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Standard

ETB e [ [€ ] [ T

L TGE=E b SRR 5l speciFicarions T

END MILLS ; p1 L 13 D2
nttt B 7j <5 P
ype No. I, Temev 3l Flute Length JeY-YIRM Shank Dia.

.- X - 4

B~

ETB0104 1.0 3 50
. ETB0154 1.5 4 50 4
! i ETB0204S 20 6 50 4
ETB0204 2.0 6 50 6
ﬁi—ﬁnishing ETB0254S 25 8 50 4
@ ) nﬁﬁmw © Eﬁ . ETB0254 2.5 8 50 6
) ining ughing ETB0304S 3.0 8 50 4
ETB0304 3.0 8 50 6
‘ ETB0354 3.5 10 50 6
tn ETB0404S 4.0 1" 50 4
| a" ETB0404 4.0 11 50 6
‘ E. ETB0454 4.5 11 50 6
ETB0504 | 5.0 13 50 6
i g ETB0604 6.0 16 50 6
tn ETB0804 8.0 20 60 8
3 ETB1004Z 100 25 75 10
') ETB1004 10.0 30 75 10
oy ETB1204 12.0 30 75 12
‘9 ETB1604 160 40 100 16
f 'Et ETB2004 20.0 45 100 20
|
‘(Q unit - mm
DI toLerance
EEnzE WM peasE
D1 D1 Tolerance D2 D2 Tolerance
T 1.0 -§.02 @4 B.o0s
15 -0.02 26 B.008
2.0 Bo2 28 Bo0s
25 -8,02 @10 B.o0o
3.0 02 @12 Bon
35 B0z 216 Bon
4.0 302 @20 Bo1z
L3 45 802 unit : mm
5.0 802
6.0 Bo25
8.0 Bo2s
10.0 B3
12.0 Boss
-1 16.0 Boa
D2 200 | fos




@DHF DESIGN . HONESTY . FUTURE

Standard

mEees@ ETH
speciFicarions T AR TS T]

" L3 ILL
L J'JE =5 iR ENEfalLES
Type No. Dlameter ute Length [ReY.) Shank Dia. .
> - sanll =]

ETHO104 1.0 3 50
ETHO154 1.5 4 50 4 -
ETH0204 20 6 50 4 Fivaring
ETH0254 25 8 50 4
| ! . gk
ETH0304 3.0 8 50 4 Semi-finishing
ETHO354 35 10 50 4 © me
ETHO404 4.0 11 50 4 Roughing
ETHO454 45 11 50 6
ETHO504 50 13 50 6
ETHO0604 6.0 16 50 6 n
ETHO0804 8.0 20 60 8 a"
ETH1004Z 100 25 75 10 's-
ETH1004 10.0 30 75 10 ?Ei
ETH1204 12.0 30 75 12 a
ETH1604 160 40 100 16 I
ETH2004 200 45 100 20 z,'s-
[
unit : mm a
5
(=
=]
Q
255 TOLERANCE D1
|| LD
=N BIEREE (L AR AEE
""" D1 Tolerance DZ D2 Tolerance
B0z 24 8008 11
Bo2 @6 008
2.0 Bo2 a8 Bo0s
25 -8,02 @10 Bo0o
3.0 Bo2 212 Bon
35 B0z 216 Bon
4.0 Bo2 @20 Bo1s
45 802 unit : mm L3
5.0 $o2
6.0 Bozs
8.0 Bozs
10.0 Boa
12,0 Bo3s
16.0 Boa —

200 Boa . D2




DESIGN . HONESTY . FUTURE @DHF

me [iin | 7
45
HR S WEELLEE ] speciFications [

END MILLS ; D1 L1 13 D2
nttt B 7 WA A
ype No. I, TemeV 3l Flute Length JReY-YIRM Shank Dia.
r L 8 5 6

UPS0304 3.0 0
UPS0304L 3.0 12 60 6
sl UPS0404 40 1 50 6
ey UPS0404L 4.0 16 60 6
Semi-finishing UPS0504 5.0 13 50 6
At UPS0604 6.0 16 .50 6
Roughing UPS0604L 6.0 20 60 6
UPS0804 80 20 60 8
UPS0804L 8.0 25 75 8
th UPS1004 10.0 22 75 10
a" UPS1004L  10.0 30 80 10
. UPS1204 12.0 26 75 12
fED. UPS1204L 12.0 35 100 12
n UPS1604 16.0 36 100 16
‘U”! UPS1604L 160 50 110 16
E‘Dh UPS1804 18.0 40 100 18
o UPS2004 200 40 100 | 20
0 UPS2004L 20.0 50 120 20
=
g unit : mm
V2S5 | TOLERANCE
D1 = -
sEnsE WS mraze
D1 D1 Tolerance D2 D2 Tolerance
u 3.0 Bo2 26 Boos
4.0 $o2 o8 -B.008
5.0 B0z 210 B.000
6.0 Boa 212 Bon
8.0 Bos @16 Bon
10.0 Bo3 @18 Bo1s
13 120 -_8;135 - 920 S0z
16.0 Boa unit : mm
18.0 Boa
200 Soa
.02 |




@DHF DESIGN . HONESTY . FUTURE

ma i |1/

FTTE seeciricamions T

L3
adt J'JE =5
YRENNO, Dlameter Length OA Shank Dia.

EED

UPZ0304 3.0 50
UPZ0404 4.0 11 50 6
UPZ0504 5.0 13 50 6
UPZ0604 6.0 16 50 6
UPZ0804 8.0 20 60 8
UPZ1004 10.0 22 75 10
UPZ1204 | 120 26 75 12
UPZ1604 160 36 100 16
UPZ2004 20.0 40 100 20
T —
unit : mm
255 TOLERANCE
Ex3 || D1
sEnEE WIS peazeE
""" D1 Tolerance Dz D2 Tolerance
3.0 802 26 B.008 11
40 | 80 28 S0
5.0 Bo2 210 B.000
60 8w 212 | Bon
80 Bos @16 Bon
10.0 Bo3 220 Lo13
12.0 Boas unit : mm
160 80s
200 | Soa

D2

MESREELLH/)
END MILLS

Ei
Finishing
g
Semi-finishing

i
Roughing

Bugnp [@9}s SS8[UID]S




NIRRT () )1 |
Titanium Cutting
% C
597

EIN S YA SPECIFICATIONS .

END MILLS mip W <%
Type No. Dlameter Flute OAL. Shank Dia.

UTH0304 3.0 50
o UTHO404 40 1 50 6
Finishing UTHO0504 5.0 13 50 6
> e UTHO604 6.0 16 50 6
E Sl iy UTHO804 8.0 20 60 8
Se <\ SRIEEDHI FHEE
= EETINaa e UTH1004 = 100 25 75 10
‘ UTH1204 | 120 30 75 | 12
UTH1604 16.0 40 100 16
UTH2004 200 45 100 20
v
g: unit : mm
o
t
4
9]
0,
0
=
=
=]
Q
o TN roucnance |
=r ERAEE L REAEE
"' D1 Tolerance DZ D2 Tolerance
3.0 Bo2 26 008
L
40 802 @8 | Boms
50 80 @10 B.009
60 Bos @12 | fan
80 B0 @6 Bon
10.0 Bos @20 |
B 120 Bow
16.0 Boa
200 | 8oa

D2




@DHF DESIGN . HONESTY . FUTURE

@
FT=TTTE0 speciFicATIONS .

BusR ?JE
Type No. Dlameter Length 0 A L. Shank Dia.

{¢
EE

UPEOQ304 3.0 50
UPE0404 4.0 11 50 6
UPE0504 5.0 13 50 6
UPEO604 6.0 16 50 6
UPEO0804 8.0 20 60 8
UPE1004 10.0 22 75 10
UPE1204 . 120 26 75 12
UPE1404 140 30 80 14
UPE1604 160 36 100 16
UPE1804 . 180 40 100 18
UPE2004 | 200 40 100 20
UPE2504 25.0 45 100 25
I — T
unit : mm
2= TOLERANCE
| D1
eanzE WIS prasE
""" D1 Tolerance DZ D2 Tolerance
3.0 802 26 -B.o0s T
4.0 o2 28 B.008
5.0 802 210 B.000
6.0 Boa 212 Bon
80 Bos @14 Bon
10.0 Bo3 216 Bomn
12.0 Boss 218 Bo13
14.0 B4 @20 Bo13
160 Boa @25 Bo13
18.0 04 unit : mm
200 | $oa
25.0 Bos

D2

SPUCEAVE YA
END MILLS

Ei
Finishing
gk
Semi-finishing

i
Roughing

BurynD [e9}s SSaUD}S




DESIGN . HONESTY . FUTURE @DHF

' » A
3 e
ESMEELLH ] SPECIFICATIONS !

END MILLS Hgp ﬁlﬁ
Type No. Dlameter Charr FIuteLength OA Shanlea

UPG0304 3.0 0.15 8 6
UPG0404 40 | 015 1 50 6
sl UPGO504 50 | 0.2 13 50 6
s UPGO0604 60 | 02 16 50 6
Semi-finishing UPGO0604L 6.0 0.2 20 60 6
o UPG0804 80 | 025 20 60 8
Roughing UPGO8B04L 8.0 0.25 25 75 8
UPG1004 | 100 | 03 = 22 75 10
UPG1004L 100 | 03 30 80 10
UPG1204 12.0 0.3 26 75 12
UPG1204L 120 | 03 35 100 12
UPG1604 160 | 04 40 100 16
UPG1604L 16.0 0.4 50 120 16
UPG1804 @ 180 | 05 40 100 18
UPG2004 | 200 | 05 40 100 20
UPG2004L, 200 | 05 50 120 20

unit : mm

A
8
&
A

A
@
D
Q
&
E-
L

DI . C ToLerance T

—l
=S BREQEE LS AEREE
D] D1 Tolerance n D2 Tolerance
B0z 26 Boos
L1
4.0 802 @8 Bo0s
5.0 Boz @10 B.00s
6.0 Boa 212 Bon
8.0 B0z @16 Bon
10.0 Bo3 @18 Bo1s
13 12.0 Boss @20 S0z
16.0 SBoa unit : mm
18.0 Boa
200 Soa
D2 |




@DHF DESIGN . HONESTY . FUTURE

ad
PEa0acE UPJ
SPECIFICATIONS . S RIS T

— END MILLS
Type No. Dlameter CornerR FIutELength O.AI.. Shanlea

UPJ0304 3.0 8 6
UPJ0404 4.0 0.3 1 50 6 s
UPJO504 5.0 0.3 13 50 6 Finishing
UPJ0604 6.0 04 16 50 [3 g
UPJ0B04 80 05 20 60 8 SR
UPJ1004 10.0 0.6 25 75 10 e

Roughing
UPJ1204 120 06 30 75 12
UPJ1604 | 16.0 08 45 110 16
UPJ2004 20.0 1.0 50 110 20

unit : mm

255 TOLERANCE
| R

el BEAEE T FAEASE
"' D1 Tolerance Dz D2 Tolerance
3.0 802 26 B.008
L1
40 802 o8 So08
- 50 Bo2 210 | 800

6.0 802 212 Bor1
80 Bos @16 | o
10.0 803 220 Lo13
120 _.3‘“35 . unit : mm
16.0 Boa
200 $os

Bugnp [99}S SS8[UID}S




DESIGN . HONESTY . FUTURE @DHF

mEEaco
EUDHIM LR ] SPECIFICATIONS .

END MILLS mip ik
Type No. Dlameter Flute Length [eF.Y Shank Dia.
| 2.0 mas

VTBO606 6.0 50
- VTBO806 8.0 20 60 8
Finishing VTB1006 10.0 25 75 10
g VTB1206 12.0 30 75 12
S VTB1606 16.0 40 100 16
A
Roughing unit : mm

X
8
o
n
E
(1}
A
Q
=
=
=]
Q
o rovsnance 18
F—
e BfEAEE [N REAEE
"' D1 Tolerance DZ D2 Tolerance
1 Bozs 26 Boos
8.0 Bo3 o8 Boos
10.0 Boss @10 Bo0o
2120 Boa @12 | 8on
16.0 804 @16 Bon
unit : mm

L3

D2



ODHE-~ -
Standard

e [ t]ce RTB
seecrICATIONs l BHKIE S AT ]

_— END MILLS
Type No. Dlameter CornerR FIuteLength OAL. Shanlea
© ning

RTB0305 3.0 8 3
RTBO405 | 40 05 10 50 4
RTBO505 50 | 05 13 50 6 i
RTBO510 | 50 | 1.0 13 50 6 O =
RTB0605 6.0 0.5 16 50 6 N/ ulsion Machining Semi-finishing
RTBO610 | 60 | 1.0 16 50 6 s
RTBOBO5 | 80 05 20 60 8 AP O Bing
RTBO810 | 80 | 1.0 20 60 8
RTB1005Z 100 05 5 | 75 | 10
RTB1005 @ 100 05 30 75 10
RTB1010Z 100 1.0 5 | 75 | 10 g
RTB1010 10.0 1.0 30 75 10 '5-,
ATB1020Z 100 | 20 5 | 75 10 5
RTB1020 @ 100 | 20 30 75 10 7 ’
RTB1030Z 100 30 5 75 10 ‘3::
RTB1030 @ 100 | 30 30 75 10 ag-i
RTB1210 120 | 10 | 30 | 75 12 o)
RTB1220 120 20 30 | 75 12 Q
RTB1230 @ 120 | 30 30 75 12 o |
e |
unit : mm %
«=|
toLerance T E
?"—'1/

10.0 +0.02 Boss 212 Bon
12.0 +0.02 Soa unit : mm

L3

ranzE [ronad B noase
D1 RTolerance PIRLEIEEIEE S8R D2 Tolerance
3.0 +0.02 8oz @3 Buoos 11
40 002 | Bo2 w4 B.oos
5.0 002 | B0z 26 Bo08
6.0 +0.02 Bo2s 28 -_g.ooq
8.0 +0.02 303 @10 8000




DESIGN . HONESTY . FUTURE @DHF

[ itanium Cutting J
UTHR COaGBan®
INmEES/AIIH] spscmcmons .

END MILLS .
Type No, iz
AL Dlameter CornerR FIuteLength OAL Shanlea
.- g SEDHL 8
4

UTHRO305 3.0 6
UTHRO305S 3.0 8 3
sl UTHRO405 | 4.0 o.s 10 50 6
UTHRO405S 4.0 0.5 10 50 4
S mshing  UTHR0505 50 | 05 13 50 6
: UTHRO605 6.0 0.5 16 50 6
= o] S UTHRO610 60 | 10 16 50 6
‘ UTHR0805 8.0 0.5 20 60 8
UTHR0810 8.0 1.0 20 60 8
UTHR1005 = 10.0 0.5 25 75 10
2 UTHR1010 100 | 1.0 25 75 10
o) UTHR1020 = 10.0 20 25 75 10
E: UTHR1030 100 3.0 25 75 10
o) UTHR1210 = 120 1.0 30 75 12
A UTHR1220 @ 120 20 30 75 12
" UTHR1230 | 12,0 3.0 30 75 12
T UTHR1610 16.0 1.0 40 100 16
o UTHR1620 @ 16.0 2.0 40 100 16
Q UTHR1630 16,0 3.0 40 100 16
s UTHR2010 = 200 1.0 45 100 20
= UTHR2020 = 200 2.0 45 100 20
] UTHR2030 = 20.0 3.0 45 100 20

(o]
unit : mm

R toLerance

B e [ lecaze
D1 R Tolerance

[N REAEE
DZ D2 Tolerance

L 3.0 i -8.02 26 Boos

40 | §® 802 @8 Bo0s

50 | 0 802 210 B.000

6.0 *go2 Bozs 212 Bon

8o | ‘g% Bos @16 Bon

10.0 g2 Bo3 @20 Bo13

i 120 | 4% S0 unit : mm

16.0 g0 Boa
20.0 1.\3.02 Boa




@DHF DESIGN . HONESTY . FUTURE

me i |7 ] [ 5 UBEL e UP

| speciFications T

itk 3
Dlameter H FIuteLength Shanlea
UPER0405 4.0 11 6
UPEROS502 5.0 0.2 13 50 6
UPER0505 5.0 0.5 13 50 6
UPEROB05 6.0 05 16 50 6
UPERO610 6.0 1.0 16 50 6
UPER0OB05 8.0 0.5 20 60 8
UPERO0810 8.0 1.0 20 60 8
UPER1005  10.0 0.5 22 75 10
UPER1010 100 1.0 22 75 10
UPER1020 100 20 22 75 10
UPER1210 120 1.0 26 75 12
UPER1220 120 2.0 26 75 12
UPER1610 160 1.0 36 100 16
UPER1620 160 | 2.0 36 100 16
UPER2010 200 1.0 40 100 20
UPER2020 200 20 40 100 20
[—
unit : mm
¥ roLerance T b1 . R
=
sa BEACT Mecnze ATALE
ST RTolerance PR S 1) Tolerance
4.0 S0 8oz 26 3.008 u
5.0 e Bo2 28 8.008
6.0 b Bo2s @10 Bo09
8.0 i Bo2s 212 Bonr
10,0 gz Bo3 216 Bon
12.0 1902 Boss 220 Bo13
16.0 1§02 1. unit : mm 3
200 5 Bos

D2

SAEEESEIIHT]
END MILLS

Ei
Finishing
g
Semi-finishing

i
Roughing




DESIGN . HONESTY . FUTURE @DHF

Standard

WWA ol B
Bk ReEaE L8] SPECIFICATIONS .

END MILLS _— a’j’g L
Type No. Dlameter Flute Lengt! OAL. Shank

WWAO0604 6.0 50
s WWAQ804 8.0 20 60 8
Finishing WWA1004 10.0 25 75 10
s WWA1204 120 30 75 12
g WWA1404 140 35 100 16
Euiin‘ghing WWA1604 16.0 40 100 16
WWA1804 . 180 40 100 20
WWA2004 20.0 45 100 20
22 unit : mm
‘.é:!:
()
n
n
n
o
A
Q
g
=
) %
[ v
Q H
= |
o TETR rouenance 1
DZ D2 Tolerance
1 26 Bo0s
@8 Bo0s
@10 Bo0o
212 Bon
@16 Bon
@20 8013
3 unit : mm
D2 B




@DHF DESIGN . HONESTY . FUTURE

d
DE = @ WWB

FT0T0 seeciricarions T =B

L3 D.
e EE 5 END MILLS
Type No. D|ameter Length (o7 Shank Dia.

WWB0604 6.0 50 6
WWB0804 8.0 20 60 8 .
WwB1004 10.0 25 75 10 Finishing
WWB1204 12,0 30 75 12 g
WWB1404 140 35 100 16 Sl ol
WWB1604 16.0 40 100 16 Eﬁfahm
WWB1804  18.0 0 100 20
WWB2004 20.0 45 100 20
unit : mm f-."..
8
]
0]
n
7]
<
(1]
o
Q
5
bty
o
(o]
rousnance W o
DZ D2 Tolerance
26 Boos u
@8 | oo
@10 Boos
_ @12 fon
216 Bon
- 920 -8.u13
unit : mm

L3

D2




DESIGN . HONESTY . FUTURE @DHF

. {REIHIF Work Material

RETE#ER T S
IE|EES =520 MILLING CONDITIONS Stainless Steels [Easy] :SU5304 :1.4301 : AISI 304 (HRc 28~32)

LGl UHIEE Ul EEEE iRl ITEE

Extension Speed Feed (ha) (Ap) IS
pe No. Length (min!) MGG Depthof Cut R Years Milling Type
—r Rl — —

ETBO10: 9 25000 1100~1300  0~0.1 1 E#f SLOTTING
ETB0104 9 25000 600~900  0.1~0.2 1 % SLOTTING
ETB0104 9 25000 400~600  0.2~0.3 1 Bk SLOTTING
ETB0104 9 25000 200~400 1~2 0~0.1 fAll§% SIDE MILLING
ETB0104 9 25000  800~1100 1 0.15 {8§% SIDE MILLING
ETB0104 9 80 25000 600~900 1~2 0~0.06 Rk SIDE MILLING
ETB0154 9 105 22000  1100~1300 0~0.13 1.5 BEESLOTTING
ETBO154 9 105 22000 600~900  0.13~0.3 1.5 ik SLOTTING
ETBO154 9 105 22000 400~600  0.3~0.5 1.5 Bk SLOTTING
ETBO0154 9 105 22000 200~400 1.5~3 0~0.13  {lE% SIDE MILLING
ETB0154 9 105 22000 800~1100 1.5 0.25 {Fl&% SIDE MILLING
ETB0154 9 105 22000 600~900 1.5~3 0~0.08 Ik SIDE MILLING
ETB0204S 1 105 16500  1100~1300 0~0.18 2 WL SLOTTING
ETB0204S il 105 16500 600~900  0.2~0.3 2 &% SLOTTING
ETB0204S 1 105 16500 400~600  0.3~0.6 2 ®EE SLOTTING
ETB0204S 1 105 16500 200~400 2~4 0~0.18 {AIE% SIDE MILLING
ETB0204S il 105 16500  800~1100 2 0.35 fBlE% SIDE MILLING
ETB0204S 1 105 16500 600~900 2~4 0~0.1 {BI3% SIDE MILLING
ETB0204 il 105 16500  1100~1300 0~0.18 2 Bt SLOTTING
ETB0204 1 105 16500 600~900  0.2~0.3 2 Bk SLOTTING
ETB0204 il 105 16500 400~600  0.3~0.6 2 Bk SLOTTING
ETB0204 1 105 16500 200~400 2~4 0~0.18 {FlE% SIDE MILLING
ETB0204 1 105 16500  800~1100 2 0.35 {BI§% SIDE MILLING
ETB0204 11 105 16500 600~900 2~4 0~0.1 {Fl#% SIDE MILLING
ETB0254S 12 105 13300 1200~1400 0~0.25 25 ik SLOTTING
ETB0254S 12 105 13300  800~1000 0.25~0.6 25 ik SLOTTING
ETB0254S5 12 105 13300 500~700 0.6~1 25 @ik SLOTTING
ETB0254S 12 105 13300 1000~1200  2.5~5 0~0.25  {li% SIDE MILLING
ETB0254S 12 105 13300  800~1000 25 045 fAI&% SIDE MILLING
ETB0254S 12 105 13300 700~900 2.5~5 0~0.12 % SIDE MILLING
ETB0254 12 105 13300  1200~1600 0~0.25 25 @ik SLOTTING
ETB0254 12 105 13300  800~1000 0.25~0.6 25 % SLOTTING
ETB0254 12 105 13300 600~800 0.6~1 25 Bk SLOTTING
ETB0254 12 105 13300  1000~1200  2.5~5 0~0.25 {El3% SIDE MILLING
ETB0254 12 105 13300  800~1000 25 045 {A§% SIDE MILLING
ETB0254 12 105 13300 700~900 2.5~5 0~0.12 {818% SIDE MILLING



HILDEIT Work Material

RETHERT &
ST il 4% MILLING CONDITIONS Stainless Steels [Easy] :5U5304 : 1.4301 : AlSI 304 (HRc 28~32)
NREEE o eaiedcl I TRE
Eikid Extension Cuttli;g2 e (A’a) - NI
TypeNo. NG Speed Depthof Cut MITTIHAT Milling Type

m n‘:rin w 11100 M 0~0.3 — &% SLOTTING

ETB0304S 13 105 11100  800~1000  0.3~0.7 & SLOTTING
ETB0304S 13 105 11100 600~800  0.8~1.5 3 8 SLOTTING
ETB0304S 13 105 11100  1000~1200 3~6 0~0.3 fil§% SIDE MILLING
ETB0304S 13 105 11100  800~1000 3 0.65 Bl SIDE MILLING
ETB0304S 13 105 11100 700~900 3~6 0~0.12 Al SIDE MILLING
ETB0304 15 105 11100  1200~1600  0~0.3 3 B SLOTTING
ETB0304 15 105 11100  800~1000 0.3~0.7 3 Ed SLOTTING
ETB0304 15 105 11100 600~800  0.8~1.5 3 &2 SLOTTING
ETB0304 15 105 11100  1000~1200 3~6 0~03 Bl§% SIDE MILLING
ETB0304 15 105 11100 800~1000 3 0.65 % SIDE MILLING
ETB0304 15 105 11100 700~900 3~6 0~0.12 {3l SIDE MILLING
ETB0354 15 105 9600  1200~1600 0~0.35 35 % SLOTTING
ETB0354 15 105 9600 800~1000 0.35~0.8 35 & 8% SLOTTING
ETB0354 15 105 9600 600~800 0.8~1.6 35 & SLOTTING
ETB0354 15 105 9600 1000~1200  3.5~7 0~0.35 A&k SIDE MILLING
ETB0354 15 105 9600 800~1000 35 0.75 &% SIDE MILLING
ETB0354 15 105 9600 700~900 3.5~7 0~0.15  {Al3% SIDE MILLING
ETB0404S 16 105 8400 1200~1600  0~0.4 4 &g SLOTTING
ETB0404S 16 105 8400 800~1000  0.4~1 4 W% SLOTTING
ETB0404S 16 105 8400 600~800 1~2 4 &3 SLOTTING
ETB0404S 16 105 8400 1000~1200 4~8 0~0.4 {HIE% SIDE MILLING
ETB0404S 16 105 8400 800~1000 8 0.9 Bl SIDE MILLING
ETB0404S 16 105 8400 700~900 4~8 0~0.2 &% SIDE MILLING
ETB0404 16 105 8400 1400~1800  0~0.4 4 Bk SLOTTING
ETB0404 16 105 8400  1000~1200  0.4~1 4 &% SLOTTING
ETB0404 16 105 8400 700~900 1~2 4 &% SLOTTING
ETB0404 16 105 8400  1200~1400  4~8 0~0.4 & SIDE MILLING
ETB0404 16 105 8400 900~1100 8 0.9 F&E SIDE MILLING
ETB0404 16 105 8400 800~1000 4~8 0~0.2 8% SIDE MILLING
ETB0454 16 105 7500 1400~1800  0~0.45 45 &% SLOTTING
ETB0454 16 105 7500 1000~1200 0.45~1.1 45 &2 SLOTTING
ETB0454 16 105 7500 750~950 1.1~2 45 B SLOTTING
ETB0454 16 105 7500 1200~1400  4.5~9 0~0.45  fAl§ SIDE MILLING
ETB0454 16 105 7500 900~1100 4.5 0.9 &% SIDE MILLING
ETB0454 16 105 7500 800~1000  4.5~9 0~0.2 {H3% SIDE MILLING




DESIGN . HONESTY . FUTURE @Dm

HEIEITE Work Material

KHTHEAT B

IIEITESE=53] MILLING CONDITIONS | Stainless Steels [Easy] :5US304 : 1.4301 : AlSI 304 (HRc 28~32)
PIEESE TEET Wciscicll TRE
Cutting Speed (Aa) (Ap) mIAN

TRRERE
gk Extension
Length Depth of Cut AIEIGIEHENE Milling Type

Al min)
M” r:;n # 6700 M 0~045 _ i SLOTTING

NIRE

ETB0504 19 105 6700 1000~1200 0.45~1.2 & SLOTTING
ETB0504 19 105 6700 750~950  1.3~25 5 Bk SLOTTING
ETB0504 19 105 6700 1200~1400  5~10 0~0.45 i SIDE MILLING
ETB0504 19 105 6700 900~1100 5~10 0.9 {8§% SIDE MILLING
ETB0504 19 95 6050 700~900 5~10 5 {AI&% SIDE MILLING
ETB0504 19 95 6050 500~700 5 2 {BI &% SIDE MILLING
ETB0504 19 105 6700 800~1000 5~10 0~0.25 Al SIDE MILLING
ETB0604 21 105 5600 1400~1800  0~0.5 6 Bk SLOTTING
ETB0604 21 105 5600 1000~1200 0.5~1.5 6 i SLOTTING
ETB0604 21 105 5600 800~1000  1.5~3 6 Bk SLOTTING
ETB0604 21 105 5600 1200~1400  6~12 0~0.5 {Bl&% SIDE MILLING
ETB0604 21 105 5600 900~1100 6~12 1 {FlE% SIDE MILLING
ETB0604 21 90 4750 700~900 6~12 2 {BI§% SIDE MILLING
ETB0604 21 90 4750 550~750 6~12 3 {Al#% SIDE MILLING
ETB0604 21 90 4750 400~600 6 5 {RIE% SIDE MILLING
ETB0604 21 105 5600 800~1000 6~12 0~0.25 Al SIDE MILLING
ETB0804 27 105 4200 1300~1600  0~0.5 8 &% SLOTTING
ETB0804 27 105 4200 800~1000  0.5~2 8 & SLOTTING
ETB0804 27 105 4200 600~800 3~4 8 & SLOTTING
ETB0804 27 105 4200  1000~1200 8~16 0~0.5 {Bl&% SIDE MILLING
ETB0804 27 70 2750 600~800 8~16 1 ffl§% SIDE MILLING
ETB0804 27 70 2750 300~500 8~16 2 {8§% SIDE MILLING
ETB0804 27 70 2750 300~500 8 2~4 {AI&% SIDE MILLING
ETB0804 27 115 4500 600~800 16 0~0.3 {BIE% SIDE MILLING
ETB1004Z 30 115 3600 1400~1800  0~0.6 10 ik SLOTTING
ETB1004Z 30 115 3600 650~850 2~3 10 Bk SLOTTING
ETB1004Z 30 115 3600 500~700 3~5 10 i SLOTTING
ETB10042 30 105 3300 1200~1500  10~25 0~0.6 {AI&% SIDE MILLING
ETB1004Z 30 105 3300 600~800 20 1 {Bl&% SIDE MILLING
ETB1004Z 30 65 20000r2700  250~400 20 2~4 {FlE% SIDE MILLING
ETB1004Z 30 65 2000 200~350 20 4~5 {BI§% SIDE MILLING
ETB1004Z 30 105 3400 700~900 25 0~0.3 {Al#% SIDE MILLING
ETB1004 34 105 3350 1300~1500  0~0.6 10 &% SLOTTING
ETB1004 34 110 3500 600~800 2~3 10 E#f SLOTTING
ETB1004 34 105 3300 450~650 3~5 10 BEESLOTTING



@DHF DESIGN HONESBTY FUTURE

HILDEIT Work Material

KRETHE RS
P T e MILLING CONDITIONS | Stainless Steels [Easy] :SUS304 : 1.4301 : AISI 304 (HRc 28~32)
—_—
nepER LA omsE gl NTEE
Extension [SEN:] Speed Feed (Aa) I7BEN
Length Speed (min™) (mm/min) MeZUEenE Width of Cut Milling Type

e . (mm) s
! |!!“!!! 34 !! 3300 M 10~20 ! ! ! CRJ# SIDEMILLNG

ETB1004 34 105 3300 600~800 20 gk SIDE MILLING
ETB1004 34 65 2000 250~400 20 2~4 &% SIDE MILLING
ETB1004 34 65 2000 200~350 20 4~5 fil§% SIDE MILLING
ETB1004 34 115 3600 700~900 10~20 0~0.3 &% SIDE MILLING
ETB1204 37 105 2800 1000~1300  0~0.7 12 Bt SLOTTING
ETB1204 37 85 2250 400~600 0.7~2 12 B SLOTTING
ETB1204 37 75 1950 300~400 3~4.5 12 &% SLOTTING
ETB1204 37 105 2800 800~1000  12~24 0~0.7 g% SIDE MILLING
ETB1204 37 80 2100 500~700 12~24 1~13 &% SIDE MILLING
ETB1204 37 65 1700 250~400 24 1.5~3 % SIDE MILLING
ETB1204 3 65 1700 200~300 24 3~5 &% SIDE MILLING
ETB1204 37 105 2800 600~800 12~24 0~0.35 {fl#% SIDE MILLING
ETB1604 50 105 2100 800~1000  0~0.7 16 &% SLOTTING
ETB1604 50 85 1700 300~500 0.7~2 16 & SLOTTING
ETB1604 50 75 1500 200~300 3~4 16 Bk SLOTTING
ETB1604 50 105 2100 600~800 16~32 0~0.7 fAl§% SIDE MILLING
ETB1604 50 80 1600 400~600 16 1~13 g% SIDE MILLING
ETB1604 50 105 2100 400~600 16~32 0~0.35 A& SIDE MILLING
ETB2004 50 105 1650 600~800 0~0.7 20 Bt SLOTTING
ETB2004 50 85 1350 200~400 0.7~2 20 &3 SLOTTING
ETB2004 50 75 1200 150~250 3~4 20 &% SLOTTING
ETB2004 50 105 1650 450~650 20~40 0~0.7 g% SIDE MILLING
ETB2004 50 80 1250 300~500 20 1~1.3 {Al&% SIDE MILLING
ETB2004 50 105 1650 300~500 20~40 0~0.35  {Al&% SIDE MILLING

1. ETBEAERRHE ~ $3I01T » B di(Aa)HE Rl (Ap)EIS0.3~05DUHIEEN - MBUHIFEREEENSEACEIIEIT -
LAZEMHBTR - BERRHR0.1DEMRREZIY (REESIERG) - B0kl L - SiREREITHE
i DEAE - EEEE -

2 BESAISIVRE -

1. ETB is good at Roughing and Finishing. It can do a 0.3~0.5D machining for both Slotting (Aa) and Side milling (Ap). When
Roughing, suggest to use high pressure emulsion coolant in order to prevent chip removal. Please use Dry Machining for
Finishing and within 0.1D (Coating feature). For diameter above 10.0mm, adjustment is required and depends on the
rigidity of machine and the torque of spindle.

2. Suggest to use wet coolant.




DESIGN HONESTY FUTURE @Dm

___ ImEDHEIF Work Material

RETE#ER T S
IE|EES =520 MILLING CONDITIONS Stainless Steels [Easy] :SU5304 :1.4301 : AISI 304 (HRc 28~32)

DNEMRERE
Extension
Type No Length

EEE EulSHell RS kel I TEE

Speed (Aa) (Ap) MITEN
Speed (min) e le {at 8 Width of Cut Milling Type
) B

ETH0104 9 80 25000  1100~1300  0~0.1 1 & SLOTTING
ETH0104 9 80 25000 600~900  0.1~0.2 1 B SLOTTING
ETH0104 9 80 25000 400~600  0.2~0.3 1 B SLOTTING
ETH0104 9 80 25000 200~400 1~2 0~0.1 {Al§% SIDE MILLING
ETHO0104 9 80 25000  800~1100 1 0.15 I8% SIDE MILLING
ETH0104 9 80 25000 600~900 1~2 0~0.06 A% SIDE MILLING
ETH0154 9 105 22000 1100~1300 0~0.13 1.5 % SLOTTING
ETHO0154 9 105 22000 600~900 0.13~0.3 1.5 Bk SLOTTING
ETH0154 9 105 22000 400~600  0.3~0.5 1.5 ik SLOTTING
ETHO0154 9 105 22000 200~400 1.5~3 0~0.13  {IE% SIDE MILLING
ETHO0154 9 105 22000 800~1100 1.5 0.25 {Fl&% SIDE MILLING
ETH0154 9 105 22000 600~900 1.5~3 0~0.08 % SIDE MILLING
ETH0204 1 105 16500  1100~1300 0~0.18 2 7Bk SLOTTING
ETH0204 1 105 16500 600~900  0.2~0.3 2 @ik SLOTTING
ETH0204 il 105 16500 400~600  0.3~0.6 2 Bk SLOTTING
ETH0204 1 105 16500 200~400 2~4 0~0.18 A% SIDE MILLING
ETH0204 1 105 16500  800~1100 2 0.35 {AI&% SIDE MILLING
ETHO0204 1 105 16500 600~900 2~4 0~0.1 {AIE% SIDE MILLING
ETH0254 12 105 13300  1200~1600 0~0.25 25 @ik SLOTTING
ETH0254 12 105 13300  800~1000 0.25~0.6 25 &% SLOTTING
ETH0254 12 105 13300 600~800 0.6~1 2.5 Bk SLOTTING
ETH0254 2 105 13300  1000~1200  2.5~5 0~0.25 % SIDE MILLING
ETH0254 12 105 13300  800~1000 2.5 045 {8I§% SIDE MILLING
ETH0254 12 105 13300 700~900 2.5~5 0~0.12 {Fl&% SIDE MILLING
ETH0304 15 105 11100 1200~1600  0~0.3 3 % SLOTTING
ETH0304 15 105 11100 800~1000  0.3~0.7 3 7Bk SLOTTING
ETH0304 15 105 11100 600~800  0.8~1.5 3 E#f SLOTTING
ETH0304 15 105 11100  1000~1200 3~6 0~0.3 I8% SIDE MILLING
ETH0304 15 105 11100  800~1000 3 0.65 fAll§% SIDE MILLING
ETH0304 15 105 11100 700~900 3~6 0~0.12 % SIDE MILLING



@DHF DESIGN HONESBTY FUTURE

HILDEIT Work Material

KHTHEATEH
FI=IFESE52 MILLING CONDITIONS | Stainless Steels [Easy] :5US304 :1.4301 : AISI 304 (HRc 28~32)

'I:yp_e No. Length peed Depthof Cut 1L gfcq; Milling Type
R 2DSeC, ;
ETH0354 15 1200~1600  0~0.35 35 & SLOTTING
ETH0354 15 105 9600 800~1000 0.35~0.8 35 8% SLOTTING
ETHO0354 15 105 9600 600~800  0.8~1.6 3.5 7Bk SLOTTING
ETH0354 15 105 9600  1000~1200  3.5~7 0~0.35  fAl# SIDE MILLING
ETH0354 15 105 9600 800~1000 35 0.75 I8k SIDE MILLING
ETH0354 15 105 9600 700~900 3.5~7 0~0.15  {fll% SIDE MILLING
ETH0404 16 105 8400 1400~1800  0~0.4 4 &2 SLOTTING
ETH0404 16 105 8400 1000~1200  0.4~1 4 B SLOTTING
ETHO0404 16 105 8400 700~900 1~2 4 &% SLOTTING
ETH0404 16 105 8400 1200~1400 4~8 0~0.4 gk SIDE MILLING
ETH0404 16 105 8400 900~1100 8 0.9 &% SIDE MILLING
ETH0404 16 105 8400 800~1000 4~8 0~0.2 &% SIDE MILLING
ETH0454 16 105 7500  1400~1800 0~0.45 45 7Bk SLOTTING
ETH0454 16 105 7500  1000~1200 0.45~1.1 4.5 & SLOTTING
ETH0454 16 105 7500 750~950 1.1~2 45 8% SLOTTING
ETH0454 16 105 7500  1200~1400 4.5~9 0~045  {fll# SIDE MILLING
ETH0454 16 105 7500 900~1100 4.5 0.9 Bl SIDE MILLING
ETHO0454 16 105 7500 800~1000 4.5~9 0~0.2 &k SIDE MILLING
ETHO0504 19 105 6700 1400~1800  0~0.45 5 2% SLOTTING
ETH0504 19 105 6700 1000~1200 0.45~1.2 5 &2 SLOTTING
ETHO0504 19 105 6700 750~950 1.3~25 5 B SLOTTING
ETHO0504 19 105 6700 1200~1400  5~10 0~0.45  {Al&k SIDE MILLING
ETH0504 19 105 6700 900~1100 5~10 0.9 E% SIDE MILLING
ETHO0504 19 95 6050 700~900 5~10 15 I SIDE MILLING
ETH0504 19 95 6050 500~700 5 2 8% SIDE MILLING
ETH0504 19 105 6700 800~1000 5~10 0~0.25 {Hl#% SIDE MILLING
ETH0604 21 105 5600  1400~1800 0~0.5 6 &g SLOTTING
ETH0604 21 105 5600  1000~1200 0.5~1.5 6 8% SLOTTING
ETH0604 21 105 5600 800~1000  1.5~3 6 % SLOTTING
ETH0604 21 105 5600  1200~1400  6~12 0~0.5 &% SIDE MILLING



DESIGN . HONESTY . FUTURE @Dm

HEIEITE Work Material

KHTEHE R SR
)= £ MILLING CONDITIONS Stainless Steels [Easy] :SU5304 :1.4301 : AISI 304 (HRc 28~32)
nanes Bl once Foicl NTRE
b Extension IRl l] Speed Feed (Aa) (Ap) mIAN
Type No. Length Speed (min™) (mm/min) EeSuSEaNE Width of Cut Milling Type
e S ) I of Cu
ETH0604 21 105 5600 900~1100  6~12 1 fAI&% SIDE MILLING
ETH0604 21 90 4750 700~900 6~12 2 Ig% SIDE MILLING
ETH0604 21 90 4750 550~750 6~12 3 {BI%% SIDE MILLING
ETH0604 21 90 4750 400~600 6 5 {Al§% SIDE MILLING
ETH0604 21 105 5600 800~1000  6~12 0~0.25 Ik SIDE MILLING
ETH0804 27 105 4200  1300~1600  0~0.5 8 % SLOTTING
th ETH0804 27 105 4200 800~1000  0.5~2 8 E# SLOTTING
a' ETHO0804 27 105 4200 600~800 3~4 8 Bk SLOTTING
E: ETHO0804 27 105 4200  1000~1200  8~16 0~0.5 fBE% SIDE MILLING
(1] ETH0804 27 70 2750 600~800 8~16 1 %% SIDE MILLING
ﬂ ETH0804 27 70 2750 300~500 8~16 2 {AI&% SIDE MILLING
'.{’,_ ETHO0804 27 70 2750 300~500 8 2~4 fBlE% SIDE MILLING
3 ETH0804 27 115 4500 600~800 16 0~0.3 {AlE% SIDE MILLING
a ETH1004Z 30 115 3600  1400~1800 0~0.6 10 Bk SLOTTING
e ETH1004Z 30 115 3600 650~850 2~3 10 8% SLOTTING
E‘E ETH1004Z 30 115 3600 500~700 3~5 10 &% SLOTTING
0 ETH1004Z 30 105 3300  1200~1500 10~25 0~0.6 fBI#% SIDE MILLING
ETH1004Z 30 105 3300 600~800 20 1 Rl SIDE MILLING
ETH1004Z 30 65 20000r2700 250~400 20 2~4 fAlg% SIDE MILLING
ETH1004Z 30 65 2000 200~350 20 4~5 %% SIDE MILLING
ETH10042 30 105 3400 700~900 25 0~0.3 Rl SIDE MILLING
ETH1004 34 105 3350  1300~1500  0~0.6 10 ik SLOTTING
ETH1004 34 110 3500 600~800 2~3 10 % SLOTTING
ETH1004 34 105 3300 450~650 3~5 10 Bk SLOTTING
ETH1004 34 105 3300 1100~1400  10~20 0~0.6 8% SIDE MILLING
ETH1004 34 105 3300 600~800 10~20 1 {AlE% SIDE MILLING
ETH1004 34 65 2000 250~400 20 2~4 {AI&% SIDE MILLING
ETH1004 34 65 2000 200~350 20 4~5 I8% SIDE MILLING
ETH1004 34 115 3600 700~900 10~20 0~0.3 fAIE% SIDE MILLING




#EDEI4F Work Material

SKRETE#ECR S
JlIZIFESEE5 MILLING CONDITIONS Stainless Steels [Easy] :SUS304 : 1.4301 : AISI 304 (HRc 28~32)

napEe T el TRE
bickid Extension @Mt ole) Feed (Aa) NTT5TN
Type No. Length Speed mm/min) EVEEGTHCLE Width of Cut Milling Type
o R

ETH1204 37 0~0.7 12 ﬁﬁ SLOTTING
ETH1204 37 0.7~2 12 &% SLOTTING
ETH1204 37 3~4.5 12 &k SLOTTING
ETH1204 57 105 2800 12~24 0~0.7 {Al &% SIDE MILLING
ETH1204 37 80 2100 12~24 1~1.3 {HI&#% SIDE MILLING
ETH1204 37 65 1700 250~400 24 1.5~3 fllg% SIDE MILLING
ETH1204 37 65 1700 200~300 24 3~5 {Hl# SIDE MILLING
ETH1204 37 105 2800 600~800  12~24 0~0.35  fAI% SIDE MILLING
ETH1604 50 105 2100 800~1000  0~0.7 16 % SLOTTING
ETH1604 50 85 1700 300~500 0.7~2 16 & SLOTTING
ETH1604 50 75 1500 200~300 3~4 16 8% SLOTTING
ETH1604 50 105 2100 600~800  16~32 0~0.7 Al SIDE MILLING
ETH1604 50 80 1600 400~600 16 1~1.3 g% SIDE MILLING
ETH1604 50 105 2100 400~600  16~32 0~035  fll# SIDE MILLING
ETH2004 50 105 1650 600~800 0~0.7 20 & SLOTTING
ETH2004 50 85 1350 200~400 0.7~2 20 8% SLOTTING
ETH2004 50 75 1200 150~250 3~4 20 &% SLOTTING
ETH2004 50 105 1650 450~650 20~40 0~0.7 &% SIDE MILLING
ETH2004 50 80 1250 300~500 20 1~13 g% SIDE MILLING
ETH2004 50 105 1650 300~500  20~40 0~035  fAl#k SIDE MILLING

1. ETHEFNSHE ~ ¥EERDNT » B8k (Aa) B2RISE (Ap)EBTE0.3~0.5DUDHIAE ] - BIE@10LAL » BIRMERAIE IR E
HIRE - HEEEE -
2 BESAISTVRE -

1. ETH is good at Roughing and Finishing. It can do a 0.3~0.5D machining for both Slotting (Aa) and Side milling (Ap). For
diameter above 10.0mm, adjustment is required and depends on the rigidity of machine and the torque of spindle.
2. Suggest to use wet coolant.



DESIGN HONESTY FUTURE @Dm

REDEIM Work Material

RETE#ER T S
IE|EES =520 MILLING CONDITIONS Stainless Steels [Easy] :SU5304 :1.4301 : AISI 304 (HRc 28~32)

LGl UHIEE Ul EEEE iRl ITEE

Extension Speed Feed (Aa) (Ap) IR
pe No. L(er:lg.;nt]h (min) (mm/min) EBELULSEUE Width of Cut Milling Type
W 13 11500 m 0~0.25 * &% SLOTTING
UPS0304 13 11000  800~1200 0.25~0.8 3 BEE SLOTTING
UPS0304 13 11000 400~500  0.8~1.2 3 Bk SLOTTING
UPS0304 13 14800 200~350 1.2~1.6 3 @ik SLOTTING
UPS0304 13 11000  1400~1800 3~6 0~0.25 % SIDE MILLING
UPS0304 13 11000 500~700 3 0.25~0.8 % SIDE MILLING
UPS0304 13 11000 200~450 3 0.8~1.2  fAIg% SIDE MILLING
UPS0304 13 11000 700~900 3~6 0~0.1 1Al SIDE MILLING
UPS0404 16 8750 1800~2200  0~0.3 4 Bk SLOTTING
UPS0404 16 8350 1000~1400  0.3~1 4 Bt SLOTTING
UPS0404 16 8350 500~600 1~2 4 @R SLOTTING
UPS0404 16 8000 250~400 2~4 4 Bk SLOTTING
UPS0404 16 8000 1600~2000 4~8 0~0.3 {7ll§% SIDE MILLING
UPS0404 16 8000 600~800 4 0.3~1 {BI§% SIDE MILLING
UPS0404 16 8000 300~500 4 1~2 {El#% SIDE MILLING
UPS0404 16 8350 800~1000 4~8 0~0.13 {BlE% SIDE MILLING
UPS0404L 21 8750 1600~2000  0~0.3 4 ik SLOTTING
UPS0404L 21 8350 800~1200 0.3~1 4 @ik SLOTTING
UPS0404L 21 8350 400~500 1~2 4 & SLOTTING
UPS0404L 21 8000 200~350 2~4 4 @ik SLOTTING
UPS0404L 21 8000  1400~1800 4~8 0~0.3 g% SIDE MILLING
UPS0404L 21 8000 500~700 4 0.3~1 ffl§% SIDE MILLING
UPS0404L 21 8000 200~450 4 1~2 {8§% SIDE MILLING
UPS0404L 21 8350 700~850 4~8 0~0.13 Ik SIDE MILLING
UPS0504 18 7000 1800~2200 0~0.35 5 Bk SLOTTING
UPS0504 18 6700 1000~1400 0.35~1.2 5 ik SLOTTING
UPS0504 18 6700 500~600  1.2~2.5 5 Bk SLOTTING
UPS0504 18 6350 250~400 25~5 5 Bt SLOTTING
UPS0504 18 6350 1600~2000  5~10 0~0.35 {Fl&% SIDE MILLING
UPS0504 18 6350 600~800 5 25 8% SIDE MILLING
UPS0504 18 6350 300~500 5 4 {FlE% SIDE MILLING
UPS0504 18 6700 800~1000 5~10 0~0.15 A% SIDE MILLING
UPS0604 20 5850 1700~2100  0~0.4 6 BEE SLOTTING
UPS0604 20 5600 1000~1200 0.4~1.5 6 B SLOTTING
UPS0604 20 5600 500~600 1.5~3 6 E#f SLOTTING
UPS0604 20 5300 250~400 3~6 6 Bk SLOTTING



@DHF DESIGN HONESBTY FUTURE

HILDEIT Work Material

RETHERT &
NSRS MILLING CONDITIONS Stainless Steels [Easy] :5U5304 : 1.4301 : AlSI 304 (HRc 28~32)

nanse L ol NTEE
Eikid Extension [Salaile] Feed (Aa) NI
Lipatio; L(er:g;? ORI (mm/min) [PEEOENd Width of Cut Milling Type
W 20 M 6~12 W B SIDEMILLING

UPS0604 20 600~800 6 3 gk SIDE MILLING
UPS0604 20 300~500 6 5 I8 SIDE MILLING
UPS0604 20 700~900 6~12 0~0.2 fil§% SIDE MILLING
UPS0604L 26 1500~1900  0~0.4 6 B SLOTTING
UPS0604L 26 800~1000 0.4~15 6 B SLOTTING
UPS0604L 26 400~500 1.5~3 6 B SLOTTING
UPS0604L 26 200~300 3~6 6 Ed SLOTTING
UPS0604L 26 800~1000 6~12 0~0.4 {AIE% SIDE MILLING
UPS0604L 26 500~700 6 3 &% SIDE MILLING
UPS0604L 26 300~400 6 5 &% SIDE MILLING
UPS0604L 26 600~800 6~12 0~0.2 BI8% SIDE MILLING
UPS0804 24 1700~2100  0~0.5 8 % SLOTTING
UPS0804 24 1000~1400  0.5~1 8 &3 SLOTTING
UPS0804 24 600~750 3~4 8 & SLOTTING
UPS0804 24 400~600 4~8 8 A&t SLOTTING
UPS0804 24 800~1100  8~16 0~0.5 &% SIDE MILLING
UPS0804 24 650~850 8 3~4 Bl SIDE MILLING
UPS0804 24 600~800 8 4~8 &% SIDE MILLING
UPS0804 24 700~900 8~16 0~0.2 &% SIDE MILLING
UPS1004 27 1600~2000  0~0.5 10 &3 SLOTTING
UPS1004 27 800~1000  0.5~1 10 8% SLOTTING
UPS1004 27 400~600 3~5 10 & SLOTTING
UPS1004 27 300~500 5~8 10 % SLOTTING
UPS1004 27 1300~1600  10~20 0~0.6 &% SIDE MILLING
UPS1004 27 200~400 10~20 2~4 &% SIDE MILLING
UPS1004 27 400~500 10 3.6~5 {IE% SIDE MILLING
UPS1004 27 700~900 10~20 0~0.25  fAl# SIDE MILLING
UPS1004L BT 110 3500  1300~1600  0~0.5 10 &% SLOTTING
UPS1004L 37 110 3500 700~900 0.5~1 10 8% SLOTTING
UPS1004L 37 105 3300 400~600 3~5 10 % SLOTTING
UPS1004L 37 110 3500  1000~1400 10~25 0~0.6 Bl SIDE MILLING
UPS1004L 37 60 1800 200~400 10~25 2 &% SIDE MILLING
UPS1004L 37 65 2100 300~450 10 36~5 Bl%% SIDE MILLING
UPS1004L B 95 3000 600~800 10~25 0~0.25  {Al# SIDE MILLING




DESIGN . HONESTY . FUTURE @Dm

HEIEITE Work Material

KHTHEAT B

IIEITESE=53] MILLING CONDITIONS | Stainless Steels [Easy] :5US304 : 1.4301 : AlSI 304 (HRc 28~32)
PIEESE TEET Wciscicll TRE
Cutting Speed (Aa) (Ap) mIAN

TRRERE
gk Extension
Length Depth of Cut AIEIGIEHENE Milling Type

W” r;;" # 2900 M 0~0.7 * Bk SLOTTING

NIRE

UPS1204 33 80 2100 600~800 2 & SLOTTING
UPS1204 33 80 2100 250~350 4~6 12 &% SLOTTING
UPS1204 33 80 2100 800~1100  12~24 0~0.7 fAll§% SIDE MILLING
UPS1204 33 80 2100 600~800 12 2 {8§% SIDE MILLING
UPS1204 33 110 2900 300~400 24 1.2 fAl&% SIDE MILLING
UPS1204 33 80 2100 200~300 12 4~6 fEl&E SIDE MILLING
th UPS1204 33 100 2650 450~650 12~24 0~0.3 fBlE% SIDE MILLING
=3 UPS1204L 40 110 2900 800~1000  0~0.7 12 Bk SLOTTING
% UPS1204L 40 80 2100 500~600 2 12 i SLOTTING
0 UPS1204L 40 80 2100 200~300 3~4 12 W% SLOTTING
tn UPS1204L 40 80 2100 700~900 12~32 0~0.7 8% SIDE MILLING
a UPS1204L 40 80 2100 500~700 12 2 {FlE% SIDE MILLING
?D" UPS1204L 40 80 2100 200~300 24 12 {BI§% SIDE MILLING
gl UPS1204L 40 80 2100 200~300 12 3~4 {Al#% SIDE MILLING
9] UPS1204L 40 100 2650 450~650 12~32 0~0.3 {AIE% SIDE MILLING
o UPS1604 43 110 2200 600~850 0~0.7 16 ik SLOTTING
= UPS1604 43 80 1600 400~500 2 16 2% SLOTTING
E UPS1604 43 80 1600 200~250 3~4 16 i SLOTTING
3 UPS1604 43 80 1600 600~750 16~32 0~0.7 fAI&% SIDE MILLING
UPS1604 43 80 1600 400~600 16 2 g% SIDE MILLING
UPS1604 43 80 1600 200~250 32 12 ffl§% SIDE MILLING
UPS1604 43 80 1600 200~250 16 3~4 {8§% SIDE MILLING
UPS1604 43 100 2000 350~550 16~32 0~0.3 fAl&% SIDE MILLING
UPS1804 47 110 1950 500~700 0~0.7 18 Bk SLOTTING
UPS1804 47 80 1400 300~450 1.6 18 ik SLOTTING
UPS1804 47 80 1400 150~200 2~3 18 Bk SLOTTING
UPS1804 47 80 1400 550~650 18~36 0~0.7 {Al&% SIDE MILLING
UPS1804 47 80 1400 300~500 18 1.6 {Al#% SIDE MILLING
UPS1804 47 80 1400 200~250 36 1 8% SIDE MILLING
UPS1804 47 80 1400 150~200 18 2~3 {FlE% SIDE MILLING
UPS1804 47 100 1750 300~450 18~36 0~0.3 {8l§% SIDE MILLING
UPS2004 47 110 1750 500~700 0~0.7 20 & SLOTTING
UPS2004 47 80 1300 300~500 1.6 20 &tk SLOTTING
UPS2004 47 80 1300 200~350 2~3 20 E#f SLOTTING
UPS2004 47 80 1300 300~450 20~40 0~0.7 {BI&% SIDE MILLING



@DHF DESIGN . HONESBTY . FUTURE

HILDEIT Work Material

KRETHE RS
IS8 MILLING CONDITIONS Stainless Steels [Easy] :SUS304 : 1.4301 : AISI 304 (HRc 28~32)

HERRE S

Feed (Aa) T
(mm/min) EPEUYLens Width of Cut Milling Type
20 6 Al SIDE MILLING
UPS2004 47 1300 40 1 gk SIDE MILLING
UPS2004 47 1300 20 2~3 I8 SIDE MILLING
UPS2004 47 1600 200~400  20~40 0~0.3 fil§% SIDE MILLING
UPS2004L 55 110 1750 500~600 0~0.7 20 &3 SLOTTING
UPS2004L 55 80 1300 250~450 1.6 20 @ SLOTTING
UPS2004L 55 80 1300 200~300 2~3 20 B SLOTTING
UPS2004L 55 80 1300 250~350  20~40 0~0.7 {l§% SIDE MILLING
UPS2004L 55 80 1300 500~600 20 1.6 Bl SIDE MILLING
UPS2004L 55 80 1300 400~550 40 1 &% SIDE MILLING
UPS2004L 55 80 1300 300~400 20 2~3 &% SIDE MILLING
UPS2004L 55 100 1600 200~400  20~40 0~0.3 BI8% SIDE MILLING

1. UPSERSHE ~ ¥EIAINT - B Ek(A«) BRIk (Ap)ELS1.0DEIRIBETD - ¥EEDHIRNZAERENSEBICETHIR - LIE
ENHIETR : Bfo0l > SEMRatREmn0EnTE » MEEEe -
2. EETNAIOIVRET, -

2
§
5
n

n

i
@
3
g
3
Q

1. UPS is good at Roughing and Finishing. It can do a 1.0D machining for both Slotting (Aa) and Side milling (Ap). When
Roughing, suggest to use high pressure emulsion coolant in order to prevent chip removal. For
diameter above 10.0mm, adjustment is required and depends on the rigidity of machine and the torque of spindle,
2. Suggest to use wet coolant.




DESIGN . HONESTY . FUTURE @DHF

UP z HEIEITE Work Material

KHTHEAT B
m MILLING CONDITIONS  |Stainless Steels [Easy] :5US304 :1.4301 : AlSI 304 (HRc 28~32)

Speed (Aa)

TEHESE
Extension
Type No. Length (min) Depth of Cut

o 3 mm/min) Nidth of Cut
w 13 w 11000 W 0~0.7 * 2 SLOTTING

R EE
Feed

ElEE el TRE
DRI B TR T

Milling Type

UPZ0304 13 105 11000 450~650  0.7~1.5 3 @ik SLOTTING
UPZ0304 13 105 11000 300~400 1.5~3 3 &% SLOTTING
UPZ0304 13 140 14800 400~550 1.5~3 3 Wik SLOTTING
UPZ0304 13 105 11000  1500~1700 3~6 0~0.3 {AIE% SIDE MILLING
UPZ0304 13 105 11000 600~800 3 1~1.5 fBlE% SIDE MILLING
UPZ0304 13 105 11000 500~700 6 1~1.5 {AI§% SIDE MILLING
UPZ0304 13 105 11000 400~500 3 1.5~3 {Al§% SIDE MILLING
UPZ0304 13 140 14800 500~700 3 1.5~3 {81&% SIDE MILLING
UPZ0404 16 105 8300 800~1000 0~1 4 Bk SLOTTING
UPZ0404 16 105 8300 500~700 1~2 4 @i SLOTTING
UPZ0404 16 105 8300 400~500 2~4 4 &% SLOTTING
UPZ0404 16 140 11000 700~900 2~4 4 Bk SLOTTING
UPZ0404 16 105 8300 1500~1700 4~8 0~0.4 {Bl&% SIDE MILLING
UPZ0404 16 105 8300 800~1000 4 1.6~2 fBlE% SIDE MILLING
UPZ0404 16 105 8300 600~800 8 1.6~2 {El3% SIDE MILLING
UPZ0404 16 105 8300 500~700 4 2~4 {AI&% SIDE MILLING
UPZ0404 16 140 11000 700~900 4 2~4 {81% SIDE MILLING
UPZ0504 18 105 6700 900~1100  0~1.2 5 Bk SLOTTING
UPZ0504 18 105 6700 600~800  1.2~2.5 5 @ik SLOTTING
UPZ0504 18 105 6700 500~600 25~5 5 &% SLOTTING
UPZ0504 18 140 8900 900~1100  25~5 5 Bk SLOTTING
UPZ0504 18 105 6700 1500~1700  5~10 0~0.5 {BI&% SIDE MILLING
UPZ0504 18 105 6700 900~1100 5 1.8~25 ik SIDE MILLING
UPZ0504 18 105 6700 700~900 10 1.8~25  {I3% SIDE MILLING
UPZ0504 18 105 6700 600~800 5 2.5~5 {Al§% SIDE MILLING
UPZ0504 18 140 8900 900~1100 5 2.5~5 {81&% SIDE MILLING
UPZ0604 20 105 5500 1000~1200  0~1.5 6 Bk SLOTTING
UPZ0604 20 105 5500 700~900 1.5~3 6 @ik SLOTTING
UPZ0604 20 105 5500 600~800 3~6 6 &3% SLOTTING
UPZ0604 20 140 7400 1000~1200 3~6 6 @R SLOTTING
UPZ0604 20 105 5500 1600~1800  6~12 0~0.5 {81&% SIDE MILLING
UPZ0604 20 105 5500 1000~1200 6 2.2~3 {Al% SIDE MILLING
UPZ0604 20 105 5500 700~900 12 2:2~3 {El3% SIDE MILLING
UPZ0604 20 105 5500 700~900 6 3~6 {Al&% SIDE MILLING
UPZ0604 20 140 7400 1000~1200 6 3~6 {81&% SIDE MILLING
UPZ0804 25 105 4200 1000~1200 0~1.8 8 % SLOTTING
UPZ0804 25 105 4200 800~1000 2~4 8 @i SLOTTING
UPZ0804 25 105 4200 700~900 4~8 8 B SLOTTING
UPZ0804 25 140 5600 900~1100 4~8 8 @i SLOTTING
UPZ0804 25 105 4200 1400~1600  8~16 0~0.5 {AI§% SIDE MILLING
UPZ0804 25 105 4200 800~1000 8 3~4 {Al&% SIDE MILLING
UPZ0804 25 105 4200 600~800 16 3~4 {BI§% SIDE MILLING
UPZ0804 25 105 4200 700~900 8 4~8 {Al§% SIDE MILLING
UPZ0804 25 140 5600 900~1100 8 4~8 {Bl#% SIDE MILLING



@DHF DESIGN HONESBSTY FUTURE

D43 Work Material

KHTHEATEH

IN=FE5E550 MILLING CONDITIONS Stainless Steels [Easy] :SUS304 : 1.4301 : AISI 304 (HRc 28~32)

. TEREE Rk NTEE
ik Extension [S&Use) (Aa) IIL73=
Lipelio, Length  FEReel LI el Width of Cut Milling Type

(mm)
H!! !!! 30

0~2 * & SLOTTING |

UPZ1004 30 800~1000 3~5 10 J&# SLOTTING
UPZ1004 30 700~900 5~10 10 &% SLOTTING
UPZ1004 30 800~1000 5~10 10 &t SLOTTING
UPZ1004 30 110 3500 1400~1600  10~20 0~0.6 A&k SIDE MILLING
UPZ1004 30 110 3500 800~1000 10 3.6~5 &% SIDE MILLING
UPZ1004 30 110 3500 600~800 20 3.6~5 Bk SIDE MILLING
UPZ1004 30 110 3500 700~900 10 5~10 E% SIDE MILLING
UPZ1004 30 155 5000 800~1000 10 5~10 BI8% SIDE MILLING
UPZ1204 34 110 2900 900~1100 0~2 12 E3 SLOTTING
UPZ1204 34 110 2900 600~800 2.5~5 12 &% SLOTTING
UPZ1204 34 110 2900 500~700 5~9 12 &2 SLOTTING
UPZ1204 34 150 4000 650~850 5~9 12 Bt SLOTTING
UPZ1204 34 110 2900  1400~1600 12~24 0~0.7 BI8% SIDE MILLING
UPZ1204 34 110 2900 800~1000 12 43~5 &% SIDE MILLING
UPZ1204 34 110 2900 600~800 24 43~5 {3 SIDE MILLING
UPZ1204 34 110 2900 500~700 12 5~9 &% SIDE MILLING
UPZ1204 34 150 4000 650~850 12 5~9 %% SIDE MILLING
UPZ1604 45 110 2200 700~900 0~2.5 16 78 SLOTTING
UPZ1604 45 110 2200 500~700 2.5~6 16 % SLOTTING
UPZ1604 45 110 2200 350~550 6~10 16 &% SLOTTING
UPZ1604 45 150 3000 450~650 6~10 16 & SLOTTING
UPZ1604 45 110 2200  1300~1500  16~32 0~0.7 Bl3% SIDE MILLING
UPZ1604 45 110 2200 700~900 16 5.7~7 {Bl§% SIDE MILLING
UPZ1604 45 110 2200 500~700 32 5.7~7 Bk SIDE MILLING
UPZ1604 45 110 2200 350~550 16 7~10 &% SIDE MILLING
UPZ1604 45 150 3000 500~700 16 7~10 BI2% SIDE MILLING
UPZ2004 50 110 1750 500~700 0~2.5 20 E3 SLOTTING
UPZ2004 50 110 1750 300~500 2.5~6 20 2% SLOTTING
UPZ2004 50 110 1750 200~350 6~10 20 &2 SLOTTING
UPZ2004 50 150 2400 300~450 6~10 20 Bt SLOTTING
UPZ2004 50 110 1750  1000~1200  20~40 0~0.8 {H3% SIDE MILLING
UPZ2004 50 110 1750 500~700 20 7~8 fAl#% SIDE MILLING
UPZ2004 50 110 1750 300~500 40 7~8 {H3% SIDE MILLING
UPZ2004 50 110 1750 200~400 20 8~10 i SIDE MILLING
UPZ2004 50 150 2400 300~450 20 8~10 BI8% SIDE MILLING

@
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2. ERRIIE(AP)0.2~0.35DEE LB -

3.
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. UPZ is good at Finishing and Roughing. It can do a 1.0D machining for both Slotting (Aa) and Side milling(Ap).When it is
above 0.5D machining, high pressure emulsion coolant should be used in order to prevent chip removal. For diameter
above 10.0mm, adjustment is required and depends on the rigidity of machine and the torque of spindle.

. Do not apply it for Side milling(Ap)0.2~0.35D.

Suggest to use wet coolant.

Q



DESIGN . HONESTY . FUTURE @DHF

_ RUDHIA Work Material

(i, IR EEL) RAEHE
Stainless Steels [Difficult] : SUS420J2 / SUS630:1.2083 /
I51|= IE’!;EA MILLING CONDITIONS 1.4542 : AIS1420/17-4PH (HRc 28~32)

Speed (Aa)

TEHESE
Extension
Type No. Length (min) Depth of Cut

o 3 mm/min) Nidth of Cut
w 13 W 10600 w 0~0.7 * 2 SLOTTING

R EE
Feed

ElEE el TRE
DRI B TR T

Milling Type

UPZ0304 13 100 10600 400~600  0.7~1.5 3 @ik SLOTTING
UPZ0304 13 100 10600 300~400 1.5~3 3 &% SLOTTING
UPZ0304 13 140 14800 400~550 1.5~3 3 Wik SLOTTING
UPZ0304 13 100 10600  1500~1700 3~6 0~0.3 {AIE% SIDE MILLING
UPZ0304 13 100 10600 550~750 3 1~1.5 fBlE% SIDE MILLING
UPZ0304 13 100 10600 450~650 6 1~1.5 {AI§% SIDE MILLING
UPZ0304 13 100 10600 400~500 3 1.5~3 {Al§% SIDE MILLING
UPZ0304 13 140 14800 450~650 3 1.5~3 {81&% SIDE MILLING
UPZ0404 16 100 8000 800~1000 0~1 4 Bk SLOTTING
UPZ0404 16 100 8000 500~700 1~2 4 @i SLOTTING
UPZ0404 16 100 8000 400~500 2~4 4 &% SLOTTING
UPZ0404 16 140 11000 700~900 2~4 4 Bk SLOTTING
UPZ0404 16 100 8000 1500~1700 4~8 0~0.4 {Bl&% SIDE MILLING
UPZ0404 16 100 8000 800~1000 4 1.6~2 fBlE% SIDE MILLING
UPZ0404 16 100 8000 600~800 8 1.6~2 {El3% SIDE MILLING
UPZ0404 16 100 8000 500~700 4 2~4 {AI&% SIDE MILLING
UPZ0404 16 140 11000 700~900 4 2~4 {81% SIDE MILLING
UPZ0504 18 100 6400 850~1050  0~1.2 5 Bk SLOTTING
UPZ0504 18 100 6400 600~800  1.2~2.5 5 @ik SLOTTING
UPZ0504 18 100 6400 500~600 25~5 5 &% SLOTTING
UPZ0504 18 140 8900 900~1100  25~5 5 Bk SLOTTING
UPZ0504 18 100 6400 1500~1700  5~10 0~0.5 {BI&% SIDE MILLING
UPZ0504 18 100 6400 900~1100 5 1.8~25 ik SIDE MILLING
UPZ0504 18 100 6400 650~850 10 1.8~25  {I3% SIDE MILLING
UPZ0504 18 100 6400 550~750 5 2.5~5 {Al§% SIDE MILLING
UPZ0504 18 140 8900 800~1000 5 2.5~5 {ElE% SIDE MILLING
UPZ0604 20 100 5300 1000~1200  0~1.5 6 Bk SLOTTING
UPZ0604 20 100 5300 650~850 1.5~3 6 @ik SLOTTING
UPZ0604 20 100 5300 550~750 3~6 6 &3% SLOTTING
UPZ0604 20 140 7400 1000~1200 3~6 6 @R SLOTTING
UPZ0604 20 100 5300 1600~1800  6~12 0~0.5 {81&% SIDE MILLING
UPZ0604 20 100 5300 900~1100 6 2.2~3 {Al% SIDE MILLING
UPZ0604 20 100 5300 700~900 12 2:2~3 {El3% SIDE MILLING
UPZ0604 20 100 5300 700~900 6 3~6 {Al&% SIDE MILLING
UPZ0604 20 140 7400 900~1100 6 3~6 {81&% SIDE MILLING
UPZ0804 25 100 4000 1000~1200 0~1.8 8 % SLOTTING
UPZ0804 25 100 4000 750~950 2~4 8 @i SLOTTING
UPZ0804 25 100 4000 650~850 4~8 8 &3% SLOTTING
UPZ0804 25 140 5600 900~1100 4~8 8 @i SLOTTING
UPZ0804 25 100 4000 1400~1600  8~16 0~0.5 {AI§% SIDE MILLING
UPZ0804 25 100 4000 800~1000 8 3~4 {Al&% SIDE MILLING
UPZ0804 25 100 4000 600~800 16 3~4 {BI§% SIDE MILLING
UPZ0804 25 100 4000 700~900 8 4~8 {Al§% SIDE MILLING
UPZ0804 25 140 5600 800~1000 8 4~8 {Bl#% SIDE MILLING



#HEDEIHF Work Material

(RREEE, ribiEik) RAEH
Stainless Steels [Difficult] : SUS420J2 / SUS630:1.2083 /

ISR SR8 MILLING CONDITIONS 1.4542: AlSI1 420/ 17-4PH (HRc 28~32)
=t HEE NTiFEE
ik Extension 'Cuttli;gR (A’a) = I7BEN
Lipelio, Length  FEReel LI el Width of Cut Milling Type

(mm)
H!! !!! 30

0~2 * & SLOTTING |

UPZ1004 30 100 3200 800~1000 3~5 10 % SLOTTING
UPZ1004 30 100 3200 600~800 5~10 10 &% SLOTTING
UPZ1004 30 155 5000 700~900 5~10 10 &t SLOTTING
UPZ1004 30 100 3200 1400~1600  10~20 0~0.6 A&k SIDE MILLING
UPZ1004 30 100 3200 800~1000 10 3.6~5 &% SIDE MILLING
UPZ1004 30 100 3200 500~700 20 3.6~5 Bk SIDE MILLING
UPZ1004 30 100 3200 600~800 10 5~10 E% SIDE MILLING
UPZ1004 30 155 5000 700~900 10 5~10 BI8% SIDE MILLING
UPZ1204 34 105 2800 900~1100 0~2 12 E3 SLOTTING
UPZ1204 34 105 2800 600~800 2.5~5 12 &% SLOTTING
UPZ1204 34 105 2800 450~650 5~9 12 &2 SLOTTING
UPZ1204 34 150 4000 600~800 5~9 12 Bt SLOTTING
UPZ1204 34 105 2800 1400~1600  12~24 0~0.7 BI8% SIDE MILLING
UPZ1204 34 105 2800 800~1000 12 43~5 &% SIDE MILLING
UPZ1204 34 105 2800 500~700- 24 43~5 2% SIDE MILLING
UPZ1204 34 105 2800 500~700 12 5~9 &% SIDE MILLING
UPZ1204 34 150 4000 600~800 12 5~9 %% SIDE MILLING
UPZ1604 45 105 2100 700~900 0~2.5 16 78 SLOTTING
UPZ1604 45 105 2100 500~700 2.5~6 16 % SLOTTING
UPZ1604 45 105 2100 350~550 6~10 16 &% SLOTTING
UPZ1604 45 150 3000 450~650 6~10 16 & SLOTTING
UPZ1604 45 105 2100 1300~1500 16~32 0~0.7 Bl3% SIDE MILLING
UPZ1604 45 105 2100 650~850 16 5.7~7 {Bl§% SIDE MILLING
UPZ1604 45 105 2100 450~650 32 5.7~7 g% SIDE MILLING
UPZ1604 45 105 2100 300~500 16 7~10 &% SIDE MILLING
UPZ1604 45 150 3000 450~650 16 7~10 BI2% SIDE MILLING
UPZ2004 50 105 1650 500~700 0~2.5 20 E3 SLOTTING
UPZ2004 50 105 1650 300~500 2.5~6 20 2% SLOTTING
UPZ2004 50 105 1650 200~350 6~10 20 &2 SLOTTING
UPZ2004 50 150 2400 300~450 6~10 20 Bt SLOTTING
UPZ2004 50 105 1650 1000~1200  20~40 0~0.8 {H3% SIDE MILLING
UPZ2004 50 105 1650 500~700 20 7~8 fAl#% SIDE MILLING
UPZ2004 50 105 1650 300~500 40 7~8 {H3% SIDE MILLING
UPZ2004 50 105 1650 200~350 20 8~10 i SIDE MILLING
UPZ2004 50 150 2400 250~400 20 8~10 BI8% SIDE MILLING

@

CUPZEFEAHE ~ ¥SEEINT - B8k (Aa)EE B BE(Ap)ELE 1. ODEIAIBETD - 0.5DBL L EIAIES » FERBRINSEIEHEIE -
PBSREEE TR - BfEg10l E - EEEEERINT R NIBENRE - mtGEE e -

2. ERRIIE(AP)0.2~0.35DEE LB -

3.

Lo}

[N

EETAOTVAR ¢

. UPZ is good at Finishing and Roughing. It can do a 1.0D machining for both Slotting (Aa) and Side milling(Ap).When it is
above 0.5D machining, high pressure emulsion coolant should be used in order to prevent chip removal. For diameter
above 10.0mm, adjustment is required and depends on the rigidity of machine and the torque of spindle.

. Do not apply it for Side milling(Ap)0.2~0.35D.

Suggest to use wet coolant.

50/



DESIGN . HONESTY . FUTURE @DHF

UTH HEIEITE Work Material

KHTHEAT B
m MILLING CONDITIONS  |Stainless Steels [Easy] :5US304 :1.4301 : AlSI 304 (HRc 28~32)

- TERRE RN OEEE  EEEeics NTEE
b Extension @l Speed Feed (Aa)

mIAN
L(engt]h Spe (min) (mm/min) EsSaGTTeT® Width of Cut Milling Type
mm
W 13 % 12500~13000 ~2 0~0.25 * Bk SLOTTING
UTHO0304 13 120 12500~13000 800~1200 0.25~0.6 3 &% SLOTTING
UTHO0304 13 120 12500~13000 400~600  0.8~1.5 3 &% SLOTTING
UTHO0304 13 120 12500~13000 300~450 2~2.5 3 Bk SLOTTING
UTHO0304 13 155  16000~16500 1400~1800 3~6 0~0.25 &k SIDE MILLING
UTHO0304 13 105  11000~11500 500~700 3 0.25~0.6  flii% SIDE MILLING
UTHO0304 13 105 11000~11500  400~600 3 0.8~1.5  flE% SIDE MILLING
UTHO0304 13 105  11000~11500 300~450 3 2-~25 fRl§% SIDE MILLING
UTH0304 13 105 11000~11500 700~900 3~6 0~0.1 {RIEE SIDE MILLING
UTH0404 16 120 9300~9800 2000~2400  0~0.3 4 8% SLOTTING
UTHO0404 16 120 9300~9800 1000~1300 0.3~0.7 4 W% SLOTTING
UTHO0404 16 120 9300~9800  700~900 1~2 4 &% SLOTTING
UTHO0404 16 120 9300~9800  500~700 3~4 4 Bk SLOTTING
UTHO0404 16 155 12000~12500 1600~1800 4~8 0~0.3 FIlE% SIDE MILLING
UTHO0404 16 105 8000~8500  800~1000 4 0.3~1 fAl% SIDE MILLING
UTHO0404 16 105 8000~8500  550~750 4 1~2 I§% SIDE MILLING
UTHO0404 16 105 8000~8500  500~700 4 3~4 fRlE% SIDE MILLING
UTH0404 16 105 8000~8500  700~900 4~8 0~0.13 Ik SIDE MILLING
UTHO0504 18 120 7500~7800 2000~2400 0~0.35 5 8% SLOTTING
UTHO0504 18 120 7500~7800 1000~1300 0.35~0.8 5 &% SLOTTING
UTHO0504 18 120 7500~7800  700~900  1.5~2.5 5 &% SLOTTING
UTHO0504 18 120 7500~7800  500~700 3~5 5 ik SLOTTING
UTHO0504 18 155 9600~10000 1600~1800  5~10 0~0.35 &k SIDE MILLING
UTHO0504 18 105 6500~6800  800~1000 5 0~1 Al SIDE MILLING
UTHO0504 18 105 6500~6800  550~750 5 P15 FIE% SIDE MILLING
UTHO0504 18 105 6500~6800  500~700 5 4 g% SIDE MILLING
UTHO0504 18 105 6500~6800  700~900 5~10 0~0.15 Ik SIDE MILLING
UTHO0604 20 120 6300~6600 2000~2400  0~0.4 6 8% SLOTTING
UTHO0604 20 120 6300~6600 1000~1300  0.4~1 6 WK SLOTTING
UTHO0604 20 120 6300~6600  800~1000 2~3 6 &% SLOTTING
UTHO0604 20 120 6300~6600  600~800 5~6 6 Bk SLOTTING
UTHO0604 20 155 7800~8200 1600~1800  6~12 0~0.4 {RI&% SIDE MILLING
UTHO0604 20 105 5600~5800  800~1000 6 0~1.2 fAl% SIDE MILLING
UTHO0604 20 105 5600~5800  600~800 6 2~3 g% SIDE MILLING
UTHO0604 20 105 5600~5800  500~750 6 5 ik SIDE MILLING
UTHO0604 20 105 5600~5800  700~900 6~12 0~0.2 {RIEE SIDE MILLING
UTH0804 24 120 4700~5000 1300~1600  0~0.5 8 Bk SLOTTING
UTHO0804 24 120 4700~5000  800~1000 0.5~1 8 ik SLOTTING
UTHO0804 24 115 4500~4700  700~900 3~4 8 &% SLOTTING
UTHO0804 24 115 4500~4700  600~800 4~8 8 ik SLOTTING
UTHO0804 24 155 6200~6400 1000~1200  8~16 0~0.5 g% SIDE MILLING
UTHO0804 24 95 3500~3800  650~850 8~16 0~1.5 % SIDE MILLING
UTHO0804 24 110 4300~4600  700~900 8 3~4 RIEE SIDE MILLING
UTHO0804 24 110 4300~4600  600~800 8 6~7 A& SIDE MILLING
UTH0804 24 90 3300~3500  400~600 8~16 0~0.2 {RIEE SIDE MILLING



D43 Work Material

RETHERT &
) | EDE 1% | 5 MILLING CONDITIONS Stainless Steels [Easy] :5U5304 : 1.4301 : AlSI 304 (HRc 28~32)
7NERRE PEREEN DERE EREE RS TEE
bt Extension Cuttli;gR Speedz e (Aa) = INTF5N
Type No. Length s (min-) mm/min) EVSGELANE Width of Milling Type

(mm) J
T30 3500~3800 M 0~0.5 |! &% SLOTTING

UTH1 004 30 1 10 3300~3600 800~1000  0.5~1 10 8% SLOTTING
UTH1004 30 110 3300~3600  500~700 3~5 10 &3 SLOTTING
UTH1004 30 110 3300~3600  400~600 10 10 &% SLOTTING
UTH1004 30 150 4700~5000 1000~1200  10~20 0~0.6 {38k SIDE MILLING
UTH1004 30 90 2800~3100  300~450 10 2 &% SIDE MILLING
UTH1004 30 110 3300~3600  500~700 10 4~5 Bl%% SIDE MILLING
UTH1004 30 110 3300~3600  400~600 10 8~9 &% SIDE MILLING
UTH1004 30 90 2800~3000  500~700 10~20 0~0.25 {3 SIDE MILLING
UTH1204 33 115 3000~3200 1000~1300  0~0.6 12 &3 SLOTTING
UTH1204 33 110 2800~3000 800~1000 0.6~1.2 12 @ik SLOTTING
UTH1204 33 110 2800~3000  400~600 4~6 12 & SLOTTING
UTH1204 33 110 2800~3000  300~500 6~8 12 B SLOTTING
UTH1204 33 150 3800~4000 900~1100  12~24 0~0.6 &k SIDE MILLING
UTH1204 33 90 2300~2600  300~400 12 ) &% SIDE MILLING
UTH1204 33 110 2800~3000  300~500 12 46 %% SIDE MILLING
UTH1204 33 110 2800~3000  300~400 12 6~8 &% SIDE MILLING
UTH1204 33 90 2300~2600  450~650 12~24 0~0.25 {3 SIDE MILLING
UTH1604 43 115 2200~2400 800~1100  0~0.7 16 728 SLOTTING
UTH1604 43 110 2100~2300  600~800 2 16 78 SLOTTING
UTH1604 43 110 2100~2300  300~500 3~4 16 &% SLOTTING
UTH1604 43 110 2100~2300  200~350 6~8 16 Bt SLOTTING
UTH1604 43 150 2800~3200 800~1000  16~32 0~0.7 {38k SIDE MILLING
UTH1604 43 90 1700~1900  300~400 16 7] &% SIDE MILLING
UTH1604 43 110 2100~2300  250~400 16 3~4 Bl SIDE MILLING
UTH1604 43 110 2100~2300  200~350 16 6~8 &% SIDE MILLING
UTH1604 43 90 1700~1900  350~550 16~32 0~0.3  fAI&% SIDE MILLING
UTH2004 47 115 1750~1950  600~800 0~0.7 20 &3 SLOTTING
UTH2004 47 110 1700~1900  400~550 2 20 8% SLOTTING
UTH2004 47 110 1700~1900  200~350 3~4 20 & SLOTTING
UTH2004 47 110 1700~1900  150~250 6~8 20 @ SLOTTING
UTH2004 47 150 2300~2500  600~800  20~40 0~0.7 {H3% SIDE MILLING
UTH2004 47 90 1300~1500  300~400 20 2 fl§% SIDE MILLING
UTH2004 47 110 1700~1900  250~350 20 3~4 {3 SIDE MILLING
UTH2004 47 110 1700~1900  200~300 20 6~8 &% SIDE MILLING
UTH2004 47 90 1300~1500  200~400 20~40 0~0.3 3% SIDE MILLING

@D 1 UTHEMEKE - b EEIIT - WA BRI (AR AV 1.0DEDHI4EY) < YELDHUNE - FEAERTVE IR DA -
USRS - BE10M L - SRR BT EABN TR - MiEREss -
2. BERDAISTVRIRT -

1. UTH is good at Roughing,Semi-finishing and Finishing. It can do a 1.0D machining for both Slotting (Aa) and Side
milling{Ap).When it's Roughing, the high pressure emulsion coolant should be used in order to prevent chip removal.
For diameter above 10.0mm, adjustment is required and depends on the rigidity of machine and the tarque of spindle.
2. Suggest to use wet coolant.



e @Dm

REDEIM Work Material

RETE#ER T S
IE|EES =520 MILLING CONDITIONS Stainless Steels [Easy] :SU5304 :1.4301 : AISI 304 (HRc 28~32)

_lypeNo Length VO TaT @ Width of Cut Milling Type
) — A

UPE0304 13 110 11600  1200~1400  0~0.3 3 Bk SLOTTING
UPE0304 13 110 11600 600~800  0.3~0.7 3 ik SLOTTING
UPE0304 13 110 11600 500~700  0.7~1.5 3 B SLOTTING
UPE0304 13 110 11600 350~550 1.5~2 3 i SLOTTING
UPE0304 13 110 11600 900~1200 3~6 0~0.3 {AIE% SIDE MILLING
UPE0304 13 110 11600  900~1200 3~6 0~0.15  {Alik SIDE MILLING
UPE0404 16 115 9150 1200~1400  0~0.4 4 Bk SLOTTING
UPE0404 16 115 9150 600~800 04~1 4 Bt SLOTTING
UPE0404 16 115 9150 500~700 1~2 4 Bk SLOTTING
UPE0404 16 115 9150 350~550 2~3 4 ik SLOTTING
UPE0404 16 115 9150 900~1200 4~8 0~0.4 {flE% SIDE MILLING
UPE0404 16 115 9150 900~1200 4~8 0~0.2 {Al&% SIDE MILLING
UPE0504 18 115 7300 1200~1400 0~0.4 5 Bk SLOTTING
UPE0504 18 115 7300 700~900  0.4~1.2 5 ik SLOTTING
UPE0504 18 115 7300 500~700  1.2~2.5 5 B SLOTTING
UPE0504 18 115 7300 400~600  2.5~4.5 0~1.2 E#f SLOTTING
UPE0504 18 115 7300 900~1200 5~10 0~0.4 A% SIDE MILLING
UPE0504 18 115 7300 900~1200 5~10 0~0.2 fBlE% SIDE MILLING
UPE0604 20 115 6100 1300~1500  0~0.4 6 Bk SLOTTING
UPE0604 20 115 6100 700~900  0.5~1.5 6 Bt SLOTTING
UPE0604 20 115 6100 600~800 1.5~3 6 Bk SLOTTING
UPE0604 20 115 6100 500~700 3~6 6 ik SLOTTING
UPE0604 20 115 6100 900~1200 6~12 0~0.4 {FlE% SIDE MILLING
UPE0604 20 130 6900 900~1200 6~12 0~0.,2 {Eif: SIDE MILLING
UPE0804 25 115 4500 1200~1400  0~0.5 8 Bk SLOTTING
UPE0804 25 115 4500 700~900 0.5~2 8 ik SLOTTING
UPE0804 25 115 4500 600~800 2~4 8 7Bk SLOTTING
UPE0804 25 115 4500 400~600 4~8 8 & SLOTTING
UPE0804 25 115 4500 800~1100 8~16 0~0.5 {BI&% SIDE MILLING
UPE0804 25 125 5000 800~1100 8~16 0~0.25 % SIDE MILLING
UPE1004 30 110 3500 1200~1400  0~0.6 10 Bk SLOTTING
UPE1004 30 110 3500 600~800 0.6~2 10 Bt SLOTTING
UPE1004 30 110 3500 400~600 3~5 10 Bk SLOTTING
UPE1004 30 110 3500 300~450 5~10 10 Bt SLOTTING
UPE1004 30 110 3500 1300~1600  10~20 0~0.6 {ElE% SIDE MILLING
UPE1004 30 115 3700 800~1000  10~20 0~0.3 fAl§% SIDE MILLING



@DHF DESIGN . HONESTY . FUTURE

HILDEIT Work Material

KRETE#ECR S
NSRS MILLING CONDITIONS Stainless Steels [Easy] :SUS304 : 1.4301 : AISI 304 (HRc 28~32)
T

. TEREE Rk
ik Extension [S&Use)
Type No. Length Speed Milling Type

(mm) » % ' i
EPE1 204 110 2900 1100~1300  0~0.7 e 7Bt SLOTTING

34
UPE1204 34 110 2900 500~700 0.7~2 12 & SLOTTING
UPE1204 34 110 2900 400~600 2~4 12 7Bk SLOTTING
UPE1204 34 110 2900 300~400 4~7 12 &g SLOTTING
UPE1204 34 110 2900  1000~1300 12~24 0~0.7 &k SIDE MILLING
UPE1204 34 130 3450 800~1000  12~24 0~0.3 &% SIDE MILLING
UPE1404 40 110 2500 1000~1200  0~0.7 14 &2 SLOTTING
UPE1404 40 110 2500 500~700 0.7~2 14 &3 SLOTTING
UPE1404 40 110 2500 350~550 2~4 14 B SLOTTING
UPE1404 40 110 2500 300~500 4~7 14 Ed SLOTTING
UPE1404 40 110 2500 900~1100  14~28 0~0.7 {AIE% SIDE MILLING
UPE1404 40 120 2700 650~850 14~28 0~0.3 §% SIDE MILLING
UPE1604 45 110 2200 900~1100  0~0.7 16 B8 SLOTTING
UPE1604 45 110 2200 400~600 0.7~2 16 &% SLOTTING
UPE1604 45 110 2200 300~500 2~4 16 7Bk SLOTTING
UPE1604 45 110 2200 250~450 4~7 16 &g SLOTTING
UPE1604 45 110 2200 800~1000  16~32 0~0.7 &k SIDE MILLING
UPE1604 45 110 2200 500~700 16~32 0~0.3 &% SIDE MILLING
UPE1804 50 110 1950 800~1000 0~0.7 18 Bt SLOTTING
UPE1804 50 110 1950 400~500 0.7~2 18 & SLOTTING
UPE1804 50 110 1950 300~400 2~4 18 B SLOTTING
UPE1804 50 110 1950 200~400 4~7 0~2 &% SLOTTING
UPE1804 50 110 1950 700~900 18~36 0~0.7 {AIE% SIDE MILLING
UPE1804 50 110 1950 400~600 18~36 0~0.3 &% SIDE MILLING
UPE2004 50 110 1750 700~900 0~0.8 20 Bk SLOTTING
UPE2004 50 110 1750 300~400 0.8~2 20 &% SLOTTING
UPE2004 50 110 1750 250~350 2~4 20 @&k SLOTTING
UPE2004 50 110 1750 200~300 4~6 20 &g SLOTTING
UPE2004 50 110 1750 600~800  20~40 0~0.7 BI8% SIDE MILLING
UPE2004 50 110 1750 400~550 20~40 0~0.3 &% SIDE MILLING
UPE2504 55 110 1400 600~800 0~0.8 25 B SLOTTING
UPE2504 55 110 1400 250~350 0.8~2 25 &3 SLOTTING
UPE2504 55 110 1400 200~300 2~4 25 B SLOTTING
UPE2504 55 110 1400 150~250 4~6 25 & SLOTTING
UPE2504 55 110 1400 500~700 25~50 0~0.8 RIEE SIDE MILLING
UPE2504 55 110 1400 350~500 25~50 0~0.3 &% SIDE MILLING




#2EDHEI43 Work Material

RETHERT &
I=lF 255" MILLING CONDITIONS Stainless Steels [Easy] :5U5304 : 1.4301 : AlSI 304 (HRc 28~32)

T e el T o I3
pe No. Length Depthof Cut Milling Type
o —_— —_—
UPG0304 K 10000 400~600 0~0.5 3 7§ SLOTTING
UPG0304 13 95 10000 300~500  0.5~0.9 3 &g SLOTTING
UPGO0304 13 95 10000 200~400  0.9~1.3 3 &g SLOTTING
UPG0304 13 95 10000 600~800 3 0~0.5 F&E SIDE MILLING
UPG0304 13 95 10000 300~500 3 0.5~0.9 I SIDE MILLING
UPG0304 13 95 10000 250~450 3 09~1.3 I SIDE MILLING
UPG0404 16 95 7500 500~700 0~0.7 4 &3 SLOTTING
UPG0404 16 95 7500 400~600  0.7~1.1 4 &3 SLOTTING
UPG0404 16 95 7500 250~450  1.1~16 4 Edt SLOTTING
UPG0404 16 95 7500 600~800 4 0~0.7 fl§% SIDE MILLING
UPG0404 16 95 7500 400~600 4 0.7~1.1 {fIE% SIDE MILLING
UPG0404 16 95 7500 300~500 4 1.1~1.6  fil§k SIDE MILLING
UPG0504 18 95 6050 500~700 0~0.9 5 B SLOTTING
UPG0504 18 95 6050 400~600  0.9~1.5 5 &2 SLOTTING
UPG0504 18 95 6050 300~500  1.5~2.2 5 &2 SLOTTING
UPG0504 18 95 6050 600~800 5 0~0.9 &% SIDE MILLING
UPG0504 18 95 6050 400~600 5 0.9~1.5  fAl SIDE MILLING
UPG0504 18 95 6050 350~450 5 1.5~22 Al SIDE MILLING
UPGO0604 20 95 5050 550~750 0~1.2 6 Bt SLOTTING
UPG0604 20 95 5050 500~650 1.2~2 6 B SLOTTING
UPG0604 20 95 5050 300~400 2~3 6 B SLOTTING
UPG0604 20 95 5050 700~900 6 0~1.2 g% SIDE MILLING
UPG0604 20 95 5050 500~700 6 1.2~2 fl§% SIDE MILLING
- UPG0604 20 95 5050 450~650 6 2~3 &% SIDE MILLING
UPG0604L 25 95 5050 500~700 0~1 6 % SLOTTING
UPG0604L 25 95 5050 400~600 1~1.5 6 % SLOTTING
UPG0604L 25 95 5050 300~400 1.5~2 6 &2 SLOTTING
UPG0604L 25 95 5050 600~800 6 0~1 % SIDE MILLING
UPG0604L 25 95 5050 400~600 6 1~1.5 gk SIDE MILLING
UPG0604L 25 95 5050 300~500 6 1.5~2 g% SIDE MILLING
UPGO0804 25 95 3750 600~800 0~1.5 8 &3 SLOTTING
UPG0804 25 95 3750 400~600 2~4 8 2% SLOTTING




DESIGN . HONESTY . FUTURE @Dm

HEIEITE Work Material

KHTEHE R SR
ET Bl 15 = MILLING CONDITIONS Stainless Steels [Easy] :SU5304 :1.4301 : AISI 304 (HRc 28~32)
Type No. Length Speed (min™") Milling Type
MU T — — .
UPG0804 25 95 3750 350~550 4~6.5 8 8% SLOTTING
UPG0804 25 95 3750 800~1100 8 0~2 {A&% SIDE MILLING
UPG0804 25 95 3750 500~700 8 2~4 {Al§% SIDE MILLING
UPG0804 25 95 3750 400~600 8 4~6.5 fAI&% SIDE MILLING
UPG0804L 33 95 3750 500~700 0~1 8 B#k SLOTTING
UPG0804L 33 95 3750 400~600 1~2 8 Bk SLOTTING
UPGO0804L 33 95 3750 300~500 2~3 8 B SLOTTING
f.".. UPGO0804L 33 95 3750 700~1000 8 0~1 Ig% SIDE MILLING
9. UPG0804L 33 95 3750 500~700 8 1~2 fBl§% SIDE MILLING
E. UPGO0804L 33 95 3750 400~600 8 2~3 fBlE% SIDE MILLING
8 UPG1004 30 95 3050 600~800 0~2 10 ik SLOTTING
a UPG1004 30 95 3050 400~500 3~5 10 ik SLOTTING
E‘D" UPG1004 30 95 3050 300~400 8 10 E#% SLOTTING
Q UPG1004 30 95 3050 900~1200 10 0~2 8% SIDE MILLING
Q UPG1004 30 95 3050 500~700 10 3~5 8% SIDE MILLING
s UPG1004 30 95 3050 300~450 10 8 {AI§% SIDE MILLING
EE UPG1004L 40 60 1900 500~700 0~1 10 ik SLOTTING
0 UPG1004L 40 60 1900 200~400 1~2 10 Bk SLOTTING
UPG1004L 40 60 1900 200~350 2~3 10 % SLOTTING
UPG1004L 40 60 1900 700~1000  10~20 0~0.5 {RIE% SIDE MILLING
UPG1004L 40 60 1900 400~600 10~20 0.5~1 {RIE% SIDE MILLING
UPG1004L 40 60 1900 200~300 10~20 1~1.5 8% SIDE MILLING
UPG1204 34 95 2500 500~700 0~2 12 ik SLOTTING
UPG1204 34 95 2500 400~600 2~4 12 ik SLOTTING
UPG1204 34 95 2500 300~500 4~6 12 ik SLOTTING
UPG1204 34 95 2500 600~800 12 0~2 filg% SIDE MILLING
UPG1204 34 95 2500 400~600 12 2~4 {BI$% SIDE MILLING
UPG1204 34 95 2500 300~500 12 4~6 fBI$% SIDE MILLING
UPG1204L 50 60 1600 400~600 0~1 12 i SLOTTING
UPG1204L 50 60 1600 300~500 1~2 12 % SLOTTING
UPG1204L 50 60 1600 200~400 2~3 12 &% SLOTTING
UPG1204L 50 55 1400 500~700 12~24 0~0.5 fAIE% SIDE MILLING



@DHF DESIGN HONESBTY FUTURE

HILDEIT Work Material

KHTHEATEH

M MILLING CONDITIONS | Stainless Steels [Easy] :SUS304 :1.4301 : AISI 304 (HRc 28~32)

TEREE Rk
Extension [Salaile] T
Length Speed Milling Type
e el e
M 50 45 0.5~1 BIg% SIDE MILLING
UPG1204L 50 45 1200 400~600 12~24 1~1.5 &% SIDE MILLING
UPG1604 45 95 1900 350~550 0~2 16 &3 SLOTTING
UPG1604 45 95 1900 300~500 2~3 16 Bt SLOTTING
UPG1604 45 95 1900 200~400 3~5 16 B SLOTTING
UPG1604 45 95 1900 500~700 16 0~2 &% SIDE MILLING
UPG1604 45 95 1900 400~600 16 2~3 {8J&% SIDE MILLING
UPG1604 45 95 1900 300~500 16 3~5 BIg% SIDE MILLING
UPG1604L 55 60 1200 350~550 0~1 16 & SLOTTING
UPG1604L 55 60 1200 300~500 1~2 16 &% SLOTTING
UPG1604L 55 60 1200 200~400 2~3 16 % SLOTTING
UPG1604L 55 50 1000 400~600 16~32 0~0.5 fil§% SIDE MILLING
UPG1604L 55 50 1000 350~550 16~32 0.5~1 g% SIDE MILLING
UPG1604L 55 50 1000 300~400 16~32 1~1.5 gk SIDE MILLING
UPG1804 50 95 1700 350~550 0~2 18 &2 SLOTTING
UPG1804 50 95 1700 250~450 2~4 18 &3 SLOTTING
UPG1804 50 95 1700 150~350 4~6 18 &g SLOTTING
UPG1804 50 95 1700 450~650 18 0~2 % SIDE MILLING
UPG1804 50 95 1700 350~550 18 2~4 % SIDE MILLING
UPG1804 50 95 1700 250~450 18 4~6 &% SIDE MILLING
UPG2004 50 95 1500 250~450 0~2 20 Bk SLOTTING
UPG2004 50 95 1500 200~400 2~3 20 & &% SLOTTING
UPG2004 50 95 1500 150~300 3~5 20 & SLOTTING
UPG2004 50 95 1500 400~600 20 0~2 fl§% SIDE MILLING
UPG2004 50 95 1500 300~500 20 2~3 fil§% SIDE MILLING
UPG2004 50 95 1500 200~400 20 3~5 fil§% SIDE MILLING
UPG2004L 65 60 950 200~400 0~1 20 B SLOTTING
UPG2004L 65 60 950 150~350 1~2 20 B SLOTTING
UPG2004L 65 60 950 100~300 2~3 20 &2 SLOTTING
UPG2004L 65 50 800 200~400 20~40 0~0.5 &% SIDE MILLING
UPG2004L 65 50 800 150~350 20~40 0.5~1 BIE% SIDE MILLING
UPG2004L 65 50 800 100~300 20~40 1~1.5 {fIE% SIDE MILLING




DESIGN HONESTY FUTURE @Dm

#REDHIH Work Material

(i, IR EEL) RAEHE
Stainless Steels [Difficult] : SUS420J2 / SUS630:1.2083 /

IE|EES =520 MILLING CONDITIONS 1.4542 : AISI 420/ 17-4PH (HRc 28~32)
TERRE BN TSRS NTRE  [RiENci
Extension i (Aa) (Ap) mIAN
Length Depthof Cut |1 iEl Milling Type
(mm)

e
0~0.5 3 Bk SLOTTING

HPEHQ& 3

UPG0304 13 95 10000 300~500  0.5~0.9 3 BEE SLOTTING
UPG0304 13 95 10000 200~400  0.9~1.3 3 Bk SLOTTING
UPG0304 13 95 10000 600~800 3 0~0.5 fAll§% SIDE MILLING
UPG0304 13 95 10000 300~500 B 0.5~0.9  {8l§E SIDE MILLING
UPG0304 13 95 10000 250~450 3 0.9~13 Al SIDE MILLING
UPG0404 16 95 7500 500~700 0~0.7 4 BEESLOTTING
UPG0404 16 95 7500 400~600  0.7~1.1 4 ik SLOTTING
UPG0404 16 95 7500 250~450  1.1~1.6 4 Bk SLOTTING
UPG0404 16 95 7500 600~800 4 0~0.7 fBI#% SIDE MILLING
UPG0404 16 95 7500 400~600 4 0.7~1.1 {Fl&% SIDE MILLING
UPG0404 16 95 7500 300~500 4 1.1~1.6 Ik SIDE MILLING
UPG0504 18 95 6050 500~700 0~0.9 5 WL SLOTTING
UPG0504 18 95 6050 400~600  0.9~1.5 5 &% SLOTTING
UPG0504 18 95 6050 300~500  1.5~2.2 5 ®EE SLOTTING
UPG0504 18 95 6050 600~800 5 0~0.9 {AIE% SIDE MILLING
UPG0504 18 95 6050 400~600 5 0.9~15  {8lik SIDE MILLING
UPG0504 18 95 6050 350~450 5 1.5~22 {3k SIDE MILLING
UPG0604 20 95 5050 550~750 0~1.2 6 Bt SLOTTING
UPG0604 20 95 5050 500~650 1.2~2 6 B SLOTTING
UPG0604 20 95 5050 300~400 2~3 6 Bk SLOTTING
UPG0604 20 95 5050 700~900 6 0~1.2 {FlE% SIDE MILLING
UPG0604 20 95 5050 500~700 6 1.2~2 8% SIDE MILLING
UPG0604 20 95 5050 450~650 6 2~3 {Fl#% SIDE MILLING
UPG0604L 25 95 5050 500~700 0~1 6 ik SLOTTING
UPG0604L 25 95 5050 400~600 1~1.5 6 ik SLOTTING
UPG0604L 25 95 5050 300~400 1.5~2 6 @ik SLOTTING
UPG0604L 25 95 5050 600~800 6 0~1 {A§% SIDE MILLING
UPG0604L 25 95 5050 400~600 6 1~1.5 fAI&% SIDE MILLING
UPG0604L 25 95 5050 300~500 6 1.5~2 8% SIDE MILLING
UPG0804 25 90 3600 600~800 0~1.5 8 @ik SLOTTING
UPG0804 25 90 3600 400~600 2~4 8 % SLOTTING
UPG0804 25 90 3600 300~500 4~6.5 8 Bk SLOTTING
UPG0804 25 90 3600 800~1100 8 0~2 {flE% SIDE MILLING
UPG0804 25 90 3600 500~700 8 2~4 {A§% SIDE MILLING



@DHF DESIGN HONESBTY FUTURE

#HEDEIHF Work Material

(RREEE, ribiEik) RAEH
Stainless Steels [Difficult] : SUS420J2 / SUS630:1.2083 /

JIIZIE S8 MILLING CONDITIONS 1.4542 : AIS1 420/ 17-4PH (HRc 28~32)
nanss
ik Extension [S&Use) MIHBR
Type No. Length Speed Milling Type
) — —

UPG0804 25 90 3600 400~600 8 4~6.5 H§% SIDE MILLING
UPG0804L 33 90 3600 500~700 0~1 8 &t SLOTTING
UPG0804L 33 90 3600 400~600 1~2 8 8% SLOTTING
UPG0804L 33 90 3600 300~500 2~3 8 % SLOTTING
UPG0804L 33 90 3600 700~1000 8 0~1 Bl SIDE MILLING
UPG0804L 33 90 3600 500~700 8 1~2 &% SIDE MILLING
UPG0804L 33 90 3600 400~600 8 2~3 Bl3% SIDE MILLING
UPG1004 30 90 2900 600~800 0~2 10 Ed SLOTTING
UPG1004 30 90 2900 400~500 3~5 10 &t SLOTTING
UPG1004 30 90 2900 300~400 8 10 &3 SLOTTING
UPG1004 30 90 2900 800~1000 10 0~2 % SIDE MILLING
UPG1004 30 90 2900 500~600 10 3~5 8% SIDE MILLING
UPG1004 30 90 2900 300~500 10 8 3% SIDE MILLING
UPG1004L 40 60 1900 500~700 0~1 10 &8 SLOTTING
UPG1004L 40 60 1900 200~400 1~2 10 & SLOTTING
UPG1004L 40 60 1900 200~350 2~3 10 A&t SLOTTING
UPG1004L 40 60 1900 700~1000  10~20 0~0.5 &% SIDE MILLING
UPG1004L 40 60 1900 400~600 10~20 0.5~1 Bl SIDE MILLING
UPG1004L 40 60 1900 200~300 10~20 1~1.5 F§% SIDE MILLING
UPG1204 34 90 2400 500~700 0~2 12 B SLOTTING
UPG1204 34 90 2400 400~600 2~4 12 &3 SLOTTING
UPG1204 34 90 2400 300~500 4~6 12 &% SLOTTING
UPG1204 34 90 2400 600~800 12 0~2 Bl SIDE MILLING
UPG1204 34 90 2400 400~600 12 2~4 &% SIDE MILLING
UPG1204 34 90 2400 300~500 12 4~6 &% SIDE MILLING
UPG1204L 50 60 1600 400~600 0~1 12 &% SLOTTING
UPG1204L 50 60 1600 300~500 1~2 12 &2 SLOTTING
UPG1204L 50 60 1600 200~400 2~3 12 &g SLOTTING
UPG1204L 50 55 1400 500~700 12~24 0~0.5 &% SIDE MILLING
UPG1204L 50 45 1200 400~600 12~24 0.5~1 I8k SIDE MILLING
UPG1204L 50 45 1200 400~600 12~24 1~1.5 fil§% SIDE MILLING
UPG1604 45 90 1800 350~550 0~2 16 & SLOTTING
UPG1604 45 90 1800 300~500 2~3 16 B SLOTTING
UPG1604 45 90 1800 200~400 3~5 16 &t SLOTTING
UPG1604 45 90 1800 500~700 16 0~2 &% SIDE MILLING
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DESIGN . HONESTY . FUTURE @Dm

#REDHIH Work Material

(i, IR EEL) RAEHE
Stainless Steels [Difficult] : SUS420J)2 [ SUS630:1.2083 /

[ MILLING CONDITIONS 1.4542 : AI51420/17-4PH (HRc 28~32)

. TERER il TRE
il Extension (Aa) (Ap) MIB=
Type No. Length Depth of Cut ATEIGRHET Milling Type

(mm) "
UPG1604 45 % 1800 M 16 ? {8l SIDE MILLING
UPG1604 45 90 1800 300~500 16 3~5 {AI&% SIDE MILLING
UPG1604L 55 60 1200 350~550 0~1 16 &8 SLOTTING
UPG1604L 55 60 1200 300~500 1~2 16 ik SLOTTING
UPG1604L 55 60 1200 200~400 2~3 16 E#% SLOTTING
UPG1604L 55 50 1000 400~600 16~32 0~0.5 fBI#% SIDE MILLING
UPG1604L 55 50 1000 350~550 16~32 0.5~1 fAI&% SIDE MILLING
UPG1604L 55 50 1000 300~400 16~32 1~1.5 I8% SIDE MILLING
UPG1804 50 90 1600 350~550 0~2 18 @ik SLOTTING
UPG1804 50 90 1600 250~450 2~4 18 % SLOTTING
UPG1804 50 90 1600 150~350 4~6 18 &if SLOTTING
UPG1804 50 90 1600 450~650 18 0~2 BI8% SIDE MILLING
UPG1804 50 90 1600 350~550 18 2~4 fBlE% SIDE MILLING
UPG1804 50 90 1600 250~450 18 4~6 {81% SIDE MILLING
UPG2004 50 90 1450 250~450 0~2 20 ik SLOTTING
UPG2004 50 90 1450 200~400 2~3 20 Bk SLOTTING
UPG2004 50 90 1450 150~300 3~5 20 8% SLOTTING
UPG2004 50 90 1450 400~600 20 0~2 fRlg% SIDE MILLING
UPG2004 50 90 1450 300~500 20 2-3 {8l§% SIDE MILLING
UPG2004 50 90 1450 200~400 20 3~5 {A§% SIDE MILLING
UPG2004L 65 60 950 200~400 0~1 20 BEESLOTTING
UPG2004L 65 60 950 150~350 1~2 20 ik SLOTTING
UPG2004L 65 60 950 100~300 2~3 20 E# SLOTTING
UPG2004L 65 50 800 200~400  20~40 0~0.5 fBI#% SIDE MILLING
UPG2004L 65 50 800 150~350 20~40 0.5~1 {Fl&% SIDE MILLING
UPG2004L 65 50 800 100~300  20~40 1~1.5 I8% SIDE MILLING

1. UPGEEAISHE ~ ¥8RINL - k(A=) ER (RIS (Ap) B 1 .ODEDAIRETD - 0.5DEA EEDRING - BERIRISEIETAIE -
LIEERAIBETR - EEo10BLE - FRMERIERERADBRNE - ME SR -
2, ETNANDIVRIRT -

1. UPG is good at Roughing. It can do a 1.0D machining for both Slotting (Aa) and Side milling(Ap). When it is above
0.5D machining, high pressure emulsion coolant should be used in order to prevent chip removal. For diameter above
10.0mm, adjustment is required and depends on the rigidity of machine and the torque of spindle.

2. Suggest to use wet coolant.



@DHF DESIGN . HONESTY . FUTURE

_ DI Work Material

KRETE#ECR S
Stainless Steels [Easy] :SUS304 : 1.4301 : AISI 304 (HRc 28~32)

EEE iEEEl NTEE
(Aa) (Ap) MT75
im/min) EedaGteiel® Width of Cut Milling Type

2000~2205 0~0.3

3 Bt SLOTTING
UPJ0304 13 115 12000  1400~1600 0.3~0.8 3 Bk SLOTTING
UPJ0304 13 115 12000  900~1200 0.8~1.5 3 B SLOTTING
UPJ0304 13 115 12000 600~800 1.5~3 3 B8 SLOTTING
UPJ0304 13 115 12000  1700~2000 3~6 0~0.3 &k SIDE MILLING
UPJ0304 13 115 12000  1400~1600 3 03~0.8  fAl#t SIDE MILLING
UPJ0304 13 115 12000  1100~1300 3 0.8~1.5  fAl#t SIDE MILLING
UPJ0304 13 115 12000 700~900 6 0.8~1.5 Al SIDE MILLING
UPJ0304 13 115 12000  800~1000 3 1.5~2.5 &k SIDE MILLING
UPJ0404 16 115 9200  2000~2200 0~0.4 4 &3 SLOTTING
UPJ0404 16 115 9200 1400~1600  0.4~1 4 Ed SLOTTING
UPJ0404 16 115 9200 900~1200 1~2 4 Ed SLOTTING
UPJ0404 16 115 9200 700~900 2~4 4 Ed SLOTTING
UPJ0404 16 115 9200 1700~2000 4~8 0~0.4 &% SIDE MILLING
UPJ0404 16 115 9200 1400~1600 4 0.4~1 {HIE% SIDE MILLING
UPJ0404 16 115 9200 1100~1300 4 1~2 {fIE% SIDE MILLING
UPJ0404 16 115 9200 700~900 8 1~2 {AIE% SIDE MILLING
UPJ0404 16 115 9200  800~1000 4 2~3 A3 SIDE MILLING
UPJ0504 18 115 7400  2000~2200 0~0.4 5 @t SLOTTING
UPJ0504 18 115 7400 1400~1600 0.4~1.2 5 &% SLOTTING
UPJ0504 18 115 7400 1000~1300 1.2~2.5 5 &% SLOTTING
UPJ0504 18 15 7400 800~1000 2.5~5 5 @&k SLOTTING
UPJ0504 18 115 7400 1700~2000  5~10 0~0.4 % SIDE MILLING
UPJ0504 18 115 7400 1400~1600 5 04~1.2  fAl§f SIDE MILLING
UPJ0504 18 115 7400  1100~1300 5 1.2~2.5  fl# SIDE MILLING
UPJ0504 18 115 7400 700~900 10 1.2~2.5  {l§ SIDE MILLING
UPJ0504 18 115 7400 900~1100 5 2.5~4 g% SIDE MILLING
UPJ0604 20 115 6100  2000~2200 0~0.5 6 % SLOTTING
UPJ0604 20 115 6100 1400~1600  0.5~1.5 6 &3 SLOTTING
UPJ0604 20 115 6100 1000~1300  1.5~3 6 &3 SLOTTING
UPJ0604 20 115 6100 800~1000 3~6 6 &3 SLOTTING
UPJ0604 20 115 6100 1700~2000  6~12 0~0.5 &% SIDE MILLING
UPJ0604 20 115 6100 1400~1600 6 0.5~1.5 &% SIDE MILLING
UPJ0604 20 115 6100 1100~1300 6 1.5~3 {HI&% SIDE MILLING
UPJ0604 20 115 6100 700~900 12 1.5~3 fHI&% SIDE MILLING
UPJ0604 20 115 6100  900~1100 6 3~5 Al SIDE MILLING
UPJ0804 25 115 4600  2000~2200  0~0.5 8 #&#% SLOTTING
UPJ0804 25 115 4600 1300~1500 0.5~1.8 8 &2 SLOTTING
UPJ0804 25 115 4600  1000~1300 2~4 8 Bk SLOTTING
UPJ0804 25 115 4600 800~1000 4~8 8 B SLOTTING
UPJ0804 25 115 4600  1600~1900  8~16 0~0.5 &k SIDE MILLING




DESIGN . HONESTY . FUTURE @Dm

HEIEITE Work Material

KHTEHE R SR
IIEINESE53] MILLING CONDITIONS | Stainless Steels [Easy] :5US304 : 1.4301 : AISI 304 (HRc 28~32)

nanse el onrz Forcd nrxs PEEi
b Extension [SR@iiyle] Speed Feed (Aa) (Ap) T
Type No. L(er:glt]h Speed (min) n) EeEenleiel @ Width of Cut Milling Type
W 25 * 4600 M ? fAl&% SIDE MILLING
UPJ0804 25 115 4600 1100~1300 a {BI&% SIDE MILLING
UPJ0804 25 115 4600 700~900 16 3~4 {BI&% SIDE MILLING
UPJ0804 25 15 4600 900~1100 8 4~7 Ig% SIDE MILLING
UPJ1004 30 115 3650  1800~2000 0~0.6 10 Bk SLOTTING
UPJ1004 30 115 3650  1200~1400  0.6~2 10 % SLOTTING
UPJ1004 30 115 3650 900~1100 3~5 10 %k SLOTTING
UPJ1004 30 115 3650 700~900 5~10 10 E ik SLOTTING
UPJ1004 30 115 3650  1500~1800  10~20 0~0.5 &% SIDE MILLING
UPJ1004 30 115 3650 900~1100 10 0.5~2 &% SIDE MILLING
UPJ1004 30 115 3650 800~1000 10 3.6~5 % SIDE MILLING
UPJ1004 30 115 3650 600~800 20 3.6~5 &% SIDE MILLING
UPJ1004 30 115 3650 600~800 10 5~8.7 {ElE% SIDE MILLING
UPJ1204 34 115 3050  1600~1800  0~0.6 12 ik SLOTTING
UPJ1204 34 115 3050  1000~1200  0.6~2 12 i% SLOTTING
UPJ1204 34 115 3050 500~700 2~3 12 ik SLOTTING
UPJ1204 34 115 3050 400~600 3~6 12 7% SLOTTING
UPJ1204 34 115 3050  1400~1600 12~24 0~0.6 fAIE% SIDE MILLING
UPJ1204 34 115 3050 900~1100 12 0.6~2 filg% SIDE MILLING
UPJ1204 34 115 3050 700~900 12 2~3 fBI$% SIDE MILLING
UPJ1204 34 115 3050 600~800 24 2~3 fBI3% SIDE MILLING
UPJ1204 34 115 3050 500~700 12 3~6 BI$% SIDE MILLING
UPJ1604 50 115 2300 1200~1400  0~0.7 16 Bk SLOTTING
UPJ1604 50 115 2300 700~900 0.7~2 16 % SLOTTING
UPJ1604 50 115 2300 400~600 2~3 16 i SLOTTING
UPJ1604 50 115 2300 300~500 3~7 16 % SLOTTING
UPJ1604 50 115 2300  1100~1300 16~32 0~0.7 8% SIDE MILLING
UPJ1604 50 115 2300 600~800 16 0.7~2 %% SIDE MILLING
UPJ1604 50 115 2300 500~700 16 2~3 {Al§% SIDE MILLING
UPJ1604 50 115 2300 400~600 32 2-3 {A&% SIDE MILLING
UPJ1604 50 115 2300 300~500 16 3~7 {Al&% SIDE MILLING
UPJ2004 55 115 1850 900~1200  0~0.7 20 Eif SLOTTING
UPJ2004 55 115 1850 550~750 0.7~2 20 Bk SLOTTING
UPJ2004 55 115 1850 400~600 2~3 20 Bk SLOTTING
UPJ2004 55 115 1850 250~450 3~7 20 Bk SLOTTING
UPJ2004 55 115 1850 800~1100  20~40 0~0.7 filg% SIDE MILLING
UPJ2004 55 115 1850 500~700 20 0.7~2 filg% SIDE MILLING
UPJ2004 55 115 1850 350~550 20 2~3 {8I$% SIDE MILLING
UPJ2004 55 115 1850 250~450 40 2~3 fAIE% SIDE MILLING
UPJ2004 55 115 1850 200~400 20 3~7 BIg% SIDE MILLING




@DHF DESIGN . HONESTY . FUTURE

e

UPJ0304
UPJ0304
UPJ0304
UPJ0304
UPJ0304
UPJ0304
UPJ0304
UPJ0304
UPJ0404
UPJ0404
UPJ0404
UPJ0404
UPJ0404
UPJ0404
UPJ0404
UPJ0404
UPJ0404
UPJ0504
UPJO0504
UPJ0504
UPJ0504
UPJ0504
UPJ0504
UPJ0504
UPJ0504
UPJ0504
UPJ0604
UPJ0604
UPJ0604
UPJ0604
UPJ0604
UPJ0604
UPJ0604
UPJ0604
UPJ0604
UPJ0804
UPJ0804
UPJ0804
UPJ0804
UPJ0804
UPJ08B04
UPJ0804
UPJ0804
UPJ0804

Extension
Length
(mm)
13
13
13
13
13
13
13
13
13
16
16
16
16
16
16
16
16
16
18
18
18
18
18
18
18
18
18
20
20
20
20
20
20
20
20

120
120
120
120
120
120
120
120
120
120
120
120
120
120
120
120
120
120
120
120
120
120

_ {REDEIF Work Material

(RREEE, ribiEik) RAEH
Stainless Steels [Difficult] : SUS420J2 / SUS630:1.2083 /
1.4542 : AlSI 420/ 17-4PH (HRc 28~32)

EAREE
Feed_

nTzEE
(Aa)
Depth of Cut

TS
Milling Type

12700 M 0~0.3 * & SLOTTING

12700
12700
12700
12700
12700
12700
12700
12700
9500
9500
9500
9500
9500
9500
9500
9500
9500
7600
7600
7600
7600
7600
7600
7600
7600
7600
6400
6400
6400
6400
6400
6400
6400
6400
6400
4750
4750
4750
4750
4750
4750
4750
4750
4750

1100~1300
800~1100
500~700
1400~1600
1200~1400
1000~1200
600~800
700~900
1700~1900
1100~1300
800~1100
600~800
1400~1600
1200~1400
1000~1200
600~800
700~900
1800~2000
1200~1400
900~1200
700~900
1500~1700
1300~1500
1100~1300
700~900
800~1000
1800~2000
1200~1400
900~1200
700~900
1500~1700
1300~1500
1100~1300
700~900
800~1000
1800~2000
1200~1400
900~1100
700~900
1600~1800
1200~1400
1000~1200
700~900
700~800

0.3~0.8
0.8~1.5
1S5=3
3~6

N 2P
il i Ldiwo ww
o &N L

RSN

0~0.4
0.4~1.2
1.2~25

255D

5~10

10

O=(L5
0.5~1.5
1.5~3
3~6
6~12

12

0~0.5
0.5~1.8
2~4
4~8
8~16

16
8

.5
34
34
4~7

i SLOTTING
& SLOTTING
ik SLOTTING
BI3% SIDE MILLING
&% SIDE MILLING
Bl%% SIDE MILLING
E% SIDE MILLING
& SIDE MILLING
E3 SLOTTING
@ik SLOTTING
& SLOTTING
% SLOTTING
{H%% SIDE MILLING
&% SIDE MILLING
{3 SIDE MILLING
&% SIDE MILLING
3% SIDE MILLING
E3 SLOTTING
i@ d% SLOTTING
& SLOTTING
it SLOTTING
Bl3% SIDE MILLING
{Bl§% SIDE MILLING
g% SIDE MILLING
&% SIDE MILLING
& SIDE MILLING
E3 SLOTTING
@ik SLOTTING
& SLOTTING
B SLOTTING
{H3% SIDE MILLING
&% SIDE MILLING
{H3% SIDE MILLING
&% SIDE MILLING
3% SIDE MILLING
E3 SLOTTING
i@ iR SLOTTING
&3 SLOTTING
ik SLOTTING
Bk SIDE MILLING
&% SIDE MILLING
Bl3% SIDE MILLING
H§% SIDE MILLING
Bl2% SIDE MILLING

o



DESIGN . HONESTY . FUTURE @Dm

#REDHIH Work Material

(i, IR EEL) RAEHE
Stainless Steels [Difficult] : SUS420J)2 [ SUS630:1.2083 /
N ZIFES255 MILLING CONDITIONS 1.4542 : AIS1420/17-4PH (HRc 28~32)

. TERRE WLkl TEFEE Biisticll TR [
Eici Extension Speed Feed (Aa) (Ap) I
Type No. Length Speed Width of Cut.

Depth of Cut Milling Type

(mm) et et
HP!“}D! 30 125 4000 1500~1700  0~0.6 10 ik SLOTTING

UPJ1004 30 125 4000 800~1000 0.6~2 10 @i SLOTTING
UPJ1004 30 125 4000 600~800 3~5 10 E# SLOTTING
UPJ1004 30 125 4000 500~700 5~10 10 % SLOTTING
UPJ1004 30 125 4000 1500~1800  10~20 0~0.5 {BlE% SIDE MILLING
UPJ1004 30 125 4000 900~1100 10 0.5~2 fBlE% SIDE MILLING
UPJ1004 30 125 4000 800~1000 10 3.6~5 {flE% SIDE MILLING
UPJ1004 30 125 4000 600~800 20 3.6~5 {AI&% SIDE MILLING
UPJ1004 30 125 4000 500~700 10 5~8.7 {81% SIDE MILLING
UPJ1204 34 120 3200  1600~1800  0~0.6 12 8% SLOTTING
UPJ1204 34 120 3200  1000~1200  0.6~2 12 &% SLOTTING
UPJ1204 34 120 3200 500~700 2~3 12 E#% SLOTTING
UPJ1204 34 120 3200 400~600 3~6 12 & SLOTTING
UPJ1204 34 120 3200  1400~1600  12~24 0~06 BIg% SIDE MILLING
UPJ1204 34 120 3200 900~1100 12 0.6~2 fBlE% SIDE MILLING
UPJ1204 34 120 3200 700~900 12 2-3 {8I$% SIDE MILLING
UPJ1204 34 120 3200 600~800 24 2-3 {A&% SIDE MILLING
UPJ1204 34 120 3200 500~700 12 3~6 fIg% SIDE MILLING
UPJ1604 50 120 2400  1200~1400  0~0.7 16 % SLOTTING
UPJ1604 50 120 2400 700~900 0.7~2 16 @ik SLOTTING
UPJ1604 50 120 2400 400~600 2~3 16 % SLOTTING
UPJ1604 50 120 2400 300~500 3~7 16 % SLOTTING
UPJ1604 50 120 2400 1100~1300  16~32 0~0.7 {RlE% SIDE MILLING
UPJ1604 50 120 2400 600~800 16 0.7~2 fBlE% SIDE MILLING
UPJ1604 50 120 2400 500~700 16 2~3 {81% SIDE MILLING
UPJ1604 50 120 2400 400~600 32 2~3 {AI&% SIDE MILLING
UPJ1604 50 120 2400 300~500 16 3~7 {818% SIDE MILLING
UPJ2004 55 120 1900 900~1200  0~0.7 20 2% SLOTTING
UPJ2004 55 120 1900 550~750 0.7~2 20 &% SLOTTING
UPJ2004 55 120 1900 400~600 2~3 20 &% SLOTTING
UPJ2004 55 120 1900 250~450 3~7 20 & SLOTTING
UPJ2004 55 120 1900 800~1100  20~40 0~0.7 BIg% SIDE MILLING
UPJ2004 55 120 1900 500~700 20 0.7~2 fBl&% SIDE MILLING
UPJ2004 55 120 1900 350~550 20 2~3 3% SIDE MILLING
UPJ2004 55 120 1900 250~450 40 2~3 fBI&% SIDE MILLING
UPJ2004 55 120 1900 200~400 20 3~7 Ig% SIDE MILLING

1. UPZIEBFIFYIE « ¥BERDIT - (A= RIS (ARIZ3T51.0DETHIEES] « 0.5DLA EETHIR - SRS RIS REICENE oI -
LIBEMAETER - BE100LE BRI BT - FERREE - (BT40/SKAOEHBIE) -
2 BESHTIRART -

1. UPJis good at Roughing and Finishing.It can do a 1.0D machining for both Slotting (Aa) and Side milling(Ap). When
it is above 0.5D machining, high pressure emulsion coolant should be used in order to prevent chip removal. For diameter
above 10.0mm, adjustment is required and depends on the rigidity of machine and the torque of spindle.
( spindle of BT40/SK40 need to lower)
2. Suggest to use wet coolant.



@DHF DESIGN HONESBTY FUTURE

HILDEIT Work Material

RETHERT &
PTPETE=1 MILLING CONDITIONS | Stainless Steels [Easy] :SUS304 :1.4301 : AISI 304 (HRc 28~32)

7RpRE QR OEEE  Eestsulel NTEE

Extension [Sala:i] Speed Feed (Aa) I7BEN
Length SRR {min) (mm/min) MeZUEenE Width of Cut Milling Type

B0606 20 8200 1000~1300 0.05~0.12 4 T SURFACE MILLING
VTB0606 20 6100 1600~2000 0.12~0.25 4~6 & SLOTTING
VTB0606 20 85 4500~4800  650~850 6~12 0.05~0.12  {Ais SIDE MILLING
VTB0606 20 85 4500~4800 1400~1800  6~12 0.12~0.3  {Alit SIDE MILLING
VTB0806 25 155 6200 900~1200 0.05~0.15 6 E# SURFACE MILLING
VTB0806 25 115 4600 1800~2200 0.15~0.3 6~8 7B SLOTTING
VTB0806 25 80 3000~3200  650~850 8~16 0.05~0.15  {8I§# SIDE MILLING
VTB0806 25 80 3000~3200 1800~2200 8~16 0.2~04  {BI§t SIDE MILLING
VTB1006 28 155 4950 900~1200 0.05~0.15 8 En#hk SURFACE MILLING
VTB1006 28 115 3600 1600~2000 0.15~0.3 8~10 & SLOTTING
VTB1006 28 85 2700~2900  700~900 10~20 0.05~0.2  fll§t SIDE MILLING
VTB1006 28 85 2700~2900 1600~2000  10~20 0.2~0.45  {ilit SIDE MILLING
VTB1206 35 155 4200 900~1200 0.05~0.15 10 T SURFACE MILLING
VTB1206 35 115 3000 1400~1800 0.15~0.3 10~12 i SLOTTING
VTB1206 35 85 2200~2400  700~900 12~24 0.05~0.2  {BI§% SIDE MILLING
VTB1206 35 85 2200~2400 1400~1800  12~24 0.2~0.45  {EI§ SIDE MILLING
VTB1606 50 155 3000 700~900  0.05~0.2 14 T SURFACE MILLING
VTB1606 50 115 2250 800~1100  0.2~0.4 14~16 i@ SLOTTING
VTB1606 50 85 1600~1800  600~700 16~32 0.05~0.2  {Alit SIDE MILLING
VTB1606 50 85 1600~1800 800~1100  16~32 0.2~04 It SIDE MILLING

1. VTBEAFARYEINT » ZRE¥EINT -
2. EEWEIOIVRRL -

1. VTB is designed for both Semi-finishing and Finishing, Do not apply it for Roughing.
2. Suggest to use wet coolant.




DESIGN . HONESTY . FUTURE @Dm

R TB . MBEDHEI Work Material

KHTEHE R SR
M MILLING CONDITIONS  |Stainless Steels [Easy] :5SUS304 : 1.4301 : AlISI 304 (HRc 28~32)

TERRE PIEEEY DEEE HERRE [y
b Extension [R@maiie) Speed Feed (Aa)
pe No. Length Speed (min") (i) Depth of Cut
—_—

(mm)
— q I
RTB0305 18 130 13500 1000~1300 0.05~0.1 1.8 [E#f SURFACE MILLING

mIAN
Milling Type

RTB0305 18 115 12000 1600~2000 0.1~0.2 1.8~3  B#ESLOTTING
RTB0305 18 100 10400~10700  700~900 3~6 0.05~0.1 Ik SIDE MILLING
RTB0305 18 85 8900~9200  1600~2000 3~6 0.1~0.2  {fl§% SIDE MILLING
RTB0305 18 180 18000 1800~2200 0.05~0.1 0.12~0.16 3Dt 3D MILLING
RTB0405 18 130 10300 1000~1300 0.05~0.1 28 E#% SURFACE MILLING
RTB0405 18 115 9100 1600~2000 0.1~0.2 2.8~4  B#SLOTTING
RTB0405 18 100 7800~8100  700~900 4~8 0.05~0.12 % SIDE MILLING
RTB0405 18 85 6600~6900  1600~2000 4~8 0.12~0.22  {EI% SIDE MILLING
RTB0405 18 180 14000 1800~2200 0.05~0.1 0.13~0.18 3D#} 3D MILLING
RTB0505 18 130 8200 1000~1300 0.05~0.12 3.8 E#% SURFACE MILLING
RTB0505 18 115 7300 1600~2000 0.12~0.25  3.8~5  EBLSLOTTING
RTB0505 18 100 6200~6500  700~900 5~10 0.05~0.12 % SIDE MILLING
RTBO0505 18 85 5300~5600 1600~2000  5~10 0.12~0.25 {EIg% SIDE MILLING
RTB0505 18 180 11000 1800~2200 0.05~0.12 0.15~0.2 3Dk 3D MILLING
RTB0510 18 130 8200 1000~1300 0.05~0.12 38 [E#% SURFACE MILLING
RTB0510 18 115 7300 1600~2000 0.12~0.25  3.8~5  EiESLOTTING
RTB0510 18 100 6200~6500  700~900 5~10 0.05~0.12  {EI% SIDE MILLING
RTB0510 18 85 5300~5600 1600~2000  5~10 0.12~0.25 fAlif SIDE MILLING
RTB0510 18 180 11000 1800~2200 0.05~0.12 0.15~0.2 3Dk 3D MILLING
RTB0605 20 130 6900 1000~1300 0.05~0.12 45 [En#%k SURFACE MILLING
RTB0605 20 115 6600 1600~2000 0.12~0.3 4~6 @ik SLOTTING
RTB0605 20 100 5200~5400  700~900 6~12 0.05~0.12 g% SIDE MILLING
RTB0605 20 85 4500~4800 1600~2000  6~12 0.12~0.3 &k SIDE MILLING
RTB0605 20 180 9500 1800~2200 0.05~0.12 0.15~0.2  3D#% 3D MILLING
RTB0610 20 130 6900 1000~1300 0.05~0.12 315 Enf% SURFACE MILLING
RTB0610 20 115 6600 1600~2000 0.12~0.3 4~6 Bk SLOTTING
RTB0610 20 100 5200~5400  700~900 6~12 0.05~0.12  fAli SIDE MILLING
RTB0610 20 85 4500~4800 1600~2000  6~12 0.12~0.3 &k SIDE MILLING
RTB0610 20 180 9500 1800~2200 0.05~0.12  0.15~0.2  3D#k 3D MILLING
RTB0805 25 125 5000 900~1200 0.05~0.15 6.5 Eé% SURFACE MILLING
RTB0805 25 125 5000 1800~2200 0.15~0.3 6~8 % SLOTTING
RTB0805 25 100 3800~4000  700~900 8~16 0.05~0.15 &% SIDE MILLING
RTB0805 25 90 3600~3800 1600~2000  8~16 0.2~0.4 {8k SIDE MILLING
RTB0805 25 180 7200 1600~2000 0.05~0.12 0.15~0.2  3D#} 3D MILLING



D43 Work Material

KRETE#ECR S
IN=FE5E550 MILLING CONDITIONS Stainless Steels [Easy] :SUS304 : 1.4301 : AISI 304 (HRc 28~32)

TEHER PIEEE DEEE ERRE IS

Extension Speed Feed (Aa) TSI
L(er:?r:? Speed (min’) n/min) JIIOPTETR Width of Cu Milling Type
— ~ s000 M 0.05~0.15 * 'EI#% SURFACE MILLING

RTB0810 25 125 5000 1800~2200 0.15~0.3 55~8 i@t SLOTTING
RTB0810 25 100 3800~4000  700~900 8~16 0.05~0.15 fAl#t SIDE MILLING
RTB0810 25 90 3600~3800 1600~2000  8~16 0.2~0.4  fil§k SIDE MILLING
RTB0810 25 180 7200 1600~2000 0.05~0.12 0.15~0.2 3D#% 3D MILLING
RTB10052 28 125 4000 900~1200 0.05~0.15 8 &% SURFACE MILLING
RTB10052 28 125 4000 1400~1600 0.25~0.35 8~10 B SLOTTING
RTB10052 28 105 3000~3200  600~800 10~20 0.05~0.2  fAl§k SIDE MILLING
RTB10052 28 90 2800~3000 1600~2000  10~20 0.2~04  fl§k SIDE MILLING
RTB1005Z 28 185 6000 1500~1800 0.05~0.12 0.15~0.2 3D#f% 3D MILLING
RTB1005 33 125 4000 900~1200 0.05~0.15 8 E#% SURFACE MILLING
RTB1005 33 125 4000 1400~1600 0.25~0.35 8~10 i SLOTTING
RTB1005 33 105 3000~3200  600~800 10~20 0.05~0.2  fil#t SIDE MILLING
RTB1005 33 90 2800~3000 1600~2000  10~20 0.2~04  f§ SIDE MILLING
RTB1005 33 185 6000 1500~1800 0.05~0.12 0.15~0.2 3D#% 3D MILLING
RTB10102 28 125 4000 900~1200 0.05~0.15 7.5 E## SURFACE MILLING
RTB1010Z 28 125 4000 1400~1600 0.25~0.35  7.5~10 & SLOTTING
RTB10102 28 105 3000~3200  600~800 10~20 0.05~0.2 g SIDE MILLING
RTB1010Z 28 90 2800~3000 1600~2000  10~20 0.2~0.4 I SIDE MILLING
RTB10102 28 185 6000 1500~1800 0.05~0.12 0.15~0.2 3D#% 3D MILLING
RTB1010 33 125 4000 900~1200 0.05~0.15 7.5 &% SURFACE MILLING
RTB1010 33 125 4000 1400~1600 0.25~0.35  7.5~10  &#% SLOTTING
RTB1010 33 105 3000~3200  600~800 10~20 0.05~0.2  fAl# SIDE MILLING
RTB1010 33 90 2800~3000 1600~2000  10~20 0.2~0.4  fl& SIDE MILLING
RTB1010 33 185 6000 1500~1800 0.05~0.12 0.15~0.2 3D&k 3D MILLING
RTB1020Z 28 125 4000 900~1200 0.05~0.15 5.5 % SURFACE MILLING
RTB10202 28 125 4000 1400~1600 0.25~0.35 5.5~10  F# SLOTTING
RTB1020Z 28 105 3000~3200  600~800 10~20 0.05~0.2  fHl§ SIDE MILLING
RTB10202 28 90 2800~3000 1600~2000  10~20 0.2~04  {Al& SIDE MILLING
RTB1020Z 28 185 6000 1500~1800 0.05~0.12  0.15~0.2 3Dt 3D MILLING
RTB1020 33 125 4000 900~1200 0.05~0.15 55 ME#% SURFACE MILLING
RTB1020 33 125 4000 1400~1600 0.25~0.35 5.5~10 & SLOTTING
RTB1020 33 105 3000~3200  600~800 10~20 0.05~0.2  fAl# SIDE MILLING
RTB1020 33 90 2800~3000 1600~2000 10~20 0.2~0.4  fE SIDE MILLING
RTB1020 33 185 6000 1500~1800 0.05~0.12 0.15~0.2  3D#% 3D MILLING




DESIGN . HONESTY . FUTURE @Dm

HEIEITE Work Material

RETER#ERT S
IH MILLING CONDITIONS Stainless Steels [Easy] :5U5304 : 1.4301 : AISI 304 (HRc 28~32)

. DEMRER PIERFE] DBEE HEREE ERNc TRE
b Extension [R@maiie) Speed Feed (Aa) (Ap) 7}_[]_17‘:"1’%
Type No. Length [ESeREL] (min) (WATOM Depth of Cut Bilsteas Milling Type

(mm) {m/min
W 28 !! 4000 M 0.05~0.15 !! [E#f SURFACE MILLING

RTB10302 28 125 4000 1400~1600 0.25~0.35  3.5~10 &k SLOTTING
RTB1030Z 28 105 3000~3200  600~800 10~20 0.05~0.2  {8l&k SIDE MILLING
RTB10302 28 920 2800~3000 1600~2000  10~20 0.2~04 g% SIDE MILLING
RTB10302 28 185 6000 1500~1800 0.05~0.12 0.15~0.2 3Dk 3D MILLING
RTB1030 33 125 4000 900~1200 0.05~0.15 35 E|#% SURFACE MILLING
RTB1030 33 125 4000 1400~1600 0.25~035  3.5~10 B SLOTTING

th RTB1030 33 105 3000~3200  600~800 10~20 0.05~0.2 {8l SIDE MILLING

a‘- RTB1030 33 90 2800~3000 1600~2000  10~20 0.2~04  fI§k SIDE MILLING

- RTB1030 33 185 6000 1500~1800 0.05~0.12 0.15~0.2  3D#} 3D MILLING

(ED' RTB1210 35 125 3300 800~1100 0.05~0.15 9.5 E#% SURFACE MILLING

tn RTB1210 35 115 3000 1400~1600 0.15~0.3 9~12 Bk SLOTTING

a RTB1210 35 100 2500~2700  500~700 12~24 0.05~0.2  fAl# SIDE MILLING

E'D'- RTB1210 35 90 2200~2400 1400~1600 12~24 0.2~0.45  {Al§% SIDE MILLING

('R‘ RTB1210 35 185 4900 1400~1700 0.05~0.15 0.15~0.2 3Dk 3D MILLING

O RTB1220 35 125 3300 800~1100 0.05~0.15 75 TE &% SURFACE MILLING

] RTB1220 35 115 3000 1400~1600 0.15~0.3 7.5~12  E§RSLOTTING

'-'15 RTB1220 35 100 2500~2700  500~700 12~24 0.05~0.2  {l§k SIDE MILLING

E RTB1220 35 90 2200~2400 1400~1600 12~24 0.2~0.45 Al SIDE MILLING

a RTB1220 35 185 4900 1400~1700 0.05~0.15 0.15~0.2 3Dk 3D MILLING
RTB1230 35 125 3300 800~1100 0.05~0.15 55 [E#% SURFACE MILLING
RTB1230 35 115 3000 1400~1600 0.15~03  55~12 &k SLOTTING
RTB1230 35 100 2500~2700  500~700 12~24 0.05~0.2  {Al§% SIDE MILLING
RTB1230 35 90 2200~2400 1400~1600 12~24 0.2~0.45 gk SIDE MILLING
RTB1230 35 185 4900 1400~1700 0.05~0.15 0.15~0.2 3D#% 3D MILLING

1. RTBEFBRS RN T RIDSHIIT -
2 REFAHAA -

1. RTB is designed for Semi-finishing, Finishing and 3D milling.
2. Suggest to use wet coolant.



“UthiRosos.
UTHRO0304
UTHR0304
UTHR0304
UTHR0304
UTHRO0304
UTHRO0304
UTHR0304
UTHR0304
UTHR0405
UTHRO0405
UTHR0405
UTHR0405
UTHR0405
UTHRO0405
UTHR0405
UTHR0405
UTHR0405
UTHRO0505
UTHRO0505
UTHR0505
UTHRO0505
UTHRO0505
UTHRO0505
UTHRO0505
UTHRO0505
UTHR0505
UTHR0605
UTHRO0605
UTHR0605
UTHRO0605
UTHR0605
UTHRO0605
UTHRO0605
UTHRO0605
UTHRO605

NEHEE
Extension
Length
(mm)

13

120
120
120
120
155
105
105
105
105
120
120
120
120
155
105
105
105
105
120
120
120
120
155
105
105
105
105
120
120
120
120
155
105
105
105
105

_ DI Work Material
RETHERT &

Stainless Steels [Easy] :SUS304 : 1.4301 : AISI 304 (HRc 28~32)

12500~13000 1605~2000

12500~13000
12500~13000
12500~13000
16000~16500
11000~11500
11000~11500
11000~11500
11000~11500
9300~9800
9300~9800
9300~9800
9300~9800
12000~12500
8000~8500
8000~8500
8000~8500
8000~8500
7500~7800
7500~7800
7500~7800
7500~7800
9600~10000
6500~6800
6500~6800
6500~6800
6500~6800
6300~6600
6300~6600
6300~6600
6300~6600
7800~8200
5600~5800
5600~5800
5600~5800
5600~5800

ERRRE

Fei

(mm/min

800~1200
300~500
250~350
1400~1800
500~700
300~450
200~300
700~900
2000~2400
900~1200
600~750
400~550
1600~1800
800~1000
500~700
400~600
700~900
2000~2400
900~1200
600~750
400~550
1600~1800
800~1000
500~700
400~600
700~900
1800~2200
900~1200
600~800
450~600
1600~1800
700~900
500~700
500~650
700~900

NTEE

(Aa)

Depthof Cut

0~0.25
0.25~0.6
0.8~1.5
2~25
3~6
3
3
B
3~6
0~0.3
0.3~0.7
1~2
3~4
4~8

4~8
0~0.35
0.35~0.8
1.5~25
3~5
5~10

5~10
0~0.4
0.4~1
2~3
5~6
6~12

6~12

NIEE
(Ap)
‘Width of Cut

z)
3
3
3

0~0.25
0.25~0.6
0.8~1.5
2~25
0~0.1
4
4

MT75
Milling Type

& SLOTTING
B SLOTTING
&% SLOTTING
ik SLOTTING
3% SIDE MILLING
&% SIDE MILLING
BI$% SIDE MILLING
% SIDE MILLING
3% SIDE MILLING
& SLOTTING
T SLOTTING
&% SLOTTING
L SLOTTING
I3 SIDE MILLING
Ik SIDE MILLING
BI$% SIDE MILLING
% SIDE MILLING
B35 SIDE MILLING
& SLOTTING
Bk SLOTTING
&% SLOTTING
L SLOTTING
3% SIDE MILLING
&% SIDE MILLING
BI$% SIDE MILLING
% SIDE MILLING
3% SIDE MILLING
& SLOTTING
T SLOTTING
&% SLOTTING
L SLOTTING
I3 SIDE MILLING
Ik SIDE MILLING
B3 SIDE MILLING
Rl SIDE MILLING
BI$% SIDE MILLING




DESIGN . HONESTY . FUTURE @Dm

HEIEITE Work Material

KHTHEAT B
M MILLING CONDITIONS  |Stainless Steels[Easy] :SUS304 :1.4301 : AlSI 304 (HRc 28~32)

. TERRE PIEEEY DEEE MTEE
Eici Extension Speed (Aa) I
Type No. Length [ SeEE] (min’) Depth of Cut Milling Type

THR0O610 20 120 6300~6600  1800~2200  0~0.4 i SLOTTING

6
UTHR0610 20 120 6300~6600  800~1000 0.4~1 6 i SLOTTING
UTHR0610 20 120 6300~6600 500~650 2~3 6 &% SLOTTING
UTHR0610 20 120 6300~6600 350~500 5~6 6 iR SLOTTING
UTHR0610 20 155 7800~8200  1600~1800  6~12 0~0.4 {AI#% SIDE MILLING
UTHR0610 20 105 5600~5800 700~900 6 1.2 {FI% SIDE MILLING
UTHRO0610 20 105 5600~5800 500~700 6 3 {AIE% SIDE MILLING
UTHR0610 20 105 5600~5800 500~650 6 5 {BIg5% SIDE MILLING
UTHR0610 20 105 5600~5800 700~900 6~12 0~0.2 {AI3% SIDE MILLING
UTHR0805 24 120 4700~5000  1500~1800  0~0.5 8 iR SLOTTING
UTHRO0805 24 115 4400~4700  1100~1400  0.5~1 8 i SLOTTING
UTHR0805 24 115 4400~4700 600~800 3~4 8 &% SLOTTING
UTHR0805 24 115 4400~4700 550~750 4~8 8 iR SLOTTING
UTHR0805 24 155 6200~6400  1000~1200  8~16 0~0.5 {AIE% SIDE MILLING
UTHR0805 24 85 3200~3500 700~900 8~16 0.5~1.5  fl#% SIDE MILLING
UTHRO0805 24 110 4300~4600 700~900 8 3~4 {RIE% SIDE MILLING
UTHR0805 24 110 4300~4600 600~800 8 6~7 {BIg5% SIDE MILLING
UTHR0805 24 90 3300~3500 700~900 8~16 0~0.2 {AI#% SIDE MILLING
UTHRO0810 24 120 4700~5000  1500~1800  0~0.5 8 iR SLOTTING
UTHR0810 24 115 4400~4700  900~1300 0.5~1 8 i SLOTTING
UTHRO0810 24 115 4400~4700 500~700 3~4 8 &% SLOTTING
UTHR0810 24 115 4400~4700 450~600 4~8 8 iR SLOTTING
UTHR0810 24 155 6200~6400  1000~1200  8~16 0~0.5 {AI#% SIDE MILLING
UTHR0810 24 85 3200~3500 700~900 8~16 0.5~1.5  {AI& SIDE MILLING
UTHR0810 24 110 4300~4600 600~750 8 3~4 {RIE% SIDE MILLING
UTHR0810 24 110 4300~4600 500~650 8 6~7 {BIg5% SIDE MILLING
UTHR0810 24 90 3300~3500 700~900 8~16 0~0.2 {AI3% SIDE MILLING
UTHR1005 30 115 3800~4000  1300~1500  0~0.5 10 iR SLOTTING
UTHR1005 30 115 3800~4000 700~800 0.5~1 10 iR SLOTTING
UTHR1005 30 110 3300~3600 400~600 3~5 10 &% SLOTTING
UTHR1005 30 110 3300~3600 350~450 10 10 i SLOTTING
UTHR1005 30 150 4700~5000  1300~1500  10~20 0~0.5 {AIE% SIDE MILLING
UTHR1005 30 90 2800~3100 300~400 10~20 2 {AIE% SIDE MILLING
UTHR1005 30 110 3300~3600 400~600 10 3.6~5 {AI$% SIDE MILLING
UTHR1005 30 110 3300~3600 400~550 10 7~8 {A#% SIDE MILLING
UTHR1005 30 90 2800~3000 500~700 10~20 0~0.25  {Al#% SIDE MILLING



D43 Work Material

KRETE#ECR S
ITTTETT = MILLING CONDITIONS | Stainless Steels [Easy] :SUS304 :1.4301 : AISI 304 (HRc 28~32)
Feed (Aa) NI

. 7NERRE PIEFEE  DEERE
Eikid Extension [@liwilse) Speed
Type | Length peed (min) (S Depth of Cut Milling Type
115

No. idth of Cu
o ath of Cut
W 30 3800~4000 1!!!- Sgg 0~0.5 IE & SLOTTING

ERRE IS

UTHR1010 30 115 3800~4000 700~800 0.5~1 10 Tk SLOTTING
UTHR1010 30 110 3300~3600 400~600 3~5 10 &% SLOTTING
UTHR1010 30 110 3300~3600 350~450 10 10 ik SLOTTING
UTHR1010 30 150 4700~5000  1300~1500  10~20 0~0.5 Rl SIDE MILLING
UTHR1010 30 90 2800~3100 300~400 10~20 2 Rl SIDE MILLING
UTHR1010 30 110 3300~3600 400~600 10 3.6~5 {RIEE SIDE MILLING
UTHR1010 30 110 3300~3600 400~550 10 7~8 % SIDE MILLING
UTHR1010 30 90 2800~3000 500~700 10~20 0~0.25  fl§E SIDE MILLING
UTHR1020 30 115 3800~4000  1100~1300  0~0.5 10 & SLOTTING
UTHR1020 30 115 3800~4000 600~700 0.5~1 10 Bk SLOTTING
UTHR1020 30 110 3300~3600 300~500 3~5 10 &% SLOTTING
UTHR1020 30 110 3300~3600 250~350 10 10 % SLOTTING
UTHR1020 30 150 4700~5000  1200~1400  10~20 0~0.5 Rl SIDE MILLING
UTHR1020 30 90 2800~3100 300~400 10~20 2 A% SIDE MILLING
UTHR1020 30 110 3300~3600 300~500 10 3.6~5 Il SIDE MILLING
UTHR1020 30 110 3300~3600 300~450 10 7~8 % SIDE MILLING
~UTHR1020 30 90 2800~3000 500~700 10~20 0~0.25  fil#% SIDE MILLING
UTHR1210 33 115 3000~3200 1000~1300 0~0.6 12 & SLOTTING
UTHR1210 33 110 2800~3000  800~1000  0.6~1.2 12 Bk SLOTTING
UTHR1210 33 110 2800~3000 300~500 4~6 12 &% SLOTTING
UTHR1210 33 110 2800~3000 250~400 6~8 12 ik SLOTTING
UTHR1210 33 150 3800~4000  900~1100  12~24 0~0.6 I SIDE MILLING
UTHR1210 33 90 2300~2600 300~400 12 2 Rl SIDE MILLING
UTHR1210 33 110 2800~3000 300~400 12 4~6 Ik SIDE MILLING
UTHR1210 33 110 2800~3000 250~350 12 6~8 % SIDE MILLING
UTHR1210 33 90 2300~2600 450~650 12~24 0~0.25  fl§E SIDE MILLING
UTHR1220 33 115 3000~3200  900~1200 0~0.6 12 & SLOTTING
UTHR1220 33 110 2800~3000 700~900  0.6~1.2 12 T SLOTTING
UTHR1220 33 110 2800~3000 300~500 4~6 12 &% SLOTTING
UTHR1220 33 110 2800~3000 250~400 6~8 12 % SLOTTING
UTHR1220 33 150 3800~4000  900~1100 12~24 0~0.6 Rl SIDE MILLING
UTHR1220 33 90 2300~2600 300~400 12 2 A% SIDE MILLING
UTHR1220 33 110 2800~3000 300~400 12 4~6 % SIDE MILLING
UTHR1220 33 110 2800~3000 250~350 12 6~8 Rl SIDE MILLING
_UTHR1220 33 90 2300~2600 450~650 12~24 0~0.25 Ik SIDE MILLING



DESIGN . HONESTY . FUTURE @Dm

HEIEITE Work Material

KHTHEAT B
) =IFES=2520 MILLING CONDITIONS | Stainless Steels [Easy] :5US304 : 1.4301 : AISI 304 (HRc 28~32)

DERESE MTFEE
Extension (.l\a)2 mIAN
Type No. Length Depth of Cut [/ Milling Type

s peca. i /I 1 it
HIHH“Z(‘!& 33 'Il! 3000~3200 % !!! 0~0.6 ! iR SLOTTING

UTHR1230 33 110 2800~3000 700~900  0.6~1.2 i SLOTTING
UTHR1230 33 110 2800~3000 300~500 4~6 12 &% SLOTTING
UTHR1230 33 110 2800~3000 250~400 6~8 12 iR SLOTTING
UTHR1230 33 150 3800~4000  900~1100  12~24 0~0.6 {AI#% SIDE MILLING
UTHR1230 33 90 2300~2600 300~400 12 2 {FI% SIDE MILLING
UTHR1230 33 110 2800~3000 300~400 12 4~6 {8I% SIDE MILLING
UTHR1230 33 110 2800~3000 250~350 12 6~8 {BIg5% SIDE MILLING
UTHR1230 33 90 2300~2600 450~650 12~24 0~0.25  {AIg% SIDE MILLING
UTHR1610 43 115 2200~2400  800~1100 0~0.7 16 iR SLOTTING
UTHR1610 43 110 2100~2300 600~800 2 16 iR SLOTTING
UTHR1610 43 110 2100~2300 300~400 3~4 16 &% SLOTTING
UTHR1610 43 110 2100~2300 200~300 6~8 16 i SLOTTING
UTHR1610 43 150 2800~3200  800~1000  16~32 0~0.7 {AIE% SIDE MILLING
UTHR1610 43 90 1700~1900 300~400 16 2 {AIE% SIDE MILLING
UTHR1610 43 110 2100~2300 250~400 16 3~4 {RIE% SIDE MILLING
UTHR1610 43 110 2100~2300 200~350 16 6~8 {BIg5% SIDE MILLING
UTHR1610 43 90 1700~1900 350~550 16~32 0~0.3 {AI#% SIDE MILLING
UTHR1620 43 115 2200~2400  700~1000  0~0.7 16 MWESLOTTING
UTHR1620 43 110 2100~2300 500~650 2 16 i SLOTTING
UTHR1620 43 110 2100~2300 300~400 3~4 16 &% SLOTTING
UTHR1620 43 110 2100~2300 200~300 5~6 16 iR SLOTTING
UTHR1620 43 150 2800~3200  800~1000  16~32 0~0.7 {AI#% SIDE MILLING
UTHR1620 43 90 1700~1900 300~400 16 2 {FI% SIDE MILLING
UTHR1620 43 110 2100~2300 250~400 16 3~4 {RIE% SIDE MILLING
UTHR1620 43 110 2100~2300 200~350 16 6~8 {BIg5% SIDE MILLING
UTHR1620 43 90 1700~1900 350~550 16~32 0~0.3 {AI3% SIDE MILLING
UTHR1630 43 115 2200~2400  700~1000 0~0.7 16 iR SLOTTING
UTHR1630 43 110 2100~2300 500~650 2 16 iR SLOTTING
UTHR1630 43 110 2100~2300 300~400 3~4 16 &% SLOTTING
UTHR1630 43 110 2100~2300 200~300 5~6 16 i SLOTTING
UTHR1630 43 150 2800~3200  800~1000  16~32 0~0.7 {AIE% SIDE MILLING
UTHR1630 43 90 1700~1900 300~400 16 2 {AIE% SIDE MILLING
UTHR1630 43 110 2100~2300 250~400 16 3~4 {FIE% SIDE MILLING
UTHR1630 43 110 2100~2300 200~350 16 6~8 {A#% SIDE MILLING
UTHR1630 43 90 1700~1900 350~550 16~32 0~0.3 {AIE% SIDE MILLING




D43 Work Material

KRETHE RS
J Il i MILLING CONDITIONS Stainless Steels [Easy] :SUS304 : 1.4301 : AISI 304 (HRc 28~32)

. 7NERRE PIEFEE  DEERE pes el N TRE
ik Extension i Speed Feed (Aa) INTT3E0
Type No. Length  FEElecel (min™") Ul Depthof Cut RITEH Milling Type

) i
M :;n * 1750~1950 W 0~0.7 * it SLOTTING

UTHR2010 47 110 1700~1900 400~550 & SLOTTING
UTHR2010 47 110 1700~1900 200~350 3~4 20 &% SLOTTING
UTHR2010 47 110 1700~1900 150~250 6~8 20 ik SLOTTING
UTHR2010 47 150 2300~2500 600~800 20~40 0~0.7  {I§% SIDE MILLING
UTHR2010 47 90 1300~1500 300~400 20 2 Rl SIDE MILLING
UTHR2010 47 110 1700~1900 250~350 20 3~4 {RIEE SIDE MILLING
UTHR2010 47 110 1700~1900 200~300 20 6~8 % SIDE MILLING
UTHR2010 47 90 1300~1500 200~400 20~40 0~0.3 B3 SIDE MILLING
UTHR2020 47 115 1750~1950 600~800 0~0.7 20 ik SLOTTING
UTHR2020 47 110 1700~1900 400~500 2 20 Bk SLOTTING
UTHR2020 47 110 1700~1900 200~300 3~4 20 &% SLOTTING
UTHR2020 47 110 1700~1900 120~200 6~8 20 @ik SLOTTING
UTHR2020 47 150 2300~2500 600~800 20~40 0~0.7 I3 SIDE MILLING
UTHR2020 47 90 1300~1500 300~400 20 2 A% SIDE MILLING
UTHR2020 47 110 1700~1900 250~300 20 3~4 Il SIDE MILLING
UTHR2020 47 110 1700~1900  150~1250 20 6~8 % SIDE MILLING
UTHR2020 47 90 1300~1500 200~400 20~40 0~0.3 B35 SIDE MILLING
UTHR2030 47 115 1750~1950 600~800 0~0.7 20 ik SLOTTING
UTHR2030 47 110 1700~1900 400~500 2 20 & SLOTTING
UTHR2030 47 110 1700~1900 200~300 3~4 20 &% SLOTTING
UTHR2030 47 110 1700~1900 120~200 6~8 20 ik SLOTTING
UTHR2030 47 150 2300~2500 600~800 20~40 0~0.7  {I§% SIDE MILLING
UTHR2030 47 90 1300~1500 300~400 20 2 Rl SIDE MILLING
UTHR2030 47 110 1700~1900 250~300 20 3~4 BI$% SIDE MILLING
UTHR2030 47 110 1700~1900  150~1250 20 6~8 % SIDE MILLING
UTHR2030 47 90 1300~1500 200~400 20~40 0~0.3 B SIDE MILLING

1. UTHRIERASAE ~ rh ~ 38R 00T - 5Bk (Ra) RISEAR)EBE1.0DEDRIEE T - $BEDAIRT - BRRISEICEIIHIR -
LIBSHEETR - EEQ10LLE » FRMSEAIEEEMBIBEITE » MEEEEE -
2. BESESIRRL -

. UTHR is good at Roughing, Semi-finishing and Finishing. It can do a 1.0D machining for both Slotting (Aa) and Side
milling(Ap). When it's Roughing, the high pressure emulsion coolant should be used in order to prevent chip removal.
For diameter above 10.0mm, adjustment is required and depends on the rigidity of machine and the torque of spindle.
Suggest to use wet coolant.

N



DESIGN . HONESTY . FUTURE @DHF

UP E R HEIEITE Work Material

RETE#ER T S
|51|= Ie’!cga MILLING CONDITIONS Stainless Steels [Easy] :SU5304 :1.4301 : AISI 304 (HRc 28~32)

TERRE WLkl TEFEE Biisticll TR [
Eici Extension Speed Feed (Aa) (Ap) IS
ype No.. L(engt]h : (min) (mm/min) Eail{dna Width of Cut Milling Type
mm
W 13 * 8800 M 0~0.25 * &8k SLOTTING
UPER0405 13 110 8800 800~1100 0.25~0.4 4 @ik SLOTTING
UPER0405 13 110 8800 600~800  0.4~0.6 4 &% SLOTTING
UPER0405 13 100 8000 1400~1800 4~8 0~0.3 fAI&% SIDE MILLING
UPER0405 13 100 8000 600~850 4~8 0~0.15 A% SIDE MILLING
UPER0502 16 110 7000 1800~2200  0~0.3 5 i SLOTTING
UPER0502 16 110 7000 800~1100  0.3~0.5 5 Bk SLOTTING
UPER0502 16 110 7000 600~800  0.5~0.7 5 Bt SLOTTING
UPER0502 16 100 6400 1400~1800  5~10 0~0.35 {EIE% SIDE MILLING
UPER0502 16 100 6400 600~850 5~10 0~0.15 Ik SIDE MILLING
UPER0505 16 110 7000 1800~2200  0~0.3 5 @ik SLOTTING
UPER0505 16 110 7000 800~1100  0.3~0.5 5 % SLOTTING
UPER0505 16 110 7000 600~800  0.5~0.7 5 f SLOTTING
UPER0505 16 100 6400 1400~1800  5~10 0~0.35 {RIE% SIDE MILLING
UPER0505 16 100 6400 600~850 5~10 0~0.15 % SIDE MILLING
UPER0605 18 110 5850 1800~2200  0~0.3 6 Bk SLOTTING
UPER0605 18 110 5850 800~1100  0.3~0.6 6 Bt SLOTTING
UPER0605 18 110 5850 700~900  0.6~0.9 6 Bk SLOTTING
UPER0605 18 100 5300 1400~1800  6~12 0~0.4 8% SIDE MILLING
UPER0605 18 100 5300 600~850 6~12 0~0.,2 {fl % SIDE MILLING
UPER0610 18 110 5850 1800~2200  0~0.3 6 &% SLOTTING
UPER0610 18 110 5850 800~1100 0.3~0.6 6 Bk SLOTTING
UPER0610 18 110 5850 700~900  0.6~0.9 6 Bk SLOTTING
UPER0610 18 100 5300  1400~1800  6~12 0~0.4 fBlE% SIDE MILLING
UPER0610 18 100 5300 600~850 6~12 0~0.,2 {8l §% SIDE MILLING
UPER0805 22 135 5500 1800~2200  0~0.5 8 &ifi SLOTTING
UPER0805 22 135 5500 900~1300  0.5~1 8 BEESLOTTING
UPER0805 22 125 5000 700~900 1~1.5 8 B SLOTTING
UPER0805 22 135 5500 1300~1600  8~16 0~0.5 {fl% SIDE MILLING
UPER0805 22 125 5000 800~1100 8~16 0~0.25  {IE% SIDE MILLING
UPER0810 22 135 5500  1800~2200 0~0.5 8 if SLOTTING
UPER0810 22 135 5500 900~1300  0.5~1 8 Bk SLOTTING
UPER0810 22 125 5000 700~900 1~1.5 8 % SLOTTING
UPER0810 22 135 5500 1300~1600  8~16 0~0.5 {8I§% SIDE MILLING
UPER0810 22 125 5000 800~1100 8~16 0~0.25 {Ali% SIDE MILLING
UPER1005 27 130 4200 1700~2100  0~0.5 10 Bk SLOTTING
UPER1005 27 120 3800 900~1200  0.5~1 10 B SLOTTING
UPER1005 27 120 3800 700~900 1~1.5 10 @ SLOTTING
UPER1005 27 120 3800 800~1000  10~20 0~0.6 {8l &% SIDE MILLING
UPER1005 27 115 3700 800~1000  10~20 0~0.3 {fl % SIDE MILLING
UPER1010 27 130 4200 1700~2100  0~0.5 10 &% SLOTTING
UPER1010 27 120 3800 900~1200 0.5~1 10 ik SLOTTING
UPER1010 27 120 3800 700~900 1~1.5 10 Bk SLOTTING
UPER1010 27 120 3800 800~1000  10~20 0~0.6 Bl SIDE MILLING
UPER1010 27 115 3700 800~1000  10~20 0~0.3 {8I% SIDE MILLING



@DHF DESIGN HONESBSTY FUTURE

HILDEIT Work Material

KHTHEATEH
FI=IFESE52 MILLING CONDITIONS | Stainless Steels [Easy] :5US304 :1.4301 : AISI 304 (HRc 28~32)

. 7ERES QoEkEN OEFEE EEscl NTRE
ik Extension [SEMTT] Speed Feed (Aa) T
Type No. Length Speed R (mm/min) EEVOT et l Width of Cut Milling Type

ek . .
1020 27 13 4200 1700~2100  0~05 10 i SLOTTING

UPER1020 27 120 3800 900~1200 0.5~1 10 &% SLOTTING
UPER1020 20 120 3800 700~900 1~1.5 10 &2 SLOTTING
UPER1020 27 120 3800 800~1000  10~20 0~0.6 &% SIDE MILLING
UPER1020 27 115 3700 800~1000  10~20 0~0.3 &% SIDE MILLING
UPER1210 32 130 3450  1700~2100  0~0.5 12 &% SLOTTING
UPER1210 32 100 2700 900~1200  0.5~1 12 7Bk SLOTTING
UPER1210 32 85 2200 600~900 1~1.5 12 &g SLOTTING
UPER1210 32 130 3450 700~900 12~24 0~0.6 &% SIDE MILLING
UPER1210 32 95 2550 500~800 12~24 0~0.3 &% SIDE MILLING
UPER1220 32 130 3450 1700~2100  0~0.5 12 &% SLOTTING
UPER1220 32 100 2700 900~1200  0.5~1 12 &2 SLOTTING
UPER1220 32 85 2200 600~900 1~1.5 12 Bt SLOTTING
UPER1220 32 130 3450 700~900 12~24 0~0.6 &% SIDE MILLING
UPER1220 32 95 2550 500~800 12~24 0~0.3 fl§5 SIDE MILLING
UPER1610 42 130 2600  1300~1600  0~0.5 16 7Bk SLOTTING
UPER1610 42 100 2000 700~900 0.5~1 16 & SLOTTING
UPER1610 42 85 1700 500~700 1~1.5 16 & SLOTTING
UPER1610 42 130 2600 600~800 16~32 0~0.6 &% SIDE MILLING
UPER1610 42 95 1900 500~650 16~32 0~0.3 fil§% SIDE MILLING
UPER1620 42 130 2600 1300~1600  0~0.5 16 &3 SLOTTING
UPER1620 42 100 2000 700~900 0.5~1 16 Bt SLOTTING
UPER1620 42 85 1700 500~700 1~1.5 16 B SLOTTING
UPER1620 42 130 2600 600~800 16~32 0~0.6 fAl#% SIDE MILLING
UPER1620 42 95 1900 500~650 16~32 0~0.3 g% SIDE MILLING
UPER2010 48 130 2050 900~1300 0~0.5 20 & SLOTTING
UPER2010 48 100 1600 500~700 0.5~1 20 B SLOTTING
UPER2010 48 85 1350 350~550 1~1.5 20 Z# SLOTTING
UPER2010 48 130 2050 450~650 20~40 0~0.6 fl$% SIDE MILLING
UPER2010 48 95 1500 350~500 20~40 0~0.3 gk SIDE MILLING
UPER2020 48 130 2050 900~1300 0~0.5 20 B SLOTTING
UPER2020 48 100 1600 500~700 0.5~1 20 B SLOTTING
UPER2020 48 85 1350 350~550 1~15 20 & SLOTTING
UPER2020 48 130 2050 450~650 20~40 0~0.6 g% SIDE MILLING
UPER2020 48 95 1500 350~500 20~40 0~0.3 i SIDE MILLING
cB
EESHSIVERN -

Suggest to use wet coolant.



DESIGN . HONESTY . FUTURE @Dm

#EDHIH Work Material

KHTEHE R EHR
sm MILLING CONDITIONS  |Stainless Steels [Easy] :SUS304 : 1.4301 : AlISI 304 (HRc 28~32)

DEMRES EIEEES OBERE HREE EEEE N TEE
Eidlloid Extension Cuttlng Speed Feed (Aa) (Ap) IS
Type No. Length peel (min1) M Depth of Cut Rlsledend Milling Type

(mm)

—— I

06 22 30 4200~4400  400~550 1 6 &if SLOTTING
WWA0604 22 80 4200~4400  350~450 1.5 6 BEE SLOTTING
WWA0604 22 80 4200~4400  300~420 3 6 Bk SLOTTING
WWA0604 22 80 4200~4400  170~220 6 6 @ik SLOTTING
WWA0604 22 80 4200~4400  500~700 6 1 %% SIDE MILLING
WWAD0604 22 80 4200~4400  450~600 6 2 fAl&% SIDE MILLING
WWA0604 22 80 4200~4400  250~320 6 3 {AIE% SIDE MILLING
WWA0604 22 80 4200~4400  170~220 6 5.7 fBlE% SIDE MILLING
WWA0804 28 80 3200~3400  350~480 2 8 B SLOTTING
WWAD0804 28 80 3200~3400  270~360 4 8 Eif SLOTTING
WWA0804 28 80 3200~3400  240~320 6 8 % SLOTTING
WWA0804 28 80 3200~3400  200~260 8 8 Bk SLOTTING
WWAO0804 28 80 3200~3400  350~480 8 2 {FlE% SIDE MILLING
WWAD0804 28 80 3200~3400  270~360 8 4 8% SIDE MILLING
WWAD0804 28 80 3200~3400  200~260 8 7.7 {Fl&% SIDE MILLING
WWA1004 32 80 2500~2700  350~500 2 10 Bk SLOTTING
WWA1004 32 80 2500~2700  300~400 35 10 ik SLOTTING
WWA1004 32 80 2500~2700  250~320 5 10 E#k SLOTTING
WWA1004 32 80 2500~2700  200~260 10 10 &% SLOTTING
WWA1004 32 80 2500~2700  350~500 10 1 2% SIDE MILLING
WWA1004 32 80 2500~2700  200~300 10 5 g% SIDE MILLING
WWA1004 32 80 2500~2700  200~260 10 9.7 {AI§% SIDE MILLING
WWA1204 38 80 2000~2200  260~420 2 12 i SLOTTING
WWA1204 38 80 2000~2200  200~300 4 12 A% SLOTTING
WWA1204 38 80 2000~2200  180~260 6 12 BEESLOTTING
WWA1204 38 80 2000~2200  150~210 10 12 ik SLOTTING
WWA1204 38 80 2000~2200  120~200 12 12 E# SLOTTING
WWA1204 38 80 2000~2200  300~400 12 1 fBI#% SIDE MILLING
WWA1204 38 80 2000~2200 180~260 12 6 {Fl&% SIDE MILLING
WWA1204 38 80 2000~2200  100~190 12 11.7 BI8% SIDE MILLING
WWA1404 42 80 1700~1900  200~360 2 14 @ik SLOTTING
WWA1404 42 80 1700~1900  150~250 4 14 i SLOTTING
WWA1404 42 80 1700~1900  120~200 6 14 if SLOTTING
WWA1404 42 80 1700~1900  100~150 10 14 E#E SLOTTING
WWA1404 42 80 1700~1900  200~300 14 1 {Al&% SIDE MILLING
WWA1404 42 80 1700~1900 70~110 14 7 fI8% SIDE MILLING
WWA1404 42 80 1700~1900 70~110 7 13.7 {Bl&% SIDE MILLING



@DHF DESIGN . HONESBTY . FUTURE

HILDEIT Work Material

KRETHE RS
TS MILLING CONDITIONS | Stainless Steels [Easy] :SUS304 :1.4301 : AISI 304 (HRc 28~32)

EFRIEE ~ ] 5=
" Feed T
(mm.’min) Milling Type

WWA1604 47 80 1500~1700 &% SLOTTING

WWA1604 47 80 1500~1700  130~200 4 16 W SLOTTING

WWA1604 47 80 1500~1700  100~170 6 16 &3 SLOTTING

WWA1604 47 80 1500~1700 80~100 10 16 8% SLOTTING

WWA1604 47 80 1500~1700  180~260 16 1 Bl SIDE MILLING

WWA1604 47 80 1500~1700 50~100 16 8 g% SIDE MILLING

WWA1604 47 80 1500~1700 50~100 8 15.7 &% SIDE MILLING }

WWA1804 50 80 1300~1500  200~250 2 18 &% SLOTTING m‘

WWA1804 50 80 1300~1500 130~180 4 18 &% SLOTTING a'l

WWA1804 50 80 1300~1500  100~150 6 18 & SLOTTING '5-

WWA1804 50 80 1300~1500 80~100 10 18 &% SLOTTING 6-

WWA1804 50 80 1300~1500  170~240 18 1 I8 SIDE MILLING 177}

WWA1804 50 80 1300~1500 50~100 18 6 fil§% SIDE MILLING 3!

WWA1804 50 80 1300~1500 50~100 9 177 Bl SIDE MILLING a—

WWA2004 50 80 1150~1350  180~230 2 20 Bt SLOTTING g. _

WWA2004 50 80 1150~1350 120~160 4 20 B SLOTTING Q

WWA2004 50 80 1150~1350  100~140 6 20 &% SLOTTING o

WWA2004 50 80 1150~1350 70~90 10 20 &t SLOTTING =

WWA2004 50 80 1150~1350  160~230 20 1 Rl SIDE MILLING =]

WWA2004 50 80 1150~1350 80~120 20 5 &% SIDE MILLING Q

WWA2004 50 80 1150~1350 50~80 10 19.7 BI8% SIDE MILLING
EmatlaaEN -

Suggest to use wet coolant.



DESIGN HONESTY FUTURE @Dm

REDEIM Work Material

RETE#ER T S
IEIFES=55 MILLING CONDITIONS Stainless Steels [Easy] :SU5304 :1.4301 : AISI 304 (HRc 28~32)

. TERRE PIEEEY DEEE EFREE e
b Extension [R@maiie) Speed (Aa)
Type No Speed (mm/min)
‘

mIAN
Length {min1) Depth of Cut Milling Type
e ——

WWB0604 22 80 4200~4400  400~550 1 8% SLOTTING
WWB0604 22 80 4200~4400  350~450 il 8% SLOTTING
WWB0604 22 80 4200~4400  300~420 3 % SLOTTING
WWB0604 22 80 4200~4400  200~270 6 Bk SLOTTING
WWBO0604 22 80 4200~4400  200~270 6 57 {AE% SIDE MILLING
WWB0804 28 80 3200~3400  350~480 2 8 Bk SLOTTING
WWB0804 28 80 3200~3400  270~360 4 8 i@i% SLOTTING
WWB0804 28 80 3200~3400  240~320 6 8 Bk SLOTTING
WWB0804 28 80 3200~3400  200~260 8 8 @ik SLOTTING
WWB0804 28 80 3200~3400  200~260 8 7.7 {Eif: SIDE MILLING
WWB1004 32 80 2500~2700  350~500 2 10 % SLOTTING
WWB1004 32 80 2500~2700  300~400 35 10 i SLOTTING
WWB1004 32 80 2500~2700  250~320 5 10 Bk SLOTTING
WWB1004 32 80 2500~2700  200~260 10 10 &% SLOTTING
WWB1004 32 80 2500~2700  200~260 10 9.7 {Bl&% SIDE MILLING
WWB1204 38 80 2000~2200  260~420 2 12 Bk SLOTTING
WWB1204 38 80 2000~2200  200~300 4 12 BEESLOTTING
WWB1204 38 80 2000~2200  180~260 6 12 Bk SLOTTING
WwB1204 38 80 2000~2200 150~210 10 12 @R SLOTTING
WWB1204 38 80 2000~2200 120~200 12 12 @ik SLOTTING
WWwWB1204 38 80 2000~2200 100~190 12 11.7 {Fl&% SIDE MILLING
WWB1404 42 80 1700~1900  200~360 2 14 ik SLOTTING
WWwWB1404 42 80 1700~1900  150~250 4 14 E#f SLOTTING
WWB1404 42 80 1700~1900  120~200 6 14 ik SLOTTING
WWB1404 42 80 1700~1900  100~150 10 14 &% SLOTTING
WWB1404 42 80 1700~1900 70~110 7 13.7 {Bl&% SIDE MILLING
WWB1604 47 80 1500~1700  200~280 2 16 % SLOTTING
WWB1604 47 80 1500~1700 130~200 4 16 Bk SLOTTING
WWB1604 47 80 1500~1700  100~170 6 16 Bk SLOTTING
WWwWB1604 47 80 1500~1700 80~120 10 16 Bk SLOTTING
WWB1604 47 80 1500~1700 50~100 8 15.7 {flE% SIDE MILLING



@DHF DESIGN . HONESBTY . FUTURE

HILDEIT Work Material

KRETE#ECR S
IS8 MILLING CONDITIONS | Stainiess Steels [Easy] :5US304 :1.4301 : AISI 304 (HRc 28~32)

TEHER PIEEE DEEE EEE

Extension Speed Feed I7BEN
Length (min) (mm/min) Milling Type
(mm)
50 " 1200-1500  200~250 2 18 EHSLOTTING

WWB1804 50 80 1300~1500  130~180 4 18 28 SLOTTING
WWB1804 50 80 1300~1500  100~150 6 18 & §% SLOTTING
wwB1804 50 80 1300~1500 80~100 10 18 7Bk SLOTTING
WWB1804 50 80 1300~1500 50~100 9 17.7 % SIDE MILLING
WWB2004 50 80 1150~1350 180~230 2 20 B SLOTTING
WWB2004 50 80 1150~1350  120~160 4 20 &% SLOTTING
WWB2004 50 80 1150~1350  100~140 6 20 &t SLOTTING
WWB2004 50 80 1150~1350 70~90 10 20 @t SLOTTING
WWB2004 50 80 1150~1350 50~80 10 19.7 l§% SIDE MILLING

- WWBERIRHEERIN T - 7Wik(Aa) 5 1.0DEIHIREY] - Rlik(A)T1.007) (RIBHER0.SDEEEIN T HKR - RIBTIAR
&) - ¥EUEIK - ERRISBAGEIEHIE  LESMEETR - BE@10R L - BRMBEINTEIMEIERN
& - TOfEE e -

2, BAHAITSIVRIRL -

1. WWB is good at Roughing, it can do a 1.00 machining for Slotting(Aa). Side milling(Ap) would require 1.0D full cut (when
itis less than 0.95D, vibration will cause short tool life.) When Roughing, high pressure emulsion coolant should be used
in order to prevent chip removal. For diameter above 10.0mm, adjustment is required and depends on the rigidity of
machine and the torque of spindle.

Suggest to use wet coolant.

B

A B PRS2 LD HI5 - EHDH P BB 52 i R AT A FR £

Above milling conditions are issued by DHF Technical Applications Center.
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DESIGN . HONESTY . FUTURE @Dm

tBIE M CUTTING DEMO

LIRS ISR WEDEI ‘ i
Material Size Total Machining Time EEHIT Work Materig
— Lol SRR
25 | Stainless Steels : AlS1: 17-4PH / JIS : SUS630 (HRc45)

L150 xW150 x H35 ‘

A00A0AA

B2
8
3
@
n
n
4
@
L,
Q
£
<3
=]
Q

TEFRE
Extension {@eE
Length Speed Remark
(mm) [m/min]
A wwB1004 30 RIKT (wet) 10T Roughing
B UEW1004 30 140 WA (Wet) 003 FDIT Roughing
C  UPWI005 30 130 FITH Oy 003 $8IIT Roughing
D UPWIOO0S 30 130 EZEEIOry) 003 ¥8I0T Roughing
E  UXRI010 30 190 6000 4800 0.25 75 BIKTMey 02  ¥EI0T Roughing
F  viBi006 30 15 3600 800 20 015 BOCT(Wet) 004 NI Finishing
G UET1004 30 115 3600 500 20 015  EREHIOy 003 ¥EIIL Finishing
H  xTDI003 30 160 5000 700 15 15 BT (Ain) 005 I Chamfering
1 TW07517 M10150 28 75 3200 240 15 025 RIVKT(Wet) 003  $E5F Thread Milling
J  xTwisieso 30 90 1800 220 15 03 BIVKT (Wet) 003 EHF Thread Milling
K DAkoso 34 60 3100 300 12 6 BIVKS (Wet) 005 B3 Orill



{NBIE I CUTTING DEMO

ARITESRE #tDEI% Work Material
Total Machining Time
() EETRMA TR
5 ‘ Austenite Stainless Steels :JIS : SUS304 / DIN : 1.4301 (HRc30)

naeER B |

Extension [Refiiaa1ls] Al

[P Specd of Cut: Coolant

(mm] [m,/min] (an) Type
A upzioos 30 110 RIS (Wet) 005
B UPZ1004 30 110 RIVAIT (Wet) 005
C  UPZ0804 25 105 BIVKT (Wet)  0.04
D upzoso4 25 105 RIVKT (Wet)  0.04
E  UPZ0604 20 105 RIVNT (We)  0.03
F  uUrzoe04 20 105 RIVKT (wet) 003

fmet
Remark

SEEEELR Roughing & Slotting
RIS Roughing & Side Milling
FREEEL Roughing & Slotting
FBERBIEE Roughing & Side Milling
BB Roughing & Slotting
LIS Roughing & Side Milling

4
5
—
1]
1]
n
4
@
1)
[
2
5
Q




DESIGN . HONESTY . FUTURE @Dm

tBIE M CUTTING DEMO

LIRS ISR LA Work Materi

Material Size Tatal Machining Time EEHIT Work Materig
— ol HEL A

13 | Pre-Hardened Stainless Steels : AISI : 420 / DIN : 1.2083 (HRc38)

L150 xW150 x H35 ‘

b Jo )= I = B I )

Bumny 19918 SSSUID]IS

TNEERE B

Cutting

Extension

Length

[mm]
A WwBI1004 35 Y211 T Roughing
B UEW1004 33 600 8 10 003 fENIT Roughing
C  UTHRI0T0 13 800 10 45 004  ¥EI0T Roughing
D upzi004 33 1000 8 10 007  #BI0T Roughing
E  UPZ1004 33 1000 8 8 007  #EI1T Roughing
F  viBioos 35 600 20 0.2 003  ¥&DI Finishing
G UTHIO04 33 450 20 02 003  ¥EINI Finishing
H  uTE1004 33 450 16 0.2 003 ¥&DNI Finishing
] X-TD1003 30 900 15 15 005 {8 Chamfering
J TWO7517 M10150 30 300 16 0.25 002 EtH Thread Milling
K xTwie1830 40 300 16 0.4 0.03 £ Thread Milling
L DAK060 34 800 12 6 0.10 B3, Dill



{NBIE I CUTTING DEMO

HEDEIT Work Material

EIRIAARAE . ﬁnﬂufﬁﬁr
Material Size otal Machining Time .
[rmm) (min) REH1.2083 MR - T

AISI:420 / DIN : 1.2083 (HRc18) / (HRc52)

Un-Hardened Stainless Steels / Hardened Stainless Steels
L150 x W150 x H35 ’ 14 ‘

(B I B I I Jlo JS

4
5
by
®
n
n
@
@
®
L)
g
5
Q

7

Width RIS

of Cut fz
COR (mm)

i
T
faid

',
o

o
e

003 {EINT / BEETIIHAC18) Roughing /Un-Hardened Stainfess Seel (HAc18)
0.05  {8I0T / EARIERII T IHRC18) Roughing /Un-Hardened Stainless Steel (HRc18)
006 {200T / BAETERII0 TIHRC18) Roughing,/Un-Hardened Stainless Steel (HRc13)
0.07 180T / BAEFEAII TIHRC18) Roughing /Un-Hardened Stainless Steel (HAc18)
003 FRIVT ¢ SAEIEAIN TIHRCS2) Fnishing /Hardened Stainless Steel HRc52)
0.04  {EIIT / BAEEHIN T HACS2) Fnishing/Hardened Stainfess Steel HR52)
UEX1004 33 80 2500 350 16 0.1 004 RIVT / EREHI TIHRCS2) FnishingHardened Stainfess Steel HRc52)
XTD1003 30 160 5000 500 15 15 003 @8 / EEE%ITHACS2) Chamfering, Hardened Stainless Steel (HAcS2)
TWW07517 M10150 30 50 2000 120 16 015 002 3 /BRI THRS2) Thread Miling Hardened Stainless teel HRc52)
KTWI61830 40 50 1000 220 16 03 006 7 /MERHHTHRCS2) Thread Miling. Hardened Stainiess Steel (HRc32)
DAKOSO 34 30 1700 150 12 6 0.04 &3, / BRI I T(HACS2) Drill/ Hordened Stainless Steel (HRcS2)

ak-::mwumunw:hl
g

o



DESIGN . HONESTY . FUTURE @Dm

{NAIE R CUTTING DEMO

{REDHIT Work Material

R N TFRS

Material Size Tatal Machining Time i
PR {min) *ﬁﬁﬂiSTAVAX BRI ﬁIIIJII
Un-Hardened Stainless Steels / Hardened Stainless Steels
L150 xW150 x H35 ‘ 13 | ASSAB :STAVAX (5136 ) (HRc18) / (HRc52)

o I I I N I )

W

A
8
3
@
n
n
X
@
L,
Q
£
=
=]
Q

Cutting '

| Speed

—— [/ min)
A wwBIon4 HEIVT. / SASIEETTITIHAC18) Roughing /Un-Hardened Stanless Steel (Hic18)
B Uewioos 33 160 5000 HINT. / BRIEATITT(HRC18) Roughing /Un-Hardened Stainless Steel (HRc18)
€ UmRio0 35 140 4500 SEINT / SSTETTIHRC1S) Roughing /Un-Hardened Stainiess Steel (HRe18)
D upziond 35 110 3500 HBI0T / BNRIEETIITIHRC18) Roughing / Un-Hardened Stainless Steel (HRC18)
E  WvTI006 33 70 2200 FINT / BEEETITHRS2) Anishing /Hordened Stainless Steet HRe32)
F  uvirmano 33 60 2000 FEINT / BRIE 1 T(HRCS2) Finishing / Hordened Siainless Steel (HACS2)
G UEXi004 33 80 2500 FAIL / SEIEHITIHRCS2) Finishing. Hovdened Stainess Steel HRes2)
H  xipioo3 30 160 5000 {18 / BVETEE I T(HACS2) Chamfering /Hardened Stainess Steel (HA<52)
I TWO7517M10150 30 50 2000 120 16 015 002 5 /RIS THRS2) Threod Milling/Hardened StainfessSteel (HRc52)
J XTW161830 40 50 1000 220 16 03 006 7 / JEIEH]ILIHRCS2) Thread Miing /Hardened Stainfess Steel HRc52)
K DpAkoso 34 30 1700 150 12 6 0.04  §3, / BRI TIHACS2) Drill Hardened Stainless Steel HAcs2)



@DHF DESIGN . HONESBTY . FUTURE

DHF7)RifE&R DHF SELECTION OF ENDMILLS

e e s RSN AREE BT E e G IReREN  (HSC/HPC/ ALU/ STD/ TAI/ SUS /ECM ) SERIES

$8&% End Mills-Roughi
B_HEE EHE
Second Selection Third Selection

3 BHER
Work Material First Selection

———
UTH/UPZ/UPS / UPE

ERETH#RTHR UPG ETH/ETB ETA
Stainless Steels : SUS304 : 1.4301 : AISI 304
(HRc 28~32) WWB WWA / LFTH LFTA
(REH, L) RRES o e WETHYET ETA
Stainless Steels : SUS420J2 / SUS630:1.2083 /
1.4542 : AISI 420 / 17-4PH (HRc 28~32) WWB WWA / LFTH LFTA

iEJ]—¥&# End Mills-Finishing
HLDHEIM B B BT

Work Material First Selection Second Selection Third Selection
KATHEATR N VTB/UTH /UPE/UPS  ETB/ETH ETA
Stainless Steels : SUS304 : 1.4301 : AISI 304
(HRc 28~32) LFTH LFTA
(RS, T L) RAHE VIB/UTH /UPE/UPS  ETB/ETH/ITH ETA
Stainless Steels: SUS420)2 / SUS630:1.2083 /
1.4542 : AISI 420 / 17-4PH (HRc 28~32) LFTH LFTA

[E 5% 7)—}8&% Corner Radius End Mills-Roughing

DRI B Eop SE=HERR
Work Material First Selection Second Selection Third Selection
EETRSRTHER UTHR / UPJ UPER RTB
Stainless Steels : SUS304 : 1.4301 : AISI 304
(HRc 28~32) ULR/ULXR LRTD /LRTA DLRA
(FRERELY, T AT M UTHR / UPJ UPER RTB
Stainless Steels : 5US420)2 / SUS630:1.2083 /
1.4542 ; AISI 420 / 17-4PH (HRc 28~32) ULR/ULXR LRTD /LRTA DLRA

[E87)—¥5#% Corner Radius End Mills-Finishing
HWEDEI# FEHR FE_HR FEHR

Wp-rk_Materi_al_ First Selection Second Selection Third Selection
SEHTER AR UTHR UPER RTB
Stainless Steels : SUS304 :1.4301 : AISI 304
(HRc 28~32) ULR/ ULXR LRTD LRTA
(TR, THE ) RFRE UTHR UPER RTB
Stainless Steels : SUS420J2 / SUS630:1.2083 /
1.4542 : AISI 420 / 17-4PH (HRc 28~32) ULR/ULXR LRTD LRTA

2
&
tn
2
:
&
2
5
Q
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