END MILLS - SOLID CARBIDE CUTTING TOOLS @]

UMT 9554 Z2-4 ﬂd- %739

KoHueBble thpesbl C NepeMeHHbIM YTioM

HaKJI0Ha BUHTOBOM KaHaBKM, HepaBHOMEPHbIM ﬁ IEI &“—“
pasnonoXKeHneM 3yObeB, KOPOTKON peXyLLEN @
4acCTbH N 3aHMXKEHHON LLenKon ans 0bpaboTku L
TpyAHoobpabaTbiBaeMbIX MaTepManos Lo
End mills with different helix angles, b
irregular teeth, short cutting length and
relieved neck for difficult to cut materials 3 g | 1 - 3§
& 8
S
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9554060007500-2
9554060007505-2
9554060007510-2
9554080007500-2
9554080007505-2
9554080007510-2
9554100010000-2
9554100010005-2
9554100010010-2
9554100010020-2
9554120010000-2
9554120010005-2
9554120010010-2
9554120010020-2
9554160011500-2
9554160011510-2
9554160011520-2
9554160011530-2
9554200014000-2
9554200014010-2
9554200014020-2
9554200014030-2

6 26 5 8 6 75 0.5
6 9 26 5.8 6 751 10
8 | 12 | 34 | 78| 8 75
8 | 12 | 34 | 78 8 751 05
8 | 12 | 34 | 78| 8 751 10
10 | 15 | 42 9.7 10 | 100
10 | 15 | 42 97| 10 | 100 | 0.5
10 | 15 | 42 971 10 | 100 | 10
10 | 15 | 42 9.7 ] 10 | 100 | 20
12 | 18 | 50 | 117 ] 12 | 100
12 | 18 | 50 | 117 | 12 | 100 | 0.5
12 | 18 | 50 | 117 | 12 | 100 | 1.0
12 | 18 | 50 | 117 | 12 | 100 | 2.0
16 | 24 | 65 | 155 ] 16 | 115
16 | 24 | 65 |155| 16 | 115 | 1.0
16 | 24 | 65 |155 | 16 | 115 | 20
16 | 24 | 65 |155| 16 | 115 | 3.0
20 | 30 | 82 | 185 | 20 | 140
20 | 30 | 82 | 1895 | 20 | 140 | 10
20 | 30 | 82 | 185 | 20 | 140 | 20
20 | 30 | 82 [ 195 20 | 140 | 30
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PekomMenayeMble pexxuMbl pe3aHus ansa dpe3 9554 - 06paboTka ycTynos 1 nasos
Recommended cutting conditions for end mills 9554 - Shoulder milling and slotting

CkopocTb pesaHus CkopocTb pe3aHus
Cutti d tti
O6pabartbiBaeMblii MaTepuan SR Cutting speed d1 - pMaMeTp MHCTpYMeHTa MM fz - nopaya 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 76 @8 @10 12 16 @20
Yrnepoguctble,
JlernpoBanHbie ctanu, <1d1
TBepaocTbio < 25 HRC <1d1 |<0.4d1 100-130 max 12mm 70-100  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
JervipoBaHHble,
MHCTpyMeHTanbHbIe CTanu,
TBEPAOCTbI0 25-45 HRC <idi |<03d1| 5070 | 079 Fagep | 0025 | 0045 1400 606(0.06-0.07]0.07-0.08|0.08-0.09
max 12mm 0.035 0.055
Alloy steel and Tool steel
25-45 HRC
HepxxasetoLye ctanm 0.025- | 0.035- | 0.055- 0.06- 0.065-
Stainless steel <ldi |<02d1 e <05dt N 035 | o055 | 006 | 0065 | oo7 |007008
TuTaHoBbIE CNlaBbI 0.015- 0.045- 0.06- 0.065-
Titanium alloy <1d1 |<0.2d1 | 30-40 <0.5d1 25-35 0035 0.055 0.05-0.06 0.065 0.07 0.07-0.08
T
T;;ﬁ?um <1d1 |<0.1d1 | 35-50 <0.3d1 3040 0012 | 0015 | 0019 | 0025 | 0034 | 0042
LK;;‘;";‘;?S:::'S;HZ’;“"' <1d1 |<005d1 | 25-35 <0.3d1 1520 0015 | 0018 | 0023 | 0028 | 0037 | 0043

1. BblLenpuBeeHHbIe PeXWMbI YKa3aHbl fi15 JKECTKON TEXHONOTMYECKOI CUCTEMBI

2. [inq BhicokonernposaHHbIx ctaneit (>12% Cr), HepykaseroLLx CTaseil U TUTAHOBbIX CMIABOB, CKOPOCTb Pe3aHust 0MKHa BbiTb yMeHbLueHa Ha 20-30% npu MCnoNbI3oBaHNM 3MyIbCUm
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



