UMT 9302 Z=2 i %f UMT 9304 Z=4 . %7
™ 30° 20°

YannHeHHble KOHLEBbIE (Ppe3bl YannHeHHble KOHLEBbIE (Ppe3bl

Long end mills @ W Long end mills @ W

L1

D

B

3 | 18 3 60 | e |9302030006000-2 3 | 18 3 60 | e [9304030006000-2
4 | 24 4 | 60 | e [9302040006000-2 4 | 24 4 60 | e [9304040006000-2
5 | 26 5 75 | e [9302050007500-2 5 | 26 5 75 | e [9304050007500-2
6 | 30 6 75 | e [9302060007500-2 6 | 30 6 75 | e [9304060007500-2
8 | 30 8 75 | e [9302080007500-2 8 | 30 8 75 | e [9304080007500-2
10 | 40 | 10 [ 100 | e [9302100010000-2 10 | 40 | 10 | 100 | e [9304100010000-2
12 | 45 | 12 [ 100 | e [9302120010000-2 12 | 45 | 12 | 100 | e [9304120010000-2
16 | 45 | 16 | 100 | e [9302160010000-2 16 | 45 | 16 | 100 | e [9304160010000-2
® B Hanuumu / In stock ® B Hanuumu / In stock
PekomeHayeMble pexkuMbl pesatust ans dpes 9302, 9304 - ObpaboTka ycTynos
Recommended cutting conditions for end mills 9302, 9304 - Shoulder milling
CkopocTb
y pesaHus
ObpabaTbiBaeMblil MaTepran 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 ieme @3- 26 6 - 28 @8- 210 @10- @12 @12 - 216

YrnepogucTble,
JlernpoBaHHble cTanu,
TBepaocTbio < 25 HRC <1d1 | <0.1d1 50-60 0.005-0.01 0.01-0.02 0.02-0.03 0.02-0.04 0.03-0.06
Carbon steel and

Alloy steel < 25 HRC
JNernpoBaHHbie,
WHcTpyMeHTanbHble cTanu,

TBEpAOCTbI0 25-45 HRC <1d1 | <0.1d1 | 30-50 0005001 | 0005001 0.01-0.02 0.01-0.03 0.02-0.05
Alloy steel and Tool steel

25-45 HRC

FHEERNILE G <1d1 | <0.1d1 | 30-40 0.005-0.01 0.005-0.01 0.01-0.02 0.01-0.03 0.02-0.05
Stainless steel

B iyt B8 <1d1 | <0.1d1 | 30-70 0.005-0.01 0.01-0.02 0.02-0.03 0.02-0.04 0.03-0.06
Cast iron GG

Beicokonpourbiviuyryk GGG | 4y | 944, | 3040 0005001 | 0005001 | 001002 001-0.03 0.02-0.05

Nodular cast iron GGG




