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MULTI hG/IIIQC%\\'TS ABS AL MILL AL-PRO A-PLUS D-PRO S-PRO SUS MILL X-PRO A-PRO H-PRO R-PRO

Technical data
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(Unit: mm)
NEas 5z a4 w13} REE: N
Product Code DC ZEFP APMX DCON LF
3XOE-040-100-650 4 3 10 6 50
3XOE-060-090-660 6 3 9 6 60
3XOE-060-150-660 6 3 15 6 60
3XOE-080-120-865 8 3 12 8 65
3XOE-080-200-865 8 3 20 8 65
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4XOE
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4 Flutes Roughing End Mills

X @ b 2% %

Odd-y

(Unit: mm)

riEIC 3 I u FEE %
Product Code DC ZEFP APMX DCON LF
10 4 15 10 70

4X0OE-100-150-A70

4XOE-100-250-A70 10 4 25 10 70
4XOE-120-180-C80 12 4 18 12 80
4X0E-120-300-C80 12 4 30 12 80
4XOE-140-250-EAQ 14 4 25 14 100
4XOE-160-250-GAO 16 4 25 16 100
4XOE-160-400-GAO 16 4 40 16 100
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MULTI hG/IIIQCAITS ABS AL MILL AL-PRO A-PLUS D-PRO S-PRO SUS MILL X-PRO A-PRO H-PRO R-PRO

Technical data

2XPE

L.I--U-
EE

e ofl =8l

2 Flutes Flat End Mills

DC

X @ hd & %
(Unit: mm)
Product Code ZEFP APMX DCON

2XPE-060-120-660

2XPE-060-150-660 6 15 6 60
2XPE-060-200-660 6 20 6 60
2XPE-080-160-870 8 16 8 70
2XPE-080-200-870 8 20 8 70
2XPE-080-250-870 8 25 8 70
2XPE-100-220-A75 10 22 10 75
2XPE-100-250-A75 10 25 10 75
2XPE-100-300-A75 10 30 10 75
2XPE-120-260-C80 12 26 12 80
2XPE-120-300-C80 12 30 12 80
2XPE-120-350-CAQ 12 35 12 100
2XPE-120-400-CAO 12 40 12 100
2XPE-160-320-GAO 16 32 16 100
2XPE-160-400-GAO 16 40 16 100
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4XPE
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4 Flutes Flat End Mills

X @ b 3 3%
(Unit: mm)
Product Code ZEFP APMX DCON

4XPE-030-080-655

4XPE-040-100-655 4 4 10 6 55
4XPE-050-130-655 5 4 13 6 55
4XPE-060-120-660 6 4 12 6 60
4XPE-060-150-660 6 4 15 6 60
4XPE-060-200-660 6 4 20 6 60
4XPE-080-160-870 8 4 16 8 70
4XPE-080-200-870 8 4 20 8 70
4XPE-080-250-870 8 4 25 8 70
4XPE-100-220-A75 10 4 22 10 75
4XPE-100-250-A75 10 4 25 10 75
4XPE-100-300-A75 10 4 30 10 75
4XPE-120-260-C80 12 4 26 12 80
4XPE-120-300-C80 12 4 30 12 80
4XPE-120-350-CAO 12 4 35 12 100
4XPE-120-400-CAQ 12 4 40 12 100
4XPE-160-320-GAO 16 4 32 16 100
4XPE-160-400-GAO 16 4 40 16 100
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R-PRO

H-PRO

4XREV

42 X-viC 2|2 S A=Y c

MULTI hG/IIIQC%\\,TIS ABS AL MILL AL-PRO A-PLUS D-PRO S-PRO SUS MILL X-PRO A-PRO

Technical data

4 Flutes X-VIC Rib Flat End Mills @ )

DC

LF

X @ b 48 &%,
(Unit: mm)
A
Product Code DC VERE CHW APMX LU DCON LIF
A4AXREV-060-200-660 6 4 0.06 13 60
AXREV-080-260-870 8 4 0.08 19 26 8 70
4AXREV-100-300-A75 10 4 0.1 22 30 10 75
4XREV-120-360-C80 12 4 0.12 26 36 12 80
4XREV-140-360-EBO 14 4 0.14 26 36 14 1o
4XREV-160-420-GBO 16 4 0.16 32 42 16 1o
4XREV-200-520-KB0O 20 4 0.2 38 52 20 1o
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4XPEV

4t X-VIC E8 =
4 Flutes X-VIC Flat End Mills

X @ b 48 0%

DC

(Unit: mm)

HZZE= 3 i £ 28 434 Hy
Product Code DC ZEFP CHW APMX DCON LF
6 4 0.1 13 6 60

4XPEV-060-130-660

4XPEV-080-190-870 8 4 0.1 19 8 70
4XPEV-100-220-A75 10 4 0.1 22 10 75
4XPEV-120-260-C80 12 4 0.1 26 12 80
4XPEV-140-260-EBO 14 4 0.15 26 14 110
4XPEV-160-320-GBO 16 4 0.15 32 16 110
4XPEV-200-380-KBO 20 4 0.15 38 20 110
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X-PRO

3XOE & 4XOE

High Speed Milling Condition

DEEYENY)
Carbon Steels(545C) Prehardened Steels(NAK) Hardened Steels SKD61, STAVAX

Radius of Feed Feed Feed
Ball Nose RPM (mm/min) RPM (mm/min) RPM (mm/min)
6.0 4,000 230 2900 160 2,200 130
8.0 3500 250 2,700 180 1700 150
10.0 2,500 280 2100 210 1,350 170
120 2,000 310 1,800 240 1,200 210
16.0 1500 330 1,700 250 900 210
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. Use a rigid precise machine and holder.

2. ap(mm) : Axial Depth of Cut.

3. For milling steels, air blow or MQL(Qil Mist) are recommended.

4. Adjust both Spindle speed and Feedrate by the same proportion.

5. The above condition are only reference. In actual machining conditions adjust these parameters according to the
milling shape, machine capability and the operation environment.
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MULTI hG/IIIQCAITS ABS AL MILL AL-PRO A-PLUS D-PRO S-PRO SUS MILL X-PRO A-PRO H-PRO R-PRO

Technical data

X-PRO

4XREV

High Speed Milling Condition

Et4Z

zZe|st=g

DF=Z(EXEY)
( g

Carbon Steels(S45C) Prehardened Steels(NAK) Hardened Steels(SKD 61, STAVAX)

Radius of Feed Feed Feed
Ball Nose RPM (mm/min) RPM (mm/min) RPM (mm/min)
6.0 8300 1100 7000 850 6,500 600
8.0 6,000 1100 6,500 850 5500 600
10.0 5500 1,000 4,300 750 4,000 500
120 4,300 1,000 3,700 750 3,200 500
16.0 3500 800 3500 750 2500 450
ae
Dep -
5 4‘_1:{ 3p ae Max : 0.4D
ap Max : 1.5D

/\ A1 WARNING
1 Heze EABLIC

. Use a rigid precise machine and holder.
2. ap(mm) : Axial Depth of Cut.

BlowL} Oil Mist At FHEtLCE
2052 22 HIgR THHFUAIR.
£ 21 X20IL| A7) 7HE Al 72 B, 717

8, Aystdol Mz £

3. For milling steels, air blow or MQL(Qil Mist) are recommended.

4. Adjust both Spindle speed and Feedrate by the same proportion.

5. The above condition are only reference. In actual machining conditions adjust these parameters according to the
milling shape, machine capability and the operation environment.

294

ZFol|M 7185HAL7| BEELICE



X-PRO

4XPEV

High Speed Milling Condition

B I
( ( ]

Carbon Steels(S45C) Prehardened Steels(NAK) Hardened Steels(SKD 61, STAVAX)

Radius of Feed Feed Feed
Ball Nose RPM (mm/min) RPM (mm/min) RPM (mm/min)
6.0 7500 1100 6,500 850 5200 600
8.0 5500 1100 4,800 850 4,000 600
10.0 4,500 1,000 3,800 750 3,200 500
12.0 3,700 1,000 3,200 750 2,500 500
16.0 3,200 800 2,700 750 1,850 450

ae
4"_'l:t ap © Max : 0.4D
P ap Max : 1.5D
AN WARNING 1. HUstn 20| Rl BCiet ZHIS ABSIFMAIL.
2 Welo| api= F4E MYUS BAIBILICE
3. 27 712 Al Air BlowLt Oil Mist AF2S FHSHLICE
4. 3|9t EH|O| S 0|52 22 HIEE 2T
5 47| 2AHEe 0 XF0[L| AX| 7HE Al 7HS Y, 71| 8, A E0| WE 2AS 2 M THSSHA|7| BELICE

. Use a rigid precise machine and holder.

2. ap(mm) : Axial Depth of Cut.

3. For milling steels, air blow or MQL(Qil Mist) are recommended.

4. Adjust both Spindle speed and Feedrate by the same proportion.

5. The above condition are only reference. In actual machining conditions adjust these parameters according to the
milling shape, machine capability and the operation environment.
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H-PRO R-PRO

A-PRO

X-PRO

2XPE

Milling Condition

X-PRO

DH=Z(PHY)
Carbon Steels(S45C) Preharden Steel(NAK) Hardened Steels(SKD 61, STAVAX)

MULTI hG/IIIQCAIT[EI) ABS AL MILL AL-PRO A-PLUS D-PRO S-PRO SUS MILL

Technical data

Doi:r:rie?gr RPM (ml:z/en?in) RPM (mfr?/en?in) RPM (ml:fn?in)
10 29000 520 19000 260 12000 120
5 20000 530 13000 270 8500 120
20 16,000 530 10,000 270 6500 120
30 11000 580 6500 290 4500 140
40 8800 560 5500 270 3500 130
60 6500 540 3700 250 2500 130
80 4800 540 2800 250 2000 130
10.0 3800 540 2300 250 1500 130
120 3200 540 1900 250 1300 130

ae ae
e 4‘_1:{ 2 P1D0=03) 4‘_1:( 4 =010D(0=06)
ap=0.20D (D > @3) ap=0.15D (D > 26)

/\ A1 WARNING
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. Use a rigid precise machine and holder.

2. ap(mm) : Axial Depth of Cut.

3. For milling steels, air blow or MQL(Qil Mist) are recommended.
4. Adjust both Spindle speed and Feedrate by the same proportion.

5. The above condition are only reference. In actual machining conditions adjust these parameters according to the

milling shape, machine capability and the operation environment.
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X-PRO

4XPE

Milling Condition

Carbon Steels(545C) Preharden Steel(NAK)

DF=Z(EHEE)

Hardened Steels(SKD 61, STAVAX)

Outside Feed Feed Feed
Diameter RPM (mm/min) RP (mm/min) RPM (mm/min)
2.0 19000 750 15000 650 12,000 350
3.0 15000 1,000 12,500 800 10,000 500
40 11,000 1100 9500 850 7900 600
6.0 7500 1100 6,500 850 5200 600
8.0 5500 1,000 4800 750 4,000 500
10.0 4,500 1,000 3,800 750 3,200 500
12.0 3,700 1,000 3,200 750 2,500 500
ae ae
ap=1.0D, ae=0.02D (D < @6) 1 3 ap=1.0D, ae=0.01D (D < @6)
ap=1.0D, ae=0.05D (D < @6) J P ap=1.0D, ae=0.02D (D < @6)

/\ 3 WARNING | U BCI2 THIS ABATHAIL.
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1. Use a rigid precise machine and holder.

2. ap(mm) : Axial Depth of Cut.

3. For milling steels, air blow or MQL(Qil Mist) are recommended.
4. Adjust both Spindle speed and Feedrate by the same proportion.

{10 X20|L MH| 7HS Al 715 ¥, 714 88, etdol Wz 271 YA 7HSStAI7] HEELICE

5. The above condition are only reference. In actual machining conditions adjust these parameters according to the

milling shape, machine capability and the operation environment.
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