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Indexable 4-Flute Ball End Mill

Ball end mill : Ball Precision Multi Flutes ABP4F type

HEHEERZIIUDE LK E
HMToOBETIE, V—F¥ A4 25
MeEmE b ByE LT, TIEHE
WAZ & % FEAT BE N TR0 v A &
W2 TAOE Y HLA N B OA
BTIoTwnh,

TAERMIC BV TiE, M~y =
TR =R N) =8 AL TD
KETAEREIE C D i oo fie w55 Il fin %
(nmax) #%20,000 ~ 24,000 min "',
3% 0 HEE (vE) 12 20 m/min PLE & W
) EEA RSB LS T W b,

HV.Y—NVik, 20k)%a—
W— = — R TR 2 & OFATE)
MzEREz, MAOA Y9 — MEE
HEDEREZLY, L EITHOHN%

TR ABHAR =NV FINVEFH
LR, Zhicky, fgko
2MHI A TOR—NVIZY FINE
DRI A A N—F B 2 &
HHHEIC 72 o 726
HAREZR 2 1RT. [ v H—
M RN —%AHERETDI20DOBH
4 ¥ —MEEHORZFHDOIZT S
ZETRT A LIRS TFHA v —
b 2 DF v THEANR— R % T
HZENWTEL, TNITELNHNE
THA ¥ — b 3EEHT LA
EEBL TS E72, BHA V¥ —
P OIS ) R & EH 2T, T
BSROE T E I SRE B A el Rt a Y
DF BN (N HBRS R — T

¥ R IV TR D B EP) b
fFEFEFCTUhIZ&RITOLNE LHIC
LTwa, f v —rDa—7F+«
YIS oM@ L7z PVD
(Physical Vapor Deposition) 2 —
T4 ¥ 7 TohAIATHIOE] % R
L7z
TVAGEITE MR ENG T2
¥ 4 V58 FCD600 & Bl AF & L
THZFE LR A KHN) kLA (2K
H) L DT A N &RAT > 7248,
PER AT AT T RES 2 15 (R 3),
Fm 2 FEoTkRE (R 4) 2 B L7z

(H 37y — vkpsath)

1 LI 7R=NTLT3>3IFTIb— b ABPAF S
Fig. 1 Ball Precision Multi Flutes ABP4F type
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Fig. 2 Structure
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[Cutting conditions]
Work material: FCD600, Dry cutting

Cutting length (L) = 10 km

Cutter: ABP4F30S32WL120 (diameter = 30 mm)
Cutting speed (vc) = 1,130 m/min, Per-tooth feed rate (fz) = 0.33 mm/t
Axial depth of cut (ap) = 0.1mm, Pick feed (pf) = 0.5 mm

Feed rate (vf) = 16,000 mm/min
Cutting time (T) = 10h 25min
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Work material: FCD600, Dry cutting

Cutter: ABP4F30S32WL120 (diameter = 30 mm)

Cutting speed (vc) = 1,130 m/min, Per-tooth feed rate (fz) = 0.33 mm/t
Axial depth of cut (ap) = 0.1mm, Pick feed (pf) = 0.5 mm

Reach tool life standard: Abraded relief surface (VBmax) = 0.2 mm

Feed rate (vf) = 16,000 mm/min
Cutting length (L) = 2,000 m

ABP4F

Feed rate (vf) = 8,000 mm/min
Cutting length (L) = 1,000 m
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Fig. 3 Performance comparison when cutting flat surfaces
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Fig. 4 Tool life comparison when cutting vertical walls
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