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Order No.
6.0 15 50 6 3 CEXRS30600
8.0 20 60 8 3 CEXRS30800
10.0 25 75 10 3 CEXRS31000
12.0 30 75 12 3 CEXRS31200
16.0 40 100 16 3 CEXRS31600
20.0 45 100 20 3 CEXRS32000
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Cutting Condition

Technical Data



m $220 I FRRELT)- 370(E7)) MR

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

=
WIM.H Aluminum
Material
Alloys
THERISR
Material Code Al 5052 /6061 /7075
HIHIZEE Ve 200m/min 250m/min
g S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min)
6mm 10,600 2,000 13,200 2,300
8mm 8,000 1,500 10,000 2,000
10mm 6,400 1,200 8,000 1,900
12mm 5,300 1,000 6,600 1,600
16mm 4,000 750 5,000 1,200
20mm 3,200 600 4,000 960
—_— Ap=1D SAet | Ap=0.5D S he b |
Cutting Amount Ap Ap
(mm) T T
X HIEIAT Cutting Formula : S(EBEEEE) = Vc(LIHIERE) X 1000/ D(9ME) / © (3.14) FOEMREE) = fz2(B7ERE) X Z(DH) X S(EHIEE)
NeeN=E; M
Table 14 S220 $EHIRIRELHT]- 2/ 3/ AT)(SERE) LIRIRIE TR
SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE -
c
—
ITHE Ha® E7y=F E7y=F f7y=F S
Material Titanium Titanium Titanium Titanium «Q
Alloys Alloys Alloys Alloys g)
RISk . . . . a
Material Code Ti-6Al-4V Ti5AI2Sn Ti-6Al-4V Ti5AI2Sn g_
R HRC>30 HRC=30 HRC>30 HRC=30 =
Hardness ;
o
tNHIZEE Ve 40m/min 60m/min 40m/min 60m/min o
M S F S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
6mm 2,120 100 3,180 150 2,120 80 3,180 125
8mm 1,590 125 2,390 180 1,590 90 2,390 140
10mm 1,270 140 1,910 205 1,270 105 1,910 160
12mm 1,060 155 1,590 230 1,060 120 1,590 180
16mm 790 145 1,190 210 790 110 1,190 160 1:2]
20mm 630 150 950 220 630 115 950 170 ?5!
e Ap=0.5D Ap=0.6D Ae Ap=1D . Ap=1.2D Ae |7|<
MR (2F I 3F) AR L re=0.1D L |(2F/3F) (AS 1 | pe=0.1D L #
Cutting Amount AP | (4F) Ap AP |(4F) Ap
(mm) T T T T e
fiszE X ISR K _EROERHRS (B#)30%MU L -
Remarks Side Milling could increase than 30% from Slotting one.

X tHIATC Cutting Formula : S(EEHEEEE) = Ve(HIHEIZEE) X 1000 / D(SME) / T (3.14)

1. BEINT SRS - AR EHEEE(S) (10~40%) ° When the sound is piercing, please lower the spindle speed(S) (10~40%).
2. BWAEEARAR - 5 ELREE(F) (10~40%) ° When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3.

R

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.

FOEARERE) = fA(BTEHRE) X Z(7)#) X S(XHMIEE)






