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High-performance cutter to perform excellent aluminum machining from roughing to finishing

7 WZRR&NYY RFx/SRFe ...

High-speed milling cutter for aluminum RF type / SRF type

Ingenious Dynamics 0 EEE@!?I

SUMITOMO ELECTRIC



7IVIREEHY Y FRASKRR

Five major features of RF type, the high-speed milling cutter for aluminum machining **FR15FEBRETEH~E Z 8
Awarded by the Japan Cemented Carbide
Tool Manufacturers' Association in 2003

_5000ml min

Carbide and PCD inserts to support
roughing and finishing
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+Economical machining by using
carbide insert for roughing.

*Highly-efficient and accurate
machining by using SUMIDIA for
finishing.

*Roughing and finishing can be
performed within the same
machining process.

SUMIDIA

o tHE (H1)
Carbide

Highly secure
structure

* FDAICKDEm P F v TOREIBSLEXTR
(EROFELEEHLATTSERLEELY)

o LEVBEZHVIEVEEBNERET

o R« FMEDFIDSTVREFHR G2.5

*Preventive measures against scattering of parts and
inserts caused by the centrifugal force. (Use the tool
within the maximum rpm given in the right chart)

*Designed to prevent deformation without using
wedged-structure.

-Good body balance in grade G2.5.

| i@ﬁﬁ?ﬁ'ﬁﬂﬁ (Work material)
OV ILZBLU7IZEEEM
* Aluminum and Aluminum alloy
@ Z DIk EE (B58k. MSLIHITEFEA)

-Non-ferrous metals (Unable to machine cast iron

and steel)

| ﬁﬁtﬂﬁu%1¢ (Recommended cutting conditions)

#WHEIR Work material 7 IV=E%E Aluminum alloy
SIZEE Sicontent <13% 13%=
YHIRE | 5+ pPcD | 2,000~5,000 | 400~800
Cutting Speed

ve(m/min) | #8FE Carbide | 1,000~2,500 | 200~400
EDE Feed Ratef,(mm/t) | 0.05~0.2 0.05~0.2
110323 Depth of Cutay(mm) ~3 ~3

B

e 2=4541 (DA1000) :v,=

High-speed machining

at v,=5000m/min Strong yet lightweight

body

s
geERT1

5,000m/min
v.=2,500m/min

o R 7ILEH
BE7v7
o EE(XFRT 1+ DKI40%IC
ZE(k
o REFEHE7 LA MLE
o BEOE, TUMEFOEH,
T EIREEEREEIC
BEEFIR
- Strength improved by adopting
special aluminum alloy body.
*Weight is reduced to approx.
40% of the steel body.
-Surface is treated with hard alumite.
+High-speed revolving, loading

reduction on the major axis,
time-saving for tool exchange.

EORAT

Easy adjustment

e
FIENH

of runout
@ SrERAOERE
Maximum rpm
i3 n max.
ST 1‘;"'3“0;) o MIRNAR D EEFEasy R 51 L &R
RE2100R 159001 © &Eﬂj’utu MhialgeigAn Bty T+ JEE
: —v bDRBEEIT T, ARN10OumLINZE
RF4125R |13,500 ﬁEf%?'Z) yEpanst
=1AIZeX B
23;882 1;’888 -Easy adjustment of runot.
: « Structure design to allow presetting outside the
RF4250R | 7,600 machine. . .
RF4315R | 6,000 +High-precision design where runout is corrected

within 10um just by attaching the cartridge.

[ | 1iJ:U'ﬁ*HE'S (Surface roughness)

1:|:J:U’7]l]IFimshmg . w‘ﬁ'u%{q:cutting Conditions
Wvwe RNV ZVIEVS ve=4,990m/min

. Vertical MC =15.900mim-"
77— \arbour: HSKE3A n=o, _
D—Dwer 1 S0~129%7)V=Eg | Y=l 1A00mm/min

Alloy f,=0.12mm/t
tw@cmter - RF4100R 7‘]%{6(9’(/\_1) a,=0.5mm. '7’{/\0_Wipera =0.03mm
Teeth (1 Wiper) P P

Moo 1 POD(DA2200) Dry
3 s
R = i - e P e e e e e et P i
g
ez dat Ry:0.98 Rai0.114
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Selection guide of RF cutter fg1 o oD, Fig 2 W’
29 Ak
FIE1. hy FRT 1 DEIR SIS ST
Step1.Selection of a cutter = g = i ] 3
= EEA)
oDc [o] B8 |
| zl:ﬁs Cutter —oD oL |
& (mm) Dimensions Pk == .
g'gn. N% %toctiﬁ oD, oD, oD, L¢ od a b 2 Ef“t@ebﬁ Vgﬁg;t ﬁéj}
RF4080R [ J 80 82 60 50 25.40 9.5 6 30 6 0.7 Fig.1
RF4100R o 100 102 75 50 31.75 12.7 8 38 6 1.0 Fig.1
RF4125R o 125 127 75 63 38.10 15.9 10 38 8 1.6 Fig.1
RF4160R [ J 160 162 100 63 50.80 19.0 11 38 10 2.6 Fig.1
RF4200R [ J 200 202 130 63 47.625 | 25.4 14 42 12 3.8 Fig.2
RF4250R 250 252 130 63 47.625 | 25.4 14 42 16 6.0 Fig.2
RF4315R 315 317 240 80 47.625 | 25.4 14 42 18 11.0 Fig.2

HKEBRRIFRR—I7ZECELTEE L), Refer to next page for parts

FIE2. INHDER WIV-R[ - ¢ B OE B B R

Step 2. Selection of cutting edges Blade Desoription ce DA2200 S
gbﬁg/:r l\‘l\;r?al\Jb;dle\“ RFB 1
> St | AFBWL o
S AFD .

NP ZRALUEVTEIC IR T A REE SURRRDIeH M FI=—TU—RZREL C<fEE,

Please install dummy blades in the empty chip pocket to protect body and maintain balance.

*¥5S—J—R&E TU—R I ZvhEA R CH@EER TEE I, Dummy blade can be used for such two ways as blade and cartridge
—u > N
L AN o E & % %
Cartrldge Description Cat. No. Stock Cartridge shape

*E”HI ...... > EE?ij RFR .

for carbide insert
« Roughing

: 3 : AZF1YFv IR RFF °
XX {+ EI(FIT sedreecccees **P | for PCD insert **RFFH (RF4080RFrr0207 0l
. ¢ Finishing . *RF4080RTAYLAHIEI(8,3mmEL ) ZEHE S D55 . 1= vhRFFHZECEALES L\, GBELIRIFIERFFCH)
For cost-effective . Please use cartridge RFFH to perform large cutting (more than ap3mm) with RF4080R (For general machining, use RFF).
performance : D BEEE [DLCI-N REFAV 1] 7y 41
: a a:l J? m % 2 & Carbide |DLG-Coal |@ SUMIDIA® | ShicR ‘ H’MJ*
g nserts Description Cat. No. H1 DL1000 | DA1000 | DA2200 | SC10 nsert shape

.......... BEFv S
> Carbide insert SDET1204ZDFR ® P

AZFAVFVT | \F.
.......... ceccscssccs]p POD nsert NF-SNEW1204ADFR ® A

1=y NCEDET. ASTATF VT | \F SNWE120404ADFR-H °
FyJoBRELEY, | CDnset

Select a suitable insert JAIN—Fwv S
according to the cartridge. | wiper insert NF-SNEW1204ADFR-W L4 A

TAN=F T i

@ BEF Y TERSIATF v T (FU—FK) |lpornson | SNEWIZHADIRS
DIFEAIE (LX) DHEE(E
Recommended values of cutting edge positions {-‘E 5i:‘%'i$1ﬁ (IR R R T OBURHAEE B2 E L, )

(finishing allowances) of carbide inserts and

¥6 0464

SUMIDIA inserts (blades) s, FUNHEHEAEDOETERT DI ENTRET T D, ROBIRZHTFOHLEE L,
. X Carbide insert 1. BTV IERAZTAVIV—K (FvT) FERDNEMBEZHERELUCHDOHRT,
1o ol S 2. PINAEFEALBVIEICE, RT« DREENS Y RRBOIDICI=—TU—RE
FRMLIOBE . BALT S,
inthe same process || S csl 3. B—HvHICE MFBREEMORUINTZ Y RUTZE),
- f 4 M ETERMTOBAE. BT v IE RS FA P EZEICRBUTEE L,
FCD neert. @De | | 1.1 5. R=SH(VIV—RERZ IV F v I EEBFADE TERT BEE. )5S RERZFD
PCDF v 7 e FHafIEICEBOYINNZEE LT EE0,
DA I\—HE55H y 8 PCD insert A Caution (For more details, refer to the specification attached to the product)
(Di%ﬁ' Cz’ It is possible to mix different inserts and blades on one cutter body. Please take note of the followings about mixing:
When using wiper [50) 1. The cutting edge positions recommended for carbide inserts and SUMIDIA are as shown in the left figures.
edge N g 2. Please use dummy blades for the empty insert pockets in order to protect the body and maintain balance.
— - 3. Blades and inserts, when used on one cutter body, must have the same regrinding cycle.
. - 4. To perform roughing and finishing at the same time, carbide insert and SUMIDIA must be arranged alternately.
IAN=F 7 5. When SUMIDIA blade and insert are used together, the same type of insert must be used in the opposite side
Wiper insert 1.0 to maintain good balance

3
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Structure of RF type

MU (F v TiEHftFal)

Screw (Insert attachment Screw)

BFTXO509N

ByhRIU—(TTH52T)

Set Screw (Sub-clamp)

FrwIROUa—

(XAVTZ2T
Cap Screw {(Main Clamp)

BX0620

IEREET

Stopper

RFS tz.’

)/vlh

Adjustment Screw

RFJ

)

= =
Gan tidge
@ RFR.RFF.RFFH

BTDO510
-
: fi FI\—
Cover
&K =35 NEHHE
: Coolent flow direction
y gﬂml_‘) w
FBUP2-A0-8
=
BBam Parts
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S i » 7|
&& ! ' \ | |
j:“ Mf?fﬂ & *73?2‘/7 Cm\;—[a‘wu E }ﬁﬁ;ﬁ(j // < <
ain Clamp Sub-Clamp | Cover Attachment Insert Attachment
AN— |uERwE | FryT BN Eyh BN mpe |FyezRk| mae Bzt | s | s | =t
. 2 g— || 202 — sLvAR ,
over Stopper Cap Screw (N m) Cap Screw | (Nm) Screw  [Adjustment Screw Screw (N m) Spanners Spanners Spanners Spanners
RFC | RFS | BX0620 10.0BTDO05103.0 | '20F2 | RFy | BFIX | 6.0 | THO50 | THO25 | THO15 | TTX20

. ‘lZ“/@-Z)b-fﬁﬁiHﬂEBﬁ': Parts for coolant supply

WEBD —S >/ MEFE & BB LS Kcld o —S 2V NUEmIRS 52 TN e S ERA<LES LY

TRICAKRAZRUF I D REICOEXU CFEA—N—(CBBLEDELEE L,

When using an internal coolant,

please use a holder with internal oil supply or

clamp bolt with coolant holes. Recommended makers are as provided below.
Please contact each maker for the standard.

OWDMA,ET)I/?

Internal coolant holder

oU/—

ANARE | NEEILS R R i)
RF 4080R — MBC-M12 | TMBA-M12
RF 4100R — MBC-M16 | TMBA-M16
RF 4125R — MBC-M20 | TMBA-M20
RF 4160R — MBC-M24 | TMBA-M24
RF 4200R RF-CLT — —

RF 4250R RF-CLT — —
RF 4315R RF-CLT — —

. ﬁﬁﬁ?"‘éﬁll Application examples

X

?

RF-CLT (R#7EEmR)

RF-CLT (Standard stocked item)

—S VNI EMRI SV T MU
[KZHIIMBC-M 12~M24 (5575

Standard clamp bolt with oil hole
[Representative example]MBC-M12~M24
(Sold separately)

Bty T8GR Pars o setting

DONUHENTIZY NMIF v I ZEREE
Y hCTEXT,

Inserts can be set in the cartridge precisely and preliminarily
outside the machine.

Qv —T 9 7‘/75{5‘,—%
RF-SET (BIF5 1Z#£1EER) 3 IG

Setting Gauge
RF-SET (Sold separately,
standard stocked item)

j]uI% Work ﬁmIE Tool wﬁu%ﬁ: Cutting Conditions

*ﬁﬁu*ﬂ'ﬁ% Work material g!ﬁ Cat. No. VC:FUﬁUiEECumng Speed(m./min) ﬁﬁﬁﬂ%% Results
T Vi=iEDFeed Rate (Mm/min)

& Material FVTMEE crade ap=t)Jﬂ3}Depth of cut(mm)
=R RF4160R R v=1200 ﬁ:J:U’E*H?_\— Surface Finish + Ry =0. 2,um
Case AZH ALY TU—R sumpiasace | V=2390 TE:30.000& GBEFvIDI0EER
ADC12 DA1000 ,=0.10 Tool life : 30,000pcs (30x tool life of carbide tool)
Syyavs—AaHtwE | RF4125R v.=3000 T EIFEEE surface Finish - R.=0.3um
Transmission case A=A VF VT suMDA Insert v=7640 IT#:20.0004
ADC12 DA1000 a,=1.5 Tool life
YUvEH—~yREDDIIE | RF4250R V°:13?2§0 AT Roughing
Cylinder head BlEFv S I V=
ACAC HEEE ¥ J Carbide Insert aL=3_5 HITH 01 110,000
U'\773/ \_Hy1‘—_“j'ﬁ RF4080R V°=2500 1@.*:'::%2001’51\ Competitor's tool life is 200pcs
R BiEFy 7 (DLCO— Jide Insert (DLC-Coat) | V—5000
Ae|:a)r(§f1)v28r Eﬁiég( l\) CmE e s a'p:1 5~5.0 RFEYSEES 1,000EH T Rr's tool e is more than 1000pcs
) \}bjmj_"febﬁ@ RF4125R V°=2512 1m*ic?:| 1 Elﬁ%ﬁ Competitor : 10000pcs
Valve bod 2=4 w v+=9000
ABC';)Qy DA1§0}§‘\79: Y2 UMD e 3;20.3 RF”:”EEE\%E% RF cutter : 20000pcs
JNVTRFsEDEE | RF4080R Vc=; fgg b4t RBO00BTEHEER Competior - 5000pes
Valve bod 2A=4 Fw S v,=
A|jv)c1 gy DA1§0,5—\7 7 b e a:)=2.1 RFZ410000&MIT A cutter : 10000pcs
RREE RF4125R v.=2750 $\HY 5 ICHUINT RN S BT Th.BEMERT v T
liquid crystal parts AZHAYF VT SUMDIA Insert vi=5600 tHa,= 102G T
A5052 DA1000 a,=0.5 5.6 times higher productivity




SRFﬂﬁW@QiﬁU’H Selection of SRF cutter

Fig.3 e Fig.4 o

20

Fig.1 - Fig.2
60 40 -
e e
. 7-&12'5 Cutter
D. | N¥ | EE | _
BUE Car Mo | 7ERE | PHe o | Weight | FiZ4R
o Stock | (Mm) gfugebmr (Eg) ﬂFé
SRF30R-ST o 30 3 | 0.34 |Fig.1
SRF40R-ST o 40 4 | 0.50 |Fig.1
SRF30R-BT30 o 30 3 | 0.57 |Fig.2
SRF40R-BT30 @ 40 4 |0.72 |Fig.2
SRF30R [ ) 30 3 |0.27 |Fig.3
SRF40R ® | 40 | 4 |0.35|Fig.3
SRF50R [ ) 50 5 |0.59 |Fig.4
SRF63R [ ) 63 6 |0.67 |Fig.4

. Eaijttﬂﬁafﬁ Max. depth of cut

TEIFRERIC K DEAVIAHE TONDIHIATREEEE
TID, S, D— IR HIEEICKDELFDE T
DTHRELTLEE ),

The table below contains guidelines on the maximum depth of
cut determined from internal tests. 'O marks indicate the
possible application range. Actual cutting conditions should be
set based on actual machine and work characteristics.

EDEE

IEDRE Feed Rate v¢ (Mm/min)

Feed Rate

2500

4000

5000

tAd

1 Eo)ﬁD%Feed amount per blade fz (mm/t)

Depth of cut
ap (mm)

0.05

0.08

0.10

0.5

O

(@)

O

1.0

1.5

2.0

2.5

3.0

O0|0|0 |0 |0

3.5

0|00 |0|0|O

4.0

4.5

5.0

O0|0|0|O0|O0|0|O0 |0 |0

i
ul

_oD. |
250
025.4
©15.5)

2
5

$wHCutter :SRF50R  F v Finsert : NF-SNEWO09T3ADTR(DA1000)

n=10,000min"'

77—) \ArbourBT30 FMA25.4-45

TJ—2Work :A-5052 1&g : 35mmICBIFDRATAHE

Maximum depth of cut at 36mm

oD,

9.5
_025.4

[

6
13 26

)

(RFEER )V EABRRIRERE)

Distance from insert tip to top of bolt

[ | EﬁE"’xIﬁa‘wj Inserts

9.525 9.555 9.525 3962
6 C0.5 6 C0.5 6 R0.5
| I | v
R100( S £0)
. Q) ¢ 2]
o o )
Fig.5 Fig.6 Fig.7
AZHAV
EUZE Cat. No. RNFERAR SUMIDIA | iz
Cutting Edge DA1000(DA2200 | nser
NF-SNEWO09T3ADTR BEE X standard ® | A
NF-SNEWO9T3ADTR-U | D/ \—X wiper ® | A
NF-SNEWO9T3ADTR-R |RO—7F—X NoseRadius | @ | A |Fig.7

@EEHNETAN—HEE—RT« [CHEETERITDENTEET,

ORI—F—AHFVUDBLIMNIICELTNE I,
DAIN\—HAEDHEEGEERIFTERE A,

@F v J(I3EDBIAE (hAE9.225mm&E T) HIEIRET I HY
BIfEEONENELLET,

OFBMET v I ZCERICIEDEE. BifELHMDRCTF Y T%Z
Ty hUTLEEL,

OFBMEF v I ZCERICIEDRF. Y—ILTUEYIET
HEIBE= U CTRERLIEEL,

@Standard inserts and wiper inserts can be used on the same cutter body.

@Inserts with nose radius can reduce the clattering. These cannot be used with wiper inserts.

@Inserts can be reground 3 times (up to minimum IC diameter 9.225mm).

@\When using reground inserts, they must have the same regrinding cycle.

@\\hen using reground inserts, it is advisable to re-confirm insert height and cutting
diameter with a tool pre-setter.

P I ARR I Adjustment Screw SRFJ
ZJ)\Fspanners THO20/THO 15

. EBI:II:II:I Parts
@ =
{ -

FWI IS TRY Insert Screw #¢50.9605v5D

BFTX0409N Qo F— I \~OFE

49 N-m):4.0 INAEFUTERILNJISB1176)
] M12x30~35mmz
A) \GTS[}HHM‘,\S C@Eﬁﬁ'F‘éMo

Us

TTX15W

@SRF30R. SRF40RA7”—/\
Arbour for SRF30R and SRF40R

015

P.C.D 40202

T+« BIESRF30R,SRF40RZCERICEDIZR(F

77—\ ERDKSTBIETDHENBHDE T,
(OEhEBRP25.4%Z—88¢ 1 BICHT. @EYFRILRI(ME) Z4 5 F Al L)
RT A DI FNBIRDOEIRILIME, RE20Z SERLEE L,

Jlirement to modify the
215mm.2. Add 4 tap holes




. EI:J:U‘E*HL“ Surface roughness

[ElEREE 6370min-! [E1E5E 9550min™

Spindle Speed Spindle Speed

3 ~
—

[ElERER 20000min"

Spindle Speed

[EE5£% 12700min

Spindle Speed

T
£
[F
%ﬁé
& aan
2
9 5 // _e
LY o 7
g
@

1 —0— No.1
"EX —— No.2
K No.3

0 | | | | | | | | | | | | | | |

0.05 0.10 0.15 020 0.05 0.10 0.15 020 0.05 0.10 0.15 0.20 0.05 0.10 0.15 0.20
iEDE f,(mm/t) feed rate (mm/tooth)

@I T Conditions

HwHCutter: SRF50R. Fw FInsert : NF-SNEWOST3ADTR (DA1000) . ##l44Work Material : A-5052

@LLE: /31w H Cutters comparison
No.1[FIEEDIRERNI um
No.2[F I EEDAERN22 um
No.3IENo.2DT1RZETA)\—HICEHRZ
No.1 : Axial runout : 3 um

No.2 : 1"

:22um

No.3 : With a wipe edge. axial runout : 22 um

. EFH?%{?'J Application examples

7]”]:% Work 1§ﬁﬁIE Tool tﬂﬁu%ﬁ: Cutting Conditions
= (EEEH) min”
W g!ﬁ Cutter n Spindle S | =
?ﬁﬁ']ﬁ% Work material 9—")7@% - Vi= (ir%‘\nbj ieiir%;ee)[ mm/min 1%%%!3% Results
Mg Materia 9:“/7*3_*5 — ap= (tﬂﬂa}) AR
Depth of Cut
LT —2 SRF50R n=6000 12000 =
pcsIl TREREEL
ADC12 NF-SNEWO9T3ADTR v=2400 No problem after machining 12000 pcs.
Cam case DA1000 2,=0.5
JYEa—%— | SRF50R n=15000
r—= IVRIIVEREZNE #eXR2.5[8ICT7YvT
ADC12 NF-SNEWO9T3ADTR | v=7500 2.5 times productivity
PC case DA1000 a,=0.2
=9, SRF63R n=8000 ’J\ﬂ%ﬁ‘i_@@ﬁ vHIYAI VROV —ILFEDEREIC
ADC12 NF-SNEWO9T3ADTR | 1,=4000 1B2D' @B TR -
Differential case 263mm cutter solves tool interference problem within the
DA1000 ap:0-5 magazine when machining with a small machine.

4% —s—=— | SRF50R n=6000 H -

[FHEHH5E0.8S
ADCI12 NF-SNEWO9T3ADTR | v;=4000 Roughness of finish surface 0.8S
Intercooler DA1000 2,=0.5~1.0
T, SRF63R n=12000 BELYRIIVICHU. T EIFESSE, gER, FRZzilE

o Ltz EuE =
ADC12 NF-SNEWO9T3ADTR | v,=7000 RHER. BRRERERE A -~
Pump parts _ Better surface roughness, productivity, higher precision,
DA1000 a,=0.5 and longer tool life, compared to the solid carbide end mill.
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Five major features of SRF type, the milling cutter for aluminum machining of small diameter

=549C .
_20 Ogom\n

L

el e REEEMTTERET YT (RRRR. EARLIO

machines for small diameter o
FEREOHGEHATTEALEEL)

Increases productivity With highly-efficient machining
m—ca) (Please use within the m@Ximmum number of revolution

,l\;ﬁ of the facility and the Roldier) 11)\5
F ?"‘f}gl - BmIET
l\

High-speed machining at n=20,000 min"’
when used with SUMIDIA

5mm effective
PCD cutting edge length

e BT30JSADINEEMTH
RIDUCTERAVEREIFFET
¢ BT40. HSK AB3U5AM
P=INICBHTEAWEITET
Especially reliable on BT30 class
small machines.

*SRF cutter can run in both BT40
and HSK A63 spindle

o A=4541TDA10O0DIRAT.
HINIHSELEFINTETE
FESMMTHIG

- Effective cutting edge of 5mm
supports roughing and finishing
when used with SUMIDIA DA1000.

yJIC
Easy F&E‘r& NF? Y j .
 pEnAR TenER

e FyJEMIIARDY V TIVELEt o NFFv IJDRAICKDTEEZKR
BB R S R S TR T EETR (R *Reduction of tooling cost by adopting NF insert

-Simple Design:Insert is directly attached
*Precision assurance: Runout can be adjusted by simple mechanism

. iEFH?ﬁ'E"J*Z (Work material) . 1iJ:ID‘E*HL" (Surface roughness)
.}_}Alljsad:z}?)dljzﬁﬁ%ﬁﬁ I tt_t[j:‘jJDIFmishing tﬂﬁﬂ%#cmng Conditions
uminuh and ALminum a1oy #hve IR YYZVOEYY | v=3.140m/min
@ ZDtIESKERE (B3¢, SMIILIHITEFEA) R _ Vertical MC n=20.000mim-"
-Non-ferrous metals (Unable to machine cast iron | 22—/ \Arbour: BT30 25.4-45 #+=10.000mm/min
and S‘[ee|) JD—Dwork : A50527)l/:mﬁ f
: o Al Arroy ) fZ=0.10mm/t
B IS EISESF FScuter : SRFSOR TE(T1) 1) | a,=0.5mm. 74/i=115= 2,=0.03mm
(Recommended cutting conditions) #i&crade : PCD(DA1000) DRY
#WHEIA  Work material | PZJL=EE Aluminum alloy
SIiZBE Sicontent <13% 13%=
UM 0.1 Sieeove(m/min)| 2,000~4,000 | 400~800 48 R,
EDE Feed Ratef,(mm/t) | 0.05~0.20 | 0.05~0.20 j i
HI03Ad# Depih of Cut ap(mm) ~5 ~5 &5 S Ry:1.37 Ra:0.125




7IVSRIMEDY 5 SRF=

Milling cutter for aluminum machining of small diameter SRF type

O ZEDY)D < FHRE LI D R LBUTID < FHBEE
SNBHTEHHDHRIDT., BEH/I\— ’Pf%a%)(t?%
DRFEEZEFAL. B - PrRIC+H TERELES

SZEICBEVVEL DI
® HLVWINAZR > TOBIeHEURLIC TEEL 2T L,
o ERSEER S0 RSO TESSEE IE&E
RAVEBEF T OTHERFEORENTTEA S

BEEANE

o TKAEMDEIHIAZ CERICEDHEF
BZRETOEEDNRZHUTIRE.
KEC<NLNBTEFRELTZELY

A

® \ery hot or lengthy chips may be discharged while the
machine is in operation. Therefore, machine guards, safety
goggles or other protective covers must be used. Fire safety
precautions must also be considered.

® Please handle with care as this product has sh:

recommended conditions.

® Improper cutting conditions or mis-handling of the tool may result
in breakages or projectiles. Therefore, please use the tool within its

arp edges.

® \When using non-water soluble cutting oil, precautions
against fire must be taken and please ensure that a fire
extinguisher is placed near the machine.

€ FREJITERASAL
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