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Features of the Second Generation Exchangeable Endmill Series

-

. The combination of new model design of triple-thread head and
shank, which makes it much easier to set up and strength the
entire structure and rigidity. It is designed with the new taper,
and will increase the strength of resistance. It not only has a
higher transverse rupture strength but also a better performance
while manufacturing.

2. The superior combination of the triple-

thread head endmill controls the run The triple-thread head
out within %0.008mm. AN
, . used easier and
The extremely high accuracy and slight fitter.
run out relatively extend the tools' life.
3. For the sake of environmental protection
and resource preservation, the triple-
thread head endmill saves more design
materials and shortens the producing
process, which meets the purpose of
reducing the cost for our customers.
4. The combination of the threaded head
endmill and hard alloy shank
determines the large depths of cutting.

5. A special angle design and the brand

new coating enable to work in

hardness up to HRc62.

The new design can
save costs and increase
the tool life.

|

The exclusive screwed
design can slight run
out and extremely
process.




Assembl
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Clean the threaded solid carbide head and the solid carbide shank.
Note : Please complete this step otherwise it would affect the precision.

SEE” /STEP2
EETE  WIET)EEESETESMISL -

2.1 Wear the gloves.
2.2 Lightly screw the threaded solid carbide head to the solid carbide shank.

5EE=/STEP3

TSI IR HE DB L REREIEEME T A CAVEIZE - BAERS
BRETIHER -
3.1 Screw the shank to the holder.

3.2 Then place the holder on the Tool Holder Locking Device on the working
desk. Use the spanner to screw it tight.

SEEI / STEP 4
A -

Assembly completed.

SEE=SE1E / ATTENTION
$ESM/ISBIEERA » 75055 CISsMIISRS  EEIERI)VNSE » IBEES -

The threaded solid carbide head shall be extremely sharp. Pay attention while screwing the head to the shank for
safety reason.



Operation Note
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Be aware of the run-out before working. The smaller run-out stands for the longer tool life.
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Using the correct cutting parameter :

1. When the machines differ, the rigidity and the spindle torque differ. The cutting data is
always adjusted according to real working condition.

2. Spindle speed and feed are always adjusted in the same ratio.

3. The sound of working gets lower, it's closer to an ideal cutting data.

4. The cutting data is always modified according to different tool extension even if the tool
is the same.
(The cutting data should be lower when the tool extension is longer.)

Q ERSRIEENRIE - BNERGEHRAEUT
ZEEA :
Using a high rigidity tool holder, the holding
length must be controlled with in the safety

range.
JBZFFHEE40mmE £
) More than 40mm
IS == \
16~325 TJEZFFFEAES0mmEA &

More than 50mm

@328 F JEREFFEE60mmEL £

More than 60mm

Pt R MBI IRE S 2% - HiE
-~y RETE+0.008mmUT °

The precision will reach £0.008mm below
after the threaded solid carbide head is
combined with the solid carbide shank.




Regrinding
O napresss B EE

FIEtIHITESEERRELZSE - &BHREHESN -

BIZELMIMEARE  UIHIEEZRIRE : ENIESE -

ErETIEED - ERREMIK « BEER - BERFHIED
Tool extension : I KRS TIRBAERE | » BRTiREIER
When exceeding the extension safety range, the poor $58Me% /) BX-BTB-2T ~ X-UB-2T ~ X-UBT-
rigidity and vibration cause tool breakage and short 2T “ X-UOBZRIESR » WEFHRIESH
tool life. - FREEEES

FNRERNBRERELZEE
Below is the safety range for square and corner

sl el bR For the sake of environmental protection

50 mmiA  Below 50mm and resource preservation, DHF presents

ot e lodies the regrinding service for big shank

70 mmEAA  Below 70mm ; e )

m 125 mmElA Below 125mm endmills. The service is available for X-
@20 170 mmElA  Below 170mm BTB-2T, X-UB-2T, X-UBT-2T and X-UOB
@25 210 mmEA  Below 210mm series.

@32 260 mmEA  Below 260mm

RNBRERGBLZEE
Below is the safety range for ball nose endmills :

o1

Q%DDI% < R L
MEEZBRRE > FRARUH
Uil NMER - A7 Lt
REZRERTAEEE |

Under real working
condition, if the extension
exceeds the safety range,
the cutting data must be
carefully adjusted to avoid
possible breakage!
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* JJEHBERFR P.145~149  Selection of Endmill P.145~149
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ODHE C

B RaRB8
i BAEE

f B - HRcRHRc RHRC R HRC
MG s BEE6

‘st TR o DY) T HFIBEZTIEHRCSS5 ~ 60 ~ 62 65 °
MG Super micro grain. Work material hardness is up to HRc55 ~ 60 ~ 62 ~ 65.

i€ B |coArinGg

BRAKRSE - SEENTL - &1\ ~ HFE  ENHE
(RZZEmA) -

Good at high speed cutting & high hard cutting. For

Dry cutting, MQL and Wet cutting.

BREREEIVISHRESZMHE (F : $45C/1.1210)
» HRFE  EIVEDH -

Good at difficult material and high carbon content

(e.g.,S45C/1.1210) ,for MQL & Wet cutting.

BRERKRSRE - SEELHE - #2210 « BFEDHE -

Good at high speed cutting & high hard cutting. For
Dry cutting and MQL.

BRARSINE - ERSME -
Genetally used on all kind of machining with benefit
of long tool life.

BEXIA/N | GRAIN SIZE

D ARFENIZ0.2 um
(LU Grain size is 0.2 um

¥IRFEHIE0.4 um

Grain size is 0.4 um

REERIZ0.6 um

Grain size is 0.6 um

== ==
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HELIX ANGLE

Ad@aan

% D" d BRRGENT - $&2VHl -
A famory Good at Graphite cutting. For Dry cutting.

BRRSERNL - f2INtIH -
Good at high speed cutting. For Dry cutting.

30° 30° 35° 40° 4

IZHEAE-20° ~ 0° ~ 15% ~ 20° ~ 25° ~ 30° ~ 35° ~ 40° ~ 45° EXEEAZHR | BALL NOSE SHAPE

Helix Angle is —20° ~ 0° ~ 15° ~ 20° ~ 25° ~ 30° ~ 35° ~ 40° ~
45°, @ SEFERR3DEE LA -
S type Itis suitable for three-dimentional curved surface

B = A
q -

Corner Radius.

tIHEli%EE | CUTTING PERFORMANCE
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X- WDEX

iSO (W5
Solid Carblde Shank ( Internal Coolant Hole)

L1

D1

R HERZEE
D1 D1 Tolerance

8.0 8009

10.0 B.009

12.0 Bor

16.0 Bomn

20.0 o013

250 Bo13

320 Bot6

unit: mm
L L D 21 3
Type No. Thread Size Type No. Sh;ﬁﬁ)ia Thread Size

X-WDEX-030060 M5 -3P X-WDEX-200080 20.0 M12-3P
X-WDEX-080075 8.0 75 M5 -3P X-WDEX-200100 20.0 100 M12-3P
X-WDEX-080100 8.0 100 M5 -3P X-WDEX-200150 20.0 150 M12-3P
X-WDEX-100060 10.0 60 M7-3P X-WDEX-200200 20.0 200 M12-3P
X-WDEX-100075 10.0 75 M7 -3P X-WDEX-200250 20.0 250 M12-3P
X-WDEX-100100 10.0 100 M7-3P X-WDEX-200300 20.0 300 M12-3P
X-WDEX-100150 10.0 150 M7-3P X-WDEX-250100 25.0 100 M16 -3P
X-WDEX-120060 12.0 60 M8-3P X-WDEX-250150 25.0 150 M16 -3P
X-WDEX-120080 12.0 80 M 8-3P X-WDEX-250200 25.0 200 M16 -3P
X-WDEX-120100 12.0 100 M8 -3P X-WDEX-250250 25.0 250 M16 -3P
X-WDEX-120150 12.0 150 M 8 -3P X-WDEX-250300 25.0 300 M16 -3P
X-WDEX-160060 16.0 60 M10-3P X-WDEX-320100 32.0 100 M20 -3P
X-WDEX-160080 16.0 80 M10-3P X-WDEX-320150 32.0 150 M20 -3P
X-WDEX-160100 16.0 100 M10-3P X-WDEX-320200 32.0 200 M20 -3P
X-WDEX-160150 16.0 150 M10-3P X-WDEX-320250 32.0 250 M20 -3P
X-WDEX-160200 16.0 200 M10-3P X-WDEX-320300 32.0 300 M20 -3P

X-WDEX-200060  20.0 60 M12-3P




X-WHEX-080060
X-WHEX-080075
X-WHEX-080100
X-WHEX-100060
X-WHEX-100075
X-WHEX-100100
X-WHEX-100150
X-WHEX-120060
X-WHEX-120080
X-WHEX-120100
X-WHEX-120150
X-WHEX-160060
X-WHEX-160080
X-WHEX-160100
X-WHEX-160150
X-WHEX-160200
X-WHEX-200060

D2

Neck Dia.

7.8
7.8
9.8
9.8
9.8
9.8
1.7
1.7
1.7
1.7
15.6
15.6
15.6
15.6
15.6
19.5

75
100
60
75
100
150
60
80
100
150
60
80
100
150
200
60

Solid Carblde Shank ( Internal Coolant Hole)

L2
BRR
Effective

Length

20
20
15
20
20
40
15
20
60
90
15
30
60
90
120
20

X- WHEX

8.0
8.0
10.0
10.0
10.0
10.0
12.0
12.0
12.0
12.0
16.0
16.0
16.0
16.0
16.0
20.0

FEISHR (N5

M5 -3P
M5-3P
M7-3P
M7-3P
M7-3P
M7 -3P
M8 -3P
M8 -3P
M8 -3P
M8 -3P
M10-3P
M10-3P
M10-3P
M10-3P
M10 -3P
M12 -3P

X-WHEX-200080

X-WHEX-200100
X-WHEX-200150
X-WHEX-200200
X-WHEX-200250
X-WHEX-200300
X-WHEX-250100
X-WHEX-250150
X-WHEX-250200
X-WHEX-250250
X-WHEX-250300
X-WHEX-320100
X-WHEX-320150
X-WHEX-320200
X-WHEX-320250
X-WHEX-320300

D2 ‘
L2
M
L1
D1
R WERZEE
D1 D1 Tolerance
8.0 8009
10.0 B.009
12.0 Bor
16.0 Bor
20.0 o013
250 Bo13
320 Bot6
unit : mm

[2)]

Neck Dia.

19.5 80 40 200 M12-3P
19.5 100 60 200 M12-3P
19.5 150 20 200 M12-3P
19.5 200 120 200 M12-3P
19.5 250 150 200 M12-3P
19.5 300 180 200 M12-3P
244 100 50 250 M16-3P
244 150 90 250 M16-3P
244 200 120 250 M16-3P
244 250 150 250 M16-3P
244 300 180 250 M16-3P
31.2 100 50 320 M20-3P
31.2 150 920 320 M20-3P
31.2 200 120 320 M20-3P
31.2 250 150 320 M20-3P
31.2 300 180 320 M20-3P

unit : mm

* X-WHEXR3Z 2Ok E P = RFBIET -




X- WFEX

EISH0R (N5 D2

Solid Carblde Shank ( Internal Coolant Hole) -
L2,
L3
M
L1
o
D1
R RS AZEE
D1 D1 Tolerance
12.0 B
16.0 Bor
200 Bo13
250 Bo13
320 Bote
unit : mm
T #usf\l WE1((< QE 4(((H§ ( < N %
VRSO, Neck Dia. 0 A L Effective Length Shank Dla (h6) Thread Size Taper Angle
XWFEX120100 100 12.0 M7 -3P
X-WFEX-120150 9.8 150 2 65 12.0 M7-3P 1.0
X-WFEX-160100 11.7 100 3 50 16.0 M 8-3P 2.0
X-WFEX-160150 11.7 150 3 85 16.0 M8 -3P 1.5
X-WFEX-160200 11.7 200 3 126 16.0 M 8-3P 1.0
X-WFEX-200100 15.6 100 4 50 20.0 M10-3P 2.0
X-WFEX-200150 15.6 150 4 88 20.0 M10-3P 1.5
X-WFEX-200200 15.6 200 4 130 20.0 M10-3P 1.0
X-WFEX-250200 19.5 200 6 111 25.0 M12-3P 1.5
X-WFEX-250300 195 300 6 164 25.0 M12-3P 1.0
X-WFEX-320300 244 300 8 153 32.0 M16-3P 1.5

unit : mm




X-UOR

E7JEEEI/J5E
End Mills

b
Finishing

@ gk
Semi-finishing
3’I'\’ﬂo%‘sghing

BE RERZE
sz D) D1 R Tolerance

Dry Machining 8.0 +8.02
SETEUIH) 10.0 +0.02
MQL (Mist) 12.0 +8.02

KL

16.0 +0.02
Emulsion Machining 0

200 e

S
500 SEEEDH] }
@r Qﬁ - Oil Machining unit : mm

mgE D1 L1 R D2 L2 SHEIR T BLER
Tyoe N BE & BEH I =K Screw Driver
RSN, Diameter | Flute Length | CornerR Neck Dia. OAL Type No.
8.0 3.5 1.0 7.8 .

X-UOR0810 10.1

X-UOR0820 8.0 35 2.0 7.8 10.1

X-UOR1010 10.0 4.0 1.0 9.8 1.1 M7 -3P K10
X-UOR1020 10.0 4.0 2.0 9.8 1.1 M7-3P K10
X-UOR1110 11.0 4.0 1.0 10.7 1.1 M7-3P K10
X-UOR1120 11.0 4.0 2.0 10.7 1.1 M7 -3P K10
X-UOR1220 12.0 5.0 2.0 1.7 13.8 M8 -3P K12
X-UOR1230 12.0 5.0 3.0 1.7 13.8 M8 -3P K12
X-UOR1320 13.0 5.0 2.0 12.7 13.8 M8 -3P K12
X-UOR1330 13.0 5.0 3.0 12.7 13.8 M8 -3P K12
X-UOR1620 16.0 6.5 2.0 15.6 14.7 M10-3P K16
X-UOR1630 16.0 6.5 3.0 15.6 14.7 M10-3P K16
X-UOR1640 16.0 6.5 4.0 15.6 14.7 M10-3P K16
X-UOR1720 17.0 6.5 2.0 16.6 14.7 M10-3P K16
X-UOR1730 17.0 6.5 3.0 16.6 14.7 M10-3P K16
X-UOR1740 17.0 6.5 4.0 16.6 14.7 M10-3P K16
X-UOR2030 20.0 8.0 3.0 19.5 18.1 M12-3P K20
X-UOR2050 20.0 8.0 5.0 19.5 18.1 M12-3P K20

unit : mm




ODHE
X-UOR

MM Work Material ST EH/MRITEH Alloy Tool Steels / Carbon Too! Steels
P20/P5/ SK3/SKD61/SKD11:1.2311/1.1545/1.2379/1.2344 : H13 / D2 (HRc23~32)
7H8N7338 Coolant Type g3\ /5FEDEl Dry/MQL coolant

JERRE | IHIRE DIERE EARRE NTREE | NLEE WIS
Extension | Cutting Speed Speed Feed (Aa) (Ap) st
Length (mm) (m/min) (minT) (mm/min) Depth of Cut | Width of Cut Milling Type

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




ODHF

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

7H8aN7338 Coolant Type g3\ /5FELDEIl Dry/MQL coolant

JEREE | tIHIERE OEBRE ERRE | NTFE | ITEE MTA
Extension Cutting Speed Speed Feed (Aa) (Ap) e
Length (mm) (m/min) (minT) (mm/min) Depth of Cut | Width of Cut Milling Type

X-UOR2030 45 240 3800 6000~7000 0.3 12 ¥H3% ROUGHING
X-UOR2030 45 215 3400 2500~3000 0.6 12 ¥8#% ROUGHING
X-UOR2030 70 215 3400 4500~5500 0.3 12 ¥8% ROUGHING
X-UOR2030 70 215 3400 2300~2800 0.6 12 ¥H8% ROUGHING
X-UOR2030 100 135 2150 1800~2300 0.25 12 ¥H8% ROUGHING
X-UOR2050 45 240 3800 6000~7000 0.3 9 ¥8#% ROUGHING
X-UOR2050 45 215 3400 2500~3000 0.6 9 ¥H3% ROUGHING
X-UOR2050 70 215 3400 4500~5500 03 9 ¥H8% ROUGHING
X-UOR2050 70 215 3400 2300~2800 0.6 9 ¥8#% ROUGHING
X-UOR2050 100 135 2150 1800~2300 0.25 9 ¥8i% ROUGHING

#EDEI4F Work Material S/ AR Prehardened Steels : NAK8O : 1.2083 : AISI420 : M310 (HRc36~45)

&3\ /5HFELDEl Dry/MQL coolant

JERREE | CIHIERE E3E EHRE INLHRE
Extension Cutting Speed Feed (Aa)
Length (mm) (m/min) (mm/min) Depth of Cut

(Ap) o
Width of Cut Milling Type

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

X-UOR1230 70 145 3900 3500~4000 0.35 5.8 ¥8#% ROUGHING




ODHF

#EDHIPF Work Material SAEEHR/ FAEEM Prehardened Steels : NAK8O : 1.2083 : AISI420 : M310 (HRc36~45)
7H8aN73T8 Coolant Type g3\ /5FELDEl Dry/MQL coolant

TERRE | UHERE OEBRE ERRE | NTRE | NIEE NI
Extension | Cutting Speed Speed Feed (Aa) (Ap) st
Length (mm) (m/min) (minT) (mm/min) Depth of Cut | Width of Cut Milling Type

X-UOR1620 40 250 5000 8000~9000 0.25 10 ¥H8% ROUGHING
X-UOR1620 40 250 5000 4000~5000 0.5 10 ¥8#% ROUGHING
X-UOR1620 60 235 4650 5000~6000 0.25 10 #H8% ROUGHING
X-UOR1620 60 175 3500 2500~3000 0.5 10 ¥H8% ROUGHING
X-UOR1620 920 135 2700 1700~2300 0.25 10 ¥H8% ROUGHING
X-UOR1630 40 250 5000 8000~9000 0.25 9 ¥8#% ROUGHING
X-UOR1630 40 250 5000 4000~5000 0.5 9 ¥H3% ROUGHING
X-UOR1630 60 235 4650 5000~6000 0.25 9 ¥H8% ROUGHING
X-UOR1630 60 175 3500 2500~3000 0.5 9 ¥8#% ROUGHING
X-UOR1630 90 135 2700 1700~2300 0.25 9 ¥8#% ROUGHING
X-UOR1640 40 250 5000 8000~9000 0.25 7 ¥H8% ROUGHING
X-UOR1640 40 250 5000 4000~5000 0.5 7 ¥8#% ROUGHING
X-UOR1640 60 235 4650 5000~6000 0.25 7 ¥8#% ROUGHING
X-UOR1640 60 175 3500 2500~3000 0.5 7 ¥H8% ROUGHING
X-UOR1640 90 135 2700 1700~2300 0.25 7 ¥H8% ROUGHING
X-UOR2030 45 225 3600 3800~4500 0.3 12 ¥8#% ROUGHING
X-UOR2030 45 215 3400 2000~2500 0.6 12 ¥8#% ROUGHING
X-UOR2030 70 215 3400 3500~4500 0.3 12 ¥H8% ROUGHING
X-UOR2030 70 215 3400 1800~2400 0.5 12 ¥8#% ROUGHING
X-UOR2030 100 120 1900 1400~1800 0.25 12 ¥8#% ROUGHING
X-UOR2050 45 225 3600 3800~4500 0.3 9 ¥H8% ROUGHING
X-UOR2050 45 215 3400 2000~2500 0.6 9 ¥H8% ROUGHING
X-UOR2050 70 215 3400 3500~4500 0.3 9 ¥8#% ROUGHING
X-UOR2050 70 215 3400 1800~2400 0.5 9 ¥H3% ROUGHING
X-UOR2050 100 120 1900 1400~1800 0.25 9 ¥H8% ROUGHING

X-UORTJERRET EBMEMMRE RN (HSC) » HERAMKIEEEHEHRe 30~HRc 52 °
Note X-UOR is designed for High Speed Cutting(HSC). Good with the material from HRc 30~HRc 52

FETEIE W : ERIBEH Hardened Steels
S o Marerial SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)
7528 Coolant Type g2\ /5HELDE] Dry/MQL coolant

JERRE | CIHIERE ESES EHRRE
Extension | Cutting Speed Feed (Ap)

P, e
Length (mm) | (m/min) (mm/min) Width of Cut Milling Type

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




ODHE

)| d ENERIBW Hardened Steels
S o Marcrial SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

7578 Coolant Type g3\ /5FELDEIl Dry/MQL coolant

JERRE | IHIRE DIERE EARRE mnr=E MITAR
Extension Cutting Speed Speed Feed (Ap) e L
Length (mm) (m/min) (min°) (mm/min) Width of Cut Milling Type

INTRE
(Aa)
Depth of Cut

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




b
Finishing

@ g
Semi-finishing
»Rﬂo%fghing

gZIVUDHl
Dry Machining

ST UIH)
MQL (Mist)

KAELDH
Emulsnon Machining

SERIELDHI
r ) 0il Machining
Tﬂ?bz \_1« 7] E .,-,% “‘51‘“ /\§
ype No. Diameter | Flute Length CornerR | NeckDia. | OA.L Thread Size

" X-UEYR0810

X-UEYR0820 8.0
X-UEYR1010 10.0
X-UEYR1020 10.0
X-UEYR1220 12.0
X-UEYR1230 12.0
X-UEYR1620 16.0
X-UEYR1630 16.0
X-UEYR1640 16.0
X-UEYR2030 20.0
X-UEYR2050 20.0

35
4.0
4.0
5.0
5.0
6.5
6.5
6.5
8.0
8.0

X-UEYR

E7JES/E1H]%E
End Mills

2.0 7.8
1.0 9.8
2.0 9.8
2.0 1.7
3.0 1.7
2.0 15.6
3.0 15.6
4.0 15.6
3.0 19.5
5.0 19.5

1L

10.1
10.1
111
1.1
13.8
13.8
14.7
14.7
14.7
18.1
18.1

B
D1
8.0
10.0
12.0
16.0
20.0

T M53p
M5 -3P

REREE
R Tolerance

+0.02
0

+0.02
0

+0.02
0

+0.02
0

+0.02
0

M7 -3P
M7-3P
M8 -3P
M8 -3P
M10-3P
M10-3P
M10-3P
M12-3P
M12-3P

BEREE
D1 Tolerance

Q
-0.02
Q
-0.02
Q
-0.02
Q
-0.02
Q
-0.03
unit : mm

SHEIR SRR
Screw Driver
Type No.

K10
K10
K12
K12
K16
K16
K16
K20
K20

unit : mm



ODHE

EDHIRIFR x- " E YR MILLING CONDITIONS
LI Work Material MR Hardened Steels
SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

7578 Coolant Type g3\ /5FEDEl Dry/MQL coolant

JERRE | IHIRE DIERE EARRE mI=E MITAR
Extension Cutting Speed Speed Feed (Ap) e L
Length (mm) (m/min) (min°) (mm/min) Width of Cut Milling Type

INTRE
(Aa)
Depth of Cut

X-UEYR0810 25 170 6800~7200  3000~3400 0.2~0.25 5~8 &8 SLOTTING
X-UEYR0810 25 170 6800~7200  4500~5000 0.2~0.25 0.2~0.25 3D§f 3D MILLING
X-UEYR0810 40 120 4800~5200  2400~2800 0.15~0.2 5~8 &% SLOTTING
X-UEYR0810 40 120 4800~5200  3400~3800 0.15~0.2  0.15~0.2 3Dt 3D MILLING
X-UEYR0810 60 55 2200~2600  1000~1200 0.1~0.15 5~8 & SLOTTING
X-UEYR0810 60 70 2800~3300 2800~3200 0.1~0.15  0.1~0.15 3D 3D MILLING
X-UEYR0820 25 170 6800~7200  3000~3400 0.2~0.25 3~8 &8 SLOTTING
X-UEYR0820 25 170 6800~7200  4500~5000 0.2~0.25 0.2~0.25 3D 3D MILLING
X-UEYR0820 40 120 4800~5200  2400~2800 0.15~0.2 3~8 &% SLOTTING
X-UEYR0820 40 120 4800~5200  3400~3800 0.15~0.2  0.15~0.2 3Dt 3D MILLING
X-UEYR0820 60 55 2200~2600  1000~1200 0.1~0.15 3~8 &R SLOTTING
X-UEYR0820 60 70 2800~3300  2800~3200 0.1~0.15  0.1~0.15 3D 3D MILLING
X-UEYR1010 30 255 8000~8600  5500~6000  0.2~0.3 7~10 &8% SLOTTING
X-UEYR1010 30 205 6600~7000  3600~4000  0.2~0.3 7~10 &R SLOTTING
X-UEYR1010 30 255 8000~8600  5500~6000  0.2~0.3 0.2~0.3 3D 3D MILLING
X-UEYR1010 30 205 6600~7000  4700~5200  0.2~0.3 0.2~0.3  3Dif 3D MILLING
X-UEYR1010 50 160 5000~5500  2200~2600 0.15~0.2 7~10 &#f SLOTTING
X-UEYR1010 50 160 5000~5500  3800~4200 0.15~0.2 0.15~0.2 3D 3D MILLING
X-UEYR1010 70 115 3600~4000 1600~2000 0.1~0.15 7~10 &8 SLOTTING
X-UEYR1010 70 115 3600~4000  2600~3000 0.1~0.15 0.1~0.15 3Dgt 3D MILLING
X-UEYR1020 30 255 8000~8600  5500~6000  0.2~0.3 5~10 &% SLOTTING
X-UEYR1020 30 205 6600~7000 3600~4000 0.2~0.3 5~10 &8 SLOTTING
X-UEYR1020 30 255 8000~8600  5500~6000  0.2~0.3 0.2~0.3 3Dt 3D MILLING
X-UEYR1020 30 205 6600~7000 4700~5200  0.2~0.3 0.2~0.3  3Dif 3D MILLING
X-UEYR1020 50 160 5000~5500  2200~2600 0.15~0.2 5~10 &% SLOTTING
X-UEYR1020 50 160 5000~5500  3800~4200 0.15~0.2 0.15~0.2 3D 3D MILLING
X-UEYR1020 70 115 3600~4000 1600~2000 0.1~0.15 5~10 &% SLOTTING
X-UEYR1020 70 115 3600~4000  2600~3000 0.1~0.15  0.1~0.15 3D 3D MILLING
X-UEYR1220 40 170 4500~5000  2800~3200 0.3~0.35 7~12 & SLOTTING
X-UEYR1220 40 190 5000~5500  3600~4000 0.3~0.35 0.3~0.35 3D 3D MILLING
X-UEYR1220 70 165 4400~4800  2200~2600 0.2~0.25 7~12 &% SLOTTING
X-UEYR1220 70 120 3200~3600 2200~2600 0.2~0.25 0.2~0.25 3D§f 3D MILLING
X-UEYR1220 90 105 2700~3200 600~1000  0.05~0.1 7=12 &% SLOTTING
X-UEYR1220 90 120 3200~3600  1000~1400 0.05~0.1 0.05~0.1 3D 3D MILLING
X-UEYR1230 40 170 4500~5000  2800~3200 0.3~0.35 5~12 & SLOTTING
X-UEYR1230 40 190 5000~5500  3600~4000 0.3~0.35 0.3~0.35 3D 3D MILLING
X-UEYR1230 70 165 4400~4800  2200~2600 0.2~0.25 5~12 &8 SLOTTING
X-UEYR1230 70 120 3200~3600 2200~2600 0.2~0.25 0.2~0.25 3D 3D MILLING
X-UEYR1230 90 105 2700~3200 600~1000  0.05~0.1 5~12 &% SLOTTING

X-UEYR1230 90 120 3200~3600  1000~1400 0.05~0.1 0.05~0.1 3D 3D MILLING




ODHF

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

7578 Coolant Type g3\ /5FELDEIl Dry/MQL coolant

JERRE | tIHIERE TERE EARRE mI=E MITAR
Extension Cutting Speed Speed Feed (Ap) e L
Length (mm) | (m/min) (min’T) (mm/min) Width of Cut Milling Type

INTRE
(Aa)
Depth of Cut

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

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




ODHE

EDHIRIFR x- " E YR MILLING CONDITIONS
DA Work Material ERIBH Hardened Steels: SKD11/SKH9: 1.2379/1.3342: D2 / M2 (HRc55~62)

7578 Coolant Type g3\ /5FEDEl Dry/MQL coolant

JERRE | IHIRE DIERE EARRE mI=E MITAR
Extension Cutting Speed Speed Feed (Ap) e L
Length (mm) (m/min) (min°) (mm/min) Width of Cut Milling Type

INTRE
(Aa)
Depth of Cut

X-UEYR0810 25 105 4200~4600  1800~2200  0.05~0.1 5~8 &8 SLOTTING
X-UEYR0810 25 105 4200~4600  1600~2000 0.05~0.1  0.05~0.1 3D 3D MILLING
X-UEYR0810 40 95 3800~4200  1000~1200 0.05~0.08 5~8 &% SLOTTING
X-UEYR0810 40 920 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 & 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 &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 40 920 3600~4000  1600~2000 0.05~0.08 0.05~0.08 3D 3D MILLING
X-UEYR0820 60 45 1800~2200 600~800  0.05~0.08 3~8 &R 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 &8% SLOTTING
X-UEYR1010 30 100 3200~3600  2000~2400 0.05~0.1  0.07~0.1 3Dgt 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 &#f 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 &8 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 &% 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 &R 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 &8 SLOTTING
X-UEYR1220 40 100 2600~3000  1600~2000 0.1~0.15  0.1~0.15  3Dgf 3D MILLING
X-UEYR1220 70 75 2000~2400 800~1000  0.05~0.1 7=12 &% 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 & SLOTTING
X-UEYR1220 90 70 1800~2200 800~1000  0.05~0.1 0.05~0.1 3Dg% 3D MILLING
X-UEYR1230 40 105 2800~3200  1200~1600 0.1~0.15 5~12 &8% 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 920 70 1800~2200 600~800 0.05~0.1 5~12 & 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§t 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




ODHF

fRUIHIR Work Material EARIBH Hardened Steels: SKD11/SKH9: 1.2379/1.3342: D2 / M2 (HRc55~62)

7578 Coolant Type g3\ /5FELDEIl Dry/MQL coolant

TERRE | UHERE OEBRE ERRE | NTRE | NIEE MTA
Extension | Cutting Speed Speed Feed (Aa) (Ap) st
Length (mm) (m/min) (minT) (mm/min) Depth of Cut | Width of Cut Milling Type

X-UEYR1620 120 70 1400~1800 400~600 0.05~0.1 11~16 & 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 &% SLOTTING
X-UEYR1630 60 130 2600~3000  1000~1200 0.1~0.15  0.1~0.15 3D 3D MILLING
X-UEYR1630 90 920 1800~2200 600~800 0.05~0.1 9~16 &R SLOTTING
X-UEYR1630 920 20 1800~2200 800~1000  0.05~0.1 0.05~0.1 3Dg#% 3D MILLING
X-UEYR1630 120 70 1400~1800 400~600 0.05~0.1 9~16 &8% SLOTTING
X-UEYR1630 120 80 1600~2000 600~800 0.05~0.1  0.05~0.1 3Dgf% 3D MILLING
X-UEYR1640 60 120 2400~2800 800~1000  0.1~0.15 7~16 &% SLOTTING
X-UEYR1640 60 130 2600~3000  1000~1200 0.1~0.15  0.1~0.15 3D 3D MILLING
X-UEYR1640 90 920 1800~2200 600~800 0.05~0.1 7~16 & SLOTTING
X-UEYR1640 90 20 1800~2200 800~1000  0.05~0.1 0.05~0.1 3Dg% 3D MILLING
X-UEYR1640 120 70 1400~1800 400~600 0.05~0.1 7~16 &8% 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  &$% SLOTTING
X-UEYR2030 60 130 1900~2300  1000~1200 0.1~0.15 0.1~0.15 3Dt 3D MILLING
X-UEYR2030 110 920 1200~1600 600~800 0.05~0.1 12~20 &% SLOTTING
X-UEYR2030 110 920 1200~1600 800~1000  0.05~0.1 0.05~0.1 3Dg% 3D MILLING
X-UEYR2030 150 70 900~1300 400~600 0.05~0.1 12~20 & 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 &% SLOTTING
X-UEYR2050 60 130 1900~2300  1000~1200 0.1~0.15 0.1~0.15 3Dt 3D MILLING
X-UEYR2050 110 920 1200~1600 600~800 0.05~0.1 9~20 & SLOTTING
X-UEYR2050 110 20 1200~1600 800~1000  0.05~0.1 0.05~0.1 3Dg% 3D MILLING
X-UEYR2050 150 70 900~1300 400~600 0.05~0.1 9~20 &8% SLOTTING

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




n To—
TRB AL
End M|IIs
L
Finishing
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Semi-finishing
izt
Roughing
BE |BEEREE
pr— D1 D1 Tolerance
Dry Machining 8.0 _8 -
SEBLDHI 10.0 302
MQL (Mist)
12.0 302
MEEDH] 0
Emulsion Machining ;gg '8'02
8 -0.03
SHIEEDH] 25.0 0
0il Machining . -0.04
32.0 _8.04
unit : mm
5 L1 SHEIR SRR
T §25§l al ‘“E1“< Screw Driver
YRENO, Dlameter Flute Length | Neck Dia. 0 A L. Thread Size Type No.
X-UET0804 8.0 121 M5 -3P
X-UET1004 10.0 10.0 9.8 16.1 M7-3P K10
X-UET1204 12.0 12.0 1.7 20.3 M8 -3P K12
X-UET1604 16.0 16.0 15.6 25.7 M10-3P K16
X-UET2004 20.0 20.0 19.5 31.1 M12-3P K20
X-UET2504 25.0 25.0 24.4 393 M16-3P K25
X-UET3204 32.0 32.0 31.2 48.0 M20-3P K32

unit : mm




ODHE
X-UET

HEEDEIM Work Material BETEH/BRTEM Alloy Too! Steels / Carbon Too! Steels
P20/P5/ SK3/SKD61/SKD11:1.2311/1.1545/1.2379/1.2344 : H13 / D2 (HRc23~32)
731\ Coolant Type BIVEDEI Wet coolant
JERRE | IHIRE TEBRE ERRRE

Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (min") (mm/min)

INTRE
(Aa)
Depth of Cut

DR NI
Width of Cut Milling Type

X-UET0804 25 105 5000~5500  1200~1600 0.15~0.3 6~8 &8 SLOTTING
X-UET0804 25 105 5000~5500 700~900 0.5~1 6~8 &R 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 {8 SIDE MILLING
X-UET0804 25 105 5000~5500  1000~1400 8 0.5~1 {RI$% SIDE MILLING
X-UET0804 25 105 5000~5500 800~1000 8 0.05~0.1  {Al§% SIDE MILLING
X-UET0804 45 65 2500~2800 600~800 0.1~0.2 6~8 &8 SLOTTING
X-UET0804 45 100 3800~4200 600~800 0.05~0.1 6~8 &R SLOTTING
X-UET0804 45 95 3600~4000 800~1000 8 0.1~0.2  fAlg% SIDE MILLING
X-UET0804 45 100 3800~4200 600~800 8 0.05~0.1  fA& SIDE MILLING
X-UET0804 60 50 1800~2200 300~500 0.05~0.1 6~8 & SLOTTING
X-UET0804 60 75 2700~3200 400~600 8 0.05~0.1  {Al§% SIDE MILLING
X-UET1004 30 150 4500~5000  1400~1800  0.2~0.4 8~10 &8% SLOTTING
X-UET1004 30 150 4500~5000 800~1000 0.5~1 8~10 & SLOTTING
X-UET1004 30 150 4500~5000 800~1200  0.05~0.1 8~10 &% SLOTTING
X-UET1004 30 150 4500~5000  2000~2400 10 0.2~0.4  fAl$% SIDE MILLING
X-UET1004 30 150 4500~5000  1200~1600 10 0.5~1 {Rl#% 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 &8 SLOTTING
X-UET1004 50 100 3000~3400 600~800 0.05~0.1 8~10 & 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 {8 SIDE MILLING
X-UET1004 70 30 800~1200 300~500 0.05~0.1 8~10 &R 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 B5) 135 3400~3800 800~1000 0.8~1.2 10~12 /&% SLOTTING
X-UET1204 35 145 3600~4000 800~1200  0.1~0.15 10~12  &$% SLOTTING
X-UET1204 35 145 3600~4000  2000~2400 12 0.3~0.5  fAl#% SIDE MILLING
X-UET1204 35 145 3600~4000  1200~1600 12 0.8~1.2  fAl% SIDE MILLING
X-UET1204 35 145 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 {8 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  fAl% SIDE MILLING

X-UET1604 45 150 2700~3200 600~1000 16 0.8~1.2  fAl#% SIDE MILLING




ODHE

DM Work Material BETEH/BRTEM Alloy Too! Steels / Carbon Too! Steels
P20/P5/ SK3/SKD61/SKD11:1.2311/1.1545/1.2379/1.2344 : H13 / D2 (HRc23~32)
731\ Coolant Type BIVEDEI Wet coolant
JERRE | tHERE TEBRE ERRRE

Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

INTRE
(Aa)
Depth of Cut

DR NI
Width of Cut Milling Type

X-UET1604 45 150 2700~3200 700~900 16 0.1~0.15 {8 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  fAl SIDE MILLING
X-UET1604 70 130 2400~2700 600~800 16 0.1~0.15  {Al§% 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 {8 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 {BI$5% SIDE MILLING
X-UET2004 60 150 2100~2600 600~800 20 1~1.5 {RI$% SIDE MILLING
X-UET2004 60 150 2100~2600 500~700 20 0.1~0.2  fAlg% 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 90 130 1900~2300 400~600 20 0.1~0.2  fAl#% 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  fAlg% 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$% SIDE MILLING
X-UET2504 60 140 1600~2000 600~800 25 1.2~1.7  {8l§% SIDE MILLING
X-UET2504 60 140 1600~2000 600~800 25 0.1~0.2  fAl§% SIDE MILLING
X-UET2504 100 120 1300~1700 600~800 0.4~0.7 23~25 &% SLOTTING
X-UET2504 100 130 1500~1900 500~700 0.1~0.2 23~25  &# SLOTTING
X-UET2504 100 120 1300~1700 800~1200 25 0.4~0.7  fAl% SIDE MILLING
X-UET2504 100 130 1500~1900 500~700 25 0.1~0.2  fAl% SIDE MILLING
X-UET2504 130 100 1100~1500 300~500 0.1~0.2 23~25  &# SLOTTING
X-UET2504 130 60 600~1000 300~500 25 0.1~0.2  fAl% SIDE MILLING
X-UET3204 70 140 1200~1600 400~600 1~1.5 30~32 & SLOTTING
X-UET3204 70 140 1200~1600 450~650 0.1~0.2 30~32  E# SLOTTING
X-UET3204 70 140 1200~1600 600~800 32 1~1.5 {RI#% SIDE MILLING
X-UET3204 70 140 1200~1600 400~600 32 1.7~2.2  {AI$% 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  &# 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$5% SIDE MILLING
X-UET3204 110 120 1000~1400 300~500 32 0.1~0.2  fAlg% 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




ODHE

EDHIRIFR x- ” E T MILLING CONDITIONS
#ZEDHIM Work Material B35/ FaEESH Prehardened Steels : NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

731\ Coolant Type BIVEDEI Wet coolant

JERRE | CIHIERE TEERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (min") (mm/min)

INTRE
(Aa)
Depth of Cut

DR NI
Width of Cut Milling Type

X-UET0804 25 105 5000~5500  1200~1600 0.15~0.3 6~8 &8 SLOTTING
X-UET0804 25 105 5000~5500 700~900 0.5~1 6~8 &R 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 {8 SIDE MILLING
X-UET0804 25 105 5000~5500  1000~1400 8 0.5~1 {RI$% SIDE MILLING
X-UET0804 25 105 5000~5500 800~1000 8 0.05~0.1  {Al§% SIDE MILLING
X-UET0804 45 65 2500~2800 600~800 0.1~0.2 6~8 &8 SLOTTING
X-UET0804 45 100 3800~4200 600~800 0.05~0.1 6~8 &R SLOTTING
X-UET0804 45 95 3600~4000 800~1000 8 0.1~0.2  fAlg% SIDE MILLING
X-UET0804 45 100 3800~4200 600~800 8 0.05~0.1  fA& SIDE MILLING
X-UET0804 60 50 1800~2200 300~500 0.05~0.1 6~8 & SLOTTING
X-UET0804 60 75 2700~3200 400~600 8 0.05~0.1  {Al§% SIDE MILLING
X-UET1004 30 150 4500~5000  1400~1800  0.2~0.4 8~10 &8% SLOTTING
X-UET1004 30 150 4500~5000 800~1000 0.5~1 8~10 & SLOTTING
X-UET1004 30 150 4500~5000 800~1200  0.05~0.1 8~10 &% SLOTTING
X-UET1004 30 150 4500~5000  2000~2400 10 0.2~0.4  fAl$% SIDE MILLING
X-UET1004 30 150 4500~5000  1200~1600 10 0.5~1 {Rl#% 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 &8 SLOTTING
X-UET1004 50 100 3000~3400 600~800 0.05~0.1 8~10 & 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 {8 SIDE MILLING
X-UET1004 70 30 800~1200 300~500 0.05~0.1 8~10 &R 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 B5) 135 3400~3800 800~1000 0.8~1.2 10~12 /&% SLOTTING
X-UET1204 35 145 3600~4000 800~1200  0.1~0.15 10~12  &$% SLOTTING
X-UET1204 35 145 3600~4000  2000~2400 12 0.3~0.5  fAl#% SIDE MILLING
X-UET1204 35 145 3600~4000  1200~1600 12 0.8~1.2  fAl% SIDE MILLING
X-UET1204 35 145 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 {8 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  fAl% SIDE MILLING

X-UET1604 45 150 2700~3200 600~1000 16 0.8~1.2  fAl#% SIDE MILLING




ODHE

#EDHIMF Work Material SHEEH/ FAEEM Prehardened Steels : NAK8O : 1.2083 : AISI420 : M310 (HRc36~45)

731\ Coolant Type BIVEDEI Wet coolant

JERRE | tIHIERE TERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

INTRE
(Aa)
Depth of Cut

DR NI
Width of Cut Milling Type

X-UET1604 45 150 2700~3200 700~900 16 0.1~0.15 {8 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  fAl SIDE MILLING
X-UET1604 70 130 2400~2700 600~800 16 0.1~0.15  {Al§% 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 {8 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 {BI$5% SIDE MILLING
X-UET2004 60 150 2100~2600 600~800 20 1~1.5 {RI$% SIDE MILLING
X-UET2004 60 150 2100~2600 500~700 20 0.1~0.2  fAlg% 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 90 130 1900~2300 400~600 20 0.1~0.2  fAl#% 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  fAlg% 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$% SIDE MILLING
X-UET2504 60 140 1600~2000 600~800 25 1.2~1.7  {8l§% SIDE MILLING
X-UET2504 60 140 1600~2000 600~800 25 0.1~0.2  fAl§% SIDE MILLING
X-UET2504 100 120 1300~1700 600~800 0.4~0.7 23~25 &% SLOTTING
X-UET2504 100 130 1500~1900 500~700 0.1~0.2 23~25  &# SLOTTING
X-UET2504 100 120 1300~1700 800~1200 25 0.4~0.7  fAl% SIDE MILLING
X-UET2504 100 130 1500~1900 500~700 25 0.1~0.2  fAl% SIDE MILLING
X-UET2504 130 100 1100~1500 300~500 0.1~0.2 23~25  &# SLOTTING
X-UET2504 130 60 600~1000 300~500 25 0.1~0.2  fAl% SIDE MILLING
X-UET3204 70 140 1200~1600 400~600 1~1.5 30~32 & SLOTTING
X-UET3204 70 140 1200~1600 450~650 0.1~0.2 30~32  E# SLOTTING
X-UET3204 70 140 1200~1600 600~800 32 1~1.5 {RI#% SIDE MILLING
X-UET3204 70 140 1200~1600 400~600 32 1.7~2.2  {AI$% 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  &# 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$5% SIDE MILLING
X-UET3204 110 120 1000~1400 300~500 32 0.1~0.2  fAlg% 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




ODHE

EDHIRIFR x- ” E T MILLING CONDITIONS
LI Work Material BRI Hardened Steels
SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

7578 Coolant Type 8ZZVEDHI Dry coolant

JERRE | CIHIERE TEERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (min") (mm/min)

INTRE
(Aa)
Depth of Cut

DR I/
Width of Cut Milling Type

X-UET0804 25 80 3000~3400 800~1000  0.05~0.1 6~8 &8 SLOTTING
X-UET0804 25 65 2400~2800 400~600 8 0.05~0.1  {Al§% 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  {Al§% 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 {8l SIDE MILLING
X-UET1004 50 60 1800~2200 400~600 0.05~0.1 8~10 &R 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 &8 SLOTTING
X-UET1004 70 55 1600~2000 300~500 10 0.05~0.1  {Al§% SIDE MILLING
X-UET1204 35 80 2000~2400 450~650 0.1~0.15 10~12  &$% SLOTTING
X-UET1204 35 80 2000~2400 400~600 12 0.1~0.15 {8 SIDE MILLING
X-UET1204 60 75 1800~2200 300~500 0.1~0.15 10~12 /&% SLOTTING
X-UET1204 60 75 1800~2200 300~500 12 0.1~0.15  {Al§% SIDE MILLING
X-UET1204 80 50 1200~1600 200~300 0.1~0.15 10~12 & SLOTTING
X-UET1204 80 70 1600~2000 300~400 12 0.1~0.15  {Al§% SIDE MILLING
X-UET1604 45 80 1400~1800 300~500 0.1~0.15 14~16  &$% SLOTTING
X-UET1604 45 70 1300~1600 300~500 16 0.1~0.15 {8 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  {Al§% SIDE MILLING
X-UET2004 60 80 1100~1500 300~500 0.1~0.2 18~20  &S% SLOTTING
X-UET2004 60 70 1000~1300 300~500 20 0.1~0.2 {8l 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  {Al§% 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 {8l 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  fAlg% SIDE MILLING
X-UET2504 130 50 500~800 150~250 0.1~0.2 23~25  &# SLOTTING
X-UET2504 130 50 500~800 150~250 25 0.1~0.2  fAl% 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 {8l SIDE MILLING
X-UET3204 110 65 500~800 150~300 0.1~0.2 30~32 & 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  E#i SLOTTING

X-UET3204 150 50 350~650 100~200 32 0.1~0.2  fAl§% SIDE MILLING




L ODHEF

X-UXR

f ‘ BEMIt/J5E
End Mills

i
Finishing

@ gk
Semi-finishing

it
Roughing

BE | RERZEE |BEAEE
EZawelol| D1 | RTolerance | D1 Tolerance

Dry Machining 8.0 +8.02 _8-02
12.0 o2 802
Emulsioﬁ&iﬁﬁﬁfg 16.0 +8'02 -8.02
- ‘ 20.0 4802 805
50 cilMachinng 250 %2 Boa
unit : mm
HU5R L 7] 22 L SHEHRF RS
Type No. DI;TT:;TGI’ Flute Ligth Cgr’r_;eigR Nech1 Dia. 0. AEL Thread Size SC?%eDﬁlav &
X-UXR0803 121
X-UXR0805 8.0 8.0 0.5 7.8 12.1
X-UXR0810 8.0 8.0 1.0 7.8 121
X-UXR1005 10.0 10.0 0.5 9.8 16.1 M7-3P K10
X-UXR1010 10.0 10.0 1.0 9.8 16.1 M7 -3P K10
X-UXR1205 12.0 12.0 0.5 11.7 20.3 M8 -3P K12
X-UXR1210 12.0 12.0 1.0 11.7 20.3 M 8 -3P K12
X-UXR1605 16.0 16.0 0.5 15.6 25.7 M10-3P K16
X-UXR1610 16.0 16.0 1.0 15.6 25.7 M10-3P K16
X-UXR1620 16.0 16.0 2.0 15.6 25.7 M10-3P K16
X-UXR2010 20.0 20.0 1.0 19.5 311 M12-3P K20
X-UXR2020 20.0 20.0 2.0 19.5 311 M12-3P K20
X-UXR2030 20.0 20.0 3.0 19.5 311 M12-3P K20
X-UXR2530 25.0 25.0 3.0 244 393 M16-3P K25
X-UXR2550 25.0 25.0 5.0 244 393 M16-3P K25

unit : mm




ODHE

EDHIRFR x- " X R MILLING CONDITIONS
DA Work Material B3/ FaEES Prehardened Steels : NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

731\ Coolant Type BIVEDEI Wet coolant

JERRE | tIHIERE TERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

INTRE
(Aa)
Depth of Cut

DR NI
Width of Cut Milling Type

X-UXR0803 30 210 8500~9000  2200~2600 0.15~0.2 7~8 &8 SLOTTING
X-UXR0803 30 210 8500~9000  1400~1800 0.08~0.11 7~8 &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 &8 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 3D 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 3Dt 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 &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 &8 SLOTTING
X-UXR0810 50 140 5400~5600 700~1100  0.07~0.1 5~8 &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 3D 3D MILLING
X-UXR0810 70 55 1700~2200 400~800 0.07~0.1 5~8 &8 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 0.18~0.23 8~10 Bf-FAT
X-UXR1005 35 220 7000~7500  1400~1800 0.08~0.13 8~10 BI-EE
X-UXR1005 35 220 7000~7500  2800~3200 0.18~0.23 0.18~0.23 3D§E-FAL
X-UXR1005 35 220 7000~7500  3000~3500 0.08~0.13 0.08~0.13 3D#i-#5#t
X-UXR1005 55 195 5700~6200  2000~2400 0.18~0.23 8~10 B-RAT
X-UXR1005 55 195 5700~6200  1400~1800 0.08~0.13 8~10 BB
X-UXR1005 55 195 5700~6200  2200~2600 0.18~0.23 0.18~0.23 3D#i-FAL
X-UXR1005 55 195 5700~6200  2200~2600 0.08~0.13 0.08~0.13 3D#i-*5#t
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 B5) 220 7000~7500  2000~2400 0.18~0.23 7~10 & SLOTTING
X-UXR1010 35 220 7000~7500  1400~1800 0.08~0.13 7~10 &8 SLOTTING

X-UXR1010 35 220 7000~7500  2800~3200 0.18~0.23 0.18~0.23 3Dgf 3D MILLING




ODHE

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

731\ Coolant Type BIVEDEI Wet coolant

JERRE | CIHIERE TEERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (min") (mm/min)

INTRE
(Aa)
Depth of Cut

DR I/
Width of Cut Milling Type

X-UXR1010 35 220 7000~7500  3000~3500 0.08~0.13 0.08~0.13 3Dgf% 3D MILLING
X-UXR1010 55 195 5700~6200  2000~2400 0.18~0.23 7~10 &8 SLOTTING
X-UXR1010 55 195 5700~6200  1400~1800 0.08~0.13 7~10 &8 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  &$% SLOTTING
X-UXR1205 40 190 4500~5000 1200~1600 0.1~0.15 10~12 &% SLOTTING
X-UXR1205 40 190 4500~5000  2200~2600 0.15~0.2 0.15~0.2 3D 3D MILLING
X-UXR1205 40 190 4500~5000  2000~2400 0.1~0.15 0.1~0.15 3Dt 3D MILLING
X-UXR1205 60 180 4200~4700  1100~1500 0.1~0.15 10~12  &$% SLOTTING
X-UXR1205 60 180 4200~4700  1200~1600 0.1~0.15  0.1~0.15 3Dt 3D MILLING
X-UXR1205 100 920 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  3D#% 3D MILLING
X-UXR1210 40 190 4500~5000  1400~1800 0.15~0.2 9~12 & SLOTTING
X-UXR1210 40 190 4500~5000 1200~1600 0.1~0.15 9~12 & 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 &% SLOTTING
X-UXR1210 60 180 4200~4700  1200~1600 0.1~0.15 0.1~0.15 3Dt 3D MILLING
X-UXR1210 100 90 2000~2400 600~900 0.07~0.1 9~12 &8 SLOTTING
X-UXR1210 100 85 1700~2200 800~1200  0.07~0.1 0.07~0.1 3Dg% 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 & 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  3Dg#% 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 130 920 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#f 3D MILLING




ODHE

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

731\ Coolant Type RIVEDEI Wet coolant

JERRE | tIHIERE TERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

INTRE
(Aa)
Depth of Cut

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

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




ODHE

EDHIRIFR x- " X R MILLING CONDITIONS
LI Work Material BRI Hardened Steels
SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

7578 Coolant Type 8ZZVEDHI Dry coolant

JERRE | CIHIERE TEERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (min") (mm/min)

INTRE
(Aa)
Depth of Cut

DR I/
Width of Cut Milling Type

X-UXR0803 30 150 5500~6500  1200~1600  0.07~0.1 7~8 &8 SLOTTING
X-UXR0803 30 150 5500~6500  2200~2600 0.07~0.1  0.07~0.1 3D#% 3D MILLING
X-UXR0803 50 125 4500~5000 600~1000 0.06~0.08 7~8 &% SLOTTING
X-UXR0803 50 125 4500~5000 800~1200  0.07~0.1  0.07~0.1 3D#% 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 &8 SLOTTING
X-UXR0805 30 150 5500~6500  2200~2600 0.07~0.1  0.07~0.1 3D#% 3D MILLING
X-UXR0805 50 125 4500~5000 600~1000 0.06~0.08 6~8 &% 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 &8 SLOTTING
X-UXR0810 30 150 5500~6500  2200~2600 0.07~0.1  0.07~0.1 3D#% 3D MILLING
X-UXR0810 50 125 4500~5000 600~1000 0.06~0.08 5~8 &% SLOTTING
X-UXR0810 50 125 4500~5000 800~1200  0.07~0.1  0.07~0.1  3D#% 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 &8 SLOTTING
X-UXR1005 35 160 5000~5500  2600~3000 0.08~0.12 0.08~0.12 3D§% 3D MILLING
X-UXR1005 55 150 4700~5200  1200~1600 0.08~0.12 8~10 &% 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 &8 SLOTTING
X-UXR1010 35 160 5000~5500  2600~3000 0.08~0.12 0.08~0.12 3D§% 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 90 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 3Dgf% 3D MILLING
X-UXR1210 40 130 3000~3400 1200~1600 0.1~0.13 9~12 &8 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 &% SLOTTING
X-UXR1210 60 120 2700~3200  1000~1400 0.1~0.13  0.1~0.13 3D 3D MILLING
X-UXR1210 100 90 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 3Dgf% 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




ODHE

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

7578 Coolant Type 8ZZVEDHI Dry coolant

JERRE | tIHIERE TERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

INTRE
(Aa)
Depth of Cut

DR I
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 20 1400~1800 400~700  0.08~0.12  14~16 &% SLOTTING
X-UXR1605 130 920 1400~1800 400~700  0.08~0.12 0.08~0.12 3D§% 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  J&# SLOTTING
X-UXR1610 100 110 1800~2200 600~1000  0.1~0.15  0.1~0.15  3Dg% 3D MILLING
X-UXR1610 130 20 1400~1800 400~700  0.08~0.12  13~16  i&#% SLOTTING
X-UXR1610 130 20 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  3Dg% 3D MILLING
X-UXR1620 130 920 1400~1800 400~600  0.08~0.12  11~16 &% SLOTTING
X-UXR1620 130 20 1400~1800 400~700  0.08~0.12 0.08~0.12 3D§% 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  &$% SLOTTING
X-UXR2010 180 20 1300~1600 500~800 0.1~0.15 0.12~0.15 3D§#% 3D MILLING
X-UXR2020 70 175 2500~3000 500~700 0.1~0.2 15~20 &% SLOTTING
X-UXR2020 70 175 2500~3000 1200~1600  0.1~0.2  0.17~0.2 3D 3D MILLING
X-UXR2020 130 110 1600~2000 400~600 0.1~0.2 15~20 & SLOTTING
X-UXR2020 130 120 1800~2200 600~1000 0.1~0.2  0.12~0.15 3D§% 3D MILLING
X-UXR2020 180 80 1100~1400 300~500 0.1~0.15 15~20  &$% SLOTTING
X-UXR2020 180 20 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  &$% SLOTTING
X-UXR2030 180 20 1300~1600 500~800 0.1~0.15 0.12~0.15 3D§#% 3D MILLING
X-UXR2530 80 175 2000~2400 400~600 0.1~0.2 18~25  i&df SLOTTING
X-UXR2530 80 175 2000~2400  1100~1500  0.1~0.2  0.17~0.2 3D 3D MILLING
X-UXR2530 140 110 1200~1600 300~500 0.1~0.2 18~25 & SLOTTING
X-UXR2530 140 120 1300~1700 600~900 0.1~0.2  0.12~0.15 3D§% 3D MILLING
X-UXR2530 200 80 800~1200 300~400 0.1~0.15 18~25  i&$f SLOTTING
X-UXR2530 200 20 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 & 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  j&$f SLOTTING

X-UXR2550 200 20 1000~1400 400~700 0.1~0.15  0.12~0.15 3D§% 3D MILLING



X-UPS

= T CIEAWE T AL
~ End Mills

Er%iihing
g?e%i-ﬁnishing
?‘i’ﬂ(ﬁghing

gZIVUDHl
Dry Machining

ST UIH)
MQL (Mist)

KAELDH
EmuI5|on Machining

SEEEDH]
r 0il Machining

BE BEREE

D1 D1 Tolerance
8.0 S0z
10.0 802
12.0 302
16.0 302
20.0 03
25.0 804
320 804

unit : mm

AUZE L1 SHER SRR
Typa N \_f‘“ R ‘“51“‘ %ﬁ Screw Driver
JRENO. Diameter | Flute Length | Neck Dia. OAL Thread Size Type No.

" X-UPs0804 8.0 121
X-UPS1004 10.0 10.0 9.8 16.1
X-UPS1204 12.0 12.0 11.7 20.3
X-UPS1604 16.0 16.0 15.6 257
X-UPS2004 20.0 20.0 19.5 311
X-UPS2504 25.0 25.0 244 393
X-UPS3204 320 32.0 31.2 48.0

M5 -3P

M7 -3P K10
M8 -3P K12
M10-3P K16
M12-3P K20
M16-3P K25
M20-3P K32

unit : mm




ODHE

LIRIRIFR X- ” Ps MILLING CONDITIONS
DA Work Material 58 Carbon Steels: S50C / SS400:1.1210/1.0036 : 1050 / A570 Gr.45 (~HRc22)

731\ Coolant Type BIVEDEI Wet coolant

JERRE | CIHIERE TEERE EARRE
Extension | Cutting Speed Feed
Length (mm) (m/min) in” (mm/min)

INTRE
(Aa)
Depth of Cut

DR I/
Width of Cut Milling Type

X-UPS0804 25 120 4600~5000  1200~1400 0~0.3 6~8 &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 &% SLOTTING
X-UPS0804 25 120 4600~5000  1200~1400 8 0~0.3 {RI$% SIDE MILLING
X-UPS0804 25 120 4600~5000 700~900 8 1~2 {RI$5% SIDE MILLING
X-UPS0804 25 120 4600~5000 700~1000 8 0.05~0.1 {8 SIDE MILLING
X-UPS0804 45 60 2200~2600 900~1100 0~0.2 6~8 &% SLOTTING
X-UPS0804 45 70 2600~3000 500~700 0.05~0.1 6~8 &% 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 &8 SLOTTING
X-UPS0804 60 45 1500~2000 200~400 8 0.05~0.1 {8l 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 =7 8~10 &% 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$5% SIDE MILLING
X-UPS1004 30 110 3300~3700 600~800 10 1~2 {BI$5% SIDE MILLING
X-UPS1004 30 110 3300~3700 600~800 10 0.05~0.1  {Al§% 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$5% SIDE MILLING
X-UPS1004 50 75 2200~2600 400~600 10 0.05~0.1 {8 SIDE MILLING
X-UPS1004 70 60 1700~2200 250~350 0.05~0.1 8~10 & SLOTTING
X-UPS1004 70 60 1700~2200 200~350 10 0.05~0.1  {Al§% SIDE MILLING
X-UPS1204 35 120 3000~3400  1000~1200 0~0.5 10~12  &$% 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 B5 120 3000~3400  1000~1200 12 0~0.5 {RI$% SIDE MILLING
X-UPS1204 35 120 3000~3400 500~700 12 2~3 {RI$% SIDE MILLING
X-UPS1204 35 120 3000~3400 500~700 12 0.1~0.15 {8l 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 {8l SIDE MILLING
X-UPS1604 45 120 2200~2600 700~1000 0~0.5 14~16 & SLOTTING
X-UPS1604 45 120 2200~2600 400~500 =15 14~16 &% SLOTTING
X-UPS1604 45 120 2200~2600 500~700 0.1~0.15 14~16  &s% SLOTTING
X-UPS1604 45 120 2200~2600 600~800 16 0~0.5 {RI$5% SIDE MILLING
X-UPS1604 45 120 2200~2600 300~400 16 1~2 {BI$5 SIDE MILLING
X-UPS1604 45 120 2200~2600 450~650 16 0.1~0.15  {Al§% SIDE MILLING

X-UPS1604 70 100 1800~2200 700~900 0~0.3 14~16 &% SLOTTING




ODHE

fRUIHIR Work Material T%3R# Carbon Steels: S50C /$S400:1.1210/1.0036 : 1050 / A570 Gr.45 (~HRc22)

731\ Coolant Type BIVEDEI Wet coolant

JERRE | tIHIERE TERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

INTRE
(Aa)
Depth of Cut

DR I
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 {AI$5% SIDE MILLING
X-UPS1604 70 20 1600~2000 300~500 16 0.1~0.15  {Al§% SIDE MILLING
X-UPS1604 110 40 700~1000 250~350 0.1~0.15 14~16 &% SLOTTING
X-UPS1604 110 40 700~1000 250~350 16 0.1~0.15 {8 SIDE MILLING
X-UPS2004 50 125 1800~2200 700~900 0.5~1 18~20 & SLOTTING
X-UPS2004 50 125 1800~2200 400~500 2~3 18~20  i&#f SLOTTING
X-UPS2004 50 125 1800~2200 600~800 0.15~0.2 18~20 &% SLOTTING
X-UPS2004 50 125 1800~2200 700~900 20 0.5~1 {RI$% SIDE MILLING
X-UPS2004 50 125 1800~2200 300~450 20 2~3 {RI$5% SIDE MILLING
X-UPS2004 50 125 1800~2200 400~600 20 0.1~0.2 {8l SIDE MILLING
X-UPS2004 90 100 1400~1800 700~900 0.3~0.6 18~20 & SLOTTING
X-UPS2004 920 100 1400~1800 400~600 0.15~0.2 18~20  i&$% 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 {8 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  {Al§% SIDE MILLING
X-UPS2504 60 125 1400~1800 600~800 0.5~1 20~25 & 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 {BI$5% SIDE MILLING
X-UPS2504 60 125 1400~1800 400~500 25 2~3 {RI$% SIDE MILLING
X-UPS2504 60 125 1400~1800 400~600 25 0.15~0.2  {Al§% 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 {AI$5% SIDE MILLING
X-UPS2504 100 100 1200~1500 300~500 25 0.15~0.2  {Al§% SIDE MILLING
X-UPS2504 140 60 600~900 200~350 0.15~0.2 23~25  &#% SLOTTING
X-UPS2504 140 50 500~800 150~250 25 0.15~0.2 {8l SIDE MILLING
X-UPS3204 70 125 1100~1400 650~850 0.5~1 30~32  E# SLOTTING
X-UPS3204 70 125 1100~1400 350~450 2~3 30~32  E#Hi SLOTTING
X-UPS3204 70 125 1100~1400 500~700 0.15~0.2 30~32 & SLOTTING
X-UPS3204 70 125 1100~1400 600~800 32 0.5~1 {RI$% SIDE MILLING
X-UPS3204 70 125 1100~1400 350~500 32 2~3 {RI$5% SIDE MILLING
X-UPS3204 70 125 1100~1400 400~600 32 0.15~0.2  fAE SIDE MILLING
X-UPS3204 110 100 900~1100 600~800 0.5~1 30~32 &% SLOTTING
X-UPS3204 110 100 900~1100 300~500 0.15~0.2 30~32  &#i SLOTTING
X-UPS3204 110 100 900~1100 600~800 32 0.5~1 {RI$% SIDE MILLING
X-UPS3204 110 100 900~1100 300~500 32 0.15~0.2 {8l SIDE MILLING
X-UPS3204 150 60 500~800 200~300 0.15~0.2 30~32  &# SLOTTING

X-UPS3204 150 60 500~800 150~250 32 0.15~0.2  {Al§% SIDE MILLING




ODHE
X-UPS

HEEDEIM Work Material BETEH/BRTEM Alloy Too! Steels / Carbon Too! Steels
P20/P5/ SK3/SKD61/SKD11:1.2311/1.1545/1.2379/1.2344 : H13 / D2 (HRc23~32)
731\ Coolant Type BIVEDEI Wet coolant
JERRE | IHIRE TEBRE ERRRE

Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (min") (mm/min)

INTRE
(Aa)
Depth of Cut

DR NI
Width of Cut Milling Type

X-UPS0804 25 105 4000~4500  1000~1200 0~0.3 6~8 &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 &% SLOTTING
X-UPS0804 25 105 4000~4500  1000~1200 8 0~0.3 {RI$% SIDE MILLING
X-UPS0804 25 105 4000~4500 600~800 8 =15 {RI$% SIDE MILLING
X-UPS0804 25 105 4000~4500 700~900 8 0.05~0.1  {Al§% 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 &8 SLOTTING
X-UPS0804 45 65 2400~2700 250~450 8 0.05~0.1 {8l SIDE MILLING
X-UPS0804 60 40 1400~1800 300~500 0.05~0.1 6~8 &8 SLOTTING
X-UPS0804 60 45 1500~2000 200~400 8 0.05~0.1 {8 SIDE MILLING
X-UPS1004 30 95 2800~3300  1000~1200 0~0.4 8~10 & SLOTTING
X-UPS1004 30 95 2800~3300 500~700 =15 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 1~1.5 {RI$5% SIDE MILLING
X-UPS1004 30 100 3000~3500 500~700 10 0.05~0.1 {8 SIDE MILLING
X-UPS1004 50 80 2400~2800 800~1000 0~0.2 8~10 &8 SLOTTING
X-UPS1004 50 75 2200~2600 250~400 0.05~0.1 8~10 &% SLOTTING
X-UPS1004 50 80 2400~2800 800~1000 10 0~0.2 {RI$% SIDE MILLING
X-UPS1004 50 75 2200~2600 400~600 10 0.05~0.1  {Al§% 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  {Alg% 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 {BI$5% SIDE MILLING
X-UPS1204 B5) 115 2800~3200 400~600 12 2~3 {RI$% SIDE MILLING
X-UPS1204 B5 115 2800~3200 400~600 12 0.1~0.15  {Al§% 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  &$% SLOTTING
X-UPS1204 60 115 2800~3200 800~1200 12 0~0.25  fAl# SIDE MILLING
X-UPS1204 60 100 2400~2800 300~500 12 0.1~0.15 {8l SIDE MILLING
X-UPS1204 80 50 1200~1600 400~500 0.05~0.1 10~12 & SLOTTING
X-UPS1204 80 50 1200~1600 400~500 12 0.05~0.1 {8 SIDE MILLING
X-UPS1604 45 110 2000~2400 600~800 0~0.5 14~16 &% SLOTTING
X-UPS1604 45 110 2000~2400 300~400 (RS 14~16 &% SLOTTING
X-UPS1604 45 110 2000~2400 500~700 0.1~0.15 14~16 &% SLOTTING
X-UPS1604 45 110 2000~2400 600~800 16 0~0.5 {RI$% SIDE MILLING
X-UPS1604 45 110 2000~2400 250~350 16 1~2 {RI$5% SIDE MILLING
X-UPS1604 45 110 2000~2400 400~600 16 0.1~0.15 {8l SIDE MILLING

X-UPS1604 70 100 1800~2200 700~900 0~0.3 14~16 & SLOTTING




ODHE

DM Work Material BETEH/BRTEM Alloy Too! Steels / Carbon Too! Steels
P20/P5/ SK3/SKD61/SKD11:1.2311/1.1545/1.2379/1.2344 : H13 / D2 (HRc23~32)
731\ Coolant Type BIVEDEI Wet coolant
JERRE | tHERE TEBRE ERRRE

Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

INTRE
(Aa)
Depth of Cut

DR NI
Width of Cut Milling Type

X-UPS1604 70 90 1600~2000 350~550 0.1~0.15 14~16 & SLOTTING
X-UPS1604 70 100 1800~2200 700~900 16 0~0.3 {AI$5% SIDE MILLING
X-UPS1604 70 90 1600~2000 300~500 16 0.1~0.15 {8 SIDE MILLING
X-UPS1604 110 40 700~1000 250~350 0.1~0.15 14~16 &% SLOTTING
X-UPS1604 110 40 700~1000 250~350 16 0.1~0.15  {Al§% SIDE MILLING
X-UPS2004 50 115 1600~2000 600~800 0.5~1 18~20  i&S% SLOTTING
X-UPS2004 50 115 1600~2000 300~400 2~3 18~20  &$% 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 {BI$5% SIDE MILLING
X-UPS2004 50 115 1600~2000 300~450 20 2~3 {BI$5% SIDE MILLING
X-UPS2004 50 115 1600~2000 400~600 20 0.15~0.2  fA§ SIDE MILLING
X-UPS2004 90 920 1300~1600 700~900 0.3~0.6 18~20 &% SLOTTING
X-UPS2004 90 20 1300~1600 350~550 0.15~0.2 18~20  i&$% SLOTTING
X-UPS2004 90 920 1300~1600 700~900 20 0.5~0.8  fAl% SIDE MILLING
X-UPS2004 920 920 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 & SLOTTING
X-UPS2004 120 50 600~900 200~300 20 0.15~0.2  fAE 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 {RI$% SIDE MILLING
X-UPS2504 60 110 1200~1600 300~450 25 2~3 {R$% 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 100 920 1000~1400 300~500 0.15~0.2 23~25  &# SLOTTING
X-UPS2504 100 90 1000~1400 600~800 25 0.5~1 {AI$5% SIDE MILLING
X-UPS2504 100 90 1000~1400 300~500 25 0.15~0.2  fAl§ 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  {Al§% 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  i&#f SLOTTING
X-UPS3204 70 115 1000~1300 500~700 32 0.5~1 {BI$5% SIDE MILLING
X-UPS3204 70 115 1000~1300 300~450 32 2~3 {BI$5% SIDE MILLING
X-UPS3204 70 115 1000~1300 300~500 32 0.15~0.2  fA§ SIDE MILLING
X-UPS3204 110 920 700~1000 500~700 0.5~1 30~32 & SLOTTING
X-UPS3204 110 20 700~1000 300~500 0.15~0.2 30~32  &# SLOTTING
X-UPS3204 110 920 700~1000 500~700 32 0.5~1 {R$% SIDE MILLING
X-UPS3204 110 20 700~1000 250~450 32 0.15~0.2  {Alg% 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  fAl SIDE MILLING




ODHE

LIRIRIFR X- ” Ps MILLING CONDITIONS
#ZEDHIM Work Material B35/ FaEESH Prehardened Steels : NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

731\ Coolant Type BIVEDEI Wet coolant

JERRE | CIHIERE TEERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (min") (mm/min)

INTRE
(Aa)
Depth of Cut

DR NI
Width of Cut Milling Type

X-UPS0804 25 105 4000~4500  1000~1200 0~0.3 6~8 &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 &% SLOTTING
X-UPS0804 25 105 4000~4500  1000~1200 8 0~0.3 {RI$% SIDE MILLING
X-UPS0804 25 105 4000~4500 700~1000 8 =15 {RI$% SIDE MILLING
X-UPS0804 25 105 4000~4500 700~900 8 0.05~0.1  {Al§% 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 &8 SLOTTING
X-UPS0804 45 65 2400~2700 250~450 8 0.05~0.1 {8l SIDE MILLING
X-UPS0804 60 40 1400~1800 300~500 0.05~0.1 6~8 &8 SLOTTING
X-UPS0804 60 45 1500~2000 200~400 8 0.05~0.1 {8l SIDE MILLING
X-UPS1004 30 95 2800~3300  1000~1200 0~0.4 8~10 & SLOTTING
X-UPS1004 30 95 2800~3300 500~700 =15 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 1~1.5 {RI$5% SIDE MILLING
X-UPS1004 30 100 3000~3500 500~700 10 0.05~0.1 {8 SIDE MILLING
X-UPS1004 50 80 2400~2800 800~1000 0~0.2 8~10 &8 SLOTTING
X-UPS1004 50 75 2200~2600 250~400 0.05~0.1 8~10 &% SLOTTING
X-UPS1004 50 80 2400~2800 800~1000 10 0~0.2 {RI$% SIDE MILLING
X-UPS1004 50 75 2200~2600 400~600 10 0.05~0.1  {Al§% 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  {Alg% 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 {BI$5% SIDE MILLING
X-UPS1204 B5) 115 2800~3200 400~600 12 2~3 {RI$% SIDE MILLING
X-UPS1204 B5 115 2800~3200 400~600 12 0.1~0.15  {Al§% 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  &$% SLOTTING
X-UPS1204 60 115 2800~3200 800~1200 12 0~0.25  fAl# SIDE MILLING
X-UPS1204 60 100 2400~2800 300~500 12 0.1~0.15 {8l SIDE MILLING
X-UPS1204 80 50 1200~1600 400~500 0.05~0.1 10~12 & SLOTTING
X-UPS1204 80 50 1200~1600 400~500 12 0.05~0.1 {8 SIDE MILLING
X-UPS1604 45 110 2000~2400 600~800 0~0.5 14~16 &% SLOTTING
X-UPS1604 45 110 2000~2400 300~400 (RS 14~16 &% SLOTTING
X-UPS1604 45 110 2000~2400 500~700 0.1~0.15 14~16 &% SLOTTING
X-UPS1604 45 110 2000~2400 600~800 16 0~0.5 {RI$% SIDE MILLING
X-UPS1604 45 110 2000~2400 250~350 16 1~2 {RI$5% SIDE MILLING
X-UPS1604 45 110 2000~2400 400~600 16 0.1~0.15 {8l SIDE MILLING

X-UPS1604 70 100 1800~2200 700~900 0~0.3 14~16 & SLOTTING




ODHE

#EDHIMF Work Material SHEEH/ FAEEM Prehardened Steels : NAK8O : 1.2083 : AISI420 : M310 (HRc36~45)

731\ Coolant Type BIVEDEI Wet coolant

JERRE | tIHIERE TERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

INTRE
(Aa)
Depth of Cut

DR NI
Width of Cut Milling Type

X-UPS1604 70 90 1600~2000 350~550 0.1~0.15 14~16 & SLOTTING
X-UPS1604 70 100 1800~2200 700~900 16 0~0.3 {AI$5% SIDE MILLING
X-UPS1604 70 90 1600~2000 300~500 16 0.1~0.15 {8 SIDE MILLING
X-UPS1604 110 40 700~1000 250~350 0.1~0.15 14~16 &% SLOTTING
X-UPS1604 110 40 700~1000 250~350 16 0.1~0.15  {Al§% SIDE MILLING
X-UPS2004 50 115 1600~2000 600~800 0.5~1 18~20  i&S% SLOTTING
X-UPS2004 50 115 1600~2000 300~400 2~3 18~20  &$% 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 {BI$5% SIDE MILLING
X-UPS2004 50 115 1600~2000 300~450 20 2~3 {BI$5% SIDE MILLING
X-UPS2004 50 115 1600~2000 400~600 20 0.15~0.2  fA§ SIDE MILLING
X-UPS2004 90 920 1300~1600 700~900 0.3~0.6 18~20 &% SLOTTING
X-UPS2004 90 20 1300~1600 350~550 0.15~0.2 18~20  i&$% SLOTTING
X-UPS2004 90 920 1300~1600 700~900 20 0.5~0.8  fAl% SIDE MILLING
X-UPS2004 920 920 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 & SLOTTING
X-UPS2004 120 50 600~900 200~300 20 0.15~0.2  fAE 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 {RI$% SIDE MILLING
X-UPS2504 60 110 1200~1600 300~450 25 2~3 {R$% 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 100 920 1000~1400 300~500 0.15~0.2 23~25  &# SLOTTING
X-UPS2504 100 90 1000~1400 600~800 25 0.5~1 {AI$5% SIDE MILLING
X-UPS2504 100 90 1000~1400 300~500 25 0.15~0.2  fAl§ 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  {Al§% 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  i&#f SLOTTING
X-UPS3204 70 115 1000~1300 500~700 32 0.5~1 {BI$5% SIDE MILLING
X-UPS3204 70 115 1000~1300 300~450 32 2~3 {BI$5% SIDE MILLING
X-UPS3204 70 115 1000~1300 300~500 32 0.15~0.2  fA§ SIDE MILLING
X-UPS3204 110 920 700~1000 500~700 0.5~1 30~32 & SLOTTING
X-UPS3204 110 20 700~1000 300~500 0.15~0.2 30~32  &# SLOTTING
X-UPS3204 110 920 700~1000 500~700 32 0.5~1 {R$% SIDE MILLING
X-UPS3204 110 20 700~1000 250~450 32 0.15~0.2  {Alg% 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  fAl SIDE MILLING




ODHF

|

X-UPR

s SIEERESMEIIHIE
End Mills
Er?iihing
HRE
Semi-finishing
Roughing
pr— D1 RTolerance | D1Tolerance
Dry Machining 8.0 +8.02 _8402
SETELIH) 10.0 +0.02 802
MQi(Mlst) 12.0 +8'02 _802
O i) oo b e
) St e 1002 0
@r - Oil Machining 25.0 0 -0.04
32.0 ep! Baa
unit : mm
e
Type No. IET Type No.
X-UPR0805
X-UPR0810 d 4
X-UPR1005 10.0 10.0 0.5 9.8 16.1 M7-3P K10
X-UPR1010 10.0 10.0 1.0 9.8 16.1 M7-3P K10
X-UPR1210 12.0 12.0 1.0 11.7 20.3 M8 -3P K12
X-UPR1220 12.0 12.0 2.0 11.7 20.3 M 8-3P K12
X-UPR1610 16.0 16.0 1.0 15.6 25.7 M10-3P K16
X-UPR1620 16.0 16.0 2.0 15.6 25.7 M10-3P K16
X-UPR1630 16.0 16.0 3.0 15.6 25.7 M10-3P K16
X-UPR2010 20.0 20.0 1.0 19.5 31.1 M12-3P K20
X-UPR2020 20.0 20.0 2.0 19.5 311 M12-3P K20
X-UPR2030 20.0 20.0 3.0 19.5 31.1 M12-3P K20
X-UPR2050 20.0 20.0 5.0 19.5 31.1 M12-3P K20
X-UPR2510 25.0 25.0 1.0 244 393 M16-3P K25
X-UPR2520 25.0 25.0 2.0 244 393 M16-3P K25
X-UPR2530 25.0 25.0 3.0 244 393 M16-3P K25
X-UPR2550 25.0 25.0 5.0 244 393 M16-3P K25
X-UPR3210 32.0 32.0 1.0 31.2 48.0 M20-3P K32
X-UPR3230 320 320 3.0 31.2 48.0 M20-3P K32
X-UPR3250 320 32.0 5.0 31.2 48.0 M20-3P K32

unit : mm




ODHE

EDHIRIFR x- ” P R MILLING CONDITIONS
LI Work Material BRI Hardened Steels
SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

7578 Coolant Type g3\ /5FEDEl Dry/MQL coolant

JERRE | IHIRE DIERE EARRE mI=E MITAR
Extension Cutting Speed Speed Feed (Ap) e L
Length (mm) (m/min) (min°) (mm/min) Width of Cut Milling Type

INTRE
(Aa)
Depth of Cut

X-UPR0805 25 150 5700~6200  1100~1400 0.05~0.1 6~8 &8% SLOTTING
X-UPR0805 25 130 5000~5400  3200~3800 0.1 6~8 &% SLOTTING
X-UPR0805 25 130 5000~5400 700~900 8 0~0.1 {RI$% SIDE MILLING
X-UPR0805 25 130 5000~5400  3000~3500 8 0.1 {RI% SIDE MILLING
X-UPR0805 25 120 4600~5000  1300~1600 8 0.3~0.5  fAl#% SIDE MILLING
X-UPR0805 45 120 4600~5000 900~1200  0.05~0.1 6~8 &8 SLOTTING
X-UPR0805 45 100 3800~4200  2500~3000 0.1 6~8 &#% SLOTTING
X-UPR0805 45 85 3200~3600 500~700 8 0~0.1 {RI$% SIDE MILLING
X-UPR0805 45 100 3800~4200  2500~3000 8 0.1 {RI$% SIDE MILLING
X-UPR0805 45 100 3800~4200  1300~1600 8 0.2~0.35  {Al§% SIDE MILLING
X-UPR0810 25 150 5700~6200  1100~1400 0.05~0.1 5~8 &8 SLOTTING
X-UPR0810 25 130 5000~5400  3200~3800 0.1 5~8 &8 SLOTTING
X-UPR0810 25 130 5000~5400 700~900 8 0~0.1 {RI$5% SIDE MILLING
X-UPR0810 25 130 5000~5400  3000~3500 8 0.1 {RI$% 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 &if SLOTTING
X-UPR0810 45 100 3800~4200  2500~3000 0.1 5~8 &8 SLOTTING
X-UPR0810 45 85 3200~3600 500~700 8 0~0.1 {BI$5% SIDE MILLING
X-UPR0810 45 100 3800~4200  2500~3000 8 0.1 {RI$5% 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 &if SLOTTING
X-UPR1005 30 130 4000~4400 650~850 10 0~0.15  fAl#% SIDE MILLING
X-UPR1005 30 155 4800~5200  2800~3200 10 0.15 {BI$5% 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 &% SLOTTING
X-UPR1005 55 125 3800~4200  1800~2200 0.15 7~10 &% SLOTTING
X-UPR1005 55 75 2200~2600 400~600 10 0~0.1 {Rl#% SIDE MILLING
X-UPR1005 55 90 2600~3000  1600~2000 10 0.15 {AI$5% SIDE MILLING
X-UPR1005 55 85 2400~2800  1200~1600 10 0.2~0.4 {4 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 &% SLOTTING
X-UPR1010 30 130 4000~4400 650~850 10 0~0.15  fAl% SIDE MILLING
X-UPR1010 30 155 4800~5200  2800~3200 10 0.15 {AI$5% SIDE MILLING
X-UPR1010 30 115 3400~3800  1000~1300 10 04~0.6  fAl#% SIDE MILLING
X-UPR1010 55 120 3600~4000 900~1100 0~0.15 7 &#% SLOTTING
X-UPR1010 55 125 3800~4200  2500~3000 0.15 7 &% SLOTTING
X-UPR1010 55 125 3800~4200  1800~2200 0.15 10 &% SLOTTING
X-UPR1010 55 75 2200~2600 400~600 10 0~0.1 {RI#% SIDE MILLING
X-UPR1010 55 90 2600~3000  1600~2000 10 0.15 {AI$5% SIDE MILLING
X-UPR1010 S5 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 &8 SLOTTING
X-UPR1210 35 150 3800~4200  3000~3500 0.15 8 &% SLOTTING
X-UPR1210 B5 130 3200~3600  2500~3000 0.15 12 &% SLOTTING

X-UPR1210 B5) 130 3200~3600 650~850 12 0~0.15  fAl% SIDE MILLING




ODHE

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

7578 Coolant Type g3\ /5FELDEIl Dry/MQL coolant

JERRE | IHIERE TIERE EARRE mI=E MITAR
Extension Cutting Speed Speed Feed (Ap) e L
Length (mm) (m/min) (min°) (mm/min) Width of Cut Milling Type

INTRE
(Aa)
Depth of Cut

X-UPR1210 35 150 3800~4200  3000~3500 12 0.1 {RI$5% SIDE MILLING
X-UPR1210 35 135 3300~3700 700~1000 12 0.5~0.7  {Alg% SIDE MILLING
X-UPR1210 70 120 3000~3400 800~1000 0~0.15 8 &% SLOTTING
X-UPR1210 70 20 2200~2600  1800~2200 0.15 8 &if 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 {BI$5% SIDE MILLING
X-UPR1210 70 55 1200~1600 500~700 12 0.2 {RI$5% SIDE MILLING
X-UPR1220 35 135 3400~3800 800~1000 0~0.15 8 &% SLOTTING
X-UPR1220 B5 150 3800~4200  3000~3500 0.15 8 &% SLOTTING
X-UPR1220 B5) 130 3200~3600  2500~3000 0.15 12 &if SLOTTING
X-UPR1220 35 130 3200~3600 650~850 12 0.1 {BI$5% SIDE MILLING
X-UPR1220 35 150 3800~4200  3000~3500 12 0.1 {BI$5% SIDE MILLING
X-UPR1220 35 135 3300~3700 700~1000 12 0.5~0.7 {8l SIDE MILLING
X-UPR1220 70 120 3000~3400 800~1000 0~0.15 8 &% SLOTTING
X-UPR1220 70 920 2200~2600  1800~2200 0.15 8 &% SLOTTING
X-UPR1220 70 65 1500~1900  1000~1200 0.15 12 &if SLOTTING
X-UPR1220 70 80 1900~2300 400~600 12 0.1 {BI$5% SIDE MILLING
X-UPR1220 70 55 1200~1600 500~700 12 0.2 {BI$5% SIDE MILLING
X-UPR1610 55 165 3100~3500 700~900 0~0.15 10 &8% SLOTTING
X-UPR1610 55 165 3100~3500  1600~2000 0.15 10 &% 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  fAl% SIDE MILLING
X-UPR1610 55 85 1500~1800 800~1200 16 0.15 {BI$5% SIDE MILLING
X-UPR1610 90 100 1800~2100 500~700 0~0.15 10 &8 SLOTTING
X-UPR1610 90 85 1500~1800  1000~1300 0.15 10 &8 SLOTTING
X-UPR1610 920 70 1200~1500 800~1000 0.15 16 &% SLOTTING
X-UPR1610 90 55 1000~1300 300~450 16 0~0.15  {Al% SIDE MILLING
X-UPR1610 90 55 1000~1300 600~800 16 0.2 {RI% SIDE MILLING
X-UPR1620 55 165 3100~3500 700~900 0~0.15 10 &8 SLOTTING
X-UPR1620 55 165 3100~3500  1600~2000 0.15 10 &8 SLOTTING
X-UPR1620 55 140 2600~3000  1200~1600 0.15 16 &#% SLOTTING
X-UPR1620 55 85 1500~1800 300~500 16 0~0.15  fAl% SIDE MILLING
X-UPR1620 55 85 1500~1800 800~1200 16 0.15 {RI$% SIDE MILLING
X-UPR1620 90 100 1800~2100 500~700 0~0.15 10 &R SLOTTING
X-UPR1620 90 85 1500~1800  1000~1300 0.15 10 &8 SLOTTING
X-UPR1620 90 70 1200~1500 800~1000 0.15 16 &8 SLOTTING
X-UPR1620 90 55 1000~1300 300~450 16 0~0.15 {8l SIDE MILLING
X-UPR1620 90 55 1000~1300 600~800 16 0.2 {R$% SIDE MILLING
X-UPR1630 55 165 3100~3500 700~900 0~0.15 10 &% SLOTTING
X-UPR1630 55 165 3100~3500  1600~2000 0.15 10 &R 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 {8l SIDE MILLING
X-UPR1630 55 85 1500~1800 800~1200 16 0.15 {RI$5% SIDE MILLING
X-UPR1630 920 100 1800~2100 500~700 0~0.15 10 i&if SLOTTING
X-UPR1630 90 85 1500~1800  1000~1300 0.15 10 &% SLOTTING

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



ODHE

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

7578 Coolant Type g3\ /5FEDEl Dry/MQL coolant

JERRE | IHIRE DIERE EARRE mI=E MITAR
Extension Cutting Speed Speed Feed (Ap) e L
Length (mm) (m/min) (min°) (mm/min) Width of Cut Milling Type

INTRE
(Aa)
Depth of Cut

X-UPR1630 90 55 1000~1300 300~450 16 0~0.15 {8l 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 &R 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 {BI$5% SIDE MILLING
X-UPR2010 75 70 1000~1300 600~800 20 0.2 {RI$5% SIDE MILLING
X-UPR2010 120 120 1800~2200 400~600 0~0.2 12 &% SLOTTING
X-UPR2010 120 120 1800~2200 700~900 0.2 12 &% SLOTTING
X-UPR2010 120 120 1800~2200 900~1200 0.15 20 &if SLOTTING
X-UPR2020 75 170 2500~2900 500~700 0~0.2 12 &8 SLOTTING
X-UPR2020 75 120 1800~2200 800~1100 0.2 12 &% SLOTTING
X-UPR2020 75 120 1800~2200  1100~1400 0.2 20 &8% SLOTTING
X-UPR2020 75 70 1000~1300 200~400 20 0~0.2 {RI$% SIDE MILLING
X-UPR2020 75 70 1000~1300 600~800 20 0.2 {RI$% SIDE MILLING
X-UPR2020 120 120 1800~2200 400~600 0~0.2 12 &if SLOTTING
X-UPR2020 120 120 1800~2200 700~900 0.2 12 &8 SLOTTING
X-UPR2020 120 120 1800~2200 900~1200 0.15 20 &8 SLOTTING
X-UPR2030 75 170 2500~2900 500~700 0~0.2 12 &#% SLOTTING
X-UPR2030 75 120 1800~2200 800~1100 0.2 12 &% SLOTTING
X-UPR2030 75 120 1800~2200  1100~1400 0.2 20 &% SLOTTING
X-UPR2030 75 70 1000~1300 200~400 20 0~0.2 {Rl$% SIDE MILLING
X-UPR2030 75 70 1000~1300 600~800 20 0.2 {AI$5% SIDE MILLING
X-UPR2030 120 120 1800~2200 400~600 0~0.2 12 &8 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 &% SLOTTING
X-UPR2050 75 120 1800~2200 800~1100 0.2 12 & SLOTTING
X-UPR2050 75 120 1800~2200  1100~1400 0.2 20 &8 SLOTTING
X-UPR2050 75 70 1000~1300 200~400 20 0~0.2 {BI$5 SIDE MILLING
X-UPR2050 75 70 1000~1300 600~800 20 0.2 {RI$5% SIDE MILLING
X-UPR2050 120 120 1800~2200 400~600 0~0.2 12 &% SLOTTING
X-UPR2050 120 120 1800~2200 700~900 0.2 12 &% SLOTTING
X-UPR2050 120 120 1800~2200 900~1200 0.15 20 &R SLOTTING
X-UPR2510 90 170 2000~2300 400~600 0~0.2 14 &8 SLOTTING
X-UPR2510 90 120 1300~1600 600~900 0.2 14 &8 SLOTTING
X-UPR2510 90 120 1300~1600 600~900 0.2 25 &#% SLOTTING
X-UPR2510 90 70 800~1100 150~300 25 0~0.2 {RI$% SIDE MILLING
X-UPR2510 90 70 800~1100 300~500 25 0.2 {RI$% SIDE MILLING
X-UPR2510 130 120 1300~1600 300~500 0~0.2 14 &R 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 &8 SLOTTING
X-UPR2520 90 170 2000~2300 400~600 0~0.2 14 &8 SLOTTING
X-UPR2520 90 120 1300~1600 600~900 0.2 14 &% SLOTTING
X-UPR2520 90 120 1300~1600 600~900 0.2 25 &% SLOTTING

X-UPR2520 90 70 800~1100 150~300 25 0~0.2 {RI% SIDE MILLING




ODHE

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

7578 Coolant Type g3\ /5FEDEl Dry/MQL coolant

JERRE | IHIERE TIERE EARRE mI=E MITAR
Extension Cutting Speed Speed Feed (Ap) e L
Length (mm) (m/min) (min°) (mm/min) Width of Cut Milling Type

INTRE
(Aa)
Depth of Cut

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

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




ODHE

EDHIRIFR x- ” P R MILLING CONDITIONS
DA Work Material ERIBH Hardened Steels: SKD11/SKH9: 1.2379/1.3342: D2 / M2 (HRc55~62)

7578 Coolant Type g3\ /5FEDEl Dry/MQL coolant

JERRE | IHIRE TEERE EARRE mI=E MITAR
Extension Cutting Speed Feed (Ap) e L
Length (mm) (m/min) in” (mm/min) Width of Cut Milling Type

INTRE
(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 {BIE% 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 {BI§% SIDE MILLING
X-UPR1005 30 65 1800~2200 500~700 0~0.1 7 &8 SLOTTING
X-UPR1005 30 55 1500~1900 500~700 1 0.1 B SLOTTING
X-UPR1005 30 70 2000~2400 400~550 10 0.1 {RAIE% SIDE MILLING
X-UPR1005 55 55 1600~2000 450~650 0~0.1 7 &8 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 {Bl#% 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 {Bl#% 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 &% 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 {BIE% 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 {BIE% 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 {BI§% 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 B SLOTTING
X-UPR1610 55 60 1100~1500 250~450 16 0.1 {RAIE% 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 &% SLOTTING
X-UPR1610 90 50 900~1200 200~350 16 0.1 {Bl#% 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 {Bl#% SIDE MILLING
X-UPR1620 90 60 1100~1500 400~600 0~0.1 9 &% SLOTTING
X-UPR1620 90 55 1000~1300 600~800 1 0.1 &% SLOTTING
X-UPR1620 90 50 900~1200 200~350 16 0.1 {Bl$% SIDE MILLING
X-UPR1630 55 65 1200~1600 500~700 0~0.15 9 &% SLOTTING
X-UPR1630 55 65 1200~1600 700~900 1 0.1 &% SLOTTING
X-UPR1630 55 60 1100~1500 250~450 16 0.1 {B$% 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 90 50 900~1200 200~350 16 0.1 {BIE% 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 {BIE% SIDE MILLING
X-UPR2010 120 70 900~1300 300~500 0~0.1 12 &% SLOTTING
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ODHE

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

7578 Coolant Type g3\ /5FELDEIl Dry/MQL coolant
JEREE | tIHIERE 2R ERRRE NI=EE

ITRE

Extension Cutting Speed Feed (Aa) (Ap) ) DIHﬁ
Length (mm) (m/min) (mm/min) Depth of 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 {BIE% 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 &8 SLOTTING
X-UPR2030 75 70 900~1300 600~800 1 0.1 BT SLOTTING
X-UPR2030 75 65 800~1200 200~400 20 0.1 {Bl#% 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 {Bl#% 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 &% 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$% SIDE MILLING
X-UPR2510 130 65 700~900 200~400 0~0.1 14 &% SLOTTING
X-UPR2510 130 65 700~900 450~650 1 0.1 &% SLOTTING
X-UPR2520 90 75 800~1100 250~450 0~0.15 14 &% SLOTTING
X-UPR2520 90 70 750~1050 500~700 1 0.1 &% SLOTTING
X-UPR2520 90 65 700~900 200~300 25 0.1 {BIE% SIDE MILLING
X-UPR2520 130 65 700~900 200~400 0~0.1 14 &% SLOTTING
X-UPR2520 130 65 700~900 450~650 1 0.1 &% SLOTTING
X-UPR2530 90 75 800~1100 250~450 0~0.15 14 &% SLOTTING
X-UPR2530 90 70 750~1050 500~700 1 0.1 &% SLOTTING
X-UPR2530 90 65 700~900 200~300 25 0.1 {BI§% SIDE MILLING
X-UPR2530 130 65 700~900 200~400 0~0.1 14 &% SLOTTING
X-UPR2530 130 65 700~900 450~650 1 0.1 & SLOTTING
X-UPR2550 920 75 800~1100 250~450 0~0.15 14 BT SLOTTING
X-UPR2550 920 70 750~1050 500~700 1 0.1 B SLOTTING
X-UPR2550 90 65 700~900 200~300 25 0.1 {AIE% SIDE MILLING
X-UPR2550 130 65 700~900 200~400 0~0.1 14 &% SLOTTING
X-UPR2550 130 65 700~900 450~650 1 0.1 &% SLOTTING
X-UPR3210 110 75 600~900 200~400 0~0.15 18 &% SLOTTING
X-UPR3210 110 70 600~800 400~600 1 0.1 &% SLOTTING
X-UPR3210 110 65 550~750 150~250 32 0.1 {RIE% SIDE MILLING
X-UPR3210 170 65 550~750 150~350 0~0.1 18 &% SLOTTING
X-UPR3210 170 65 550~750 350~550 1 0.1 &% SLOTTING
X-UPR3230 110 75 600~900 200~400 0~0.15 18 &% SLOTTING
X-UPR3230 110 70 600~800 400~600 1 0.1 &% SLOTTING
X-UPR3230 110 65 550~750 150~250 32 0.1 {Bl$% 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 {BIE% 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 BT SLOTTING
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Semi-finishing

Er%iihing
©)
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Roughing
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Dry Machining
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MQL (Mist)

KAELDH
EmuI5|on Machining

SEEEDH]
r 0il Machining

X-UEX

HRSEELLIA /)5
End Mills

BE BEREE

D1 D1 Tolerance
8.0 S0z
10.0 802
12.0 302
16.0 302
20.0 03
25.0 804
320 804

unit : mm

AUZE L1 SHER SRR
Typa N \_f‘“ R ‘“51“‘ %ﬁ Screw Driver
JRENO. Diameter | Flute Length Neck Dia. OAL Thread Size Type No.

" X-UEX0804
X-UEX1004
X-UEX1204
X-UEX1604
X-UEX2004
X-UEX2504
X-UEX3204

10.0
12.0
16.0
20.0
25.0
320

121
10.0 9.8 16.1
12.0 11.7 203
16.0 15.6 25.7
20.0 19.5 31.1
25.0 244 393
320 31.2 48.0

M5 -3P

M7 -3P K10
M8 -3P K12
M10-3P K16
M12-3P K20
M16-3P K25
M20-3P K32

unit : mm




ODHE

EDHIRIFR x- ” E x MILLING CONDITIONS
#ZEDHIM Work Material B3/ FaEESH Prehardened Steels : NAK80 : 1.2083 : AlSI420 : M310 (HRc36~45)

7578 Coolant Type g3\ /5FEDEl Dry/MQL coolant

JERRE | IHIRE DIERE EARRE mI=E MITAR
Extension Cutting Speed Speed Feed (Ap) e L
Length (mm) (m/min) (min°) (mm/min) Width of Cut Milling Type

INTRE
(Aa)
Depth of Cut

X-UEX0804 24 95 3600~4000 1000~1400  0.1~0.2 6~8 &8 SLOTTING
X-UEX0804 24 95 3600~4000 800~1000  0.05~0.1 6~8 &R 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 A3 SIDE MILLING
X-UEX0804 40 80 3000~3400 800~1200 0~0.1 6~8 & SLOTTING
X-UEX0804 40 80 3000~3400 400~600 0.05~0.1 6~8 &% 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  {Al§% 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 {8 SIDE MILLING
X-UEX1004 30 95 2800~3200 900~1200 0.1~0.2 8~10 &R SLOTTING
X-UEX1004 30 95 2800~3200 800~1000  0.05~0.1 8~10 &% SLOTTING
X-UEX1004 30 65 1900~2200 900~1300 10 0.3~0.5  fAl#% SIDE MILLING
X-UEX1004 30 80 2500~2800 450~600 10 0.05~0.15 fA§ 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 &8 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 &8 SLOTTING
X-UEX1004 60 60 1800~2200 300~500 10 0.05~0.1  {Al§% SIDE MILLING
X-UEX1204 35 105 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 &% SLOTTING
X-UEX1204 35 75 1800~2200 600~800 12 0.3~0.5  fAl% SIDE MILLING
X-UEX1204 35 100 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  fAlg% SIDE MILLING
X-UEX1204 60 80 2000~2400 300~500 12 0.05~0.15 A3 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 04~0.6  fAl% SIDE MILLING
X-UEX1604 45 920 1600~2000 400~600 16 0.05~0.15 A3 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  fAl SIDE MILLING
X-UEX1604 70 80 1400~1800 300~400 16 0.05~0.15  fA§% 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  fAl& SIDE MILLING




ODHF

#EDHIMF Work Material SHEEH/ FAEEM Prehardened Steels : NAK8O : 1.2083 : AISI420 : M310 (HRc36~45)

7578 Coolant Type g3\ /5FELDEIl Dry/MQL coolant

JERRE | tIHIERE TERE EARRE NIEE MITAR
Extension Cutting Speed Speed Feed (Ap) e L
Length (mm) | (m/min) (min’T) (mm/min) Width of Cut Milling Type

INTRE
(Aa)
Depth of Cut

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

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




ODHE

EDHIRIFR x- ” E x MILLING CONDITIONS
EARIBHM Hardened Steels
S o Marcrial SKD61/ STAVAX / 17-4PH : 1.2083 / 12344 / 1.4542 : H13 / 420 (HRc48~54)

7578 Coolant Type g3\ /5FEDEl Dry/MQL coolant

JERRE | IHIRE DIERE EARRE mI=E MITAR
Extension Cutting Speed Speed Feed (Ap) e L
Length (mm) (m/min) (min°) (mm/min) Width of Cut Milling Type

INTRE
(Aa)
Depth of Cut

X-UEX0804 24 95 3600~4000 1000~1400  0.1~0.2 6~8 &8 SLOTTING
X-UEX0804 24 95 3600~4000 800~1000  0.05~0.1 6~8 &R 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 A3 SIDE MILLING
X-UEX0804 40 80 3000~3400 800~1200 0~0.1 6~8 & SLOTTING
X-UEX0804 40 80 3000~3400 400~600 0.05~0.1 6~8 &% 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  {Al§% 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 {8 SIDE MILLING
X-UEX1004 30 95 2800~3200 900~1200 0.1~0.2 8~10 &R SLOTTING
X-UEX1004 30 95 2800~3200 800~1000  0.05~0.1 8~10 &% SLOTTING
X-UEX1004 30 65 1900~2200 900~1300 10 0.3~0.5  fAl#% SIDE MILLING
X-UEX1004 30 80 2500~2800 450~600 10 0.05~0.15 fA§ 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 &8 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 &8 SLOTTING
X-UEX1004 60 60 1800~2200 300~500 10 0.05~0.1  {Al§% SIDE MILLING
X-UEX1204 35 105 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 &% SLOTTING
X-UEX1204 35 75 1800~2200 600~800 12 0.3~0.5  fAl% SIDE MILLING
X-UEX1204 35 100 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  fAlg% SIDE MILLING
X-UEX1204 60 80 2000~2400 300~500 12 0.05~0.15 A3 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 04~0.6  fAl% SIDE MILLING
X-UEX1604 45 920 1600~2000 400~600 16 0.05~0.15 A3 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  fAl SIDE MILLING
X-UEX1604 70 80 1400~1800 300~400 16 0.05~0.15  fA§% 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  fAl& SIDE MILLING




ODHF

T " ENERIBH Hardened Steels
SR el SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

7578 Coolant Type g3\ /5FELDEIl Dry/MQL coolant

JERRE | tIHIERE TERE EARRE NIEE MITAR
Extension Cutting Speed Speed Feed (Ap) e L
Length (mm) | (m/min) (min’T) (mm/min) Width of Cut Milling Type

INTRE
(Aa)
Depth of Cut

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

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




L
Finishing
@ i
Semi-finishing
of
Roughing
gZIVUDHl
Dry Machining

ST UIH)
MQL (Mist)

KAELDH
Emulsion Machining

2S
500 SEEEDH]
@r 3\) - Oil Machining

X-UEXR0803
X-UEXR0805
X-UEXR0810 {
X-UEXR1005 10.0
X-UEXR1010 10.0
X-UEXR1205 12.0
X-UEXR1210 12.0
X-UEXR1220 12.0
X-UEXR1610 16.0
X-UEXR1620 16.0
X-UEXR1630 16.0
X-UEXR2010 20.0
X-UEXR2020 20.0
X-UEXR2030 20.0
X-UEXR2510 25.0
X-UEXR2530 25.0
X-UEXR2550 25.0
X-UEXR3230 32.0
X-UEXR3250 32.0

X-UEXR

E = AWk S AL
End Mills

1.0 9.8
0.5 11.7
1.0 1.7
2.0 11.7
1.0 15.6
2.0 15.6
3.0 15.6
1.0 19.5
2.0 19.5
3.0 19.5
1.0 244
3.0 244
5.0 244
3.0 31.2
5.0 31.2

|

25.7
25.7
31.1
31.1
31.1
39.3
39.3
39.3
48.0
48.0

B
D1
8.0
10.0
12.0
16.0
20.0
25.0
320

=B
R Tolerance

+0.02
0
+0.02
0
+0.02
0
+0.02
0
+0.02
0
+0.02
0
+0.02
0

BEREE
D1 Tolerance

Q
-0.02
Q
-0.02
Q
-0.02
Q
-0.02
Q
-0.03
Q
-0.04
Q
-0.04

unit : mm

SHEIRF RS
Screw Driver
Type No.

M10-3P
M10-3P
M12-3P
M12-3P
M12-3P
M16-3P
M16-3P
M16-3P
M20-3P
M20-3P

K10
K10
K12
K12
K12
K16
K16
K16
K20
K20
K20
K25
K25
K25
K32
K32

unit : mm



ODHE

EDHIRIFR X- ” E x B MILLING CONDITIONS
EARIBHM Hardened Steels
S o Marcrial SKD61/ STAVAX / 17-4PH : 1.2083 / 12344 / 1.4542 : H13 / 420 (HRc48~54)

7578 Coolant Type 8ZZVEDHI Dry coolant

JERRE | CIHIERE TEERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (min") (mm/min)

INTRE
(Aa)
Depth of Cut

DR NI
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 &R 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 & 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 20 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 &8% SLOTTING
X-UEXR0805 50 150 5500~6000  1200~1600 0.08~0.11 0.08~0.11 3Dt 3D MILLING
X-UEXR0805 70 70 2400~2700 400~800 0.07~0.1 6~8 &% SLOTTING
X-UEXR0805 70 90 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 & SLOTTING
X-UEXR0810 30 200 7700~8200  1200~1600 0.08~0.11 5~8 &% 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 &% SLOTTING
X-UEXR0810 50 150 5500~6000  1200~1600 0.08~0.11 0.08~0.11 3D 3D MILLING
X-UEXR0810 70 70 2400~2700 400~800 0.07~0.1 5~8 &R 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 &8% SLOTTING
X-UEXR1005 BS 200 6000~6500  1000~1400 0.08~0.11 8~10 &R SLOTTING
X-UEXR1005 35 200 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 3D 3D MILLING
X-UEXR1005 50 145 4000~4500 800~1200 0.08~0.11 8~10 7B SLOTTING
X-UEXR1005 50 145 4000~4500  1400~1800 0.08~0.11 0.08~0.11 3D§#% 3D MILLING
X-UEXR1005 70 100 2700~3200 600~1000 0.07~0.11 8~10 &8% SLOTTING
X-UEXR1005 70 100 2700~3200 800~1200 0.07~0.11 0.07~0.11 3D# 3D MILLING
X-UEXR1010 35 200 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 3Dt 3D MILLING
X-UEXR1010 35 200 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 &8% SLOTTING
X-UEXR1010 50 145 4000~4500  1400~1800 0.08~0.11 0.08~0.11 3Dt 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




ODHE

I d ENERIBW Hardened Steels
S o Marcrial SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

7578 Coolant Type 8ZZVEDHI Dry coolant

JERRE | tIHIERE TERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

INTRE
(Aa)
Depth of Cut

DR NI
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 &R 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  3Dg# 3D MILLING
X-UEXR1205 60 120 2700~3200 800~1200  0.1~0.13 10~12 7B SLOTTING
X-UEXR1205 60 120 2700~3200  1000~1400 0.1~0.13  0.1~0.13 3Dt 3D MILLING
X-UEXR1205 100 85 1700~2200 600~1000  0.07~0.1 10~12 &8 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 3Dt 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 7B SLOTTING
X-UEXR1220 40 170 4000~4500  1000~1400 0.1~0.13 7=12 &% 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  3D§% 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 3D 3D MILLING
X-UEXR1220 100 85 1700~2200 600~1000  0.07~0.1 7~12 & 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 &R 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 3D 3D MILLING
X-UEXR1610 100 110 1800~2200 600~1000  0.1~0.15 13~16 &R 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 20 1400~1800 600~800  0.08~0.12 0.08~0.12 3D#% 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 3Dt 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 &% SLOTTING

X-UEXR1620 130 90 1400~1800 600~800  0.08~0.12 0.08~0.12 3Dgf 3D MILLING




ODHE

4| d ENERIE Hardened Steels
U o Marcrial SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

7578 Coolant Type 8ZZVEDHI Dry coolant

JERRE | CIHIERE TEERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (min") (mm/min)

INTRE
(Aa)
Depth of Cut

DR TS
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 &R 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 3D 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 20 1400~1800 600~800  0.08~0.12 0.08~0.12 3D#% 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 3Dt 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 &8% SLOTTING
X-UEXR2010 120 120 1800~2200 800~1000 0.1~0.2  0.1~0.15  3D§#% 3D MILLING
X-UEXR2010 170 80 1100~1400 400~700 0.1~0.15 17~20 &% SLOTTING
X-UEXR2010 170 90 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 & SLOTTING
X-UEXR2020 70 175 2500~3000 800~1200  0.1~0.15 15~20 &% SLOTTING
X-UEXR2020 70 175 2500~3000  1400~1800 0.15~0.23 0.15~0.23 3D 3D MILLING
X-UEXR2020 70 175 2500~3000  1200~1600 0.1~0.15 0.17~0.2 3Dt 3D MILLING
X-UEXR2020 120 110 1600~2000 600~1000 0.1~0.2 15~20 &% SLOTTING
X-UEXR2020 120 120 1800~2200 800~1000 0.1~0.2  0.1~0.15  3D#f 3D MILLING
X-UEXR2020 170 80 1100~1400 400~700 0.1~0.15 15~20 &R 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 &8% SLOTTING
X-UEXR2030 70 175 2500~3000 800~1200  0.1~0.15 13~20 &R SLOTTING
X-UEXR2030 70 175 2500~3000  1400~1800 0.15~0.23 0.15~0.23 3Dt 3D MILLING
X-UEXR2030 70 175 2500~3000 1200~1600 0.1~0.15 0.17~0.2 3D 3D MILLING
X-UEXR2030 120 110 1600~2000 600~1000 0.1~0.2 13~20 7B 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 &8% SLOTTING
X-UEXR2030 170 20 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 3Dt 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 &8% 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

57




ODHE

LTI d ENERIBW Hardened Steels
U o Marcrial SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

7578 Coolant Type 8ZZVEDHI Dry coolant

JERRE | tIHIERE TERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

INTRE
(Aa)
Depth of Cut

DR I
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 & 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 3D 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 20 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 &% 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 3Dt 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 &% SLOTTING
X-UEXR2550 180 90 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 &R 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§#% 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 &R 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 &R 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#f 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 &8% SLOTTING

X-UEXR3250 200 20 800~1100 400~600 0.1~0.15 0.12~0.15 3D## 3D MILLING




ODHE

EDHIRIFR X- ” E x B MILLING CONDITIONS
DA Work Material ERIBH Hardened Steels: SKD11/SKH9: 1.2379/1.3342: D2 / M2 (HRc55~62)

7578 Coolant Type 8ZZVEDHI Dry coolant

JERRE | CIHIERE TEERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (min") (mm/min)

INTRE
(Aa)
Depth of Cut

DR NI
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 3D§% 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 3D 3D MILLING
X-UEXR0803 70 55 1800~2200 400~800  0.06~0.08 7~8 & 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 &8% SLOTTING
X-UEXR0805 30 125 4500~5000  1600~2000 0.07~0.09 0.07~0.09 3Dg% 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 3D 3D MILLING
X-UEXR0805 70 55 1800~2200 400~800  0.06~0.08 6~8 7B 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 3D§% 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 3D 3D MILLING
X-UEXR0810 70 55 1800~2200 400~800  0.06~0.08 5~8 & 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 &8 SLOTTING
X-UEXR1005 BS 110 3000~3400  1000~1400 0.07~0.09 0.07~0.09 3Dt 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 & 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 &8% SLOTTING
X-UEXR1010 B5) 110 3000~3400  1000~1400 0.07~0.09 0.07~0.09 3Dgt 3D MILLING
X-UEXR1010 50 100 2700~3200 800~1200  0.07~0.09 7~10 &% 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 &8% SLOTTING
X-UEXR1205 40 120 2700~3200  1000~1400 0.09~0.11 0.09~0.11 3Dt 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 7B 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 &8% SLOTTING
X-UEXR1210 40 120 2700~3200  1000~1400 0.09~0.11 0.09~0.11 3Dgft 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




ODHE

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

7578 Coolant Type 8ZZVEDHI Dry coolant

JERRE | tIHIERE TERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

INTRE
(Aa)
Depth of Cut

DR NI
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 3D 3D MILLING
X-UEXR1220 60 105 2300~2800 600~1000 0.09~0.11 7~12 7B 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 &8 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 &R 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 20 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 &% 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 7B 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 20 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 &R 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 20 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 &% 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 &8% 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 & 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 &% SLOTTING

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




ODHF

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

7578 Coolant Type 8ZZVEDHI Dry coolant

JERRE | CIHIERE TEERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (min") (mm/min)

INTRE
(Aa)
Depth of Cut

DR NI
Width of Cut Milling Type

X-UEXR2030 120 100 1500~1800 400~600 0.1~0.13 13~20 &8% 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 &% 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 & 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 7B 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 &8% 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 & 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 &% 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 & 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 &8% 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




ODHE M

—
: % =EE R /J5E
am | 52 End Mills
. m
L
Finishing
@ i
Semi-finishing
of:
Roughing
BE BEREE
e D1 D1 Tolerance
Dry Machining 8.0 -8 -
g 10.0 802
MQL ( Mist ) Q
12.0 -0.02
MEEDH] Q
@r ) Emulsion Machining 160 -0.02
20.0 03
P SERELDHI 0
320 804
unit : mm
RugE L1 SHEIRFRYER
Typa N \_f‘“ R ‘“51“‘ %ﬁ Screw Driver
ype No. Diameter | Flute Length | Neck Dia. OAL. Thread Size Type No.
X-UVT0806 8.0 121 M5 -3P
X-UVT1006 10.0 10.0 9.8 16.1 M7-3P K10
X-UVT1206 12.0 12.0 11.7 20.3 M8 -3P K12
X-UVT1606 16.0 16.0 15.6 25.7 M10-3P K16
X-UVT2006 20.0 20.0 19.5 31.1 M12-3P K20
X-UVT2506 25.0 25.0 24.4 393 M16-3P K25
X-UVT3206 32.0 32.0 31.2 48.0 M20-3P K32

unit : mm




ODHE

EDHIRIFR x- " VT MILLING CONDITIONS
#ZEDHIM Work Material B3/ FaEESH Prehardened Steels : NAK80 : 1.2083 : AlSI420 : M310 (HRc36~45)

7578 Coolant Type g3\ /5FELDEIl Dry/MQL coolant

JERRE | IHIRE DIERE EARRE mIr=E MIAR
Extension Cutting Speed Speed Feed (Ap) pas L
Length (mm) (m/min) (min°) (mm/min) Width of Cut Milling Type

INTRE
(Aa)
Depth of Cut

X-UVT0806 25 95 3600~4000 1000~1400  0.1~0.2 6~8 &8 SLOTTING
X-UVT0806 25 95 3600~4000 800~1000  0.05~0.1 6~8 & SLOTTING
X-UVT0806 25 70 2600~3000  1000~1400 8 0.2~0.4  fAl% 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 &R 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  {Al§% 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 &8 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 fA§ 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 {8l SIDE MILLING
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  &$% SLOTTING
X-UVT1206 35 115 2800~3200 800~1200 12 0.3~0.5  fAl#% SIDE MILLING
X-UVT1206 B5) 115 2800~3200 600~800 12 0.05~0.15  fA§ SIDE MILLING
X-UVT1206 55 115 2800~3200 400~600 0.05~0.1 10~12  &$% SLOTTING
X-UVT1206 55 80 2000~2400 400~600 12 0.05~0.15 A3 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  fAl 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  {Al§% 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 &% 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 &% 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 {8 SIDE MILLING




ODHF

#EDHIMF Work Material SHEEHR/ FAEEHM Prehardened Steels : NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

g3\ /5FEDEl Dry/MQL coolant

JERRE | CIHIERE TEBRE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

INTRE
(Aa)
Depth of Cut

DEE WIS
Width of Cut Milling Type

X-UVT2506 70 110 1200~1600 600~900  0.15~0.25  23~25  i&#f SLOTTING
X-UVT2506 70 120 1300~1700 500~700  0.05~0.15 23~25 & SLOTTING
X-UVT2506 70 100 1100~1500 600~900 25 04~0.6  fAlE% SIDE MILLING
X-UVT2506 70 100 1100~1500 400~600 25 0.05~0.2  fA 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  {Al§% SIDE MILLING
X-UVT3206 80 110 900~1300 500~700  0.15~0.25  25~32 & SLOTTING
X-UVT3206 80 120 1000~1400 300~500  0.05~0.15  25~32  i&#f SLOTTING
X-UVT3206 80 100 800~1200 500~700 32 0.4~0.6  fAlE% 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  {Al§% 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 {8 SIDE MILLING

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

731\ Coolant Type 823\ /’BFELDEI Dry/MQL coolant

EDHIRE TIERE HEHRRE = T
xtension | Cutting Speed Speed Feed (Ap) i
Length (mm) | (m/min) (min’T) (mm/min) 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 &% SLOTTING
X-UVT0806 25 70 2600~3000  1000~1400 8 0.2~0.4  fA$% 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 &% SLOTTING
X-UVT0806 40 55 2200~2600 450~650 8 0.05~0.15 A3 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  {Al§% SIDE MILLING
X-UVT1006 30 95 2800~3200  1000~1200  0.1~0.2 8~10 &8% SLOTTING
X-UVT1006 30 95 2800~3200 800~1000  0.05~0.1 8~10 &8 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 A3 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  fA§ SIDE MILLING
X-UVT1006 70 60 1800~2200 300~500 0.05~0.1 8~10 &8 SLOTTING

X-UVT1006 70 60 1800~2200 350~550 10 0.05~0.1 {8 SIDE MILLING




ODHE

I d ENERIBW Hardened Steels
S o Marcrial SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

7578 Coolant Type g3\ /5FELDEIl Dry/MQL coolant

JERRE | IHIERE DIERE EARRE mr=E MIAR
Extension Cutting Speed Speed Feed (Ap) e L
Length (mm) (m/min) (min°) (mm/min) Width of Cut Milling Type

INTRE
(Aa)
Depth of Cut

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  fAl% 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 {8l 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  fAl 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 &% SLOTTING
X-UVT2506 70 120 1300~1700 500~700  0.05~0.15 23~25 &I SLOTTING
X-UVT2506 70 100 1100~1500 600~900 25 04~0.6  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 & 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  {Al§% SIDE MILLING
X-UVT3206 80 110 900~1300 500~700  0.15~0.25  25~32 & SLOTTING
X-UVT3206 80 120 1000~1400 300~500  0.05~0.15  25~32  i&#f 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  i&#f SLOTTING
X-UVT3206 110 70 600~800 240~380 32 0.05~0.2  {Al§% SIDE MILLING
X-UVT3206 150 80 700~900 300~400 0.05~0.1 25~32 &8 SLOTTING

X-UVT3206 150 60 500~700 180~280 32 0.1~0.15 {8 SIDE MILLING
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Finishing
@ gk
Semi-finishing
of
Roughing
Lzanei ]
Dry Machining

eI

MQL ( Mist )

SHEELDEY
r ) 0il Machining

X-UVIR

SEEEZ1I#5t/]5E
End Mills

AIgE D2
e \_1“‘ IR .,_, LEfEY
Type No. Diameter | Flute Length Corner R Neck Dia.

| =

B
D1
8.0
10.0
12.0
16.0
20.0
25.0

’\§
OALL Thread Size

=B
R Tolerance

+0.02
0

+0.02
0

+0.02
0

+0.02
0

+0.02
0

+0.02
0

BEREE
D1 Tolerance

Q
-0.02
Q
-0.02
Q
-0.02
Q
-0.02
Q
-0.03
Q
-0.04

unit : mm

SHEIRF RS
Screw Driver
Type No.

" X-UVTR0805

X-UVTR0810 8.0
X-UVTR1005 10.0
X-UVTR1010 10.0
X-UVTR1205 12.0
X-UVTR1210 12.0
X-UVTR1605 16.0
X-UVTR1610 16.0
X-UVTR1620 16.0
X-UVTR2010 20.0
X-UVTR2020 20.0
X-UVTR2030 20.0
X-UVTR2530 25.0
X-UVTR2550 25.0

8.0
10.0
10.0
12.0
12.0
16.0
16.0
16.0
20.0
20.0
20.0
25.0
25.0

1.0 7.8
0.5 9.8
1.0 9.8
0.5 1.7
1.0 1.7
0.5 15.6
1.0 15.6
2.0 15.6
1.0 19.5
2.0 19.5
3.0 19.5
3.0 244
5.0 244

M10-3P
M10-3P
M10-3P
M12-3P
M12-3P
M12-3P
M16-3P
M16-3P

K10
K10
K12
K12
K16
K16
K16
K20
K20
K20
K25
K25

unit : mm



ODHE

731\ 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-UVTRO0810
X-UVTR0810
X-UVTR0810
X-UVTR0810
X-UVTR0810
X-UVTR0O810
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
35
35
B5)
35
35
50
50
50
70
70
35
35
35
35
35
35
50

EIERE
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

EARIBH Hardened Steels

X-UVTR

SKD61/STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)
g3\ /5FEDEl Dry/MQL coolant

OEBRE
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

EARRE
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

INTRE
(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

mI=E
(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
5.5
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

1Nk

Milling Type
&% SLOTTING
&% SLOTTING
{RIg% SIDE MILLING
{BI$5% SIDE MILLING
3Di# 3D MILLING
3D§# 3D MILLING
&% SLOTTING
{Rl#% SIDE MILLING
3D§# 3D MILLING
&% SLOTTING
3Di# 3D MILLING
&#% SLOTTING
&8% SLOTTING
{Rl#% SIDE MILLING
{RI$5% SIDE MILLING
3D§% 3D MILLING
3D§# 3D MILLING
&#% SLOTTING
{AI$5 SIDE MILLING
3D§# 3D MILLING
&#% SLOTTING
3D§% 3D MILLING
&% SLOTTING
&#% SLOTTING
{AI$# SIDE MILLING
{Rl#% SIDE MILLING
3D§# 3D MILLING
3D§% 3D MILLING
&% SLOTTING
{RI$% SIDE MILLING
3D§% 3D MILLING
&% SLOTTING
3D## 3D MILLING
&% SLOTTING
&% SLOTTING
{RI$% SIDE MILLING
{AI$ SIDE MILLING
3Di# 3D MILLING
3D§# 3D MILLING
&% SLOTTING

67




ODHE

I d ENERIBSW Hardened Steels
S o Marcrial SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

7578 Coolant Type g3\ /5FELDEIl Dry/MQL coolant

JERRE | IHIERE TIERE EARRE mI=E MITAR
Extension Cutting Speed Speed Feed (Ap) e L
Length (mm) (m/min) (min°) (mm/min) Width of Cut Milling Type

INTRE
(Aa)
Depth of Cut

X-UVTR1010 50 65 2000~2400 400~600 10 0.05~0.15 {8l SIDE MILLING
X-UVTR1010 50 125 4000~4500  1400~1800 0.05~0.15 0.05~0.15 3Dt 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 &R 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  {Al##% 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 3D 3D MILLING
X-UVTR1205 60 115 3000~3400 600~800  0.05~0.15  10~12 7B 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 3Dg# 3D MILLING
X-UVTR1205 100 75 2000~2400 400~600  0.05~0.15  10~12 & 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 & SLOTTING
X-UVTR1210 40 115 3000~3400  1000~1400 12 0.3~0.5  {AI$% SIDE MILLING
X-UVTR1210 40 115 3000~3400 600~800 12 0.05~0.15  fAl#% SIDE MILLING
X-UVTR1210 40 105 2700~3200  1000~1400  0.2~0.3 0.2~0.3  3D§f% 3D MILLING
X-UVTR1210 40 180 4700~5200  2200~2600 0.05~0.15 0.05~0.15 3D§#% 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  {Al#% 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 &8f 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 0.25~035 14~16 &% SLOTTING
X-UVTR1605 60 185 3700~4200  1000~1200 0.05~0.15  14~16 &8% SLOTTING
X-UVTR1605 60 20 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 3D 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 &% SLOTTING
X-UVTR1605 100 50 1000~1400 300~500 16 0.05~0.2  {Al§% 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  0.25~0.35 13~16 & SLOTTING
X-UVTR1610 60 185 3700~4200 1000~1200 0.05~0.15  13~16 &% SLOTTING

X-UVTR1610 60 920 1800~2200  1000~1400 16 0.3~0.5  {Al§% SIDE MILLING




ODHE

4| d ENERIE Hardened Steels
S o Marcrial SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

7578 Coolant Type g3\ /5FEDEl Dry/MQL coolant

JERRE | IHIRE DIERE EARRE mI=E MITAR
Extension Cutting Speed Speed Feed (Ap) e L
Length (mm) (m/min) (min°) (mm/min) Width of Cut Milling Type

INTRE
(Aa)
Depth of Cut

X-UVTR1610 60 920 1800~2200 500~700 16 0.05~0.2 {8l SIDE MILLING
X-UVTR1610 60 135 2700~3200  1600~2000 0.25~0.35 0.25~0.35 3Dt 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  fRl# 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 &8% 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 60 920 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 Rl SIDE MILLING
X-UVTR1620 60 135 2700~3200  1600~2000 0.25~0.35 0.25~0.35 3D 3D MILLING
X-UVTR1620 60 185 3700~4200  1800~2200 0.05~0.2 0.05~0.2 3Dt 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 {8k 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 &% 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 0.3~04 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  {Al§% SIDE MILLING
X-UVTR2010 80 50 800~1100 300~500 20 0.05~0.2 Al SIDE MILLING
X-UVTR2010 80 115 1800~2200 800~1200 0.3~0.4 0.3~0.4  3D§#% 3D MILLING
X-UVTR2010 80 285 4500~5000  1600~2000 0.05~0.2  0.05~0.2 3D 3D MILLING
X-UVTR2010 130 190 3000~3500 600~800 0.05~0.2 17~20 &R 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 &8% 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 0.3~0.4 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  fAl% SIDE MILLING
X-UVTR2020 80 50 800~1100 400~600 20 0.05~0.2 Rl 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 3Dt 3D MILLING
X-UVTR2020 130 190 3000~3500 600~800 0.05~0.2 15~20 &% SLOTTING
X-UVTR2020 130 170 2700~3200  1000~1400 0.05~0.2 0.05~0.2 3D 3D MILLING
X-UVTR2020 180 135 2100~2300 400~600 0.05~0.2 15~20 &R SLOTTING

X-UVTR2020 180 125 2000~2400 600~800 0.05~0.2  0.05~0.2 3D 3D MILLING




ODHF

T d ENERIBSW Hardened Steels
S o Marcrial SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

7578 Coolant Type g3\ /5FELDEIl Dry/MQL coolant

JERRE | tIHIERE TERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

INTRE
(Aa)
Depth of Cut

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




ODHE

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

#ZEDHIM Work Material

731\ Coolant Type

JERRE
Extension
Length (mm)

25
25
25
40
40
40
60
60
25
25
25
40
40
40
60
60
35
35
35
50
50
50
70
70
35
35
35
50
50
50
70
70
40
40
40
60
60
60
100
100

X-UVTR

BERIEH Hardened Steels: SKD11/SKH9: 1.2379 /13342 : D2 / M2 (HRc55~62)

EIERE
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
20
65
65

OEBRE
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

g3\ /5FEDEl Dry/MQL coolant

EARRE
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

INTRE
(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

NTIEE
(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
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
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

1Nk

Milling Type
&% SLOTTING
{Rl#% SIDE MILLING
3D§# 3D MILLING
&% SLOTTING
{Rl#% SIDE MILLING
3D§# 3D MILLING
&% SLOTTING
3Di# 3D MILLING
&#% SLOTTING
{BI$5 SIDE MILLING
3D§# 3D MILLING
&#% SLOTTING
{RI$5 SIDE MILLING
3Di# 3D MILLING
&8% SLOTTING
3D§% 3D MILLING
&% SLOTTING
{RI$% SIDE MILLING
3D§% 3D MILLING
&% SLOTTING
{RIg% SIDE MILLING
3D§% 3D MILLING
&% SLOTTING
3D§# 3D MILLING
&8% SLOTTING
{Rl#% SIDE MILLING
3D§# 3D MILLING
&8% SLOTTING
{Rl#% SIDE MILLING
3D§# 3D MILLING
&8% SLOTTING
3Di# 3D MILLING
&#% SLOTTING
{BI$ SIDE MILLING
3D§# 3D MILLING
&8% SLOTTING
{RI$# SIDE MILLING
3Di# 3D MILLING
&#% SLOTTING
3D§% 3D MILLING




ODHE

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

7578 Coolant Type g3\ /5FELDEIl Dry/MQL coolant

JERRE | IHIERE TIERE EARRE mI=E MITAR
Extension Cutting Speed Speed Feed (Ap) e L
Length (mm) (m/min) (min°) (mm/min) Width of Cut Milling Type

INTRE
(Aa)
Depth of Cut

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  {Al#% 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  {Al#% 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 &8 SLOTTING
X-UVTR1210 100 65 1700~2200 600~800  0.05~0.15 0.05~0.15 3Dt 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 {8l 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 &% SLOTTING
X-UVTR1605 100 40 800~1100 200~400 16 0.05~0.15 {8l SIDE MILLING
X-UVTR1605 100 20 1800~2200 600~800  0.05~0.15 0.05~0.15 3Dt 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 3Dgf 3D MILLING
X-UVTR1610 60 120 2400~2800 600~800  0.05~0.15  11~13 7B 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  {8l§% SIDE MILLING
X-UVTR1610 100 90 1800~2200 600~800  0.05~0.15 0.05~0.15 3D#f% 3D MILLING
X-UVTR1610 130 80 1600~2000 300~500  0.05~0.15  11~13 & 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  {Al§% 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  {Al#% SIDE MILLING
X-UVTR1620 100 20 1800~2200 600~800  0.05~0.15 0.05~0.15 3Dg#% 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#% 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  fAl#% 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 20 1400~1800 300~500  0.05~0.15  15~17 &R 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 &8% SLOTTING

72




ODHF

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

7578 Coolant Type g3\ /5FEDEl Dry/MQL coolant

JERRE | IHIERE DIERE EARRE NIEE MIAR
Extension Cutting Speed Speed Feed (Ap) R L
Length (mm) (m/min) (minT) (mm/min) Width of Cut Milling Type

INTRE
(Aa)
Depth of Cut

X-UVTR2020 80 50 800~1000 150~300 20 0.05~0.15 {8l 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 &% SLOTTING
X-UVTR2020 130 125 2000~2400 600~800  0.05~0.15 0.05~0.15 3D 3D MILLING
X-UVTR2020 180 20 1400~1800 300~500  0.05~0.15  13~15 &% SLOTTING
X-UVTR2020 180 20 1400~1800 400~600  0.05~0.15 0.05~0.15 3D#% 3D MILLING
X-UVTR2030 80 150 2400~2800 600~800  0.05~0.15  11~13 &% SLOTTING
X-UVTR2030 80 50 800~1000 150~300 20 0.05~0.15  {Al#% SIDE MILLING
X-UVTR2030 80 150 2400~2800 600~1000 0.05~0.15 0.05~0.15 3D 3D MILLING
X-UVTR2030 130 125 2000~2400 400~600  0.05~0.15  11~13 &8 SLOTTING
X-UVTR2030 130 125 2000~2400 600~800  0.05~0.15 0.05~0.15 3Dt 3D MILLING
X-UVTR2030 180 920 1400~1800 300~500  0.05~0.15  11~13 &% SLOTTING
X-UVTR2030 180 920 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 & SLOTTING
X-UVTR2530 90 45 500~700 160~260 25 0.05~0.15  {Al§% SIDE MILLING
X-UVTR2530 90 160 2000~2400 700~1000  0.05~0.2 0.05~0.2 3D 3D MILLING
X-UVTR2530 140 135 1700~2100 400~600 0.05~0.2 16~18 & SLOTTING
X-UVTR2530 140 135 1700~2100 600~900 0.05~0.2  0.05~0.2 3D 3D MILLING
X-UVTR2530 200 70 900~1300 300~500 0.05~0.2 16~18 &8% 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 &% SLOTTING
X-UVTR2550 90 45 500~700 160~260 25 0.05~0.15 {8l SIDE MILLING
X-UVTR2550 90 160 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 &% SLOTTING
X-UVTR2550 140 135 1700~2100 600~900 0.05~0.2 0.05~0.2 3D 3D MILLING
X-UVTR2550 200 70 900~1300 300~500 0.05~0.2 12~14 7B SLOTTING

X-UVTR2550 200 70 900~1300 400~700 0.05~0.2 0.05~0.2 3D 3D MILLING




ODHE M

X-BTB g

et b vl =R S AL
Ball Nose End Mills / 2 Flute

O =
Finishing

@ gk
Semi-finishing
Roughing

BE SENE(E
'- _ BZINDH D1 RTolerance

Dry Machining R4.0 +0.02

SEFELDH) R5.0 +0.02
MQL ( Mist) R6.0 +0.02
AT R8.0 +0.02
r Emulsion Machining
R10.0 +0.02
5 SERELDHI
b\j - Oil Machining R12.5 to.02
R16.0 +0.02
unit : mm
gE L1 SHEIR SRR
i \_f‘“ R ‘“51“‘ %ﬁ Screw Driver
Type No. Diameter | Flute Length | Neck Dia. OAL Thread Size Type No.
X-BTBOSOZ R4.0 8.0 121 M5 -3P
X-BTB1002 R5.0 10.0 9.8 16.1 M7-3P K10
X-BTB1202 R6.0 12.0 11.7 20.3 M8 -3P K12
X-BTB1602 R 8.0 16.0 15.6 25.7 M10-3P K16
X-BTB2002 R10.0 20.0 19.5 31.1 M12-3P K20
X-BTB2502 R12.5 25.0 24.4 393 M16-3P K25
X-BTB3202 R16.0 32.0 31.2 48.0 M20-3P K32

unit : mm
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2T
LIRIRIFR x- B TB MILLING CONDITIONS
B3/ FaEES Prehardened Steels : NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

7578 Coolant Type 8ZZVEDHI Dry coolant

JERRE | tIHIERE TEBRE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (min") (mm/min)

INTRE
(Aa)
Depth of Cut

DEE ISR
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 3D§ 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#f 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 3Dt 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 3Dt 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 3Dg% 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 3D 3D MILLING
X-BTB2002 180 140 1800~2200 1000~1300 0.1~0.15  0.2~0.3 3D 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 3D MILLING
X-BTB2502 130 300 3400~3800  1300~1700 0.12~0.17 0.24~0.34 3Dg% 3D MILLING
X-BTB2502 180 240 2500~3000  1100~1400 0.1~0.15  0.2~0.3  3D#f 3D MILLING
X-BTB3202 80 330 2700~3200  1100~1500 0.23~0.28 0.46~0.56 3D§f 3D MILLING
X-BTB3202 80 370 3500~4000  1500~1900 0.12~0.17 0.24~0.34 3D§% 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

-

FARHSESAITR EEENRE - MIREERRES  BRHEBRORERE -

{EFIBTS0 (SKS0/HSK100A) TJHEIFFZ#2s - TIRERASERS) RERE) °

. 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.

N
Note

-
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X-BTB g

BRIEIEEY 1% )58
Ball Nose End Mills / 3 Flute

Erﬁhing

@ g
Semi-finishing
of:
Roughing
BE GEVAESE
'- 8Z3NEDHI D1 RTolerance

Dry Machining R4.0 +0.02
SEFELDH) R5.0 +0.02
MQL ( Mist) R6.0 +0.02

AEHEDHI R8.0 +0.02
r Emulsion Machining
R10.0 +0.02
5 SERELDH]
b\j - Oil Machining R12.5 +o.02
R16.0 +0.02
unit : mm
gE L1 SHEIR SRR
i \_f‘“ R ‘“Ef“‘ %ﬁ Screw Driver
Type No. Diameter | Flute Length | Neck Dia. OAL Thread Size Type No.
X-BT80803 R4.0 8.0 121 M5 -3P
X-BTB1003 R5.0 10.0 9.8 16.1 M7-3P K10
X-BTB1203 R6.0 12.0 11.7 20.3 M 8-3P K12
X-BTB1603 R 8.0 16.0 15.6 25.7 M10-3P K16
X-BTB2003 R10.0 20.0 19.5 31.1 M12-3P K20
X-BTB2503 R12.5 25.0 244 393 M16-3P K25
X-BTB3203 R16.0 32.0 31.2 48.0 M20-3P K32

unit : mm
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3T
LIRIRIFR x- B T MILLING CONDITIONS
DA Work Material B3/ FaEESH Prehardened Steels : NAK80 : 1.2083 : AlSI420 : M310 (HRc36~45)

7578 Coolant Type 8ZZVEDHI Dry coolant

JERRE | tIHIERE TEBRE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

INTRE
(Aa)
Depth of Cut

DEE ISR
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 3D§ 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#f 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 3Dt 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#f 3D MILLING
X-BTB1203 60 325 8200~8600  1600~2000 0.2~0.25  0.4~0.5 3Dt 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 3Dg% 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 3D 3D MILLING
X-BTB2503 80 330 3500~4000  1300~1700 0.23~0.28 0.46~0.56 3D§% 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 3Dg% 3D MILLING
X-BTB2503 180 240 2500~3000  1100~1400 0.1~0.15  0.2~0.3  3D#f 3D MILLING
X-BTB3203 80 330 2700~3200  1100~1500 0.23~0.28 0.46~0.56 3D§f 3D MILLING
X-BTB3203 80 370 3500~4000  1500~1900 0.12~0.17 0.24~0.34 3D§% 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 3Dg% 3D MILLING
X-BTB3203 200 220 1800~2200 800~1200  0.1~0.15  0.2~0.3  3D#% 3D MILLING

1. NS RINER ESIRRE - M TREERREE - BHREES) RER® -
b {EFBTS0 (SK50/HSK 100A) JJEIEIS 2 38 » TRIERBRIERS) RIERF) -
. 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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b
Finishing

g?e%i-ﬁnishing
O

it
Roughing

gZIVUDHl
Dry Machining

ST UIH)
MQL (Mist)

KAELDH
Emulsion Machining

SEEEDH]
0il Machining

AUEE L1
= \_T‘“ TE 44@1(/( %E
YRENO, Diameter | Flute Length Neck Dia. OAL Thread Size

X-UB

TRAEBRIEIEEY I 8% 58
Ball Nose End Mills / 2 Flute

D1

BE GEVINS =)
D1 RTolerance

R4.0
R5.0
R6.0
R8.0
R10.0
R12.5
R16.0

SHEIR SRR
Screw Driver
Type No.

" Xx-UB0802
X-UB1002
X-UB1202
X-UB1602
X-UB2002
X-UB2502
X-UB3202

121 M5 -3P
10.0 9.8 16.1 M7 -3P
12.0 1.7 20.3 M8 -3P
16.0 15.6 257 M10-3P
20.0 19.5 311 M12-3P
25.0 244 393 M16-3P
320 31.2 48.0 M20-3P

K10
K12
K16
K20
K25
K32

unit : mm

+0.02
+0.02
+0.02
+0.02
+0.02
+0.02
+0.02

unit : mm




ODHE

rrzmm  X-UB™

DA Work Material B3/ FaEES Prehardened Steels : NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)
758733\ Coolant Type EIVEDEI Wet coolant

JERRE | tIHIERE TEBRE EARRE INLRE
Extension | Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (min") (mm/min) Depth of Cut

DEE ISR
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 3D§ 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#f 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 3Dt 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 3Dt 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 3Dg% 3D MILLING
X-UB2002 130 190 2500~3000 900~1200  0.2~0.25  04~0.5  3D#% 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 3D 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 3D MILLING
X-UB2502 130 300 3400~3800  1300~1700 0.12~0.17 0.24~0.34 3Dg% 3D MILLING
X-UB2502 180 240 2500~3000  1100~1400 0.1~0.15  0.2~0.3  3D#f 3D MILLING
X-UB3202 80 330 2700~3200  1100~1500 0.23~0.28 0.46~0.56 3D§f 3D MILLING
X-UB3202 80 370 3500~4000  1500~1900 0.12~0.17 0.24~0.34 3D§% 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

-

FARHSESAITR EEENRE - MIREERRES  BRHEBRORERE -

{EFIBTS0 (SKS0/HSK100A) TJHEIFFZ#2s - TIRERASERS) RERE) °

. 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.

N
Note

-




ODHE 1

2T
EDHIRIFR x-” MILLING CONDITIONS
] " EARIBHM Hardened Steels
S o Marrial SKD61/ STAVAX / 17-4PH : 1.2083 / 12344 / 1.4542 : H13 / 420 (HRc48~54)

7H8aN73T8 Coolant Type 8ZZVEDHI Dry coolant

JERRE | tIHIERE TEBRE EARRE INLRE
Extension | Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (min"") (mm/min) Depth of Cut

DEE ISR
Width of Cut Milling Type

X-UB0802 25 280 10000~11000 2600~3000 0.06~0.09 0.12~0.18 3Dt 3D MILLING
X-UB0802 45 145 5400~5800  1600~2000 0.06~0.08 0.12~0.16 3D§% 3D MILLING
X-UB0802 65 130 4700~5200  1200~1600 0.06~0.08 0.12~0.16 3Dt 3D MILLING
X-UB1002 40 260 7700~8200  2600~3000 0.08~0.13 0.16~0.26 3Dgf% 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#f% 3D MILLING
X-UB1202 60 290 7200~7700  1200~1600 0.08~0.13 0.16~0.26 3D 3D MILLING
X-UB1202 100 220 5300~5800 800~1100 0.08~0.13 0.16~0.26 3D§% 3D MILLING
X-UB1602 60 215 3800~4200 2000~2400 0.1~0.15  0.2~0.3 3D 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§% 3D MILLING
X-UB2002 80 315 4500~5000  1200~1600 0.1~0.15  0.2~0.3 3Dt 3D MILLING
X-UB2002 130 190 2500~3000 800~1200  0.1~0.15  0.2~0.3  3Dgf 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 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 3D§f 3D MILLING
X-UB3202 200 200 1600~2000 700~1100  0.1~0.15  0.2~0.3  3D§#% 3D MILLING

ihEES 1. R R EMBARE » NTREERRES - FRARERO)RERF)
Note 2. fEFBT50 (SK50/HSK100A) JJHEAEHF 2 3% » TR RASERS) REMAEEFE)
3.X-UB10027EHRc52{HR 2 100mmbF » RHFFEEZE -

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.




M ODHE

X-UB .

TREBRIEIEEY I % 58
Ball Nose End Mills / 4 Flute

b
Finishing

g?e%i-ﬁnishing
O

itk
Roughing
BE GEVA-SE]
= 2T DM D1 RTolerance

Dry Machining R4.0 +0.02
SEFELDH) R5.0 +0.02
MQL ( Mist) R6.0 +0.02
ANGBIELDH) R8.0 +0.02
Emulsion Machining
R10.0 +0.02
SHELDEY
Oil Machining R12.5 +0.02
R16.0 +0.02
unit : mm
Fuge L1 SHEIRF A5
Typa N \_f‘“ R ‘“51“‘ %ﬁ Screw Driver
ype No. Diameter | Flute Length | Neck Dia. OAL. Thread Size Type No.
X-UBOSO4 R4.0 8.0 12.1 M5 -3P
X-UB1004 R5.0 10.0 9.8 16.1 M7-3P K10
X-UB1204 R6.0 12.0 11.7 203 M 8-3P K12
X-UB1604 R 8.0 16.0 15.6 25.7 M10-3P K16
X-UB2004 R10.0 20.0 19.5 31.1 M12-3P K20
X-UB2504 R12.5 25.0 244 393 M16-3P K25
X-UB3204 R16.0 32.0 31.2 48.0 M20-3P K32

unit : mm




] ODHE

4T
LIRIRIFR x-” MILLING CONDITIONS
#EDHIM Work Material SHEEH/ FAEEM Prehardened Steels : NAK8O : 1.2083 : AISI420 : M310 (HRc36~45)

758733\ Coolant Type EIVEDEI Wet coolant

JERRE | tIHIERE TEBRE EARRE INLRE
Extension | Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (min"") (mm/min) Depth of Cut

DEE IS
Width of Cut Milling Type

X-UB0804 25 330 12000~13000 4000~4400 0.08~0.13 0.16~0.26 3Dt 3D MILLING
X-UB0804 45 225 8300~8800  2000~2400 0.08~0.1 0.16~0.2 3D 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 3Dg% 3D MILLING
X-UB1204 40 325 8200~8600  3200~3600 0.1~0.15  0.2~0.3  3D#f 3D MILLING
X-UB1204 60 325 8200~8600  2400~2800 0.1~0.15  0.2~0.3  3D§f 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 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 3D MILLING
X-UB2004 130 220 3000~3500  1600~2000 0.12~0.17 0.24~0.34 3D§f 3D MILLING
X-UB2004 180 140 1700~2200  1000~1300 0.1~0.15  0.2~0.3 3Dt 3D MILLING
X-UB2504 80 350 4000~4500  2000~2400 0.12~0.17 0.24~0.34 3Dt 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 3D§f 3D MILLING
X-UB3204 200 220 1800~2200 800~1200  0.1~0.15  0.2~0.3  3D§% 3D MILLING

-

ihEES HREEBRRIEREMBITE » NTREERRNES  FRARERS)RERF)
Note 2. fEFBT50 (SK50/HSK100A) JJHEAEHs 2 3% » TIiRIERASERS) REMAEEF)

. 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.

-




ODHE 1

4T
EDHIRIFR x-” MILLING CONDITIONS
] " EARIBHM Hardened Steels
S o Marrial SKD61/ STAVAX / 17-4PH : 1.2083 / 12344 / 1.4542 : H13 / 420 (HRc48~54)

7H8aN73T8 Coolant Type 8ZZVEDHI Dry coolant

JERRE | tIHIERE TEBRE EARRE INLRE
Extension | Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (min"") (mm/min) Depth of Cut

DEE ISR
Width of Cut Milling Type

X-UB0804 25 280 10000~11000 2800~3200 0.06~0.09 0.12~0.18 3Dt 3D MILLING
X-UB0804 45 145 5400~5800  1800~2200 0.06~0.08 0.12~0.16 3Dgf 3D MILLING
X-UB0804 65 130 4700~5200  1200~1600 0.06~0.08 0.12~0.16 3Dt 3D MILLING
X-UB1004 40 260 7700~8200  2600~3000 0.08~0.13 0.16~0.26 3Dgf% 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 3D MILLING
X-UB1204 60 290 7200~7700  1400~1800 0.08~0.13 0.16~0.26 3D 3D MILLING
X-UB1204 100 220 5300~5800 800~1100 0.08~0.13 0.16~0.26 3D§% 3D MILLING
X-UB1604 60 215 3800~4200 2000~2400 0.1~0.15  0.2~0.3 3D 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§% 3D MILLING
X-UB2004 80 315 4500~5000  1400~1800 0.1~0.15  0.2~0.3 3Dt 3D MILLING
X-UB2004 130 190 2500~3000 900~1300  0.1~0.15  0.2~0.3  3Dg% 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 3D§f 3D MILLING
X-UB3204 200 200 1600~2000 700~1100  0.1~0.15  0.2~0.3  3D§#% 3D MILLING

-

ihEES HREBRRIEREMBITE » NTREERIRES  FERARERS)RERF)
Note 2. fEFBT50 (SK50/HSK100A) JJHEAEHF 2 3% » TR RASERS) REMAEEFE)

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.

—




ODHE M

X-UBT g

ShEEREEEIH 58
Ball Nose End Mills / 2 Flute

g
Semi-finishing

it
Roughing

Erﬁhing
©)
O

BE SENE(E
gZzEDH) D1 RTolerance

Dry Machining R4.0 +0.02
SEFELDHI R5.0 +0.02
MQL (Mist) R6.0 +0.02
@ 4 AGEHEDH R8.0 £002
r Emulsion Machining
R10.0 +0.02
P, SEEEDH]
b\j - Oil Machining R12.5 +0.02
unit : mm
gE L1 SHEIR SRR
i \_f‘“ R ‘“51“‘ %ﬁ Screw Driver
Type No. Diameter | Flute Length | Neck Dia. OAL Thread Size Type No.
X-UBT0802 R4.0 8.0 121 M5 -3P
X-UBT1002 R5.0 10.0 9.8 16.1 M7-3P K10
X-UBT1202 R6.0 12.0 1.7 20.3 M8 -3P K12
X-UBT1602 R 8.0 16.0 15.6 25.7 M10-3P K16
X-UBT2002 R10.0 20.0 19.5 311 M12-3P K20
X-UBT2502 R12.5 25.0 24.4 393 M16-3P K25

unit : mm




ODHF

2T
EDHIRIFR X- ” B T MILLING CONDITIONS
ERRIBHM Hardened Steels
R o Marcrizl SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

7578 Coolant Type 523\ /5HFELDHEI Dry / MQL coolant

TERRE | UHERE OEBRE ERRE | NLTRE | NIEE M
Extension | Cutting Speed Speed Feed (Aa) (Ap) i
Length (mm) (m/min) (minT) (mm/min) Depth of Cut | Width of Cut Milling Type

X-UBT0802 25 280 10000~11000 1800~2000 0.15~0.2  0.3~04 3Dt 3D MILLING
X-UBT0802 25 280 10000~11000 3000~3400 0.07~0.1  0.14~0.2 3D§t 3D MILLING
X-UBT0802 45 145 5400~5800  1600~2000 0.06~0.08 0.12~0.16 3D 3D MILLING
X-UBT0802 65 130 4700~5200  1200~1600 0.06~0.08 0.12~0.16 3Dt 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§t 3D MILLING
X-UBT1202 40 300 7800~8200  2200~2600 0.25~03  0.5~0.6  3D#% 3D MILLING
X-UBT1202 40 300 7800~8200  2600~3000 0.1~0.15  0.2~0.3  3Dg#% 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 3Dt 3D MILLING
X-UBT1602 60 200 3800~4200 1600~2000 0.2~0.25  0.4~0.5 3Dt 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 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 3Dt 3D MILLING
X-UBT2002 130 315 4700~5200  1400~1800 0.1~0.15  0.2~0.3 3Dt 3D MILLING
X-UBT2002 180 140 1700~2200 800~1000  0.08~0.1 0.16~0.2 3Dgf% 3D MILLING
X-UBT2502 80 300 3200~3700  1000~1400 0.2~0.25 0.35~0.5 3Dt 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#f 3D MILLING
X-UBT2502 180 200 2000~2500 800~1200  0.1~0.15  0.2~0.3  3D#% 3D MILLING

—

FEREESEBIER EEIRORE » MIREERIREE - BRRFERS) RER®E) °
. {BFABTS0 (SKS0/HSK100A) JJiBAHF 2 #es - OIRIERASERS) RERRF)

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




ODHE 3

X-UBT” s

]
fREIEIR Work Material EARIBH Hardened Steels: SKD11/SKH9: 1.2379/1.3342: D2 / M2 (HRc55~62)
7H8aN73T8 Coolant Type gz3\0/5MFELDEl Dry / MQL coolant

JERRE | UHERE WIERE HEARRE INIRE MIAR
Extension | Cutting Speed Speed Feed (Aa) (Ap) st
Length (mm) | (m/min) (min”) (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 3Dg% 3D MILLING
X-UBT0802 45 125 4500~5000  1300~1700 0.05~0.08 0.1~0.16 3D 3D MILLING
X-UBT0802 65 920 3000~3500 700~900  0.05~0.08 0.1~0.16 3Dt 3D MILLING
X-UBT1002 40 155 4700~5200  1400~1800 0.1~0.13  0.2~0.26 3Dt 3D MILLING
X-UBT1002 60 125 3700~4200  1200~1600 0.08~0.1 0.16~0.2 3D 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 3Dg% 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#f% 3D MILLING
X-UBT1602 100 920 1500~2000 800~1200  0.07~0.1  0.07~0.1  3D#% 3D MILLING
X-UBT1602 130 20 1500~2000 600~1000  0.07~0.1 0.07~0.1 3Dg% 3D MILLING
X-UBT2002 80 110 1500~2000 800~1200  0.07~0.1 0.07~0.1 3D#% 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

—

HR#ERRIMREMBIRE - NTRHEERRES - ARARERGS)REREF) -
. fBABTS0 (SKS0/HSK100A) JJiBAH 2 #igs » 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.

Note

(5]
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X-UBT g

ShEEREEEYIE]5E
Ball Nose End Mills / 4 Flute

ﬂ

EE
E

g
Semi-finishing

Erﬁhing
©)

it
Roughing

BE SENE(E
gZIEDH D1 RTolerance

Dry Machining R4.0 +0.02
pEILE]] R5.0 +0.02
MQL (Mist) R6.0 +0.02
@ 4 AGEHEDH R8.0 £002
r Emulsion Machining
R10.0 +0.02
P, SEEEDH]
b\j - Oil Machining R12.5 +0.02
unit : mm
gE L1 SHEIR SRR
i \_f‘“ R ‘“Ef“‘ %ﬁ Screw Driver
Type No. Diameter | Flute Length | Neck Dia. OAL Thread Size Type No.
X-UBT0804 R4.0 8.0 121 M5-3P
X-UBT1004 R5.0 10.0 9.8 16.1 M7-3P K10
X-UBT1204 R6.0 12.0 1.7 20.3 M 8-3P K12
X-UBT1604 R8.0 16.0 15.6 25.7 M10-3P K16
X-UBT2004 R10.0 20.0 19.5 311 M12-3P K20
X-UBT2504 R12.5 25.0 244 393 M16-3P K25

unit : mm




] ODHE

X-UBT" o

T " ENERIBH Hardened Steels
S el SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)
7H8aN73T8 Coolant Type 523\ /5HFELDHEI Dry / MQL coolant

TERRE | UHERE OEBRE ERRE | NLTRE | NIEE M
Extension | Cutting Speed Speed Feed (Aa) (Ap) i
Length (mm) (m/min) (min-T) (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 3Dt 3D MILLING
X-UBT0804 45 145 5400~5800  1800~2200 0.06~0.08 0.12~0.16 3Dgf 3D MILLING
X-UBT0804 65 130 4700~5200  1200~1600 0.06~0.08 0.12~0.16 3Dt 3D MILLING
X-UBT1004 40 300 9200~9700  2800~3200 0.08~0.13 0.16~0.26 3D 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 3Dt 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 3D MILLING
X-UBT1604 60 200 3800~4200 2000~2400 0.1~0.15  0.2~0.3 3D 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  3D#% 3D MILLING
FfEE 1. AREERBIIER T8HHEOARE - MTHEBRRES  FHEEBRORERE) °

Note

14

fEFBTS0 (SKS0/HSK100A) JJHEAE; 2 #28 » TRIERASIERS) RIERF) °

. 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.

—




ODHE 3

X-UBT" o

]
fREIEIR Work Material EARIBH Hardened Steels: SKD11/SKH9: 1.2379/1.3342: D2 / M2 (HRc55~62)
7H8aN73T8 Coolant Type §23\/58FELDAEI Dry / MQL coolant

JERRE | tIHIERE TEBRE ERRE | NLRE WIS
Extension | Cutting Speed Speed Feed (Aa) (Ap) st
Length (mm) (m/min) (min-) (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 3Dg% 3D MILLING
X-UBT0804 45 125 4500~5000  1400~1800 0.05~0.08 0.1~0.16 3D 3D MILLING
X-UBT0804 65 920 3000~3500 700~900  0.05~0.08 0.1~0.16 3Dt 3D MILLING
X-UBT1004 40 155 4700~5200  1400~1800 0.1~0.13  0.2~0.26 3Dt 3D MILLING
X-UBT1004 60 125 3700~4200  1200~1600 0.08~0.1 0.16~0.2 3D 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 3Dg% 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#f% 3D MILLING
X-UBT1604 100 920 1500~2000 800~1200  0.07~0.1  0.07~0.1  3D#% 3D MILLING
X-UBT1604 130 20 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 3Dg% 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
FfEE 1. AREERAIIER T8HROARE - MTHEBRRES  BHEEBRORERE) -

Note

14

fEFBTS0 (SKS0/HSK100A) JJHEAEs 2 #2: » TRERASERS) RERF) °

. 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.

—




ODHE 3

-4
BUER - .
E } FHESESEY [ 8% )58
oughin Ball Nose End Mills

HRG
‘65

() L
Finishing
g?e%i-ﬁnishing
»Rﬂo%fghing

B SENE(E
g D1 RTolerance

Dry Machining R4.0 +0.02
SFHEBLDHI R5.0 +0.02
MQL (Mist) R6.0 +0.02
AGEIELDH R8.0 +0.02
Emulsnon Machining
R10.0 +0.02
SEHELH)
Ol i
R15.0 +0.02
R16.0 +0.02
unit : mm
i L1 SRR TR
i I_f‘“ R ‘“Ef“‘ %ﬁ Screw Driver
Type No. Diameter | Flute Length | Neck Dia. OAL Thread Size Type No.
X-BMW0804 R4.0 8.0 121 M5 -3P
X-BMW1004 R5.0 10.0 9.8 16.1 M7-3P K10
X-BMW1204 R6.0 12.0 11.7 20.3 M8 -3P K12
X-BMW1604 R 8.0 16.0 15.6 25.7 M10-3P K16
X-BMW2004 R10.0 20.0 19.5 311 M12-3P K20
X-BMW2504 R12.5 25.0 24.4 393 M16-3P K25
X-BMW3004 R15.0 320 29.2 48.0 M20-3P K30
X-BMW3204 R16.0 32.0 31.2 48.0 M20-3P K32

unit @ mm




ODHE

X-BMW

#RUIHIR Work Material T%3R8M Carbon Steels:S50C /SS400 :1.1210 /1.0036: 1050 / A570 Gr.45 (~HRc22)
7H8aN7338 Coolant Type 523\ /58FELDHEI Dry / MQL coolant

JERRE | IHIERE DIERE EARRE NTREE | NLEE ML
Extension | Cutting Speed Speed Feed (Aa) (Ap) st
Length (mm) (m/min) (minT) (mm/min) Depth of Cut | Width of Cut Milling Type

X-BMW0804 25 250 9500~10500 4500~5000 0.15~0.25 0.3~0.5  3Dgf 3D MILLING
X-BMW0804 25 210 8200~8700  2400~2800 0.3~0.4 0.6~0.8  3D§f% 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 3D MILLING
X-BMW0804 60 125 4800~5200  1600~2000 0.15~0.25 0.3~0.5 3D 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 3Dt 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 3Dt 3D MILLING
X-BMW1004 50 205 6300~6800  3600~4000 0.15~0.25 0.5~0.7 3D 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  3D§% 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 3D MILLING
X-BMW1204 35 255 6600~7000  2200~2600 0.35~0.5 1~1.2 3D§% 3D MILLING
X-BMW1204 B5) 235 6000~6500 800~1100 0.7~1 1.5~1.8 3D 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 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#i 3D MILLING
X-BMW1604 50 250 4700~5200  2500~3000  0.4~0.6 1.2~1.6 3D 3D MILLING
X-BMW1604 50 240 4500~5000  1200~1500 0.8~1 1.5~2 3D## 3D MILLING
X-BMW1604 90 200 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  3D#i 3D MILLING
X-BMW1604 130 130 2400~2800  1000~1400 0.2~035  0.7~1.2 3Dt 3D MILLING
X-BMW1604 130 95 1700~2100 600~800 0.4~0.6 1.2~1.6  3D#f 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 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#i 3D MILLING
X-BMW2004 100 165 2400~2800 700~1000 0.4~0.6 1.2~1.6  3D#f 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 1.4~1.6  3D% 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 1~14 3D## 3D MILLING
X-BMW2504 100 165 1900~2300 700~900 0.5~0.7 14~1.6 3Dt 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




ODHF

#REIEIH Work Material %3R8 Carbon Steels :S50C /SS400 :1.1210 /1.0036: 1050 / A570 Gr.45 (~HRc22)

y 523\ /58FELDHEI Dry / MQL coolant

JERRE | CIHIERE TEERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (min") (mm/min)

INTRE
(Aa)
Depth of Cut

DR IS
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 0.3~0.4 1=~01.2 3D§# 3D MILLING
X-BMW3204 80 260 2400~2800  1800~2200  0.3~0.4 1~1.4 3D§#% 3D MILLING
X-BMW3204 80 225 2000~2400  1100~1500  0.5~0.7 14~1.6 3D 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 3Dk 3D MILLING
X-BMW3204 170 125 1000~1400 700~900 0.3~0.4 1~1.2 3D§% 3D MILLING

s M 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)
757\ Coolant Type &3\ /MFELDEI Dry/MQL coolant
EDHRE LEBRE ERRRE
Extension Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

DL
Milling Type

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 3D 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 0.3~0.4 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 90 2700~3200 800~1100 0.15~0.25 0.5~0.6 3D 3D MILLING
X-BMW1204 B5 280 7200~7600  3000~3400  0.2~0.3 0.6~0.7 3Dt 3D MILLING
X-BMW1204 35 230 6000~6400  1600~2000 0.35~0.5 0.8~1 3Di# 3D MILLING
X-BMW1204 35 205 5200~5700 800~1200 0.6~0.7 1.2~1.4 3Dt 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 3D MILLING
X-BMW1204 80 135 3400~3800 800~1200 0.2~0.3 0.6~0.7 3D 3D MILLING
X-BMW1604 50 240 4500~5000  3000~3500 0.2~035 0.7~1.2 3Dt 3D MILLING
X-BMW1604 50 210 4000~4500  1200~1600  0.4~0.5 1.2~1.5 3D 3D MILLING
X-BMW1604 50 210 4000~4500 800~1300 0.6~0.8 1.5~1.7 3D 3D MILLING
X-BMW1604 80 190 3600~4000 1200~1600 0.2~0.35  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




ODHF

HEEDEIM Work Material BETEH/BRTEM Alloy Too! Steels / Carbon Too! Steels
P20/P5/ SK3/SKD61/SKD11:1.2311/1.1545/1.2379/1.2344 : H13 / D2 (HRc23~32)
7578 Coolant Type g3\ /5FEDEl Dry/MQL coolant
JERRE | tHERE TEBRE ERRRE

Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

INTRE
(Aa)
Depth of Cut

DR IR
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#f 3D MILLING
X-BMW2004 60 250 3800~4200 2000~2400 0.2~0.35  0.7~1.2  3D#% 3D MILLING
X-BMW2004 60 240 3600~4000  1200~1600  0.4~0.5 1.2~1.5  3D§% 3D MILLING
X-BMW2004 60 175 2600~3000 700~1000 0.6~0.8 1.5~1.7 3Dt 3D MILLING
X-BMW2004 90 225 3400~3800  1200~1600 0.2~0.35  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 3Dt 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 14~1.5 3Dt 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 1~1.4 3D§5% 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  3D§% 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 3D§% 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 1.4~1.5  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 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

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

731\ Coolant Type 8230/’ FELDEI Dry/MQL coolant

JERRE | UHERE ERRRE
Extension Cutting Speed Feed
Length (mm) (m/min) (mm/min)

A e
Widt(h f))f Cut Milling Type

Depth of Cut

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 3Dt 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 0.2~04  3D#f 3D MILLING
X-BMW1004 30 230 7200~7600  4200~4600 0.15~0.25 0.5~0.6  3D#% 3D MILLING
X-BMW1004 30 210 6400~6800  1600~2000  0.3~0.4 0.7~0.8  3Dif 3D MILLING

X-BMW1004 30 175 5400~5800 700~1000 0.5~0.6 1~1.2 3D§#% 3D MILLING




ODHE

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

7578 Coolant Type g3\ /5FELDEIl Dry/MQL coolant

JERRE | IHIRE DIERE EARRE mI=E MITAR
Extension Cutting Speed Speed Feed (Ap) R L
Length (mm) (m/min) (min°) (mm/min) Width of Cut Milling Type

INTRE
(Aa)
Depth of Cut

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#f 3D MILLING
X-BMW1004 70 130 4000~4500  1600~2000  0.1~0.2 0.2~0.4  3Dif 3D MILLING
X-BMW1004 70 920 2700~3200 600~900  0.15~0.25 0.5~0.6 3Dt 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  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 3D 3D MILLING
X-BMW1204 55 190 4800~5300  1400~1800  0.2~0.3 0.6~0.7 3Dt 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 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 3Dt 3D MILLING
X-BMW1604 110 140 2600~3000 700~900 0.2~0.35  0.6~0.8 3Dt 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 3Dt 3D MILLING
X-BMW2004 60 175 2600~3000 600~900 0.6~0.8 1.5~1.7 3D 3D MILLING
X-BMW2004 90 225 3400~3800 1000~1400 0.2~0.35  0.7~1.2  3D#% 3D MILLING
X-BMW2004 920 155 2200~2700 600~800  0.35~0.45 1~1.3 3D§# 3D MILLING
X-BMW2004 130 150 2200~2600 600~900 0.2~0.35  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 3D 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 3Dt 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§% 3D MILLING
X-BMW3004 120 225 2200~2600 900~1200 0.3~0.4 1~1.4 3D§5% 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 3Dt 3D MILLING
X-BMW3204 120 225 2000~2400  1000~1300  0.3~0.4 1~1.4 3D§% 3D MILLING
X-BMW3204 120 150 1300~1700 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#t 3D MILLING
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unit : mm
g L1 SHEIRF A5
Typa N \_f‘“ R ‘“51“‘ %ﬁ Screw Driver
YRENO, Diameter | FluteLength | Neck Dia. OAL Thread Size Type No.
X-UBY0804 R4.0 8.0 121 M5-3P

X-UBY1004 R5.0 10.0 9.8 16.1 M7-3P K10
X-UBY1204 R6.0 12.0 11.7 20.3 M 8-3P K12
X-UBY1604 R8.0 16.0 15.6 25.7 M10-3P K16
X-UBY2004 R10.0 20.0 19.5 311 M12-3P K20
X-UBY2504 R12.5 25.0 244 393 M16-3P K25
X-UBY3004 R15.0 32.0 29.2 48.0 M20-3P K30
X-UBY3204 R16.0 32.0 31.2 48.0 M20-3P K32

unit @ mm




ODHE

EDHIRIFR x- " B Y MILLING CONDITIONS
#EDHIM Work Material HEEHR/ FAEEH Prehardened Steels : NAK8O : 1.2083 : AlSI420 : M310 (HRc36~45)

7578 Coolant Type g3\ /5FEDEl Dry/MQL coolant

JERRE | IHIERE DIERE EARRE mI=E MIAR
Extension Cutting Speed Speed Feed (Ap) R L
Length (mm) (m/min) (min-) (mm/min) Width of Cut Milling Type

INTRE
(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  3D§f 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 3D 3D MILLING
X-UBY0804 60 105 4000~4500  1400~1800  0.1~0.2 0.3~0.4  3Dif 3D MILLING
X-UBY0804 60 115 4300~4800 800~1100  0.05~0.1 0.05~0.15 3D#% 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 3D#% 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 3Dt 3D MILLING
X-UBY1204 55 280 7200~7700  1800~2200 0.05~0.15 0.2~0.3  3Dgf% 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 0.2~035  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  3Dg#% 3D MILLING
X-UBY1604 130 140 2600~3000 800~1200  0.05~0.2  0.2~0.3  3D#% 3D MILLING
X-UBY2004 60 225 3400~3800  1600~2000  0.3~0.4 0.8~1 3D§5% 3D MILLING
X-UBY2004 60 275 4200~4600  2000~2400 0.05~0.2  0.2~0.35 3D 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 3D MILLING
X-UBY2004 150 140 2000~2400 800~1200  0.05~0.2  0.2~0.3  3Dg#% 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 3D 3D MILLING
X-UBY2504 110 200 2200~2700  1100~1400  0.3~0.4 0.8~1 3D## 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  3D#% 3D MILLING
X-UBY3004 80 225 2200~2600  1400~1800  0.3~0.4 0.8~1 3D§#% 3D MILLING
X-UBY3004 80 275 2700~3100  1600~2000 0.05~0.2  0.2~0.35 3D§f 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 3D MILLING
X-UBY3004 170 140 1200~1600 700~1000  0.05~0.2  0.2~0.3  3Dg#% 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## 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§f 3D MILLING

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




ODHE

EDHIRIFR x- " B Y MILLING CONDITIONS
EARIBHM Hardened Steels
S o Marrial SKD61/ STAVAX / 17-4PH : 1.2083 / 12344 / 1.4542 : H13 / 420 (HRc48~54)

7578 Coolant Type g3\ /5FEDEl Dry/MQL coolant

JERRE | IHIERE DIERE EARRE mr=E MIAR
Extension Cutting Speed Speed Feed (Ap) R L
Length (mm) (m/min) (min°) (mm/min) Width of Cut Milling Type

INTRE
(Aa)
Depth of Cut

X-UBY0804 25 220 8500~9000  2000~2400  0.1~0.2 0.3~0.4 3D 3D MILLING
X-UBY0804 25 240 9000~10000 1800~2200  0.05~0.1  0.05~0.2  3Dg% 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 3Dgf% 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 3Dt 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§f 3D MILLING
X-UBY1204 55 225 5700~6200  1400~1800 0.15~0.25 0.4~0.5  3D#% 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  3Dif 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 0.2~035  0.5~0.7 3D 3D MILLING
X-UBY1604 920 210 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 3D#% 3D MILLING
X-UBY2004 60 200 3000~3400  1400~1800  0.3~0.4 0.6~0.8 3D 3D MILLING
X-UBY2004 60 270 4100~4500  1600~2000 0.05~0.2  0.2~0.3 3D 3D MILLING
X-UBY2004 100 180 2700~3100  1000~1400  0.3~0.4 0.6~0.8 3D 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 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 3D#% 3D MILLING
X-UBY3004 80 200 1900~2300  1000~1400  0.3~0.4 0.6~0.8 3D 3D MILLING
X-UBY3004 80 270 2600~3000  1200~1600 0.05~0.2  0.2~0.3  3D§f 3D MILLING
X-UBY3004 120 180 1700~2100 700~1000 0.3~0.4 0.6~0.8 3D 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 3D MILLING
X-UBY3004 170 130 1200~1600 600~900  0.05~0.15 0.15~0.25 3Dg% 3D MILLING
X-UBY3204 80 200 1800~2200  1000~1300  0.3~0.4 0.6~0.8 3Dt 3D MILLING
X-UBY3204 80 270 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 3Dt 3D MILLING
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] ODHE

X-UBY

- ]
#RUIHIR Work Material ERIBH Hardened Steels: SKD11/SKH9: 1.2379/1.3342: D2 / M2 (HRc55~62)
7H8aN73T8 Coolant Type g3\ /5FEDEl Dry/MQL coolant

JEREE | tIHIERE OEBRE ERRE | NTFE | ITEE M
Extension Cutting Speed Speed Feed (Aa) (Ap) e
Length (mm) (m/min) (min-T) (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#f 3D MILLING
X-UBY0804 40 140 5400~5800  1000~1400  0.05~0.1 0.1~0.2 3D 3D MILLING
X-UBY0804 60 920 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 3Dt 3D MILLING
X-UBY1004 50 140 4200~4700  1200~1600 0.05~0.15 0.1~0.25 3Dt 3D MILLING
X-UBY1004 70 100 3000~3400 700~1100  0.05~0.1 0.1~0.2  3D#f 3D MILLING
X-UBY1204 35 230 5800~6300  1600~2000 0.05~0.15 0.1~0.25 3Dt 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 3Dt 3D MILLING
X-UBY1604 90 150 2700~3200 700~1000  0.05~0.2 0.15~0.3  3D#% 3D MILLING
X-UBY1604 130 105 1900~2300 600~800  0.05~0.15 0.15~0.25 3Dg% 3D MILLING
X-UBY2004 60 190 2800~3200  1000~1400 0.05~0.2  0.2~03 3Dt 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 3Dg% 3D MILLING
X-UBY2504 70 190 2200~2600 900~1200  0.05~0.2  0.2~03  3Dgf 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 3Dg% 3D MILLING
X-UBY3004 80 190 1800~2200 800~1100  0.05~0.2  0.2~03  3D§f 3D MILLING
X-UBY3004 120 145 1300~1700 500~800 0.05~02  0.2~0.3  3D§% 3D MILLING
X-UBY3004 170 105 900~1300 400~600  0.05~0.15 0.15~0.25 3Dg% 3D MILLING
X-UBY3204 80 190 1700~2100 800~1100  0.05~0.2  0.2~03  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




ODHE M

Xs-BTB

JEXERTIGE
Ball Nose End Mills

©
Finishing
@ gk
Semi-finishing
Roughing

Dry Machining R4.0 +0.02

BE SENE(E
'- _ g EDH) D1 RTolerance

SRFELDH| R5.0 +0.02
MQL (Mist) R6.0 +002
AGEHEDHI R8.0 +0.02
r Emulsion Machining
R10.0 +0.02
5 SERELDHI
b\j - Oil Machining R12.5 +0.02
unit : mm
g L1 SHEIRFRYER
Typa N \_f‘“ R ‘“51“‘ %ﬁ Screw Driver
YRENO, Diameter | Flute Length | Neck Dia. OAL Thread Size Type No.
Xs-BTB0802 R4.0 6.0 10.1 M5 -3P
Xs-BTB1002 R5.0 7.0 9.8 1.1 M7-3P K10
Xs-BTB1202 R6.0 9.0 11.7 13.8 M8 -3P K12
Xs-BTB1602 R8.0 10.0 15.6 14.7 M10-3P K16
Xs-BTB2002 R10.0 12.0 19.5 18.1 M12-3P K20
Xs-BTB2502 R12.5 16.0 24.4 223 M16-3P K25

unit : mm




ODHF

BILTTESES S XS-B TB MILLING CONDITIONS
B3/ FaHESH Prehardened Steels : NAK80 : 1.2083 : AlSI420 : M310 (HRc36~45)

7578 Coolant Type 8ZZVEDHI Dry coolant

JERRE | tIHIERE TEBRE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (min") (mm/min)

INTRE
(Aa)
Depth of Cut

2R L ML
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  0.3~04 3D 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 3Dgf 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 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 3Dt 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  0.2~0.3 3D 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 3D§% 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§f 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

-

HREBRRIMREMBAIRE - NTRFEERNES - :EARERS) RER®E)
. fEFABTS0 (SK50/HSK100A) JJHBACHs 2 #8: » TIRIE AR IER(S) RELR(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 BT50(SK50/HSK100A), please higher Speed(S) and Feed(F) according
to the cutting condition.

Note

- N

(5]




M ODHEF

Xs-UB
f JEXERTIGE
izm Ball Nose End Mills
IR
%&c m S%e

E

b
Finishing

HRE
Semi-finishing

itk
Roughing
BE GEVA-SE]
= 2T DM D1 RTolerance

O ©®@

Dry Machining R4.0 +0.02
pEILE]] R5.0 +0.02
MQL (Mist) R6.0 +002
KAELDH R8.0 +0.02
Emulsion Machining
R10.0 +0.02
SEEEDH]
0Oil Machining R12.5 +0.02
unit : mm
gE L1 SHEIR SRR
i \_f‘“ il ‘“51“‘ %ﬁ Screw Driver
Type No. Diameter | Flute Length | Neck Dia. OAL Thread Size Type No.
Xs-UBOSOZ R4.0 6.0 10.1 M5 -3P
Xs-UB1002 R5.0 7.0 9.8 1.1 M7-3P K10
Xs-UB1202 R6.0 9.0 11.7 13.8 M8 -3P K12
Xs-UB1602 R 8.0 10.0 15.6 14.7 M10-3P K16
Xs-UB2002 R10.0 12.0 19.5 18.1 M12-3P K20
Xs-UB2502 R12.5 16.0 244 223 M16-3P K25

unit : mm




ODHF

EDHIEIER xs- ” B MILLING CONDITIONS
R EDHIM Work Material EE55H/FaEES Prehardened Steefs : NAK80 : 1.2083 : AlSI420 : M310 (HRc36~45)

731\ Coolant Type EIVEDEI Wet coolant

JERRE | CIHIERE TERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

INTRE
(Aa)
Depth of Cut

2R ML
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  0.3~04 3D 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§f 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 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 3D#% 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  0.2~0.3 3D 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 3D 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§f 3D MILLING
Xs-UB2002 130 190 2500~3000 900~1200  0.2~0.25  0.4~0.5  3D#% 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 3D 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

-

HREBRRIMREMBIRE - NTRFEERRNES - :EARERS) RER®E)
. fEFABTS0 (SK50/HSK100A) JJHBAcHs 2 #8: » TIRIE AR IER(S) RELR(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 BT50(SK50/HSK100A), please higher Speed(S) and Feed(F) according
to the cutting condition.

Note

- N

(5]




ODHE 1

Xs-UB

T " ENERIBH Hardened Steels
SR el SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)
7H8aN73I8 Coolant Type 8ZZVEDHI Dry coolant

JERRE | tIHIERE TEBRE EARRE INLRE
Extension | Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (min"") (mm/min) Depth of Cut

DLEE IS
Width of Cut Milling Type

Xs-UB0802 25 280 10000~11000 2600~3000 0.06~0.09 0.12~0.18 3Dt 3D MILLING
Xs-UB0802 45 145 5400~5800  1600~2000 0.06~0.08 0.12~0.16 3D 3D MILLING
Xs-UB0802 65 130 4700~5200  1200~1600 0.06~0.08 0.12~0.16 3Dt 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 3D§f 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#f% 3D MILLING
Xs-UB1202 60 290 7200~7700  1200~1600 0.08~0.13 0.16~0.26 3Dt 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#f 3D MILLING
Xs-UB1602 100 160 2800~3200  1600~2000 0.1~0.15  0.2~03  3D§f 3D MILLING
Xs-UB1602 130 115 2000~2300 800~1200  0.1~0.12  0.2~0.24  3D§% 3D MILLING
Xs-UB2002 80 315 4500~5000  1200~1600 0.1~0.15  0.2~0.3 3Dt 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 3Dg% 3D MILLING
Xs-UB2502 80 315 3500~4000  1300~1700 0.1~0.15  0.2~0.3  3D#f 3D MILLING
Xs-UB2502 130 240 2500~3000  1000~1400 0.1~0.15  0.2~03 3Dt 3D MILLING
Xs-UB2502 180 200 2000~2500 800~1200  0.1~0.15  0.2~0.3  3D#% 3D MILLING

Pt 1. FRHERBIT R TEBORE > NTREBRRNES -
Note 2. fEFBTS0 (SKS0/HSK100A) JJIBFEH 2 #88 » TI1RE:
3. Xs-UB10027EHRcS2fR 2 100mmbF » FEFFEEZE -

FAPEIER(S)REHE(F) °
AEIERS)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.

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




ODHE M

Xs-UBT
f 1EXERTIGE
Ball Nose End Mills
G5

b
Finishing

O @

g
Semi-finishing

it
Roughing

BE SENE(E
gZzEDH) D1 RTolerance

Dry Machining R4.0 +0.02
SETEUIH) R5.0 +0.02
MQL (Mist) R6.0 +0.02
< INEHELDHI R8.0 +0.02
r Emulsion Machining
R10.0 +0.02
500 SEEEDH]
=55 il Machining R12.5 +0.02
unit : mm

RUEE L1 SHER SRR
i \_f‘“ R ‘“51“‘ %ﬁ Screw Driver
Type No. Diameter | Flute Length | Neck Dia. OAL Thread Size Type No.

" Xs-UBT0802 R 4.0 6.0 10.1 M5 -3P

Xs-UBT1002 R5.0 7.0 9.8 1.1 M7 -3P K10
Xs-UBT1202 R6.0 9.0 1.7 13.8 M8 -3P K12
Xs-UBT1602 R 8.0 10.0 15.6 14.7 M10-3P K16
Xs-UBT2002 R10.0 12.0 19.5 18.1 M12-3P K20
Xs-UBT2502 R12.5 16.0 244 223 M16-3P K25

unit : mm




ODHF

EDHIEIER xs- u B T MILLING CONDITIONS
ERRIBHM Hardened Steels
R o Marcrizl SKD61/ STAVAX / 17-4PH : 1.2083 / 1.2344 / 1.4542 : H13 / 420 (HRc48~54)

7578 Coolant Type 8ZZVEDHI Dry coolant

JERRE | CIHIERE TERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

INTRE
(Aa)
Depth of Cut

DR WIS
Width of Cut Milling Type

Xs-UBT0802 25 280 10000~11000 1800~2000 0.15~0.2  0.3~04 3Dt 3D MILLING
Xs-UBT0802 25 280 10000~11000 3000~3400 0.07~0.1  0.14~0.2 3Dt 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 3Dt 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 3Dt 3D MILLING
Xs-UBT1202 40 300 7800~8200  2200~2600 0.25~03  0.5~0.6  3D#% 3D MILLING
Xs-UBT1202 40 300 7800~8200  2600~3000 0.1~0.15  0.2~0.3  3Dg#% 3D MILLING
Xs-UBT1202 60 225 5800~6300  1200~1600 0.2~0.25  0.4~0.5 3Dt 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 3Dt 3D MILLING
Xs-UBT1602 60 200 3800~4200 1600~2000 0.2~0.25  0.4~0.5 3Dt 3D MILLING
Xs-UBT1602 60 200 3800~4200  2000~2400 0.1~0.15  0.2~0.3 3D 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 3D MILLING
Xs-UBT2002 80 325 5000~5500  1400~1800 0.2~0.23  0.4~0.46 3D 3D MILLING
Xs-UBT2002 80 355 5500~6000  2000~2400 0.1~0.15  0.2~0.3 3D 3D MILLING
Xs-UBT2002 130 220 3200~3700 800~1000  0.2~0.23  0.4~0.46 3Dt 3D MILLING
Xs-UBT2002 130 315 4700~5200  1400~1800 0.1~0.15  0.2~0.3 3Dt 3D MILLING
Xs-UBT2002 180 140 1700~2200 800~1000  0.08~0.1 0.16~0.2 3Dg#% 3D MILLING
Xs-UBT2502 80 300 3200~3700  1000~1400 0.2~0.25 0.35~0.5 3D 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 3D MILLING
Xs-UBT2502 180 200 2000~2500 800~1200  0.1~0.15  0.2~0.3  3D#% 3D MILLING

—

FEREEEBIER EEIRORE » MIREERIREE - BRRERS) RER®E) °
. {BABTS0 (SKS0/HSK100A) JJiBAH 2 #es » OIRIE A IER(S) RERR(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




ODHE 3

Xs-UBT

]
R EIEIH Work Material ERIBH Hardened Steels: SKD11/SKH9: 1.2379/1.3342: D2 / M2 (HRc55~62)
7H8aN73I8 Coolant Type 8ZZVEDHI Dry coolant

JERRE | tIHIERE TEBRE EARRE INLRE WIS
Extension | Cutting Speed Speed Feed (Aa) (Ap) i
Length (mm) (m/min) (min-T) (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 3Dg% 3D MILLING
Xs-UBT0802 45 125 4500~5000  1300~1700 0.05~0.08 0.1~0.16 3Dt 3D MILLING
Xs-UBT0802 65 20 3000~3500 700~900  0.05~0.08 0.1~0.16 3Dt 3D MILLING
Xs-UBT1002 40 155 4700~5200  1400~1800 0.1~0.13  0.2~0.26 3Dt 3D MILLING
Xs-UBT1002 60 125 3700~4200  1200~1600 0.08~0.1  0.16~0.2 3Dt 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 3D MILLING
Xs-UBT1202 60 185 4700~5200 800~1200  0.08~0.1 0.16~0.2 3Dt 3D MILLING
Xs-UBT1202 100 95 2200~2700 500~700 0.08~0.1 0.16~0.2 3D§% 3D MILLING
Xs-UBT1602 60 150 2700~3200 800~1200  0.1~0.15 0.15~0.25 3D#% 3D MILLING
Xs-UBT1602 100 20 1500~2000 800~1200  0.07~0.1  0.07~0.1 3Dg% 3D MILLING
Xs-UBT1602 130 920 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#% 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

-

HR#EBRRIMREMBIRE - NTRHEERRES - ARARERS)RIEREF) -
. fBABTS0 (SKS0/HSK100A) JJHBAH 2 #igs » OIRIE A IER(S) RELR(F) °

Note

(5]

-

. 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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—
1 D1
’ > 17 $H3RFIETAL I D
mG om | 7% Ball Nose End Mills
L
Finishing
@ gk
Semi-finishing
Roughing
BE
20 pr— D1 RToIerance
r o) Dry Machining R4.0 +0.02
: SEFE DA R5.0 +0.02
MQL (Mist) R6.0 +002
ANGAIELDH) R8.0 +0.02
Emulsion Machining
R10.0 +0.02
SHITEEDH]
Oil Machining R12.5 +0.02
R16.0 +0.02
unit : mm
Fuz L1 SHEIR SRR
b \_f‘“ R ‘“51“‘ %ﬁ Screw Driver
Type No. Diameter | Flute Length | Neck Dia. OAL Thread Size Type No.
X-BTCO802 R4.0 8.0 121 M5 -3P
X-BTC1002 R5.0 10.0 9.8 16.1 M7-3P K10
X-BTC1202 R6.0 12.0 11.7 20.3 M8 -3P K12
X-BTC1602 R8.0 16.0 15.6 25.7 M10-3P K16
X-BTC2002 R10.0 20.0 19.5 31.1 M12-3P K20
X-BTC2502 R12.5 25.0 24.4 393 M16-3P K25
X-BTC3202 R16.0 32.0 31.2 48.0 M20-3P K32

unit : mm




ODHE

EDHIRIFR x- B Tc MILLING CONDITIONS
E8EE Aluminum Alloy : 5052 / 6061 / 7075

731\ Coolant Type EIVEDEI Wet coolant

JERRE | CIHIERE TERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

INTRE
(Aa)
Depth of Cut

DR MISR
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§f 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 3D 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 3Dgf% 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 0.4~045 0.9~1.3  3D#% 3D MILLING
X-BTC1602 60 390 7700~8200  3200~3600 0.15~0.18 0.22~0.27 3D§% 3D MILLING
X-BTC1602 100 285 5600~6200  1800~2200 0.4~045 0.9~1.3 3D 3D MILLING
X-BTC1602 100 B85 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 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#% 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  3D#% 3D MILLING
X-BTC2002 130 475 7500~8500  2800~3200 0.15~0.25 0.3~0.4  3D#% 3D MILLING
X-BTC2002 180 125 2000~2500 500~800  0.55~0.65 1.2~1.7  3Dg% 3D MILLING
X-BTC2002 180 255 3800~4600  2200~2600 0.15~0.25 0.3~0.4 3Dt 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 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 0.3~04 3D 3D MILLING

X-BTC2502 200 250 2800~3200  1600~2000 0.15~0.25 0.3~0.4 3Dt 3D MILLING




ODHF

fREIEIR Work Material E8EE Aluminum Alloy : 5052 / 6061 / 7075

731\ Coolant Type EIVEDEl Wet coolant

JERRE | tIHIERE TEBRE EARRE INLRE
Extension | Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

DEE ISR
Width of Cut Milling Type

X-BTC3202 100 400 3700~4200 800~1200 1~2 3~4 3D§% 3D MILLING
X-BTC3202 100 400 3700~4200  1600~2000 0.55~0.65 1.2~1.7  3D§t 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 0.3~04 3D 3D MILLING
X-BTC3202 220 250 2200~2700  1200~1600 0.15~0.25 0.3~04 3D 3D MILLING

i UDEIM Work Material $8EE Aluminum Alloy : 5052 / 6061 / 7075
780738 Coolant Type E3VEDAI Wet coolant
e

JERRE | CIHIERE 2iRE EHRE
Extension | Cutting Speed Feed
Length (mm) (m/min) (mm/min) Depth of Cut

ISz
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 3D 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 3Dt 3D MILLING
X-BTC1002 40 315 10000~11000 2000~2400  0.8~1.3 2~2.5 3D 3D MILLING
X-BTC1002 40 380 12000~13000 4000~4400 0.3~0.35 0.7~0.8 3Dt 3D MILLING
X-BTC1002 40 380 12000~13000 3800~4200 0.1~0.15 0.18~0.23 3Dt 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 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 40 415 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 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 60 480 9500~10500 4500~5500 0.4~045 0.9~13 3Dt 3D MILLING

X-BTC1602 60 480 9500~10500 3600~4000 0.15~0.18 0.22~0.27 3Dt 3D MILLING




ODHF

#RUIHIR Work Material E8EE Aluminum Alloy : 5052 / 6061 / 7075

731\ Coolant Type EIVEDEI Wet coolant

JERRE | tIHIEERE TEERE EARRE INLRE
Extension | Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (min") (mm/min) Depth of Cut

DEE WIS
Width of Cut Milling Type

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 0.9~1.3  3D#% 3D MILLING
X-BTC1602 140 215 4200~4600  2200~2600 0.15~0.18 0.22~0.27 3Dt 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  3Dg#% 3D MILLING
X-BTC2002 130 475 7500~8500  2000~2400 0.55~0.65 1.2~1.7  3D#% 3D MILLING
X-BTC2002 130 475 7500~8500  2800~3200 0.15~0.25 0.3~0.4  3D#% 3D MILLING
X-BTC2002 180 125 2000~2500 500~800  0.55~0.65 1.2~1.7  3Dg% 3D MILLING
X-BTC2002 180 255 3800~4600  2200~2600 0.15~0.25 0.3~0.4  3D§f 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 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 3Dt 3D MILLING
X-BTC2502 200 250 2800~3200  1600~2000 0.15~0.25 0.3~04 3D 3D MILLING
X-BTC3202 100 400 3700~4200 800~1200 1~2 3~4 3D 3D MILLING
X-BTC3202 100 400 3700~4200  1600~2000 0.55~0.65 1.2~1.7 3D 3D MILLING
X-BTC3202 100 400 3700~4200  2000~2400 0.15~0.25 0.3~04 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 0.3~04 3D 3D MILLING

X-BTC3202 220 250 2200~2700  1200~1600 0.15~0.25 0.3~0.4  3D§f 3D MILLING
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Finishing
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Semi-finishing
Roughing
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) Dry Machining
SEFELDHI
MQL (Mist)
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EmuI5|on Machining
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r 0il Machining

" X-AEW0803
X-AEW1003
X-AEW1203
X-AEW1603
X-AEW2003
X-AEW2503
X-AEW3203

10.0
12.0
16.0
20.0
25.0
320

X-AEW

FAIYTE% 58
End Mills / 3 Flute

10.0 9.8 16.1
12.0 11.7 203
16.0 15.6 25.7
20.0 19.5 31.1
25.0 244 393
320 31.2 48.0

BE
D1
8.0
10.0
12.0
16.0
20.0
25.0
320

Screw Driver

AUZE L1 SHEIRF AR
= \_T‘“ TE 44@1(/( %E
JRENO. Diameter | Flute Length Neck Dia. OAL Thread Size Type No.

M5 -3P

M7 -3P K10
M8 -3P K12
M10-3P K16
M12-3P K20
M16-3P K25
M20-3P K32

unit : mm

BERE(E
D1 Tolerance

Q
-0.02
Q
-0.02
Q
-0.02
Q
-0.02
Q
-0.03
Q
-0.04
Q
-0.04
unit : mm




ODHE

LIRIRIFR X-A E W MILLING CONDITIONS
$BEE Aluminum Alloy : 5052 / 6061/ 7075

731\ Coolant Type EIVEDEI Wet coolant

JERRE | tIHIERE TEBRE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (min") (mm/min)

INTRE
(Aa)
Depth of Cut

DLEE ISR
Width of Cut Milling Type

X-AEW0803 23 220 8500~9000  6000~6500 0~1.5 6~8 &8% SLOTTING
X-AEW0803 23 220 8500~9000  4000~4500 2~4 6~8 &R SLOTTING
X-AEW0803 23 220 8500~9000  3000~3500 5~6 6~8 &% SLOTTING
X-AEW0803 23 220 8500~9000  6000~6500 8 0~2 {BI$5 SIDE MILLING
X-AEW0803 23 220 8500~9000  4500~5000 8 3~5 {RI$% SIDE MILLING
X-AEW0803 23 220 8500~9000  3000~3500 8 5~6 {R$% SIDE MILLING
X-AEW0803 23 390 15000~16000 7500~8500 0~1.5 6~8 &8% SLOTTING
X-AEW0803 23 390 15000~16000 4500~5000 2~4 6~8 &R SLOTTING
X-AEW0803 23 390 15000~16000 5500~6500 5~6 6~8 &% SLOTTING
X-AEW0803 23 390 15000~16000 9000~10000 8 0~2 {BI$5 SIDE MILLING
X-AEW0803 23 390 15000~16000 6500~7500 8 3~5 {RI#% SIDE MILLING
X-AEW0803 23 390 15000~16000 5000~5500 8 5~6 {R$% SIDE MILLING
X-AEW0803 35 195 7500~8000  4000~4500 0~1.5 8 &8% SLOTTING
X-AEW0803 B5) 195 7500~8000  2300~2800 2~4 8 &if SLOTTING
X-AEW0803 35 195 7500~8000  1000~1500 5~6 8 &% SLOTTING
X-AEW0803 35 195 7500~8000  4000~4500 8 0~2 {BI$5 SIDE MILLING
X-AEW0803 B5 195 7500~8000  2300~2800 8 3~5 {Rl$% SIDE MILLING
X-AEW0803 35 195 7500~8000  1000~1500 8 5~6 {RI$% SIDE MILLING
X-AEW0803 45 130 5000~5500  1400~1800 4~5 8 &% SLOTTING
X-AEW0803 45 130 5000~5500  1400~1800 8 4~5 {RI$% 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 &8 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 {Rl#% 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 &8 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 {RI$% SIDE MILLING
X-AEW1003 26 485 15000~16000 8500~9000 10 3~5 {RI$% SIDE MILLING
X-AEW1003 26 485 15000~16000 5000~5500 10 6~8 {RI$% SIDE MILLING
X-AEW1003 45 140 4300~4800  2000~2500 0~2 8~10 &% SLOTTING
X-AEW1003 45 155 4700~5200  1800~2300 3~5 8~10 &8 SLOTTING
X-AEW1003 45 155 4700~5200  1000~1500 6~8 8~10 & SLOTTING
X-AEW1003 45 230 7000~7500  4000~4500 10 0~2 {R$% SIDE MILLING
X-AEW1003 45 190 5800~6300  2700~3200 10 3~5 {RI$5 SIDE MILLING
X-AEW1003 45 190 5800~6300  1300~1800 10 6~8 {Rl$% 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 {BI$5% SIDE MILLING




ODHE

R UIHIH Work Material FBEE Aluminum Alloy : 5052 / 6061 / 7075

731\ Coolant Type EIVEDEI Wet coolant

JERRE | tIHIEERE TEERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (min") (mm/min)

INTRE
(Aa)
Depth of Cut

DEE NI
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 {BI$5 SIDE MILLING
X-AEW1203 30 290 7500~8000  3000~3500 12 5~6 {RI$% 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 {BI$5 SIDE MILLING
X-AEW1203 30 395 10000~11000 4500~5000 12 5~6 {RI$% 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 {BI$5% SIDE MILLING
X-AEW1203 55 180 4500~5000  1800~2300 12 5~6 {RI#% SIDE MILLING
X-AEW1203 55 180 4500~5000  1500~2000 12 8~10 {R$% 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 {RI#% 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 {R$% SIDE MILLING
X-AEW1603 40 340 6500~7000  2700~3200 16 6~8 {AI$5% SIDE MILLING
X-AEW1603 40 340 6500~7000  2200~2700 16 10~12  {Al§% SIDE MILLING
X-AEW1603 55 320 6200~6700  2500~3000 3~4 14~16 &% SLOTTING
X-AEW1603 55 320 6200~6700  1700~2200 6~8 14~16 & SLOTTING
X-AEW1603 55 320 6200~6700  1500~2000 10~12 14~16 &% SLOTTING
X-AEW1603 55 320 6200~6700  4000~4500 16 0~2 {RI$% SIDE MILLING
X-AEW1603 55 320 6200~6700  2700~3200 16 6~8 {AI$5 SIDE MILLING
X-AEW1603 55 320 6200~6700  2200~2700 16 10~12  {Al% 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 {BI$5% SIDE MILLING
X-AEW2003 50 340 5200~5700  2200~2700 3~4 18~20 &% SLOTTING
X-AEW2003 50 340 5200~5700  1400~1900 6~8 18~20  &$f SLOTTING
X-AEW2003 50 340 5200~5700  1100~1500 10~12 18~20 & SLOTTING
X-AEW2003 50 340 5200~5700  3000~3500 20 0~2 {Rl#% 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




ODHE

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

731\ Coolant Type EIVEDEl Wet coolant

JERRE | CIHIERE TEBRE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

INTRE
(Aa)
Depth of Cut

DEE ISR
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 {BI$5 SIDE MILLING
X-AEW2003 70 320 4700~5200  2000~2500 20 6~8 {RI$% SIDE MILLING
X-AEW2003 70 320 4700~5200  1500~2000 20 10~12  {AI$% SIDE MILLING
X-AEW2003 90 170 2500~3000 800~1200 8~9 18~20 & SLOTTING
X-AEW2003 90 170 2500~3000 800~1200 20 8~9 {Rl#% SIDE MILLING
X-AEW2503 60 340 4000~4500  1600~2000 3~4 20~25 &% SLOTTING
X-AEW2503 60 340 4000~4500  1200~1600 6~8 20~25  &#t SLOTTING
X-AEW2503 60 340 4000~4500  1000~1400 10~12 20~25 & SLOTTING
X-AEW2503 60 340 4000~4500  1600~2000 25 3~4 {RI$% SIDE MILLING
X-AEW2503 60 340 4000~4500  1200~1600 25 6~8 {RI$5 SIDE MILLING
X-AEW2503 60 340 4000~4500  1000~1400 25 10~12  {Al% SIDE MILLING
X-AEW2503 80 300 3500~4000  1400~1800 3~4 20~25 &% SLOTTING
X-AEW2503 80 300 3500~4000  1000~1400 6~8 20~25  &#t SLOTTING
X-AEW2503 80 300 3500~4000 800~1200 10~12 20~25 &% SLOTTING
X-AEW2503 80 300 3500~4000  1400~1800 25 3~4 {RI$% SIDE MILLING
X-AEW2503 80 300 3500~4000  1000~1400 25 6~8 {RI$5 SIDE MILLING
X-AEW2503 80 300 3500~4000 800~1200 25 10~12  {Al% SIDE MILLING
X-AEW2503 100 180 2000~2500 600~1000 10~12 20~25 &% SLOTTING
X-AEW2503 100 180 2000~2500 600~1000 25 10~12  {8l§% SIDE MILLING
X-AEW3203 70 300 2700~3200  1200~1600 3~4 25~32 & SLOTTING
X-AEW3203 70 300 2700~3200 900~1300 6~8 25~32 &% SLOTTING
X-AEW3203 70 300 2700~3200 700~1100 10~12 25~32  E# SLOTTING
X-AEW3203 70 300 2700~3200  1200~1600 32 3~4 {RI#% SIDE MILLING
X-AEW3203 70 300 2700~3200 900~1300 32 6~8 {RI$% SIDE MILLING
X-AEW3203 70 300 2700~3200 700~1100 32 10~12  {8l§% SIDE MILLING
X-AEW3203 90 250 2200~2700 900~1300 3~4 25~32 & 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  E# SLOTTING
X-AEW3203 90 250 2200~2700 900~1300 32 3~4 {RI$% SIDE MILLING
X-AEW3203 90 250 2200~2700 700~1100 32 6~8 {RI$% SIDE MILLING
X-AEW3203 90 250 2200~2700 500~900 32 10~12 {8k SIDE MILLING
X-AEW3203 110 180 1600~2000 500~700 10~12 25~32 &% SLOTTING

X-AEW3203 110 180 1600~2000 500~700 32 10~12  {AI$% SIDE MILLING
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Emulsnon Machining
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Type No. Diameter | Flute Length CornerR Neck Dia. OAL Thread Size

X-AEWR

FUILIE%I5R

End Mills

|

B
D1
8.0
10.0
12.0
16.0
20.0
25.0
320

=B
R Tolerance

+0.02
0
+0.02
0
+0.02
0
+0.02
0
+0.02
0
+0.02
0
+0.02
0

BEREE
D1 Tolerance

Q
-0.02
Q
-0.02
Q
-0.02
Q
-0.02
Q
-0.03
Q
-0.04
Q
-0.04
unit : mm

SHEIRF RS
Screw Driver
Type No.

" X-AEWR0805

X-AEWR0810 8.0
X-AEWR1005 10.0
X-AEWR1010 10.0
X-AEWR1205 12.0
X-AEWR1210 12.0
X-AEWR1610 16.0
X-AEWR1620 16.0
X-AEWR1630 16.0
X-AEWR2010 20.0
X-AEWR2020 20.0
X-AEWR2030 20.0
X-AEWR2510 25.0
X-AEWR2530 25.0
X-AEWR3230 32.0
X-AEWR3250 32.0

8.0
10.0
10.0
12.0
12.0
16.0
16.0
16.0
20.0
20.0
20.0
25.0
25.0
320
320

1.0
0.5
1.0
0.5
1.0
1.0
2.0
3.0
1.0
2.0
3.0
1.0
3.0
3.0
5.0

7.8

9.8

9.8
1.7
1.7
15.6
15.6
15.6
19.5
19.5
19.5
244
244
31.2
31.2

M10-3P
M10-3P
M10-3P
M12-3P
M12-3P
M12-3P
M16-3P
M16-3P
M20-3P
M20-3P

K10
K10
K12
K12
K16
K16
K16
K20
K20
K20
K25
K25
K32
K32

unit : mm



ODHE

LIRIRIFR X-A E WR MILLING CONDITIONS
FBEFE Aluminum Alloy : 5052 / 6061 / 7075

731\ Coolant Type EIVEDEl Wet coolant

JERRE | tIHIEERE TEERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (min") (mm/min)

INTRE
(Aa)
Depth of Cut

DEE NI
Width of Cut Milling Type

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

X-AEWR1005 40 250 7800~8300  2000~2500 6~8 8~10 &% SLOTTING




ODHE

#REIEIH Work Material $BEE Aluminum Alloy : 5052 / 6061 / 7075

731\ Coolant Type EIVEDEI Wet coolant

JERRE | CIHIERE TEBRE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

INTRE
(Aa)
Depth of Cut

DEE I
Width of Cut Milling Type

X-AEWR1005 40 250 7800~8300  3500~4000 10 0~2 {Bl#% SIDE MILLING
X-AEWR1005 40 250 7800~8300  3000~3500 10 3~5 {BI§% SIDE MILLING
X-AEWR1005 40 250 7800~8300  1800~2300 10 6~8 {BI$% SIDE MILLING
X-AEWR1005 50 140 4300~4800  1800~2300 5~7 8~10 &% SLOTTING
X-AEWR1005 50 240 7300~7800  3000~3500 10 0~2 {Bl$% SIDE MILLING
X-AEWR1005 50 175 5300~5800  2500~3000 10 2~4 {BI$% SIDE MILLING
X-AEWR1005 50 175 5300~5800  1800~2300 10 6~7 {Bl#% SIDE MILLING
X-AEWR1010 30 250 7800~8300  4000~4500 0~2 7~10 &% SLOTTING
X-AEWR1010 30 250 7800~8300  3000~3500 3~5 7~10 &% SLOTTING
X-AEWR1010 30 250 7800~8300  2000~2500 6~8 7~10 &% SLOTTING
X-AEWR1010 30 250 7800~8300  4000~4500 10 0~2 {Bl$% SIDE MILLING
X-AEWR1010 30 250 7800~8300  3000~3500 10 3~5 {BI$% SIDE MILLING
X-AEWR1010 30 250 7800~8300  1800~2300 10 6~8 {Bl#% SIDE MILLING
X-AEWR1010 40 250 7800~8300  3000~3500 0~2 7~10 &% SLOTTING
X-AEWR1010 40 250 7800~8300  2500~3000 3~5 7~10 &% SLOTTING
X-AEWR1010 40 250 7800~8300  1600~2000 6~8 7~10 &% SLOTTING
X-AEWR1010 40 250 7800~8300  3000~3500 10 0~2 {Bl$% SIDE MILLING
X-AEWR1010 40 250 7800~8300  2500~3000 10 3~5 {BI$% SIDE MILLING
X-AEWR1010 40 250 7800~8300  1600~2000 10 6~8 {Bl#% SIDE MILLING
X-AEWR1010 50 140 4300~4800  1600~2000 5~7 7~10 &% SLOTTING
X-AEWR1010 50 240 7300~7800  2500~3000 10 0~2 {BI$% SIDE MILLING
X-AEWR1010 50 175 5300~5800  2000~2500 10 2~4 {Bl#% SIDE MILLING
X-AEWR1010 50 175 5300~5800  1600~2000 10 6~7 {Bl$% SIDE MILLING
X-AEWR1205 30 345 9000~9500  4500~5000 0~2 10~12  &8% SLOTTING
X-AEWR1205 30 345 9000~9500  3000~3500 4~6 10~12  &# SLOTTING
X-AEWR1205 30 345 9000~9500  2700~3200 8~9 10~12 & SLOTTING
X-AEWR1205 30 345 9000~9500  4500~5000 12 0~2 {BI$% SIDE MILLING
X-AEWR1205 30 345 9000~9500  3000~3500 12 4~6 {Bl#% SIDE MILLING
X-AEWR1205 30 345 9000~9500  2700~3200 12 8~9 {Bl$% SIDE MILLING
X-AEWR1205 40 290 7500~8000  4000~4500 0~2 10~12  &8% SLOTTING
X-AEWR1205 40 290 7500~8000  2500~3000 4~6 10~12  &# SLOTTING
X-AEWR1205 40 290 7500~8000  2000~2500 7~8 10~12 & SLOTTING
X-AEWR1205 40 290 7500~8000  4000~4500 12 0~2 {BI$% SIDE MILLING
X-AEWR1205 40 290 7500~8000  2500~3000 12 4~6 {Bl#% SIDE MILLING
X-AEWR1205 40 290 7500~8000  2000~2500 12 7~8 {Bl$% SIDE MILLING
X-AEWR1205 50 180 4500~5000  1700~2200 6~8 12 &% SLOTTING
X-AEWR1205 50 255 6500~7000  4000~4500 12 0~2 {Bl#% SIDE MILLING
X-AEWR1205 50 255 6500~7000  3000~3500 12 3~4 {Bl$% SIDE MILLING
X-AEWR1205 50 235 6000~6500  1700~2200 12 7~8 {BI$% SIDE MILLING
X-AEWR1205 60 105 2500~3000  1200~1600 6 12 &% SLOTTING
X-AEWR1205 60 135 3300~3800  2000~2500 12 0~2 {Bl$% SIDE MILLING
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ODHE

R UIHIH Work Material FBEE Aluminum Alloy : 5052 / 6061 / 7075

731\ Coolant Type EIVEDEI Wet coolant

JERRE | tIHIEERE TEERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (min") (mm/min)

INTRE
(Aa)
Depth of Cut

DEE NI
Width of Cut Milling Type

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

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




ODHE

#REIEIH Work Material $BEE Aluminum Alloy : 5052 / 6061 / 7075

731\ Coolant Type EIVEDEI Wet coolant

JERRE | CIHIERE TEBRE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

INTRE
(Aa)
Depth of Cut

DEE ISR
Width of Cut Milling Type

X-AEWR1620 80 260 5000~5500  1000~1400 16 8~9 {BI$5 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  &S% 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 {BI$5% SIDE MILLING
X-AEWR1630 80 260 5000~5500 800~1100 8~9 14~16 & SLOTTING
X-AEWR1630 80 260 5000~5500  1800~2300 16 0~2 {RI$% SIDE MILLING
X-AEWR1630 80 260 5000~5500  1300~1700 16 5~6 {BI$5 SIDE MILLING
X-AEWR1630 80 260 5000~5500 800~1100 16 8~9 {BI$5% SIDE MILLING
X-AEWR2010 60 315 4800~5300  1700~2200 3~4 18~20  i&$% SLOTTING
X-AEWR2010 60 315 4800~5300  1000~1400 6~8 18~20 & 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$5 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 920 205 3000~3500  1700~2200 20 0~2 {BI$5% SIDE MILLING
X-AEWR2010 90 205 3000~3500  1100~1500 20 6~8 {BI$5% SIDE MILLING
X-AEWR2010 90 205 3000~3500 800~1100 20 9~10 {R$% 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 60 315 4800~5300 900~1200 9~10 18~20  &$f SLOTTING
X-AEWR2020 60 315 4800~5300  2500~3000 20 0~2 {BI$5 SIDE MILLING
X-AEWR2020 60 315 4800~5300  1600~2000 20 6~8 {BI$5% SIDE MILLING
X-AEWR2020 60 315 4800~5300  1100~1500 20 9~10 {R$% 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 {BI$5 SIDE MILLING
X-AEWR2030 60 315 4800~5300  1500~2000 3~4 18~20 & SLOTTING
X-AEWR2030 60 315 4800~5300 900~1300 6~8 18~20  &$% SLOTTING
X-AEWR2030 60 315 4800~5300 700~1000 9~10 18~20 & SLOTTING
X-AEWR2030 60 BlI5) 4800~5300  2200~2700 20 0~2 {BI$5% SIDE MILLING
X-AEWR2030 60 315 4800~5300  1200~1600 20 6~8 {RI$% SIDE MILLING
X-AEWR2030 60 315 4800~5300 900~1300 20 9~10 {BI$5% SIDE MILLING
X-AEWR2030 90 205 3000~3500 600~900 9~10 18~20 & SLOTTING
X-AEWR2030 90 205 3000~3500  1500~2000 20 0~2 {R$% SIDE MILLING
X-AEWR2030 90 205 3000~3500 900~1300 20 6~8 {AI$% SIDE MILLING

X-AEWR2030 90 205 3000~3500 700~1000 20 9~10 {BI$5% SIDE MILLING




ODHE

R UIHIH Work Material FBEE Aluminum Alloy : 5052 / 6061 / 7075

731\ Coolant Type EIVEDEI Wet coolant

JERRE | tIHIEERE TEERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (min") (mm/min)

INTRE
(Aa)
Depth of Cut

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




ODHF

Er%iihing
g?e%i-ﬁnishing
?‘i’ﬂ(ﬁghing

gZIVUDHl
Dry Machining

ST UIH)
MQL (Mist)

KAELDH
EmuI5|on Machining

SEEEDH]
r 0il Machining

AUEE L1
= \_T‘“ TE 44@1(/( %E
YRENO, Diameter | Flute Length Neck Dia. OAL Thread Size

" X-AES0803
X-AES1003
X-AES1203
X-AES1603
X-AES2003
X-AES2503
X-AES3203

10.0
12.0
16.0
20.0
25.0
320

X-AES

S EEERA LI TIEE

End Mills

121
10.0 9.8 16.1
12.0 1.7 203
16.0 15.6 25.7
20.0 19.5 31.1
25.0 244 393
320 31.2 48.0

M10-3P
M12-3P
M16-3P
M20-3P

BE BEREE
D1 D1 Tolerance
8.0 S0z
10.0 802
12.0 302
16.0 302
200 803
25.0 804
32.0 804
unit : mm
SHEIR SRR
Screw Driver
Type No.
K10
K12
K16
K20
K25
K32

unit : mm




ODHE

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
50

EIERE
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

300
300
225
180
300
225

TEBRE
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

Z3VEDHEI Wet coolant

EARRE
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

INTRE
(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

mr=E
(Ap)
Width of Cut

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

or=mm  X-AES

731\ Coolant Type

JERRE
Extension
Length (mm)

IS

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




ODHE

R UIHIH Work Material FBEE Aluminum Alloy : 5052 / 6061 / 7075

731\ Coolant Type EIVEDEI Wet coolant

JERRE | tIHIEERE TEERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (min") (mm/min)

INTRE
(Aa)
Depth of Cut

DEE NI
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 &if 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 {8l SIDE MILLING
X-AES1203 70 115 2700~3200  1000~1400 12 2 {RI$% 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 {BI$5 SIDE MILLING
X-AES1603 70 320 6000~6500  1400~1800  0.05~0.2 14~16 &% SLOTTING
X-AES1603 70 290 5500~6000  3000~3500 1~2 14~16 &% SLOTTING
X-AES1603 70 290 5500~6000  2000~2500 2~4 14~16 & SLOTTING
X-AES1603 70 290 5500~6000  1200~1600 16 0.05~0.2  {Al§% SIDE MILLING
X-AES1603 70 290 5500~6000  2200~2700 16 2~4 {RI$% SIDE MILLING
X-AES1603 90 320 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  &$% SLOTTING
X-AES1603 90 260 5000~5500  1000~1400 16 0.05~0.2  fAl SIDE MILLING
X-AES1603 90 260 5000~5500  1200~1600 16 2~3 {RI$% SIDE MILLING
X-AES2003 60 355 5500~6000  1400~1800 0.05~0.2 18~20  &$f SLOTTING
X-AES2003 60 315 5000~5400  3500~4000 1~2 18~20 & 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 {AI$5 SIDE MILLING
X-AES2003 80 315 5000~5400  1400~1600 0.05~0.2 18~20 /&% SLOTTING
X-AES2003 80 265 4000~4500  2500~3000 1~1.5 18~20  &$f 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  {Al§% SIDE MILLING
X-AES2003 80 265 4000~4500  1500~2000 20 3~4 {RI$% SIDE MILLING
X-AES2003 100 265 4000~4500  1100~1300  0.05~0.2 18~20 & SLOTTING
X-AES2003 100 200 3000~3400  1800~2200 1~1.5 18~20 &% SLOTTING
X-AES2003 100 200 3000~3400  1200~1600 2~3 18~20  &$f SLOTTING
X-AES2003 100 200 3000~3400  1100~1300 20 0.05~0.2  fAl SIDE MILLING
X-AES2003 100 200 3000~3400  1200~1600 20 2~3 {RI$% 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 {BI$5 SIDE MILLING




ODHF

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

731\ Coolant Type EIVEDEl Wet coolant

JERRE | CIHIERE TEBRE EARRE INLRE
Extension | Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

DEE ISR
Width of Cut Milling Type

X-AES2503 90 315 3800~4300 1000~1300 0.05~0.1 23~25  &#i SLOTTING
X-AES2503 90 265 3200~3600  1400~1600  1.5~2.5 25 &R SLOTTING
X-AES2503 90 265 3200~3600  1000~1300 4~5 25 &% SLOTTING
X-AES2503 90 265 3200~3600  1000~1300 25 0.05~0.1 {8l SIDE MILLING
X-AES2503 90 265 3200~3600  1200~1600 25 4~5 {RI$% SIDE MILLING
X-AES2503 120 265 3200~3600 800~1000  0.05~0.1 23~25 &% SLOTTING
X-AES2503 120 200 2400~2800  1400~1600 1~2 25 &8 SLOTTING
X-AES2503 120 200 2400~2800  1000~1300 3~4 25 &if SLOTTING
X-AES2503 120 200 2400~2800 800~1200 25 0.05~0.1  {Al§% SIDE MILLING
X-AES2503 120 200 2400~2800  1000~1300 25 3~4 {RI$5 SIDE MILLING
X-AES3203 70 355 3400~3800  1000~1200  0.05~0.1 30~32  E#i SLOTTING
X-AES3203 70 315 3000~3400  1300~1600 2~3 32 &% SLOTTING
X-AES3203 70 315 3000~3400 900~1200 5~6 32 &8 SLOTTING
X-AES3203 70 BI5) 3000~3400 700~1000 32 0.05~0.2  {Al§% SIDE MILLING
X-AES3203 70 315 3000~3400 900~1200 32 5~6 {R$% SIDE MILLING
X-AES3203 100 315 3000~3400 800~1000  0.05~0.1 30~32  E# SLOTTING
X-AES3203 100 265 2500~2900  1100~1400 2~3 32 &% SLOTTING
X-AES3203 100 265 2500~2900 800~1100 4~5 32 &% 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 {RI#% SIDE MILLING
X-AES3203 130 265 2500~2900 600~800 0.05~0.1 30~32 &8 SLOTTING
X-AES3203 130 200 1800~2200  1000~1300 1~2 32 &% 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  {Al§% SIDE MILLING

X-AES3203 130 200 1800~2200 700~1000 32 3~4 {BI$5 SIDE MILLING




Er%iihing
g:(‘e%i-ﬁnishing
3’I'\’ﬂo%‘sghing

gZIVUDHl
Dry Machining

ST UIH)
MQL (Mist)

KAELDH
Emulsnon Machining

SHELDEY
r ) 0Oil Machining

SR \_1“‘ 7] E .,-,@ “‘51‘“ /\§
Type No. Diameter | Flute Length CornerR Neck Dia. OAL Thread Size

X-AESR

BesRmYIER/J5E
End Mills

| =

BiE
D1
8.0
10.0
12.0
16.0
20.0
25.0
320

=B
R Tolerance

+0.02
0
+0.02
0
+0.02
0
+0.02
0
+0.02
0
+0.02
0
+0.02
0

BEREE
D1 Tolerance

Q
-0.02
Q
-0.02
Q
-0.02
Q
-0.02
Q
-0.02
Q
-0.03
Q
-0.04
unit : mm

SHEIRF RS
Screw Driver
Type No.

" X-AESR0805

X-AESR0810 8.0
X-AESR1005 10.0
X-AESR1010 10.0
X-AESR1205 12.0
X-AESR1210 12.0
X-AESR1605 16.0
X-AESR1610 16.0
X-AESR1630 16.0
X-AESR2005 20.0
X-AESR2010 20.0
X-AESR2030 20.0
X-AESR2530 25.0
X-AESR3230 32.0
X-AESR3250 32.0

8.0
10.0
10.0
12.0
12.0
16.0
16.0
16.0
20.0
20.0
20.0
25.0
320
320

1.0
0.5
1.0
0.5
1.0
0.5
1.0
3.0
0.5
1.0
3.0
3.0
3.0
5.0

7.8

9.8

9.8
11.7
1.7
15.6
15.6
15.6
19.5
19.5
19.5
244
31.2
31.2

M10-3P
M10-3P
M10-3P
M12-3P
M12-3P
M12-3P
M16-3P
M20-3P
M20-3P

K10
K10
K12
K12
K16
K16
K16
K20
K20
K20
K25
K32
K32

unit : mm



ODHE

EDHIRIFR X-A E s R MILLING CONDITIONS
FBE S Aluminum Alloy : 5052 / 6061 / 7075

EIVUIHEI Wet coolant

JERRE | CIHIERE TEERE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

INTRE
(Aa)
Depth of Cut

DEE WIS
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 &% 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  {Al#% SIDE MILLING
X-AESR0805 25 225 9000 2000~2500 8 6~8 {BI$% SIDE MILLING
X-AESR0805 35 225 9000 1400~1800  0.05~0.1 6~8 &% SLOTTING
X-AESR0805 35 200 8000 3500~4000 0~1.5 6~8 &% SLOTTING
X-AESR0805 35 200 8000 2000~2500 4~5 6~8 &% SLOTTING
X-AESR0805 35 225 9000 1400~1800 8 0.05~0.1  {Al#% SIDE MILLING
X-AESR0805 35 200 8000 2000~2500 8 4~5 {Rl#% SIDE MILLING
X-AESR0805 45 200 8000 1300~1700  0.05~0.1 6~8 &% SLOTTING
X-AESR0805 45 175 7000 3000~3500 0~1.5 6~8 &% SLOTTING
X-AESR0805 45 175 7000 1800~2300 3~4 6~8 &% SLOTTING
X-AESR0805 45 200 8000 1300~1700 8 0.05~0.1  {Al#f SIDE MILLING
X-AESR0805 45 175 7000 1800~2300 8 3~4 {Bl#% SIDE MILLING
X-AESR0810 25 250 10000 1600~2000  0.05~0.1 5~8 &% SLOTTING
X-AESR0810 25 225 9000 4000~4500 0~1.5 5~8 &% SLOTTING
X-AESR0810 25 225 9000 2000~2500 6~8 5~8 &% SLOTTING
X-AESR0810 25 250 10000 1600~2000 8 0.05~0.1  fAl SIDE MILLING
X-AESR0810 25 225 9000 2000~2500 8 6~8 {Bl#% SIDE MILLING
X-AESR0810 35 225 9000 1400~1800  0.05~0.1 5~8 &% SLOTTING
X-AESR0810 35 200 8000 3000~3500 0~1.5 5~8 &8 SLOTTING
X-AESR0810 35 200 8000 2000~2500 4~5 5~8 &% SLOTTING
X-AESR0810 35 225 9000 1400~1800 8 0.05~0.1  fAl§ SIDE MILLING
X-AESR0810 35 200 8000 2000~2500 8 4~5 {Al#% SIDE MILLING
X-AESR0810 45 200 8000 1300~1700  0.05~0.1 5~8 &% SLOTTING
X-AESR0810 45 175 7000 2500~3000 0~1.5 5~8 &% SLOTTING
X-AESR0810 45 175 7000 1700~2200 3~4 5~8 &% SLOTTING
X-AESR0810 45 200 8000 1300~1700 8 0.05~0.1  fAl§ SIDE MILLING
X-AESR0810 45 175 7000 1700~2200 8 3~4 {RIE% SIDE MILLING
X-AESR1005 30 315 10000 1600~2000 0.05~0.15 8~10 &% SLOTTING
X-AESR1005 30 280 9000 4000~4500 0~2 8~10 & SLOTTING
X-AESR1005 30 220 7000 1700~2200 5~6 8~10 &% SLOTTING
X-AESR1005 30 280 9000 1400~1800 10 0.05~0.15  fAl§# SIDE MILLING
X-AESR1005 30 220 7000 1700~2200 10 5~6 {Bl$% SIDE MILLING
X-AESR1005 40 315 10000 1600~2000 0.05~0.15 8~10 &% SLOTTING
X-AESR1005 40 250 8000 3500~4000 0~2 8~10 &% SLOTTING
X-AESR1005 40 190 6000 1700~2200 4~5 8~10 &% SLOTTING
X-AESR1005 40 250 8000 1300~1700 10 0.05~0.15  fAl§% SIDE MILLING
X-AESR1005 40 190 6000 1700~2200 10 4~5 {Bl$% SIDE MILLING
X-AESR1005 50 315 10000 1600~2000 0.05~0.15 8~10 &% SLOTTING
X-AESR1005 50 220 7000 3000~3500 0~2 8~10 &% SLOTTING
X-AESR1005 50 140 4500 1500~2000 3~4 8~10 &% SLOTTING
X-AESR1005 50 220 7000 1200~1600 10 0.05~0.15  fAl§% SIDE MILLING
X-AESR1005 50 140 4500 1500~2000 10 3~4 {Bl$% 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




ODHE

R EIEIR Work Material §BEE Aluminum Alloy : 5052 / 6061 / 7075

EIVUIHEI Wet coolant

JERRE | tIHIERE TEBRE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

INTRE
(Aa)
Depth of Cut

DEE ISR
Width of Cut Milling Type

X-AESR1010 30 280 9000 1400~1800 10 0.05~0.15  fA§% SIDE MILLING
X-AESR1010 30 220 7000 1700~2200 10 5~6 {B$% SIDE MILLING
X-AESR1010 40 315 10000 1600~2000 0.05~0.15 7~10 &% SLOTTING
X-AESR1010 40 250 8000 3500~4000 0~2 7~10 &% SLOTTING
X-AESR1010 40 190 6000 1700~2200 4~5 7~10 &% SLOTTING
X-AESR1010 40 250 8000 1300~1700 10 0.05~0.15 fAl§# SIDE MILLING
X-AESR1010 40 190 6000 1700~2200 10 4~5 {B$% 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 {B%% 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  &8f 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 {BI$% SIDE MILLING
X-AESR1205 40 340 9000 1500~1900 0.05~0.15  10~12 ;& SLOTTING
X-AESR1205 40 300 8000 3500~4000 0~2 10~12  #&8% SLOTTING
X-AESR1205 40 265 7000 2000~2400 6~8 10~12  #&#8% SLOTTING
X-AESR1205 40 340 9000 1500~1900 12 0.05~0.15 fAl# SIDE MILLING
X-AESR1205 40 300 8000 1500~1900 12 8~10 {Rl#% SIDE MILLING
X-AESR1205 50 300 8000 1300~1700 0.05~0.15  10~12  &&k SLOTTING
X-AESR1205 50 225 6000 2500~3000 0~1.5 10~12  &8% SLOTTING
X-AESR1205 50 190 5000 1500~1900 3~5 10~12  #&#8% SLOTTING
X-AESR1205 50 300 8000 1300~1700 12 0.05~0.15  fAl§# SIDE MILLING
X-AESR1205 50 225 6000 1400~1800 12 4~6 {Bl#% SIDE MILLING
X-AESR1205 60 265 7000 1200~1600 0.05~0.15  10~12  ;&&k SLOTTING
X-AESR1205 60 190 5000 3000~3500 0~1 10~12  #&8% SLOTTING
X-AESR1205 60 170 4500 1600~2000 1~1.5 10~12  j&$f SLOTTING
X-AESR1205 60 265 7000 1200~1600 12 0.05~0.15 Al SIDE MILLING
X-AESR1205 60 115 3000 1200~1600 12 0.5~2  {Hl$% 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 A% SIDE MILLING
X-AESR1210 30 300 8000 2000~2400 12 9~12 {Bl#% 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 Al SIDE MILLING
X-AESR1210 40 300 8000 1500~1900 12 8~10 {RIE% SIDE MILLING
X-AESR1210 50 300 8000 1300~1700 0.05~0.15 9~12 &% SLOTTING
X-AESR1210 50 225 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  fAl§# 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




ODHE

#RUIHIR Work Material FBE S Aluminum Alloy : 5052 / 6061 / 7075

731\ Coolant Type EIVEDEl Wet coolant

JERRE | tIHIERE TEBRE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (min") (mm/min)

INTRE
(Aa)
Depth of Cut

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




ODHE

R EIHIR Work Material FBEE Aluminum Alloy : 5052 / 6061 / 7075

EIVUIHEI Wet coolant

JERRE | tIHIERE TEBRE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (minT) (mm/min)

INTRE
(Aa)
Depth of Cut

DEE ISR
Width of Cut Milling Type

X-AESR1630 75 250 5000 1200~1600 16 3~5 {Bl#% SIDE MILLING
X-AESR2005 50 375 6000 1300~1700 0.05~0.15  18~20  &&k SLOTTING
X-AESR2005 50 375 6000 2400~2800 0~2 18~20  #&#8% SLOTTING
X-AESR2005 50 375 6000 1400~1800 6~7 18~20  #&#f SLOTTING
X-AESR2005 50 375 6000 1200~1600 20 0.05~0.15 Al SIDE MILLING
X-AESR2005 50 345 5500 1400~1800 20 6~7 {RIE% SIDE MILLING
X-AESR2005 70 315 5000 1200~1600 0.05~0.15  18~20 & SLOTTING
X-AESR2005 70 315 5000 2000~2400 0~2 18~20 &8k SLOTTING
X-AESR2005 70 280 4500 1200~1600 4~5 18~20 &8 SLOTTING
X-AESR2005 70 315 5000 1100~1500 20 0.05~0.15 Al 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  &# SLOTTING
X-AESR2005 90 240 3800 1600~2000 0~2 18~20 &8k SLOTTING
X-AESR2005 90 190 3000 1000~1400 3~4 18~20  #&$f SLOTTING
X-AESR2005 90 240 3800 1000~1300 20 0.05~0.15  fAl§# SIDE MILLING
X-AESR2005 90 190 3000 1000~1400 20 3~4 {Bl$% SIDE MILLING
X-AESR2010 50 375 6000 1300~1700 0.05~0.15  16~20  &# SLOTTING
X-AESR2010 50 375 6000 2400~2800 0~2 16~20 &Sk SLOTTING
X-AESR2010 50 375 6000 1400~1800 6~7 16~20  #&8f SLOTTING
X-AESR2010 50 375 6000 1200~1600 20 0.05~0.15  fAl§% SIDE MILLING
X-AESR2010 50 345 5500 1400~1800 20 6~7 {BIE% 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  &#f SLOTTING
X-AESR2010 70 280 4500 1200~1600 4~5 16~20  &sf SLOTTING
X-AESR2010 70 315 5000 1100~1500 20 0.05~0.15  fAl§ SIDE MILLING
X-AESR2010 70 280 4500 1200~1600 20 4~5 {B$% SIDE MILLING
X-AESR2010 90 240 3800 1000~1300 0.05~0.15  16~20 &t SLOTTING
X-AESR2010 90 240 3800 1600~2000 0~2 16~20  #&ff SLOTTING
X-AESR2010 90 190 3000 1000~1400 3~4 16~20  &sf SLOTTING
X-AESR2010 90 240 3800 1000~1300 20 0.05~0.15 fAl§ SIDE MILLING
X-AESR2010 90 190 3000 1000~1400 20 3~4 {B$% SIDE MILLING
X-AESR2030 50 375 6000 1300~1700 0.05~0.15  12~20 ;& SLOTTING
X-AESR2030 50 375 6000 2000~2400 0~2 12~20  #&#$f SLOTTING
X-AESR2030 50 375 6000 1200~1600 6~7 12~20  #&#8% SLOTTING
X-AESR2030 50 375 6000 1200~1600 20 0.05~0.15  fAl§ SIDE MILLING
X-AESR2030 50 345 5500 1200~1600 20 6~7 {B%% SIDE MILLING
X-AESR2030 70 315 5000 1200~1600 0.05~0.15  12~20 ;& SLOTTING
X-AESR2030 70 315 5000 1600~2000 0~2 12~20 &8 SLOTTING
X-AESR2030 70 280 4500 1000~1400 4~5 12~20  #&#8% SLOTTING
X-AESR2030 70 315 5000 1100~1500 20 0.05~0.15  fAl# SIDE MILLING
X-AESR2030 70 280 4500 1000~1400 20 4~5 {BI$% SIDE MILLING
X-AESR2030 90 240 3800 1000~1300 0.05~0.15  12~20  ;&&t SLOTTING
X-AESR2030 90 240 3800 1200~1600 0~2 12~20  &8f SLOTTING
X-AESR2030 90 190 3000 800~1200 3~4 12~20 &8k SLOTTING
X-AESR2030 90 240 3800 1000~1300 20 0.05~0.15 fAl§# SIDE MILLING
X-AESR2030 90 190 3000 800~1200 20 3~4 {Rl#% SIDE MILLING
X-AESR2530 60 390 5000 1200~1500 0.05~0.15  16~25  &&k SLOTTING

X-AESR2530 60 390 5000 1600~2000 0~2 16~25 & SLOTTING




ODHE

#REIHIA Work Material FBEFE Aluminum Alloy : 5052 / 6061 / 7075

731\ Coolant Type EIVEDEl Wet coolant

JERRE | tIHIERE TEBRE EARRE
Extension | Cutting Speed Speed Feed
Length (mm) (m/min) (min") (mm/min)

INTRE
(Aa)
Depth of Cut

DEE ISR
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 {Bl#% SIDE MILLING
X-AESR2530 80 315 4000 1000~1300 0.05~0.15  16~25 &k SLOTTING
X-AESR2530 80 315 4000 1400~1800 0~2 16~25 &8k SLOTTING
X-AESR2530 80 275 3500 900~1300 4~5 16~25 &Sk SLOTTING
X-AESR2530 80 315 4000 1000~1300 25 0.05~0.15 Al SIDE MILLING
X-AESR2530 80 235 3000 900~1300 25 4~5 {Bl#% 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  #&#8% SLOTTING
X-AESR2530 100 190 2400 800~1100 2~3 16~25  &#f SLOTTING
X-AESR2530 100 210 2700 700~1000 25 0.05~0.15 A% SIDE MILLING
X-AESR2530 100 190 2400 800~1100 25 2~3 {Bl#% SIDE MILLING
X-AESR3230 70 360 3600 900~1200  0.05~0.2  24~32 & SLOTTING
X-AESR3230 70 360 3600 1300~1700 0~2 24~32 &% SLOTTING
X-AESR3230 70 280 2800 700~1000 5~6 24~32 &8 SLOTTING
X-AESR3230 70 360 3600 700~1000 32 0.05~0.2  fAll§ SIDE MILLING
X-AESR3230 70 280 2800 700~1000 32 5~6 {Bl#% SIDE MILLING
X-AESR3230 100 280 2800 800~1000  0.05~0.2  24~32  &# SLOTTING
X-AESR3230 100 280 2800 1000~1400 0~2 24~32 &% 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$% SIDE MILLING
X-AESR3230 140 200 2000 600~800  0.05~0.2  24~32 &% SLOTTING
X-AESR3230 140 200 2000 800~1200 0~1 24~32 &% SLOTTING
X-AESR3230 140 180 1800 400~700 2~3 24~32 &8 SLOTTING
X-AESR3230 140 200 2000 400~600 32 0.05~0.2  {Al#% SIDE MILLING
X-AESR3230 140 180 1800 400~700 32 2~3 {BIE% SIDE MILLING
X-AESR3250 70 360 3600 900~1200  0.05~0.2  20~32  &# SLOTTING
X-AESR3250 70 360 3600 1300~1700 0~2 20~32 &% SLOTTING
X-AESR3250 70 280 2800 700~1000 5~6 20~32 &8 SLOTTING
X-AESR3250 70 360 3600 700~1000 32 0.05~0.2  {Al#% SIDE MILLING
X-AESR3250 70 280 2800 700~1000 32 5~6 {Bl$% 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 &8 SLOTTING
X-AESR3250 100 280 2800 500~800 32 0.05~0.2  {Algf SIDE MILLING
X-AESR3250 100 250 2500 500~800 32 4~5 {B$% SIDE MILLING
X-AESR3250 140 200 2000 600~800  0.05~0.2  20~32  #&#% SLOTTING
X-AESR3250 140 200 2000 800~1200 0~1 20~32 &8 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  {Alg% SIDE MILLING

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




X-GB
D1
f A A Bk BSAL 18 T 5E
Ball Nose End Mills / 2 Flute
L2
Diemond

@ L
Finishing
g?e%i-ﬁnishing
?‘i’ﬂ(ﬁghing

gZIVUDHl
Dry Machining

ST UIH)
MQL (Mist)

KAELDH
EmuI5|on Machining

SEEEDH]
r 0il Machining

RUEE L1 SHER SRR
i \_f‘“ R ‘“51“‘ %ﬁ Screw Driver
Type No. Diameter | Flute Length | Neck Dia. OAL Thread Size Type No.

" X-GB0802 R4.0 8.0 12.1 M5 -3P

X-GB1002 R5.0 10.0 9.8 16.1 M7 -3P K10
X-GB1202 R6.0 12.0 11.7 203 M8 -3P K12
X-GB1602 R 8.0 16.0 15.6 25.7 M10-3P K16

unit : mm
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X-GB
D1
X 7 GERBMKIEEAIIH )R
mm [ 25 Ball Nose End Mills / 4 Flute

. Diamond

L
Finishing

@ i
Semi-finishing

of
Roughing

gZIVUDHl
Dry Machining

ST UIH)
MQL (Mist)

KAELDH
EmuI5|on Machining

SEEEDH]
r 0il Machining

AUEE L1 SHER SRR
i \_f‘“ R ‘“51“‘ %ﬁ Screw Driver
Type No. Diameter | Flute Length | Neck Dia. OAL Thread Size Type No.

" X-GB0804 R4.0 8.0 12.1 M5 -3P

X-GB1004 R5.0 10.0 9.8 16.1 M7 -3P K10
X-GB1204 R6.0 12.0 1.7 203 M8 -3P K12
X-GB1604 R 8.0 16.0 15.6 25.7 M10-3P K16

unit : mm




X-GE
| - % AREBMRI I TJE _
End Mills
L2
. Diamond

L
Finishing

@ ik
Semi-finishing

of
Roughing

gZIVUDHl
Dry Machining

ST UIH)
MQL (Mist)

MEEDH]
EmuI5|on Machining

SEEEDH]
r 0il Machining

RgE L1 SHER SRR
i R ‘“E1“< Screw Driver
Type No. Dlameter Flute Length | Neck Dia. 0 A L. Thread Size Type No.

" X-GE0804 8.0 12.1 M5 -3P

X-GE1004 10.0 10.0 9.8 16.1 M7 -3P K10
X-GE1204 12.0 12.0 1.7 203 M8 -3P K12
X-GE1604 16.0 16.0 15.6 25.7 M10-3P K16

unit : mm
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X-GPR

CERBESALEIE
End Mills

L
Finishing

@ i
Semi-finishing

of
Roughing

gZIVUDHl
Dry Machining

ST UIH)
MQL (Mist)

KAELDH
Emulsnon Machining

SEEEDH]
r ) 0il Machining

AUZE L SHEIR SRR
Tyoe N \_1“‘ 7] E .,-,% “‘51‘“ E Screw Driver
RSN, Diameter | Flute Length CornerR Neck Dia. OAL Thread Size Type No.

" X-GPR0805 121 M5-3P

X-GPR0810 8.0 8.0 1.0 7.8 121 M5 -3P

X-GPR1005 10.0 10.0 0.5 9.8 16.1 M7 -3P K10
X-GPR1010 10.0 10.0 1.0 9.8 16.1 M7 -3P K10
X-GPR1210 12.0 12.0 1.0 1.7 20.3 M8 -3P K12
X-GPR1220 12.0 12.0 2.0 1.7 20.3 M8 -3P K12
X-GPR1610 16.0 16.0 1.0 15.6 25.7 M10-3P K16
X-GPR1620 16.0 16.0 2.0 15.6 257 M10-3P K16
X-GPR1630 16.0 16.0 3.0 15.6 25.7 M10-3P K16

unit : mm




Er%iihing
@ g
Semi-finishing

it
Roughing

gZIVUDHl
Dry Machining

ST UIH)
MQL (Mist)

MEEDH]
Emulsion Machining

> SEEEDH]
- 0il Machining

Spiral Flute Chamfering

X-TS

LE ) ) == WAL

D2

=Pk

Recommended
Carbide Shank

SHEIR SRS
Screw Driver
Type No.

RisE D2 L1 L2
B EIfed R & £E
ype No. Front Diameter | - Diameter | Flute Length OAL
X-TS0803 1 8 3.5 10.1
X-TS1003 2 10 4.0 111
X-TS1203 2 12 5.0 13.8
X-TS1603 3 16 6.5 14.7
X-TS2003 5 20 7.5 18.1

X-WDEX080-
X-WDEX100-
X-WDEX120-
X-WDEX160-
X-WDEX200-

K12
K16
K20

unit @ mm




ODHE
X-TS

38 Carbon Steels: S50C / SS400:1.1210/1.0036 : 1050 / A570 Gr.45 (~HRc22)

731\ Coolant Type EIVEDEl Wet coolant

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

DEE ISR
Width of Cut Milling Type

X-TS0803 25 215 8000~9000  2000~2400 0.3 0.3 {8l CHAMFERING
X-TS0803 25 215 8000~9000  1800~2200 0.5 0.5 fEE CHAMFERING
X-TS0803 25 215 8000~9000  1000~1400 1 1 {8/ CHAMFERING
X-TS0803 45 190 7200~7700  1400~1800 03 0.3 {8l CHAMFERING
X-TS0803 45 190 7200~7700  1200~1600 0.5 0.5 fEl& CHAMFERING
X-TS0803 45 190 7200~7700 600~900 1 1 {8l CHAMFERING
X-TS1003 30 200 6200~6700  2200~2600 0.5 0.5 fElA CHAMFERING
X-TS1003 30 200 6200~6700  2000~2400 1 1 fEl& CHAMFERING
X-TS1003 30 200 6200~6700  1200~1600 1.5 [IE5) {8l CHAMFERING
X-TS1003 50 170 5200~5700  1600~2000 0.5 0.5 fElA CHAMFERING
X-TS1003 50 170 5200~5700  1400~1800 1 1 fEl& CHAMFERING
X-TS1003 50 170 5200~5700 700~1100 1.5 15 {8l CHAMFERING
X-TS1203 35 215 5500~6000  1800~2200 0.5 0.5 fElA CHAMFERING
X-TS1203 B5) 215 5500~6000  1600~2000 1 1 fEl& CHAMFERING
X-TS1203 35 215 5500~6000 800~1200 1.5 [IE5) {8/ CHAMFERING
X-TS1203 60 185 4700~5200  1400~1800 0.5 0.5 {8/ CHAMFERING
X-TS1203 60 185 4700~5200  1200~1600 1 1 fEl& CHAMFERING
X-TS1203 60 185 4700~5200 500~800 1.5 15 {8/ CHAMFERING
X-TS1603 45 215 4000~4500  1200~1600 0.5 0.5 fElA CHAMFERING
X-TS1603 45 215 4000~4500  1000~1400 1 1 fEl& CHAMFERING
X-TS1603 45 215 4000~4500 700~1000 1.5 [IE5) {8l CHAMFERING
X-TS1603 70 190 3500~4000 900~1200 0.5 0.5 fElA CHAMFERING
X-TS1603 70 190 3500~4000 700~1100 1 1 fEl& CHAMFERING
X-TS1603 70 190 3500~4000 500~800 1.5 15 {8l CHAMFERING
X-TS2003 60 185 2700~3200 800~1200 0.5 0.5 fElA CHAMFERING
X-TS2003 60 185 2700~3200 600~800 1 1 fE& CHAMFERING
X-TS2003 60 185 2700~3200 400~600 1.5 [IE5) {8l CHAMFERING
X-TS2003 100 120 1700~2200 700~1100 0.5 0.5 {8/ CHAMFERING
X-TS2003 100 120 1700~2200 500~700 1 1 fEl& CHAMFERING

X-TS2003 100 120 1700~2200 400~600 1.5 15 {8l CHAMFERING




ODHE
X-TS

4 HMI Work Material BETEH/BRTEM Alloy Too! Steels / Carbon Too! Steels
P20/P5/ SK3/SKD61/SKD11:1.2311/1.1545/1.2379/1.2344 : H13 / D2 (HRc23~32)
731\ Coolant Type EIVEDEI Wet coolant
JERRE | IEIEE TEBRE EERE | NLRE

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

DEE IS
Width of Cut Milling Type

X-TS0803 25 180 7000~7500  1600~2000 0.3 0.3 {8l CHAMFERING
X-TS0803 25 180 7000~7500  1400~1800 0.5 0.5 fEl& CHAMFERING
X-TS0803 25 180 7000~7500 700~1000 1 1 {8l CHAMFERING
X-TS0803 45 150 5700~6200  1000~1400 03 0.3 {8/ CHAMFERING
X-TS0803 45 150 5700~6200 800~1200 0.5 0.5 fEl& CHAMFERING
X-TS0803 45 150 5700~6200 500~800 1 1 {8/ CHAMFERING
X-TS1003 30 180 5500~6000  1800~2200 0.5 0.5 fElA CHAMFERING
X-TS1003 30 180 5500~6000  1600~2000 1 1 fEl& CHAMFERING
X-TS1003 30 180 5500~6000 800~1200 1.5 [IE5) {8/ CHAMFERING
X-TS1003 50 150 4500~5000  1200~1600 0.5 0.5 fElA CHAMFERING
X-TS1003 50 150 4500~5000  1000~1400 1 1 fE& CHAMFERING
X-TS1003 50 150 4500~5000 700~1000 1.5 15 {8l CHAMFERING
X-TS1203 35 180 4500~5000  1400~1800 0.5 0.5 fElA CHAMFERING
X-TS1203 B5) 180 4500~5000  1200~1600 1 1 fEl& CHAMFERING
X-TS1203 35 180 4500~5000 700~1000 1.5 [IE5) {8/ CHAMFERING
X-TS1203 60 150 3700~4200  1000~1400 0.5 0.5 {8/ CHAMFERING
X-TS1203 60 150 3700~4200 800~1200 1 1 fEl& CHAMFERING
X-TS1203 60 150 3700~4200 400~700 1.5 15 {8l CHAMFERING
X-TS1603 45 180 3300~3800  1000~1400 0.5 0.5 fElA CHAMFERING
X-TS1603 45 180 3300~3800 800~1200 1 1 fEl& CHAMFERING
X-TS1603 45 180 3300~3800 600~900 1.5 [IE5) {8l CHAMFERING
X-TS1603 70 150 2700~3200 900~1300 0.5 0.5 fEl CHAMFERING
X-TS1603 70 150 2700~3200 700~1000 1 1 fE& CHAMFERING
X-TS1603 70 150 2700~3200 500~800 1.5 15 {8/ CHAMFERING
X-TS2003 60 140 2000~2500 700~1000 0.5 0.5 fElA CHAMFERING
X-TS2003 60 140 2000~2500 500~700 1 1 fEl& CHAMFERING
X-TS2003 60 140 2000~2500 400~600 1.5 [IE5) {8/ CHAMFERING
X-TS2003 100 80 1000~1500 500~800 0.5 0.5 {8/ CHAMFERING
X-TS2003 100 80 1000~1500 400~600 1 1 fE& CHAMFERING

X-TS2003 100 80 1000~1500 300~500 1.5 15 {8/ CHAMFERING




ODHE
X-TS

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

7578 Coolant Type 8ZZVEDHI Dry coolant

JERRE | tIHIERE TEBRE EARRE INLRE
Extension | Cutting Speed Speed Feed (Aa)
Length (mm) (m/min) (minT) (mm/min) Depth of Cut

DEE WI=
Width of Cut Milling Type

X-TS0803 25 150 5700~6200  1000~1400 0.3 0.3 {8l CHAMFERING
X-TS0803 25 150 5700~6200 800~1200 0.5 0.5 fEE CHAMFERING
X-TS0803 25 150 5700~6200 500~800 0.8 0.8 {8/ CHAMFERING
X-TS0803 45 120 4500~5000 700~1100 03 0.3 {8l CHAMFERING
X-TS0803 45 120 4500~5000 500~800 0.5 0.5 fEl& CHAMFERING
X-TS0803 45 120 4500~5000 300~600 0.8 0.8 {8l CHAMFERING
X-TS1003 30 150 4500~5000  1200~1600 0.5 0.5 fElA CHAMFERING
X-TS1003 30 150 4500~5000  1000~1400 1 1 fEl& CHAMFERING
X-TS1003 30 150 4500~5000 600~1000 13 13 {8l CHAMFERING
X-TS1003 50 120 3600~4000 900~1300 0.5 0.5 fElA CHAMFERING
X-TS1003 50 120 3600~4000 700~1100 1 1 fEl& CHAMFERING
X-TS1003 50 120 3600~4000 500~800 13 i3 {8l CHAMFERING
X-TS1203 35 145 3600~4000  1000~1400 0.5 0.5 fElA CHAMFERING
X-TS1203 B5) 145 3600~4000 800~1200 1 1 fEl& CHAMFERING
X-TS1203 35 145 3600~4000 500~800 13 i3 {8/ CHAMFERING
X-TS1203 60 115 2800~3300 700~1100 0.5 0.5 {8/ CHAMFERING
X-TS1203 60 115 2800~3300 500~800 1 1 fEl& CHAMFERING
X-TS1203 60 115 2800~3300 300~600 13 i3 {8/ CHAMFERING
X-TS1603 45 150 2700~3200 900~1300 0.5 0.5 fElA CHAMFERING
X-TS1603 45 150 2700~3200 700~1100 1 1 fEl& CHAMFERING
X-TS1603 45 150 2700~3200 400~700 1.5 [IE5) {8l CHAMFERING
X-TS1603 70 125 2200~2700 700~1000 0.5 0.5 fElA CHAMFERING
X-TS1603 70 125 2200~2700 500~800 1 1 fEl& CHAMFERING
X-TS1603 70 125 2200~2700 300~600 1.5 15 {8l CHAMFERING
X-TS2003 60 110 1500~2000 500~700 0.5 0.5 fElA CHAMFERING
X-TS2003 60 110 1500~2000 400~600 0.9 0.9 fE& CHAMFERING
X-TS2003 60 110 1500~2000 300~500 13 i3 {8l CHAMFERING
X-TS2003 100 50 500~1000 400~700 0.5 0.5 {8/ CHAMFERING
X-TS2003 100 50 500~1000 300~500 0.9 0.9 fEl& CHAMFERING

X-TS2003 100 50 500~1000 250~450 13 i3 {8l CHAMFERING




| M ODHE

X-TD
; @ B7)EIBJIEE
om . Straight Flute Chamfering
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Finishing
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Semi-finishing
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Roughing

gZIVUDHl
Dry Machining

ST UIH)
MQL (Mist)

@ ™~ MEEDH]
r Emulsion Machining
500 SEEEDH]

AgE D2 L1 L2 [Rr=paL = SHEIR RS
Tyoe N AHIS LR IR =R Recommended | Screw Driver
ype No. Front Diameter | - Diameter | Flute Length OALL Carbide Shank Type No.

35 b

X-TD0803 1 8 10.1 X-WDEX080-

X-TD1003 2 10 4.0 1.1 X-WDEX100- K10
X-TD1203 2 12 5.0 13.8 X-WDEX120- K12
X-TD1603 3 16 6.5 14.7 X-WDEX160- K16
X-TD2003 5 20 7.5 18.1 X-WDEX200- K20

unit : mm




ODHE
X-TD

T3R8 Carbon Steels: S50C / SS400:1.1210/1.0036 : 1050 / A570 Gr.45 (~HRc22)

731\ Coolant Type EIVEDEI Wet coolant

JERRE | CIHIERE TEERE EARRE INLRE
Extension | Cutting Speed Feed (Aa)
Length (mm) (m/min) in” (mm/min) Depth of Cut

DEE I/
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 fEl& CHAMFERING
X-TD0803 25 200 7800~8300 700~1000 1 1 {8/ CHAMFERING
X-TD0803 45 180 6800~7300  1000~1400 03 0.3 {8/ CHAMFERING
X-TD0803 45 180 6800~7300 800~1200 0.5 0.5 fE& CHAMFERING
X-TD0803 45 180 6800~7300 400~600 1 1 {8l 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 fEl& CHAMFERING
X-TD1003 30 185 5700~6200 800~1200 1.5 [IE5) {8l CHAMFERING
X-TD1003 50 140 4200~4700  1000~1400 0.5 0.5 fElA CHAMFERING
X-TD1003 50 140 4200~4700 800~1200 1 1 fEl& CHAMFERING
X-TD1003 50 140 4200~4700 400~700 1.5 15 {8l CHAMFERING
X-TD1203 35 185 4700~5200  1200~1600 0.5 0.5 {8l CHAMFERING
X-TD1203 B5) 185 4700~5200  1000~1400 1 1 fEl& CHAMFERING
X-TD1203 35 185 4700~5200 600~900 1.5 [IE5) {8l CHAMFERING
X-TD1203 60 150 3700~4200 700~1000 0.5 0.5 {85 CHAMFERING
X-TD1203 60 150 3700~4200 500~800 1 1 fEE CHAMFERING
X-TD1203 60 150 3700~4200 300~600 1.5 15 {8l CHAMFERING
X-TD1603 45 185 3500~4000 700~1000 0.5 0.5 {8l CHAMFERING
X-TD1603 45 185 3500~4000 500~800 1 1 fEl& CHAMFERING
X-TD1603 45 185 3500~4000 300~600 13 13 {8/ CHAMFERING
X-TD1603 70 150 2700~3200 700~1000 0.5 0.5 fElA CHAMFERING
X-TD1603 70 150 2700~3200 500~700 1 1 fEl& CHAMFERING
X-TD1603 70 150 2700~3200 400~600 13 i3 {8/ CHAMFERING
X-TD2003 60 140 2000~2500 500~800 0.5 0.5 fElA CHAMFERING
X-TD2003 60 140 2000~2500 400~600 1 1 fE& CHAMFERING
X-TD2003 60 140 2000~2500 300~500 13 i3 {8/ CHAMFERING
X-TD2003 100 80 1000~1500 400~700 0.5 0.5 {85 CHAMFERING
X-TD2003 100 80 1000~1500 400~600 1 1 fEl& CHAMFERING

X-TD2003 100 80 1000~1500 300~500 13 3 {8l CHAMFERING




ODHE
X-TD

i HM4 Work Material BETEH/TEM Alloy Too! Steels / Carbon Tool Steels
P20/P5/ SK3/SKD61/SKD11:1.2311/1.1545/1.2379/1.2344 : H13 / D2 (HRc23~32)
731\ Coolant Type EIVEDEI Wet coolant
JERRE | IERE TEBRE EERE | NLRE

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

DEE IS
Width of Cut Milling Type

X-TD0803 25 160 6200~6700  1200~1600 0.3 0.3 fElA CHAMFERING
X-TD0803 25 160 6200~6700  1000~1400 0.5 0.5 fEl& CHAMFERING
X-TD0803 25 160 6200~6700 500~800 1 1 {8l CHAMFERING
X-TD0803 45 135 5200~5700 900~1200 0.3 0.3 {8/ CHAMFERING
X-TD0803 45 135 5200~5700 700~1000 0.5 0.5 fEl& CHAMFERING
X-TD0803 45 135 5200~5700 300~600 1 1 {8l CHAMFERING
X-TD1003 30 160 4800~5300  1400~1800 0.5 0.5 fElA CHAMFERING
X-TD1003 30 160 4800~5300  1200~1600 1 1 fEl& CHAMFERING
X-TD1003 30 160 4800~5300 700~1000 1.5 [IE5) {8l CHAMFERING
X-TD1003 50 135 4000~4500 900~1200 0.5 0.5 fElA CHAMFERING
X-TD1003 50 135 4000~4500 700~1000 1 1 fEl& CHAMFERING
X-TD1003 50 135 4000~4500 400~700 1.5 15 {8/ CHAMFERING
X-TD1203 35 160 4000~4500  1000~1400 0.5 0.5 {8l CHAMFERING
X-TD1203 B5) 160 4000~4500 800~1200 1 1 fE& CHAMFERING
X-TD1203 35 160 4000~4500 500~800 13 3 {8l CHAMFERING
X-TD1203 60 130 3200~3700 600~900 0.5 0.5 {85 CHAMFERING
X-TD1203 60 130 3200~3700 400~700 1 1 fEl& CHAMFERING
X-TD1203 60 130 3200~3700 300~600 13 i3 {8/ CHAMFERING
X-TD1603 45 160 3000~3500 600~900 0.5 0.5 fElA CHAMFERING
X-TD1603 45 160 3000~3500 400~700 1 1 fEl& CHAMFERING
X-TD1603 45 160 3000~3500 300~500 13 13 {8l CHAMFERING
X-TD1603 70 125 2200~2700 500~800 0.5 0.5 fElA CHAMFERING
X-TD1603 70 125 2200~2700 400~600 1 1 fEl& CHAMFERING
X-TD1603 70 125 2200~2700 300~500 13 i3 {8l CHAMFERING
X-TD2003 60 125 1800~2300 500~700 0.5 0.5 fElA CHAMFERING
X-TD2003 60 125 1800~2300 400~600 1 1 fEl& CHAMFERING
X-TD2003 60 125 1800~2300 300~500 13 i3 {8l CHAMFERING
X-TD2003 100 70 900~1300 400~600 0.5 0.5 {8/ CHAMFERING
X-TD2003 100 70 900~1300 300~500 1 1 fEl& CHAMFERING

X-TD2003 100 70 900~1300 250~450 13 i3 {8/ CHAMFERING




ODHE
X-TD

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

7578 Coolant Type 8ZZVEDHI Dry coolant

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

DEE WI=
Width of Cut Milling Type

X-TD0803 25 135 5200~5700 800~1200 0.3 0.3 {8l CHAMFERING
X-TD0803 25 135 5200~5700 600~1000 0.5 0.5 fEl& CHAMFERING
X-TD0803 25 135 5200~5700 300~600 0.8 0.8 {8/ CHAMFERING
X-TD0803 45 920 3400~3800 600~900 03 0.3 {8/ CHAMFERING
X-TD0803 45 920 3400~3800 500~800 0.5 0.5 fE& CHAMFERING
X-TD0803 45 20 3400~3800 300~500 0.8 0.8 {8l CHAMFERING
X-TD1003 30 120 3500~4000 900~1300 0.5 0.5 {8l CHAMFERING
X-TD1003 30 120 3500~4000 700~1100 1 1 fEl& CHAMFERING
X-TD1003 30 120 3500~4000 400~700 13 13 {8l CHAMFERING
X-TD1003 50 920 2700~3200 700~1000 0.5 0.5 fElA CHAMFERING
X-TD1003 50 920 2700~3200 500~800 1 1 fEl& CHAMFERING
X-TD1003 50 20 2700~3200 300~600 13 i3 {8l CHAMFERING
X-TD1203 35 110 2700~3200 700~1000 0.5 0.5 {8l CHAMFERING
X-TD1203 B5) 110 2700~3200 500~800 1 1 fEl& CHAMFERING
X-TD1203 35 110 2700~3200 300~600 13 i3 {8l CHAMFERING
X-TD1203 60 85 2000~2500 500~800 0.5 0.5 {85 CHAMFERING
X-TD1203 60 85 2000~2500 300~600 1 1 fEE CHAMFERING
X-TD1203 60 85 2000~2500 300~600 1.2 1.2 {8l CHAMFERING
X-TD1603 45 110 2000~2500 500~800 0.5 0.5 {8l CHAMFERING
X-TD1603 45 110 2000~2500 300~600 0.8 0.8 fEl& 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 fElA CHAMFERING
X-TD1603 70 85 1500~2000 300~500 0.8 0.8 fEl& 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 fElA CHAMFERING
X-TD2003 60 110 1500~1900 300~500 0.8 0.8 fE& 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 {85 CHAMFERING
X-TD2003 100 60 700~1100 250~450 0.8 0.8 fEl& CHAMFERING

X-TD2003 100 60 700~1100 200~400 1 1 {8l CHAMFERING
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Type No Pitch Coarse | #85F Fine meter Flute Length No. Carbide Shank

X-TW101210 . X-WDEX080-

X-TW121510 1.0 §M15 12.0 15.0 ‘IS X-WDEX100- K16
X-TW161810 1.0 ZM20 16.0 18.0 18 X-WDEX120- K16
X-TW202210 1.0 ZM24 20.0 220 22 X-WDEX160- K20
X-TW111215 1.5 ZM15 11.0 12.0 8 X-WDEX080- K16
X-TW131515 15 ZM17 13.0 15.0 10 X-WDEX100- K16
X-TW161815 1.5 ZM20 16.0 18.0 12 X-WDEX120- K16
X-TW202115 1.5 ZM24 20.0 21.0 14 X-WDEX160- K20
X-TW252415 15 ZM30 25.0 24.0 16 X-WDEX200- K20
X-TW111220 2.0 M16 ZM18 11.0 12.0 6 X-WDEX080- K16
X-TW131420 2.0 ZM18 13.0 14.0 7 X-WDEX100- K16
X-TW161820 2.0 ZM22 16.0 18.0 9 X-WDEX120- K16
X-TW202220 2.0 ZM25 20.0 220 11 X-WDEX160- K20
X-TW252420 20 ZM30 25.0 24.0 12 X-WDEX200- K20
X-TW131525 25 M18~22 13.0 15.0 6 X-WDEX100- & X-WHEX100- K16
X-TW161830 3.0 M24~27 Z=M30 16.0 18.0 6 X-WDEX120- & X-WHEX120- K16
X-TW202130 3.0 ZM30 20.0 21.0 7 X-WDEX160- K20
X-TW252430 3.0 ZM33 250 24.0 8 X-WDEX200- K20
X-TW202135 35 M30~33 20.0 21.0 6 X-WDEX160- & X-WHEX160- K20
X-TW252440 4.0 M36~39 ZM42 25.0 240 6 X-WDEX200- K20

unit : mm
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Screw Driver

T8 )58 1BALEKII5E _
Egi% (ER) (fBAES EginE | RFEEEE
Di mIt ’ End Mills Ball Nose EndMills | Thread Milling N.
amete (Use End) (Use End)

X-TW 12
X-TW 15
X-TW 20

f@st - DIRETERER TSI REZ [HOE) -

Note : When combining shank and head, please refer to the "N.m" value.




DESIGN . HONESTY . FUTURE

DHFEEZRAI2KRIINARER

SELECTION OF DHF Exchangeable Head Endmill 11 Series

7 E=7 29
End Mills Corner Radius End Mills Ball Nose End Mills

- BIETHR| == BETER | 2B | B | ETER | E2 R
ngkji/lﬁajﬁgal i econd i i Second Third First Second Third
I election election i i alection i
Selection J§ Selection Selection
R
Carbon Steels
S50C /SS400 :1.1210/ - X-UB
1.0036 : 1050 / A570 Gr.45 Xs-UB
(~HRc 22)
A& TE#/RTEHE
Alioy Tool Steels /
Carbon Tool Steels
P20 /P5/ SK3 /SKD61/ X-UEXR x-UB
SKD11:1.2311/1.1545/ Xs-UB

1.2379/1.2344:H13 /D2
(HRc 23~32)

EEl=tlbtdi]
Prehardened Steels
NAK80 :1.2083 : AISI420 : M310
(HRc36~45)

X-UBY
X-UB
Xs-UB

X-UEXR

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

X-UEX
X-UPS

X-UOR X-UBY

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

X-UEX X-UOR X-UBY




DESIGN . HONESTY . FUTURE

DHFEEZMI2{X RN REER

SELECTION OF DHF Exchangeable Head Endmill 11 Series

7 B&7) X7
End Mills Corner Radius End Mills Ball Nose End Mills
i EHRE | FER | FoHE | R | BT | S KB | B | TR | EHE
1) ﬁW—_‘ First Second Third First Second Third First Second Third
Work Material Selection | Selection | Selection [ Selection | Selection | Selection | Selection | Selection | Selection

BEE
Aluminum Alloy
5052/6061 /7075

— — —
I | I I - I I | I
X-UET X-UXR X-UB

Xs-UB
X-UET = X-BTB
Xs-BTB

X-UET = X-BTB
Xs-BTB
X-AEW X-AEWR X-BTB
Xs-BTB

#LiA
Copper
C1100/2.0090 /
B152C11000

RETEREAT
Stainless Steels
SUS304:1.4301 : AISI 304
(HRc 28~32)

(FRERANEE, treEqt)
RAHHE
Stainless Steels
SUS420J2 /SUS630:1.2083 /
1.4542: AISI 420 /
17-4PH (HRc 28~32)

FINCEAL TN
Titanium Alloy / Pure Titanium
Ti-6Al-4V /Ti-2:3.7165 /
3.7035:Gr5/
Gr2:TC4/TA1

146



EME)EIER  BALL NOSE REAL CUTTING DIAMETER

HQ;%R EDHIEE (Ad) Depth of Cut (mm/min)

{mm) 001 002 003 004 005 008 01 015 02 03 05 08 10 20 30
0.1 0.2 O/ | @2 | @A [0 |17 |@ks | @2 | == | == | == | == | == | == | == | ==
0.2 04 0125 0174 0211 024 0265 032 035 039 04  =====  ===== =mmm mmeem emmen oo
0.3 0.6 0.154 0215 0262 0299 0332 041 gl | Os2 | 0y | 0E | == | == | == | == | ===
0.4 0.8 0178 025 0304 0349 0387 048 053 062 063 077 077  =====  ===== e=mem oo
0.5 1 0199 028 0341 0392 0436 054 06 071 08 IO20 IR I e el

1 2 0282 0398 0486 056 0624 078 087 105 12 143 173 196 2 e e
1.5 3 0346 0488 0597 0688 0.768 0.97 1.08 131 15 18 224 265 283 283 @ -

2 4 0399 0564 069 079 0889 1.12 125 152 174 211 265 32 346 4 e
25 5 0447 0631 0772 0891 0995 125 14 171 19% 237 3 367 4 49 49

3 6 0489 0692 0846 0977 1091 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 1.094 1262 1411 178 199 243 28 341 436 543 6 8 917

6 12 0693 0979 1.198 1383 1546 195 218 267 307 375 48 599 663 894 1039

7 14 0748 1.058 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 0894 1264 1548 1787 1997 252 282 345 398 486 624 784 872 12 14.28

BEEREE " CALCULATION OF REAL DIA.
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EMEEF | RePLY ODHE
BEE8,/
BB BNTHE $BIE(HRC)
srmensE (12 &
ERgaT ERRMIRS
luG ] CIMATRON 1 Power-Mill
RIEE [ ] Pro-E [ work NC [] Master CAM
TR CErRsE | [wustsem | [DmESE | [ BRR5E
i PSR EE EAE
AR Dleos | Dagnos | Lo | [ Kostes
mIA ] igss B
TE;
ndmil ndmill
8750 %ﬁﬁ’»
L | L |
1B 297 |
R min' | G m/min | 85X min' | #EfG m/min
da= mm dp= mm
R

148




REPLY EmmEIE+F

Messrs. /

ODHE

Type No. (Size Description)

Work Material Hardness(HRC)

Heat Treatment

Llves []No

Machine Type

Programming Method

[JuG
[ ] Pro-E

Model

(] CIMATRON
[ ] Work NC

L] Power-Mill
[ ] Master CAM

Tool Holding System

[ ER Collect Chuck

[ ] Draw Back Chuck‘ [ ] Hydraulic Chuck ‘ [ ] shrink Fit Chuck

Brand
Cooling Type [ ] Dry Machining ‘ [ ImQL mist ‘ [ ] oil Machining ‘ L] ,EAn;::JLSilnoirrl(QCoolam)
Processing Method [ ] Down Milling [ ] Up Milling
|
ndmil ndmil
able Feed able Feed
1. Ball Nose End Mill ‘ 2. Flat End Mill ‘
Speed min-'| Feed m/min| Speed min-'| Feed m/min
Side Milling Slotting
|
. ‘
da= mm ‘ Ap= mm da= mm‘ A= mm | da= mm‘ A= mm
Result ‘ Result ‘
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