C Coating Carbide End Mills "RIB-CUT Ball"
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T RE DC APMX DN LU LF DCONMS
IS DEB2006-6-C L 0.3 0.6 1.2 0.58 6 55 4
an DEB2008-6-C O 0.4 0.8 1.2 0.77 6 55 4
DEB2008-8-C 0 ’ ) 1.2 0.77 8 55 4
DEB2010-8-C O 0.5 1 1.5 0.95 8 55 4
DEB2010-12-C O ’ 1.5 0.95 12 55 4
DEB2012-8-C O 0.6 1.2 1.6 1.15 8 55 4
DEB2012-12-C [ ' ’ 1.6 1.15 12 55 4
DEB2014-12-C O 0.7 1.4 1.6 1.34 12 55 4
DEB2015-8-C O 1.8 1.44 8 55 4
DEB2015-12-C O 0.75 1.5 1.8 1.44 12 55 4
DEB2015-16-C O 1.8 1.44 16 55 4
DEB2016-16-C O 0.8 1.6 1.8 1.54 16 55 4
DEB2018-16-C O 0.9 1.8 2 1.73 16 55 4
DEB2020-8-C O] 2 1.92 8 55 4
DEB2020-12-C O] 1 2 2 1.92 12 55 4
DEB2020-16-C L 2 1.92 16 55 4
DEB2020-20-C L] 2 1.92 20 55 4
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cuting Rt 023 (ap) EHIERE (v) 3D~E0m/min RO (v)
iﬁﬂ%ﬁ?&fm) rﬁrﬁp/%géust EE# (n) min? mm /min
REO.3 x 0.6 0.01 ~0.02 16,000 ~ 26,000 150 ~ 300
REO0.4 x 0.8 0.03 ~ 0.05 12,000 ~ 20,000 150 ~ 300
RE0.5 x 1.0 0.05 ~ 0.08 9,500 ~ 16,000 150 ~ 300
RE0.6 x 1.2 0.06 ~ 0.10 8,000 ~ 13,000 150 ~ 300
REO0.7 x 1.4 0.07 ~0.12 7,000 ~ 11,000 150 ~ 300
RE0.75 x 1.5 0.08 ~0.12 6,500 ~ 10,000 150 ~ 300
RE0.8 X 1.6 0.10 ~0.15 6,000 ~ 10,000 150 ~ 300
RE0.9 x 1.8 0.15 ~ 0.20 5,000 ~ 9,000 150 ~ 300
RE1.0 x 2.0 0.15 ~ 0.30 5,000 ~ 8,000 150 ~ 300
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[Note] @ Use the appropriate coolant for the work material and machining shape.
@ These Recommended Cutting Conditions indicate only the rule of a thumb for the cutting conditions. In actual machining, the condition should be adjusted

according to the machining shape, purpose and the machine type.
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Stocked by specified distributor. Contact with our sales department.





