Cutting conditions / Schnittwertempfehlungen

Material group TSR Hardness Cutting speed Coolant
(N/mm?) HB Ve m/min
P11 <750 <250 140 - 220 emulsion
P1.2 <1000 <300 100 - 180 emulsion
P13 <1400 <400 70 - 160 emulsion
H2.1 42-50 HRc 80 - 140 emulsion
M3.1 <950 80 - 130 emulsion
M3.2 <1250 60 - 100 emulsion
K4.1 <800 100 - 160 emulsion
S6.1 <1500 40 - 60 emulsion
S6.2 <1600 45 - 70 emulsion
S6.3 <1600 30 - 50 emulsion
S6.4 <1250 60 -90 emulsion

High performance!

Productivity
Produktivitat

- Tool life
Standzeit
Surface finish
Oberflache Qualitat
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Shoulder milling / Eckfrdsen Shoulder milling / Eckfrisen
(1xD depth of cut) (2xD depth of cut) Slot milling / Nutfrdsen

@d (mm)  a, max. (mm) a, max. (mm) f, (mm/tooth) a, max. (mm) a, max. (mm) f, (mm/tooth) a, max. (mm) a, max. (mm) f, (mm/tooth)
3,0 <3,0 <14 0,010 - 0,020 <6,0 <0,75 0,010 - 0,030 <30 3,0 0,005 - 0,015
4,0 <4, <18 0,015 - 0,030 <8,0 <1,00 0,020 - 0,040 <4,0 4,0 0,008 - 0,025
5,0 <5,0 <23 0,020 -0,040 <10,0 <1,25 0,025 - 0,055 <5,0 5,0 0,010 -0,030
6,0 <6,0 <27 0,025 - 0,050 <120 <1,50 0,035 - 0,065 <6,0 6,0 0,015 - 0,035
8,0 <8,0 <3,6 0,030 - 0,060 <16,0 <2,00 0,045 - 0,075 <8, 8,0 0,025 - 0,045
10,0 <10,0 <45 0,040 - 0,070 <200 <2,50 0,055 - 0,085 <10,0 10,0 0,030 - 0,050
12,0 <120 <54 0,050 - 0,080 <240 <300  0,070-0,100 <120 12,0 0,035 - 0,060
14,0 <14,0 <63 0,055 - 0,090 <280 <3,50 0,080 - 0,120 <140 14,0 0,040 - 0,070
16,0 <16,0 S 0,060 - 0,100 <32,0 < 4,00 0,090 - 0,130 <16,0 16,0 0,050 - 0,080
20,0 <20,0 <9,0 0,080 - 0,120 < 40,0 <5,00 0,110 - 0,150 <20,0 20,0 0,060 - 0,100
25,0 <250 <113 0,100-0,150 <50,0 <625  0,135-0,185 <250 25,0 0,080 - 0,130
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