





FE 574 ] FE K] TSUNAMI - Square 4 Flutes
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: Mill Dia.[D1] Talerance
= Up to [mm)
B +0/-0.02
o +0/-0.025

20 +0/-003
Shank Dia. Tolerance: hB

E 3 LERES Ak aﬁ
Mn‘l Dla F!ute l.ength Overall Length Shank Dia. No. of Flute Part Number
2 ] 50 4 4 RWS54020B04A
e 7 50 4 4 RWS54030B04A
4 10 50 4 2 RWS54040B04A
5 12 50 6 =t RWS54050B06A
6 15 50 6 4 RWS54060B06A
6 21 7 6 4 RWS4060E06A
8 20 60 8 4 RWS54080C08A
8 28 7 8 =t RWS4080E08A
8 40 100 8 4 RWS54080G08A
10 25 75 10 4 RWS4100E10A
10 35 100 10 s RWS4100G10A
12 30 7S 12 4 RWS4120E12A
12 42 100 12 4 RWS54120G12A
16 40 100 16 4 RWS54160G16A
16 56 150 16 2t RWS4160L16A
20 50 100 20 4 RWS4200G20A
20 70 150 20 4 RWS54200L20A
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Hardness (Hv)
3800
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Friction Coefficient

0.25

Extreme High Hardness
Low Friction Coefficient
Excellent Wear Resistance

Superior Heat Resistance
Great Anti-Shock Ability
High Adhesion

mAERLE (°C)
Max. Usage Temp. (°C)
850
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Mill Dia.[D1] Tolerance
Up to {mm]
8 +0/-0.02
= -0 sl
Shank Dia. Tolerance: hB

PaR: R/ 2R J& .':“u 51,’%
Mill Dia. CornerR Flute Length Overall Length Shank Dia. No. of Flute Part Number
2 0.2R 5 50 4 4 RWN4020CB04A
2 0.5R 5 50 4 4 RWN4020GB04A
3 0.3R 7 50 4 4 RWN4030EB0O4A
3 0.5R 7 50 4 4 RWN4030GB04A
4 0.2R 10 50 4 4 RWN4040CB04A
4 0.5R 10 50 4 4 RWN4040GB04A
4 0.5R 4 75 6 4 RWN4040GEO6A
4 1R 10 50 4 4 RWN4040KB04A
4 1R 4 75 6 4 RWN4040KEOBA
=) 0.5R = 74 6 4 RWN4050GEO6A
5 1R 5 75 6 4 RWN4050KEQ6A
6 0.2R 15 50 6 4 RWN4060CB0O6A
6 0.5R 15 50 6 4 RWN4060GB06A
6 0.5R 6 75 6 4 RWN4060GEO6A
6 1R 15 50 6 4 RWN4060KB06A
6 1R 6 75 6 4 RWN4060KEO6A
8 0.5R 20 60 8 4 RWN4080GC08A
8 0.5R 8 100 8 4 RWN4080GGO8A
8 1R 20 60 8 4 RWN4080KC08A
8 1R 8 100 8 4 RWN4080KG08A
8 1.5R 20 60 8 4 RWN4080NCO8A
8 1.5R 8 100 8 4 RWN4080NGO8A
10 0.5R 25 75 10 4 RWN4100GE10A
10 0.5R 10 100 10 4 RWN4100GG10A
10 1R 25 75 10 4 RWN4100KE10A
10 1R 10 100 10 4 RWN4100KG10A
10 1.5R 25 75 10 4 RWN4100NET0A
10 1.5R 10 100 10 4 RWN4100NG10A
10 2R 25 75 10 4 RWN4100QET0A
10 2R 10 100 10 4 RWN4100QGT10A
12 0.5R 30 75 12 4 RWN4120GE12A
T2 0.5R 12 100 12 4 RWN4120GG12A
12 1R 30 75 12 4 RWN4120KE12A
12 1R 12 100 12 4 RWN4120KGT12A
12 1.5R 30 75 12 4 RWN4120NE12A
12 ISR 12 100 12 4 RWN4120NG12A
12 2R 30 75 12 4 RWN4120QET12A
12 2R 12 100 12 4 RWN4120QG12A
12 3R 30 75 12 4 RWN4120SE12A
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Work Material

w_-fl%' ﬂ,% /4-' f Cutting Condition Table

ﬂ] ﬁ ﬂ% #i%_ Cutting Condition Table
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f&HE8  Structural Steel
fix 3

Carbon Steel
Cast lron

5§5/58-C/FC
150-250HB

448 Alloy Steel
81888 Pre-Hardened Steel

SCM / NAK / HPM
25-35HRC

et g

Hardened Steel

35-50HRC
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Hit Mill Dia. Rotation | Feed ap ap Rotation  Feed ap ap  Rotation Feed ap ap
Milling ' (mm)  (rev./min) (mm/min) (1.5D) (0.2D) (rev./min) (mm/min) (1.5D) (0.2D) (rev./min) (mm/min) (1.5D) (0.2D)
2 19000 = 1000 3 0.4 | 16000 930 3 0.4 | 12800 680 3 0.4
3 12700 1100 4.5 0.6 10600 930 4.5 0.6 8500 680 4.5 0.6
4 9600 1200 6 0.8 8000 1000 6 0.8 6400 760 6 0.8
i 8200 1200 ) 1 7000 1050 L5 1 5700 850 Tal 1
18 £% 6 6900 1500 9 1.2 5800 1300 9 1.2 4800 1000 g9 j=2
Side 8 5200 1500 12 1.6 4400 1300 12 1.6 3600 1000 12 1.6
Milling | 70 ' 4200 @ 1500 | 15 2 | 3500 1300 @15 2 | 3000 920 15 2
12 3500 1400 18 | 2.4 | 2900 1200 18 2.4 | 2400 760 18 | 2.4
16 2600 1200 24 | 3.2 2200 1000 24 | 3.2 1800 680 24 3.2
20 2100 980 30 4 1800 800 30 4 1400 600 30 4
AL ne w2 #k 9r , WR  E# YR, WE €8 YR ,
Miﬂilng Mill Dia. Romﬁfm Feed. ap (1D) Rotaﬁfm Feed. ap (1D) Rotatifm Feed. ap (1D)
Method (mm) | (rev./min) (mm/min) (1D) (rev./min) (mm/min) (1D) (rev./min) (mm/min) (1D)
2 19000 760 2 2 16000 640 2 2 11200 430 2 2
3 12700 760 3 3 10600 640 3 3 7400 430 3 3
4 9600 840 4 4 8000 700 4 4 5600 500 4 4
53 8300 950 5 5 6400 800 5 5 4400 550 5 5
& 6 6900 1200 6 6 5800 950 6 6 3700 600 6 6
Grooving 8 5200 1200 8 8 440 950 8 8 2800 600 8 8
10 4200 1000 10 10 3500 800 10 10 2200 500 10 10
12 3500 950 12 12 2900 700 12 T2 1900 500 WA iz
16 2600 700 16 16 2200 610 16 16 1400 380 16 16
20 2100 620 20 20 1800 530 20 20 1700 350 20 20

ITHME 7 i sl nes BREEE
Work Material Stainless Steel Titanium Alloy Inconel 718
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. Coolant : Air blow or Mist
. The milling conditions shown above is just for general guide. When the machine is different, the rigidity and spindle torque is
different as well. The milling conditions are always adjusted base on real machining status.
3. Adjust milling condition when unusual vibration and sound occur by cutting.
. Use highly rigid and precise machine and holder.
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Milling Mill Dia. Rotaﬁfm Feed' ap ap Rotaﬂfm Feed' ap ap Rotatu?n Feed' ap ap
Method | (mm) | (rev./min) (mm/min) (1.5D)  (0.2D) (rev./min) (mm/min)| (1.5D) (0.05D)  (rev./min) (mm/min)  (1.5D) (0.05D)
2 14000 | 1500 3 0.4 | 12500 680 3 0.1 6300 220 3 0.1
3 9500 1700 4.5 | 0.6 8500 680 4.5 | 0.15 | 4200 220 4.5 | 0.15
4 7200 1800 6 0.8 6300 720 6 0.2 3200 230 6 0.2
B 5 5700 1850 L5 1 5100 760 78| 02 | 2550 250 75| LA
Side 6 4800 1920 9 1.2 | 4200 800 9 0.3 2100 260 9 0.3
Milling 8 3600 1600 12 1.6 | 3200 800 12 0.4 1600 260 12 0.4
10 2900 1400 15 2 2500 650 15 0.5 1300 210 15 0.5
12 2400 1200 18 2.4 2100 600 18 0.6 1100 190 18 0.6
16 1800 1100 24 3.2 1600 500 24 0.8 780 140 24 0.8
20 1450 950 30 4 1300 460 30 1 620 120 30 1
B n€& wmz  gw 9r , ®WE #& O , ®WF #8 98
Milling Mill Dia. Rotaﬂf)n Feed. ap (1D) Rotaﬂ?n Feed. ap (1D) Rotatr?n Feed. ap (1D)
Method = (mm)  (rev./min) (mm/min) (0.5D) (rev./min) | (mm/min)  (0.5D) (rev./min) (mm/min) | (0.2D)
2 11000 420 1 2 9500 360 1 2 4000 130 0.4 2
3 7400 420 5 3 6400 360 155 3 2600 130 0.6 3
4 5600 450 2 4 4800 300 2 4 2000 130 0.8 4
o 5 4400 460 A5 £ 3800 330 5] 5 1550 140 1 S
Grooving 6 3700 480 3 6 3200 410 3 6 1300 150 1.2 6
8 2800 480 4 8 2400 410 4 8 1000 150 1.6 8
10 2200 390 5 10 1900 330 5 10 800 130 2 10
12 1800 330 6 12 1600 290 6 12 660 120 2.4 12
16 1400 300 8 16 1200 260 8 16 500 90 3.2 16
20 1100 270 10 20 900 220 10 20 390 70 4 20
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Coolant : Wet
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different as well. The milling conditions are always adjusted base on real machining status.

3. Adjust milling condition when unusual vibration and sound occur by cutting.

4. Use highly rigid and precise machine and holder.

The milling conditions shown above is just for general guide. When the machine is different, the rigidity and spindle torque is
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