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Use jnstruction of cutting p raeters

Use Guide
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Use oil mist and air cooling for high speed machining. Use cutting fluid

=} |

_ﬁ D= b4 0--0.920 for cooling when performing low speed machining.
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‘ mj If the running speed of the machine can't meet the cutting tool's requirement, use the highest running speed.
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-Esm [ 1 ] [ Mkl ] If the rigidity of a machine or work-piece fastening is insufficient, reduce the values of parameters.
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In case tool extension is too long (over 3 times of tool diameter), you need to reduce the related parameters.
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MP2SUB100LR 10 30 90 10 2 When performing spiral cutting, make sure the maximum radius of spiral should be
MP2SUB120LR 12 45 100 12 2 bigger than one half of tool diameter but should be less than 2.5 times of tool diameter.
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When the cutting tool moves to a certain distance from the work-piece, itis suggested to use a proper feed speed.
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During cutting point angle, corner and underneath, reducing feed speed is suggested.
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Reduce spindle speed and feed speed when cutting groove.

9, MIBEFEREH L BENHFXNERDES M.

If vibration occurs during cutting, you should change cutting method or reduce cutting parameters.
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Ordering Note: In Addition to the Standard Tools Shown as Above, We Also Cffer Non-Standard Tools. Contact Your Local Sales Departmentfor Details. Ordering Note: InAddition to the Standard Tools Shown as Above, We Also Cffer Non-Standard Tools. Contact Your Local Sales Departmentfor Details.
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Relation Between Flute Length And Radius FAQ & Solution Plan Regarding Endmill
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Ordering Remarks:  Accept Orders For Non-standard Tools Including The Above Toels, Contact Local Sales For Details. Ordering Remarks:  Accept Orders For Non-standard Tools Including The Above Tools, Contact Local Sales For Details.
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