END MILLS - SOLID CARBIDE CUTTING TOOLS @]

UMT 9244 Z2-4

KoHueBble hpesbl ¢ NepeMeHHbIM YT/I0M HaKJ/10Ha BUHTOBON

KaHaBKN N HEPABHOMEPHbLIM Pa3noJioXXeEHNEM 3YGbEB

End mills with different helix angles and irregular teeth
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PexoMeHpyeMble pexiMbl pe3anus ans tpes 9244 - 06pabotka yctynos / Recommended cutting conditions for end mills 9244 - Shoulder milling

CkopocTb
06pabatbiBaeMblit MaTepuan API [EEELIE d1- AMaMeTp MHCTPYMEHTa MM fz - nopaya Ha 3y6 MM
Work material I Cutting speed 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- 320
Yrnepoguctble,
”erMpDBaHHble CTanu,
TBEPAOCTHIO < 25 HRC <2d1 |<04d1| 120-150  0015-005 | 0.03-007 | 004-0.09 | 0.045-0.10 | 0.06-0.12 | 0.07-0.16
Carbon steel and
Alloy steel < 25 HRC
JlervpoBaHHbie,
MHcTpyMeHTanbHble ctanu,
TBEPAOCTHIO 25-45 HRC <2d1 |<0.3d1|  60-80 0.012-0.04 | 0.025-006 | 0.035-0.075| 0.04-0.08 | 0.045-0.09 | 0.055-0.11
Alloy steel and Tool steel
25-45 HRC
gti?:fszft?;emm <15d1 |<03d1|  70-80 0.012-0.04 | 0.025-0.06 | 0.035-007 | 0.04-0.08 | 0.045-0.09 | 0.055-0.11
EZE:'.:IO?&H GG <2d1 |<04di 130-160 0025007 | 0.0450.10 | 006013 | 007-015 | 0080.18 | 0.100.20
EE‘;S;;‘?”CF;‘;‘T;%&V;” GGG | 24y |<0.3d1| 100120 | 0021006 | 0.038-009 | 005011 | 006-0.13 | 007015 | 0.08-0.18
m;f_‘]?f;";e”g;'m"' <15d1|<02d1| 8060 | 0015004 | 003006 | 004003 | 0045010 | 006-0.12 | 0.07-0.16

PekomeHayeMble pexumbl pesanus ans dpes 9244 - 06pabotka nasos / Recommended cutting conditions for end mills 9244 - Slotting

CkopocTb
O6pabaTbiBaeMblit MaTepyan A pesaHusi d1- oUaMeTp MHCTpYMEHTa MM fz - nogaya Ha 3y6 MM
Work material P Cutting speed d1 - diameter in mm fz - feed per tooth in mm
Ve (m/min)

Ap NelEY.  23-06 | 26-28 | 28-210 | ©10-014 | ©14-216 | 916-220
YrnepogucTble,
”eI'VIpOBaHHbIe cTanm,
TBepAOCTbIo < 25 HRC <1d1 100-130 | 0.008-0.03 | 0.017-0.04 | 0.02-0.05 | 0.025-0.06 | 0.03-0.07 | 0.04-0.08
Carbon steel and
Alloy steel < 25 HRC
JlervpoBaHHble,
MHCprMeHTaﬂbele CTanu,
TBepaocTbio 25-45 HRC <0.7d1 50-70 0.006-0.02 | 0.015-0.03 | 0.02-0.04 | 0.02-005 | 0.0250.06 | 0.03-0.07
Alloy steel and Tool steel
25-45 HRC
I e <0.7d1 50-70 0.006-002 | 0.015-0.03 | 002-004 | 002-0.05 | 0.025-0.06 | 0.03-0.07
Stainless steel
Cephiid Jyryt GG <1d1 120-140 = 001-004 | 0.02-005 | 0.025-0.07 | 0.03-0.07 | 0.035-0.08 | 0.035-0.11
Cast iron GG
Buicokonpoumbit yryH GGG <di 90-110 001003 | 002004 | 002-006 | 0.026-0.07 | 0.027-0.07 | 0.03-0.10
Nodular cast iron GGG
Ul SRR i <0.3d1 2040  0003-0.015| 0.005-0.04 | 0.008-0.04 | 0.01-0.05 | 0.015-0.06 | 0.015-0.08
Titanium alloy




