Karmaschr’

30 6432 PekoMeHpyeMble 0pneHTUPOBOYHbIE 3Ha4YeHus anis rpybon wandosku metopgom HPC, Extrem Rapid Cutter Stahl -GG-GGG-GTW-GTS
Recommended cutting data for HPC-roughing extreme rapid cutter steel -GG-GGG-GTW-GTS

ae MM 5,0 6,0 8,0 10,0 12,0 16,0 20,0
ap MM 1,5 2,0 2,5 3,0 4,0 5,0 6,0 8,0 10,0
Ve M/MuH 180 190 210 210 210 210 215 225 230
n MuH! 9.500 15.000 13.500 11.000 8.300 6.700 5.700 4.500 3.600
fz MM 0,016 0,021 0,025 0,022 0,042 0,055 0,065 0,082 0,10
Vf M/MuH 1.260 1.60 1.000 960 1.400 1.500 1.450 1.500 1.480
ae MM 3,0 4,0 5,0 6,0 8,0 10,0 12,0 16,0 20,0
ap MM 1,5 2,0 2,5 3,0 4,0 5,0 6,0 8,0 10,0
Ve M/MuH 175 185 190 200 200 205 205 220 200
n MuH! 8.800 14.500 12.200 10.500 8.000 6.500 5.500 4.300 3.200
fz MM 0,011 0.016 0,023 0,022 0,042 0.054 0,064 0,083 0,10
Vf M/MuH 830 930 830 900 1.350 1.400 1.400 1.440 1.300
ae MM 3,0 4,0 5,0 6,0 8,0 10,0 12,0 16,0 20,0
ap MM 1,5 2,0 2,5 3,0 4,0 5,0 6,0 8,0 10,0
Ve M/MUH 135 157 160 170 170 175 175 185 190
n MuH! 14.500 12.500 10.300 9.000 6.800 5.600 4.700 3.700 3.000
fz Mm 0,011 0,015 0,023 0,022 0,042 0,054 0,064 0,083 0,100
Vf M/MuH 630 750 940 790 1.160 1.200 1.190 1.200 1.200
ae MM 3,0 4,0 5,0 6,0 8,0 10,0 12,0 16,0 20,0
ap MM 1,5 2,0 2,5 3,0 4,0 5,0 6,0 8,0 10,0
Ve M/MuH 140 150 160 160 160 165 165 175 175
n MuH! 15.000 11.500 10.400 8.400 6.400 5.200 4.400 3.500 2.800
fz MM 0.013 0,019 0,025 0,022 0,042 0,054 0,064 0,080 0,100
VE M/MuH 780 870 1.040 740 1.050 1.130 1.100 1.100 1.140
ae MM 3,0 4,0 5,0 6,0 8,0 10,0 12,0 16,0 20,0
ap MM 1,5 2,0 2,5 3,0 4,0 5,0 6,0 8,0 10,0
Ve M/MUH 140 150 150 160 160 165 165 175 175
n MuH! 15.000 11.700 9.600 8.400 6.400 5.200 4.400 3.500 2.800
fz MM 0,0m 0,015 0.017 0,022 0,042 0,054 0,064 0,080 0,100
Vi M/MUH 660 700 650 740 1.100 1.100 1.110 1.150 1.140

N

i

ap = 100% 20,055 (ap = 55 MM - ae = 5,0 mm) Mpwu oNTUManbHbIX YCI0BUAX CKOPOCTb nofadu Vi MoxeT bbiTb yeennyeHa Ha 50% (ycToiumnsocTts
Mpumep/Example: ' ' o6opynoBaHns, 6e3BnbpaLoHHbIe MHCTPYMEHTBI U KpenaeHus, oxnaxaatolas XMAKOCTb)

The feed rate Vf can be increased by 50% under optimale conditions.
(Stabil machines, vibration-free tool and material clamping, coolant)
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30 6572 UM PexomeHayeMbie napaMeTpbl pe3ku ans 06ampoyHon dpesbi AJIMA3HBIM cnoem / o6pabotkm HSC
30 6573 Recommended cutting data for diamond coated solid carbide end mills HSC

pybas wnudoska

Rouhing VE
d1x12 MM/MUH
3,0 x 10 3 | 400 0,5xD 1,0xD 42.000 9.000 0,07
3,0 x 20 3 | 350 0,25xD 0,5xD 37.000 7.800 0,07
3,0 x 30 3 300 0,15xD 0,25xD 32.000 6.700 0,07
3,0 x 35 3 | 250 0,10xD 0,15xD 27.000 5.600 0,07
4,0 x 10 3 | 400 0,5xD 1,0xD 32.000 7.500 0,08
4,0 x 20 3 | 350 0,25xD 0,5xD 28.000 6.700 0,08
4,0 x 30 3 | 300 0,15xD 0,25xD 24.000 5.800 0,08
4,0 x 40 3 | 250 0,10xD 0,15xD 20.000 4.800 0,08
50 x 20 3 | 350 0,5xD 1,0xD 22.000 6.600 0,10
50 x 30 3 300 0,25xD 0,5xD 19.000 5.700 0,10
50 x 40 3 | 250 0,15xD 0,25xD 16.000 4.800 0,10
6,0 x 30 3 | 300 0,5xD 1,0xD 16.000 5.700 0,12
6,0 x 40 3 | 250 0,25xD 0,5xD 13.500 4.800 0,12
8,0 x 30 3 | 300 0,5xD 1,0xD 12.000 4.700 0,13
8,0 x 40 3 | 250 0,25xD 0,56xD 10.000 4.000 0,13
10,0 x 20 4 | 300 0,75xD 1,0xD 9.500 6.100 0,16
10,0 x 30 4 | 250 0,25xD 0,5xD 8.000 5.100 0,16
10,0 x 60 4 | 220 0,15xD 0,25xD 7.000 4.500 0,16
12,0 x 45 4 | 250 0,25xD 0,5xD 6.700 5.800 0,22
12,0 x 75 4 | 200 0,15xD 0,25xD 5.400 4.700 0,22
16,0 x 45 4 | 250 0,25xD 0,5xD 5.000 4.800 0,24
16,0 x 75 4 | 200 0,15xD 0,25xD 4.000 3.800 0,24
20,0 x 55 4 | 250 0,25xD 0,5xD 4.000 4.000 0,25
20,0 x 75 4 | 220 0,10xD 0,15xD 3.500 3.500 0,25
20,0 x110 4 | 200 0,05xD 0,75xD 3.200 3.200 0,25
= 9 2 =509
n Ia'II:Jm:eO://EDxample: ©20,0x55 (ap =55 MM - ae = 5,0 mm) . Ia'IF;M:gp/;Example: @20,0x55 (ap = 28 MM - ae = 10,0 Mm)
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[ins nonyyenus 6onee noapobHoit MHdopMaLmm Bbl MoxeTe N03BOHNTL HaM no TenedoHy +49 6203-4039-0 unu oTnpaBuTL CBOW 3anpoc no 3neKTpoHHol noyTe: infoldkarnasch.tools.
For more informations please call +49 6203-4039-0 send a mail to infol@karnasch.tools.





