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UMT 9324 Z2-4 % %7
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YanuHeHHble KoHUeBble pe3bl
Long end mills
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6 24 6 75 ° 9324060007500-2

8 8 9324080007500-2
9324100010000-2
9324120010000-2
9324160011500-2
9324200012000-2

30 75
10 36 10 | 100
12 45 12 | 100
16 50 16 | 115
20 55 20 | 120
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PekomeHayeMble pexxMel pe3aHus ans gpes 9324 - 0bpaboTka ycTynos
Recommended cutting conditions for end mills 9324 - Shoulder milling

CkopocTb
y pesaHusi
ObpabaTtbiBaeMbiit MaTepuan ApI . d1- AMaMeTp MHCTPyMEHTa MM fz - nogaya Ha 3y6 MM
. | Cutting . . .
Work material — d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae ano . a6 8 @10 712 716 20
Yrnepoguctble,
JlervpoBaHHble cTanu,
TBepAocTbio < 25 HRC <2.5d1 | <0.05d1  70-80 0.03-0.04 0.05-0.06 0.06-0.07 0.07-0.08 0.08-0.09 0.09-0.10
Carbon steel and
Alloy steel < 25 HRC
JlervipoBaHHble,
MHCcTpyMeHTanbHbIE CTanu,
TBepaocTbio 25-45 HRC <2d1 | <0.05d1| 40-50 @ 0.025-0.035 |0.045-0.055| 0.05-0.06 0.06-0.07 0.07-0.08 0.08-0.09
Alloy steel and Tool steel
25-45 HRC

Hepxagetowue ctanu

X <2d1 | <0.02d1| 4050 @ 0.025-0.035|0.045-0.055| 0.05-0.06 | 0.06-0.065 | 0.065-0.07 | 0.07-0.08
Stainless steel

Cepblih 4yryH GG

Cast iron GG
BbicokonpouHbiit yyryH GGG
Nodular cast iron GGG

<2.5d1 | <0.05d1~ 90-110 0.03-0.04 | 0.05-0.06 0.06-0.07 | 0.07-0.08 0.08-0.09 | 0.08-0.10

<2.5d1 | <0.05d1 | 80-100 0.03-0.04 | 0.05-0.06 0.06-0.07 | 0.07-0.08 0.08-0.09 | 0.08-0.10

TuTaHoBbIE CMTaBLI

Titanium alloy <2d1 | <0.02d1  40-50  0.025-0.035|0.045-0.055| 0.05-0.06 | 0.06-0.065 | 0.065-0.07 | 0.07-0.08

[ins BbicokonernpoBaHHbix ctanei (>12% Cr), HepxxaseloLwmx cTanei 1 TUTAHOBbIX CM/1aBoB,
CKOPOCTb Pe3aHus fomkHa 6biTb yMeHblueHa Ha 20-30% npu ucnonbi3oBaHUM 3MybCUN
For high alloyed steel (> 12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion




