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raer No.
1.0 3 50 3 2 CEXS20100
15 4.5 50 3 2 CEXS20150
2.0 6 50 3 2 CEXS20200
3.0 9 50 & 2 CEXS20300
1.0 3 50 4 CEXM20100
15 4.5 50 4 CEXM20150
2.0 6 50 4 2 CEXM20200
3.0 9 50 6 2 CEX20300
4.0 12 50 6 2 CEX20400
5.0 15 50 6 2 CEX20500
6.0 18 50 6 2 CEX20600
8.0 20 60 8 2 CEX20800
10.0 30 75 10 2 CEX21000
12.0 30 75 12 2 CEX21200
16.0 40 100 16 2 CEX21600
20.0 45 100 20 2 CEX22000
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Cutting Condition Technical Data
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SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

e HEE
ﬁi:ﬂf Aluminum Copper
Alloys Alloys
TSR
Material Code Al 5052 /6061 /7075 C1100
15 _ _
Hardness
SHE S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min)
3mm 18,000 810 7,200 290
4mm 13,500 950 5,400 320
5mm 10,800 990 4,320 340
6mm 9,000 1,080 3,600 360
8mm 7,200 1,170 2,700 410
10mm 5,760 1,260 2,030 430
12mm 4,680 1,350 1,710 460
16mm 3,510 1,350 1,260 460
Ap=1.5D Ae
M Ae=0.1D P
Cutting Amount Ap
(mm) T
X HIHIAT Cutting Formula : S(E##§EE) = Ve(IJHIZERE) X 1000/ D(ME) / ©(3.14)  FOELARZEE) = f2(B7DELHRE) X Z(7H) X S(EHEEZE)
> A
Table 12
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE
< -2
mTHE At Coppe
Material pper
Alloys Alloys
THRISR —
Material Code Al 5052 /6061 /7075
HIHIEE Ve 100~200m/min 70~110m/min
B 3 S F S F
R (rpm) (mm/min) (rpm) (mm/min)
1.0R 21,420 1,485 17,190 630
2.0R 10,800 1,485 8,550 810
3.0R 7,200 1,485 5,760 810
4.0R 5,400 1,485 4,320 810
5.0R 7,320 1,485 3,420 810
6.0R 3,780 1,485 2,880 810
8.0R 2,980 1,170 1,790 500
. Ap=0.02D
tEIE Pf=0.05D — .IAP
Cutting Amount
(mm)

X HIMIAT Cutting Formula : S(E8BHEE) = Vc(EIMIEER) X 1000/ D(IME) /  (3.14)

FOEAREE) = fA(B7EME) X Z(7)H) X S(EHEE)

EINTESARHN - FAREIEES) (10~40%) » When the sound is piercing, please lower the spindle speed(S) (10~40%).

1.
2. EREAEEAAR -
3.

SRR ELA R (F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).

EEXMEH KN - FEARELREE(F) (10~40%) ° When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. D FBisRERE - EENGRGDEREESIRR  ICARRE - BRANRSK - SmoE# o

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






