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Wide ball nose, Medium cut length, 2 flute
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Ball nose end mill suitable for machining of undercut geometries
and complex geometries using a 5-axis machine. Unit : mim
ERAR
Order Number PRFRAD DC LU DN LF DCON o5| S [Type
Zo| »
VF2WBRO0100N060 1 2 6 1.6 60 6 2 ) 1
R0150N080 1.5 3 8 2.4 60 6 2 ) 1
R0200N100 2 4 10 3.2 60 6 2 ) 1
R0300N120 3 6 12 4.8 80 6 2 ) 1

RECOMMENDED CUTTING CONDITIONS

Carbon steel, Cast iron,
Alloy steel (—30HRC)

Alloy steel, Tool steel,
Pre-hardened steel

Austenitic stainless steel,
Titanium alloy

Hardened steel (45— 55HRC)

Work
material | \S1 1050, AISI No 35 B, AISIP20 | AISI H13, AISI W1-10, AISI P21 | AISI 304, AISI 306, Ti-6A-4V AISI H13
R Revolution | Feed rate |Depth of cut| Revolution | Feed rate |Depth of cut| Revolution | Feed rate |Depth of cut| Revolution | Feed rate |Depth of cut
PRFRAD (mm)|  (min™") (mm/min) (mm) (min™") (mm/min) (mm) (min™") (mm/min) (mm) (min") (mm/min) (mm)
R1 40000 5000 0.07 40000 5000 0.06 32000 2500 0.05 32000 3000 0.03
R1.5 | 32000 5000 0.12 32000 5000 0.11 26000 2500 0.10 26000 3000 0.07
R2 24000 3800 0.15 24000 3800 0.13 20000 2000 0.12 20000 2800 0.10
R3 16000 2800 0.20 16000 2800 0.18 13000 1500 0.15 13000 2100 0.12
<0.05PRFRAD (PRFRAD=1)
Depth of <0.1PRFRAD (PRFRAD>1)
cut 7 <Please refer to the list above for depth of cut.
PRFRAD:Radius

1) When cutting austenitic stainless steels, the use of water-soluble cutting fluid is effective.
2) If the depth of cut is shallow, the revolution and feed rate can be increased.

@ : Inventory maintained in Japan.
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