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IHEM2S-2.0 2 6 1 IHEM2S-17.0 17 40 105 20 1
IHEM2S-3.0 3 6 1 IHEM2S-18.0 18 40 105 20 1
IHEM2S-4.0 4 1 2 60 8 1 IHEM2S-19.0 19 45 110 20 1
IHEM2S-5.0 5 15 60 8 1 IHEM2S-20.0 20 45 110 20 2
IHEM2S-6.0 6 15 60 8 1 IHEM2S-21.0 21 45 110 20 1
IHEM2S-7.0 7 20 65 10 2 IHEM2S-22.0 22 45 110 20 1
IHEM2S-8.0 8 20 65 10 2 IHEM2S-23.0 23 50 120 25 1
IHEM2S-9.0 9 25 75 10 2 IHEM2S-24.0 24 50 120 25 1
IHEM2S-10.0 10 25 75 10 2 IHEM2S-25.0 25 50 120 25 1
IHEM2S-11.0 11 30 80 12 2 IHEM2S-26.0 26 50 120 25 1
IHEM2S-12.0 12 30 80 12 2 IHEM2S-27.0 27 55 125 25 1
IHEM2S-13.0 13 35 90 12 2 IHEM2S-28.0 28 55 125 25 1
IHEM2S-14.0 14 35 90 16 2 IHEM2S-29.0 29 55 125 25 1
IHEM2S-15.0 15 40 95 16 2 IHEM2S-30.0 30 55 125 25 1
IHEM2S-16.0 16 40 95 16 2

WIZEHIREGR (Bl Tae=1D) ar<0.5D Recommended cutting conditions (Slotting)

Work |Mild Steels-Carbon Steels Pre-t;gorglers]te%elssteels Stéilrl\?gsitSEelle Cast Iron Aluminium Alloys
2 3,400 34 2,600 18 1,800 10 5,490 50 9,600 160
3 2,800 40 1,800 20 1,350 15 3,660 50 8,200 190
4 2,200 50 1,400 20 1,100 15 2,750 60 5,800 200
5 1,600 60 1,100 30 800 20 2,200 80 4,900 230
6 1,400 70 900 30 700 20 1,830 90 4,000 230
8 1,000 70 700 40 550 30 1,370 90 3.000 230
10 800 70 500 40 450 40 1,100 90 2,300 230
12 700 80 400 40 350 40 920 100 1,900 230
16 500 90 350 50 250 40 690 120 1,450 260
20 400 90 300 50 220 40 550 120 1,150 260
25 350 90 250 50 200 40 440 120 930 250
30 300 80 200 40 150 30 370 100 770 250
WZHEHISFR (BIE Tar<0.1D) ap<1.5D Recommended cutting conditions (Side cutting)
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Work |Mild Steels-Carbon Steels| o 1ot dened Steels Stainless Steels Cast Iron Aluminium Alloys
2 5,000 30 4,290 20 3,240 20 5,600 50 15,800 200
3 3,330 40 2,860 30 2,160 20 3,730 50 10,540 240
4 2,500 60 2,150 30 1,760 20 2,800 60 7,900 270
5 2,000 70 1,720 40 1,280 30 2,240 80 6,320 290
6 1,670 80 1,430 40 1,120 30 1,870 90 5,270 300
8 1,250 90 1,070 60 880 40 1,400 90 3.950 300
10 1,000 90 860 60 720 60 1,120 90 3,160 310
12 830 90 720 70 560 60 930 100 2,630 310
16 620 110 540 80 400 60 700 120 1,980 350
20 500 110 430 70 350 60 560 120 1,580 350
25 400 100 340 70 320 60 450 120 1,280 350
30 330 90 290 50 240 40 370 100 1,050 340
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These conditions are for general guidance. Therefor they are subject to change to the situation of the machine used, the tool hold rigidity. cutting oil, etc.
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