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Order No. Order No.
2.0 6 50 4 3 CEXSHM30200 CEXSHM30200R
3.0 9 50 4 3 CEXSHM30300 CEXSHM30300R
4.0 12 50 4 3 CEXSHM30400 CEXSHM30400R
2.0 6 50 6 3 CEXSH30200 CEXSH30200R
3.0 9 50 6 3 CEXSH30300 CEXSH30300R
4.0 12 50 6 3 CEXSH30400 CEXSH30400R
5.0 15 50 6 3 CEXSH30500 CEXSH30500R
6.0 18 50 6 3 CEXSH30600 CEXSH30600R
8.0 24 60 8 3 CEXSH30800 CEXSH30800R
8.0 35 75 8 3 CEXSH30800350C CEXSH30800350CR
10.0 30 75 10 3 CEXSH31000 CEXSH31000R
12.0 35 75 12 3 CEXSH31200 CEXSH31200R
16.0 40 100 16 3 CEXSH31600 CEXSH31600R
20.0 45 100 20 3 CEXSH32000 CEXSH32000R
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Cutting Condition Technical Data
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Order No. Order No.
3.0 15 60 4 3 CEXHFM30300 CEXHFM30300R
4.0 20 60 4 3 CEXHFM30400 CEXHFM30400R
2.0 10 60 6 3 CEXHF30200 CEXHF30200R
3.0 15 60 6 3 CEXHF30300 CEXHF30300R
4.0 20 60 6 3 CEXHF30400 CEXHF30400R
5.0 25 60 6 3 CEXHF30500 CEXHF30500R
6.0 30 75 6 3 CEXHF30600 CEXHF30600R
8.0 45 100 8 3 CEXHF30800 CEXHF30800R
10.0 55 100 10 3 CEXHF31000 CEXHF31000R
12.0 55 100 12 3 CEXHF31200 CEXHF31200R
14.0 75 150 14 3 CEXHF31400 CEXHF31400R
16.0 75 150 16 3 CEXHF31600 CEXHF31600R
18.0 90 150 18 3 CEXHF31800 CEXHF31800R
20.0 90 150 20 3 CEXHF32000 CEXHF32000R
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Table 72

S220 $55EA R AR TI- 37)(B 7)) PNRIRER

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

{IEEIN T Side Milling

P~ F-<&
MIHE ek was
Material Aluminum Copper
Alloys Alloys
TSR
Material Code Al 5052 /6061 /7075 C1100
15 _ _
Hardness
sHg 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
tHIE Ae=0.1D 4
Cutting Amount Ap
(mm) T
BHEINT Slot Milling
< Fl<
MIHE Afﬁeﬁ gﬂnﬁ
Material uminum opper
Alloys Alloys
TSR
Material Code Al 5052 /6061 /7075 C1100
EE _ _
Hardness
SHE S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min)
3mm 17,100 590 7,110 270
4mm 13,050 620 5,310 290
5mm 10,350 630 4,230 320
6mm 8,100 720 3,510 330
8mm 7,160 750 2,610 380
10mm 5,670 850 2,070 410
12mm 4,590 900 1,710 440
16mm 3,470 900 1,260 430
Ap=0.5D
T ? o Ao
Cutting Amount Ap
(mm) T

X HIHEIATL Cutting Formula : S(EBEFEE) = Vc(LIHIERE) X 1000/ D(9ME) / ©(3.14)

FOEAREE) = fA(B7E&ME) X Z(7)H) X S(EHEEE)

1. EINTEBEZRGES - 557 EMIFE(S) (10~40%) > When the sound is piercing, please lower the spindle speed(S) (10~40%).

2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. EEMEHEAKE - EARELRZEE(F) (10~40%) © When the spindle load is high, please decrease the feed rate(F) (10~40%).
4. U FHEAEEE  BENRGDERBEIRR - JGAERE - BRLARMK - FMmegE -

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






