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Order No.
3.0 9 50 6 3 CEXV30300
4.0 12 50 6 3 CEXV30400
5.0 15 50 6 3 CEXV30500
6.0 18 50 6 3 CEXV30600
8.0 24 60 8 3 CEXV30800
10.0 30 75 10 3 CEXV31000
12.0 35 75 12 3 CEXV31200
16.0 40 100 16 3 CEXV31600
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Cutting Condition Technical Data
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d C(Max) L1 L D F Ulesics|
Order No.
3.0 0.1 9 50 6 3 CEXV30300-C0010
4.0 0.2 12 50 6 3 CEXV30400-C0020
5.0 0.2 15 50 6 3 CEXV30500-C0020
6.0 0.2 18 50 6 3 CEXV30600-C0020
8.0 0.3 24 60 8 3 CEXV30800-C0030
10.0 0.3 30 75 10 3 CEXV31000-C0030
12.0 0.4 35 75 12 3 CEXV31200-C0040
16.0 0.4 40 100 16 3 CEXV31600-C0040
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Table 76 S220 iR RRNE R TI- 37)(B 7)) tIRIRER

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

{IEEIN T Side Milling

mas
HHIM.E Aluminum
Material
Alloys
TSR
Material Code Al 5052 /6061 /7075
15 _
Hardness
PIHIZERE Ve 180m/min
FHE S F
Diameter (rpm) (mm/min)
3mm 19,100 970
4mm 14,330 1,140
5mm 11,460 1,200
6mm 9,550 1,300
8mm 7,170 1,400
10mm 5,730 1,500
12mm 4,780 1,600
16mm 3,580 1,600
Ap=1.5D Ae
EIE Ae=0.1~0.5D +
Cutting Amount Ap
(mm) T
BHEINT Slot Milling
REE
HHIM.H Aluminum
Material
Alloys (@)
[=
THERISR =
Material Code Al 5052 /6061 /7075 (g
EE . <)
Hardness g
=
HIHIZERE Ve 180m/min =
- =}
Fhg S F 3
Diameter (rpm) (mm/min) %’-
3mm 19,100 700 )
4mm 14,330 740
5mm 11,460 760
6mm 9,550 860
8mm 7,170 900
10mm 5,730 1,020
12mm 4,780 1,080
16mm 3,580 1,080 1:2-]
Ap=0.5D L Ae - ﬁu
IHIE e\ 1|$Z
Cutting Amount Ap 7R
(mm) T 1’-'F

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

FOEAERE) = f(B7E&ME) X Z(7)H) X S(EHEEE)

EINTESRGE - 5500 X 8HEE(S) (10~40%) ° When the sound is piercing, please lower the spindle speed(S) (10~40%).

1.

2. BEMAEEIAKE - EFARRELZEE(F) (10~40%) © When the machine is vibrating, please decrease the feed rate(F) (10~40%).
3. BEXMEE KA - F5AMRELRERE(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.






