C Coating Carbide End Mills "RIB STAR"
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Tl}f Size (mm) (=R Tﬁf Size (mm) ,%
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Item code Stock| Tool ;ig?er Corner | Flute | Large | Overall | Shank ltem code Stock| Tool ;ﬂgi}' Corner | Flute | Large | Overall | Shank 3
dia. onside | radius | length |edge dia.| length | dia. dia. | onside | radius | length |edge dia.| length | dia. P
RIB61012-05CR-C| [ 30 12 1.21] 45 4 RIB62025-05CR-C | [J 30 251244 50 4|3
RIB61012-10CR-C| I 1 12 1.42] 45 4 RIB62025-10CR-C| [J 1 2512.87| 50 4] =
RIB61012-15CR-C| 7| 1 |1°30" 0.3 | 12 [1.63| 45 4 RIB62025-15CR-C| (1| 2 |1°30"| 0.5 | 253.31| 50 4| =
RIB61012-20CR-C| O 2 12 [1.84| 45 4 RIB62025-20CR-C| [ 2 25[3.75| 50 4| =
RIB61012-30CR-C| [ 3 12 12.26| 45 4 RIB62025-30CR-C| [ 3 2514.62| 70 6| &
RIB61216-05CR-C| OJ 30’ 16 [1.48| 45 4 RIB62530-05CR-C| [J 30 30/3.02] 70 6| =
RIB61216-10CR-C| O 1 16 [1.76| 45 4 RIB62530-10CR-C| OJ 1 30/355| 70 6|
RIB61216-15CR-C/ 0| 1.2 |1°30° | 0.3 | 16 |2.04| 45 4 RIB62530-15CR-C| (1| 2.5 [1°30"| 0.5 | 30 |4.07| 70 6|
RIB61216-20CR-C| OJ 2 16 |2.32| 45 4 RIB62530-20CR-C| (J 2 30 4.60| 70 6
RIB61216-30CR-C| [ 3 16 12.88| 45 4 RIB62530-30CR-C| [J k) 30 | 5.64| 70 6
RIB61520-05CR-C| OJ 30 20 | 1.85| 50 4 RIB63040-05CR-C| 30’ 40 1 3.70| 70 6
RIB61520-10CR-C| O 1 20|2.20| 50 4 RIB63040-10CR-C| [ 3 1 05 40 | 4.40] 70 6
RIB61520-15CR-C| (1| 1.5 |1°30"| 0.4 | 20 |2.55| 50 4 RIB63040-15CR-C| O 130" | = 40 |5.09| 70 6
RIB61520-20CR-C| [J 2 20 12.90| 50 4 RIB63040-20CR-C| [J 2 40 15.79] 70 6
RIB61520-30CR-C| [J Kl 20 1 3.60| 50 4
RIB61820-05CR-C| [ 30 20 | 2.15| 50 4
RIB61820-10CR-C| [ 1 20 | 2.50| 50 4
RIB61820-15CR-C| /| 1.8 |1°30"| 0.4 | 20 |2.85| 50 4
RIB61820-20CR-C| [ 2 20 3.20| 50 4
RIB61820-30CR-C| [ 3 2013.90 50 4
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Work material Mild carbon Steels Alloy steels Aluminum alloys
sz 2ds (ap) =E=Y %0 EE ®DRE ey DR
Tool dia. Depth of cut . . . . . .
o mn /pass min?’ mm /min min?’ mm /min min’ mm /min
0.6 0.01 ~0.02 32,000 400 22,000 250 50,000 500
0.8 0.01 ~0.03 24,000 400 16,000 300 32,000 600
1.0 0.03~0.05 19,000 450 13,000 300 28,000 600
1.5 0.03~0.08 12,700 500 8,500 300 24,000 600
2.0 0.05~0.15 9,600 500 6,400 400 19,000 800
2.5 0.07 ~0.20 7,600 600 5,000 400 12,000 800
3.0 0.09 ~0.25 6,300 600 4,200 400 10,000 800
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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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