Karmaschr’

OpreHTMPOBOYHbIE 3HAYEHUS A1 UCNONb30BaHUA TBEPAOCMIABHbIX M YncToBbiX ppe3 Karnasch c 6onblon nogaven
Recommended cutting data for solid carbide Karnasch high feed-finishing end mills

Ipy6as wnudoBka
Roughing
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2 4 25.000-33.000 24.000-32.000
3 3 A 16.000-22.000 16.000-21.000
4 4 12.000-17.000 12.000-16.000
- 6 6 8.000-11.000 8.000-10.000
', 8 6 6.000-8.500 6.000-8.000
- 10 6 5.000-6.500 5.000-6.000
;_i,} 12 6 4.000-5.500 4.000-5.000

Llnndoska
Finishing

=
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2 4 12.000-18.000 12.000-18.000
3 4 8.000-12.000 8.000-12.000
4 4 6.000-10.000 6.000-10.000
6 6 4.500-5.500 4.500-5.500
8 6 3.500-4.500 3.500-4.500
10 6 3.000-3.500 3.000-3.500
12 6 2.500-3.000 2.500-3.000

MpuMeyaHue:

O6paTute BHUMaHMeE, 4To U3-3a 0c06OI reoMeTpUM TopLa MOXeT GOPMMPOBATLCS 0CTAaTOUHbIA MaTepuan Npu WUpKUHe pesaHns ae> d ;..
Mpu BBOAE pasmycHoit ¢pe3bl B Balwy CAM-cuctemy ncnonb3yiite 3HaveHune RP ans nporpamMmupoBaHus.

Please note:
Please note, that due to the special face geometry, material can remain in the case of cutting width ae > d, ;..
When entering as a radius cutter in your CAM-system, please use the RP value for programming.

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’

OpreHTMPOBOYHbIE 3HAYEHWS AN MCNONb30BaHWUSA TBEPAOCMIaBHbIX U YncToBbix ppe3 Karnasch c bonbwon nogayen 30 6278
Recommended cutting data for solid carbide Karnasch high feed-finishing end mills

Ipy6as wnudoBka
Roughing

NN

17.500-22.000 12.500-16.000 10.000-12.500
11.500-15.000 8.500-10.500 7.000-8.500
9.000-11.000 6.000-8.000 5.000-6.000
6.000-7.500 4.000-4.500 3.500-4.000
4.500-5.500 2.500-3.500 2.500-3.000
3.500-4.500 2.000-3.000 2.000-2.500

3.000-3.500 2.000-2.500 2.000-2.300

LWnndoska
Finishing

“|"= N

10.000-13.000 9.000-12.000 8.000-9.000
9.000-10.000 7.500-10.000 7.500-8.500
8.000-9.000 7.000-8.000 7.000-7.500
8.500-10.000 7.000-8.000 6.000-7.000
6.500-7.500 5.000-6.000 4.500-5.000
5.000-6.000 4.000-5.000 3.500-4.000
4.000-5.000 3.500-4.000 3.000-3.500

YkasaHHble napaMeTpbl pe3kn ABASKTCS pekoMeHayeMbIMU. Mcnonb3yeMble GakTu4eckn 3Ha4eHNs NapaMeTpoB pe3ku JOMKHbI 6bITb 0693aTeNbHO aAanTUPOBaHBbI K
npuMeHsieMoMy MeToAy 06paboTku v Ty MalmHbl (cTaHKa). Ecnv [ocTynHas cKopocTb HUXKe, YeM ykasaHo B TabauLe, To nofaya AoKHa ObiTb COOTBETCTBEHHbBIM
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.






