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ROUND INSERTS MILLING CUTTER
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Fig | 1
Fig. 2
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specrication | PP | R | 4| L | B jea]eC) MK nﬂ(s)ﬁ?g Fig
RFM40RP12M22 40 6 25 40 75 32 - - M22 | 25 3 #1
RFM40RP12D16 40 6 16 19 36 84 | 135 35 - - #2
RFMS50RP12D22 50 6 22 20 42 8.4 17 45 4 “
RFMS52RP12D22 52 6 22 20 47 8.4 17 45
RFM66RD16D25.4 66 8 254 | 25 50 [10.15( 19 54 4 0
RFM80RD16D31.75 | 80 8 3175 | 30 50 13 42 65 5
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SPECIFICATION A @
st | L
REFM40RP12M22
RFM40RP12D16
RPMT1204M0 | FC1308-3.5 - IS401155 T15
RFM50RP12D22
RFM52RP12D22
RFM66RD16D25.4
RDMX1604MO - CL12836 IS501170 T20
RFM80RD16D31.75
EBUYIGRG—ES  Recommended Cutting Conditions
Roughing #HIIT Semi-Finishing FRAIT Finishing #&I0T.
THME R EINEE | TIAEE HpEE SINEE | UIAEE HREE BIES | TIAREE
Workpiece Material Speed Feed D.0.C Speed Feed D.0.C Speed Feed D.0.C
Ve (m/min) | (mm/tooth) (mm) Ve (m/min) | (mm/tooth) (mm) Ve (m/min) | (mm/tooth) [ (mm)
Unalloyed steels —R&h5s 180 - 220 |0.16 - 0.30| 3.0 - D2 220 - 260 |0.14 - 022 1.0 - 3.0 | 220 - 300 |0.12 - 0.18 | 0.1 - 1.0
Alloyed steels &4 70 - 110 [0.14 - 0.25]| 3.0 - D2 100 - 150 |0.12 - 0.20| 1.0 - 3.0 | 100 - 195 | 0.08 - 0.16 | 0.1 - 1.0
Stainless steels N | 120 - 140 (0.10 - 0.18| 3.0 - D2 140 - 180 |[0.08 - 0.14] 1.0 - 3.0 | 180 - 230 | 0.08 - 0.12| 0.1 - 1.0
Cast Irons =i 140 - 280 |0.14 - 0.25| 3.0 - D2 180 - 300 |0.12 - 0.20| 1.0 - 3.0 | 200 - 350 | 0.08 - 0.16 | 0.1 - 1.0
Non-ferric metal
48 3 SR 275 - 450 [0.10 - 0.20| 3.0 - D2 400 - 750 |0.08 - 020 1.0 - 3.0 | 700 - 1000]0.08 - 0.15| 0.1 - 1.0
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