CARBIDE

'[/G X-POWER PRO HSS
END MILLS RECOMMENDED CUTTING CONDITIONS
CBN
'e]\" [ X [y Al 4 FLUTE - SIDE CUTTING END MILLS
i-Xmill
co| VO | et | oo | el Demew T R
SEM(V) | 195 215 230 245 260 260 280 260 295 280 K/IODULAR
» 005D | 25p " 0002 =~ 0004 0006 = .0008 | 0012 | .0016 | 0019 | 0019 | 0020 | .0019 END MILLS
RPM 9460 | 6950 | 5580 | 4750 | 4210 | 3150 | 2720 | 2100 = 1790 | 1360 e
IPMFEED) 9 10 12 16 19 21 21 16 14 10 X5070
SM(V) | 115 130 130 150 150 150 165 165 165 165 END MILLS
IPT(R2) 0002 = 0003 0004 = 0005 | 0008 | .0011 | 0013 | 0014 | 0014 | .0013
0.05D | 25D oy 5580 | 4210 | 3150 | 2910 | 2430 | 1820 = 1600 | 1330 1000 800 4GMILL
IPMFEED) 4 5 5 6 8 8 8 7 6 4 END MILLS
SEM(VO) | 195 215 230 245 260 260 280 260 295 280 X-POWER
0050 250 '@ 0002 = 0004 0006 = .0008 | 0012 | .0016 | 0019 | 0019 | .0020 | .0019 PRO
: =Y rem 9460 | 6950 | 5580 | 4750 | 4210 | 3150 | 2720 | 2100 = 1790 | 1360 END MILLS
IPM(FEED)| 9 10 12 16 19 21 21 16 14 10 TitaNox-
SEM() | 115 130 130 150 150 150 165 165 165 165 POWER
005D | 25p @ 0002 = 0003 0004 = 0005 | 0008 | .0011 | 0013 | 0014 | 0014 | .0013 END MILLS
RPM 5580 | 4210 | 3150 | 2910 | 2430 | 1820 = 1600 | 1330 1000 800
IPMFED) 4 5 5 6 8 8 8 7 6 4 JET-POWER
SEM() | 195 215 230 245 260 260 280 260 295 280 END MILLS
005D | 250 " 0002 = 0004 0006 = 0008 | 0012 | .0016 | 0019 | 0019 | 0020 | .0019 P
RPM 9460 | 6950 | 5580 | 4750 | 4210 | 3150 | 2720 | 2100 = 1790 | 1360
IPM(FEED)| 9 10 12 16 19 21 21 16 14 10 ENDMILLS
SM(V) | 115 130 130 150 150 150 165 165 165 165
0050 25p "1 0002 = 0003 0004 = 0005 | 0008 & .0011 | 0013 .0014 | 0014 | .0013 ?{\I7OI\)A<|LL
: =Y em 5580 | 4210 | 3150 | 2910 | 2430 | 1820 | 1600 | 1330 1000 800
IPM(FEED) 4 5 5 6 8 8 8 7 6 4 ALU-POWER
SEM() | 195 215 230 245 260 260 280 260 295 280 HPC
005D | 25p " 0002 =~ 0004 0006 = 0008 | 0012 | .0016 | 0019 | 0019 | 0020 | .0019 END MILLS
RPM 9460 | 6950 | 5580 | 4750 | 4210 | 3150 | 2720 | 2100 = 1790 | 1360 ALU-
IPM(FEED) 9 10 12 16 19 21 21 16 14 10 POWER
SFM(VO) 65 80 80 100 100 100 100 100 100 100 END MILLS
0020 200 " 0002 = 0002 0003 = .0004 | 0006 & .0008 | 0011 | 0010 | .0010 | .0010 D-POWER
: = rem 3150 | 2590 | 1940 | 1940 | 1620 | 1210 970 810 610 490 GRAPHITE
IPM(FEED) 2 3 3 3 4 4 4 3 2 2 END MILLS
SV | 115 130 130 150 150 150 165 165 165 165
0050 250 '@ 0002 = 0003 0004 = 0005 | 0008 & .0011 | 0013 & .0014 | 0014 | .0013 STA%%ERD
: =Y em 5580 | 4210 | 3150 | 2910 | 2430 | 1820 | 1600 | 1330 | 1000 800
IPM(FEED)| 4 5 5 6 8 8 8 7 6 4 ONLY ONE
SFM(VO) 65 80 80 100 100 100 100 100 100 100 COATED PM60
0020 | 20p | 0002 | .0002 | .0003 | .0004 | .0006 | .0008 | .0011 0010 | .0010 | .0010 END MILLS
RPM 3150 | 2590 | 1940 | 1940 | 1620 = 1210 970 810 610 490 SINE-
IPM(FEED) 2 3 3 3 4 4 4 3 2 2 POWER
SFM = Surface Feet per Minute — TANK-
RPM = Revolutions Per Minute POWER
IPT = Inches Per Tooth
DI R & fouls
A6 - Inch (Radial Dgpth of Cut) I SI)AB,\}\%FQD
HSS
Ae
— TECHNICAL
DATA
S YGA1 CO, LTD. phone:+1-800-765-8665 | Technical Support : 888-868-5988, www.yg1usa.com C467




