CUTTING CONDITIONS

Milling | Endmills | Cutting conditions

HYP-HI-WEMS

Side milling (Contour line finish)

Low Carbon - Alloy - Tool Steel GG-GGG-GTW Stainless steel Aluminium - Mg Ti Alloys
HB 150-250 HB 20-30 HRC 30-40 >HB 180 FIHCAD Non - Alloyed HRC 40-50
500~800 N/mm? 800~1000 N/mm? 1000~1300 N/mm? Non - Alloyed 400~700 N/mm
Vc 160 (m/min) 120 (m/min) 100 (m/min) 140 (m/min) 50 (m/min) 180 (m/min) 65 (m/min)
Fz S F Fz S F Fz S F Fz S F Fz S F Fz S F Fz S
2 (mm) | (min) (rﬁ':]‘)/ (mm) | (min) ('nm)/ (mm) | (min) (mm{ (mm) | (min-1) ('n?m)/ (mm) | (min-1) m’:{ (mm) | (min-1) (g‘i';')/ (mm) | (min-) (m{:{
4 0,035 12730 1.790 0,03 9.550 1.150 0,03 7.960 960 0,035 11.150 1.570 0,03 3.980 480 0,035 14330 2.010 0,025 5.180 520
6 0,04 8490 1360 0,035 6.370 900 0,035 5310 750 0,04 7430 1190 0,035 2.660 380 0,04 9.550 1.530 0,027 3.450 380
8 0,07 6370 1790 0,065 4780 1250 0,065 3.980 1040 0,7 5580 1.570 0,065 1.990 520 0,07 7170 2010 0,031 2590 330
10 0,1 5.090 2.040 0,08 3.820 1.230 0,08 3.190 1030 0,1 4460 1.790 0,08 1.600 520 0,1 5730 2300 0,038 2.070 320
12 0,12 4240  2.040 0,1 3.190 1.280 0,1 2.660 1070 0,12 3720 1790 0,1 1.330 540 0,12 4780 2300 0,045 1.730 320
16 0,13 3.180 1.660 0,12 2390 1.150 0,12 1.990 960 0,13 2790 1.460 0,12 1.000 480 0,13 3590 1.870 0,052 1.300 280
20 0,15 2550 1530 0,12 1.910 920 0,12 1.600 770 0,15 2230 1340 0,12 800 390 0,15 2870 1.730 0,059 1.040 250
ap Fakt. ap Fakt. ap Fakt.
0,5 1,0 05 07 05 13
. 1,0 07 » 1,0 1,0 » 1,0 12
apxd 15 05 15 07 15 1,0
F(f2) 2,0 03 2,0 05 20 08
correction _ _ A -
The above stated application data are as per RED marked parameters.




