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® Applicable for heat resistance alloy such as stainless steels and titanium alloy by

MUGEN-COATING PREMIUM.
@®L/D=1 and helix 25° to increase rigidity and realize high efficient machining.
@ Suppress chattering and deflection in slotting process.

'~-V‘.,

\s

7L')—R251 K3 N218F)

"

FL P

BRILI7L)—K30XI /K IIV2187

MXH230

OERI—T« VI TLIT7LORAICKY. AT VLA - FRUFOMHAS

(oo

OURIIHED 25T 30° 2T L% HA.

OF - IEEZMOTF I~ T 1 IHET DIRERA T,

@ Applicable for heat resistance alloy such as stainless steels and titanium alloy by

MUGEN-COATING PREMIUM.
@®L/D=2 and helix 30° standard type, applicable for both slotting and side milling.
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Number of Flutes Coating MUGEN-COATING PREMIUM
E4%: 25° A BRI TFEEAS
Helix Angle Material Micro Grain Carbide
B [<FE - mm / ffiig - [)
Unit [size : mm / Retail Price : JPY]
d— KNo. D)FE | (2)IR | (V)EA (Vs8] (DER | RS
Code No. Dia. Length of Cut | Neck Taper Angle | - Shank Dia. | Overall Length Retail Price
08-00005-00010 0.1 0.1 12° 4 45 7,200
08-00005-00020 0.2 0.2 12° 4 45 4,600
08-00005-00030 0.3 0.3 12° 4 45 3.700
08-00005-00040 04 0.4 12° 4 45 4,100
08-00005-00050 0.5 0.5 12° 4 45 2,500
08-00005-00060 0.6 0.6 12° 4 45 2,500
08-00005-00070 0.7 0.7 12° 4 45 2,500
08-00005-00080 0.8 0.8 12° 4 45 2,500
08-00005-00090 0.9 0.9 12° 4 45 2,500
08-00005-00100 1 1 12° 4 45 2,200
08-00005-00110 1.1 1.1 12° 4 45 2,500
08-00005-00120 1.2 1.2 12° 4 45 2,500
08-00005-00130 1.3 1.3 12° 4 45 2,500
08-00005-00140 1.4 1.4 12° 4 45 2,500
08-00005-00150 1.5 1.5 12° 4 45 2,300
08-00005-00160 1.6 1.6 12° 4 45 2,500
08-00005-00170 1.7 1.7 12° 4 45 2,500
08-00005-00180 1.8 1.8 12° 4 45 2.500
08-00005-00190 1.9 19 12° 4 45 2,500
08-00005-00200 2 2 12° 4 45 2,300
08-00005-00250 25 25 12° 4 45 2,300
08-00005-00300 8 3 12° 6 45 3,200
08-00005-00400 4 4 12° 6 45 3.400
08-00005-00500 5 5 12° 6 50 3,700
08-00005-00600 6 6 - 6 50 3.800
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Number of Flutes Coating MUGEN-COATING PREMIUM
*TLA 30° " B’ BN T EBES T
Helix Angle Material Micro Grain Carbide
BT (<% 0 mm / fli#g : [)
Unit [size : mm / Retail Price : JPY]
J— KNo. DXE | (OHR | (VIER (dXrIE L&k RIS
Code No. Dia. Lengthof Cut | NeckTaperAngle | Shank Dia. | Overall Length Retail Price
08-00006-00010 0.1 0.2 12° 4 45 7,200
08-00006-00020 0.2 0.4 12° 4 45 4,600
08-00006-00030 0.3 0.6 12° 4 45 3,600
08-00006-00040 0.4 0.8 12° 4 45 4,200
08-00006-00050 0.5 1 12° 4 45 2,500
08-00006-00060 0.6 1.2 12° 4 45 3.500
08-00006-00070 0.7 1.4 12° 4 45 3,800
08-00006-00080 0.8 1.6 12° 4 45 2,500
08-00006-00090 0.9 1.8 12° 4 45 3,800
08-00006-00100 1 2 12° 4 45 2,200
08-00006-00110 1.1 22 12° 4 45 3,900
08-00006-00120 1.2 24 12° 4 45 2,500
08-00006-00130 1.3 26 12° 4 45 3,900
08-00006-00140 1.4 28 12° 4 45 3.900
08-00006-00150 1.5 3 12° 4 45 2,300
08-00006-00160 1.6 32 12° 4 45 3,900
08-00006-00170 1.7 3.4 12° 4 45 3.900
08-00006-00180 1.8 3.6 12° 4 45 2,500
08-00006-00190 1.9 3.8 12° 4 45 3.900
08-00006-00200 2 4 12° 4 45 2,300
08-00006-00210 21 4.2 12° 4 45 3.900
08-00006-00220 22 4.4 12° 4 45 3,900
08-00006-00230 2.3 4.6 12° 4 45 3.900
08-00006-00240 2.4 4.8 12° 4 45 3,900
08-00006-00250 25 5 12° 4 45 2.300
08-00006-00260 2.6 52 12° 4 45 5,000
08-00006-00270 2.7 54 12° 4 45 5,000
08-00006-00280 2.8 56 12° 4 45 5,000
08-00006-00290 29 58 12° 4 45 5,000
08-00006-00300 & 6 12° 6 45 2,900
08-00006-00350 3.5 7 12° 6 45 4,400
08-00006-00400 4 8 12° 6 45 3,200
08-00006-00450 4.5 9 12° 6 50 5,000
08-00006-00500 5 10 12° 6 50 3,400
08-00006-00550 55 11 12° 6 50 5,000
08-00006-00600 6 12 = 6 50 3,700

F—8—Fhik MXH225 JED) Z#ERLTFE.

When you order, indicate MXH225 (D).

F—8—Fik MXH230 IED) ZHERLTFE0.

When you order, indicate MXH230 (D).
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MUGEN-COATING PREMIUM.

MXH 235 @ L/D=4 and helix 40° is suitable for deep machining with minimum deflection of cutting up-right surface.
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® Applicable for heat resistance alloy such as stainless steels and titanium alloy by g a g s Y
MUGEN-COATING PREMIUM. vV g v I+ @
@®L/D=3 and helix 35° for appropriate length of cut to avoid the inconveniences in e L e e [g
size selection. 5 o 853 ‘ 2 ‘ ‘
00 00 00 99 —
o o o a L |
S S S S
X % 2 aA—F4>7 WRIA—T A>T TLIT L
Number of Flutes Coating MUGEN-COATING PREMIUM
5 xTLA 40° M OH B FEESE
_a & Helix Angle Material Micro Grain Carbide
S8 ¥ s v o 4 (<%  mm / 5 : /)
< Qm o & r— [ < Unit [size : mm / Retail Price : JPY]
~ ~ Y kel
5 5 438 . ‘ b 3— KNo. D)FE | (O)XE | (VBB |0Yr8| (2R | S
0Q 0Q 0Q QQ — L Code No. Dia. Length of Cut | NeckTaperAngle | Shank Dia. |Overall Length]  Retail Price
T 88 8 08-00008-00030 0.3 12 12° 4 45 5,600
I % 5 T Vs ERA—F4VITLITA 08-00008-00040 0.4 16 12° 4 45 5.600
Number of Flutes Coating MUGEN-COATING PREMIUM e 8'2 g 5 g j 32 583'288
je‘fx‘/fgle 35° nH B T REIRES 08-00008-00100 1 4 127 4 45 3.200
08-00008-00120 1.2 48 12° 4 45 3.800
08-00008-00150 1.5 6 12° 4 45 3,200
08-00008-00180 1.8 72 12° 4 45 3.800
08-00008-00200 2 8 12° 4 45 3,200
B [<Fi% : mm / fli4E : [ g
Unit [size : mm / Retail Price : JPY] 08-00005-00250 2.5 10 12 4 45 3.200
08-00008-00300 3 12 12° 6 50 4,300
J— KNo. DIE | (0)NE | (v)EE |y /8| UK | S 08-00008-00400 4 16 12 6 55 4.300
Code No. Dia. Length of Cut | NeckTaperAnge | Shank Dia. |Overall Length|  Retail Price 08-00008-00500 5 20 12° 6 60 5,300
08-00008-00600 6 24 — 6 65 5,400
08-00007-00010 0.1 0.3 12° 4 45 7,200 . N . —
= F—&—HiE MXH240 IE D) &AL TFEL.
08-00007-00020 0.2 0.6 12 4 45 4,700 When you order, indicate MXH240 (D).
08-00007-00030 0.3 09 12° 4 45 3,800
H | o o -y > IS o -y
08-00007-00040 0.4 12 12 4 45 4200 #‘BE7 L 2 7L\ I) — |~451/ I‘ ;}l,zuﬂ
08-00007-00050 0.5 15 12° 4 45 2,500
owoorrowe | 06 | 18 | 12 | 4 | 45 | 8700 MXH245
08-00007-00070 | 0.7 | 2.1 2 4 45 4.000 OERI—7 (I 7LITLORAICEY ., ZFYLAE FEUEOMAARITHIE.
08-00007-00080 0.8 24 12° 4 45 2,500 ONRIIHED 5T 45 X I L &R,
s oo | 20 | 1> 2 25 | 2000 OBL> UX T W) 15 5 M EDE % B/ NRICHTHL.
. - . ® Applicable for heat resistance alloy such as stainless steels and titanium alloy by
08-00007-00100 1 8 12° 4 45 2,200 MUGEN-COATING PREMIUM.
08-00007-00110 11 33 10° 4 45 3.900 @ L/D=5 and helix 45° to minimize the milling deflection even though the long cutting length design.
08-00007-00120 1.2 3.6 12° 4 45 2,500
08-00007-00130 1.3 39 12° 4 45 3,900
08-00007-00140 1.4 4.2 12° 4 45 3.900 ol
.
08-00007-00150 1.5 45 12° 4 45 2,200 D VD" @ .
) ~ Y
08-00007-00160 1.6 48 12° 4 45 3900 v S v 7l:(l/§:ﬂfl ¢
08-00007-00170 1.7 5.1 12° 4 45 3.900 e —18
o o 000 P) ‘
08-00007-00180 1.8 5.4 12° 4 45 2,500 CQ 0Q 0Q Qe — L ‘
08-00007-00190 1.9 57 12° 4 45 3.900 888 % ‘
08-00007-00200 g X # 2 A—F«>Y \RA—FT4VJTLITL
2 © 120 & 42 200 Number of Flutes Coating MUGEN-COATING PREMIUM
08-00007-00210 2.1 6.3 12 4 45 3.900 2XTLA 45° M oE B FBIES S
08-00007-00220 22 6.6 12° 4 45 3,900 Helix Angle Material Micro Grain Carbide
08-00007-00230 23 6.9 12° 4 45 3.900 B [ mm / k& /]
08-00007-00240 24 70 10° 4 45 3.900 Unit [size : mm / Retail Price : JPY]
08-00007-00250 25 75 12° 4 45 2,300 d— RNo. D)FE | (PR | (V)EA (V78] (DER | IREME
08-00007-00260 26 78 100 4 45 5000 Code No. Dia Length of Cut | NeckTaperAngle | Shank Dia. |Overall Length Retail Price
o 08-00009-00030 0.3 15 12° 4 45 7.800
08-00007-00270 . 3 2
27 | 81 12 4 45 5000 08-00009-00040 | 0.4 2 12° 7 5 7.800
08-00007-00280 2.8 84 12° 4 45 5,000 08-00009-00050 0.5 25 12° 4 45 4,900
08-00007-00290 2.9 8.7 12° 4 45 5,000 08-00003-00080 0.8 4 12 4 45 4,900
" 08-00009-00100 1 5 12° 4 45 4,400
EHIILTATELD 3 9 12 6 42 314100 08-00009-00120 1.2 6 12’ 4 45 4,900
08-00007-00350 3.5 105 12° 6 45 4,800 08-00009-00150 1.5 75 12° 4 45 4,400
08-00007-00400 4 12 10° B 50 3.600 08-00009-00180 1.8 9 12° 4 50 4,900
" 08-00009-00200 2 10 12° 4 50 4,400
08-00007-00450 4.5 135 12 6 50 5.000 08-00009-00250 25 125 1 4 50 4,400
08-00007-00500 5 15 12° 6 55 3.800 08-00009-00300 3 15 12° 6 55 5,800
. 08-00009-00400 4 20 12° 6 60 6,100
- 7- . X -
08-00007-00550 55 16.5 12 6 60 5,000 08-00009-00500 5 o5 107 5 65 6.800
08-00007-00600 6 18 — 6 60 4,000 08-00009-00600 6 30 = 6 75 7,100
F—4—Fhi%x MXH235 F&E (D) ZHRLTFEL, F—8—hik MXH245 HE (D) &R L TFEL,

When you order, indicate MXH235 (D). When you order, indicate MXH245 (D).
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@ Applicable for heat resistance alloy such as stainless steels and titanium alloy by ® Applicable for heat resistance alloy such as stainless steels and titanium
MUGEN-COATING PREMIUM with sharp edge type. alloy by MUGEN-COATING PREMIUM with sharp edge type.
@®L/D=1 and helix 25°. @®L/D=2 and helix 30°.
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X 2 =T« ERA-—FT«2JTLITL X #® 2 dA—F«4>y ERIA—FTAVJTLITL
Number of Flutes Coating MUGEN-COATING PREMIUM Number of Flutes Coating MUGEN-COATING PREMIUM
*TLA 25° % B B FEES S xT LA 30° M OH BN TFEESS
Helix Angle Material Micro Grain Carbide Helix Angle Material Micro Grain Carbide
B [~ mm / ffi#g [ BT (<% 0 mm / fli#& : []
Unit [size : mm / Retail Price : JPY] Unit [size : mm / Retail Price : JPY]
31— KNo. DHE | (PR | (V)EA |[dYr>2I8] (DR | REE J— KNo. DFE | ()PE | (v)EA | 8 | (DR RAEATitE
Code No. Dia. Length of Cut | NeckTaerAngle | Shank Dia. |Overall Length Retail Price Code No. Dia. Lengthof Cut | NeckTaperAnge | Shank Dia. | Overall Length Retail Price
08-00015-00010 0.1 01 100 4 45 7.200 08-00016-00010 0.1 02 12° 4 45 7.200
08-00016-00020 0.2 0.4 12° 4 45 4,600
08-00015-00020 0.2 02 12 4 45 4,600 UB-00016-00030 03 06 100 4 45 3600
08-00015-00030 0.3 0.3 12° 4 45 3,700 08-00016-00040 0.4 08 12° 4 45 4,200
08-00016-00050 0.5 1 12° 4 45 2,500
08-00015-00040 0.4 04 12° 4 45 4,100
08-00016-00060 0.6 12 12° 4 45 3.500
08-00015-00050 0.5 0.5 12° 4 45 2,500 08-00016-00070 0.7 1.4 12° 4 45 3,800
08-00016-00080 . 1. 12° 4 45 2,500
08-00015-00060 0.6 0.6 12° 4 45 2.500 08 ©
08-00016-00090 0.9 1.8 12° 4 45 3.800
08-00015-00070 0.7 0.7 12° 4 45 2,500 08-00016-00100 1 2 22 4 45 2200
T, 08 08 100 2 45 5500 08-00016-00110 1.1 22 12° 4 45 3,900
08-00016-00120 1.2 24 12° 4 45 2,500
08-00015-00090 0.9 09 12 4 45 2500 08-00016-00130 1.3 26 12° 4 45 3.900
08-00015-00100 1 1 12° 4 45 2200 08-00016-00140 1.4 28 12° 4 45 3,900
08-00016-00150 1.5 3 12° 4 45 2,300
08-00015-00110 1.1 1 12 4 45 2.500 08-00016-00160 1.6 32 12° 4 45 3,900
08-00015-00120 1.2 1.2 12° 4 45 2,500 08-00016-00170 1.7 3.4 12° 4 45 3.900
08-00016-00180 1.8 3.6 12° 4 45 2,500
08-00015-00130 1.3 1.3 12° 4 45 2,500
08-00016-00190 1.9 38 12° 4 45 3,900
08-00015-00140 1.4 14 12° 4 45 2,500 08-00016-00200 2 4 12° 4 45 2,300
08-00015-00150 15 15 100 4 45 2300 08-00016-00210 2.1 4.2 12 4 45 3,900
08-00016-00220 2.2 4.4 12° 4 45 3,900
08-00015-00160 1.6 16 12° 4 45 2.500 08-00016-00230 2.3 46 12° 4 45 3.900
08-00015-00170 1.7 1.7 12° 4 45 2,500 CAL LY 24 48 12 % 4 5900
08-00016-00250 25 5 12° 4 45 2,300
08-00015-00180 1.8 1.8 12° 4 45 2,500 AT G 26 50 100 2 25 5000
08-00015-00190 1.9 19 19° 4 45 2,500 08-00016-00270 2.7 54 12° 4 45 5,000
08-00016-00280 2.8 56 12° 4 45 5,000
08-00015-00200 ° .
2 2 12 4 4 e 08-00016-00290 29 58 12° 4 45 5,000
08-00015-00250 25 25 12° 4 45 2,300 08-00016-00300 3 6 12° 6 45 2,900
08-00016-00350 35 7 12° 6 45 4,400
08-00015-00300 3 3 12° 6 45 3,200
08-00016-00400 4 8 12° 6 45 3,200
08-00015-00400 4 4 12° 6 45 3400 08-00016-00450 4.5 9 12° 6 50 5,000
08-00015-00500 5 5 100 5 50 3,700 08-00016-00500 5 10 12 6 50 3,400
08-00016-00550 55 11 12° 6 50 5,000
08-00015-00600 6 6 - 6 50 3.800 08-00016-00600 6 12 - 6 50 3700
F—4&—Hik MXH225P H& (D) R L TFELY, F—&—HiE MXH230P H#& (D) Z#ER L TTFEL,

When you order, indicate MXH225P (D). When you order, indicate MXH230P (D).
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® Applicable for heat resistance alloy such as stainless steels and titanium alloy by MUGEN-COATING PREMIUM with sharp edge type.
@®L/D=3 and helix 35°.
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Number of Flutes Coating MUGEN-COATING PREMIUM
*TLA 35° % B TR A S
Helix Angle Material Micro Grain Carbide
B [<F% - mm / ffiig /)
Unit [size : mm / Retail Price : JPY]
J— RNo. DFE | (PR | (v)EA | VI8 | (D2R RAEATE 31— FNo. DI | (AR | (V)ER | 0U8 | (2R TREEATE
Code No. Dia. Lengthof Cut | NeckTaperAnge | Shank Dia. | Overall Length Retail Price Code No. Dia. Lengthof Cut | NeckTaperAnge | Shank Dia. | Overall Length Retail Price
08-00017-00010 0.1 0.3 12° 4 45 7,200 08-00017-00210 2.1 6.3 12° 4 45 3.900
08-00017-00020 0.2 0.6 12° 4 45 4,700 08-00017-00220 2.2 6.6 12° 4 45 3.900
08-00017-00030 0.3 0.9 12° 4 45 3,800 08-00017-00230 23 6.9 12° 4 45 3.900
08-00017-00040 0.4 1.2 12° 4 45 4,200 08-00017-00240 2.4 7.2 12° 4 45 3,900
08-00017-00050 0.5 1.5 12° 4 45 2,500 08-00017-00250 25 7.5 12° 4 45 2,300
08-00017-00060 0.6 1.8 12° 4 45 3,700 08-00017-00260 2.6 7.8 12° 4 45 5,000
08-00017-00070 0.7 241 12° 4 45 4,000 08-00017-00270 2.7 8.1 12° 4 45 5,000
08-00017-00080 0.8 24 12° 4 45 2,500 08-00017-00280 2.8 8.4 12° 4 45 5,000
08-00017-00090 0.9 27 12° 4 45 4,000 08-00017-00290 2.9 8.7 12° 4 45 5,000
08-00017-00100 1 3 12° 4 45 2,200 08-00017-00300 3 9 12° 6 45 3,400
08-00017-00110 1.1 3.3 12° 4 45 3.900 08-00017-00350 3.5 10.5 12° 6 45 4,800
08-00017-00120 1.2 36 12° 4 45 2,500 08-00017-00400 4 12 12° 6 50 3.600
08-00017-00130 1.3 39 12° 4 45 3.900 08-00017-00450 4.5 135 12° 6 50 5,000
08-00017-00140 1.4 4.2 12° 4 45 3.900 08-00017-00500 5 15 12° 6 55 3.800
08-00017-00150 1.5 4.5 12° 4 45 2,200 08-00017-00550 5.5 16.5 12° 6 60 5,000
08-00017-00160 1.6 4.8 12° 4 45 3.900 08-00017-00600 6 18 - 6 60 4,000
08-00017-00170 1.7 5.1 12 4 45 3.900 F—4—75% MXH235P FZ (D) &#Em L TTFEL.
When you order, indicate MXH235P (D).
08-00017-00180 1.8 54 12° 4 45 2,500
08-00017-00190 1.9 57 12° 4 45 3.900
08-00017-00200 2 6 12° 4 45 2,300




tﬂﬁ“%ﬁ%# § Recommended Milling Conditions

At ATV LA FEUAE BNAeE BEE AN
Work Materil Stainless Steels Titanium Alloy Heat Resistance Alloy Hardened Steels
g SUS304 Ti-6A-4V inconel"718 SKD61 (~52HRC)
[Ek7e5¢ XV RE [EIET XV RE [EIL7e4¢ XV EE [E1E7e ¢ ) RE
Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
X #
Dia. mm/min mm/min mm/min mm/min
.4 i L e
min fE b min E E min E G min E b
Side Milling Slotting Side Milling Slotting Side Millng Slotting Side Milling Slotting
0.1 50,000 30 15 48,000 30 15 25,000 10 10 50,000 - 15
0.2 50,000 50 25 48,000 50 25 25,000 15 10 47,700 — 20
0.3 50,000 90 35 48,000 90 35 25,000 30 15 31,800 - 20
0.4 47,700 130 50 45,000 130 50 23,000 40 20 23,900 50 25
0.5 38,200 130 50 37,000 130 50 19,000 40 20 19,100 60 30
0.6 34,000 130 50 33,000 130 50 17,000 40 20 16,000 60 30
0.7 30,000 130 50 29,000 130 50 15,000 40 20 13,700 60 30
0.8 26.000 140 50 25,000 140 50 13.000 45 20 12,000 60 30
0.9 22,000 140 55 21,000 140 55 11,000 45 25 10,700 60 30
1 19,100 150 55 18,000 160 55 9.500 50 25 9,500 75 40
1.1 17,500 150 55 16,000 150 55 8,500 50 25 8,700 75 40
1.2 16.000 150 58 15,000 150 55 8,000 50 25 8,000 75 40
1.3 14,500 150 55 13,500 150 55 7,200 50 25 7,400 75 40
1.4 13,000 150 55 12,500 150 55 6.500 50 25 6.900 75 40
1.5 12,700 150 55 12,000 150 55 6.200 50 25 6,400 75 40
1.6 11.900 150 55 11.500 150 55 6,000 50 25 6,000 75 40
1.7 11,300 160 55 10,900 160 55 5,500 50 25 5,700 75 40
1.8 10,700 160 55 10,300 160 55 5,200 50 25 5,300 75 40
1.9 10,100 170 60 9,700 170 60 5,000 55 30 5,000 75 40
2 9,500 170 60 9,100 170 60 4,800 55 30 4,800 75 40
25 7,600 180 65 7,200 180 65 3.800 60 30 3.800 75 40
3 6,400 190 70 6.000 190 70 3.200 65 35 3.200 80 40
4 4,800 190 70 4,400 190 70 2,400 65 35 2,400 95 50
5 3.800 230 75 3,400 230 75 1,900 75 40 1,900 95 50
6 3.200 260 85 2,800 260 85 1.600 80 40 1,600 100 50
{BIE Side Milling 38 Slotting A Side Miling & Slotting
{AE Side Milling — + *
— ae 1D D 1D D
1D ¢0.1~0.8=0.05D l: ap —l_lj ~<—| ap
®1~25=0.1D - <ai * o <%)ZD +
e ¢3~6=0.2D
R ae
V) AHE . ¢0.1~0.8=0.01D
J%egthﬁf & Soting ¢1~25=0.02D
* ap _ ¢ 3~6=0.04D ap
5 e Yoo, ap $0.1~0.4=0.05D
l: ap o1 '5~3'_0 7'D ¢0.1~0.4=0.01D ¢0.5~6=0.2D
04~6=1D 90.5~1.2=0.1D
* ¢1.5~3=0.3D
¢4~6=0.5D
(D: FJ%& Dia.)
MBI PEIM ORIFIREFIC K W URIRMGZHEL TTF 0.
MY FEEDDBENEDZEERB L TTFE0,
HI—UDTF vy WRIEHRD B HEEDEEALTT,
& & HAKAMYHETINI Y 3583 U MOPREPRBICE R UYEISRGOFEEZ L TTE0.

Notes

s Adjust milling condition conforming to machine rigidity and clamping condition.

#%Use cutting fluid with smoke retardant.

*Use rigid and precise machine and chuck holder.

% Adjust milling condition with caution for chip evacuation and smoke generation when milling with water-insoluble cutting fluid.
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po— 27> LA FEAaE Bl S B AN
Work Materil Stainless Steels Titanium Alloy Heat Reswstagce Alloy Hardened Steels
SUS304 Ti-6Al-4V inconel”718 SKD61 (~52HRC)
[EIE 7 ERE Bl X RE [EERE X HRE [EERE X RE
) Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
%D‘aé . mm/min . mm/min » mm/min . mm/min
min fRliE & min i i min Rl B min I &
Side Millng Slotting Side Milling Slotting Side Milling Slotting Side Millng Slotting
0.1 50,000 30 15 48,000 30 15 25,000 10 10 50,000 — 15
0.2 50,000 50 25 48,000 50 25 25,000 15 10 47,700 — 20
0.3 50,000 90 35 48,000 90 35 25.000 30 15 31.800 — 20
0.4 47,700 130 50 45,000 130 50 23,000 40 20 23,900 50 25
0.5 38.200 130 50 37.000 130 50 19.000 40 20 19.100 60 30
0.6 34,500 130 50 32,000 130 50 17,000 40 20 16,000 60 30
0.7 30,500 130 50 28,000 130 50 15,000 40 20 13,700 60 30
0.8 26,000 140 50 24,000 140 50 13.000 45 20 12,000 60 30
0.9 22,000 140 55 20,000 140 55 11,000 45 25 10,700 60 30
1 19.100 150 55 18.000 150 55 9.500 50 25 9.500 75 40
1.1 17,500 150 55 16,000 150 55 8,700 50 25 8,700 75 40
12 16.300 150 55 15.000 150 55 8.100 50 25 8.000 75 40
1.3 15,100 150 55 14,000 150 55 7,500 50 25 7,400 75 40
1.4 13,900 150 55 13,000 1560 55 7.000 50 25 6.900 75 40
IES) 12,700 150 55 12,000 150 55 6.200 50 25 6.400 75 40
1.6 12,000 150 59 11,500 150 55 6,000 50 25 6.000 75 40
1.7 11.300 160 55 10,900 160 55 5.500 50 25 5,700 75 40
1.8 10,600 160 59 10,200 160 55 5,300 50 25 5,300 75 40
1.9 9.900 170 60 9.500 170 60 5.000 55 30 5,000 75 40
2 9,500 170 60 9,100 170 60 4,800 55 30 4,800 75 40
21 9.100 170 60 8.700 170 60 4,500 55 30 4.600 75 40
22 8,700 170 60 8.300 170 60 4,300 55 30 4,400 75 40
23 8,300 170 60 7,900 170 60 4,100 55 30 4,200 75 40
24 7.900 180 65 7.500 180 65 4,000 60 30 4,000 75 40
25 7,600 180 65 7,200 180 65 3,800 60 30 3.800 75 40
2.6 7.400 180 65 7.000 180 65 3.700 60 30 3.700 75 40
2.7 7,200 180 65 6,800 180 65 3.600 60 30 3.600 75 40
2.8 7,000 180 65 6.500 180 65 3.500 60 30 3.500 75 40
2.9 6.700 190 70 6,200 190 70 3.300 60 30 3.300 75 40
3 6.400 190 70 6,000 190 70 3.200 65 35 3.200 80 40
35 5,500 190 70 5,100 190 70 2,700 65 35 2,700 85 45
4 4,800 190 70 4,400 190 70 2,400 65 35 2,400 95 50
4.5 4,200 210 75 3.800 210 75 2.100 70 35 2,100 95 50
5) 3.800 230 75 3,400 230 75 1,900 75 40 1,900 95 50
5.5 3.500 240 80 3.100 240 80 1.700 75 40 1.700 95 50
6 3.200 260 85 2,800 260 85 1,600 80 40 1,600 100 50
1R Side Miling 5% Slotting {AIEE Side Miling 38 Slotting
1B Side Milling ] —
. o E* 2 !
2D $0.1~0.8=0,05D a * —l‘i’ﬂgp
.1~0.9=0. e
g 1~2.9=0.07D R A {002 J
)R HE ol lle ¢3~6=0.15D ae
Depth of Cut 291 g89581051[[))
3% Slotting a ®»3~6=0.03D ap
~0.4= a ¢0.1~0.4=0.05D
b ' ggj;N?jizgj?gB 00.1~0.4=0.02D $0.5~6=0.15D
<~ | ap ®1.5~3.9=0.5D ¢»0.5~1.4=0.07D
64~6=0.75D ¢1.5~39=0.2D
* ¢4~6=0.3D
(D: X% Dia.)
SR PR EIA OIRFFRES IC K U BIRMGZREL TFE.
YNSRI REEDDBENEDZEER L TTFE0,
XI—UDIF vy U BRIEHRSETRIEDSHZEDEFERALTTE.
fis & HAKBMTELETINI I 3553 0 U MOPREPREICE R LEEISGOFEZ L TTE.

Notes

#Adjust milling condition conforming to machine rigidity and clamping condition.
#%Use cutting fluid with smoke retardant.

*Use rigid and precise machine and chuck holder.

% Adjust milling condition with caution for chip evacuation and smoke generation when milling with water-insoluble cutting fluid.
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— 27> LA FaUaE BRHES e AN
Work Material Stainless Steels Titanium Alloy Heat Resistance Alloy Hardened Steels
SUS304 Ti-6Al-4V inconel"718 SKD61 (~52HRC)
[EE5# XV RE [EERE X HRE [EERH X RE [EIE524 XV RE
Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
Dia mm/min mm/min mm/min mm/min
min’ I ) min’ AE s min’ W s min’ I s
Side Miling Slotting Side Miling Slotting Side Milling Slotting Side Miling Slotting
0.1 50,000 30 15 40,000 30 15 25,000 10 10 50,000 - 15
0.2 50,000 50 25 40,000 50 25 25,000 15 10 39,800 = 20
0.3 50,000 90 35 40,000 90 35 25,000 30 15 26,500 - 20
0.4 43,800 120 50 35,000 120 50 22,000 40 20 19,900 - 20
0.5 35,000 120 50 28,000 120 50 17,000 40 20 15,900 50 25
0.6 31,500 120 50 25,000 120 50 15,000 40 20 13,300 50 25
0.7 28,000 120 50 22,500 120 50 14,000 40 20 11,400 50 25
0.8 24,500 130 50 19,600 130 50 12,000 45 20 10,000 50 25
0.9 21,000 130 50 17,000 130 50 10.500 45 20 8,900 50 25
1 17,500 140 50 14,000 140 50 8,700 45 20 8,000 65 30
1.1 16,400 140 50 13,000 140 50 8,200 45 20 7.300 65 30
1.2 15,300 140 50 12,000 140 50 7,500 45 20 6,700 65 30
1.3 14,100 140 50 11,000 140 50 7,000 45 20 6,200 65 30
1.4 12,900 140 50 10,000 140 50 6.400 45 20 5,700 65 30
1.5 11,700 140 50 9,400 140 50 5,800 45 20 5,300 65 30
1.6 11,200 140 50 8,900 140 50 5,500 45 20 5,000 65 30
1.7 10,600 140 50 8,500 140 50 5,300 45 20 4,700 65 30
1.8 10,000 150 50 8.000 150 50 5,000 50 20 4,500 65 30
jIES) 9,400 160 55 7,500 160 55 4,700 50 25 4,200 65 30
2 8,800 160 55 7,000 160 55 4,400 50 25 4,000 65 30
2.1 8,500 160 55 6,800 160 55 4,200 50 25 3.800 65 30
2.2 8,100 160 55 6,500 160 55 4,000 50 25 3,700 65 30
23 7,800 160 55 6.200 160 55 3,900 50 25 3,500 65 30
24 7,400 160 55 5,900 160 55 3.700 50 25 3.300 65 30
25 7,000 170 60 5,600 170 60 3.500 55 30 3.200 70 35
2.6 6.700 170 60 5,400 170 60 3.300 55 30 3.100 70 35
2.7 6.400 170 60 5100 170 60 3.200 55 30 3.000 70 35
2.8 6,200 170 60 4,900 170 60 3,100 55 30 2,900 70 35
2.9 6.000 170 60 4.800 170 60 3,000 55 30 2,800 70 35
3 5,800 170 60 4,600 170 60 2,900 55 30 2,700 70 35
3.5 5,000 180 60 4,000 180 60 2,500 60 30 2,300 75 35
4 4,400 180 60 3,500 180 60 2,200 60 30 2,000 80 40
4.5 3.900 200 65 3.100 200 65 1,900 65 30 1,800 80 40
5, 3,500 210 70 2,800 210 70 1,700 70 35 1,600 80 40
5.5 3,200 220 70 2,500 220 70 1,600 75 35 1,400 80 40
6 2,900 230 75 2.300 230 75 1,400 75 35 1,300 80 40
{8 Side Milling 1B Side Milling ;& Slotting {BIE Side Miling & Slotting
TSD 3)80 1~0.9=0.04D Tso D : Tsa D !
.1 ~0.9=U. «—| |Qp
Tz 0 1~29=0.05D Tz o ]-0020
~— $3~6=0.1D = I e A
iAHE ae
Depth of Cut »0.1~0.9=0.01D
& Slotting ¢ 1~29=0.02D
ap pmOm000D $0.1~04=0,05D
®0.1~0.4=0.
D + 00.1 :0'4;0'05D ?DDOJ ~0.4=0.02D ¢$0.5~6=0.1D
—l‘:ﬂ—ap e asooe $0.5~1.4=0.04D
$15~35=0.25D 1 B~35=0.1D
e [ 04~6=0.4D ¢1.5-35>0.
(D:JJ#& Dia) ¢4~6=0.2D
SRR HEIA DR FFREZIC K W YHIRMGZRE L TR,
MJHLHISFREEDDBENEDZER L TTFEL,
MI—UVIF vy U HERIEHRSETBIEDHZEDEEALTFE.
s & HAKBEYHLRTINI Y 25813 W OFEPRIZICER LYIRISMOHREREZ L TT XL,
Notes s Adjust milling condition conforming to machine rigidity and clamping condition.
#%Use cutting fluid with smoke retardant.
*Use rigid and precise machine and chuck holder.
3 Adjust milling condition with caution for chip evacuation and smoke generation when milling with water-insoluble cutting fluid.
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- 272 L2 FEUEaE EE S
Work Material Stainless Steels Titanium Alloy Heat Resistance Alloy
SUS304 Ti-6Al-4V inconel“718
Rl Rl fRimE
Side Milling Side Milling Side Milling
y & T EPET G U RE G 2% RE
a Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
min”' mm/min min’' mm/min min’' mm/min
0.3 21,200 40 20,000 40 10,500 20
0.4 15,900 45 14,000 40 8,000 20
0.5 12,700 45 11,000 40 6.300 20
0.8 9,600 45 8,000 40 4,800 20
1 6.400 50 4,400 50 3,200 25
1.2 4,800 50 3,300 50 2,400 25
1.5 4,200 50 2900 50 2,100 25
1.8 3,700 55 2.600 50 1,800 25
2 3.200 60 2,200 55 1,600 30
225 2,500 60 1,700 55 1,200 30
3 2,100 60 1,600 60 1,000 30
4 1,600 65 1,100 65 800 35
5 1,300 80 900 80 750 40
6 1,100 90 700 90 600 45
{AIE Side Miling 1Bl Side Milling
YA HE ae ae
Depth of Cut 4D ¢0.3~0.8=0.03D 4D ¢0.3~0.8=0.01D
¢ 1~25=0.04D ¢1~25=0.015D
olllae #3~6=0.08D oll2e  $3~6=002D
(D: ¥J#& Dia)
XHBIE P EIM OIRFFREZ IC KV BIRGZHEL TTF X,
XENHLRFREEDDBENEDEERBLTFE0,
XI—U2VITF vy U BMISHRDEZIRIEDHZEDEFEAL TTEL.
fiE & MEEYIHITOHERLTTELN,
Notes % Adjust milling condition conforming to machine rigidity and clamping condition.
%Use cutting fluid with smoke retardant.
*#Use a rigid and precise machine and chuck holder.
% Available only for side cutting.
— 27> LS8 FEUAR BHAESE
Work Material Stainless Steels T\.Iamum Alloy r.leat Resmtanpe Alloy
SUS304 Ti-6Al-4V inconel"718
fIm fim fim
Side Milling Side Milling Side Milling
ED & B¢ XV RE Bk 3¢ X RE [ElEnEL XV RE
a Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
min”' mm/min min’' mm/min min’' mm/min
0.3 15,900 30 14,000 30 8.000 15
0.4 11,900 35 10,000 35 6.000 15
0.5 9.500 35 8.000 35 4,700 15
0.8 7,100 35 6.000 35 3,500 13
1 4,800 40 3,400 40 2,400 20
1.2 4,000 40 2,800 40 2,000 20
1.5 3,200 40 2,200 40 1.600 20
1.8 2,800 40 1,900 40 1,400 20
2 2,400 45 1,700 45 1,200 20
25 1.900 45 1,300 45 950 20
3 1,600 50 1,100 50 800 25
4 1.200 50 840 50 600 25
5 1,000 60 700 60 500 30
6 800 65 550 65 400 30
{8 Side Milling 1A Side Milling
ae ae
PAHE 5D $0.3~0.8=0.02D 5D ©0.3~0.8=0.005D
Deeiciey ¢1~25=0.03D ¢1~25=0.007D
|2 #3~6=0.06D ~H<®  $3~6=0015D
(D:XJ%& Dia.)
XA PIEIAM ORIFREZIC KV BIRGERAE L TTF X,
XYNHLH IS REEDODBOEDZEALTTEL,
XI—U2IF vy BEHRBEFRIEDHZEDZEEALTTEL,
fis & XAEYTIHITOAHEALTFEL,

Notes

*#Adjust milling condition conforming to machine rigidity and clamping condition.
*#Use cutting fluid with smoke retardant.

%Use a rigid and precise machine and chuck holder.

3 Available only for side cutting.
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e ATV LA FRUER EMASE
Work Material Stainless Steels Titanium Alloy Heat Reswstange Alloy
SUS304 Ti-6AI-4V inconel"718
fAm fIm fRIm
= Side Milling Side Milling Side Milling
N Ik R RE [ElERk RV RE [ElER KV RE
Dia Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
min”' mm/min min”' mm/min min’' mm/min
0.1 50,000 30 48,000 30 25,000 10
0.2 50,000 50 48,000 50 25,000 15
0.3 50.000 90 48.000 90 25.000 30
0.4 47,700 30 45,000 30 23,000 40
0.5 38,200 30 37.000 30 9,000 40
0.6 34.000 30 33.000 30 7.000 40
0.7 30,000 30 29,000 30 5,000 40
0.8 26,000 40 25,000 40 3.000 45
0.9 22,000 40 21.000 40 1.000 45
9,100 50 8,000 50 9,500 50
] 7.500 50 6.000 50 8.500 50
2 6.000 50 5,000 50 8.000 50
.3 4,500 50 3,500 50 7,200 50
4 3.000 50 2,500 50 6.500 50
45 2,700 50 2,000 50 6.200 50
.6 1,900 50 1,500 50 6.000 50
4 1.300 60 0.900 60 5.500 50
.8 0,700 60 0,300 60 5,200 50
.9 0,100 70 9,700 70 5,000 55
2 9,500 70 9,100 70 4,800 55
2.5 7,600 80 7,200 80 3.800 60
3 6,400 90 6,000 90 3,200 65
4 4,800 90 4,400 90 2,400 65
5 3,800 230 3,400 230 1,900 75
6 3.200 260 2,800 260 1,600 80
R Side Milling ae {RITE Side Miling
G AKE o ¢0.1 ~O§—0.05D ae
Depth of Cut ¢1~25=01D 1D $0.1~0.8=0.01D
ae ¢3~6=02D a6 ¢1~2.5=0.02D
(D: F#& Dia) [~— ¢ 3~6=0.04D
SRR IR DIRFFREF ICK VYHIEGEZHAE L TTF X0, % Adjust milling condition conforming to machine rigidity and clamping condition.
fis & YELHIEREEOD RO DEER LTI, #Use cutting fluid with smoke retardant.

Notes

KI—U2TF vy U HBISHESLITBIEDHHEDZHEMLTTE.
AUELIE TOHRER L TTEL,

*Use a rigid and precise machine and chuck holder.
% Available only for side cutting.

— 257> LA F5 A% BIRAS
Work Materil Stainless Steels Titanium Alloy Heat Reswsta{rlce Alloy
SUS304 Ti-6Al-4V inconel”718
fAlm il fRim
= Side Milling Side Milling Side Milling
N & [EERE X RE [ElE# X HRE [ElERE ) HRE
Dia Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
min”' mm/min min”' mm/min min’' mm/min
0.1 50,000 30 48,000 30 25,000 10
0.2 50.000 50 48.000 50 25,000 15
0.3 50.000 90 48,000 90 25,000 30
0.4 47,700 30 45,000 30 23.000 40
0.5 38.200 30 37.000 30 9.000 40
0.6 34.500 30 32,000 30 7.000 40
0.7 30,500 30 28,000 30 5,000 40
0.8 26.000 40 24,000 40 3.000 45
0.9 22,000 40 20,000 40 1.000 45
9,100 50 8.000 50 9.500 50
o] 7.500 50 6.000 50 8.700 50
2 6.300 50 5,000 50 8.100 50
.3 5.100 50 4.000 50 7.500 50
4 3.900 50 3.000 50 7.000 50
15| 2,700 50 2,000 50 6.200 50
.6 2.000 50 1.500 50 6.000 50
4 1.300 60 0.900 60 5.500 50
.8 0.600 60 0.200 60 5,300 50
19) 9.900 70 9.500 70 5.000 55
2 9.500 70 9.100 70 4,800 55
2.1 9,100 70 8,700 70 4,500 55
2.2 8.700 70 8.300 70 4.300 55
2.3 8.300 70 7.900 70 4,100 55
2.4 7.900 80 7.500 80 4,000 60
2.5 7.600 80 7.200 80 3.800 60
2.6 7.400 80 7.000 80 3.700 60
2.7 7.200 80 6.800 80 3.600 60
2.8 7.000 80 6.500 80 3.500 60
2.9 6.700 90 6.200 90 3.300 60
3 6.400 90 6.000 90 3.200 65
35 5.500 90 5.100 90 2,700 65
4 4,800 90 4,400 90 2,400 65
4.5 4,200 210 3.800 210 2,100 70
5 3.800 230 3.400 230 .900 75
5.5 3.500 240 3.100 240 .700 75
6 3.200 260 2.800 260 .600 80
1{BIm Side Miling A Side Miling
YV A#HE ae ae
Depth of Cut 2D ¢0.1~0.9=0.05D 2b ¢0.1~0.9=0.01D
a ¢ 1~29=0.07D 26 ¢1~29=0.015D
(D: 4% D) - ¢3~6=0.15D ~H== #3~6=0.03D
B MERWEIM ORIFIRBZFIC K VIR GZRE L TS, xAdjust milling condition conforming to machine rigidity and clamping condition.
fis &= KYMHLRIERIEED D BENVEDEFERA LTI, Use cutting fluid with smoke retardant.

Notes

KI—U2DTF vy T BRIEHESDLEITRIEDSHHEDEFEALTTE.
HAEYIE TOHMER L TFEL,

*#Use a rigid and precise machine and chuck holder.
% Available only for side cutting.
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Work Material Stainless Steels Titanium Alloy Heat Resistaﬂ?e Alloy
SUS304 Ti-6AI-4V inconel”718
fm ikl il
Side Milling Side Milling Side Milling
n & R % E#RE %) HE EHRE =Y EE
' Spindle Speed Feed Spindle Speed Feed Spindle Speed Feed
min’! mm/min min’! mm/min min’ mm/min
0.1 50,000 30 40,000 30 25,000 10
0.2 50.000 50 40,000 50 25,000 15
0.3 50,000 90 40,000 90 25,000 30
0.4 43,800 120 35,000 120 22,000 40
0.5 35,000 120 28,000 120 17,000 40
0.6 31.500 120 25,000 120 15,000 40
0.7 28,000 120 22,500 120 14,000 40
0.8 24,500 130 19,600 130 12,000 45
0.9 21,000 130 17,000 130 10,500 45
1 17.500 140 14,000 140 8.700 45
1.1 16,400 140 13,000 140 8,200 45
1.2 15,300 140 12,000 140 7,500 45
1.3 14,100 140 11,000 140 7,000 45
1.4 12,900 140 10.000 140 6.400 45
1.5 11,700 140 9,400 140 5,800 45
1.6 11,200 140 8,900 140 5,500 45
1.7 10,600 140 8,500 140 5,300 45
1.8 10.000 150 8.000 1560 5,000 50
1.9 9,400 160 7,500 160 4,700 50
2 8.800 160 7,000 160 4,400 50
2.1 8,500 160 6.800 160 4,200 50
22 8.100 160 6.500 160 4,000 50
2.3 7,800 160 6,200 160 3,900 50
24 7,400 160 5,900 160 3,700 50
25 7.000 170 5,600 170 3,500 55
2.6 6,700 170 5,400 170 3.300 55
2.7 6,400 170 5,100 170 3,200 55
2.8 6.200 170 4,900 170 3,100 55
2.9 6,000 170 4,800 170 3,000 55
3 5,800 170 4,600 170 2900 55
3.5 5,000 180 4,000 180 2,500 60
4 4,400 180 3.500 180 2,200 60
4.5 3,900 200 3,100 200 1,900 65
5 3.500 210 2,800 210 1,700 70
5.5 3,200 220 2,500 220 1,600 75
6 2,900 230 2,300 230 1,400 75
1B Side Milling {RIE Side Miling
YAHE N a6 ae
Depth of Cut TsD $0.1~0.9=0.04D 3D 00.1 gg_ggggm
a6 ®1~29=0.05D ae  91~29=002D
RN *L ¢3~6=0.1D R ¢»3~6=0.05D
XHAIME CHEI ORIFREZ IC KU BIRGEZRAEL TTFE.
MELRRREEDODHENEDZFER L TRE.
XI—U2VITF vy U BMISHRDEZIRIEDSHZEDEFER L TTEL.
i & XAETHITOAREBLTTFEL,

Notes

¢ Adjust milling condition conforming to machine rigidity and clamping condition.
#Use cutting fluid with smoke retardant.

%#Use a rigid and precise machine and chuck holder.

% Available only for side cutting.
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NS TOOL CO-. TD- Tel. +81-3-3763-4619 (Export Dept.)  Fax. +81-3-3763-2280

HEITEHIA=H

T140-0013 HRE&/IIXFEAFH1-13-5 #HEAHEISF TEL.03-3763-5621 FAX.03-3763-2280 http://www.ns-tool.com

BEEERMR REER IEERPR EEEISPR

KIRERFR
TEL.0268-28-5720 FAX.0268-28-5717 TEL.022-344-3977 FAX.022-344-3455 TEL.092-481-3378 FAX.092-481-3378

TEL.06-6534-4621 FAX.06-6534-4530 TEL.052-332-0087 FAX.052-332-2757

[\ BT %2 EDFER  Attention on Safety

1) TE#—ZPS5MIHTER., TEORUHLY®, IEPRFFICEHEMILLVEIC, BHICEER 1) When removing tools from cases, be careful of getting-out of tools and don't touch directly

the cutting edges.

LTTF&W,
2) hAEEERFTHALZVEICLTTE L, 2) Never touch the cutting edges directly with bare hand.
3) TE4EATARIE. BBT3BBISYETOT. DTHN— - BEXHREEFEBLTTEL, 3) Use safety covers and eye protection, as tools may be broken.
&) ALEEE. TEPHTARICRA - M EEELTFE 0, 4) Use holders, etc. thgt match the tools and nature of the proces;ing operations.

TEUALLICL-2Y EETL. FhEMNABLIICLTTFEL, 5 $:e too\kshould b‘e flrlmly a:tac:wed to the holder to prevent shaking.

. . e work materials clamp firmly.
Z; ﬁzlgg?&i;;:);iiz v ;:j‘t;iﬁ% LTHBNTTF &L 6) Make sure of dimensions of tools and work pieces before starting operation.
- e . " N o 7) Itis necessary to adjust conditions according to the dimensions of work materials and the machine.

7) PIHISRMIE. NI CERREICE L T RBTILEN B ET, 8) Select a cutting fluid appropriate to the particular usage. Using a non-water cutting
8) FICIS U THIHIMERE L TT a W, RABMEEAEZERAT 2581, MIBICRET ZXE fluid could lead to fires due to sparks generated during processing or heat caused by

breakage. Ensure that you take proper fire-prevention measures.
9) If abnormal sound, etc. occurs during processing, stop the machine immediately.
10) Don't modify tools.

PRIB TR, KKOBEF BN ET, BBAMEELTToTFEL,
9) EAPICEE (WIHIE - 8) FRELBER. BEBICERMEIED TTE L,
10) TEDUEE LAEVWT T,

VEGETABLE
®IL INK B AN EZOJ(CIBHOMBLHRIE, HE - URD LD TFERCERTIHEN TEVET,
Specifications may change without notice for improvement.

13'01 JOAQMG0%  JOAEMITI2



