LPG

EmFa \ Features :
O MIFEE&ESTZER0.5mm °

Productivity- High feed rates with axial depth of cut up to 0.5mm.

O =EMBHIEMIBHLHE - REREES -

High Feed Milling- Increase chip removal capability and productivity.

O EINHIFE AMBENREMEE - BIRSMEMIL -

Low cutting resistance and outstanding anti-vibration for high efficiency milling.

/ BREME - FESHES |

O RHENERT ® 10~16mm @ BEZFETAHE /NEERFELRINIER -

Small diameter 10~16mm are offered, for all components and small mold high feed machining.

O 71FREERAT.2mm » BIEEFRIERTE

There are two inscribed circle diameter 1.2mm, providing customer with programming.
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LPGXEELBHTIF

HIGH EFFICIENCY & HIGH FEED MILLING INSERT

LPGXEEEk I/ - R“_l';ﬁ.*ﬁi% | LPGX Carbide Insert Size :

itk AIon Steels
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Lzl $2E % Aluminum Alloys e e B : #8INT Finishing

F

S : 3NN T Semi Finishing
M : 50T Medium

R : #80T Roughing

=882 HighTempAlloys | © | O | © | ©
AE588 Hardened Steels

RIREARSR 71K 2D
Order No. Drawing
FERRSELAESMT « AT [ JHEREER] o High Feed Face Milling & Copy Milling [ Single-Sided Inserts ] .
K| LPGX0102-SG (] o o 6.264.19|219| 1.0 | 2.2
LPGX0102-MG e o o 6.264.19/12.19| 1.0 | 2.2
G A FR N EiEE M
R Chip Breaker Application
4TI 708 R EIE T Y . SEFIRTICIRE - B - R
w8 - G se | RN | T 5
Special cutting edge design (FREEZR ) | Semi Finishing FEF o
effectively reduce cutting -
resistance. T - EIEIFE DM 7IOERET - BEH
MG Modiom | ¥+ RSP T 2
o
RTIE 1 EE - ;BIER | Milling Insert Grades :
) MIHE
MER | ZEEN we AT L B
T T 9 Features Application Industry Area
ype ype P M K[N|S|H
- WEEX -
BEENT , ¥8MI - Mold & die.
CM6223 PVD |- EWE4 - Continuous finishing cutting. 0l olol-lolol EESH#-
(&) (#9¥8) |- High wear resistance. SREH , HENT - Hardened parts.
For hardened steel and cast iron. © A o
Aircraft parts.
CM6232 - BEPHI . T
(88) Medium finishing. ©l0j0|—-|0|0 Qﬁgﬁs
- THEEY o - EEHER, A28, FHENT dieg
PVD . i =ma. BB -
(43 Wear resistance . SREE - Machinerv parts
- Mg - For carbon steel, alloy steel, . AT ﬁ:r}: parts.
CM6233 - Impact resistance. stainless steel and high ©l0|le|l— 0|0 An.\ ft
(28) temperature alloy. ircraft parts.
- EEHEMISKEREMT - i
i , - RES o
- BEERE - . gigﬁf:n?gﬂ%r "ieg;'%te%;it;gg' Auto parts.
CM6243 PVD - High impact resistance. EEAX’%‘W’I':'O AR AEER ololol—-lol - B o
(£8) (v3E) |- Eﬂ'l’_{ ° Ilzﬁc';lrmc:Irbon steel, alloy steel, I\/lach_i_nery parts.
* High toughness. stainless steel and high ' imj(@ﬂ# ort
temperature alloy. ireratt parts.
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LELPGX-Small Dia: ®10~16mm

#5718 - R-T#R#8 X | High Feed Milling Cutters :
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Screw Wrench
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Order No.

ELP01-02010-080L 10 20 80 10 2

ELP01-02010-080L-C 10 20 80 10 2

ELP01-03012-080L 12 20 80 12 3

LPGX0102.. MS1804A ETF06
ELP01-03012-080L-C 12 20 80 12 3

ELP01-04016-090L 16 20 90 16 4

ELP01-04016-090L-C 16 20 90 16 4

X BUsEEE -C B 7KFLERET °© Product number end in -C are coolant-through design.

LPGXtIEI{E4EZR | Cutting Condition Table :

ITAE fix 2= BE=E N E:had ==
Material Carbon Hardened Stainless Cast High Temp
Steels Steels Steels Iron Alloys
I#.':Mﬁ S35C,S45C,S50C SKT,SKD SUS304 FC,FCD Ti-6Al-4V
Material Code
R HRC<40 HRC40~50 = HRC<30 HRC<30
Hardness
HIHIZERE Ve 100~250m/min 50~100m/min 100~180m/min 120~250m/min 50~100m/min
SRR 0.2~0.7 0.2~0.5 0.2~0.6 0.2~0.7 0.2~0.4
(mm)
INIRE Ap (mm) 0.2~0.5 0.2~0.3 0.2~0.4 0.2~0.5 0.2~0.3
X EHINTEE (Ae)BiE = JME <80% ° he |
fiss Recommended cutting width(Ae) for face milling is less than 80% of diameter. Ap
Remarks l—l—_lT

X% HIHEIAT / Cutting formula : S(EEHIEEE) = Ve(HIHIZERE) X 1000/ D(IME) / ©(3.14) FOELREE) = fz(B7ELRE) X Z(TE) X S(EHEFE)



CNCINI#RT2EXE | CNC Operation :

RARIZEERE

Programming R

RA

B2 HE T 7]

Helical Milling

IHIZEE ——
Uncut @
l HEE |
AEE R A IHIZRSE ERANMTIER BNMMIHER
Input. R Uncut Max Cutting Dia. (mm) Min Cutting Dia. (mm)
1.2 mm 0.17 mm (dX2)—2 (dX2)—3.5

&I T

Plunge Milling

RANIEE
Max Ae

X Use climb milling.

#RmIT

X FERERPREEE(IEK) T -

Ramping

1.7 mm

X EEENLERESEREZ=0.2mm -

100%& & ®i

MADE IN TAINWAN

SHEEETIARBRALT

# 1 T :TEL/ 886-6-7T940726

3 Reduce feed per tooth to fz = 0.2mm when plunging.

TRTE | oA BANENLAEA
Cutter Dia. Max Ramping Angle
10 mm 0.052 3.0°
11 mm 0.044 2.5°
12 mm 0.035 2.0°
16 mm 0.021 1.2°
17 mm 0.017 1.0°
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X M@ AR ERERE(F)30% °

X Reduce feed rate 30% when ramping.

FAX/ 886-6-7941217

& dt 2 5] : TEL/ 886-2-29043033 FAX/ 886-2-29030963

EFS=AHAE] - TEL/ 002-86-5926-155335~7
& #& {5 #8 Taiwan E-Mail : business@cmtools.com.tw

B {5 #8 Overseas Sales E-Mail : telesales@cmtools.com.tw






