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g = L v 7 Order No.
2.0 6 50 4 4 CESGM40200A
3.0 8 50 4 4 CESGM40300A
4.0 10 50 4 4 CESGM40400A
3.0 8 50 6 4 CESG40300A
4.0 10 50 6 4 CESG40400A
5.0 13 50 6 4 CESG40500A
6.0 15 50 6 4 CESG40600A
8.0 20 60 8 4 CESG40800A
10.0 25 75 10 4 CESG41000A
12.0 30 75 12 4 CESG41200A
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Cutting Condition Technical Data




Table 19

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

$220 5#AEARTI- 2/ AT)(EHE) tDHIREGR

718
END MILLS CESG2-A CESG4-A CEBG2-A
LIHIERE Ve 225m/min 250m/min 250m/min
R S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
3mm 23,000 800 25,000 960 25,000 1,000
4mm 17,000 700 19,000 820 19,000 850
5mm 14,000 650 15,500 750 15,500 800
6mm 11,500 600 12,600 700 12,600 750
8mm 8,500 400 9,300 600 9,300 640
10mm 6,900 450 7,600 550 7,600 600
12mm 5,700 400 6,300 340 6,300 580
e — Ae |- |-Aey -
EIE 4 e TAp
Cutting Amount Ap Ap -—‘
(mm) T T

X HHIAT Cutting Formula = S(E#EEE) = Ve(HIHIZERE) X 1000/ D(9MB)/ ©(3.14)  FOELHERE) = f2(B7NEHRE) X Z(7)E) X S(EHIFE)

Table 20

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

S220 $EEMMER AL - 270 (SERR) HIAEIIE SR
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P Ay
MTHE Pyt Copper
Alloys Alloys
HIHEIEEE Ve 150m/min 150m/min 80m/min 80m/min
EINEd S F S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
0.5mm 15,920 480 15,920 400 12,740 300 12,740 250
1.0mm 15,920 480 15,920 400 12,740 300 12,740 250
1.5mm 15,920 560 15,920 480 12,740 300 12,740 250
2.0mm 15,920 560 15,920 480 12,740 300 12,740 250
2.5mm 15,920 640 15,920 560 10,190 300 10,190 250
3.0mm 15,920 640 15,920 560 8,490 300 8,490 250
4.0mm 11,940 770 11,940 600 6,370 350 6,370 300
5.0mm 9,550 770 9,550 600 5,100 350 5,100 300
6.0mm 7,960 1,100 7,960 750 4,250 500 4,250 380
8.0mm 5,970 1,270 5,970 900 3,190 580 3,190 450
10.0mm 4,780 1,490 4,780 1,100 2,550 680 2,550 550
12.0mm 3,980 1,870 3,980 1,350 2,120 850 2,120 680
gm [SEp o [PO® aer BT o W,
Cutting Amount Ap Ap Ap Ap
(mm) T T T T

X tHIATC Cutting Formula : S(EEHEFER) = Ve(HIHEIZERE) X 1000 / D(FMR) / T (3.14)

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.

FOEARER) = fA(B7EME) X Z(7)#) X S(EHIEE)






