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D(h6)
78 d /A7 Tolerance
<3 0~-0.02
3=0=10 -0.01 ~-0.03
10<® -0.01 ~-0.04
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thik Semi Finishing (@) @ o
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- o B7IRTEERR HEARETREARSR
7Jd{§é 7|J_1E %LE *ﬁ[;gé ngﬁ Uncoated Coated
Order No. Order No.
3.0 8 50 6 3 CEH30300 CEH30300A
4.0 10 50 6 3 CEH30400 CEH30400A
5.0 13 50 6 3 CEH30500 CEH30500A
6.0 15 50 6 3 CEH30600 CEH30600A
8.0 20 60 8 3 CEH30800 CEH30800A
10.0 25 75 10 3 CEH31000 CEH31000A
12.0 30 75 12 3 CEH31200 CEH31200A
16.0 35 100 16 3 CEH31600 CEH31600A
20.0 40 100 20 3 CEH32000 CEH32000A
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Cutting Condition Technical Data
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SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

CE= Bt HELH
?\Elii:ﬁf Alloy Hardened Hardened
Steels Steels Steels
Iﬂ:ﬂﬁ SCM,SKT,SKD SKT,SKD SKT,SKD
Material Code
e
H HRC30~45 HRC45~55 HRC55~63
ardness
tIHIZEE Ve 27m/min 18m/min 16m/min
s S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
3mm 2,880 75 1,890 75 1,710 70
4mm 2,160 80 1,440 80 1,300 75
5mm 1,710 80 1,170 80 1,040 70
6mm 1,440 155 990 110 860 90
8mm 1,080 155 720 110 650 90
10mm 860 155 580 90 520 75
12mm 720 155 480 80 430 65
14mm 600 130 450 75 410 60
16mm 540 120 360 75 320 55
18mm 480 100 350 60 310 50
20mm 430 95 290 65 270 45
Ap=0.1D
I ’ Aot
Cutting Amount Ap
(mm) T
MY
Table 10 M520 1BARE5##E T]- 67 ($ERR) LIRIRER
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
) Et Bt
?\Elgi:ijif Alloy Hardened Hardened
Steels Steels Steels
M I1£FH§E' SCM,SKT,SKD SKT,SKD SKT,SKD
aterial Code
e
H HRC30~45 HRC45~55 HRC55~63
ardness
HIEIEERE Ve 27m/min 18m/min 16m/min
pIRES S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
3mm 2,880 75 1,890 75 1,710 70
4mm 2,160 80 1,440 80 1,300 75
5mm 1,710 80 1,170 80 1,040 70
6mm 1,440 155 990 110 860 90
8mm 1,080 155 720 110 650 90
10mm 860 155 580 90 520 75
12mm 720 155 480 80 430 65
14mm 600 130 450 75 410 60
16mm 540 120 360 75 320 55
18mm 480 100 350 60 310 50
20mm 430 95 290 65 270 45
Ap=0.1D
BT ] ’ Aot
Cutting Amount Ap
(mm)

X% tHI/AZ0 Cutting Formula : S(EEHEEEE) = Ve(IHIZERE) X 1000 / D(FME) / T (3.14)

1. BT BT RE -
2. EREAEEAAR -
3. BB EIAAR -

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

-
FOELREE) = fz2(B7ERE) X Z(DH) X S(EHIEE)

553 EEMEEE(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%).

SE MR EARIEE(F) (10~40%) » When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. D BB AREE  EENFRGDEREBERR - JCARRE » BELNRGK -SMmsE o
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