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0.1~0.2 0.005 BRER 600 B0
0.25~0.3 0.0 ] SO0 2,000
0.4~0.6 0.0 0.0 1,200 20,000 3,000 50,000
0.7/~0.8 0.0 002 1,600 4 000
0.9~1 0.027 Q.05 2,000 5,000
KBEEIN L SHIIE ). EEhisNet/ JAEl Lia(EH.
KigEERENTRISHSZFENRIEEER.
XREINIFmESTIIESHEE ( JJENTE ),
XKW (FEHES AL
w it X 2N (BRI R T T HAFOABR,
IS KSFE200 s 2 Super-Finish Ball Endg Mill recommended to use afterthe finish process of carpide end mill.
K Cutting depth must be fixed 2ll through the milling process according to the recommended milling conditions.
¥ Pay aspecial attention when choosing tool path and deciding 2 milling conditionforcorner milling.
®We recommend using ol mist coolant.
¥ Machine, tool chuck must be sufficiently accurate.

_ CBN¥67] (FRFE=SI

Maln points to ensure an effective use of cBN End Ml
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Uriforming removal stock s important for machining
accuracy and tool ife, especially at corner area
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