R<FSIZE RO.1~R6

55 8 i /N 27 2K T

Standard, 2 Flute Micro Diameter END MILLS

KRB F&E

Super fine grain alloy is used
for the carbide materal . M@/

R RN m
TIALN coating is used .

Eﬁﬁ?ﬁﬂfﬁ@f&%@o.owE
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Helix Angle is 30°
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THRR( O |REEO o])Applicable Work Material( © Most suitable O suitable)

[res ] aE =t & im & wa e as AEE B
CARBON ALLOY |PREHARDENED HARDENED STEELS CAST IRON [ALUMINIUN| GRAPHITE | COPPER | PLASTIC
STEELS STEELS STEELS STEELS ALLOYS ALLOYS

S45C SK-SCM | (30-45HRC) |(~55HRC) | (~60HRC) (60~

S55C Sus NAK 65HRC)

EEf7:Unit(mm)

EBEEFE TR Ef R W

Radius of Length Shank Taper Overall Shank
Ball Nose of Cut Angle Length Diameter
- R ¢ Bta L od
K-BM 2002-0030 RO.1 0.3 12° 50 4 1,650
K-BM 2003-0045 RO.15 0.45 12° 50 4 1,420
K-BM 2004-0060 RO.2 0.6 12° 50 4 1,250
K-BM 2005-0075 RO.25 0.75 12° 50 4 1,250
| —— K-BM 2006-0090 RO.3 0.9 12° 50 4 1,250
K-BM 2007-0100 RO.35 1 12° 50 4 1,250
K-BM 2008-0120 RO.4 1.2 12° 50 4 1,250
| K-BM 2009-0135 RO.45 1.35 12° 50 4 1,250
K-BM 2010-0150 1.5
RO.5 12° 50 4 920
K-BM 2010-0250 2.5
K-BM 2012-0180 1.8
RO.6 12° 50 4 1,250
K-BM 2012-0250 2.5

NP 038
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Ef7:Unit(mm)

M2TR [=1-] V173
R ==h=:) 2R W&
Radius of nk Taper Overall Shank
Ball Nose Angle Length Diameter
R ( L (o] ]
K-BM 2014-0200 2
RO.7 12° 4 12
K-BM 2014-0300 0 3 50 50
K-BM 2015-0200 2
RO.75 12° 50 4 1250
K-BM 2015-0400 4
K-BM 2016-0220 2.2
RO. 12° 4 12
K-BM 2016-0400 08 4 50 50
K-BM 2018-0260 2.6
RO.9 12° 50 4 920
K-BM 2018-0500 5
K-BM 2020-0300 3
R1 12° 50 4 920
K-BM 2020-0600 6
K-BM 2025-0375 3.75
R1.25 12° 50 4 920
K-BM 2025-0600 6
K-BM 2030-0450 4.5
R1.5 12° 70 6 920
K-BM 2030-0800 8
K-BM 2040-0600 6
R2 12° 50 6 920
K-BM 2040-0800 8
K-BM 2050-0800 8
R2. 12° 1
K-BM 2050-1200 ° 12 50 6 000
K-BM 2060-1000 10
R3 12° 50 6 1000
K-BM 2060-1200 12
K-BM 2080-1200 12
R4 12° 1
K-BM 2080-1400 14 80 8 650
K-BM 2100-1500 15
R5 — 75 10 2100
K-BM 2100-1800 18
K-BM 2120-1800 18
R — 7 12 2
K-BM 2120-2200 6 22 ° 800

K-BM §58827) R4A%k 7] 2 Flutes Ball Nose Long Shank End Mills

itk A1 TR BA ER W
Model Radius of Length Shank Taper Overall Shank
Number Ball Nose of Cut Angle Length Diameter

R L od

K-BM2030-0450 4.5 N
R1.5 12 75 4/6 1200

K-BM2030-0800 8
K-BM2040-0600 6 R

R2 12 75 4/6 1200
K-BM2040-0800 8
K-BM2050-0800 8 o

R2.5 12 75 6 1200

K-BM2050-1200 12
K-BM2060-1000 10

R3 — 75 6 1200
K-BM2060-1200 12
K-BM2080-1200 12

R4 — 100 8 1900
K-BM2080-1400 14
K-BM2100-1500 15

R5 — 100 10 2400
K-BM2100-1800 18
K-BM2120-1800 18

R6 — 100 12 3300
K-BM2120-2200 22
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K-BM EI&4HBAZR List of milling for K-BM

R<FSIZE RO.1~R6

T4 =5 =124 TI8H il & A/ R R T
WORK MATERIAL CARBON STEELS ALLOY STEELS PREHARDENED STEEL. SHARDENED STEELS HARDENENED STEELS
$45C.S500 SK.SCM.SUS NAK.SKD SKD11.61.SKT
(-225HB) (225-325HB) (30-45HRC) (45-55HRC)

Bk BEEFE AT HBE JHEE ERE BH JHIEE ERE B JHEE EhRE BH  THEE ERE
Model Radius of Outside Speed Velocity Feed Speed Velocity Feed Speed Velocity Feed Speed Velocity Feed

Nty Ba(wrﬁe D('fnr;'rerf)er (m/in-1)  (mim/in) (mm/min) (m/in-1) (mim/in) (mm/min) (m/in-1) (mim/in) (mm/min) (m/in-1) (mim/in) (mm/min)

30,000 30,000 30,000 25,000

2003 | RO.15 | 0.3 | 30,000 540 | 30,000 47530,000 380 | 25,000 250
2004 | RO.2 0.4 | 30,000 | (35~55)| 690 | 30,000| (35~65)| 640 |30,000| (35~55)| 530 | 25,000 | (30~45)| 420
2005| RO.25 | 0.5 | 30,000 810 | 30,000 750 130,000 620 | 25,000 480
2006 | RO.3 | 0.6 | 30,000 910 | 30,000 840 30,000 700 | 25,000 540
2007 | RO.35 | 0.7 | 30,000 1,020 | 30,000 940 {30,000 780 | 25,000 600
2008| RO4 | 08 |30,000| (g5-g5)| 1,140 | 30,000 (65-g5) | 1.050 |27.800| (65 | 810 | 23000 (55 | 615
2009 | RO45 | 0.9 | 30,000 1,260 | 30,000 1,170 {24,700 800 | 20,500 615
2010 | RO.5 1 130,000 1,410 | 30,000 1,300 {22,200 800 | 18,500 600
2012 | RO.6 1.2 | 30,000 1,670 | 26,000 1,330 /18,500 790 | 15,400 550
2014 | RO.7 14 | 27,000 1,760 | 22,300 1,340 | 15,800 790 | 13,200 540
2015| RO.75 | 1.5 | 25,000 1,750 | 21,000 1,360 {14,500 780 | 12,300 530
2016 | RO.8 1.6 | 23,400 1,740 | 19,700 1,360 {13,600 780 | 11,600 530
2018 | RO.9 1.8 | 21,000 1,720 | 17,400 1,320 112,200 770 | 10,400 520
2020 | R1 2 118,800 1,690 | 15,700 1,310 11,100 770 | 9,300 520
2025 | R1.25 | 25 [ 16,000 |41g1pp 1,620 [ 12600] (400 | 1.260| 8800| (7 | 740 | 75500| (sp) | 500
2030 | R1.5 3 12,000 1,560 | 10,600 1,230 | 7,400 720 | 6,300 470
2040 | R2 4 | 9,600 1,250 | 7,950 950 | 5,500 550 | 4,700 390
2050 | R2.5 5 1 7,500 960 | 6,360 740 | 4,400 430 | 3,700 310
2060 | R3 6 | 6400 830 | 5,300 630 | 3,740 370 | 3,170 260
2080 | R4 8 | 4,800 630 | 3,900 460 | 2,800 270 | 2370 210
2100 | R5 10 | 3,800 480 | 3,200 360 | 2,230 220 | 1,870 160
2120 | R6 12 | 3,200 400 | 2,660 300 | 1,870 180 | 1,530 140
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SEEMIE For High-Speed Milling

M [T =120 TEH =85 A/ 2R
WORK MATERIAL CARBON STEELS ALLOY STEELS  PREHARDENED STEEL SHARDENED STEELS HARDENENED STEELS l
|

S$45C.S500 SK.SCM.SUS NAK.SKD SKD11.61.SKT
(-225HB) (225-325HB) (30-45HRC) (45-55HRC)

BEr EEREE MR BE JHEEE ERE B JHEEE ERE EY JHIEE ERE By JHEE ERsS 29]
Model Radiusof Outside Speed Velocity Feed Speed Velocity Feed Speed Velocity Feed Speed Velocity Feed

Number B?L'}‘rﬁe D(i:’]n;r(;t)er (m/in-1)  (mim/in) (mm/min)  (m/in-1)  (mim/in) (mm/min) (m/in-1)  (mim/in) (mMm/min) (M/in-1)  (mim/in)  (mm/min)

Echehi

2020 30,000 2,700 | 24,000 2,000 {23,000 1,600 | 16,000
2025 | R1.25 2.5 |25,000 |(190~195)| 2,700 | 19,000| (150) | 1,900 |18,500| (145) | 1,550 | 12,800 | (100) 850
2030 | R1.5 3 120,800 2,600 | 16,000 1,850 {15,400 1,500 | 10,700 800
2040 | R2 4 (18,5500 | (230) | 2,400 | 15,500| (195) | 1,850 |13,600 (170) 1,350 | 10,800 | (135) | 900
2050 | R2.5 5 (16,000 | (250) | 2,050 | 15,000 (235) | 1,750 [10,800 1,050 | 9,900 | (155) | 800
2060 | R3 6 [15,000 2,500 | 13,000 1,600 | 9,600 950 | 9,000 750
2080 | R4 8 (11,500 (300) 1,500 | 10,000 (250) 1,150 | 7,200 (180) 700 | 6,800 (170) 600
2100 | R5 10 | 9,600 1,200 | 8,000 900 | 5,700 550 | 5400 450
2120 | R6 12 | 8,000 1,100 | 6,700 750 | 4,800 450 | 4,500 400
HE (mm) | BT (For Roughing) v hrsoaD.
Milling Amount |~ eern T (For Finishing) ’;ffF?ﬁ“D(MAXO‘”
Ad: BB EIEIEIE (mm) *PUIMBREH#EES *Based on The Outside Diameter
D&
N: Bl 2
F3ETEE b
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R<FSIZE RO.1~R3

K-BMT= ® % & 2 2 1% 7
2 Flute Long Neck END MILLS

23]
REBHILFE S

Super fine grain alloy is used
for the carbide materal . M@/

=Rkl m
TIALN coating is used .

BoEit ¥ AE (=001

Ballend Radius Tolerance =0 01

ad

R N
—\ El Bt
AL |

30° EfA =

Helix Angle is 30°

INI#%EEER( O H|iE O TJ)Applicable Work Material( © Most suitable O suitable)

[ aEH TR#H iR E

HARDENED STEELS il Bas WEE
CARBON | ALLOY | PREARDENED castiron | At | mm | FERE |
STEELS | STEELS | STEELS 60~ | Compmon | A e | araPHITE | SPPPER | PLASTIC
$45C $55C | sk-scMsus | (30-45HRonak [ (“BBHRC) [ (-60HRC) | oo o

| O | O | O ©) O

BE{7:Unit(mm)

LR BRE IR BE BA 2R AR
Radius of Effective Length Neck Shank Overall Shank
Ball Nose Length of Cut Diameter  Taper Angle Length Diameter
—_ R 4 ¢ 2d1 L od
K-BMT 2002-0.5 0.5 2,250
K-BMT 2002-1 RO.1 1 0.2 0.16 12° 45 4 2,250
K-BMT 2002-1.5 1.5 2,250
K-BMT 2003-1 1 2,250
RO.15 0.3 0.26 12° 45 4
K-BMT 2003-2 2 2,250
K-BMT 2004-1 1 1,500
| K-BMT 2004-2 RO.2 2 0.4 0.36 12° 45 4 1,600
‘ K-BMT 2004-3 3 1,850
K-BMT 2005-2 2 1,500
K-BMT 2005-4 4 1,500
45
K-BMT 2005-6 R0.25 6 0.5 0.46 12° 4 1,600
K-BMT 2005-8 8 1,600
M 042 K-BMT 2005-10 10 50 1,650
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?I:IJ%II'

Model
Number

BEEE
Radius of
Ball Nose

BRE
Effective
Length

VAR
Length
of Cut

EHE
Neck

Diameter

B
Shank
Taper Angle

=R

Overall
Length

Ll
Shank
Diameter

EEf1:Unit(mm)

EfE

Price
(NT)

K-BMT 2006-2 2 1350
K-BMT 2006-4 4 1350
K-BMT 2006-6 Ro3 6 1 056 'z “ 4 1350
K-BMT 2006-8 8 1600
K-BMT 2008-2 2 1350
K-BMT 2008-4 4 1350
K-BMT 2008-6 RO.4 6 1.1 0.76 12° 4 4 1350
K-BMT 2008-8 8 1350
K-BMT 2008-10 10 50 1600
K-BMT 2010-3 3 1200
K-BMT 2010-4 4 1200
K-BMT 2010-6 6 1200
K-BMT 2010-8 8 “ 1200
K-BMT 2010-10 RO.5 10 1.2 0.93 12° 4 1200
K-BMT 2010-12 12 1200
K-BMT 2010-14 14 1200
K-BMT 2010-16 16 %0 1350
K-BMT 2010-20 20 55 1600
K-BMT 2012-8 8 1350
K-BMT 2012-12 Ro6 12 13 113 'z “ 4 1350
K-BMT 2014-8 8 1350
K-BMT 2014-12 RO.7 12 1.4 1.33 12° “° 4 1350
K-BMT 2014-16 16 50 1350
K-BMT 2015-6 6 1200
K-BMT 2015-8 8 1200
K-BMT 2015-10 10 4 1200
ool RO > 1.45 1.43 12° 14 300
K-BMT 2015-16 16 50 1350
K-BMT 2015-20 20 55 1350
K-BMT 2016-8 8 1350
K-BMT 2016-12 12 4 1350
K-BMT 2016-16 Ro8 16 19 19 'z 50 4 1350
K-BMT 2016-20 20 55 1350
K-BMT 2018-8 8 1350
K-BMT 2018-12 12 “ 1350
K-BMT 2018-16 Ro9 16 18 v 'z 50 4 1350
K-BMT 2018-20 20 55 1350
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R<FSIZE RO.1~R3

EBEf1:Unit(mm)

il EFEESEY BRE R BE BfH 2R g
Model Radius of Effective Length Neck Shank Overall Shank
Number Ball Nose Length of Cut Diameter  Taper Angle Length Diameter
R 4 ¢ 2d1 Bta L ad

K-BMT 2020-4 4 1,200
29] K-BMT 2020-6 6 1,200
K-BMT 2020-8 8 45 1200
K-BMT 2020-10 10 1200
K-BMT 2020-12 12 4 1200
K-BMT 2020-14 R1 14 1.7 1.9 12° 1200
K-BMT 2020-16 16 %0 1200
K-BMT 2020-20 20 55 1350
K-BMT 2020-22 22 60 1350
K-BMT 2020-25 25 65 1350
K-BMT 2020-30 30 70 6 1600
K-BMT 2030-8 8 1350
K-BMT 2030-10 10 1350
K-BMT 2030-12 12 60 1350
K-BMT 2030-16 16 1350
K-BMT 2030-20 RIS 20 28 29 1z 6 1600
K-BMT 2030-25 25 70 1600
K-BMT 2030-30 30 1600
K-BMT 2030-35 35 80 1800
K-BMT 2040-10 10 1350
K-BMT 2040-12 12 1350
K-BMT 2040-16 16 1350
K-BMT 2040-20 20 o 1600
K-BMT 2040-25 25 1600
K-BMT 2040-30 R2 30 3 38 1z e 1600
K-BMT 2040-35 35 80 1900
K-BMT 2040-40 40 1900
K-BMT 2040-45 45 %° 2250
K-BMT 2040-50 50 100 2250
K-BMT 2050-20 20 1600
K-BMT 2050-25 25 o 1600
K-BMT 2050-30 R2:5 30 35 48 1z e 1600
| K-BMT 2050-35 35 8 1900
K-BMT 2060-30 30 . 80 1600
K-BMT 2060-50 R3 50 6 58 12 120 6 1900

A\ P 044
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K-RVMT A& EEEBAZR List of milli

g
>
Q.
)
INIAH 8 —
WORK B i EAASS/AEENE =
MATERIAL CARBONSTELLS ~ ALLOYSTEELS e S nin o o HARDENENED STEELS !
S45C.S50C SK.SCM.SUS NAK_.SKD SKD11.61SKT
(~255 HB) (225~325 HRC) : (45~60 HRC)
(30~45 HRC) 29]
IR Velocity V=60m/mingil{& V=50m/mingij{& V=40m/mingij{& V=30m/mingij{&
= Around V=60m/min Around V=50m/min Around V=40m/min Around V=30m/min
bicd
BUSR Ozt;?ae (2L EiRE {214 EiRE B EiRE {214 EiRE
Model Diameter Speed Feed Speed Feed Speed Feed Speed Feed
Number i) (m/in-1) (m/in-1) (m/in-1) (m/in-1) (m/in-1) (m/in-1) (m/in-1) (m/in-1)
2020 RO.1 32000 260 32000 260 32000 200 32000 130 0.003~0.005
2003 R0.15 32000 380 32000 380 32000 320 32000 260 0.003~0.006 g
2004 RO.2 32000 510 32000 510 32000 380 24000 240 0.005~0.01 »
-
2005 R0.25 32000 640 32000 640 26000 300 20000 240 0.003~0.01 s_
(0]
2006 RO.3 32000 830 27000 700 21000 340 16000 260 0.006~0.03
2008 RO.4 24000 860 20000 720 16000 380 12000 290 0.006~0.05
2010 RO.5 19000 870 16000 740 13000 420 10000 320 0.005~0.08
2012 R0.6 16000 900 13000 730 11000 440 8000 320 0.04~0.09
2014 RO.7 14000 950 11000 750 9000 430 7000 340 0.05~0.1
2015 RO.75 13000 940 10500 760 8500 440 6500 340 0.06~0.12
2016 R0.8 12000 940 10000 780 8000 430 6000 330 0.08~0.13
2018 RO.9 11000 970 9000 790 7000 430 5500 340 0.09~0.15 N
>
2020 R1.0 10000 1000 8000 800 6000 420 5000 350 0.03~0.21 Q
2030 R1.5 6600 730 5300 580 4000 310 3300 260 0.03~0.23
2040 R2.0 5000 660 4000 530 3000 260 2500 230 0.01~0.28
2050 R2.5 4000 560 3200 450 2400 220 2000 180 0.16~0.31
2060 R3.0 3000 470 2700 380 2000 190 1700 160 0.22~0.36
EH

1412 (mm) Milling Amount for Slotting
Ad: 875 E I8 (mm) Milling Amount

Ad
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R~SIZE RO.2~R3

K-PBM &2 772750k 2R

23]
IR S

Super fine grain alloy is used
for the carbide materal . M@/
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- BEEE)FHEAZE 0.0
: Ballend Radius Tolerance +0 01
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30° EA =

Helix Angle is 30°

INI#%EE8R( O H|iE O TJ)Applicable Work Material( © Most suitable O suitable)

[ A& TR#H iR E &

HARDENED STEELS il Bas REE
CARBON | ALLOY | PREARDENED castiron | At | mm | FERE |
STEELS | STEELS | STEELs 60~ | oo | A e | arapPHITE | SPPPER | PLASTIC
545C S55C | sk-scMsus | (30-4sHRonak [ (“BBHRC) [ (-BOHRC) | oo o

| O | O | O O] O | O] O] O

BE{7:Unit(mm)

5k ¥E AR T B B 2R R
Model Radius of Effective Length Neck Shank Overall Shank
Number Ball Nose Length of Cut Diameter  Taper Angle Length Diameter
— R A 1 od1 L od
K-PBM 2004-1 1 1,400
K-PBM 2004-2 RO.2 2 0.4 0.36 12° 45 4 1,500
K-PBM 2004-3 3 1,750
K-PBM 2005-2 2 1,400
K-PBM 2005-4 4 1,400
| K-PBM 2005-6 RO.25 6 0.8 0.46 12° + 4 1,500
K-PBM 2005-8 8 1,500
K-PBM 2005-10 10 50 1,650
K-PBM 2006-2 2 1,250
K-PBM 2006-4 4 . 1,250
‘ K-PBM 2006-6 RO3 6 1 056 12 45 N 1,250
K-PBM 2006-8 8 1,500
K-PBM 2008-2 2 1,250
K-PBM 2008-4 4 1,250
K-PBM 2008-6 RO.4 6 1 0.76 12° “ 4 1,250
K-PBM 2008-8 8 1,250
M 046 K-PBM 200810 10 50 1,500
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EEf1:Unit(mm) (7))
migs BEE  ANE  TE =7 T 2E E g
Model Radius of Effective Length Neck Shank Overall Shank Q.
Number Ball Nose Length of Cut Diameter  Taper Angle Length Diameter %’-
R 4 ¢ 2d1 Bta L od
K-PBM 2010-3 3 1,100
K-PBM 2010-4 4 1,100 29] ﬂ
K-PBM 2010-6 6 1,100
K-PBM 2010-8 8 45 1,100
K-PBM 2010-10 RO.5 10 1.2 0.93 12° 4 1,100
K-PBM 2010-12 12 1,100
K-PBM 2010-14 14 1,100
K-PBM 2010-16 16 %0 1,250 '
K-PBM 2010-20 20 55 1,500 &’,
K-PBM 2012-8 8 . 1,250 o
K-PBM 201212 RO-6 12 13 13 12 45 4 1,250 E
K-PBM 2014-8 8 1,250 ®
K-PBM 2014-12 RO.7 12 1.4 1.33 12° 45 4 1,250
K-PBM 2014-16 16 50 1,250
K-PBM 2015-6 6 1,100
K-PBM 2015-8 8 1,100
K-PBM 2015-10 10 45 1,100
K-PBM 2015-12 RO.TS 12 145 143 'z 4 1,100
K-PBM 2015-16 16 50 1,250
K-PBM 2015-20 20 55 1,250
K-PBM 2016-8 8 1,250
K-PBM 2016-12 12 . 45 1,250 N
K-PBM 2016-16 RO-8 16 1 1 12 50 4 1,250 o
K-PBM 2016-20 20 55 1,250
K-PBM 2018-8 8 1,250
K-PBM 2018-12 12 45 1,250
K-PBM 2018-16 RO-9 16 e 1 'z 50 4 1,250
K-PBM 2018-20 20 55 1,250
K-PBM 2020-4 4 1,100
K-PBM 2020-6 6 1,100
K-PBM 2020-8 8 45 1,100
K-PBM 2020-10 10 1,100
K-PBM 2020-12 12 1,100 —
K-PBM 2020-14 R1 14 1.7 1.9 12° 4 1,100
K-PBM 2020-16 16 %0 1,100
K-PBM 2020-20 20 55 1,250
K-PBM 2020-22 22 60 1,250
K-PBM 2020-25 25 65 1,250 .
K-PBM 2020-30 30 70 1,500

047 =




R~SIZE RO.2~R3

EBEf1:Unit(mm)

BUSR FE BRE VIES BE =)= 2R R
Model Radius of Effective Length Neck Shank Overall Shank
Number Ball Nose Length of Cut Diameter  Taper Angle Length Diameter
R A / zd1 Bta L od
K-PBM 2030-8 8 1,250
29] K-PBM 2030-10 10 60 1,250
K-PBM 2030-12 12 1,250
K-PBM 2030-16 16 1,250
R1.5 2.5 2.9 12° 6
K-PBM 2030-20 20 1,500
K-PBM 2030-25 25 70 1,500
K-PBM 2030-30 30 1,500
K-PBM 2030-35 35 80 1,700
K-PBM 2040-10 10 1,250
K-PBM 2040-12 12 1,250
K-PBM 2040-16 16 0 1,250
K-PBM 2040-20 20 1,500
K-PBM 2040-25 25 1,500
R2 3 3.8 12° 6
K-PBM 2040-30 30 1,500
K-PBM 2040-35 35 80 1,800
K-PBM 2040-40 40 %0 1,800
K-PBM 2040-45 45 2,150
K-PBM 2040-50 50 100 2,150
K-PBM 2050-20 20 70 1,500
K-PBM 2050-25 25 1,500
R2.5 3.5 4.8 12° 6
K-PBM 2050-30 30 80 1,500
K-PBM 2050-35 35 1,800
K-PBM 2060-30 30 — 80 1,500
R3 6 5.8 6
K-PBM 2060-50 50 — 120 1,800

gD 048
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I
WORK -
MATERIAL BEE el
Alumin Alloys Plastic

N
|
Echehei

LHIZERE Velocity V=65~70m/min V=40~45m/min

BiER paxid B EiRE 2L EiRE
Model Outside Diameter Speed Feed Speed Feed

Number (m/m) (m/in-1) (m/in-1) (m/in-1) (m/in-1)
2004 0.2 35,000 560 0.005~0.01 35,000 1,100 0.07~0.2
2005 0.25 35,000 700 0.003~0.01 28,000 1,200 0.08~0.25
2006 0.3 35,000 910 0.006~0.03 24,000 1,200 0.1~0.3
2008 0.4 26,000 940 0.006~0.05 18,000 900 0.13~0.4
2010 0.5 21,000 970 0.005~0.08 14,000 700 0.17~0.5
2012 0.6 18,000 1010 0.04~0.09 12,000 600 0.2~0.6
2014 0.7 15,000 1020 0.05~0.1 10,000 500 0.23~0.7
2015 0.75 14,000 1010 0.06~0.12 9,500 475 0.25~0.75
2016 0.8 13,000 1010 0.08~0.13 9,000 450 0.27~0.8
2018 0.9 12,000 1060 0.09~0.15 8,000 400 0.3~0.9
2020 1.0 11,000 1010 0.03~0.21 7,000 350 0.33~1
2030 1.5 6,900 760 0.03~0.23 4,800 240 0.5~1.5 Q{b\\
2040 2.0 5,200 690 0.01~0.28 3,600 180 0.6~2
2050 2.5 4,200 590 0.16~0.31 2,900 150 0.8~2.5
2060 3.0 3,500 550 0.22~0.36 2,400 120 1~3

EH
148 (mm) Milling Amount for Slotting
Ad:E75EEHEIE (mm) Milling Amount
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