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I YB2010-CS Ll 0.5 1 1.5 50 4
i YB2015-CS  |[J| 0.75| 15| 23| 50 4
= YB2020-CS L1 1 2 3 60 6
)Y YB2030-CS 1] 1.5 3 4.5 60 6
YB2040-CS L1 2 4 6 70 6
YB2050-CS (]| 2.5 5 7.5 80 6
YB2060-CS ]| 3 6 9 90 6
YB2080-CS [l 4 8 12 100 8
YB2100-CS (1] 5 10 15 100 10
YB2120-CS (]| 6 12 18 110 12
YB2160-CS (]| 8 16 24 140 16
YB2200-CS L1110 20 30 160 20
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[] . Stocked by specified distributor. Contact with our sales department.

. %ﬁtﬂﬁ“%{#ﬁ Recommended cutting conditions

YB-CS

X Copper Alloy, Aluminium Alloy Cast Iron, Carbon Steels Alloy Steels, Tool Steels Pre-Harden Steels, Hardened Steels Hardened Steels
Wi i FC200.S5S400.S50C SCM. SKD. ARK1 CENAT.NAK80O.SKD | SKD1.HPM38. Stavax
TEE Hardness = ~250HB 25~35HRC 35~45HRC 45~55HRC
YhAH R ap ED
Depth of Cut dp R=1.0 |0.056XREATF | 0.2XRELTF
mm 4\@% 10<R | 0.1XREAF | 0.2XRIUT

BIEIZRMA| ve=150~250m/min | ve=150~250m/min | ve=125~225m/min | ve=100~200m/min | vc=75~175m/min

N oo mgnan | EOEEV | BERSn | EDEEv | BEMn | EDEEv | BERMn | EOEEv | EERMn | EDEEv

=B\ SHE Revolition Table Speed Revolition Table Speed Revolition Table Speed Revolition Table Speed Revolition Table Speed
Rmm \Dc mm min! mm/min min-! mm/min min-! mm/min min-! mm/min min-! mm/min
R0.5 1.0| 50,000 3,350 31,800 572 27,900 502 23,900 430 19,900 358
R1 2 35,000 3,350 31,800 1,910 27,900 1,670 23,900 1,430 19,900 1,190
R2 4 17,500 4,080 15,900 1,910 13,900 1,670 11,900 1,430 9,950 1,190
R3 6 11,700 5,160 10,600 1,910 9,280 1,670 7,960 1,430 6,630 1,190
R4 8 8,760 3,840 7,960 1,910 6,960 1,670 5,970 1,430 4,970 1,190
R5 10 7,100 3,120 6,370 1,780 5,570 1,560 4,770 1,340 3,980 1,110
R6 12 5,850 2,580 5,310 1,590 4,640 1,390 3,980 1,190 3,320 996
R8 16 4,400 1,550 4,000 1,300 3,500 1,050 3,000 900 2,500 750
R10 | 20 3,520 1,240 3,200 1,000 2,800 840 2,400 720 2,000 600
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@ Please use down-cutting . Air-blow is recommended in case of dry-machining.
@ Please use a machine with high rigidity and perfect set-up to perform stable machining.
® The table shows starting conditions. Please adjust revolution speed and feed speed

according to over -hang, depth of cut and conditions of machine.

@ Please reduce feed speed at the same rate in case of lower spindle revolution.






