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Cast Iron.Carbon Steel. Alloy Steel.Tool Steel
FC250.55400.550C.SCM440.SNCM.SKD

(~35HRC)
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Pre-Harden Steel.Hardened Steel
CENA1.NAK80.SKD
(35~45HRC)
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Alloy steel.Tool steel
SCM.SKD.ARK1
(25~35HRC)
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im MODEL®S | R | /mk | L2k | d@me | Type
’ %E CX200-BE3005S 0.5 2.5 50 4 1
CX200-BE30075S 0.75 4 50 4 1
(CX200-BE3010S 1 4 50 4 1
CX200-BE3015S 15 6 60 4 1
CX200-BE3020S 2 8 60 4 1
(CX200-BE3025S 2.5 10 80 6 1
CX200-BE3030S 3 12 80 6 2
[ k| CX200-BE30405S 4 14 90 8 2
§ £ CX200-BE3050S 5 18 100 10 2
g% CX200-BE3060S 6 22 100 12 2
7] CX200-BE3080S 8 30 100 16 2
. . CX200-BE3100S 10 38 105 20 2
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(mm) (min-1) ( mm/min ) (min-1) ( mm/min ) (min-1) ( mm/min ) (min-1) ( mm/min )
Radius Revolution Feed rate Revolution Feed rate Revolution Feed rate Revolution Feed rate
R1 23900 3730 23900 2480 47700 7430 31800 4940
R2 11900 3100 11900 2170 23900 6210 15900 4160
R3 7960 2890 7960 1850 15900 5780 10600 3860
R4 5970 2480 5970 1700 11900 4950 7960 3310
R5 4770 2230 4770 1610 9550 4470 6370 2970
R6 3980 2060 3980 1540 7960 4130 5310 2750
R8 2980 1740 2980 1310 5970 3490 3980 2320
R10 2390 1390 2390 1050 4770 2790 3180 1850
AR0T (ap=0.1Dc ae=03Dc) Roughing (ap=0.1Dc ae=0.3Dc) H&MT (ap =0.05Dc ap=0.05Dc) Finishing (ap =0.05Dc ap=0.05Dc) :F
SLWn
BeHE N ;% 2
Tkt Pre-Harden Stee Hardened Steel A o
Work Material HPMLNAKS5 SKDGL.SKT4 s
(35~45HRC) (45~55HRC) 7
EIREM HRAERAE EIREM TRAERT L J
R . AR EE i EE AR EeEE i
Radius (min-1) ( mm/min ) (min-1) ( mm/min ) ('min-1) ( mm/min ) (min-1) ( mm/min )
Revolution Feed rate Revolution Feed rate Revolution Feed rate Revolution Feed rate @
R1 47700 4960 31800 3300 39800 4130 23900 2480 ) Pl
R2 23900 4350 15900 2890 19900 3620 11900 2170 E 2
R3 15900 3710 10600 2480 13300 3100 7960 1850 AL ¢
R4 11900 3400 7960 2270 9950 2840 5970 1700 7
R5 9550 3220 6370 2150 7960 2690 4770 1610 7]
R6 7960 3100 5310 2060 6630 2580 3980 1540
R8 5970 2630 3980 1750 4970 2190 2980 1310
R10 4770 2100 3180 1400 3980 1750 2390 1050
#EN0T (ap =0.05Dc ap=0.05D¢) Finishing (ap =0.05Dc ap=0.05Dc)
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