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HIGH FEED MILLING CUTTER

B d A C K
oD | o J L H ) ) NO.OF
SPECIFICATION INSERT
SFM50SDR12D22 50 22 20 42 8.4 17 45
SFM50SDR06D22C | 50 22 27 46 | 105 | 17 45
SFM63SDR12D25.4 | 63 | 25.4 | 25 46 | 104 | 19 56
#RS_ PARTS
TIR ik B | VR | s
— INSERTS CLAMPS M WRENCH
SPECIFICATION A &
A =
SFM50SDR12D22
SFM50SDR06D22C SDMT1205ZDTN-R15 | FC1308-3.5 1S401155 T15
SFM63SDR12D25.4
EBVHRGE—EE Recommended Cutting Conditions
Facing Mk Plunging #&H$k
THME W B | BRUIAEE B G | BAUIAEE
Workpiece Material Speed Feed max. D.O.C Speed Feed Max. D.O.C
Ve (m/min) | (mm/tooth) (mm) Ve (m/min) | (mm/tooth) (mm)
Unalloyed steels —f&h®aM | 120 - 235 | 02 - 1.8 2.5 120 - 235 | 0.10 - 025 8.0
Alloyed steels &8 | 70 - 160 | 02 - 1.8 2.5 70 - 160 | 0.10- 0.18 8.0
Stainless steels  gHgM | 115 - 265 | 02 - 12 2.5 115 - 265 | 0.12 - 0.18 8.0
Cast Irons =3 | 150 - 395 | 03- 18 2.5 150 - 395 | 0.10- 0.25 8.0
N"n'fg;%fg;}%ﬁ o 400-1000 | 03 - 15 2.5 400 - 1000 | 0.10 - 0.40 8.0
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