Double Sided Insert Type Shoulder Mill

Recommended Cutting Conditions

H Dry Cutting
Cutting Speed (inch)
_ Width of Cut ae
Workpiece Material Properties Cg#(;}'t?ogns Grade 5DC> [ 8DC> [ DC(Slot)
Cutting Speed vc (SFM)
P ° MP6120 785(655—920) 720(590—850) 655(525—785)
Mild Steels ia{gge;g ¢ MP6130 755(620—885) 690(560—820) 620(490—755)
# [mP6130,vP15TF|  690(560—820) 620(490—755) 560(425—690)
° MP6120 690(560—820) 620(490—755) 560(425—690)
C/flrlg‘;”sitggs 1?031‘12%%?5 S MP6130 655(525—785) 590(460—720) 525(395—655)
# [MP6130,vP15TF|  590(460—720) 525(395—655) 460(330—590)
Carbon Steels zgioaldsr;%ssB ° MP6120 655(525—785) 590(460—720) 525(395—655)
Alloy Steels as0HD ¢ MP6130 620(490—755) 560(425—690) 490(360—620)
Alloy Tool Steels (Annealing) % |MP6130,VP15TF 560(425—690) 490(360—620) 425(295—560)
° MP6120 460(395—525) — —
Pre-hardened Steels Hardness < MP6130 395(330—460) - -
35—45HRC
# [MP6130,vP15TF|  360(295—425) - —
M 5 MP7130 590(525—655) 525(460—590) —
Austenitic Stainless Steels 'iazrggeHs; G MP7130,VP15TF|  560(490—620) 490(425—560) -
% |MP7130,vP15TF|  490(425—560) 425(360—490) —
5 MP7130 560(490—620) 490(425—560) -
Austenitic Stainless Steels ';'azrggasg @ |MP7130VP15TF|  525(460—590) 460(395—525) -
% |MP7130,vP15TF|  460(395—525) 395(330—460) —
B B 5 MP7130 590(525—655) 525(460—590) —
Ferdtic and Martensitic “gggﬁ; @  |MP7130,vP15TF|  560(490—620) 490(425—560) -
% |MP7130,vP15TF|  490(425—560) 425(360—490) —
5 MP7130 525(460—590) 460(395—525) —
Duplex Stainless Steels iazrggeHsBs e MP7130,VP15TF|  490(425—560) 425(360—490) —
% |MP7130,vP15TF|  425(360—490) 360(295—425) -
- _ 5 MP7130 460(395—525) - —
Progpiatentierterig | Horess |6 uprisoueisre| azsso—aso - -
% |MP7130,vP15TF|  360(295—425) — —
K ° MC5020 820(690—950) 755(620—885) 690(560—820)
Gray Cast Irons Tensile Strength [3 MC5020 785(655—920) 720(590—850) 655(525—785)
<350MPa ¢ VP15TF 785(655—920) 720(590—850) -
# [mcs020,vP15TE|  720(590—850) 655(525—785) 590(460—720)
° MC5020 720(590—525) 655(525—785) 590(460—720)
Ducile Cast Irons Tensile Strength < MC5020 690(560—820) 620(490—755) 560(425—690)
<450MPa ¢ VP15TF 690(560—820) 620(490—755) -
# [mcs020,vP15TE|  620(490—755) 560(425—690) 490(360—620)
° MC5020 590(460—720) 525(395—655) 460(330—590)
Ductile Cast Irons Tensile Strength { 7 MC5020 560(425—690) 490(360—620) 425(295—560)
<800MPa ¢ VP15TF 560(425—690) 490(360—620) -
# [mcs020,vP15TE| 490(360—620) 425(295—560) 360(230—490)
H Hardness | ® VP15TF 165(100—230) — —
Hardened Steels 40—55HRC € VP15TF 165(100—230) - -

Note 1) The recommended cutting speed has been calculated for a depth of cut .079 inch. Please reduce the cutting speed by an appropriate
amount corresponding to the increase in cutting depth.
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Cutting Conditions (Guide) :

@ : Stable Cutting @ : General Cutting # : Unstable Cutting

l Wet Cutting
Cutting Speed (inch)
_ Width of Cut ae
Workpiece Material Properties Cg#(;}'t?ogns Grade 5DC> [ 8DC> [ DC(Slot)
Cutting Speed vc (SFM)
P ° MP6120 490(460—525) 425(395—460) 395(360—425)
Mild Steels ia{gge;g ¢ MP6130 460(425—490) 395(360—425) 360(330—395)
% |MP6130,vP15TF|  395(360—425) 330(295—360) 295(260—330)
° MP6120 490(460—525) 425(395—460) 395(360—425)
C/flrlg‘;”sitggs argress | € MP6130 460(425—490) 395(360—425) 360(330—395)
# [MP6130,vP15TF|  395(360—425) 330(295—360) 295(260—330)
Carbon Steels 2;06313%%51-813 ° MP6120 460(425—490) 395(360—425) 360(330—395)
Alloy Steels o a50HD [y MP6130 425(395—460) 360(330—395) 330(295—360)
Alloy Tool Steels (Annealing) % |MP6130,VP15TF 360(330—395) 295(260—330) 260(230—295)
° MP6120 360(330—395) - —
Pre-hardened Steels Hardness < MP6130 330(295—360) - -
35—45HRC
% |MP6130,vP15TF|  260(230—295) - -
M 5 MP7130 425(395—460) 360(330—395) —
Austenitic Stainless Steels 'iazrggeHs; G MP7130,VP15TF|  395(360—425) 330(295—360) -
% [MP7130,vP15TF|  330(295—360) 260(230—295) -
5 MP7130 425(395—460) 360(330—395) -
Austenitic Stainless Steels ';'azrggasg G |MP7130,vP15TF|  395(360—425) 330(295—360) -
% |MP7130,vP15TF|  330(295—360) 260(230—295) —
B - 5 MP7130 425(395—460) 360(330—395) —
Fergtt'gi r?lg‘;s""satretee?ss'“c “gggﬁ; @ |MP7130vP15TF|  395(360—425) 330(295—360) -
% |MP7130,vP15TF|  330(295—360) 260(230—295) —
5 MP7130 395(360—425) 330(295—360) -
Duplex Stainless Steels iazrggeHsBs e MP7130,VP15TF 360(330—395) 295(260—330) —
% [MP7130,vP15TF|  295(260—330) 230(195—260) -
- _ 5 MP7130 395(360—425) - -
Pregf;tif]}g’snsg?é‘éfsn'”g Hardness @ |MP7130vP15TF|  360(330—395) _ _
% |MP7130,vP15TF|  295(260—330) — —
K ° MC5020 560(490—620) 490(425—560) 425(360—490)
Tensile Strength < MC5020 525(460—590) 460(395—525) 395(330—460)
Gray Cast Irons <350MPa c VP15TF 525(460—590) 460(395—525) -
% [Mcs5020,vP15TF|  460(395—525) 395(330—460) 330(260—395)
° MC5020 560(490—620) 490(425—560) 425(360—490)
Dustile Cast Irons Tensile Strength < MC5020 525(460—590) 460(395—525) 395(330—460)
<450MPa € VP15TF 525(460—590) 460(395—525) -
% [Mcs5020,vP15TF|  460(395—525) 395(330—460) 330(260—395)
° MC5020 525(490—560) 460(425—490) 395(360—425)
Dustile Cast Irons Tensile Strength < MC5020 490(460—525) 425(395—460) 360(330—395)
<800MPa € VP15TF 490(460—525) 425(395—460) -
# [mcs020,vP15TE|  425(395—460) 360(330—395) 295(260—330)
N ° TF15 1640(985—2950) 1640(985—2950) 1640(985—2950)
Aluminum Alloys gfg‘se,;t ¢ TF15 1640(985—2950) 1640(985—2950) 1640(985—2950)
s TF15 1310(655—2625) 1310(655—2625) 1310(655—2625)
= ° MP9120 260(195—330) — —
Titanium Alloys - [ MP9120 230(165—295) — —
Prs MP9130 195(130—260) - -
° MP9120 195(165—230) - -
Heat Resistant Alloys - ( 2 MP9120 165(100—195) - -
Prs MP9130 130(65—130) — -
H Hardened Stesls Hardness | ® VP15TF 165(100—230) - -
40—55HRC < VP15TF 165(100—230) - —

Note 1) Refer to the above table and set up cutting conditions according to cutting applications.

20



21

Double Sided Insert Type Shoulder Mill

Depth of Cut / Feed per Tooth

Recommended Cutting Conditions

Width of Cut ae

Workpiece Material Properties anucﬁlt?(?n 8 Grade = .SDC2

Breaker epth of Cut Feed per Tooth
ap fz (IPT)

P ° MP6120 LM <157 .005(.004—.008)
. Hardness [ LM <157 .005(.004—006)
Mild Steels <180HB ¢ MP6130 MR <157 .006(.004—008)
MP6130,VP15TF M,R <.157 .005(.004—0086)
° MP6120 LM <157 .005(.004—006)
Carbon Steels Hardness € MP6130 LM <.157 -005(.004—.006)
Alloy Steels 180—280HB ¢ MR <.157 .006(.004—.008)
MP6130,VP15TF MR <.157 .005(.004—.006)
° MP6120 LM <118 .005(.004—006)
C:ﬁbon Steels Z;Oai%%%s.j B ¢ LM <.118 .005(.004—.006)
oy Steels <350HB < MP6130 MR <118 006(.004—008
Alloy Tool Steels (Annealing) ; -006( )
MP6130,VP15TF MR <118 .005(.004—006)
° MP6120 LM <.079 .005(.004—006)
Hardness [ LM <.079 .005(.004—.006)
Pre-hardened Steels 35—45HRC < MP6130 MR <079 006(.004—008)
MP6130,VP15TF MR <.079 .005(.004—.006)
M S MP7130 LM <157 .005(.004—006)
Austenitic Stainless Steels iazrggeHsBs e VP15TF M <157 1006(.004—008)
B MP7130,VP15TF M <.157 .005(.004—.006)
o MP7130 LM <.157 .005(.004—.0086)
Austenitic Stainless Steels Hardness ¢ MP7130 LM =118 -005(.004—.006)
>200HB e VP15TF M <118 .006(.004—.008)
MP7130,VP15TF M <118 .005(.004—.006)
e » Hard o ¢ MP7130 LM <.157 .005(.004—.006)
Ferdtic and Martensitic P e VP15TF M <57 1006(.004—008)
MP7130,VP15TF M <.118 .005(.004—.006)
o G MP7130 LM <.118 .005(.004—.006)
o e MP7130 LM <.157 .005(.004—.0086)
Duplex Stainless Steels Hardness e VP15TF M <.118 .006(.004—.008)
<280HB G VP15TF M <.157 .006(.004—.008)
MP7130,VP15TF M <118 .005(.004—006)
MP7130,VP15TF M <157 .005(.004—006)
) MP7130 LM <.079 .005(.004—.006)
Precipitation Hardening Hardness G MP7130 LM =.079 -005(.004—.006)
Stainless Steels <450HB e VP15TF M <.079 .006(.004—.008)
MP7130,VP15TF M <.079 .005(.004—.006)
K _ o ¢ MC5020 LM <157 .005(.004—.006)
Gray Cast Irons Te’fgzgmﬁ‘:m € VP15TF MR <157 .006(.004—008)
- MC5020,VP15TF MR <157 .005(.004—.006)
_ o ¢ MC5020 LM <.157 .005(.004—.006)
Ductile Cast Irons Tense Syength € VP15TF MR <157 1006(.004—008)
- MC5020,VP15TF MR <157 .005(.004—006)
e Aluminum Alloys gfg‘;;t TF15 L <.157 .005(.004—.006)
S Titanium Alloys _ MP9120 LM <.079 .004(.002—.005)
MP9130 LM <.079 004(.002—.005)
. o ¢ MP9120 LM <.079 004(.002—.005)
Heat Resistant Alloys - MP9130 LM <.079 004(.002—005)
H Hardened Steels Hardness | @ VP15TF M =.079 002(.002—.004)
40—55HRC c VP15TF MR <.079 002(.002—.004)

Note 1) Refer to the above table and set up cutting conditions according to cutting applications.




Cutting Conditions (Guide) :
@ : Stable Cutting @ : General Cutting ¥ : Unstable Cutting

(inch)
?
.8DC> DC(Slot) Cutting Mode
AeEler Deptr; I:c:f Cut Feegz FZ?FI;_l'_I;ooth AeEler Deptf; I:c:f Cut Fee<fiz thlaFl"_l'_l;ooth
LM <.118 .005(.004—.006) LM <.079 .005(.004—.006) Dry, Wet
LM <118 .005(.004—.006) LM <.079 .005(.004—.006) Dry, Wet
M,R <.118 .006(.004—.008) — — - Dry, Wet
M,R <118 .005(.004—.006) M <.079 .005(.004—.006) Dry, Wet
LM <.118 .005(.004—.006) LM <.079 .005(.004—.006) Dry, Wet
LM <118 .005(.004—.006) LM <.079 .005(.004—.006) Dry, Wet
M,R <.118 .006(.004—.008) — — - Dry, Wet
M,R <118 .005(.004—.006) M <.079 .005(.004—.006) Dry, Wet
LM <.118 .005(.004—.006) LM <.118 .005(.004—.006) Dry, Wet
LM <.118 .005(.004—.006) LM <.079 .005(.004—.006) Dry, Wet
M,R <118 .006(.004—.008) - — — Dry, Wet
M,R <118 .005(.004—.006) M <.079 .005(.004—.006) Dry, Wet
- - - - - - Dry, Wet
— — - - — - Dry, Wet
- — - - — - Dry, Wet
- - - - - - Dry, Wet
LM <.18 .005(.004—.006) - — - Dry, Wet
M <.118 .006(.004—.008) - - - Dry, Wet
M <.118 .005(.004—.006) - - - Dry, Wet
LM <.118 .005(.004—.006) - — — Dry, Wet
LM <.118 .005(.004—.006) - - — Dry, Wet
M <.118 .006(.004—.008) - - - Dry, Wet
M <118 .005(.004—.006) - - — Dry, Wet
LM <.118 .005(.004—.006) - - — Dry, Wet
M <.118 .006(.004—.008) - - — Dry, Wet
M <.118 .005(.004—.006) - - — Dry, Wet
LM <.118 .005(.004—.006) — — — Dry
LM <.118 .005(.004—.006) - - - Wet
M <.118 .006(.004—.008) - - — Dry
M <.18 .006(.004—.008) - - - Wet
M <118 .006(.004—.008) - - - Dry
M <.118 .005(.004—.006) - - - Wet
- - - - - - Dry, Wet
- - - - - - Dry, Wet
— — - - — - Dry, Wet
- - - - - - Dry, Wet
LM <.118 .005(.004—.006) LM <.079 .005(.004—.006) Dry, Wet
M,R <.118 .006(.004—.008) - - — Dry, Wet
M,R <118 .005(.004—.006) M,R <.079 .005(.004—.006) Dry, Wet
LM <.118 .005(.004—.006) LM <.079 .005(.004—.006) Dry, Wet
M,R <.118 .006(.004—.008) - - — Dry, Wet
MR <.118 .005(.004—.006) M,R <.079 .005(.004—.006) Dry, Wet
L <.118 .005(.004—.006) L <.079 .005(.004—.006) Wet
- - - - - - Wet
- - - - - - Wet
- - - - - - Wet
- - - - - - Wet
- - - - - - Dry, Wet
- - - - - - Dry, Wet
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