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Sex 5% 10% 15% 20% 25% 30% 40% 50 % 60 % 70% 75% 80 % 90 % 100 %
X.V 148 1.35 1.27 1.22 1.19 1.16 m 1.08 1.05 1.03 1.00 1.00 1.00 1.00
2.20 1.60 1.35 1.20 1.10 0.95 0.85 0.75 0.85 0.95 1.00 1.00 1.00 1.00
0.64 0.64 0.64 0.64 0.64 0.65 0.65 0.67 0.68 0.71 0.72 0.79 1.00
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E 0.00 0.30 0.40 0.50 0.60 0.70 0.80 0.90 1.00
16 6.0 12.0 129 13.7 144 15.1 15.7 16.2 16.8
20 10.0 16.0 16.9 17.7 18.4 19.1 19.7 20.2 20.8
25 15.0 21.0 219 22.7 234 24.1 24.7 25.2 25.8
32 22.0 28.0 289 29.7 304 311 31.7 322 32.8
E 0.00 0.30 0.40 0.50 0.60 0.70 0.80 0.90 1.00
ﬁ - 1.50 1.50 113 1.00 0.88 0.75 0.61 0.60
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Follow instructions provided for flat surface milling. When milling close to vertical surfaces, decrease feed per tooth (f ) by 50 % to prevent
vibrations and damage of the cutting edge.

ln* ’

—>
16 5.6 0.12
20 5.6 0.15
25 5.6 0.17
32 5.6 0.17

HFC HFC

E 03 0.6 10 @ RPMX APMX/I @ RPMX APMX/I

£ 16 78 1.0/9 16 05 0.75/100

e 150 080 040 20 97 10/7 20 03 0.40/100
25 49 10/13 25 02 0.20/100
3 28 10122 3 01 0.05/100
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[SMAX SMAX Y
DMIN DMAX %- ﬁ- = 'f=m>

21.0 320 0.10 0.40 16 0.05 0.12
29.0 40.0 0.10 0.30 20 0.05 0.15
39.0 50.0 0.15 0.25 25 0.05 0.17
53.0 64.0 0.10 0.15 32 0.05 017
pum
B 3 5 10 15 20 30 40 50 60 80 100
0.438 0.566 0.800 0.980 1131 1.386 1.600 1.789 1.960 2.263 2.530
@:E 0.490 0.632 0.894 1.095 1.265 1.549 1.789 2.000 2191 2.530 2.828
=2 0.548 0.707 1.000 1.225 1414 1.732 2.000 2.236 2.449 2.828 3.162
0.620 0.800 1131 1.386 1.600 1.960 2.263 2.530 277 3.200 3.578

ZDCW 070304 170 0.60
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