58 L 2HBR- 27)

- CDC 60
T O OO S E
NE nE 2R E 60" EITJATHEARSE
d L1 L D Uncoated
Order No.
0.80 1.0 32 4 CDC008060
1.00 1.3 32 4 CDC010060
1.25 1.6 32 4 CDC012560
1.60 2.0 32 4 CDC016060
2.00 2.6 40 5 CDC020060
2.50 3.2 45 6 CDC025060
3.00 3.9 60 8 CDC030060
3.15 3.9 60 8 CDC031560
4.00 5.2 75 10 CDC040060
5.00 6.6 75 12 CDC050060
- CDC 90
& d 37 Tolerance ttin
T O OO Ee
7 7= 28 i e
Order No.
0.80 1.0 32 4 CDC008090
1.00 1.3 32 4 CDC010090
1.25 1.6 32 4 CDC012590
1.60 2.0 32 4 CDC016090
2.00 2.6 40 5 CDC020090
2.50 3.2 45 6 CDC025090
3.00 3.9 60 8 CDC030090
3.15 3.9 60 8 CDC031590
4.00 5.2 75 10 CDC040090
5.00 6.6 75 12 CDC050090

=> SHEIRE R

Cutting Condition

=> SilrE R

Technical Data
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Table 47

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

HMARBH - 27)(87]) IHIRMER

el a2l Et ]
?\Elii:ﬁf Carbon Alloy Hardened
Steels Steels Steels
Iﬁﬂﬁ S35C,S45C,S50C SCM,SKD SKT,SKD
Material Code
H R HRC<20 HRC30~45 HRC45~55
ardness
HIEIZEE Ve 30~40m/min 20~30m/min 15~25m/min
w@ S EMIF | WIIF R EMIF | WMIF s ENIF | MWNIF
RI (rpm) Roughing Finishing (rpm) Roughing Finishing (rpm) Roughing Finishing
p (mm/min) (mm/min) p (mm/min) (mm/min) P! (mm/min) (mm/min)
0.50R 9,900 50 90 7,200 45 60 5,760 35 50
0.75R 8,100 50 90 5,760 45 60 4,590 35 50
1.00R 5,580 50 90 3,960 45 60 3,780 35 50
1.25R 4,860 50 90 3,510 45 60 3,240 35 50
1.50R 3,330 50 90 2,430 45 60 2,880 35 50
1.75R 3,060 50 90 2,160 45 60 2,520 35 50
2.00R 2,880 50 90 2,070 45 60 2,250 35 50
2.50R 2,520 50 90 1,800 45 60 1,890 35 50
3.00R 2,250 50 90 1,620 45 60 1,620 35 50
4.00R 1,665 50 90 1,170 45 60 1,260 35 50
5.00R 1,440 50 90 990 45 60 1,080 35 50
6.00R 1,250 50 90 810 45 60 900 35 50
NI X R=0.5mm BN TFEB = (E8)=0.02mm o R=0.5mm Finishing Stock Amount(Indicates Radius)=0.02mm
Cuttin Afount X R>0.5mm fEN T FEHE(838)=0.05mm o R>0.5mm Finishing Stock Amount(Indicates Radius)=0.05mm
(rgnm) X tHIEAE S 2R Divide the cutting depth into several time paths.
% ZEfEFIMIH Use cutting fluid.
X tNHIAT Cutting Formula : S(EEHEEE) = Ve(HIRIZERE) X 1000/ D(SME)/ ©(3.14)  FOEREE) = f2(B7EHRE) X Z(7#) X S(EHMETE)
N = N
Table 48 50V BEE- 270(R7]) tRIRER
SOLID CARBIDE DRILLS- DRILLING CONDITION TABLE
INTHE e =k N wE RREE
Material Carbon Alloy Stainless Cast High-Temp
Steels Steels Steels Iron Alloys
Iﬁ:ﬂﬁ S35C,S45C,S50C SCM,SKT,SKD SUS304 FC,FCD Ti-6Al-4V
Material Code
H T HRC<20 HRC20~30 = HRC<30 HRC<30
ardness
HIEIEE Ve 60m/min 50m/min 50m/min 50m/min 50m/min
/< S F S F S H S 7 S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
1.0mm 12,740 200 9,550 124 15,920 254 15,920 207 15,920 365
1.5mm 12,740 382 10,620 244 11,990 359 10,615 244 10,615 244
2.0mm 9,550 382 7,960 239 7,960 318 7,960 239 7,960 239
3.0mm 6,370 318 5,305 121 5,310 212 5,310 212 5,310 212
5.0mm 3,820 382 3,185 255 3,185 318 3,185 255 3,185 255
figet
Remarks

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

EMIBSREF

FOERERE) = (SEIERE) X S(EMEE)

553 EEMEEE(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. D EEIBAEEE  EENRHNERBEIRR - FWARRE - BBRARSR - S -

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






