END MILLS - SOLID CARBIDE CUTTING TOOLS @]

UMT9264Z-4 NEW

KoHueBble hpe3bl C NepeMeHHbLIM YoM
HaKM0HA BUHTOBOW KaHaBKW, HEPAaBHOMEPHbLIM
pasnonoxeHneM 3yBbeB 1 3aHMKEHHON LLIEKON
End mills with different helix angles, irregular

teeth and relieved neck
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Shank Style DIN 6535 HA Shank Style DIN 6535 HB

9264030005700-2 9264030005700-2-HB

4 6 1 e | 9264040005700-2 | o |9264040005700-2-HB
5 13 21 4.6 6 57 1 ® | 9264050005700-2 | o |9264050005700-2-HB
6 | 13 | 21 55 6 57| 2 e | 9264060005700-2 | o |9264060005700-2-HB
8 | 19 27 7.5 8 63 | 2 e | 9264080006300-2 | o |9264080006300-2-HB
10 | 22 | 32 95| 10 72| 2 e | 9264100007200-2 | o |9264100007200-2-HB
12 | 26 38 | 115 ] 12 83 | 2 e |9264120008300-2 | o |9264120008300-2-HB
14 | 26 | 38 |135| 14 83 | 2 o ]9264140008300-2 | o |9264140008300-2-HB
16 | 32 | 44 1155 16 92 | 2 ® |9264160009200-2 | o |9264160009200-2-HB
18 | 32 | 44 | 175 | 18 92| 2 o 19264180009200-2 | o |9264180009200-2-HB
20 | 38 | 54 |195] 20 | 104 | 2 e | 9264200010400-2 | o [9264200010400-2-HB

@ B Hannumm / In stock

O WsroTosnenue no 3anpocy / Produced to order only

PekomeHayeMble pexkMbl pe3anust gns gpes 9264 - 0bpaboTka ycTynoB 1 na3oB
Recommended cutting conditions for end mills 9264 - Shoulder milling and slotting

CkopocTb pesaHus

CkopocTb pesaHus

. Cutting speed Cutting speed
06pabatbiBaeMbIit MaTepUan d1 - AMaMeTp UHCTPYMEHTA MM fz - nogaya 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 TTMIEN Ap ano 23-06 | 26-28 | @8-310 |@10-@14|@14-316| Z16-220
Yrnepogucrtele,
nerVIpOBaHHbIE CTanu, <1d1
0015 | 0025 | 0035 | 0045 | 0065 | 007-
PR ;rif HRC <2di |<0.5d1 (H40H80) | o, [BEOHE0 o0 | 004 | 005 | 0075 | 003 | o011
Alloy steel < 25 HRC
JervipoBaHHble,
WNHCTpyMeHTasbHbIE CTanu,
<0.7d1 0015 | 0025 | 0035 | 0045 | 0065 | 007-
Z\TE‘;“;’t‘;Tej"gﬁéil':?eil <2di |<0A4d1 SOSEQ) o RSO o o 004 | 005 | 0075 | 009 011
2545 HRC
HepxxasetoLye ctanm g . 0.01- 0.02- 0.03- 0.04- 0.045- | 0.055-
Stainless steel <15d1)<0.3d1 49988 <05d1  BSSESH o0 | o35 | 0045 | 007 | 008 | 010
Cepbiit uyryH GG _ <1d1 _ 0015 | 0025 | 0035 | 0045 | 0065 | 007-
Cast iron GG <2d1 1<0.5d1 S o 1omm [ 003 004 | 005 | 0075 | 009 0.11
BeicokonpoyHbin yyryH GGG <1d1 0.015- 0.025- 0.035- | 0.045- | 0.065- 0.07-
Nodular cast iron GGG <2d1 <04di 900N onm 1891900 o5 | 004 | 005 | 0075 | 009 | 011

1. BblLenpuBeaeHHbIE PeXMbI YKasaHbl /151 KECTKON TEXHOMIOMMYECKON CUCTEMBI
2. ins BbicokonermpoBaHHbIx ctaneit (>12% Cr) n HepxkaBeloLwmx cTaneil, CKOpoCTb pe3aHust A0MKHa 6biTb yMeHbLueHa Ha 20-30% npu MCnosibi30BaHWM 3MY IbCUN
1. The figures to be adjusted according to machining shape, rigidity of machine and work clamping
2. For high alloyed steels (>12% Cr), INOX, cutting speed must be reduced by 20-30% when used emulsion




