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1. Unequal spacing of end teeth and variable helix
design improve vibration resistance and provides
longer tool life.

2. Ideal for high speed trochoidal side milling. Great
efficiency.

3. 1D high efficiency slot and side milling. Perfect
anti-vibration ability.

4. The unique cutting geometry of XEV item is good
for plunge operation. Smooth chip evacuation and
high efficacy.

5. Vc can reach 200(m/min) and above.
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Notes for Unequal Flute Spacing and Variable Helix Series




I. All milling condition provided by DHF Application Center are tested by Germany DMG635V machine which
has very good spindle torque and rigidity. If using Germany DMG machine, the user can exactly follow the
milling conditions on the catalog. Otherwise, the user should adjust the milling condition according to its
equipment capability and actual machining condition.

I1. Use high rigidity and high clamping tool holder. Tool run-out to be controlled under 0.01mm.

II1. The unique design of variable helix contributes to superb vibration resistance. Ideal for side milling for
better performance and tool life.

a) High speed trochoidal side milling is suggested for machines with poor rigidity.

b) High speed trochoidal side milling or high performance slotting and side milling is suggested for machines
with good rigidity.

IV. Coolant delivery is a key factor.

a) The chip evacuation takes away the heat during machining and furthermore prevents deformation of
workpiece.

b) A successful coolant delivery can keep the temperature of both work material and cutting tool lower and
achieve an efficient chip removal. Coolant should be applied directly to the contact area of the tool and
workpiece to have the maximum effect.

V. Distinguish the milling sound.

Applying the correct cutting data will maintain good tool life and the milling sound is smooth and quiet. If

not, it should be adjusted.

a) When the milling sound is piercing, please reduce the spindle rotation speed (S) and the feed rate (Feed).

b) When the milling sound is deep and vibrating, please raise the spindle rotation speed (S) and the feed rate
(Feed).

When the milling sound is smaller and quieter, it represents the cutting data of the operation is nearly perfect.

VI. The unique cutting geometry of XEV item is suitable for plunge milling (material below HRc45), while
stainless steels, titanium alloy and materials which are stickier and with lower chip removal capability are
not applicable.

VII. The special chip removal geometry of XPZ is not only ideal for side milling but suitable for slot milling
difficult-to-cut materials, such as stainless steel 0.5~1D. Its slot milling capability is superior to XEV, XEB,
XEA items.

DHF-# i R¥S 2 #3{S 48 For Technical Support, please contact tech@endmill.com.tw
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mG Micro grain. mG Super micro grain.

EREA Specification |l HISK$RES TestReport | HIHIEEHF Milling Conditions SRALAUNY GRAIN SIZE
“ “ -m MREFHIZ0.4em B0 FIRRERIZ0.6 um
Grain size is 0.4 pm (LLILM Grain size is 0.6 um

ROUGHING J—
@ e d
i HELIX ANGLE
B spctiatin I WEHEES o
RBA Specification |l HIEKER4ES Test Report | IS Milling Conditions % % % % R 1847

FLUTE
ﬁ & SREDEIRBEE WORK MATERIAL HARDNESS

lﬂé?c lilé?c LD T EBEZTIZHRSS5 ~ HRe60

Work material hard is up to HRc55 ~ HRc60
BIERE Wilng onitions Tl L gl vork metenalordness s upto HRGS  HRe
p3 M p3s M P24-37

m BRRETEMA T < B HEDE -

Good at hard cutting material and general steel material.
Wet cutting & MQL cutting.

Good at high speed cutting. Dry cutting.

A Specification SIS Milling Conditions tDHIEEE
L P9 P.38~45 CUTTING PERFORMANCE

B:. @:
Excellent Good

IERERE Test Report | HTIRI{EA Milling Conditions
O W

e £l
Acceptable No

ERBA Specification




85° 93°

P
ining

FRIELDHI
Qil Machining

HRE DIEEY DIERAE
ShankIDia_ D1 D1 Tolerance

XWB0604 6.0 13 50 6 6.0

XWB0804 8.0 16 60 8 8.0 Boa

XWB1004 10.0 22 75 10 10.0 8045

XWB1204 12.0 26 75 12 12.0 S 0ss
unit:mm

D2IHEN D2 R AZE
D2(h6) D2 Tolerance

0
-0.008
0
-0.009
0
210 -0.009
0
@12 -0.011
unit :mm
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97° 83°
<) XEA emmerrrs
83° 97

o1

0

L3

IKETELDHI
Emulsion Machining

D2 SHIELDY S0 L))
MQL (Mist) — Qil Machining

DIE®| DIERAE
D1 D1 Tolerance
]

L1 D2
e B oL A
Type No. Diameter |[SFlute Length . SENIYIER

3.0
4.0 XEA0304 3.0 6 50 6
50 _ XEA0404 4.0 9 50 6
6.0 o2 XEA0504 5.0 11 50 6
8.0 025 XEA0604 6.0 13 50 6
10.0 .§.03 XEA0804 8.0 16 60 8
12.0 3035 XEA1004 10.0 22 75 10
6.0 il XEA1204 12.0 26 75 12
20.0 -0.04
: XEA1604 16.0 36 100 16
D2HE D2mmAE XEA2004 20.0 40 100 20
D2(h6) D2 Tolerance .
0 unit:mm
a6 -0.008
a8 S 000
210 3009
@12 ot
216 o1
@20 So13

unit :mm



Emulsion Machining

HEEEI D2
Qil Machining

DIE®| DIERAE
D1 D1 Tolerance

L1 D2
TR T

Type No. Diameter |SFlute Length . Shank Dia.

3.0 302
XEB0304 3.0 6 50 6 0
4.0 0.02
XEB0404 4.0 9 50 6 5.0 90
XEB0504 5.0 11 50 6 6.0 S02
XEB0604 6.0 13 50 6 8.0 025
XEB0804 8.0 16 60 8 10.0 -§.03
XEB1004 10.0 22 75 10 12-0 0035
XEB1204 12.0 26 75 12 6.0 A
XEB1604 16.0 36 100 16 :
XEB2004 20.0 40 100 20 D2iE| D2iREAE
unit: mm D2(h6) D2 Tolerance
26 S 008
a8 $.009
210 3000
212 St
216 o1
@20 So13
unit:mm
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92° 88°
<5 XEV ez
86° 94

o1

o

L3

IKETELDHI
Emulsion Machining

D2 SHIELDY S0 L))
MQL (Mist) — Qil Machining

DIE®| DIERAE
D1 D1 Tolerance

, L1 D2
e B oL A

Type No. Diameter |[SFlute Length . SENIYIER

3.0 o35
40 0 XEV0304 3.0 8 50 6
. -0.035
5.0 _8-035 XEV0404 4.0 " 50 6
6.0 B oas XEV0504 5.0 13 50 6
8.0 Soss XEV0604 6.0 15 50 6
0
10.0 004 XEV0804 8.0 20 60 8
12,0 -0.04 XEV1004 10.0 22 75 10
16.0 Soss
0 XEV1204 12.0 26 75 12
20.0 -0.045
) XEV1604 16.0 36 100 16
D2IEN D2 RAZE XEV2004 20.0 40 100 20
D2(h6) D2 Tolerance .
0 unit: mm
a6 -0.008
a8 3009
@10 .8.009 . SN
@12 B Hen XEVAEARAZFEHARHESEIN T
@16 901t =" XEV is not Suitable for Stainless Steel Plunge Milling.
220 o1
unit:mm



Emulsion Machining

FRIELDHI D2
Qil Machining

DIE®| DIERAE
D1 D1 Tolerance

. L1 D2
Biag B DE G

Type No. Diameter |SFlute Length . Shank Dia.

3.0 302
XPZ0304 3.0 8 50 6 0
4.0 0.02
XPZ0404 4.0 11 50 6 5.0 902
XPZ0504 5.0 13 50 6 6.0 S02
XP20604 6.0 16 50 6 8.0 025
XPZ0804 8.0 20 60 8 10.0 -§.03
XPZ1004 10.0 22 75 10 12.0 0035
XPZ1204 12.0 26 75 12 160 A
XPZ1604 16.0 36 100 16 :
XPZ2004 20.0 40 100 20 D2iE| D2iREAE
unit: mm D2(h6) D2 Tolerance
26 S 008
a8 B.009
210 3000
212 o1
216 o1
@20 So13

unit :mm
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ISR &M Test Conditions TIEAIR L EERE Tool Test Report

B T e _

DMG-635V ~ 35/25KW 130/87Nm  18000min  Heidenhain-iTNC530 SK40(=BT40=HSK63A)

il woEy | REEE (:{J“f“g’i’i | ERE S mIss | ==

Type No. Work Material - PEXtensionLength i) (mm/min) | CatoRDEpER cut of width MillingTypes] Coating
P20//1.2311 3%

XWB1004 (HRG32) 34mm 95 2700 300 15 8 Side milling G10
P20//1.2311 RIS

WWB1004 (HRG2) 34mm 95 2700 300 15 8 Side milling G10

YIHlIER S84 Conclusion
Q LU EHE - LIT] EMfAISESEEINN T Based on endmill side milling
@ INTH## : P20//1.2311 (HRC32)  Work material : P20//1.2311(HRC32)

" AR RIKOBEEL Coolant : Wet
AISTEEER Test Results O BalAE HACOBIELE oolant way : We
5 El=pajid BEBASR
Type No. Tool life The best coolant way

XWB1004  HnT950mm(EEEFEAKERTT) Cut 950mm(worn but not broken) SR Wet
WWB1004 BNZ535mm(EET7I) Cut 535mm(broken) SEC Wet

TIBERE%EARIRA Tool photo after machining

=




FED BRI IRHER T Unequal Flute Spacing and Variable Helix Series ODHF

XEA

ISR Test Conditions 71 BRI LR &5 Tool Test Report

DHF = B . ot

AR

DMG-635V  35/25KW 130/87Nm  18000min  Heidenhain-iTNC530 SK40(=BT40=HSK63A)

LTI TeEEe | DRRE [NEESEEN EGRE SIISNAES NIEE

) . Cutting Speed Feed
Work Material ~|FEXtension Length ot (e
P20//1.2311 RISE
XEA1004 (HRG32) 32mm 100 3000 1200 10 2 Side milling T2
P20//1.2311 fRgE
ETA1004 (HRG32) 32mm 100 3000 1200 10 2 Side milling T2

YIHIR S84 Conclusion
@ LU ELEE - LU EffAlSk#EEINN T Based on endmill side milling
@O MMI#H : P20//1.2311 (HRC32)  Work material : P20//1.2311(HRC32)

= O BAAR L RAMBMELE Coolant : Wet
I #ER Test Results PR R cotant ey e
sREAL BESAHR R TH
Type No. Tool life The best coolant way Total Test Time

XEA1004 100% R Wet 300 min
ETA1004 50% SR Wet 300 min

T)BERE% AR A Tool photo after machining

XEA1004

ETA1004
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XEB

ISR &M Test Conditions TIEAIR L EERE Tool Test Report

DHF . = BET o

AR
'ﬁﬁfa% DMG-635V  35/25KW  130/87Nm  18000min  Heidenhain-iTNC530 SK40(=BT40=HSK63A)

R WAL JEEEE | DRLEE PEREEE AR [IINNEE NIEE

; MmIBN
Type No. Work Material FExteénsion‘Length (ut(tr:]r}%]siﬁ)eed (rnrl::/erﬁin) Milling Type
P20//1.2311 BRARAEE
XEB1004 (HRG32) 36mm 190 6000 4000 10 0.5 Tiochoidal ide milling 12
P20//1.2311 RERAISE
ETB1004 (HRe32) Sl = Ly Ly L = Trochoidal Side milling e

YIHIER & #&%E Conclusion

Q LU EHE - LI EMfRISESEEINN T Based on endmill side milling
@ ITH## - P20//1.2311 (HRC32)  Work material : P20//1.2311(HRC32)

" AR RIKOBEEL Coolant : Wet
AISTEEER Test Results O BalAE HACOBIELE oolant way : We
B =g BEBASR EREINIRE
Type No. Tool life The best coolant way Total Test Time

XEB1004 100% TR Wet 420 min
ETB1004 55% R Wet 420 min

TIBEREEEARIRA Tool photo after machining

XEB1004

ETB1004




FED BRI IRHER T Unequal Flute Spacing and Variable Helix Series ODHF

B {EH Test Conditions 1B L B3RS Tool Test Report

18 WU PIRERRE| UHEE POERE EIREE MRS NIEE
Tisﬁ‘ Work Extension | Cutting Speed |"Speed Feed B (Aa) (Ap) ’e‘uulb;i\: CﬂEE
JIpEE: Material Length (m/min) (min) (mm/min) CUEOFDEpEY Cut of Width Hiing fype oating
10 6 6 G10

{#% Plunge : 200 TESEE S
XEV0604 850C 22mm 0 5000 e Slotting : 400 Plunge and slotting
it b #8% Plunge : 200 BB
CompetitorsBrand  ©90C  22mm 100 5000 g Slotting : 400 6 6 Plungeandslotting X
RIZE maAAR | RARIIKERNIRRE - YIHIR &8s
. Coolant Total Test Time and Lk s ENE =
Type No. Type Total utting Length Note @ LUELE : LU B RS ESE M T
@ It S50C
=a K T20fE B % K ET] AR . =1
XEVosos b SODET20EE Too et ot O HAIAT | BRES LS

Dry Coolant 720 Slottings in 80 Minutes  congition after 720 Slottings

e %R A5HEISOERE 3BOEHEET]
Competitor'sBrand ~ Dry Coolant 380 Slottings in 45 Minutes  Tool broken after 380 Slottings

@ Based on plunge milling slot milling
@ Work material : S50C
© Coolant way : Dry coolant

HIEER Test Results
A= E LEEES EG=palng
Item Result Tool life

DHF XEV0604 {8 Excellent  100% —oa
WL 7] Fine 55% — ———
Conpetfor’s rand(Broken)

TIEEEFE% KB R Tool photo after machining

N *
;

o1 (8570)
q 71EEi# Tool Breakage

Competitor's
brand(Broken)
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XPZ

SAIER{EE4E Test Conditions J1E IR LLEER S Tool Test Report

DHF i = BET o

AR
'ﬁﬁ:-ﬁ DMG-635V  35/25KW  130/87Nm  18000min  Heidenhain-iTNC530 SK40(=BT40=HSK63A)

S momn | DRGEE THEE (SEEEE SERE IEEE mirs | ==

X : utting Spee ee " =

Type No. Work Material ~FEXtension Length i) (mm/min) | CatoRDEpER cut of width MillingType| (Coating
SUS304// A%

XPZ1004 1.4301 32mm 130 4000 1600 10 1 Side milling G10
SUS304 // A

UPZ1004 14301 32mm 130 4000 1600 10 1 Side milling G10

YIHIER & #&%E Conclusion

O UL EHE - LUTJEMAISESERIINT Based on endmill side milling
@ INTHE - SUS304 //1.430 Work material : SUS304//1.430

" AR RIKOBEEL Coolant : Wet
FISEEER Test Results O HAlA T HACOBIELE oolant way : We
B =g BEBASR AN IE
Type No. Tool life The best coolant way Total Test Time

XPZ1004 100% TR Wet 420 min
UPZ1004 50% R Wet 420 min

TIBEREEEARIRA Tool photo after machining

XPZ1004




THE STATEMENT OF COPYRIGHT
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2. TEAFEEREERARNBEERTIEFS, HittRhE

EmTazEZEERE L,
3. NFEMPERIE TR ZEIEGR, MFEETEN
&, FEDHFRERMTDEK,

. As mentioned above in this manual, the cutting data is
tested and provided by the DHF Technical Applications
Center. All Rights Reserved.

. All test results are provided by DHF high quality control
of productions.

There is no responsibility and value of reference for

—_

—_

N

other brand products.

. Only certain tables for our cutting tools are recited. For
any further complete information, please contact DHF
Technical Applications Center.
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ODHF | &5 &I n]#1%iE% 5 Unequal Flute Spacing and Variable Helix Series

o XWB
#EDEIF Work Material

fixs=#l/#58 Carbon steels/Cast Iron Bt
S50C / Fc250 / SS440 : 1.1210 / 0.6025 / 1.0036 : 1050 / N0.35 / A570 Gr.45 (~HRc22) Wet coolant
mee | POFRE e | mwse | EEEE | nTre MRS ——
Type No. Length ("t(t'"/g i S feed (A2} (Ap) Milling Type
. m/min) (min’) (mm/min) ] Cut of Depth PCUtofWidth

XWB0604 22 90 4500~5000 400~700 2 6 &5t Slotting
XWB0604 22 90 4500~5000 400~700 4 6 &t Slotting
XWB0604 22 ) 4500~5000  300~450 6 6 %34 Slotting
XWB0604 22 90 4500~5000 200~400 12 6 JE&# Slotting
XWB0604 22 90 4500~5000 300~500 6 585 {A$% Side Milling
XWB0804 30 100 3800~4300 400~700 2 8 &t Slotting
XWB0804 30 100 3800~4300 700~1000 4 8 & Slotting
XWB0804 30 100 3800~4300 400~700 8 8 &t Slotting
XWB0804 30 100 3800~4300 300~500 16 8 & Slotting
XWB0804 30 100 3700~4200 300~600 8 7.5 {A#% Side Milling
XWB1004 33 95 2800~3300 400~700 2 10 & Slotting
XWB1004 33 95 2800~3300 400~700 4 10 &8 Slotting
XWB1004 33 95 2800~3300  500~800 8 10 #3% Slotting
XWB1004 33 95 2800~3300 300~500 10 10 &t Slotting
XWB1004 33 95 2800~3300 300~600 20 10 &5 Slotting
XWB1004 33 95 2800~3300 300~600 10 9.5 {A#% Side Milling
XWB1204 40 ) 2200~2600  400~700 3 12 # Slotting
XWB1204 40 90 2200~2600 300~500 6 12 & Slotting
XWB1204 40 90 2200~2600 300~500 9 12 JE#5 Slotting
XWB1204 40 90 2200~2600 300~500 12 12 J&#5t Slotting
XWB1204 40 90 2200~2600 200~400 18 12 & Slotting
XWB1204 40 90 2200~2600  300~500 12 11.5 R Side Milling
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UIHIEHR [FMIEEING CONDITIONS

B
Type No.

XWB0604
XWB0604
XWB0604
XWB0604
XWB0604
XWB0804
XWB0804
XWB0804
XWB0804
XWB0804
XWB1004
XWB1004
XWB1004
XWB1004
XWB1004
XWB1004
XWB1204
XWB1204
XWB1204
XWB1204
XWB1204
XWB1204

names (e

Extension
Length
(mm)

22
22
22
22
22
30
30
30
30
30
33
33
33
33
33
33
40
40
40
40
40
40

#EDEI# Work Material

#8$8 8 &8 Chromium Molybdenum Alloy Steels
SCM440 : 1.7225 : 4140 : 42CrMoA (HRc25~28)

Cutting Speed
(m/min)

85
85
85
85
85
95
95
95
95
95
80
80
80
80
80
80
75
75
75
75
75
75

4200~4700
4200~4700
4200~4700
4200~4700
4200~4700
3500~4000
3500~4000
3500~4000
3500~4000
3500~4000
2400~2800
2400~2800
2400~2800
2400~2800
2400~2800
2400~2800
1800~2200
1800~2200
1800~2200
1800~2200
1800~2200
1800~2200

(mm/min)

300~500
300~500
150~300
100~200
200~400
300~500
400~700
300~500
150~300
200~400
300~500
300~600
300~600
200~350
150~300
200~400
300~500
200~400
150~300
150~300
70~130
100~200

Cut of Depth PCutof

— —
o ®©® &~ N 5 © DN

= N
o o

12
18
12

XWB

BA1AI Coolant Type

Il
Wet coolant

(AC\)Iidth Milling Type
6 & Slotting
6 S Slotting
6 & Slotting
6 &S Slotting
5.5 Rl Side Milling
8 & Slotting
8 & Slotting
8 &S Slotting
8 &S Slotting
7.5 {8 Side Milling
10 & Slotting
10 S Slotting
10 &S Slotting
10 &S Slotting
10 S Slotting
9.5 {RI$5 Side Milling
12 & Slotting
12 &S Slotting
12 &S Slotting
12 & Slotting
12 & Slotting
11.5 fRI$ Side Milling
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o XWB
#EDEIF Work Material

a£IE#/mITEH Alloy Tool Steels / Carbon Tool Steels R
P20/ P5/ SK3/ SKD61/ SKD11 : 1.2311/ 1.1545/ 1.2379/ 1.2344 : H13/D2 (HRc23~32) Wet coolant
mee | POFRE e | ewss | EEEE | nTre IR ——
Type No. Length ("t(t'"/g i S feed: (Aa) (Ap) Milling Type
e m/min) (min) (mm/min) " Cut of Depth PCUtofWidth

XWB0604 22 85 4200~4700 300~500 2 6 &t Slotting
XWB0604 22 85 4200~4700 300~500 4 6 &t Slotting
XWB0604 22 85 4200~4700  150~300 6 6 SESE Slotting
XWB0604 22 85 4200~4700 100~200 9~12 6 & Slotting
XWB0604 22 85 4200~4700 200~400 6 515 {A#% Side Milling
XWB0804 30 95 3500~4000 300~500 2 8 &5t Slotting
XWB0804 30 95 3500~4000 400~700 4 8 & Slotting
XWB0804 30 95 3500~4000 300~500 8 8 &t Slotting
XWB0804 30 95 3500~4000 150~300 12~16 8 & Slotting
XWB0804 30 95 3500~4000 200~400 8 7.5 {A#% Side Milling
XWB1004 33 80 2400~2800 300~500 2 10 & Slotting
XWB1004 33 80 2400~2800 300~600 4 10 &t Slotting
XWB1004 33 80 2400~2800  300~600 8 10 SEE Slotting
XWB1004 33 80 2400~2800 200~350 10 10 &t Slotting
XWB1004 33 80 2400~2800 150~300 15~20 10 &5 Slotting
XWB1004 33 80 2400~2800 200~400 10 9.5 {AI#% Side Milling
XWB1204 40 80 1900~2300  300~500 3 12 S Slotting
XWB1204 40 80 1900~2300 200~400 6 12 &t Slotting
XWB1204 40 80 1900~2300 150~300 9 12 &5 Slotting
XWB1204 40 80 1900~2300 150~300 12 12 &t Slotting
XWB1204 40 80 1900~2300 70~130 14~18 12 &1 Slotting
XWB1204 40 80 1900~2300 100~200 12 11.5 {A % Side Milling
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UIHIEHR [FMIEEING CONDITIONS

B
Type No.

XWB0604
XWB0604
XWB0604
XWB0604
XWB0604
XWB0804
XWB0804
XWB0804
XWB0804
XWB0804
XWB1004
XWB1004
XWB1004
XWB1004
XWB1004
XWB1204
XWB1204
XWB1204
XWB1204
XWB1204
XWB1204

SUS304 : 1.4301 : AlSI 304 (HRc28~32)

Extension
Length
(mm)

22
22
22
22
22
28
28
28
28
28
32
32
32
32
32
38
38
38
38
38
38

#EDEI#F Work Material
SKERA#E R A58 Stainless Steels

Cutting Speed
(m/min)

80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80
80

4000~4500
4000~4500
4000~4500
4000~4500
4000~4500
3000~3500
3000~3500
3000~3500
3000~3500
3000~3500
2400~2800
2400~2800
2400~2800
2400~2800
2400~2800
1900~2300
1900~2300
1900~2300
1900~2300
1900~2300
1900~2300

(mm/min)

400~550
350~450
300~420
200~270
200~270
350~480
270~360
240~320
200~260
200~260
350~500
300~400
250~320
200~260
200~260
260~420
200~300
180~260
150~210
120~200
100~190

Cut of Depth PCutof

N © oo~ N OO W

—_ —_ w
NN o @ RN oS o O

XWB

BA1AT Coolant Type

Il
Wet coolant

(AC\)Iidth Milling Type
6 & Slotting
6 S Slotting
6 i Slotting
6 &S Slotting
5.7 Rl Side Milling
8 & Slotting
8 & Slotting
8 B3 Slotting
8 &S Slotting
7.7 {8 Side Milling
10 S Slotting
10 & Slotting
10 &3t Slotting
10 &S Slotting
9.7 {8 Side Milling
12 & Slotting
12 S Slotting
12 &St Slotting
12 &S Slotting
12 S Slotting
11.7 {8 Side Milling



ODHF | &5 &I n]#1%iE% 5 Unequal Flute Spacing and Variable Helix Series

PIHIfMHR |FMIEEING CONDITIONS

BisR
Type No.

XEA0304
XEA0304
XEA0304
XEA0304
XEA0304
XEA0304
XEA0404
XEA0404
XEA0404
XEA0404
XEA0404
XEA0404
XEA0504
XEA0504
XEA0504
XEA0504
XEA0504
XEA0504
XEA0604
XEA0604
XEA0604
XEA0604
XEA0604
XEA0604
XEA0804
XEA0804
XEA0804
XEA0804
XEA0804
XEA0804

NI+ Work Material

fixs= 8 /#588 Carbon steels/Cast Iron
S50C / Fc250 / SS440 : 1.1210 / 0.6025 / 1.0036 : 1050 / NO.35 / A570 Gr.45 (~HRc22)

JIRERE YR

Extension
Length
(mm)

18
18
18
18
18
18
18
18
18
18
18
18
20
20
20
20
20
20
20
20
20
20
20
20
24
24
24
24
24
24

Cutting Speed
(m/min)
150
150
150
150
120
150
170
170
170
170
145
170
200
200
200
180
165
180
200
200
200
170
170
170
200
200
195
195
150
170

WEEE
Speed
(min‘T)

15000~16000
15000~16000
15000~16000
15000~16000
12000~13000
15000~16000
13000~14000
13000~14000
13000~14000
13000~14000
11000~12000
13000~14000
12000~13000
12000~13000
12000~13000
11000~12000
10000~11000
11000~12000
10000~11000
10000~11000
10000~11000
8700~9200
8700~9200
8700~9200
7800~8300
7800~8300
7500~8000
7500~8000
5700~6200
6500~7000

EIREE
Feed
(mm/min)
4200~4700
3000~3500
1400~1900
600~900
180~280
300~500
4000~4500
1800~2300
800~1200
600~800
200~300
600~800
4500~5000
1900~2400
900~1200
600~800
250~350
600~800
6000~6500
4500~5000
2300~2800
1200~1600
350~500
1200~1500
6500~7000
4700~5200
3000~3500
1500~2000
450~600
1400~1900

IIRE PIIESE

p.
Cut of Depth PCutofWidth

—_

?‘mmmm
N

o O O O O

(Ap)

0.2
0.3
0.5

1

3

1.3-1.5

0.2
0.4
0.8
1.2

4

1.4-16
0.2
0.5

1
1.4-1.6
5
1.4-1.6
0.2
05
1
1.4-1.6
6
1.4-1.6
0.2
0.5
1
2
8
1.5-2

XEA

BAlA= Coolant Type

EXRS
Dry coolant

MITA=N
Milling Type

JEEARAAIE% Trochoidal Side Milling
JEEAR MRS Trochoidal Side Milling
HEARMAIS Trochoidal Side Milling
FEE#F4818% Trochoidal Side Milling
S Slotting
RIS Side Milling
ARt Trochoidal Side Milling
JEEARMAIS: Trochoidal Side Milling
{4318k Trochoidal Side Milling
{EE#R{AI8% Trochoidal Side Milling
B Slotting
A8 Side Milling
EARMAIS Trochoidal Side Milling
{EE#R{AI5% Trochoidal Side Milling
{EEARMAIS% Trochoidal Side Milling
FEEARMAISE Trochoidal Side Milling
JE#f Slotting
RIS Side Milling
{4318k Trochoidal Side Milling
{EEARAAIE% Trochoidal Side Milling
1ARAA#E Trochoidal Side Milling
ARt Trochoidal Side Milling
&3 Slotting
RIS Side Milling
JEEARMAIS% Trochoidal Side Milling
JEEAR MRS Trochoidal Side Milling
HEARMAIS% Trochoidal Side Milling
#4318k Trochoidal Side Milling
3 Slotting
A8 Side Milling



FED B R IRHEFR T Unequal Flute Spacing and Variable Helix Series

UIHIEHE [FMIEEING CONDITIONS

NRHBRE Y

BUaR Extension

Type No.

XEA1004
XEA1004
XEA1004
XEA1004
XEA1004
XEA1004
XEA1204
XEA1204
XEA1204
XEA1204
XEA1204
XEA1204
XEA1604
XEA1604
XEA1604
XEA1604
XEA1604
XEA1604
XEA2004
XEA2004
XEA2004
XEA2004
XEA2004

Length
(mm)

32
32
32
32
32
32
35
35
35
35
35
35
50
50
50
50
50
50
50
50
50
50
50

Cutting Speed
(m/min)
200
200
170
170
150
150
225
225
225
225
135
225
300
300
300
265
130
265
300
230
200
135
200

6000~6500
6000~6500
5300~5800
5300~5800
4500~5000
4500~5000
5800~6300
5800~6300
5800~6300
5800~6300
3300~3800
5800~6300
5800~6300
5800~6300
5800~6300
5000~5500
2300~2800
5000~5500
4500~5000
3300~3800
2800~3300
1900~2400
2800~3300

5000~5500
2800~3300
1600~2000
1000~1400
500~700
1200~1800
3800~4300
1900~2400
900~1400
600~1000
300~450
600~900
2600~3100
1000~1500
450~750
350~600
130~220
350~600
1600~2100
800~1200
400~550
130~220
400~550

3~4
24
30
30
30

3~4
30

XEA

MIAN
Milling Type

FERARAISE Trochoidal Side Milling
1E#R R85 Trochoidal Side Milling
AR Trochoidal Side Milling
AR 8I8% Trochoidal Side Milling
& Slotting
fRI$ Side Milling
#t Trochoidal Side Milling
#t Trochoidal Side Milling
8t Trochoidal Side Milling
# Trochoidal Side Milling
&t Slotting
RIS Side Milling
{ERARAIS Trochoidal Side Milling
FEEARAISE Trochoidal Side Milling
FERARAISE Trochoidal Side Milling
HEARMAISE Trochoidal Side Milling
& Slotting
{AI$% Side Milling
AR Trochoidal Side Milling
FERARAISE Trochoidal Side Milling
MRS Trochoidal Side Milling
&t Slotting
{BI$% Side Milling

ERA
R
ERA
]



ODHF | &5 &I n]#1%iE% 5 Unequal Flute Spacing and Variable Helix Series

PIHIfMHR |FMIEEING CONDITIONS

BisR
Type No.

XEA0304
XEA0304
XEA0304
XEA0304
XEA0304
XEA0304
XEA0404
XEA0404
XEA0404
XEA0404
XEA0404
XEA0404
XEA0504
XEA0504
XEA0504
XEA0504
XEA0504
XEA0504
XEA0604
XEA0604
XEA0604
XEA0604
XEA0604
XEA0604
XEA0804
XEA0804
XEA0804
XEA0804
XEA0804
XEA0804

NI+ Work Material

$5sH& £ Chromium Molybdenum Alloy Steels
SCM440 : 1.7225 : 4140 : 42CrMoA (HRc25~28)

JIRERE YR

Extension
Length
(mm)

18
18
18
18
18
18
18
18
18
18
18
18
20
20
20
20
20
20
20
20
20
20
20
20
24
24
24
24
24
24

Cutting Speed
(m/min)
150
150
150
150
120
150
170
170
170
170
145
170
200
200
200
180
165
180
200
200
200
170
170
170
200
200
195
195
150
170

WEEE
Speed
(min‘T)

15000~16000
15000~16000
15000~16000
15000~16000
12000~13000
15000~16000
13000~14000
13000~14000
13000~14000
13000~14000
11000~12000
13000~14000
12000~13000
12000~13000
12000~13000
11000~12000
10000~11000
11000~12000
10000~11000
10000~11000
10000~11000
8700~9200
8700~9200
8700~9200
7800~8300
7800~8300
7500~8000
7500~8000
5700~6200
6500~7000

EIREE
Feed
(mm/min)
4000~4500
2500~3000
1300~1700
600~800
180~250
300~450
3800~4300
1600~2100
800~1100
500~700
200~350
550~750
4200~4700
1700~2200
800~1100
500~800
230~330
550~750
5700~6200
4000~4500
1900~2400
1100~1500
300~450
1100~1400
6000~6500
4200~4700
2300~2800
1300~1700
400~550
1300~1700

IIREE PIIESSE

p.
Cut of Depth PCutofWidth

—_

?‘mmmm
N

o O O O O

(Ap)

0.2
0.3
0.5
1
3
1.3~1.5
0.2
0.4
0.8
1.2
4
1.4~1.6
0.2
0.5
1
1.4~1.6
5
1.4~1.6
0.2
0.5
1
1.4~1.6
6
1.4~1.6
0.2
0.5
1
2
8
1.5~2

XEA

BAlA= Coolant Type

EZEXRS
Dry coolant

mIA=
Milling Type

JEEARAAIE% Trochoidal Side Milling
JEEAR MRS Trochoidal Side Milling
HEARMAIS Trochoidal Side Milling
FEE#F4818% Trochoidal Side Milling
S Slotting
RIS Side Milling
ARt Trochoidal Side Milling
JEEARMAIS: Trochoidal Side Milling
{4318k Trochoidal Side Milling
{EE#R{AI8% Trochoidal Side Milling
B Slotting
A8 Side Milling
EARMAIS Trochoidal Side Milling
{EE#R{AI5% Trochoidal Side Milling
{EEARMAIS% Trochoidal Side Milling
FEEARMAISE Trochoidal Side Milling
JE#f Slotting
RIS Side Milling
{4318k Trochoidal Side Milling
{EEARAAIE% Trochoidal Side Milling
1ARAA#E Trochoidal Side Milling
ARt Trochoidal Side Milling
&3 Slotting
RIS Side Milling
JEEARMAIS% Trochoidal Side Milling
JEEAR MRS Trochoidal Side Milling
HEARMAIS% Trochoidal Side Milling
#4318k Trochoidal Side Milling
3 Slotting
A8 Side Milling



FED B R IRHEFR T Unequal Flute Spacing and Variable Helix Series

UIHIEHE [FMIEEING CONDITIONS

ik
Type No.

XEA1004
XEA1004
XEA1004
XEA1004
XEA1004
XEA1004
XEA1204
XEA1204
XEA1204
XEA1204
XEA1204
XEA1204
XEA1604
XEA1604
XEA1604
XEA1604
XEA1604
XEA1604
XEA2004
XEA2004
XEA2004
XEA2004
XEA2004

NRHBRE Y

Extension
Length
(mm)

32
32
32
32
32
32
35
35
35
35
35
35
50
50
50
50
50
50
50
50
50
50
50

Cutting Speed
(m/min)
200
200
170
170
150
150
225
225
225
225
135
225
300
300
300
265
130
265
300
230
200
135
200

6000~6500
6000~6500
5300~5800
5300~5800
4500~5000
4500~5000
5800~6300
5800~6300
5800~6300
5800~6300
3300~3800
5800~6300
5800~6300
5800~6300
5800~6300
5000~5500
2300~2800
5000~5500
4500~5000
3300~3800
2800~3300
1900~2400
2800~3300

4500~5000
2500~3000
1500~2000
900~1300
450~650
1100~1600
3500~4000
1800~2200
900~1300
600~900
300~450
600~800
2400~2900
1000~1300
450~700
350~550
130~200
350~550
1500~1900
800~1100
400~500
130~200
400~500

3~4
24
30
30
30

3~4
30

XEA

MIAN
Milling Type

FERARAISE Trochoidal Side Milling
1E#R R85 Trochoidal Side Milling
AR Trochoidal Side Milling
AR 8I8% Trochoidal Side Milling
& Slotting
fRI$ Side Milling
#t Trochoidal Side Milling
#t Trochoidal Side Milling
8t Trochoidal Side Milling
# Trochoidal Side Milling
&t Slotting
RIS Side Milling
{ERARAIS Trochoidal Side Milling
FEEARAISE Trochoidal Side Milling
FERARAISE Trochoidal Side Milling
HEARMAISE Trochoidal Side Milling
& Slotting
{AI$% Side Milling
AR Trochoidal Side Milling
FERARAISE Trochoidal Side Milling
MRS Trochoidal Side Milling
&t Slotting
{BI$% Side Milling

ERA
R
ERA
]



ODHF | &5 &I n]#1%iE% 5 Unequal Flute Spacing and Variable Helix Series

PIHIfMHR |FMIEEING CONDITIONS

A£T EH/fITEM Alloy Tool Steels / Carbon Tool Steels

NI+ Work Material

P20/ P5/ SK3/ SKD61/ SKD11 : 1.2311/ 11545/ 1.2379/ 1.2344 : H13/D2 (HRc23~32)

BisR
Type No.

XEA0304
XEA0304
XEA0304
XEA0304
XEA0304
XEA0304
XEA0404
XEA0404
XEA0404
XEA0404
XEA0404
XEA0404
XEA0504
XEA0504
XEA0504
XEA0504
XEA0504
XEA0504
XEA0604
XEA0604
XEA0604
XEA0604
XEA0604
XEA0604
XEA0804
XEA0804
XEA0804
XEA0804
XEA0804
XEA0804

JIRERE YR

Extension
Length
(mm)

18
18
18
18
18
18
18
18
18
18
18
18
20
20
20
20
20
20
20
20
20
20
20
20
24
24
24
24
24
24

Cutting Speed
(m/min)
150
130
130
130
120
130
170
155
150
150
130
150
170
155
155
155
130
155
155
155
135
135
130
130
200
200
195
195
150
170

WEEE
Speed
(min‘T)

15000~16000
14000~15000
14000~15000
14000~15000
12000~13000
14000~15000
13000~14000
12000~13000
11500~12500
11500~12500
10000~11000
11500~12500
10500~11500
9500~10500
9500~10500
9500~10500
8000~9000
9500~10500
8000~8500
8000~8500
7000~7500
7000~7500
6800~7300
6800~7300
7800~8300
7800~8300
7500~8000
7500~8000
5700~6200
6500~7000

EIREE
Feed
(mm/min)
3700~4200
2300~2800
1200~1600
500~800
150~250
250~400
3800~4300
1500~2000
700~1000
500~600
180~280
500~700
4000~4500
1500~2000
700~1000
500~700
200~300
500~700
5500~6000
3500~4000
1600~2100
1000~1300
250~400
1000~1300
5500~6000
3300~3800
1800~2300
1000~1400
350~500
1000~1400

IIREE PIIESSE

p.
Cut of Depth PCutofWidth

—_

?‘mmmm
N

o O O O O

(Ap)

0.2
0.3
0.5

1

3

1.3-1.5

0.2
0.4
0.8
1.2

4

1.4-16
0.2
0.5

1
1.4-1.6
5
1.4-1.6
0.2
05
1
1.4-1.6
6
1.4-1.6
0.2
0.5
1
2
8
1.5-2

XEA

BAlA I Coolant Type

EZEXRS
Dry coolant

MITARN
Milling Type

JEEARAAIE% Trochoidal Side Milling
JEEAR MRS Trochoidal Side Milling
HEARMAIS Trochoidal Side Milling
FEE#F4818% Trochoidal Side Milling
S Slotting
RIS Side Milling
ARt Trochoidal Side Milling
JEEARMAIS: Trochoidal Side Milling
{4318k Trochoidal Side Milling
{EE#R{AI8% Trochoidal Side Milling
B Slotting
A8 Side Milling
EARMAIS Trochoidal Side Milling
{EE#R{AI5% Trochoidal Side Milling
{EEARMAIS% Trochoidal Side Milling
FEEARMAISE Trochoidal Side Milling
JE#f Slotting
RIS Side Milling
{4318k Trochoidal Side Milling
{EEARAAIE% Trochoidal Side Milling
1ARAA#E Trochoidal Side Milling
ARt Trochoidal Side Milling
&3 Slotting
RIS Side Milling
JEEARMAIS% Trochoidal Side Milling
JEEAR MRS Trochoidal Side Milling
HEARMAIS% Trochoidal Side Milling
#4318k Trochoidal Side Milling
3 Slotting
A8 Side Milling



FED B R IRHEFR T Unequal Flute Spacing and Variable Helix Series

UIHIEHE [FMIEEING CONDITIONS

ik
Type No.

XEA1004
XEA1004
XEA1004
XEA1004
XEA1004
XEA1004
XEA1204
XEA1204
XEA1204
XEA1204
XEA1204
XEA1204
XEA1604
XEA1604
XEA1604
XEA1604
XEA1604
XEA1604
XEA2004
XEA2004
XEA2004
XEA2004
XEA2004

NRHBRE Y

Extension
Length
(mm)

32
32
32
32
32
32
35
35
35
35
35
35
50
50
50
50
50
50
50
50
50
50
50

Cutting Speed
(m/min)
200
200
170
150
150
150
225
200
200
200
135
200
300
300
300
265
130
265
300
230
200
135
200

6000~6500
6000~6500
5300~5800
4500~5000
4500~5000
4500~5000
5800~6300
5000~5500
5000~5500
5000~5500
3300~3800
5000~5500
5800~6300
5800~6300
5800~6300
5000~5500
2300~2800
5000~5500
4500~5000
3300~3800
2800~3300
1900~2400
2800~3300

4000~4500
2000~2500
1300~1800
800~1200
400~550
900~1300
3500~4000
1700~2200
800~1200
600~800
200~350
600~800
2100~2600
900~1300
400~650
300~500
130~200
300~500
1400~1800
700~900
350~450
120~180
350~450

15
15
15
15
10
15
18
18
18
18
8~12
18
24
24
24
24
3~4
24
30
30
30
3~4
30

(Ap)
Cut of Depth PCutofWidth

XEA

MIAHH

Milling Type

FERARAISE Trochoidal Side Milling
1E#R R85 Trochoidal Side Milling
AR Trochoidal Side Milling
AR 8I8% Trochoidal Side Milling
& Slotting
fRI$ Side Milling
#t Trochoidal Side Milling
#t Trochoidal Side Milling
8t Trochoidal Side Milling
# Trochoidal Side Milling
&t Slotting
RIS Side Milling
{ERARAIS Trochoidal Side Milling
FEEARAISE Trochoidal Side Milling
FERARAISE Trochoidal Side Milling
HEARMAISE Trochoidal Side Milling
& Slotting
{AI$% Side Milling
AR Trochoidal Side Milling
FERARAISE Trochoidal Side Milling
MRS Trochoidal Side Milling
&t Slotting
{BI$% Side Milling

ERA
R
ERA
]



ODHF | &5 &I n]#1%iE% 5 Unequal Flute Spacing and Variable Helix Series

PIHIfMHR |FMIEEING CONDITIONS

BisR
Type No.

XEA0304
XEA0304
XEA0304
XEA0304
XEA0304
XEA0304
XEA0404
XEA0404
XEA0404
XEA0404
XEA0404
XEA0404
XEA0504
XEA0504
XEA0504
XEA0504
XEA0504
XEA0504
XEA0604
XEA0604
XEA0604
XEA0604
XEA0604
XEA0604
XEA0804
XEA0804
XEA0804
XEA0804
XEA0804
XEA0804

SUS304 : 1.4301 : AlISI 304 (HRc28~32)

JIRERE YR

i s

(mm)

18 135
18 135
18 120
18 135
18 120
18 120
18 140
18 140
18 120
18 120
18 120
18 120
20 140
20 140
20 120
20 135
20 120
20 120
20 155
20 140
20 120
20 135
20 125
20 125
24 200
24 170
24 170
24 145
24 105
24 105

NI+ Work Material
KEFESE R A& Stainless Steels

WEEE
Speed
(min‘T)

14000~15000
14000~15000
12000~13000
14000~15000
12000~13000
12000~13000
10500~11500
10500~11500
9000~10000
9000~10000
9000~10000
9000~10000
8700~9200
8700~9200
7400~7900
8300~8800
7400~7900
7400~7900
8000~8500
7300~7800
6000~6500
7000~7500
6500~7000
6500~7000
7800~8300
6500~7000
6500~7000
5500~6000
4000~4500
4000~4500

EIREE
Feed
(mm/min)
3000~3500
2000~2500
1000~1500
200~400
300~400
180~300
3500~4000
2000~2500
1200~1600
400~600
300~500
200~400
3800~4300
2300~2800
1300~1800
250~350
400~600
280~450
5500~6000
4500~5000
2500~3000
200~350
300~500
200~400
5000~5500
3700~4200
2500~3000
200~400
400~600
250~450

IIREE PIIESSE

12
1.5~2
8
8

0.2
0.3
0.4
8
0.5~0.7
1~1.2
0.2
0.3
0.5
4
0.8~1
1.2~1.5
0.2
0.3
0.5
5
0.8~1
1.2~1.5
0.2
0.3
0.5
6
1.5~2
2.5~3
0.2
0.3
0.5
8
1.5~2
3~4

XEA

BAlA I Coolant Type

=
Wet coolant

MITARN
Milling Type

JEEARAAIE% Trochoidal Side Milling
JEEAR MRS Trochoidal Side Milling
HEARMAIS Trochoidal Side Milling
B Slotting
I8 Side Milling
RIS Side Milling
ARt Trochoidal Side Milling
JEEARMAIS: Trochoidal Side Milling
{4318k Trochoidal Side Milling
Bk Slotting
RIS Side Milling
A8 Side Milling
EARMAIS Trochoidal Side Milling
{EE#R{AI5% Trochoidal Side Milling
{EEARMAIS% Trochoidal Side Milling
B Slotting
RIS Side Milling
RIS Side Milling
{4318k Trochoidal Side Milling
{EEARAAIE% Trochoidal Side Milling
1ARAA#E Trochoidal Side Milling
B Slotting
A% Side Milling
RIS Side Milling
JEEARMAIS% Trochoidal Side Milling
JEEAR MRS Trochoidal Side Milling
HEARMAIS% Trochoidal Side Milling
B Slotting
I8 Side Milling
A8 Side Milling



FED B R IRHEFR T Unequal Flute Spacing and Variable Helix Series

UIHIEHE [FMIEEING CONDITIONS

BUaR Extension

Type No.

XEA1004
XEA1004
XEA1004
XEA1004
XEA1004
XEA1004
XEA1204
XEA1204
XEA1204
XEA1204
XEA1204
XEA1204

Length
(mm)

32
32
32
32
32
32
35
35
35
35
35
35

Cutting Speed
(m/min)
170
170
150
130
100
100
235
235
160
125
110
110

5300~5800
5300~5800
4500~5000
3800~4300
2800~3300
2800~3300
6000~6500
6000~6500
4000~4500
3000~3500
2600~3100
2600~3100

WAIAR Coolant Type

4000~4500
2500~3000
1200~1700
200~400
400~600
250~450
3800~4300
2500~3000
1000~1500
200~400
300~500
200~400

Extension

Type No.

XEA1604
XEA1604
XEA1604
XEA1604
XEA1604
XEA1604
XEA2004
XEA2004
XEA2004
XEA2004
XEA2004

Length
(mm)

50
50
50
50
50
50
50
50
50
50
50

Cutting Speed
(m/min)
200
200
200
110
110
110
200
200
150
110
110

EERE
Speed
(minT)

3800~4300
3800~4300
3800~4300
2000~2400
2000~2400
2000~2400
2900~3400
2900~3400
2200~2700
1600~2000
1600~2000

(Ap)

P
Cut of Depth PCutofWidth

15
15
15
2~3
10
10
18
18
18
2~3
12
12

0.3
0.5

10
2.5~3
4-5
0.3
0.5
1
12
3-4
5-6

XEA

MIAHH

Milling Type

FERARAISE Trochoidal Side Milling
1E#R A8 Trochoidal Side Milling
AR Trochoidal Side Milling
&t Slotting
{RI$% Side Milling
fRI$% Side Milling
AR RIS Trochoidal Side Milling
AR Trochoidal Side Milling
T AR5 Trochoidal Side Milling
S Slotting
I Side Milling
Rl Side Milling

X %/4 Dry coolant

GEREE ] I TRE [NTEE

Feed
(mm/min)
2000~2500
1400~1800
600~1000
150~230
280~450
150~230
1600~2000
1100~1500
500~800
140~200
180~280

(Ap)

p
Cut of Depth PCutofWidth

24
24
24
2-3)
16
16
30
30
30
2-3
20

0.3
0.5

1.6~2
3~4
0.3
0.5

20
2~3

MIAN
Milling Type

T AR08 Trochoidal Side Milling
FERARAISE Trochoidal Side Milling
T AR5 Trochoidal Side Milling
& Slotting
{8 Side Milling
{BI$E Side Milling
FEEHRAISE Trochoidal Side Milling
1R Trochoidal Side Milling
1E#R A8 Trochoidal Side Milling
&t Slotting
{8 Side Milling



ODHF | &5 &I n]#1%iE% 5 Unequal Flute Spacing and Variable Helix Series

PIHIfMHR |FMIEEING CONDITIONS

BisR
Type No.

XEB0304
XEB0304
XEB0304
XEB0304
XEB0304
XEB0304
XEB0304
XEB0404
XEB0404
XEB0404
XEB0404
XEB0404
XEB0404
XEB0404
XEB0504
XEB0504
XEB0504
XEB0504
XEB0504
XEB0504
XEB0504
XEB0504
XEB0604
XEB0604
XEB0604
XEB0604

NI+ Work Material

fixs= 8 /#588 Carbon steels/Cast Iron
S50C / Fc250 / SS440 : 1.1210 / 0.6025 / 1.0036 : 1050 / NO.35 / A570 Gr.45 (~HRc22)

JIRHBRE YR

Extension

Length
(mm)

18
18
18
18
18
18
18
18
18
18
18
18
18
18
20
20
20
20
20
20
20
20
20
20
20
20

Cutting Speed
(m/min)
150
150
150
150
150
150
120
195
195
195
195
195
195
145
200
200
200
200
200
200
200
180
220
220
220
220

EREREE
Speed
(min"T)

15000~16000
15000~16000
15000~16000
15000~16000
15000~16000
15000~16000
12000~13000
15000~16000
15000~16000
15000~16000
15000~16000
15000~16000
15000~16000
11000~12000
12000~13000
12000~13000
12000~13000
12000~13000
12000~13000
12000~13000
12000~13000
11000~12000
11000~12000
11000~12000
11000~12000
11000~12000

IR
Feed
(mm/min)
4700~5200
3500~4000
1700~2200
900~1100
900~1100
300~500
200~300
5000~5500
4000~4500
2000~2500
1000~1300
1000~1300
450~650
300~400
6000~6500
4000~4500
2500~3000
1200~1500
600~800
1200~1500
600~800
350~450
7000~7500
5500~6000
3200~3700
1700~2200

NIRE ﬂﬂ%:i?ﬂf
Ap.
Cut of Depth |Cutof Width

=

2

3

(S IS S RS NN T It

13

ooooooooooooooLovc»ououovm

13
o

© © © ©

0.2
0.3
0.5

0.2
0.5

XEB

BAlA= Coolant Type

EZEXRS
Dry coolant

MITARN
Milling Type

FEEAFA318% Trochoidal Side Milling
{4318k Trochoidal Side Milling
{EE#R{AIS% Trochoidal Side Milling
JEEARAAIS% Trochoidal Side Milling
RIS Side Milling
I Side Milling
B Slotting
{EE#F4318% Trochoidal Side Milling
#4318k Trochoidal Side Milling
{EE#R{AIS% Trochoidal Side Milling
{EEARMAIS% Trochoidal Side Milling
RIS Side Milling
RIS Side Milling
B Slotting
HEARMAIS% Trochoidal Side Milling
FEAFA318% Trochoidal Side Milling
{408k Trochoidal Side Milling
{EE#R{AI8% Trochoidal Side Milling
{EEARMAIS% Trochoidal Side Milling
RIS Side Milling
I Side Milling
B Slotting
HEARMAIS% Trochoidal Side Milling
{EEAFA318% Trochoidal Side Milling
{408k Trochoidal Side Milling
{EE#R{AI8% Trochoidal Side Milling



FED B R IRHEFR T Unequal Flute Spacing and Variable Helix Series

UIHIEHE [FMIEEING CONDITIONS

e

Extension d
Type No. L(emng]t;] cumﬁﬁ;“
XEB0604 20 220
XEB0604 20 220
XEB0604 20 220
XEB0604 20 220
XEB0804 25 220
XEB0804 25 220
XEB0804 25 220
XEB0804 25 220
XEB0804 25 220
XEB0804 25 195
XEB0804 25 195
XEB0804 25 195
XEB0804 25 195
XEB1004 30 315
XEB1004 30 315
XEB1004 30 200
XEB1004 30 200
XEB1004 30 200
XEB1004 30 200
XEB1004 30 200
XEB1004 30 135
XEB1204 34 330
XEB1204 34 330
XEB1204 34 235
XEB1204 34 235
XEB1204 34 170

11000~12000
11000~12000
11000~12000
11000~12000
8500~9000
8500~9000
8500~9000
8500~9000
8500~9000
7500~8000
7500~8000
7500~8000
7500~8000
9500~10500
9500~10500
6000~6500
6000~6500
6000~6500
6000~6500
6000~6500
4000~4500
10000~11000
10000~11000
6000~6500
6000~6500
4200~4700

Feed
(mm/min)

1300~1800
1800~2300
500~700
450~650
7000~7500
6000~6500
3700~4200
2500~3000
1500~2000
1100~1600
1100~1600
500~700
500~700
6000~6500
3500~4000
2000~2500
1200~1700
1000~1300
1000~1300
650~800
650~800
6000~6500
3500~4000
1500~2000
1000~1300
800~1100

18

(Ap)
Cut of Depth FCutofWidth

MIAR
Milling Type

T AR5 Trochoidal Side Milling
{AlE% Side Milling
R Side Milling
&8 Slotting
MRS Trochoidal Side Milling
FE#R A8 Trochoidal Side Milling
AR Trochoidal Side Milling
FEAR A8 Trochoidal Side Milling
FEAR8I8% Trochoidal Side Milling
1R 808% Trochoidal Side Milling
R Side Milling
Rl Side Milling
&t Slotting
FE#R A8 Trochoidal Side Milling
{ERARAISE Trochoidal Side Milling
FEAR R85 Trochoidal Side Milling
AR 8I8% Trochoidal Side Milling
1R85 Trochoidal Side Milling
R Side Milling
I Side Milling
&t Slotting
1E#R A8 Trochoidal Side Milling
FEAR A8 Trochoidal Side Milling
AR Trochoidal Side Milling
T AR5 Trochoidal Side Milling
RIS Trochoidal Side Milling



ODHF | &5 &I n]#1%iE% 5 Unequal Flute Spacing and Variable Helix Series

s XEB

mee | CCEERousE| omax | EEEE | mTes (MRS ST
Type No. Length cu}tllr']"/?nsiﬁ)eed (?Tr:ﬁ]e?) (mﬁf:lin) Milling Type
(mm)

XEB1204 34 170 4200~4700  800~1100 18 4 B Side Milling
XEB1204 34 145 3600~4100  350~550 18 9 RIS Side Milling
XEB1204 34 145 3600~4100  500~650 12 12 &S Slotting
XEB1604 50 415 8000~8500  3500~4000 24 0.5 PRI Trochoidal Side Milling
XEB1604 50 340 6500~7000 1500~2000 24 1 {4 % Trochoidal Side Milling
XEB1604 50 300 5800~6300  700~1000 24 2 {431 8% Trochoidal Side Milling
XEB1604 50 300 5800~6300  500~750 24 3 {EE#R431%% Trochoidal Side Milling
XEB1604 50 300 5800~6300  500~750 24 3 A8 Side Milling
XEB1604 50 100 2000~2400  150~250 4 16 &8k Slotting
XEB2004 50 300 4500~5000 2000~2500 30 0.5  IE#RAIEE Trochoidal Side Milling
XEB2004 50 250 3700~4200 1000~1400 30 1 AR Trochoidal Side Milling
XEB2004 50 230 3300~3800  500~700 30 2 {EEAR{AIE% Trochoidal Side Milling
XEB2004 50 200 2800~3300  300~500 30 3 IS Side Milling
XEB2004 50 100 1400~1800  150~230 3-4 20 BT Slotting



FED B R IRHEFR T Unequal Flute Spacing and Variable Helix Series

UIHIEHE [FMIEEING CONDITIONS

NI+ Work Material

$%3HA £ Chromium Molybdenum Alloy Steels
SCM440 : 1.7225 : 4140 : 42CrMoA (HRc25~28)

R

Extension
Type No. Length

(mm)
XEB0304 18
XEB0304 18
XEB0304 18
XEB0304 18
XEB0304 18
XEB0304 18
XEB0304 18
XEB0404 18
XEB0404 18
XEB0404 18
XEB0404 18
XEB0404 18
XEB0404 18
XEB0404 18
XEB0504 20
XEB0504 20
XEB0504 20
XEB0504 20
XEB0504 20
XEB0504 20
XEB0504 20
XEB0504 20
XEB0604 20
XEB0604 20
XEB0604 20
XEB0604 20

Cutting Speed
(m/min)
150
150
150
150
150
150
120
195
195
195
195
195
195
145
200
200
200
200
200
200
200
180
220
220
220
220

15000~16000
15000~16000
15000~16000
15000~16000
15000~16000
15000~16000
12000~13000
15000~16000
15000~16000
15000~16000
15000~16000
15000~16000
15000~16000
11000~12000
12000~13000
12000~13000
12000~13000
12000~13000
12000~13000
12000~13000
12000~13000
11000~12000
11000~12000
11000~12000
11000~12000
11000~12000

Feed
(mm/min)

4500~5000
3300~3800
1600~2100
800~1100
800~1100
300~500
200~300
4700~5200
3700~4200
1800~2300
1000~1200
1000~1200
450~600
300~400
6000~6500
4000~4500
2500~3000
1200~1500
600~800
1200~1500
600~800
350~450
6500~7000
5000~5500
2700~3200
1500~2000

(Ap)

p
Cut of Depth FCutofWidth

=

2

3

[SLENNG, BN, B, NS, IS, IS

3

oooooooooooooo};o‘:mo‘:mmm

I3
o

© © © ©

BAIAI Coolant Type

BXRS

Dry coolant

MIAR
Milling Type

R
EiRA
]
]

8% Trochoidal Side Milling
#£ Trochoidal Side Milling
# Trochoidal Side Milling
#% Trochoidal Side Milling
I Side Milling
I $% Side Milling
&t Slotting
#% Trochoidal Side Milling
#% Trochoidal Side Milling
#% Trochoidal Side Milling
#f Trochoidal Side Milling
{BlI3% Side Milling
R Side Milling
&t Slotting
FEAR A8 Trochoidal Side Milling
{ERARAISE Trochoidal Side Milling
T AR5 Trochoidal Side Milling
RIS Trochoidal Side Milling
FERARAISE Trochoidal Side Milling
{RlI3% Side Milling
{3 Side Milling
& Slotting
FEAR A8 Trochoidal Side Milling
{ERAR IS Trochoidal Side Milling
T AR5 Trochoidal Side Milling
RIS Trochoidal Side Milling

R
ERA
]
]



ODHF | &5 &I n]#1%iE% 5 Unequal Flute Spacing and Variable Helix Series

PIHIfMHR |FMIEEING CONDITIONS

BisR
Type No.

XEB0604
XEB0604
XEB0604
XEB0604
XEB0804
XEB0804
XEB0804
XEB0804
XEB0804
XEB0804
XEB0804
XEB0804
XEB0804
XEB1004
XEB1004
XEB1004
XEB1004
XEB1004
XEB1004
XEB1004
XEB1004
XEB1204
XEB1204
XEB1204
XEB1204
XEB1204

JIERRE Y
Cutting Speed
(m/min)

Extension

Length
(mm)

20
20
20
20
25
25
25
25
25
25
25
25
25
30
30
30
30
30
30
30
30
34
34
34
34
34

220
220
220
220
220
220
220
220
220
195
195
195
195
300
300
200
200
200
200
200
135
330
330
235
235
170

EREREE
Speed
(min"T)

11000~12000
11000~12000
11000~12000
11000~12000
8500~9000
8500~9000
8500~9000
8500~9000
8500~9000
7500~8000
7500~8000
7500~8000
7500~8000
9000~10000
9000~10000
6000~6500
6000~6500
6000~6500
6000~6500
6000~6500
4000~4500
10000~11000
10000~11000
6000~6500
6000~6500
4200~4700

IR
Feed
(mm/min)
1200~1700
1300~1800
500~650
450~650
6500~7000
5000~5500
3000~3500
2200~2700
1200~1700
1000~1500
1000~1500
500~650
450~600
5500~6000
3200~3700
1800~2300
1100~1600
900~1200
900~1200
600~750
550~700
5500~6000
3200~3700
1400~1900
900~1200
700~1100

INTRE PIIESE

18

XEB

MITAN
Milling Type

{4308k Trochoidal Side Milling
RIS Side Milling
I8 Side Milling
& Slotting
{4 % Trochoidal Side Milling
ARt Trochoidal Side Milling
1R Trochoidal Side Milling
HEARMAIS% Trochoidal Side Milling
FEE#F4818% Trochoidal Side Milling
{4318k Trochoidal Side Milling
RIS Side Milling
{885 Side Milling
B Slotting
ARt Trochoidal Side Milling
1R Trochoidal Side Milling
HEARMAIS% Trochoidal Side Milling
FEE#F4818% Trochoidal Side Milling
{4318k Trochoidal Side Milling
RIS Side Milling
{885 Side Milling
B Slotting
1A% Trochoidal Side Milling
HEARMAIS% Trochoidal Side Milling
{EEAFA318% Trochoidal Side Milling
{408k Trochoidal Side Milling
{EE#R{AI8% Trochoidal Side Milling



FED B R IRHEFR T Unequal Flute Spacing and Variable Helix Series

UIHIEHR [FMIEEING CONDITIONS

RISk
Type No.
XEB1204
XEB1204
XEB1204
XEB1604
XEB1604
XEB1604
XEB1604
XEB1604
XEB1604
XEB2004
XEB2004
XEB2004
XEB2004
XEB2004

JIERRE Y
Cutting Speed
(m/min)

Extension
Length
(mm)

34
34
34
50
50
50
50
50
50
50
50
50
50
50

170
145
145
415
340
300
300
300
100
300
250
230
200
100

4200~4700
3600~4100
3600~4100
8000~8500
6500~7000
5800~6300
5800~6300
5800~6300
2000~2400
4500~5000
3700~4200
3300~3800
2800~3300
1400~1800

700~1100
300~500
400~600
3300~3800
1400~1900
700~1000
500~700
500~700
150~250
2000~2300
1000~1300
450~650
300~500
150~230

18
18
12
24
24
24
24
24
3-4

(Ap)
Cut of Depth FCutofWidth

w

20

MIAR
Milling Type

{BI$% Side Milling
{BI$E Side Milling
& Slotting
FERARAISE Trochoidal Side Milling
MRS Trochoidal Side Milling
FE#R A8 Trochoidal Side Milling
{ERARAISE Trochoidal Side Milling
{8 Side Milling
&t Slotting
RIS Trochoidal Side Milling
FERARAISE Trochoidal Side Milling
HEARMRISE Trochoidal Side Milling
R Side Milling
& Slotting



ODHF | &5 &I n]#1%iE% 5 Unequal Flute Spacing and Variable Helix Series

PIHIfMHR |FMIEEING CONDITIONS

A£T EH/fITEM Alloy Tool Steels / Carbon Tool Steels

NI+ Work Material

P20/ P5/ SK3/ SKD61/ SKD11 : 1.2311/ 11545/ 1.2379/ 1.2344 : H13/D2 (HRc23~32)

BisR
Type No.

XEB0304
XEB0304
XEB0304
XEB0304
XEB0304
XEB0304
XEB0304
XEB0404
XEB0404
XEB0404
XEB0404
XEB0404
XEB0404
XEB0404
XEB0504
XEB0504
XEB0504
XEB0504
XEB0504
XEB0504
XEB0504
XEB0504
XEB0604
XEB0604
XEB0604
XEB0604

Extension

Length
(mm)

18
18
18
18
18
18
18
18
18
18
18
18
18
18
20
20
20
20
20
20
20
20
20
20
20
20

Cutting Speed
(m/min)
135
135
135
135
135
135
115
170
170
170
170
170
170
145
190
190
190
190
190
190
190
170
220
210
210
210

EEREE
Speed
(min"T)

14000~15000
14000~15000
14000~15000
14000~15000
14000~15000
14000~15000
11500~12500
13000~14000
13000~14000
13000~14000
13000~14000
13000~14000
13000~14000
11000~12000
11500~12500
11500~12500
11500~12500
11500~12500
11500~12500
11500~12500
11500~12500
10000~11000
11000~12000
10500~11500
10500~11500
10500~11500

IR
Feed
(mm/min)
4000~4500
2700~3200
1500~1800
700~900
700~900
300~500
180~300
4500~5000
3000~3500
1600~2100
800~1000
800~1000
350~550
200~300
5000~5500
3000~3500
1800~2300
900~1200
500~650
900~1200
500~650
200~300
6500~7000
3700~4200
1600~2100
1000~1300

NIRE ﬂﬂ%:i?ﬂf
Ap.
Cut of Depth |Cutof Width

=

2

3

(S IS S RS NN T It

13

ooooooooooooooéooac»ououovm

13
o
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0.2
0.3
0.5

0.2
0.5

XEB

BAlA I Coolant Type

EZEXRS
Dry coolant

MITARN
Milling Type

FEEAFA318% Trochoidal Side Milling
{4318k Trochoidal Side Milling
{EE#R{AIS% Trochoidal Side Milling
JEEARAAIS% Trochoidal Side Milling
RIS Side Milling
I Side Milling
B Slotting
{EE#F4318% Trochoidal Side Milling
#4318k Trochoidal Side Milling
{EE#R{AIS% Trochoidal Side Milling
{EEARMAIS% Trochoidal Side Milling
RIS Side Milling
RIS Side Milling
B Slotting
HEARMAIS% Trochoidal Side Milling
FEAFA318% Trochoidal Side Milling
{408k Trochoidal Side Milling
{EE#R{AI8% Trochoidal Side Milling
{EEARMAIS% Trochoidal Side Milling
RIS Side Milling
I Side Milling
B Slotting
HEARMAIS% Trochoidal Side Milling
{EEAFA318% Trochoidal Side Milling
{408k Trochoidal Side Milling
{EE#R{AI8% Trochoidal Side Milling



FED B R IRHEFR T Unequal Flute Spacing and Variable Helix Series

UIHIEHE [FMIEEING CONDITIONS

e

Extension d
Type No. L(emng]t;] cumﬁﬁ;“
XEB0604 20 210
XEB0604 20 210
XEB0604 20 160
XEB0604 20 160
XEB0804 25 220
XEB0804 25 195
XEB0804 25 165
XEB0804 25 165
XEB0804 25 145
XEB0804 25 145
XEB0804 25 145
XEB0804 25 145
XEB0804 25 135
XEB1004 30 190
XEB1004 30 175
XEB1004 30 175
XEB1004 30 175
XEB1004 30 175
XEB1004 30 175
XEB1004 30 175
XEB1004 30 135
XEB1204 34 300
XEB1204 34 300
XEB1204 34 220
XEB1204 34 220
XEB1204 34 160

10500~11500
10500~11500
8000~9000
8000~9000
8500~9000
7500~8000
6300~6800
6300~6800
5500~6000
5500~6000
5500~6000
5500~6000
5000~5500
5800~6300
5300~5800
5300~5800
5300~5800
5300~5800
5300~5800
5300~5800
4000~4500
7700~8200
7700~8200
5700~6200
5700~6200
4000~4500

Feed
(mm/min)

800~1200
1000~1300
300~450
250~400
6000~6500
3700~4200
2000~2500
1000~1500
700~1000
600~800
600~800
450~650
400~550
4200~4700
2700~3200
1700~2200
1100~1500
800~1100
800~1100
450~650
400~600
4500~5000
2500~3000
1200~1600
700~1000
500~800

6~8
15
15
15
15
15
15
15
8~10
18
18
18
18
18

(Ap)
Cut of Depth FCutofWidth

MIAR
Milling Type

T AR5 Trochoidal Side Milling
{AlE% Side Milling
R Side Milling
&8 Slotting
MRS Trochoidal Side Milling
FE#R A8 Trochoidal Side Milling
AR Trochoidal Side Milling
FEAR A8 Trochoidal Side Milling
FEAR8I8% Trochoidal Side Milling
1R 808% Trochoidal Side Milling
R Side Milling
Rl Side Milling
&t Slotting
FE#R A8 Trochoidal Side Milling
{ERARAISE Trochoidal Side Milling
FEAR R85 Trochoidal Side Milling
AR 8I8% Trochoidal Side Milling
1R85 Trochoidal Side Milling
R Side Milling
I Side Milling
&t Slotting
1E#R A8 Trochoidal Side Milling
FEAR A8 Trochoidal Side Milling
AR Trochoidal Side Milling
T AR5 Trochoidal Side Milling
RIS Trochoidal Side Milling



ODHF | &5 &I n]#1%iE% 5 Unequal Flute Spacing and Variable Helix Series

s XEB

ma | Jmsx | owse | weme |wows | nIN o

Type No. L((i:rg;)h (m/min) (min-1) (it Milling Type
XEB1204 34 160 4000~4500  600~900 18 4 B Side Milling
XEB1204 34 120 3000~3500  200~350 12 9 RIS Side Milling
XEB1204 34 120 3000~3500  200~350  10~12 12 & Slotting
XEB1604 50 280 5300~5800  2500~3000 24 0.5 PRI Trochoidal Side Milling
XEB1604 50 280 5300~5800 1000~1500 24 1 {4 % Trochoidal Side Milling
XEB1604 50 225 4300~4800  600~900 24 2 {431 8% Trochoidal Side Milling
XEB1604 50 225 4300~4800  350~600 24 3 {EE#R431%% Trochoidal Side Milling
XEB1604 50 230 4000~4500  350~550 24 3 RIS Side Milling
XEB1604 50 95 1800~2200  150~230 6~8 16 &8k Slotting
XEB2004 50 280 4300~4800 1700~2200 30 0.5  IE#RAIEE Trochoidal Side Milling
XEB2004 50 230 3300~3800  800~1200 30 1 AR Trochoidal Side Milling
XEB2004 50 200 2800~3300  400~600 30 2 JEARAAE Trochoidal Side Milling
XEB2004 50 150 2200~2600  200~400 30 3 IS Side Milling
XEB2004 50 90 1300~1700  130~200 4-6 20 &k Slotting



FED B R IRHEFR T Unequal Flute Spacing and Variable Helix Series ODHF

UIHIEHE [FMIEEING CONDITIONS

NI+ Work Material

KHEFEE R A 858 Stainless Steels
SUS304 : 1.4301 : AISI 304 (HRc28~32)

R

Extension d
Type No. L(emng]t;] cumﬁﬁ;“
XEB0304 18 135
XEB0304 18 135
XEB0304 18 135
XEB0304 18 115
XEB0304 18 115
XEB0304 18 115
XEB0304 18 110
XEB0404 18 170
XEB0404 18 170
XEB0404 18 170
XEB0404 18 170
XEB0404 18 170
XEB0404 18 170
XEB0404 18 110
XEB0504 20 170
XEB0504 20 170
XEB0504 20 170
XEB0504 20 170
XEB0504 20 170
XEB0504 20 170
XEB0504 20 170
XEB0504 20 130
XEB0604 20 210
XEB0604 20 210
XEB0604 20 150
XEB0604 20 150

14000~15000
14000~15000
14000~15000
11500~12500
11500~12500
11500~12500
11000~12000
13000~14000
13000~14000
13000~14000
13000~14000
13000~14000
13000~14000
8000~9000
10000~11000
10000~11000
10000~11000
10000~11000
10000~11000
10000~11000
10000~11000
8000~8500
10500~11500
10500~11500
7700~8200
7700~8200

Feed
(mm/min)

4000~4500
2500~3000
1200~1500
600~800
600~800
200~350
300~500
4500~5000
3000~3500
1500~2000
700~1000
700~1000
300~500
400~600
4800~5300
3200~3700
1500~2000
700~1000
300~500
700~1000
300~500
300~500
6000~6500
4000~4500
1800~2300
800~1100

(Ap)

p
Cut of Depth FCutofWidth

(S BENG, BN &) BENS) BR &) BN &) ]

0.2~0.3

0.2
0.3
0.5
0.7~1
0.7~1
1.2~1.5
3
0.2
0.3
0.5
0.7~1
0.7~1
1.2~1.5
4
0.2
0.3
0.5
0.7~1
1.2~15
0.7~1
1.2~1.5
5
0.2
0.5
1
2

XEB

BAIAI Coolant Type

=
Wet coolant

MIAR
Milling Type

FEAR8I8% Trochoidal Side Milling
T AR08 Trochoidal Side Milling
RS Trochoidal Side Milling
FERARAISE Trochoidal Side Milling
I Side Milling
I $% Side Milling

&t Slotting
#% Trochoidal Side Milling
#% Trochoidal Side Milling
#% Trochoidal Side Milling
#f Trochoidal Side Milling
{BlI3% Side Milling
R Side Milling

&t Slotting
FEAR A8 Trochoidal Side Milling
{ERARAISE Trochoidal Side Milling
T AR5 Trochoidal Side Milling
RIS Trochoidal Side Milling
FERARAISE Trochoidal Side Milling
{RlI3% Side Milling
{3 Side Milling

& Slotting
#t Trochoidal Side Milling
#£ Trochoidal Side Milling
#% Trochoidal Side Milling
#£ Trochoidal Side Milling

R
ERA
]
]

ERA
A
ERA
]



ODHF | &5 &I n]#1%iE% 5 Unequal Flute Spacing and Variable Helix Series

PIHIfMHR |FMIEEING CONDITIONS

BisR
Type No.

XEB0604
XEB0604
XEB0604
XEB0604
XEB0804
XEB0804
XEB0804
XEB0804
XEB0804
XEB0804
XEB0804
XEB0804
XEB0804
XEB1004
XEB1004
XEB1004
XEB1004
XEB1004
XEB1004
XEB1004
XEB1004
XEB1204
XEB1204
XEB1204
XEB1204
XEB1204

JIERRE P
Cutting Speed
(m/min)

Extension

Length
(mm)

20
20
20
20
25
25
25
25
25
25
25
25
25
30
30
30
30
30
30
30
30
34
34
34
34
34

150
150
150
150
210
210
150
150
150
150
150
150
130
200
130
130
130
130
130
130
130
290
290
310
110
110

PELE Ped s
Speed
(minT)

7700~8200
7700~8200
7700~8200
7700~8200
8000~8500
8000~8500
5800~6300
5800~6300
5800~6300
5800~6300
5800~6300
5800~6300
4800~5300
6000~6500
3800~4300
3800~4300
3800~4300
3800~4300
3800~4300
3800~4300
3800~4300
7500~8000
7500~8000
8000~8500
2600~3100
2600~3100

IR
Feed
(mm/min)
600~750
800~1100
500~750
200~400
5500~6000
4500~5000
1700~2200
800~1200
700~900
500~750
500~750
400~500
250~450
4700~5200
2100~2600
1100~1500
700~1100
600~900
600~900
400~600
250~450
4500~5000
2500~3000
1200~1500
600~900
500~750

18
18

INTRE PIIESE

w

3-4

XEB

MITARN
Milling Type

#4318k Trochoidal Side Milling
RIS Side Milling
I8 Side Milling
& Slotting
{4 E Trochoidal Side Milling
ARt Trochoidal Side Milling
AR Trochoidal Side Milling
HEARMAIS% Trochoidal Side Milling
FEE#F4318% Trochoidal Side Milling
{EAR431%% Trochoidal Side Milling
RIS Side Milling
{885 Side Milling
Bt Slotting
ARt Trochoidal Side Milling
1Rt Trochoidal Side Milling
HEARMAIS% Trochoidal Side Milling
FEEAFA818% Trochoidal Side Milling
{4318k Trochoidal Side Milling
RIS Side Milling
{885 Side Milling
B Slotting
1At Trochoidal Side Milling
HEARMAIS% Trochoidal Side Milling
FEEAF4318% Trochoidal Side Milling
BISE Side Milling
RIS Side Milling



FED B R IRHEFR T Unequal Flute Spacing and Variable Helix Series

UIHIEHR [FMIEEING CONDITIONS

——
Type No. L(em"g]t)h (mimin) ) Cutof Depth [iCuEofWidth g e
XEB1204 34 125  3000-3500  300~500 18 5-7 {818 Side Milling
XEB1204 34 125  3000-3500 200400  3-4 12 3% Slotting
XEB1604 50 200  3800-4300 2000-2400 24 05  fE#EIEE Trochoidal Side Milling
XEB1604 50 200  3800-4300 800-1200 24 1 BB Trochoidal Side Milling
XEB1604 50 200  3700-4200 500~800 24 2 {813 Side Milling
XEB1604 50 150  2800~3300  300~550 24 3 {813 Side Milling
XEB1604 50 110 2000-2400  150~230  3-4 16 %35 Slotting
XEB2004 50 200 2800-3300 1500-1900 24 05  FEi{AILE Trochoidal Side Milling
XEB2004 50 180  2500-3000 700-1000 24 1 B Trochoidal Side Milling
XEB2004 50 150  2200-2600  300-500 24 2 {R3% Side Milling
XEB2004 50 100 1500-1800  120~180  3-4 16 3% Slotting
XEBINITA&FERFIE, BRABEARE G




ODHF | &5 &I n]#1%iE% 5 Unequal Flute Spacing and Variable Helix Series

PIHIfMHR |FMIEEING CONDITIONS

BisR
Type No.

XEB0304
XEB0304
XEB0304
XEB0304
XEB0304
XEB0404
XEB0404
XEB0404
XEB0404
XEB0404
XEB0504
XEB0504
XEB0504
XEB0504
XEB0504
XEB0504
XEB0604
XEB0604
XEB0604
XEB0604
XEB0604
XEB0604
XEB0804
XEB0804
XEB0804
XEB0804
XEB0804

NI+ Work Material

SRIEa M /F51E3H Prehardened Steels
NAK8O0 : 1.2083 : AlSI420 : M310 (HRc36~42)

JIREBRE Y

Extension

Length
(mm)

18
18
18
18
18
18
18
18
18
18
20
20
20
20
20
20
20
20
20
20
20
20
25
25
25
25
25

Cutting Speed
(m/min)
135
135
135
115
115
170
170
170
145
145
190
190
190
150
150
150
200
190
160
140
140
140
195
170
145
145
145

EEERE
Speed
(min"T)

14000~15000
14000~15000
14000~15000
11500~12500
11500~12500
13000~14000
13000~14000
13000~14000
11000~12000
11000~12000
11500~12500
11500~12500
11500~12500
9000~10000
9000~10000
9000~10000
10000~11000
9500~10500
8000~9000
7200~7700
7200~7700
7200~7700
7500~8000
6500~7000
5500~6000
5500~6000
5500~6000

IR
Feed
(mm/min)
3500~4000
2000~2500
1200~1500
300~450
180~280
3800~4300
2500~3000
1300~1600
300~500
200~300
4000~4500
2500~3000
1500~1800
750~1000
750~1000
200~300
4500~5000
2700~3200
1200~1500
800~1000
700~900
250~400
5000~5500
2500~3000
1200~1500
800~1000
600~800

MIFRE IIESE
p.
Cut of Depth PCutofWidth

o o o

1.2~1.5

(Ap)

0.2
0.3
05
1~15
3
0.2
0.3
05
1~1.5
4
0.2
0.3
05
1
1
5
0.2
0.5
1
15
1.5~2
6
0.2
0.5
1
2

XEB

BAlA= Coolant Type

oA
Dry coolant

MITARN
Milling Type

{EE#R{AI8% Trochoidal Side Milling
{EEARA31%% Trochoidal Side Milling
FEEARA318% Trochoidal Side Milling
A% Side Milling
B Slotting
1Rt Trochoidal Side Milling
FEEARMAISE Trochoidal Side Milling
{EEAR{AIE% Trochoidal Side Milling
I8 Side Milling
&3 Slotting
{EE RIS Trochoidal Side Milling
JEEAR{AIS%: Trochoidal Side Milling
HEARMAIS% Trochoidal Side Milling
1R Trochoidal Side Milling
I Side Milling
& Slotting
{EEAR{AIS% Trochoidal Side Milling
{EE#R{AI$% Trochoidal Side Milling
{EE RIS Trochoidal Side Milling
HE#RAEI#E Trochoidal Side Milling
I Side Milling
B Slotting
FEARMAISE Trochoidal Side Milling
JEEARMAIS% Trochoidal Side Milling
{EEAR{AIE% Trochoidal Side Milling
{4318k Trochoidal Side Milling
I Side Milling



FED B R IRHEFR T Unequal Flute Spacing and Variable Helix Series

UIHIEHE [FMIEEING CONDITIONS

) B

Extension :
Type No. L(emngmt)h cum,ﬁﬁf“
XEB0804 25 145
XEB0804 25 135
XEB1004 30 175
XEB1004 30 150
XEB1004 30 150
XEB1004 30 150
XEB1004 30 135
XEB1004 30 120
XEB1004 30 120
XEB1204 34 275
XEB1204 34 220
XEB1204 34 220
XEB1204 34 220
XEB1204 34 160
XEB1204 34 120
XEB1204 34 120
XEB1604 50 265
XEB1604 50 225
XEB1604 50 225
XEB1604 50 225
XEB1604 50 230
XEB1604 50 95
XEB2004 50 230
XEB2004 50 230
XEB2004 50 150
XEB2004 50 150
XEB2004 50 90

5500~6000
5000~5500
5300~5800
4500~5000
4500~5000
4500~5000
4000~4500
3500~4000
3500~4000
7000~7500
5700~6200
5700~6200
5700~6200
4000~4500
3000~3500
3000~3500
5000~5500
4300~4800
4300~4800
4300~4800
4000~4500
1800~2200
3300~3800
3300~3800
2200~2600
2200~2600
1300~1700

Feed
(mm/min)

450~600
300~500
4000~4500
2500~3000
1300~1600
700~850
600~750
500~600
300~500
4500~5000
2500~3000
1200~1600
700~1000
600~900
200~350
200~350
2500~3000
1000~1500
600~900
350~600
300~500
150~230
1400~1800
800~1000
400~600
200~400
120~180

12
4~5
15
15
15
15
15
15
5~6
18
18
18
18
18
12
6~7
24
24
24
24
24
6~8
30
30
30
30
4~6

(Ap)
Cut of Depth PCutofWidth

w

20

MIAR
Milling Type

R Side Milling
S Slotting
FEAR8I8% Trochoidal Side Milling
FEAR 8% Trochoidal Side Milling
1E#R R85 Trochoidal Side Milling
FE#RAA8 Trochoidal Side Milling
R Side Milling
RIS Side Milling
S Slotting
#£ Trochoidal Side Milling
#% Trochoidal Side Milling
#% Trochoidal Side Milling
#t Trochoidal Side Milling
I Side Milling
I Side Milling
& Slotting
TEARAIEE Trochoidal Side Milling
1EARAIEE Trochoidal Side Milling
{ERARAISE Trochoidal Side Milling
AR Trochoidal Side Milling
{8 Side Milling
&t Slotting
HEARMRISE Trochoidal Side Milling
FERARAISE Trochoidal Side Milling
FERARAISE Trochoidal Side Milling
{B$E Side Milling
Bt Slotting

R
ERA
R
A



ODHF | &5 &I n]#1%iE% 5 Unequal Flute Spacing and Variable Helix Series

PIHIfMHR |FMIEEING CONDITIONS

NI+ Work Material

fixs= 8 /#588 Carbon steels/Cast Iron
S50C / Fc250 / SS440 : 1.1210 / 0.6025 / 1.0036 : 1050 / NO.35 / A570 Gr.45 (~HRc22)

BisR
Type No.

XEV0304
XEV0304

XEV0304

XEV0304
XEV0304
XEV0404
XEV0404

XEV0404

XEV0404
XEV0404
XEV0504
XEV0504

XEV0504

XEV0504
XEV0504
XEV0604
XEV0604
XEV0604

XEV0604

XEV0604

XEV0604
XEV0604
XEV0604
XEV0804
XEV0804

XEV0804
XEV0804

TIR{HRE [EIRLRE

Extension Cutting
Length Speed
(mm) (m/min)
20 115
20 115
20 115
20 115
20 115
20 150
20 150
20 115
20 150
20 115
22 185
22 185
22 140
22 185
22 115
22 200
22 200
22 200
22 170
22 105
22 155
22 140
22 170
28 265
28 170
28 140
28 140

EEEE
Speed
(min")

11500~12500
11500~12500

11500~12500

11500~12500
11000~12000
11500~12500
11500~12500

8700~9200

11500~12500
8700~9200

11500~12500

11500~12500

8700~9200

11500~12500
8700~9200
10000~11000
10000~11000
10000~11000

8700~9200

5000~6000

8000~8500
7300~7800
8700~9200
10000~11000
6500~7000

5300~5800
5300~5800

EIREE
Feed
(mm/min)

4000~4500
1700~2200
fh$EPlunge:300
& ##Slotting:650
700~900
500~700
6500~7000
3500~4000
$##Plunge:350
E$Slotting: 750
1600~2000
600~800
7000~7500
4500~5000
fh$EPlunge:400
& ##Slotting:800
2000~2500
600~800
7500~8000
5000~5500
3000~3500
f#fPlunge:450
& #%Slotting:900
{H#EPlunge:250
&$Slotting:500
3000~3500
800~1000
600~800
7500~8000
4000~4500
fhEPlunge:400
& #Slotting:800
800~1100

BN TEREE PINEEEE

12
12

15
15

12

0.25

XEV

BAlA I Coolant Type

=
Wet coolant

MITA=N
Milling Type

1R % Trochoidal Side Milling
T AR % Trochoidal Side Milling

$#%EEE Plunge & Slotting

RIS Side Milling
Bk Slotting
AR #E Trochoidal Side Milling
{EEARMAIS% Trochoidal Side Milling

JAEEHE Plunge & Slotting

RIS Side Milling
&S Slotting
JEEAR{AIS%: Trochoidal Side Milling
{EEARMAIS% Trochoidal Side Milling

JEIEEBHE Plunge & Slotting

RIS Side Milling
Bk Slotting
HEARMAIS% Trochoidal Side Milling
{EE#R{AI8% Trochoidal Side Milling
HEARMAIS% Trochoidal Side Milling

JH#EEE Plunge & Slotting

JEEEEHE Plunge & Slotting

RIS Side Milling
A% Side Milling
Bk Slotting
HEARMAIS% Trochoidal Side Milling
{EE#R{AI8% Trochoidal Side Milling

HEHEEYL Plunge & Slotting
RIS Side Milling



UIHIEHE [FMIEEING CONDITIONS

7EHRE MIREEE
BUaR ExtensionE

Type No.

XEV0804
XEV0804
XEV0804
XEV1004
XEV1004

XEV1004

XEV1004
XEV1004
XEV1004
XEV1004
XEV1204
XEV1204

XEV1204

XEV1204
XEV1204
XEV1204
XEV1604
XEV1604

XEV1604

XEV1604
XEV1604
XEV2004
XEV2004

XEV2004

XEV2004
XEV2004

Length
(mm)

28
28
28
34
34

34

34
34
34
34
37
37

37

37
37
37
50
50

50

50
50
55
55

55

55
55

Cutting
Speed
(m/min)

140
140
140
315
280

140

200
140
140
160
255
280

100

115
115
100
275
240

70

175
70

250

220

70

160
70

el o
Speed
(min)

5300~5800

5300~5800

5300~5800
9000~10000

8500~9500

4200~4700

6000~6500
4200~4700
4200~4700
4700~5200
6500~7000
7200~7700

2400~2800

2800~3200
2800~3200
2400~2800
5300~5800
4500~5000

1300~1700

3300~3800
1300~1700
3800~4300
3300~3800

900~1300

2300~2700
900~1300

600~900
650~850
450~650
7500~8000
4000~4500
f##EPlunge:400
&##Slotting:800
800~1000
600~900
650~850
450~650
3200~3700
1400~1800
f#%Plunge:160
E$ESlotting:400
400~650
200~350
250~400
2000~2500
700~1200
f@kPlunge:130
E$ESlotting:250
250~400
150~280
1300~1800
500~900
f##%Plunge:100
& #ESlotting:170
200~300
130~210

15

10

15
15
10
15
18
18

12

18
18
12
24
24

24

6~8
30
30

30
6~8

2~3
5~6

0.5
0.8~1

Milling Type

{8 Side Milling
& Slotting
S Slotting
AR 8I8% Trochoidal Side Milling
FERARAISE Trochoidal Side Milling

L& Plunge & Slotting

Rl Side Milling
{3 Side Milling
Bt Slotting
&t Slotting
FERARAISE Trochoidal Side Milling
FEEHRAISE Trochoidal Side Milling

$EHEEHE Plunge & Slotting

B8 Side Milling
{8 Side Milling
&t Slotting
{ERAR RIS Trochoidal Side Milling
AR Trochoidal Side Milling

{SEE Plunge & Slotting

R Side Milling
&8 Slotting
AR Trochoidal Side Milling
FERARAISE Trochoidal Side Milling

REES Plunge & Slotting

{8 Side Milling
&t Slotting



ODHF | &5 &I n]#1%iE% 5 Unequal Flute Spacing and Variable Helix Series

PIHIfMHR |FMIEEING CONDITIONS

NI+ Work Material

$5sH& £ Chromium Molybdenum Alloy Steels
SCM440 : 1.7225 : 4140 : 42CrMoA (HRc25~28)

BisR
Type No.

XEV0304
XEV0304

XEV0304

XEV0304
XEV0304
XEV0404
XEV0404

XEV0404

XEV0404
XEV0404
XEV0504
XEV0504

XEV0504

XEV0504
XEV0504
XEV0604
XEV0604
XEV0604

XEV0604

XEV0604

XEV0604
XEV0604
XEV0604
XEV0804
XEV0804

XEV0804
XEV0804

TIR{HRE [EIRLRE

Extension

Length
(mm)

20
20

20

20
20
20
20

20

20
20
22
22

22

22
22
22
22
22

22

22

22
22
22
28
28

28
28

Cutting
Speed
(m/min)

115
115

115

115
115
150
150

115

150
115
185
185

140

185
115
200
200
200

170

1056

155
140
170
265
170

140
140

EEEE
Speed
(min")

11500~12500
11500~12500

11500~12500

11500~12500
11000~12000
11500~12500
11500~12500

8700~9200

11500~12500
8700~9200

11500~12500

11500~12500

8700~9200

11500~12500
8700~9200
10000~11000
10000~11000
10000~11000

8700~9200

5000~6000

8000~8500
7300~7800
8700~9200
10000~11000
6500~7000

5300~5800
5300~5800

EIREE
Feed
(mm/min)

4000~4500
1700~2200
fh$EPlunge:300
& ##Slotting:650
700~900
500~700
6500~7000
3500~4000
$##Plunge:350
E$Slotting: 750
1600~2000
600~800
7000~7500
4500~5000
fh$EPlunge:400
& ##Slotting:800
2000~2500
600~800
7500~8000
5000~5500
3000~3500
f#fPlunge:450
& #%Slotting:900
{H#EPlunge:250
&$Slotting:500
3000~3500
800~1000
600~800
7500~8000
4000~4500
fhEPlunge:400
& #Slotting:800
800~1100

BN TEREE PINEEEE

12
12

15
15

12

0.25

XEV

BAlA I Coolant Type

=
Wet coolant

MITARN
Milling Type

1R % Trochoidal Side Milling
T AR % Trochoidal Side Milling

$#%EEE Plunge & Slotting

RIS Side Milling
Bk Slotting
AR #E Trochoidal Side Milling
{EEARMAIS% Trochoidal Side Milling

JAEEHE Plunge & Slotting

RIS Side Milling
&S Slotting
JEEAR{AIS%: Trochoidal Side Milling
{EEARMAIS% Trochoidal Side Milling

JEIEEBHE Plunge & Slotting

RIS Side Milling
Bk Slotting
HEARMAIS% Trochoidal Side Milling
{EE#R{AI8% Trochoidal Side Milling
HEARMAIS% Trochoidal Side Milling

JH#EEE Plunge & Slotting

JEEEEHE Plunge & Slotting

RIS Side Milling
A% Side Milling
Bk Slotting
HEARMAIS% Trochoidal Side Milling
{EE#R{AI8% Trochoidal Side Milling

HEHEEYL Plunge & Slotting
RIS Side Milling



st XEV

7EMRE MIEEER] ...
BUgR ExtensionE Cutting TEERE

Type No. Length Spegd (SrT;])ienggi) Milling Type
(mm) (m/min)

XEV0804 28 140 5300~5800 600~900 12 7 A8 Side Milling
XEV0804 28 140 5300~5800 650~850 8 8 8k Slotting
XEV0804 28 140 5300~5800 450~650 12 8 &8 Slotting
XEV1004 34 315  9000~10000  7500~8000 20 0.5 RIS Trochoidal Side Milling
XEV1004 34 280 8500~9500  4000~4500 15 1 T AR 8085 Trochoidal Side Milling
XEV1004 34 140 4200~4700 gg;';’g‘;@%% 10 10 $ESEE % Plunge & Slotting
XEV1004 34 200 6000~6500 800~1000 15 5 {B$% Side Milling
XEV1004 34 140 4200~4700 600~900 15 9 B3 Side Milling
XEV1004 34 140 4200~4700 650~850 10 10 &8 Slotting
XEV1004 34 160 4700~5200 450~650 15 10 & Slotting
XEV1204 37 255 6500~7000 3200~3700 18 0.5  1E#RMAIEE Trochoidal Side Milling
XEV1204 37 280 7200~7700 1400~1800 18 0.8~1  1E#R{AIEE Trochoidal Side Milling
XEVI204 &7 100 24002800 LGS0 o 12 S Pungeting
XEV1204 37 115 2800~3200 400~650 18 2~-3 B8 Side Milling
XEV1204 37 115 2800~3200 200~350 18 5-6 {B$% Side Milling
XEV1204 37 100 2400~2800 250~400 12 12 &85 Slotting
XEV1604 50 275 5300~5800  2000~2500 24 0.5  {E#RAISE Trochoidal Side Milling
XEV1604 50 240 4500~5000 700~1200 24 0.8~1  HE#RMEISE Trochoidal Side Milling
XEV1604 50 70 1300~1700 gg;'oﬁzg% 8 16 §E#E Plunge & Slotting
XEV1604 50 175 3300~3800 250~400 24 2~3 1A% Side Milling
XEV1604 50 70 1300~1700 150~280 6~8 16 8 Slotting
XEV2004 55 250 3800~4300 1300~1800 30 0.5  #BARAISE Trochoidal Side Milling
XEV2004 55 220 3300~3800 500~900 30 0.8~1  1&#RAIEE Trochoidal Side Milling
XEV2004 55 70 900~1300 gg;'o‘ft‘%‘;%% 6-8 20 $ESEELE Plunge & Slotting
XEV2004 55 160 2300~2700 200~300 30 2-3 {B$% Side Milling
XEV2004 55 70 900~1300 130~210 6~8 20 &85 Slotting



ODHF | &5 &I n]#1%iE% 5 Unequal Flute Spacing and Variable Helix Series

s XEV
NI+ Work Material

A£T EH/fITEM Alloy Tool Steels / Carbon Tool Steels EBR
P20/ P5/ SK3/ SKD61/ SKD11 : 1.2311/ 1.1545/ 1.2379/ 1.2344 : H13/D2 (HRc23~32) Wet coolant
TIEHRE WIHEERY ... B0 TREE PN
BUSR Extensioni Cutting ’@aiig ﬁﬁgﬁ mIAE=
Type No. Length Speed o s Milling Type
yp ) (m/min) (min") (mm/min)
XEV0304 20 115  11500~12500  3000~3500 6 0.25  #E#FEIHE Trochoidal Side Milling
XEV0304 20 115 11500~12500  1300~1700 6 0.5 RIS Trochoidal Side Milling
{f#%Plunge:200 .
XEV0304 20 100  10000~11000 #2Slotting:400 3 3 JfEEHE Plunge & Slotting
XEV0304 20 115 11500~12500  600~800 6 1 RIS Side Milling
XEV0304 20 100  10000~11000  300~420 3 8 & Slotting
XEV0404 20 150  11500~12500  5000~5500 8 0.3 RIS Trochoidal Side Milling
XEV0404 20 150  11500~12500  2500~3000 8 0.5  FE#FAIHE Trochoidal Side Milling
HHEPlunge:220 .
XEV0404 20 100 7800~8300 SH2kSlotting:420 4 4 JESEESE Plunge & Slotting
XEV0404 20 130 10000~11000  1100~1400 8 1 RIS Side Milling
XEV0404 20 100 7800~8300 300~450 4 4 B Slotting
XEV0504 22 150  9000~10000  5000~5500 10 0.3 AL Trochoidal Side Milling
XEV0504 22 150  9000~10000  3000~3500 10 0.5 PRI Trochoidal Side Milling
ff#%Plunge:250 .
XEV0504 22 100 6000~6500 #2Slotting 450 5 5 JfEEHE Plunge & Slotting
XEV0504 22 130 8000~8500 1200~1600 10 1 IS Side Milling
XEV0504 22 100 6000~6500 300~500 5 5 &8k Slotting
XEV0604 22 150 7700~8200  6000~6500 9~12 0.25 ARk Trochoidal Side Milling
XEV0604 22 150 7700~8200 3200~3700 9-~12 0.4  ERAIHE Trochoidal Side Milling
{##EPlunge:300 )
XEV0604 22 110 5500~6000 #24Slotting 600 6 6 JESEESE Plunge & Slotting
XEV0604 22 110 5500~6000 1400~1800 9~12 1 I Side Milling
XEV0604 22 110 5500~6000 350~550 9~12 3 IS Side Milling
XEV0604 22 110 5500~6000 400~600 6 6 &k Slotting
XEV0804 28 230 8800~9300  5500~6000  12~15 0.2~0.4 HEARMEISE Trochoidal Side Milling
XEV0804 28 170 6500~7000  2500~3000  12~15 0.6~0.7 HEARMEISE Trochoidal Side Milling
ff#fPlunge:300 )
XEV0804 28 140 5300~5800 ESlotting:600 8 8 B Plunge & Slotting
XEV0804 28 140 5300~5800 500~700 12 4 RIS Side Milling



st XEV

7EMRE MIEEER] ...
BUgR ExtensionE Cutting TEERE

Type No. Length Spegd (SrT;])ienggi) Milling Type
(mm) (m/min)

XEV0804 28 140  5300~5800 350~550 7 % Side Milling
XEV0804 28 140 5300~5800 400~600 8 8 3t Slotting
XEV0804 28 140  5300~5800 250~450 12 8 %k Slotting
XEV1004 34 280  8500~9500  6500~7000 15 0.5  E#AI%E Trochoidal Side Milling
XEV1004 34 280  8500~9500  3500~4000 15 1 $R#MEI%% Trochoidal Side Milling
XEV1004 34 140 4200~4700 gg;'outm%%% 10 10 REES Plunge & Slotting
XEV1004 34 140 4200~4700 500~700 15 5 {1 Side Milling
XEV1004 34 140 4200~4700 350~550 15 9 I Side Milling
XEV1004 34 140 4200~4700 500~700 10 10 %t Slotting
XEV1004 34 140 4200~4700 250~450 15 10 &2k Slotting
XEV1204 37 255  6500~7000  3000~3500 18 0.5  IE#RISE Trochoidal Side Milling
XEV1204 37 255  6500~7000  1200~1600 18 0.8~1  JE#&{I%% Trochoidal Side Milling
XEV1204 37 100 2400~2800 gg;'o"t't'ﬁ“;ﬁ% 12 12 HESEEHE Plunge & Slotting
XEV1204 37 115 2800~3200 350~550 18 2-3 {8 Side Milling
XEV1204 37 115 2800~3200 180~300 18 5-6 I Side Milling
XEV1204 37 100  2400~2800 180~300 12 12 &2k Slotting
XEV1604 50 215 4000~4500 1500~2000 24 0.5  #ARAISE Trochoidal Side Milling
XEV1604 50 200  3800-~4300 600~1000 24 0.8~1  IE#&{%% Trochoidal Side Milling
XEV1604 50 70 1300~1700 g;%;'o‘ft‘i‘;g% 8 16 {E9EES% Plunge & Slotting
XEV1604 50 150  2800~3200 200~350 24 2-3 I Side Milling
XEV1604 50 70 1300~1700 120~220 6~8 16 &2t Slotting
XEV2004 55 215 3200~3600  1000~1500 30 0.5  E#REISE Trochoidal Side Milling
XEV2004 55 200 2900~3400 450~750 30 0.8~1  1E#RAIEE Trochoidal Side Milling
XEV2004 55 70 900~1300 gﬁﬂﬂ?ﬁ;?& 6-8 20 {E S5 2% Plunge & Slotting
XEV2004 55 150  2200~2600 170~270 30 2-3 {8 Side Milling
XEV2004 55 70 900~1300 100~180 6~8 20 3t Slotting



ODHF | &5 &I n]#1%iE% 5 Unequal Flute Spacing and Variable Helix Series

PIHIfMHR |FMIEEING CONDITIONS

BisR
Type No.

XEV0304
XEV0304
XEV0304
XEV0304
XEV0404
XEV0404
XEV0404
XEV0404
XEV0504
XEV0504
XEV0504
XEV0504
XEV0604
XEV0604
XEV0604
XEV0604
XEV0604
XEV0804
XEV0804
XEV0804
XEV0804
XEV0804
XEV1004
XEV1004
XEV1004
XEV1004

SUS304 : 1.4301 : AlISI 304 (HRc28~32)

JIRHBRE Y

i

(mm)

20 115
20 115
20 90
20 90
20 150
20 150
20 90
20 90
22 150
22 150
20 95
20 95
22 200
22 200
22 95
22 95
22 95
28 250
28 230
28 100
28 100
28 105
34 270
34 270
34 95
34 95

NI+ Work Material
KEFESE R A& Stainless Steels

EREREE
Speed
(min"T)

11500~12500
11500~12500
9500~10000
9500~10000
11500~12500
11500~12500
7000~7500
7000~7500
9000~10000
9000~10000
5800~6300
5800~6300
10000~11000
10000~11000
4800~5300
4800~5300
4800~5300
10000~10500
8800~9300
3800~4300
3800~4300
4000~4500
8000~9000
8000~9000
2800~3300
2800~3300

IR
Feed
(mm/min)
3700~4200
2200~2700
250~400
200~400
3700~4200
2200~2700
300~500
250~400
3700~4200
2200~2700
350~550
300~450
4000~4500
2500~3000
250~450
200~320
300~450
5000~5500
3000~3500
250~450
200~320
200~350
4500~5000
1500~2000
300~500
180~300

IIRE

(Aa)

Cut of Depth

o
© o o ? o o o
4

=
13

o

(4]

10~15
10~15

IIEE

(Ap)
Cut of Width

XEV

BAlA= Coolant Type

=
Wet coolant

MITARN
Milling Type

0.15~0.2 IB#RAIE Trochoidal Side Milling
0.25~0.3 JE#RAIHE Trochoidal Side Milling

0.8~1
3

I8 Side Milling
& Slotting

0.15~0.2 1E#R{AI$% Trochoidal Side Milling
0.25~0.3 #E#R{AI$% Trochoidal Side Milling

0.8~1
4

I Side Milling
B Slotting

0.15~0.2 $B@#RAIE Trochoidal Side Milling
0.25~0.3 JEARAIHE Trochoidal Side Milling

0.8~1
5

I8 Side Milling
& Slotting

0.15~0.2 IE#RAISE Trochoidal Side Milling
0.25~0.3 JE#R{AIS% Trochoidal Side Milling

1.5~2
3-4
6

RIS Side Milling
RIS Side Milling
&8 Slotting

0.2~0.3 {E#RAAIS Trochoidal Side Milling
0.4~0.5 {E#RAISE Trochoidal Side Milling

3~4
5~7
8

RIS Side Milling
I Side Milling
B Slotting

0.3~0.4 {E#RAISK Trochoidal Side Milling
0.6~0.8 1E#RMEI Trochoidal Side Milling

3~5
7~9

RIS Side Milling
I Side Milling



FED B R IRHEFR T Unequal Flute Spacing and Variable Helix Series

UIHIEHR [FMIEEING CONDITIONS

RISk
Type No.
XEV1004
XEV1204
XEV1204
XEV1204
XEV1204
XEV1204
XEV1604
XEV1604
XEV1604
XEV1604
XEV2004
XEV2004
XEV2004
XEV2004

JIERRE Y
Cutting Speed
(m/min)

Extension
Length
(mm)

34
37
37
37
37
37
50
50
50
50
55
55
55
55

125

255

235
85
85
85

200
150
70
215
200
150
70

SEEERRE
Speed
(min")

3800~4300
6500~7000
6000~6500
2000~2500
2000~2500
2000~2500
4000~4500
3800~4200
2800~3200
1300~1700
3200~3600
2900~3400
2200~2600
900~1300

200~350
2500~3000
1000~1400
250~450
150~250
130~200
1400~1800
600~900
200~300
150~280
900~1400
400~600
170~250
150~250

34
18
18
18
18

3-4
24
24
24

34
30
30
30

3-4

(Ap)

p
Cut of Depth FCutofWidth

10
0.5
0.8~1
2~3
5~6

0.5
0.8~1
2~3

0.5
0.8~1
2~3
20

XEV

MIAR
Milling Type

&t Slotting
RIS Trochoidal Side Milling
FERARAISE Trochoidal Side Milling

fRI$ Side Milling
R Side Milling

&t Slotting
FEAR A8 Trochoidal Side Milling
{ERARAIS Trochoidal Side Milling

B8 Side Milling

S Slotting
FERARAISE Trochoidal Side Milling
HEARMRISE Trochoidal Side Milling

R Side Milling

& Slotting

XEVFBERARAEFERMAFEHEFIT XEV is not Suitable for Stainless Steel Plunge Milling




ODHF | &5 &I n]#1%iE% 5 Unequal Flute Spacing and Variable Helix Series

PIHIfMHR |FMIEEING CONDITIONS

BisR
Type No.

XPZ0304
XPZ0304
XPZ0304
XPZ0304
XPZ0304
XPZ0304
XPZ0304
XPZ0404
XPZ0404
XPZ0404
XPZ0404
XPZ0404
XPZ0404
XPZ0404
XPZ0504
XPZ0504
XPZ0504
XPZ0504
XPZ0504
XPZ0504
XPZ0504
XPZ0504
XPZ0604
XPZ0604
XPZ0604
XPZ0604

NI+ Work Material

fixs= 8 /#588 Carbon steels/Cast Iron
S50C / Fc250 / SS440 : 1.1210 / 0.6025 / 1.0036 : 1050 / NO.35 / A570 Gr.45 (~HRc22)

JIRHBRE YR

Extension

Length
(mm)

18
18
18
18
18
18
18
18
18
18
18
18
18
18
20
20
20
20
20
20
20
20
20
20
20
20

Cutting Speed

(m/min)
150
150
150
150
150
150
120
195
195
195
195
195
195
145
200
200
200
200
200
200
200
180
220
220
220
220

EREREE
Speed
(min"T)

15000~16000
15000~16000
15000~16000
15000~16000
15000~16000
15000~16000
12000~13000
15000~16000
15000~16000
15000~16000
15000~16000
15000~16000
15000~16000
11000~12000
12000~13000
12000~13000
12000~13000
12000~13000
12000~13000
12000~13000
12000~13000
11000~12000
11000~12000
11000~12000
11000~12000
11000~12000

IR
Feed
(mm/min)
4700~5200
3500~4000
1700~2200
800~1100
800~1100
350~550
200~300
5000~5500
3700~4200
1900~2400
900~1200
900~1200
450~600
250~350
6000~6500
4000~4500
2200~2700
1100~1400
600~800
1100~1400
600~800
300~400
7000~7500
5500~6000
3000~3500
1400~1900

NIRE ﬂﬂ%:i?ﬂf
Ap.
Cut of Depth |Cutof Width

=

2

3

(S IS S RS NN T It

13

ooooooooooooooLoac»ououovm

13
o

© © © ©

0.2
0.3
0.5

1.5

0.2

0.3
0.5

XPZ

BAlA= Coolant Type

=
Wet coolant

MITARN
Milling Type

FEEAFA318% Trochoidal Side Milling
{4318k Trochoidal Side Milling
{EE#R{AIS% Trochoidal Side Milling
JEEARAAIS% Trochoidal Side Milling
RIS Side Milling
I Side Milling
B Slotting
{EE#F4318% Trochoidal Side Milling
#4318k Trochoidal Side Milling
{EE#R{AIS% Trochoidal Side Milling
{EEARMAIS% Trochoidal Side Milling
RIS Side Milling
RIS Side Milling
B Slotting
HEARMAIS% Trochoidal Side Milling
FEAFA318% Trochoidal Side Milling
{408k Trochoidal Side Milling
{EE#R{AI8% Trochoidal Side Milling
{EEARMAIS% Trochoidal Side Milling
RIS Side Milling
I Side Milling
B Slotting
HEARMAIS% Trochoidal Side Milling
{EEAFA318% Trochoidal Side Milling
{408k Trochoidal Side Milling
{EE#R{AI8% Trochoidal Side Milling



FED B R IRHEFR T Unequal Flute Spacing and Variable Helix Series

UIHIEHE [FMIEEING CONDITIONS

e

Extension d
Type No. L(emng]t;] cumﬁﬁ;“
XPZ0604 20 200
XPZ0604 20 200
XPZ0604 20 200
XPZ0604 20 200
XPZ0804 25 220
XPZ0804 25 220
XPZ0804 25 220
XPZ0804 25 210
XPZ0804 25 200
XPZ0804 25 195
XPZ0804 25 195
XPZ0804 25 195
XPZ0804 25 195
XPZ1004 30 315
XPZ1004 30 315
XPZ1004 30 200
XPZ1004 30 200
XPZ1004 30 200
XPZ1004 30 200
XPZ1004 30 200
XPZ1004 30 135
XPZ1204 34 330
XPZ1204 34 310
XPZ1204 34 220
XPZ1204 34 235
XPZ1204 34 170

10000~11000
10000~11000
10000~11000
10000~11000
8500~9000
8500~9000
8500~9000
8000~8500
7800~8300
7500~8000
7500~8000
7500~8000
7500~8000
9500~10500
9500~10500
6000~6500
6000~6500
6000~6500
6000~6500
6000~6500
4000~4500
10000~11000
8000~8500
5500~6000
5500~6000
4200~4700

Feed
(mm/min)

1200~1700
1400~1900
450~650
400~600
7000~7500
5500~6000
3500~4000
2500~3000
1300~1800
900~1400
900~1400
450~700
450~700
6000~6500
3200~3700
1800~2300
1100~1600
900~1200
900~1200
600~800
600~800
6000~6500
3200~3700
1300~1800
800~1300
650~1100

18
18

(Ap)
Cut of Depth FCutofWidth

XPZ

MIAR
Milling Type

T AR5 Trochoidal Side Milling
{AlE% Side Milling
R Side Milling
&8 Slotting
MRS Trochoidal Side Milling
FE#R A8 Trochoidal Side Milling
AR Trochoidal Side Milling
FEAR A8 Trochoidal Side Milling
FEAR8I8% Trochoidal Side Milling
1R 808% Trochoidal Side Milling
R Side Milling
Rl Side Milling
&t Slotting
FE#R A8 Trochoidal Side Milling
{ERARAISE Trochoidal Side Milling
FEAR R85 Trochoidal Side Milling
AR 8I8% Trochoidal Side Milling
1R85 Trochoidal Side Milling
R Side Milling
I Side Milling
&t Slotting
1E#R A8 Trochoidal Side Milling
FEAR A8 Trochoidal Side Milling
AR Trochoidal Side Milling
T AR5 Trochoidal Side Milling
RIS Trochoidal Side Milling



ODHF | &5 &I n]#1%iE% 5 Unequal Flute Spacing and Variable Helix Series

s XPZ

mee | CCEERousE| omax | EEEE | mTzs [MIEE ST
Type No. Length cu}tllr']"/?nsiﬁ)eed (?Tr:ﬁ]e?) (mﬁf:lin) Milling Type
(mm)

XPZ1204 34 170 4200~4700  650~1100 18 4 B Side Milling
XPZ1204 34 145 3600~4100  350~550 18 9 RIS Side Milling
XPZ1204 34 145 3600~4100  400~600 12 12 &S Slotting
XPZ1604 50 280 5300~5800  3500~4000 24 0.5 PRI Trochoidal Side Milling
XPZ1604 50 280 5300~5800 1500~2000 24 1 {4 % Trochoidal Side Milling
XPZ1604 50 225 4300~4800  700~1000 24 2 {431 8% Trochoidal Side Milling
XPZ1604 50 225 4300~4800  500~750 24 3 {EE#R431%% Trochoidal Side Milling
XPZ1604 50 225 4300~4800  500~750 24 3 A8 Side Milling
XPZ1604 50 100 2000~2400  150~250 6~8 16 &8k Slotting
XPZ2004 50 300 4500~5000 2000~2500 30 0.5  IE#RAIEE Trochoidal Side Milling
XPZ2004 50 250 3700~4200 1000~1400 30 1 AR Trochoidal Side Milling
XPZ2004 50 230 3300~3800  500~700 30 2 {EEAR{AIE% Trochoidal Side Milling
XPZ2004 50 200 2800~3300  300~500 30 3 IS Side Milling
XPZ2004 50 100 1400~1800  150~230 4-6 20 BT Slotting



FED B R IRHEFR T Unequal Flute Spacing and Variable Helix Series

UIHIEHE [FMIEEING CONDITIONS

NI+ Work Material

$%3HA £ Chromium Molybdenum Alloy Steels
SCM440 : 1.7225 : 4140 : 42CrMoA (HRc25~28)

) B

Extension
Type No. Length
(mm)
XPZ0304 18
XPZ0304 18
XPZ0304 18
XPZ0304 18
XPZ0304 18
XPZ0304 18
XPZ0304 18
XPZ0404 18
XPZ0404 18
XPZ0404 18
XPZ0404 18
XPZ0404 18
XPZ0404 18
XPZ0404 18
XPZ0504 20
XPZ0504 20
XPZ0504 20
XPZ0504 20
XPZ0504 20
XPZ0504 20
XPZ0504 20
XPZ0504 20
XPZ0604 20
XPZ0604 20
XPZ0604 20
XPZ0604 20

Cutting Speed
(m/min)
150
150
150
150
150
150
120
195
195
195
195
195
195
145
200
200
200
200
200
200
200
180
220
220
220
220

15000~16000
15000~16000
15000~16000
15000~16000
15000~16000
15000~16000
12000~13000
15000~16000
15000~16000
15000~16000
15000~16000
15000~16000
15000~16000
11000~12000
12000~13000
12000~13000
12000~13000
12000~13000
12000~13000
12000~13000
12000~13000
11000~12000
11000~12000
11000~12000
11000~12000
11000~12000

4500~5000
3300~3800
1500~2000
800~1100
900~1200
350~500
200~300
4700~5200
3500~4000
1700~2200
900~1100
900~1100
400~550
250~350
5500~6000
3500~4000
2000~2500
1000~1300
500~700
1000~1300
500~700
250~350
6700~7200
5000~5500
2800~3300
1300~1800

(Ap)

p
Cut of Depth FCutofWidth

=

2

3

[SLENNG, BN, B, NS, IS, IS

3

oooooooooooooo};c)ovo‘:o‘:mm

I3
o

o OO O ©

XPZ

BAIAI Coolant Type

=
Wet coolant

MIAR
Milling Type

R
EiRA
]
]

8% Trochoidal Side Milling
#£ Trochoidal Side Milling
# Trochoidal Side Milling
#% Trochoidal Side Milling
I Side Milling
I $% Side Milling
&t Slotting
#% Trochoidal Side Milling
#% Trochoidal Side Milling
#% Trochoidal Side Milling
#f Trochoidal Side Milling
{BlI3% Side Milling
R Side Milling
&t Slotting
FEAR A8 Trochoidal Side Milling
{ERARAISE Trochoidal Side Milling
T AR5 Trochoidal Side Milling
RIS Trochoidal Side Milling
FERARAISE Trochoidal Side Milling
{RlI3% Side Milling
{3 Side Milling
& Slotting
FEAR A8 Trochoidal Side Milling
{ERAR IS Trochoidal Side Milling
T AR5 Trochoidal Side Milling
RIS Trochoidal Side Milling

R
ERA
]
]



ODHF | &5 &I n]#1%iE% 5 Unequal Flute Spacing and Variable Helix Series

PIHIfMHR |FMIEEING CONDITIONS

BisR
Type No.

XPZ0604
XPZ0604
XPZ0604
XPZ0604
XPZ0804
XPZ0804
XPZ0804
XPZ0804
XPZ0804
XPZ0804
XPZ0804
XPZ0804
XPZ0804
XPZ1004
XPZ1004
XPZ1004
XPZ1004
XPZ1004
XPZ1004
XPZ1004
XPZ1004
XPZ1204
XPZ1204
XPZ1204
XPZ1204
XPZ1204

JIERRE P
Cutting Speed
(m/min)

Extension

Length
(mm)

20
20
20
20
25
25
25
25
25
25
25
25
25
30
30
30
30
30
30
30
30
34
34
34
34
34

220
220
220
220
220
220
220
220
220
195
195
195
195
300
300
200
200
200
200
200
135
330
310
220
235
170

PELE Ped s
Speed
(minT)

11000~12000
11000~12000
11000~12000
11000~12000
8500~9000
8500~9000
8500~9000
8500~9000
8500~9000
7500~8000
7500~8000
7500~8000
7500~8000
9000~10000
9000~10000
6000~6500
6000~6500
6000~6500
6000~6500
6000~6500
4000~4500
10000~11000
8000~8500
5500~6000
5500~6000
4200~4700

IR
Feed
(mm/min)
1200~1600
1300~1800
450~650
350~550
6700~7200
5000~5500
3000~3500
2000~2500
1100~1600
900~1200
900~1200
450~650
450~650
5500~6000
3000~3500
1700~2200
1100~1600
900~1200
900~1200
500~700
600~800
6000~6500
3200~3700
1300~1800
800~1300
650~1100

INTRE PIIESE

8~10
18
18
18
18
18

XPZ

MITARN
Milling Type

#4318k Trochoidal Side Milling
RIS Side Milling
I8 Side Milling
& Slotting
{4 E Trochoidal Side Milling
ARt Trochoidal Side Milling
AR Trochoidal Side Milling
HEARMAIS% Trochoidal Side Milling
FEE#F4318% Trochoidal Side Milling
{EAR431%% Trochoidal Side Milling
RIS Side Milling
{885 Side Milling
Bt Slotting
ARt Trochoidal Side Milling
1Rt Trochoidal Side Milling
HEARMAIS% Trochoidal Side Milling
FEEAFA818% Trochoidal Side Milling
{4318k Trochoidal Side Milling
RIS Side Milling
{885 Side Milling
B Slotting
1At Trochoidal Side Milling
HEARMAIS% Trochoidal Side Milling
FEEAF4318% Trochoidal Side Milling
{418k Trochoidal Side Milling
{EE#R{AIS% Trochoidal Side Milling



FED B R IRHEFR T Unequal Flute Spacing and Variable Helix Series

UIHIEHR [FMIEEING CONDITIONS

RISk
Type No.
XPZ1204
XPZ1204
XPZ1204
XPZ1604
XPZ1604
XPZ1604
XPZ1604
XPZ1604
XPZ1604
XPZ2004
XPZ2004
XPZ2004
XPZ2004
XPZ2004

JIERRE Y
Cutting Speed
(m/min)

Extension
Length
(mm)

34
34
34
50
50
50
50
50
50
50
50
50
50
50

170
145
145
280
280
225
225
225
100
300
250
230
200
100

4200~4700
3600~4100
3600~4100
5300~5800
5300~5800
4300~4800
4300~4800
4300~4800
2000~2400
4500~5000
3700~4200
3300~3800
2800~3300
1400~1800

650~1100
350~550
400~600
3500~4000
1500~2000
700~1000
500~750
500~750
150~250
2000~2500
1000~1400
500~700
300~500
150~230

18
18
12
24
24
24
24
24
6-8

(Ap)
Cut of Depth FCutofWidth

w

20

XPZ

MIAR
Milling Type

{BI$% Side Milling
{BI$E Side Milling
& Slotting
FERARAISE Trochoidal Side Milling
MRS Trochoidal Side Milling
FE#R 8% Trochoidal Side Milling
{ERAR RIS Trochoidal Side Milling
{8 Side Milling
&t Slotting
RIS Trochoidal Side Milling
FERARAISE Trochoidal Side Milling
MRS Trochoidal Side Milling
R Side Milling
&t Slotting



ODHF | &5 &I n]#1%iE% 5 Unequal Flute Spacing and Variable Helix Series

PIHIfMHR |FMIEEING CONDITIONS

A£T EH/fITEM Alloy Tool Steels / Carbon Tool Steels

NI+ Work Material

P20/ P5/ SK3/ SKD61/ SKD11 : 1.2311/ 11545/ 1.2379/ 1.2344 : H13/D2 (HRc23~32)

BisR
Type No.

XPZ0304
XPZ0304
XPZ0304
XPZ0304
XPZ0304
XPZ0304
XPZ0304
XPZ0404
XPZ0404
XPZ0404
XPZ0404
XPZ0404
XPZ0404
XPZ0404
XPZ0504
XPZ0504
XPZ0504
XPZ0504
XPZ0504
XPZ0504
XPZ0504
XPZ0504
XPZ0604
XPZ0604
XPZ0604
XPZ0604

Extension

Length
(mm)

18
18
18
18
18
18
18
18
18
18
18
18
18
18
20
20
20
20
20
20
20
20
20
20
20
20

Cutting Speed

(m/min)
135
135
135
135
135
135
115
170
170
170
170
170
170
145
190
190
190
190
190
190
190
170
220
210
210
210

EEREE
Speed
(min"T)

14000~15000
14000~15000
14000~15000
14000~15000
14000~15000
14000~15000
11500~12500
13000~14000
13000~14000
13000~14000
13000~14000
13000~14000
13000~14000
11000~12000
11500~12500
11500~12500
11500~12500
11500~12500
11500~12500
11500~12500
11500~12500
10000~11000
11000~12000
10500~11500
10500~11500
10500~11500

IR
Feed
(mm/min)
4200~4700
2800~3300
1500~1800
700~900
700~900
300~500
180~300
4500~5000
3000~3500
1600~2100
800~1000
800~1000
350~550
200~300
5000~5500
3000~3500
1800~2300
900~1200
500~650
900~1200
500~650
200~300
6500~7000
3700~4200
1600~2100
1000~1300

NIRE ﬂﬂ%:i?ﬂf
Ap.
Cut of Depth |Cutof Width

=

2

3

(S IS S RS NN T It

13

ooooooooooooooéaovc»ouoaovm

13
o

o O O ©

0.2
0.3
0.5

1.5

0.2

0.3
0.5

XPZ

BAlA I Coolant Type

=
Wet coolant

MITARN
Milling Type

FEEAFA318% Trochoidal Side Milling
{4318k Trochoidal Side Milling
{EE#R{AIS% Trochoidal Side Milling
JEEARAAIS% Trochoidal Side Milling
RIS Side Milling
I Side Milling
B Slotting
{EE#F4318% Trochoidal Side Milling
#4318k Trochoidal Side Milling
{EE#R{AIS% Trochoidal Side Milling
{EEARMAIS% Trochoidal Side Milling
RIS Side Milling
RIS Side Milling
B Slotting
HEARMAIS% Trochoidal Side Milling
FEAFA318% Trochoidal Side Milling
{408k Trochoidal Side Milling
{EE#R{AI8% Trochoidal Side Milling
{EEARMAIS% Trochoidal Side Milling
RIS Side Milling
I Side Milling
B Slotting
HEARMAIS% Trochoidal Side Milling
{EEAFA318% Trochoidal Side Milling
{408k Trochoidal Side Milling
{EE#R{AI8% Trochoidal Side Milling



FED B R IRHEFR T Unequal Flute Spacing and Variable Helix Series

UIHIEHE [FMIEEING CONDITIONS

e

Extension d
Type No. L(emng]t;] cumﬁﬁ;“
XPZ0604 20 210
XPZ0604 20 210
XPZ0604 20 160
XPZ0604 20 160
XPZ0804 25 220
XPZ0804 25 195
XPZ0804 25 165
XPZ0804 25 165
XPZ0804 25 145
XPZ0804 25 145
XPZ0804 25 145
XPZ0804 25 145
XPZ0804 25 135
XPZ1004 30 190
XPZ1004 30 175
XPZ1004 30 175
XPZ1004 30 175
XPZ1004 30 175
XPZ1004 30 175
XPZ1004 30 175
XPZ1004 30 135
XPZ1204 34 300
XPZ1204 34 300
XPZ1204 34 220
XPZ1204 34 220
XPZ1204 34 160

10500~11500
10500~11500
8000~9000
8000~9000
8500~9000
7500~8000
6300~6800
6300~6800
5500~6000
5500~6000
5500~6000
5500~6000
5000~5500
5800~6300
5300~5800
5300~5800
5300~5800
5300~5800
5300~5800
5300~5800
4000~4500
7700~8200
7700~8200
5700~6200
5700~6200
4000~4500

Feed
(mm/min)

800~1200
1000~1300
300~450
250~400
6000~6500
3700~4200
2000~2500
1000~1500
700~1000
600~800
600~800
450~650
400~550
4200~4700
2700~3200
1700~2200
1100~1500
800~1100
800~1100
450~650
400~600
4500~5000
2500~3000
1200~1600
700~1000
500~800

6~8
15
15
15
15
15
15
15
8~10
18
18
18
18
18

(Ap)
Cut of Depth FCutofWidth

XPZ

MIAR
Milling Type

T AR5 Trochoidal Side Milling
{AlE% Side Milling
R Side Milling
&8 Slotting
MRS Trochoidal Side Milling
FE#R A8 Trochoidal Side Milling
AR Trochoidal Side Milling
FEAR A8 Trochoidal Side Milling
FEAR8I8% Trochoidal Side Milling
1R 808% Trochoidal Side Milling
R Side Milling
Rl Side Milling
&t Slotting
FE#R A8 Trochoidal Side Milling
{ERARAISE Trochoidal Side Milling
FEAR R85 Trochoidal Side Milling
AR 8I8% Trochoidal Side Milling
1R85 Trochoidal Side Milling
R Side Milling
I Side Milling
&t Slotting
1E#R A8 Trochoidal Side Milling
FEAR A8 Trochoidal Side Milling
AR Trochoidal Side Milling
T AR5 Trochoidal Side Milling
RIS Trochoidal Side Milling



ODHF | &5 &I n]#1%iE% 5 Unequal Flute Spacing and Variable Helix Series

s XPZ

mee | CCEERousE| omax | EEEE | mTes (MRS ST
Type No. Length cu}tllr']"/?nsiﬁ)eed (?Tr:ﬁ]e?) (mﬁf:lin) Milling Type
(mm)

XPZ1204 34 160 4000~4500  600~900 18 4 B Side Milling
XPZ1204 34 120 3000~3500  200~350 12 9 RIS Side Milling
XPZ1204 34 120 3000~3500  200~350  10~12 12 &S Slotting
XPZ1604 50 280 5300~5800  2500~3000 24 0.5 PRI Trochoidal Side Milling
XPZ1604 50 280 5300~5800 1000~1500 24 1 {4 % Trochoidal Side Milling
XPZ1604 50 225 4300~4800  600~900 24 2 {431 8% Trochoidal Side Milling
XPZ1604 50 225 4300~4800  350~600 24 3 {EE#R431%% Trochoidal Side Milling
XPZ1604 50 230 4000~4500  350~550 24 3 A8 Side Milling
XPZ1604 50 95 1800~2200  150~230 6~8 16 &8k Slotting
XPZ2004 50 280 4300~4800 1700~2200 30 0.5  IE#RAIEE Trochoidal Side Milling
XPZ2004 50 230 3300~3800  800~1200 30 1 AR Trochoidal Side Milling
XPZ2004 50 200 2800~3300  400~600 30 2 {EEAR{AIE% Trochoidal Side Milling
XPZ2004 50 150 2200~2600  200~400 30 3 IS Side Milling
XPZ2004 50 90 1300~1700  130~200 4-6 20 BT Slotting



FED B R IRHEFR T Unequal Flute Spacing and Variable Helix Series ODHF

UIHIEHE [FMIEEING CONDITIONS

SUS304 : 1.4301 : AlSI 304 (HRc28~32)

NI+ Work Material
KHEFEE R A 858 Stainless Steels

) B

Extension d
Type No. L(emng]t;] Cu?$?m§2§ed
XPZ0304 18 135
XPZ0304 18 135
XPZ0304 18 135
XPZ0304 18 115
XPZ0304 18 115
XPZ0304 18 110
XPZ0304 18 110
XPZ0404 18 170
XPZ0404 18 170
XPZ0404 18 170
XPZ0404 18 170
XPZ0404 18 170
XPZ0404 18 170
XPZ0404 18 110
XPZ0504 20 170
XPZ0504 20 170
XPZ0504 20 170
XPZ0504 20 170
XPZ0504 20 170
XPZ0504 20 170
XPZ0504 20 170
XPZ0504 20 130
XPZ0604 20 210
XPZ0604 20 210
XPZ0604 20 150
XPZ0604 20 150

14000~15000
14000~15000
14000~15000
11500~12500
11500~12500
11000~12000
11000~12000
13000~14000
13000~14000
13000~14000
13000~14000
13000~14000
13000~14000
8000~9000
10000~11000
10000~11000
10000~11000
10000~11000
10000~11000
10000~11000
10000~11000
8000~8500
10500~11500
10500~11500
7700~8200
7700~8200

4000~4500
2500~3000
1400~1700
600~900
300~450
600~800
150~250
4200~4700
2700~3200
1500~1800
700~900
700~900
300~500
200~250
4500~5000
3000~3500
1800~2300
900~1200
500~650
900~1200
500~650
200~300
6000~6500
3500~4000
1500~2000
800~1100

(Ap)

p
Cut of Depth FCutofWidth

0.2
0.3
0.5
0.8~1
1.3~1.5
3
3
0.2
0.3
0.5
0.7~1
0.7~1
1.2~1.5
4
0.2
0.3
0.5
0.7~1
1.2~15
0.7~1
1.2~1.5
5
0.2
0.5
1
2

XPZ

BAIAI Coolant Type

=
Wet coolant

MIAR
Milling Type

FEAR8I8% Trochoidal Side Milling
T 1R85 Trochoidal Side Milling
FEEARAISE Trochoidal Side Milling
FERARAISE Trochoidal Side Milling
I Side Milling
&t Slotting
&t Slotting
{ERAR RIS Trochoidal Side Milling
T AR5 Trochoidal Side Milling
RIS Trochoidal Side Milling
FERARAISE Trochoidal Side Milling
{BlI3% Side Milling
R Side Milling
&t Slotting
FEAR A8 Trochoidal Side Milling
{ERARAISE Trochoidal Side Milling
FEAR8I8% Trochoidal Side Milling
FERARAISE Trochoidal Side Milling
FERARAISE Trochoidal Side Milling
{RI3% Side Milling
R Side Milling
& Slotting
#t Trochoidal Side Milling
#£ Trochoidal Side Milling
#% Trochoidal Side Milling
#% Trochoidal Side Milling

ERA
A
ERA
]



ODHF | &5 &I n]#1%iE% 5 Unequal Flute Spacing and Variable Helix Series

PIHIfMHR |FMIEEING CONDITIONS

BisR
Type No.

XPZ0604
XPZ0604
XPZ0604
XPZ0604
XPZ0804
XPZ0804
XPZ0804
XPZ0804
XPZ0804
XPZ0804
XPZ0804
XPZ0804
XPZ0804
XPZ1004
XPZ1004
XPZ1004
XPZ1004
XPZ1004
XPZ1004
XPZ1004
XPZ1004
XPZ1204
XPZ1204
XPZ1204
XPZ1204
XPZ1204

JIERRE P
Cutting Speed
(m/min)

Extension

Length
(mm)

20
20
20
20
25
25
25
25
25
25
25
25
25
30
30
30
30
30
30
30
30
34
34
34
34
34

150
150
150
130
210
210
135
115
115
115
115
130
130
200
130
130
130
130
130
130
130
245
160
150
150
140

PELE Ped s
Speed
(minT)

7700~8200
7700~8200
7700~8200
6800~7300
8000~8500
7500~8000
5000~5500
4200~4700
4200~4700
4200~4700
4200~4700
4800~5300
4800~5300
6000~6500
3800~4300
3800~4300
3800~4300
3800~4300
3800~4300
3800~4300
3800~4300
6200~6700
4000~4500
3800~4300
3800~4300
3500~4000

IR
Feed
(mm/min)
500~700
800~1100
500~700
200~350
5500~6000
4000~4500
1500~2000
700~1100
600~900
500~700
500~700
250~400
200~300
5000~5500
2100~2600
1100~1500
700~1100
600~900
400~600
250~450
200~400
4500~5000
1900~2400
900~1200
600~800
250~450

9
9
9

4-6

4~5
8~10
18
18
18
18
18

INTRE PIIESE

(Ap)

Cut of Depth |PCutof Width

w

4-5

XPZ

MITARN
Milling Type

{4318k Trochoidal Side Milling
RIS Side Milling
I8 Side Milling
& Slotting
{4 % Trochoidal Side Milling
ARt Trochoidal Side Milling
1R Trochoidal Side Milling
FEARMAIS% Trochoidal Side Milling
FEEAF4318% Trochoidal Side Milling
{4318k Trochoidal Side Milling
RIS Side Milling
& Slotting
B Slotting
ARt Trochoidal Side Milling
1Rt Trochoidal Side Milling
HEARMAIS% Trochoidal Side Milling
FEE#FA818% Trochoidal Side Milling
{418k Trochoidal Side Milling
RIS Side Milling
& Slotting
B Slotting
1A% Trochoidal Side Milling
HEARMAIS% Trochoidal Side Milling
FEARA318% Trochoidal Side Milling
RIS Side Milling
RIS Side Milling



FED B R IRHEFR T Unequal Flute Spacing and Variable Helix Series

UIHIEHR [FMIEEING CONDITIONS

TEBRE YR

Cutting Speed
(m/min)

BUAR Extension
Length
(mm)

Type No.

XPZ1204
XPZ1204
XPZ1604
XPZ1604
XPZ1604
XPZ1604
XPZ1604
XPZ2004
XPZ2004
XPZ2004
XPZ2004

34
34
50
50
50
50
50
50
50
50
50

115
115
200
200
200
190
95
220
180
150
100

SEEERE
Speed
(min")

2800~3200
2800~3200
3800~4300
3800~4300
3800~4300
3500~4000
1700~2100
3300~3800
2500~3000
2200~2600
1500~1800

180~280
150~230
2000~2500
800~1300
500~800
400~600
150~200
1400~1800
700~900
300~500
120~180

Cut of Depth JCutof

5-6
10~12
24
24
24
24
6-8
24
24
24
4-6

(Ap)
Width

XPZ

MIAR
Milling Type

S Slotting
S Slotting
FEEARAISE Trochoidal Side Milling
FERARAISE Trochoidal Side Milling
I Side Milling
R $% Side Milling
&t Slotting
FEAR A8 Trochoidal Side Milling
FEAR8I8% Trochoidal Side Milling
{BI$E Side Milling
S Slotting



ODHF | &5 &I n]#1%iE% 5 Unequal Flute Spacing and Variable Helix Series

s XPZ
NI+ Work Material

SRIEa M /F51E3H Prehardened Steels B
NAKS0 : 1.2083 : AlSI420 : M310 (HRc36~42) Wet coolant
Mg | “oion (MR | e | SSER T R mIRE R
utting Spee peel ee p. i
Type No. Length (mminy (min) (mm/min) | Cut of Depth | CutiofWidth AT

(mm)

XPZ0304 18 135  14000~15000 3500~4000 5 0.2 RISk Trochoidal Side Milling
XPZ0304 18 135  14000~15000 2000~2500 5 0.3 RISk Trochoidal Side Milling
XPZ0304 18 135  14000~15000 1200~1500 5 0.5  #B#&I%% Trochoidal Side Milling
XPZ0304 18 115 11500~12500 300~450 5 115 {3 Side Milling
XPZ0304 18 115 11500~12500 180~280 1.2~1.5 3 & Slotting
XPZ0404 18 170 13000~14000 3800~4300 6 0.2  #EEEILE Trochoidal Side Milling
XPZ0404 18 170 13000~14000 2500~3000 6 0.3 Bk Trochoidal Side Milling
XPZ0404 18 170 13000~14000 1300~1600 6 0.5 Bk Trochoidal Side Milling
XPZ0404 18 145  11000~12000  300~500 6 1~15 {3 Side Milling
XPZ0404 18 145  11000~12000 200~300  1.5~2 4 & Slotting
XPZ0504 20 190 11500~12500 4000~4500 8 0.2 IS Trochoidal Side Milling
XPZ0504 20 190 11500~12500 2500~3000 8 0.3 &Mk Trochoidal Side Milling
XPZ0504 20 190 11500~12500 1500~1800 8 05 B Trochoidal Side Milling
XPZ0504 20 150  9000~10000  750~1000 8 1 $BI84813% Trochoidal Side Milling
XPZ0504 20 150 9000~10000  750~1000 8 1 {3 Side Milling
XPZ0504 20 150  9000~10000 200~300  2~3 5 % Slotting
XPZ0604 20 200  10000~11000 4500~5000 9 0.2 BRI Trochoidal Side Milling
XPZ0604 20 190  9500~10500 2700~3200 6 05 ISk Trochoidal Side Milling
XPZ0604 20 160 8000~9000 1200~1500 6 1 $BIS4AI%% Trochoidal Side Milling
XPZ0604 20 140 7200~7700  800~1000 6 15 fE#SEI% Trochoidal Side Milling
XPZ0604 20 140 7200~7700  700~900 6 1.5~2 {3 Side Milling
XPZ0604 20 140 7200~7700  250~400  3-4 6 E4% Slotting
XPZ0804 25 195 7500~8000 5000~5500 12 02  #EEEILE Trochoidal Side Milling
XPZ0804 25 170 6500~7000 2500~3000 12 0.5 RISk Trochoidal Side Milling
XPZ0804 25 145 5500~6000 1200~1500 12 1 fR#4EI3E Trochoidal Side Milling
XPZ0804 25 145 5500~6000  800~1000 12 2 ##84AI%% Trochoidal Side Milling
XPZ0804 25 145 5500~6000  600~800 12 3 {13 Side Milling



FED B R IRHEFR T Unequal Flute Spacing and Variable Helix Series ODHF

UIHIEHE [FMIEEING CONDITIONS

) B

Extension :
Type No. L(en"]gmt)h cumgmsisz (mrl;e/er(rj\in) Cut of Depth Cutgf\c\)ndth
XPZ0804 25 145 5500~6000  450~600 12 4
XPZ0804 25 135 5000~5500  300~500  4~5 8
XPZ1004 30 175  5300~~5800 4000~4500 15 0.3
XPZ1004 30 150 4500~5000 2500~3000 15 05
XPZ1004 30 150 4500~5000 1300~1600 15 1
XPZ1004 30 150 4500~5000  700~850 15 2
XPZ1004 30 135 4000~4500  600~750 15 3
XPZ1004 30 120 3500~4000  500~600 15 4
XPZ1004 30 120 3500~4000  300~500  5-6 10
XPZ1204 34 275 7000~7500 4500~5000 18 0.3
XPZ1204 34 220 5700~6200 2500~3000 18 05
XPZ1204 34 220 5700~6200 1200~1600 18 1
XPZ1204 34 220 5700~6200  700~1000 18 2
XPZ1204 34 160 4000~4500  600~900 18 3
XPZ1204 34 120 3000~3500  200~350 12 6
XPZ1204 34 120 3000~3500  200~350  6~7 12
XPZ1604 50 265 5000~5500 2500~3000 24 03
XPZ1604 50 225 4300~4800 1000~1500 24 0.5
XPZ1604 50 225 4300~4800  600~900 24 1
XPZ1604 50 225 4300~4800  350~600 24 2
XPZ1604 50 230 4000~4500  300~500 24 3
XPZ1604 50 95 1800~2200  150~230  6-8 16
XPZ2004 50 230 3300~3800 1400~1800 30 0.5
XPZ2004 50 230 3300~3800 800~1000 30 1
XPZ2004 50 150 2200~2600  400~600 30 2
XPZ2004 50 150 2200~2600  200~400 30 3
XPZ2004 50 90 1300~1700  120~180  4-6 20

XPZ

MIAR
Milling Type

R Side Milling
S Slotting
FEAR8I8% Trochoidal Side Milling
AR Trochoidal Side Milling
1E#R R85 Trochoidal Side Milling
FE#RAA8 Trochoidal Side Milling
R Side Milling
RIS Side Milling
S Slotting
#£ Trochoidal Side Milling
#% Trochoidal Side Milling
#% Trochoidal Side Milling
#t Trochoidal Side Milling
I Side Milling
I Side Milling
& Slotting
FERARAISE Trochoidal Side Milling
1EARAIEE Trochoidal Side Milling
{ERARAISE Trochoidal Side Milling
AR Trochoidal Side Milling
{8 Side Milling
&t Slotting
HEARMRISE Trochoidal Side Milling
FERARAISE Trochoidal Side Milling
FERARAISE Trochoidal Side Milling
{B$E Side Milling
Bt Slotting

R
ERA
R
A
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