CBN SERIES SCBN-B2 2-Flute CBN Deep Ball

Nose End mill
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SCBN-B2001L0.3 0450 0.1 R0.05 0.07 0.3 0.09 15 50 4 *
SCBN-B2001L0.5 0450 0.1 R0.05 0.07 0.5 0.09 15 50 4 *
SCBN-B20015L0.450450 0.15 R0.075 0.1 0.45 0.14 15 50 4 *
SCBN-B20015L0.750450 0.15 R0.075 0.1 0.75 0.14 15 50 4 *
SCBN-B2002L0.3 0450 0.2 RO.1 0.15 0.3 0.19 15 50 4
SCBN-B2002L0.6 0450 0.2 RO.1 0.15 0.6 0.19 15 50 4
SCBN-B2002L0.8 0450 0.2 RO.1 0.15 0.8 0.19 15 50 4
SCBN-B2002L1 0450 0.2 RO.1 0.15 1 0.19 15 50 4
SCBN-B2003L0.3 0450 0.3 RO.15 0.2 0.3 0.28 15 50 4
SCBN-B2003L0.5 0450 0.3 R0O.15 0.2 0.5 0.28 15 50 4
SCBN-B2003L0.75 0450 0.3 R0.15 0.2 0.75 0.28 15 50 4
SCBN-B2003L0.9 0450 0.3 R0.15 0.2 0.9 0.28 15 50 4
SCBN-B2003L1.2 0450 0.3 RO.15 0.2 1.2 0.28 15 50 4
SCBN-B2003L1.5 0450 0.3 R0O.15 0.2 1.5 0.28 15 50 4
SCBN-B2004L0.5 0450 0.4 RO.2 0.3 0.5 0.37 15 50 4
SCBN-B2004L0.75 0450 0.4 RO.2 0.3 0.75 0.37 115 50 4
SCBN-B2004L1 0450 0.4 RO.2 0.3 1 0.37 15 50 4
SCBN-B2004L1.2 0450 0.4 RO.2 0.3 1.2 0.37 15 50 4
SCBN-B2004L1.5 0450 0.4 RO.2 0.3 1.5 0.37 15 50 4
SCBN-B2004L2 0450 0.4 RO.2 0.3 2 0.37 15 50 4
SCBN-B2004L2.5 0450 0.4 RO.2 0.3 2.5 0.37 15 50 4
SCBN-B2004L3 0450 0.4 R0O.2 0.3 3 0.37 15 50 4 *
SCBN-B2005L1 0450 0.5 R0.25 0.35 1 0.46 15 50 4
SCBN-B2005L1.5 0450 0.5 R0.25 0.35 1.5 0.46 15 50 4
SCBN-B2005L2.5 0450 0.5 R0.25 0.35 2.5 0.46 15 50 4
SCBN-B2005L.3.5 0450 0.5 R0.25 0.35 3.5 0.46 15 50 4 *
SCBN-B2006L1.2 0450 0.6 RO.3 0.45 1.2 0.56 15 50 4
SCBN-B2006L1.5 0450 0.6 R0O.3 0.45 1.5 0.56 15 50 4
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SCBN-B2 2-Flute CBN Deep Ball
Nose End mill

L SCBN-B2 2-Flute CBN Deep Ball Nose End mill 3D Mmiliing Finishing
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gtﬁf _t Workpi Pre-Hardened Steels Hardened Steels Hardened Steels
Foos orkpiece (48-52HRC) (58-62HRC) (63-68HRC)
Radius Underneck n, Vf ap ae n, VF ap ae n, VF ap ae
mm mm min®  mm/min  mm mm min mm/min - mm mm min®  mm/min  mm mm

o 03 50000 200 0.005 0.005 50000 140 0.005 0.005 50000 100 0.003 0.003 o
a R0.05 w
z @ ~ e0  omim) o0 a1 e 05 50000 120 0.003 0.003 50000 84 0.002 0.002 50000 60 0.001 0.002 z
o sy e sbse Gmoble i soms Unit  mm 045 50000 300 0005 0005 50000 210 0.005 0005 50000 150 0.003 0003 4]
2 _--------. R0.075 075 50000 200 0.003 0.003 50000 140 0.003 0.003 50000 100 0.002 0.002 2
7 03 40000 300 0.007 0.01 40000 210 0.007 0.01 40000 150 0.003 0.005 »
oD R ] /5 o % L od - 0.6 40000 260 0.006 0.01 40000 182 0.006 0.01 40000 130 0.003 0.005

SCBN-B2006L3 0450 06 R03 045 3 0.56 15 50 4 08 40000 220 0.005 0.005 40000 154 0.005 0.005 40000 110 0.003 0.003

SCBN-B2006L4 0450 06 Ro3 045 4 0.56 15 50 4 * 1 40000 200 0.003 0.003 40000 140 0.003 0.003 40000 100 0.003 0.003

SCBN-B2006L5 0450 06 Ro3 045 5 0.56 15 50 4 * 03 35000 500 0006 0.01 35000 350 0.006 0.01 35000 250 0.006 0.005

SCBN-B2006L6 0450 06 Ro3 045 6 0.56 15 50 4 * 05 35000 462 0.0068 001 35000 325 0.006 0.01 35000 231 0.006 0.005

SCBN-B2008L1.60450 08  R04 06 1.6 0.76 15 50 4 075 35000 428 0.006 0.01 35000 300 0.006 0.01 35000 214 0.006 0.005

SCBN-B2008L2 0450 08  Ro4 06 2 0.76 15 50 4 RO.15 0.9 35000 384 0.006 001 35000 265 0.006 0.01 35000 192 0.006 0.005

SCBN-B2008L4 0450 08  Ro4 06 4 0.76 15 50 4 * 12 35000 384 0.005 0007 35000 265 0.005 0.007 35000 192 0.005 0.003

SCBN-B2008L6 0450 08 Ro4 06 6 0.76 15 50 = | 15 35000 384 0.005 0005 35000 265 0.005 0005 35000 192 0.005 0.003

SCBN-B2010L2 0450 1 RO5 07 2 095 15 50 4

SCBN-B2010L2.5 0450 1 R0.5 07 2.5 0.95 15 50 4

SCBN-B2010L4 0450 1 R0.5 07 4 0.95 15 50 4

SCBN-B2010L6 0450 1 RO.5 07 6 095 15 50 4 *

SCBN-B2010L8 0450 1 RO.5 0.7 8 0.95 15 50 4 *

SCBN-B2010L10 0450 1 RO.5 0.7 10 0.95 15 50 4 *

* Available on Request
rTABLE OF RECOMMENDED MILLING MATERIALS O Very suitable O Suitable

HARDEN CASTIRON
CARBON STEELS| ALLOY STEELS EDENZELS COF OY| GRAPHITE | TITANIUMALLOY |HEAT RESISTANT | - PLASTIC
ALLOYS

DUCTILE CAST IRON

~55HRC | ~60HRC | ~65HRC | ~70HRC
©) O ©) ©) 9) ©)
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SCBN-B2 2-Flute CBN Deep Ball Nose End mill 3D Miliing Finishing

Cutting Parameter

20

Workpiece

Radius
mm

R0.2

R0.25

R0.3

Underneck
mm

0.5
0.75
1
1.2
1.5
2

Pre-Hardened Steels
(48-52HRC)

N
min

32000
32000
32000
32000
32000
32000
30000
30000
30000
30000
28000
28000
25000
25000
25000
25000
25000
25000

800
720
640
600
600
500
450
400
1000
800
600
500
1200
1000
800
550
360
240

Vf ap
mm/min - mm

0.008
0.008
0.008
0.008
0.008
0.008
0.008
0.008
0.01
0.01
0.01
0.008
0.01
0.01
0.01
0.008
0.008
0.006

ae
mm

0.012
0.012
0.012
0.012
0.012
0.01
0.01
0.01
0.012
0.012
0.011
0.011
0.013
0.013
0.013
0.013
0.012
0.012

N,
min

32000
32000
32000
32000
32000
32000
30000
30000
30000
30000
28000
28000
25000
25000
25000
25000
25000
25000

Hardened Steels

(58-62HRC)

VF
mnvmin

560
504
448
420
420
350
315
280
700
560
420
350
1200
1000
800
400
320
200

ap
mm

0.006
0.006
0.006
0.006
0.006
0.006
0.006
0.006
0.01
0.01
0.01
0.008
0.01
0.01
0.01
0.008
0.008
0.006

ae
mm

0.012
0.012
0.012
0.012
0.012
0.01
0.01
0.01
0.012
0.012
0.011
0.011
0.013
0.013
0.018
0.013
0.012
0.012

N
min

32000
32000
32000
32000
32000
32000
30000
30000
30000
30000
28000
28000
25000
25000
25000
25000
25000
25000

Hardened Steels

(63-68HRC)

Vf
mnvmin

392
352
313
294
294
245
220
196
500
400
300
250
600
500
400
280
180
120

ap
mm

0.005
0.005
0.005
0.005
0.005
0.005
0.005
0.005
0.01
0.01
0.01
0.008
0.01
0.01
0.01
0.005
0.005
0.005

ae
mm

0.008
0.008
0.008
0.008
0.008
0.007
0.007
0.007
0.008
0.008
0.008
0.007
0.01
0.01
0.01
0.006
0.006
0.005

Cutting Parameter

Workpiece
Radius Underneck
mm mm
1.6
2
R0.4
4
6
2
2.5
4
R0.5
6
8
10

Pre-Hardened Steels
(48-52HRC)

n

min”

24000
24000
24000
22000
22000
22000
22000
20000
20000
20000

VF
mnvmin

1500
1200
1000
800

1800
1500
1200
1000

ap
mm

0.01
0.01
0.01
0.01
0.01
0.01
0.01
0.01

ae
mm

0.015
0.015
0.015
0.012
0.02
0.02
0.02
0.02

800 0.007 0.015
600 0.006 0.015

m?n"
24000
24000
24000
22000
22000
22000
22000
20000
20000
20000

Hardened Steels

(58-62HRC)
Vf ap
mm/min -~ mm

1000 0.01
720 0.01
700 0.01
560 0.01
1260 0.01
1050 0.01
840 0.01
700 0.01
560 0.008
420 0.006

ae
mm

0.015
0.015
0.015
0.012
0.02
0.02
0.02
0.02
0.015
0.015

SCBN-B2 2-Flute CBN Deep Ball Nose End mill 3D Mmiliing Finishing

n, N
min"  mm/min

24000
24000
24000
22000
22000
22000
22000
20000
20000
20000

Hardened Steels

(63-68HRC)

750
600
500
400
900
750
600
500
400
300

ap
mm

0.01
0.01
0.005
0.005
0.01
0.01
0.01
0.01
0.007
0.005

ae
mm

0.015
0.015
0.01
0.005
0.02
0.02
0.02
0.015
0.008
0.005
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