Karmaschr’

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

NN N

2,50 0,50 12,5 10,17° 35.000
5,00 0,50 350 12,60° 33.000
3,75 0,75 18,75 10,19° 33.000
5,00 1,00 25 10,18° 32.000
7,00 1,00 350 13,39° 25.000
7,50 1,50 37,5 10,18° 25.000
10,00 2,00 50 10,18° 16.000
9,00 2,00 350 12,16° 20.000

Vf MM/MUH

4.200
6.600
5.280
6.400
6.000
6.000
4.480
5.600

0,03
0,05
0,04
0,05
0,06
0,06
0,07
0,07

0,22
1,18
0,27
0,32
1,18
0,39
0,45
1,18

PekomeHpyeMble mapaMeTpbl pe3ku As MOHOJUTHLIX TBepAOCMIaBHbIX napabonnyecknx ¢ppes Karnasch c anmMasHbIM NoKpbITHEM
Recommended cutting data for DIAMOND-cated solid carbide Karnasch end mills

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

4
I| 5,00 0,50 350 12,60° 39.500
."-_ BN/5 0,75 18,75 10,19° 39.500
/ 5,00 1,00 25 10,18° 38.500
7,00 1,00 350 13,39° 30.000
7,50 1,50 37,5 10,18° 30.000
10,00 2,00 50 10,18° 19.500
9,00 2,00 350 12,16° 24.000

Vf MM/MUH

2.844
4424
5.390
4.200
4.800
3.510
4.320

0,018
0,028
0,035
0,035
0,040
0,045
0,045

0,09
0,10
0,19
0,19
0,28
0,38
0,38

0,30
0,30
0,55
0,55
0,85
1,15
1,15

®pesepoBaHue co chepuyeckum paguycom r1 u spdpeKTUBHLIM paguycom r3
Cutting conditions for ball radius r1 and arc radius r3

5,00 0,50 350 12,60° 35.500
Yo 0,75 18,75 10,19° 35.500
5,00 1,00 25 10,18° 34.500
7,00 1,00 350 13,392 27.000
7,50 1,50 37,5 10,18° 27.000
10,00 2,00 50 10,18° 17.500
9,00 2,00 350 12,16° 21.600

Vf MM/MUH

5.680
4.686
5.520
4.860
4.860
3.850
4.752

0,040
0,033
0,040
0,045
0,045
0,055
0,055

Papwuyc napa6onu- 0,0001 MM 0,0003 MM
yeckoii ppesbl
30 6557 02500125 10

30 6557 0500 350 175 350 0,53 0,92
306557 037501875 15 18,75 0,12 0,21
30 6557 0500 025 20 25 0,14 0,24
30 6557 0700 350 175 350 0,53 0,92
30 6557 0750 0375 30 37,5 0,17 0,30
30 6557 1000 050 40 50 0,20 0,35

30 6557 0900 350 175 350 0,53 0,92

[aHHble no raybuHe 1 WrpuHe pesanuns (ap+ae) NpuBeAeHbl B COOTBETCTBYIOLMX TabanLax Bbile.
For cutting depth and cutting width (ap+ae) refere to the above conditions for each section.

0,0005 MM

[nybuHa pe3aHnsi ap 3aBUCUT OT TEOPETUYECKON LLIEPOXOBATOCTM MOBEPXHOCTU Ry, koTopyto TpebyeTcs focTnub
Cutting depth ap based on the desired theoretical roughness depth Ry,

0,001 mm

0,003 MM

0,005 mm

YkasaHHble napaMeTpbl pe3ku ABAsoTc pekoMeHayeMbiMU. Mcnonb3yeMbie pak-
TUYECKM 3HAYEHUS NapaMeTpoB Pe3ku [OMKHbI ObITb 0653aTeNIbHO afanTUpPoBaHbI
K npuMeHsieMoMy MeTopy 06paboTku 1 TUNY MawwnHebl (cTaHka). Ecnm goctynHas
CKOPOCTb HMXe, YeM ykasaHo B TabnuLie, To MoAaya fo/KHa bbITb COOTBETCTBEH-
HbIM 06pa3oM yMeHbLueHa. CneayeT UCMoNb30BaTh TONIbKO CTabuibHble U BbICOKO-
TOYHbIe MaLWHbI (cTaHKu).

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.

B npouecce obpaboTku pekomerayeTcs
yaepxusaTtb Gpesy nog yriom a/2.
We recommend to use the end mills

with work angle a/2.






