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High quality milling cutter for Aluminum alloy machining
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Special aluminum alloy body Ideal for use in small machining center

High precision, high speed, lightweight, easy handling High precision, high speed, easy handling
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High quality milling cutter for Aluminum alloy machining

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.

Highly secure
structure

@ STERALERE

Maximum Allowable Spindle Speed

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

Easy adjustment
of runout

o EDAICLBBRPF v IOREBHLE |

n max.

(BROFEFEEHRLIATTERALEELY) |RF4080R

mim) | o FIENFHEEHEREEasy X Y1 L EIERA
17,000 o psl— 1)t NOETBEENER B T4 VT ST

o L EUIEBIEZERLELEBERET RF4100R

o R« RMFDFIDEVREFHR G2.5 RF4125R

19900] o 3= FOBEIIIT. WIFN10UMEIFZE

-Preventive measures against scattering of parts and RF4160R

11000| TEIRT DEHEEEEE

inserts caused by the centrifugal force. (Use the tool RF4200R

+Easy adjustment of runout.

within the maximum rpm given in the right chart)
*Designed to prevent deformation without using wedged-structure. RF4250R

+Good body balance in grade G2.5. RF4315R

| iﬁﬁﬁ?ﬁﬁlﬁj Work material
OV IVZZULBLUOTPIEZZOLEEEM
* Aluminum and Aluminum alloy
O DhIFEEE (B5tk. MSYIRITETEA)
*Non-ferrous metals (Unable to machine cast iron and steel)

. ﬁﬁtﬂﬁ“%ﬁ: Recommended cutting conditions

Si%ﬁ%] E.GO/OL\J-F Si content of 12.6% or less

N FIELEE v,(m/min) | XD & f,(mm/t “

so| | e | TEERLGID | SOE GanmiD e

Work Material | Work Material CwingrSp:eEd Vve(m/min) MFeeC‘LRate f,(mm/t) M
in.- Max. in.-Opti Max.
N 7)&/::ZUA — 2000-3500-5000 | 0.05-0.13-0.20 | DA1000/DA2200

A Alloy — 1000-1750-2500 | 0.05-0.13-0.20 H1

SIgﬁE] 2.6°/Dﬁi Si content of over 12.6%
7)\//:1éUA — 400- 600 -800 0.05-0.13-0.20  |DA1000/DA2200
Aluriniam Aloy = 200- 300 -400 | 0.05-0.13-0.20 H1

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

LERVBIRHEER TS O I D — I B hAGEEC KD ERIUETT .,
Note

9,000 - Structure design to allow presetting outside the machine.
7,600 -High-precision design where runout is corrected
6.000 within 10um just by attaching the cartridge.
g N
| H:J:U'E*H?: Surface roughness
fiJ:lj'j]l]I Finishing . ’G)Jﬁﬂ%ﬁ- Cutting Conditions
Wigve RNV ZVIEVS ve=4,990m/min

Vertical MC _ o
77— ) arbour: HSKB3A n:15:900m|m 1.
T—Hwork : SH0~12%7 LS = | Vi=11,400mm/min
Aluminum Aolloy f,=0.12mm/t
735 cuter - RF4100R IH6(T4) 1) a,=0.5mm, 91 {=wiper 8,=0.03mm

6 Teeth (1 Wiper)
Mi&crace : PCD(DA2200) Dry
=. e Py i el » T P ]
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Rz:0.98 Ra:0.114
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. $1$ Cutter T_hi(mm) Dimensions — !
I XN FIFIR| KR R | & & | R|EE| BRS BERS| I 58
(gj':t N§ %t {(ﬁ Diameter |Max.diameter|  Boss Height  |Hole diameter|Keyway width|Keyway depth|Bore depth| Numper Weight Fig
oo °* " DC | DCX |[DCSFMS| LF | DCB | KWW | KDP | CBDP | ofiesih | (kg)

RF 4080R o 80 82 60 50 25.40 9.5 6 30 6 0.7 1
4100R ([ ] 100 102 75 50 31.75 12.7 8 38 6 1.0 1
4125R o 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 o 200 202 130 63 47.625 | 254 14 42 12 3.8 2
4250R 250 252 130 63 47.625 | 25.4 14 42 16 6.0 2
4315R 315 317 240 80 47.625 | 25.4 14 42 18 11.0 2

AMECTU—R, A2y N FyTBEHAATHOE R Ao 7—) NOBUFFCIF, DIFERILMECHERLIEE W, Cartridges, blades and inserts are sold separately. Please use a collar bolt for securing the cutter to the arbour.
2z I =
1IN A DR WIV-F o 2 B oE i % R
Selection of cutting edges Blade Description Cat. No. DA2200 Blade shape
AZHAVTU—R
SUMIDIA Normal blade A ®
cecssccssccscccse P [AIG(PD()(-T—R
SUMIDIA Wiper blade HEEY o
IS—TL—R °
Dummy blade i) (81) steel

NN ZERA ULV TBIC IR T REEN SV RRFDID M FY=—TU—REmE L TS,
Please install dummy blades in the empty chip pocket to protect body and maintain balance.

'=—JU—RE IU—R AZvhEA N CHBERTEE T,

Dummy blade can be used for such two ways as blade and cartridge.

Bi1=vh

. m fA B & £ fz K
Cartrldge Description Cat. No. Stock Cartridge shape
FHIT A > BEFyTH RFR Y
Roughing for carbide insert
: " : A=514vF TR RFF wil
ceeee 11#"3;‘?31 o ':‘ seeceecen P |0 PCD insert RFFH (ir4080r7 rraosom ony) e

#RF4080RTCAYLAHIEI(8,3mmIl b) ZENE g HIFE . 1 - vhRFFHZCERES V. GEEYIHIRIERFFCH)
Please use cartridge RFFH to perform large cutting (more than ap3mm) with RF4080R (For general machining, use RFF).

#gag| DLC | AZ5AV 1909

For cost-effective
performance

Ty

§ | EI:' % 9_}.2 g Carbide SUMIDIA SUMICRYSTAL Iﬁa ;lk
: nserts Description Cat. No. H1_| DL1000 | DAT000 | DA2200 | SC10 | e *heee
: JOP » |BEFYT  |SDET1204zDFR | @ | @ | — | — | — @
feeeeeeeeneenneenns p ;}%ﬁ;’:i‘yj’ NF-SNEW 1204ADFR — — [ A — o
1=y MEBDET, ASTAVT YT INESNEW 120440DFRH | — | — | @ | — | — 6
FyTHREREVET, CD insert _
Select a suitable insert JA)I\N—Fwv T . _ . g
according to the cartridge. | Wiper insert NF-SNEW 1204ADFR-W o A 6
DAIN—FwvT ¥ _ _ _ _
@ BEF v TERSHIAPF yT (FU—FK) |Wperinsér | SNEWT20HADFRAS ¢ @

DAFEME (1t LX) DHELRE

Recommended values of cutting edge positions
(finishing allowances) of carbide inserts and
SUMIDIA inserts (blades) BEF T

Carbide insert

/N SFEEE G R R ORES AR ECE A, )
FUNHEHEAEDOEBTERT DI ENTRETITH, ROBIRZHTFOHLEE L,

1. BEFVvIERAZIAVIV—R (FvT) FERDALMBZEHERELTCHDFT,

2. INNZRBALIEVIEBICE. MT o DREENSVARFDRHICTZ—T—R7Z
AL IZEL,

3. E—AvFICE B TEMELHOE TN ZZY ~UTLEEL,

4. A EFERFINIOBEF. BEF Y IEAZIAVEZEICEBL T T,

5. AZFAVILV—RERZIA(VF VI Z OB TER T E(F. NSV ARED
feh iy FRmuECRBEBOYINAZEEE L CIEE0,

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

- At
BRI DHS

Roughing and finishing
in the same process

2=94vFvT S
PCD insert DC .
2ZIA(VFvT

o . PCD insert
- DA IN\—TEE P
G)i%‘é.‘ : cli It is possible to mix different inserts and blades on one cutter body. Please take note of the followings about mixing:
When using wiper ; <o) 1. The cutting edge positions recommended for carbide inserts and SUMIDIA are as shown in the left figures.
edge =/ g 2. Please use dummy blades for the empty insert pockets in order to protect the body and maintain balance.
z 3 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.
DA =FvT 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.

HEBRIFANR—IZETELEE U, Refer to Page 4 for parts.

3



B RF 2 DEER

s XAVOST
Structure of RF type 2%3’%&)% éap Screw (Main Clamp)
RT:p%er BX0620

RFJ Cartridge
MU (F v TEHHIFaL)  RFR.AF
Screw (Insert attachment Screw)
BFTXO509N
TyhAIUa—(BT9527)
Set Screw (Sub-clamp)

d”w b

BTDO510

FrvIROU1—

)

F.RFFH

-5 NEHSR

Coolent flow direction

fm) ST N)LZ (N-m)

Recommended Tightening Torque

G 9 ¢
— ®

) o Do ¢  A\g

ﬂd IjII]] V5T & 975507 ) —mil E % Fy TS // <

Main Clamp Sub-Clamp | Cover Attachment Insert Attachment
o |lpoes FrvT vk o 55 2 $ryT30Na-R | eyhAsU1-R| 7Iv AR | MAAUH
yAJAN fIERDE 2911 — @ 2517 — @ MRL | 7I+AL| @MRU @ 2% ZJ5F 2% ZJF
Cover Stopper Cap Screw Cap Screw Screw Adjustment Screw Screw \Wrench for Gap screw | Wrench for Set Screw | Wrench for Adjustment Screw | Wrench for Screw
FBUP2 BFTX

RFC RFS BX0620 |10.0|BTD0510| 3.0 | "_ AO-8 RFJ 0509N 6.0 | THO50 | THO25 RFT TTX20

. t‘/ﬁ—l)b—?ﬁﬁiﬂi‘n’&?u Parts for coolant supply

WEBD —S 2 MEREE. ALY KclF o —S VN UTEMRS S TR UNeSERLEE W
TRICARIERUT IO REICOETRUCUFEA—N—(CBBEVEDELZE 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. .WHE%DIETJLQ
Please contact each maker for the standard. __ _ RF-CLT (*—:——E?— DD)
AT | ALY | o i 2 f b () REGLT Sangerd stocked iem)
Body Cat. No. |Internal Coolant Holder | MSTI=U—Ya 48| KBRFIfEHE 115 : -
MST Corporation BIG DA\SHO\/\/A SEIKI
RF 4080R — MBC-M12 | TMBA-M12
RF 4100R — MBC-M16 | TMBA-M16
RF 4125R — MBC-M20 | TMBA-M20 ©/—S5 {*Fﬁﬂjia -
RF 4160R — MBC-M24 | TMBA-M24 [L=RBIIMBC-M1 2~l\ﬁe4(ﬂlbu)
RF 4200R | RF-CLT — — o csentain SxamplaMBG M12-Mas
RF 4250R RF-CLT — —
RF 4315R RF-CLT — — "

. ﬁﬁﬁ%ﬁﬂ Application examples

(Sold separately)

Bty T8 rarts for setting

SO UHEANTIZY MIF v T ZEREEIC
LY CEXT,

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

.t‘yj_'»ry(ﬁrf—*_*)_'érg ) .g'?jgi’aﬁ

RF-SET (BlI5t- R4 R m N

Setting Gauge e o (IDJIJ% ° EZEEEDDD)
RF-SET (Sold separately, Clamp Jig

standard stocked item)

RF-JIG (Sold separately,
standard stocked item)

%EiﬁUM Work {EﬁﬁIE Tool tﬂﬁu%ﬁ: Cutting Conditions
i ) Zlgﬁk Cutter V, =’c)JiéJIJiZJ§ Cutting Speed (m/min) +
' . . € EFHESR Result
#HHME ‘Work eter TU—R. FwT Blade, Insert V=IEDIRE Feed Rate(mm/min) RO
H1E Matera & Grade ap=t7jﬂ3} Depth of Cut(mm)
g—2 RF4160R v.=1,200 X EFEEE surface Finish - Ra0.2um
Case A=AV TU—KR sumpiaBlage | Vi—=2,390 INT#:30,0004 GBIEF v IDI01EER
ADC12 DA1000 ,=0.10 Tool life : 30,000pcs (30x tool life of carbide tool)
YAV —ABDEE RF41;$7 g V=$gfg ft_EIFEHER surace Finish : Ra0.3um
Transmission case =4 v SUMIDIA Insert Vi=/1,
ADC12 DA1000 - a,=1.5 IITEY Tool ife :20,0008
YUY —AyREDDIE #R_F4250Rj Vc=f1'ofgo HEHNT Rougning
Cylinder head BEEF W S Carbide Insert vi=11,
ACAC HA e afp=3_5 IITEK Tool e : 10,0008
U'Vj]/ \—HRMUE RF4080R chg‘ggg ﬁiﬂ.*iﬁEOO'{E? Competitor's tool life is 200pcs
R s} Y J— - V=9,
Aegé(;\/zef EET)[})?(DLC M Caride st (LG Cocl afp=1 5~5.0 RF?E%’E%] .OOO’a.‘ﬁl*_'ﬁ RF's tool life is more than 1,000pcs
NIRRT« EHhtEmE | RF4125R V°=§'§3§ fth#1 /10,0005 68 Comptitor : 10,000pcs
Valve bod =4 D vi=9,
AalseC‘]OZy gﬂgog‘\va'_/j SUMIPA Insert a;:0_3 RF?&E0,000E“%@ RF cutter : 20,000pcs
JNILTRT«HHEmE | RF4080R V°=; fgg 1 @5,0008 FE LI Competitor : 5,000pcs
Valve bod =4 W vi—6,
AaseC102\/ gpagog‘\vazjj SR neen afp=2_1 RFEY1 0,000'{E?}JDI RF cutter : 10,000pcs
BERERE RF4125R v:=2,750 1y CHUINTEEZ Y 2 & Th.6i8ReR v T
liquid crystal parts AZH A YF v sUMDIA Insert v=5,600 # a,=Tmma2EHIT
A5052 DA1000 a,=0.5 5.6 times higher productivity




Fig.1 - Fig.2 60 Fig.3 i Fig.4 .
60 40 BT30 20 38
I | =kp[e)
3 é‘#gT — S8 BEAZE) A8 B cE 2
ole =3 [S1RS]
a a
J-[L il
6 6
113 ] 26 23 _|(12)
o IR
. $1$ Cutter & (mm) Dimensions . a:‘yj Inserts
y IR | KR | gy | EE | 9.525 9.555 9.525 3.962
?;gt ,\% gﬂﬁ Diameter| Boss | Nymper | Weidht | Fig 6 | C05 6 | co5 6 | RO5
DC |DCSFMS] of teein | (kg) = o -0~ 5
SRF 30R-ST ® 30| - | 3 [034] 1 o] AEUCE 9 o \} 2
B Q B )
SRF 40R-ST ® 40| - | 4 (050 1 3 @ 3 >
SRF30R-BT30 | ® | 30 | — | 3 |057 | 2 — — — —
Fig.5 Fig.6 Fig.7
SRF 40R-BT30 o 40 = 4 1072 2 =51v
SRF 30R ® | 30 500 3 |027| 3 BOE HFERAK SUMDIA_| Fig
Cat. No. Cutting Edge DAT000] DA2200
SRF 40R ([ 40 |[50.0 4 |035| 3
SRF 50R °® 50 |465| 5 | 059 4 NF-SNEW 09T3ADTR BEX standard ® A 5
SRF 63R °® 63 450 6 |067 | 4 NF-SNEW 09T3ADTR-U | 7-1/\—3X Wiper ® A 6
NF-SNEW 09T3ADTR-R [RI—7—X NoscRadius | @ | A 7
Q@EENETAN—FHARFE—RT A ICHERTERTEHENTEET,
ORI—F—ARVUDbZULINTISELTWVET,
= 1 JAN—HEDHEEEFEAGTEF B A,
B RAUNAH Max. depth of cut ®F v J$3EDBHE (HIHA9.225mmaT) HalRETT A,
TERIFRRICKDRAVAHETONDYHIBTREEIE T T H'. ﬁﬁﬁ%iﬁﬂf‘ﬁ_@@ftljim .
B, T— B EIC KD BREDETDTCERELT OBMET Y TZCERICE L. BIREEBDREUF v Tz
LIEELY, Ty hUTLEELY,
The table below contains guidelines on the maximum depth of cut OBMET v JZCERICEDHE., Y—ILTUEYFIET
determined from internal tests. 'O' marks indicate the possible application M BEEERUCSERLIESL,
range. Actual cutting conditions should be set based on actual machine
and work characteristics. Standard inserts and wiper inserts can be used on the same cutter body.
XD RS /mi Inserts with nose radius can reduce the clattering.These cannot be used with wiper inserts.
EDRE EDRE Feed Rate Vi (MM/min) Inserts can be reground 3 times (up to minimum IC diameter 9.225mm).
Feed Rate 2,500 4,000 5,000 When using reground inserts, they must have the same regrinding cycle.
. o N - When using reground inserts, it is advisable to re-confirm insert height and cutting
gﬂ%a‘;ft . 1 HHDDIEDE Feed amount per tooth f, (Mm/t) diameter with a tool pre-setter.
epth of cu
a, (mm) 0.05 0.08 0.10
0.5 O O O @®SRF30R. SRF40RA7—/\
1.0 O O O Arbour for SRF30R and SRF40R
: (22)
1.5 O O O o 45°
2.0 O O O e
e R1 (HJEM%:&:E N
2s | o [ o [ o — T [l o s
3.0 O O O % =S 4-M5x0.8 depth 8 J
3.5 O O - ‘\u:ﬂﬂ_ - ="k
4.0 O — — ~ PC.D 40:02
4.5 O - - R BESRF30R SRF40RECEAICE 1B A (S
5.0 O — — P—I\Z LRDKSCBIET D2HENSHDET,
DI cu B (D#fEERP25.4%2—EB 1 BICHI T @B RILRIR(MB) Z4A5 Fril L)
Cuitting Conditions IRF AR FINBIRDERIVNMS, RE20%THEALEE L,
Hw4 Cutter : SRF50R Fv 7 Insert - NF-SNEWO09T3ADTR(DA1000) When using SRF30R and SRF40R cutters, there is a requirement to modify the arbour as shown above.
[EE5&E Cuitting speed : n=10,000min™ R e e g o RIS el e S B D)
7—I\ Arbour : BT30 FMA25.4-45
#HHIEE Work  A-5052 17 : 35mmICBIFDRALNAH
Maximum depth of cut at 35mm
B 5B parts B b ronn
. 2
O @ <D
Screw Adjustment Screw Wrench for Adjustment Screw Wrench for Screw
oo | 40| SRR e TTX15W




B SRF 22 DEER

Structure of SRF type

FYTISU TR Insert Screw
BFTX0409N
[#£28~)L2 (N'm):4.0]

Recommended torque

A \gj' Spanners
TTX15W

.

. El:J:U'E*EE Surface roughness

T I AR Adjustment Screw SRFJ
A \Oj' Spanners THO20/THO 15

#¢50.¢p607v5D

T =) \\OfEfF &
NETUFERILNJISB1176)
M12X30~35mm7E
CERATEL,

Use hexagonal bolt (JISB1176)

M12 x 30 to 35 mm for securing the
@50 or 60 cutter to the arbour.

EEHERE 6,370min!
Spindle Speed

EEHERE 9,550min!

Spindle Speed

CEREE 12,700min"
Spindle Speed

ClEREE 20,000min™
Spindle Speed

t 4
£
[F
A
= 8 8
7] ‘9
2 2 _9® J
| LY = W 7
&
>
%)
1 —0— No.1 [
(5;) —0— No.2
No.3
0 | | | | | | | | | | | |
005 0.10 015 020 005 010 0.15 020 0.05 0.10 0.15 020 0.05 0.10 0.15 0.20
EDE f,(mm/t) feed rate (mm/tooth)
@ISk Conditions

Hw4 cutter: SRFS50R(@50,58H 5 teeth). FwF Insert: NF-SNEWO9T3ADTR (DA1000) . #HEl44 work Material : A-5052

OLtRHv S

No.1 [FIEEOIERNI um
No.2 [FIEEOFIERN22 um
[FNo.2D1XZETAI\—HICERA

. EFHEEWJ Application examples

No.1 : Axial runout : 3um
No.2 : Axial runout : 22um

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

DDILI‘% Work 1§ﬁﬁI,E; Tool wﬁu%ﬁ: Cutting Conditions
AKX cutter n :@S§1§m5§af§§ épdinJ =
HHEIF 5 work material T Vf=i5_€'55$f§pmm/min fERER Results
H‘E Material 92) nsert t)_"l:?;\dafte
& crade ap= DJ;pth OfnSLT
HLI—2 SRF50R n=6,000 12,000fEM L. RIgax
. . BEERTL
ADC12 NF-SNEWO9T3ADTR | v1=2,400 No problem after machining 12000 pcs.
Cam case DA1000 a,=0.5
JYEa—%— | SRF50R n=15,000
H5—2 ’ TURIIVERZEWNE BER2.5EBICTVT
Abc1o NF-SNEWO9T3ADTR | v,=7,500 2.5 times productivty
PC case DA1000 a,=0.2
95— SRF63R n=8,000 NIRRT DAY Z I AT VADY —)LFSHRIREIC
ADC12 NF-SNEWO9TBADTR | v=4,000 BSn, AEaBSmm) 5 THEMER
Differential case = @63mm cutter solves tool interference problem within the
DA1000 ap,=0.5 magazine when machining with a small machine.
«~%—#—=— | SRF50R n=6,000 P
IFEEEO.8S
ADC12 NF-SNEWO9T3ADTR | v;=4,000 Roughness ; finish surface 0.8S
Intercooler DA1000 2,=0.5~1.0
R TR, SRF63R n=12,000 %E%%V_t;g}ég;%:{t;ljﬁﬁ5é» BER, HFmEE
_ =EEE. ERE
é?rr%érts NF-SNEWOSTSADTR | »=7,000 Better surface roughness, productivity, higher precision,
DA1000 ap,=0.5 and longer tool life, compared to the solid carbide end mill.




F==onaemIAnyy SRFa

High quality milling cutter for Aluminum alloy machining

n=20 5000“““
0
= F

° SHERMITEELT vT (EARRE. EAKRILID

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

Suitable for using with small

machines for small diameter 5mm effective

FEREOEIMATTSERLIEEV) -
Increases productivity with highly-efficient machining e GG 2ty (Engfin
ﬁ—éw (Please use within the maximum number of revolution

'l\ﬁ‘ﬁf‘:%ﬁ “ of the facility and t holdr)’ i _ ﬂn“‘i_b\a
E?--\j"fl __ -
I\

¢ BT30JSADINEEMTH
ZIDUCCERAVEITET
¢ BT40. HSK AB3J5AMD
P=INICBHTEARWEEIFET
-Especially reliable on BT30 class
small machines.

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

o =541 DA10O0DIRAT.
HAMIHDSELEFMIETED
HIESMMTH R

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

Easy

e "
adjustment ﬂﬁnﬁg I% g\ﬁ:ﬁ

of runout

s FyJEMIARDY Y TIVERE e NFF v JDRAICKDTEEZRKR
BB RS THRIRT S E TR *Reduction of tooling cost by adopting NF insert

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

| iEﬁﬁ?ﬁﬁ'JH Work material [ | ttJ:U'E*EE: Surface roughness

FI== 3 Y 7)== o ) o
.jék\_vbbigﬁ ”/\_'jﬁ\mﬁéfﬁ fiJZU'j]DI Finishing . tUE'J%ﬁ: Cutting Conditions
dlintiry el AU S0y Wwve RN YZVIEVS ve=3,140m/min
@ ZDfIFEEkEIE (k. MSLIRICTETEA) - -\S%SI 2454 e n=20,000mim"
. g i i J?—/\Arbour. A- ’
Non-ferrous metals (Unable to machine cast iron and steel) U—Qw; r‘;w: AS0597 LS = 1A | ¥i=10,000mm/min
B HESBEEISRAF Recommended cutting conditions . Auminum Aloy = | f;=010mm/t
SIZHEE12.6%LLT sicontent of 12.6% or less HwHcutter - SHFSOR((DSO,SS&FZJeg% }v\v._plz)) ap=0.5mm, 94/\—wiper 2,=0.03mm
w YHLEE v,(m/min) | D & £,(mm/t) i . Dry
|SO Wi%%lujg al WQEE;\Afagte ial C—FFE E ;E -J:EE TR - ’Eﬁ -J:|3 iﬁi mGrade - PCD(DA1 OOO)
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Aluminium Alloy e 5&.
LERIHIRAHFER TH D AN D — IRl PADEE[CIDBRDIUETY,
oo W LA AT e LA Rz1.37 Ra:0.125




QRZEICHBEVVEEL EHICO®

O ZEDYID S TFHRB LI DR AROTID <FHHEE @ HEWINHZR; > TWDeHEURWVIC TERLEE N

FREZIREE T D THER(AFDIEAN T TEA<IZEL

© NKAMDUIHIRZ CERBICIEDIBEE
BEHNEEZRET DIFEDNRZHBUCIRE.
KKC<NLNBTEFRELTZELY

SNBJTENHDFIDT, REN/N—PREXARE OFEMATEZR OO (EARENTEYFEE. TERA.
A DORERZEAL. B - BRKICHD CRELTE

® \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

® Improper 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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< SUMITOMO ELECTRIC INDUSTRIES, LTD.

T664-0016 EERFAMEBEBI1-1-1 TEL(Q72)772-4531
1-1-1, Koyakita, Itami, Hyogo 664-0016, Japan TEL +81-(72)-772-4535
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FAX (052)589-3874
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