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

7 WZRR&NYY RFe/SRFe ...

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

Ingenious Dynamics 0 EEE@!?I

SUMITOMO ELECTRIC
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Five major features of RF type, the high-speed milling cutter for aluminum machining **FR15FEBRETEH~E Z8
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 {8HE (H1)
Carbide

Highly secure
structure

* FZDAICKDEm P F v TOREIBSLEXTR
(EROFBELEETHLATTSERLEELY)

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
@ ZDftIEkEE (B58k. MSLIHITEFEA)

-Non-ferrous metals (Unable to machine cast iron

and steel)

| }E“;’é’tJJﬁU%ﬁ (Recommended cutting conditions)

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

ve(m/min) | #BE 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

R

e =454+ (DA100O0) :v,=

High-speed machining

at v,=5000m/min Strong yet lightweight

body

s
geERT1

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

o A7 ILEH
BE7v7
o EEXHIRT + DFI40%IC
ZE(k
o REFEE7 LA MLE
o SRS, TUMEFOEH,
T EREEEREEIC
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
@ SrERALOERE
Maximum rpm
i3 A max.
ST 1‘;"'3“0;) o MIRNAR D EEFEasy R 51 L &R
RE2100R 159001 © &ﬂj’utu rhialgeigAn Bty T+ JEE
: —v bDRBEEIT T, ARN1OumIAZ
RF4125R 13,500 ﬁEf%?Z) yEpTanst
=1AIZeX B
Eij;ggg 1;’888 -Easy adjustment of runout.
! « 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)

ﬁ:J:Uerl]IFimshmg . w‘ﬁ'u%{q:cutting Conditions
Wvwe RN YZVIEVS ve=4,990m/min

. Vertical MC =15.900mim-"
77— arbour: HSKE3A n=o, _
D—Dwer 1 S0~129%7 )V =g | Vi1 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 Fgt fagi g 2 m;g.e )
a e
AN — a i
FE1. hy FiRT 1 DFER N, Shmu Ml pen
Step1.Selection of a cutter = e 5 i ' K
_b &) 4@»‘\
ﬂgc oD¢ ‘
o
[ 2':175 Cutter oD; |
& (mm) Dimensions Pk =
it T = Weight 2N
Cat. r\% Stock oD, oD, oDy, Ly od a b J/ m@;ﬁr (kg) HFQ*
RF4080R o 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 o 160 162 100 63 50.80 19.0 11 38 10 2.6 Fig.1
RF4200R o 200 202 130 63 47.625 | 25.4 14 42 12 3.8 Fig.2
RF4250R 250 252 130 63 47.625 | 254 14 42 16 6.0 Fig.2
RF4315R 315 317 240 80 47.625 | 254 14 42 18 11.0 Fig.2
HKEBRRIFRR—I7ZZCELTEE L), Refer to next page for parts.
22 ' ) —_ R 35
FlE2. NV D:ER WIV-R[ 5 ¢ B E S %o
Step 2. Selection of CUttiﬂg edges Blade Description Cat. No. DA2200 Blade shape
2ZH4PTU—R
SUMIDIA Normal blade R L4
P | AZ51974)=TL-R
SUMIDIA Wiper blade AlFE ®
I =—JL—R o
Dummy blade AL (8 stee

MEINANZERA UGV TBICIR T REE SV RRFDID M FY=—IU—REmE L T<IEE ),
Please install dummy blades in the empty chip pocket to protect body and maintain balance.
H=—TU—RlE TU—R. A ZwNaA R CHEER TEE I, Dummy blade can be used for such two ways as blade and cartridge.

B1=vh

, m B & £ £ IR
Cal’tl’ldge Description Cat. No. Stock Cartridge shape
,,,,,, BEFYTH

*‘E”"I > for carbide insert 5 o
. + Roughing
: " : AZI1PF v TH RFF °
X {1 EIFAT § " """""" » | for PCD insert **RFFH (RF4080RMrr0207 0y

. *RF4080RTAYLAHIHI(8,3mmEl E) ZEHE S Hi5E . 1= vhRFFHZECERLES L. CBELIHIRIERFFCH)

< Finishing

For cost-effective . Please use cartridge RFFH to perform large cutting (more than ap3mm) with RF4080R (For general machining, use RFF).
performance . . ) S = =5 Yl PN
: BFYI [ 5 4 o At N o |
¢ . Inserts Description Cat. No. H1 | DL1000 | DAT000 | DA2200 | SC1Q | "sert share
= Joooronouc » |BET YT SDET1204ZDFR o | o Q;
. Carbide insert
R ARSIV FVT | \E
............ cresieneip |ASTLE NF-SNEW1204ADFR o a Q
A=y MCEDET, ASIAVF VT | N SNWE120404ADFR-H °
FyTHBREUEY, |TODInsert
Select a suitable insert JAIN—Fwv S
according to the cartridge. | wiper insert NF-SNEW1204ADFR-W L A 0
TAIN=F U7 | SNEW1204ADFR-WS °
@ BEF v TERS I P FuT (FU—F) |Wier inser R

DAFENIE (1t LX) DHELE(E

Recommended values of cutting edge positions
(finishing allowances) of carbide inserts and

SUMIDIA inserts (blades)

BEFyT
Carbide insert

i nulinlp
BRI DHS

Roughing and finishing
in the same process

05

PCDF v 7 7 ]

PCD insert

Q

D,
PCDF v 7

- DAIN—FKE
DG
When using wiper
edge

€]

0.03~0.05

PCD insert

TAIN—F 5T/

Wiper insert

=
o

/N SFEEIE G Re TR ORESAEECE A, )
FUNHEHEAEDEBTERT DI ENTRETITH, ROBIRZHTFOHLEE L,

1. BEFVITERZIATVIU—R (FvD) BERDIFLMBZHRELCEDET,

2. NN EZERALEVHEBICE, MT A DREENSVARFDRHICTZ—TU—R7Z
BALTLIEE LY,

3. B—AvFI(CE B FERECHOR VNI ZZY UTLIEEL,

4. T EFERINIOBEE. BEF Y IEAZIAVEZTEICREBL T T,

5. RAZFAVIU—RERZIAVF VI ZBHFED B TER T DEE. /NS ARED
feh i FRauEICREBEOYINHZEELCIEE0,

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.

3
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B RF 2D1EER (AAV557T)

Structure of RF type i?%f;&&)%ﬁ] Cap Screw {Main Clamp)
o BX0620
RFS t’c\’

/<d Aﬁ!T—ZHtXSC':eN h p= Zvhk

RFJ Gan tidge
MAU(F v IHHHITAL) @ SRR
Screw (Insert attachment Screw)
BFTXO509N

ByhRIU—(TTH5T)

Set Screw (Sub-clamp)

BTDO510
E 3
; $)\—
Cover
RFC =~
. I—5V NEHAE
- Coolent flow direction
; mRu i
il Sorew
FBUP2-A0-8
=
I:IBEIEI Parts

] ‘@ \ 2 2
@ IDE ! \N\\ \' \'
AAVH5UT \\&& YI95VT| HN-BUHT E' ?/ﬁiﬁb‘ // < <

Main Clamp Sub-Clamp | Cover Attachment Insert Attachment

af

AN— |ErwE | FryT BN Eyh BN mpe |FyezRk| mae Bzt | s | s | =

Cover Stopper XC?D gc?éw_ (N m) 1@% gc‘:tw_ (Nm) 7 Screw  |Adjustment Screw Screw (N m) Spanners Spanners Spanners Spanners
FBUP2 BFTX
RFC RFS BX0620 |{10.0 BTD0510| 3.0 RFJ 6.0 | THO50 | THO25 | THO15 | TTX20
-A0-8 0509N
. ‘lZ“Jf’—Z}I/—.‘Fﬁ;EE‘EB:'TT': Parts for coolant supply . t."yj_"fyg 1|:|.I|3|:?:I Parts for setting
NEBT—Z MRS BN RN LY Rcldo—S VN USEmiR I S TmIUNE SR ST . _ _ v
TRICARAERLEI D AEICOETEL TREX—H—[CBBVEDELIZEL, BODUDHNTIZy MCTF v T Z2FHRE
When using an internal coolant, please use a holder with internal oil supply or ‘t"‘J '\_C:C"afjo
g bolt with coclant hlee Recommendo makers aro asprovicad below mu_wg;gﬁm)
KERE | NIV | ey 2 TmLh @ e e o
Blody Cat. No. _| ntemal oot Holder | W81 2 | : oror-y  es5vTEA
RF 4080R — MBC-M12 | TMBA-M12 Al Ll D) B Bramg)
RF 4100R — MBC-M16 | TMBA-M16 Sentard siocked e SR hid separately
slandlr 1 slorked item)
RF 4125R — MBC-M20 | TMBA-M20 PO )
-2 = I\
RF 4160R - MBC-M24 | TMBA-M24 | ° (R#IIMBCM 1 2~MB4(Rl%)
RF 4200R | RF-CLT — — [Roprcsoiatne campioEC ra-ves
(Sold separately)
RF 4250R RF-CLT — —
RF 4315R RF-CLT — — ,

. ﬁﬁﬁ?"‘éﬁll Application examples ’

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
S THTE Vi=iEDFeed Rate (Mm/min)

B Material FVTMEE crade ap=t)Jﬂ3}Depth of cut(mm)
T—2R RF4160R R v.=1200 HIJ:U'E*HZ\— Surface Finish Ffa=0.2,um
Case AZHA VY TU—R sumpaslade | Vi=2390 T#:30.000& BEFvID306EE5
ADC12 DA1000 a,=0.10 Tool life : 30,000pcs (30x tool life of carbide tool)
Syyavs—2aHtEwE | RF4125R v.=3000 T EIFEEE surface Finish : R.=0.3um
Transmission case ZE@’(V?“Jj SUMIDIA Insert V':7640 ZI[II%IEO,OOOJE}
ADC12 DA1000 a,=1.5 Tool life
YUvH—~yREDDIFE | RF4250R 1460 BT rovane
Gylinder head BIEF S Carbide | vi=
AC4C HE:]E 7 aride fnser a;=3_5 IOITER 100l et 1 O,OOO';L:?
U'\773/ \_Hy{‘—_“j'ﬁ RF4080R chgggg 1&1‘15‘:200{5} Competitor's tool life is 200pcs
Rear cover BiEFy 7 (DLCO—R) cartide nsert (DLC-Coat) | Vi
ADC12 Eﬁiég( l\) e a'p=1 5~5.0 RF@%@] ,OOOJﬁ‘ﬁi_k.‘fr}‘,EP RF's tool life is more than 1000pcs
) \}bjmj_"febﬁ@ RF4125R V°=251 2 1‘[1’.*i:?:| 1 Elﬁ%ﬁ Competitor : 10000pcs
Valve body 2=4 w /s v+=9000
ADC12 DA1§0’0r‘\79: 7 PR et 3;20.3 RF”:UEEE\%’I% RF cutter : 20000pcs
JULTRF«&DEE | RF4080R Vc=; fgg 14t MEO00RTEHETHR Competior - 5000pcs
Valve body AZHAVF VT suminial vi—
ADC12 DA évo»gv 7 e a:)=2.1 RF2210000&MNT A cutter : 10000pcs
RREE RF4125R v.=2750 Y [CRUMNT A% Y BT ETE.6E8ERT v T
liquid crystal parts AZHAF 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.1 - Fig.2
60 40 —
T e
. 7-&12'5 Cutter
D. | W¥ | EE | _
BUE Cat Mo | 7ERE | e or | Weight | FiZ4R
o Stock | (mm) gngebmr (Eg) ﬂFé
SRF30R-ST o 30 3 | 0.34 |Fig.1
SRF40R-ST [ ) 40 4 |0.50 |Fig.1
SRF30R-BT30 o 30 3 | 0.57 |Fig.2
SRF40R-BT30 o 40 4 |0.72 |Fig.2
SRF30R ® | 30 | 3 |0.27 Fig.3
SRF40R ® | 40 | 4 |0.35|Fig.3
SRF50R [ ) 50 5 10.59 |Fig.4
SRF63R ® | 63 | 6 |0.67|Fig4

. Eaijttﬂﬂafﬁ Max. depth of cut

TEIERERIC K DERAVIAHE TONDIHIATREEEE
TID, S, D—IRHIEEICKDEGFDE T
DTHRELTLZE ),

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.

EDREE

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|O0 |0 |0

3.5

0|00 |0|0|O

4.0

4.5

5.0

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

20 38
EM%FE@ o e e 41 b
o {Tolimid T wn
I[ 8 88 1[5y 3 &
1|
6
13 26
-

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

n=10,000min"'

77— \ArbourBT30 FMA25.4-45

TJ—2Work :A-5052 1i&: 35mmICBIF DR ATAHE

Maximum depth of cut at 35mm

(RFEL)VHEABRRIRERE)

Distance from insert tip to top of bolt

[ | EﬁE"’xIﬁa’-‘yj Inserts

9.525 9.555 9.525 3.962
6 C0.5 6 C0.5 6 RO.5
- ~ | :
R100( S £
. Q) ¢ 2]
o o )
Fig.5 Fig.6 Fig.7
AZHA¥
EUZE Cat. No. RFERAR SUMIDIA
Cutting Edge DA1000(DA2200 In
NF-SNEWO09T3ADTR BEE X standard ® | A Fig5h
NF-SNEWO9T3ADTR-U | D-/\—X wiper ® | A Fig6
NF-SNEWO9T3ADTR-R |RO—7F—X NoseRadius | @ | A |Fig.7

@EEHNETAN—HEE—RT« [CHEE TERIT D ENTEXT,

ORI—F—AFVUDBLINIICELTNE I,
DAI\—HEDHEEEEAIFTEREA.

@7 v J(F3EDBIAE (hAES.225mm&E T) HIEIRET I HY
BIfEEDNENELLET,

OFBMET v I ZERICIEDEE. BIfELHMDRCTF Y T%Z
Ty hUTLEEL,

OFBMEF v I ZCHERICIEDRF. Y—ILTUEYIET
HEBE=ESE U CTERLIEEL,

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

@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).

@\\hen 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
Al (j’f; sanners THO20/THO 15

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

FWITITU TR Insert Screw #¢50.9p605v5D

BFTX0409N Qo P—I A~

g N-m):4.0 FRENTERIVNJISB1176)
»E;ETWKZ SWT) ! M12Xx30~35mm7%
A) \GTS;L& 2rs Cﬁﬁﬁ—leﬂo

TTX15W

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

R1

P.C.D 40202

M7+« BIESRF30R,SRF4A0RZCERICEDIZR(F

7=\ ERDKSTBIETDHENBHDE T,
(DEhEERP25.4%Z—88¢ 1 BICHNT. @EYF NIV (ME) Z4 5 F Al L)
RT A DA FRBIRDOEIRIVIME, RE20Z SERLEE L,

Whe a requirement to modify the
(1. Rex to @15mm.2. Add 4 tap holes
Pleas \

5




. EI:J:U‘E*EL" Surface roughness

[ElEREY 6370min-’ [E1E5E 9550min™

Spindle Speed Spindle Speed

3 ~
—

[ElERER 20000min"

Spindle Speed

[EE5£% 12700min

Spindle Speed

Tt
£
[F
B
& aan
2
9 5 /,// _e
LY o 7
g
@
1 —0— No.1
"EX —— No.2
H 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[FIEEDIRNI um
No.2[F I EEDIERN22 um
No.3IENo.2D 1R ZTA )\ —HICERZ
No.1 : Axial runout : 3 um

No.2 : 1"

:22um

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

. EFH%@“ Application examples

7]”]:% Work 1§ﬁﬁIE Tool tﬂﬁu%ﬁ: Cutting Conditions
= (EEE) min”
W g!ﬁ Cutter n Spindle S | =
?ﬁﬁ']ﬁ% Work material ?ng!ﬁ - Vi= (iréinbj %%e)[ mm/min 1%%!%!3% Results
Mg Materia 9:“/7*3_*5 — ap= (tﬂﬁa}) AR
Depth of Cut
AL —R SRF50R n =6000 12000 .
pcsHl TREREFL
ADC12 NF-SNEWO9T3ADTR | v;=2400 No problem after machining 12000 pcs.
Cam case DA1000 2,=0.5
JYEa—%— | SRF50R n=15000
r—2 IVRIIVEREZNE #XR2.5[8ICT7vT
ADG12 NF-SNEWO9T3ADTR | v,=7500 2.5 times productivity
PC case DA1000 a,=0.2
=92 SRF63R n=8000 ’hﬂﬁg’fiﬁ'@@ﬁ vHRIYAI VROV —ILFEDEREIC
ADC12 NF-SNEWO9T3ADTR | 1,=4000 132D GBI THEBR -
Differential case 263mm cutter solves tool interference problem within the
DA1000 a,=0.5 magazine when machining with a small machine.

4% —#—=5— | SRF50R n=6000 .

[FEHS5E0.88
ADC12 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, FRzilE

[=] ELbRE E=uE =5
ADC12 NF-SNEWO9T3ADTR | v;=7000 BREE. BRRIERERR _ L
Pump parts _ Better surface roughness, productivity, higher precision,
DA1000 ap—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

=g

° SHERINMITEEET v T (EARRE. EAKRILID
FARSREHATTERALEEY)

Increases productivity With highly-efficient machining
(Please use within the m@Ximmum number of revolution
of the facility and the Rol@ler)

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

Suitable for using with small

machines for small diameter 5mm effective

PCD cutting edge length

O
'ﬁgﬁﬁumﬂa

11\1""3'{7“

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

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

o 2=4541TDA1OOODIRAT.
HINIHSELEFINTETER
FESMMTHIG

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

Easy \“F?‘Jj N
e mﬁmﬂﬁ T s

* FyTBEMIFARDY Y TIVEREt
RS R R TORNBERER

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

* NFFv TDRAICKDTEE={ER

*Reduction of tooling cost by adopting NF insert

. iEFH?ﬁ'E"J*?J (Work material)

OV LZBLUTINZETEM

. 1iJ:ID‘E*HL" (Surface roughness)

R 0 tt_t[j:‘j]DIFmishing tﬂﬁﬂ%#cmng Conditions
* Aluminum and Aluminum all‘o‘y S T o3 130m/min
@z DIk ERE (k. MIFVIHITEFTEA) o  Vertical MC o 50.000mim-
-Non-ferrous metals (Unable to machine cast iron 77—/ \Arbour: BT30 25-4-51 v =10’000mm/min
and steel) J—Dwork :A50527 )L=EE =19,
Y Yl Al Arroy N fz=010mm/t
. ?Eﬁtﬂ ﬁU%ﬁ: 73w cuter * SRF50R E5(D1/(—1) a,=0.5mm, J4/\—Wiper 2,=0.03mm

5 Teeth (1 Wiper)

(Recommended cutting conditions) #i&crace 1 PCD(DA1000) DRY
#WHEIA  Work material | PZJL=EE Aluminum alloy
SIiZBE Sicontent <13% 13%=
YIS 0oty Socesve (m/min)| 2,000~4,000 | 400~800 B | e b ik At
#DE Feed Ratef,mm/t) | 0.05~0.20 | 0.05~0.20 i
HIDIAH Depih of Cut @g(mm) ~5 ~5 @i dal Ry:1.37 Rai0.125




7 IS RIMEDY 5 SRF=

Milling cutter for aluminum machining of small diameter SRF type

O ZEDYID < FHRE LI D R LBUTID < FHBEE
SNBHTEHHDFRIDT. BN\~ ’Pf%a%)(t?%
DRFEEZFAL. B - PrRICHH TEELEE

SZEICHBEVVEL DI
@ BLINNER > TOBIHIIRLIC THEBL W,
o TR S0 BRI A SE IE&@
REEIRE ET O THERAOREAN TR LS

EEE

© KA MDIIHIRZ CERICIEDEE(.
BZRETOEEDONHRZHUTIRE.
AFIEL<NKNHTERLESL)

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.

€ FREJTERASAL
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