Karmaschr’

PekoMeHpyeMble napaMeTpbl pe3ku A1 MOHONMTHBIX TBEPAOCNIABHbIX Napabonnyecknx ¢ppes Karnasch
Recommended cutting data for solid carbide Karnasch parabola end mills

®pesepoBaHue ¢ 3¢ HeKTUBHBIM paguycom r3
Cutting conditions for arc radius r3

NN N

Vf MM/MUH Vf MM/MUH

5,00 0,50 350 12,60° 12.000 2.400 0,05 1,18 0,05-0,1 10.500 2.100 0,050 1,18 0,05-0,1

3 3,75 0,75 18,75 10,19° 16.000 2.560 0,04 0,27 0,05-0,1 14.000 2.520 0,045 0,27 0,05-0,1
5,00 1,00 25 10,18° 12.000 2.400 0,05 0,32 0,05-0,1 10.500 2.100 0,050 0,32 0,05-0,1

‘ 7,00 1,00 350 131392 8.000 1.920 0,06 1,18 0,05-0,1 7.000 1.680 0,060 1,18 0,05-0,1

', 7,50 1,50 37,5 10,18° 8.000 1.920 0,06 0,39 0,05-0,1 7.000 1.680 0,060 0,39 0,05-0,1
- 10,00 2,00 50 10,18° 6.000 1.680 0,07 0,45 0,05-0,1 5.000 1.400 0,070 0,45 0,05-0,1

;.é.} 9,00 2,00 350 12,16° 6.000 1.680 0,07 1,18 0,05-0,1 5.000 1.400 0,070 1,18 0,05-0,1

®pesepoBaHue co chepuyeckuM papmycom r1i
Cutting conditions for ball radius r1

=

Vf MM/MUH Vf MM/MUH

5,00 0,50 350 12,60° 34.500 2.484 0,018 0,09 0,30 28.500 2.052 0,018 0,08 0,25
3,75 0,75 18,75 10,19° 25.500 2.856 0,028 0,10 0,30 21.500 2.150 0,025 0,09 0,25
5,00 1,00 25 10,18° 22.000 3.080 0,035 0,19 0,55 18.500 2.590 0,035 0,15 0,45
7,00 1,00 350 13,39° 22.000 3.080 0,035 0,19 0,55 18.500 2.590 0,035 0,15 0,45
7,50 1,50 37,5 10,18° 20.500 3.280 0,040 0,28 0,85 17.000 2.584 0,038 0,24 0,70
10,00 2,00 50 10,18° 15.500 2.790 0,045 0,38 1,15 13.000 2.340 0,045 0,32 0,95
9,00 2,00 350 12,16° 15.500 2.790 0,045 0,38 1,15 13.000 2.340 0,045 0,32 0,95

®pe3epoBaHue co chepuyeckuM paguycoM r1 m sppeKTUBHbLIM paauycom r3
Cutting conditions for ball radius r1 and arc radius r3

Vf MM/MUH Vf MM/MUH

5,00 0,50 350 12,60° 17.000 2.720 0,040 14.500 2.320 0,040
3,75 0,75 18,75 10,19° 20.500 2.706 0,033 17.500 2.100 0,030
5,00 1,00 25 10,18° 17.000 2.720 0,040 14.500 2.320 0,040
7,00 1,00 350 13,39° 14.000 2.520 0,045 12.000 2.160 0,045
7,50 1,50 37,5 10,18° 14.000 2.520 0,045 12.000 2.160 0,045
10,00 2,00 50 10,18° 11.000 2.420 0,055 9.000 1.800 0,050
9,00 2,00 350 12,16° 11.000 2.420 0,055 9.000 1.800 0,050

[aHHble no riy6uHe 1 WnpuHe pesaHus (ap+ae) npuBefeHsl B COOTBETCTBYIOLMX Tabauuax Bbilue.
For cutting depth and cutting width (ap+ae) refere to the above conditions for each section.

ny6uHa pe3aHuns ap 3aBMCUT OT TeOpeTMYECKON LIepoXoBaToCTU NoBepxHocTH Ry, KoTopyio TpebyeTcs AocTUYb
Cutting depth ap based on the desired theoretical roughness depth R,

Papuyc napabonu- 0,0001 MM 0,0003 MM 0,0005 MM
yeckon dpesbl

306276 0250 0125 10 12,5 0,10 0,17 0,22 0,32 0,55 0,71

30 6276 0500 350 175 350 0,53 0,92 1,18 1,67 2,90 3,74
306276 037501875 15 18,75 0,12 0,21 0,27 0,39 0,67 0,87
306276 0500 025 20 25 0,14 0,24 0,32 0,45 0,77 1,00
306276 0700 350 175 350 0,53 0,92 1,18 1,67 2,90 3,74
306276 0750 0375 30 37,5 0,17 0,30 0,39 0,55 0,95 1,22
306276 1000 050 40 50 0,20 0,35 0,45 0,63 1,10 1,41

306276 0900 350 175 350 0,53 0,92 1,18 1,67 2,90 3,74

YKa3aHHble napaMeTpbl pe3ku SBNAKTCS peKoMeHayeMbiMU. Mcnonb3yeMble GakTUieckn 3Ha4eHNs NapaMeTpoB pe3ki OMKHbI 6biTb 0693aTeNbHO aAanTUPOBaHbI K
npuMeHseMoMy MeToAy 06paboTku v TuMy MalmHbl (cTakKa). Ecnm focTynHas ckopocTb HUXe, YeM yKasaHo B TabauLie, To noAaya AomKHa bbiTb COOTBETCTBEHHbIM
06pa3oM yMeHblueHa. CnefyeT UCNoNb30BaTh TONbKO CTabUIbHbIE U BbICOKOTONHbIE MalLMHbI (cTaHKM).

These conditons are for general guidance; in actual maching conditions adjust the parameters according to your actual machine and work-piece conditions.

If the rpm available is lower than recommended please reduce the feed rate to the same ratio. Use only accurate and highly rigid machines.




Karmmasch’

PekoMeHpyeMble napaMeTpbl pe3Ky AJ1S MOHONUTHBIX TBEPAOCMIaBHbIX Napabonnyecknx ¢ppes Karnasch 30 6276
Recommended cutting data for solid carbide Karnasch parabola end mills

MuH' Vf MM/MUH fz MM MuH' Vf MM/MUH fz MM MuH' Vf MM/MUH fz MM

Vf MM/MUH Vf MM/MUH Vf MM/MUH

Vf MM/MUH Vf MM/MUH VE MM/MUH

B npouecce 0bpaboTku pekoMeHnyeTcs

yaepxuBaTb ¢pesy nof yriom a/2.

We recommend to use the end mills a/2
with work angle a/2.

YkasaHHble napaMeTpbl pe3kn ABASKTCS pekoMeHayeMbIMU. Mcnonb3yeMble GakTu4eckn 3Ha4eHNs NapaMeTpoB pe3ku JOMKHbI 6bITb 0693aTeNbHO aAanTUPOBaHBbI K
npuMeHsieMoMy MeTody 06paboTku v TNy MalmHbl (cTaHKa). Ecniu focTynHas cKopocTb HUXKe, YeM yKasaHo B TabnuLe, To nofaya foSKHA 6biTb COOTBETCTBEHHBIM
06pa3oM yMeHbLueHa. CnefyeT MCNONb30BaTh TONbKO CTabUIbHbIE W BLICOKOTOYHbIE MaLUHbI (CTaHKM).

These conditons are for general guidance; in actual maching conditions adjust the parameters according to your actual machine and work-piece conditions.

If the rpm available is lower than recommended please reduce the feed rate to the same ratio. Use only accurate and highly rigid machines.






