E197 / E198 / E199 iBifiisHE S BEIEE )

. T ) [e—— e—) Code No. E197-Dc
Carbide Bright Dc Lc L d Bright Diamond
B mm mm hé EI97 EI97SP
: 3 12 38 3 . 0
Diamond Burr 4 15 50 4 o 0
SP3 End cut 6 18 50 6 ° o
8 22 60 8 ° o
Type of Operation 10 30 72 10 ° o
12 30 75 12 ° O
@ @ % Mark: O, On request, no stock
% 509% O - OJFJIERR » BIRE
Work Material
P H M N|S
o
A B FRP CFRP
N ﬁ%ﬁﬂ,ﬁte Material Y7 — v 7 Code No. E198-Dc
Foat - oduct ﬁ (I)Jc Lc L d Bright Diamond
eature or proauct:
WA -0.02 mm mm hé E198 EI98SP
IR EETIERET - 3 12 38 3 ° o
F B A B S A End Mill 4 15 50 4 ° o
il End cut 6 18 50 6 Y )
EERE - CROIMIE R EE S
ﬁg-%%ﬁ%ﬁﬁéﬁ»@aw 8 22 60 8 ° o
N 10 30 72 10 . o
12 30 75 12 ° O
3% Mark: O, On request, no stock
¥ ECSR O » JEJRBARM - HIRE
/(e e—) Code No. E199-Dc
Dc Lc L d Bright Diamond
{b 302 mm mm hé EI99 EI99SP
3 12 38 3 ° o
135° 4 15 50 4 ° o
Drill Point 6 18 50 6 ° o
8 22 60 8 ° o
10 30 72 10 ° o
12 30 75 12 ° o

% Mark: O, On request, no stock
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E197 / E198 / E199 tIHIEHtSESE

Recommended Milling Conditions

Slotting ELJHI

WHI
Work Material

ERIE
Ve m/min
HUER TE
Code No. Dc
E197/E198/E199-3 3
E197/E198/E199-4 4
E197/E198/E199-6 6
E197/E198/E199-8 8
E197/E198/E199-10 10
E197/E198/E199-12 12
PARE E]
(mm) -

1. Please work with good rigidity / high precision facilities and collet chuck.

2. Please choose proper cutting fluid.

3. The cutting data is reference value only. Please adjust it according to your real working conditions.

4. If RPM is lower the reference value, the Feed rate (fz) and RPM should be reduced by the same proportion.

5. If vibration occurs during cutting, please reduce cutting parameter.
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