605 100 110 1800~2200 600~1000  0.1~0.15 14~16 & SLOTTING




EXCHENGERBCE HEQO ENDMICIILEO) Vi1 3

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

752\ Coolant Type g3\tDHEI Dry coolant

JERRE | IHIERE TR HEHRE INLRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (min") (mm/min) Depth of Cut

PRI WTAR
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 130 920 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 3Dgf% 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 3D 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 130 920 1400~1800 400~700  0.08~0.12  13~16  &# 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 3D 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 20 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 3Dgf% 3D MILLING
X-UXR2010 70 175 2500~3000 500~700 0.1~0.2 17~20 & SLOTTING
X-UXR2010 70 175 2500~3000 1200~1600  0.1~0.2  0.17~0.2 3D 3D MILLING
X-UXR2010 130 110 1600~2000 400~600 0.1~0.2 17~20 &% SLOTTING
X-UXR2010 130 120 1800~2200 600~1000 0.1~0.2  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 0.1~0.2 15~20 & SLOTTING
X-UXR2020 70 175 2500~3000  1200~1600  0.1~0.2  0.17~0.2 3D 3D MILLING
X-UXR2020 130 110 1600~2000 400~600 0.1~0.2 15~20 &% SLOTTING
X-UXR2020 130 120 1800~2200 600~1000 0.1~0.2  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 0.1~0.2 13~20 & SLOTTING
X-UXR2030 70 175 2500~3000 1200~1600  0.1~0.2  0.17~0.2 3D 3D MILLING
X-UXR2030 130 110 1600~2000 400~600 0.1~0.2 13~20 &% SLOTTING
X-UXR2030 130 120 1800~2200 600~1000 0.1~0.2  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 0.1~0.2 18~25 & SLOTTING
X-UXR2530 80 175 2000~2400  1100~1500  0.1~0.2  0.17~0.2 3D 3D MILLING
X-UXR2530 140 110 1200~1600 300~500 0.1~0.2 18~25  i&$f SLOTTING
X-UXR2530 140 120 1300~1700 600~900 0.1~0.2  0.12~0.15 3D 3D MILLING
X-UXR2530 200 80 800~1200 300~400 0.1~0.15 18~25 &% SLOTTING
X-UXR2530 200 90 1000~1400 400~700 0.1~0.15  0.12~0.15 3D##% 3D MILLING
X-UXR2550 80 175 2000~2400 400~600 0.1~0.2 14~25 & SLOTTING
X-UXR2550 80 175 2000~2400  1100~1500  0.1~0.2  0.17~0.2 3D 3D MILLING
X-UXR2550 140 110 1200~1600 300~500 0.1~0.2 14~25  j&$% SLOTTING
X-UXR2550 140 120 1300~1700 600~900 0.1~0.2  0.12~0.15 3D 3D MILLING
X-UXR2550 200 80 800~1200 300~400 0.1~0.15 14~25 &% SLOTTING

X-UXR2550 200 90 1000~1400 400~700 0.1~0.15  0.12~0.15 3D##% 3D MILLING



(0))): 1 MEXEHRNGEARNE HEAENDMIPEIL

EDRIRIF =R X- ” Ps MILLING CONDITIONS
#RYIHI# Work Material TX528 Carbon Steels : S50C /55400 :1.1210/ 1.0036 : 1050 / A570 Gr.45 (~HRc22)

752\ Coolant Type JRIVEDHEI Wet coolant

JERRE | IHIERE TEERE HEHRE INLRE
Extension Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

PRI MT7%
Width of Cut Milling Type

(Aa)
Depth of Cut

X-UPS0804 25 120 4600~5000  1200~1400 0~0.3 6~8 &% SLOTTING
X-UPS0804 25 120 4600~5000 800~1000 1~2 6~8 &8 SLOTTING
X-UPS0804 25 120 4600~5000 800~1000  0.05~0.1 6~8 &8 SLOTTING
X-UPS0804 25 120 4600~5000  1200~1400 8 0~0.3 {BI$5% SIDE MILLING
X-UPS0804 25 120 4600~5000 700~900 8 1~2 {RI$% 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 &8 SLOTTING
X-UPS0804 45 70 2600~3000 500~700 0.05~0.1 6~8 &8 SLOTTING
X-UPS0804 45 70 2600~3000 300~500 8 0.05~0.1  {Al§% SIDE MILLING
X-UPS0804 60 45 1500~2000 350~550 0.05~0.1 6~8 &% SLOTTING
X-UPS0804 60 45 1500~2000 200~400 8 0.05~0.1  {Alg% SIDE MILLING
X-UPS1004 30 110 3300~3700  1200~1400 0~0.4 8~10 &8 SLOTTING
X-UPS1004 30 110 3300~3700 600~800 1~2 8~10 &8 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$5% SIDE MILLING
X-UPS1004 30 110 3300~3700 600~800 10 0.05~0.1 {8l SIDE MILLING
X-UPS1004 50 80 2400~2800 800~1000 0~0.2 8~10 &% SLOTTING
X-UPS1004 50 75 2200~2600 250~400 0.05~0.1 8~10 &% SLOTTING
X-UPS1004 50 80 2400~2800 800~1000 10 0~0.2 {RI$% SIDE MILLING
X-UPS1004 50 75 2200~2600 400~600 10 0.05~0.1 {8l SIDE MILLING
X-UPS1004 70 60 1700~2200 250~350 0.05~0.1 8~10 &8 SLOTTING
X-UPS1004 70 60 1700~2200 200~350 10 0.05~0.1 {8 SIDE MILLING
X-UPS1204 85 120 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 & SLOTTING
X-UPS1204 35 120 3000~3400  1000~1200 12 0~0.5 {AI$5% SIDE MILLING
X-UPS1204 35 120 3000~3400 500~700 12 2~3 {BI$5% SIDE MILLING
X-UPS1204 35 120 3000~3400 500~700 12 0.1~0.15  {Al§% SIDE MILLING
X-UPS1204 60 100 2400~2800  1000~1200  0~0.25 10~12  &$% 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  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 45 120 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 1120/ 2200~2600 500~700 0.1~0.15 14~16 &% SLOTTING
X-UPS1604 45 o 120 2200~2600 600~800 16 0~0.5 {RI$% SIDE MILLING
X-UPS1604 4,5"'/ 120 2200~2600 300~400 16 1~2 {RI$5% SIDE MILLING
X-UPS1604 45 120 2200~2600 450~650 16 0.1~0.15 {8 SIDE MILLING
X-UPS1604 70 100 1800~2200 700~900 0~0.3 14~16 & SLOTTING




EXCHHNGEABCE HEAD ENDMICI I ) )i 1 2

#RYIHI# Work Material TX5280 Carbon Steels : S50C / $S400:1.1210/ 1.0036 : 1050 / A570 Gr.45 (~HRc22)

752\ Coolant Type JRIVEDHEI Wet coolant

JERRE | IHIERE TR HEHRE INLRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (min") (mm/min) Depth of Cut

PRI WTAR
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$5% SIDE MILLING
X-UPS1604 70 90 1600~2000 300~500 16 0.1~0.15 {8 SIDE MILLING
X-UPS1604 110 40 700~1000 250~350 0.1~0.15 14~16 & SLOTTING
X-UPS1604 110 40 700~1000 250~350 16 0.1~0.15  {Al§% SIDE MILLING
X-UPS2004 50 125 1800~2200 700~900 0.5~1 18~20  &$% SLOTTING
X-UPS2004 50 125 1800~2200 400~500 2~3 18~20 & 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 {Rl#% SIDE MILLING
X-UPS2004 50 125 1800~2200 300~450 20 2~3 {RI$% SIDE MILLING
X-UPS2004 50 125 1800~2200 400~600 20 0.1~0.2  fAlg% SIDE MILLING
X-UPS2004 90 100 1400~1800 700~900 0.3~0.6 18~20 & SLOTTING
X-UPS2004 90 100 1400~1800 400~600 0.15~0.2 18~20 & 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  {Al§% 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  fAi SIDE MILLING
X-UPS2504 60 125 1400~1800 600~800 0.5~1 20~25 &t 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 &% SLOTTING
X-UPS2504 60 125 1400~1800 600~800 25 0.5~1 {RI$5% SIDE MILLING
X-UPS2504 60 125 1400~1800 400~500 25 2~3 {AI$5% SIDE MILLING
X-UPS2504 60 125 1400~1800 400~600 25 0.15~0.2  fAIE% 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 &% SLOTTING
X-UPS2504 100 100 1200~1500 600~800 25 0.5~1 {RI$5% SIDE MILLING
X-UPS2504 100 100 1200~1500 300~500 25 0.15~0.2 {8 SIDE MILLING
X-UPS2504 140 60 600~900 200~350 0.15~0.2 23~25 &t SLOTTING
X-UPS2504 140 50 500~800 150~250 25 0.15~0.2  {Al§% SIDE MILLING
X-UPS3204 70 125 1100~1400 650~850 0.5~1 30~32 & SLOTTING
X-UPS3204 70 125 1100~1400 350~450 2~3 30~32  E# SLOTTING
X-UPS3204 70 125 1100~1400 500~700 0.15~0.2 30~32  &# SLOTTING
X-UPS3204 70 125 1100~1400 600~800 32 0.5~1 {RU% SIDE MILLING
X-UPS3204 70 125 1100~1400 350~500 32 2~3 {RI$% SIDE MILLING
X-UPS3204 70 125 1100~1400 400~600 32 0.15~0.2  {Alg% SIDE MILLING
X-UPS3204 110 100 900~1100 600~800 0.5~1 30~32  E# SLOTTING
X-UPS3204 110 100 900~1100 300~500 0.15~0.2 30~32 &t SLOTTING
X-UPS3204 110 100 900~1100 600~800 32 0.5~1 {RI$% SIDE MILLING
X-UPS3204 110 100 900~1100 300~500 32 0.15~0.2  {Al§% SIDE MILLING
X-UPS3204 150 60 500~800 200~300 0.15~0.2 30~32 &8 SLOTTING

X-UPS3204 150 60 500~800 150~250 32 0.15~0.2 {8 SIDE MILLING



()| WEXCHANEERBRE HERDUECDMIPIEIL
X-UPS

WM Work Material ST EM/MRITEM 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 JRIVEDHEI Wet coolant
JEREE | UIHIRE OEBRE ERRE | NTFE

Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

PRI MT7%
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 1~1.5 6~8 &8 SLOTTING
X-UPS0804 25 105 4000~4500 700~900 0.05~0.1 6~8 &8 SLOTTING
X-UPS0804 25 105 4000~4500  1000~1200 8 0~0.3 {BI$5% SIDE MILLING
X-UPS0804 25 105 4000~4500 600~800 8 1~1.5 {BI$5% SIDE MILLING
X-UPS0804 25 105 4000~4500 700~900 8 0.05~0.1 {8t SIDE MILLING
X-UPS0804 45 55 2000~2400 800~1000 0~0.2 6~8 &% SLOTTING
X-UPS0804 45 65 2400~2700 400~600 0.05~0.1 6~8 &% SLOTTING
X-UPS0804 45 65 2400~2700 250~450 8 0.05~0.1 {8k SIDE MILLING
X-UPS0804 60 40 1400~1800 300~500 0.05~0.1 6~8 &#% SLOTTING
X-UPS0804 60 45 1500~2000 200~400 8 0.05~0.1  fA SIDE MILLING
X-UPS1004 30 95 2800~3300  1000~1200 0~0.4 8~10 &8 SLOTTING
X-UPS1004 30 95 2800~3300 500~700 1~1.5 8~10 &% SLOTTING
X-UPS1004 30 100 3000~3500 600~800 0.05~0.1 8~10 &% SLOTTING
X-UPS1004 30 95 2800~3300  1200~1400 10 0~0.4 {RI$% SIDE MILLING
X-UPS1004 30 95 2800~3300 500~700 10 =15 {RI$% 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 &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 {8 SIDE MILLING
X-UPS1004 70 50 1300~1700 200~300 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 35 115 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 35 115 2800~3200 500~700 0.1~0.15 10~12 & SLOTTING
X-UPS1204 35 115 2800~3200  1000~1200 12 0~0.5 {RI$5% SIDE MILLING
X-UPS1204 35 115 2800~3200 400~600 12 2~3 {AI$5% SIDE MILLING
X-UPS1204 35 115 2800~3200 400~600 12 0.1~0.15 {8 SIDE MILLING
X-UPS1204 60 80 2000~2400 800~1000 0~0.25 10~12 /&% SLOTTING
X-UPS1204 60 100 2400~2800 300~500 0.1~0.15 10~12 &% SLOTTING
X-UPS1204 60 115 2800~3200 800~1200 12 0~0.25  fAl% SIDE MILLING
X-UPS1204 60 100 2400~2800 300~500 12 0.1~0.15  {Al§% SIDE MILLING
X-UPS1204 80 50 1200~1600 400~500 0.05~0.1 10~12 & SLOTTING
X-UPS1204 80 50 1200~1600 400~500 12 0.05~0.1  fAl SIDE MILLING
X-UPS1604 45 110 2000~2400 600~800 0~0.5 14~16 & SLOTTING
X-UPS1604 45 110 2000~2400 300~400 1~1.5 14~16 & SLOTTING
X-UPS1604 45 ‘],Jﬁ/ 2000~2400 500~700 0.1~0.15 14~16 & SLOTTING
X-UPS1604 45 110 2000~2400 600~800 16 0~0.5 {RI$% SIDE MILLING
X-UPS1604 45 110 2000~2400 250~350 16 1~2 {RI$% 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




EXCHHNGEABCE HEAD ENDMICI I ) )i 1 2

LTI Work Material ST EM/MRITEM 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 JRIVEDHEI Wet coolant
JEREE | tIHIERE TEBRE ERRE | NLFEE

Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (min-T) (mm/min) Depth of Cut

PRI MT7%
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$5% SIDE MILLING
X-UPS1604 70 920 1600~2000 300~500 16 0.1~0.15 {8 SIDE MILLING
X-UPS1604 110 40 700~1000 250~350 0.1~0.15 14~16 & SLOTTING
X-UPS1604 110 40 700~1000 250~350 16 0.1~0.15 {8 SIDE MILLING
X-UPS2004 50 115 1600~2000 600~800 0.5~1 18~20 & SLOTTING
X-UPS2004 50 115 1600~2000 300~400 2~3 18~20  i&$% 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 {RI$% SIDE MILLING
X-UPS2004 50 115 1600~2000 300~450 20 2~3 {RI$5% SIDE MILLING
X-UPS2004 50 115 1600~2000 400~600 20 0.15~0.2  fA SIDE MILLING
X-UPS2004 90 90 1300~1600 700~900 0.3~0.6 18~20 & SLOTTING
X-UPS2004 920 90 1300~1600 350~550 0.15~0.2 18~20 & SLOTTING
X-UPS2004 90 920 1300~1600 700~900 20 0.5~0.8  fAl## SIDE MILLING
X-UPS2004 90 20 1300~1600 300~500 20 0.15~0.2  {Al§% SIDE MILLING
X-UPS2004 120 60 800~1100 250~400 0.15~0.2 18~20  i&$% SLOTTING
X-UPS2004 120 50 600~900 200~300 20 0.15~0.2  {Al§% SIDE MILLING
X-UPS2504 60 110 1200~1600 600~800 0.5~1 20~25  &# SLOTTING
X-UPS2504 60 110 1200~1600 300~400 2~3 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 {BI$5% SIDE MILLING
X-UPS2504 60 110 1200~1600 300~450 25 2~3 {RI$% SIDE MILLING
X-UPS2504 60 110 1200~1600 300~500 25 0.15~0.2  {Al§% SIDE MILLING
X-UPS2504 100 920 1000~1400 600~800 0.5~1 23~25 & SLOTTING
X-UPS2504 100 20 1000~1400 300~500 0.15~0.2 23~25 & SLOTTING
X-UPS2504 100 920 1000~1400 600~800 25 0.5~1 {RI$5% SIDE MILLING
X-UPS2504 100 920 1000~1400 300~500 25 0.15~0.2  fAi SIDE MILLING
X-UPS2504 140 60 600~900 200~350 0.15~0.2 23~25 & SLOTTING
X-UPS2504 140 50 500~800 150~250 25 0.15~0.2  fA§ SIDE MILLING
X-UPS3204 70 115 1000~1300 500~700 0.5~1 30~32  &# SLOTTING
X-UPS3204 70 115 1000~1300 300~400 2~3 30~32 & SLOTTING
X-UPS3204 70 115 1000~1300 400~600 0.15~0.2 30~32 & SLOTTING
X-UPS3204 70 115 1000~1300 500~700 32 0.5~1 {RI$% SIDE MILLING
X-UPS3204 70 115 1000~1300 300~450 32 2~3 {RI$5% SIDE MILLING
X-UPS3204 70 115 1000~1300 300~500 32 0.15~0.2 {8 SIDE MILLING
X-UPS3204 110 90 700~1000 500~700 0.5~1 30~32  &# SLOTTING
X-UPS3204 110 90 700~1000 300~500 0.15~0.2 30~32  E#i SLOTTING
X-UPS3204 110 920 700~1000 500~700 32 0.5~1 {BI$5% SIDE MILLING
X-UPS3204 110 20 700~1000 250~450 32 0.15~0.2  {Al§% 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  {Al§% SIDE MILLING



(0))): 1 MEXEHRNGEARNE HEAENDMIPEIL

UIHIfRIFR X- ” Ps MILLING CONDITIONS
#RYIHI# Work Material SBESH/ FEEEH Prehardened Steels : NAK8O : 1.2083 : AISI420 : M310 (HRc36~45)

752\ Coolant Type JRIVEDHEI Wet coolant

JERRE | IHIERE TEERE HEHRE INLRE
Extension Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

PRI MT7%
Width of Cut Milling Type

(Aa)
Depth of Cut

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




EXCHHNGEABCE HEAD ENDMICI I ) )i 1 2

#YIEIH Work Material SN/ FAEEH Prehardened Steels : NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

752\ Coolant Type JRIVEDHEI Wet coolant

JERRE | IHIERE TR HEHRE INLRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (min") (mm/min) Depth of Cut

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



()i | R EXCHONGERBEE HERRENDMIETS L

EDRIRIF =R x- ” P B MILLING CONDITIONS
DI Work Material FMRIDE Hardened Steels
SKD61/STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

752\ Coolant Type &3\ /MFELDEI Dry/MQL coolant

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

X-UPR1210 35 130 3200~3600 650~850 12 0~0.15 {8l SIDE MILLING

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

752\ Coolant Type &3\ /MFELDEI Dry/MQL coolant

JEEREE | tHIEE SOEESRE ERRE | MTFEE | NIEE T
Extension Cutting Speed Speed Feed (Aa) (Ap) R
Length (mm) | (m/min) (min-) (mm/min) | Depthof Cut | Width of Cut Milling Type

X-UPR1210 35 150 3800~4200  3000~3500 12 0.1 {RU$% SIDE MILLING
X-UPR1210 B5) 135 3300~3700 700~1000 12 0.5~0.7  fAlg% SIDE MILLING
X-UPR1210 70 120 3000~3400 800~1000 0~0.15 8 &8 SLOTTING
X-UPR1210 70 920 2200~2600  1800~2200 0.15 8 &8 SLOTTING
X-UPR1210 70 65 1500~1900  1000~1200 0.15 12 &8 SLOTTING
X-UPR1210 70 80 1900~2300 400~600 12 0.1 {RI$% SIDE MILLING
X-UPR1210 70 55 1200~1600 500~700 12 0.2 {RU$% SIDE MILLING
X-UPR1220 B5) 135 3400~3800 800~1000 0~0.15 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 &8 SLOTTING
X-UPR1220 35 130 3200~3600 650~850 12 0.1 {RI$5% SIDE MILLING
X-UPR1220 35 150 3800~4200  3000~3500 12 0.1 {RI$% 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 &R SLOTTING
X-UPR1220 70 90 2200~2600  1800~2200 0.15 8 &8 SLOTTING
X-UPR1220 70 65 1500~1900  1000~1200 0.15 12 &8 SLOTTING
X-UPR1220 70 80 1900~2300 400~600 12 0.1 {RI$5% SIDE MILLING
X-UPR1220 70 55 1200~1600 500~700 12 0.2 {RI$% SIDE MILLING
X-UPR1610 55 165 3100~3500 700~900 0~0.15 10 &% SLOTTING
X-UPR1610 55 165 3100~3500  1600~2000 0.15 10 &R 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 {8l SIDE MILLING
X-UPR1610 55 85 1500~1800 800~1200 16 0.15 {RI$5% SIDE MILLING
X-UPR1610 90 100 1800~2100 500~700 0~0.15 10 &% SLOTTING
X-UPR1610 90 85 1500~1800  1000~1300 0.15 10 &% SLOTTING
X-UPR1610 90 70 1200~1500 800~1000 0.15 16 &R SLOTTING
X-UPR1610 90 55 1000~1300 300~450 16 0~0.15  fAl# SIDE MILLING
X-UPR1610 920 55 1000~1300 600~800 16 0.2 {BI$5% SIDE MILLING
X-UPR1620 55 165 3100~3500 700~900 0~0.15 10 &8% SLOTTING
X-UPR1620 55 165 3100~3500  1600~2000 0.15 10 &% SLOTTING
X-UPR1620 55 140 2600~3000  1200~1600 0.15 16 &% SLOTTING
X-UPR1620 55 85 1500~1800 300~500 16 0~0.15  fAlg% SIDE MILLING
X-UPR1620 55 85 1500~1800 800~1200 16 0.15 {AI$5% SIDE MILLING
X-UPR1620 90 100 1800~2100 500~700 0~0.15 10 &8 SLOTTING
X-UPR1620 90 85 1500~1800  1000~1300 0.15 10 &8 SLOTTING
X-UPR1620 920 70 1200~1500 800~1000 0.15 16 &% SLOTTING
X-UPR1620 90 55 1000~1300 300~450 16 0~0.15  fAl% SIDE MILLING
X-UPR1620 90 55 1000~1300 600~800 16 0.2 {RU% SIDE MILLING
X-UPR1630 55 165 3100~3500 700~900 0~0.15 10 &8 SLOTTING
X-UPR1630 55 165 3100~3500  1600~2000 0.15 10 &% SLOTTING
X-UPR1630 55 140 2600~3000  1200~1600 0.15 16 &8% SLOTTING
X-UPR1630 55 85 1500~1800 300~500 16 0~0.15  fAl§% SIDE MILLING
X-UPR1630 55 85 1500~1800 800~1200 16 0.15 {RI$% SIDE MILLING
X-UPR1630 90 100 1800~2100 500~700 0~0.15 10 &R SLOTTING
X-UPR1630 90 85 1500~1800  1000~1300 0.15 10 &8 SLOTTING

X-UPR1630 90 70 1200~1500 800~1000 0.15 16 &8 SLOTTING



)1+ | MEXCHANGEABEE HEADLENDMIETSIL

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

752\ Coolant Type &3\ /MFELDEI Dry/MQL coolant

JEREE | CHIEE DESRE ERRE | MTFEE | NIEE T
Extension Cutting Speed Speed Feed (Aa) (Ap) R
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#% 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 {RI$% SIDE MILLING
X-UPR2010 75 70 1000~1300 600~800 20 0.2 {RI$% SIDE MILLING
X-UPR2010 120 120 1800~2200 400~600 0~0.2 12 & SLOTTING
X-UPR2010 120 120 1800~2200 700~900 0.2 12 &% SLOTTING
X-UPR2010 120 120 1800~2200 900~1200 0.15 20 &8 SLOTTING
X-UPR2020 75 170 2500~2900 500~700 0~0.2 12 &8 SLOTTING
X-UPR2020 75 120 1800~2200 800~1100 0.2 12 &% SLOTTING
X-UPR2020 75 120 1800~2200  1100~1400 0.2 20 &% SLOTTING
X-UPR2020 75 70 1000~1300 200~400 20 0~0.2 {Rl#% SIDE MILLING
X-UPR2020 75 70 1000~1300 600~800 20 0.2 {AI$5% SIDE MILLING
X-UPR2020 120 120 1800~2200 400~600 0~0.2 12 &8 SLOTTING
X-UPR2020 120 120 1800~2200 700~900 0.2 12 &8% SLOTTING
X-UPR2020 120 120 1800~2200 900~1200 0.15 20 &% SLOTTING
X-UPR2030 75 170 2500~2900 500~700 0~0.2 12 &% SLOTTING
X-UPR2030 75 120 1800~2200 800~1100 0.2 12 &R 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 {BI$5% SIDE MILLING
X-UPR2030 75 70 1000~1300 600~800 20 0.2 {RI$5% SIDE MILLING
X-UPR2030 120 120 1800~2200 400~600 0~0.2 12 &% SLOTTING
X-UPR2030 120 120 1800~2200 700~900 0.2 12 &% SLOTTING
X-UPR2030 120 120 1800~2200 900~1200 0.15 20 & SLOTTING
X-UPR2050 75 170 2500~2900 500~700 0~0.2 12 &8 SLOTTING
X-UPR2050 75 120 1800~2200 800~1100 0.2 12 &8 SLOTTING
X-UPR2050 75 120 1800~2200  1100~1400 0.2 20 &#% SLOTTING
X-UPR2050 75 70 1000~1300 200~400 20 0~0.2 {RI$% SIDE MILLING
X-UPR2050 75 70 1000~1300 600~800 20 0.2 {RI$% SIDE MILLING
X-UPR2050 120 120 1800~2200 400~600 0~0.2 12 &R SLOTTING
X-UPR2050 120 120 1800~2200 700~900 0.2 12 &8 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 920 120 1300~1600 600~900 0.2 14 &% SLOTTING
X-UPR2510 90 120 1300~1600 600~900 0.2 25 &% SLOTTING
X-UPR2510 90 70 800~1100 150~300 25 0~0.2 {RI#% SIDE MILLING
X-UPR2510 90 70 800~1100 300~500 25 0.2 {AI$5% SIDE MILLING
X-UPR2510 130 120 1300~1600 300~500 0~0.2 14 &8 SLOTTING
X-UPR2510 130 120 1300~1600 500~800 0.2 14 &8% SLOTTING
X-UPR2510 130 120 1300~1600 500~800 0.15 25 &% SLOTTING
X-UPR2520 90 170 2000~2300 400~600 0~0.2 14 &% SLOTTING
X-UPR2520 90 120 1300~1600 600~900 0.2 14 &R SLOTTING
X-UPR2520 90 120 1300~1600 600~900 0.2 25 &8 SLOTTING

X-UPR2520 90 70 800~1100 150~300 25 0~0.2 {BI$5 SIDE MILLING




EXCHHNGEABCE HEAD ENDMICI I ) )i 1 2

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

752\ Coolant Type g3\ /MFELDE Dry/MQL coolant

JEEREE | tHIEE SOEESRE ERRE | MTFEE | NIEE T
Extension Cutting Speed Speed Feed (Aa) (Ap) R
Length (mm) | (m/min) (min-) (mm/min) | Depthof Cut | Width of Cut Milling Type

X-UPR2520 90 70 800~1100 300~500 25 0.2 {RU$% SIDE MILLING
X-UPR2520 130 120 1300~1600 300~500 0~0.2 14 &R SLOTTING
X-UPR2520 130 120 1300~1600 500~800 0.2 14 &8 SLOTTING
X-UPR2520 130 120 1300~1600 500~800 0.15 25 &% SLOTTING
X-UPR2530 90 170 2000~2300 400~600 0~0.2 14 &8% SLOTTING
X-UPR2530 920 120 1300~1600 600~900 0.2 14 &% SLOTTING
X-UPR2530 90 120 1300~1600 600~900 0.2 25 &% SLOTTING
X-UPR2530 90 70 800~1100 150~300 25 0~0.2 {RI$% SIDE MILLING
X-UPR2530 90 70 800~1100 300~500 25 0.2 {AI$5% SIDE MILLING
X-UPR2530 130 120 1300~1600 300~500 0~0.2 14 &8 SLOTTING
X-UPR2530 130 120 1300~1600 500~800 0.2 14 &8% SLOTTING
X-UPR2530 130 120 1300~1600 500~800 0.15 25 &% SLOTTING
X-UPR2550 90 170 2000~2300 400~600 0~0.2 14 &% SLOTTING
X-UPR2550 90 120 1300~1600 600~900 0.2 14 &R SLOTTING
X-UPR2550 90 120 1300~1600 600~900 0.2 25 &8 SLOTTING
X-UPR2550 90 70 800~1100 150~300 25 0~0.2 {BI$5% SIDE MILLING
X-UPR2550 90 70 800~1100 300~500 25 0.2 {RI$5% SIDE MILLING
X-UPR2550 130 120 1300~1600 300~500 0~0.2 14 &R SLOTTING
X-UPR2550 130 120 1300~1600 500~800 0.2 14 &% SLOTTING
X-UPR2550 130 120 1300~1600 500~800 0.15 25 &R SLOTTING
X-UPR3210 110 170 1500~1800 300~500 0~0.2 20 &8 SLOTTING
X-UPR3210 110 120 1100~1400 400~700 0.2 20 &8 SLOTTING
X-UPR3210 110 120 1100~1400 400~700 0.2 32 &#% SLOTTING
X-UPR3210 110 70 600~800 100~200 32 0~0.2 {RI$% SIDE MILLING
X-UPR3210 110 70 600~800 200~400 32 0.2 {RI$% SIDE MILLING
X-UPR3210 170 120 1100~1400 200~400 0~0.2 20 &if SLOTTING
X-UPR3210 170 120 1100~1400 300~500 0.2 20 &% SLOTTING
X-UPR3210 170 120 1100~1400 300~500 0.15 32 &8 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 &% SLOTTING
X-UPR3230 110 120 1100~1400 400~700 0.2 32 &% SLOTTING
X-UPR3230 110 70 600~800 100~200 32 0~0.2 {RI% SIDE MILLING
X-UPR3230 110 70 600~800 200~400 32 0.2 {BI$5% 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 &% SLOTTING
X-UPR3250 110 170 1500~1800 300~500 0~0.2 20 &% SLOTTING
X-UPR3250 110 120 1100~1400 400~700 0.2 20 &R 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 {BI$5 SIDE MILLING
X-UPR3250 110 70 600~800 200~400 32 0.2 {RI$5% SIDE MILLING
X-UPR3250 170 120 1100~1400 200~400 0~0.2 20 &% SLOTTING
X-UPR3250 170 120 1100~1400 300~500 0.2 20 &% SLOTTING

X-UPR3250 170 120 1100~1400 300~500 0.15 32 &R SLOTTING



()| WEXCHANEERBRE HERDUECDMIPIEIL

X-UPR

#RYIHI# Work Material HERIEH Hardened Steels: SKD11/SKH9: 1.2379/1.3342: D2 / M2 (HRc55~62)
752\ Coolant Type &3\ /MFELDEI Dry/MQL coolant

JERRE | IHIERE TEERE ERRE | NTRE | INTEE T
Extension Cutting Speed Feed (Ap) il =
Length (mm) | (m/min) in- (mm/min) Width of Cut Milling Type

(Aa)
Depth of Cut

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 {Bl$% SIDE MILLING
X-UPR0805 45 65 2400~2800 600~800 0~0.1 5~8 &% SLOTTING
X-UPR0805 45 55 2000~2400 600~800 0.5 0.1 &% SLOTTING
X-UPR0805 45 55 2000~2400 400~600 8 0.1 {Bl$% 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 {BIE% 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 {BI§% 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 {RIE% 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 BT SLOTTING
X-UPR1010 55 45 1300~1600 300~450 10 0.1 {Bl#% SIDE MILLING
X-UPR1210 35 65 1500~1900 500~700 0~0.1 8 &% SLOTTING
X-UPR1210 35 60 1400~1800 600~800 1 0.1 &% SLOTTING
X-UPR1210 35 55 1300~1700 300~450 12 0.1 {Bl#% 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 {Bl#% 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 {Bl&% 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 {B$% 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 {BIE% 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 &8 SLOTTING
X-UPR1610 90 50 900~1200 200~350 16 0.1 {BI§% 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 {RIE% SIDE MILLING
X-UPR1620 20 60 1100~1500 400~600 0~0.1 9 &% SLOTTING
X-UPR1620 90 55 1000~1300 600~800 1 0.1 BT SLOTTING
X-UPR1620 90 50 900~1200 200~350 16 0.1 {Bl#% SIDE MILLING
X-UPR1630 55 65 1200~1600 500~700 0~0.15 9 &% SLOTTING
X-UPR1630 55 65 1200~1600 700~900 1 0.1 &% SLOTTING
X-UPR1630 55 60 1100~1500 250~450 16 0.1 {Al#% 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 9 50 900~1200 200~350 16 0.1 {RI§% 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 {Bl&% SIDE MILLING
X-UPR2010 120 70 900~1300 300~500 0~0.1 12 &% SLOTTING




EXCHHNGEABLEE HEAD ENDMICI® ILE )15 2

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

g3\ /SHELDEl Dry/MQL coolant

JERRE | IHIERE 2] HEHRE NLTRE | NLEE T
Extension Cutting Speed Feed (Aa) (Ap) CE Ve

Length (mm) | (m/min) (mm/min) | Depthof 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 {Bl$% SIDE MILLING
X-UPR2020 120 70 900~1300 300~500 0~0.1 12 &% SLOTTING
X-UPR2020 120 55 700~1100 500~700 1 0.1 &% SLOTTING
X-UPR2030 75 75 1000~1400 300~500 0~0.15 12 &% SLOTTING
X-UPR2030 75 70 900~1300 600~800 1 0.1 &% SLOTTING
X-UPR2030 75 65 800~1200 200~400 20 0.1 {BIE% SIDE MILLING
X-UPR2030 120 70 900~1300 300~500 0~0.1 12 &% SLOTTING
X-UPR2030 120 55 700~1100 500~700 1 0.1 &% SLOTTING
X-UPR2050 75 75 1000~1400 300~500 0~0.15 12 &% SLOTTING
X-UPR2050 75 70 900~1300 600~800 1 0.1 &% SLOTTING
X-UPR2050 75 65 800~1200 200~400 20 0.1 {Rl#% SIDE MILLING
X-UPR2050 120 70 900~1300 300~500 0~0.1 12 &% SLOTTING
X-UPR2050 120 55 700~1100 500~700 1 0.1 B SLOTTING
X-UPR2510 90 75 800~1100 250~450 0~0.15 14 & SLOTTING
X-UPR2510 90 70 750~1050 500~700 1 0.1 &% SLOTTING
X-UPR2510 90 65 700~900 200~300 25 0.1 {Bl#% SIDE MILLING
X-UPR2510 130 65 700~900 200~400 0~0.1 14 &% SLOTTING
X-UPR2510 130 65 700~900 450~650 1 0.1 &% SLOTTING
X-UPR2520 90 75 800~1100 250~450 0~0.15 14 &% SLOTTING
X-UPR2520 90 70 750~1050 500~700 1 0.1 &% SLOTTING
X-UPR2520 90 65 700~900 200~300 25 0.1 {Bl#% SIDE MILLING
X-UPR2520 130 65 700~900 200~400 0~0.1 14 &% SLOTTING
X-UPR2520 130 65 700~900 450~650 1 0.1 &% SLOTTING
X-UPR2530 90 75 800~1100 250~450 0~0.15 14 &% SLOTTING
X-UPR2530 90 70 750~1050 500~700 1 0.1 &% SLOTTING
X-UPR2530 90 65 700~900 200~300 25 0.1 {Bl$% 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 &% 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 {BIE% 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 &8 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 &8 SLOTTING
X-UPR3210 110 65 550~750 150~250 32 0.1 {RIE% 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 {Bl#% 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 {Bl#% 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 &t SLOTTING



(0))): 1 MEXEHRNGEARNE HEAENDMIPEIL

EDRIRIF =R X- u E x MILLING CONDITIONS
#RYIHI# Work Material SBESH/ FEEEH Prehardened Steels : NAK8O : 1.2083 : AISI420 : M310 (HRc36~45)

752\ Coolant Type &3\ /MFELDEI Dry/MQL coolant

JERRE | IHIERE TEERE HEHRE NLTREE | NLEE T
Extension Cutting Speed Speed Feed (Ap) RS
Length (mm) | (m/min) (min-) (mm/min) Width of Cut Milling Type

(Aa)
Depth of Cut

X-UEX0804 24 95 3600~4000  1000~1400  0.1~0.2 6~8 &% SLOTTING
X-UEX0804 24 95 3600~4000 800~1000  0.05~0.1 6~8 &8 SLOTTING
X-UEX0804 24 80 3000~3400 900~1300 8 0.2~0.4  fAlg% SIDE MILLING
X-UEX0804 24 80 3000~3400 500~700 8 0.05~0.15  fA§ SIDE MILLING
X-UEX0804 40 80 3000~3400 800~1200 0~0.1 6~8 &8 SLOTTING
X-UEX0804 40 80 3000~3400 400~600 0.05~0.1 6~8 &R 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 {8 SIDE MILLING
X-UEX0804 55 60 2200~2600 300~400 0.05~0.1 6~8 & SLOTTING
X-UEX0804 55 60 2200~2600 300~400 8 0.05~0.1  {Al§% SIDE MILLING
X-UEX1004 30 95 2800~3200 900~1200 0.1~0.2 8~10 &8% SLOTTING
X-UEX1004 30 95 2800~3200 800~1000  0.05~0.1 8~10 &if SLOTTING
X-UEX1004 30 65 1900~2200 900~1300 10 0.3~0.5  fAlEk SIDE MILLING
X-UEX1004 30 80 2500~2800 450~600 10 0.05~0.15 A3 SIDE MILLING
X-UEX1004 40 70 2000~2400 800~1000 0~0.1 8~10 & SLOTTING
X-UEX1004 40 75 2200~2600 500~700 0.05~0.1 8~10 &% SLOTTING
X-UEX1004 40 70 2000~2400 400~600 10 0.2~0.3  fAl#% SIDE MILLING
X-UEX1004 40 75 2200~2600 400~600 10 0.05~0.1  {Al§% SIDE MILLING
X-UEX1004 60 60 1800~2200 300~500 0.05~0.1 8~10 &% SLOTTING
X-UEX1004 60 60 1800~2200 300~500 10 0.05~0.1 {8 SIDE MILLING
X-UEX1204 B5 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 B5) 100 2400~2800 500~700 12 0.05~0.15 fA§% 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  fA§ 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  {Al§% SIDE MILLING
X-UEX1604 45 920 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  fA§% 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 A3 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  {Al§% SIDE MILLING




EXCHHNGEABCE HERD EODMICTSILE O Vi 12

#YIEIH Work Material SN/ FAEEH Prehardened Steels : NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

752\ Coolant Type &3\ /MFELDEI Dry/MQL coolant

JERRE | IHIERE TR HEHRE NLTRE | NLEE T
Extension Cutting Speed Speed Feed (Aa) (Ap) R
Length (mm) | (m/min) (min-) (mm/min) | Depthof Cut | Width of Cut Milling Type

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

X-UEX3204 150 60 500~700 150~250 32 0.05~0.2  {Al§% SIDE MILLING



(0))): 1 MEXEHRNGEARNE HEAENDMIPEIL

EDRIRIF =R X- u E x MILLING CONDITIONS
; i BRIBH Hardened Steels
EURE Sork Moaterial SKD61/STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

752\ Coolant Type &3\ /MFELDEI Dry/MQL coolant

JERRE | IHIERE TEERE HEHRE NLTREE | NLEE T
Extension Cutting Speed Speed Feed (Aa) (Ap) RS
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 &% SLOTTING
X-UEX0804 24 95 3600~4000 800~1000  0.05~0.1 6~8 &8 SLOTTING
X-UEX0804 24 80 3000~3400 900~1300 8 0.2~0.4  fAlg% SIDE MILLING
X-UEX0804 24 80 3000~3400 500~700 8 0.05~0.15  fA§ SIDE MILLING
X-UEX0804 40 80 3000~3400 800~1200 0~0.1 6~8 &8 SLOTTING
X-UEX0804 40 80 3000~3400 400~600 0.05~0.1 6~8 &R 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 {8 SIDE MILLING
X-UEX0804 55 60 2200~2600 300~400 0.05~0.1 6~8 & SLOTTING
X-UEX0804 55 60 2200~2600 300~400 8 0.05~0.1  {Al§% SIDE MILLING
X-UEX1004 30 95 2800~3200 900~1200 0.1~0.2 8~10 &8% SLOTTING
X-UEX1004 30 95 2800~3200 800~1000  0.05~0.1 8~10 &if SLOTTING
X-UEX1004 30 65 1900~2200 900~1300 10 0.3~0.5  fAlEk SIDE MILLING
X-UEX1004 30 80 2500~2800 450~600 10 0.05~0.15 A3 SIDE MILLING
X-UEX1004 40 70 2000~2400 800~1000 0~0.1 8~10 & SLOTTING
X-UEX1004 40 75 2200~2600 500~700 0.05~0.1 8~10 &% SLOTTING
X-UEX1004 40 70 2000~2400 400~600 10 0.2~0.3  fAl#% SIDE MILLING
X-UEX1004 40 75 2200~2600 400~600 10 0.05~0.1  {Al§% SIDE MILLING
X-UEX1004 60 60 1800~2200 300~500 0.05~0.1 8~10 &% SLOTTING
X-UEX1004 60 60 1800~2200 300~500 10 0.05~0.1 {8 SIDE MILLING
X-UEX1204 B5 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 B5) 100 2400~2800 500~700 12 0.05~0.15 fA§% 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  fA§ 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  {Al§% SIDE MILLING
X-UEX1604 45 920 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  fA§% 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 A3 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  {Al§% SIDE MILLING




EXCHHNGEABCE HERD EODMICTSILE O Vi 12

BT k Material ENRIBH Hardened Steels
S atera SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

752\ Coolant Type &3\ /MFELDEI Dry/MQL coolant

JERRE | IHIERE TR HEHRE NLTRE | NLEE T
Extension Cutting Speed Speed Feed (Aa) (Ap) R
Length (mm) | (m/min) (min-) (mm/min) | Depthof Cut | Width of Cut Milling Type

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

X-UEX3204 150 60 500~700 150~250 32 0.05~0.2  {Al§% SIDE MILLING



()i | R EXCHONGERBEE HERRENDMIETS L

EDRIRIF =R X- u E x R MILLING CONDITIONS
; i BRIBH Hardened Steels
EURE Sork Moaterial SKD61/STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

752\ Coolant Type g3\tDHEI Dry coolant

JERRE | IHIERE TEERE HEHRE INLRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

PRI MTAR
Width of Cut Milling Type

X-UEXR0803 30 200 7700~8200  2400~2800 0.15~0.18 7~8 &% SLOTTING
X-UEXR0803 30 200 7700~8200  1200~1600 0.08~0.11 7~8 &% SLOTTING
X-UEXR0803 30 200 7700~8200  2600~3000 0.15~0.18 0.15~0.18 3D 3D MILLING
X-UEXR0803 30 200 7700~8200  2600~3000 0.08~0.11 0.08~0.11 3D 3D MILLING
X-UEXR0803 50 150 5500~6000 600~1000  0.07~0.1 7~8 &8% SLOTTING
X-UEXR0803 50 150 5500~6000  1200~1600 0.08~0.11 0.08~0.11 3Dt 3D MILLING
X-UEXR0803 70 70 2400~2700 400~800 0.07~0.1 7~8 &% SLOTTING
X-UEXR0803 70 920 3000~3500 800~1200  0.07~0.1 0.07~0.1 3D 3D MILLING
X-UEXR0805 30 200 7700~8200  2400~2800 0.15~0.18 6~8 & SLOTTING
X-UEXR0805 30 200 7700~8200  1200~1600 0.08~0.11 6~8 &% SLOTTING
X-UEXR0805 30 200 7700~8200  2600~3000 0.15~0.18 0.15~0.18 3D 3D MILLING
X-UEXR0805 30 200 7700~8200  2600~3000 0.08~0.11 0.08~0.11 3D 3D MILLING
X-UEXR0805 50 150 5500~6000 600~1000  0.07~0.1 6~8 &% SLOTTING
X-UEXR0805 50 150 5500~6000  1200~1600 0.08~0.11 0.08~0.11 3D 3D MILLING
X-UEXR0805 70 70 2400~2700 400~800 0.07~0.1 6~8 & SLOTTING
X-UEXR0805 70 920 3000~3500 800~1200  0.07~0.1 0.07~0.1 3D 3D MILLING
X-UEXR0810 30 200 7700~8200  2400~2800 0.15~0.18 5~8 &3% SLOTTING
X-UEXR0810 30 200 7700~8200  1200~1600 0.08~0.11 5~8 &R SLOTTING
X-UEXR0810 30 200 7700~8200  2600~3000 0.15~0.18 0.15~0.18 3D 3D MILLING
X-UEXR0810 30 200 7700~8200  2600~3000 0.08~0.11 0.08~0.11 3D 3D MILLING
X-UEXR0810 50 150 5500~6000 600~1000  0.07~0.1 5~8 &R SLOTTING
X-UEXR0810 50 150 5500~6000  1200~1600 0.08~0.11 0.08~0.11 3Dt 3D MILLING
X-UEXR0810 70 70 2400~2700 400~800 0.07~0.1 5~8 &8% SLOTTING
X-UEXR0810 70 20 3000~3500 800~1200  0.07~0.1 0.07~0.1  3D# 3D MILLING
X-UEXR1005 35 200 6000~6500  1800~2200 0.15~0.18 8~10 &% SLOTTING
X-UEXR1005 35 200 6000~6500  1000~1400 0.08~0.11 8~10 &8% SLOTTING
X-UEXR1005 BS 200 6000~6500  2400~2800 0.15~0.18 0.15~0.18 3Dt 3D MILLING
X-UEXR1005 35 200 6000~6500  2400~2800 0.08~0.11 0.08~0.11 3Dt 3D MILLING
X-UEXR1005 50 145 4000~4500 800~1200 0.08~0.11 8~10 &8 SLOTTING
X-UEXR1005 50 145 4000~4500  1400~1800 0.08~0.11 0.08~0.11 3Dt 3D MILLING
X-UEXR1005 70 100 2700~3200 600~1000 0.07~0.11 8~10 &% SLOTTING
X-UEXR1005 70 100 2700~3200 800~1200 0.07~0.11 0.07~0.11 3D 3D MILLING
X-UEXR1010 B5 200 6000~6500  1800~2200 0.15~0.18 7~10 & SLOTTING
X-UEXR1010 35 200 6000~6500  1000~1400 0.08~0.11 7~10 &% SLOTTING
X-UEXR1010 35 200 6000~6500  2400~2800 0.15~0.18 0.15~0.18 3D 3D MILLING
X-UEXR1010 B5) 200 6000~6500  2400~2800 0.08~0.11 0.08~0.11 3Dt 3D MILLING
X-UEXR1010 50 145 4000~4500 800~1200 0.08~0.11 7~10 &% SLOTTING
X-UEXR1010 50 / 145 4000~4500  1400~1800 0.08~0.11 0.08~0.11 3Dgf 3D MILLING
X-UEXR1010 70 100 2700~3200 600~1000 0.07~0.11 7~10 & SLOTTING
X-UEXR1010 70 100 2700~3200 800~1200 0.07~0.11 0.07~0.11 3D 3D MILLING

37




EXCHHNGEABCE HEAD ENDMICI I ) )i 1 2

BT k Material ENRIBH Hardened Steels
S atera SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

752\ Coolant Type g3\tDHEI Dry coolant

JERRE | IHIERE TR HEHRE INLRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (min") (mm/min) Depth of Cut

PRI WTAR
Width of Cut Milling Type

X-UEXR1205 40 130 3000~3400 1400~1800 0.15~0.2 10~12 &% SLOTTING
X-UEXR1205 40 170 4000~4500  1000~1400 0.1~0.13 10~12 &8% SLOTTING
X-UEXR1205 40 130 3000~3400  2000~2400 0.15~0.2  0.15~0.2  3D# 3D MILLING
X-UEXR1205 40 170 4000~4500  1400~1800 0.1~0.13  0.1~0.13  3D§#% 3D MILLING
X-UEXR1205 60 120 2700~3200 800~1200  0.1~0.13 10~12 &% SLOTTING
X-UEXR1205 60 120 2700~3200  1000~1400 0.1~0.13  0.1~0.13 3D 3D MILLING
X-UEXR1205 100 85 1700~2200 600~1000  0.07~0.1 10~12 &% SLOTTING
X-UEXR1205 100 85 1700~2200 800~1200  0.07~0.1 0.07~0.1 3D 3D MILLING
X-UEXR1210 40 130 3000~3400 1400~1800 0.15~0.2 9~12 & SLOTTING
X-UEXR1210 40 170 4000~4500  1000~1400 0.1~0.13 9~12 &% SLOTTING
X-UEXR1210 40 130 3000~3400  2000~2400 0.15~0.2 0.15~0.2 3D 3D MILLING
X-UEXR1210 40 170 4000~4500  1400~1800 0.1~0.13  0.1~0.13  3D§% 3D MILLING
X-UEXR1210 60 120 2700~3200 800~1200  0.1~0.13 9~12 &% SLOTTING
X-UEXR1210 60 120 2700~3200  1000~1400 0.1~0.13  0.1~0.13 3D 3D MILLING
X-UEXR1210 100 85 1700~2200 600~1000  0.07~0.1 9~12 & SLOTTING
X-UEXR1210 100 85 1700~2200 800~1200  0.07~0.1 0.07~0.1 3D 3D MILLING
X-UEXR1220 40 130 3000~3400  1400~1800 0.15~0.2 7~12 &3% SLOTTING
X-UEXR1220 40 170 4000~4500  1000~1400 0.1~0.13 7~12 &R SLOTTING
X-UEXR1220 40 130 3000~3400  2000~2400 0.15~0.2  0.15~0.2 3D 3D MILLING
X-UEXR1220 40 170 4000~4500  1400~1800 0.1~0.13  0.1~0.13  3Dgf% 3D MILLING
X-UEXR1220 60 120 2700~3200 800~1200  0.1~0.13 7~12 & SLOTTING
X-UEXR1220 60 120 2700~3200  1000~1400 0.1~0.13  0.1~0.13 3Dt 3D MILLING
X-UEXR1220 100 85 1700~2200 600~1000  0.07~0.1 7~12 &8% SLOTTING
X-UEXR1220 100 85 1700~2200 800~1200  0.07~0.1 0.07~0.1  3D# 3D MILLING
X-UEXR1610 60 160 2700~3200  1600~2000 0.18~0.23  13~16 &% SLOTTING
X-UEXR1610 60 160 2700~3200 800~1200 0.12~0.15  13~16 &8% SLOTTING
X-UEXR1610 60 160 2700~3200  1600~2000 0.18~0.23 0.18~0.23 3Dt 3D MILLING
X-UEXR1610 60 160 2700~3200  1400~1800 0.12~0.15 0.12~0.15 3Dt 3D MILLING
X-UEXR1610 100 110 1800~2200 600~1000  0.1~0.15 13~16 &% SLOTTING
X-UEXR1610 100 110 1800~2200 800~1200  0.1~0.15 0.1~0.15  3D# 3D MILLING
X-UEXR1610 130 920 1400~1800 400~700  0.08~0.12  13~16 &% SLOTTING
X-UEXR1610 130 920 1400~1800 600~800  0.08~0.12 0.08~0.12 3Dgf 3D MILLING
X-UEXR1620 60 160 2700~3200  1600~2000 0.18~0.23  11~16 & SLOTTING
X-UEXR1620 60 160 2700~3200 800~1200 0.12~0.15  11~16 &% SLOTTING
X-UEXR1620 60 160 2700~3200  1600~2000 0.18~0.23 0.18~0.23 3D 3D MILLING
X-UEXR1620 60 160 2700~3200  1400~1800 0.12~0.15 0.12~0.15 3Dt 3D MILLING
X-UEXR1620 100 110 1800~2200 600~1000  0.1~0.15 11~16 &% SLOTTING
X-UEXR1620 100 110 1800~2200 800~1200  0.1~0.15  0.1~0.15 3D 3D MILLING
X-UEXR1620 130 920 1400~1800 400~800  0.08~0.12  11~16 7B SLOTTING

X-UEXR1620 130 20 1400~1800 600~800  0.08~0.12 0.08~0.12 3D##% 3D MILLING



D)) | EXCHONGEABEE HEAOJEDMIEISIL

BT k Material ENRIBH Hardened Steels
S atera SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

752\ Coolant Type g3\tDHEI Dry coolant

JERRE | IHIERE TR HEHRE INLRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

PRI MTAR
Width of Cut Milling Type

X-UEXR1630 60 160 2700~3200  1600~2000 0.18~0.23 9~16 &% SLOTTING
X-UEXR1630 60 160 2700~3200 800~1200  0.1~0.15 9~16 &% SLOTTING
X-UEXR1630 60 160 2700~3200  1600~2000 0.18~0.23 0.18~0.23 3Dt 3D MILLING
X-UEXR1630 60 160 2700~3200  1400~1800 0.12~0.15 0.12~0.15 3Dt 3D MILLING
X-UEXR1630 100 110 1800~2200 600~1000  0.1~0.15 9~16 &% SLOTTING
X-UEXR1630 100 110 1800~2200 800~1200  0.1~0.15 0.1~0.15 3D 3D MILLING
X-UEXR1630 130 920 1400~1800 400~700  0.08~0.12 9~16 &% SLOTTING
X-UEXR1630 130 920 1400~1800 600~800  0.08~0.12 0.08~0.12 3Dg# 3D MILLING
X-UEXR2010 70 175 2500~3000  1200~1600 0.18~0.23  17~20 & SLOTTING
X-UEXR2010 70 175 2500~3000 800~1200  0.1~0.15 17~20 &% SLOTTING
X-UEXR2010 70 175 2500~3000  1400~1800 0.15~0.23 0.15~0.23 3D 3D MILLING
X-UEXR2010 70 175 2500~3000  1200~1600 0.1~0.15 0.17~0.2 3Dt 3D MILLING
X-UEXR2010 120 110 1600~2000 600~1000 0.1~0.2 17~20 &% SLOTTING
X-UEXR2010 120 120 1800~2200 800~1000 0.1~0.2  0.1~0.15  3D#f 3D MILLING
X-UEXR2010 170 80 1100~1400 400~700 0.1~0.15 17~20 7B SLOTTING
X-UEXR2010 170 20 1300~1600 600~800 0.1~0.15  0.1~0.15 3D 3D MILLING
X-UEXR2020 70 175 2500~3000  1200~1600 0.18~0.23  15~20 &8% SLOTTING
X-UEXR2020 70 175 2500~3000 800~1200  0.1~0.15 15~20 7B SLOTTING
X-UEXR2020 70 175 2500~3000  1400~1800 0.15~0.23 0.15~0.23 3Dt 3D MILLING
X-UEXR2020 70 175 2500~3000 1200~1600 0.1~0.15 0.17~0.2 3D 3D MILLING
X-UEXR2020 120 110 1600~2000 600~1000 0.1~0.2 15~20 &R SLOTTING
X-UEXR2020 120 120 1800~2200 800~1000 0.1~0.2  0.1~0.15  3D##% 3D MILLING
X-UEXR2020 170 80 1100~1400 400~700 0.1~0.15 15~20 &8% SLOTTING
X-UEXR2020 170 20 1300~1600 600~800 0.1~0.15 0.1~0.15  3D§# 3D MILLING
X-UEXR2030 70 175 2500~3000  1200~1600 0.18~0.23  13~20 &% SLOTTING
X-UEXR2030 70 175 2500~3000 800~1200  0.1~0.15 13~20 &% SLOTTING
X-UEXR2030 70 175 2500~3000  1400~1800 0.15~0.23 0.15~0.23 3D 3D MILLING
X-UEXR2030 70 175 2500~3000  1200~1600 0.1~0.15 0.17~0.2 3Dt 3D MILLING
X-UEXR2030 120 110 1600~2000 600~1000 0.1~0.2 13~20 &% SLOTTING
X-UEXR2030 120 120 1800~2200 800~1000 0.1~0.2  0.1~0.15  3D§#% 3D MILLING
X-UEXR2030 170 80 1100~1400 400~700 0.1~0.15 13~20 &% SLOTTING
X-UEXR2030 170 920 1300~1600 600~800 0.1~0.15  0.1~0.15 3D 3D MILLING
X-UEXR2510 80 175 2000~2400 800~1200 0.15~0.25  22~25 & SLOTTING
X-UEXR2510 80 175 2000~2400 600~1000  0.1~0.15 22~25 &% SLOTTING
X-UEXR2510 80 175 2000~2400  1000~1400 0.15~0.25 0.15~0.25 3D 3D MILLING
X-UEXR2510 80 175 2000~2400  1000~1400 0.1~0.2  0.17~0.2 3Dt 3D MILLING
X-UEXR2510 130 110 1200~1600 400~600 0.1~0.15 22~25 &% SLOTTING
X-UEXR2510 130 / 120 1300~1700 700~900 0.1~0.2  0.12~0.15  3D## 3D MILLING
X-UEXR2510 180 80 800~1200 300~400 0.1~0.15 22~25 & SLOTTING
X-UEXR2510 180 920 1000~1400 500~700 0.1~0.15  0.12~0.15 3D 3D MILLING




EXCHANGERBCE HEAD EDOMICTSILE A Vi1 3

BT k Material ENRIBH Hardened Steels
S atena SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

752\ Coolant Type §3\tDHEI Dry coolant

JERRE | IHIERE TR HEHRE INLRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (min") (mm/min) Depth of Cut

PRI MT7%
Width of Cut Milling Type

X-UEXR2530 80 175 2000~2400 800~1200 0.15~0.25  18~25 &% SLOTTING
X-UEXR2530 80 175 2000~2400 600~1000  0.1~0.15 18~25 &#f SLOTTING
X-UEXR2530 80 175 2000~2400  1000~1400 0.15~0.25 0.15~0.25 3Dt 3D MILLING
X-UEXR2530 80 175 2000~2400  1000~1400 0.1~0.2  0.17~0.2 3Dt 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 &% SLOTTING
X-UEXR2530 180 920 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 7B SLOTTING
X-UEXR2550 80 175 2000~2400 600~1000  0.1~0.15 14~25 &% SLOTTING
X-UEXR2550 80 175 2000~2400  1000~1400 0.15~0.25 0.15~0.25 3D 3D MILLING
X-UEXR2550 80 175 2000~2400  1000~1400 0.1~0.2  0.17~0.2 3Dt 3D MILLING
X-UEXR2550 130 110 1200~1600 400~600 0.1~0.15 14~25 &% 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 7B SLOTTING
X-UEXR2550 180 920 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 &3% SLOTTING
X-UEXR3230 80 175 1600~2000 500~800 0.1~0.15 25~32 & 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#f% 3D MILLING
X-UEXR3230 140 110 900~1300 300~500 0.1~0.15 25~32 & SLOTTING
X-UEXR3230 140 120 1000~1400 600~800 0.1~0.2  0.12~0.15 3D##% 3D MILLING
X-UEXR3230 200 80 700~1000 250~400 0.1~0.15 25~32 &% SLOTTING
X-UEXR3230 200 20 800~1100 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 &% SLOTTING
X-UEXR3250 80 175 1600~2000 500~800 0.1~0.15 21~32 &8% 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 0.1~0.2  0.17~0.2  3D##% 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 &% SLOTTING

X-UEXR3250 200 920 800~1100 400~600 0.1~0.15  0.12~0.15 3D 3D MILLING




(0))): 1 MEXEHRNGEARNE HEAENDMIPEIL

EDRIRIF =R X- u E x R MILLING CONDITIONS
#RYIHI# Work Material BERIEH Hardened Steels: SKD11/SKH9: 1.2379/1.3342: D2 / M2 (HRc55~62)

752\ Coolant Type g3\tDHEI Dry coolant

JERRE | IHIERE TEERE HEHRE INLRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

PRI MT7%
Width of Cut Milling Type

X-UEXR0803 30 125 4500~5000  1000~1400 0.07~0.09 7~8 &% SLOTTING
X-UEXR0803 30 125 4500~5000  1600~2000 0.07~0.09 0.07~0.09 3Dg# 3D MILLING
X-UEXR0803 50 80 2700~3200 600~1000 0.06~0.08 7~8 & SLOTTING
X-UEXR0803 50 80 2700~3200  1000~1400 0.06~0.08 0.06~0.08 3Dt 3D MILLING
X-UEXR0803 70 55 1800~2200 400~800  0.06~0.08 7~8 &8% SLOTTING
X-UEXR0803 70 55 1800~2200 600~1000 0.06~0.08 0.06~0.08 3D 3D MILLING
X-UEXR0805 30 125 4500~5000  1000~1400 0.07~0.09 6~8 &% SLOTTING
X-UEXR0805 30 125 4500~5000  1600~2000 0.07~0.09 0.07~0.09 3Dgf% 3D MILLING
X-UEXR0805 50 80 2700~3200 600~1000 0.06~0.08 6~8 & SLOTTING
X-UEXR0805 50 80 2700~3200  1000~1400 0.06~0.08 0.06~0.08 3Dt 3D MILLING
X-UEXR0805 70 55 1800~2200 400~800  0.06~0.08 6~8 &8 SLOTTING
X-UEXR0805 70 55 1800~2200 600~1000 0.06~0.08 0.06~0.08 3D 3D MILLING
X-UEXR0810 30 125 4500~5000  1000~1400 0.07~0.09 5~8 &% SLOTTING
X-UEXR0810 30 125 4500~5000  1600~2000 0.07~0.09 0.07~0.09 3Dgf 3D MILLING
X-UEXR0810 50 80 2700~3200 600~1000 0.06~0.08 5~8 & SLOTTING
X-UEXR0810 50 80 2700~3200  1000~1400 0.06~0.08 0.06~0.08 3Dt 3D MILLING
X-UEXR0810 70 55 1800~2200 400~800  0.06~0.08 5~8 &3% SLOTTING
X-UEXR0810 70 55 1800~2200 600~1000 0.06~0.08 0.06~0.08 3D 3D MILLING
X-UEXR1005 35 110 3000~3400  1000~1400 0.07~0.09 8~10 &% SLOTTING
X-UEXR1005 35 110 3000~3400  1000~1400 0.07~0.09 0.07~0.09 3Dgf 3D MILLING
X-UEXR1005 50 100 2700~3200 800~1200  0.07~0.09 8~10 & SLOTTING
X-UEXR1005 50 100 2700~3200 800~1200 0.07~0.09 0.07~0.09 3D 3D MILLING
X-UEXR1005 70 70 1700~2200 400~800  0.07~0.09 8~10 &8% SLOTTING
X-UEXR1005 70 70 1700~2200 600~1000 0.07~0.09 0.07~0.09 3D 3D MILLING
X-UEXR1010 35 110 3000~3400  1000~1400 0.07~0.09 7~10 &% SLOTTING
X-UEXR1010 35 110 3000~3400  1000~1400 0.07~0.09 0.07~0.09 3Dgf 3D MILLING
X-UEXR1010 50 100 2700~3200 800~1200  0.07~0.09 7~10 7B SLOTTING
X-UEXR1010 50 100 2700~3200 800~1200 0.07~0.09 0.07~0.09 3D 3D MILLING
X-UEXR1010 70 70 1700~2200 400~800  0.07~0.09 7~10 &% SLOTTING
X-UEXR1010 70 70 1700~2200 600~1000 0.07~0.09 0.07~0.09 3D# 3D MILLING
X-UEXR1205 40 120 2700~3200  1000~1400 0.09~0.11 10~12 &% SLOTTING
X-UEXR1205 40 120 2700~3200  1000~1400 0.09~0.11 0.09~0.11 3D 3D MILLING
X-UEXR1205 60 105 2300~2800 600~1000 0.09~0.11 10~12 & SLOTTING
X-UEXR1205 60 105 2300~2800 800~1200 0.09~0.11 0.09~0.11 3D 3D MILLING
X-UEXR1205 100 85 1700~2200 400~700 0.07~0.1 10~12 &% SLOTTING
X-UEXR1205 100 85 | 1700~2200 600~1000  0.07~0.1 0.07~0.1  3D# 3D MILLING
X-UEXR1210 40 120 2700~3200  1000~1400 0.09~0.11 9~12 &% SLOTTING
X-UEXR1210 40 / 120 2700~3200  1000~1400 0.09~0.11 0.09~0.11 3Dgf 3D MILLING
X-UEXR1210 60 105 2300~2800 600~1000 0.09~0.11 9~12 & SLOTTING
X-UEXR1210 60 105 2300~2800 800~1200 0.09~0.11 0.09~0.11 3D 3D MILLING




EXCHHNGEABLEE HEAD ENDMICI® ILE )15 2

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

752\ Coolant Type g3\tDHEI Dry coolant

JERRE | IHIERE TR HEHRE INLRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (min") (mm/min) Depth of Cut

PRI WTAR
Width of Cut Milling Type

X-UEXR1210 100 85 1700~2200 400~700 0.07~0.1 9~12 &% SLOTTING
X-UEXR1210 100 85 1700~2200 600~1000  0.07~0.1 0.07~0.1 3D 3D MILLING
X-UEXR1220 40 120 2700~3200  1000~1400 0.09~0.11 7~12 & SLOTTING
X-UEXR1220 40 120 2700~3200  1000~1400 0.09~0.11 0.09~0.11 3Dt 3D MILLING
X-UEXR1220 60 105 2300~2800 600~1000 0.09~0.11 7~12 &% SLOTTING
X-UEXR1220 60 105 2300~2800 800~1200 0.09~0.11 0.09~0.11 3D# 3D MILLING
X-UEXR1220 100 85 1700~2200 400~700 0.07~0.1 7~12 &% SLOTTING
X-UEXR1220 100 85 1700~2200 600~1000  0.07~0.1 0.07~0.1 3D 3D MILLING
X-UEXR1610 60 120 2000~2400 600~1000  0.1~0.13 13~16 & SLOTTING
X-UEXR1610 60 140 2400~2800 800~1200  0.1~0.13  0.1~0.13 3D 3D MILLING
X-UEXR1610 100 100 1700~2100 600~800 0.1~0.13 13~16 &% SLOTTING
X-UEXR1610 100 100 1700~2100 600~1000  0.1~0.13  0.1~0.13  3D# 3D MILLING
X-UEXR1610 130 920 1400~1800 400~700 0.1~0.13 13~16 &% SLOTTING
X-UEXR1610 130 920 1400~1800 400~700 0.1~0.13  0.1~0.13  3D## 3D MILLING
X-UEXR1620 60 120 2000~2400 600~1000  0.1~0.13 11~16 7B SLOTTING
X-UEXR1620 60 140 2400~2800 800~1200  0.1~0.13  0.1~0.13 3D 3D MILLING
X-UEXR1620 100 100 1700~2100 600~800 0.1~0.13 11~16 &3% SLOTTING
X-UEXR1620 100 100 1700~2100 600~1000  0.1~0.13  0.1~0.13  3D# 3D MILLING
X-UEXR1620 130 920 1400~1800 400~700 0.1~0.13 11~16 &% SLOTTING
X-UEXR1620 130 920 1400~1800 400~700 0.1~0.13  0.1~0.13 3D 3D MILLING
X-UEXR1630 60 120 2000~2400 600~1000  0.1~0.13 9~16 & SLOTTING
X-UEXR1630 60 140 2400~2800 800~1200  0.1~0.13  0.1~0.13 3D 3D MILLING
X-UEXR1630 100 100 1700~2100 600~800 0.1~0.13 9~16 &% SLOTTING
X-UEXR1630 100 100 1700~2100 600~1000  0.1~0.13  0.1~0.13  3D# 3D MILLING
X-UEXR1630 130 920 1400~1800 400~700 0.1~0.13 9~16 &% SLOTTING
X-UEXR1630 130 920 1400~1800 400~700 0.1~0.13  0.1~0.13 3D 3D MILLING
X-UEXR2010 70 120 1800~2100 600~800 0.1~0.13 17~20 7B SLOTTING
X-UEXR2010 70 140 2000~2400 800~1200  0.1~0.13  0.1~0.13 3D 3D MILLING
X-UEXR2010 120 100 1500~1800 400~600 0.1~0.13 17~20 &% SLOTTING
X-UEXR2010 120 100 1500~1800 600~800 0.1~0.13  0.1~0.13  3D## 3D MILLING
X-UEXR2010 170 70 1000~1300 300~500 0.1~0.13 17~20 &% SLOTTING
X-UEXR2010 170 70 1000~1300 500~700 0.1~0.13  0.1~0.13 3D 3D MILLING
X-UEXR2020 70 120 1800~2100 600~800 0.1~0.13 15~20 & SLOTTING
X-UEXR2020 70 140 2000~2400 800~1200  0.1~0.13  0.1~0.13 3D 3D MILLING
X-UEXR2020 120 100 1500~1800 400~600 0.1~0.13 15~20 &3 SLOTTING
X-UEXR2020 120 100 1500~1800 600~800 0.1~0.13  0.1~0.13  3D§# 3D MILLING
X-UEXR2020 170 70 1000~1300 300~500 0.1~0.13 15~20 &% SLOTTING
X-UEXR2020 170 70 1000~1300 500~700 0.1~0.13  0.1~0.13 3D 3D MILLING
X-UEXR2030 70 120 1800~2100 600~800 0.1~0.13 13~20 7B SLOTTING

X-UEXR2030 70 140 2000~2400 800~1200  0.1~0.13 - 0.1~0.13 3D 3D MILLING




()| WEXCHANEERBRE HERDUECDMIPIEIL

#RYIHI# Work Material EZIBH Hardened Steels : SKD11 / SKH9 : 1.2379/1.3342 : D2 / M2 (HRc55~62)

752\ Coolant Type g3tDHEI Dry coolant

JERRE | IHIERE TEERE HEHRE INLRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

PRI MT7%
Width of Cut Milling Type

X-UEXR2030 120 100 1500~1800 400~600 0.1~0.13 13~20 &% SLOTTING
X-UEXR2030 120 100 1500~1800 600~800 0.1~0.13  0.1~0.13 3D 3D MILLING
X-UEXR2030 170 70 1000~1300 300~500 0.1~0.13 13~20 &R SLOTTING
X-UEXR2030 170 70 1000~1300 500~700 0.1~0.13  0.1~0.13 3D 3D MILLING
X-UEXR2510 80 120 1400~1700 500~700 0.1~0.13 22~25 &8% SLOTTING
X-UEXR2510 80 140 1600~2000 600~1000  0.1~0.13  0.1~0.13  3D# 3D MILLING
X-UEXR2510 130 100 1100~1500 300~500 0.1~0.13 22~25 &% SLOTTING
X-UEXR2510 130 100 1100~1500 500~800 0.1~0.13  0.1~0.13 3D 3D MILLING
X-UEXR2510 180 70 700~1100 250~350 0.1~0.13 22~25 & SLOTTING
X-UEXR2510 180 70 700~1100 400~600 0.1~0.13  0.1~0.13 3D 3D MILLING
X-UEXR2530 80 120 1400~1700 500~700 0.1~0.13 18~25 &8 SLOTTING
X-UEXR2530 80 140 1600~2000 600~1000  0.1~0.13  0.1~0.13  3D# 3D MILLING
X-UEXR2530 130 100 1100~1500 300~500 0.1~0.13 18~25 &% SLOTTING
X-UEXR2530 130 100 1100~1500 500~800 0.1~0.13  0.1~0.13 3D 3D MILLING
X-UEXR2530 180 70 700~1100 250~350 0.1~0.13 18~25 & SLOTTING
X-UEXR2530 180 70 700~1100 400~600 0.1~0.13  0.1~0.13 3D 3D MILLING
X-UEXR2550 80 120 1400~1700 500~700 0.1~0.13 14~25 &3% SLOTTING
X-UEXR2550 80 140 1600~2000 600~1000  0.1~0.13  0.1~0.13  3D# 3D MILLING
X-UEXR2550 130 100 1100~1500 300~500 0.1~0.13 14~25 &% SLOTTING
X-UEXR2550 130 100 1100~1500 500~800 0.1~0.13  0.1~0.13 3D 3D MILLING
X-UEXR2550 180 70 700~1100 250~350 0.1~0.13 14~25 &R SLOTTING
X-UEXR2550 180 70 700~1100 400~600 0.1~0.13  0.1~0.13 3D 3D MILLING
X-UEXR3230 80 120 1000~1300 400~600 0.1~0.13 25~32 &8% SLOTTING
X-UEXR3230 80 140 1200~1500 600~800 0.1~0.13  0.1~0.13  3D§# 3D MILLING
X-UEXR3230 140 100 800~1200 300~400 0.1~0.13 25~32 &% SLOTTING
X-UEXR3230 140 100 800~1200 500~700 0.1~0.13  0.1~0.13 3D 3D MILLING
X-UEXR3230 200 70 600~900 200~350 0.1~0.13 25~32 & SLOTTING
X-UEXR3230 200 70 600~900 300~500 0.1~0.13  0.1~0.13 3D 3D MILLING
X-UEXR3250 80 120 1000~1300 400~600 0.1~0.13 21~32 &% SLOTTING
X-UEXR3250 80 140 1200~1500 600~800 0.1~0.13  0.1~0.13  3D## 3D MILLING
X-UEXR3250 140 100 800~1200 300~400 0.1~0.13 21~32 &% SLOTTING
X-UEXR3250 140 100 800~1200 500~700 0.1~0.13  0.1~0.13 3D 3D MILLING
X-UEXR3250 200 70 600~900 200~350 0.1~0.13 21~32 & SLOTTING
X-UEXR3250 200 70 600~900 300~500 0.1~0.13  0.1~0.13 3D 3D MILLING




EXCHHNGERBCE HERD EDMICS ILEE) Vil o

EDRIRF =R x- ” VT MILLING CONDITIONS
DAY Work Material SAEEEN/FAEEH Prehardened Steels : NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

757\ Coolant Type g3\ /MFELDHE Dry/MQL coolant

JERRE | IHIERE TEERE HEHRE NLTRE | NLEE T
Extension Cutting Speed Speed Feed (Aa) (Ap) RS
Length (mm) | (m/min) (min-) (mm/min) | Depthof 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 &8 SLOTTING
X-UVT0806 25 70 2600~3000  1000~1400 8 0.2~0.4  fAlg% 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 &8 SLOTTING
X-UVT0806 40 55 2200~2600 450~650 8 0.05~0.15  fA§ 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 {8 SIDE MILLING
X-UVT1006 30 95 2800~3200  1000~1200  0.1~0.2 8~10 &R 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  fAl#% SIDE MILLING
X-UVT1006 30 95 2800~3200 500~700 10 0.05~0.15  fA§% 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 A3 SIDE MILLING
X-UVT1006 70 60 1800~2200 300~500 0.05~0.1 8~10 &if SLOTTING
X-UVT1006 70 60 1800~2200 350~550 10 0.05~0.1  {Al§% SIDE MILLING
X-UVT1206 35 100 2400~2800 800~1000 0.1~0.2 10~12 & SLOTTING
X-UVT1206 B5) 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  fAlE% 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  fA§ 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  {Al§% 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  fAi 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  i&#% 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  i&#% SLOTTING
X-UVT2006 80 70 1000~1400 300~450 20 0.05~0.2  fAE 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  fAli SIDE MILLING




()| WEXCHANEERBRE HEAENDMIPIEID

#YIEIH Work Material SAESE/FAEEH Prehardened Steels : NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

8230/ ;MFELDEI Dry/MQL coolant
JERRE | UIHERE DIZRE HEARIRE NLTZFE | TIEE

Extension | Cutting Speed Speed Feed (Aa) (Ap) 7 DIEﬂ
Length (mm) (m/min) (min”1) (mm/min) | Depth of Cut | Width of Cut Milling Type
X-UVT2506 70 110 1200~1600 600~900 0.15~0.25 23~25 7B SLOTTING
X-UVT2506 70 120 1300~1700 500~700 0.05~0.15 23~25 7&8% 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 7&8% SLOTTING
X-UVT2506 100 70 800~1200 300~400 25 0.05~0.2 {8l SIDE MILLING
X-UVT2506 130 80 800~1200 300~500 0.05~0.1 23~25 7B SLOTTING
X-UVT2506 130 60 600~900 250~400 25 0.1~0.15 {8l SIDE MILLING
X-UVT3206 80 110 900~1300 500~700 0.15~0.25 25~32 &t 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 0.4~0.6 A% SIDE MILLING
X-UVT3206 80 100 800~1200 300~480 32 0.05~0.2  {A#% SIDE MILLING
X-UVT3206 110 110 900~1300 300~500 0.05~0.15 25~32 7B SLOTTING
X-UVT3206 110 70 600~800 240~380 32 0.05~0.2  {A§% SIDE MILLING
X-UVT3206 150 80 700~900 300~400 0.05~0.1 25~32 &t SLOTTING
X-UVT3206 150 60 500~700 180~280 32 0.1~0.15  fAl## SIDE MILLING

LT k Material ENRIB Hardened Steels
Al TR atena SKD61/STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

7578 Coolant Type g3\ /SHEELDE] Dry/MQL coolant

JERRE | CIHIRE LBFRE ERRRE INLRE
Extension | Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (min") (mm/min) Depth of Cut

(Ap) o
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 &8 SLOTTING
X-UVT0806 25 70 2600~3000  1000~1400 8 0.2~0.4  fAlg% 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 &8 SLOTTING
X-UVT0806 40 55 2200~2600 450~650 8 0.05~0.15  fA§ SIDE MILLING
X-UVT0806 60 60 2200~2600 300~500 0.05~0.1 6~8 &8% SLOTTING
X-UVT0806 60 60 2200~2600 350~500 8 0.05~0.1  fA& SIDE MILLING
X-UVT1006 30 95 2800~3200  1000~1200  0.1~0.2 8~10 &% 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  fAl#% SIDE MILLING
X-UVT1006 30 95 | 2800~3200 500~700 10 0.05~0.15 fA§ SIDE MILLING
X-UVT1006 50 75 2200~2600 600~800 0.05~0.1 8~10 &8 SLOTTING
X-UVT1006 50 // 75 2200~2600 450~650 10 0.05~0.15 A3 SIDE MILLING
X-UVT1006 70 60 1800~2200 300~500 0.05~0.1 8~10 &% SLOTTING
X-UVT1006 70 60 1800~2200 350~550 10 0.05~0.1  fAli SIDE MILLING




EXCHHNGEABCE HEAD ENDMICI I ) )i 1 2

BT k Material ENRIBH Hardened Steels
S atera SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

752\ Coolant Type &3\ /MFELDEI Dry/MQL coolant

JEREE | tHIEE OESRE ERRE | MTFEE | NIEE T
Extension Cutting Speed Speed Feed (Aa) (Ap) R
Length (mm) | (m/min) (min-) (mm/min) | Depthof Cut | Width of Cut Milling Type

X-UVT1206 35 100 2400~2800 800~1000 0.1~0.2 10~12  &$% SLOTTING
X-UVT1206 35 135 3400~3800 600~800 0.05~0.1 10~12 & SLOTTING
X-UVT1206 B5 115 2800~3200 800~1200 12 0.3~0.5  fAl% SIDE MILLING
X-UVT1206 35 115 2800~3200 600~800 12 0.05~0.15  fA§ SIDE MILLING
X-UVT1206 55 115 2800~3200 400~600 0.05~0.1 10~12 & SLOTTING
X-UVT1206 85 80 2000~2400 400~600 12 0.05~0.15  fA§% SIDE MILLING
X-UVT1206 80 80 2000~2400 300~500 0.05~0.1 10~12  &$% SLOTTING
X-UVT1206 80 75 1800~2200 350~450 12 0.05~0.1 {8 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  i&#% 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  {Al§% 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 {8k 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  i&#% SLOTTING
X-UVT2006 50 100 1400~1800 600~900 20 04~0.6  fAlk SIDE MILLING
X-UVT2006 50 100 1400~1800 400~600 20 0.05~0.2  fAli 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  {Al§% SIDE MILLING
X-UVT2506 70 110 1200~1600 600~900  0.15~0.25  23~25  j&#% SLOTTING
X-UVT2506 70 120 1300~1700 500~700  0.05~0.15  23~25  i&#f 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  {Al§% SIDE MILLING
X-UVT2506 100 110 1200~1600 400~600  0.05~0.15  23~25 & SLOTTING
X-UVT2506 100 70 800~1200 300~400 25 0.05~0.2  {Al§% 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 {8 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 0.4~0.6  fAl#% SIDE MILLING
X-UVT3206 80 100 800~1200 300~480 32 0.05~0.2  {Al§% 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  fAl SIDE MILLING
X-UVT3206 150 80 700~900 300~400 0.05~0.1 25~32 & SLOTTING

X-UVT3206 150 60 500~700 180~280 32 0.1~0.15  {Al§% SIDE MILLING




()i | R EXCHONGERBEE HERRENDMIETS L

X-UVTR

7578 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-UVTR0810
X-UVTR0810
X-UVTR0810
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
B5)
35
35
35
35
50
50
50
70
70
35
35
35
35
35
35
"

EDHRE
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

ERIB Hardened Steels

SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)
gz30/;MFELDEI Dry/MQL coolant

TEERE
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

HEHRE
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

INLRE
(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

nI=EE
(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
55
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

IS

Milling Type
&#% SLOTTING
&% SLOTTING
{AI$% SIDE MILLING
{RI#% SIDE MILLING
3D## 3D MILLING
3D 3D MILLING
&#% SLOTTING
{Rl#% SIDE MILLING
3D 3D MILLING
&#% SLOTTING
3D## 3D MILLING
&R SLOTTING
&#% SLOTTING
{RI#% SIDE MILLING
{AI$% SIDE MILLING
3D 3D MILLING
3D## 3D MILLING
&R SLOTTING
{R$% SIDE MILLING
3D## 3D MILLING
& SLOTTING
3D 3D MILLING
&% SLOTTING
&R SLOTTING
{RI$% SIDE MILLING
{RI#% SIDE MILLING
3D 3D MILLING
3D 3D MILLING
&% SLOTTING
{AI$% SIDE MILLING
3D 3D MILLING
&% SLOTTING
3D 3D MILLING
&#% SLOTTING
& SLOTTING
{AI$% SIDE MILLING
{RI$% SIDE MILLING
3D## 3D MILLING
3D 3D MILLING
&#% SLOTTING

47




EXCHHNGEABCE HEAD ENDMICI I ) )i 1 2

BT k Material ENRIBH Hardened Steels
S atera SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

752\ Coolant Type &3\ /MFELDEI Dry/MQL coolant

JEEREE | tHIEE SOEESRE ERRE | MTFEE | NIEE T
Extension Cutting Speed Speed Feed (Aa) (Ap) R
Length (mm) | (m/min) (min-) (mm/min) | Depthof Cut | Width of Cut Milling Type

X-UVTR1010 50 65 2000~2400 400~600 10 0.05~0.15  {Al§% SIDE MILLING
X-UVTR1010 50 125 4000~4500  1400~1800 0.05~0.15 0.05~0.15 3D 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#% 3D MILLING
X-UVTR1205 40 105 2700~3200 1000~1400  0.2~0.3 9~12 &8f SLOTTING
X-UVTR1205 40 170 4500~5000 800~1000 0.05~0.15  10~12 & SLOTTING
X-UVTR1205 40 115 3000~3400  1000~1400 12 0.3~0.5  {Al$% SIDE MILLING
X-UVTR1205 40 115 3000~3400 600~800 12 0.05~0.15 {8l SIDE MILLING
X-UVTR1205 40 105 2700~3200 1000~1400  0.2~0.3 0.2~0.3  3D§f% 3D MILLING
X-UVTR1205 40 180 4700~5200  2200~2600 0.05~0.15 0.05~0.15 3Dt 3D MILLING
X-UVTR1205 60 115 3000~3400 600~800  0.05~0.15  10~12 &% SLOTTING
X-UVTR1205 60 75 2000~2400 400~600 12 0.05~0.15  {Al#% SIDE MILLING
X-UVTR1205 60 150 4000~4500  1400~1800 0.05~0.15 0.05~0.15 3D§#% 3D MILLING
X-UVTR1205 100 75 2000~2400 400~600  0.05~0.15  10~12 &3% SLOTTING
X-UVTR1205 100 65 1700~2200 800~1200 0.05~0.15 0.05~0.15 3D# 3D MILLING
X-UVTR1210 40 105 2700~3200  1000~1400  0.2~0.3 9~12 &% SLOTTING
X-UVTR1210 40 170 4500~5000 800~1000 0.05~0.15 9~12 &8% SLOTTING
X-UVTR1210 40 115 3000~3400  1000~1400 12 0.3~0.5  {Al$% SIDE MILLING
X-UVTR1210 40 115 3000~3400 600~800 12 0.05~0.15  {Al$% SIDE MILLING
X-UVTR1210 40 105 2700~3200  1000~1400  0.2~0.3 0.2~0.3 3D 3D MILLING
X-UVTR1210 40 180 4700~5200  2200~2600 0.05~0.15 0.05~0.15 3Dt 3D MILLING
X-UVTR1210 60 115 3000~3400 600~800  0.05~0.15 9~12 &% SLOTTING
X-UVTR1210 60 75 2000~2400 400~600 12 0.05~0.15  fAl#% SIDE MILLING
X-UVTR1210 60 150 4000~4500  1400~1800 0.05~0.15 0.05~0.15 3Dt 3D MILLING
X-UVTR1210 100 75 2000~2400 400~600  0.05~0.15 9~12 &% 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 &% SLOTTING
X-UVTR1605 60 920 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 Rl SIDE MILLING
X-UVTR1605 60 135 2700~3200  1600~2000 0.25~0.35 0.25~0.35 3Dt 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 &R SLOTTING
X-UVTR1605 100 50 1000~1400 300~500 16 0.05~0.2 Rl 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 & SLOTTING
X-UVTR1605 130 80 1600~2000 600~800 0.05~0.2  0.05~0.2 3D 3D MILLING
X-UVTR1610 60 100 2000~2500 500~700  0.25~035 13~16 &8% SLOTTING
X-UVTR1610 60 185 3700~4200  1000~1200 0.05~0.15  13~16 & SLOTTING

X-UVTR1610 60 20 1800~2200  1000~1400 16 0.3~0.5  {A$% SIDE MILLING
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BT k Material ENRIBH Hardened Steels
T atena SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

752\ Coolant Type &3\ /MFELDEI Dry/MQL coolant

JEREE | CHIEE DESRE ERRE | MTFEE | NIEE T
Extension Cutting Speed Speed Feed (Aa) (Ap) R
Length (mm) | (m/min) (min-) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UVTR1610 60 920 1800~2200 500~700 16 0.05~0.2 Rl SIDE MILLING
X-UVTR1610 60 135 2700~3200  1600~2000 0.25~0.35 0.25~0.35 3D 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 &% SLOTTING
X-UVTR1610 100 50 1000~1400 300~500 16 0.05~0.2  {Al§% 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 &% 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 & SLOTTING
X-UVTR1620 60 185 3700~4200  1000~1200 0.05~0.15 11~16 &% SLOTTING
X-UVTR1620 60 90 1800~2200  1000~1400 16 0.3~0.5  {Al§% SIDE MILLING
X-UVTR1620 60 20 1800~2200 500~700 16 0.05~0.2  fRl#% SIDE MILLING
X-UVTR1620 60 135 2700~3200  1600~2000 0.25~0.35 0.25~0.35 3Dt 3D MILLING
X-UVTR1620 60 185 3700~4200  1800~2200 0.05~0.2 0.05~0.2  3Dif 3D MILLING
X-UVTR1620 100 120 2400~2800 600~800  0.05~0.15  11~16 & SLOTTING
X-UVTR1620 100 50 1000~1400 300~500 16 0.05~0.2 Rl SIDE MILLING
X-UVTR1620 100 100 2000~2400 800~1200  0.05~0.2 0.05~0.2 3D 3D MILLING
X-UVTR1620 130 170 3400~3600 400~600  0.05~0.15  11~16 &R 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 & SLOTTING
X-UVTR2010 80 50 800~1000 400~600 20 0.5~0.6  fAl$% SIDE MILLING
X-UVTR2010 80 50 800~1100 300~500 20 0.05~0.2  {AI§% SIDE MILLING
X-UVTR2010 80 115 1800~2200 800~1200 0.3~04 0.3~0.4  3D§f% 3D MILLING
X-UVTR2010 80 285 4500~5000  1600~2000 0.05~0.2  0.05~0.2 3Dt 3D MILLING
X-UVTR2010 130 190 3000~3500 600~800 0.05~0.2 17~20 &8% SLOTTING
X-UVTR2010 130 170 2700~3200  1000~1400 0.05~0.2 0.05~0.2 3Dt 3D MILLING
X-UVTR2010 180 135 2100~2300 400~600 0.05~0.2 17~20 &% 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 0.3~04 15~20 & 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  {Al§% SIDE MILLING
X-UVTR2020 80 50 800~1100 400~600 20 0.05~0.2  fAl# SIDE MILLING
X-UVTR2020 80 115 1800~2200 800~1200 0.3~0.4 0.3~0.4  3D§#% 3D MILLING
X-UVTR2020 80 285 4500~5000  1600~2000 0.05~0.2  0.05~0.2 3D 3D MILLING
X-UVTR2020 130 190 | 3000~3500 600~800 0.05~0.2 15~20 &R SLOTTING
X-UVTR2020 130 170 2700~3200  1000~1400 0.05~0.2 0.05~0.2 3Dt 3D MILLING
X-UVTR2020 180 / 135 2100~2300 400~600 0.05~0.2 15~20 &8% SLOTTING
X-UVTR2020 180 125 2000~2400 600~800 0.05~0.2 0.05~0.2  3D§# 3D MILLING
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BT k Material ENRIBH Hardened Steels
S atera SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

752\ Coolant Type &3\ /MFELDEI Dry/MQL coolant

JERRE | IHIERE TR HEHRE NLTRE | NLEE T
Extension Cutting Speed Speed Feed (Aa) (Ap) R
Length (mm) | (m/min) (min-) (mm/min) | Depthof Cut | Width of Cut Milling Type

X-UVTR2030 80 100 1600~2000 400~600 0.3~0.4 13~20 &% SLOTTING
X-UVTR2030 80 200 3000~3500 800~1200  0.05~0.2 13~20 &8% SLOTTING
X-UVTR2030 80 50 800~1000 400~600 20 0.5~0.6  fAl% SIDE MILLING
X-UVTR2030 80 50 800~1100 300~500 20 0.05~0.2 Rl SIDE MILLING
X-UVTR2030 80 115 1800~2200 800~1200 0.3~0.4 0.3~0.4 3D 3D MILLING
X-UVTR2030 80 285 4500~5000  1600~2000 0.05~0.2  0.05~0.2 3Dt 3D MILLING
X-UVTR2030 130 190 3000~3500 600~800 0.05~0.2 13~20 &% SLOTTING
X-UVTR2030 130 170 2700~3200  1000~1400 0.05~0.2 0.05~0.2 3D 3D MILLING
X-UVTR2030 180 135 2100~2300 400~600 0.05~0.2 13.5 7B 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 &R SLOTTING
X-UVTR2530 90 50 600~800 180~280 25 0.5~0.6  fAI$% SIDE MILLING
X-UVTR2530 90 50 600~800 180~280 25 0.05~0.2 {8k SIDE MILLING
X-UVTR2530 90 115 1300~1700 600~1000 0.3~0.4 0.3~0.4  3D§f% 3D MILLING
X-UVTR2530 920 215 2700~3200  1000~1400 0.05~0.25 0.05~0.25 3Dt 3D MILLING
X-UVTR2530 140 160 2000~2400 600~1000 0.05~0.25  18~25 &3% SLOTTING
X-UVTR2530 140 165 2100~2500 800~1200 0.05~0.25 0.05~0.25 3D 3D MILLING
X-UVTR2530 200 920 1100~1500 500~800  0.05~0.25  18~25 &% SLOTTING
X-UVTR2530 200 95 1200~1600 600~900  0.05~0.25 0.05~0.25 3Dgf 3D MILLING
X-UVTR2550 90 100 1100~1500 300~500 0.3~04 13~25 & SLOTTING
X-UVTR2550 920 200 2500~3000 700~1100 0.05~0.25  13~25 &% 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  fAl#% SIDE MILLING
X-UVTR2550 90 115 1300~1700 600~1000 0.3~0.4 0.3~0.4  3D§% 3D MILLING
X-UVTR2550 920 215 2700~3200  1000~1400 0.05~0.25 0.05~0.25 3D 3D MILLING
X-UVTR2550 140 160 2000~2400 600~1000 0.05~0.25  13~25 7B SLOTTING
X-UVTR2550 140 165 2100~2500 800~1200 0.05~0.25 0.05~0.25 3D 3D MILLING
X-UVTR2550 200 90 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 3Dt 3D MILLING
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X-UVTR0805
X-UVTR0805
X-UVTR0805
X-UVTR0805
X-UVTR0805
X-UVTR0805
X-UVTR0805
X-UVTR0805
X-UVTR0810
X-UVTR0810
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-UVTR1010
X-UVTR1010
X-UVTR1010
X-UVTR1010
X-UVTR1010
X-UVTR1010
X-UVTR1010
X-UVTR1010
X-UVTR1205
X-UVTR1205
X-UVTR1205
X-UVTR1205
X-UVTR1205
X-UVTR1205
X-UVTR1205
X-UVTR1205

WEDHIFF Work Material

7578 Coolant Type

JERRE
Extension
Length (mm)

40

100
~ 100

X-UVTR

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

EDHRE
Cutting Speed
(m/min)

115
70
115
95
40
85
70
70
115
70
115
95
40
85
70
70
95
85
95
85
50
80
55
55
95
85
95
85
50
80
55
55
105
75
105
20
55

~ 90

65
65

TEERE
Speed
(min')

4500~5500
2800~3300
4500~5500
3700~4200
1600~2000
3300~3800
2700~3200
2700~3200
4500~5500
2800~3300
4500~5500
3700~4200
1600~2000
3300~3800
2700~3200
2700~3200
3000~4000
2600~3000
3000~4000
2700~3200
1600~2000
2500~3000
1700~2200
1700~2200
3000~4000
2600~3000
3000~4000
2700~3200
1600~2000
2500~3000
1700~2200
1700~2200
2700~3200
2000~2400
2700~3200
2300~2800
1400~1800
2300~2800
1700~2200
1700~2200

gz30/;MFELDEI Dry/MQL coolant

HEHRE
Feed
(mm/min)
800~1000
400~600
1800~2200
500~700
300~500
1200~1600
300~500
800~1200
800~1000
400~600
1800~2200
500~700
300~500
1200~1600
300~500
800~1200
500~700
400~600
1000~1400
400~600
300~500
1000~1400
300~500
800~1200
500~700
400~600
1000~1400
400~600
300~500
1000~1400
300~500
800~1200
500~700
400~600
1000~1400
400~600
300~500
800~1200
300~500
600~800

INLRE
(Aa)
Depth of Cut

0.05~0.1
8
0.05~0.1
0.05~0.1
8
0.05~0.1
0.05~0.1
0.05~0.1
0.05~0.1
8
0.05~0.1
0.05~0.1
8
0.05~0.1
0.05~0.1
0.05~0.1
0.05~0.1
10
0.05~0.1
0.05~0.1
10
0.05~0.1
0.05~0.1
0.05~0.1
0.05~0.11
10
0.05~0.11
0.05~0.1
10
0.05~0.1
0.05~0.1
0.05~0.1
0.05~0.15
12
0.05~0.15
0.05~0.15
12
0.05~0.15
0.05~0.15
0.05~0.1

nI=EE
(Ap)
Width of Cut
4~6
0.05~0.1
0.05~0.1
4~6
0.05~0.1
0.05~0.1
4~6
0.05~0.1
46
0.05~0.1
0.05~0.1
4~6
0.05~0.1
0.05~0.1
46
0.05~0.1
6~8
0.05~0.1
0.05~0.1
6~8
0.05~0.1
0.05~0.1
6~8
0.05~0.1
5~7
0.05~0.11
0.05~0.11
5~7
0.05~0.1
0.05~0.1
5~7
0.05~0.1
8~10
0.05~0.15
0.05~0.15
8~10
0.05~0.15
0.05~0.15
8~10
0.05~0.1

IS
Milling Type

&#% SLOTTING
{Rl#% SIDE MILLING
3D 3D MILLING
&#% SLOTTING
{RI#% SIDE MILLING
3D 3D MILLING
&#% SLOTTING
3D## 3D MILLING
& SLOTTING
{RI$% SIDE MILLING
3D## 3D MILLING
&R SLOTTING
{RI$% SIDE MILLING
3D## 3D MILLING
& SLOTTING
3D 3D MILLING
&% SLOTTING
{AI$% SIDE MILLING
3D 3D MILLING
&% SLOTTING
{AI$% SIDE MILLING
3D 3D MILLING
&% SLOTTING
3D 3D MILLING
&8% SLOTTING
{RI#% SIDE MILLING
3D 3D MILLING
&#% SLOTTING
{BI#% SIDE MILLING
3D 3D MILLING
&#% SLOTTING
3D## 3D MILLING
& SLOTTING
{RI$% SIDE MILLING
3D## 3D MILLING
&R SLOTTING
{RI#% SIDE MILLING
3D## 3D MILLING
& SLOTTING
3D 3D MILLING
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#RYIHI# Work Material ERIBH Hardened Steels : SKD11 / SKH9 : 1.2379/1.3342 : D2 / M2 (HRc55~62)

752\ Coolant Type &3\ /MFELDEI Dry/MQL coolant

JEEREE | tHIEE BEEEE ERRE | MTFEE | NIEE T
Extension Cutting Speed Speed Feed (Aa) (Ap) SRS
Length (mm) | (m/min) (min-) (mm/min) | Depthof Cut | Width of Cut Milling Type

X-UVTR1210 40 105 2700~3200 500~700  0.05~0.15 7~9 &% SLOTTING
X-UVTR1210 40 75 2000~2400 400~600 12 0.05~0.15 {8l SIDE MILLING
X-UVTR1210 40 105 2700~3200  1000~1400 0.05~0.15 0.05~0.15 3Dt 3D MILLING
X-UVTR1210 60 920 2300~2800 400~600  0.05~0.15 7=9 &% SLOTTING
X-UVTR1210 60 55 1400~1800 300~500 12 0.05~0.15 {8l SIDE MILLING
X-UVTR1210 60 20 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 &% SLOTTING
X-UVTR1210 100 65 1700~2200 600~800  0.05~0.15 0.05~0.15 3D#f 3D MILLING
X-UVTR1605 60 120 2400~2800 600~800  0.05~0.15  12~14 & SLOTTING
X-UVTR1605 60 70 1400~1800 400~600 16 0.05~0.15  {Al#% 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 &R SLOTTING
X-UVTR1605 100 40 800~1100 200~400 16 0.05~0.15  {Al$% SIDE MILLING
X-UVTR1605 100 920 1800~2200 600~800  0.05~0.15 0.05~0.15 3D#f 3D MILLING
X-UVTR1605 130 80 1600~2000 300~500  0.05~0.15  12~14 & SLOTTING
X-UVTR1605 130 70 1400~1800 300~500  0.05~0.15 0.05~0.15 3D§% 3D MILLING
X-UVTR1610 60 120 2400~2800 600~800  0.05~0.15  11~13 &3% SLOTTING
X-UVTR1610 60 70 1400~1800 400~600 16 0.05~0.15  {Al#% SIDE MILLING
X-UVTR1610 60 100 2000~2400 800~1200  0.05~0.15 0.05~0.15 3D 3D MILLING
X-UVTR1610 100 100 2000~2400 500~700  0.05~0.15  11~13 &% SLOTTING
X-UVTR1610 100 40 800~1100 200~400 16 0.05~0.15  {Al#% SIDE MILLING
X-UVTR1610 100 20 1800~2200 600~800  0.05~0.15 0.05~0.15 3Dg#% 3D MILLING
X-UVTR1610 130 80 1600~2000 300~500  0.05~0.15  11~13 &8% SLOTTING
X-UVTR1610 130 70 1400~1800 300~500  0.05~0.15 0.05~0.15 3D§% 3D MILLING
X-UVTR1620 60 120 2400~2800 600~800  0.05~0.15 9~11 &% SLOTTING
X-UVTR1620 60 70 1400~1800 400~600 16 0.05~0.15 {8l SIDE MILLING
X-UVTR1620 60 100 2000~2400 800~1200  0.05~0.15 0.05~0.15 3D# 3D MILLING
X-UVTR1620 100 100 2000~2400 500~700  0.05~0.15 9~11 &% SLOTTING
X-UVTR1620 100 40 800~1100 200~400 16 0.05~0.15 {8l SIDE MILLING
X-UVTR1620 100 20 1800~2200 600~800  0.05~0.15 0.05~0.15 3D#% 3D MILLING
X-UVTR1620 130 80 1600~2000 300~500  0.05~0.15 9~11 &% SLOTTING
X-UVTR1620 130 70 1400~1800 300~500  0.05~0.15 0.05~0.15 3D#f 3D MILLING
X-UVTR2010 80 150 2400~2800 600~800  0.05~0.15  15~17 & SLOTTING
X-UVTR2010 80 50 800~1000 150~300 20 0.05~0.15  {Al$% 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 & SLOTTING
X-UVTR2010 130 125 2000~2400 600~800  0.05~0.15 0.05~0.15 3D 3D MILLING
X-UVTR2010 180 920 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  13~15 &#% SLOTTING



()1 | EXCHONGEABEE HEROENDMIEISIL

]
#RYIHI# Work Material HERIEH Hardened Steels: SKD11/SKH9: 1.2379 /13342 : D2 / M2 (HRc55~62)

752\ Coolant Type &3\ /MFELDEI Dry/MQL coolant
JERRE | IHIERE TR HEHRE NLTREE | NLEE

Extension | Cutting Speed Speed Feed (Aa) (Ap) 7 DIEﬂ
Length (mm) (m/min) (min-1) (mm/min) | Depth of Cut | Width of Cut Milling Type

X-UVTR2020 80 50 800~1000 150~300 20 0.05~0.15  {Al#E 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 7&8% SLOTTING
X-UVTR2020 130 125 2000~2400 600~800 0.05~0.15 0.05~0.15 3Dg#% 3D MILLING
X-UVTR2020 180 920 1400~1800 300~500 0.05~0.15 13~15 7&8% SLOTTING
X-UVTR2020 180 90 1400~1800 400~600 0.05~0.15 0.05~0.15 3D#f% 3D MILLING
X-UVTR2030 80 150 2400~2800 600~800 0.05~0.15 11~13 &L SLOTTING
X-UVTR2030 80 50 800~1000 150~300 20 0.05~0.15  {AI##% SIDE MILLING
X-UVTR2030 80 150 2400~2800 600~1000 0.05~0.15 0.05~0.15 3D#f 3D MILLING
X-UVTR2030 130 125 2000~2400 400~600 0.05~0.15 11~13 7EHE 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 7B SLOTTING
X-UVTR2030 180 90 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 7&8% SLOTTING
X-UVTR2530 90 45 500~700 160~260 25 0.05~0.15  {8I#% SIDE MILLING
X-UVTR2530 920 160 2000~2400 700~1000 0.05~0.2  0.05~0.2  3D#ft 3D MILLING
X-UVTR2530 140 135 1700~2100 400~600 0.05~0.2 16~18 7&8% SLOTTING
X-UVTR2530 140 135 1700~2100 600~900 0.05~0.2 0.05~0.2 3D#ft 3D MILLING
X-UVTR2530 200 70 900~1300 300~500 0.05~0.2 16~18 7&1% 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 &L SLOTTING
X-UVTR2550 920 45 500~700 160~260 25 0.05~0.15  {Al##E SIDE MILLING
X-UVTR2550 920 160 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 7B SLOTTING
X-UVTR2550 140 135 1700~2100 600~900 0.05~0.2 0.05~0.2 3D#t 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#ft 3D MILLING
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2T
UIHIfRIFR x- B T MILLING CONDITIONS
#RYIHI# Work Material SBESH/ FEEEH Prehardened Steels : NAK8O : 1.2083 : AISI420 : M310 (HRc36~45)

752\ Coolant Type g3\tDHEI Dry coolant

JERRE | IHIERE TR HEHRRE INLRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

PRI MT7%
Width of Cut Milling Type

X-BTB0802 30 280 10000~11000 2200~2600 0.18~0.23 0.36~0.46 3Dt 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 3D 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 3D 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 3D 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#% 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#% 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 3Dt 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 3Dg% 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 3Dt 3D MILLING
X-BTB2502 130 220 2400~2800  1000~1400 0.2~0.25  0.4~0.5  3D#f 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 3D 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 3Dg% 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

—

FREERBITR TR NARE > TREERRES - BRFERS)RER®F) -

. {EFIBT50 (SKS0/HSK100A) JHEeFF 2 28 » IRIBIIHSIIES) RIERE(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
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3T
UIHIfRIFR x- B T MILLING CONDITIONS
#RYIHI# Work Material SBESH/ FEEEH Prehardened Steels : NAK8O : 1.2083 : AISI420 : M310 (HRc36~45)

752\ Coolant Type g3tDHEI Dry coolant

JERRE | IHIERE TEERE HEHRE INLRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

PR L MT7%
Width of Cut Milling Type

X-BTB0803 30 280 10000~11000 2200~2600 0.18~0.23 0.36~0.46 3Dt 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 3D MILLING
X-BTB0803 70 175 6000~7000  1400~1800 0.08~0.1 0.16~0.2 3D 3D MILLING
X-BTB1003 40 290 8700~9200  2200~2600 0.23~0.28 0.46~0.56 3D 3D MILLING
X-BTB1003 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 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 3D 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#% 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#% 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 3Dt 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§% 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 3Dt 3D MILLING
X-BTB2503 80 350 4000~4500  1800~2200 0.12~0.17 0.24~0.34 3Dt 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 3Dg% 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 3Dt 3D MILLING

FARMEEBITRTEBNARE > NIKEERRES - BRFERSRER®F) -
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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
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2T
UIHIfRIFR X- u B MILLING CONDITIONS
DA Work Material SN/ FAEEH Prehardened Steels : NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

7578 Coolant Type EZ3VEDHEI Wet coolant

JERRE | IHIERE TR HEHRRE INLRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

PRI MT7%
Width of Cut Milling Type

X-UB0802 25 280 10000~11000 2000~2400 0.18~0.23 0.36~0.46 3Dt 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 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 3D 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 3D MILLING
X-UB1002 100 260 7700~8200  1400~1700 0.06~0.1  0.12~0.2  3Dg% 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 3D 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  3D#% 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#% 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  04~0.5 3Dt 3D MILLING
X-UB2002 130 220 3000~3500  1600~2000 0.12~0.17 0.24~0.34 3D§#% 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 3Dt 3D MILLING
X-UB2502 130 220 2400~2800  1000~1400 0.2~0.25  0.4~0.5  3D#f 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 3D 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 3Dg% 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

—

FREERBITR TR NARE > TREERRES - BRFERS)RER®F) -

. {EFIBT50 (SKS0/HSK100A) JHEeFF 2 28 » IRIBIIHSIIES) RIERE(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



()41 EXEHENEENREE HEOIENDMIFIIL

2T
EDHIRIFIR x- u B MILLING CONDITIONS
ERIRE Hardened Steels
B ok Matcriz) SKD61/STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

752\ Coolant Type g3tDHEI Dry coolant
JERRE | IHIERE TEERE HEHRE INLRE

NIEE

Extension | Cutting Speed Speed Feed (Aa) (Ap) 7 DIEﬂ
Length (mm) (m/min) (min-1) (mm/min) | Depth of Cut | Width of Cut Milling Type
X-UB0802 25 280 10000~11000 2600~3000 0.06~0.09 0.12~0.18 3D##% 3D MILLING
X-UB0802 45 145 5400~5800 1600~2000 0.06~0.08 0.12~0.16 3Dg% 3D MILLING
X-UB0802 65 130 4700~5200 1200~1600 0.06~0.08 0.12~0.16 3D#f 3D MILLING
X-UB1002 40 260 7700~8200  2600~3000 0.08~0.13 0.16~0.26 3D#f 3D MILLING
X-UB1002 60 230 6700~7200 1400~1800 0.08~0.13 0.16~0.26 3D#% 3D MILLING
X-UB1002 80 185 5300~5800 1000~1200 0.07~0.1 0.16~0.2  3D#% 3D MILLING
X-UB1202 40 305 7500~8000 1800~2200 0.08~0.13 0.16~0.26 3D##% 3D MILLING
X-UB1202 60 290 7200~7700 1200~1600 0.08~0.13 0.16~0.26 3Dg% 3D MILLING
X-UB1202 100 220 5300~5800 800~1100 0.08~0.13 0.16~0.26 3D#f 3D MILLING
X-UB1602 60 215 3800~4200 2000~2400 0.1~0.15 0.2~0.3  3D#f% 3D MILLING
X-UB1602 100 160 2800~3200 1600~2000 0.1~0.15 0.2~0.3  3D#% 3D MILLING
X-UB1602 130 115 2000~2300 800~1200 0.1~0.12  0.2~0.24 3D#f 3D MILLING
X-UB2002 80 315 4500~5000 1200~1600 0.1~0.15 0.2~0.3  3D#% 3D MILLING
X-UB2002 130 190 2500~3000 800~1200 0.1~0.15 0.2~0.3  3D#% 3D MILLING
X-UB2002 180 140 1700~2200 800~1000 0.08~0.1 0.16~0.2  3D#% 3D MILLING
X-UB2502 80 315 3500~4000 1300~1700 0.1~0.15 0.2~0.3  3D#f% 3D MILLING
X-UB2502 130 240 2500~3000 1000~1400 0.1~0.15 0.2~0.3  3D#% 3D MILLING
X-UB2502 180 200 2000~2500 800~1200 0.1~0.15 0.2~0.3  3D#% 3D MILLING
X-UB3202 80 330 3200~3700 1300~1700 0.12~0.17  0.2~0.3  3D#% 3D MILLING
X-UB3202 140 260 2700~3200 1000~1400 0.12~0.17 0.24~0.34 3Dgf% 3D MILLING

X-UB3202 200 200 1600~2000 700~1100 0.1~0.15 0.2~0.3  3D## 3D MILLING
1 RS EIER EMENTE  NIHEERREE - BREERG)RERF
Note 2. fBFIBTS0 (SKS0/HSK100A) THEA s 2 #4488 » TRIERADER(S) REHE) -

3. X-UB10027EHRc52 R & 100mmbs » FRIFFEE -

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




EXCHHNGERBLE HEROENDMICI TG Vi 15

4T
LIRIRIFR x- u B MILLING CONDITIONS
SBESH/ FEEEH Prehardened Steels : NAK8O : 1.2083 : AISI420 : M310 (HRc36~45)

7578 Coolant Type EZ3VEDHEI Wet coolant
JEBRE | UHERE OEERE EREE | MLRE

NIEE

Extension | Cutting Speed Speed Feed (Aa) (Ap) 7 DIEﬂ
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#ft 3D MILLING
X-UB0804 65 175 6000~7000 1200~1600 0.08~0.1 0.16~0.2  3D#% 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##t 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##t 3D MILLING
X-UB2004 130 220 3000~3500 1600~2000 0.12~0.17 0.24~0.34 3Dgf% 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 3D##% 3D MILLING
X-UB2504 130 300 3400~3800 1300~1700 0.12~0.17 0.24~0.34 3D 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##% 3D MILLING
X-UB3204 140 340 3200~3700 1200~1600 0.12~0.17 0.24~0.34 3Dgf% 3D MILLING

X-UB3204 200 220 1800~2200 800~1200 0.1~0.15 0.2~0.3  3D## 3D MILLING
1. ARESEIMEREMENTE  MINEERAREE » EREEES) RERE) -
bina 2. {EFIBTS0 (SKS0/HSK100A) JJHEEeHs 2 #4138 » TIIRIER AR IBRS) RERF) -
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.




()41 EXEHENEENREE HEOIENDMIFIIL

4T
EIRIRIFR x- u B MILLING CONDITIONS
BRIBH Hardened Steels
R Vo Materal SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

752\ Coolant Type g3tDHEI Dry coolant
JERRE | IHIERE TEERE HEHRE INLRE

NIEE

Extension | Cutting Speed Speed Feed (Aa) (Ap) 7 DIEﬂ
Length (mm) (m/min) (min-1) (mm/min) | Depth of Cut | Width of Cut Milling Type
X-UB0804 25 280 10000~11000 2800~3200 0.06~0.09 0.12~0.18 3D##% 3D MILLING
X-UB0804 45 145 5400~5800 1800~2200 0.06~0.08 0.12~0.16 3Dg% 3D MILLING
X-UB0804 65 130 4700~5200 1200~1600 0.06~0.08 0.12~0.16 3D#f 3D MILLING
X-UB1004 40 260 7700~8200  2600~3000 0.08~0.13 0.16~0.26 3D#f 3D MILLING
X-UB1004 60 230 6700~7200 1600~2000 0.08~0.13 0.16~0.26 3D#% 3D MILLING
X-UB1004 80 185 5300~5800 1000~1200 0.07~0.1 0.16~0.2  3D#% 3D MILLING
X-UB1204 40 305 7500~8000  2200~2600 0.08~0.13 0.16~0.26 3D#f 3D MILLING
X-UB1204 60 290 7200~7700 1400~1800 0.08~0.13 0.16~0.26 3Dg% 3D MILLING
X-UB1204 100 220 5300~5800 800~1100 0.08~0.13 0.16~0.26 3D#f 3D MILLING
X-UB1604 60 215 3800~4200 2000~2400 0.1~0.15 0.2~0.3  3D#f% 3D MILLING
X-UB1604 100 160 2800~3200 1600~2000 0.1~0.15 0.2~0.3  3D#% 3D MILLING
X-UB1604 130 115 2000~2300 800~1200 0.1~0.12  0.2~0.24 3D#f 3D MILLING
X-UB2004 80 315 4500~5000 1400~1800 0.1~0.15 0.2~0.3  3D#% 3D MILLING
X-UB2004 130 190 2500~3000 900~1300 0.1~0.15 0.2~0.3  3D#% 3D MILLING
X-UB2004 180 140 1700~2200 800~1000 0.08~0.1 0.16~0.2  3D#% 3D MILLING
X-UB2504 80 315 3500~4000 1400~1800 0.1~0.15 0.2~0.3  3D#f% 3D MILLING
X-UB2504 130 240 2500~3000 1100~1500 0.1~0.15 0.2~0.3  3D#% 3D MILLING
X-UB2504 180 200 2000~2500 800~1200 0.1~0.15 0.2~0.3  3D#% 3D MILLING
X-UB3204 80 330 3200~3700 1400~1800 0.12~0.17  0.2~0.3  3D#% 3D MILLING
X-UB3204 140 260 2700~3200 1000~1400 0.12~0.17 0.24~0.34 3Dgf% 3D MILLING

X-UB3204 200 200 1600~2000 700~1100 0.1~0.15 0.2~0.3  3D## 3D MILLING
1. ARESEIMEREMENTE  MINEERAREE » HRREES) RERE) -
bina 2. {EFIBTS0 (SKS0/HSK100A) JJHEEeHs 2 #4138 » TIRIER AR IBIRS) RERF) -
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.




EXCHHNGERBLE HEROENDMICI TG Vi 15

2T
LIRIRIFR X- U B T MILLING CONDITIONS
j i BRIBH Hardened Steels
EURE Sork Moaterial SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

752\ Coolant Type &3\ /;MFELDEI Dry / MQL coolant
JERRE | IHIERE TR HEHRRE NLTRE | NLEE

Extension | Cutting Speed Speed Feed (Aa) (Ap) 7 DIEﬂ
Length (mm) (m/min) (min-1) (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  3D#% 3D MILLING
X-UBT0802 25 280 10000~11000 3000~3400 0.07~0.1 0.14~0.2  3D#% 3D MILLING
X-UBT0802 45 145 5400~5800 1600~2000 0.06~0.08 0.12~0.16 3D#f 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  3D#% 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#% 3D MILLING
X-UBT1602 130 135 2500~3000 1000~1200 0.1~0.12  0.2~0.24 3D#f% 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#% 3D MILLING
X-UBT2002 130 220 3200~3700 800~1000 0.2~0.23 0.4~0.46 3D#f 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  3D#t 3D MILLING
X-UBT2502 80 300 3200~3700 1000~1400 0.2~0.25 0.35~0.5 3D#% 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

-

R RIS TERORE - NTREERREE - ERRERS)RERE) -
. fEFABTS0 (SK50/HSK100A) JJHBAcHs 2 #8: » TIRIE AR IER(S) RELR(F) °

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.

FitcE
Note

»



Q) EXEHENCERBEE HEROIENDMIBTSIL

2T
PSS S X- u B T MILLING CONDITIONS
MERIEH Hardened Steels : SKD11/SKH9 : 1.2379 / 1.3342 : D2 / M2 (HRc55~62)

752\ Coolant Type 823\ /;MFELDEI Dry / MQL coolant

JEMRE tﬂﬁUEE DIBRE HEARIRE MTZFE | ITIEE M5
Extension Cutting Speed Speed Feed (Aa) (Ap) i
Length (mm) (m/min) (min-1) (mm/min) | Depth of Cut | Width of Cut Milling Type
X-UBT0802 25 210 7800~8300  2000~2400 0.07~0.1 0.14~0.2  3D#t 3D MILLING
X-UBT0802 45 125 4500~5000 1300~1700 0.05~0.08 0.1~0.16 3D#% 3D MILLING
X-UBT0802 65 90 3000~3500 700~900 0.05~0.08 0.1~0.16  3D#% 3D MILLING
X-UBT1002 40 155 4700~5200 1400~1800 0.1~0.13  0.2~0.26 3D 3D MILLING
X-UBT1002 60 125 3700~4200 1200~1600 0.08~0.1 0.16~0.2  3D#%t 3D MILLING
X-UBT1002 80 45 1400~1700 600~800 0.08~0.1 0.16~0.2 3D 3D MILLING
X-UBT1202 40 240 6200~6700 1600~2000 0.1~0.13  0.2~0.26  3D##% 3D MILLING
X-UBT1202 60 185 4700~5200 800~1200 0.08~0.1 0.16~0.2  3D#f 3D MILLING
X-UBT1202 100 95 2200~2700 500~700 0.08~0.1 0.16~0.2  3D#% 3D MILLING
X-UBT1602 60 150 2700~3200 800~1200 0.1~0.15 0.15~0.25 3D#% 3D MILLING
X-UBT1602 100 920 1500~2000 800~1200 0.07~0.1 0.07~0.1  3D#% 3D MILLING
X-UBT1602 130 90 1500~2000 600~1000 0.07~0.1 0.07~0.1  3D#% 3D MILLING
X-UBT2002 80 110 1500~2000 800~1200 0.07~0.1 0.07~0.1  3D#t 3D MILLING
X-UBT2002 130 100 1500~1700 600~800 0.07~0.1 0.07~0.1  3D#% 3D MILLING
X-UBT2502 80 150 1800~2300 800~1200 0.1~0.15 0.2~0.3  3D#% 3D MILLING
X-UBT2502 130 120 1300~1700 700~1000 0.1~0.15 0.2~0.3  3D#% 3D MILLING
X-UBT2502 180 100 1100~1400 600~900 0.1~0.15 0.2~0.3  3D#% 3D MILLING

-

R RIM R TR ORE  NTREERRES - EREERO)RER®E) -
. fBFBTS0 (SK50/HSK100A) JJHBACHs 2 #8] » TIRIE A IER(S) RIELR(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.

BitEE
Note

- N

(5]




EXCHHNGERBLE HEROENDMICI TG Vi 15

4T
LIRIRIFR X- U B T MILLING CONDITIONS
j i BRIBH Hardened Steels
EURE Sork Moaterial SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

752\ Coolant Type &3\ /;MFELDEI Dry / MQL coolant
JERRE | IHIERE TR HEHRRE NLTRE | NLEE

Extension | Cutting Speed Speed Feed (Aa) (Ap) 7 DIEﬂ

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#t 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#f 3D MILLING
X-UBT1004 40 300 9200~9700  2800~3200 0.08~0.13 0.16~0.26 3Dt 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#% 3D MILLING
X-UBT1204 80 115 2800~3200 1100~1300 0.08~0.12 0.16~0.24 3D#f 3D MILLING
X-UBT1604 60 200 3800~4200 2000~2400 0.1~0.15 0.2~0.3  3D#f% 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  3Dgf 3D MILLING

1. ARSI R EBORE N TREEARESE » BRERIEES) RER®E) -
Note . {EFIBTS0 (SKS50/HSK100A) JHEFEIF 2 #8S » T1RIERASERS) REIREF)

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.

(5]



Q) EXEHENCERBEE HEROIENDMIBTSIL

4T
PSS S X- u B T MILLING CONDITIONS
MERIEH Hardened Steels : SKD11/SKH9 : 1.2379 / 1.3342 : D2 / M2 (HRc55~62)

752\ Coolant Type 823\ /;MFELDEI Dry / MQL coolant

JEMRE tﬂﬁUEE DIBRE HEARIRE MTZFE | ITIEE M5
Extension Cutting Speed Speed Feed (Aa) (Ap) i
Length (mm) (m/min) (min-1) (mm/min) | Depth of Cut | Width of Cut Milling Type
X-UBT0804 25 210 7800~8300  2600~3000 0.07~0.1 0.14~0.2  3D#t 3D MILLING
X-UBT0804 45 125 4500~5000 1400~1800 0.05~0.08 0.1~0.16 3D#% 3D MILLING
X-UBT0804 65 90 3000~3500 700~900 0.05~0.08 0.1~0.16  3D#% 3D MILLING
X-UBT1004 40 155 4700~5200 1400~1800 0.1~0.13  0.2~0.26 3D 3D MILLING
X-UBT1004 60 125 3700~4200 1200~1600 0.08~0.1 0.16~0.2  3D#%t 3D MILLING
X-UBT1004 80 50 1400~1700 600~800 0.08~0.1 0.16~0.2 3D 3D MILLING
X-UBT1204 40 240 6200~6700 1800~2200 0.1~0.13  0.2~0.26  3D##% 3D MILLING
X-UBT1204 60 185 4700~5200 800~1200 0.08~0.1 0.16~0.2  3D#f 3D MILLING
X-UBT1204 80 105 2500~3000 600~800 0.08~0.1 0.16~0.2  3D#% 3D MILLING
X-UBT1604 60 150 2700~3200 800~1200 0.1~0.15 0.15~0.25 3D#% 3D MILLING
X-UBT1604 100 920 1500~2000 800~1200 0.07~0.1 0.07~0.1  3D#% 3D MILLING
X-UBT1604 130 90 1500~2000 600~1000 0.07~0.1 0.07~0.1  3D#% 3D MILLING
X-UBT2004 80 115 1500~2000 800~1200 0.07~0.1 0.14~0.2  3D#t 3D MILLING
X-UBT2004 130 100 1500~1700 600~800 0.07~0.1 0.07~0.1  3D#% 3D MILLING
X-UBT2004 180 75 1000~1300 400~600 0.06~0.08 0.06~0.08 3D#% 3D MILLING
X-UBT2504 80 150 1800~2300 900~1300 0.1~0.15 0.2~0.3  3D#% 3D MILLING
X-UBT2504 130 120 1300~1700 800~1000 0.1~0.15 0.2~0.3  3D#% 3D MILLING

X-UBT2504 180 100 1100~1400 600~900 0.1~0.15  0.2~0.3  3D#% 3D MILLING

1. FARHESAINE R EBRNRE - NITHEEARESE  BRERERGS) RERE) -
Note . {ERIBTS50 (SK50/HSK100A) JJIEFER 2 #28 » TIRIE RIS ERS) RERRE)

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.

(5]
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LRI+ x- B M w MILLING CONDITIONS
R YIHI# Work Material %3R8 Carbon Steels:S50C /SS400 :1.1210 /1.0036: 1050 / A570 Gr.45 (~HRc22)

7BAN7IZN Coolant Type &3\ /HFELDEI Dry / MQL coolant

JERRE | IHIERE TR HEHRE NLTRE | NLEE T
Extension Cutting Speed Speed Feed (Ap) SRS
Length (mm) | (m/min) (min-) (mm/min) Width of Cut Milling Type

(Aa)
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 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 3Dt 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 3Dt 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 3Dt 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§f% 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§f 3D MILLING
X-BMW1204 55 240 6200~6700  2200~2600  0.2~0.3 0.6~0.8  3D§f% 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§f% 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 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 920 200 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 3Dt 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 0.2~035 0.7~1.2  3D#% 3D MILLING
X-BMW2004 60 225 3400~3800  1400~1800  0.4~0.6 1.2~1.6  3D#f 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 3Dt 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 14~1.6  3D#f 3D MILLING
X-BMW2504 150 125 1400~1800 700~900 0.3~0.4 1~1.2 3D§% 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 3D MILLING
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#RYIHI# Work Material %3R8 Carbon Steels:S50C /SS400 :1.1210 /1.0036: 1050 / A570 Gr.45 (~HRc22)

J gz3%/;MFELDEI Dry / MQL coolant

JERRE | IHIERE TEERE HEHRE NLTREE | NLEE T
Extension Cutting Speed Speed Feed (Aa) (Ap) R
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 0.3~04 1~1.2 3D## 3D MILLING
X-BMW3204 80 260 2400~2800  1800~2200  0.3~0.4 1~1.4 3Dt 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 1.4~1.6  3D§% 3D MILLING
X-BMW3204 170 125 1000~1400 700~900 0.3~0.4 1~1.2 3Di# 3D MILLING

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

&3\ /5FELDEl Dry/MQL coolant

JERRE | CIHIERE EHRRE
Extension | Cutting Speed Feed
Length (mm) (m/min) (mm/min)

(Ap) o
Width of Cut Milling Type

Depth of Cut

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 3D 3D MILLING
X-BMW0804 60 110 4200~4700  1000~1400  0.1~0.2 0.2~0.4  3Dif 3D MILLING
X-BMW1004 30 230 7200~7600  4600~5000 0.15~0.25 0.5~0.6  3D#% 3D MILLING
X-BMW1004 30 210 6400~6800  2000~2400  0.3~0.4 0.7~0.8 3D 3D MILLING
X-BMW1004 30 175 5400~5800 800~1100 0.5~0.6 1~1.2 3D§% 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 0.3~04 0.7~0.8 3D 3D MILLING
X-BMW1004 70 130 4000~4500  1800~2200  0.1~0.2 0.2~0.4 3D 3D MILLING
X-BMW1004 70 920 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 B5 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 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  3D#f 3D MILLING
X-BMW1204 80 135 3400~3800 800~1200 0.2~0.3 0.6~0.7 3Dt 3D MILLING
X-BMW1604 50 240/ 4500~5000  3000~3500 0.2~035 0.7~1.2 3Dt 3D MILLING
X-BMW1604 S0 210 4000~4500  1200~1600  0.4~0.5 1.2~1.5  3D§% 3D MILLING
X-BMW1604 5,,0"’/ 210 4000~4500 800~1300 0.6~0.8 1.5~1.7 3Dt 3D MILLING
X-BMW1604 80 190 3600~4000  1200~1600 0.2~035  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
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LTI Work Material ST EM/MRITEM Alloy Tool Steels / Carbon Too/ Steels
P20/P5/ SK3/SKD61/SKD11:1.2311/1.1545/1.2379/1.2344 : H13 / D2 (HRc23~32)
757\ Coolant Type g3\ /MFELDE Dry/MQL coolant

JERRE | IHIERE TR HEHRE NLTRE | NLEE T
Extension Cutting Speed Speed Feed (Aa) (Ap) R
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 0.2~035  0.7~1.2  3D#f 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 920 225 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 3D§% 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§% 3D MILLING
X-BMW2504 100 225 2700~3100  1000~1400 0.3~0.4 1~1.4 3D§% 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 1~14 3D## 3D MILLING
X-BMW3004 80 235 2300~2700  1000~1300  0.5~0.6 14~1.5 3D 3D MILLING
X-BMW3004 80 170 1600~2000 600~800 0.8~1 1.5~1.8 3Dt 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 3Di# 3D MILLING
X-BMW3204 80 250 2300~2700  1800~2200  0.3~0.4 1~1.4 3D§#% 3D MILLING
X-BMW3204 80 235 2100~2500 1100~1500  0.5~0.6 14~1.5 3D 3D MILLING
X-BMW3204 80 170 1500~1900 700~900 0.8~1 1.5~1.8 3D 3D MILLING
X-BMW3204 120 225 2000~2400  1100~1500  0.3~0.4 1~1.4 3D#t 3D MILLING
X-BMW3204 120 150 1300~1700 600~800 0.4~0.5 1.2~1.5  3D§% 3D MILLING
X-BMW3204 170 150 1300~1700 600~800 0.2~0.35 0.7~1 3D§#% 3D MILLING

DA+ Work Material SAESH,/ FATEM Prehardened Steels : NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

7528 Coolant Type g230/HFELDEl Dry/MQL coolant

JERRE | tIHIRE TSR E EIRRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

INTRE
(Aa)
Depth of Cut

(Ap) o
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 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 3D 3D MILLING
X-BMW0804 60 110 4200~4700 800~1200 0.1~0.2 0.2~0.4 3D 3D MILLING
X-BMW1004 30 230 7200~7600  4200~4600 0.15~0.25 0.5~0.6  3D#f 3D MILLING
X-BMW1004 30 210 6400~6800  1600~2000  0.3~0.4 0.7~0.8 3Dt 3D MILLING

X-BMW1004 30 175 5400~5800 700~1000 0.5~0.6 1~T-2 3Di# 3D MILLING
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#YIEIH Work Material SAESE/FAEEH Prehardened Steels : NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

757\ Coolant Type &3\ /MFELDEI Dry/MQL coolant

JEREE | CHIEE SDESRE ERRE | MTFEE | NIEE T
Extension Cutting Speed Speed Feed (Aa) (Ap) e
Length (mm) | (m/min) (min-) (mm/min) | Depthof Cut | Width of Cut Milling Type

X-BMW1004 50 170 5200~5700  1800~2200 0.15~0.25 0.5~0.6 3D 3D MILLING
X-BMW1004 50 160 4800~5200 700~1000 0.3~0.4 0.7~0.8 3D 3D MILLING
X-BMW1004 70 130 4000~4500  1600~2000  0.1~0.2 0.2~0.4  3Dif 3D MILLING
X-BMW1004 70 90 2700~3200 600~900  0.15~0.25 0.5~0.6  3D§f% 3D MILLING
X-BMW1204 35 280 7200~7600  3000~3400  0.2~0.3 0.6~0.7  3Dif 3D MILLING
X-BMW1204 35 230 6000~6400  1400~1800 0.35~0.5 0.8~1 3D 3D MILLING
X-BMW1204 35 205 5200~5700 700~1100 0.6~0.7 1.2~14 3Dt 3D MILLING
X-BMW1204 55 190 4800~5300  1400~1800  0.2~0.3 0.6~0.7 3D 3D MILLING
X-BMW1204 55 160 4000~4400 800~1100  0.35~0.5 0.8~1 3D# 3D MILLING
X-BMW1204 80 150 3800~4200  1400~1800  0.1~0.2 0.3~0.5 3D 3D MILLING
X-BMW1204 80 135 3400~3800 700~1000 0.2~0.3 0.6~0.7 3D 3D MILLING
X-BMW1604 50 240 4500~5000  3000~3500 0.2~0.35  0.7~1.2  3D#f 3D MILLING
X-BMW1604 50 210 4000~4500 1100~1500  0.4~0.5 1.2~1.5 3D 3D MILLING
X-BMW1604 50 210 4000~4500 800~1100 0.6~0.8 1.5~1.7  3D§% 3D MILLING
X-BMW1604 80 190 3600~4000 1100~1500 0.2~0.35  0.7~1.2  3D#% 3D MILLING
X-BMW1604 80 160 3000~3400 800~1100 0.35~0.45 1~1.3 3D§% 3D MILLING
X-BMW1604 110 200 3800~4200  1400~1800  0.1~0.2 0.3~0.5  3D#f 3D MILLING
X-BMW1604 110 140 2600~3000 700~900 0.2~035 0.6~0.8 3D 3D MILLING
X-BMW2004 60 250 3800~4200 2000~2400 0.2~035  0.7~1.2 3D 3D MILLING
X-BMW2004 60 240 3600~4000 1100~1500  0.4~0.5 1.2~1.5  3D§% 3D MILLING
X-BMW2004 60 175 2600~3000 600~900 0.6~0.8 1.5~1.7 3Dt 3D MILLING
X-BMW2004 90 225 3400~3800  1000~1400 0.2~0.35  0.7~1.2 3D 3D MILLING
X-BMW2004 90 155 2200~2700 600~800  0.35~0.45 1~1.3 3D## 3D MILLING
X-BMW2004 130 150 2200~2600 600~900 0.2~035  0.6~0.8  3D§% 3D MILLING
X-BMW2504 60 250 3000~3400 1600~2000 0.3~0.4 1~1.4 3D## 3D MILLING
X-BMW2504 60 235 2800~3200  1000~1200  0.5~0.6 1.4~1.5 3Dt 3D MILLING
X-BMW2504 60 170 2000~2400 500~700 0.8~1 1.5~1.8 3D 3D MILLING
X-BMW2504 100 225 2700~3100  1000~1200  0.3~0.4 1~1.4 3D# 3D MILLING
X-BMW2504 100 150 1700~2100 600~800 0.4~0.5 1.2~1.5  3D§% 3D MILLING
X-BMW2504 150 150 1700~2100 600~800 0.2~0.35 0.7~1 3D## 3D MILLING
X-BMW3004 80 250 2400~2800  1400~1800  0.3~0.4 1~1.4 3D§% 3D MILLING
X-BMW3004 80 235 2300~2700 900~1100 0.5~0.6 1.4~1.5 3D 3D MILLING
X-BMW3004 80 170 1600~2000 600~800 0.7~0.9 1.5~1.8  3D§f% 3D MILLING
X-BMW3004 120 225 2200~2600 900~1200 0.3~0.4 1~1.4 3D§# 3D MILLING
X-BMW3004 120 150 1400~1800 500~700 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  1600~2000  0.3~0.4 1~1.4 3D## 3D MILLING
X-BMW3204 80 235 2100~2500  1000~1300  0.5~0.6 1.4~1.5 3D 3D MILLING
X-BMW3204 80 170 1500~1900 700~900 0.7~0.9 1.5~1.8  3D§f% 3D MILLING
X-BMW3204 120 225 2000~2400  1000~1300  0.3~0.4 1~1.4 3D§% 3D MILLING
X-BMW3204 120 150 13001700 500~700 0.4~0.5 1.2~1.5 3D 3D MILLING
X-BMW3204 170 150 1300~1700 500~700 0.2~0.35 0.7~1 3D## 3D MILLING

67
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EDRIfRIF =R x- u B Y MILLING CONDITIONS
DA Work Material SHESEN/FAEEH Prehardened Steels : NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

752\ Coolant Type g3\ /MFELDE Dry/MQL coolant

JERRE | CIHIRE TR HEHRE nI=EE T
Extension Cutting Speed Feed (Ap) CE Ve
Length (mm) | (m/min) in- (mm/min) Width of Cut Milling Type

MITRE

(Aa)
Depth of Cut

X-UBY0804 25 270 10500~11500 2200~2600 0.15~0.25 0.3~0.5 3Dt 3D MILLING
X-UBY0804 25 315 12000~13000 2200~2600 0.05~0.1  0.05~0.2 3Dt 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 3Dt 3D MILLING
X-UBY0804 60 105 4000~4500  1400~1800  0.1~0.2 0.3~0.4  3D#f 3D MILLING
X-UBY0804 60 115 4300~4800 800~1100  0.05~0.1 0.05~0.15 3Dg% 3D MILLING
X-UBY1004 30 280 8700~9200  2000~2400 0.15~0.25 0.4~0.6 3D 3D MILLING
X-UBY1004 30 300 9000~10000 2800~3200 0.05~0.15 0.1~0.25 3Dt 3D MILLING
X-UBY1004 50 230 7000~7500  1400~1800 0.15~0.25 0.4~0.6  3D#% 3D MILLING
X-UBY1004 50 245 7600~8000  2200~2600 0.05~0.15 0.1~0.25 3Dt 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 3D 3D MILLING
X-UBY1204 35 280 7200~7700  2200~2600  0.2~0.3 0.4~0.6 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  0.2~0.3 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  0.2~0.3 0.4~0.6 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 3D 3D MILLING
X-UBY1604 50 280 5300~5800  2200~2600 0.05~0.2 0.2~0.35 3D#% 3D MILLING
X-UBY1604 90 200 3700~4200  1200~1600 0.2~0.35  0.6~0.8 3D 3D MILLING
X-UBY1604 90 240 4500~5000  1600~2000 0.05~0.2 0.2~0.35 3Dt 3D MILLING
X-UBY1604 130 120 2200~2600 700~1100  0.2~0.35  0.6~0.7  3D#% 3D MILLING
X-UBY1604 130 140 2600~3000 800~1200  0.05~0.2  0.2~0.3  3Dgf 3D MILLING
X-UBY2004 60 225 3400~3800 1600~2000 0.3~0.4 0.8~1 3Di# 3D MILLING
X-UBY2004 60 275 4200~4600  2000~2400 0.05~0.2 0.2~0.35 3Dt 3D MILLING
X-UBY2004 100 200 3000~3400 1200~1600  0.3~0.4 0.8~1 3D 3D MILLING
X-UBY2004 100 240 3600~4000  1600~2000 0.05~0.2 0.2~0.35 3D 3D MILLING
X-UBY2004 150 120 1700~2100 700~1100 0.3~0.4 0.7~0.9  3D#f 3D MILLING
X-UBY2004 150 140 2000~2400 800~1200  0.05~0.2  0.2~0.3  3D#% 3D MILLING
X-UBY2504 70 225 2600~3000 1600~2000  0.3~0.4 0.8~1 3D§% 3D MILLING
X-UBY2504 70 275 3300~3700  1800~2200 0.05~0.2 0.2~0.35 3Dt 3D MILLING
X-UBY2504 110 200 2200~2700  1100~1400 0.3~0.4 0.8~1 3D§5% 3D MILLING
X-UBY2504 110 240 2800~3200  1400~1800 0.05~0.2 0.2~0.35 3D 3D MILLING
X-UBY2504 160 120 1300~1700 700~1000 0.3~0.4 0.7~0.9 3D 3D MILLING
X-UBY2504 160 140 1600~2000 800~1100  0.05~0.2  0.2~0.3  3Dgf 3D MILLING
X-UBY3004 80 225 2200~2600  1400~1800  0.3~0.4 0.8~1 3Di# 3D MILLING
X-UBY3004 80 275 2700~3100  1600~2000 0.05~0.2  0.2~0.35 3D 3D MILLING
X-UBY3004 120 200 1800~2200 900~1200 0.3~0.4 0.8~1 3D# 3D MILLING
X-UBY3004 120 220 2000~2400  1200~1500 0.05~0.2 0.2~0.35 3D 3D MILLING
X-UBY3004 170 120 1100~1500 600~900 0.3~0.4 0.7~0.9  3D#f 3D MILLING
X-UBY3004 170 140 1200~1600 700~1000  0.05~0.2  0.2~0.3  3D#% 3D MILLING
X-UBY3204 80 225 2000~2400  1200~1600  0.3~0.4 0.8~1 3D§% 3D MILLING
X-UBY3204 80 275 2500~2900  1400~1800 0.05~0.2 0.2~0.35 3D 3D MILLING
X-UBY3204 120 200 1800~2200 800~1100 0.3~0.4 0.8~1 3D§5% 3D MILLING
X-UBY3204 120 220 2000~2400  1000~1300 0.05~0.2  0.2~0.35 3D 3D MILLING
X-UBY3204 170 120 1000~1400 600~900 0.3~0.4 0.7~0.9 3D 3D MILLING

X-UBY3204 170 140 1200~1400 600~900 0.05~0.2  0.2~0.3  3D#f% 3D MILLING



D)) | EXCHONGEABEE HEAOJEDMIEISIL

EDRIfRIF =R x- ” B Y MILLING CONDITIONS
; i BRIBH Hardened Steels
EIEE Sork Moaterial SKD61/STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

752\ Coolant Type &3\ /MFELDEI Dry/MQL coolant

JEEREE | CHIEE SOESRE ERRE | MTFEE | NIEE T
Extension Cutting Speed Speed Feed (Aa) (Ap) R
Length (mm) | (m/min) (min-) (mm/min) | Depthof Cut | Width of Cut Milling Type

X-UBY0804 25 220 8500~9000  2000~2400  0.1~0.2 0.3~0.4  3Dif 3D MILLING
X-UBY0804 25 240 9000~10000 1800~2200 0.05~0.1  0.05~0.2 3Dt 3D MILLING
X-UBY0804 40 180 7000~7500  1400~1800  0.1~0.2 0.3~0.4 3D 3D MILLING
X-UBY0804 40 195 7500~8000  1400~1800 0.05~0.1  0.05~0.2 3D#% 3D MILLING
X-UBY0804 60 100 3800~4300 1000~1400 0.1~0.15  0.2~0.3 3D 3D MILLING
X-UBY0804 60 110 4200~4700 700~1000  0.05~0.1 0.05~0.15 3Dg#% 3D MILLING
X-UBY1004 30 240 7500~8000  1800~2200 0.15~0.25 0.35~0.45 3Dgf% 3D MILLING
X-UBY1004 30 280 8700~9200  2200~2600 0.05~0.15 0.1~0.25 3D 3D MILLING
X-UBY1004 50 220 6700~7200  1300~1700 0.15~0.25 0.35~0.45 3D 3D MILLING
X-UBY1004 50 220 6700~7200  1600~2000 0.05~0.15 0.1~0.25 3D 3D MILLING
X-UBY1004 70 120 3600~4000 800~1200 0.1~0.2 0.3~0.4 3D 3D MILLING
X-UBY1004 70 155 4700~5200 800~1200 0.05~0.15 0.1~0.2 3D 3D MILLING
X-UBY1204 35 255 6500~7000  2200~2600 0.15~0.25 0.4~0.5 3D 3D MILLING
X-UBY1204 35 260 6700~7200  2000~2400 0.05~0.15 0.1~0.25 3D 3D MILLING
X-UBY1204 55 225 5700~6200  1400~1800 0.15~0.25 0.4~0.5 3Dt 3D MILLING
X-UBY1204 55 260 6700~7200  1600~2000 0.05~0.15 0.1~0.25 3D 3D MILLING
X-UBY1204 80 170 4300~4800 1200~1600  0.1~0.2 0.3~0.4  3D#f 3D MILLING
X-UBY1204 80 140 3600~4000 800~1200 0.05~0.15 0.1~0.2  3D#% 3D MILLING
X-UBY1604 50 200 3800~4200  1400~1800 0.2~0.35  0.5~0.7 3D 3D MILLING
X-UBY1604 50 270 5200~5700  1800~2200 0.05~0.2 0.15~0.3 3D#% 3D MILLING
X-UBY1604 90 180 3400~3800  1000~1400 0.2~0.35  0.5~0.7 3D 3D MILLING
X-UBY1604 90 210 4000~4500  1400~1800 0.05~0.2  0.15~0.3 3Dt 3D MILLING
X-UBY1604 130 100 1800~2200 700~1000 0.2~0.3 0.4~0.6 3D 3D MILLING
X-UBY1604 130 130 2400~2800 800~1100  0.05~0.15 0.15~0.25 3Dgf% 3D MILLING
X-UBY2004 60 200 3000~3400  1400~1800  0.3~0.4 0.6~0.8  3Dif 3D MILLING
X-UBY2004 60 270 4100~4500  1600~2000 0.05~0.2  0.2~0.3 3Dt 3D MILLING
X-UBY2004 100 180 2700~3100  1000~1400  0.3~0.4 0.6~0.8 3Dt 3D MILLING
X-UBY2004 100 210 3200~3600  1400~1800 0.05~0.2  0.2~0.3 3D 3D MILLING
X-UBY2004 150 100 1400~1800 700~1000 0.3~0.4 0.5~0.7  3D#f 3D MILLING
X-UBY2004 150 130 1900~2300 800~1100 0.05~0.15 0.15~0.25 3D#% 3D MILLING
X-UBY2504 70 200 2200~2700  1200~1600  0.3~0.4 0.6~0.8 3D 3D MILLING
X-UBY2504 70 270 3200~3600  1400~1800 0.05~0.2  0.2~0.3  3D#% 3D MILLING
X-UBY2504 110 180 2100~2500 900~1200 0.3~0.4 0.6~0.8 3D 3D MILLING
X-UBY2504 110 210 2400~2800  1200~1600 0.05~0.2  0.2~0.3 3D 3D MILLING
X-UBY2504 160 100 1000~1400 600~900 0.3~0.4 0.5~0.7 3D 3D MILLING
X-UBY2504 160 130 1400~1800 700~1000  0.05~0.15 0.15~0.25 3Dgf% 3D MILLING
X-UBY3004 80 200 1900~2300  1000~1400  0.3~0.4 0.6~0.8  3Dif 3D MILLING
X-UBY3004 80 270 2600~3000  1200~1600 0.05~0.2  0.2~0.3 3D 3D MILLING
X-UBY3004 120 180 1700~2100 700~1000 0.3~0.4 0.6~0.8  3Dif 3D MILLING
X-UBY3004 120 210 2000~2400  1000~1400 0.05~0.2  0.2~0.3 3D 3D MILLING
X-UBY3004 170 100 800~1200 500~800 0.3~0.4 0.5~0.7  3D#f 3D MILLING
X-UBY3004 170 130 | 1200~1600 600~900  0.05~0.15 0.15~0.25 3D§% 3D MILLING
X-UBY3204 80 200 1800~2200  1000~1300  0.3~0.4 0.6~0.8 3D 3D MILLING
X-UBY3204 80 4,/"'270 2400~2800  1200~1500 0.05~0.2  0.2~0.3 3D 3D MILLING
X-UBY3204 120 180 1600~2000 700~900 0.3~0.4 0.6~0.8 3D 3D MILLING
X-UBY3204 120 210 1700~2100 900~1200  0.05~0.2  0.2~0.3  3D#% 3D MILLING
X-UBY3204 170 100 800~1200 500~700 0.3~0.4 0.5~0.7 3D 3D MILLING
X-UBY3204 170 130 1000~1400 500~800  0.05~0.15 0.15~0.25 3Dg% 3D MILLING




EXCHENGERREE HEROENDMICNIDE Qv 13

LIRIRIFR x- u B Y MILLING CONDITIONS
- ]
REIEIAT Work Material HERIEHM Hardened Steels: SKD11/SKH9: 1.2379/1.3342: D2 / M2 (HRc55~62)

752\ Coolant Type &3\ /MFELDEI Dry/MQL coolant
JERRE | IHIERE TR HEHRE NLTRE | NLEE

Extension | Cutting Speed Speed Feed (Aa) (Ap) 7 DIEﬂ
Length (mm) (m/min) (min-1) (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#% 3D MILLING
X-UBY0804 60 90 3400~3800 600~900 0.05~0.1 0.05~0.15 3D##% 3D MILLING
X-UBY1004 30 175 6700~7200 1800~2200 0.05~0.15 0.1~0.25 3Dg% 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 3Dg% 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 3Dgf% 3D MILLING
X-UBY1604 90 150 2700~3200 700~1000 0.05~0.2 0.15~0.3 3D#f 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 3D MILLING

70



()11 | WEXCHANGERBEE HEADIENDMIETSIL

BILIL e XS-B TB MILLING CONDITIONS
SAESE/FAEEH Prehardened Steels :NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

752\ Coolant Type g3tDHEI Dry coolant

JERRE | UIHIERE TR HEHRE INLRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (min") (mm/min) Depth of Cut

PR L MT7A=
Width of Cut Milling Type

Xs-BTB0802 30 280 10000~11000 2200~2600 0.18~0.23 0.36~0.46 3Dt 3D MILLING
Xs-BTB0802 30 330 12000~13000 3600~4000 0.08~0.13 0.16~0.26 3Dt 3D MILLING
Xs-BTB0802 50 185 6700~7300  1400~1800 0.15~0.2  0.3~0.4  3D§f 3D MILLING
Xs-BTB0802 50 225 8300~8800  2000~2400 0.08~0.1 0.16~0.2 3D 3D MILLING
Xs-BTB0802 70 175 6000~7000  1400~1800 0.08~0.1 0.16~0.2 3D 3D MILLING
Xs-BTB1002 40 290 8700~9200  2200~2600 0.23~0.28 0.46~0.56 3D 3D MILLING
Xs-BTB1002 40 290 8700~9200  3200~3600 0.1~0.15  0.2~0.3 3D 3D MILLING
Xs-BTB1002 60 290 8700~9200  1600~2000 0.1~0.15  0.2~0.3  3D#f 3D MILLING
Xs-BTB1002 60 290 8700~9200  2000~2400 0.06~0.1 0.12~0.2 3D 3D MILLING
Xs-BTB1002 100 195 5700~6200  1000~1200 0.1~0.14  0.2~0.28 3D 3D MILLING
Xs-BTB1002 100 260 7700~8200  1200~1500 0.06~0.1 0.12~0.2 3Dgf% 3D MILLING
Xs-BTB1202 40 325 8200~8600  2100~2500 0.28~0.3  0.56~0.6 3D 3D MILLING
Xs-BTB1202 40 325 8200~8600  2800~3200 0.1~0.15  0.2~0.3 3D 3D MILLING
Xs-BTB1202 60 325 8200~8600  1600~2000 0.2~0.25  0.4~0.5 3D 3D MILLING
Xs-BTB1202 60 325 8200~8600  2200~2600 0.1~0.15  0.2~03  3D§f 3D MILLING
Xs-BTB1202 100 220 5300~5800 800~1200  0.1~0.15  0.2~0.3  3D#% 3D MILLING
Xs-BTB1602 60 230 4000~4500  1600~2000 0.23~0.28 0.46~0.56 3Dt 3D MILLING
Xs-BTB1602 60 305 5500~6000  2600~3000 0.12~0.17 0.24~0.34 3Dt 3D MILLING
Xs-BTB1602 100 175 3000~3500  1400~1800 0.23~0.28 0.46~0.56 3D 3D MILLING
Xs-BTB1602 100 230 4000~4500  2000~2400 0.12~0.17 0.24~0.34 3D 3D MILLING
Xs-BTB1602 140 140 2300~2800  1200~1500 0.1~0.15  0.2~0.3 3D 3D MILLING
Xs-BTB2002 80 330 4700~5200  1600~2000 0.23~0.28 0.46~0.56 3Dt 3D MILLING
Xs-BTB2002 80 380 5500~6000  2000~2400 0.12~0.17 0.24~0.34 3D 3D MILLING
Xs-BTB2002 130 160 2000~2500  1100~1400 0.2~0.25  0.4~0.5 3D 3D MILLING
Xs-BTB2002 130 220 3000~3500  1200~1600 0.12~0.17 0.24~0.34 3D 3D MILLING
Xs-BTB2002 180 140 1800~2200  1000~1300 0.1~0.15  0.2~0.3 3Dt 3D MILLING
Xs-BTB2502 80 330 3500~4000  1300~1700 0.23~0.28 0.46~0.56 3D 3D MILLING
Xs-BTB2502 80 350 4000~4500  1800~2200 0.12~0.17 0.24~0.34 3D 3D MILLING
Xs-BTB2502 130 220 2400~2800  1000~1400 0.2~0.25  0.4~0.5 3D 3D MILLING
Xs-BTB2502 130 300 3400~3800  1300~1700 0.12~0.17 0.24~0.34 3D§% 3D MILLING
Xs-BTB2502 180 240 2500~3000  1100~1400 0.1~0.15  0.2~0.3 3D 3D MILLING

-

(i3 HREERRIEREEBITE » NTREBRRNES  FRARERO)RERF)
Note 2. fEFBT50 (SK50/HSK100A) JJHEAEHF 2 238 » TIiRIERASERS) REME®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.

—
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DR R xs-u B MILLING CONDITIONS
DAY Work Material SAEEE/FAEEH Prehardened Steels : NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

7578 Coolant Type EZ3VEDHEI Wet coolant

JERRE | UIHIERE TR HEHRE INL#RE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

PR L MT7%
Width of Cut Milling Type

Xs-UB0802 25 280 10000~11000 2000~2400 0.18~0.23 0.36~0.46 3Dt 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  0.3~0.4  3D§f 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  0.2~0.3 3D 3D MILLING
Xs-UB1002 60 290 8700~9200  1800~2200 0.1~0.15  0.2~0.3  3D#f 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 3D MILLING
Xs-UB1002 100 260 7700~8200  1400~1700 0.06~0.1 0.12~0.2 3Dgf% 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  0.2~0.3 3D 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  0.2~03  3D§f 3D MILLING
Xs-UB1202 100 220 5300~5800 800~1200  0.1~0.15  0.2~0.3  3D#% 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 3D MILLING
Xs-UB1602 100 230 4000~4500  2200~2600 0.12~0.17 0.24~0.34 3Dt 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 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 3Dt 3D MILLING
Xs-UB2002 130 220 3000~3500  1600~2000 0.12~0.17 0.24~0.34 3D 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 3Dt 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 3D MILLING

-

(s HREEBERRIEREEMBITE » NTREBRRES  FERARERO)RERF)
Note 2. fEFBT50 (SK50/HSK100A) JJHBAEHF 2 3% » ORI RASERS) REME®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.

—
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| EXCHENEEOREE HEANENDMETEIL

BILTTEES S xs-u B MILLING CONDITIONS
ERIRE Hardened Steels
R ot Material SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

752\ Coolant Type g3tDHEI Dry coolant
JERRE | UIHIERE TR HEHRE INLRE

NIZE

Extension | Cutting Speed Speed Feed (Aa) (Ap) 7 DIEﬂ

Length (mm) (m/min) (min-1) (mm/min) | Depth of Cut | Width of Cut Milling Type
Xs-UB0802 25 280 10000~11000 2600~3000 0.06~0.09 0.12~0.18 3D 3D MILLING
Xs-UB0802 45 145 5400~5800 1600~2000 0.06~0.08 0.12~0.16 3Dg% 3D MILLING
Xs-UB0802 65 130 4700~5200 1200~1600 0.06~0.08 0.12~0.16 3D#% 3D MILLING
Xs-UB1002 40 260 7700~8200  2600~3000 0.08~0.13 0.16~0.26 3D#f 3D MILLING
Xs-UB1002 60 230 6700~7200 1400~1800 0.08~0.13 0.16~0.26 3Dgf% 3D MILLING
Xs-UB1002 80 185 5300~5800 1000~1200 0.07~0.1 0.16~0.2  3D#% 3D MILLING
Xs-UB1202 40 305 7500~8000 1800~2200 0.08~0.13 0.16~0.26 3D 3D MILLING
Xs-UB1202 60 290 7200~7700 1200~1600 0.08~0.13 0.16~0.26 3D 3D MILLING
Xs-UB1202 100 220 5300~5800 800~1100 0.08~0.13 0.16~0.26 3D#% 3D MILLING
Xs-UB1602 60 215 3800~4200 2000~2400 0.1~0.15 0.2~0.3  3D#% 3D MILLING
Xs-UB1602 100 160 2800~3200 1600~2000 0.1~0.15 0.2~0.3  3D#% 3D MILLING
Xs-UB1602 130 115 2000~2300 800~1200 0.1~0.12  0.2~0.24 3D#f 3D MILLING
Xs-UB2002 80 315 4500~5000 1200~1600 0.1~0.15 0.2~0.3  3D#f 3D MILLING
Xs-UB2002 130 190 2500~3000 800~1200 0.1~0.15 0.2~0.3  3D#% 3D MILLING
Xs-UB2002 180 140 1700~2200 800~1000 0.08~0.1 0.16~0.2  3D#% 3D MILLING
Xs-UB2502 80 315 3500~4000 1300~1700 0.1~0.15 0.2~0.3  3D#% 3D MILLING
Xs-UB2502 130 240 2500~3000 1000~1400 0.1~0.15 0.2~0.3  3D#% 3D MILLING

Xs-UB2502 180 200 2000~2500 800~1200 0.1~0.15 0.2~0.3  3D## 3D MILLING
1L RSB R EMBATE - NIREELAREE - BABERORER® -
Note 2. fBFIBTS0 (SKS0/HSK100A) THEA K 2 #88 » TRIBRADER(S) REHE) -

3. Xs-UB10027EHRc52{RRE 100mmbF » FREFFFEE

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.




SEENEEMEEIEETLL ODHE

DR R Xs-u B T MILLING CONDITIONS
j i BRIBH Hardened Steels
SR o Marrial SKD61/STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

757\ Coolant Type g3\tDHEI Dry coolant
JERRE | UIHIERE TR HEHRE INL#RE

NIEE

Extension | Cutting Speed Speed Feed (Aa) (Ap) 7 DIEﬂ
Length (mm) (m/min) (min-1) (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  3Di% 3D MILLING
Xs-UBT0802 25 280 10000~11000 3000~3400 0.07~0.1 0.14~0.2  3D#% 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##% 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  3D#f% 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#f% 3D MILLING
Xs-UBT1602 100 170 3200~3700 1400~1700 0.1~0.15 0.2~0.3  3D#f% 3D MILLING
Xs-UBT1602 130 135 2500~3000 1000~1200 0.1~0.12  0.2~0.24 3D#f% 3D MILLING
Xs-UBT2002 80 325 5000~5500 1400~1800 0.2~0.23 0.4~0.46 3D#f 3D MILLING
Xs-UBT2002 80 355 5500~6000 2000~2400 0.1~0.15 0.2~0.3  3D#f% 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  3D#% 3D MILLING
Xs-UBT2002 180 140 1700~2200 800~1000 0.08~0.1 0.16~0.2  3D#t 3D MILLING
Xs-UBT2502 80 300 3200~3700 1000~1400 0.2~0.25 0.35~0.5 3Dgf% 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

-

R RIM R TR ORE - NTREERREE - ERFERO)REHRE) -
. fBFBTS0 (SK50/HSK100A) JJHB3cHs 2 #g] » TIRIE A IER(S) RELR(F) °

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.

FitcE
Note

»
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Q) EXEHENCERBEE HEROIENDMIBTSIL

BILTL e xs - u B T MILLING CONDITIONS
#RYIHI# Work Material MEZIBH Hardened Steels:SKD11/SKH9: 1.2379/1.3342: D2 / M2 (HRc55~62)

757\ Coolant Type g3\tDHEI Dry coolant

JEMRE tﬂﬁUEE DIBRE HEARIRE MLZFE | ITIEE MT5
Extension Cutting Speed Speed Feed (Aa) (Ap) i
Length (mm) (m/min) (min-1) (mm/min) | Depth of Cut | Width of Cut Milling Type
Xs-UBT0802 25 210 7800~8300 2000~2400 0.07~0.1 0.14~0.2  3D#t 3D MILLING
Xs-UBT0802 45 125 4500~5000 1300~1700 0.05~0.08 0.1~0.16 3Dg% 3D MILLING
Xs-UBT0802 65 90 3000~3500 700~900 0.05~0.08 0.1~0.16  3D#f 3D MILLING
Xs-UBT1002 40 155 4700~5200 1400~1800 0.1~0.13  0.2~0.26  3D##% 3D MILLING
Xs-UBT1002 60 125 3700~4200 1200~1600 0.08~0.1 0.16~0.2  3D#f 3D MILLING
Xs-UBT1002 80 45 1400~1700 600~800 0.08~0.1 0.16~0.2  3D#% 3D MILLING
Xs-UBT1202 40 240 6200~6700 1600~2000 0.1~0.13  0.2~0.26  3D#f% 3D MILLING
Xs-UBT1202 60 185 4700~5200 800~1200 0.08~0.1 0.16~0.2  3D#% 3D MILLING
Xs-UBT1202 100 95 2200~2700 500~700 0.08~0.1 0.16~0.2 3Dt 3D MILLING
Xs-UBT1602 60 150 2700~3200 800~1200 0.1~0.15 0.15~0.25 3D#% 3D MILLING
Xs-UBT1602 100 90 1500~2000 800~1200 0.07~0.1 0.07~0.1  3D#% 3D MILLING
Xs-UBT1602 130 90 1500~2000 600~1000 0.07~0.1 0.07~0.1  3D#% 3D MILLING
Xs-UBT2002 80 110 1500~2000 800~1200 0.07~0.1 0.07~0.1  3D#t 3D MILLING
Xs-UBT2002 130 100 1500~1700 600~800 0.07~0.1 0.07~0.1  3D#% 3D MILLING
Xs-UBT2502 80 150 1800~2300 800~1200 0.1~0.15 0.2~0.3  3D#% 3D MILLING
Xs-UBT2502 130 120 1300~1700 700~1000 0.1~0.15 0.2~0.3  3D#% 3D MILLING
Xs-UBT2502 180 100 1100~1400 600~900 0.1~0.15 0.2~0.3  3D#% 3D MILLING

-

. R RIM R TERORE  NTREBERRES - EREERO)RER®E) -
. fBFABTS0 (SK50/HSK100A) JJHBAcHs 2 #8: » TIRIE A IER(S) RIERR(F) °

FitEE
Note

- N

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.




EXCHHNGEABCE HEQO ENDOMICISILE ) Vi 1o
R X-BTC

R YIHI# Work Material §BE = Aluminum Alloy : 5052 / 6061 / 7075

7578 Coolant Type EZ3VEDHEI Wet coolant

JERRE | UIHIERE TR HEHRE INL#RE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

PR L MIAR
Width of Cut Milling Type

X-BTC0802 30 200 8000~8500  1400~1800 0.7~1 2~2.5 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§% 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 3Dt 3D MILLING
X-BTC1002 100 285 9000~9500  3000~3400 0.1~0.15 0.18~0.23 3D 3D MILLING
X-BTC1202 40 290 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 3Dgf% 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 3D§#% 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 60 390 7700~8200  2200~2600 1~2 3~4 3D## 3D MILLING
X-BTC1602 60 390 7700~8200  3800~4200 0.4~0.45 0.9~1.3  3D#% 3D MILLING
X-BTC1602 60 390 7700~8200  3200~3600 0.15~0.18 0.22~0.27 3Dt 3D MILLING
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§% 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  3Dg#% 3D MILLING
X-BTC2002 130 475 7500~8500  2800~3200 0.15~0.25 0.3~0.4 3Dt 3D MILLING
X-BTC2002 180 125 2000~2500 500~800  0.55~0.65 1.2~1.7 3Dt 3D MILLING
X-BTC2002 180 255 3800~4600 2200~2600 0.15~0.25 0.3~04 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#f 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 3D MILLING
X-BTC2502 200 250 2800~3200  1600~2000 0.15~0.25 0.3~04 3D 3D MILLING
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() | EXCHENGEABEE HEOENDMIEISIL

#RYIHI# Work Material EBEE Aluminum Alloy : 5052 / 6061 / 7075

7578 Coolant Type EZ3VEDHEI Wet coolant
JEBRE | UHERE OEERE EREE | MLRE

INIEE

Extension | Cutting Speed Speed Feed (Aa) (Ap) 7 DIEﬂ

Length (mm) (m/min) (min-1) (mm/min) | Depth of Cut | Width of Cut Milling Type
X-BTC3202 100 400 3700~4200 800~1200 1~2 3~4 3Dt 3D MILLING
X-BTC3202 100 400 3700~4200 1600~2000 0.55~0.65 1.2~1.7 3Dk 3D MILLING
X-BTC3202 100 400 3700~4200  2000~2400 0.15~0.25 0.3~0.4  3D#f 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  3Dg% 3D MILLING
X-BTC3202 220 250 2200~2700 1200~1600 0.15~0.25 0.3~0.4  3D#% 3D MILLING

S UDHI# Work Material $25E Aluminum Alloy : 5052 / 6061/ 7075
75AN73I8 Coolant Type EIVEDEI Wet coolant
7

EDHIRE TIERE HEHRRE = LA
Extension | Cutting Speed Speed Feed (Ap) il
Length (mm) | (m/min) (min) (mm/min) | Depth of 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 3Dt 3D MILLING
X-BTC0802 70 305 12000~13000 3400~3800 0.08~0.13 0.15~0.2 3D 3D MILLING
X-BTC1002 40 315 10000~11000 2000~2400 0.8~1.3 2~2.5 3D#t 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 3D 3D MILLING
X-BTC1002 60 255 8000~8500  3600~4000 0.3~0.35  0.7~0.8 3D 3D MILLING
X-BTC1002 60 345 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 1~1.5 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#t 3D MILLING
X-BTC1202 100 /150/ 3700~4200  1800~2200 0.13~0.16 0.2~0.25 3D 3D MILLING
X-BTC1602 60 480 9500~10500  3000~3400 1~2 3~4 3D§% 3D MILLING
X-BTC1602 6(} 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
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EXCHHNGERBLE HEROENDMICI TG Vi 15

#RYIHI# Work Material §B2E = Aluminum Alloy : 5052 / 6061 / 7075

7578 Coolant Type EZ3VEDHEI Wet coolant
JERRE | UHERE OEERE EREE | MLRE

NIEE

Extension | Cutting Speed Speed Feed (Aa) (Ap) 7 DIEﬂ
Length (mm) (m/min) (min-1) (mm/min) | Depth of Cut | Width of Cut Milling Type
X-BTC1602 100 285 5600~6200 1800~2200 0.4~0.45 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 0.4~0.45 0.9~1.3  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#% 3D MILLING
X-BTC2002 80 505 7500~8500  2200~2600 0.55~0.65 1.2~1.7  3D#f 3D MILLING
X-BTC2002 80 505 7500~8500  3200~3600 0.15~0.25 0.3~0.4  3Dif 3D MILLING
X-BTC2002 130 475 7500~8500  2000~2400 0.55~0.65 1.2~1.7 3Dk 3D MILLING
X-BTC2002 130 475 7500~8500  2800~3200 0.15~0.25 0.3~04  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 920 400 4800~5300  2000~2400 0.55~0.65 1.2~1.7  3D#% 3D MILLING
X-BTC2502 920 400 4800~5300  2600~3000 0.15~0.25 0.3~0.4 3D} 3D MILLING
X-BTC2502 150 350 4400~4800 1600~2000 0.55~0.65 1.2~1.7  3D#f 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 0.3~0.4  3Dg% 3D MILLING
X-BTC3202 100 400 3700~4200 800~1200 1~2 3~4 3D#t 3D MILLING
X-BTC3202 100 400 3700~4200 1600~2000 0.55~0.65 1.2~1.7  3D#f 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 0.3~0.4  3Dg% 3D MILLING
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LRI+ R X-A E w MILLING CONDITIONS
§BEE Aluminum Alloy : 5052 / 6061 / 7075

7578 Coolant Type EZ3VEDHEI Wet coolant
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Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

PR L MT7%
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 &8% SLOTTING
X-AEW0803 23 220 8500~9000  3000~3500 5~6 6~8 &R SLOTTING
X-AEW0803 23 220 8500~9000  6000~6500 8 0~2 {R$% SIDE MILLING
X-AEW0803 23 220 8500~9000  4500~5000 8 3~5 {AI$5% SIDE MILLING
X-AEW0803 23 220 8500~9000  3000~3500 8 5~6 {RI#% SIDE MILLING
X-AEW0803 23 390 15000~16000 7500~8500 0~1.5 6~8 &% SLOTTING
X-AEW0803 23 390 15000~16000 4500~5000 2~4 6~8 &8 SLOTTING
X-AEW0803 23 390 15000~16000 5500~6500 5~6 6~8 &R SLOTTING
X-AEW0803 23 390 15000~16000 9000~10000 8 0~2 {RI$% SIDE MILLING
X-AEW0803 23 390 15000~16000 6500~7500 8 3~5 {RI$5 SIDE MILLING
X-AEW0803 23 390 15000~16000 5000~5500 8 5~6 {RI#% SIDE MILLING
X-AEW0803 35 195 7500~8000  4000~4500 0~1.5 8 &% SLOTTING
X-AEW0803 35 195 7500~8000  2300~2800 2~4 8 &8 SLOTTING
X-AEW0803 B5 195 7500~8000  1000~1500 5~6 8 & SLOTTING
X-AEW0803 35 195 7500~8000  4000~4500 8 0~2 {R$% SIDE MILLING
X-AEW0803 35 195 7500~8000  2300~2800 8 3~5 {RI$5 SIDE MILLING
X-AEW0803 B5) 195 7500~8000  1000~1500 8 5~6 {RI#% SIDE MILLING
X-AEW0803 45 130 5000~5500  1400~1800 4~5 8 &% SLOTTING
X-AEW0803 45 130 5000~5500  1400~1800 8 4~5 {BI$% SIDE MILLING
X-AEW1003 26 250 7800~8300  5000~5500 0~2 8~10 & 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 {RI#% SIDE MILLING
X-AEW1003 26 250 7800~8300  4000~4500 10 3~5 {RI$% SIDE MILLING
X-AEW1003 26 250 7800~8300  3000~3500 10 6~8 {BI$5% SIDE MILLING
X-AEW1003 26 390 12000~13000 7000~7500 0~2 8~10 & SLOTTING
X-AEW1003 26 390 12000~13000 6500~7000 3~5 8~10 &% SLOTTING
X-AEW1003 26 390 12000~13000 6000~6500 6~8 8~10 &% SLOTTING
X-AEW1003 26 485 15000~16000 7500~8500 10 0~2 {Rl#% SIDE MILLING
X-AEW1003 26 485 15000~16000 8500~9000 10 3~5 {RI$% SIDE MILLING
X-AEW1003 26 485 15000~16000 5000~5500 10 6~8 {BI$5% SIDE MILLING
X-AEW1003 45 140 4300~4800  2000~2500 0~2 8~10 & SLOTTING
X-AEW1003 45 155 4700~5200  1800~2300 3~5 8~10 &% SLOTTING
X-AEW1003 45 155 4700~5200  1000~1500 6~8 8~10 &% SLOTTING
X-AEW1003 45 230 7000~7500  4000~4500 10 0~2 {RI#% SIDE MILLING
X-AEW1003 45 190 5800~6300  2700~3200 10 3~5 {RI$% SIDE MILLING
X-AEW1003 45 190 5800~6300  1300~1800 10 6~8 {BI$5 SIDE MILLING
X-AEW1003 60 130 4000~4500  1000~1400 5~6 8~10 & SLOTTING
X-AEW1003 60 130 4000~4500  1000~1400 10 5~6 {R$% SIDE MILLING
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YDA Work Material §2EE Aluminum Alloy : 5052 / 6061/ 7075

7578 Coolant Type EZ3VEDHEI Wet coolant

JERRE | IHIERE TEERE HEHRE INLZRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

PRI WIAR
Width of Cut Milling Type

X-AEW1203 30 290 7500~8000  4500~5000 0~2 10~12  /&$% SLOTTING
X-AEW1203 30 290 7500~8000  3000~3500 5~6 10~12 & SLOTTING
X-AEW1203 30 290 7500~8000  2500~3000 8~10 10~12 &% SLOTTING
X-AEW1203 30 290 7500~8000  3500~4000 12 0~2 {R$% SIDE MILLING
X-AEW1203 30 290 7500~8000  3000~3500 12 5~6 {AI$5% SIDE MILLING
X-AEW1203 30 290 7500~8000  2500~3000 12 8~10 {RI#% SIDE MILLING
X-AEW1203 30 395 10000~11000 7000~7500 0~2 10~12  /&$% SLOTTING
X-AEW1203 30 395 10000~11000 5500~6000 5~6 10~12 & SLOTTING
X-AEW1203 30 395 10000~11000 5500~6000 8~10 10~12 /&% SLOTTING
X-AEW1203 30 395 10000~11000 8000~8500 12 0~2 {RI$% SIDE MILLING
X-AEW1203 30 395 10000~11000 4500~5000 12 5~6 {AI$5% SIDE MILLING
X-AEW1203 30 395 10000~11000 4500~5000 12 8~10 {RI#% SIDE MILLING
X-AEW1203 55 180 4500~5000  2000~2500 0~2 10~12 &% SLOTTING
X-AEW1203 55 180 4500~5000  1800~2300 5~6 10~12 & SLOTTING
X-AEW1203 55 180 4500~5000  1500~2000 8~10 10~12 &% SLOTTING
X-AEW1203 55 180 4500~5000  2000~2500 12 0~2 {R$% SIDE MILLING
X-AEW1203 55 180 4500~5000  1800~2300 12 5~6 {AI$5% SIDE MILLING
X-AEW1203 85 180 4500~5000  1500~2000 12 8~10 {RI#% SIDE MILLING
X-AEW1203 70 140 3500~4000  1000~1400 5~6 10~12  /&$% SLOTTING
X-AEW1203 70 140 3500~4000  1000~1400 12 5~6 {BI$5% SIDE MILLING
X-AEW1603 40 340 6500~7000  2500~3000 3~4 14~16 &% SLOTTING
X-AEW1603 40 340 6500~7000  1700~2200 6~8 14~16 &% SLOTTING
X-AEW1603 40 340 6500~7000  1500~2000 10~12 14~16 & SLOTTING
X-AEW1603 40 340 6500~7000  4000~4500 16 0~2 {RI$% SIDE MILLING
X-AEW1603 40 340 6500~7000  2700~3200 16 6~8 {RI$% SIDE MILLING
X-AEW1603 40 340 6500~7000  2200~2700 16 10~12  {Al§% SIDE MILLING
X-AEW1603 55 320 6200~6700  2500~3000 3~4 14~16 &% SLOTTING
X-AEW1603 55 320 6200~6700  1700~2200 6~8 14~16 &% SLOTTING
X-AEW1603 55 320 6200~6700  1500~2000 10~12 14~16 & SLOTTING
X-AEW1603 55) 320 6200~6700  4000~4500 16 0~2 {RI$% SIDE MILLING
X-AEW1603 55 320 6200~6700  2700~3200 16 6~8 {RI$% SIDE MILLING
X-AEW1603 55 320 6200~6700  2200~2700 16 10~12 {8k SIDE MILLING
X-AEW1603 80 150 2800~3300 900~1300 6~8 14~16 &% SLOTTING
X-AEW1603 80 150 2800~3300 900~1300 16 6~8 {RI$% SIDE MILLING
X-AEW2003 50 340 5200~5700  2200~2700 3~4 18~20 & SLOTTING
X-AEW2003 50 340 5200~5700  1400~1900 6~8 18~20  &df SLOTTING
X-AEW2003 50 340 5200~5700  1100~1500 10~12 18~20  &$f SLOTTING
X-AEW2003 50 340 5200~5700  3000~3500 20 0~2 {BI$5% SIDE MILLING
X-AEW2003 50 340 5200~5700  2000~2500 20 6~8 {RI#% SIDE MILLING

X-AEW2003 50 340 5200~5700  1500~2000 20 10~12  {Al$% SIDE MILLING
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YDA Work Material §BEE Aluminum Alloy : 5052 / 6061/ 7075

7578 Coolant Type EZ3VEDHEI Wet coolant
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Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

PRI MT7%
Width of Cut Milling Type

X-AEW2003 70 320 4700~5200  2000~2500 3~4 18~20  &$% SLOTTING
X-AEW2003 70 320 4700~5200  1400~1900 6~8 18~20 & SLOTTING
X-AEW2003 70 320 4700~5200  1100~1500 10~12 18~20 &% SLOTTING
X-AEW2003 70 320 4700~5200  3000~3500 20 0~2 {RI$% SIDE MILLING
X-AEW2003 70 320 4700~5200  2000~2500 20 6~8 {AI$5 SIDE MILLING
X-AEW2003 70 320 4700~5200  1500~2000 20 10~12  {Al§% SIDE MILLING
X-AEW2003 90 170 2500~3000 800~1200 8~9 18~20  &$% SLOTTING
X-AEW2003 90 170 2500~3000 800~1200 20 8~9 {BI$5% SIDE MILLING
X-AEW2503 60 340 4000~4500  1600~2000 3~4 20~25 & SLOTTING
X-AEW2503 60 340 4000~4500  1200~1600 6~8 20~25 &% SLOTTING
X-AEW2503 60 340 4000~4500  1000~1400 10~12 20~25  &#E SLOTTING
X-AEW2503 60 340 4000~4500  1600~2000 25 3~4 {RI#% SIDE MILLING
X-AEW2503 60 340 4000~4500  1200~1600 25 6~8 {RI$% SIDE MILLING
X-AEW2503 60 340 4000~4500  1000~1400 25 10~12  {Al§% 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  &# SLOTTING
X-AEW2503 80 300 3500~4000  1400~1800 25 3~4 {Rl#% SIDE MILLING
X-AEW2503 80 300 3500~4000  1000~1400 25 6~8 {RI$% SIDE MILLING
X-AEW2503 80 300 3500~4000 800~1200 25 10~12  {Al§% SIDE MILLING
X-AEW2503 100 180 2000~2500 600~1000 10~12 20~25 &% SLOTTING
X-AEW2503 100 180 2000~2500 600~1000 25 10~12  {Al$% 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 & SLOTTING
X-AEW3203 70 300 2700~3200  1200~1600 32 3~4 {BI$5% SIDE MILLING
X-AEW3203 70 300 2700~3200 900~1300 32 6~8 {Rl$% SIDE MILLING
X-AEW3203 70 300 2700~3200 700~1100 32 10~12  {Al$% 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 & SLOTTING
X-AEW3203 90 250 2200~2700 900~1300 32 3~4 {BI$5 SIDE MILLING
X-AEW3203 90 250 2200~2700 700~1100 32 6~8 {RI$% SIDE MILLING
X-AEW3203 920 250 2200~2700 500~900 32 10~12  {Al$% 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  {Al§% SIDE MILLING
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LRI+ =R X-A E WB MILLING CONDITIONS
§BEE Aluminum Alloy : 5052 / 6061/ 7075

7578 Coolant Type EZ3VEDHEI Wet coolant
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Extension Cutting Speed Speed Feed (Aa)
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Width of Cut Milling Type

X-AEWR0805 25 220 8500~9000  5000~5500 0~1.5 6~8 &% SLOTTING
X-AEWR0805 25 220 8500~9000  3000~3500 2~4 6~8 &8 SLOTTING
X-AEWR0805 25 220 8500~9000  2000~2500 5~6 6~8 &if SLOTTING
X-AEWR0805 25 220 8500~9000  5000~5500 8 0~2 {RI$% SIDE MILLING
X-AEWR0805 25 220 8500~9000  3000~3500 8 3~4 {BI$5 SIDE MILLING
X-AEWR0805 25 220 8500~9000  1800~2300 8 5~6 {RI#% SIDE MILLING
X-AEWR0805 35 200 7800~8200  4000~4500 0~1.5 6~8 &% SLOTTING
X-AEWR0805 35 200 7800~8200  2500~3000 2~4 6~8 &8 SLOTTING
X-AEWR0805 B5) 200 7800~8200  1500~2000 5~6 6~8 &R SLOTTING
X-AEWR0805 35 200 7800~8200  4000~4500 8 0~2 {RI$% SIDE MILLING
X-AEWR0805 35 200 7800~8200  2500~3000 8 3~4 {BI$5 SIDE MILLING
X-AEWR0805 B5 200 7800~8200  1500~2000 8 5~6 {RI#% SIDE MILLING
X-AEWR0805 45 160 6000~6500  1100~1500 4~5 6~8 &% SLOTTING
X-AEWR0805 45 160 6000~6500  2200~2700 8 0~1.5 {RI$5 SIDE MILLING
X-AEWR0805 45 160 6000~6500  1800~2300 8 2~3 {RI#% SIDE MILLING
X-AEWR0805 45 160 6000~6500  1400~1800 8 3~4 {RI$% SIDE MILLING
X-AEWR0810 25 220 8500~9000  4500~5000 0~1.5 6~8 &8 SLOTTING
X-AEWR0810 25 220 8500~9000  2700~3200 2~4 6~8 & SLOTTING
X-AEWR0810 25 220 8500~9000  1800~2300 5~6 6~8 &% SLOTTING
X-AEWR0810 25 220 8500~9000  4500~5000 8 0~2 {AI$5 SIDE MILLING
X-AEWR0810 25 220 8500~9000  2700~3200 8 3~4 {RI#% SIDE MILLING
X-AEWR0810 25 220 8500~9000  1800~2300 8 5~6 {RI$% SIDE MILLING
X-AEWR0810 35 200 7800~8200  3500~4000 0~1.5 6~8 &8 SLOTTING
X-AEWR0810 35 200 7800~8200  2000~2500 2~4 6~8 &#f SLOTTING
X-AEWR0810 35 200 7800~8200  1300~1800 5~6 6~8 &% SLOTTING
X-AEWR0810 35 200 7800~8200  3500~4000 8 0~2 {AI$5% SIDE MILLING
X-AEWR0810 35 200 7800~8200  2000~2500 8 3~4 {RI$% SIDE MILLING
X-AEWR0810 35 200 7800~8200  1300~1800 8 5~6 {RI$% SIDE MILLING
X-AEWR0810 45 160 6000~6500  1000~1400 4~5 6~8 &% SLOTTING
X-AEWR0810 45 160 6000~6500  2000~2500 8 0~1.5 {RI$% SIDE MILLING
X-AEWR0810 45 160 6000~6500  1500~1900 8 2~3 {R$% SIDE MILLING
X-AEWR0810 45 160 6000~6500  1200~1600 8 3~4 {AI$5 SIDE MILLING
X-AEWR1005 30 250 7800~8300  4000~4500 0~2 8~10 &if SLOTTING
X-AEWR1005 30 250 7800~8300  3000~3500 3~5 8~10 &% SLOTTING
X-AEWR1005 30 250 7800~8300  2000~2500 6~8 8~10 &8 SLOTTING
X-AEWR1005 30 250 7800~8300  4000~4500 10 0~2 {RI$% SIDE MILLING
X-AEWR1005 30 250 7800~8300  3000~3500 10 3~5 {R$% SIDE MILLING
X-AEWR1005 30 250 7800~8300  1800~2300 10 6~8 {AI$5% SIDE MILLING
X-AEWR1005 40 250 7800~8300  3500~4000 0~2 8~10 & SLOTTING
X-AEWR1005 40 250 7800~8300  3000~3500 3~5 8~10 &% SLOTTING

X-AEWR1005 40 250 7800~8300  2000~2500 6~8 8~10 &8 SLOTTING
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X-AEWR1005 40 250 7800~8300  3500~4000 10 0~2 {RI$% SIDE MILLING
X-AEWR1005 40 250 7800~8300  3000~3500 10 3~5 {RI$5% SIDE MILLING
X-AEWR1005 40 250 7800~8300  1800~2300 10 6~8 {RI#% SIDE MILLING
X-AEWR1005 50 140 4300~4800  1800~2300 5~7 8~10 &% SLOTTING
X-AEWR1005 50 240 7300~7800  3000~3500 10 0~2 {BI$5 SIDE MILLING
X-AEWR1005 50 175 5300~5800  2500~3000 10 2~4 {RI$% SIDE MILLING
X-AEWR1005 50 175 5300~5800  1800~2300 10 6~7 {R$% SIDE MILLING
X-AEWR1010 30 250 7800~8300  4000~4500 0~2 7~10 &8 SLOTTING
X-AEWR1010 30 250 7800~8300  3000~3500 B55 7~10 & 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 {BI$5% SIDE MILLING
X-AEWR1010 30 250 7800~8300  3000~3500 10 3~5 {RI$% SIDE MILLING
X-AEWR1010 30 250 7800~8300  1800~2300 10 6~8 {R$% SIDE MILLING
X-AEWR1010 40 250 7800~8300  3000~3500 0~2 7~10 &8% SLOTTING
X-AEWR1010 40 250 7800~8300  2500~3000 B55 7~10 & 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 {BI$5 SIDE MILLING
X-AEWR1010 40 250 7800~8300  2500~3000 10 3~5 {RI$% SIDE MILLING
X-AEWR1010 40 250 7800~8300  1600~2000 10 6~8 {RI$% SIDE MILLING
X-AEWR1010 50 140 4300~4800  1600~2000 5~7 7~10 &8% SLOTTING
X-AEWR1010 50 240 7300~7800  2500~3000 10 0~2 {RI$% SIDE MILLING
X-AEWR1010 50 175 5300~5800  2000~2500 10 2~4 {RI$% SIDE MILLING
X-AEWR1010 50 175 5300~5800  1600~2000 10 6~7 {BI$5% SIDE MILLING
X-AEWR1205 30 345 9000~9500  4500~5000 0~2 10~12 &% SLOTTING
X-AEWR1205 30 345 9000~9500  3000~3500 4~6 10~12  /&$% 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 {RI#% SIDE MILLING
X-AEWR1205 30 345 9000~9500  3000~3500 12 4~6 {RI$% SIDE MILLING
X-AEWR1205 30 345 9000~9500  2700~3200 12 8~9 {BI$5 SIDE MILLING
X-AEWR1205 40 290 7500~8000  4000~4500 0~2 10~12 /&% SLOTTING
X-AEWR1205 40 290 7500~8000  2500~3000 4~6 10~12  /&$% SLOTTING
X-AEWR1205 40 290 7500~8000  2000~2500 7~8 10~12 & SLOTTING
X-AEWR1205 40 290 7500~8000  4000~4500 12 0~2 {RI$% SIDE MILLING
X-AEWR1205 40 290 7500~8000  2500~3000 12 4~6 {RI$% SIDE MILLING
X-AEWR1205 40 290 7500~8000  2000~2500 12 7~8 {BI$5 SIDE MILLING
X-AEWR1205 50 180 4500~5000  1700~2200 6~8 12 & SLOTTING
X-AEWR1205 50 /255/ 6500~7000  4000~4500 12 0~2 {R$% SIDE MILLING
X-AEWR1205 50 255 6500~7000  3000~3500 12 3~4 {AI$5% SIDE MILLING
X-AEWR1205 5(} 235 6000~6500  1700~2200 12 7~8 {RI#% SIDE MILLING
X-AEWR1205 60 105 2500~3000  1200~1600 6 12 &% SLOTTING
X-AEWR1205 60 135 3300~3800  2000~2500 12 0~2 {Rl$% SIDE MILLING
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YDA Work Material §BEE Aluminum Alloy : 5052 / 6061/ 7075

7578 Coolant Type EZ3VEDHEI Wet coolant
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X-AEWR1205 60 135 3300~3800  1600~2000 12 5~6 {RI$% SIDE MILLING
X-AEWR1205 60 105 2500~3000  1200~1600 12 7~8 {AI$5% SIDE MILLING
X-AEWR1210 30 345 9000~9500  4500~5000 0~2 10~12 /&% SLOTTING
X-AEWR1210 30 345 9000~9500  3000~3500 4~6 10~12  /&$% 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 {RI$% SIDE MILLING
X-AEWR1210 30 345 9000~9500  3000~3500 12 4~6 {R$% SIDE MILLING
X-AEWR1210 30 345 9000~9500  2700~3200 12 8~9 {AI$5 SIDE MILLING
X-AEWR1210 40 290 7500~8000  4000~4500 0~2 10~12 /&% SLOTTING
X-AEWR1210 40 290 7500~8000  2500~3000 4~6 10~12 /&% SLOTTING
X-AEWR1210 40 290 7500~8000  2000~2500 7~8 10~12 & SLOTTING
X-AEWR1210 40 290 7500~8000  4000~4500 12 0~2 {RI$% SIDE MILLING
X-AEWR1210 40 290 7500~8000  2500~3000 12 4~6 {R$% SIDE MILLING
X-AEWR1210 40 290 7500~8000  2000~2500 12 7~8 {AI$5% SIDE MILLING
X-AEWR1210 50 180 4500~5000  1500~2000 6~8 12 & SLOTTING
X-AEWR1210 50 255 6500~7000  3500~4000 12 0~2 {RI$% SIDE MILLING
X-AEWR1210 50 255 6500~7000  2500~3000 12 3~4 {BI$5% SIDE MILLING
X-AEWR1210 50 235 6000~6500  1500~2000 12 7~8 {RI$% SIDE MILLING
X-AEWR1210 60 105 2500~3000  1000~1400 6 12 &% SLOTTING
X-AEWR1210 60 135 3300~3800  1700~2200 12 0~2 {AI$5 SIDE MILLING
X-AEWR1210 60 135 3300~3800  1400~1800 12 5~6 {RI#% SIDE MILLING
X-AEWR1210 60 105 2500~3000  1000~1400 12 7~8 {RI$% 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 &% SLOTTING
X-AEWR1610 55 340 6500~7000  1100~1600 9~10 14~16  &S% SLOTTING
X-AEWR1610 55 340 6500~7000  3200~3700 16 0~2 {AI$5 SIDE MILLING
X-AEWR1610 55 340 6500~7000  2000~2500 16 6~8 {RI#% SIDE MILLING
X-AEWR1610 55 340 6500~7000  1400~1900 16 9~10 {RI$% 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$% SIDE MILLING
X-AEWR1610 80 260 5000~5500  1700~2200 16 5~6 {R$% SIDE MILLING
X-AEWR1610 80 260 5000~5500  1100~1500 16 8~9 {AI$5% SIDE MILLING
X-AEWR1620 55 340 6500~7000  1800~2300 3~4 14~16 &% SLOTTING
X-AEWR1620 55 340 6500~7000  1000~1500 6~8 14~16 &% SLOTTING
X-AEWR1620 55 340 6500~7000  1000~1400 9~10 14~16 & SLOTTING
X-AEWR1620 55 340 6500~7000  2800~3300 16 0~2 {RI$% SIDE MILLING
X-AEWR1620 55 340 6500~7000  1800~2300 16 6~8 {R$% SIDE MILLING
X-AEWR1620 55 340 6500~7000  1200~1700 16 9~10 {AI$5 SIDE MILLING
X-AEWR1620 80 260 5000~5500  1000~1400 8~9 14~16 &% SLOTTING
X-AEWR1620 80 260 5000~5500  2200~2600 16 0~2 {RI$% SIDE MILLING

X-AEWR1620 80 260 5000~5500  1500~2000 16 5~6 {BI$5 SIDE MILLING



D)) | EXCHONGEABEE HEAOJEDMIEISIL

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

7578 Coolant Type EZ3VEDHEI Wet coolant

JERRE | IHIERE TEERE HEHRE INLRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

PRI MTAR
Width of Cut Milling Type

X-AEWR1620 80 260 5000~5500  1000~1400 16 8~9 {RI$% 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 {BI$5 SIDE MILLING
X-AEWR1630 55 340 6500~7000  1600~2000 16 6~8 {RI$% SIDE MILLING
X-AEWR1630 55 340 6500~7000  1000~1400 16 9~10 {RI$% SIDE MILLING
X-AEWR1630 80 260 5000~5500 800~1100 8~9 14~16 & SLOTTING
X-AEWR1630 80 260 5000~5500  1800~2300 16 0~2 {RI#% SIDE MILLING
X-AEWR1630 80 260 5000~5500  1300~1700 16 5~6 {RI$% SIDE MILLING
X-AEWR1630 80 260 5000~5500 800~1100 16 8~9 {BI$5% SIDE MILLING
X-AEWR2010 60 BII5) 4800~5300  1700~2200 3~4 18~20  i&ff SLOTTING
X-AEWR2010 60 315 4800~5300  1000~1400 6~8 18~20  &$f SLOTTING
X-AEWR2010 60 315 4800~5300 900~1200 9~10 18~20 & SLOTTING
X-AEWR2010 60 315 4800~5300  2500~3000 20 0~2 {RI$% SIDE MILLING
X-AEWR2010 60 315 4800~5300  1600~2000 20 6~8 {RI$% SIDE MILLING
X-AEWR2010 60 315 4800~5300  1100~1500 20 9~10 {BI$5 SIDE MILLING
X-AEWR2010 90 205 3000~3500 700~1000 9~10 18~20 &% SLOTTING
X-AEWR2010 90 205 3000~3500  1700~2200 20 0~2 {RI$% SIDE MILLING
X-AEWR2010 90 205 3000~3500  1100~1500 20 6~8 {AI$5 SIDE MILLING
X-AEWR2010 90 205 3000~3500 800~1100 20 9~10 {RI$% SIDE MILLING
X-AEWR2020 60 315 4800~5300  1700~2200 3~4 18~20  &$% SLOTTING
X-AEWR2020 60 315 4800~5300  1000~1400 6~8 18~20 & SLOTTING
X-AEWR2020 60 Bl 4800~5300 900~1200 9~10 18~20 &% SLOTTING
X-AEWR2020 60 315 4800~5300  2500~3000 20 0~2 {RI$% SIDE MILLING
X-AEWR2020 60 315 4800~5300  1600~2000 20 6~8 {RI$5% SIDE MILLING
X-AEWR2020 60 315 4800~5300  1100~1500 20 9~10 {RI#% SIDE MILLING
X-AEWR2020 90 205 3000~3500 700~1000 9~10 18~20  &$% SLOTTING
X-AEWR2020 90 205 3000~3500  1700~2200 20 0~2 {BI$5 SIDE MILLING
X-AEWR2020 90 205 3000~3500  1100~1500 20 6~8 {RI$% SIDE MILLING
X-AEWR2020 90 205 3000~3500 800~1100 20 9~10 {RI$% SIDE MILLING
X-AEWR2030 60 315 4800~5300  1500~2000 3~4 18~20 & SLOTTING
X-AEWR2030 60 315 4800~5300 900~1300 6~8 18~20 &% SLOTTING
X-AEWR2030 60 315 4800~5300 700~1000 9~10 18~20  &$f SLOTTING
X-AEWR2030 60 315 4800~5300  2200~2700 20 0~2 {BI$5% SIDE MILLING
X-AEWR2030 60 BII5) 4800~5300  1200~1600 20 6~8 {RI$% SIDE MILLING
X-AEWR2030 60 /315/ 4800~5300 900~1300 20 9~10 {R$% SIDE MILLING
X-AEWR2030 90 205 3000~3500 600~900 9~10 18~20 & SLOTTING
X-AEWR2030 90 205 3000~3500  1500~2000 20 0~2 {RI#% SIDE MILLING
X-AEWR2030 90 205 3000~3500 900~1300 20 6~8 {RI$% SIDE MILLING
X-AEWR2030 90 205 3000~3500 700~1000 20 9~10 {BI$5% SIDE MILLING




EXCHHNGEABCE HEAD ENDMICI I ) )i 1 2

YDA Work Material §BEE Aluminum Alloy : 5052 / 6061/ 7075

7578 Coolant Type EZ3VEDHEI Wet coolant

JERRE | IHIERE TEERE HEHRE INLZRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

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

X-AEWR3250 110 180 1600~2000 400~600 32 10~12  {Al$% SIDE MILLING
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X-AES0803
X-AES0803
X-AES0803
X-AES0803
X-AES0803
X-AES0803
X-AES0803
X-AES0803
X-AES0803
X-AES0803
X-AES0803
X-AES0803
X-AES0803
X-AES0803
X-AES0803
X-AES1003
X-AES1003
X-AES1003
X-AES1003
X-AES1003
X-AES1003
X-AES1003
X-AES1003
X-AES1003
X-AES1003
X-AES1003
X-AES1003
X-AES1003
X-AES1003
X-AES1003
X-AES1203
X-AES1203
X-AES1203
X-AES1203
X-AES1203
X-AES1203
X-AES1203
X-AES1203
X-AES1203
X-AES1203

25
25
25
25
25
40
40
40
40
40
50
50
50
50
50
30
30
30
30
30
45
45
45
45
45
60
60
60
60
60
30
30
30
30
30
50
50
50
50

)

EDHRE
Cutting Speed
(m/min)

215
215
215
215
215
180
180
180
180
180
160
160
160
160
160
300
300
225
300
225
300
260
200
300
200
260
170
130
260
130
355
330
300
355
300

300

225

~ 180

300
225

TR
Speed
(min'!)

8500~9000
8500~9000
8500~9000
8500~9000
8500~9000
7000~7500
7000~7500
7000~7500
7000~7500
7000~7500
6000~6500
6000~6500
6000~6500
6000~6500
6000~6500
9000~10000
9000~10000
7000~7500
9000~10000
7000~7500
9000~10000
8000~8500
6200~6700
9000~10000
6200~6700
8000~8500
5200~5600
4000~4500
8000~8500
4000~4500
9000~10000
8500~9000
7800~8300
9000~10000
7800~8300
7800~8300
5800~6300
4600~5100
7800~8300
5800~6300

EIVUDHEI Wet coolant

HEHRE
Feed
(mm/min)
1800~2300
3500~4000
2500~3000
1800~2300
2500~3000
1400~1800
2200~2600
1400~1800
1400~1800
1400~1800
1200~1600
1800~2200
1200~1600
1200~1600
1200~1600
2200~2600
4000~4500
2600~3000
1800~2200
2600~3000
2000~2400
3000~3500
2000~2400
1800~2200
2000~2400
1600~2000
2200~2600
1400~1800
1400~1800
1400~1800
2200~2600
4000~4500
2600~3000
2000~2400
2200~2600
2100~2300
2800~3200
1800~2200
1800~2200
1600~2000

INLRE
(Aa)
Depth of Cut

0.05~0.15
2~4
4~7
8
8
0.05~0.15
1.5~2.5
3~4
8
8
0.05~0.15
1~1.5
2~3
8
8
0.05~0.1
1~2
5~8
10
10
0.05~0.1
0~1.5
5~8
10
10
0.05~0.1
1~2
4~5
10
10
0.05~0.1
1~2
6~10
12
12
0.05~0.1
1~1.5
3~5
12
12

§BEE Aluminum Alloy : 5052 / 6061 / 7075

nI=EE
(Ap)
Width of Cut
6~8
6~8
6~8
0.05~0.15
4~7
6~8
6~8
6~8
0.05~0.15
3~4
6~8
6~8
6~8
0.05~0.15
2~3
8~10
10
10
0.05~0.1
7~9
8~10
10
10
0.05~0.1
7~9
8~10
10
10
0.05~0.1
4~5
10~12
12
12
0.05~0.1
6~10
10~12
12
12
0.05~0.1
4~6

DML R X-A ES MILLING CONDITIONS

7578 Coolant Type

JERRE
Extension
Length (mm)

L7

Milling Type
&8 SLOTTING
JEE SLOTTING
B SLOTTING
{BI$% SIDE MILLING
{AIE% SIDE MILLING
JE SLOTTING
&8 SLOTTING
JE#E SLOTTING
{BIE% SIDE MILLING
{BI$% SIDE MILLING
JE# SLOTTING
& SLOTTING
&8 SLOTTING
{AIE% SIDE MILLING
{BIE% SIDE MILLING
& SLOTTING
B SLOTTING
JE SLOTTING
{BI$% SIDE MILLING
{AIE% SIDE MILLING
B SLOTTING
&% SLOTTING
& SLOTTING
{BIE% SIDE MILLING
{BI$% SIDE MILLING
B SLOTTING
B SLOTTING
& SLOTTING
{AIE% SIDE MILLING
{BI§% SIDE MILLING
&8 SLOTTING
JE# SLOTTING
JE SLOTTING
{BI$% SIDE MILLING
{AIE% SIDE MILLING
& SLOTTING
&8 SLOTTING
JE#E SLOTTING
{BIE% SIDE MILLING
{BI$% SIDE MILLING

87
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YDA Work Material §2EE Aluminum Alloy : 5052 / 6061/ 7075

7578 Coolant Type EZ3VEDHEI Wet coolant

JERRE | IHIERE TEERE HEHRE INLZRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

PRI WIAR
Width of Cut Milling Type

X-AES1203 70 245 6300~6800  1600~2000  0.05~0.1 10 &% SLOTTING
X-AES1203 70 160 4000~4500  2000~2400 0.5~1 12 &% SLOTTING
X-AES1203 70 115 2700~3200  1400~1800 1~2 12 & SLOTTING
X-AES1203 70 245 6300~6800  1400~1800 12 0.05~0.1  {Al§% SIDE MILLING
X-AES1203 70 115 2700~3200  1000~1400 12 2 {AI$5% SIDE MILLING
X-AES1603 50 355 7000~7500  1600~2000 0.05~0.2 14~16 &% SLOTTING
X-AES1603 50 320 6000~6500  4000~4500 1~2 14~16 &% SLOTTING
X-AES1603 50 320 6000~6500  2500~3000 4~6 14~16 & SLOTTING
X-AES1603 50 320 6000~6500  1200~1600 16 0.05~0.2  {Al§% SIDE MILLING
X-AES1603 50 320 6000~6500  2500~3000 16 4~6 {R$% SIDE MILLING
X-AES1603 70 320 6000~6500  1400~1800  0.05~0.2 14~16 & SLOTTING
X-AES1603 70 290 5500~6000  3000~3500 1~2 14~16 &% SLOTTING
X-AES1603 70 290 5500~6000  2000~2500 2~4 14~16 &% SLOTTING
X-AES1603 70 290 5500~6000  1200~1600 16 0.05~0.2  fAl SIDE MILLING
X-AES1603 70 290 5500~6000  2200~2700 16 2~4 {RI#% SIDE MILLING
X-AES1603 920 320 6000~6500  1200~1600  0.05~0.2 14~16 &% SLOTTING
X-AES1603 90 260 5000~5500  2000~2500 1~1.5 14~16 & SLOTTING
X-AES1603 90 260 5000~5500  1200~1600 2~3 14~16 &% SLOTTING
X-AES1603 90 260 5000~5500  1000~1400 16 0.05~0.2  {Al#% SIDE MILLING
X-AES1603 90 260 5000~5500  1200~1600 16 2~3 {BI$5 SIDE MILLING
X-AES2003 60 355 5500~6000  1400~1800 0.05~0.2 18~20 &% SLOTTING
X-AES2003 60 315 5000~5400  3500~4000 1~2 18~20  &$f SLOTTING
X-AES2003 60 315 5000~5400  2000~2500 4~6 18~20 & SLOTTING
X-AES2003 60 315 5000~5400  1200~1600 20 0.05~0.2  {Al§% SIDE MILLING
X-AES2003 60 315 5000~5400  2000~2500 20 4~6 {R$% SIDE MILLING
X-AES2003 80 315 5000~5400  1400~1600 0.05~0.2 18~20 & SLOTTING
X-AES2003 80 265 4000~4500  2500~3000 1~1.5 18~20 &% SLOTTING
X-AES2003 80 265 4000~4500  1500~2000 3~4 18~20  &$% SLOTTING
X-AES2003 80 265 4000~4500  1200~1600 20 0.05~0.2  fAl SIDE MILLING
X-AES2003 80 265 4000~4500  1500~2000 20 3~4 {RI$% SIDE MILLING
X-AES2003 100 265 4000~4500  1100~1300  0.05~0.2 18~20  &$% SLOTTING
X-AES2003 100 200 3000~3400  1800~2200 1~1.5 18~20 & SLOTTING
X-AES2003 100 200 3000~3400 1200~1600 2~3 18~20 &% SLOTTING
X-AES2003 100 200 3000~3400  1100~1300 20 0.05~0.2  {Al§% SIDE MILLING
X-AES2003 100 200 3000~3400  1200~1600 20 2~3 {RI$5 SIDE MILLING
X-AES2503 60 355 4300~4700  1200~1600 0.05~0.1 23~25 &% SLOTTING
X-AES2503 60 315 3800~4300  1800~2200 2~3 25 &% SLOTTING
X-AES2503 60 315 3800~4300  1200~1600 5~6 25 &% SLOTTING
X-AES2503 60 315 3800~4300  1000~1400 25 0.05~0.1  {Al§% SIDE MILLING
X-AES2503 60 315 3800~4300 1200~1600 25 5~6 {RI$% SIDE MILLING
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YDA Work Material §BEE Aluminum Alloy : 5052 / 6061/ 7075

7578 Coolant Type EZ3VEDHEI Wet coolant
JEBRE | UHERE OEERE EREE | MTRE

NIEE

Extension | Cutting Speed Speed Feed (Aa) (Ap) 7 DIEﬂ
Length (mm) (m/min) (min-1) (mm/min) | Depth of Cut | Width of Cut Milling Type
X-AES2503 920 315 3800~4300 1000~1300 0.05~0.1 23~25 7EHE SLOTTING
X-AES2503 920 265 3200~3600 1400~1600 1.5~2.5 25 &% SLOTTING
X-AES2503 90 265 3200~3600 1000~1300 4~5 25 7EHE SLOTTING
X-AES2503 920 265 3200~3600 1000~1300 25 0.05~0.1  fAl## SIDE MILLING
X-AES2503 920 265 3200~3600 1200~1600 25 4~5 {Alg% SIDE MILLING
X-AES2503 120 265 3200~3600 800~1000 0.05~0.1 23~25 7EE SLOTTING
X-AES2503 120 200 2400~2800 1400~1600 1~2 25 7&HE SLOTTING
X-AES2503 120 200 2400~2800 1000~1300 3~4 25 7&8% SLOTTING
X-AES2503 120 200 2400~2800 800~1200 25 0.05~0.1 {8l SIDE MILLING
X-AES2503 120 200 2400~2800 1000~1300 25 3~4 {AI$% SIDE MILLING
X-AES3203 70 355 3400~3800 1000~1200 0.05~0.1 30~32 7&8% SLOTTING
X-AES3203 70 315 3000~3400 1300~1600 2~3 32 7EE SLOTTING
X-AES3203 70 315 3000~3400 900~1200 5~6 32 &% SLOTTING
X-AES3203 70 315 3000~3400 700~1000 32 0.05~0.2  fAl#% SIDE MILLING
X-AES3203 70 315 3000~3400 900~1200 32 5~6 {8I§% SIDE MILLING
X-AES3203 100 315 3000~3400 800~1000 0.05~0.1 30~32 7B SLOTTING
X-AES3203 100 265 2500~2900 1100~1400 2~3 32 7&8% SLOTTING
X-AES3203 100 265 2500~2900 800~1100 4~5 32 7EE SLOTTING
X-AES3203 100 265 2500~2900 600~900 32 0.05~0.2  fAl## SIDE MILLING
X-AES3203 100 265 2500~2900 800~1100 32 4~5 {Al$% SIDE MILLING
X-AES3203 130 265 2500~2900 600~800 0.05~0.1 30~32 7&8% SLOTTING
X-AES3203 130 200 1800~2200 1000~1300 1~2 32 7B SLOTTING
X-AES3203 130 200 1800~2200 700~1000 3~4 32 &% SLOTTING
X-AES3203 130 200 1800~2200 600~800 32 0.05~0.2  fAl## SIDE MILLING
X-AES3203 130 200 1800~2200 700~1000 32 3~4 {Alg% SIDE MILLING
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EDRIRIF =R X-A E s B MILLING CONDITIONS
§BEE Aluminum Alloy : 5052 / 6061/ 7075

7578 Coolant Type EZ3VEDHEI Wet coolant

JERRE | IHIERE TR HEHRE INL#RE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

PRI MTAR
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 &8f 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  {Alg% SIDE MILLING
X-AESR0805 25 225 9000 2000~2500 8 6~8 {RI$% SIDE MILLING
X-AESR0805 35 225 9000 1400~1800  0.05~0.1 6~8 &% SLOTTING
X-AESR0805 35 200 8000 3500~4000 0~1.5 6~8 &8 SLOTTING
X-AESR0805 35 200 8000 2000~2500 4~5 6~8 &% SLOTTING
X-AESR0805 35 225 9000 1400~1800 8 0.05~0.1  fAl SIDE MILLING
X-AESR0805 35 200 8000 2000~2500 8 4~5 {R$% SIDE MILLING
X-AESR0805 45 200 8000 1300~1700  0.05~0.1 6~8 &if SLOTTING
X-AESR0805 45 175 7000 3000~3500 0~1.5 6~8 &if 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  fAl§ SIDE MILLING
X-AESR0805 45 175 7000 1800~2300 8 3~4 {R$% SIDE MILLING
X-AESR0810 25 250 10000 1600~2000 0.05~0.1 5~8 &% SLOTTING
X-AESR0810 25 225 9000 4000~4500 0~1.5 5~8 & SLOTTING
X-AESR0810 25 225 9000 2000~2500 6~8 5~8 &% SLOTTING
X-AESR0810 25 250 10000 1600~2000 8 0.05~0.1  fAl§ SIDE MILLING
X-AESR0810 25 225 9000 2000~2500 8 6~8 {R$% 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 &if 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 {RI$% SIDE MILLING
X-AESR0810 45 200 8000 1300~1700  0.05~0.1 5~8 &8 SLOTTING
X-AESR0810 45 175 7000 2500~3000 0~1.5 5~8 &% SLOTTING
X-AESR0810 45 175 7000 1700~2200 3~4 5~8 &% SLOTTING
X-AESR0810 45 200 8000 1300~1700 8 0.05~0.1  {Al§% SIDE MILLING
X-AESR0810 45 175 7000 1700~2200 8 3~4 {RI$% 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  {Al% SIDE MILLING
X-AESR1005 30 220 7000 1700~2200 10 5~6 {RI$% SIDE MILLING
X-AESR1005 40 315 10000 1600~2000 0.05~0.15 8~10 &if SLOTTING
X-AESR1005 40 250 8000 3500~4000 0~2 8~10 &% SLOTTING
X-AESR1005 40 190 6000 1700~2200 4~5 8~10 &8 SLOTTING
X-AESR1005 40 250 8000 1300~1700 10 0.05~0.15 Al SIDE MILLING
X-AESR1005 40 190 6000 1700~2200 10 4~5 {Rl$% 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 {AI$5% 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



D)) | EXCHONGEABEE HEAOJEDMIEISIL

YDA Work Material §BEE Aluminum Alloy : 5052 / 6061/ 7075

EIVUIHEI Wet coolant

JERRE | IHIERE TEERE HEHRE
Extension Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

MTRE

CRE | MLSE | s
Depth of Cut

(Ap) o
Width of Cut Milling Type

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




EXCHENGERBCE HEQO ENDMICIILEO) Vi1 3

YDA Work Material §BEE Aluminum Alloy : 5052 / 6061/ 7075

7578 Coolant Type EZ3VEDHEI Wet coolant

JERRE | IHIERE TR HEHRRE INLRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

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



)1+ | MEXCHANGEABEE HEADLENDMIETSIL

YDA Work Material §BEE Aluminum Alloy : 5052 / 6061/ 7075

EIVUDHEI Wet coolant

JERRE | IHIERE TEERE HEHRE
Extension Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

MTRE

CRE | MLSE | s
Depth of Cut

(Ap) o
Width of Cut Milling Type

X-AESR1630 75 250 5000 1200~1600 16 3~5 {BI$% SIDE MILLING
X-AESR2005 50 375 6000 1300~1700 0.05~0.15  18~20 &t SLOTTING
X-AESR2005 50 375 6000 2400~2800 0~2 18~20  #&8f SLOTTING
X-AESR2005 50 375 6000 1400~1800 6~7 18~20 &Sk SLOTTING
X-AESR2005 50 375 6000 1200~1600 20 0.05~0.15 fAl§# SIDE MILLING
X-AESR2005 50 345 5500 1400~1800 20 6~7 {Rl#% SIDE MILLING
X-AESR2005 70 315 5000 1200~1600 0.05~0.15  18~20  &&k SLOTTING
X-AESR2005 70 315 5000 2000~2400 0~2 18~20  #&#8f SLOTTING
X-AESR2005 70 280 4500 1200~1600 4~5 18~20 &8k SLOTTING
X-AESR2005 70 315 5000 1100~1500 20 0.05~0.15  fAl§# SIDE MILLING
X-AESR2005 70 280 4500 1200~1600 20 4~5 {Bl#% SIDE MILLING
X-AESR2005 90 240 3800 1000~1300 0.05~0.15  18~20  &&k SLOTTING
X-AESR2005 90 240 3800 1600~2000 0~2 18~20  &#8% SLOTTING
X-AESR2005 90 190 3000 1000~1400 3~4 18~20 &Sk SLOTTING
X-AESR2005 920 240 3800 1000~1300 20 0.05~0.15 A% SIDE MILLING
X-AESR2005 90 190 3000 1000~1400 20 3~4 {Bl#% SIDE MILLING
X-AESR2010 50 375 6000 1300~1700 0.05~0.15  16~20  &&k SLOTTING
X-AESR2010 50 375 6000 2400~2800 0~2 16~20  #&s% SLOTTING
X-AESR2010 50 375 6000 1400~1800 6~7 16~20  &ff SLOTTING
X-AESR2010 50 375 6000 1200~1600 20 0.05~0.15 A% SIDE MILLING
X-AESR2010 50 345 5500 1400~1800 20 6~7 {Bl#% SIDE MILLING
X-AESR2010 70 315 5000 1200~1600 0.05~0.15  16~20  &&k SLOTTING
X-AESR2010 70 315 5000 2000~2400 0~2 16~20  #&#s% SLOTTING
X-AESR2010 70 280 4500 1200~1600 4~5 16~20  #&$f SLOTTING
X-AESR2010 70 315 5000 1100~1500 20 0.05~0.15 Al SIDE MILLING
X-AESR2010 70 280 4500 1200~1600 20 4~5 {Bl#% 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 &Sk SLOTTING
X-AESR2010 90 190 3000 1000~1400 3~4 16~20  #&#sf SLOTTING
X-AESR2010 90 240 3800 1000~1300 20 0.05~0.15  fAl§% SIDE MILLING
X-AESR2010 90 190 3000 1000~1400 20 3~4 {Bl$% SIDE MILLING
X-AESR2030 50 375 6000 1300~1700 0.05~0.15  12~20  ;&8% SLOTTING
X-AESR2030 50 375 6000 2000~2400 0~2 12~20 &8k SLOTTING
X-AESR2030 50 375 6000 1200~1600 6~7 12~20 &8 SLOTTING
X-AESR2030 50 375 6000 1200~1600 20 0.05~0.15  fAl§ SIDE MILLING
X-AESR2030 50 345 5500 1200~1600 20 6~7 {Bl$% 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  #&8% SLOTTING
X-AESR2030 70 280 4500 1000~1400 4~5 12~20  &8% SLOTTING
X-AESR2030 70 315 5000 1100~1500 20 0.05~0.15  fAl§% SIDE MILLING
X-AESR2030 70 280 4500 1000~1400 20 4~5 {BIE% SIDE MILLING
X-AESR2030 90 240 3800 1000~1300 0.05~0.15  12~20 &k SLOTTING
X-AESR2030 90 240 3800 1200~1600 0~2 12~20  #&$f SLOTTING
X-AESR2030 90 190 3000 800~1200 3~4 12~20  #&#8% SLOTTING
X-AESR2030 9 240 3800 1000~1300 20 0.05~0.15 fAl§ SIDE MILLING
X-AESR2030 90 190 3000 800~1200 20 3~4 {B$% 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  i&#f SLOTTING




EXCHHNGEABLEE HEAD ENDMICI® ILE )15 2

YDA Work Material §BEE Aluminum Alloy : 5052 / 6061/ 7075

7578 Coolant Type EZ3VEDEI Wet coolant

JERRE | IHIERE TR HEHRRE INLRE
Extension Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

PRI MIAR
Width of Cut Milling Type

X-AESR2530 60 355 4500 1000~1400 6~7 16~25 &8k SLOTTING
X-AESR2530 60 355 4500 1100~1400 25 0.05~0.15  fAl§ SIDE MILLING
X-AESR2530 60 315 4000 1000~1400 25 6~7 {B$% SIDE MILLING
X-AESR2530 80 315 4000 1000~1300 0.05~0.15  16~25 &t SLOTTING
X-AESR2530 80 315 4000 1400~1800 0~2 16~25 &8 SLOTTING
X-AESR2530 80 275 3500 900~1300 4~5 16~25  #&#f% SLOTTING
X-AESR2530 80 315 4000 1000~1300 25 0.05~0.15 fAl§ SIDE MILLING
X-AESR2530 80 235 3000 900~1300 25 4~5 {B%% SIDE MILLING
X-AESR2530 100 210 2700 800~1000 0.05~0.15  16~25 &k SLOTTING
X-AESR2530 100 210 2700 1200~1600 0~1 16~25  #&8f SLOTTING
X-AESR2530 100 190 2400 800~1100 2~3 16~25  #&#ff SLOTTING
X-AESR2530 100 210 2700 700~1000 25 0.05~0.15 fAl# SIDE MILLING
X-AESR2530 100 190 2400 800~1100 25 2~3 {BI$% SIDE MILLING
X-AESR3230 70 360 3600 900~1200  0.05~0.2  24~32  E#i SLOTTING
X-AESR3230 70 360 3600 1300~1700 0~2 24~32 &8 SLOTTING
X-AESR3230 70 280 2800 700~1000 5~6 24~32 &% SLOTTING
X-AESR3230 70 360 3600 700~1000 32 0.05~0.2  {Al#f SIDE MILLING
X-AESR3230 70 280 2800 700~1000 32 5~6 {Rl#% SIDE MILLING
X-AESR3230 100 280 2800 800~1000  0.05~0.2  24~32  &#i SLOTTING
X-AESR3230 100 280 2800 1000~1400 0~2 24~32 &8 SLOTTING
X-AESR3230 100 250 2500 500~800 4~5 24~32 &% SLOTTING
X-AESR3230 100 280 2800 500~800 32 0.05~0.2  {Al$# SIDE MILLING
X-AESR3230 100 250 2500 500~800 32 4~5 {Bl#% SIDE MILLING
X-AESR3230 140 200 2000 600~800  0.05~0.2  24~32 &% SLOTTING
X-AESR3230 140 200 2000 800~1200 0~1 24~32 &% SLOTTING
X-AESR3230 140 180 1800 400~700 2~3 24~32 &8 SLOTTING
X-AESR3230 140 200 2000 400~600 32 0.05~0.2  fAll§ SIDE MILLING
X-AESR3230 140 180 1800 400~700 32 2~3 {Bl#% SIDE MILLING
X-AESR3250 70 360 3600 900~1200  0.05~0.2  20~32  &# SLOTTING
X-AESR3250 70 360 3600 1300~1700 0~2 20~32 &% SLOTTING
X-AESR3250 70 280 2800 700~1000 5~6 20~32  &#% SLOTTING
X-AESR3250 70 360 3600 700~1000 32 0.05~0.2  fAl# SIDE MILLING
X-AESR3250 70 280 2800 700~1000 32 5~6 {Bl#% SIDE MILLING
X-AESR3250 100 280 2800 800~1000  0.05~0.2  20~32  &# SLOTTING
X-AESR3250 100 280 2800 1000~1400 0~2 20~32 &% SLOTTING
X-AESR3250 100 250 2500 500~800 4~5 20~32  &#% SLOTTING
X-AESR3250 100 280 2800 500~800 32 0.05~0.2 {3l SIDE MILLING
X-AESR3250 100 250 2500 500~800 32 4~5 {Bl#% SIDE MILLING
X-AESR3250 140 200 2000 600~800  0.05~0.2  20~32 &8 SLOTTING
X-AESR3250 140 200 2000 800~1200 0~1 20~32 &% SLOTTING
X-AESR3250 140 180 1800 400~700 2~3 20~32 &8 SLOTTING
X-AESR3250 140 200 2000 400~600 32 0.05~0.2  {Al#% SIDE MILLING

X-AESR3250 140 180 1800 400~700 32 2~3 {AIE% SIDE MILLING



()1 | EXCHONGEABEE HEROENDMIEISIL

UIHIfRIFR x- Ts MILLING CONDITIONS
#RYIHI# Work Material k528 Carbon Steels : S50C / $S400:1.1210/ 1.0036 : 1050 / A570 Gr.45 (~HRc22)

7578 Coolant Type EZ3VEDHEI Wet coolant

JERRE | CIHIRE TEBRE ERRRE INLRE
Extension | Cutting Speed Feed (Aa)
Length (mm) (m/min) in” (mm/min) Depth of Cut

PR L MT7%
Width of Cut Milling Type

X-TS0803 25 215 8000~9000  2000~2400 0.3 0.3 {8/ CHAMFERING
X-TS0803 25 215 8000~9000  1800~2200 0.5 0.5 {8l CHAMFERING
X-TS0803 25 215 8000~9000  1000~1400 1 1 fElE CHAMFERING
X-TS0803 45 190 7200~7700  1400~1800 0.3 0.3 {8l CHAMFERING
X-TS0803 45 190 7200~7700  1200~1600 0.5 0.5 fElA CHAMFERING
X-TS0803 45 190 7200~7700 600~900 1 1 fEl& CHAMFERING
X-TS1003 30 200 6200~6700  2200~2600 0.5 0.5 {8/ CHAMFERING
X-TS1003 30 200 6200~6700  2000~2400 1 1 {8l CHAMFERING
X-TS1003 30 200 6200~6700  1200~1600 1.5 15 fEl& CHAMFERING
X-TS1003 50 170 5200~5700  1600~2000 0.5 0.5 {8l CHAMFERING
X-TS1003 50 170 5200~5700  1400~1800 1 1 {8l CHAMFERING
X-TS1003 50 170 5200~5700 700~1100 1.5 13 fElE CHAMFERING
X-TS1203 35 215 5500~6000  1800~2200 0.5 0.5 {8/ CHAMFERING
X-TS1203 35 215 5500~6000  1600~2000 1 1 {8l CHAMFERING
X-TS1203 B5) 215 5500~6000 800~1200 1.5 3 fEl& CHAMFERING
X-TS1203 60 185 4700~5200  1400~1800 0.5 0.5 {8l CHAMFERING
X-TS1203 60 185 4700~5200  1200~1600 1 1 fElA CHAMFERING
X-TS1203 60 185 4700~5200 500~800 1.5 [IE5) fEl& CHAMFERING
X-TS1603 45 215 4000~4500  1200~1600 0.5 0.5 {8/ CHAMFERING
X-TS1603 45 215 4000~4500  1000~1400 1 1 {8l CHAMFERING
X-TS1603 45 215 4000~4500 700~1000 1.5 13 fElE CHAMFERING
X-TS1603 70 190 3500~4000 900~1200 0.5 0.5 {8/ CHAMFERING
X-TS1603 70 190 3500~4000 700~1100 1 1 fElA CHAMFERING
X-TS1603 70 190 3500~4000 500~800 1.5 13 fEl& CHAMFERING
X-TS2003 60 185 2700~3200 800~1200 0.5 0.5 {8/ CHAMFERING
X-TS2003 60 185 2700~3200 600~800 1 1 {8/ CHAMFERING
X-TS2003 60 185 2700~3200 400~600 1.5 13 {El& 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 fElA CHAMFERING
X-TS2003 100 120 1700~2200 400~600 1.5 13 fEl& CHAMFERING




EXCHHENGEABCE HEAD ELDMICTSILEO) )3
X-TS

#ETIIM Work Material ST E#/TE# Alloy Tool Steels / Carbon Too! Steels
P20/P5/ SK3/SKD61/SKD11:1.2311/1.1545/1.2379/1.2344: H13 / D2 (HRc23~32)

7578 Coolant Type EZ3VEDHEI Wet coolant
JEBRE | UHERE OEERE EREE | MLRE

NIEE

Extension | Cutting Speed Speed Feed (Aa) (Ap) 7 DIEﬂ
Length (mm) (m/min) (min-1) (mm/min) | Depth of Cut | Width of Cut Milling Type
X-TS0803 25 180 7000~7500 1600~2000 0.3 0.3 A CHAMFERING
X-TS0803 25 180 7000~7500 1400~1800 0.5 0.5 ElA CHAMFERING
X-TS0803 25 180 7000~7500 700~1000 1 1 8] CHAMFERING
X-TS0803 45 150 5700~6200 1000~1400 0.3 0.3 Bl CHAMFERING
X-TS0803 45 150 5700~6200 800~1200 0.5 0.5 ElB CHAMFERING
X-TS0803 45 150 5700~6200 500~800 1 1 #]& CHAMFERING
X-TS1003 30 180 5500~6000 1800~2200 0.5 0.5 I/ CHAMFERING
X-TS1003 30 180 5500~6000 1600~2000 1 1 fElB CHAMFERING
X-TS1003 30 180 5500~6000 800~1200 1.5 1.5 8] CHAMFERING
X-TS1003 50 150 4500~5000 1200~1600 0.5 0.5 A CHAMFERING
X-TS1003 50 150 4500~5000 1000~1400 1 1 ElB CHAMFERING
X-TS1003 50 150 4500~5000 700~1000 1.5 1.5 8] CHAMFERING
X-TS1203 35 180 4500~5000 1400~1800 0.5 0.5 A CHAMFERING
X-TS1203 35 180 4500~5000 1200~1600 1 1 fElA CHAMFERING
X-TS1203 35 180 4500~5000 700~1000 1.5 1.5 8] CHAMFERING
X-TS1203 60 150 3700~4200 1000~1400 0.5 0.5 EI& CHAMFERING
X-TS1203 60 150 3700~4200 800~1200 1 1 ElB CHAMFERING
X-TS1203 60 150 3700~4200 400~700 1.5 1.5 8] CHAMFERING
X-TS1603 45 180 3300~3800 1000~1400 0.5 0.5 A CHAMFERING
X-TS1603 45 180 3300~3800 800~1200 1 1 fElB CHAMFERING
X-TS1603 45 180 3300~3800 600~900 1.5 1.5 8] CHAMFERING
X-TS1603 70 150 2700~3200 900~1300 0.5 0.5 /A CHAMFERING
X-TS1603 70 150 2700~3200 700~1000 1 1 ElB CHAMFERING
X-TS1603 70 150 2700~3200 500~800 1.5 1.5 8] CHAMFERING
X-TS2003 60 140 2000~2500 700~1000 0.5 0.5 A CHAMFERING
X-TS2003 60 140 2000~2500 500~700 1 1 ElA CHAMFERING
X-TS2003 60 140 2000~2500 400~600 1.5 1.5 8] CHAMFERING
X-TS2003 100 80 1000~1500 500~800 0.5 0.5 Bl CHAMFERING
X-TS2003 100 80 1000~1500 400~600 1 1 ElB CHAMFERING

X-TS2003 100 80 1000~1500 300~500 1.5 13 fE& CHAMFERING



()1 | EXCHONGEABEE HEROENDMIEISIL

EIRIRIFR x- Ts MILLING CONDITIONS
j i BRIBH Hardened Steels
EIEE Sork Moaterial SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

7BANTIN Coolant Type g3tDHEI Dry coolant

JEBRE | UHERE OERE ERRE | NLRE

NIEE

Extension | Cutting Speed Speed Feed (Aa) (Ap) 7 DIEﬂ
Length (mm) (m/min) (min-1) (mm/min) | Depth of Cut | Width of Cut Milling Type
X-TS0803 25 150 5700~6200 1000~1400 0.3 0.3 A CHAMFERING
X-TS0803 25 150 5700~6200 800~1200 0.5 0.5 fElA CHAMFERING
X-TS0803 25 150 5700~6200 500~800 0.8 0.8 8] CHAMFERING
X-TS0803 45 120 4500~5000 700~1100 0.3 0.3 8l CHAMFERING
X-TS0803 45 120 4500~5000 500~800 0.5 0.5 ElB CHAMFERING
X-TS0803 45 120 4500~5000 300~600 0.8 0.8 8] CHAMFERING
X-TS1003 30 150 4500~5000 1200~1600 0.5 0.5 A CHAMFERING
X-TS1003 30 150 4500~5000 1000~1400 1 1 fElA CHAMFERING
X-TS1003 30 150 4500~5000 600~1000 1.3 1.3 8] CHAMFERING
X-TS1003 50 120 3600~4000 900~1300 0.5 0.5 /A CHAMFERING
X-TS1003 50 120 3600~4000 700~1100 1 1 ElB CHAMFERING
X-TS1003 50 120 3600~4000 500~800 1.3 1.3 8] CHAMFERING
X-TS1203 35 145 3600~4000 1000~1400 0.5 0.5 /A CHAMFERING
X-TS1203 35 145 3600~4000 800~1200 1 1 fElB CHAMFERING
X-TS1203 35 145 3600~4000 500~800 1.3 1.3 8] CHAMFERING
X-TS1203 60 115 2800~3300 700~1100 0.5 0.5 Bl CHAMFERING
X-TS1203 60 115 2800~3300 500~800 1 1 ElB CHAMFERING
X-TS1203 60 115 2800~3300 300~600 1.3 1.3 8] CHAMFERING
X-TS1603 45 150 2700~3200 900~1300 0.5 0.5 A CHAMFERING
X-TS1603 45 150 2700~3200 700~1100 1 1 ElB CHAMFERING
X-TS1603 45 150 2700~3200 400~700 1.5 1.5 8] CHAMFERING
X-TS1603 70 125 2200~2700 700~1000 0.5 0.5 /A CHAMFERING
X-TS1603 70 125 2200~2700 500~800 1 1 ElB CHAMFERING
X-TS1603 70 125 2200~2700 300~600 1.5 1.5 8] CHAMFERING
X-TS2003 60 110 1500~2000 500~700 0.5 0.5 A CHAMFERING
X-TS2003 60 110 1500~2000 400~600 0.9 0.9 fElA CHAMFERING
X-TS2003 60 110 1500~2000 300~500 1.3 1.3 8] CHAMFERING
X-TS2003 100 50 500~1000 400~700 0.5 0.5 Bl CHAMFERING
X-TS2003 100 50 500~1000 300~500 0.9 0.9 ElB CHAMFERING
X-TS2003 100 50 500~1000 250~450 1.3 1.3 8] CHAMFERING




EXCHHNGERBLE HEROENDMICI TG Vi 15

UIHIfRIFR x- TD MILLING CONDITIONS
#RYIHI# Work Material k5280 Carbon Steels : S50C / $S400:1.1210/ 1.0036 : 1050 / A570 Gr.45 (~HRc22)

7578 Coolant Type EZ3VEDHEI Wet coolant

JERRE | CIHIRE OEBRE ERRRE INLRE
Extension | Cutting Speed Feed (Aa)
Length (mm) (m/min) in” (mm/min) Depth of Cut

PRI MT7%
Width of Cut Milling Type

X-TD0803 25 200 7800~8300  1600~2000 0.3 0.3 {8l CHAMFERING
X-TD0803 25 200 7800~8300  1400~1800 0.5 0.5 {85 CHAMFERING
X-TD0803 25 200 7800~8300 700~1000 1 1 fEl& 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 fElA CHAMFERING
X-TD0803 45 180 6800~7300 400~600 1 1 fElE CHAMFERING
X-TD1003 30 185 5700~6200  1800~2200 0.5 0.5 {8l CHAMFERING
X-TD1003 30 185 5700~6200  1600~2000 1 1 {8l CHAMFERING
X-TD1003 30 185 5700~6200 800~1200 1.5 13 fEl& CHAMFERING
X-TD1003 50 140 4200~4700  1000~1400 0.5 0.5 {8/ CHAMFERING
X-TD1003 50 140 4200~4700 800~1200 1 1 fElA CHAMFERING
X-TD1003 50 140 4200~4700 400~700 1.5 13 fEl& CHAMFERING
X-TD1203 35 185 4700~5200  1200~1600 0.5 0.5 {8l CHAMFERING
X-TD1203 35 185 4700~5200  1000~1400 1 1 {8/ CHAMFERING
X-TD1203 B5) 185 4700~5200 600~900 1.5 13 fEl& 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 fElA CHAMFERING
X-TD1203 60 150 3700~4200 300~600 1.5 13 fEl& CHAMFERING
X-TD1603 45 185 3500~4000 700~1000 0.5 0.5 {8/ CHAMFERING
X-TD1603 45 185 3500~4000 500~800 1 1 {8l CHAMFERING
X-TD1603 45 185 3500~4000 300~600 13 13 fEl& CHAMFERING
X-TD1603 70 150 2700~3200 700~1000 0.5 0.5 {8/ CHAMFERING
X-TD1603 70 150 2700~3200 500~700 1 1 fElA CHAMFERING
X-TD1603 70 150 2700~3200 400~600 13 13 fEl& CHAMFERING
X-TD2003 60 140 2000~2500 500~800 0.5 0.5 {8/ CHAMFERING
X-TD2003 60 140 2000~2500 400~600 1 1 {8/ CHAMFERING
X-TD2003 60 140 2000~2500 300~500 13 13 fEl& 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 fElA CHAMFERING

X-TD2003 100 80 1000~1500 300~500 13 1.3 fEl& CHAMFERING



()1 | EXCHONGEABEE HEROENDMIEISIL
X-TD

WM Work Material ST EH/MITEH Alloy Tool Steels / Carbon Too! Steels
P20/P5/ SK3/SKD61/SKD11:1.2311/1.1545/1.2379/1.2344: H13 / D2 (HRc23~32)

7578 Coolant Type EZ3VEDHEI Wet coolant
JERRE | UHERE OEERE EREE | MLRE

NIEE

Extension | Cutting Speed Speed Feed (Aa) (Ap) . DIEﬂ
Length (mm) (m/min) (min-1) (mm/min) | Depth of Cut | Width of Cut Milling Type
X-TD0803 25 160 6200~6700 1200~1600 0.3 0.3 A CHAMFERING
X-TD0803 25 160 6200~6700 1000~1400 0.5 0.5 ElB CHAMFERING
X-TD0803 25 160 6200~6700 500~800 1 1 8] CHAMFERING
X-TD0803 45 135 5200~5700 900~1200 0.3 0.3 Bl CHAMFERING
X-TD0803 45 135 5200~5700 700~1000 0.5 0.5 ElB CHAMFERING
X-TD0803 45 135 5200~5700 300~600 1 1 8] CHAMFERING
X-TD1003 30 160 4800~5300 1400~1800 0.5 0.5 A CHAMFERING
X-TD1003 30 160 4800~5300 1200~1600 1 1 fElB CHAMFERING
X-TD1003 30 160 4800~5300 700~1000 1.5 1.5 8] CHAMFERING
X-TD1003 50 135 4000~4500 900~1200 0.5 0.5 /A CHAMFERING
X-TD1003 50 135 4000~4500 700~1000 1 1 ElB CHAMFERING
X-TD1003 50 135 4000~4500 400~700 1.5 1.5 8] CHAMFERING
X-TD1203 35 160 4000~4500 1000~1400 0.5 0.5 /A CHAMFERING
X-TD1203 35 160 4000~4500 800~1200 1 1 ElB CHAMFERING
X-TD1203 35 160 4000~4500 500~800 1.3 1.3 8] CHAMFERING
X-TD1203 60 130 3200~3700 600~900 0.5 0.5 Bl CHAMFERING
X-TD1203 60 130 3200~3700 400~700 1 1 ElB CHAMFERING
X-TD1203 60 130 3200~3700 300~600 1.3 1.3 8] CHAMFERING
X-TD1603 45 160 3000~3500 600~900 0.5 0.5 A CHAMFERING
X-TD1603 45 160 3000~3500 400~700 1 1 ElB CHAMFERING
X-TD1603 45 160 3000~3500 300~500 1.3 1.3 8] CHAMFERING
X-TD1603 70 125 2200~2700 500~800 0.5 0.5 /A CHAMFERING
X-TD1603 70 125 2200~2700 400~600 1 1 ElB CHAMFERING
X-TD1603 70 125 2200~2700 300~500 13 1.3 8] CHAMFERING
X-TD2003 60 125 1800~2300 500~700 0.5 0.5 A CHAMFERING
X-TD2003 60 125 1800~2300 400~600 1 1 fElB CHAMFERING
X-TD2003 60 125 1800~2300 300~500 13 1.3 8] 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 ElB CHAMFERING
X-TD2003 100 70 900~1300 250~450 1.3 1.3 8] CHAMFERING




EXCHHNGERBLE HEROENDMICI TG Vi 15

UIHIfRIFR x- TD MILLING CONDITIONS
; i ZNRIZHM Hardened Steels
R Werkc Materal SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

757\ Coolant Type §3\tDHEI Dry coolant
JERRE | IHIERE TR HEHRE INL#RE

NIEE

Extension | Cutting Speed Speed Feed (Aa) (Ap) . DIEﬂ
Length (mm) (m/min) (min-1) (mm/min) | Depth of Cut | Width of Cut Milling Type
X-TD0803 25 135 5200~5700 800~1200 0.3 0.3 A CHAMFERING
X-TD0803 25 135 5200~5700 600~1000 0.5 0.5 fElB CHAMFERING
X-TD0803 25 135 5200~5700 300~600 0.8 0.8 8] CHAMFERING
X-TD0803 45 90 3400~3800 600~900 0.3 0.3 Bl CHAMFERING
X-TD0803 45 920 3400~3800 500~800 0.5 0.5 ElB CHAMFERING
X-TD0803 45 90 3400~3800 300~500 0.8 0.8 8] CHAMFERING
X-TD1003 30 120 3500~4000 900~1300 0.5 0.5 A CHAMFERING
X-TD1003 30 120 3500~4000 700~1100 1 1 fElB CHAMFERING
X-TD1003 30 120 3500~4000 400~700 13 1.3 8] CHAMFERING
X-TD1003 50 90 2700~3200 700~1000 0.5 0.5 I/ CHAMFERING
X-TD1003 50 920 2700~3200 500~800 1 1 ElB CHAMFERING
X-TD1003 50 90 2700~3200 300~600 13 1.3 8] CHAMFERING
X-TD1203 35 110 2700~3200 700~1000 0.5 0.5 A CHAMFERING
X-TD1203 35 110 2700~3200 500~800 1 1 ElB CHAMFERING
X-TD1203 35 110 2700~3200 300~600 13 1.3 8] CHAMFERING
X-TD1203 60 85 2000~2500 500~800 0.5 0.5 Bl CHAMFERING
X-TD1203 60 85 2000~2500 300~600 1 1 ElB CHAMFERING
X-TD1203 60 85 2000~2500 300~600 1.2 1.2 8] CHAMFERING
X-TD1603 45 110 2000~2500 500~800 0.5 0.5 A CHAMFERING
X-TD1603 45 110 2000~2500 300~600 0.8 0.8 ElB CHAMFERING
X-TD1603 45 110 2000~2500 300~500 1 1 8] CHAMFERING
X-TD1603 70 85 1500~2000 400~700 0.5 0.5 /A CHAMFERING
X-TD1603 70 85 1500~2000 300~500 0.8 0.8 ElB CHAMFERING
X-TD1603 70 85 1500~2000 250~400 1 1 8] CHAMFERING
X-TD2003 60 110 1500~1900 400~550 0.5 0.5 /A CHAMFERING
X-TD2003 60 110 1500~1900 300~500 0.8 0.8 ElB CHAMFERING
X-TD2003 60 110 1500~1900 250~450 1 1 8] CHAMFERING
X-TD2003 100 60 700~1100 350~500 0.5 0.5 Bl CHAMFERING
X-TD2003 100 60 700~1100 250~450 0.8 0.8 ElB CHAMFERING

X-TD2003 100 60 700~1100 200~400 1 1 fEl& CHAMFERING



DESIGN . HONESTY . FUTURE

DHFEE&RI2IKRIDI[EER

SELECTION OF DHF Exchangeable Head Endmill 11 Series

7 E27] k7
End Mills Corner Radius End Mills Ball Nose End Mills

s E—HE|EHER | E=HE | SR | SRR | EoHE | R | B ER | £S=KE
T&tﬂﬁm First Second Third First Second Third First Second Third
Work Material Selection | Selection Selectmn Selection | Se -- Selection J§ Selection | Se “ Selection

X-UET X-UB
Xs-UB

X-UET X-UEXR X-UB
Xs-UB
X-UBY
X-UET X-UEXR X-UB
Xs-UB
II - II -
II - II -

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

SETEH/KTRH
Alioy Tool Steels /
Carbon Tool Steels

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

(HRc 23~32)

SRS/ Rk
Prehardened Steels
NAK80:1.2083 : AlSI420 : M310
(HRc36~45)

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

X-UEX
X-UPS

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

X-UEX



DESIGN . HONESTY . FUTURE

DHFEE&RI2RZIIDIAEER

SELECTION OF DHF Exchangeable Head Endmill 11 Series

7] BE7) X7
End Mills Corner Radius End Mills Ball Nose End Mills
s SR | FHE | EHE | R | BTER | ES=HE B E=HRE
REDEIT first | Second | Third first | Second | Third i Third
Work Material Selection | Selection | Selection [ Selection | Selection | Selection election | Selection

—
I | I I -
- I I -
- I I |

: II |
- II -

EEE
Aluminum Alloy
5052/6061/7075

#L 5
Copper
C1100/2.0090 /
B152C11000

RETE#AT T
Stainless Steels
SUS304:1.4301 : AISI 304
(HRc 28~32)

(WREDANEE, trHeEqL)
AR
Stainless Steels
SUS420J2/SUS630:1.2083 /
1.4542:AlIS1 420 /
17-4PH (HRc 28~32)

FIN=EFLUETN
Titanium Afloy / Pure Titanium
i v X-BTB
Ti-6Al-4V / Ti-2:3.7165 /
3.7035:Gr5 / Xs-BTB

Gr2:TC4/TA1




EXJJEPEEIEIER  BALL NOSE REAL CUTTING DIAMETER

B Eff0 EDHIRE (Ad) Depth of Cut (mm/min)

BallR Mill Dia.

(mm) | (mm) 01 002 003 004 005 008 01 015 02 03 05 08 10 20 30
0.1 0.2 Oy |02 |08 | @8 | @78 |@icE | @2 | == | == | == | == | == | = | =—= | ==
0.2 0.4 0125 0174 0211 024 0265 032 035 039 04 W === emees emeen cmeen emee oo
0.3 0.6 0.154 0215 0262 0299 0332 041 045 052 057 06 @ ===== ==e== mmeee ememe eeeee
04 0.8 0178 025 0304 0349 0387 048 053 062 063 077 077  =====  ===m= mmeme emeee
05 1 0199 028 0341 0392 0436 054 06 071 08 092 1 o ween e oeem

1 2 0282 03% 048 056 0624 078 087 105 12 143 173 196 2 = e
15 3 0346 0488 0507 0688 0768 097 108 131 15 18 224 265 283 283 -
2 4 0399 0564 060 079 0889 112 125 152 174 211 265 32 346 4 -
25 5 0447 0631 0772 0891 0995 1.25 14 171 19 237 3 367 4 49 49

3 6 0489 0692 0846 0977 1.091 138 154 187 215 262 332 408 447 566 6

4 8 0565 0799 0978 1.129 1.261 1.59 178 217 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 1.95 218 267 307 375 48 599 663 894 1039
7 14 0748 1058 1295 1495 167 211 236 288 332 405 52 665 721 98 1149
8 16 08 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 08% 1264 1548 1787 1997 252 282 345 398 486 624 784 872 12 1428

EPE®STE  CALCULATION OF REALDIA.
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