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END MILLS - SOLID CARBIDE CUTTING TOOLS @]

PekoMeHayeMble pexxuMbl pe3aHuns ansa dpes 9223, 9224 - 06paboTka ycTynos
Recommended cutting conditions for end mills 9223, 9224 - Shoulder milling

CkopocTb
O6pabaTbiBaeMblit MaTepuan Ap[ Eii?i:m d1- AMaMeTp 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 ano @3- 06 26-28 | @8-210 | @10-@14 | @14-@16 | @16-220
Yrnepoguctble,
nerMpDBaHHble CcTanu,
TBEPAOCTHIO < 25 HRC <15d1 | <0.2d1 | 90-100  0.01-0.03 | 003-0.06 | 0.04-008 | 0.045-0.10 | 0.06-0.12 | 0.07-0.14
Carbon steel and
Alloy steel < 25 HRC
JNervpoBaHHbie,
MHCTDyMeHTaJ’IbeIe cTanu,
TBEpAOCTbI0 25-45 HRC <15d1 | <0.2d1 | 4060 @ 001-002 | 0.025-0.05 | 0.035-0.065| 0.04-0.08 | 0.045-0.08 | 0.055-0.10
Alloy steel and Tool steel
25-45 HRC
g'teaﬁgl‘::sft‘g;em”” <15d1 | <0.1d1 | 50-60 0.01-0.02 | 0.025-0.05 | 0.035-0.065| 0.04-0.08 | 0.045-0.08 | 0.055-0.10
EZS:TO?&H GG <15d1 | <0.2d1 | 90-110 | 001003 | 003006 | 004008 | 0045010 | 0.06-0.12 | 007-0.14
ﬁ';'ggl';"r”c‘;‘:t"rr";ﬂ‘é‘gé“ GGG | 4545 | <0.1d1 | 80-100 | 001-002 | 0025005 |0.035-0065| 004008 | 0045008 | 0.055:0.10
T
ETQ:‘:’;";SSMB"' <15d1 | <0.1d1 | 5060 @ 001002 | 0.025-0.05 | 0.035-0.065| 0.04-0.08 | 0.045-0.08 | 0.055-0.10

[ns BbicokonernpoBaHHbix ctaneit (>12% Cr), HepxkaBeloLwmx cTaneil 1 TUTaHOBbIX CM/1aBoB,
CKOPOCTb Pe3aHus Jo/mkHa BbiTb yMeHbLueHa Ha 20-30% npu MCnosbi3oBaHWK 3MYIbCUK
For high alloyed steel (> 12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion

PekoMeHayeMble pexkuMbl pe3aHus gns dpes 9223, 9224 - 06paboTka nasos
Recommended cutting conditions for end mills 9223, 9224 - Slotting

CkopocTb
© pe3aHua
06pabaTbiBaeMbIit MaTepuan Ap Cuttin d1- AnaMeTp MHCTPyMeHTa MM fz - nogaya Ha 3y6 MM
Work material speedg d1 - diameter in mm fz - feed per tooth in mm
Ve (m/min)
Ap ano @3-06 | 26-28 | @8-010 | 10-@14 | @14-216 | @16- 320
Yrnepoguctbie,
nerMpOBaHHble CTanu,
TBepaocTbio < 25 HRC <1d1 7080  0008-0.02 | 0018004 | 0.02-005 | 0025006 | 003007 | 0.04-008
Carbon steel and
Alloy steel < 25 HRC
JlervpoBaHHbie,
MHCprMeHTaﬂbele cTanu,
TBEpAOCTbIo 25-45 HRC <1d1 3050 00060018 | 0.015-0.03 | 0.02-004 | 002-0.05 | 0.025-0.06 | 0.03-0.07
Alloy steel and Tool steel
25-45 HRC
B G S <0.5d1 4050  0006-0.02 | 0015003 | 0.02-004 | 002005 | 0025006 | 0.03-0.07
Stainless steel
=yl B <1d1 90-110  0.01-0025 | 002005 | 0.025-0.07 | 0.03-007 | 0035008 | 0.035-0.11
Cast iron GG
BricokonpoHeii yryn GGG <1d1 80-100 001-0.02 | 002004 | 002-006 | 0.026-007 | 0.027-007 | 0.03-0.10
Nodular cast iron GGG
U REIELL] <0.5d1 40-50  0.003-0.015 | 0.005-0.04 | 0.008-0.04 | 0.01-0.05 | 0.015-0.06 | 0.015-0.08
Titanium alloy

[ins BbicokonernposaHHbix ctanei (>12% Cr), HepxxaseloLwmx cTanei 1 TUTaHOBbIX CM/1aBoB,
CKOPOCTb Pe3aHus foMmkHa 6biTb yMeHbLueHa Ha 20-30% npu Mcnonbi3oBaHUM 3MYNbCUK
For high alloyed steel (> 12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion
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