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TpyaHoobpabaTbiBaeMbIX MaTepUanos L
End mills with different helix angles and irregular L1
teeth for difficult to cut materials
SR N\ ks - S

6 13 6 57 °

9544060005700-2

6 13 6 57 1 05 9544060005705-2
6 13 6 57 | 1.0 9544060005710-2
8 19 8 63 9544080006300-2
8 19 8 63 | 0.5 9544080006305-2
8 19 8 63 | 10 9544080006310-2

10 | 22 | 10 72
10 | 22 | 10 72 | 05
10 | 22 | 10 72 | 10
10 | 22 | 10 72 | 20
12 | 26 | 12 83
12 | 26 | 12 83 | 05
12 | 26 | 12 83 | 10
12 | 26 | 12 83 | 20
16 | 32 | 16 92
16 | 32 | 16 92 | 10
16 | 32 | 16 92 | 20
16 | 32 | 16 92 | 30
20 | 38 | 20 | 104
20 | 38 | 20 | 104 | 10
20 | 38 | 20 | 104 | 20
20 | 38 | 20 | 104 | 3.0

® B Hannumu / In stock

9544100007200-2
9544100007205-2
9544100007210-2
9544100007220-2
9544120008300-2
9544120008305-2
9544120008310-2
9544120008320-2
9544160009200-2
9544160009210-2
9544160009220-2
9544160009230-2
9544200010400-2
9544200010410-2
9544200010420-2
9544200010430-2

O|0O|0O|@e|0O|0O|0O|®@|O|O|O|@®@|O|O|C|®@|O|O|@®@|O|O

O WsrotoeneHue no 3anpocy / Produced to order only

PekomeHayeMble pexxuMbl pesaHus ansa ¢pe3 9544 - 06paboTka ycTynos v nasos
Recommended cutting conditions for end mills 9544 - Shoulder milling and slotting

CkopocTb pesaHus CkopocTb pe3aHus
. Cutting speed Cutting speed
O6pabaTbiBaeMbllt MaTepuan di - pMaMeTp MHCTPYMeHTa MM fz - nogava Ha 3y6 MM
Work material Ap Ve Ap Ve d1 - diameter in mm fz - feed per tooth in mm
(m/min) (m/min)
Ae
Ap Ae ano Ap ano 6 8 @10 @12 16 @20
Yrnepoguctble,
JlernpoBaHHble cTanu, 1d1
TBepaocThio < 25 HRC <2d1 |<0.4d1 120-150 90-120 0.03-0.04 | 0.05-0.06 | 0.06-0.07 | 0.07-0.08 | 0.08-0.09 | 0.09-0.10
max 12mm
Carbon steel and
Alloy steel < 25 HRC
JlervpoBaHHble,
MHCTpyMeHTaNbHbIE CTanu,
TeepRocTeio 25-45 HRC | <od1 |<03d1| 6080 <079 Fsggg 0025 | 0045 4400 06/0,06.007/0.07-0.08|0.08:009
max 12mm 0.035 0.055
Alloy steel and Tool steel
25-45 HRC
Hepxxasetowyye ctanu 0.025- | 0.035- | 0.055- 0.06- 0.065-
Stainless steel <15d11<0.3d: <0501 R (035 | 0055 | 006 | ooss | ogy |%07008
TuTaHoBbIE CMNaBbI 0.015- 0.045- 0.06- 0.065-
Titanium alloy <1.5d1<0.2d1 | 40-50 <0.5d1 30-40 0035 0.055 0.05-0.06 0.065 0.07 0.07-0.08
T
T <15d1|<0.1d1 | 45-60 <0.3d1 3545 0012 | 0015 | 0019 | 0025 | 0034 | 0042
LT <1.5d1|0.05d1 | 30-40 <0.3d1 2025 0015 | 0018 | 0023 | 0028 | 0037 | 0043
Heat resistant alloy

1. BbllwenpuBeeHHbIE PEXIMBI YKa3aHbl AN )KECTKON TeXHONOrNYeCKol cUcTeMbl

2. ins BbicoKonernposaHbix cranei (>12% Cr), HepxaseroLyx CTaneit U TUTAHOBbIX CMIABOB, CKOPOCTb Pe3aHust AomkHa BbiTb yMeHblueHa Ha 20-30% npy MCNOMLI30BaHUM IMYNTLCUM
1. Cutting conditions to be adjusted according to cutting style, rigidity of machine and work clamping

2. For high alloyed steel (> 12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion




