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YanuHeHHble KOHLUEBble (pe3bl C NepeMeHHbIM d

YI/I0M HaK/IOHa BUHTOBOI KaHaBKM, HEpaBHOMEPHBIM W
pasnonoeHneM 3yBbbeB 1 3aHKEHHON LLEVKON

Long end mills with different helix

angles, irregular teeth and relieved neck L2
L1

gd2

6 19 29 5.5 6 63 °

9364060006300-2
8] 26 | 42 ] 75] 8 ] 80 e | 9364080008000-2
10 | 33| 54 | 95 10 | 100| e | 9364100010000-2
12 | 38 | 54 [115] 12 [ 100] e [ 9364120010000-2
16 | 53 | 69 | 155 16 | 150 | e | 9364160015000-2
20 | 68 | 84 | 195 ] 20 | 150 | e | 9364200015000-2
® B Hanunyum / In stock
PekomeHzyeMble pexknMbl pe3aHus gns ¢pes 9364 - 0bpaboTka ycTynos
Recommended cutting conditions for end mills 9364 - Shoulder
CkopocTb
ObpabaTbiBaeMblil MaTepuan API Ee3a.HMﬂ d1- AMaMeTp MHCTPYMEHTa MM fz - nogaya Ha 3y6 MM
; - utting n ! f
Work material - d1 - diameter in mm fz - feed per tooth in mm
Ae Ve (m/min)
Ap Ae nano 6 8 @10 @12 @16 @20
Yrnepoguctble,
JlerupoBaHHble cTany,
TBepAocTbIo < 25 HRC <2d1 |<04d1 | 130-170  0.02-0.035 |0.035-0.045| 0.045-0.06 | 0.06-0.075 | 0.07-0.09 | 0.08-0.10
Carbon steel and
Alloy steel < 25 HRC
JlervpoBaHHble,
MHCprMeHTaﬂbeIB CcTanu,
TBepOCTbI0 25-45 HRC <2d1 |<03d1 | 100-130  0.02-0.035 |0.035-0.045| 0.045-0.06 | 0.06-0.075 | 0.07-0.09 | 0.08-0.10
Alloy steel and Tool steel
25-45 HRC
gtzngse';’tfe”lma“” <1.5d1 | <0.2d1 3545 | 0015003 | 0.03-0.04 | 0.04-0.055 | 0.055-0.07 | 0.065-0.08 | 0.075-0.03
Ezst"'ifo”r‘]yéé” GG <2d1 |<04d1 | 90-110  0.02-0.035|0.035-0.045| 0.045-0.06 | 0.06-0.075 | 0.07-0.09 | 0.08-0.10
ﬁg’gﬁgﬁ”&‘;’fﬁ;ﬁ&%’” GGG <2di |<03d1 | 80100  0.02-0.035|0.0350.045| 0.045:0.06 | 0.06-0.075 | 0.07-0.09 | 0.08-0.10

1. BbllwenpuBeAeHHbIE PEXXUMBI YKa3aHbl A5 XKECTKON TEXHOIOMMYECKON CUCTEMbI

2. [Inst BbIcOKONErMpoBaHHbIX cTaner (>12% Cr) n HepixaBeroLyx CTasnem, CKOpoCTb pe3aHms [okHa BbiTb yMeHbLueHa Ha 20-30% npu Ncnosbl3oBaHUM 3MyIbChn
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




