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Cutter Series for Hard Steel
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Solid Carbide Super Mini
Slot Cutter For Hard Steel
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Solid Carbide Super Mini
Angular Cutter For Hard Steel
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Solid Carbide Super Mini
W Angular Cutter For Hard Steel
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Cutting Condition Table

BREM
SKD.NAK(HRC ~62)
YIERE
HE Cutting Speed MIES
Dia. 12~20m/min Milling Depth.
B3R D)
Spindle Speed Feed
rpm mm/min
5 764 ~ 1,273 | 23 ~ 51 0.25
6 637 ~ 1,061 19 ~ 42 0.3
8 477 ~ 796 | 14 ~ 32 0.4
10 382 ~ 637 ] 11~ 25 0.5
12 318 ~ 531 | 10 ~ 21 0.6
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In case that cut width is less than 1mm, reduce feed by 20%.
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SKD.NAK(HRC ~62)
IHE
AE Cutting Speed
Dia. 12~20m/min
B =Y
Spindle Speed Feed
rpm mm/min
5x45° 764 ~ 1273 ] 23 ~ 51
6x45° 637 ~ 1,061 ] 19 ~ 42
8x45° 477 ~ 796 | 14 ~ 32
10x45° 382 ~ 637 ] 11~ 25
12x45° 318 ~ GOl e o
5x60° 764102l 273N IN23 a2t bl
6x60° 637 ~ 1061 ] 19 ~ 42
8x60° 477 ~ 796 | 14 ~ 32
10x60° 382 ~ 637 ] 11 ~ 25
__12x60° 318 ~ 531 ] 10 ~ 21
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Standard depth of cut during one cutting operation is 0.5mm.
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SKD.NAK(HRC~62)
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AE Cutting Speed
Dia. 12~20m/min
EER =Y
Spindle Speed Feed
rpm mm/min

5xW60° 764 ~ 1273 ] 23 ~ 51

6xW60° 637 ~ 1061 ]| 19 ~ 42

8xW60° 477 ~ 796 | 14 ~ 32

10xW60° 382 ~ 637 | 11 ~ 25

__12xW60° 318 ~ 53l 0= 2]

5xW90° 7647 ~ T 1i27 30 =28 el bl

6xW90° 637 ~ 1061 | 19 ~ 42

8xW90° 477 -~ 796 | 14 ~ 32

10xW90° 382 ~ 637 ] 11 ~ 25

__12xw90° 318 ~ 531 | 10 ~ 21

5xW120° 764 ~ 1273 ]| 23 ~ 51

6xW120° 637 ~ 1061 | 19 ~ 42

8xW120° 477 -~ 796 ] 14 ~ 32

10xW120° 382 ~ 63725

12xW120° 318 ~ SRRl L0 e R
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Standard depth of cut during one cutting operation is 0.5mm.
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