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Tungsten Carbide 2 Flutes Endmil for Resin Processing
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Flute shape is arranget for resin processing with sharp edge
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Resin Aluminum Alloy
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@Cutting conditions are recommended on page 279.
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Tungsten Carbide Long Shank Endmill for Resin Processing
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Flute shape is arranget for resin processing with sharp edge
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Longer overall length for deep hole location machining
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Resin Aluminum Alloy
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@Cutting conditions are recommended on page 279.
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Bern |rntme| g | g | stnsmrts| i Born |romtem| i | i | stasa| B
PSE-202006 0.2 0.6 45 4 8,900 PSELS-2002 0.2 04 80 4 9,200
PSE-203010 03 1 45 4 8,000 PSELS-2003 0.3 0.6 80 4 8,000
PSE-204015 0.4 1.5 45 4 6,600 PSELS-2004 0.4 0.8 80 4 6,800
PSE-205015 0.5 1.5 45 4 6,600 PSELS-2005 0.5 1 80 4 6,800
PSE-206020 0.6 2 45 4 5,800 PSELS-2006 0.6 12 80 4 6,200
PSE-207020 0.7 2 45 4 5,800 PSELS-2007 0.7 14 80 4 6,200
PSE-208025 0.8 2.5 45 4 5,600 PSELS-2008 0.8 1.6 80 4 5,900
PSE-209030 0.9 3 45 4 5,300 PSELS-2009 0.9 1.8 80 4 5,500
PSE-210030 1 3 50 4 4,900 PSELS-2010 1 2 80 4 5,200
PSE-212040 1.2 4 50 4 4,900 PSELS-2012 1.2 24 80 4 5,200
PSE-215050 15 5 50 4 4,900 PSELS-2015 1.5 3 80 4 5,200
PSE-220060 2 6 50 4 4,900 PSELS-2020 2 4 80 4 5,200
PSE-225080 25 8 50 4 4,900 PSELS-2025 2.5 5 80 4 5,200
PSE-230103 3 10 80 3 5,800 PSELS-2030 3 6 80 6 6,200
PSE-230100 3 10 60 6 5,800 PSELS-2040 4 8 80 6 6,800
PSE-240124 | 4 12 80 4 6,600 PSELS-2050 5 10 80 6 7,400
PSE-240120 | 4 12 60 6 6,600 PSELS-2060 6 12 80 6 8,000
PSE-250150 5 15 60 6 7,300
PSE-260150 6 15 60 6 8,000
PSE-260210 6 21 100 6 8,900
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Referential Cutting Conditions
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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 min-' mm/min

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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