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PSE-1DLC

RSN TARBEIWI T K3 - DLCO—TFT ¢ 71

Tungsten Carbide 1 flute Endmill with DLC coating for resin processing

WDLCO—FT > J%&LE LT

DLC coating is applied

BRI KA TR DOPHEDRF T

Good discharge characteristics of chip by one flute

WHIA workpiece
Tl TIViEE
Resin Aluminum Alloy

OISR MARIZP297 I ERH

@Cutting conditions are recommended on page 297.
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Twist Angle

EVAF

Sharp Edge

DLC

B [SE mm]
Unit [size :mm]

m B HED | ARL eRL W m B HED | ARL 2RL R
Code No. Flute Diameter | FluteLength | Total Length | Shank Diameter Code No. Flute Diameter | FluteLength | TotalLength | Shank Diameter
PSE-1001DLC 0.1 0.5 50 3
PSE-1002DLC 0.2 1 50 3
PSE-1003DLC 0.3 2 50 3
PSE-1004DLC 0.4 25 50 3
PSE-1005DLC 0.5 25 50 3
PSE-1006DLC 0.6 25 50 3
PSE-1007DLC 0.7 3 50 3
PSE-1008DLC 0.8 4 50 3
PSE-1009DLC 0.9 4 50 3
PSE-1010DLC 1 4 50 3
PSE-1011DLC 1.1 5 50 3
PSE-1012DLC 1.2 5 50 3
PSE-1013DLC 13 5 50 3
PSE-1014DLC 1.4 5 50 3
PSE-1015DLC 1.5 6 50 3
PSE-1016DLC 1.6 6 50 3
PSE-1017DLC 1.7 6 50 3
PSE-1018DLC 1.8 7 50 3
PSE-1019DLC 1.9 7 50 3
PSE-1020DLC 2 8 50 3
PSE-1021DLC 2.1 8 50 3
PSE-1022DLC 2.2 8 50 3
PSE-1023DLC 23 8 50 3
PSE-1024DLC 24 8 50 3
PSE-1025DLC 25 9 50 3
PSE-1026DLC 2.6 9 50 3
PSE-1027DLC 2.7 9 50 3
PSE-1028DLC 28 12 50 3
PSE-1029DLC 29 12 50 3
PSE-1030DLC 3 12 50 3




PSE-1DLC

YIRIRHESE

Referential Cutting Conditions

HIA fat i 7IVEIE®
Workpiece Resin Aluminum Alloy
H & [ElEREL EYIRE T RAIRE EILTR ¢ X IRE T RAIEE
Flute Diameter Revolution Feed Cutting Depth Revolution Feed Cutting Depth
mm min-! mm/min mm min-' mm/min mm
0.1~0.2 32,000 130 0.1 32,000 80 0.05
0.3~0.5 32,000 140 0.2 32,000 90 0.07
0.6~0.9 26,500 170 0.5 32,000 120 0.15
1.0~14 16,000 250 0.8 22,500 200 0.5
1.5~1.9 10,500 350 1.2 16,000 220 0.7
20~24 8,000 350 1.4 12,000 250 1
2.5~3.0 6,300 370 1.8 9,500 270 1.2
& = - EEH R RESE CRIETHELTTEL, + Adjust Revolution and Feed Speed at the same rate.
[’f K P K TOBEMEITEREL, BIHRELTIIZEW, + Watch Winding of Chip and remove it adequately.
emarks BRI T 70—, 7IVIEEDBATIEAEEE L TREL, - Use AirBlow for Resin and use Cutting Oil for Aluminum Alloy.
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PSE-2

RBREI TR@E2M AT F2 )b

Tungsten Carbide 2 Flutes Endmil for Resin Processing

BUARZBBEMTAIC LTINSz RIFICLE LT

Flute shape is arranget for resin processing with sharp edge

30° EVAF
SMG| >~ (}
*OLA
Twist Angle Sharp Edge
P e —— ———
oot ——— I
-

WHIA Workpiece
fhifig TIViEE
Resin Aluminum Alloy

@RI RIFP299ICEEH
@Cutting conditions are recommended on page 299.
B [ mm]

Unit [size :mm]

PSELS-2

BEEMIRBEO vy oI RI)b

Tungsten Carbide Long Shank Endmill for Resin Processing

BURRZBBEMTAIC LTINS ZERIFICLE LT

Flute shape is arranget for resin processing with sharp edge

BRONUBNIAICEREZRCLELE

Longer overall length for deep hole location machining

30° EVAF
N
*ILA

Twist Angle

SMG

Sharp Edge

>
oo
| S -
o
-

#HIA Workpiece
fhifis TIVZEE
Resin Aluminum Alloy

Q@ UIHIRAFRISP299ICEEH,
@Cutting conditions are recommended on page 299.
B [SFE  mm]

Unit [size :mm]

Term | s | dogn | omtegh | songnte Tern | e | davgn | ot | cuntome
PSE-202006 0.2 0.6 45 4 PSELS-2002 0.2 0.4 80 4
PSE-203010 0.3 1 45 4 PSELS-2003 0.3 0.6 80 4
PSE-204015 0.4 15 45 4 PSELS-2004 0.4 0.8 80 4
PSE-205015 0.5 15 45 4 PSELS-2005 0.5 1 80 4
PSE-206020 0.6 2 45 4 PSELS-2006 0.6 1.2 80 4
PSE-207020 0.7 2 45 4 PSELS-2007 0.7 1.4 80 4
PSE-208025 0.8 25 45 4 PSELS-2008 0.8 1.6 80 4
PSE-209030 0.9 3 45 4 PSELS-2009 0.9 1.8 80 4
PSE-210030 1 3 50 4 PSELS-2010 1 2 80 4
PSE-212040 1.2 4 50 4 PSELS-2012 1.2 24 80 4
PSE-215050 1.5 5 50 4 PSELS-2015 15 3 80 4
PSE-220060 2 6 50 4 PSELS-2020 2 4 80 4
PSE-225080 2.5 8 50 4 PSELS-2025 2.5 5 80 4
PSE-230103 3 10 80 3 PSELS-2030 3 6 80 6
PSE-230100 3 10 60 6 PSELS-2040 4 8 80 6
PSE-240124 4 12 80 4 PSELS-2050 5 10 80 6
PSE-240120 4 12 60 6 PSELS-2060 6 12 80 6
PSE-250150 5 15 60 6
PSE-260150 6 15 60 6
PSE-260210 6 21 100 6




PSE-2, PSELS-2

UIHIRHSE
Referential Cutting Conditions
R4 ot 5 TIVIE®
Workpiece Resin Aluminum Alloy
H E [EIkR 3 X RE T IAHEE [EkR X RE TARRE
Flute Diameter Revolution Feed Cutting Depth Revolution Feed Cutting Depth

mm min-! mm/min mm min-' mm/min mm

0.2 32,000 260 0.1 32,000 160 0.05

0.3 32,000 280 0.2 32,000 180 0.07

0.4 32,000 280 0.3 32,000 200 0.1

0.5 31,500 320 0.4 32,000 200 0.12

0.6 26,500 350 0.5 32,000 240 0.15

0.7 22,700 350 0.6 32,000 260 0.17

0.8 20,000 420 0.6 32,000 300 0.2

0.9 18,000 450 0.7 25,000 320 0.22

1 16,000 500 0.8 22,500 400 0.5

1.2 13,200 600 1 21,000 450 0.6

15 10,500 700 1.2 16,000 450 0.7

2 8,000 700 1.4 12,000 500 1

25 6,300 750 1.8 9,500 550 1.2

3 5,300 800 2 8,000 600 1.5

4 4,000 700 2.8 6,000 500 2

5 3,200 600 35 4,800 450 2.5

6 2,600 500 4.2 4,000 400 3

= = - [EERE t\i% ] gg;;@bijé‘(ﬂg L:'('F‘A’L,\D ) + Adjust Relvollution anq Feed Speed aF the same rate.
Remarke U< ?@%%N%LLE?\ L. J@tﬂluﬂﬁf\ll,? CIREL, ‘Watch Winding ofChlp and remove it adgquately. .

BRI 70— 7IVIEeDREEIEIEZER L TTEL, -Use AirBlow for Resin and use Cutting Oil for Aluminum Alloy.
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PRE-2

BRI A®BE) 7RI FI)b

Tungsten Carbide Long Shank Endmill for Resin Processing

WA A BN TR L THnsks Bific LE Li 30° Enr
Flute shape is arranget for resin processing with sharp edge SMG - e
WIS RS it
Ideal for deep engraving, etc Twist Angle Sharp Edgo
51 g
= _— *\7 ***** Hx
B worgiece -
98 TVSES -
Resin Aluminum Alloy
©) O
OJHIRARISP302ICEEH B [SFE  mm]
@Cutting conditions are recommended on page 302. Unit [size :mm]
m & FED|EHRL(FE £ |BTRA| 2R L |HERd m & FHED|EHRL|HE L |ETRN| £E L | /R
Code No. Flute Diameter | EfectveLengt | Flute Length | Neck Diameter | Total Length | Shank Diameter Code No. Flute Diameter | EfectiveLengt | Fute Length | Neck Diameter | Total Length |shank Diameter
PRE-203020 03 2 06 | 0.27 | 45 4 PRE-212120 1.2 12 24 1.1 50 4
PRE-203040 03 4 06 | 0.27 | 45 4 PRE-212160 1.2 16 24 1.1 60 4
PRE-203060 03 6 06 | 027 ] 45 4 PRE-215060 15 6 3 14 50 4
PRE-204020 04 2 08 | 037 ] 45 4 PRE-215100 1.5 10 3 14 50 4
PRE-204040 04 4 08 | 037 45 4 PRE-215120 1.5 12 3 14 50 4
PRE-204060 04 6 08 | 037 | 45 4 PRE-215160 1.5 16 3 14 60 4
PRE-205020 05 2 1 045 | 45 4 PRE-215200 1.5 20 3 14 60 4
PRE-205040 05 4 1 045 | 45 4 PRE-215250 1.5 25 3 14 70 4
PRE-205060 05 6 1 045 | 45 4 PRE-220080 2 8 4 19 50 4
PRE-205080 0.5 8 1 045 | 45 4 PRE-220100 2 10 4 1.9 50 4
PRE-205100 05 10 1 045 | 50 4 PRE-220120 2 12 4 1.9 50 4
PRE-206040 0.6 4 12 | 055 | 45 4 PRE-220160 2 16 4 1.9 60 4
PRE-206060 0.6 6 12 | 055 | 45 4 PRE-220200 2 20 4 19 60 4
PRE-206100 0.6 10 12 [ 055 ] 50 4 PRE-220250 2 25 4 19 70 4
PRE-207040 0.7 4 14 | 065 | 45 4 PRE-220300 2 30 4 19 70 4
PRE-207060 0.7 6 14 | 065 | 45 4 PRE-230080 3 8 6 2.8 60 6
PRE-207100 0.7 10 14 {065 | 50 4 PRE-230120 3 12 6 2.8 60 6
PRE-208060 0.8 6 16 | 0.75 | 45 4 PRE-230160 3 16 6 2.8 60 6
PRE-208080 0.8 8 16 | 0.75 | 45 4 PRE-230200 3 20 6 2.8 60 6
PRE-208120 0.8 12 16 [ 075 ] 50 4 PRE-230250 3 25 6 2.8 70 6
PRE-209060 09 6 18 | 085 | 45 4 PRE-230300 3 30 6 2.8 70 6
PRE-209080 09 8 18 | 085 | 45 4 PRE-230350 3 35 6 2.8 80 6
PRE-209120 09 12 18 [ 085 ] 50 4 PRE-230400 3 40 6 2.8 80 6
PRE-210060 1 6 2 0.9 50 4 PRE-240120 4 12 8 38 60 6
PRE-210080 1 8 2 0.9 50 4 PRE-240160 4 16 8 3.8 60 6
PRE-210100 1 10 2 0.9 50 4 PRE-240200 4 20 8 3.8 60 6
PRE-210120 1 12 2 0.9 50 4 PRE-240250 4 25 8 38 70 6
PRE-210160 1 16 2 0.9 60 4 PRE-240300 4 30 8 38 70 6
PRE-210200 1 20 2 0.9 60 4 PRE-240350 4 35 8 38 80 6
PRE-212080 1.2 8 24 1 1.1 50 4 PRE-240400 4 40 8 38 80 6




PRE-2

m B FHED|EHRL(HE £ |BTRI| 2K L |H/R m B FED BRI AR L |BTEA | 2K L |#HEd
Code No. Flute Diameter | EfectiveLengt | Flute Length | Neck Diameter | Total Length | Shank Diameter Code No. Flute Diameter | EfectveLengt | Fute Length | Neck Diameter | Total Length |Shank Diameter
PRE-240450 4 45 8 3.8 | 100 6
PRE-240500 4 50 8 3.8 | 100 6
PRE-250160 5 16 10 4.8 60 6
PRE-250200 5 20 10 4.8 60 6
PRE-250300 5 30 10 4.8 70 6
PRE-250400 5 40 10 4.8 80 6
PRE-250500 5 50 10 4.8 | 100 6
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PRE-2

YIRIRHESE

Referential Cutting Conditions

HH 1t TIVZE®
Workpiece Resin Aluminum Alloy
H #E kR34 X RE T IAFRE EILT KYIRE IV IAFRE

Flute Diameter Revolution Feed Cutting Depth Revolution Feed Cutting Depth
mm min-' mm/min mm min-' mm/min mm
0.3 32,000 700~ 900 0.05~0.2 32,000 300~ 450 0.002~0.01
0.4 32,000 750~1,000 0.05~0.25 32,000 300~ 500 0.003~0.01
0.5 32,000 800~1,200 0.05~0.25 32,000 350~ 750 0.005~0.015
0.6 32,000 750~1,200 0.1 ~04 32,000 350~ 900 0.005~0.02
0.7 30,000 700~1,100 0.1 ~04 32,000 350~ 850 0.005~0.03
0.8 26,000 600~1,000 0.12~0.5 32,000 400~1,050 0.005~0.05
0.9 22,000 550~ 880 0.12~0.5 32,000 400~ 950 0.005~0.07
1 20,000 500~ 800 0.15~0.6 28,000 400~1,200 0.005~0.08
1.2 16,000 500~ 800 02 ~0.7 24,000 450~1,350 0.007~0.1
1.5 12,600 450~ 700 0.25~0.9 19,000 450~1,200 0.01 ~0.12
2 9,600 400~ 600 0.35~1.5 14,000 500~1,600 0.02 ~0.2
3 6,400 350~ 550 05 ~2 9,500 500~1,750 0.03 ~0.25
4 4,800 320~ 500 06 ~2.5 7,500 550~1,750 0.05 ~0.3
5 4,000 300~ 450 08 ~3 6,000 550~1,800 01 ~03

i E | - BHRICKVEER, X EEFAERL TR, » Adjust Revolution and Feed Speed according to Effective Length.

Remarks | - #EIEI7 70—, 7IVIGEDBEISTIEIAZMERLTTEL, -+ Use AirBlow for Resin and use Cutting Oil for Aluminum Alloy.




PSB-2

BRI TABER—ILITY R

Tungsten Carbide Ball Endmill for Resin Processing

WA RIS T AIC L CHIhskE BiFlc LE LT 30° v
Flute shape is arranget for resin processing with sharp edge SMG - e Q
eV
Twist Angle
i \ 5 g
e eeee— g e —— Hi
oo/, | T )
#HHIA Workpiece L
s TVSES
Resin Aluminum Alloy
©) O
OJHIRRISP304ICEEH B [SE  mm]
@Cutting conditions are recommended on page 304. Unit [size :mm]
m & R HED | IRL | 2RL | Rd m & R HED | IRL | 2R L | HRd
Code No. Flute Diameter | Flute Length | Total Length | hank Diameter Code No. Flute Diameter | Flute Length | Total Length | Shank Diameter
PSB-201006 RO.1 0.2 0.6 45 4
PSB-202008 R0.2 04 0.8 45 4
PSB-202515 RO.25 05 1.5 45 4
PSB-203020 RO.3 0.6 2 45 4
PSB-204025 RO4 0.8 25 45 4
PSB-205030 RO.5 1 3 50 4
PSB-206035 RO.6 1.2 35 50 4
PSB-207040 RO.7 14 4 50 4
PSB-207550 R0O.75 1.5 5 50 4
PSB-208050 RO.8 1.6 5 50 4
PSB-209050 RO.9 1.8 5 50 4
PSB-210060 R1 2 6 50 4
PSB-215100 R1.5 3 10 60 6
PSB-215153 R1.5 3 15 80 3
PSB-220120 R2 4 12 60 6
PSB-220184 R2 4 18 80 4
PSB-225150 R2.5 5 15 60 6
PSB-230150 R3 6 15 60 6
PSB-230206 R3 6 20 100 6
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PSB-2

YIRIRHESE

Referential Cutting Conditions

BRI 70— TIVIRLOBRITHBEERALTTEL,

HHIA rat i TIVEIE®
Workpiece Resin Aluminum Alloy
R [ElEREL EYIRE T RAIRE EILT ' X IRE T AIRE
Revolution Feed Cutting Depth Revolution Feed Cutting Depth
mm min-! mm/min mm min-! mm/min mm
0.1 32,000 250 0.025 32,000 130 0.01
0.2 32,000 250 0.05 32,000 130 0.02
0.25 27,000 250 0.06 32,000 160 0.025
0.3 20,000 280 0.075 32,000 200 0.03
04 15,500 300 0.1 20,000 320 0.04
0.5 12,000 350 0.12 16,800 480 0.1
0.6 10,000 360 0.15 15,000 600 0.12
0.7 8,500 350 0.175 12,800 700 0.14
0.75 8,000 320 0.185 11,800 650 0.15
0.8 7,500 360 0.2 10,000 800 0.16
0.9 6,800 380 0.225 8,500 1,000 0.18
1 5,800 320 0.5 7,800 980 0.2
1.5 4,000 300 0.75 5,800 900 0.3
2 3,000 220 1 4,500 760 0.4
2.5 2,400 160 1.25 3,600 660 0.5
3 2,300 140 1.5 3,500 580 0.6
- EEH SR RESE CRETHELTTEL, - Adjust Revolution and Feed Speed at the same rate.
fis =z By I T74— FIEKRREILEDE THELTTEL, + Adjust Pick Feed according to Required Quality.
Remarks P CTOBEREITTRL, BIRELTTEW, + Watch Winding of Chip and remove it adequately.

+ Use Air Blow for Resin and use Cutting Oil for Aluminum Alloy.




PRB-2

BiREN A E!) 7RA—ILZTY K2
Tungsten Carbide Ball Endmill for Resin Processing Long Neck Type

WA RIS T AIC L CHIhskE BiFlc LE LT 30° ;
Flute shape is arranget for resin processing with sharp edge SMG - e Q
eV
Twist Angle
= | — ‘ij . ’*”*"*’T ’’’’’’’ {*I?S
T —— — @ VL,‘ \b = s
HHIFE Workpiece - L
98 TVSES
Resin Aluminum Alloy
O O
OJHIRFRISP307ICEEH B [E  mm]
@Cutting conditions are recommended on page 307. Unit [size :mm]
m & R HED BRL1 A& L B TEd1 2R L WiEd
Code No. Flute Diameter Effective Length Flute Length Neck Diameter Total Length Shank Diameter
PRB-2010020 RO.1 0.2 2 0.3 0.18 45 4
PRB-2010040 RO.1 0.2 4 0.3 0.18 45 4
PRB-2020020 RO.2 04 2 0.6 0.37 45 4
PRB-2020040 RO.2 0.4 4 0.6 0.37 45 4
PRB-2025020 R0.25 05 2 0.8 0.45 45 4
PRB-2025040 R0.25 0.5 4 0.8 0.45 45 4
PRB-2025060 R0.25 0.5 6 0.8 0.45 45 4
PRB-2025080 R0O.25 0.5 8 0.8 0.45 45 4
PRB-2025100 R0O.25 0.5 10 0.8 0.45 50 4
PRB-2025120 R0.25 0.5 12 0.8 0.45 50 4
PRB-2025150 R0.25 0.5 15 0.8 0.45 50 4
PRB-2030040 R0O.3 0.6 4 1 0.55 45 4
PRB-2030060 RO.3 0.6 6 1 0.55 45 4
PRB-2030100 RO.3 0.6 10 1 0.55 50 4
PRB-2040040 RO4 08 4 12 0.75 45 4
PRB-2040060 R0.4 0.8 6 1.2 0.75 45 4
PRB-2040100 R0.4 08 10 12 0.75 50 4
PRB-2040120 RO4 08 12 1.2 0.75 50 4
PRB-2050040 RO.5 1 4 15 0.9 50 4
PRB-2050080 RO.5 1 8 15 0.9 50 4
PRB-2050120 RO.5 1 12 15 0.9 50 4
PRB-2050160 RO.5 1 16 15 0.9 60 4
PRB-2050200 RO.5 1 20 15 0.9 60 4
PRB-2050250 RO.5 1 25 1.5 0.9 70 4
PRB-2050300 RO.5 1 30 15 0.9 70 4
PRB-2060080 R0O.6 12 8 18 1.1 50 4
PRB-2060120 R0O.6 1.2 12 1.8 1.1 50 4
PRB-2060160 R0.6 12 16 1.8 1.1 60 4
PRB-2070080 RO.7 14 8 2 13 50 4
PRB-2070120 R0O.7 14 12 2 13 50 4
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PRB-2

2 B = & D BIEL ] T L HTEd] 25 L wEd
Code No. Flute Diameter Effective Length Flute Length Neck Diameter Total Length Shank Diameter
PRB-2070160 RO.7 14 16 2 13 60 4
PRB-2075080 R0O.75 15 8 22 14 50 4
PRB-2075120 R0O.75 15 12 2.2 1.4 50 4
PRB-2075160 RO.75 15 16 2.2 1.4 60 4
PRB-2075200 R0.75 15 20 2.2 1.4 60 4
PRB-2075250 R0.75 15 25 2.2 1.4 70 4
PRB-2080120 R0O.8 1.6 12 24 1.5 50 4
PRB-2080160 R0O.8 1.6 16 24 15 60 4
PRB-2080200 R0O.8 16 20 24 15 60 4
PRB-2090120 R0O.9 18 12 25 1.7 50 4
PRB-2090160 R0.9 18 16 2.5 1.7 60 4
PRB-2090200 R0.9 18 20 2.5 1.7 60 4
PRB-2100080 R1 2 8 3 1.9 50 4
PRB-2100120 R1 2 12 3 19 50 4
PRB-2100160 R1 2 16 3 19 60 4
PRB-2100200 R1 2 20 3 19 60 4
PRB-2100250 R1 2 25 3 19 70 4
PRB-2100300 R1 2 30 3 19 70 4
PRB-2100350 R1 2 35 3 1.9 80 4
PRB-2100400 R1 2 40 3 1.9 80 4
PRB-2150080 R1.5 3 8 4 28 50 6
PRB-2150120 R1.5 3 12 4 2.8 50 6
PRB-2150160 R1.5 3 16 4 2.8 60 6
PRB-2150200 R1.5 3 20 4 2.8 60 6
PRB-2150250 R1.5 3 25 4 2.8 70 6
PRB-2150300 R1.5 3 30 4 2.8 70 6
PRB-2150350 R1.5 3 35 4 2.8 80 6
PRB-2150400 R1.5 3 40 4 28 80 6
PRB-2200120 R2 4 12 5 3.8 50 6
PRB-2200160 R2 4 16 5 3.8 60 6
PRB-2200200 R2 4 20 5 3.8 60 6
PRB-2200250 R2 4 25 5 3.8 70 6
PRB-2200300 R2 4 30 5 38 70 6
PRB-2200350 R2 4 35 5 38 80 6
PRB-2200400 R2 4 40 5 38 80 6
PRB-2200450 R2 4 45 5 3.8 100 6
PRB-2200500 R2 4 50 5 3.8 100 6
PRB-2250160 R2.5 5 16 6 4.8 60 6
PRB-2250200 R2.5 5 20 6 4.8 60 6
PRB-2250300 R2.5 5 30 6 4.8 70 6
PRB-2250400 R2.5 5 40 6 4.8 80 6
PRB-2250500 R2.5 5 50 6 438 100 6




PRB-2

TR E
Referential Cutting Conditions
I et 5 TIVEE®
Workpiece Resin Aluminum Alloy
R [ElEREL X RE T RAIRE [ElEREL X IRE T AIEE
Revolution Feed Cutting Depth Revolution Feed Cutting Depth
mm min-! mm/min mm min-' mm/min mm
0.1 32,000 550~880 0.05~0.1 32,000 280~450 0.002~0.01
0.2 32,000 550~880 0.05~0.2 32,000 280~450 0.003~0.01
0.25 28,000 600~960 0.05~0.2 32,000 350~600 0.005~0.015
03 24,000 600~960 0.1 ~0.3 32,000 450~720 0.005~0.02
04 20,000 450~720 0.12~0.4 26,000 480~750 0.006~0.05
0.5 15,000 350~560 0.15~0.5 21,000 490~780 0.006~0.08
0.6 12,000 300~480 0.2 ~0.6 18,000 500~800 0.01 ~0.1
0.7 10,000 350~400 0.22~0.7 15,000 500~800 0.02 ~0.1
0.75 9,500 350~400 0.25~0.75 14,000 500~800 0.02 ~0.12
0.8 9,000 230~360 0.25~0.8 12,000 500~800 0.03 ~0.15
0.9 8,000 200~320 03 ~0.9 10,000 550~850 0.03 ~0.15
1 7,000 180~280 0.35~1 9,500 550~850 0.03 ~0.2
15 4,800 120~200 05 ~15 7,000 380~600 0.05 ~0.25
2 3,600 100~160 06 ~2 5,500 350~550 0.1 ~03
2.5 3,000 75~120 0.8~2.5 4,500 300~500 0.15 ~0.3
& = . ﬁ}‘jJELCJ( Y @Eﬁ\ \5% V) EE%%%}TT‘SL‘D “Adjust R'evolution and Eeed Speed according to Effective Length.
Rermarks cEvI 74— FIERRBICEDE THELTTEL, - Adjust Pick Feed according to Required Quality.

BRI 7 707 IV BEOBAEEIERE R L TTFEW, - Use ArBlow for Resin and use Cutting Ol for Aluminum Alloy.
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