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Recommended cutting data for diamond coated solid carbide end mills HSC v

Tpy6an
wnugoska
roughing
v
Vf Q

d1x13 MM/MUH cm®/ mun’

6,0 x 30 480 - 600 25.500 - 32.000 <6

6,0 x 60 400 - 500 21.000 - 26.000 i =25 0,06 = 6.500

8,0 x 30 480 - 600 19.000 - 24.000 = 6,0 0,12 = 11.000

8,0 x 60 400 - 500 16.000 - 20.000 =8 =3,5 0,80 = 6.500

8,0 x 100 300 - 400 12.000 - 18.000 =20 0,60 = 4.300

10,0x 30 480 - 600 15.000 - 19.000 =8,0 0,15 = 11.500

10,0x 60 450 - 550 14.000 - 17.000 =10 =75 0,12 = 8.000

10,0x 100 400 - 500 13.000 - 16.000 =50 0,10 = 6.800 3

12,0x 45 450 - 550 12.000 - 14.000 <12 = 10,0 0,18 = 10.000 ;

12,0x 60 400 - 500 10.500 - 13.000 " =6,0 0,14 = 7.500 ?
5
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finishing

Recommended cutting data for diamond coated solid carbide end mills HSC v

Wandoska
finishing

v
Vf
d1x13 MM/MUH

“F'= N

6,0 x 30 560 - 700 29.000 - 37.000 »

6,0 x 60 470 - 600 25.000 - 31.000 - 0,3-09 0,09 = 11.000
8,0 x 30 560 - 700 22.000 - 28.000 0412 0,12 = 13.000
8,0 x 60 470 - 600 19.000 - 23.500 =8 0,412 0,12 =~ 11.000
8,0 x 100 400 - 500 15.500 - 19.500 04=12 0,12 = 9.500
10,0x 30 560 - 700 18.000 - 22.000 04=15 0,15 = 13.000
10,0x 60 500 - 600 15.700 - 19.000 =10 04=15 0,15 = 11.500
10,0x 100 480 - 600 15.000 - 19.000 04=15 0,15 = 11.000
12,0x 45 500 - 600 13.000 - 15.500 <12 04=18 0,18 =~ 11.000
12,0x 60 480 - 550 12.500 - 14.300 04=18 0,18 = 10.000
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Recommended cutting data for diamond coated solid carbide end mills HSC

Tpy6an
wnnboska
roughing
v

Vf Q
d1x13 MM/MUH cm?®/ mun’

6,0 x 30 150 - 190 8.000 -10.000

6,0 x 60 130 - 160 6.500 - 8.500 =16 =25 0,06 =2.100
8,0 x 30 150 - 190 6.000 - 7.500 = 4,0 = 6,0 0,12 = 3.600
8,0 x 60 130 - 160 5.000 - 6.500 =22 =35 0,08 =2.100
8,0 x 100 110 - 130 4.100 - 5.100 =15 =25 0,05 = 1.020
10,0x 30 150 - 190 4.800 - 6.000 =50 =80 0,15 =3.600
10,0x 60 130 - 170 4.400 - 5.500 = 4,0 =6,0 0,12 = 2.800
10,0x 100 120 - 160 4.100 - 5.100 =3,0 = 4,5 0,10 =2.100
12,0x 45 140 - 180 3.600 - 4.700 = 6,0 =90 0,20 = 3.800
12,0x 60 110 - 130 2.800 - 3.400 =4,0 =6,0 0,15 = 2.000
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Recommended cutting data for diamond coated solid carbide end mills HSC v

Wnndoska
finishing

v

LWnudoska Vf
Finishing MM/MUH
d1x(3

6,0 x 30 150 - 190 8.000 -10.000

6,0 x 60 130 - 160 6.800 - 8.500 =16 03-0,9 0,08 = 2.700
8,0 x 30 150 - 190 6.000 - 7.500 = 4,0 0,4-12 0,12 =3.600
8,0 x 60 130 - 160 5.000 - 6.500 =22 0,4-12 0,12 =3.100
8,0 x 100 110 - 130 4.100 - 5.100 =15 04-12 0,12 = 2.400
10,0x 30 150 - 190 4.800 - 6.000 =50 =05-15 0,15 = 3.600
10,0x 60 130 - 170 4.400 - 5.500 = 4,0 =05-15 0,15 =3.300
10,0x 100 120 - 160 4.100 - 5.100 =3,0 =05-15 0,15 =3.000
12,0x 45 140 - 180 3.600 - 4.700 =60 =06-18 0,18 = 3.400
12,0x 60 110 - 130 2.800 - 3.400 = 4,0 =0,6-18 0,18 = 2.400






