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+ Minimize chattering by short flute design.

+ Excellent tool rigidity by short flute design at high speed,
,#, Lo feed machining.

+ Reinforced edge design for preventing edge chipping.

+ Excellent wear resistance by applying fine WC grade.

Condition D Size D Tolerance Condition D Size D Tolerance
300 cUTTING J— 22~6 +0~-0.01Tmm 24~6 -0.005 ~ -0.015mm
: Helix Angle DATA @6.1~25  +0~-0.015mm @D=gd 28~12 ~0.01 ~ -0.025mm
216 -0.015 ~ -0.03mm
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SharpEdge  502P okl i mm
3MRE 010 050 S04 1 3 4
3MRE 010 100 S04 1 3 4
3MRE 010 150 S04 1 3 15 70 4
3MRE 010 200 S04 1 3 20 70 4
3MRE 010 250 S04 1 3 2570 4
3MRE 015 100 S04 1.5 45 10 70 4
3MRE 015 150 S04 1.5 45 15 70 4
3MRE 015 200 S04 1.5 45 20 70 4
3MRE 015 250 S04 1.5 45125 70 4
3MRE 015 300 S04 1.5 45 30 70 4
3MRE 020 100 S04 2 6 10|70 4
3MRE 020 150 S04 2 6 15 70 4
3MRE 020 200 S04 2 6 2070 4
3MRE 020 250 S04 2 6 25 70 4
3MRE 020 300 S04 2 6 30 |70 4
3MRE 030 200 080 3 1520 [ 80 3
3MRE 030 200 S04 3 9 20 80 4
3MRE 030 300 100 3 15 1 30 100 3
3MRE 030 300 S04 3 9 30 80 4
3MRE 040 200 080 4 12 120 80 4
3MRE 040 300 100 4 12 1 30 100 4
3MRE 060 300 100 6 18 1 30 [100 6
3MRE 060 400 150 6 18 | 40 150 6
3MRE 080 400 120 8 24 40 120 8
3MRE 080 500 150 8 24 50 150 8
3MRE 100 500 120 10 30 50 120 10
3MRE 100 600 150 10 30 60 150 10
3MRE 120 600 150 12 36 60 150 12
3MRE 160 700 160 16 54 70 160 16

5'8'v 404

272 | < watoos



| SMRE

+ RPM : rev./min « Feed : mm/min

D|A Material ABS /MC Nylon Acrylic/Polyaetal Polycabonate
o4 faz
gutside Effective RPM FEED Axi£ [F)'epth RadiQ%epth RPM FEED Axiaﬁ gepth Radiﬁ\lgepth RPM FEED Axiz:\ gepth Radiﬁ\lgepth
iameter Lengt
21 10 8,268 280 0.30 0.03 14,056 132 0.30 0.03 10,725 784 0.30 0.03
” 15 8,268 280 0.30 0.02 12,126 86 0.30 0.02 9,568 560 0.30 0.02
” 20 8,268 280 0.30 0.01 10,473 52 0.30 0.01 8,775 420 0.30 0.01
21.5 10 8,268 426 0.50 0.05 14,056 185 0.50 0.05 10,335 784 0.50 0.05
” 15 8,268 409 0.50 0.03 12,126 140 0.50 0.03 9,233 560 0.50 0.03
” 20 8,130 392 0.50 0.02 10,473 101 0.50 0.02 8,406 420 0.50 0.02
22 10 8,229 550 1.00 0.10 13,441 236 1.00 0.10 10,561 898 1.00 0.10
” 15 8,092 522 1.00 0.05 12,069 202 1.00 0.05 9,738 785 1.00 0.05
” 20 7,818 499 1.00 0.03 10,972 168 1.00 0.03 8,915 673 1.00 0.03
” 25 7,680 477 1.00 0.03 9,875 140 1.00 0.03 8,229 617 1.00 0.03
23 20 7,622 733 1.50 0.20 8,711 248 1.50 0.20 8,575 1,015 1.50 0.20
” 30 7,078 620 1.50 0.10 6,125 164 1.50 0.10 6,533 677 1.50 0.10
24 20 6,533 790 2.00 0.30 8,167 248 2.00 0.30 6,942 733 2.00 0.30
” 30 6,125 733 2.00 0.20 6,397 192 2.00 0.20 5,989 620 2.00 0.20
26 30 4141 612 3.00 0.40 4,486 153 3.00 0.40 3,279 484 3.00 0.40
. 40 3629 547  3.00 0.30 3134 104  3.00  0.30 2,804 412 3.00 0.30
28 40 3,338 514 4.00 0.50 2,883 98 4.00 0.50 2,580 387 4.00 0.50
” 50 2,571 432 4.00 0.40 2,220 82 4.00 0.40 1,986 325 4.00 0.40
210 50 2,262 401 500  0.60 1,954 77 500  0.60 1,748 302 5.00 0.60
” 60 1,697 169  5.00 0.50 1,465 32 500 050 1,311 127 5.00 0.50
212 60 1,442 153 6.00 _ 0.60 1,245 29 600 0.0 1,114 116 6.00 0.60
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* The edge of the flute precisely grinded. If you want to measure the tool, and to avoid damaging on the flutes, use non-contact measuring method.
* When entering the tool to the workpiece, enter the tool from outside to the workpiece.

* Use this table for your reference. Adjust the parameters depending on your machining geometry, machining purpose and CNC.

* If the table over the maximum RPM and feed of your machine, or found red heat on the material, adjust RPM and feed in the same proportion.

* Use a machine with low vibration and good rigidity (&1 or less, the vibration tolerance management should be within 5im).
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