
2 Flutes High Speed Rib Ball End Mills

Endmills for pre-hardened and hardened steel (HRc50~62)
Good wear resistance by Si-based PVD coating.
High precise edge tolerance.
Very nice work surface finish.
Outstanding performance at high speed machining by ultra fine
(0.2 ) WC grade.
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Material

Hardness

Radius Effective 
Length

RPM : rev./min Feed : mm/min2HRB

Depth of Cut

Ap Axial Depth
Ae Radial Depth
D Outside Diameter
n Speed
Vf Feed

CRH26~55CRH55~54CRH54~03

Copper Prehardened Steel / Hardened Steel Hardened Steels Hardened Steels 

If the effective length is long, reduce the RPM and feed in the same proportion.
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, 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 5 ).
Air blow or oil mist is recommended for smooth chip emission, and dry milling is recommended for copper material.

Cutting Condition


