END MILLS - SOLID CARBIDE CUTTING TOOLS @]

UMT 9453 Z2-3

KoHueBble dhpesbl C KOPOTKOM PeXxyLLEeN YacTb 1
3aHMKEHHOW LUeKon ans 06paboTky antoMmUHUS
End mills with short cutting length and
relieved neck for aluminium
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6 10 26 5.6 6 75 e |9453060007500-0
6 10 26 5.6 6 751 05 o |9453060007505-0
6 10 26 5.6 6 751 10 o ]9453060007510-0
8 12 34 74 8 75 e |9453080007500-0
8 12 34 7.4 8 751 05 o |9453080007505-0
8 12 34 74 8 75| 10 o |9453080007510-0
10 15 42 9.4 | 10 | 100 e |9453100010000-0
10 15 42 94| 10 | 100 | 0.5 o [9453100010005-0
10 15 42 94| 10 | 100 | 1.0 o 19453100010010-0
10 15 42 94| 10 | 100 | 2.0 o |9453100010020-0
12 18 50 | 114 | 12 | 100 e [9453120010000-0
12 18 50 | 114 | 12 | 100 | 0.5 o |9453120010005-0
12 18 50 | 114 | 12 | 100 | 10 o ]9453120010010-0
12 18 50 | 114 | 12 | 100 | 2.0 o [9453120010020-0
16 24 65 | 152 | 16 | 115 e |9453160011500-0
16 24 65 | 152 | 16 | 115 | 1.0 o |9453160011510-0
16 24 65 | 152 | 16 | 115 | 20 o [9453160011520-0
16 24 65 | 152 | 16 | 115 | 3.0 o |9453160011530-0
20 30 82 |18.0 | 20 | 150 e |9453200015000-0
20 30 82 |118.0 ] 20 | 150 | 1.0 o [9453200015010-0
20 30 82 1180 ] 20 | 150 | 2.0 o ]9453200015020-0
20 30 82 | 180 | 20 | 150 | 3.0 o [9453200015030-0

® B Hanunumu / In stock

O WsroToenexue no 3anpocy / Produced to order only

PekoMeHayeMble pexuMbl pe3aHus gns dpes 9453 - 0bpaboTka ycTynos
Recommended cutting conditions for end mills 9453 - Shoulder milling

CkopocTb pe3aHus

BbICOKOCKOPOCTHBIN peXuM

. Cutting speed High Speed Cutting
O6pabaTbiBaeMbl MaTepuan d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Wark material Ap Ve Ap Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min) (m/min)
Ae Ae
Ap Ae HM Ap Ae HM 6 8 @10 12 216 220

AnlomKueste Cnasbi Si<B% |y 54| .0 1d; 165475 <id1 [<0.1d1 270310 005 | 008 | 0.10 0.12 016 | 0.18

Aluminium alloy Si<8%

Aniomuriveseie cnnasel Si>8% | 4 o4, |14y 135145 <id1 |<0.1d1 250270 0045 | 007 | 009 | 011 | 014 | 016

Cast aluminium Si>8%

AHGEDCIIELT <1.2d1|<0.1d1 105-120 <id1 |<0.1d1 195215 0045 | 007 | 009 | 011 | 014 | 0.16

Copper alloy

PekoMeHayeMble pexxuMbl pe3aHus gna dpes 9453 - 06paboTka nasos
Recommended cutting conditions for end mills 9453 - Slotting

CkopocTb pe3aHus

BbICOKOCKOPOCTHBIN pexum

. Cutting speed High Speed Cutting
ObpabaTbiBaeMbIi MaTepuan d1- gMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material Ap Ve Ap Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min) (m/min)
Ap HM Ap HM o6 58 10 | @12 | @16 | @20
Antomunmesble cnnasei Si<8% | g4 435445  «04d1 270290 004 | 006 | 007 | 008 | 011 | 0125
Aluminium alloy Si<8%
Antomutmeseie cnnasei S>8% | a4 420430 <04di 220230 004 | 005 | 006 | 007 | 009 | 011
Cast aluminium Si>8%
Lsetrble crnasel <08d1  100-110  <04d1  160-180 004 | 005 | 006 | 007 | 009 | 011
Copper alloy

1. BoilenprBeeHHbIe PEXUMbI yKa3aHbl 7151 JKECTKOI TEXHONOTNYECKOi CUCTEMBI
2. Ecnu BbineT vHcTpyMeHTa 6onee 4d, ckopocTb pe3aHns oMKHA BbiTb CHUKEHA
3. Npv Bpe3aHW Nop, yrioM, PEKOMEHAYETCS CHU3WTb PeXxuMbl pe3aHis Ha 30-60% oT ykasaHHbIX B Tabnmuax
1. The figures to be adjusted according to machining shape, rigidity of machine and work clamping
2. If the overhang length is more than 4d, cutting speed should be reduced

3. In case of ramping, reduction of the above data by 30-60% is recommended
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