SFB200
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Recommended Milling Conditions
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NIt Hardened Steels + High Speed Steels
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(~68HRC)
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Radius Feed Spindle Speed Feed Spindle Speed
dp mm de mm mm/min min” mm/min min”

0.1 ~0.2 0.005 0.01 600 1,500
0.25~0.3 0.01 0.01 800 2,000
0.4 ~0.6 0.01 0.02 1,200 20,000 3,000 50,000
0.7 ~0.8 0.01 0.02 1,600 4,000
0.9 ~1 0.02 0.05 2,000 5,000
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Wit %1 Depth of Cut: ap=Axial Depth of Cut / ae=Radial Depth of Cut.

32 SFB200 is a Super-Finish Ball End Mill recommended to use after the finish process of carbide end mill.
%3 Cutting depth must be fixed all through the milling process according to the recommended milling conditions.
%4 Pay a special attention when choosing tool path and deciding a milling condition for corner milling.
%5 We recommend using oil mist coolant.

%6 Machine, tool chuck must be sufficiently accurate.

i Machining Case 1

=2 534 Reflector

« INI#EL: ELMAX 60HRC  Work material : ELMAX 60HRC

cAHAR: HE Coolant : Oil mist

. ,E'JJI]IET_HEH: 190109 %k  Total machining time : 19hr 10min
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Process Roughing Semi-finishing Finishing
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Spindle sp[eed ! 40,000 Ed £ @
ﬁﬁﬁﬁ [mm/min] 800 700 400 fardened Steel
B’l’f}%ﬁ@ﬁae[mm] 0.015%0.05 0.005x0.01 0.004x0.002 : i ide)
MTETE] 32355 21055 | 130E3/5% THRS: 20X20mm

Machining time 3hr 23min 2hr 10min 13hr 37min Work size : 20X 20mm
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Points in Use

nuIH;iﬁ *Em]IE (ﬁé) IHTRE Top of work material
O EANMECBNH IR, BMIE(RE)HOUETEE, SRMTAR
O TIERZEEH)ET, When using small CBN End Mill, uniform finishing allowance (stock amount) is - f::f;;:’;mg
Minimize the deflection of cutting edge. important. BARNIRE R\
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. When tool is used on roughing and semi-finishing and it has a big abrasion, corner area <
To understand the nature of the expansion of the finishing allowance (stock amount) on semi-finishing and finishing is increasing LAY %]
main spindle and mach_me posture transformation, and it affects tool life and cutting accurary. Therefore, it is important to get a
and take measures against them. uniform stock amount in the pre-stage cutting. CBN
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