PekoMeHpyeMble OpMEHTUPOBOYHbIE 3HAYEHUS A5 TBEPAOCNNaBHbIX dpe3 ans 06paboTkn 3K30TUHECKMUX MaTepUanos
Recommended cutting data for solid carbide mills for exotic materials

CkopocTb

Karmmasch’

30 7421

Marepuan JKecTkocTb pesaHus @16/20
Material Strength  Cutting speed fz=MM
H/mm? Ve M/MuH

16 Cr Mo 44 < 850 230 1,0xD 0,020 0,040 0,06 0,08 0,10
45NiCré < 600 210 1,0xD 0,020 0,040 0,06 0,08 0,10
100 Cr Mo 5 <950 190 1,0xD 0,020 0,040 0,06 0,08 0,10
41 Cr ALMo 7 <1100 170 1,0xD 0,020 0,040 0,06 0,08 0,10
34 Cr Al 6 < 1000 190 1,0xD 0,020 0,040 0,06 0,08 0,10
31 Cr Mo V9 > 1000 160 1,0xD 0,015 0,030 0,05 0,07 0,08
X 36 Cr Mo 7 <700 180 1,5xD 0,020 0,040 0,06 0,08 0,10
S 6-5-2 < 1400 160 1,5xD 0,020 0,030 0,05 0,07 0,09
X6Cr13 <700 130 1,0xD 0,012 0,025 0,04 0,05 0,07
X38Cr13 < 700 120 1,0xD 0,012 0,025 0,04 0,05 0,07
X2CrNiMo17.113.2 <1100 100 1,0xD 0,012 0,025 0,04 0,05 0,07
Monel 400 <1200 50 0,5xD 0,010 0,020 0,03 0,04 0,05
Inconel 718 < 1300 30 0,5xD 0,010 0,020 0,03 0,04 0,05
Ti1 < 850 80 1,0xD 0,020 0,040 0,06 0,08 0,10
Ti AL 6 V4 < 1200 60 1,0xD 0,015 0,030 0,05 0,06 0,08
CuZn39Pb3 < 400 300 1,0xD 0,030 0,040 0,07 0,10 0,12
CuZn 30 < 400 330 1,0xD 0,030 0,040 0,07 0,10 0,12
CuBe?2 <1200 160 1,0xD 0,030 0,040 0,07 0,10 0,12
Su Cu < 300 300 1,0xD 0,030 0,040 0,07 0,10 0,12

PekoMeHpyeMble OpMEHTUPOBOYHbIE 3HAYEHUS ANs TBepAocnaaBHbIX ¢pe3 ans 06paboTkn 3K30TUYECKUX MaTepUanos
Recommended cutting data for solid carbide mills for exotic materials

Matepuan
Material

30 7486

X10CrAL13 ap 0,10 0,15 0,20 0,25 0,30 0,40 0,50
X8Cr14 ae 0,10 0,15 0,20 0,25 0,30 0,40 0,50
16CrMo44 n 16.000 10.000 8.000 6.500 5.500 4.000 3.200
X12CrNiMo12 vf 640 400 320 260 440 320 380
NiMo28 ap 0,10 0,15 0,20 0,25 0,30 0,40 0,50
Monell400 ae 0,10 0,15 0,20 0,25 0,30 0,40 0,50
Inconel718 n 9.500 6.500 4.800 4.000 3.200 2.500 1.900

TIAL6VA ap

MPEUMYLLIECTBA ®PE3EPOBAHMA MO TEXHOJIOTMWN HSC

ADVANTAGES FOR HSC MILLING

@ CokpalleHue BpeMeHun
¢dpesepoBaHus Ha 20%-50%.
Shortening of the milling time from
20 up to 50%.

@ CokpalleHue pydHoit popaboTku
0o 80%.

Reduction of the hand retro-proces-
sing by up to 80%.

BbiBop/Conclusion:

@pesepoBaHue no TexHonornu HSC
NO3BONISET COKPATUTL NPOAOIKUTENb-
HOCTb MPOM3BOACTBEHHOIO LMKNA U CYyM-
MapHY0 NPOAOKNTENbHOCTL paboT npu-
MepHo Ha 50%.

With HSC milling the manufacturing
process and through put time is reduced
by approximately 50%.

PekoMeHgaumu no npumeHenuio/

Application instructions:

al [ins yepHoBOW U NpefBapuTeNbHOM
WnndoBKKM UCNONB3YNTe TopUyeckne
bpessbl.

Utilize toric grinders for rough
cutting and pre-finishing.

b) [Ona otaenkm / wandosku
ncnonbaynte paguycHole 3D dpesbi.
3D radius cutters should be utilized
for finishing processes/plane proces-
sing.
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Mo BO3MOXHOCTW BMecTo ﬁprﬂbHOFO pe3ua B npouecce
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06paboTku cnedyeT UCNoNb30BaTh TAHYLLMWIA pe3el.

Mandrel cutting should be utilized in preference

to drill cutting.
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Mbl pekoMeHayeM no Bo3-
MOXHOCTU paboTaTthb C yriom
HaknoHa 12 ° -15 ° Bo nsbe-
XaHue pesaHus LeHTpasb-
HOW YacTu 3aroToBKMU.

We preferably recommend
tilted angle of 12°-15° so
that a cutting in the middle
can be avoided.
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Vc2=75%

370 n3obpaxeHne HarnsaHO
J€MOHCTPUPYET, KaK yron
HaKfoHa cnocobeTeyeT
YBENINYEHMIO CKOPOCTM PE3KM
VC'= Hu3Kasi CKopoCTb peskit
VC’= BbicoKast CKOPOCTb Pe3Kit

This illustration shows the
positive influence of the tilted
an?le on the cutting speed
VC = lowest cutting speed
VC’= highest cutting speed





