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P L + Good wear resistance by high quality Si-based PVD coating.
+ High precise edge tolerance.
+ Very nice work surface finish.
+ Minimize fracturing by high TRS fine(0.5um) WC grade.

TISIN 300 CUTTING D Size D Tolerance
0 Coating | yoiix Angle * | DATA 203~5 +0 ~ -0.01mm
: 26-8 -0.01 ~-0.025mm
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ShieldEdge ~ 492P okl : mm

4CTE 030 003 110 3 o 30 6
4CTE 030010110 3 6
4CTE 030013110 3 1° 30 11 50 6
4CTE 030 020 150 3 2> |15 60 6
4CTE 030 023 150 3 2°30 15 60 6
4CTE 030 030 150 3 3 15 60 6
4CTE 030 050 150 3 5° |15 60 6
4CTE 030070 120 3 7° 12 60 | 6
4CTE 030 100 190 3 10° 19 | 80 10
4CTE 040 003 150 4 0°30 15 60 6
4CTE 040010 150 4 1° 15 60 | 6
4CTE 040 013 150 4 1°30 15 60 6
4CTE 040 020 180 4 2> |18 60 6
4CTE 040 023 180 4 2°30 18 60 6
4CTE 040 030 180 4 3 |18 60 6
4CTE 040 050 230 4 5° |23 65 8
ACTE 040 070 250 4 7° 125 75 10
4CTE 050 003 180 5 0°30 18 60 6
4CTE 050 010 180 5 1° 18 60 6
4CTE 050013 180 5 1°30 18 60 6
4CTE 050 020 150 5 2> |15 60 6
4CTE 050 023 200 5 2°30 20 65 | 8
4CTE 050 030 210 5 3 21 65 8 N
4CTE 050 050 280 5 5° 28 80 10 E
4CTE 050 070 280 5 7° 28 80 12 L]
4CTE 0520147 120 5.2 1°47 12 60 6
4CTE 060 003 200 6 0°30 20 65 8
4CTE 060 010 200 6 1° 20 65 8
4CTE 060 013 200 6 1°30 20 65 8
4CTE 060 020 200 6 2> |20 65 8
4CTE 060 023 200 6 2°30 20 65 8
4CTE 060 030 260 6 3° |26 75 10
4CTE 060 050 230 6 5° |23 75 10
4CTE 060 070 240 6 7° 24 80 12
4CTE 060 100 390 6 10° 39 110 20
4CTE 080 003 250 8 0°30 | 25 75 /10
4CTE 080 010 250 8 125175 10
4CTE 080 013 250 8 1°30| 25 75 |10
4CTE 080 020 250 8 2° |25 75 10
4CTE 080 023 230 8 2°30 23 75 10
4CTE 080 030 300 8 3° 30 80 12
4CTE 080 050 230 8 5° | 23 8 12
4CTE 085 0147 240 8.5 1°47 | 24 75 10
4CTE 100 003 300 10 0°30 30 80 12
4CTE 100 010 300 10 17° 30 80 12
4CTE 100 013 300 10 1°30 30 80 12
4CTE 100 0147 320 10 1°47 1 32 1 85 12
4CTE 100 020 280 10 2° | 28 80 12
4CTE 100 030 400 10 3° | 40 100 16
4CTE 100 050 340 10 5° | 34 100 16
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I 4CTE * RPM :rev./min « Feed : mm/min
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oA Mild steels / Free cutting steels Sz | Caian Sl Tool steels / Mold steels BD/SEe Rghadned e Hardened Steels
Material HP/SM /Gray castirons SCM/HPM / Stainless Steels STAVAX / SKD11
SS/SC/FC NAKBO//KPAM | SUS304/ SUS316
4K Hardness ~200HB ~30HRc 30 ~ 40HRc 38 ~ 45HRc 45 ~ 55HRc
9| outside Diameter RPM FEED RPM FEED RPM FEED RPM FEED RPM FEED
23 5,300 225 4,450 225 4,450 180 4,100 130 3,500 130
24 3,950 245 3,300 245 3,300 195 3,100 150 2,600 150
25 3,150 275 2,650 275 2,650 225 2,450 160 2,100 160
26 2,200 275 2,200 275 2,200 225 2,050 175 1,750 175
28 1,950 270 1,650 270 1,650 225 1,550 190 1,300 190
210 1,550 270 1,300 270 1,300 225 1,200 180 1,050 180
Ae
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* 2CTE and ACTE type can be used the same depth of cut.

* Consider the RPM and feed based on the taper angle and adjust it with milling condition.

* Using shrink-fit chuck is recommeded.

* 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.
* Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.

I 4RTE CUttIng Condltlon + RPM : rev./min « Feed : mm/min
FREL (AT 513 272382 3 DalBIET | AHOAZ 2457
| ARZY Structural steels / Carbon Steels Tool steels / Mold steels Alloy Steels / Pre-hardened Steels Hardened Steels
Material /Gray cast irons SCM/HPM / Stainless Steels STAVAX / SKD11
SS/SC/FC / NAKBO /KPAM / SUS304/ SUS316 /
AE Hardness ~ 30HRc 30HRc ~ 40HRc 38HRc ~ 45HRc 45HRc ~ 55HRc
23
Outside Diameter RPM FEED Ap RPM FEED Ap RPM FEED Ap RPM FEED Ap
20.5 31,500 565 0.01~0.025 31,500 475  0.01~0.025 31,500 440 0.01~0.025 19,000 250 0.005~0.01
20.6 31,500 680  0.012~0.03 29,500 530 0.012~0.03 26,500 445 0.012~0.03 15,500 260 0.006~0.012
20.7 27,000 680 0.014~0.035 25,000 530 0.014~0.035 22,500 445  0.014~0.035 13,500 260 0.007~0.014
20.8 23,500 680  0.016~0.04 22,000 630 0.016~0.04 19,500 445 0.016~0.04 11,500 260 0.008~0.016
20.9 21,000 680 0.018~0.045 19,500 530 0.018~0.045 17,500 445 0.018~0.045 10,500 260 0.009~0.018
21 19,000 680 0.02~0.05 17,500 530 0.02~0.05 15,500 445 0.02~0.05 9,500 260 0.01~0.02
21.2 15,500 680 0.024~0.06 14,500 530  0.024~0.06 13,000 445 0.024~0.06 7,950 260 0.012~0.024
21.5 12,500 680  0.03~0.075 11,500 530  0.03~0.075 10,500 445 0.03~0.075 6,350 260 0.015~0.03
22 9,500 680 0.04~0.1 8,900 530 0.04~0.1 7,950 445 0.04~0.1 4,750 260 0.02~0.04
22.5 7,600 680  0.05~0.125 7,100 530  0.05~0.125 7,950 445 0.04~0.1 4,750 260 0.02~0.04
oy
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Consider the RPM and feed based on the taper angle and adjust it with milling condition.

* Reduce the feed by 50% for corner milling.

* 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.
* Air blow or mist coolants are recommended and note for chip emission, heat, or ignition.

492 | < witoos





