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END MILLS - SOLID CARBIDE CUTTING TOOLS @]

PekomeHayeMble pexxuMbl pesaHus ansa dpe3 9412, 9413, 9512 - O6paboTka ycTynos
Recommended cutting conditions for end mills 9412, 9413, 3512 - Shoulder milling

CkopocTb
o pesaHna
06pabatbiBaeMblii MaTepuan API Cuttin d1 - pMameTp MHCTpyMeHTa MM fz - nogaya Ha 3y6 MM
Work material speedg d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae HM o3-06 | ©6-28 | @8-210 |@10-212 | @12- 216 | @16 - @20
Aniomynnessie cnnasbi Si<8% | 154, | 034 200230 005006 | 006008 | 0.08-0.11 | 0.11-0.14 | 0.14-0.18 | 018020
Aluminium alloy Si<8%
Antomutmesble cnnasei S>8% | 45y, | 034, 180-190  0.04-006 | 006007 | 007-010 | 0.10-013 | 0.13-0.16 | 0.16-0.18
Cast aluminium Si>8%
BissuHEe Ay <15d1|<03d1  140-155  0.04-006 | 0.06-007 | 0.07-0.10 | 0.10-0.13 | 0.13-0.16 | 0.16-0.18
Copper alloy

PekoMeHayeMble pexxuMbl pe3aHuns ans dpes 9412, 9413, 9512 - O6paboTka nasos
Recommended cutting conditions for end mills 9412, 9413, 9512 - Slotting

CkopocTb
o pesaHua
O6pabaTbiBaeMbIit MaTepyan A Cuttin d1 - gMameTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material p speedg d1 - diameter in mm fz - feed per tooth in mm
Ve (m/min)
Ap HM 3 -6 6 - &8 @8-210 | @10-@12 | @12 - 16 | @16 - 320
AL DB 5 L <Adi 180-190  002-004 | 004006 | 006-0.08 | 0.08-0.11 | 0.11-0.13 | 0.13-0.16
Aluminium alloy Si<8%
Antomitmesble cnnasl Si>8% <1d1 160-170  0.02-0.04 | 0.04-0.06 | 0.06-0.08 | 0.08-0.11 | 0.11-0.13 | 0.13-0.16
Cast aluminium Si>8%
AL <1d1 130-140  0.02-0.04 | 0.04-0.06 | 0.06-0.08 | 0.08-0.11 | 0.11-0.13 | 0.13-0.16
Copper alloy

1. BbllenpuBeAeHHbIE PEXUMBI YKa3aHbl A151 XKECTKON TEXHOMOMMYECKON CUCTEMbI

2. MNpv Bpe3aHW Nop, yrioM, PEKOMEHAYETCS CHU3WTb PeXxuMbl pe3aHis Ha 30-60% oT ykasaHHbIX B Tabnmuax
1. Cutting conditions to be adjusted according to cutting style, rigidity of machine and work clamping

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

BbicokockopocTHbIe pexknuMbl pe3aHust ans ¢pes 9412, 9413, 9512 - 06paboTtka ycTynos
High speed cutting conditions for end mills 9412, 9413, 9512 - Shoulder milling

CkopocTb
O6pabaTbiBaeMbl MaTepuan Ap[ EE?;:MH d1 - gMameTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material speedg d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae HM @3-06 | @6-28 | @8-210 |@10-212 | @12- @16 | @16 - @20
Aniomuriveseie cnnasui Si<B% | g4, | (93d;  360-400  004-0.055 | 0055008 | 0.08-011 | 0.11-013 | 0.13-0.18 | 0.18-020
Aluminium alloy Si<8%
Anomnknessie cnnasei S>8% | gy, | 034y 330-350  0.035-0.045) 0045007 | 0.07-0.10 | 0.10-0.12 | 0.12-0.15 | 0.150.17
Cast aluminium Si>8%
E‘g;;:f‘ae”%”y”“"' <0.8d1|<0.3d1  260-280  0.035-0.045| 0.045-0.07 | 0.07-0.10 | 0.10-0.12 | 0.12-0.15 | 0.15-0.17

BbICOKOCKOPOCTHLIE pexxuMbl pe3aHus ans gpes 9412, 9413, 9512 - O6paboTka nasoB
High speed cutting conditions for end mills 9412, 9413, 9512 - Slotting

CkopocTb
. pesaHus
O6pabaTbiBaeMbl MaTepuan A Cuttin d1 - gMameTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
Work material P speedg d1 - diameter in mm fz - feed per tooth in mm
Ve (m/min)
Ap HM @3-06 | o6-28 | @8-210 |@10-212 | @12- @16 | @16 - @20
LBt ) ST <05d1 360-380  0.02-0.04 | 0.04-006 | 0.06-007 | 007-008 | 008-0.11 | 0.11-0.125
Aluminium alloy Si<8%
ANIOMUHHEBHE CNaBL Si>8% <0.5d1 290-300  0.02-0.04 | 0.04-0.05 | 005006 | 0.06-007 | 0.07-0.09 | 0.09-0.11
Cast aluminium Si>8%
Blssele i elas) <0.5d1 210-230  0.02-0.04 | 0.04-005 | 005006 | 0.06-0.07 | 0.07-0.09 | 0.09-0.11
Copper alloy

1. BbILIJEnpl/IBE,D.EHHbIE PeXXnMbl yKasaHbl ans JKECTKOWN TEXHONOrMYECKOIN CUCTEMBI

2. MNpv Bpe3aHW Nop, yrioM, PEKOMEHAYETCS CHU3WTb PeXxuMbl pesanis Ha 30-60% oT ykasaHHbIX B Tabnmuax
1. Cutting conditions to be adjusted according to cutting style, rigidity of machine and work clamping

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