Recommended first choice,

< SUVIITOVIO ELECTRIC

Recommended Running Conditions

Recommended second choice,

Recommended third choice

MACHINING PARAMETERS
HARD-
WORK MATERIAL NESS | GRADE Finishing Gen. Purpose Roughing
BHn/Rc .002~.008 IPR .008~.020 IPR 015~.028 IPR
.005"~.060" D.O.C.| .040’~.200’ D.O.C. | .200"~ D.O.C.
CUTTING SPEED (SFM)
T1200A 800~1500 800~1300 _
T2000Z 800~1600 800~1400 _
550 |_AC700G 800~1500 800~1300 700-1000
AC1000 800~1500 800~1300 700~1000
AC2000 500~1200 500~1000 400~900
AC3000 _ 500~900 400~850
LOW CARBON
STEELS
1005,1006,1008,1009,1010, T1200A 700~1200 700~1100 _
1011,1012,1013,1015,1016, T2000Z 700~1300 700~1200 _
1017,1018,1019,1020,1021,| 220~ [ AC700G 700~1200 700~1100 600~950
1022,1023,1025,1026,1029,| 350 | AC1000 700~1200 700~1100 600~950
1108,1109,1110,1115,1116,1 AC2000 500-1000 500-900 400~800
117,1118,1119,1211,1212,12 AC3000 _ 500~800 400~750
13,1215,1513,1518,1522
T1200A 400~600 400~550 _
T2000Z 400~700 400~650 _
HRc [ AC700G 400~600 400-550 350~550
35-55 | AC1000 400~600 400-550 350~550
AC2000 300~500 300~450 300~450
AC3000 250~450 200~400 200~400
NB90S 1000~1400 = —
T1200A | 1000~1500 1000~1400 —
T2000Z | 1000~1600 1000~1500 —
550 | AC700G | 1000-1500 1000-~1400 900~1300
AC1000 | 1000~1500 10001400 900~1300
Ckgl\évé)“lillESl?I!glgAL AC2000 | _ 800~1400 750~1300 600~1100
CEADED AC3000 750~1200 650~1000
10L18, 10L45, 10LS0, T1200A 900~1200 800~1100 -
11117, 11137, 11141, 11L44, - S00=T300 001506 =
12113, 12L14, 12L15 250~ | AC700G 900-~1200 800~1100 700~1000
350 [ AC1000 900~1200 800~1100 700~1000
AC2000 800~1000 700~900 650~900
AC3000 - 700~900 650~900
Chinbreaker EFA/ESP EUX/ENG
preq‘erence ESU/ESX EGU/EMU EMU/EMX
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< SUMITOVIO ELECTRIC

Recommended Running Conditions

< SUVIITOVIO ELEGTRIC

Recommended Running Conditions

Recommended first choice, Recommended second choice, Recommended third choice Recommended first choice, Recommended second choice, Recommended third choice

Een)aral Eeﬁeral

Info MACHINING PARAMETERS MACHINING PARAMETERS Info
% HARD- HARD-
WORK MATERIAL NESS | GRADE Finishing Gen. Purpose Roughing WORK MATERIAL NESS | GRADE Finishing Gen. Purpose Roughing
| BHn/Rc .002~.012 IPR .010~.020 IPR .015~.026 IPR BHn/Rc .002~.012 IPR .010~.020 IPR .015~.026 IPR |
Negative .005"~.060” D.O.C. |.060"~.200" D.O.C.| .200"~ D.O.C. .005"~.060” D.O.C.| .060"~.200” D.O.C.| .200"~ D.O.C. Negative
Inserts CUTTING SPEED (SFM) MEDIUM/HIGH CUTTING SPEED (SFM) Inserts
‘ CARBON STEELS- |
| T1200A 900~1300 900~1200 — LEADED cont. T1200A 800~1300 750~1200 = 1
il T2000Z 900~1400 900~1300 - T2000Z 800~1400 750~1300 - Pueinis
Inserts <50 |AC700G 900-~1300 900~1200 800~1000 41130, 41L40, 41145, 250~ | AC700G 800~1300 750~1200 650~1000 Inserts
3 AC1000 900~1300 900~1200 800~1000 41L47, 41150, 43L40, 350 [ AC1000 800~1300 750~1200 650~1000 :
AC2000 800~1000 500~900 450~800 41150, 43640, 51132, AC2000 700~1100 650~1000 550~900

| AC3000 _ 500~800 400~700 521100, 8620, 86140 AC3000 — 600~1000 500~800 5
HRiet CARBON STEELS ALLOY STEELS- Inserts

I MEDIUM CARBON T1200A 700~1100 700~1000 — |

- 1030, 1033, 1035, 1037, T1200A 800~1200 700~1100 — T2000Z 700~1200 700~1100 _ -

Threayc{mg, 1038, 1039, 1040, 1042, T2000Z 800~1300 700~1200 - 1340, 1345, 4042, 4047, AC700G 700~1100 700~1000 500~800 Threqc{lng,
I&Srz_ﬂgg’; 1043, 1044, 1045, 1046, | 250~ [ AC700G 800~1200 700~1100 600~1000 4140, 4142, 4145, 4147, | <250 [_AC1000 700~1100 700~1000 500~800 g’é’u":t‘fggl;
i 1049, 1050, 1053, 1055, 350 | Ac1000 800~1200 700~1100 600~1000 4340, 50B40, 40B44, 50486, AC2000 600~950 500~850 450~800 P

: 1132, 1137, 1139, 1140, AC2000 600-1000 500~900 450~950 50B46, 5140, 5145, 5147, AC3000 — 500~800 400~700 i

i TS, Ty TUEE, TG AC3000 = 500~850 400~800 81B45, 8640 ,8642, 8645, f

L 1151, 1524, 1525, 1526, 86B45. 8740. 8742 Al

Leramic 1 157, 1536, 1541, 1547 B T1200A gy
Inserts ’ ’ ’ ’ 600~1000 600~900 = Inserts

1548, 1551, 1552 T1200A 600~900 400~800 - 4150, 4161, 50B50, 4060, T2000Z 600~1100 600~1000 —

: T2000Z 600~1000 400~900 - 50B60, 5150, 5155, 5160, | 250~ | AC700G 600~1000 600~900 - ,
PL_iB Il HRC AC700G 500~900 400~750 350~700 51B60, 6150, 8650, 8655, 350 AC1000 600~1000 600~900 - PL'bN
2 PCD 36-55 |-AC1000 500~900 400~750 350~700 8660, 9254, 9255, 9260 AC2000 500~900 450~800 400~750 2 PCD
Pl AC2000 400~750 350~700 300~550 AC3000 — 400~750 300~700 ppiFil

AC3000 — 350~600 300~500

NB90S 1000~1400 — _

3 T1200A 300-~600 300~500 - 3
= Coronte, CSU/Eo eyt 4032, 4037 45130 4135 T2000Z |  300-700 300~600 - Toolhalders
preference ESU/ESX EGU/EMU EMX/EMU : : IR AC700G 300~600 300~500 200~500

4137, 4427, 4626, 5130, | HRc = eq000 300-600 300~500 200-500
MEDIUM/HIGH 5132, 5135, 8620, 8625, | 36-50
| CARBON STEELS— T1200A |  800~1400 800~1300 - 8627, 8630, 8633, 94B30 AC2000 250-500 20051 1502400 :
Swiss LEADED T2000Z 800~1500 800~1400 — ’ ’ ’ AC3000 250~400 200~400 150~400 Swiss
Toolholders AC700G 800~1400 800~1300 700~1100 NB90S 500~900 - - Toolholders
. AC1000 800~1400 800~1300 700~1100 Chipbreaker EFA/ESP EUX/ENG
ﬂ ti?; ﬂ t;‘g; j;t:gj 250 = Ac2000 800~1200 700~1000 600~900 preference ESU/ESX EGU/EMU EMX/EMU
41L50, 43640, 51132, AC3000 — 650~950 550~800
Baring 521100, 8620, 86L40 Baring
Bars Bars
: Chipbreaker EFA/ESP EUX/ENG :
preference ESU/ESX EGU/EMU R
Technical Technical
Info Info
ALMT ALMT
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< SUMITOVIO ELECTRIC

Recommended Running Conditions

Recommended first choice,

Recommended second choice,

Recommended third choice

MACHINING PARAMETERS
HARD-
WORK MATERIAL NESS | GRADE Finishing Gen. Purpose Roughing
BHR/Rc .002~.012IPR | .010~.020 IPR .015~.026 IPR
.005”~.060” D.O.C.| .060”~.200” D.O.C. .200"~ D.O.C.
CUTTING SPEED (SFM)
T1200A 800~1200 700~1100 -
T2000Z 800~1300 700~1200 -
<250 AC700G 800~1150 700~1050 600~900
AC1000 800~1150 700~1050 600~900
AC2000 450~850 300~750 300~700
AC3000 - 300~750 300~650
T1200A 700~1100 600~1000 —
T2000Z 700~1200 600~1100 -
HIGH CARBON STEELS 250~ AC700G 700~1050 600~1000 500~700
50100, 51100 350 AC1000 700~1050 600~1000 500~700
52100, M-50 AC2000 550~850 500~750 400~650
AC3000 — 450~700 400~600
T1200A 400~800 300~700 —
T2000Z 400~900 300~800 -
HRc AC700G 350~750 300~650 200~550
36-50 AC1000 350~750 300~650 200~550
AC2000 350~600 200~500 200~450
AC3000 — 200~600 200~500
NB90S 500~1000 — —
T1200A 500~750 350~700 —
T2000Z 500~850 350~800 -
TOOL STEELS <250 AC700G 500~800 350~700 300~650
DIE STEELS AC1000 500~800 350~700 300~650
AC2000 400~700 350~650 300~600
AC3000 - 350~650 300~600
Chipbreaker EUX/ENG
preﬁlerence EFA/ESU/ESX EGU/EMU EMX/EMU
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Recommended first choice,

Recommended second choice,

< SUVIITOVIO ELECTRIC

Recommended Running Conditions

Recommended third choice

MACHINING PARAMETERS
HARD- — .
WORK MATERIAL NESS | GRADE Finishing Gen. Purpose Roughing
BHN/Rc .002~.012 IPR .010~.020 IPR .015~.026 IPR
.005"~.060” D.O.C.| .060”~.200” D.O.C. | .200"~ D.O.C.
CUTTING SPEED (SFM)
T1200A 650~900 450~850 -
T2000Z 500~800 350~800 —
250~ [ AC700G 500-800 450~700 350-650
350 | AC1000 500~800 450~700 350~650
AC2000 400~750 400~650 300~600
TOOL STEELS AC3000 — 300~650 200~600
DIE STEELS
cont.
T1200A 350~500 300~450 -
T2000Z 300~550 200~500 -
HRc | AC700G 300-~500 200~400 200~400
36~50 | AC1000 300~500 200~400 200~400
AC2000 200~400 200~350 150~300
AC3000 200~400 200~350 150~300
NB90S 300~600 — —
T1200A 600~900 450~800 -
050 T2000Z 550~950 450~850 -
300 |AC700G 500~850 350~750 300~600
AC1000 500~850 350~750 300~600
AC2000 400~700 350~700 300~650
AC3000 _ 350-~700 300~600
T1200A 550~800 350~750 —
300~ |_12000Z 500~900 350~850 -
allCl =T 350 |_AC700G | 500-800 350~750 300~700
STEELS AC1000 500~800 350~750 300~700
AC2000 400~800 300~700 250~650
4340V, H13, H11
T1200A 300~550 250~500 -
T2000Z 300~600 250~600 —
HRc | AC700G 300~500 250~400 250~400
35~45 | _AC1000 300~500 250~400 250~400
AC2000 250~450 200~350 150~300
AC3000 - 200~350 150~300
NB90S 300~600 — -
Chipbreaker EFA/ESP EUX/ENG
preﬁerence ESU/ESX EGU/EMU EMU/EMX
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< SUVIITOVIO ELEGTRIC

Recommended Running Conditions

< SUMITOVIO ELECTRIC

Recommended Running Conditions

Recommended first choice, Recommended second choice, Recommended third choice Recommended first choice, Recommended second choice, Recommended third choice

Een)aral

Eederal

InFo MACHINING PARAMETERS MACHINING PARAMETERS Info
HARD- —— _ HARD- — =—
WORK MATERIAL NESS | GRADE Finishing Gen. Purpose Roughing WORK MATERIAL NESS | GRADE Finishing Gen. Purpose ougning
g BHn/Rc .002~.010 IPR .008~.016 IPR .010~.020 IPR BHn/Rc .002~.010 IPR .008~.016 IPR .010~.020 IPR |
Negative 005’~.060" D.O.C.| .040’~.150" D.O.C. |.120°~.250" D.O.C. .005"~.060” D.O.C.| .040"~.150" D.O.C. [-120"~.250"D.0.C. | Npgative
Inserts CUTTING SPEED (SFM) CUTTING SPEED (SFM) Inserts
| T1200A 350~750 300~600 - T1200A 200~600 200~550 - ‘
| T2000Z 300~800 300~700 - T2000Z 200~700 200~650 - 1
L EH10 250~500 250~450 - EH10 200~500 200~400 - Positive
HUDAr.. STAINLESS STEEL 160~ | EH10Z 300~700 300~650 — EH10Z 300~650 200~550 — Hea
| 300 SERIES 280 EH20Z — 300~650 300~600 EH20Z - 200~600 200~600 |
AUSTENITIC EH510 350~650 350~550 — 260~ |_EH510 300~600 300~600 -

3 EH520 - 325~525 300~500 380 EH520 — 300~550 250~500
Ace-Fix EH510Z 400~900 450~850 - EH510Z 400~800 400~750 — Ace-Fix
Inserts EH520Z — 400~800 300~700 EH520Z - 300~800 300~700 Inserts
| AC700G 450~650 400~600 — AC700G 350~700 250~650 - j

. AC1000 450~650 400~600 — AC1000 350~700 250~650 — -

Threading, AC2000 - 300~600 300~550 AC2000 - 200~600 200~600 Threading,
G STAINLESS STEEL i
HEne: AC3000 = 250~600 200~550 400 SERIES AC3000 - 200~600 200~600 i
e AC304 - 300~600 300~550 AC304 — 200~600 200~550 Al
Inserts MARTENSITIC Inserts

: Chipbreaker ESP/ESU/ESX EUP/ENG cont. T1200A 200-~600 200500 = ::

3 preference EEX/EGU EMU/EHP 720002 | 200-700 200-650 - 3
Ceramic T1200A 300~750 300-650 - EH20Z = 200-550 200~500 Ceramic
Inserts 12000Z 300-850 300-750 - ELiC 200-500 200~450 = Inserks
& PCD EH510 350~650 350~550 - SCT000 200-650 SR = & PCD
Inserks 160~ [ EH520 _ 325-525 300~500 AC1000 200-~650 200-~600 - Inserts

% STAINLESS STEEL 260 EH510Z 400~900 450~850 _ AC2000 — 200~550 200~500 |

400 SERIES EH520Z _ 400~800 300~700 AC3000 - 200~550 200~500
I Ih Il MARTENSITIC AC700G 450~650 400~600 _ AC304 s 7 200~500 200~500 il Id
ooiholders AC1000 450~650 400~600 — Chipbreaker ESP/ENK EEX/ENG ovolholders
| AC2000 _ 300~600 300~550 preference ESU/ESX EGU/EMU EMU/EMX/EHP :
AC3000 - 250~600 200~550
| AC304 — 300~600 300~550 |
Swiss Chipbreaker EEX/ENG Swiss
Toolholders preference SEREEEY EGU/EMU EMU/EMX/EHP Toolholders
Baﬁing aning
Bars Bars
Technical Technical
Info Info
ALMT ALMT
232 233



< SUVIITOVIO ELEGTRIC

Recommended Running Conditions

< SUMITOVIO ELECTRIC

Recommended Running Conditions

Recommended first choice, Recommended second choice, Recommended third choice Recommended first choice, Recommended second choice, Recommended third choice

Eeniaral Eerieral

Info ARD MACHINING PARAMETERS ARD MACHINING PARAMETERS Info

| WORK MATERIAL NESS GRADE Finishing Gen. PUI’pOSG Roughing WORK MATERIAL NESS GRADE Finishing Gen. Purpose Roughing ‘

g BHN/Rc 002-.008 PR | .008~.016IPR | .010-.020 IPR BHN/Re 002~.008 IPR | .006~.016 IPR | -010-.020 IPR |
Negative .005"~.060” D.O.C.| .040"~.150" D.O.C. |.120”~.250” D.O.C. .005"~.040" D.0.C.| .040"~.150" D.O.C. [-120"~.200"D.O.C. | nNppatiye
Inserts CUTTING SPEED (SFM) CUTTING SPEED (SFM) Inserts
| T1200A 300~800 250~700 - T1200A 200~600 200~550 - |
: T2000Z 300~900 250~750 - 120002 200~700 200~650 - :

ki EH10 250~550 250~400 - EH510/520 250~600 200~500 150~400 i

17:::;:: EH10Z 300-850 300~750 _ STAINLESS STEEL EH10Z 200-650 200-650 300-600 ’7::;7::

% EH20Z - 300~700 300~600 WROUGHT AUSTENITIC EH20Z 200-650 200-600 200-600 %

160~ |_EH510 350~700 325~600 - NITRONIC 32 250~ [ EH510Z 200~750 200-~750 300~700

| 260 EH520 — 300~650 250~550 NITRONIC 33 EH520Z 200~750 200~700 200~700
Ace-Fix EH510Z 400~900 350~850 — NITRONIC 40 AC700G 300~750 250~650 250~650 Ace-Fix
Inserts EH520Z - 400~800 400~750 NITRONIC 50 AC1000 300~750 250~650 250~650 Inserts

: AC700G 400~800 400~700 - NITRONIC 60 AC2000 300-~600 200~600 200~600 j

- AC1000 400~800 400~700 - AC3000 300~700 200~600 300~600 m

Threading, AC2000 300~750 300-650 300-600 AC300G 200-650 200-600 200-600 Threading,
’&S?Li’k‘fggi; AC3000 = 300~650 300~600 Chipbreaker ESU/ENK EUP/ENG/EEX EMU/EHP g’z_"’i‘fi_iiﬁi;

3 AC304 - 250~550 250~500 preference ESX/EEX Al
iltgac T1200A 200~700 200-600 — HIGH TEMP. ALLOYS EH10/20 50~120 30~100 30~70 il

; T2000Z 200~650 200-~600 - Nickel Base, Wrought EH510/520 50~150 30~130 30~100 |

| E EH10 200~400 200~350 - Haynes Alloy 263 _ [_EH10z 100~165 80~140 40~100 Logail
Inserts S;/EIE”&FP??A?TOEEL EH10Z 200~750 200~700 — Incoloy Alloy 901, 903 2380 EH20Z 100165 80-140 40~100 Inserts

| BN EH20Z - 200~600 200~500 Inconel Alloy 617, 625, EH510Z 100~195 80~170 40~130 |

; EH510 250~450 250~400 - 702, 706, 718, 721, 722, EH520Z 100~195 80~170 40~130 :

3 25~ EH520 - 250~450 250~425 X-750, 751, M252 EH10/20 40~100 30~80 30~60
Zf,% 1?75-ZH3 ;_@’F?,F_i"" 36 [ EH510Z 300-850 300-800 - Nimonic 75, 80 EH510/520 40~130 30~110 30~90 Zi»%
niFed 198 Mo EH520Z = 300~700 300~600 Waspaloy 300~ | EH10Z 90~140 70~120 30~90 e

| AC700G 300~700 250~650 - 400 | EH20Z 90~140 70~120 30~90 |

AC1000 300~700 250~650 - EH510Z 90~170 70~150 30~120
AC2000 300-600 200-~600 200-~550 EH520Z 90~170 70~150 30~120
Toolholders AC3000 - 200~600 200~500 EH10/20 100~160 80~120 70~100 Toolholders
AC304 — 150~550 150~500 Nickel Base, Wrought EH510/520 100~190 80~150 70~130
T1200A 200~450 200~400 _ Hastelloy Alloy 140~ EH10Z 120~200 90~160 80~140
| T2000Z 200-550 200-~500 - 220 | EH20z 120~200 90~160 80~140 |
Swiss EH10Z 200-550 200-550 - EH510Z | 120-230 90-190 80-170 il
Toolholders EH20Z - 200-~550 200-500 | e glifg/% 1 :gﬁ%o gg~igg 8400~18700 Toolholders

% EH510Z 300~650 300~650 - ) = . = 5

‘ 3466~ EH520Z - 300-625 250-600 o3 I, g EH510/520 60~140 50~130 40~110 ‘

| AC700G 200~650 200~550 — Incoloy Alloy 804, 825 240~ | EH10Z 80~150 60~130 50~110 3
Boring AC1000 200~650 200~550 _ Inconel Alloy 600, 601 310 [ EH20Z 80~150 60~130 50~110 Boring

Bars AC2000 200~550 200-525 200~500 Refractaloy 26 EH510Z 80~180 60~150 50~140 Bars
3 AC3000 — 200~500 200-450 |\ . EH520Z 80~180 60~150 50~140 3
. EH10/20 60~100 40~90 30~70
| Chipbreaker EFA/ESP EGU/ENG Nickel Base, Cast EH510/520]  60~130 20~120 30~100 !
Technical preference ESU/ENK EEX/EUP EMU/EMX Hastalloy Alloy 200~ EH10Z 70~140 50~120 20~100 Technical
i 375 | _EH20Z 70~140 50-~120 40~100 InFo
EH510Z 70~170 50~150 40~130
EH520Z 70~170 50~150 40~130 |

i hipbreaker ?

ek | eoueupiex | EUPENC
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< SUMITOVIO ELECTRIC

Recommended Running Conditions

< SUVIITOVIO ELEGTRIC

Recommended Running Conditions

Recommended first choice, Recommended second choice, Recommended third choice Recommended first choice, Recommended second choice, Recommended third choice

Een)aral Eeﬁeral

Infa MACHINING PARAMETERS MACHINING PARAMETERS Info
: HARD- —— ) HARD- :
WORK MATERIAL NESS | GRADE Finishing Gen. Purpose Roughing WORK MATERIAL NESS | GRADE Finishing Gen. Purpose Roughing
| BHN/RC .002~.008 IPR .006~.012 IPR .010~.018 IPR BHN/Rc .002~.012 IPR .010~.020 IPR .015~.030 IPR |
Negative .005"~.060” D.O.C.| .040"~.120” D.O.C. |.100"~.180" D.O.C. 005"-100" D.OC.| 1007-200" DO.C. | 200~ D.OC. R |
Inserts CUTTING SPEED (SFM) CUTTING SPEED (SFM) Inserts
HIGH TEMP ALLOYS EH10/20 100~150 90~130 80~100 COPPER ALLOYS DA2200* [ 2000~3300 2000~3300 — |
: Iron Base, Wrought 180~ | EH510/520 100~180 90~170 80~140 WROUGHT DA150* 2000~3300 2000~3300 - :
Rl 530 |_EH10Z 120~180 100~160 80~140 EH10/20 800~1100 800~1000 700~900 Positnil
MIHCEL | [BAs2a6 EH20Z 120~180 100~160 80~140 e e e o EH510/520]  800~1300 800~1200 700~1100 i
3 Discaloy EH510Z 120~220 100~200 80~180 353, 356, 360, 365, 366, 367, 368, EH10Z 1200~1500 1100~1300 900~1100 1
Incoloy Alloy 800, 800H, EH520Z 120~220 100~200 80~180 370, 377, 385, 482, 485, 544, 623, EH20Z 1200~1500 1100~1300 900~1100
| Incoloy Alloy 801, 802 EH10/20 100~140 80~120 65~95 624, 638, 642, 782 EH510Z 1200~1700 1100~1500 900~1300 |
Ace-Fix N-155, V-57, W-545 EH510/520 100~170 80~150 65~125 EH520Z 1200~1700 1100~1500 900~1300 Ace-Fix
Inserts 16-25-6, 19-9DL 250~ [ EH10Z 120~170 90~150 75~120 G10E 800~1100 800~1000 700~900 Inserts
| 320 EH20Z 120~170 90~150 75~120 DA2200* |  2000~3300 2000~3300 — |
- EH510Z 120~210 90~190 75~160 DA150* 2000~3300 2000~3300 - "
Zvrrjgxgw EH520Z 120~210 90~190 75~160 190, 226, 230, 240, 260, 268, EH10/20 800~900 600~750 500~650 Té’r’ 5;%;75’
i Eul:-DI‘qI:' EH10/20 90~140 90~120 70~100 270, 280, 425, 435, 442, 443, EH510/520]  800~1100 600~950 500~850 2 cub-ugf
; Cobalt Base EH10Z 110~180 100~150 80~130 667, 675, 687, 694, 770 EH20Z 900~1100 800~950 700~800 ]
| EH20Z 110~180 100~150 80~130 EH510Z 900~1300 800~1150 700~1000 ;
| I IE P EH510Z 110~210 100~180 80~160 EH520Z 900~1300 800~1150 700~1000 Caraiiy
B EH520Z 110~210 100~180 80~160 G10E 800~900 600~750 500~650 Inserts
| EH10/20 100~140 90~125 70~90 DA2200* | 2000~3300 2000~3300 — |
: EH510/520 100~170 90~155 70~120 (o1 102 104 105. 107. 108,110 DA150* 2000~3300 2000~3300 - :
| . EH10Z 110~170 100~140 80~120 o 10, VB, 110, 17, 118, 1 EH10/20 250~350 200~300 150~250
2 LD elte EH20Z | 110-170 100-140 80-120 S e Erls10/520] 250-550 200-500 s0-a0 | PEBN
Inserts EH510Z 110~200 100~170 80~150 128, 129, 130, 142, 143, 150, 155, EH10Z 450~550 350~450 300~400 iy
EH520Z 110~200 100~170 80~150 162, 165, 170, 172, 175, 182, 174, EH20Z 450~550 350~450 300~400
EH10/20 90~130 80~100 70~95 a5, el 1, ke, Tk, 210, 22 EH510Z 450~750 350~650 300~600
EH510/520 90~160 80~130 70~125 EH520Z 450~750 350~650 300~600
Toolholders Pure Titanium EH10Z 100~160 90-~140 80~110 G10E 250~350 200~300 150~250 Toolholders
EH20Z 100~160 90~140 80~110 DA2200* |  2000~3300 2000~3300 —
EH510Z 100~190 90~170 80~140 DA150* 2000~3300 2000~3300 —
| EH520Z 100~190 90-~170 80~140 411 413, 505. 512 511. 521 EH10/20 250~350 200~300 150~250 |
R EH10/20 100~150 90~130 70~110 524, 608, 610,614, 619, 625, EH510/520 250~550 200~500 150~450 Swiss
Toolholders EH510/520 100~180 90~160 70~140 674, 688, 706, 710 ,715, 7285, EH10Z 450~550 350~450 300~400 Toolholders
| EH10Z 120-~180 120~160 100~130 745 EH20Z 450~550 350~450 300~400 |
: Titanium Alloy EH20Z 120~180 120~160 100~130 EH510Z 450~750 350~650 300~600 |
| Ti-6Al-4V EH510Z 120~210 120~190 100~160 EH520Z 450~750 350~650 300~600 |
Boring EH520Z 120~210 120~190 100~160 G10E 250~350 200~300 150~250 Boring
i %';g;g;gﬁggr ESU/EUP/EEX | EUP/ENG/EEX EMU f;‘,*:g;g;gﬁggf EUP/EEX EUP/EEX EMU A
DA2200* 1000~10000 1000~10000 - * Refer to the PCD section for proper running conditions of PCD grades.
T DA150* 1000~10000 1000~10000 — Tachiidl
Info ALUMINUM ALLOYS EH10/20 800~1500 700~1200 700~1200 bl
EH510/520 800~1700 700~1400 700~1200
BRASS ALLOYS G10E 800~1500 700~1600 700~1600
O oreaker | EsuEuP/EEX EUP/EEX EMU
ALMT ALMT

* Refer to the PCD section for proper running conditions of PCD grades.
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< SUVIITOVIO ELEGTRIC

Recommended Running Conditions

< SUMITOVIO ELECTRIC

Recommended Running Conditions

Recommended first choice, Recommended second choice, Recommended third choice Recommended first choice, Recommended second choice, Recommended third choice

Een)aral Eeﬁeral

Info MACHINING PARAMETERS MACHINING PARAMETERS Infa
1 HARD- HARD- i
WORK MATERIAL NESS | GRADE Finishing Gen. Purpose Roughing WORK MATERIAL NESS | GRADE Finishing Gen. Purpose Roughing
: BHn/Rc .002~.012 IPR .010~.020 IPR .015~.030 IPR BHN/Rc .002~.012 IPR .010~.020 IPR .015~.030 IPR 3
Negative .005”~.100" D.O.C.| .100”~.200” D.O.C. .200”~ D.O.C. .005"~.060” D.O.C.| .060”~.200” D.O.C. .200”~ D.O.C. Negative
Inserts CUTTING SPEED (SFM) CUTTING SPEED (SFM) Inserts
DA2200* 2000~3300 2000~3300 = BN500* 600~2400 — — ‘
: COPPER ALLOYS, CAST DA150* 2000~3300 2000~3300 - BN600* 2000~6000 - - i
Positive | 834, 836, 938, 842, 844, 848, 852, EH10/20 |  1000~1200 850~1050 750~950 BNS800* [ 2000~6000 — — Positive
Inserts 8545, 8955, 857, 858, 864, 867, EH510/520 1000~1400 850~1250 750~1150 NS260/C - 800~3500 800~2500 Inserks
? 879, 928, 932, 934, 935, 937, 938, EH10Z 1200~1400 1050~1300 950~1200 NS30 — 800~3500 800~2500 ?
ggg 3‘7‘3 3‘7“; 8‘7‘2 S, B, B8, EH20Z 1200~1400 1050~1300 950~1200 <220 [ T2000Z 600~1400 500~1200 —

; T EH510Z 1200~1600 1050~1500 950~1400 AC300G 600~1600 500~1300 400~1000 |
Ace-Fix EH520Z 1200~1600 1050~1500 950~1400 AC500G 800~2000 500~1400 400~1000 Ace-Fix
IHSI?I' ts G10E 1000~1200 850~1050 750~950 AC700G — 400~1200 400~900 ln5¢f ts

f DA2200* 2000~3300 2000~3300 — AC1000 500~2000 500~1400 400~1000 :

Thl'E;l L DA150* 2000~3300 2000~3300 — GRAY AC2000 - 600~1000 500~900 Threé; i

et ;’ 617 81 833 855 861 860, B8 EH10/20 700~900 550~650 500~600 CAST IRON G10E 200~350 150~300 100250 i ;’

& Cub-OFF | 888, 872, 874 875, 876, 878, 903, EH510/520f  700~1100 550-850 500-800 BNS0Y- 600-2000 — — & Cut-OFF
InsérL's 905, 915, 9022, 923, 9059, 926, EH1 OZ 950~1 1 50 700~900 650~850 BN600 1 900"'31 00 — — Insérts

; 927, 947, 948, 952, 955, 957, 958 EH20Z 950~1150 700~900 650~850 BNS800* 1900~3100 - - ;

; EH510Z 950~1350 700~1100 650~1050 NS260/C - 800~3500 600~2500 |
R EH520Z 950~1350 700~1100 650~1050 NS30 - 800~3500 600~2500 L |
Insérts G1 OE 700~900 550~650 500~600 9220 120002 500~1200 400~1000 - Insérts

a DA2200* 2000~3300 2000~3300 — AC300G 550~1600 500~1200 450~1000 %

: DA150* 2000~3300 2000~3300 — AC500G 600~1800 400~1200 400~800 :
PL')BN 801, 803, 805, 807, 809, 811, 813, EH10/20 300~400 175~300 150~250 AC700G — 300~1200 400~1000 PEBN
& PCD 814, 815, 818, 820 ,822, 824, 825, EH510/520 300~600 175~500 150~450 AC1000 650~1650 650~1200 400~1000 2 PCD

Inserts |82 827,828,863, 902, 907, 909, EH10Z 500~650 350~525 325~475 AC2000 — 600~1000 500-900 bafine

: 910, 911, 913, 916, 917, 962, 963 :

3 I, SN ShIE, e, e, e EH20Z 500~650 325~525 325~475 _G10E 200~300 150~300 100~250 s

Spin e EH510Z 500~850 350~725 325-675 BN500 300~1000 — —

EH520Z 500~850 325~725 325~675 T2000Z 350~900 400~850 —
Toolholders G10E 300~400 175~300 150~250 AC300G 500~1300 500~1200 400~1000 Toolholders
| Chipbreaker AC500G 400~900 400~825 400~750 |
| preference ECEER ECIEEX = <220 " Ac700G _ 500~1100 400~1000 |
| * Refer to the PCD section for proper running conditions of PCD grades. AC1000 400~900 400~825 - |
LI DUCTILE AC2000 - 600~950 600~900 il
Toolholders IRON EH20/Z - 400-750 350-600 Toolholders
BN500* 300~900 = =

T2000Z 330~800 330~750 -

N?[R)ghAR AC300G 400~1000 400~900 300~800 :
ijing 5290 AC500G 330~800 330~700 300~600 Bn;ing
Bars AC700G — 400~900 300~800 Bars
3 AC1000 330~800 330~700 - |

AC2000 - 500~900 450~850
| EH20/Z — 330~650 330~600 |
Technical Chipbreaker Technical
InfFo preference EMU/ENZ EMU/ENZ Info
*Refer to the CBN section for proper running conditions of CBN grades.
ALMT ALMT

238 239



