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Ball nose end mills with short cutting length
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3] 5| 9 27| 6| 75| 15| e | 1 [9652030007500-0
4] 6 | 12 37| 6| 75| 20| e | 1 |9652040007500-0
5 8] 15| 47| 6| 75| 25| e | 1 [9652050007500-0
6 | 10 | 54 | 57| 6 [100| 30| e | 2 [9652060010000-0
8 12 | 54 | 74| 8 [100| 40| e | 2 [9652080010000-0
10 | 15 | 54 | 94| 10 | 100 | 50| e | 2 [9652100010000-0
12 | 18 | 80 [114 | 12 | 150 | 60| e | 2 [9652120015000-0
16 | 24 | 80 | 152 16 [ 150 | 80| e | 2 [9652160015000-0
20 | 30 | 80 [19.0] 20 [ 150 [ 100 e | 2 |9652200015000-0
® B Hanuumu / In stock
PekomeHayeMble pexvMbl pe3aHus ana dpes 9652
Recommended cutting conditions for end mills 9652
Ae CkopocTb
y pesaHus
ObpabaTbiBaeMblil MaTepran Cuttin d1- AMaMeTp MHCTPYMEHTa MM fz - nogava Ha 3y6 MM
Work material Ap speedg d1 - diameter in mm fz - feed per tooth in mm
Ve (m/min)
Ap Ae HM @3-06 | @6-08 | @8-210 |P10-212 | @12- 16 | @16 - @20

UGN E IR SN g oy ey 130-180  0.018-0.04 | 0.036-0.06 | 0.05-0.08 | 0.06-0.12 | 0.08-0.15 | 0.10-0.20
Aluminium alloy Si<8%

AntoMuHueBble cnnasbl Si>8%
Cast aluminium Si>8%

LIBeTHbIe cnnasbl
Copper alloy
1. Ecnv BbIneT uHcTpyMeHTa 6onee 4d, ckopocTb pesanust fo/mkHa BbITb CHDKEHa
2. [pun Bpe3aHuu Nog, yrnom, pekoMeHyeTcst CHU3UTb pexxuMbl pe3aHust Ha 30-60% oT ykasaHHbIX B Tabnmuax
1. If the overhang length is more than 4d, cutting speed should be reduced
2. In case of ramping, reduction of the above data by 30-60% is recommended

<0.2d1 | <0.3d1 100-130 0.018-0.04 | 0.036-0.06 | 0.05-0.08 | 0.06-0.12 | 0.08-0.15 | 0.10-0.20

<0.1d1 | <0.3d1 90-130 0.011-0.03 | 0.022-0.06 | 0.03-0.08 | 0.04-0.12 | 0.05-0.15 | 0.06-0.20




