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N620 NANO CARBIDE END MILLS- Ball Nose- Short Flute- Long Neck- 2F
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Order No.
0.3R 0.6 3 50 4 2 NEBND20030030A
0.3R 0.6 4 50 4 2 NEBND20030040A
0.4R 0.8 4 50 4 2 NEBND20040040A
0.4R 0.8 6 50 4 2 NEBND20040060A
0.5R 1.0 4 50 4 2 NEBND20050040A
0.5R 1.0 6 50 4 2 NEBND20050060A
0.5R 1.0 8 50 4 2 NEBND20050080A
0.75R 1.5 6 50 4 2 NEBND20075060A
0.75R 1.5 9 50 4 2 NEBND20075090A
0.75R 18 12 50 4 2 NEBND20075120A
= 1.0R 2.0 8 50 4 2 NEBND20100080A
% 1.0R 2.0 12 50 4 2 NEBND20100120A
; 1.0R 2.0 16 50 4 2 NEBND20100160A
g 1.5R 3.0 12 60 6 2 NEBND20150120A
o 1.5R 3.0 18 60 6 2 NEBND20150180A
g 1.5R 3.0 25 75 6 2 NEBND20150250A
g 2.0R 4.0 16 75 6 2 NEBND20200160A
© 2.0R 4.0 25 75 6 2 NEBND20200250A
gl 2.0R 4.0 30 75 6 2 NEBND20200300A
; 2.5R 5.0 20 75 6 2 NEBND20250200A
= 2.5R 5.0 30 75 6 2 NEBND20250300A
@ 2.5R 5.0 40 75 6 2 NEBND20250400A
3.0R 6.0 30 75 6 2 NEBND20300300A
3.0R 6.0 45 100 6 2 NEBND20300450A
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Cutting Condition Technical Data




Table 41
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SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

MTHE asHl &M L oL i
. Hardened Hardened
Material Alloy Steels Alloy Steels Cast Iron
Steels Steels
I{‘-:F*ilsﬁ SCM,SKT,SKD SCM,SKT,SKD SKT,SKD SKT,SKD FC,FCD
Material Code
B HRC20~30 HRC30~45 HRC45~55 HRC55~63 HRC<30
Hardness
HIEIEE Ve 79m/min 73m/min 56m/min 31m/min 79m/min
B3 S F Ap | Ae S F Ap | Ae S F Ap | Ae S F Ap | Ae S F Ap | Ae
R (rpm) | (mm/min) | (mm) | (mm) | (rpm) | (mm/min}| (mm) | (mm) | (rpm) | (mm/min)| (MM) | (mm) | (rpm) | (mm/min) | (mmM) | (mm) | (rpPm) | (mmimin) | (mm) | (mm)
0.30R- 3E 27,000 | 360 | 0.03 | 0.12 | 22500 | 225 | 0.03 | 0.12 | 21,600 | 180 | 0.03 | 0.06 | 15300 | 135 | 0.02 | 0.04 | 27,000 | 360 | 0.03 | 0.12
0.30R- 4E 27,000 | 360 | 0.03 | 0.12 | 22500 | 225 | 0.03 | 0.12 | 21,600 | 180 | 0.03 | 0.06 | 15300 | 135 | 0.02 | 0.04 | 27,000 | 360 | 0.03 | 0.12
0.40R- 4E 24300 | 540 | 0.04 | 0.16 | 20,700 | 405 | 0.04 | 0.16 | 18900 | 270 | 0.04 | 0.08 | 13,050 | 180 | 0.04 | 0.08 | 24300 | 540 | 0.04 | 0.16
0.40R- 6E 21,600 | 360 | 0.04 | 0.12 | 18900 | 225 | 0.04 | 0.12 | 17,100 | 180 | 0.02 | 0.04 | 10,800 | 135 | 0.02 | 0.04 | 21,600 | 360 | 0.04 | 0.12
0.50R- 6E 18900 | 360 | 0.05 | 0.20 | 17,100 | 270 | 0.05 | 0.20 | 14,400 | 180 | 0.05 | 0.10 | 10,350 | 135 | 0.05 | 0.10 | 18,900 | 360 | 0.05 | 0.20
0.50R- 8E 18900 | 360 | 0.05 | 0.15 | 17,100 | 270 | 0.05 | 0.15 | 14400 | 180 | 0.03 | 0.05 | 10,350 | 135 | 0.03 | 0.05 | 18,900 | 360 | 0.05 | 0.15
0.75R- 9E 15,300 | 540 | 0.08 | 0.30 | 13,500 | 270 | 0.08 | 0.30 | 10800 | 225 | 0.08 | 0.15 | 7,200 | 180 | 0.08 | 0.15 | 15,300 | 540 | 0.08 | 0.30
0.75R- 12E 15300 | 540 | 0.08 | 0.23 | 13500 | 270 | 0.08 | 0.23 | 10800 | 225 | 0.08 | 0.15 | 7,200 | 180 | 0.08 | 0.15 | 15,300 | 540 | 0.08 | 0.23
1.00R- 12E 12,600 | 630 | 0.10 | 0.40 | 11,700 | 450 | 0.10 | 0.40 | 9,000 | 270 | 0.10 | 0.20 | 4,950 | 180 | 0.10 | 0.20 | 12,600 | 630 | 0.10 | 0.40
1.00R- 16E 12600 | 630 | 0.10 | 0.30 | 11,700 | 450 | 0.10 | 0.30 | 9,000 | 270 | 0.06 | 0.10 | 4,950 | 180 | 0.06 | 0.10 | 12,600 | 630 | 0.10 | 0.30
1.50R- 12E 9,000 | 540 | 0.15 | 0.60 | 7,650 | 270 | 0.15 | 0.60 | 5850 | 225 | 0.15 | 0.30 | 2,700 | 135 | 0.15 | 0.30 | 9,000 | 540 | 0.15 | 0.60
1.50R- 25E 9,000 | 540 | 0.15 | 0.60 | 7,650 | 270 | 0.15 | 0.60 | 5850 | 225 | 0.09 | 0.15 | 2,700 | 135 | 0.09 | 0.15 | 9,000 | 540 | 0.15 | 0.60
2.00R- 25E 6,300 | 540 | 0.20 | 0.80 | 5400 | 360 | 0.20 | 0.80 | 4,500 | 225 | 0.20 | 0.40 | 2,250 | 90 | 0.20 | 0.40 | 6,300 | 540 | 0.20 | 0.80
2.00R- 30E 6,300 | 540 | 0.20 | 0.80 | 5400 | 360 | 0.20 | 0.80 | 4,500 | 225 | 0.12 | 0.20 | 2,250 | 90 | 0.12 | 0.20 | 6,300 | 540 | 0.20 | 0.80
2.50R- 30E 5400 | 450 | 0.25 | 1.00 | 4,500 | 450 | 0.25 | 1.00 | 3,600 | 225 | 0.25 | 0.50 | 2,700 | 90 | 0.25 | 0.50 | 5400 | 450 | 0.25 | 1.00
2.50R- 40E 5,400 | 450 | 0.25 | 1.00 | 4,500 | 450 | 0.25 | 1.00 | 3,600 | 225 | 0.25 | 0.50 | 2,700 | 90 | 0.25 | 0.50 | 5400 | 450 | 0.25 | 1.00
3.00R- 30E 4500 | 450 | 0.30 | 1.20 | 3,600 | 360 | 0.30 | 1.20 | 3,600 | 270 | 0.30 | 0.60 | 2,700 | 180 | 0.30 | 0.60 | 4,500 | 450 | 0.30 | 1.20
3.00R- 45E 4500 | 450 | 0.30 | 1.20 | 3,600 | 360 | 0.30 | 1.20 | 3,600 | 270 | 0.30 | 0.60 | 2,700 | 180 | 0.30 | 0.60 | 4,500 | 450 | 0.30 | 1.20
TEIE .IAp
Cutting Amount
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SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE (=X
D
ITHE fik=5 N = REE aBaa LR
Material Carbon Stainless Cast Aluminum High-Temp Non-metal
Steels Steels Iron Alloys Alloys
M I#.FHEE' S35C,S45C,S50C SUS304 FC,FCD Al 6061 Ti-6Al-4V Eﬂ%
aterial Code Plastic
[Ed3 . _ . .
Hardness HRC<30 HRC<30 t}]
LNEIEE Ve 75m/min 40m/min 75m/min 75m/min 30m/min 75m/min gl
=4 s F s F s F s F s F s F 5%
Angle (rpm) | (mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) |(mm/min)| (rpm) |(mMm/min)| (rpm) |(mm/min) 1/_'F
30° 6,000 90 3,180 70 6,000 150 6,000 150 2,390 70 6,000 220 %E
60° 6,000 120 3,180 100 6,000 200 6,000 200 2,390 100 6,000 300
. Ap=0.25
IS —{ Ae |-
Cutting Amount Ap
(mm)

X HNRIAT Cutting Formula : S(EEESEE) = Ve(IIRIZERE) X 1000/ D(IME)/ ©(3.14)  FOERERRE) = f2(B7)EHRE) X Z(7H) X S(EHEFE)

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.






