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CBN-LBF 2030-040 4 50 6 29,260 4.16 4.26 4.36 4.47 472
CBN-LBF 2030-060 R1.5 6 1.8 2.94 15° 50 6 29,260 6.23 6.40 6.58 6.77 7.21
CBN-LBF 2030-080 8 50 6 29,260 8.30 8.54 8.79 9.07 9.70
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CBN-LRF 2030-005060 R0O.05 6 50 6 34410 627 649 672 698 | 754
CBN-LRF 2030-010060 3 RO.1 6 07 594 150 50 6 34410 627 649 672 697 753
CBN-LRF 2030-020060 RO.2 6 ' ) 50 6 34410 627 648  6.71 6.95 751
CBN-LRF 2030-050060 RO.5 6 50 6 34410 6.26 6.46 6.68 6.91 7.44




CBN-LBF tJHISZ43R Milling Conditions
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2030-040 4 20,000 2,500 0.1 0.15 18,000 2,200 0.06 0.09 16,000 1,900 0.04 0.06

2030-060 R1.5 6 20,000 2,500 0.1 0.15 18,000 2,200 0.06 0.09 16,000 1,900 0.04 0.06

2030-080 8 18,000 2,200 0.08 0.12 17,000 2,000 0.05 0.075 16,000 1,650 0.04 0.05
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2030-005060 R0.05 6 20,000 = 1,500 0.02 0.6 20,000 1,300 0.02 0.6 13,500 600 0.015 0.6
2030-010060 RO.1 6 20,000 2,000 0.04 0.6 20,000 1,700 0.04 0.6 14,000 700 0.02 0.6
3
2030-020060 R0.2 6 20,000 = 2,000 0.06 0.6 20,000 1,700 0.06 0.6 14,500 770 0.02 0.6
2030-050060 R0.5 6 20,000 2,000 0.12 0.6 20,000 1,700 0.12 0.6 16,500 = 1,000 0.02 0.6
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-Decrease both spindle speed and feed rate proportionally when the milling parameters exceed the machine” s maximum spindle speed.
-Recommend oil mist to avoid tool damage.
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A Advisory for Safe Use of UNIMAX End Mills

Correct application and operation is strongly advised to avoid clogging, abrasion, etc, that could cause serious accidents or injuries.
Ignition or sparks generated during milling could lead to fire or extreme damage to the work piece.
End Mills are made with very sharp cutting edges and must be handled with extra care.

@Never touch the cutting edge with your bare hands, as this could cause serious injury. Special caution is required when opening the package.

@Dropping the tool could cause breakage or flying debris, leading to serious injury.

@During milling, unexpected impact or shock on the tool could cause breakage or flying debris. Ensure to use protective items such as safety glasses and a face guard.
@For best results, fine parameter adjustment may be required, depending on the materials; milling shape and strategy; machine rigidity and spindle capability.

@Use a machine that has high rigidity and generates a low level of vibration.

@Do not use flammable cutting oils.

Advisory for regrinding UNIMAX End Mills
@Never regrind the tool without wearing safety glasses and a face guard.
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Price & Specifications are subject to change without notice.
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