EXOCARB°AERO UVX SILENT ROUGHER

Unequal Index, Variable Helix, eXotic Materials

List 3815 & 3915: 4 Flute, Low Helix, Corner Chamfer
List 3820 & 3920: 4 Fiute, High Helix, Corner Chamfer
List 3825: Long Neck, 4 Flute, Low Helix, Corner Chamfer
List 3830: Long Neck, 4 Flute, High Helix, Corner Chamfer

Side Milling
Hardness - - <30 HRC <45 HRC - -
Work Cast Iron Mild Steels Alloy Steels Hardened Steel Stainless Steel Titanium Alloy
Material Carbon Steels Tool Steels Pre-hardened Steel 304 Ti-6AL-4V
Depth Qas<1.5D aa
of Cut ar<0.3D
I
Mill Dia Speed . Fee(':l Speed . Feegl Speed . Feeq Speed . Fee<_1 Speed . Feegl Speed . Feegl
. RPM in/min RPM in/min RPM in/min RPM in/min RPM in/min RPM in/min
- 6 4,770 24.0 6,370 27.9 4,770 15.7 4,240 12.9 3,710 1.4 2,650 7.0
1/4 = 4,510 26.8 6,020 346 4,510 18.1 4,005 15.2 3,500 13.9 2,510 8.2
5/16 - 3,610 36.1 4,825 384 3,610 214 3,210 18.6 2,810 15.1 2,010 9.3
= 8 3,580 37.0 4,770 429 3,580 240 3,180 20.1 2,790 17.7 1,990 10.6
3/8 - 3,005 373 4,015 43.1 3,005 243 2,670 20.1 2,340 17.7 1,670 10.6
= 10 2,860 374 3,820 433 2,860 244 2,550 20.1 2,230 17.7 1,590 10.6
- 12 2,390 338 3,180 389 2,390 220 2,120 18.1 1,860 16.1 1,330 9.8
1/2 = 2,250 335 3,010 38.6 2,250 218 2,005 18.0 1,750 15.9 1,260 9.7
- 14 2,045 33.2 2,730 383 2,045 216 1,820 17.9 1,560 15.7 1,140 9.6
5/8 = 1,800 328 2410 38.0 1,800 214 1,610 17.8 1,400 15.5 1,010 9.5
- 16 1,790 322 2,390 37.7 1,790 21.2 1,590 17.7 1,390 15.3 990 9.4
= 18 1,590 314 2,130 36.9 1,590 21.0 1,420 17.3 1,240 14.9 890 9.1
3/4 - 1,500 30.9 2,010 36.1 1,500 19.8 1,340 16.9 1,170 14.5 840 8.8
= 20 1,430 303 1,910 35.0 1,430 19.6 1,280 16.5 1,110 141 800 8.6
- 25 1,145 25.6 1,530 28.8 1,145 16.8 1,020 15.3 890 13.3 640 7.7
1 = 1,127 25.2 1,505 28.2 1,127 16.3 1,000 15.0 875 12.8 630 7.4

1. Use a rigid and precise machine and holder.

2. Please adjust the speed and feed when cutting depth is large or when machines with low rigidity are used.
3. Please use a suitable fluid with high smoke retardant properites.
4. During Dry (no fluid) milling, please use air blow to remove disposable chips from the milling area and to eliminate chip packing.

Slotting
Hardness - - <30 HRC <45 HRC - -
Work Gl Mild Steels Alloy Steels Hardened Steel Stainless Steel Titanium Alloy
Material Carbon Steels Tool Steels Pre-hardened Steel 304 Ti-6AL-4V
Depth da<1D aa
of Cut ar Max = 0.472 .
Mill Dia. Speed . Feegl Speed . Feec_l Speed . Feegl Speed . Feeq Speed . Feegl Speed . Feec_l
RPM in/min RPM in/min RPM in/min RPM in/min RPM in/min RPM in/min
- 6 3,710 16.9 5,840 2238 4,240 12.5 3,710 10.2 3,180 8.6 2,120 5.1
1/4 - 3,500 17.4 5,520 234 4,005 12.8 3,500 10.6 3,010 8.9 2,005 5.2
5/16 - 2,805 17.9 4,420 247 3,210 13.4 2,805 10.9 2,415 9.4 1,605 5.4
- 8 2,790 18.5 4,380 25.5 3,180 13.7 2,790 11.4 2,390 9.8 1,590 55
3/8 - 2,340 19.4 3,680 26.5 2,670 14.3 2,340 11.8 2,010 10.2 1,335 5.7
- 10 2,230 20.0 3,500 27.5 2,550 14.9 2,230 12.2 1,910 10.6 1,270 5.9
- 12 1,860 18.5 2,920 25.1 2,120 13.7 1,860 11.4 1,590 9.4 1,060 55
12 - 1,750 18.4 2,760 25.0 2,005 13.6 1,750 1.3 1,505 9.4 1,000 55
- 14 1,590 18.3 2,505 249 1,820 13.5 1,590 11.2 1,370 9.4 910 55
5/8 - 1,400 18.2 2,210 24.8 1,600 134 1,400 1.1 1,205 9.4 805 55
- 16 1,390 18.1 2,190 24.8 1,590 133 1,390 11.0 1,190 9.4 800 55
- 18 1,240 17.9 1,950 245 1,415 13.2 1,240 10.8 1,065 9.2 710 5.4
3/4 - 1,170 17.6 1,840 243 1,335 13.0 1,170 10.7 1,005 9.1 670 5.2
= 20 1,110 17.3 1,750 24.0 1,270 129 1,110 10.6 950 9.0 640 5.1
- 25 890 16.8 1,400 233 1,020 12.1 890 9.8 765 8.2 510 47
1 - 875 16.6 1,380 226 1,000 11.7 875 9.6 755 7.9 500 46

1. Use a rigid and precise machine and holder.

2. Please adjust the speed and feed when cutting depth is large or when machines with low rigidity are used.
3. Please use a suitable fluid with high smoke retardant properites.
4. During Dry (no fluid) milling, please use air blow to remove disposable chips from the milling area and to eliminate chip packing.
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