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@Cutting conditions are recommended on page 47. Unit [size :mm]
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Code No. Flute Diameter ComerR Effective Length Flute Length Neck Diameter (BN Length Total Length Shank Diameter
SBRET-42000106 2 RO.1 6 15 1.95 2 50 6
SBRET-42000112 2 RO.1 12 1.5 1.95 2 50 6
SBRET-43000109 3 RO.1 9 1.5 295 2 50 6
SBRET-43000118 3 RO.1 18 1.5 2.95 2 60 6
SBRET-43000309 3 RO.3 9 15 295 2 50 6
SBRET-43000318 3 RO.3 18 1.5 2.95 2 60 6
SBRET-44000112 4 RO.1 12 2 3.95 2 60 6
SBRET-44000124 4 RO.1 24 2 3.95 2 70 6
SBRET-44000312 4 RO.3 12 2 3.95 2 60 6
SBRET-44000324 4 RO.3 24 2 3.95 2 70 6
SBRET-45000120 5 RO.1 20 2 4.95 2 70 6
SBRET-45000320 5 RO.3 20 2 4.95 2 70 6
SBRET-46000125 6 RO.1 25 2 595 2 70 6
SBRET-46000325 6 R0O.3 25 2 5.95 2 70 6
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Processing Example
8 materiale SKD11(6048)
EATE Tools SBRET-43000109 (¢ 3)
[E#528 (rpm) 15,000
%Y (mm/min) 400
ZH)V)5A 2 (mm) 0.03
ZEWiAF+h (mm) 0.5
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Referential Cutting Conditions

g o= ~HRC55 ~HRC60 ~HRC65
Hardness
#HI2 NAK80, STAVAXZ SKD11% SKHE
Workpiece
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Flute Diameter | Revolution [~ Feed Depth of Cut  [Revolution|  Feed Depth of Cut  [Revolution|  Feed Depth of Cut
mm min”! mm/min Ad mm [Rd mm| min” mm/min Ad mm [Rd mm| min’ mm/min Ad mm [Rd mm
2 26,000 {1,800~2,200] 0.02~004 | 0.6 | 23,000 |[1,500~1,900] 0.01~0.03 | 05 | 20,000 {1,000~1,500] 0.01~002 | 04
3 17,000 [1,800~2,200{ 0.04~0.06 [ 08 [ 15000 |1,300~1,700{ 0.02~0.04 [ 0.7 [ 13,000 | 800~1,200{ 0.01~0.03 [ 0.5
4 13,000 11,800~2,200| 0.04~0.08 | 1 11,000 {1,300~1,700{ 0.03~0.06 | 08 [ 10,000 | 800~1,200{ 0.02~0.04 | 0.6
5 10,500 {1,700~2,100{ 0.05~0.1 1.5 9,000 |1,300~1,700] 0.04~0.07 | 1.2 8,000 | 800~1,200] 0.02~0.05 | 08
6 8,500 |1,600~2,000| 0.06~0.12 | 2 7,500 [1,100~1,500( 0.04~0.08 | 15 7,000 | 800~1,200| 0.03~0.06 | 1
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Remark

(1)QOil mist or Air blow is recommendable

(2)Adjust Revolution and Feed Speed at the same rate

(3)Depth of cut is shown the maximum value in rough cutting and semi finish
Adjust Depth of cut and Pick feed pitch according to required surface roughness

(4)Depth of cut is shown as Ad : Axial depth and Rd : Pick feed pitch

(5)Adjust the cutting conditions respectively according to Cutting shape and Machine rigidity
since these conditions are shown just as Standard

(6)Shorten overhang as much as possible is recommendable
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