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CX200 3-Flute Roughing End Mill for Stainless steel
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@CX200 Coating have high oxidation resistance and hardening 542 Diameter | 2372 Tolerance
which exceed the existing coating and provides long tool life, 6 0335
and suitable for high speed processing and dry milling ﬁ 7 u 8-10 0940
@Flat shape of peripheral blade nick divides chips and minimizes h 12-16-20 -00a5
cutting resistance.
@Deep chip pocket design gives efficient chip flow MG X200
@3Flutes minimize chattering when processing and achieves , g Coat
stable processing B ANNAN
REW | G2W | AEM B2 ANE Hardened steel BB ZoATIVIES) WES (TAVER| 5o MR
Cg:g:ln Alloy Steel |P ISteJel ~45HRC | ~55HRC | ~60HRC | ~65HRC | CastIron Stsat':elf: s Ah;\'h‘g;;:m Cl?l ol;esf Ti/Ni :Iloy Graphite Resin
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MODEL % | pbar | IR | LeR | dvevom
CX200-SURE3060 6 15 60 6
CX200-SURE3080 8 20 75 8
CX200-SURE3100 10 25 75 10
CX200-SURE3120 12 30 100 12
CX200-SURE3160 16 40 100 16
HEIZ NS {F standard Milling Condition
D . @The table show standard milling guidance of perforating process as written picture
< 2 @Use arigid and precise machine and tool holder
@Select a cutting fluid appropriate to the particular usage
@In case the revolution could not be increased by the machine used, Please reduce feed speed
Rd and revolution speed at same ration
Ad=0.5D Ad=1.5D | Ra=0.30| @When mounting End Mills, The run out of the till will have to be set within 0.0Tmm
Kt Work Material | Z7 VLA (SUS303/304 )
; ; %) #E[E Feed Rate (mm/min ) El§z£K Revolution (min')
i — YN Slotting | WA Side Milling | #4140 Slotting | WEIAY Side Miling
6 180 590 3690 4100
8 190 600 2790 3100
10 200 610 2250 2500
12 190 610 1800 2000
16 190 610 1350 1500
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