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High quality milling cutter for Aluminum alloy machining

RF=/SRF=

RF series / SRF series Z56hx

RF series SRF seri

Special-aluminum alloy-body. |deal for.use.in.small-machining.center

High precision, high speed, lightweight, easy handling High precision, high speed, easy handling
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RFa

High-speed machining . .
at v,=5,000m/min Strong yet lightweight

Carbide and PCD inserts to support ma“ body
roughing and finishing ‘a&

N\
ﬂﬂ“ ) ;’C e 241+ (DA1000) :v,=5,000m/min gﬁﬂﬁ : 4

N
T _t\j-‘n“I SUMDIA _\—\7—
o #B1E (H1) v, =2,500m/min =/
4 ' *zﬁ Carbide ﬁ
E\,\ﬁ'\ﬂ' .
- o BEHRTIVE=ZULEED
o SN TIRABREA P — T RATREY YT
IJ/=—T o (IR DF40%IC
o T FIFMIIZRAZSHAVT ZE1{t
SR, SEENT » REGEAT VYA ML
o 8- t+_E(FREB I T B AE RREIEE, MR O,
'Ecobngmical m?chininghby using T83 ‘mlﬁﬁ;ﬁ%_ﬁfﬁ’&%iﬁ
ide insert i .
. Eﬁlgr h:y.—ee#?igi%nt ?a%rdoggcbqgte férgggfgmﬁvrﬁdafgyagggf "9
machining by using SUMIDIA for “‘Weight is reduced to approx.
finishing. o 40% of the steel body.
*Roughing and finishing can be Surface is treated with hard alumite.
performed within the same -High-speed revolving, loading
machining process.

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

Highly secure Easy adjustment

()] )]
structure ;;—;ﬁ%" ﬂﬁ*\%ﬂ of runout
@ HERACILEE

Maximum Allowable Spindle Speed

=~ _ . il 3 n max.
o SZDNIC KD E P A P — P OREIPGLEXT R Cat. No. | (mim™) TUty MNOETREANERE Y T4 VT i8S
(EROFSEmEEINTTERC a0 [Rroson [17.000| o oty L o s

o LETUBEZRALEWVLEEBRERET RF4100R | 15,900 BT DS ss
SIS
o R4 A FDFIDOEVREFR G2.5 RF4125R 13,500 , - , ,
X . : . RF4160R [11.000 -Structure design to allow presetting outside the machine.
Preventive measures against scattering of parts and ’ -High-precision design where runout is corrected
inserts caused by the centrifugal force. (Use the tool RF4200R | 9.000

within the maximum rpm given in the right chart) within 10pm just by attaching the cartridge.
+Designed to prevent deformation without using wedged-structure. RF4250R | 7,600

-Good body balance in grade G2.5. RF4315R | 6,000

. i@Fﬁ?ﬁ‘E’U’I‘Z Work material . 1iJ:UE*H'$ Surface roughness

I, =— 3 Y77, = — =3 il
.j )IJ\—'joa-DckO'J )lj\_'jbuﬁﬁﬂx ﬁ:J:U'jJ[]I Flmshmg tﬂﬁ”%ﬁ: Cutting Conditions
*Aluminum and Aluminum a||<‘3‘y e N R = S I 2T V.=4.990m/min
OZDfhIEHERE (%, MFIHITEEEA) ‘ Vertical MC - o
-Non-ferrous metals (Unable to machine cast iron and steel) 7= Warbour: HSKB3A n_15’900m|m -
W RIS i oy P e
o) Recommended cutting conditions e - N R LU
SIZEE12.6%LLT sicontent of 12.6% or less -1|-§FIﬁ - RF4100R %\J%;?h(?;\/r‘{):() 1) aDP=0-5mm‘ A1 \_W‘Wap=0'03mm
e =nE T . r
?ﬁiﬁ‘]ﬁ ﬁ;ii}a; W—E{K\g?’é&éﬁjﬂg) T?Eiéi(ﬁmriéé> 44%; t\ M‘*EGrade . PCD(DA2200) y
Work Material Hardness CL’\|/t|1I|r?g Speed v(m/mln) MFEed Rate f(mm/l) Mt
FILEZOL4 — 2000-3500-5000 | 0.05-0.13-0.20 | DAIODVDAZZID

— 1000-1750-2500 | 0.05-0.13-0.20 H1
SiggEE12. 6%#_2. Si content of over 12.6%

o
Aluminum Alloy

7)[/:_'j./_\ 400- 600 -800 0.05-0.13-0.20 | DA1000/DA2200
AlumﬁufrFA\loy 200- 300 -400 0.05-0.13-0.20 H1

FRVHIRAEELZ TH D AN D — Il VAGEEICKDFENUETT .

N§§ The above recommended cutting conditions serve as a guide. Actual conditions will need to be RZO 98 Rao -l ] 4
adjusted according to machine rigidity, work clamp rigidity, cutting depth, and other factors. i -
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RF 4000z

RF4080RMD+
RF4080 Only o T
©
DCSFMS
0101.6
Fig 1 Fig 2 =~
9 P 9 D g
o T ‘WJ(\I % éz ] *C\l
= = o)
) 232
DCC DC
DCX
. $1$ BOdy pex ! & (mm) Dimensions
I H #BIFAIR| K X |8 & | N &F| B E | GBERS BES| 3% 58
gl:t Nﬁ 725[ tﬁ Diameter |Max.diameter| Boss Height _|Hole diameter|Keyway width|Keyway depth| Bore depth| Number Weight Fig
o - DC | DCX [DCSFMS| LF | DCB | KWW | KDP | CBDP | ofteeth | (kg)

RF 4080R o 80 82 60 50 25.40 9.5 6 30 6 0.7 1
4100R o 100 102 75 50 31.75 12.7 8 38 6 1.0 1
4125R (] 125 127 75 63 38.10 15.9 10 38 8 1.6 1
4160R ([ ] 160 162 100 63 50.80 19.0 11 38 10 2.6 1

RF 4200R ([ ] 200 202 130 63 47.625 | 254 14 42 12 3.8 2
4250R 250 252 130 63 47.625 | 254 14 42 16 6.0 2
4315R 315 317 240 80 47.625 | 254 14 42 18 11.0 2

AEICTU—R, A2y b AV T = MIEFRATHD F R Ao 7=/ INDOBUTFICIE, DIFRIEMRIL METHERIEE W, Cartridges, blades and inserts are sold separately. Please use a collar bolt for securing the cutter to the arbour.

I DER WIV-F[ & & & G %

Selection of cutting edges Blade Description Cat. No. Blade shape
DA2200
ZZHAPTL—R
SUMIDIA Normal blade i) o
cesscscescscescesd |AIF(VT4)(-TU-R
SUMIDIA Wiper blade RFBW o
IS—JL—R °
Dummy blade idze (ﬁﬂ)sma
#9=—JU—RE ITU—R IO CHBERTEE T,
Dummy blade can be used for such two ways as blade and cartridge.
Bl1-vh = =z & 1/ B R
Cartridge Description Cat. No Stock Cartridge shape
BEr Y —hE
*F;'EEIQE%E """ P | for carbide insert - e
: : : A354742%—1A | RFF
IXIN ﬂ:ﬁgzgll oo ':' eecceccccs P [for PCD insert RFFH (rr080R% re0s0m o) ®

For cost-effective

performance .
: 4 BV
¢ Inserts
............ >
tecsssccne cessssccce P

A=y NCEDET.
19— rHERBEVE T,

Select a suitable insert
according to the cartridge.

QEBFEA VY- NRZI( VA VY —NAZF(¥
TU—RORERE (LK) OIELE(E
Recommended values of cutting edge positions
(finishing allowances) of carbide inserts and
SUMIDIA inserts (blades) BEASH—

Carbide insert
o fB-{t E(F
EEFINTIDIEE

Roughing and finishing
in the same process

229474 5—b
e

PCD insert

ASHA VA H—b

1 /o PCD insert

s DA I\—HKE
) =1
When using wiper
edge

A=AV G—k /

Wiper insert

0.03~0.0

—

-
o

*RFA4080RTALIAHIIHI (a,3mmbl k) ZE g HiBE. 1 - vRFFHZECERLEE W CBREUIHIRIFRFFT)
Please use cartridge RFFH to perform large cutting (more than ap3mm) with RF4080R (For general machining, use RFF).

ZEag| DLC | A=F1V |03

g‘;br%ijeﬁgen_'\ SDET1204ZDFR | ® | ® | — | — | —
ASTAVAITN NesnewtosprR | — | — | @ | A | —
ot || | — | &) |
ST Nesnewtoomorw | — | — | @ | A | —
ST snew toouaorRWs | — | — | — | — | @

A\ SFEEE G R R OREHEEECE T, )
ZYVNAGHEFESDOETERTICENTEETITH, ROFBIEESTOHLIEEL,

1. BEA VY= ERAZIAVA VTN AZI( VT U—REERDIEMBZHERELTHEDFT,

2. UINHAZHALIEWVWHEICIE. IRTo DREL NSV ARFDIHICY=—TU—R7%ZE
BALTLEELY,

3. B—hvFIClE. TBEREBEEHMORUTINIZ Y UTLEEL,

4. -t ETRNIDBER. BEA V- EAZFIA/ VAU T— ERBICEBLTLEEL),

5. AZFA VAT —hERZIAV I —REHIFEDETERTDE. /NS
REDICH TR BAEICREDUNIZEEL CIEEL,

A Caution (For more details, refer to the specification attached to the product)

It is possible to mix different inserts and blades on one cutter body. Please take note of the followings about mixing:

1. The cutting edge positions recommended for carbide inserts and SUMIDIA are as shown in the left figures.

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.

5. When SUMIDIA blade and insert are used together, the same type of insert must be used in the opposite side
to maintain good balance.

HEPRRIFAN—I R TELEE LN, Refer to Page 4 for parts.
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RF 4000z B RFROWEE  omon

@, FryIATUa1—
Structure of RF type Rme%e " édf,( sii(ﬁﬁ(ﬁ% )
BX0620

i@%vl%n[fsmew d1”-wv b

RFJ Cartridge
MR (A >¥— MaBRTRL) AFRAFF.REFH

\\ / Screw (Insert attachment Screw)

BFTXO509N

_ g‘
e W a—(HT55°
— R BB 7 777
4 4 3 N BTDO510
$)—
Cover
RFC
5—5 NEHSE et
Coolent flow direction chmpg 708
— 53 e £ )
. I::I:BI:II:I Pal”[s Ny i%ﬁfﬁe{ngldjTE{wgr?ng(TNorme)

\\\ P O
0. D& @ Ng A

)
& YIOSVT| HIN-EEF -l \ /

<
Sub-Clamp | Cover Attachment Insert Attachment &

=l

o |pmes FvJ vk . o - o [FTA0)1-F | uhAoUa-R| MAAUA | #ERQUHA
Cover Stopper Cap Screw Cap Screw Screw Screw Adjustment Screw | Wrench for Cap screw | Wrench for Set Screw | Wrench for Screw | Wrench for Adustment Screw
FBUP2 BFTX
RFC RFS BX0620 |{10.0|BTD0510| 3.0 6.0 RFJ THO50 | THO025 | TTX20 RFT
-A0-8 0509N
~ AN _ ~ > X
. tJ’;"—Z)b—fﬁmHi‘n’Bﬁ': Parts for coolant supply . t‘yT*f /7 EB&. Parts for setting
BT —Z MRS BN RN LY Fcld o —S VN USEmiR T S TMIbNz SR E TN . _ .
TRICREHIERUFT D RECOEHELTEEA—H—ICBLEDELE W, BONUHEANTIZ Y MMV Y~ %
When using an internal coolant, please use a holder with internal QH supply or E*ﬁfg(:t W I\‘Ci\'-?i?o
gfégspebc‘g;gg?ecsgy:anq;ﬂgﬁ%ﬁﬁgzgmﬁ;‘éed makers are as provided below .W%ﬁéi/_lﬂiaél%%_ Ee) :)njtzr‘(tjseiig Fneazit‘r;r;.the cartridge precisely and preliminarily
FERE | NSOV | e e 2 b () e e e e
Body Cat. No. | Interal Goolant Holder| MST3-= ggpoﬁéiﬁ BIG DAISHOWA# & Ot‘yj_-»ryﬁ"z—;{“ . .g Ffjgiéu‘ﬁ
RF4080R | — | MBC-M12 | TMBA-M12 RESETGIRMAEER) O ssrme)
RF 4100R — MBC-M16 | TMBA-M16 Slandard stocke tom” AR
standard stocked item)
RF 4125R — MBC-M20 | TMBA-M20 @5 —SUNRIGEHIRS S TN o
- AND = M
RF 4160R — MBC-M24 | TMBA-M24 [{‘s?.%ﬁlﬂ MBC-M12~M24 (F55)
RF 4200R | RF-CLT — — %28?%5&595Sx‘;“m‘%‘ﬁeﬁﬁ‘g%z@%W »
old separately)
RF 4250R RF-CLT — —
RF 4315R RF-CLT — —
==
. EFH%WU Application examples
1§ﬁﬁI§< Tool tﬂﬁu%ﬁ: Cutting Conditions
A AN Body v.=tHEIERE cutting Speed (m/min) (SRR
Work material TU—R AP —b Blade, nsert | vi=XDIERE Feed Rate(mm/min) Results
17& crace a,=tiAd* Deptn of cut(mm)
r—2 RF4160R v.=1,200 1+ _EIFEHREE surface Finisn : Ra0.2um
Case AZHA Y TU—R sumpnsiece | vi=2,390 MT#:30,00084 (B VY —hD 30185
ADC12 DA1000 a,=0.10 Tool life : 30,000pcs (30x tool life of carbide tool)
SyYavh—ABDhEE RF4192§rF; PN V:73§2§ ft_EIFEAEE Surace Finisn - Ra0.3um
Transmission case A= j' Y —bK suMDIA Insert | V=1,
ADC12 DA1000 - a,=1.5 INTH 100l ife :20,000&
IS —AwRED DI E ?fMZSOR VF?ffgo AN T Roughing
Cylinder head BREA >/ Y —Is carbide | vi—=11,
AC4C H1 e a;:3,5 IIITEL 700l e 1 10,0005
acia)) \—EE{TJU'E RF4080R Vc:s’ggg ﬁiﬂﬁcﬁ’:EOO’ﬁ‘ Competitor's tool life is 200pcs
R B4 1 —N(DLCO—P) Carbice Insert DLC-Coat) | Vi,
Aegé?/;r E?iii;f;c)% l\( l\) A L e aL=1 5~5.0 RF@%@] ,OOOE\ﬁﬁ RF's tool life is more than 1,000pcs
NILTRT«HHEmE | RF4125R chg’ggg fthtt510,0008 %4 Competitor : 10,000pcs
Valve bod! =4 Y — vi=9,
Aa[\;eC*]ozy DXA\1§(;0r-\7/r /-U- l\ SUMIDIA fnsert a;=0_3 RF@E0,000'{E}%@ RF cutter : 20,000pcs
/Ul/jl-r\i"ﬁ%bﬁﬁ RF4080R V°=; ’fgg {m*il%5,0003i§ﬂ§}§ Competitor : 5,000pcs
Valve bodt =4 H— V=6,
:560102y DZAqgog‘P,r JU‘ I\ SUMIBIATnsert 3;22.1 RF@] 0,000EHDI RF cutter : 10,000pcs
RERE RF4125R ve=2,750 #0v5 THUINT A AZEE Ch.6f88ERT7 YT
liquid crystal parts A=A YA P —b sumDiA Insert | ¥7—=5,600 # a,=1mma2EHLT
A5052 DA1000 a,=0.5 5.6 times higher productivity




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

Suitable for using with small =ap

machines for small diameter b ﬁﬂb$ﬂﬂl?$&lﬁ7y7 (Em%ﬁﬁ%\ ﬁﬁﬁl‘h”lga)
FERROEMEEATSERLEEWY)

Increases productivity with highly-efficient machining
(Please use within the maximum number of revolution

of the facility and the holder) 11)\5

! & _\:\7“1!\\1{5

5mm effective
PCD cutting edge length

* BT30ISADINEUEMTH
RIDUCCERAVREITET e 2=4511TDAT000DEHT.
¢ BT40. HSK AB3J5AMD HEMIHhSHEEIFMIFTER
P=INICBHTEARAWEEIFET HIREMMT
Especially reliable on BT30 class -Effective cutting edge of 5mm
small machines. supports roughing and finishing
*SRF cutter can run in both BT40 when used with SUMIDIA DA1000.

and HSK A63 spindle

Easy
adjustment
of runout

J.
==

o (VY —NERIFARDY Y TIVEEE e NF1/ V8 —hDRAICKDTEEZER
S B R S B AR IR N FE SRR ‘Reduction of tooling cost by adopting NF insert

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

. i@ﬁﬁ?ﬁ'ﬁ'“ﬁ Work material . 1:|IJ:U'E*HZ'S Surface roughness

ZIL=— S FIOYN IS — = il
.JA)llj\_'jL\bg:g / ”j\_lj”j-\ = ﬁéﬁl ﬁ:J:UEle]I Finishing . tﬂﬁu%# Cutting Conditions
uminum and Aluminum alioy Meiwe MR YZUIEYS | v,=3140m/min
O Z DL FHEIE (k. WM TTFHA) e " 7 20.000mim"
*Non-ferrous metals (Unable to machine cast iron and steel 4=/ \Arbour. e 10 :
( ) B CASOSI7ILS=oLEE | v ‘1001’800“1/?/ min
Work Material uminum Alloy =0.10mm
Y WA ) - R z |
| ?Eﬁtﬂﬁ“xﬁ: Recommended cutting conditions fEFIE :SRFS0R(@B05KA(TA)(-1))| a;=0.5mm, T4/ =ipr a,=0.03mm
SIZAE12.6%LT sicontent of 12.6% or less Tool . 5 Teeth (1 Wiper) Dry
TIBLRE v.(m/min) | 3ZD & 1,(mm/1) A —k Mi&Grade - PCD(DA1 000)
#HIT BEE | Re-mie- bR - % - WiE
Work Material Hardness Cutting Speed v(m/min) |  Feed Rate f,(mm/t) |
Min.-Optil Max. Min.-Optil Max. i
ZIL=—
/ “J/E_'j'/A — 2000-3000-4000 | 0.05-0.13-0.20 | DA1000
Aluminum Alloy
SI%ﬁ%] 26%¥Ei Si content of over 12.6%
FIL=ZZD L
a% — 400- 600 -800 0.05-0.13-0.20 | DA1000
Aluminum Alloy
SR FECVIHIRMIZIBR TH D HERANE D — I B HAHEEC KD BENNETT . Rz:1.37 Ra:0.125
S8 The above recommended cutting conditions serve as a guide. Actual conditions will need to be

adjusted according to machine rigidity, work clamp rigidity, cutting depth, and other factors.
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SRF=z

Fig 1 Fig 2
(6] ‘33/\‘ *********************** IS4 6]
a 7 i B e S a
40 60
100
60
. $1$ BOdy ~5%&(mm) Dimensions
; HE [ KR B
gét N% gﬁ% Diamgt:er ’B(\)ss ,\ﬁjm%%r We\(;i;t Fig
o DC [DCSFMS] of teein | (kg)
SRF 30R-ST [ 30 - 3 1034 1
SRF 40R-ST ([ J 40 = 4 1050 1
SRF 30R-BT30 o 30 - 3 |057| 2
SRF 40R-BT30 ([ J 40 = 4 1072 2
SRF 30R o 30 |[50.0 3 (027 3
SRF 40R o 40 500 4 |035| 3
SRF 50R [ 50 [46.5| 5 059 4
SRF 63R o 63 450 6 |067| 4

. EElith)Jﬂaf Max. depth of cut
TECIFRERICKDRAVIAHT OO YIBITTEEERE T 9 Hi.

BBV, WHMFMREICRDETDEIDTHRELT

<TEELN

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.

EDRE

EDIRE Feed Rate v; (MM/min)

Feed Rate

2,500

4,000

5,000

tiAdr

1 HHDDIEDE Feed amount per tooth f, (mm/t)

Depth of cut
ap (mm)

0.05

0.08

0.10

0.5

1.0

1.5

2.0

2.5

3.0

O|0|0|0|0|0O

3.5

O|0|0|0|O0 0|0

4.0

4.5

5.0

O|O|O|0O|0|0|0|0|0|0O

tﬂﬁ“%ﬁ: Cutting Conditions
$w% Cutter : SRF50R A T —I Insert : NF-SNEWO09T3ADTR(DA1000)
[BIERE Cutting speed : n=10,000min”
77—\ Arbour : BT30 FMA25.4-45

#EIFT Work Material | A5052 1 : 35mmICBIF DR ALAH

Maximum depth of cut at 35mm

Fig 3 Fig 4
]
= @ %)
S (| el & & olele T j;[ﬁ
3 @ N 9 [SIRIES o] |0
= 8l O Ql O
{5 g g
6 LI
(kLTINS | 13 (12)|_ 23
Distance from insert tip f<e—=
to top of bolt . 50
<
WA Y—b nserts
9.525 9.555 9.525 3.962
6 C0.5 6 C0.5 6 RO.5
i i " V.
R100 \}59

r
9.525

-

9
9.525

-
9.525

Fig.5 Fig.6 Fig.7
n & DR Siaon’ | Fig
at. No. uting 99 pato00] DA2200
NF-SNEW 09T3ADTR |58 Standard ® A 5

NF-SNEW 09T3ADTR-U | 71 /\—X Wiper ® | A 6
NF-SNEW 09T3ADTR-R |RO—7F—X NoseRadius | @ | A 7

OEENET AN\ —HREE—RT A ICHEETERTHIIENTEFT,

ORI—F—NRFUUDLZWIITIGELTVE T,
DAIN—HEDHEERFERRFTETBA,

@1 VY —NESEDBIHE ($hAHE9.225mmET) HETEETI bl
BREESNLUENELLET,

OFBMEA VY — e ERAICEDHE. BifERKDRUA VY —he
Ty hUTLEEL,

OBREA VY —eCEAICEDRIE, Y—ILTUEY5ET
REUBEZEEEBUCTHERLEE L,

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.

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

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

(22)

1= Ri
oy
<
=
P.C.D 4002

M7+« BIESRF30R,SRF40RZCEAICKEDHZR(F

7—)\7& LERDKSHEIET DHEDHDEIT,

(DR ER25.47%Z — a1 5T T @I RIL KT (MB) Z45 FrilT)

INT A FDMFIFINARDERILIME, RE20ZSHERLEE L,

When using SRF30R and SRF40R cutters, there is a requirement to modify the arbour as shown above.

(1. Reduce part of the arbour's adaptor shaft from ©25.4mm to 15mm.2. Add 4 tap holes for (M5) cap screws.)
Please use a hexagonal bolt M5 x 20 mm for securing the body.

45°

(REaZs)
4-MBX0.8F8 A

(4 equi-sj d
4-M5x0.8 depth 8

o015

fom) HEER 1T LD (N-m)

Recommended Tightening Torque

. J|:II|3EIﬁI:I Parts

@ @ | N <
. 5 g mxaUH FERQUA
mau @ FERL LT S
Screw Adjustment Screw Wrench for Screw Wrench for Adjustment Screw
BFTX THO15
0409N 4.0 SRFJ TTX15W THO20




B SRF 2 DtEER

Structure of SRF type

AP =TS TR hnsert Sorew

BFTX0409N
[#22)L2 (N-m):4.0]

Recommended torque

L>F wrenchs
TTXT15W

EE%@L, Adjustment Screw SRFJ
L>F wrenchs THO20/THO 15

”

0
=

%#@50.,260/v5D

T =) \~O#EFFIE
NAETUTERILNJISBT176)
M12X30~35mm7%&
CERATEL.

Use hexagonal bolt (JISB1176)
M12 x 30 to 35 mm for securing the
050 or 060 cutter to the arbour.

. EtJ:U'E*HES Surface roughness

E#R®RE 6,370min™" EEmRE 9,550min™" EEREE 12,700min [E#R®RE 20,000min-’
Spindle Speed Spindle Speed Spindle Speed Spindle Speed

£ 4

£

|F

H 2
= ° ,

2 /o /" //

¢ /'/

<

g’ 2 _

3 w V V/ J

£

>

A —e—No.1

No.3
0 | | | | | | | | | | | |
005 010 015 020 005 0.10 015 020 0.05 0.10 0.15 020 0.05 0.10 0.15 0.20
EDE f,(mm/t)  feed rate (mm/tooth)

@Ik Conditions

$1w% cutter: SRFE0R(850,58H 5 teeth). 1 2 B— b Insert: NF-SNEWO9T3ADTR (DA1000) . #HEl#t Work Material : A-5052

QLR AvH
No.1 [FIEEDOIRN3UM
No.2 [FIEEDIRN22um
[ENo.2D1HZE DA\ —RICERA

. Eﬁﬁ?’éf?ﬂ Application examples

No.1 : Axial runout : 3um
No.2 : Axial runout : 22um
No.3 : With a wipe edge. axial runout : 22um

1§FﬁI§< Tool tﬂﬁu%ﬁ: Cutting Conditions
=[O)%55& in
s | A s e AR
Work material A —B Insert Vf:)iF?eﬁ'e{% mm/min Results
I — \A

& Grade ap tUDJe;ptthofngm

AL —2 SRF50R n=6,000 12,0001 o
, TU. BEEEL

ée?mcc-laese NF-SNEWO9T3ADTR | v;=2,400 No problem after machining 12000 pcs.

DA1000 a,=0.5
JYEa—%— | SRF50R n=15,000
F—2 ’ IVRIIVEHRZNE BEE25\ICT7VT
ADG12 NF-SNEWO9T3ADTR | v=7,500 2.5 times productivity -
PC case DA1000 a,=0.2
For_2 SRF63R n=8,000 /J\*:”%W?g)ﬁ‘yQ(IVﬁ'D“JWEG)‘Zf}b:Fiu‘fD‘FEﬁ%EIC
ADC12 NF-SNEWOST3ADTR | v,=4,000 350" DEe63mm7)y & CRIERR "
Differential case @63mm cutter solves tool interference problem within the

DA1000 a,=0.5 magazine when machining with a small machine.
449 —4—5— | SRF50R n=6,000 HEEEE

0.8s
ﬁ?? 1 2| ; NF-SNEWO9T3ADTR | v1=4,000 Roughness gfﬂmsh surface 0.8s
ercooe DA1000 a,=0.5~1.0
R TE S SRF63R n=12.000 BT RI)VICHU. (L EES, fER, FmztlE
(=] ’ =abgmr =Y=E

ADC12 NF-SNEWO9T3ADTR | v;=7,000 R, BRRFRRR R .
Pump parts B 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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® \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 sharp edges.
® |mproper cutting conditions or mis-handling of the tool may result
in breakages or projectiles. Therefore, please use the tool within its

recommended conditions

® \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
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Global Marketing Department
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& Sumitomo Electric Industries, Ltd.

T664-0016 RER

1-1-1, Koyakita, Itami, Hyogo 664-0016, Japan

T107-8468 RR#MEXTHKRIIR 1 -3

T451-6036 & & B
T471-0835 E 4l B &2
T541-0041

TEL (03)6406-2636
TEL (052)589-3873
TEL (06)6221-3700

Fﬁ 7 X4 S HE6

H M HE 2 -
' &/ B(0144)35-3322
= 1l & B(022)292-0128

il 72 & 8(0047)61-6337

1
8

FRATEBEILETI-1-1

3
1
0

kBEFEEF'E‘&X:It/,fEZl 7-28

1% 8(0285)24-3627
fE & B8(048)525-8215
1% & 8(045)851-1788

TEL (072)772-4531
TEL +81-(72)-772-4535

TEL (03)6406-2635
TEL (052)589-3873
TEL (0565)26-4370
TEL (06)6221-3600

E_E =+ B(0545)53-1152
5 #13 B(053)451-4395
1t Bz 8(076)264-3822

FAX (072)772-4595
FAX +81-(72)-771-0088

FAX (03)6406-4006
FAX (052)589-3874
FAX (0565)26-4366
FAX (06)6221-3015

@ 11| B(086)221-3052
I & 8(082)250-1022
1 M B(092)481-8131

& ERETY-ILrvbFRAT B @ ERET/\—

RIREEE TEL(03)6406-2814 FAX(03)6406-4037
E’JE‘KE‘%%K TEL(052)589-3840 FAX(052)589-3841
KRBREZEES TEL(06)6221-3900 FAX(06)6221-3015

——>> HITRORHEHERE, <——

U= )L

LWWITE
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