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Order No.

9" 3.0 6 50 6 CEC2030090A
9" 4.0 8 50 6 CEC2040090A
9" 5.0 10 50 6 CEC2050090A
9" 6.0 12 50 6 CEC2060090A
%" 8.0 16 60 8 CEC2080090A
9" 10.0 20 75 10 CEC2100090A
9" 12.0 24 75 12 CEC2120090A
9" 16.0 32 100 16 CEC2160090A
%" 20.0 40 100 20 CEC2200090A

- 120° 3.0 6 50 6 CEC20300C0A

2 120° 4.0 8 50 6 CEC20400C0A

= 120° 5.0 10 50 6 CEC20500C0A

o 120° 6.0 12 50 6 CEC20600C0A

S 120° 8.0 16 60 8 CEC20800C0A

Q. 120° 10.0 20 75 10 CEC21000C0A

- 120° 12.0 24 75 12 CEC21200C0A

3 120° 16.0 32 100 16 CEC21600C0A

= 120° 20.0 40 100 20 CEC22000C0A
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Cutting Condition Technical Data
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SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE

el F558 BER
?\llllii:fif Carbon Stainless Aluminum
Steels Steels Alloys
Iﬁﬂﬁ S35C,S45C,S50C SUS304 Al 5052 /6061 /7075
Material Code
EE _ _
Hardness alNeE
tHEISE Ve 25m/min 15m/min 60m/min
FIREd S F S F S F
Diameter (rpm) (mm/min) (rpm) (mm/min) (rpm) (mm/min)
4mm 1,990 80 1,190 50 4,780 80
6mm 1,330 80 800 50 3,180 80
8mm 980 90 600 60 2,400 90
10mm 790 70 480 50 1,900 90
12mm 670 70 400 50 1,600 90
14mm 580 70 330 50 1,360 90
16mm 500 70 300 50 1,200 100
18mm 450 70 260 50 1,060 100
20mm 400 60 240 40 950 80
25mm 320 60 190 40 760 80
30mm 270 60 160 40 640 80
40mm 200 60 120 30 480 80
fimsE
Remarks
X HIEIAT Cutting Formula : S(EEHESEE) = Ve(HIEIEERE) X 1000/ DIME)/ ©(3.14)  FOELHRERE) = 2(S7ERE) X Z(TH) X S(EHEE)
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SOLID CARBIDE END MILLS- CUTTING CONDITION TABLE g"-
«
4 = N85 F =1 o
MTHE o i o e &
Material arbon oy ainless uminum g_
Steels Steels Steels Alloys =
o~ o
Iﬁ*"lbﬁ S35C,S45C,S50C SCM, SKT, SKD SUS304 Al 5052 / 6061 /7075 =
Material Code ;
BE ~ _ _ (=
Hardness HRC<20 HRC20~30 )
LIHIERE Ve 60m/min 50m/min 40m/min 50m/min
s s | @wmF [ @mmF | o | @w@F | @AF | | @EF | @AF | o | 4@F | @AF
D'am:ter (rpm) Vertical |Horizontal (rpm) Vertical |Horizontal (rpm) Vertical |Horizontal (rom) Vertical |Horizontal
: p (mm/min) | (mm/min) p (mm/min) | (mm/min) P (mm/min) | (mm/min) P (mm/min) | (mm/min)
3mm 6,400 25 50 5,300 20 40 4,200 20 40 5,300 40 80
4mm 4,800 25 55 4,000 20 45 3,200 20 45 4,000 40 85 t}]
6mm 3,200 25 60 2,650 20 50 2,100 20 50 2,650 40 90 W
8mm 2,400 25 65 2,000 20 55 1,600 20 55 2,000 40 110 ﬁé
10mm 1,900 25 70 1,600 20 60 1,300 20 60 1,600 40 110 1|7|<
12mm 1,600 25 70 1,350 20 60 1,050 20 60 1,350 40 120 1¢
16mm 1,200 30 80 1,000 25 65 800 25 65 1,000 50 120 %E
20mm 950 30 80 800 25 65 640 25 65 800 50 110
fissE X SEiRA=120" - TISEREIBIM30% °
Remarks Tip Angle=120", might increase 30% Feed Speed.

X HIHIAT Cutting Formula @ S(E##$E) = Vc(HIHIZERE) X 1000/ D(9ME) / © (3.14) FOEARERE) = fz2(B7BERS) X Z(NE) X S(EHEE)

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.






