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& d /7= Tolerance
6z 0 +0.004 @ @ HRC 58
6< o +0.005 =

i nE BRE 2R i T BTJRTRE RS
d L1 L2 L D F Uncoated
Order No.
2.98 15 20 50 4 4 CRD40298
2.99 15 20 50 4 4 CRD40299
3.00 15 20 50 4 4 CRD40300
3.01 15 20 50 4 4 CRD40301
3.02 15 20 50 4 4 CRD40302
3.98 15 22 50 4 6 CRD60398
3.99 15 22 50 4 6 CRD60399
4.00 15 22 50 4 6 CRD60400
4.01 15 22 50 4 6 CRD60401
4.02 15 22 50 4 6 CRD60402
4.98 20 30 60 6 6 CRD60498
4.99 20 30 60 6 6 CRD60499
o 5.00 20 30 60 6 6 CRD60500
= 5.01 20 30 60 6 6 CRD60501
— 5.02 20 30 60 6 6 CRD60502
= 5.98 20 30 60 6 6 CRD60598
= 5.99 20 30 60 6 6 CRD60599
S 6.00 20 30 60 6 6 CRD60600
7 6.01 20 30 60 6 6 CRD60601
6.02 20 30 60 6 6 CRD60602
6.98 20 30 60 8 6 CRD60698
6.99 20 30 60 8 6 CRD60699
7.00 20 30 60 8 6 CRD60700
7.01 20 30 60 8 6 CRD60701
7.02 20 30 60 8 6 CRD60702
7.98 20 30 60 8 6 CRD60798
7.99 20 30 60 8 6 CRD60799
8.00 20 30 60 8 6 CRD60800
8.01 20 30 60 8 6 CRD60801
s 8.02 20 30 60 8 6 CRD60802
é7|] 8.98 20 30 60 10 6 CRD60898
8.99 20 30 60 10 6 CRD60899
7] 9.00 20 30 60 10 6 CRD60900
=) 9.01 20 30 60 10 6 CRD60901
9.02 20 30 60 10 6 CRD60902
9.98 20 30 60 10 6 CRD60998
9.99 20 30 60 10 6 CRD60999
10.00 20 30 60 10 6 CRD61000
10.01 20 30 60 10 6 CRD61001
10.02 20 30 60 10 6 CRD61002
11.98 20 30 60 12 6 CRD61198
11.99 20 30 60 12 6 CRD61199
12.00 20 30 60 12 6 CRD61200
12.01 20 30 60 12 6 CRD61201
12.02 20 30 60 12 6 CRD61202
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Cutting Condition Technical Data
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Special tolerance( ¢ ) is on request.

D(hT)

78 d 7= Tolerance
6z¢ +0.004 "
HRC |Cuttin
O & Ed 58
N nE BHE 28 i 7 RJETTRARER
d L1 L2 L D 7 Order No
3.0 15 20 61 3.0 4 CRS40300
35 18 20 70 315 4 CRS40350
4.0 19 30 75 4.0 4 CRS40400
4.5 21 30 80 4.5 4 CRS40450
5.0 23 30 86 5.0 4 CRS40500
5.5 26 30 93 oI5 4 CRS40550
6.0 26 40 93 6.0 4 CRS40600
6.5 28 40 101 6.5 4 CRS40650
7.0 31 40 109 7.0 6 CRS60700
7.5 31 40 109 7.5 6 CRS60750
8.0 88 50 117 8.0 6 CRS60800
8.5 33 50 117 8.5 6 CRS60850
9.0 36 50 125 9.0 6 CRS60900
9.5 36 50 125 9.5 6 CRS60950
10.0 38 50 133 10.0 6 CRS61000
10.5 38 50 133 10.5 6 CRS61050
11.0 41 60 142 11.0 6 CRS61100
11.5 41 60 142 11.5 6 CRS61150
12.0 44 60 151 12.0 6 CRS61200
12.7 44 60 151 12.7 6 CRS61270
13.0 44 60 151 13.0 6 CRS61300
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Table 58 SR IEEIERT)(B 7)) TIRIRAER

SOLID CARBIDE REAMERS- REAMING CONDITION TABLE

ATHE TR =3 =f i HEE A
Material Carbon Alloy Cast Copper Aluminum
Steels Steels Iron Alloys Alloys
Iﬂ:*ﬂs"ﬁ" S35C,S45C,S50C SCM,SKT,SKD FC,FCD = Al 5052 /6061 /707
Material Code
il HRC<20 HRC 20~30 HRC<30 — —
Hardness
HIHIEE Ve 16m/min 12m/min 18m/min 30m/min 30m/min
Big Big Big B2 Big
MR S F |#BEBE2| S F |JBBE| S F |#BEBE2| S F |JBBE| S F | EEE
Diameter (rpm) | (mm/min)| Stock | (rpm) |(mm/min)| Stock | (rpm) |(mm/min)| Stock | (rpm) |(mm/min)| Stock | (rpm) |(mm/min)| Stock
Amount Amount Amount Amount Amount
2mm 2,550 | 200 |0.1~0.2| 1,910 100 |0.1~0.2| 2,870 180 |0.1~0.2| 4,780 | 480 |0.1~0.2| 4,780 | 480 |0.1~0.2
4mm 1,270 | 200 |0.1~0.2| 960 100 |0.1~0.2| 1,430 180 |0.1~0.2| 2,390 | 480 |0.1~0.2| 2,390 | 480 |0.1~0.2
5mm 1,020 160 |0.1~0.2| 760 80 |0.1~0.2| 1150 140 |0.1~0.2| 1,910 380 |0.1~0.2| 1,910 | 380 |0.1~0.2
8mm 640 160 |0.1~0.2| 480 80 |0.1~0.2| 720 140 |0.1~0.2| 1,190 | 370 |0.1~0.2| 1,190 | 370 |0.1~0.2
10mm 510 160 |0.1~0.2| 380 80 |0.1~0.2| 570 140 |0.1~0.2| 960 380 |0.1~0.2| 960 380 |0.1~0.2
fidst
Remarks

X HIHEIAT Cutting Formula @ S(EBHEEE) = VC(IHEIERE) X 1000/ D(JME) / ©(3.14)  FOELLRERE) = (B7EHE) X Z(78) X S(EMEHE)

Table 59 $EsHE 7] LIEIEER

SOLID CARBIDE TURNING TOOLS- TURNING CONDITION TABLE

=1 MIME&E HIZEE SEERE
Material Group Material Ve (m/min) f (mm/rev)
{EfikLow Carbon 20~125 0.01~0.03
9 ki ffixMedium Carbon 20~125 0.01~0.03
= Unalloyed Steels — = =
=3 &fikHigh Carbon 30~90 0.01~0.03
«©Q
o
o S 9 ~
g Alloy Steels 40~80 0.01~0.03
% A 20~80 0.01~0.03
g' Stainless Steels : :
= 2]
%__3 Cast Steels 40~80 0.01~0.03
)
il 40~110 0.01~0.03
Cast Iron
& & 88 . .
Non-Ferrous & Aluminium S 0.01~0.03
]
,L_)] High-Temp Alloys 15~25 0.01~0.03
A
EU Ti ﬂ 15~25 0.01~0.03
1|7% itanium
B ~ .
g Hard Materials 13~25 0.01~0.03
E5F#E 7)) Threading Passes
SFEE Pitch: mm 0.5 0.7 0.8 1.0 1.25 1.5
#E 718 Number of Passes 6~12 7~14 7~16 8~18 8~20 10~22

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.






