NI EED==[€ 9y T Es(R)mT BAtE(V)INT BEZIn T

V-Grooving Engraving

Spotting Chamfering Countersinking
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MULTIFUNCTIONAL CHAMFER CUTTER

CEFC MEFLCDO crewes

@ CEFCH!EE: $Ea =S MEIMTI(AI5052, 6061, 7075) -

) - SEASAI6061MIT
CEFC for aluminum alloy(6052, 6061, 7075) machining.
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A Tolerance(/A7%) @ @ 43 The cutting edge center flat is

&’ il =10% of the cutting diameter. CUT EXAMPLES
T 7 s 28 i omaoated”
Order No.
60° 3 2.59 50 3 CEFC103060
60° 4 3.46 50 4 CEFC104060
60° 6 5.19 50 6 CEFC106060
60° 8 6.92 60 8 CEFC108060
60° 10 8.66 60 10 CEFC110060
60° 12 10.39 60 12 CEFC112060
60° 3 2.59 75 3 CEFCL103060
60° 4 3.46 75 4 CEFCL104060
60° 6 5.19 75 6 CEFCL106060
o 60° 8 6.92 100 8 CEFCL108060
3 60° 10 8.66 100 10 CEFCL110060
g 60° 12 10.39 100 12 CEFCL112060
w
S 90° 3 1.50 50 3 CEFC103090
o 90° 4 2.00 50 4 CEFC104090
- 90° 6 3.00 50 6 CEFC106090
3 90° 8 4.00 60 8 CEFC108090
= 90° 10 5.00 60 10 CEFC110090
= 90° 12 6.00 60 12 CEFC112090
90° 3 1.50 75 3 CEFCL103090
90° 4 2.00 75 4 CEFCL104090
90° 6 3.00 75 6 CEFCL106090
) 90° 8 4.00 100 8 CEFCL108090
om 90° 10 5.00 100 10 CEFCL110090
o 90° 12 6.00 100 12 CEFCL112090
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CUT EXAMPLES

BE Tolerance(’A%)
g’ +1°
L 7 s 7 2R i SRR
Order No.

60° 3 0.6 217 50 3 MEFCD303060A

60° 4 0.8 2.91 50 4 MEFCD304060A

60° 6 1.2 4.37 50 6 MEFCD306060A

60° 8 1.6 5.83 60 8 MEFCD308060A

60° 10 2.0 7.28 60 10 MEFCD310060A

60° 12 24 8.74 60 12 MEFCD312060A

60° 3 0.6 217 75 3 MEFCDL303060A

60° 4 0.8 2.91 75 4 MEFCDL304060A

60° 6 1.2 4.37 75 6 MEFCDL306060A

60° 8 1.6 5.83 100 8 MEFCDL308060A o

60° 10 2.0 7.28 100 10 MEFCDL310060A %’_

60° 12 24 8.74 100 12 MEFCDL312060A g‘
w

90° 3 0.6 1.30 50 3 MEFCD303090A B

90° 4 0.8 1.74 50 4 MEFCD304090A g-

90° 6 1.2 2.61 50 6 MEFCD306090A m

90° 8 1.6 3.49 60 8 MEFCD308090A g_

90° 10 2.0 4.36 60 10 MEFCD310090A =

90° 12 2.4 5.23 60 12 MEFCD312090A %

90° 3 0.6 1.30 75 B MEFCDL303090A

90° 4 0.8 1.74 75 4 MEFCDL304090A

90° 6 1.2 2.61 75 6 MEFCDL306090A

90° 8 1.6 3.49 100 8 MEFCDL308090A ﬁ%

90° 10 2.0 4.36 100 10 MEFCDL310090A ﬁm

90° 12 24 5.23 100 12 MEFCDL312090A EE
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o
7]
%
51

Chantorng [l Coaereinking [ Soring | [t DRl TR




sl B At T)- R RiRTE- 37)

- MEFC3 A
* MEFCL3 A

d D(h6)
/‘g
SElmE d1 ‘7= Tolerance
1= 0-~-0.02 % X ERSE  OEGEEBEEHEAERYT -
di>1 0-~-0.05 (@] \ Programming control chamfer dimension.
AaE Tol (R%) "
el O @ O O & E
€ +0.5
auu s { EF 4 o, 3
B DL e E 25 i IRETRSARSE
e’ d L1 L D oate
(Max) Order No.
60° 3 0.8 1.90 50 3 MEFC303060A
60° 4 0.8 2.77 50 4 MEFC304060A
60° 6 1.0 4.33 50 6 MEFC306060A
60° 8 1.0 6.06 60 8 MEFC308060A
60° 10 2.0 6.92 60 10 MEFC310060A
60° 12 2.0 8.66 60 12 MEFC312060A
60° & 0.8 1.90 75 3 MEFCL303060A
60° 4 0.8 2.77 75 4 MEFCL304060A
60° 6 1.0 4.33 75 6 MEFCL306060A
o 60° 8 1.0 6.06 100 8 MEFCL308060A
g 60° 10 2.0 6.92 100 10 MEFCL310060A
o 60° 12 2.0 8.66 100 12 MEFCL312060A
)
(72]
g 90° 3 0.8 1.10 50 3 MEFC303090A
8- 90° 4 0.8 1.60 50 4 MEFC304090A
E 90° 6 1.0 2.50 50 6 MEFC306090A
g_ 90° 8 1.0 3.50 60 8 MEFC308090A
= 90° 10 2.0 4.00 60 10 MEFC310090A
5 90° 12 2.0 5.00 60 12 MEFC312090A
90° 3 0.8 1.10 75 & MEFCL303090A
90° 4 0.8 1.60 75 4 MEFCL304090A
90° 6 1.0 2.50 75 6 MEFCL306090A
f% 90° 8 1.0 3.50 100 8 MEFCL308090A
ﬂﬁ 90° 10 2.0 4.00 100 10 MEFCL310090A
lﬁ 90° 12 2.0 5.00 100 12 MEFCL312090A
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Table 43

s&ita FAEIBSE - 170(87)) thER4R

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

BEE
HDIME Aluminum
Material
Alloys
TR
Material Code Al 5052 /6061 /7075
EE _
Hardness
MmIs= ERINT fElEINT BN T
Cutting Mode Spotting Chamfering Engraving
LIHIERE Ve 100~200m/min 100~200m/min 100~200m/min
SR S f 8 f S f
Diameter (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev)
3mm 11,000~21,000 0.01 11,000~21,000 0.01~0.04 11,000~21,000 0.01~0.02
4mm 8,000~16,000 0.01 8,000~16,000 0.01~0.04 8,000~16,000 0.01~0.03
6mm 5,000~11,000 0.02 5,000~11,000 0.02~0.07 5,000~11,000 0.02~0.04
8mm 4,000~8,000 0.03 4,000~8,000 0.02~0.10 4,000~8,000 0.03~0.06
10mm 3,200~6,400 0.03 3,200~6,400 0.02~0.15 3,200~6,400 0.03~0.06
12mm 2,700~5,300 0.04 2,700~5,300 0.02~0.14 2,700~5,300 0.04~0.08
16mm 2,000~4,000 0.05 2,000~4,000 0.02~0.14 2,000~4,000 0.05~0.10
e Ap=0.5~1.0mm Ap=0.03D
HIIE ~ Ae |- | — Ae |- | | Ae |- |
Cutting Amount Ap Ap
(mm) f Ap ]
X tNHIAT Cutting Formula : S(EEHEEE) = Ve(HIRIZERE) X 1000/ D(SME)/ ©(3.14)  FOERERE) = f2(B7EHRE) X Z(7H) X S(EHMEE)
_5 Y
Table 44 BARSE = E A A At T]- 37)(FERR) TR
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
<
MTHE =LL
Material Gl
Steels
THRER
Material Code AU
[EdE3 =
Hardness gl
mIs= ERMT =y BEZIANT
Cutting Mode Spotting Chamfering Engraving
LIHIZERE Ve 90~150m/min 90~150m/min 90~150m/min
SR S f S f S f
Diameter (rpm) (mm/rev) (rpm) (mm/rev) (rpm) (mm/rev)
3mm 9,550~15,920 0.01 9,550~15,920 0.03~0.06 9,550~15,920 0.02~0.04
4mm 7,170~11,940 0.02 7,170~11,940 0.03~0.06 7,170~11,940 0.02~0.04
6mm 4,780~7,960 0.02 4,780~7,960 0.05~0.10 4,780~7,960 0.03~0.08
8mm 3,580~5,970 0.03 3,580~5,970 0.10~0.20 3,580~5,970 0.03~0.08
10mm 2,870~4,780 0.05 2,870~4,780 0.15~0.30 2,870~4,780 0.05~0.13
12mm 2,390~3,980 0.07 2,390~3,980 0.20~0.35 2,390~3,980 0.10~0.15
16mm 1,790~2,990 0.08 1,790~2,990 0.20~0.35 1,790~2,990 0.10~0.15
. Ap=0.5~1.0mm Ap=0.03D
tIHIE —Ae }- | A Ae f- A Ae f- |
Cutting Amount Ap Ap
(mm) ! Ap

X tHIATC Cutting Formula : S(EEHEFER) = Ve(IIHEIZERE) X 1000 / D(FMR) / T (3.14)

EINTESRGE - 5500 X 8HEE(S) (10~40%) ° When the sound is piercing, please lower the spindle speed(S) (10~40%).

AR R LR E (F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
EXHEERARS - EHAREELREE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).

4. D EEIBAEEE  EENRHNERBEIRR - FWARRE - BBRARSR - S -

These are recommended values which depend on the condition of the machine, fixture, lubricating & cooling systems... etc. They may have to be adapted.

1.
2. EREAEEAAR -
3.

FOEARERE) = fA(B7EME) X Z(7)#) X S(EHIEE)






