CH / LCL

BERNE
EERENE

THREAD-CARBIDE END MILLS & CARBIDE
ANTI-VIBRATION HOLDER

/ CEU
CARBIDE ENGRAVING END MILLS- 1 Flute

55 2 Rk 21 7]

o (Ef#J)%0.1+0.25+-0.5+0.75+ 1.5mm

BE, ERrTEEEZHEE.
We provide tip width 0.1, 0.25, 0.5, 0.75
and 1.5mm for designer.

® AT INILZAHM - IReE - =i - 2B ~ K#1.
For general steel, aluminum, brass, plastic and wood.

© BSMTI - BIMIA.

Use for semi finishing cutting, finishing.
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$HEFI\- $220 HKHMFELTIFE- 17

d
& d A= Tolerance
<3 0~-0.02
3=0=10 -0.01 ~-0.03
10<o -0.01 ~-0.04 .
e | | 9 ) P i
&8 Finishing O i 2
th# Semi Finishing @) T e
#88% Roughing O @ @ @ 179 CUT EXAMPLES
N %' F‘ " 5 [} E %‘ NP3 I:‘lll
nE | DR | 28 BEM o | m o RJET B4R RIS
d L1 L Thread F G neoate oate
Wrench Order No. Order No.

8.0 8 17.0 M4 X0.7 4.5 4 TCO06 CHS40800 CHS40800A
10.0 10 20.0 M5X0.8 5.5 4 TCO7 CHS41000 CHS41000A
12.0 12 23.2 M6X1.0 6.5 4 TCO08 CHS41200 CHS41200A
16.0 16 30.0 M8 X 1.25 8.5 4 TC11 CHS41600 CHS41600A
20.0 20 37.2 M10X 1.5 10.5 4 TC15 CHS42000 CHS42000A
25.0 25 44.7 M12X1.75 12.5 4 TC19 CHS42500 CHS42500A
32.0 32 55.2 M16X2.0 17.0 4 TC24 CHS43200 CHS43200A
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Holder Cutting Condition Technical Data




FHEF - 220 :H[MWMIKEIHRTIEEH- IREE- 47)

RS SSSLLY
M
R
¥ER /A#= Tolerance
R +0.02
—
#B$5%E Bright Finishing — ‘@‘ ‘@‘ ‘-| ‘ “
¥&8% Finishing O
thg% Semi Finishing (@) ARG Cutting
#H#% Roughing O ® @ 1 80
N %’ 1ﬂ| " 5 [} E %‘ NP3 ulll
vg |78 =% | sam | | 7w | BZ RUJETIRAESE BT
R L1 L Thread F 30 neoawe oate
Wrench Order No. Order No.
4.0R 8 17.0 M4 X0.7 4.5 4 TCO06 CHB40400 CHB40400A
5.0R 10 20.0 M5X0.8 515 4 TCO7 CHB40500 CHB40500A
6.0R 12 23.2 M6X1.0 6.5 4 TCO08 CHB40600 CHB40600A
8.0R 16 30.0 M8X1.25 8.5 4 TC11 CHB40800 CHB40300A
10.0R 20 37.2 M10X 1.5 10.5 4 TC15 CHB41000 CHB41000A
12.5R 25 44.7 M12X1.75 12.5 4 TC19 CHB41250 CHB41250A
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Holder Cutting Condition Technical Data




A I\- S220 HHE =k TIEE- REE- 47]

Rj‘
- CHCR4 A - :
2 ! i PR
Ed /A7 Tolerance -
®<3 0 ~-0.02
3=9=10 -0.01 ~-0.03
10<® -0.01 ~-0.04 L ‘
¥ER /A7 Tolerance
R +0.02
o | —| (5 | G |89 60 G5 S
¥&8% Finishing O
thg% Semi Finishing i"
#88% Roughing g @ @ @ 1 7 9
nE | R | DR | 2R #ewm | 7m | BE RIETTRAR SR LA
d R | L1 L | Thread F b LG it
Wrench Order No. Order No.
8.0 | 0.5R 8 17.0 | M4X0.7 4.5 4 TCO06 CHCR4080005 CHCR4080005A
8.0 | 1.0R 8 17.0 | M4X0.7 4.5 4 TCO06 CHCR4080010 CHCR4080010A
8.0 | 20R 8 17.0 | M4X0.7 4.5 4 TCO06 CHCR4080020 CHCR4080020A
10.0 | 0.5R 10 20.0 | M5X0.8 515 4 TCO7 CHCR4100005 CHCR4100005A
10.0 | 1.0R 10 20.0 | M5X0.8 5.5 4 TCO7 CHCR4100010 CHCR4100010A
10.0 | 2.0R 10 20.0 | M5X0.8 5.5 4 TCO7 CHCR4100020 CHCR4100020A
12.0 | 1.0R 12 23.2 | M6X1.0 6.5 4 TCO08 CHCR4120010 CHCR4120010A
12.0 | 2.0R 12 23.2 | M6X1.0 6.5 4 TC08 CHCR4120020 CHCR4120020A
12.0 | 3.0R 12 23.2 | M6X1.0 6.5 4 TCO08 CHCR4120030 CHCR4120030A
16.0 | 1.0R 16 30.0 | M8X1.25 8.5 4 TC11 CHCR4160010 CHCR4160010A
16.0 | 2.0R 16 30.0 | M8X1.25 8.5 4 TC11 CHCR4160020 CHCR4160020A
16.0 | 3.0R 16 30.0 | M8X1.25| 8.5 4 TC11 CHCR4160030 CHCR4160030A
20.0 | 2.0R 20 37.2 | MM10X1.5| 10.5 4 TC15 CHCR4200020 CHCR4200020A
20.0 | 3.0R 20 37.2 | M10X1.5| 10.5 4 TC15 CHCR4200030 CHCR4200030A
20.0 | 40R 20 37.2 | M10X1.5| 10.5 4 TC15 CHCR4200040 CHCR4200040A
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sREm = )17

" LCL - L
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\ |
dt M|+ —— D —A A, > )
g @ 2R . ST
Thread D L Order No.
M4 X 0.7 8 60 45 LCL008-060L
M4 X 0.7 8 100 45 LCL008-100L
M4 X 0.7 8 120 45 LCL008-120L
M5 X 0.8 10 75 55 LCL010-075L
M5 X 0.8 10 100 55 LCL010-100L
M5 X 0.8 10 150 55 LCL010-150L
M6 X 1.0 12 75 6.5 LCLO012-075L
M6 X 1.0 12 100 6.5 LCL012-100L
M6 X 1.0 12 150 6.5 LCLO12-150L
M6 X 1.0 12 200 6.5 LCL012-200L
M8 X 1.25 16 100 8.5 LCL016-100L
M8 X 1.25 16 150 8.5 LCL016-150L
M8 X 1.25 16 200 8.5 LCL016-200L
M8 X 1.25 16 250 8.5 LCL016-250L
M10 X 1.5 20 100 105 LCL020-100L
M10 X 1.5 20 150 105 LCL020-150L
M10 X 1.5 20 200 105 LCL020-200L
M10 X 1.5 20 250 105 LCL020-250L
M10 X 1.5 20 300 105 LCL020-300L
M12 X 1.75 25 100 125 LCL025-100L
M12 X 1.75 25 150 125 LCL025-150L
M12 X 1.75 25 200 125 LCL025-200L
M12 X 1.75 25 250 125 LCL025-250L
M12 X 1.75 25 300 125 LCL025-300L
M16 X 2.0 32 100 17.0 LCL032-100L n
M16 X 2.0 32 150 17.0 LCL032-150L N
M16 X 2.0 32 200 17.0 LCL032-200L o
M16 X 2.0 32 250 17.0 LCL032-250L 5
M16 X 2.0 32 300 17.0 LCL032-300L %E
7]
EA
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BEM T » BYE 2R i STHE SR
Thread d E L D Order No.
M6 X 1.0 11.7 6.5 30 75 12 LCNO011-075L-030E
M6 X 1.0 11.7 6.5 40 100 12 LCNO011-100L-040E
M6 X 1.0 11.7 6.5 50 150 12 LCNO011-150L-050E
M8 X 1.25 15.7 8.5 40 100 16 LCNO015-100L-040E
M8 X 1.25 15.7 8.5 50 150 16 LCNO015-150L-050E
M10 X 1.5 19.5 10.5 40 100 20 LCNO019-100L-040E
M10 X 1.5 19.5 10.5 50 150 20 LCNO019-150L-050E
M10 X 1.5 19.5 10.5 60 200 20 LCNO019-200L-060E
M12 X 1.75 24.5 12.5 40 100 25 LCN024-100L-040E
M12 X 1.75 245 12.5 50 150 25 LCN024-150L-050E
M12 X 1.75 24.5 12.5 60 200 25 LCN024-200L-060E
M12 X 1.75 24.5 12.5 80 250 25 LCN024-250L-080E
M16 X 2.0 31.5 17.0 40 100 32 LCNO031-100L-040E
M16 X 2.0 35 17.0 50 150 32 LCN031-150L-050E
M16 X 2.0 31.5 17.0 60 200 32 LCN031-200L-060E
M16 X 2.0 31.5 17.0 80 250 32 LCN031-250L-080E




ESHREZ 7]- tREER- 17]

- CEUM

- CEU SD+ 4\ — D(h6)

IIME : vt~ SREE ~ =i - BB -~ K41 -
For steel, aluminum, brass, plastic, wood.
X H 7B AERBIRERERE -

Special tolerance( ¢ ) is on request.

#B¥52% Bright Finishing — .
58 Finishing © i 2
ik Semi Finishing O Cutiing Ty
##% Roughing — @ . 4 2 CUT EXAMPLES
BA nE 25 S nH RIETTRARER
c° d L D F ncoate
Order No.
30° 0.10 50 4 1 CEUMO001030
30° 0.25 50 4 1 CEUMO002530
30° 0.50 50 4 1 CEUMO005030
30° 0.75 50 4 1 CEUMO007530
30° 0.10 50 6 1 CEU001030
30° 0.25 50 6 1 CEU002530
30° 0.50 50 6 1 CEU005030
30° 0.75 50 6 1 CEU007530
60° 0.10 50 4 1 CEUMO001060 o
60° 0.25 50 4 1 CEUMO002560 %’_
60° 0.50 50 4 1 CEUMO005060 o
60° 0.75 50 4 1 CEUMO007560 a
60° 1.50 50 4 1 CEUMO015060 -8
(2]
:T_)'
60° 0.10 50 6 1 CEU001060 m
60° 0.25 50 6 1 CEU002560 g_
60° 0.50 50 6 1 CEU005060 =
60° 0.75 50 6 1 CEU007560 %
60° 1.50 50 6 1 CEU015060
90° 0.10 50 4 1 CEUMO001090
90° 0.25 50 4 1 CEUMO002590
90° 0.50 50 4 1 CEUMO005090 ﬁ:%
90° 0.75 50 4 1 CEUMO007590 ﬁm
90° 1.50 50 4 1 CEUMO015090 EE
fis
90° 0.10 50 6 1 CEU001090 %E
90° 0.25 50 6 1 CEU002590 5:,
90° 0.50 50 6 1 CEU005090 %
90° 0.75 50 6 1 CEU007590 Z I]
90° 1.50 50 6 1 CEU015090 5
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Table 179 CHS / CHCR $857F3{- S22085 8% 7158 470 HEIEER

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

{fIgEI0T Side Milling

ITHE T2zl I=FA A N REE
Material Carbon Alloy Hardened Stainless Aluminum
Steels Steels Steels Steels Alloys
THRIER
h S35C,S45C,S50C SCM,SKT,SKD SKT,SKD SUS304 Al 5052 /6061 /7075
Material Code
B HRC<20 HRC20~30 HRC30~45 — —
Hardness
HIHIEE Ve 120m/min 100m/min 65m/min 65m/min 170m/min
s S F S F S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
8mm 4,780 1,000 3,980 800 2,590 520 2,590 620 6,770 1,090
10mm 3,810 920 3,190 770 2,070 420 2,070 500 5,420 870
12mm 3,190 770 2,660 640 1,730 350 1,730 420 4,520 730
16mm 2,390 580 1,990 480 1,300 260 1,300 320 3,390 550
20mm 1,910 450 1,600 390 1,040 210 1,040 250 2,710 440
25mm 1,530 370 1,280 310 830 170 830 200 2,170 350
Ap=0.5D Ae Ap=0.5D Ae Ap=0.5D Ae Ap=0.5D Ae Ap=0.5D Ae
st Ae=0.15D L |Ae=0.15D - |Ae=0.1D 1 [ae=0.1D - |Ae=0.2D L
Rem:lrks Ap Ap Ap Ap Ap
T T T T T

BT Slot Milling

INTHE e ] SEH SRS Byt =
Material Carbon Alloy Hardened Stainless Aluminum
@) Steels Steels Steels Steels Alloys
c
= TRk
= h S35C,S45C,S50C SCM,SKT,SKD SKT,SKD SUS304 Al 5052 /6061 / 7075
(=) Material Code
9 e
S > HRC<20 HRC20~30 HRC30~45 = =
a Hardness
=3
= Ve m/min m/min m/min m/min m/min
< LIHIEREE Vi 90m/mi 70m/mi 50m/mi 50m/mi 150m/mi
_| —
ol MR s F s F s F s F s F
) Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
8mm 3,590 720 2,790 560 1,990 320 1,990 400 5,970 900
10mm 2,870 600 2,230 450 1,600 250 1,600 320 4,780 720
12mm 2,390 500 1,860 380 1,330 220 1,330 270 3,980 600
16mm 1,800 380 1,400 280 1,000 150 1,000 200 2,990 450
20mm 1,440 300 1,120 230 800 130 800 150 2,390 360
‘L')] 25mm 1,150 250 900 180 640 100 640 130 1,910 290
B = = = = =
é;! . APS03D Ly ay  [APS03D o |APSOAD oy |APS025D o APSO03D L,y
1|7|< fisE Ap Ap Ap Ap Ap
Remarks — — — — i
14: f T f T T
% X tIHIAT Cutting Formula @ S(EEHEFEE) = Ve(HIHIZERE) X 1000 / D(FME) / T (3.14) FOELRERE) = f2(B7ELHRE) X Z(E) X S(EHIFE)

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.




Table 180

SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

CHB $85F3(- S22085 8%k 7158 47 tENEER

INTHE s/ S A A eyt =
Material Carbon Steels Alloy Hardened Stainless Aluminum
Alloy Steels Steels Steels Steels Alloys
T 5% S35C,S45C,S50C
Material Code SCM.SKT SKD SCM,SKT,SKD SKT,SKD SUS304 Al 5052 /6061 /7075
H RS HRC<20 HRC20~30 HRC30~45 = =
ardness
HIHIZEE Ve 120m/min 100m/min 65m/min 65m/min 170m/min
HE S F S F S F S F S F
R (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
4.0R 4,780 1,440 3,980 1,200 2,590 520 2,590 650 6,770 1,700
5.0R 3,810 1,150 3,190 960 2,070 420 2,070 520 5,420 1,470
6.0R 3,190 960 2,660 800 1,730 350 1,730 440 4,520 1,360
8.0R 2,390 720 1,990 600 1,300 260 1,300 330 3,390 1,020
10.0R 1,910 580 1,600 480 1,040 210 1,040 260 2,710 820
12.5R 1,530 460 1,280 390 830 170 830 210 2,170 650
Ap=0.05D Ap=0.04D Ap=0.05D Ap=0.05D
s Ae=0.15D T Ap Ae=0.1D Ae=0.15D Ae=0.15D
Remarks Ae

X tNHIAT Cutting Formula : S(EEHEEER) = Ve(HIEIZERE) X 1000 / D(FME) / ©(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.

FOEARERE) = fA(B7EME) X Z(7)H) X S(EHEEE)
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Table 41

N620 FR ISR T RFEIKT]- 27)(FEAR) ENEIRIFR

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
H- 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
(mm)
— (@]
X HIBIAT Cutting Formula : S(E##EE) = Ve(IJHIZERE) X 1000/ D(3MR) / ©(3.14)  FOELREE) = f2(B7ELHRR) X Z(7#) X S(EHEEE) %
=
«
(@]
o
=}
Y 9-'
Table 42 sRSmERZIEE70- 170(87]) tDRIRER =
=)
>
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 Iﬂ:ﬂsﬁ' 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.
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