$220 KBS HT]- i/ 1REE- 23]

- CECRM2 A
- CECR?2 A
D(h6)
7iEd A7 Tolerance
$<3 0~-0.02
3=¢=10 -0.01 ~-0.03
10< ¢ -0.01 ~-0.04
FER A7 Tolerance
R +0.02
=== 1"V
¥&8% Finishing O
i Semi Finishing -
#88% Roughing g @ @ @ 0 8
Order No. Order No.
1.0 0.2R 2 50 4 2 CECRM2010002 CECRM2010002A
1.0 0.3R 2 50 4 2 CECRM2010003 CECRM2010003A
1.5 0.2R 3 50 4 2 CECRM2015002 CECRM2015002A
1.5 0.3R 3 50 4 2 CECRM2015003 CECRM2015003A
2.0 0.2R 4 50 4 2 CECRM2020002 CECRM2020002A
2.0 0.3R 4 50 4 2 CECRM2020003 CECRM2020003A
2.5 0.2R 5 50 4 2 CECRM2025002 CECRM2025002A
2.5 0.3R 5 50 4 2 CECRM2025003 CECRM2025003A
2.5 0.5R 5 50 4 2 CECRM2025005 CECRM2025005A
3.0 0.2R 6 50 4 2 CECRM2030002 CECRM2030002A
3.0 0.3R 6 50 4 2 CECRM2030003 CECRM2030003A
3.0 0.5R 6 50 4 2 CECRM2030005 CECRM2030005A
3.0 1.0R 6 50 4 2 CECRM2030010 CECRM2030010A
4.0 0.3R 8 50 4 2 CECRM2040003 CECRM2040003A
4.0 0.5R 8 50 4 2 CECRM2040005 CECRM2040005A
4.0 1.0R 8 50 4 2 CECRM2040010 CECRM2040010A
4.0 0.3R 8 50 6 2 CECR2040003 CECR2040003A
4.0 0.5R 8 50 6 2 CECR2040005 CECR2040005A
4.0 1.0R 8 50 6 2 CECR2040010 CECR2040010A
5.0 0.5R 10 50 6 2 CECR2050005 CECR2050005A
5.0 1.0R 10 50 6 2 CECR2050010 CECR2050010A
6.0 0.5R 12 50 6 2 CECR2060005 CECR2060005A
6.0 1.0R 12 50 6 2 CECR2060010 CECR2060010A
8.0 0.5R 16 60 8 2 CECR2080005 CECR2080005A
8.0 1.0R 16 60 8 2 CECR2080010 CECR2080010A
8.0 1.5R 16 60 8 2 CECR2080015 CECR2080015A
10.0 0.5R 20 75 10 2 CECR2100005 CECR2100005A
10.0 1.0R 20 75 10 2 CECR2100010 CECR2100010A
10.0 1.5R 20 75 10 2 CECR2100015 CECR2100015A
10.0 2.0R 20 75 10 2 CECR2100020 CECR2100020A
12.0 0.5R 24 75 12 2 CECR2120005 CECR2120005A
12.0 1.0R 24 75 12 2 CECR2120010 CECR2120010A
12.0 1.5R 24 75 12 2 CECR2120015 CECR2120015A
12.0 2.0R 24 75 12 2 CECR2120020 CECR2120020A
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Table 07

$220 $EHEISRHt7]- 270 (SEHE) tEIRMR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

INTAE fize S A = BEN=E: S 5 A5 foied
Material Carbon Alloy Alloy Hardened Hardened Stainless Cast
Steels Steels Steels Steels Steels Steels Iron
Iﬂ:ﬂﬁ S35C,S45C,S50C| SCM,SKT,SKD | SCM,SKT,SKD SKT,SKD SKT,SKD SUS304 FC,FCD
Material Code
H il HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 — HRC<30
ardness
HIEIZEE Ve 95m/min 75m/min 63m/min 38m/min 28m/min 75m/min 110m/min
/XA S F S F S F S F S F S F S F
Diameter (rpm) | (mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)
1mm 22,400 140 19,150 110 16,130 70 8,960 60 6,720 40 19,150 110 | 28,220 | 300
2mm 12,100 180 9,680 140 8,060 100 4,840 70 3,630 50 9,680 140 14,110 | 330
3mm 8,460 180 6,450 150 5,240 100 3,360 70 2,500 50 6,450 150 9,680 330
4mm 6,050 180 4,840 150 4,030 110 2,420 70 1,820 60 4,840 150 7,260 330
5mm 5,040 200 3,830 150 3,220 110 2,020 80 1,510 60 3,830 150 5,650 360
6mm 4,030 200 3,220 150 2,620 110 1,620 80 1,210 60 3,220 150 4,840 400
8mm 3,020 200 2,420 180 2,020 120 1,210 80 900 60 2,420 180 3,630 400
10mm 2,420 200 1,910 180 1,620 140 980 80 730 60 1,910 180 2,820 420
12mm 2,020 200 1,620 180 1,340 140 810 80 610 60 1,620 180 2,420 450
14mm 2,020 220 1,520 190 1,280 140 810 90 610 60 1,520 190 2,240 500
16mm 1,740 250 1,340 200 1,120 160 700 100 530 70 1,340 200 2,020 540
18mm 1,740 250 1,180 200 980 160 700 100 530 70 1,180 200 1,790 540
20mm 1,340 250 1,070 200 900 160 540 100 400 70 1,070 200 1,570 540
e Ap=0.5D Ap=0.1D Ap=0.5D
HlE (D<3, Ap=0.25D) e (D<3,Ap=005D) 1 A° L |(D<3 Ap=02sp) [ AC L
Cutting Amount Ap Ap Ap
(mm) T T T
=] B Ry
Table 08 $220 fEHMESx7] / S220 SSHMRWEBSE%T)- 47)(FEE) tIEIFER
- SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
c
[=
55 ITHE Tz =k axi R e 55 FE 2]
«Q Material Carbon Alloy Alloy Hardened Hardened Stainless Cast
9 Steels Steels Steels Steels Steels Steels Iron
=] s
% M Iﬂ:ﬂ’ﬁ S35C,S45C,S50C| SCM,SKT,SKD | SCM,SKT,SKD SKT,SKD SKT,SKD SUS304 FC,FCD
=t aterial Code
g EE
" H > HRC<20 HRC20~30 HRC30~45 HRC45~55 HRC55~63 = HRC<30
o ardness
(o}
o tIHIZEE Ve 94m/min 75m/min 63m/min 37m/min 28m/min 75m/min 110m/min
SR S F S F S F S F S F S F S F
Diameter (rpm) | (mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) |(mMm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)
3mm 5,040 550 6,450 380 5,240 180 3,380 220 2,580 170 6,450 380 9,680 | 1,010
4mm 6,050 550 4,840 380 4,030 180 2,420 220 1,820 170 4,840 380 7,260 | 1,210
5mm 5,040 550 3,830 380 3,220 180 2,020 220 1,510 170 3,830 380 5,650 | 1,210
6mm 4,030 550 3,220 380 2,620 180 1,620 220 1,210 170 3,220 380 4,840 | 1,210
t)] 8mm 3,020 550 2,420 380 2,020 200 1,210 220 900 170 2,420 380 3,630 | 1,210
éu 10mm 2,420 570 1,910 400 1,620 200 960 230 730 180 1,910 400 2,820 | 1,310
1|7|< 12mm 2,020 570 1,920 400 1,340 200 810 230 610 180 1,620 400 2,420 | 1,410
ﬁ: 14mm 2,020 620 1,520 450 1,280 220 810 260 610 190 1,520 450 2,240 | 1,570
2% 16mm 1,740 670 1,340 470 1,120 220 700 270 530 200 1,340 470 2,020 | 1,680
18mm 1,570 670 1,180 470 980 220 620 270 470 200 1,180 470 1,790 | 1,680
20mm 1,340 670 1,070 470 900 220 540 270 400 200 1,070 470 1,570 | 1,790
e Ap=1.5D Ae Ap=1D Ae Ap=1.5D Ae
EIE Ap=0.1D + Ae=0.05D L |Ae=0.1D +
Cutting Amount Ap A Ap
(mm) T T

X tHIATL Cutting Formula : S(EEHEEEE) = Ve(IIHEIZEE) X 1000 / D(FME) / ©(3.14) FOELREE) = fz(B7ERE) X Z(78) X S(EMiFE)

1. BINTE SR - EE%E]F%EEEE?E(S) (10~40%) » When the sound is piercing, please lower the spindle speed(S) (10~40%).
2. BHAERBAKE - BEREREE(F) (10~40%) ° When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. BXEEFARAR - 5ARFELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. DB hERE i@""‘ﬂ’\]ﬂ%#ﬁmﬁ%nﬂkﬂ AR ME - BBRMRGE - FMoE o

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






