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END MILLS - SOLID CARBIDE cUTTING TooLS  [fum€

Recommended cutting conditions for end mills 9224 - Shoulder milling

A I Cutting
Work material P | speed d1 - diameter in mm fz - feed per tooth in mm
Ve (m/min)
Ae

Ap Ae @3- 6 76 - 28 @8-210 | @10-014 | @14- 216 | F16-20
ik EEle <15d1 | <0.2d1 001003 | 003006 | 004008 | 0.0450.10 | 0.06-0.12 | 0.07-0.14
Alloy steel < 25 HRC
Alloy steel and Tool steel
2545 HRC <1.5d1 | <0.2d1 0.01-0.02 | 0.025-0.05 | 0.035-0.065| 0.04-0.08 | 0.045-0.08 | 0.055-0.10
Stainless steel <1.5d1 | <0.1d1 0.01-0.02 | 0.025-0.05 | 0.035-0.065| 0.04-0.08 | 0.045-0.08 | 0.055-0.10
Cast iron GG <1.5d1 | <0.2d1 0.01-0.03 0.03-0.06 0.04-0.08 | 0.045-0.10 | 0.06-0.12 0.07-0.14
Nodular cast iron GGG <1.5d1 | <0.1d1 0.01-0.02 | 0.025-0.05 | 0.035-0.065| 0.04-0.08 | 0.045-0.08 | 0.055-0.10
Titanium alloy <1.5d1 | <0.1d1 0.01-0.02 | 0.025-0.05 | 0.035-0.065| 0.04-0.08 | 0.045-0.08 | 0.055-0.10

For high alloyed steel (> 12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion

Recommended cutting conditions for end mills 9224 - Slotting

Cutting
speed
Ve (m/min)

d1 - diameter in mm

fz - feed per tooth in mm

Work material API:@
Ap

Carbon steel and 1ds
Alloy steel < 25 HRC
Alloy steel and Tool steel
25-45 HRC <ldi
Stainless steel <0.5d1
Cast iron GG <1d1
Nodular cast iron GGG <1d1
Titanium alloy <0.5d1

For high alloyed steel (> 12% Cr), INOX, titanium alloy, cutting speed must be reduced by 20-30% when used emulsion

23 -6 26 - 28 @8-210 | @10-214 | ¥14-16 | D16-220
0.008-0.02 | 0.018-0.04 | 0.02-0.05 | 0.025-0.06 | 0.03-0.07 | 0.04-0.08
0.006-0.018 | 0.015-0.03 | 0.02-0.04 | 0.02-0.05 | 0.025-0.06 | 0.03-0.07
0.006-0.02 | 0.015-0.03 | 0.02-0.04 | 0.02-0.05 | 0.025-0.06 | 0.03-0.07
0.01-0.025 | 0.02-0.05 | 0.025-0.07 | 0.03-0.07 | 0.035-0.08 | 0.035-0.11

0.01-002 | 002004 | 0.02-006 | 0.026-0.07 | 0.027-0.07 | 0.03-0.10
0.003-0.015 | 0.005-0.04 | 0.008-0.04 | 0.01-0.05 | 0.015-0.06 | 0.015-0.08






