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MILLING

Selection guide for solid carbide end mills

e Tool shape

———ao Tool type

Series of tools

Solid Carbide End Mills
PM series

—e shape and size

Machining application

_‘ @ 2-flute flattened end mills with straight sha

—® Helical angle, coating and
cutting diameter tolerance, etc

—® Product features

P M-2E Cusp protection :\
( 'U[i ’’’’’ 0| Picture 2
| @ Very suitable for slot milling. ® Wide application. ] |
ESITEREEEE)
Basic dimension(mm) Number of
Ordering number teeth Geometry Stock
D d H L z
PM-2E-D1.0S 1.0 4 3 50 2 Picture 1 L]
PM-2E-D1.5S 1.5 4 4 50 2 Picture 1 L
PM-2E-D2.0S 20 4 6 50 2 Picture 1 L]
PM-2E-D2.5S 25 4 8 50 2 Picture 1 o
PM-2E-D3.0S 3.0 4 8 50 2 Picture 1 L]
PM-2E-D4.0S 4.0 4 1 50 2 Picture 2 o
PM-2E-D1.0 1.0 6 3 50 2 Picture 1 °
PM-2E-D1.5 15 6 4 50 2 Picture 1 °
PM-2E-D2.0 20 6 6 50 2 Picture 1 [ )
PM-2E-D2.5 25 6 8 50 2 Picture 1 °
PM-2E-D3.0 3.0 6 8 50 2 Picture 1 °
PM-2E-D3.5 35 6 10 50 2 Picture 1 °
PM-2E-D4.0 4.0 6 1 50 2 Picture 1 °
PM-2E-D4.5 45 6 1 50 2 Picture 1 °
PM-2E-D5.0 5.0 6 13 50 2 Picture 1 °
PM-2E-D5.5 55 6 16 50 2 Picture 1 °
PM-2E-D6.0 6.0 6 16 50 2 Picture 2 °
PM-2E-D7.0 7.0 8 20 60 2 Picture 1 L]
PM-2E-D8.0 8.0 8 20 60 2 Picture 2 °
PM-2E-D9.0 9.0 10 22 75 2 Picture 1 L]
PM-2E-D10.0 10.0 10 25 75 2 Picture 2 L]
PM-2E-D11.0 11.0 12 26 75 2 Picture 1 L]
PM-2E-D12.0 12.0 12 30 75 2 Picture 2 L]
PM-2E-D14.0 14.0 14 32 75 2 Picture 2 L]
PM-2E-D16.0 16.0 16 45 100 2 Picture 2 L]
PM-2E-D18.0 18.0 18 45 100 2 Picture 2 L]
PM-2E-D20.0 20.0 20 45 100 2 Picture 2 L
— = Applicable workpiece material table Overy suitable OSuitable ® Stockavalable O Make-to-order
Workpiece material
C:l::)eclm Aloy steel Pre-hardened steel. Hardened steel Stz::lslss C'\‘ajél;rlzrr!, C:ﬁgfr Aluar“g;um Tlt:"r:)i;m re?iztaa(nt
~40HRC | ~50HRC | ~55HRC | ~68HRC cast iron alloy
L o o o [©) [©) O (€] ] @)
>
Code key (B176|  Cutting parameters | B239 | Graphics category and identification B177  Non-standard tailor made = B289-B290
\
———e Applicable workpiece material range Specification e
Type, basic dimension, number of teeth and

structure

——a@ Code key, cutting parameters, graphics category
and identification, non-standard customization



Solid Carbide End Mills

O630p TBepAocnnaBHbIX KOHLUEBbIX ¢pe3

Cucrema o603Ha4yeHusA TBepaocnnaBHbIX ppes
YcnoBHble rpacdhnyeckme o603HauYeHuUs1

Moapo6Hasa nHcpopmaumsa o TBepaocnaBHbIX hpesax
BbicokonponssogutensHas PM cepust onst obuiero gopesepoBaHus
GM cepus ansa obwien obpaboTku

HM cepusa gna o6paboTku BbICOKONPOYHOM TBEPAOKW CTanu

NM cepus onst 06paboTkm MedHbIX CNiaBoB

AL cepusa ans o6paboTky antoMUHUEBBIX CNaBoB

SM cepua ans o6paboTkn HEPXKABEIOLLIEN CTarnM, XXapOnpOYHbIX
CNNaBoB ¥ NPOYMX TpyAHOOOpabaTbiBaEMbIX MaTepmarnos
PekomeHayeMble pexXumMbl 06paboTku

TexHu4yeckas uHcopmauma

PyKOBOACTBO AnA 3aka3a HeCTaHOapTHOro usgenus

B178-B181
B182

B183
B184-B306
B184-B223
B224-B262
B263-B285
B286-B291
B292-B303
B304-B306

B307-B382
B383-B386
B387-B388

B177
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Solid Carbide End Mills

Solid carbide end mills overview
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GM-4E-G — 21.0~2200 0| O | O | O B238 B336
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ﬂno(;KmﬁTopeu GM 2EP a" 0.5~ 5.0 © @ O @ -249 | -344
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Solid Carbide End Mills

Solid carbide end mills overview
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Solid Carbide End Mills

Solid carbide end mills code key

MILLING

N

[inq obiLiero BbICOKONPOM3BO-
PM [MTENbHOTO (hpe3epoBaHus E BePUJV'H? 3y6a c
3almTomn
GM |Ans obLyero dpeseposatms
F | BepwmuHa 3yba octpas
HM [Ins hpe3epoBaHms BbICOKO-
MPOYHbIX TBEPABIX CTareN B | Topeu chepuyeckui S Manein gnametp
Dinsi dhpe3epoBanus Mesu
NM (ppe3ep R ge%afnggnsnapw P |UnnuHppuveckas weitka
AL [ns dpesepoBanms
anloMUHUEBbIX CMIABOB W  |YepHoBas cdpesa C  |KoHuyeckast Lweiika BenwunHa pagnyca npy
Ans dpeseposaHms 1 PaboThl Ha ]
SM ToyaHo06DaG. MaTepHanos H Quco?( e kIll‘:g)Hth:(l;)n CraHaapTHoe ucnonHexue BeplMHe 3y6a unu
Kateropus dpesbi Tun dpe3bl FeomeTpus cpesbl Ccpepuieckoro Topua
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Yucno 3y6bes [ln1Ha kaTeropum Avavetp Mpoyee
WHCTPYMEHTA
L YAanvHeHHas 30° koHyc 4-x 3ybon dpe3sbl g
pexyuas Hactb G |nnockum Topuem
[nuHHas pexyLias
X yacTb 2y M [nuHHas werika
F Eggﬁ: Kas pexyLuas TOHKWI cTepxeHb: F4Mm
LTI = CTaHapTHoe UCToNHeHMe Caepx-ckopocTHast thpesa Ans
YaHuio AIR
06paboTKM anoMUHUEBLIX CMABOB|

® [1ns ppes ¢ HepaBHbIM Luarom, gobas-
nseTcs nepep kogoMm Kkateropuu 6ykea “V”

@2-x 3y6asi pe3a C KOHNYECKUM XBOCTO-

Bukom PM-2BC05-R0.25-M03
Taper
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@ 3awmTHOE NOKpbITHE

@ Tuvn BepwnHbI 3y6a

HaHo TiAIN nokpbiTne

BepLluvHa 3yba ¢ 3awmuton

TiAIN nokpbiTe

O®

BepluunHa 3yba octpas

AITiN nokpbiTne

— auadio]| auLiadyol| auLadio]|

{i E = |92
== I
=M ERERE

CrN nokpbiTne

@ Bug BbinonHsaemMon onepauumn

@ Tun TopuoBbLIX 3y6beB

|\

BokoBas noBepxHOCTb

06paboTka 6OKOBbLIX MOBEPXHOCTEMN

i

obpaboTka ycTynos

MpsiMoit nas

06paboTka NpsiMbIX Na3oB

Y3kuit na3

o6paboTka y3kux nasos 6e3
paguyca

'\

Mpocunb

06paboTka NpodUsbHbIX
NOBEPXHOCTEN CEePUIECKMMHN
dpesamum

&

Monoctb

obpaboTka nonocTen

615 2-x 3ybas ¢ nnockum Topuem

N

$ 2-x 3ybas co cchepuyecknm TopLem
MR

@ 2-x 3ybas ¢ pagumycoM npum BepLuMHe 3yba
e

@ 3-x 3y6as ¢ NNockuUM TopLem

% 3-x 3ybas ¢ paanycom npu BepLumHe 3yba
‘% 4-x 3y6asa ¢ Nnockum TopuemM

% 4-x 3yb6as co cdhepnyeckmm TopLem

% 4-x 3yBas ¢ paguycom npy BepLunHe 3yba
% 6-Tn 3yb6as ¢ NNockUm TopLiemM

E.

PaguycHbIi nas

06paboTka pagnycHbIX Na3oB

@ Yron HaknoHa 3y6a

B yron HaknoHa 3yb6a:
30° , 45° , 55°

Y3Kuif nas ¢ paauycom

o6paboTka y3Kkunx nasos C
pagvycomM

@ Jonyck Ha o6pabaTbiBaeMbI aguameTp

1D D<12 0~-0.020
12<D 0~-0.030

Honyck Ha obpabaTbiBaembin
avametp

-

Ycryn ¢ paguycom

06paboTka yCTynoB C paguycoM B yriy

@ Oonyck Ha paguyc cdepuyeckoro Topua

LA

Ma3 ¢ papnycamm

.

o6paboTka nas3os ¢ pagnycamu B yrnax

R/) R+001

Honyck Ha pagunyc

L

Mpodwmrb

obpaboTka NPodUIbHbIX MOBEPXHOCTEN
¢hpesamu ¢ paguycom npu BeLnHe
3yba
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series

PM. GM, HM series
Appkication range for steel material:

/ / / / 7/
30HRC 40HRC 50HRC 55HRC 68HRC

Very suitable 9 Applicable

. Optimized geometry, improvers chip removal and
curling, reduce the cutting force.

W

a) PM chipbreaker b) Conventional chipbreaker

. High stability of the cutting edge treatment and good
rigidity structure, the tool obtains higher feed rate
per tooth. It is able to improver the metal wipe-off and
machining efficiency greatly.

Tool diameter: @6.0mm
Tool type: a) PM-4E-D6.0
b) Tool from overseas

manufacturer
Mmachine tool: Mikron UCP1000
Workpiece material: NAK80(40HRC)
Cooling system: air blow
Machining operation: side milling (down milling)
Cutting parameters: Vc=100m/min

ap=9mm

>

o o
N o
N o

o
o
@

o
[<3
IS

PM-4E-D6.0 Tool from other
manufacturer

[mm={ Stable cutting
ae=0.6mm NN Unstable cutting
Fz=0.04mm~0.16mm

Feed rate per tooth Fz(mm)

o




. With excellent wear resistance and toughness, obtain good wear resistance and breakage
resistance performance even in efficiency machining condition.

Tool type: PM-4E-D6.0 Radial cutting depth: ae=0.6mm

Diameter: @6.0mm Cutting style: side milling (down milling)
Workpiece material: NAK80(40HRC) Cooling system: air blow

Rotating speed: 5300r/min (100m/min) Mmachine tool: MIKRON UCP1000

Feed speed: 1696mm/min (0.32mm/r) Tool overhang: 22mm

Axial cutting depth: ap=9mm

-

Machining results

Machining time
Tool abrasion ‘ §

Tool type PM—4E—D6.0

Similar product of Similar product of PM—4E—D6 0
company A company B

Instruction: compared with other tools manufacturer, PM series can provide better
breakage resistance.

The application status of PM-4E-D6.0-G in high speed milling

. ——PM-4E-D6.0-G
Tool type: PM-4E-D6.0-G —=— Similar product of company A

Tool abrasion development | —*— Similar product of company B
A
//

Diameter: @6.0mm

Workpiece material: NAK80(40HRC)
Rotating speed: 13260r/min(250m/min)
Feed speed: 2652mm/min(0.2mm/r)
Axial cutting depth: ap=6mm

Radial cutting depth: ae=0.3mm

Cutting style: side milling (down milling)

Cooling system: air blow
Mmachine tool: MIKRON HSM800
Tool overhang: 22mm

60 120 180 240 300
Cutting time(min)

High efficiency machining alloy steel of PM-4E-D8.0.

Machine: MIKRON UCP1000 ——PM-4E-D8.0
Tool holder: HSK63-A Tool abrasion development [ —=— Similar product of company A
Workpiece material: alloy steel 025
orkpiece material: alloy stee = Chips jamming

Cutting speed: 100(m/min) g 02 kind breakin
Feed rate per tooth: 0.04(mm/tooth) 50,1 5 \/ /
Axial cutting depth: 8(mm) 8 / /

£ 01
Radial cutting width(mm): changing, Maximum at full cutting 2 //-///
Cooling system: Emulsified liquid 5005 —
Milling style: Contour following R L I l l

30 60 90 120 150

Tool overhang: 30mm Number of workpiece
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Flattened end mills

update in all aspects W

End mill series of sharp-angled and
sharp-angled protection
@®High cutting edge strength and breakage
angled protect type: resistance.

It's suitalbe for bad cutting
condition or hardness

@The degree of nose sharpness is reduced.
the vestige is left.

material machining.
/ : % Remains at the corner

% Two kind of cutting nose being used in side face milling of NAK80

Machine tool: MIKRON UCP1000

Tool holder: HSK63-A

Workpiece material: NAK80(40HRC)
Cutting speed: 100(m/min)(5300r/min)
Feed rate per tooth: 0.04-0.16(mm/tooth)
Axial cutting depth: 9(mm)

Radial cutting width: 0.6(mm)

Cooling system: air blow

Milling style: side milling (down milling)
Tool overhang: 22(mm)

Tool abrasion when machining NAK80(HRC40)

Machining length 50m 100m 150m
Feed rate per tooth(mm/z)| Cusp protection Cusp Cusp protection Cusp Cusp protection Cusp
0.04 v v v v v v
0.08 v v v x v x
0.12 v x v x v x
0.16 v x v x v x
“v” Nose is intact “x” Nose severely flakes

% Two kind of cutting nose being used in side face milling of SKD61

Machine tool: MIKRON HSM800 Axial cutting depth: 6(mm) ! 6mm
Tool holder: HSK A40 Radial cutting width: 0.2(mm) :
Workpiece material: SKD61(55HRC) Cooling system: air blow
Cutting speed: 150(m/min)(7960r/min) Milling style: side milling (down milling)
Feed rate per tooth: 0.03-0.09(mm/tooth) Tool overhang: 22(mm) v,
¥
Tool abrasion when machining SKD61(HRC55) A 0.2mm
Cutting time 90m 180m 270m 360m
Ft?;)(:hr(?rt]ﬁq/‘;(;r prggzgon Clp prtg:(S:t?on Cligp png:it?on ey prgzzﬁon iy
0.03 v v v 4 v v v
0.06 v v v x v x v
0.09 v x v x v x x
“v” Nose is intact “x” Nose severely flakes
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The characteristic of end mills of sharp right angle clear radicle
angled type:

When it is used in machining the
corner vestige, the real 90 right-angle
is acquired.

The corner part is
sharp; it is applicable
in finishing or soft
material machining.
Especially, it is usually
used in machining of
non-ferrous material
such as Al.

% Bottom face finishing of NAK80(HRC40) by tools with the two corner
structures roughness measurement parallel with feed direction

Machine tool: MIKRON UCP1000
Diameter: @6.0mm

Tool holder: HSK63-A

Workpiece material: NAK80(40HRC)
Cutting speed: 200(m/min) 3.6mm
Feed rate per tooth: 0.03(mm/tooth)

0.3mm

Axial cutting depth: 0.3(mm)
Radial cutting width: 3.6(mm)

Cooling system: air blow

Milling style: end milling (down milling)

Tool overhang: 22(mm)

Roughness measurement at parallel feed direction

-\

w

—

N}
o v O W oA
4

—— Cusp
—=— Cusp protection

-

o

Roughness value Ry(um)

5m 25m
Cutting length




The best choice for mould fine machining

PM-2BC

Taperneckitype/halinoselendmills:

@It is suitable for (machining mould in) high
efficiency and high precision machining
condition.

of angles is available.

Excellent Radius R precision

Taper-neck structure greatly increases rigidity.
Vibrate

Big Small
Rigidity
Low High

i Compared with general straight neck, the 1.5° degree taper angle
l structure make tool cutting width abatement reduce 80%.

Ap
Ap

@In accordance with draft of dies, a wide range

High performance lubricating nano coating.

Super micro grain carbide with good abrasion
resistance and toughness.

Please;select;proper+taper- angle; according: to
workpiece;shape!
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% Application of PM-2BC15-R0.25-M05 in machining mold slot

Workpiece material: NAK80(40HRC)
Rotating speed: 30000r/min

Feed speed: 300mm/min

Axial cutting depth: ap=0.03mm
Radial cutting depth: @ae=0.03mm
Cutting style: contour line machining
Cooling system: water cooling
Machine tool: MIKRON UCP1000

PM-2BC15-R0.25-M05(taper neck)
R0.25X1.5° X5

Taper neck ball nose end mill
completed slot machining
successfully. Machining time

is 160min. Tool abrasion is
acceptable and tool is still usable.

Machining
results

(parallel neck) R0.25X5

Parallel neck ball

nose end mill failed to
complete machining.
The tool breaks after 90
minutes of operating.

Isometric drawing

* Effect of taper neck angle on feed speed

Tool type and size:
® PM-2BC05-R0.25-M05(taper neck)
R0.25X0.5° X5
@PM-2BC10-R0.25-M Q0 5(taper neck)
R0.25%X1.0° X5
®PM-2BC15-R0.25-MO0 5 (taper neck)
R0.25X1.5° X5
@ (parallel neck) R0.25X5

Workpiece material: NAK80(37HRC)

Rotating speed: 30000r/min

Axial cutting depth: ap=0.15mm

Cutting style: linear cutting

Cooling system: air blow

Machine tool: MIKRON UCP1000

Feed speed(mm/min)

(000t ~~——————-—-—-—------=-=--------
2 locoooooonoo EEEna S
600 f-—----------- - -
W docoooooooonme soos Sooa
200 {----- —eos === —oee

0 l
R025X5  R025X0.5X5 R0.25X1.0X5  R0.25X1.5X5
@ @ @ ©)

O Feed rate range applicable to tools with different
tapers is shown in the graph.

O Feed rate of parallel neck tools is lower than that of
all taper neck tools.

O The larger the taper angle, the higher the feed rate.
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First choice for high-efficiency roughing of die

High-feed:-rate R end mill

Very suitable for die machining at high fe
rate, greatly improving machining efficie

Designed with taper angle and contrac
to avoid interference of tool and workpi

High-rigidity extra short cutting edge
can effectively suppress vibration
during corner machining.

Impreve) metall emeyallrate}asymuch
pessible) and| reduce)machining
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% Application of PM-4H-D8.0R2.0 milling NAK80: Feed rate per tooth Fz up to 0.6mm

Tool type: PM-4H-D8.0R2.0
Diameter: @8.0mm

Workpiece material: NAK80(40HRC)
Rotating speed: 3980r/min

Cutting speed: 100m/min

Feed speed: 9550mm/min

Feed rate per tooth: 0.6mm/z !
Axial cutting depth: ap=0.2mm A
Radial cutting depth: ae=4mm

Cutting style: Linear end milling (down milling)

0.2

Cooling system: air blow
Machine tool: MIKRON UCP1000 Note: The tool is still usable when

Tool overhang: 32mm cutting length reaches 800m.

% Application of PM-4H-D8.0R2.0 in die cavity milling

Tool type: PM-4H-D8.0R2.0
Diameter: @8.0mm

Workpiece material: NAK80(40HRC)
Rotating speed: 5970r/min

Cutting speed: 150m/min

Feed speed: 7160mm/min

Feed rate per tooth: 0.3mm/z

Axial cutting depth: ap=0.2mm 50
Radial cutting depth: ae=4mm \
Cutting style: cavity milling(down milling) @ Isometric drawing
Cooling system: air blow /

Machine tool: MIKRON UCP1000
Tool overhang: 32mm

Front view

Note: It takes just 13min to machine a
complete cavity. The tool is almost intact
and still usable.

% Cutting performance of high-feed-rate end mills under different cutting conditions

Tool type and overhang:

®PM-4H-D6.0R1.5 overhang:24mm 800m
®PM-4HL-D6.0R1.5 overhang:48mm il
Diameter: @6.0mm E 600
Workpiece material: NAK80(40HRC) 5@ 500
Cutting speed: 50~100m/min 3 400- pl
Feed rate per tooth: 0.25mm/z g 300
Axial cutting depth: ap=0.2mm 3 2007 som
Radial cutting depth: ae=2mm 1007 -
Cutting style: Linear end milling (down milling) I Ve=100mimin overhang L=48mm
Cooling system: air blow [ Ve=100m/min overhang L=24mm
Machine tool: MIKRON UCP1000 B Ve=5omimin - overhang L=24mm

Note: Other cutting conditions being the same:
®When the cutting speed is reduced to half, the cutting length would be
doubled before reaching the same grinding standard.
@When the overhang of tool is doubled, the tool life would be one fifth of
the original.
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High-precision profiling

PMISericsylutelball

PM-2B PM-2BL PM-Z2BFP

% Application of high-performance 2-flute

@ Seamless connection of peripheral ball nose end mill milling NAK80

cutting edge and ball cutting edge is Tool type: PM-2B-R3.0

achieved. Optimized center design Diameter: @6.0mm

of ball cutting edge greatly improves Workpiece material: NAK80(40HRC)
surface quality. Rotating speed: 10600r/min (200m/min)

Feed speed: 2120mm/min (0.2mm/r)

Axial cutting depth: ap=0.2mm

Radial cutting depth: ae=0.3mm

Cutting style: single direction linear milling Zig

Cooling system: air blow
Mmachine: MIKRON UCP 1000
Tool overhang: 20mm
Roughness measure: TM2000

de
N [
@ Nano coating ) ‘ i
guarantees excellent | b

wear resistance and
high temperature

stability.
@ High-rigidity tool
structure reduces oy :
. . ¥ o U
vibration. PM ball nose similar product of
| end mills company A
PM ball nose end mills can achieve distinct grooves
with low roughness and high surface quality.
€ Roughness test on machined surface
2 3
£ 25 -
3 2 ~—similar product of
PP = . company A
) o——— - -2B-|
@ Ultra fine 8 1 PM-28-R3.0
cemented carbide £05
. 0
substrate with 3 5 10 15 20 25
excellent wear . Cutting length(m)
resistance
a Clearance face abrasion development
£0.16
T0.14 2
2012 =
> —— similar product of
£ s CompanyA
2006 e ——PM-2B-R3.0
38 0.04 '/;:///
2002 w—
r % 2 50 75 100 125 150
Cutting length(m)
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PM-4B

*The center design of ball cutting
edge combines high strength
and sharpness, and properly
manages the chips generated
during machining.

% Application of high-performance 4-flute

ball nose end mill milling Cr12

Tool type: PM-4B-R5.0
Diameter: @10.0mm
Workpiece material: Cr12(36HRC)
Rotating speed: 2800r/min (88m/min)
Feed speed: 3000 mm/min

Axial cutting depth: ap=1mm

Radial cutting depth: ae=0.6mm
Cutting style: profile milling

PM-4BL

s|00} Buljjiw

a|ijoud Aoualolyje-ybiy

Cooling system: air blow
Machine tool: Xiehong CNC-1600
Tool overhang: 45mm

Workpiece clamp: SafeWay CV-200V
Tooling systems: BT50-ER40-100

Number of
workpiece
machined

Failure
mode

Tool type

Explanation

workpieces.

5 pieces(150min)

PM-4B-R5.0

The tool is slightly abraded and
still usable even after machining 5

2 pieces(60min)

similar product of company A

The ball cutting edge center suffers
severe breakage after machining 2
workpieces.

Nd

S||[lw pud asou

[leq 91njj—p S9143s
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High-efficiency, highzcuttingzdepth mills)

Extraliong (H'””IQ glge
end mills/series s

M-AEX-G

@ preaker and cutting edge are optimally
designed. The relieving amount of the side
wall is restricted within a small range even in
full length cutting.

~ Very suitable for high-cutting-depth machining!

Relieving amount in different cutting styles

—

1
I
) I
Cutting face 1 Down milling

Datum face Datum f
atum face

I
Cutting face |

:Up milling /
1
1
1
1 1

Down milling Up milling Slot milling

Relieving amount

% Application of PM-4EX-D6.0-G milling NAK80

Tool type: PM-4EX-D6.0-G Axial cutting depth: ap=28mm
Diameter: @6.0mm Radial cutting depth: ae=0.05~0.15mm
Workpiece material: NAK80(40HRC) cutting style: side milling (down milling)
Cutting speed: 80 m/min cooling system: air blow

Feed speed: 0.12 mm/r, 0.24 mm/r machine tool: MIKRON UCP 1000

Effect of cutting width ae and feed rate per

revolution on relieving amount
70

E 60
&
= 50
3
= 40 —e—0.12mm/r
o 30 —s— 0.24mmir
£
3 2
& 10

0

0.05mm 0.1mm 0.15mm

Cutting width ae

Explanation: Optimized cutting conditions can ensure
better relieving amount.
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' |

PM-2E
BeplumHa c sawmrton uF [E— ﬁﬂ PucyHOK 1
10°%  LH
L
—
© Haunyuluee npuMeHeHre Ans hpesepoBaHns Nasos 'Ol { fffffffffff gﬁ—ﬂ{ PvicyHok 2
® LLinpokoe npuMeHeHKe. ] H |
o) BSahs Mnesel @D
Paamepbi(Mm) Yucno
O603HaveHne 3y6beB McnonHeHne Cknapg,
D d H L Z
PM-2E-D1.0S 1.0 4 3 50 2 PucyHok 1 [
PM-2E-D1.5S 1.5 4 4 50 2 PucyHok 1 [ J
PM-2E-D2.0S 2.0 4 6 50 2 PucyHok 1 [ ) =
PM-2E-D2.5S 25 4 8 50 2 PucyHok 1 ([ ] '§ §
PM-2E-D3.0S 3.0 4 8 50 2 PucyHok 1 (] é %
PM-2E-D4.0S 4.0 4 11 50 2 PucyHok 2 (] ;ﬁ_ %
D

PM-2E-D1.0 1.0 6 3 50 2 PucyHok 1 (] -
PM-2E-D1.5 15 6 4 50 2 PucyHoK 1 ° =
PM-2E-D2.0 2.0 6 6 50 2 PucyHok 1 [ éb
PM-2E-D2.5 25 6 8 50 2 PucyHok 1 [} *
PM-2E-D3.0 3.0 6 8 50 2 PucyHok 1 [ )
PM-2E-D3.5 BI5) 6 10 50 2 PucyHok 1 [}
PM-2E-D4.0 4.0 6 11 50 2 PucyHok 1 [ ]
PM-2E-D4.5 4.5 6 11 50 2 PucyHok 1 (]
PM-2E-D5.0 5.0 6 13 50 2 PucyHok 1 (]
PM-2E-D5.5 515 6 16 50 2 PucyHok 1 [ J
PM-2E-D6.0 6.0 6 16 50 2 PucyHok 2 [
PM-2E-D7.0 7.0 8 20 60 2 PucyHok 1 [ J
PM-2E-D8.0 8.0 8 20 60 2 PucyHok 2 [
PM-2E-D9.0 9.0 10 22 75 2 PucyHok 1 [}
PM-2E-D10.0 10.0 10 25 75 2 PucyHok 2 [ ]
PM-2E-D11.0 11.0 12 26 75 2 PucyHok 1 ([ ]
PM-2E-D12.0 12.0 12 30 75 2 PuicyHok 2 °
PM-2E-D14.0 14.0 14 32 75 2 PucyHok 2 [ ]
PM-2E-D16.0 16.0 16 45 100 2 PucyHok 2 [
PM-2E-D18.0 18.0 18 45 100 2 PucyHok 2 [ J
PM-2E-D20.0 20.0 20 45 100 2 PucyHok 2 o

@ Cknaavpyemblii accopTuMeHT O ACCOPTUMEHT MoA 3aka3

@Tabnuua npumMmeHeHUs MmaTepuana pe3 OHaunyuwee npumexenme OBo3MOXHOE NpUMEHeHHe

ObpabatbiBaeMbIi maTtepuan

vrnepopuctas flervposakiias) [peasapuTerbHo 3akaneHHsie CTany u 3akan. cranm Hepxaselowas HyTyH, iy ¢ MepHbIi | AntomuHmesbili| TuTaHoBBIN | XaponpouHble
cTanb cranb LIPOBUAHbIM
~40HRC | ~50HRC | ~55HRC | ~68HRC cTanb rpacuTom cnnase cnnas cnnase cnnasbl
(@} @} ©} ©) ©) O (@) O O
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C &
B 2-x 3ybas (hpe3a ¢ NIOCKMM TOPLEM AN Na30B U YCTYNOB I Ls u

Bokosas noBepxHOCTb Yeryn MpsiMoii nas
' |

PM-2F
BepumHa octpas @ 'UF - ﬁﬂ PucyHoK 1
10°% H
L
'Ol { *********** gﬁ—ﬂ{ PucyHok 2
©® Haunyudwee npumeHeHne Ans pe3epoBaHns Nasos. . H |
o) B5ahs Mnesel D
Paamepbl(Mm) Yucro
O603HaveHne 3y6beB McnonHeHne Cknapg,
D d H L z
PM-2F-D1.0S 1.0 4 3 50 2 PucyHok 1 O
PM-2F-D1.5S 1.5 4 4 50 2 PucyHok 1 @]
” PM-2F-D2.0S 2.0 4 6 50 2 PucyHok 1 O
& § PM-2F-D2.55 25 4 8 50 2 PucyHoK 1 o
g §, PM-2F-D3.0S 3.0 4 8 50 2 PucyHok 1 O
E % PM-2F-D4.0S 4.0 4 11 50 2 PUCyHOK 2 o)
PM-2F-D1.0 1.0 6 3 50 2 PucyHok 1 O
g PM-2F-D1.5 1.5 6 4 50 2 PucyHok 1 @]
S PM-2F-D2.0 20 6 6 50 2 PuCyHOK 1 o
- PM-2F-D2.5 25 6 8 50 2 PucyHok 1 o
PM-2F-D3.0 3.0 6 8 50 2 PucyHok 1 O
PM-2F-D3.5 BI5) 6 10 50 2 PucyHok 1 O
PM-2F-D4.0 4.0 6 1" 50 2 PucyHok 1 O
PM-2F-D4.5 4.5 6 11 50 2 PucyHok 1 @)
PM-2F-D5.0 5.0 6 13 50 2 PucyHok 1 O
PM-2F-D5.5 55 6 16 50 2 PucyHok 1 O
PM-2F-D6.0 6.0 6 16 50 2 PucyHok 2 O
PM-2F-D7.0 7.0 8 20 60 2 PucyHok 1 O
PM-2F-D8.0 8.0 8 20 60 2 PucyHok 2 O
PM-2F-D9.0 9.0 10 22 75 2 PucyHok 1 O
PM-2F-D10.0 10.0 10 25 75 2 PucyHok 2 O
PM-2F-D11.0 11.0 12 26 75 2 PucyHok 1 @)
PM-2F-D12.0 12.0 12 30 75 2 PucyHok 2 O
PM-2F-D14.0 14.0 14 32 75 2 PucyHok 2 O
PM-2F-D16.0 16.0 16 45 100 2 PucyHok 2 O
PM-2F-D18.0 18.0 18 45 100 2 PucyHok 2 O
PM-2F-D20.0 20.0 20 45 100 2 PuicyHok 2 O

@ Cknaaupyemblii accoptumeHT O ACCOPTUMEHT Nof 3akas

@iTabnuua npuMeHeHus MaTepuasna ¢pes OHaunyuwee npumererre OBO3MOXHOE NpUMeHeHMe

O6pabatbiBaeMbii maTtepuan

yrnepoaucras)lervposantias) peaBapUTENbHO 3aKANEHHbIE CTANK U 38KAN. CTAMM | ooy aeeiouan | YIH WIVHC | o i | Aniommkmessil TuTaHoBiA| KaponpouHie
LI G cran | APOBMKLIN cnnas cnnas cnnas cnnasbl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpaguTom
(©) (©) (©) (©) (©) O (©) @) @)
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2-x 3ybas dpesa ¢ NNOCKUM TOpPLIEM U YANUHEHHOMN pexyLLen

@ yacTblo Ans nasoB M yCTYNoB

PM-2EL

BepLuvHa ¢ 3awmTon @

Bokosas noBepxHOCTb

o

Yeryn

H

o — ST v

C s LS

MpsiMoii nas

ﬁz{ PucyHok 1

©® PM-2E cepus C yANMHEHHOW pexyLLen 4acTblo. . H
o) BSahs Mnesel @D
Paamepbi(Mm) Yucno
O603HaveHne 3y6beB McnonHeHne Cknapg,
D d H L z

PM-2EL-D3.0 3.0 6 12 75 2 PucyHok 1 O
PM-2EL-D4.0 4.0 6 15 75 2 PucyHok 1 O
PM-2EL-D5.0 5.0 6 20 75 2 PucyHok 1 O =
PM-2EL-D6.0 6.0 6 20 75 2 PucyHok 2 @) '§ §
PM-2EL-D8.0 8.0 8 25 100 2 PucyHok 2 O é %
PM-2EL-D10.0 10.0 10 30 100 2 PucyHok 2 @) g g
PM-2EL-D12.0 12.0 12 35 100 2 PucyHok 2 O < -
PM-2EL-D14.0 14.0 14 40 100 2 PuCyHOK 2 o =
PM-2EL-D16.0 16.0 16 50 150 2 PucyHok 2 O 'rgb
PM-2EL-D20.0 20.0 20 55 150 2 PucyHok 2 O *

@ Cknaaupyemblii aCCOPTUMEHT

@Tabnuua npumMmeHeHus1 MmaTepuana dppe3 OHaunyuwee npumenerme OBo3MOXHOE NPUMEHeHNe

O AcCOpTUMEHT roj 3aka3

O6pabaTbiBaeMblli Matepuarn
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Bokosas noBepxHOCTb Yeryn MpsiMoii nas
I ——
BepuwuHa octpas @ I
- ™~ PucyHok 1
nl / ﬁﬁ Y
1005 H
L
o T o v
©® PM-2F cepusi C yANMHEHHOW PeXyLLEel YacTbto. H |
L
~anoN § NaMNMe D<12 0~-0.020
iQ J % TEAIRMN D | 12<D 0~0030 EﬂB
Paamepbi(Mm) Yucno
O603HaveHne 3y6beB McnonHeHne Cknapg,
D d H L Z

PM-2FL-D3.0 3.0 6 12 75 2 PucyHok 1 O

PM-2FL-D4.0 4.0 6 15 75 2 PucyHok 1 @]
PM-2FL-D5.0 5.0 6 20 75 2 PucyHok 1 O

PM-2FL-D6.0 6.0 6 20 75 2 PucyHok 2 @)
PM-2FL-D8.0 8.0 8 25 100 2 PucyHok 2 O

PM-2FL-D10.0 10.0 10 30 100 2 PucyHok 2 O
PM-2FL-D12.0 12.0 12 35 100 2 PucyHok 2 O

PM-2FL-D14.0 14.0 14 40 100 2 PuicyHok 2 @]
PM-2FL-D16.0 16.0 16 50 150 2 PuicyHok 2 O

PM-2FL-D20.0 20.0 20 55 150 2 PucyHok 2 @]

@ Cknapupyembliii accoptuMmeHT O AcCCOpPTUMEHT Nof 3akas

@Tabnuua npumMmeHeHus1 MmaTepuana dppe3 OHaunyuwee npumenerme OBo3MOXHOE NPUMEHeHNe

ObpabaTbiBaeMbli MaTepuan

yrnepopuctas llervposaiias Tpe/iBapUTENbHO 3aKaMeHHbIe CTanK v 3akan. cran HepxaetoLast Hyry, Hyry ¢ MegHbii | AntomuHVeBbI| TUTaHOBBIN | XKaponpoyHble

cTanb crans LUBPOBTHBIM
~40HRC | ~50HRC | ~55HRC | ~68HRC oAt | o cnnas cnnas cnnas cnnasb
(©} ©) @) (@) @) O (@)} O O

B198 O6o3HayeHne pesc| B 182 YcnoBHble o6o3HaveHuss | B 183 Pexumbl pesanms [ B308



2-x 3y6as hpe3a ¢ NNOCKUM TOPLIEM, ANVHHOM LEHKON
B v kopoTKO# pexyLLei YacTbHo ANA INYGOKMX NA30B U YCTYMOB

Bokosas noBepxHOCTb Yeryn MpsiMoii nas
| —— —
BepLunHa ¢ 3awmTon @
kel
s
H
M
®Bhicokas XEeCTKOCTb, KOPOTKada pexyulada 4actb, noaxoanT ana
TSKENOW pesku, a Takke rnybokoro hpe3epoBaHusi NONOCTU. L
~anoNC § NaMNMe D<12 0~-0.020
iQJ s TEANRN 12<D 0~-0.030 EﬂB
Pasmepbi(Mm) Yucno
O603HaveHne 3y6beB Cknapg
D d H M di L Z
PM-2EFP-D6.0 6.0 6 9 30 5.8 75 2 O
PM-2EFP-D8.0 8.0 8 12 40 7.8 100 2 O
PM-2EFP-D10.0 10.0 10 15 50 9.6 100 2 @] =
3=
PM-2EFP-D12.0 12.0 12 18 50 1.5 100 2 (@) '§ =
(=]
PM-2EFP-D16.0 16.0 16 24 50 15.5 150 2 O é §
o
PM-2EFP-D20.0 20.0 20 30 60 19.5 150 2 O ; %
D

@ Cknaaupyembliii accoptuMeHT O ACCOPTUMEHT Nof 3aka3

@Tabnuua npumMmeHeHus1 MmaTepuana dppe3 OHaunyuwee npumenerme OBo3MOXHOE NPUMEHeHNe

h)
=<
o
o}
b
=
2

O6pabaTbiBaeMblli Matepuarn

yrnepogucras llerposakias MpengapuTentHO 3akaneHHbIe CTanm 1 sakan. cTarm HepxaetoLast Hyry, Hyry c MepgHbii | AntomuHKeBbI| TUTaHOBBIN | XKaponpoyHble
cTanb cTanb LIapOBAHbIM
~40HRC | ~50HRC | ~55HRC | ~68HRC cTans rpacbuTom cnnas cnnas cnnas cnnasbl
@) @) (@) (@) (@) @) @) (@) (@)

O6o3HaveHne dpesc| B 182 YcnoHble 0603HaveHns | B 183

Pexumbl pesaHusi B 309
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B 4-x 3y6as chpesa ¢ NNOCKUM TOpLEM ANS Na30B U YCTYNoB

Bokosas noBepxHOCTb
' |

Yeryn

MpsiMoii nas

PM-4E-G
BepLuvHa ¢ 3awwmTon _UI { 7777777 1 ;?l}%ﬁ PucyHoK 1
L
® Hannyuwee npumeHeHue Ans 60KOBOro peseposaHs o f— al  PucyHok 2
® lllnpokoe npuMMeHeHue. —
H
o) (Nae Tnrsm <R L
Paamepbl(Mm) Yucro
O603HaveHne 3y6beB McnonHeHne Cknapg
D d H L Z

PM-4E-D1.0S-G 1.0 4 3 50 4 PucyHok 1 [ J
PM-4E-D1.5S-G 1.5 4 4 50 4 PucyHok 1 [ ]
PM-4E-D2.0S-G 2.0 4 6 50 4 PucyHok 1 [ )
PM-4E-D2.5S-G 25 4 8 50 4 PucyHok 1 ([ ]
PM-4E-D3.0S-G 3.0 4 8 50 4 PucyHok 1 (]
PM-4E-D4.0S-G 4.0 4 11 50 4 PucyHok 2 (]
PM-4E-D1.0-G 1.0 6 3 50 4 PucyHok 1 (]
PM-4E-D1.5-G 1.5 6 4 50 4 PucyHok 1 [ ]
PM-4E-D2.0-G 2.0 6 6 50 4 PucyHok 1 [ J
PM-4E-D2.5-G 25 6 8 50 4 PucyHok 1 [ ]
PM-4E-D3.0-G 3.0 6 8 50 4 PucyHok 1 [ )
PM-4E-D3.5-G 3.5 6 10 50 4 PucyHok 1 ([ ]
PM-4E-D4.0-G 4.0 6 11 50 4 PucyHok 1 [ ]
PM-4E-D4.5-G 4.5 6 11 50 4 PucyHok 1 (]
PM-4E-D5.0-G 5.0 6 13 50 4 PucyHok 1 (]
PM-4E-D5.5-G 55 6 16 50 4 PucyHok 1 [ ]
PM-4E-D6.0-G 6.0 6 16 50 4 PucyHok 2 [ J
PM-4E-D7.0-G 7.0 8 20 60 4 PucyHok 1 [ ]
PM-4E-D8.0-G 8.0 8 20 60 4 PucyHok 2 [
PM-4E-D9.0-G 9.0 10 22 75 4 PucyHok 1 ([ ]
PM-4E-D10.0-G 10.0 10 25 75 4 PucyHok 2 (]
PM-4E-D11.0-G 11.0 12 26 75 4 PucyHok 1 ([ ]
PM-4E-D12.0-G 12.0 12 30 75 4 PucyHok 2 °
PM-4E-D14.0-G 14.0 14 32 75 4 PucyHok 2 [ ]
PM-4E-D16.0-G 16.0 16 45 100 4 PucyHok 2 [ J
PM-4E-D18.0-G 18.0 18 45 100 4 PuicyHok 2 [ ]
PM-4E-D20.0-G 20.0 20 45 100 4 PucyHok 2 (]

@ Cknagvpyembiit accopTumeHT O ACCOPTUMEHT nop 3akas

.TaGnuua npUMeHeHns maTepuana cbpe3 OHawnnyuwee npvmerHeHne OBo3MOXHOE NpUMEHEHNE

Ob6pabatbiBaeMbI matepuan

yrneponuctas)Nlervposaras lpeABapyTerNbHO 3akaneHHbIe CTANV U 3aKar. CTam | ooyaseiouan| WY WYHC | nroniin | Aniomuuessii| TuTarHoBbI| Kaporposksie
cranb cranb CTanb eI cnnase cnnas cnnas cnnasbl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpachuTom
(©) (©) © (©) ©) @) (©) @) O

O6o3HauyeHne dpe3 B 182 YcnoBHble 0603HaveHuns |

B 183
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O
B 4-x 3y6an chpe3a ¢ NNOCKUM TOpPLEM 4N1A MA30B U YCTYNOB N lJ u

Bokosas noBepxHOCTb Yeryn MpsiMoii nas
' |

PM-4F-G
BepiumHa ocTpas @ vI . { ,,,,,,, : ;z\;|;%§ PucyHok 1
L

©® Haunyuiwee npumeHeHne ans 60koBoro dpeseposaHus. o a|  PucyHok 2

® [llInpokoe npuMeHeHue. H

o BRave To)nrmm < L

Paamepbi(Mm) Yucno
O6o3Ha4yeHne 3ybbeB McnonHeHue) Cknapg
D d H L 4

PM-4F-D1.0S-G 1.0 4 3 50 4 PucyHok 1 O
PM-4F-D1.5S-G 1.5 4 4 50 4 PucyHok 1 O
PM-4F-D2.0S-G 2.0 4 6 50 4 PucyHok 1 O § -
PM-4F-D2.5S-G 25 4 8 50 4 PucyHok 1 O B e
PM-4F-D3.0S-G 3.0 4 8 50 4 PyicyHok 1 O é %
PM-4F-D4.0S-G 4.0 4 11 50 4 PucyHok 2 @) g %
PM-4F-D1.0-G 1.0 6 3 50 4 PucyHok 1 O < -
PM-4F-D1.5-G 15 6 4 50 4 PucyHok 1 o =
PM-4F-D2.0-G 2.0 6 6 50 4 PucyHok 1 O éb
PM-4F-D2.5-G 25 6 8 50 4 PucyHok 1 @] *
PM-4F-D3.0-G 3.0 6 8 50 4 PucyHok 1 O
PM-4F-D3.5-G 35 6 10 50 4 PyicyHok 1 O
PM-4F-D4.0-G 4.0 6 11 50 4 PyvicyHok 1 O
PM-4F-D4.5-G 45 6 11 50 4 PucyHok 1 @)
PM-4F-D5.0-G 5.0 6 13 50 4 PucyHok 1 O
PM-4F-D5.5-G 55 6 16 50 4 PucyHok 1 @]
PM-4F-D6.0-G 6.0 6 16 50 4 PucyHok 2 O
PM-4F-D7.0-G 7.0 8 20 60 4 PucyHok 1 @]
PM-4F-D8.0-G 8.0 8 20 60 4 PucyHok 2 O
PM-4F-D9.0-G 9.0 10 22 75 4 PyicyHok 1 O
PM-4F-D10.0-G 10.0 10 25 75 4 PycyHok 2 O
PM-4F-D11.0-G 11.0 12 26 75 4 PucyHok 1 @)
PM-4F-D12.0-G 12.0 12 30 75 4 PucyHok 2 O
PM-4F-D14.0-G 14.0 14 32 75 4 PUCYHOK 2 o}
PM-4F-D16.0-G 16.0 16 45 100 4 PuicyHok 2 O
PM-4F-D18.0-G 18.0 18 45 100 4 PucyHok 2 @]
PM-4F-D20.0-G 20.0 20 45 100 4 PucyHok 2 O

® Cknapvpyembiii accopTumeHT O ACCOPTUMEHT nopj 3aka3
.Taﬁnuua npUMeHeHusa matepuana (bpes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

Ob6pabatbiBaeMbI maTtepuan

Yrnepopucras fleruposathas| MpenBapuUTenbHO 3aKaneHHbIe CTanu 1 3akan. cTanm Hepxagetowsas HyryH, YyryHe | o [HBIA | Aniovukviesbii| TUTaHOBBIiA| KaporpouHsie
cTanb cTans cran, | @POBMAHEM | ornag cnnas cnnas crnabl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpacuTom
O (@) (@) (©) (©) O (@) (@) O

Ob6o3HayeHve pes B 182 YcnosHble o6o3HaveHns (B 183 Pexxvmbl pesaHnsa (B312-B313 B201



PAOCINIABHBIGMOHWIHERBIC KOHICBLICA) 163 5]

4-x 3ybas hpesa ¢ NNOCKMM TOpLEM Ans 00paboTKu ﬁ I’/ u
& ynuxapnyeckoit PeXyLLen YaCTbH rMYOOKNX NA30B U YCTYNMOB  sowsonroscpoocr e Momwoiinas
'

PM-4EL-G BepluvHa G 3aLuuToi @ o ,7,7,7,77%;@@ PycyHOK 1
1075 H
R ~ L
o f————— ol PucyHok 2
©® PM-4E-G cepusi ¢ ANNMHHOMN pexyLLen YacTbio. | |
o i5ehe B w2 :
Paamepbl(Mm) Yucro
O603HaveHne 3y6beB McnonHeHne Cknapg
D d H L z
PM-4EL-D3.0-G 3.0 6 12 75 4 PucyHok 1 O
PM-4EL-D4.0-G 4.0 6 15 75 4 PucyHok 1 @]
» PM-4EL-D5.0-G 5.0 6 20 75 4 PucyHok 1 O
& § PM-4EL-D6.0-G 6.0 6 20 75 4 PHCyHOK 2 o
g §, PM-4EL-D8.0-G 8.0 8 25 100 4 PucyHok 2 ®)
E % PM-4EL-D10.0-G 10.0 10 30 100 4 PucyHok 2 @)
PM-4EL-D12.0-G 12.0 12 35 100 4 PucyHok 2 O
g PM-4EL-D14.0-G 14.0 14 40 100 4 PuicyHok 2 @]
'(gD PM-4EL-D16.0-G 16.0 16 50 150 4 PucyHok 2 O
= PM-4EL-D20.0-G 200 20 55 150 4 PUcyHOK 2 o

@ Cknapupyembliii accoptuMmeHT O AcCCOpPTUMEHT Nof 3akas

@Tabnuua npumMmeHeHus1 MmaTepuana dppe3 OHaunyuwee npumenerme OBo3MOXHOE NPUMEHeHNe

O6pabatbiBaeMblvi Matepuan

Yrnepoauctas leruposanas peapapuTeNnbHO 3aKaneHHbIe CTany 1 3akan. cranu Hepaserouas SyIvH, YIYHE | p ot | AniommHvesii| TUTaHOBBII YKaporpouHble
cranb cranb cranb WBPOBAHEIM cnnas cnnas cnnas cnnasbl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpacuTom
© ©) ©) ©) ©) O O ©) ©)

B202 O6o3HayeHne dpe3 B 182 YcnoBHble o6o3HaveHuss | B 183 Pexumbl pesanms (B310-B311



4-x 3ybas hpesa ¢ INOCKMM TOpLEM Ans 00paboTKu ﬁ I'/ u
LUUTMHAPUYECKON peXyLLUen YacCTbio rny60K|4x NAa30B N YCTYNOB  socsas nosepxiocrs  yeryn Mpsioli na
' | /" |
BeplunHa ocTpas @ "I { ’*’****f;fr {0 PucyHok 1
07— Ny
e L
o al  PwucyHok 2
©® PM-4F-G cepus ¢ ANMHHOW PEXYLLEN YacTbo T
H
2
gl 2 NMaMNe D<12 0~-0.020 L
o e ) <
Paamepbi(Mm) Yucno
O6o3Ha4yeHne 3ybbeB McnonHeHue) Cknapg
D d H L VA
PM-4FL-D3.0-G 3.0 6 12 75 4 PucyHok 1 O
PM-4FL-D4.0-G 4.0 6 15 75 4 PucyHok 1 O
PM-4FL-D5.0-G 5.0 6 20 75 4 PucyHok 1 O 3
=
PM-4FL-D6.0-G 6.0 6 20 75 4 PUCYHOK 2 o 283
(=]
PM-4FL-D8.0-G 8.0 8 25 100 4 PUCyHOK 2 O é 3
2 T
PM-4FL-D10.0-G 10.0 10 30 100 4 PucyHoK 2 o il
PM-4FL-D12.0-G 12.0 12 35 100 4 PucyHok 2 O . -
PM-4FL-D14.0-G 14.0 14 40 100 4 PuicyHok 2 @] f
[0]
PM-4FL-D16.0-G 16.0 16 50 150 4 PucyHok 2 O 2
X
PM-4FL-D20.0-G 20.0 20 55 150 4 PucyHok 2 O

@ Cknapupyembliii accoptuMeHT O AcCCOpPTUMEHT Nof 3akas

.Taﬁnuua npUMeHeHusa matepuana (bpes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

Ob6pabatbiBaeMbI maTtepuan

Yrnepoaucrtasi fleruposantas [NpesBapuTenbHO 3akaneHHble CTany 1 3akan. cranu Hepxagetowsas HyryH, YyryHe | o [HBI | ATioMUHeBsii| TUTaHOBBIN| XKaporpouHsle
cTanb cTans cran, | @POBMAHEM | ornag cnnas cnnas crnabl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpacuTom
O (©) (@) (©) (©) @) (@) @) @)
Ob6o3HaveHne dpe3 B 182 YcnoHble 0603HaveHns | B 183 B203

Pexumbl pesanus (B312-B313
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4-x 3ybas hpesa ¢ NNOCKMM TOpLEM Ans 00paboTKu

& ynuxapnyeckoit PexXyLLen YacTbH rNYOOKNX Na30B U YCTYNOB s
|

C s LS

51 TOBEPXHOCTb Yeryn MpsiMoii nas
e e e | e |
PM 4EX G BepluuHa ¢ 3awmTon "I { ********7*|£®§ PucyHok 1
10°% H
L
® [InnHHasa pexyluas vyacTb Ans rny6okon hpe3epoBku ° o 0] Pucynok 2
OOKOBbIX MOBEPXHOCTEN H
o f52he Mnesl & :
Paamepbi(Mm) Yucno
O603HaveHne 3ybbeB McnonHeHne Cknapg
D d H L Z
PM-4EX-D3.0-G 3.0 6 20 75 4 PucyHok 1 O
PM-4EX-D4.0-G 4.0 6 25 75 4 PucyHok 1 @]
PM-4EX-D5.0-G 5.0 6 30 75 4 PucyHok 1 O
PM-4EX-D6.0-G 6.0 6 30 75 4 PucyHok 2 O
PM-4EX-D8.0-G 8.0 8 40 100 4 PucyHok 2 O
PM-4EX-D10.0-G 10.0 10 50 110 4 PuicyHok 2 O
PM-4EX-D12.0-G 12.0 12 50 110 4 PucyHok 2 O
PM-4EX-D16.0-G 16.0 16 70 150 4 PuicyHok 2 @]
PM-4EX-D20.0-G 20.0 20 75 150 4 PucyHok 2 O

@ Cknagupyemblii accoptumeHT O ACCOPTUMEHT Nof 3akas

@Tabnuua npumMmeHeHus1 MmaTepuana dppe3 OHaunyuwee npumenerme OBo3MOXHOE NPUMEHeHNe
O6pabatbiBaeMblvi Matepuan
Z::;bpoﬂ”“a” ](;'Tearj:'EOBa“Ha” MpeAsapUTeNbHO 3akaneHHble CTanu 1 3akan. CTanM | yenyapeiouias iﬁg:émlimc MegHbi | Anlomuressii| TUTaHOBbIN | KaponpouHble
~40HRC | ~50HRC | ~55HRC | ~68HRC cTanb rpacbuTom cnnas cnnas cnnas cnrasel
(©} ©) ©) (@) @) O (@)} O O
B204

O6o3HayeHne dpe3 B 182 YcnoBHble o6o3HaveHuss | B 183

Pexumbl pesaHus B314



&
B9 4-x 3ybas thpe3a c NNOCKUM TOPLEM ANS NA30B U YCTYNOB R l—! ﬁ

BokoBasi MOBEPXHOCTb Yeryn MpsiMoii nas
PM 4E BeplumHa C 3aLLMTON @ 'DI B m PucyHoK 1
07T H
L

©® Haunyuwee npuMeHeHne ans dhpesepoBaHus HernyboKmnx PUCYHOK 2

nasos 1 YCTynoBs T | gw

® Llinpokoe npuMeHeHue H

) Rty Eeeag R :

Paamepbi(Mm) Yucno
O6o3Ha4yeHne 3ybbeB McnonHeHue) Cknapg
D d H L z

PM-4E-D1.0S 1.0 4 3 50 4 PucyHok 1 O
PM-4E-D1.5S 1.5 4 4 50 4 PucyHok 1 O
PM-4E-D2.0S 2.0 4 6 50 4 PucyHok 1 O § -
PM-4E-D2.5S 25 4 8 50 4 PucyHok 1 O B e
PM-4E-D3.0S 3.0 4 8 50 4 PyicyHok 1 O é %
PM-4E-D4.0S 4.0 4 11 50 4 PucyHok 2 @) g %
PM-4E-D1.0 1.0 6 3 50 4 PucyHok 1 O < -
PM-4E-D1.5 15 6 4 50 4 PucyHok 1 o =
PM-4E-D2.0 2.0 6 6 50 4 PucyHok 1 O éb
PM-4E-D2.5 25 6 8 50 4 PucyHok 1 O B
PM-4E-D3.0 3.0 6 8 50 4 PucyHok 1 O
PM-4E-D3.5 BI5) 6 10 50 4 PucyHok 1 O
PM-4E-D4.0 4.0 6 11 50 4 PucyHok 1 O
PM-4E-D4.5 4.5 6 11 50 4 PucyHok 1 O
PM-4E-D5.0 5.0 6 13 50 4 PucyHok 1 O
PM-4E-D5.5 5.5 6 16 50 4 PucyHok 1 O
PM-4E-D6.0 6.0 6 16 50 4 PucyHok 2 O
PM-4E-D7.0 7.0 8 20 60 4 PucyHok 1 O
PM-4E-D8.0 8.0 8 20 60 4 PucyHok 2 O
PM-4E-D9.0 9.0 10 22 75 4 PucyHok 1 O
PM-4E-D10.0 10.0 10 25 75 4 PycyHok 2 O
PM-4E-D11.0 11.0 12 26 75 4 PucyHok 1 O
PM-4E-D12.0 12.0 12 30 75 4 PucyHok 2 O
PM-4E-D14.0 14.0 14 32 75 4 PucyHok 2 O
PM-4E-D16.0 16.0 16 45 100 4 PucyHok 2 O
PM-4E-D18.0 18.0 18 45 100 4 PucyHok 2 O
PM-4E-D20.0 20.0 20 45 100 4 PucyHok 2 O

® Cknapvpyembiii accopTumeHT O ACCOPTUMEHT nopj 3aka3
.Taﬁnuua npUMeHeHusa matTepuana (bpes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

Ob6pabatbiBaeMbIi matepuan

Yrnepopucras fleruposathasi MpenBapuUTenbHO 3aKaneHHbIe CTanu 1 3akan. cranm Hepxagetowsas HyryH, YyryHe |y o [HBIA | AnioMuhviesbii| TUTaHOBIiA| HKaporpouHsie
cTanb cTanb cran, | @POBMAHEIM | onag cnnas cnnas cnnasbl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpachuTom
O (@) (@) (©) (©) O (@) (@) O

Ob6o3HaveHne dpe3 B 182 YcnoHble 0603HaveHns | B 183 Pexumbl pesanns (B315-B316 B205



PAOCINIABHBIGMOHWIHERBIC KOHICBLICA) 163 5]

4-x 3yban dpesa ¢ NNOCKMM TOPLIEM W YANUHEHHOU peXyLLen ( &
& yacTblo ans nasos v ycTynos ’ Lo S

Bokosas noBepxHOCTb Yeryn MpsiMoii nas
I ——
BepLumnHa ¢ 3awmTon @ 'c[ { e EI PucyHok 1
10°%7 H
L
— — — QI PuicyHok 2
©® PM-4E cepus C yANMHEHHOW pexyLUen 4acTbo © [}
H
AR § NaMNMe D<12 0~-0.020 L
45> J s TEANN D | 1250 0~0030 ‘%’
Paamepbi(Mm) Yucno
O603HaveHne 3y6beB McnonHeHne Cknapg
D d H L Z
PM-4EL-D3.0 3.0 6 12 75 4 PucyHok 1 O
PM-4EL-D4.0 4.0 6 15 75 4 PucyHok 1 @]
” PM-4EL-D5.0 5.0 6 20 75 4 PucyHok 1 O
=
§ 2 PM-4EL-D6.0 6.0 6 20 75 4 PucyHok 2 @)
o
é §, PM-4EL-D8.0 8.0 8 25 100 4 PucyHok 2 O
Y
E % PM-4EL-D10.0 10.0 10 30 100 4 PucyHok 2 O
@
PM-4EL-D12.0 12.0 12 35 100 4 PucyHok 2 O
aY
f PM-4EL-D14.0 14.0 14 40 100 4 PUCYHOK 2 o)
o)
2 PM-4EL-D16.0 16.0 16 50 150 4 PucyHok 2 O
xn
PM-4EL-D20.0 20.0 20 55 150 4 PucyHok 2 @)

@ Cknapupyembliii accoptuMmeHT O AcCCOpPTUMEHT Nof 3akas

@Tabnuua npumMmeHeHus1 MmaTepuana dppe3 OHaunyuwee npumenerme OBo3MOXHOE NPUMEHeHNe

O6pabatbiBaeMblvi Matepuan

Yrnepoauctas leruposantas peapapuTeNnbHO 3akaneHHbIe CTany 1 3akan. cranu Hepaserouas STy, SYYHE | p gt | AniommHvesbii| TUTAHORRII YKaporpouHble
PPN (GIETs crany | WAPOBMAKBIM | onpap cnnas cnnas cnnasbl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpacuTomM
© ©) ©) ©) ©) ©) ©) ©) ©)

B206 O6o3HayeHne dpe3 B 182 YcnoBHble 0603HayeHns | B 183 Pexumbl pesanus [B315-B316



DAUCINIABHBIGMOHIMFRBIGKOHICBBIC (I 1E3h]

4-x 3ybasn pesa ¢ NNOCKUM TOPLIEM, C ANMHHOM LIEUKON C (;‘ i u
KOPOTKOM pexyLLen YacTbro Ans Na3oB W yCTYNoB ocoson mosepaiacrs | jean Mowoines

1 Y [ —
BeplumHa ¢ 3awmTon @
S
5%
[n]
M
® Bbicokas )eCTKOCTb, KOpOTKasi pexyLias YacTb, MOAXOANT ANs
TSXKerNow pesku, a Takke rinybokoro pesepoBaHns NoNoCTu. L
=2
A5 s NaMNe D<12 0~-0.020
ﬁl 2 TEAIRMN ID 12<D 0~-0.030 %’
Pasmepbi(Mm) Yucno
O603HaveHne 3ybbeB Cknan
D d H M di L Z
PM-4EFP-D6.0 6.0 6 9 30 5.8 75 4 O
PM-4EFP-D8.0 8.0 8 12 40 7.8 100 4 O
PM-4EFP-D10.0 10.0 10 15 50 9.6 100 4 O =
=
PM-4EFP-D12.0 12.0 12 18 50 11.5 100 4 @] g e
(=]
PM-4EFP-D16.0 16.0 16 24 50 155 150 4 O E] g
DT
PM-4EFP-D20.0 20.0 20 30 60 19.5 150 4 O E z
@

@ Cknaaupyembliii accoptuMeHT O ACCOPTUMEHT Nof 3aka3

h)
=<
o
o}
b
=
2

.Taﬁnuua npUMeHeHusa matTepuana (bpes OHawnnyuwwee npumeHeHne (OBO3MOXHOE NpUMEHeHNe

ObpabatbiBaeMbIi maTtepuan

Yrnepoaucrasi fleruposantas [NpesBapuTenbHO 3akaneHHble CTany 1 3akan. cranu Hepxaseiowan| WM WIVHC | Mo nuwiin | Aniommhmessi| TuTaHOBBIA| Kaporposksie

cranb cranb LIAPOBHAHbIM
~40HRC | ~50HRC | ~55HRC | ~68HRC crane | oumom cnnas cnnas cnnas CrnaBbl
(©) (©) (©) (©) (©) @) (©) O @)

Ob6o3HaueHve dpes B 182 YcnosHble o6o3HaveHns (B 183 Pexuvmbl pesanns (B317-B318 B207
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9 6-T1 3y6an dpesa ¢ NNOCKUM TopLiEM ANS Na30B W YCTYNOB ﬂ L u

Bokosas noBepxHOCTb Yeryn MpsiMoii nas

e |
BepLuvHa ¢ 3awwmTon @
° —— - O
® [neanbHas XeCTKOCTb, O4eHb NOAXOAUT AfS YNCTOBOW H
006paboTky BOKOBbLIX NIOCKOCTEWN L
®BbIcokas CKOpPOCTb pe3aHus, BbICOKasi CKOPOCTb Nofaun
RN § MNaMNMe D<12 0~-0.020
gj % TaANRN D | 125D 0~0030 %
Pasmepbi(Mm)
O6o3HaueHve g 3%/6"6'3 Cknapg
D d H L
PM-6E-D6.0 6.0 6 18 60 6 O
PM-6E-D8.0 8.0 8 20 60 6 O
” PM-6E-D10.0 10.0 10 30 75 6 O
W
£5s PM-6E-D12.0 12.0 12 32 75 6 o
(=]
é g PM-6E-D16.0 16.0 16 40 100 6 O
9
2 g PM-6E-D20.0 20.0 20 45 100 6 o
@

@ Cknaavipyemblii accoptuMeHT O ACCOPTUMEHT MoA 3aka3

)
=<
(o]
o)

o
=
3

@Tabnuua npumMmeHeHUs MaTepuana ppe3 OHaunyuuee npumerenne OBo3MOXHOE NpUMEHeHNe

O6pabatbiBaeMblvi Matepuan

Yrnepoauctas leruposantas peapapuTeNnbHO 3akaneHHbIe CTany 1 3akan. cranu Hepaserouas STy, SYYHE | p gt | AniommHvesbii| TUTAHORRII YKaporpouHble
PPN (GIETs crany | WAPOBMAKBIM | onpap cnnas cnnas cnnasbl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpacuTomM
© ©) ©) ©) ©) ©) ©) ©) ©)

B208 O6o3HayeHne dpe3 B 182 YcnoBHble o6o3HaveHuss | B 183 Pexumbl pesanms [ B319



6-Tv 3y6as chpesa ¢ nNOCKMM TopLeM Ans 06paboTku

uMnManquCKOM ‘-IaCTbI'O THY60KMX |'|a3OB M YCTYTIOB Bokosas noBepxHOCTb Yeryn MpsimMoli na3
| |
BepLuvHa ¢ 3awmTon @
ol E—" N\
H
L
® PM-6E cepusa ¢ OnUHHON pexyLlen 4acTbio
o= |
e s NMaMNe D<12 0~-0.020
f>l 3 TEAIRY ID 12<D 0~-0.030 %
Pasmepbi(Mm)
O603HaveHne ‘-Imcnozs ek Cknag
D d H L
PM-6EL-D6.0 6.0 6 24 75 6 O
PM-6EL-D8.0 8.0 8 32 75 6 O
PM-6EL-D10.0 10.0 10 40 100 6 O 3
=
PM-6EL-D12.0 12.0 12 45 100 B o g S
(=]
PM-6EL-D16.0 16.0 16 64 150 6 o 33
DT
PM-6EL-D20.0 20.0 20 75 150 6 o il
o

@ Cknaavpyemsblii accoptuMeHT O ACCOPTUMEHT MoA 3akas

.Taﬁnuua npUMeHeHusa matTepuana (bpes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

h)
=<
o
o}
b
=
2

Ob6pabatbiBaeMbIi matepuan

Yrnepoaucrasi fleruposantas [NpesBapuTenbHO 3akaneHHble CTany 1 3akan. cranu Hepxagetowsas HyryH, YyryHe |y o [HBI | AioMuHeBsii| TUTaHOBBIN| XKaporpouHsle
cTanb cTanb cran, | @POBMAHEIM | onag cnnas cnnas cnnasbl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpachuTom
O (©) (©) (©) (©) @) (@} @) @)
Ob6o3HaveHne dpe3 B 182 YcnoHble 0603HaveHns | B 183 B209

Pexumbl pesaHusi B320
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/ 4
B 2-x 3y6asn cpes3a co chepuyeckum Topuem .. n lj‘

Mpocmnb Monoctb PapyycHbii na3
L/ '/ /! |

PM-2B i
UI 10%{»@% PucyHok 1
| ==Y :
R
® [1ns npocunbHOro chpesepoBaHnsi, BbICOKOCKOPOCTHas obpaboTtka UI e — §7 H ﬂ PucyHok 2
® Llinpokoe npumeHeHne L
| ERaNe To)uraml B e | B
Pasmepbi(Mm) Yucno 3ybbeB
O603HaveHne Z McnonHeHne Cknag
D R d H L
PM-2B-R0.5S 1.0 0.5 4 2 50 2 PucyHok 1 [
PM-2B-R0.75S 1.5 0.75 4 3 50 2 PucyHok 1 [
” PM-2B-R1.0S 2.0 1.0 4 4 50 2 PucyHok 1 o
& § PM-2B-R1.25§ 25 1.25 4 5 50 2 PucyHoK 1 °
g §, PM-2B-R1.5S 3.0 15 4 6 50 2 PucyHok 1 ()
E % PM-2B-R2.0S 4.0 2.0 4 8 50 2 PUCYHOK 2 °
PM-2B-R0.5 1.0 0.5 6 2 50 2 PucyHok 1 ([
g PM-2B-R0.75 1.5 0.75 6 3 50 2 PucyHok 1 [ )
S PM-2B-R1.0 20 1.0 6 4 50 2 PucyHOK 1 °
= PM-2B-R1.25 25 125 6 5 50 2 PucyHok 1 °
PM-2B-R1.5 3.0 1.5 6 6 50 2 PucyHok 1 o
PM-2B-R1.75 85 1.75 6 8 50 2 PucyHok 1 [ ]
PM-2B-R2.0 4.0 2.0 6 8 50 2 PucyHok 1 ([ ]
PM-2B-R2.5 5.0 25 6 10 50 2 PucyHok 1 [ ]
PM-2B-R2.75 55 2.75 6 12 50 2 PucyHok 1 ([
PM-2B-R3.0 6.0 3.0 6 12 50 2 PucyHok 2 [ )
PM-2B-R3.5 7.0 3.5 8 14 60 2 PucyHok 1 ([
PM-2B-R4.0 8.0 4.0 8 16 60 2 PucyHok 2 [
PM-2B-R4.5 9.0 45 10 18 75 2 PucyHok 1 )
PM-2B-R5.0 10.0 5.0 10 20 75 2 PucyHok 2 )
PM-2B-R6.0 12.0 6.0 12 24 75 2 PucyHok 2 )
PM-2B-R7.0 14.0 7.0 14 28 75 2 PucyHok 2 [ ]
PM-2B-R8.0 16.0 8.0 16 32 100 2 PucyHok 2 ([
PM-2B-R10.0 20.0 10.0 20 40 100 2 PucyHok 2 [

@ Cknaavpyemsblii accopTuMeHT O ACCOPTUMEHT Moj 3akas

@Tabnuua npumMmeHeHus1 MmaTepuana dppes OHaunyuwee npumenerme OBoO3MOXHOE NPUMEHeHNe

O6pabatbiBaeMbli Matepuan

yrnepopuctas lleruposatiias MpeaiBAPATENbHO 3aKAMEHHbIE CTaN U 3akan. cTani HepxaseloLast Hyrye, Hyryi ¢ MeaHbii | AnlomuHreBbli| TUTAHOBBIV | KaponpouHble

cranb cTanb LIapoB1AHbIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb rpad)VITOM cnnae cnnas cnnas cnnasbl

©) (©) (@) (@) (©) ) @} O O

B210 O6o3HaveHve dpes B 182 YcnosHble o6o3HaveHns | B 183 Pexumbl pesanus (B321-B322



2-x 3yb6asn cdpesa co cchepruyecknm Topuem Vi n ii
M y,D,.HVIHEHHbIM XBOCTOBMKOM r@. Monoctb PapuycHbii na3

L' ' ! | | e |
PM-2BL
.OI % ,,,,,,,,,,,, . % REI PucyHok 1
10°% H
| — L
R
'0[ - ? S ﬂ PucyHok 2
©® PM-2B Cepusi ¢ yANMHEHHbIM XBOCTOBMKOM. . H
| B RN T)ursml B e | (B
Pasmepbl(Mm) Yucno 3ybbeB
O6o3HayeHne V4 McnonHeHue Cknapg
D R d H L
PM-2BL-R1.0 2.0 1.0 6 4 75 2 PucyHok 1 O
PM-2BL-R1.25 25 1.25 6 5) 75 2 PucyHok 1 @)
PM-2BL-R1.5 3.0 1.5 6 6 75 2 PucyHok 1 O =
PM-2BL-R1.75 3.5 1.75 6 8 75 2 PucyHok 1 @) '§ E
PM-2BL-R2.0 4.0 2.0 6 8 75 2 PucyHok 1 O é %
PM-2BL-R2.5 5.0 25 6 10 75 2 PucyHoK 1 o § g
PM-2BL-R2.75 55 2.75 6 12 75 2 PucyHoK 1 o .
PM-2BL-R3.0 6.0 3.0 6 12 75 2 PucyHok 2 O %
[0

PM-2BL-R3.5 7.0 3.5 8 14 75 2 PucyHok 1 @] 2
PM-2BL-R4.0 8.0 4.0 8 16 100 2 PucyHok 2 O *
PM-2BL-R4.5 9.0 4.5 10 18 100 2 PucyHok 1 O
PM-2BL-R5.0 10.0 5.0 10 20 100 2 PucyHok 2 @)
PM-2BL-R6.0 12.0 6.0 12 24 100 2 PucyHok 2 O
PM-2BL-R7.0 14.0 7.0 14 28 100 2 PucyHok 2 O
PM-2BL-R8.0 16.0 8.0 16 32 150 2 PucyHok 2 O
PM-2BL-R10.0 20.0 10.0 20 40 150 2 PucyHok 2 O

@ Cknagupyemslii accopTumeHT O ACCOPTUMEHT Mog 3akas

@Tabnuua npuMmeHeHUs1 maTepuana dpe3 OHaunyuwee npumenenre OBoO3MOXHOE NPUMEHeHNe

O6pabatbiBaeMblvi Matepuan

Yrnepoaucrasi Nleruposantas [MpesBapuTENbHO 3akaneHHbIe CTany 1 akan. cranv

Hepxaselowast HyyH SyyH G MeaHbii | AnloMuHreBbii| TUTAHOBBIV | KaponpouHble
cTanb cTans

LIAPOBAHBIM
~40HRC | ~50HRC | ~55HRC | ~68HRC cranb padTOM cnnas cnnas cnnas cnnaskl

©) (©) (©) (©) (©) O (©) O O

O603Ha4eHne dpes B 182 YcnosHble 0603HayeHns | B 183 Pexumbl pesaHuns (B321-B322 B211
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2-x 3ybas (hpesa co cepuyeckum TopLeM, ANIMHHON
& WweliKoil M KOPOTKOM PexyLLei YacTbIo

Monoctb

« K1 I8

Mpocmnb
I e S A

PapuycHbin na3

PM-2BFP 5 R
— ©
S B =~
| 10° LH
i M
g L
pt R
® Bbicokast XXecTKOCTb KOpOTKOVI pe>|<yu.|,el7| YacTu, NpUrogHbl Ana TaXenbIxX -4 +,,,,®%{ PucyHok 2
YCIOBUI pe3aHns ‘ LH]
=2
a1 B NaMNe I D<12 0~-0.020 )
:Q‘ § TEAIM ID 12<D 0~-0.030 R/) Rreoot
Paamepbi(MMm) Yucno
0O603HaveHne 3ybbeB |McnonHenne Cknap,
D R H di M d L VA
PM-2BFP-R0.5 1.0 0.5 1 0.95 25 6 75 2 PucyHok 1 O
PM-2BFP-R0.75 1.5 0.75 1.5 1.45 3 6 75 2 PucyHok 1 O
PM-2BFP-R1.0 2.0 1.0 2 1.95 4 6 75 2 PucyHok 1 @]
PM-2BFP-R1.5 3.0 1.5 3 2.85 6 6 75 2 PucyHok 1 @]
PM-2BFP-R2.0 4.0 2.0 4 3.85 8 6 75 2 PucyHok 1 @]
PM-2BFP-R2.5 5.0 25 5 4.85 10 6 75 2 PucyHok 1 @)
PM-2BFP-R3.0 6.0 3.0 6 5.8 12 6 75 2 PucyHok 2 @]
PM-2BFP-R4.0 8.0 4.0 8 7.8 16 8 100 2 PucyHok 2 O
PM-2BFP-R5.0 10.0 5.0 10 9.6 20 10 100 2 PucyHok 2 @)
PM-2BFP-R6.0 12.0 6.0 12 11.5 24 12 100 2 PucyHok 2 O
PM-2BFP-R8.0 16.0 8.0 16 15.5 32 16 150 2 PucyHok 2 @]
PM-2BFP-R10.0 20.0 10.0 20 19.5 40 20 150 2 PucyHok 2 @]
@ Cknaaupyemslii accoptumeHT O ACCOPTUMEHT Mo 3akas
@Tabnuua npumMmeHeHus1 MmaTepuana dppes OHaunyuwee npumenerme OBoO3MOXHOE NPUMEHeHNe
O6pabatbiBaeMblvi Matepuan
Z::;bpoﬂ””a" ](;'Tearj:'EOBa“Ha” MpeAsapUTeNbHO 3akaneHHble CTanu 1 3akan. CTanM | yenyapeiouias Eﬁg:émlimc MeaHbiit | AnioMuHeBbIi| TUTAHOBHIN| YKaponpoyHsie
~40HRC ~50HRC ~55HRC ~68HRC cTanb rpaq.WITOM cnnase cnnaB cnnae cnnasbl
(©} @) @) @) @) O (@)} O (@)
B212

O6o3HayeHne dpe3 B 182 YcnoBHble o6o3HaveHuss | B 183
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B 4-x 3ybas chpesa co chepryecKkum TopLem

« K1 I8

Mpocmnb Monoctb PapyycHbii na3
L/ '/ /! |
PM-4B R
- PucyHok 1
= - )
® 4-x 3ybas pesa co chepnyeckum TopLem ,MoxeT pabotaTb ¢ Gonee R
BbICOKOW CKOPOCTbI0 00paboTku 1 MUHYTHOW NOAaYM, C YBENUYEHNEM -cl ————— g —_— [ Pucykok 2
CTOMKOCTM B yCroBusx 06paboTkn TBepAbIX MaTepuanos. I
| ERaNe )urcm| 7)) on| GB ]
Pa3mepbi(Mm) Yucno
O6o3HayeHne 3ybbeB | McnonHeHve Cknapg
D R d H L Z
PM-4B-R1.5 3.0 1.5 6 50 4 PucyHok 1 O
PM-4B-R2.0 4.0 2.0 6 8 50 4 PucyHok 1 O
PM-4B-R2.5 5.0 2.5 6 10 50 4 PucyHok 1 @] =
PM-4B-R3.0 6.0 3.0 6 12 50 4 PucyHok 2 O '§ E
PM-4B-R4.0 8.0 4.0 8 16 60 4 PucyHok 2 O é %
PM-4B-R5.0 100 5.0 10 20 75 4 PyCyHOK 2 o § g
PM-4B-R6.0 12.0 6.0 12 24 75 4 PYCYHOK 2 o) .
PM-4B-R7.0 14.0 7.0 14 28 75 4 PucyHok 2 O %
[0
PM-4B-R8.0 16.0 8.0 16 32 100 4 PucyHok 2 O Q2
PM-4B-R9.0 18.0 9.0 18 36 100 4 PucyHok 2 O *
PM-4B-R10.0 20.0 10.0 20 40 100 4 PucyHok 2 O

@ Cknagupyemblii aCCOPTUMEHT

@Tabnuua npumMmeHeHUs1 maTepuana dpe3 OHaunyuwee npumenenre OBoO3MOXHOE NPUMEHeHNe

O AcCopTUMEHT nog 3aka3

O6pabatbiBaeMblvi Matepuan

yrnepoaucras Nervposaitias) [pepBapuTeIbHO 3aKanerble CTanm U 3akar. CTamM | pepyageiouan| V7% WVHC | Menpiii | Amowmmessii| TuTaHoBbiii| Kaponposkie
crans crans crany | WAROBMBHEM | on o cnnas cnnas Cnnasbl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpacuTom
©) (©) (©) (©) (©) @) (©) O O
B213

O603Ha4eHune dpescl_ B 182 YcnosHble 0603HayeHns | B 183
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PAOCINIABHBIGMOHWIHERBIC KOHICBLICA) 163 5]

4-x 3ybas cpesa co chepnyeckum TopLem -
ybas ¢p chep pu Vil /4 n li

N YANUWHeHHbIM XBOCTOBUKOM Mpodurs MonocTs  PapycHsi na3
I e )
PM-4BL .
PucyHok 1
PucyHok 2
©® PM-4B cepus ¢ yonIMHEHHBIM XBOCTOBUKOM
= H
o) B RaRe )i 7)o | G L
Pa3mepbi(Mm) Yucno
O6o3HayeHne 3ybbeB McnonHeHue Cknapg
D R d H L Z
PM-4BL-R1.5 3.0 1.5 6 75 4 PucyHok 1 O
PM-4BL-R2.0 4.0 2.0 6 8 75 4 PucyHok 1 @)
PM-4BL-R2.5 5.0 25 6 10 75 4 PucyHok 1 O
PM-4BL-R3.0 6.0 3.0 6 12 75 4 PucyHok 2 @)
PM-4BL-R4.0 8.0 4.0 8 16 100 4 PucyHok 2 O
PM-4BL-R5.0 10.0 5.0 10 20 100 4 PucyHok 2 O
PM-4BL-R6.0 12.0 6.0 12 24 100 4 PucyHok 2 O
PM-4BL-R7.0 14.0 7.0 14 28 100 4 PucyHok 2 O
PM-4BL-R8.0 16.0 8.0 16 32 150 4 PucyHok 2 @]
PM-4BL-R9.0 18.0 9.0 18 36 150 4 PucyHok 2 O
PM-4BL-R10.0 20.0 10.0 20 40 150 4 PucyHok 2 O

@ Cknagvipyembiit accoptumeHt O ACCOPTUMEHT Moj 3akas

@Tabnuua npumMeHeHUs1 maTepuana dpe3 OHaunyuwee npumenenme OBoO3MOXHOE NPUMEHeHNe

O6pabatbiBaeMblvi Matepuan

Yrnepoauctas leruposanas peapapuTeNnbHO 3aKaneHHbIe CTany 1 3akan. cranu Hepaserouas SyIvH, YIYHE | p ot | AniommHvesii| TUTaHOBBII YKaporpouHble
cranb cranb cranb WBPOBAHEIM cnnas cnnas cnnas cnnasbl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpacuTom
© ) ) O O O © O O

B214 O6o3HayeHne dpe3 B 182 YcnoBHble o6o3HaveHuss | B 183 Pexumbl pesanus [ B323



2-x 3yb6an dpesa co cchepuyecknum i.'

. TOle,eM M KOHquCKOﬁ LIJGI?IKOVI Tny6okuiA nas ¢ paavycom
| !/ ' | |
PM-2BC w5 n
<[] ’7’Cf —- - o]
10°% P P
— L l2

® BhIcoKasi XeCTKOCTb CTPYKTYPbI LUEVKM

TG NaMNMe +0. !
S| Bpnasny Io)eoms RO RIS

- - CTeneHb CHUXEHMS 3aroToBKM

aktnyeckan abdekTvBHas

| auiadio])
LTMHa Welikv

CTeneHb CHINKEHVS 3aroTOBKY

Pasmepbi(Mm) Hucro | cootaeTcTBykLLIEH AEACTBUTENbHON
O603HaveHne 3y6beB | achcheKTVIBHOM AnUHbI Lueiiki Cknag
D R A1 H l2 I A2 d1 L d z 05°| 1° 2° 3°
PM-2BC05-R0.25-M03 . 3 7.8° | 0.49 2 3.3 3.5 3.9 44 O
PM-2BC05-R0.25-M05 0 5) 6.8° | 0.53 2 5.3 5.6 6.2 71 O -
PM-2BC10-R0.25-M03 05 | 025 | 100 05 3 15 7.8° | 0.52 50 . 2 - 34 3.8 4.3 O -]g §
PM-2BC10-R0.25-M05 5) 6.9° | 0.59 2 - 54 6.0 6.8 @) E! ;.
PM-2BC15-R0.25-M03 15° 3 7.9° | 0.54 2 - - 3.7 4.1 @] %’ g
PM-2BC15-R0.25-M05 ' 5 7.0° | 0.65 2 - - 5.8 6.6 @) >
PM-2BC05-R0.30-M05 0.5° 5 6.8° | 0.62 2 5.3 5.6 6.2 71 O %
PM-2BC05-R0.30-M08 ' 8 57° | 0.68 2 | 83| 87|98 | 11| O T
PM-2BC10-R0.30-M05 5 6.8° | 0.68 2 - 5.4 6.0 6.8 O =
PM-2BC10-R0.30-M08 8 5.8° | 0.79 2 - 8.4 94 | 10.7 O
PM-2BC10-R0.30-M10 0.6 0.30 1.0° 0.6 10 1.6 5.2° | 0.86 50 4 2 - 104 | 116 | 13.2 @]
PM-2BC10-R0.30-M12 12 4.8° | 0.93 2 - 124 | 139 | 15.8 (@)
PM-2BC10-R0.30-M15 15 4.2° | 1.03 2 - 154 | 17.2 | 19.6 @]
PM-2BC15-R0.30-M05 . 5 6.9° | 0.74 2 - - 5.8 6.6 @)
PM-2BC15-R0.30-M08 1o 8 5.9° | 0.90 2 - - 9.0 10.2 O
PM-2BC05-R0.40-M08 . 8 5.5° | 0.87 50 2 8.3 8.7 9.8 | 111 O
PM-2BC05-R0.40-M12 09 12 45° | 0.94 60 2 123 | 13.0 | 145 | 165 O
PM-2BC10-R0.40-M08 8 5.6° | 0.98 50 2 - 8.4 9.4 10.7 @]
0.8 0.40 1.0° 0.8 1.8 4
PM-2BC10-R0.40-M12 12 4.6° 1.12 60 2 - 124 | 139 | 158 @]
PM-2BC15-R0.40-M08 . 8 5.8° | 1.09 50 2 - - 9.0 | 10.2 O
PM-2BC15-R0.40-M12 1o 12 4.8° | 1.30 60 2 - - 13.2 | 15.0 @]

@ Cknagupyemslii accopTumeHT O ACCOPTUMEHT Mnof 3akas

@Tabnuua npumMeHeHUs1 maTepuana dpe3 OHaunyuwee npumenenme OBoO3MOXHOE NPUMEHeHNe

O6pabatbiBaeMblvi Matepuan

Yrnepoavcras flervposakias) Mpe/iBAPUTENLHO 3aKANEHHbIE CTAMM W 3aKan. CTanM Hepxasetowast SyvH, YIYHE |y it | AniommHvesbii| TUTaHOBBII YKaporpouHble
cTans cranb LIAPOBHHBIM
~40HRC | ~50HRC | ~55HRC | ~68HRC orans | o crnas cnnas cnnas cnnasbl
(@) (@) (@) (@) (@) @) (@) (@) @)

O603Ha4eHune dpescl_ B 182 YcrnoBHble 0603Hadenns [ B 183 ) Pexumbl pesaqus (B324-B326) B215
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2-x 3yban dpesa co cchepruyecknum
TOpUEM U KOHNYECKOMN LLENKOW

PM-2BC

Y3Kkuii nas ¢ paanycom

A2, 35 . R
= g
10°% < m
[ 12
[ —
= §
2
® Bbicokast )XeCTKOCTb CTPYKTYPbl LLEWKN g
—— 1 §8
T 3 aNe® R+0.005 R>0.5 £
3Q J S TEAIRN ID 0~-0.015 R/> R+0.01 R>05 ($ 85
— — - ’ o J CTeneHb CHIDKEHIS 3ar0TOBKY
CTeneHb CHIDKEHMS! 3aroToBKM
Pasmepbi(Mm) Huero | cooTBeTCTBYIOWLEN AEHCTBUTENBHOM
O6o03HaveHne 3y6b€8 | ahcheKTUBHOI ATMHBI Lueifkn Cknapg,
Z
D R A1 H l2 I1 A2 d1 L 05° | 1° 2° 3°
PM-2BC05-R0.50-M10 10 6.1° | 1.08 60 2 104 | 109 | 12.2 | 139 @]
PM-2BC05-R0.50-M15 15 51° | 1.16 60 2 154 | 16.2 | 18.2 | 20.7 @]
PM-2BC05-R0.50-M20 0.5° 20 4.4° | 125 70 2 204 | 215 | 241 | 274 O
PM-2BC05-R0.50-M25 25 3.8° | 1.34 70 2 254 | 26.8 | 30.0 | 34.2 @]
PM-2BC05-R0.50-M30 30 34° | 142 70 2 30.4 | 32.0 | 359 | 41.0 O
PM-2BC10-R0.50-M10 10 6.2° | 1.21 60 2 - 105 | 1.8 | 134 O
PM-2BC10-R0.50-M15 15 52° | 1.38 60 2 - 155 | 174 | 19.8 O
PM-2BC10-R0.50-M20 10° 20 4.5° | 1.56 70 2 - 20.5 | 23.0 | 26.2 O
PM-2BC10-R0.50-M25 . 25 3.9° | 1.73 70 2 - 255 | 28.6 | 32.6 O
1.0 0.50 1.0 2.5
PM-2BC10-R0.50-M30 30 3.5° | 1.91 70 2 - 30.5 | 342 | 39.0 @]
PM-2BC10-R0.50-M35 35 3.2° | 2.08 80 2 - 355 | 39.8 | 454 O
PM-2BC15-R0.50-M10 10 6.3° | 1.34 60 2 - - 1.3 | 12.8 O
PM-2BC15-R0.50-M15 1.5° 15 5.3° | 1.60 60 2 - - 16.6 | 18.9 O
PM-2BC15-R0.50-M20 20 4.6° | 1.86 70 2 - - 219 | 249 O
PM-2BC20-R0.50-M15 - 15 54° | 1.82 60 2 - - 158 | 18.0 O
PM-2BC20-R0.50-M20 20 4.7° | 217 70 2 - - 20.8 | 23.7 @]
PM-2BC30-R0.50-M20 3° 20 5.0° | 2.78 70 2 - - - 21.2 O
PM-2BC50-R0.50-M20 5° 20 5.7° | 4.01 70 2 - - - - @)
PM-2BC05-R0.60-M12 12 5.6° | 1.31 60 2 124 | 131 146 | 16.6 O
0.5°
PM-2BC05-R0.60-M24 24 3.8° | 1.62 70 2 244 | 257 | 28.8 | 32.8 @]
PM-2BC10-R0.60-M12 12 5.7° | 1.47 60 2 - 125 | 14.0 | 159 O
1.2 0.60 1.0° 1.2 2.7
PM-2BC10-R0.60-M24 24 3.9° | 1.89 70 2 - 245 | 275 | 313 O
PM-2BC15-R0.60-M12 ] 12 5.8° | 1.63 60 2 - - 134 | 152 O
.5°
PM-2BC15-R0.60-M24 24 4.1° | 2.26 70 2 - - 26.2 | 29.8 O

@ Cknagupyemblii aCCOPTUMEHT

@Tabnuua npumMeHeHUs1 maTepuana dpe3 OHaunyuwee npumenenme OBoO3MOXHOE NPUMEHeHNe

O AcCOpTUMEHT nog 3aka3

O6pabatbiBaeMblvi Matepuan

Yrnepoavcras flervposakiias) Mpe/iBAPUTENLHO 3aKANEHHbIE CTAMM 1 3aKan. CTanM Hepxasetowast SyIvH, YIYHE | p ot | AniommHvesii| TUTaHOBBII YKaporpouHble
cranb cTanb LIapoB1AHbIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb rpad)VITOM cnnase cnnaB cnnaB cnnasbl
@) ©) ©) (©) (@) @) O O (@)
O6o3HauyeHne dpe3 B 182 YcnoBHble 0603HaveHns | B 183 Pexumbl pe3anusa [B324-B326



2-x 3yban dpesa co cchepruyecknum i.'

TOpUEM U KOHNYECKOMN LLENKOW aatt s C pagycon
. !/ ' /[ | |
PM-2BC o 5 . &
sy
TR B hl
E ———————— L
=}
g
® Bhicokasi )KeCTKOCTb CTPYKTYPbI LLEWKM g
2 i3
s | BINONS o) eos| ®A Rz (B
J &= - J ~J CTereHs CHUXEHIS! 3aT0TORKN
CTeneHb CHINKEHVS 3arOTOBKU
Pasmepbi(Mm) Huero | cooTBeTCTBYIOWLEN AEHCTBUTENBHOM
O6o03HaveHne 3y6b€8 | ahcheKTUBHOI ATMHBI Lueifkn Ckrnag
D R A1 H l2 I A2 d1 L d Z 05° | 1° 2° 3°
PM-2BC05-R0.75-M10 10 59° | 1.57 | 60 2 104 | 109 | 122 | 138 | O
PM-2BC05-R0.75-M15 0.5° 15 49° | 165 | 60 2 154 | 162 | 181 | 206 | O -
PM-2BC05-R0.75-M30 | 1.5 | 0.75 1.5 | 30 3 32° | 192 | 70 6 2 | 304|320 | 359|409 | O -§ §
PM-2BC10-R0.75-M10 1of 10 6.0° | 1.69 60 2 - 105 | 11.8 | 13.3 O g %
PM-2BC10-R0.75-M15 ' 15 5.0° | 1.86 60 2 - 155 | 174 | 19.7 O ;ﬁ- g
PM-2BC10-R0.75-M20 , 20 4.2° | 2.04 70 2 - 20.5 | 23.0 | 26.1 O =
PM-2BC10-R0.75-M30 10 30 3.3° | 2.39 70 2 - 30.5 | 342 | 39.0 O %
PM-2BC15-R0.75-M10 | 1.5 | 0.75 1.5 10 3 6.1° | 1.81 | 60 6 2 - - 1.3 | 128 | O g
PM-2BC15-R0.75-M15 1.5° 15 5.1° | 2.07 | 60 2 - - 166 | 189 | O =
PM-2BC15-R0.75-M30 30 34° | 2.86 70 2 - - 325 | 37.0 @)
PM-2BC05-R1.0-M20 20 3.9° | 218 | 60 2 | 207|217 | 243 | 276 | O
PM-2BC05-R1.0-M30 0.5° 30 2.9° | 236 | 70 2 307 | 323|362 | or | O
PM-2BC05-R1.0-M40 40 24° | 253 | 80 2 | 407 | 428 | 48.0 | . | O
PM-2BC10-R1.0-M20 20 4.0° | 246 60 2 - 20.8 | 233 | 264 O
PM-2BC10-R1.0-M25 20 | 10 20 | 25 4 34° | 264 | 60 6 2 - 258 | 289 | 329 | O
PM-2BC10-R1.0-M30 o 30 3.0° | 281 | 70 2 - 30.8 | 345 | 393 | O
PM-2BC10-R1.0-M35 ' 35 2.7° | 299 | 80 2 - 358 | 401 |, r | O
PM-2BC10-R1.0-M40 40 25° | 3.16 | 80 2 - 408 | 458 | | O
PM-2BC10-R1.0-M50 50 2.1° | 351 | 90 2 - 50.8 | 57.0 | ron | O
PM-2BC15-R1.0-M20 20 4.1° | 274 60 2 - - 223 | 253 O
PM-2BC15-R1.0-M30 1.5° 30 3.1° | 3.27 70 2 - - 329 | 374 O
PM-2BC15-R1.0-M40 40 26° | 379 | 80 2 - - 435 | o O
PM-2BC20-R1.0-M30 2.0 1.0 - 2 30 4 3.3° | 3.72 70 6 2 - - 31.3 | 355 O
PM-2BC20-R1.0-M40 40 2.7° | 442 | 80 2 - - M3 | e | O
PM-2BC30-R1.0-M30 » 30 3.5° | 4.63 70 2 - - - 31.8 O
PM-2BC30-R1.0-M40 40 2.9° | 568 | 80 2 - - o | | ©

@ Cknagupyemsblii accopTuMeHT O ACCOPTUMEHT Mop 3akas

@Tabnuua npumMmeHeHUs1 maTepuana dpe3 OHaunyuwee npumenenme OBoO3MOXHOE NPUMEHeHNe

Ob6pabatbiBaeMbIi Mmatepuan

vrnepopuctas flervposakiias) [peasapuTerbHO 3akaneHHsie CTany u 3akan. cranm Hepxaselolas HyTyH, iy ¢ MepHbIi | AntomuHmesbili| TuTaHOBBIN | XaponpouHble
cTanb cranb LIPOBUAHbIM
~40HRC | ~50HRC | ~55HRC | ~68HRC cTanb rpacuTom cnnase cnnas cnnae crnasbl
(©} ©) ©) (©) (©) O @)} O O

O6o3HauyeHne dpes B 182 YcnoBHble 0603HayeHuss | B 183 Pexumbl pesaHuns (B324-B326 B217
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2-x 3yb6asn c¢pesa co cchepnyecknum

TOopLUEeM N KOHUY
L

€CKOW LUenKou

n
Y3Kkuii nas ¢ paanycom
I S A O

PM-2BC e, 5 oa
of--—-—[H=— =
* s = H
10°% | "
e .
L
= §
g
® Bbicokast )XeCTKOCTb CTPYKTYPbl LLEWKN g
2| Nan 3
a1 B aMe R+0.005 R>0.5 EE
SQ 3 TRAIN ID 0~-0oig @ R+001 R>05 $ §&
— — - -/ —4 — ~ CTeneHb CHIKEHUS 3ar0TOBKM
CTeneHb CHIKEHS! 3aroToBKM
Pa3mepbi(MM) Yucno  |COOTBETCTBYHOLLLEI AMCTBITENBHOM
0O603HaueHne 3y6beB |3hDEKTUBHON AMMHbI LIEIKA Cknap,
z ° ° ° °
D R A1 H l2 I1 A2 d1 L 0.5 1 2 3
PM-2BC05-R1.5-M30 30 24° | 3.32 70 2 30.7 | 32.3 | 36.2 mtepf‘;%m O
PM-2BC05-R1.5-M40 0.5° 40 19° | 350 | 80 2 | 407 | 429 |iotionce | nteirerce| O
PM-2BC05-R1.5-M50 50 16° | 367 | 90 2 | 507 | B34 | ntewerce| O
PM-2BC10-R1.5-M30 30 25° | 3.74 70 2 - 31.0 | 347 mte:g:é"ce @]
PM-2BC10-R1.5-M40 3.0 1.5 1.0° 3 40 6 2.0° | 4.09 80 2 - 41.0 | 459 mte:{;’r;nce @]
PM-2BC10-R1.5-M50 50 17° | 444 | 90 2 | - | 510 fierorence meroeree| O
PM-2BC15-R1.5-M30 30 2.6° | 4.16 70 2 - - 331 ‘meff‘;?éme O
PM-2BC15-R1.5-M40 1.5° 40 2.1° | 469 | 80 2 - - 438 | ool O
PM-2BC15-R1.5-M50 50 1.7° | 5.21 90 2 - - mtepf%’:énce mte:f%?énce O
PM-2BC05-R2.0-M60 0.5° 60 1.0° | 483 | 110 2 | 608 | 640 |iiene | ntearene| O
4.0 2.0 4 7
PM-2BC10-R2.0-M60 1.0° 60 1.0° | 576 | 110 2 | - | O ietierce e | O
@ Cknagupyemsblii accoptTumeHT O ACCOPTUMEHT Mo 3akas
.Taﬁnuua npMMeHeHus1 maTtepuana ¢ppes OHaunyuwee npumererre OBO3MOXHOE NpuMeHeHHe
O6pabatbiBaeMblvi Matepuan
ZTF:;bPOHMCTaﬂ lggj:lsosawan MpeqiBapUTENbHO 3aKAMEHHbIE CTanU U 3aKAN. CTAMM | ooy ageiouan E};rg':mrﬂ);m €| MenHbiit | Aniomyessiil TUTaHOBBIN| YKaponpodHble
~40HRC ~50HRC ~55HRC ~68HRC cTanb rpad.WITOM cnnase cnnaB cnnae cnnasbl
@) ©) ©) (@) (@) @) (@) (@) (@)
B218

O6o3HayeHne dpe3 B 182 YcnoBHble o6o3HaveHuss | B 183

Pexumbl pesaHnsa (B324-B326



2-x 3y6ble (hpesbl, C NIOCKUM TOpLEM
n ¢ paguycom R npu BeplumHe 3y6a

L 4 LI

Mpodunb Ma3 ¢ paguycamm

Yeryn ¢ paanycom

PM-2R ]
-c] % Ea:&"\ | o] PucyHok 1
| — A
I L
R
e LUnpokoe npumeHeHue, NCNOnb3yeTcsi NPy pasHbIX BUaax _DI {H» 7777777 7§§ D[ PUCyHOK 2
06paboTku .}
H
) AR R =) @ L
Paamepbl(MM) Yucrio
O603HaveHne 3ybbeB | McnonHexue Cknag
D R d H L Z

PM-2R-D1.0R0.2 1.0 0.2 4 3 50 2 PucyHok 1 O
PM-2R-D1.5R0.2 1.5 0.2 4 4 50 2 PucyHok 1 O
PM-2R-D2.0R0.2 2.0 0.2 4 6 50 2 PucyHok 1 O
PM-2R-D2.0R0.5 2.0 0.5 4 6 50 2 PucyHok 1 O g =
PM-2R-D2.5R0.2 25 0.2 4 8 50 2 PucyHok 1 o 83
PM-2R-D2.5R0.5 25 05 4 8 50 2 PuCyHOK 1 o § §
PM-2R-D3.0R0.2 3.0 02 4 8 50 2 PucyHoK 1 o) o
PM-2R-D3.0R0.3 3.0 0.3 4 8 50 2 PucyHok 1 @) o
PM-2R-D3.0R0.5 3.0 0.5 4 8 50 2 PucyHok 1 O f
PM-2R-D4.0R0.2 4.0 0.2 4 11 50 2 PucyHok 2 O éb
PM-2R-D4.0R0.3 4.0 0.3 4 1 50 2 PucyHok 2 O =
PM-2R-D4.0R0.5 4.0 0.5 4 1 50 2 PucyHok 2 O

PM-2R-D4.0R1.0 4.0 1.0 4 1 50 2 PucyHok 2 O
PM-2R-D5.0R0.3 5.0 0.3 6 13 50 2 PucyHok 1 O

PM-2R-D5.0R0.5 5.0 0.5 6 13 50 2 PucyHok 1 O
PM-2R-D5.0R1.0 5.0 1.0 6 13 50 2 PucyHok 1 O

PM-2R-D6.0R0.3 6.0 0.3 6 16 50 2 PucyHok 2 @]
PM-2R-D6.0R0.5 6.0 0.5 6 16 50 2 PucyHok 2 O

PM-2R-D6.0R1.0 6.0 1.0 6 16 50 2 PucyHok 2 @]
PM-2R-D8.0R0.3 8.0 0.3 8 20 60 2 PucyHok 2 O

PM-2R-D8.0R0.5 8.0 0.5 8 20 60 2 PucyHok 2 @]
PM-2R-D8.0R1.0 8.0 1.0 8 20 60 2 PucyHok 2 O
PM-2R-D10.0R0.5 10.0 0.5 10 25 75 2 PucyHok 2 @]
PM-2R-D10.0R1.0 10.0 1.0 10 25 75 2 PucyHok 2 O
PM-2R-D10.0R1.5 10.0 1.5 10 25 75 2 PucyHok 2 @]
PM-2R-D10.0R2.0 10.0 2.0 10 25 75 2 PucyHok 2 O
PM-2R-D12.0R0.5 12.0 0.5 12 30 75 2 PucyHok 2 @]
PM-2R-D12.0R1.0 12.0 1.0 12 30 75 2 PucyHok 2 O
PM-2R-D12.0R1.5 12.0 1.5 12 30 75 2 PucyHok 2 @]
PM-2R-D12.0R2.0 12.0 2.0 12 30 75 2 PucyHok 2 O

@ Cknagupyemsblii accopTMeHT O ACCOPTUMEHT Mop, 3akas

@Tabnuua npumeHeHNA MaTepurana dppes OHaunyuwee npumenenre OBO3MOXHOE NPUMEHeHNE

Ob6pabatbiBaeMbIi Mmatepuan

B219

vrnepopuctas flervposakiias) [peasapuTerbHO 3akaneHHsie CTany u 3akan. cranm Hepxaselolas HyTyH, iy ¢ MepHbIi | AntomuHmesbili| TuTaHOBBIN | XaponpouHble
CTanb cTanb LIapoBUAHbIM
~40HRC ~50HRC ~55HRC ~B8HRC cTanb rpad)MTOM cnnas cnnas cnnaB cnnasbl
(@} (©) (@) (@) (@) O (@) O @)
O603Ha4eHne dpes B 182 YcnosHble 0603HayeHns | B 183 Pexumbl pesaHnsa B327



PAOCINIABHBIGMOHWIHERBIC KOHICBLICA) 163 5]

4-x 3ybble dpe3sbl, C NNOCKMM TOpLIEM L’ ‘/ U|

W ¢ paguycom R npu BepmnHe 3yba Jermcrammon  Tootums Mas c poycam

PM-4R )
Sl s ERNLGTY
L
o LLvpokoe npumeHeHne, ncnonb3yeTcs Npu pasHbIX BUAaX — - /B
obpaboTku I=€&\§§ 0| Prcynok 2
_ H
:0" jj %%@;5’&@1 D o~-0.020J % -
Paamepbi(Mm) Yucno
O603HaveHne 3ybbeB | McnonHeHve Cknag
D R d H L Z
PM-4R-D3.0R0.2 3.0 0.2 6 8 50 4 PucyHok 1 [
PM-4R-D4.0R0.3 4.0 0.3 6 10 50 4 PucyHok 2 [ J
” PM-4R-D4.0R0.5 4.0 0.5 6 10 50 4 PucyHok 2 o
& § PM-4R-D5.0R0.5 5.0 05 6 13 50 4 PucyHoK 1 °
g g PM-4R-D5.0R1.0 5.0 1.0 6 13 50 4 PucyHok 1 ([ ]
E % PM-4R-D6.0R0.5 6.0 0.5 6 16 50 4 PucyHok 2 [ ]
PM-4R-D6.0R1.0 6.0 1.0 6 16 50 4 PucyHok 2 ([
% PM-4R-D8.0R0.5 8.0 0.5 8 20 60 4 PucyHok 2 [ J
S PM-4R-D8.0R1.0 8.0 1.0 8 20 60 4 PUCYHOK 2 °
- PM-4R-D10.0R0.5 10.0 05 10 25 75 4 PUcyHOK 2 °
PM-4R-D10.0R1.0 10.0 1.0 10 25 75 4 PucyHok 2 [ ]
PM-4R-D10.0R2.0 10.0 2.0 10 25 75 4 PucyHok 2 [ ]
PM-4R-D10.0R3.0 10.0 3.0 10 25 75 4 PucyHok 2 ([ ]
PM-4R-D12.0R0.5 12.0 0.5 12 30 75 4 PucyHok 2 [ ]
PM-4R-D12.0R1.0 12.0 1.0 12 30 75 4 PucyHok 2 ([
PM-4R-D12.0R2.0 12.0 2.0 12 30 75 4 PucyHok 2 [ J
PM-4R-D12.0R3.0 12.0 3.0 12 30 75 4 PucyHok 2 [

@ Cknagvipyembiii accoptumeHT O ACCOPTUMEHT Noj 3akas

@Tabnuua npumMmeHeHus1 MmaTepuana dppes OHaunyuwee npumenerme OBoO3MOXHOE NPUMEHeHNe

O6pabatbiBaeMblvi Matepuan

yrnepoaycras Nervposattias| [pepBapuTeIbHO 3aKanerble CTanm U 3akar. CTamM | pepyapeiouas| ™% WHC | Menpii | Amowmtiessii| TuTaHoBbii| Kaponposhie
LD (GIETs crany | WAPOBMAKBIM | onpap cnnas cnnas cnnasbl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpacuTomM
©) (©) (©) (©) (©) ) @} O O

B220 O6o3HayeHne dpe3 B 182 YcnoBHble o6o3HaveHuss | B 183 Pexumbl pesanHus [ B328



4-x 3y6as (hpesa ¢ NNOCKUM TOpLIEM, pagnycoM R npu BeplunHe
B 3y6a, ANMHHOM LWeWKOM 1 KOPOTKOM PeXyLLeN YacTbio

PM-4RFP

e —

®BbLIcoKast )KeCTKOCTb, KOPOTKas pexylilas YacTb, noaxoauT Ans
TSDKENON pesaku, a Takke rny6okoro dpesepoBaHust NoONoCTy.

L 2/ U

YCryn C pa/:myooM

Mpodunb

Masc paqmycaMM

<

) (B iy B
Paamepbi(Mm) Yucno

O603HaveHne 3y6beB Cknapg,

D R d d1 H M L Z
PM-4RFP-D6.0R0.5 6.0 0.5 6 5.8 6 18 75 4 O
PM-4RFP-D6.0R1.0 6.0 1.0 6 5.8 6 18 75 4 @)
PM-4RFP-D8.0R0.5 8.0 0.5 8 7.8 8 24 100 4 O =
PM-4RFP-D8.0R1.0 8.0 1.0 8 7.8 8 24 100 4 O '§ §
PM-4RFP-D10.0R0.5 10.0 0.5 10 9.6 10 30 100 4 O é g
PM-4RFP-D10.0R1.0 10.0 1.0 10 9.6 10 30 100 4 O § g
PM-4RFP-D10.0R2.0 10.0 20 10 9.6 10 30 100 4 O < -
PM-4RFP-D12.0R0.5 12.0 0.5 12 11.5 12 36 100 4 @) f
PM-4RFP-D12.0R1.0 12.0 1.0 12 11.5 12 36 100 4 O §
PM-4RFP-D12.0R2.0 12.0 2.0 12 11.5 12 36 100 4 @) *
PM-4RFP-D16.0R1.0 16.0 1.0 16 15.5 16 40 150 4 O
PM-4RFP-D16.0R2.0 16.0 2.0 16 15.5 16 40 150 4 O

@ Cknaavpyemblii accoptuMeHT O ACCOPTUMEHT MoA 3aka3

@Tabnuua npumMmeHeHus1 MmaTepuana dppes OHaunyuwee npumenerme OBoO3MOXHOE NPUMEHeHNe

O6pabatbiBaeMblvi Matepuan

Yrnepoauctas leruposantas peapapuTeNnbHO 3akaneHHbIe CTany 1 3akan. cranu Hepaserouas STy, SYYHE | p gt | AniommHvesbii| TUTAHORRII YKaporpouHble
PPN (GIETs crany | WAPOBMAKBIM | onpap cnnas cnnas cnnasbl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpacuTomM
© ©) ©) ©) ©) ©) ©) ) ©)
B221

O603Ha4eHne dpe3 | B 182 YcnoBHble 0603HaveHns | B 183

Pexumbl pesanns B328
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@ 4-x3y6an thpesa Ans paboTbI HA BLICOKMX NOJAvaXx Ll -d U|

Yeryn ¢ paguycom MNpocpuns Ma3 ¢ papuycamu
I e S A

PM-4H
'OI {H»** EI PncyHok 1
- 10°V" - H
L
® BhicoKas )XeCTKOCTb KOpOTKas pexyLiasi 4acTb, Ul I j PucyHok 2
noaxoauT anst o6paboTku C BbICOKOW CKOPOCTbIO NMogauu. H
g M
H -?%@A%ﬂﬁ [0] o-om0. % )
Paamepbi(Mm) Yucno
O603HaveHne 3ybbeB |McnonHeHne  Cknap,
D R d di H M L VA

PM-4H-D3.0R0.8 3.0 0.8 6 2.7 1.2 8 50 4 PucyHok 1 O
PM-4H-D4.0R1.0 4.0 1.0 6 3.6 1.6 10 50 4 PucyHok 1 O
PM-4H-D5.0R1.2 5.0 1.2 6 4.5 2 125 50 4 PucyHok 1 O
PM-4H-D6.0R1.0 6.0 1.0 6 54 25 12 50 4 PucyHok 2 @]
PM-4H-D6.0R1.5 6.0 1.5 6 5.4 2.5 12 50 4 PrcyHok 2 O
PM-4H-D8.0R1.0 8.0 1.0 8 7.0 3.5 16 60 4 PucyHok 2 @)
PM-4H-D8.0R2.0 8.0 2.0 8 7.0 3.5 16 60 4 PucyHok 2 (@]
PM-4H-D10.0R1.0 10.0 1.0 10 9.0 4 20 75 4 PucyHok 2 O
PM-4H-D10.0R2.0 10.0 2.0 10 9.0 4 20 75 4 PucyHok 2 O
PM-4H-D12.0R2.0 12.0 2.0 12 11.0 5 24 75 4 PucyHok 2 O
PM-4H-D12.0R3.0 12.0 3.0 12 11.0 5 24 75 4 PucyHok 2 @]

@ Cknagvipyembiit accoptumeHT O ACCOPTUMEHT Noj 3akas

@Tabnuua npumMmeHeHus1 MmaTepuana dppe3 OHaunyuwee npumenerme OBo3MOXHOE NPUMEHeHNe

O6pabatbiBaeMblvi Matepuan

yrnepopuctas lleruposatiias) MpeaiBAPATENbHO 3aKAMEHHbIE CTaNM U 3akan. cTani Hepxaselowast Hyrye, Hyryi ¢ MepgHbii | AntomuHveBbI| TUTAHOBBIN | XKaponpoyHble

cTanb crans LWaPOBIAHBIM
~40HRC | ~50HRC | ~55HRC | ~68HRC oAt | o cnnas cnnas cnnas cnnasb
(©} ©) @) (@) (@) O (@)} O O

B222 O6o3HayeHne dpe3 B 182 YcnoBHble o6o3HaveHuss | B 183 Pexumbl pesaHus [B329-B330



B 4-x3ybas thpesa ana paboTbl HA BLICOKKX MOAaYax

PM-4HL

® PM-4H Cepus ¢ AMHHBIM XBOCTOBUKOM

— _—
]

L 2 U

Yeryn ¢ paguycom

Mpodunb

=

Ma3 ¢ papuycamu

EI PucyHok 1

j PucyHok 2

9I9HLULIOHON

@
g
p=
[=3
o
=1
=
v
@
=
T
D

BMdad |Nd

|H_|
g MaMo M
E; - AEM ID D~—0.030_’ % L
Pa3mepbli(MMm) Yucno
O603HayeHne 3ybbeB |McnonHenne | Cknag
D R d d1 H M L Z
PM-4HL-D4.0R1.0 4.0 1.0 6 3.6 1.6 10 75 4 PncyHok 1 O
PM-4HL-D5.0R1.2 5.0 1.2 6 4.5 2 12,5 75 4 PucyHok 1 @]
PM-4HL-D6.0R1.0 6.0 1.0 6 54 25 12 75 4 PucyHok 2 O
PM-4HL-D6.0R1.5 6.0 1.5 6 54 25 12 75 4 PucyHok 2 O
PM-4HL-D8.0R1.0 8.0 1.0 8 7.0 3.5 16 100 4 PucyHok 2 @]
PM-4HL-D8.0R2.0 8.0 2.0 8 7.0 3.5 16 100 4 PrcyHok 2 @]
PM-4HL-D10.0R1.0 10.0 1.0 10 9.0 4 20 100 4 PucyHok 2 O
PM-4HL-D10.0R2.0 10.0 2.0 10 9.0 4 20 100 4 PucyHok 2 O
PM-4HL-D12.0R2.0 12.0 2.0 12 11.0 5 24 100 4 PrcyHok 2 O
PM-4HL-D12.0R3.0 12.0 3.0 12 11.0 5 24 100 4 PucyHok 2 O

@ Cknapupyemblii accoptuMmeHT O AcCCOpPTUMEHT Nof 3akas

@Ta6nuua npumeHeHUA MaTepuana dppes OHannyuwee npumenenre OBO3MOXHOE NPUMEHeHe

O6pabatbiBaeMblvi Matepuan

Yrnepoaucras| MervposakHasi MpensapuTenbHO 3aKkaneHHsIe CTanu 1 3akar. cTanu Hepxaseiowas Yy, WYIVHC |y niiin | AnioMukesif| TUTAHOBIA| Kaponposksie
ENLD crane cTanb MIERLL ] cnnas cnnas cnnas Cchnasbl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpacuTom
o o o e o o o o | o

O603Ha4eHne dpes B 182 YcnoBHble 0603HaveHns | B 183

Pexumbl pesaHns (B329-B330
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End mill

Cutting length

Cutting edge
abrasion

Workpiece
surface quality

B224

series general end mills

Wide application: High efficiency machining can be achieved
ranging from common steel to pre-hardened steel machining.

Optimized structure: Appropriate combination of sharp cutting edge
and tool strength makes cutting easier and faster, extending tool life.

Ample product series: Can realize from rough machining with high
metal removal rate to finish machining with high surface quality.

Complete in specifications: The minimum specification being
0.3mm, tools can easily machine even the finest part of workpiece.

® Tool type: GM-4E-D10.0

® Dimensions: &10.0mm

® Workpiece material: NAK80(40HRC)

® Rotating speed: 3200r/min (100m/min)
® Feed rate: 640mm/min(0.2mm/r)

® Axial cutting depth: ap=15mm

® Radial cutting depth: @ae=1.0mm

® Cutting style: side milling (down milling)
® Cooling system: air blow

® Machine tool: MIKRON UCP 1000

M Cutting edge abrasion and workpiece surface quality

15mm

1mm

GM-4E-D10.0 Similar product of company A Similar product of company B

60m 20m

60m
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@utstandng performance and

(LR d'rﬂrnh. Ll

ce*cost ratio!

, FIattened end m|IIs with cusp and cusp protectlo ! |

GM-2E(Cusp protection) GM-2F(Cusp)

Cusp protection

GM-E GM-IF

S R T
A TR L L
4 I Ere R |
D|fferent helical angles for 4-flute flattened end mills (30°, 40°etc. for different working conditions and
workpiece materials) ) |

il IR A0 “m

'E
Extra short edge and long neck series ( different neck lengths for various machlnmg conditions such as cavity
milling and slot milling) i

d

. GM-LEFP GM-2BFP
"'s B

{ Extra Iong edge series (deep side wall machining at one step withol ear marks)

GM-2EX GM-4EX—G

I IIII|I fal ‘#f‘l I' i '|| et it i 1“' Ilq lk 1
. ' 3-flute fIattened end mill series (excellent V|brat|on resi ance, able to achleve various machlnlng operations
such as slot milling, side milling etc., another option of edge number)




Multipurpose 3-flute end mills:

Ol-SEXGIEIEL

Excellent vibration resistance, ableto achieve
various machining operations such as; slot
milling, side milling, drilling, etc.!

% GM-3E-D10.0 slot milling 718H(32HRC)

Machine tool: MIKRON UCP 1000 Cooling system: air blow:

Tool holder: HSK63-A Milling style: slot milling

Workpiece material: 718H(32HRC) Overhang: 35mm

Cutting speed: 80(m/min) Failure identification:

Feed rate per tooth: 0.06(mm/tooth)  (A)Severe breakage occurs with a breaka

Axial cutting depth: 5(mm) value above 0.2mm.

Radial cutting depth: 10(mm) (B)Even abrasion value of flank reaches C
Either situation is regarded as tool failure.

comparison

I — - - .

Slot milling cutting length

% GM-3E-D10.0 combined machining 718H(32HRC) % GM-3E-D6.0 side milling NAK80(37HRC)

Machine tool: MIKRON UCP1000 Machine tool: MIKRON UCP1000
Tool holder: HSK63-A Tool holder: HSK63-A

Workpiece material: 718H(32HRC) Workpiece material: NAK80(37HRC)
Cutting speed: 80(m/min) Cutting speed: 100(m/min) '
Feed rate per tooth: 0.06(mm/tooth) Feed rate per tooth: 0.06(mm/tooth) §9mm
Axial cutting depth: 5(mm) Axial cutting depth: 9(mm) :
Radial cutting depth: 10(mm) Radial cutting depth: 0.6(mm)
Cooling system: air blow Cooling system: air blow v,
Milling style: combined cutting Milling style: side milling (down milling) J«'ﬁ)ﬁmm
Overhang: 35mm Overhang: 22mm o
5 =
Overhang: 35mm '§ €14
Drilling: 50% feed | slot milling: 100% fded S o012 -
o © o1 —=
2 Z g ~ . —— GM-3E-D6.0
2 Lo / / —=— Similar product of company A
° §0-04 _ —+— Similar product of company B
So.
-% Soo2 =
S F o .
= 50m 100m 150m 200m

Cutting length

B226



High-efficiency roughing of G M-4W
Corrugated edge endmills

Optimized corrugation specially designed for P-type
—@ material with proper control of chips size, improving tool
life and stability.

Nano coating with excellent lubrication property
can reduce vibration as well as resist wear.

Ultra fine cemented carbide substrate with
high toughness can easily achieve heavy
roughing.

,lrrlln\»

e

T

“‘x\

!

% End mills for high-efficiency roughingGM-4W-D8.0 cutting die steel NAK55(33HRC)

Machine tool: MIKRON UCP1000 Axial cutting depth: 12(mm)

Tool holder: HSK63-A Radial cutting depth: 4(mm)
Workpiece material: NAK55(33HRC) Cooling system: air blow

Cutting speed: 100(m/min) Milling style: side milling (down milling)

Feed rate per tooth: 0.06(mm/tooth) Overhang: 30mm

w

e

o
[$]

— —— GM-4W-D8.0

/ / —=— Similar product of company A

(9]

%

o @ o 2 N Qe
N

|

o

| |
30m 60m 90m 120m 150m

Cutting length

o

Abrasion change curve
Flank abrasion value(mm)
o




Short cuii J selys -*naur-*..';ul f JLIHJ =
and avold neezzird of intarizranes!

* GM-2BFP-R3.0 profiling NAK80(37HRC) Abrasion picfure(200min)

Machine tool: MIKRON HSM800
Tool holder: HSK40-A

Workpiece material: NAK80(37HRC)
Cutting speed: 200(m/min)

Feed rate per tooth: 0.05(mm/tooth)
Axial cutting depth: 0.2(mm)

Radial cutting depth: 0.4(mm)
Cooling system: air blow

Milling style: profiling

Overhang: 27mm

GM-2BFP-R3.0

Similar product of
/ company A
——GM-2BFP-3.0

0.16 /
0.12

—=— Similar product of company A
- / /4. —— Similar product of company B
0.04 ———— ———

50 100 150 200
Cutting time(min)

Flank abrasion value(mm)

Clearance face abrasion
change direction

Similar product of
company B

B228
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High-precision/Rend mill Series

High-precision seamless G M _4 R

connection of nose and

peripheral cutting edgelreduces! G M 4 R L

the abrasion at the juncturefand| -

improves tool life.

» GIM-2R

Machine tool: MIKRON UCP1000
Tool holder: HSK63-A 60
Workpiece material: 42CrMo(35HRC) B 4
Cutting speed: 100(m/min) 3
Feed rate per tooth: 0.06(mm/tooth)

Axial cutting depth: 0.3(mm) i
Radial cutting depth: 2(mm)
Cooling system: air blow /
Milling style: cavity milling

Overhang: 30mm

15

0.25

0.2 -

0.15 —— GM-4R-D6.0R1.0
// —*— Similar product of company A

Abrasion change direction
Flank abrasion value(mm)

0.1 ‘f_"_ —— Similar product of company B
/
0.05 ——
0 | | | | | |

Number of cavities
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&
B 2-x 3ybas chpesa ¢ NPAMOYrofbHbIM TOpLIEM = lJ u

Bokosas noBepxHOCTb Yeryn MpsiMoii nas
I e e )

GM-2E
BeplumHa c sawmton @ uF [E— ﬁﬂ PucyHoK 1
10°% H
L
®HawnyJwee npyMeHeHne Ans Gpe3epoBaHys Nasos, yCTYrNoB 1 TOPLEB. '°| { *********** gﬁﬂ Pucyok 2
®lllnpokoe npuUMeHeHne L H
o) fmtam) T P
Paamepbl(MM) Yucro
O603HaveHne 3y6beB WcnonHeHne Cknapg
D d H L z
GM-2E-D1.0S 1.0 4 3 50 2 PucyHok 1 [}
GM-2E-D1.5S 1.5 4 4 50 2 PucyHok 1 [}
» GM-2E-D2.0S 2.0 4 6 50 2 PucyHok 1 [}
g5 GM-2E-D2.5S 25 4 8 50 2 PycyHoK 1 °
g % GM-2E-D3.0S 3.0 4 8 50 2 PucyHok 1 [ J
E % GM-2E-D4.0S 4.0 4 11 50 2 PUCYHOK 2 °
GM-2E-D1.0 1.0 6 3 50 2 PucyHok 1 [}
% GM-2E-D1.5 1.5 6 4 50 2 PucyHok 1 [}
-(-z GM-2E-D2.0 2.0 6 6 50 2 PucyHok 1 [ J
= GM-2E-D2.5 25 6 8 50 2 PucyHoK 1 °
GM-2E-D3.0 3.0 6 8 50 2 PucyHok 1 [}
GM-2E-D3.5 BI5) 6 10 50 2 PucyHok 1 [}
GM-2E-D4.0 4.0 6 1" 50 2 PucyHok 1 [ J
GM-2E-D4.5 4.5 6 11 50 2 PucyHok 1 [ J
GM-2E-D5.0 5.0 6 13 50 2 PucyHok 1 [}
GM-2E-D5.5 515 6 16 50 2 PucyHok 1 [}
GM-2E-D6.0 6.0 6 16 50 2 PucyHok 2 [ J
GM-2E-D7.0 7.0 8 20 60 2 PucyHok 1 [ J
GM-2E-D8.0 8.0 8 20 60 2 PucyHok 2 [}
GM-2E-D9.0 9.0 10 22 75 2 PucyHok 1 [}
GM-2E-D10.0 10.0 10 25 75 2 PucyHok 2 [ J
GM-2E-D11.0 11.0 12 26 75 2 PucyHok 1 [ J
GM-2E-D12.0 12.0 12 30 75 2 PucyHok 2 [ J
GM-2E-D14.0 14.0 14 32 75 2 PucyHok 2 [}
GM-2E-D16.0 16.0 16 45 100 2 PucyHok 2 [ J
GM-2E-D18.0 18.0 18 45 100 2 PucyHok 2 [ J
GM-2E-D20.0 20.0 20 45 100 2 PucyHok 2 [ J

@ Cknaavipyemsblii accoptuMeHT O ACCOPTUMEHT MoA 3aka3
@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumereHre OBO3MOXHOE MPUMEHEHNHE

Ob6pabatbiBaeMbI matepuan

Yrnepopucras fleruposathas| [MpenBapuUTenbHO 3aKaneHHbIe CTanu 1 3akan. cTanm Hepxagelowsas Yyry, Yyryx ¢ MeaHbiii | Aniomukviessii| TUTaHOBIiA| KaporpouHsie
cTanb cTans cran, | @POBMAHEM | onag cnnas cnnas crnabl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpachuTom
O (©) (©) O O (@)

B230 O6o3HayeHne dpe3 B 182 YcnoBHble o6oaHaueHust [ B 183 | Pexumbl pesavns [ B331




L &
B 2-x 3y6as cpesa ¢ NPAMOYronbHbLIM TOpLEM = l—f u

Bokosas noBepxHOCTb Yeryn MpsiMoii nas
I e e )

GM-2F
BepuumHa ocTpas @ 'UF — ﬁﬂ PucyHoK 1
10°% H
L

®HaynyJwee npyMeHeHne Ans Gpe3epoBaHys Nasos, yCTYrNoB 1 TOPLEB. '°| { *********** gﬁﬂ Pucyok 2

®lllnpokoe npuMmeHeHne L H

e BianN| To)areim P

Paamepbl(Mm) Yucro
O603HaveHne 3y6beB WcnonHeHune Cknapg
D d H L z

GM-2F-D1.0S 1.0 4 3 50 2 PucyHok 1 O
GM-2F-D1.5S 1.5 4 4 50 2 PucyHok 1 O
GM-2F-D2.0S 2.0 4 6 50 2 PucyHok 1 O =
GM-2F-D2.5S 25 4 8 50 2 PucyHok 1 O '§ E
GM-2F-D3.0S 3.0 4 8 50 2 PucyHok 1 O é %
GM-2F-D4.0S 4.0 4 11 50 2 PucyHok 2 @) g %
GM-2F-D1.0 1.0 6 3 50 2 PucyHok 1 O . o
GM-2F-D1.5 1.5 6 4 50 2 PucyHok 1 O =
GM-2F-D2.0 2.0 6 6 50 2 PucyHok 1 o T
GM-2F-D2.5 25 6 8 50 2 PucyHok 1 O *
GM-2F-D3.0 3.0 6 8 50 2 PucyHok 1 O
GM-2F-D3.5 BI5) 6 10 50 2 PucyHok 1 O
GM-2F-D4.0 4.0 6 1" 50 2 PucyHok 1 O
GM-2F-D4.5 4.5 6 11 50 2 PucyHok 1 @)
GM-2F-D5.0 5.0 6 13 50 2 PucyHok 1 O
GM-2F-D5.5 515 6 16 50 2 PucyHok 1 O
GM-2F-D6.0 6.0 6 16 50 2 PucyHok 2 O
GM-2F-D7.0 7.0 8 20 60 2 PucyHok 1 O
GM-2F-D8.0 8.0 8 20 60 2 PucyHok 2 O
GM-2F-D9.0 9.0 10 22 75 2 PucyHok 1 O
GM-2F-D10.0 10.0 10 25 75 2 PucyHok 2 O
GM-2F-D11.0 11.0 12 26 75 2 PucyHok 1 @)
GM-2F-D12.0 12.0 12 30 75 2 PuicyHok 2 O
GM-2F-D14.0 14.0 14 32 75 2 PucyHok 2 O
GM-2F-D16.0 16.0 16 45 100 2 PucyHok 2 O
GM-2F-D18.0 18.0 18 45 100 2 PucyHok 2 O
GM-2F-D20.0 20.0 20 45 100 2 PucyHok 2 O

@ Cknagupyemblii accopTumeHT O AcCCOpPTUMEHT Mnof 3akas
@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumererre OBO3MOXHOE MPUMEHEHNE

Ob6pabatbiBaeMbI Mmatepuan

Yrnepopucras fleruposathas| MpenBapuUTenbHO 3aKaneHHbIe CTanu 1 3akan. cTanm Hepxagetowsas Uyry, Yyryx ¢ MeaHbiii | Aniomuhviessii| TUTaHOBIiA| KaporpouHsie
cTanb cTans cranp | @POBMAHEM | onan cnnas cnnas cnnabl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpachuTom
O (©) (©) O O (@)

O6o3HauyeHne dpes B 182 YcnoBHble 0603HayeHnss | B 183 | Pexumbl pezaHusa ( B332 | B231
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&
0 2-x3y6aq dhpe3a ¢ NPAMOYrONbHLIM TOPLIEM U YANMHEHHOM PEXYLLEH YaCTbH ﬂ l—f "

Bokosas noBepxHOCTb Yeryn MpsiMoii nas

I | —
BepluvHa ¢ 3awmTon @
'DI’ ’*’*’*’T"Hgﬂ N 2| PucyHok 1
10° © H
| L
=
-cl { ’’’’’’’’’’’ T~ SN Dl PucyHok 2
©® GM-2E cepus ¢ yanmHHEHHON pexyLlen YacTbio H —
L
350N g o I I D<12 0~-0.020
ig J % TDAHN D] 12<0 0~-0.030 EﬂB
Paamepbi(Mm) Yucno
O6o3HayeHne 3y6beB WcnonHeHne Cknapg
D d H L Z
GM-2EL-D3.0 3.0 6 12 75 2 PucyHok 1 [}
GM-2EL-D4.0 4.0 6 15 75 2 PucyHok 1 [ ]
- GM-2EL-D5.0 5.0 6 20 75 2 PucyHok 1 [ J
=
§ = GM-2EL-D6.0 6.0 6 20 75 2 PucyHok 2 [ ]
(=]
é g GM-2EL-D8.0 8.0 8 25 100 2 PucyHok 2 [ ]
B =
E % GM-2EL-D10.0 10.0 10 30 100 2 PucyHok 2 [ ]
£
o GM-2EL-D12.0 12.0 12 35 100 2 PucyHok 2 [ J
f GM-2EL-D14.0 14.0 14 40 100 2 PucyHok 2 ®
S GM-2EL-D16.0 16.0 16 50 150 2 PYCYHOK 2 °
® GM-2EL-D20.0 20.0 20 55 150 2 PucyHOK 2 °

@ Cknaavipyemsblii accoptuMeHT O ACCOPTUMEHT MoA 3aka3

@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumereHre OBO3MOXHOE MPUMEHEHNHE

Ob6pabatbiBaeMbI matepuan

Yrnepopucras fleruposathas| [MpenBapuUTenbHO 3aKaneHHbIe CTanu 1 3akan. cTanm Hepxagelowsas HyryH, YyryHe | o AHBIA | AnioMukviesbii| TUTAHOBIIA| HKaporpouHsie
cTanb cTans cran, | @POBMAHEM | onag cnnas cnnas crnabl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpachuTom
O (©) (©) O O (@)

B232 O6o3HayeHne dpe3 B 182 YcnoBHble o6o3HaveHuss | B 183 Pexumbl pesanus [ B331



B 2-x3y6as thpe3a ¢ NPAMOYTONLHLIM TOPLIEM 1 YANMHEHHOM PEXYLLEH YaCTb

o O

Bokosas noBepxHOCTb Yeryn MpsiMoii nas
I e e e | e |
G BepluvHa ocTpas @
B S EI PucyHok 1
=
. . Ul { ’’’’’’’’’’’ ~ 'ﬂ PucyHok 2
©® GM-2F cepusi ¢ yanmHHEHHON pexyLLen 4acTbio H
L
oo~ 2 D<12 0~-0.020
e BTAN| To)areim| P
Pa3mepbi(Mm) Yucno
O603HayeHne 3y6beB WcnonHeHne Cknapg
D d H L z
GM-2FL-D3.0 3.0 6 12 75 2 PucyHok 1 O
GM-2FL-D4.0 4.0 6 15 75 2 PucyHok 1 O
GM-2FL-D5.0 5.0 6 20 75 2 PucyHok 1 O ] "
(-3
GM-2FL-D6.0 6.0 6 20 75 2 PUCYHOK 2 o} ':g §
a
GM-2FL-D8.0 8.0 8 25 100 2 PucyHok 2 @) g 5
=
GM-2FL-D10.0 10.0 10 30 100 2 PUCYHOK 2 o £z
G
GM-2FL-D12.0 12.0 12 35 100 2 PucyHok 2 (@) o
GM-2FL-D14.0 14.0 14 40 100 2 PuCyHOK 2 o =
[0)
GM-2FL-D16.0 16.0 16 50 150 2 PucyHok 2 O g
GM-2FL-D20.0 20.0 20 55 150 2 PucyHok 2 O

.Taﬁnuua npUMeHeHusa matTepuana q)pes OHawnnyuwwee npumeHeHne (OBO3MOXHOE NpUMEHeHNe

@ Cknagupyemblii aCCOPTUMEHT

O AcCOpTUMEHT nog 3aka3

Ob6pabatbiBaeMbI matepuan

Yrnepoaucras
cTanb

(@)

TNervposaHHas
cranb

(©)

I'Ipe,qBapMTeano 3aKaneHHble CTanu 1 3akarn. ctanun

~40HRC
(©)

~50HRC
@)

~55HRC

~68HRC

HepxaseloLast ‘Ltl);rg:m:;yﬂrmc MeaHbin
cTans roatHTOM cnnas
@) o

AntoM1HVEBbIN

TutaHoBbIN | XaponpoyHble

cnnas cnnase cnnasbl

O6o3HauyeHne dpes B 182 YcnoBHble 0603HayeHnss | B 183

Pexumbl pesanns B332
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smdad WO

2-x 3ybas hpe3a C INOCKMM TopLeM Ans 00paboTku
B LUNUHAPUYECKOM PeXYLLEN YacTbHo rMyOOKMX Na3oB U YCTYNoB

C s LS

Bokosas noBepxHOCTb Yeryn MpsiMoii nas
I ——
BepLuuHa ¢ 3aLuuToil @ -cE - =,’ =Y o PucyHok 1
10° H
L
17] 4 — < - D] PucyHok 2
® [InnHHasa pexyLiasi YacTb Ans rny6okux nasos 1 ycTynos | 1
- H
e 8 o D<12 0~-0.020
ig J § TDAHN ID 12<D 0~-0.030 EﬂB L
Pasmepbi(Mm) Yucro
O60o3HayeHne 3y6beB WcnonHeHne Cknap
D d H L z
GM-2EX-D3.0 3.0 6 20 75 2 PucyHok 1 O
GM-2EX-D4.0 4.0 6 25 75 2 PucyHok 1 O
GM-2EX-D5.0 5.0 6 30 75 2 PucyHok 1 O
GM-2EX-D6.0 6.0 6 30 75 2 PucyHok 2 O
GM-2EX-D8.0 8.0 8 40 100 2 PucyHok 2 O
GM-2EX-D10.0 10.0 10 50 110 2 PuicyHok 2 @]
GM-2EX-D12.0 12.0 12 50 110 2 PucyHok 2 O
GM-2EX-D16.0 16.0 16 70 150 2 PucyHok 2 O
GM-2EX-D20.0 20.0 20 75 150 2 PucyHok 2 O
@ Cknaavipyemblii accoptuMeHT O ACCOPTUMEHT MoA 3aka3
@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumererre OBo3MOXHOE MPUMEHEHNHE
Ob6pabatbiBaeMbI Mmatepuan
ZTI':;EPOHVICTEH gfarj:'soaa*‘”a” MpensapuTentHO 3akarneHHsIe CTanu v 3akan. cTan | eoyaseiouas i);rg:m;yurmc MepHblIii | AniomuHressIf| TUTAHOBBIN | XKaponpouHbie
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)VlTOM cnnase cnnaB cnnas cnnasbl
(@} (@) (©) ) O (@)
B234

O6o3HaveHne pesc| B 182 YcnoBHble o6o3HaveHuss | B 183
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2-x 3ybas pesa ¢ NNOCKUM TOpLIEM, ANUHHON LIEHKOW 1

v | C
B9 KopoTKOM pexyLuei YacTbio 4NN FMYOOKNUX NA30B U YCTYMOB . normmepmcen

GM-2EFP

BepLuvHa ¢ 3awmTon @

d1

Yeryn

MpsiMoii nas

JI— I o]
o
M
® BbicoKkas XXeCTKOCTb, KOPOTKas pexyLiasi 4acTb, NoaxoauT A L
TSKENow pesku, a Takke rnybokoro chpesepoBaHunsi NONocTu.
~g5oN_ 2 D<12 0~-0.020
e BTiAN| To)areim| QD
Pa3mepbi(Mm) Yucno
O603HayeHne 3y6beB Cknapg
D d H M d1 L Z
GM-2EFP-D6.0 6.0 6 9 30 5.8 75 2 O
GM-2EFP-D8.0 8.0 8 12 40 7.8 100 2 O
GM-2EFP-D10.0 10.0 10 15 50 9.6 100 2 O = =
(-3
GM-2EFP-D12.0 12.0 12 18 50 1.5 100 2 O ':E %
a
GM-2EFP-D16.0 16.0 16 24 50 15.5 150 2 O g 5
=
GM-2EFP-D20.0 20.0 20 30 60 19.5 150 2 O ; s
G

.TaGnMua npUMeHeHusa matTepuana (bpes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

@ Cknapvpyemblit accopTumeHT O ACCOPTUMEHT nop 3akas

(9]
=<
]
o)
o
s
k)

ObpabatbiBaeMbIi maTtepuan

Yrnepoaucrasi flervposarHas| MpenBapuTenbHO 3aKarneHHbIe CTanu 1 3akar. cTanm Hepxagelowsas HyryH, YyryHe |y o AHBIA | AnioMuhviesbii| TUTaHOBIiA| KaporpouHsie
cTanb cTanb cran, | @POBMAHEM | onag cnnas cnnas cnnasbl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpacuTom
(@) @) (@) O O (@)
B235
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Pexumbl pesaHnsa B334



2
:

9I9HLULIOHOW

smdad WO

B 3-x 3ybas ¢pesa ¢ NNOCKMM TOpLEM ANA Na30B U YCTYNOB

C Ly LI

Bokosas noBepxHOCTb

Yeryn

MpsiMoii nas

GM-3E BepLuvHa ¢ 3awwmTon @
PucyHok 1
|
©® OTnn4yHas BVI6pOyCTOl‘/‘ILWIBOCTb, npeaHasHavaeTca Ans _
pa3nuyHbIX onepaumnii 06pa60'vn<m, TaKUX Kak pesepoBaHne U] A gh a PUCyHOK 2
na3oB, OOKOBbIX MOBEPXHOCTEN, CBEPAEHNE U T.4. ) —
g L
e fman Tsrom &R
Paamepbi(Mm) Yucno
O6o3HayeHne 3y6beB WcnonHeHne Cknapg
D d H L Z
GM-3E-D1.0S 1.0 4 3 50 3 PucyHok 1 O
GM-3E-D1.58 15 4 4 50 3 PucyHok 1 (@)
GM-3E-D2.0S 2.0 4 6 50 3 PucyHok 1 O
GM-3E-D2.5S 2.5 4 8 50 3 PucyHok 1 (@)
GM-3E-D3.0S 3.0 4 8 50 3 PucyHok 1 O
GM-3E-D4.0S 4.0 4 1 50 3 PucyHok 2 (@)
GM-3E-D1.0 1.0 6 3 50 3 PucyHok 1 O
GM-3E-D1.5 1.5 6 4 50 3 PucyHok 1 O
GM-3E-D2.0 2.0 6 6 50 3 PucyHok 1 O
GM-3E-D2.5 25 6 8 50 3 PucyHok 1 O
GM-3E-D3.0 3.0 6 8 50 3 PucyHok 1 O
GM-3E-D3.5 3.5 6 10 50 3 PucyHok 1 (@)
GM-3E-D4.0 4.0 6 11 50 3 PucyHok 1 O
GM-3E-D4.5 45 6 1 50 3 PucyHok 1 (@)
GM-3E-D5.0 5.0 6 13 50 3 PucyHok 1 O
GM-3E-D5.5 5.3 6 16 50 3 PucyHok 1 (@)
GM-3E-D6.0 6.0 6 16 50 3 PucyHok 2 O
GM-3E-D7.0 7.0 8 20 60 3 PucyHok 1 O
GM-3E-D8.0 8.0 8 20 60 3 PuicyHok 2 O
GM-3E-D9.0 9.0 10 22 75 3 PucyHok 1 (@)
GM-3E-D10.0 10.0 10 25 75 3 PucyHok 2 O
GM-3E-D11.0 11.0 12 26 75 3 PucyHok 1 O
GM-3E-D12.0 12.0 12 30 75 3 PucyHok 2 O
GM-3E-D14.0 14.0 14 32 75 3 PucyHok 2 O
GM-3E-D16.0 16.0 16 45 100 3 PucyHok 2 O
GM-3E-D18.0 18.0 18 45 100 3 PuicyHok 2 (@)
GM-3E-D20.0 20.0 20 45 100 3 PucyHok 2 O

@ Cknagvipyembiit accoptumeHt O ACCOPTUMEHT Noj 3akas

@Tabnuua npumMmeHeHUA maTepuana cppes OHaunyuwee npumeHerne OBO3MOXHOE NpUMeHeHMe

Ob6pabatbiBaeMbIi maTtepuan

Yrnepoaucras TNervposaHHas I'IpenBapmeano 3aKaneHHble CTanu 1 3akarn. ctanun

YyryH, Yyrys ¢

Hepxaselolas MepHbii | AntomuHmesbili| TuTaHoBbINV | XaponpouHble
CTanb cTanb LapoBnaHbLIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb rpad)MTOM cnnase cnnas cnnaB cnnasbl
O O ©) O O (@)
B236 O6o3HayeHne dpe3 B 182 YcnoBHble 0603HayeHns | B 183 Pexnmbl pesaHusa B335




3-x 3ybas ¢pesa ¢ NNOCKUM TOpLEM, YANNHEHHOW
8 pexyLwen yacTbro AnA rnyooKux nasoB U yCTynoB

BokoBasi MOBEPXHOCTb Yeryn MpsiMoii nas
I S
GM-3EL BepLuvHa ¢ 3awwmTomn @
PucyHok 1
©® GM-3E cepusi C yANIMHEHHOW pexyLLeln YacTblo. Pucywok 2
H
e | BTAIN| Torss R L
Pa3smepbi(Mm) Yucno
O60o3HayeHne 3y6beB WcnonHeHne Cknapg
D d H L z
GM-3EL-D3.0 3.0 6 12 75 3 PucyHok 1 O
GM-3EL-D4.0 4.0 6 15 75 3 PucyHok 1 @)
GM-3EL-D5.0 5.0 6 20 75 3 PucyHok 1 O
GM-3EL-D6.0 6.0 6 20 75 3 PucyHok 2 O
GM-3EL-D8.0 8.0 8 25 100 3 PucyHok 2 O
GM-3EL-D10.0 10.0 10 30 100 3 PucyHok 2 (@)
GM-3EL-D12.0 12.0 12 35 100 3 PucyHok 2 (@)
GM-3EL-D14.0 14.0 14 40 100 3 PucyHok 2 @)
GM-3EL-D16.0 16.0 16 50 150 3 PucyHok 2 O
GM-3EL-D20.0 20.0 20 55 150 3 PucyHok 2 @)

@ Cknaaupyemblii acCOPTUMEHT

@
&
g
=1
=
v
@
=
T
D

9I9HLULIOHON

Bndad WO

@Tabnuua npumMmeHeHUs1 maTepuana dpe3 OHaunyuwee npumenerre OBO3MOXHOE NPUMEHeHNe

O AccopTUMEHT oA 3aka3

Ob6pabatbiBaeMbI maTtepuan

Yrnepoaucras
cTanb

(@)

JlernpoBaHHas
cranb

(©)

[MpenBapuTenbHO 3akaneHHbIe CTanu W 3akan. cranm

~40HRC
(©)

~50HRC
@)

~55HRC

~68HRC

YyryH, Y
Hepxaselowas m);rg:émyﬂrmc
crane rpacputom
O (@}

MeaHbin
cnnas

AnoM1HVEBbIA
cnnas

TutaHoBbIN | XaponpoyHble
cnnas cnnasbl

O6o3HauyeHne dpes B 182 YcnoBHble 0603HayeHnss | B 183

Pexumbl pesanns B335
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A
B 4-x 3ybas pesa ¢ NNOCKUM TOpLEM ANS NA30B U YCTYNOB - IJ u

Bokosas noBepxHOCTb Yeryn MpsiMoii nas
' |

GM 4E G BepLuuHa ¢ 3awmTomn @ "I ﬁ ’*’*’*’*;*|E®§ PucyHok 1
10° \V H
L
® Haunyywee npumeHeHve ans 6okosoro pesepoBaHus o f—— a PucyHoK 2
® [llupokoe npumeHeHue *
H
o | Bmany T)rrm 2 :
Paamepbi(Mm) Yucno
O603HaveHne 3ybbeB WcnonHeHve Cknag
D d H L z
GM-4E-D1.0S-G 1.0 4 3 50 4 PucyHok 1 [}
GM-4E-D1.5S-G 1.5 4 4 50 4 PucyHok 1 [}
» GM-4E-D2.0S-G 2.0 4 6 50 4 PucyHok 1 [}
g5 GM-4E-D2.55-G 25 4 8 50 4 PycyHoK 1 °
g % GM-4E-D3.0S-G 3.0 4 8 50 4 PucyHok 1 [ J
E % GM-4E-D4.0S-G 4.0 4 11 50 4 PUCYHOK 2 °
GM-4E-D1.0-G 1.0 6 3 50 4 PucyHok 1 [
% GM-4E-D1.5-G 1.5 6 4 50 4 PucyHok 1 [}
-(-z GM-4E-D2.0-G 2.0 6 6 50 4 PucyHok 1 [ J
= GM-4E-D2.5-G 25 6 8 50 4 PucyHoK 1 °
GM-4E-D3.0-G 3.0 6 8 50 4 PucyHok 1 [}
GM-4E-D3.5-G 3.5 6 10 50 4 PucyHok 1 ([ ]
GM-4E-D4.0-G 4.0 6 1" 50 4 PucyHok 1 [ J
GM-4E-D4.5-G 4.5 6 11 50 4 PucyHok 1 [ J
GM-4E-D5.0-G 5.0 6 13 50 4 PucyHok 1 [
GM-4E-D5.5-G 55 6 16 50 4 PucyHok 1 [ )
GM-4E-D6.0-G 6.0 6 16 50 4 PucyHok 2 [ J
GM-4E-D7.0-G 7.0 8 20 60 4 PucyHok 1 [ J
GM-4E-D8.0-G 8.0 8 20 60 4 PucyHok 2 [}
GM-4E-D9.0-G 9.0 10 22 75 4 PucyHok 1 ([ ]
GM-4E-D10.0-G 10.0 10 25 75 4 PucyHok 2 [ J
GM-4E-D11.0-G 11.0 12 26 75 4 PucyHok 1 [ J
GM-4E-D12.0-G 12.0 12 30 75 4 PucyHok 2 [ J
GM-4E-D14.0-G 14.0 14 32 75 4 PuicyHok 2 [ ]
GM-4E-D16.0-G 16.0 16 45 100 4 PucyHok 2 [ J
GM-4E-D18.0-G 18.0 18 45 100 4 PucyHok 2 [ J
GM-4E-D20.0-G 20.0 20 45 100 4 PucyHok 2 [ ]

@ Cknaaupyemsblii accopTumeHT O ACCOPTUMEHT Mo 3akas
@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumereHre OBO3MOXHOE MPUMEHEHNHE

Ob6pabatbiBaeMbI matepuan

Yrnepoaucrasi| MlervposanHas| MpensapuTenibHO 3aKarneHHbIe CTanu 1 3akar. cTanm Hepxaseiowan UyryH, Yyryu o MemHblit | AniomiHiessiii TUTaHOBIA| HKaporpouHsie

cranb cTanb LLAPOBHAHBIM
~40HRC | ~50HRC | ~55HRC | ~68HRC crams | hurom cnnas cnnas cnnas cnnasbl
(©) (©) (©) ) @) (©)

B238 O6o3HayeHne dpe3 B 182 YcnoBHble o6osHadeHust [ B183 ) Pexumbl pesana [ B336




DAUCINIABHBIGMOHIMFRBIGKOHICBBIC (I 1E3h]

2
B 4-x 3ybas chpe3a ¢ NIOCKUM TOPLIEM ANS NA30B U yCTYNOB ./ I—' u

Bokosas noBepxHOCTb Yeryn MpsiMoii nas
I e e )

GM-4F-G
BepiumHa ocTpasi 'cl - 7—7—7—7—7—|£§E PucyHok 1
10°% H
. L

©® Haunyduwee npumeHeHne ans 60koBoro dpesepoBaHus o f—-—-——— _o[ PUCyHOK 2

® llinpokoe npumMeHeHwe. |

o | Emiam To)aroim| <R :

Paamepbl(MM) Yucro
O603HaveHne 3y6beB WcnonHeHne Cknapg
D d H L z

GM-4F-D1.0S-G 1.0 4 3 50 4 PucyHok 1 O
GM-4F-D1.5S-G 1.5 4 4 50 4 PucyHok 1 @]
GM-4F-D2.0S-G 2.0 4 6 50 4 PucyHok 1 O =
GM-4F-D2.5S-G 25 4 8 50 4 PucyHok 1 O '§ §
GM-4F-D3.0S-G 3.0 4 8 50 4 PucyHok 1 O é %
GM-4F-D4.0S-G 4.0 4 11 50 4 PucyHok 2 @) g %
GM-4F-D1.0-G 1.0 6 3 50 4 PucyHok 1 O . o
GM-4F-D1.5-G 1.5 6 4 50 4 PycyHok 1 O =
GM-4F-D2.0-G 20 6 6 50 4 PyicyHOK 1 o T
GM-4F-D2.5-G 25 6 8 50 4 PucyHok 1 @] *
GM-4F-D3.0-G 3.0 6 8 50 4 PucyHok 1 O
GM-4F-D3.5-G 35 6 10 50 4 PucyHok 1 O
GM-4F-D4.0-G 4.0 6 1" 50 4 PucyHok 1 O
GM-4F-D4.5-G 4.5 6 11 50 4 PucyHok 1 @)
GM-4F-D5.0-G 5.0 6 13 50 4 PucyHok 1 O
GM-4F-D5.5-G 55 6 16 50 4 PucyHok 1 (@)
GM-4F-D6.0-G 6.0 6 16 50 4 PucyHok 2 O
GM-4F-D7.0-G 7.0 8 20 60 4 PucyHok 1 @]
GM-4F-D8.0-G 8.0 8 20 60 4 PucyHok 2 O
GM-4F-D9.0-G 9.0 10 22 75 4 PucyHok 1 O
GM-4F-D10.0-G 10.0 10 25 75 4 PucyHok 2 O
GM-4F-D11.0-G 11.0 12 26 75 4 PucyHok 1 @)
GM-4F-D12.0-G 12.0 12 30 75 4 PucyHok 2 O
GM-4F-D14.0-G 14.0 14 32 75 4 PuicyHok 2 O
GM-4F-D16.0-G 16.0 16 45 100 4 PucyHok 2 O
GM-4F-D18.0-G 18.0 18 45 100 4 PucyHok 2 @]
GM-4F-D20.0-G 20.0 20 45 100 4 PucyHok 2 O

@ Cknagupyemblii accopTumeHT O ACCOpPTUMEHT Mof 3akas
@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumereHre OBO3MOXHOE MPUMEHEHNHE

Ob6pabatbiBaeMbI matepuan

Yrnepopucras fleruposathas| [MpenBapuUTenbHO 3aKaneHHbIe CTanu 1 3akan. cTanm Hepxagelowsas Yyry, Yyryx ¢ MeaHbiii | Aniomukviessii| TUTaHOBIiA| KaporpouHsie
cTanb cTans cran, | @POBMAHEM | onag cnnas cnnas crnabl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpachuTom
O (©) (©) O O (@)

O6o3HauyeHne dpes B 182 YcnoBHble 0603HaveHns | B 183 | Pexumbl pezaqusa ( B337 | B239



4-x 3yban thpesa ¢ MNOCKMM TOPLIEM W YANMHEHHON ( Y/
’ Lo K8

B9 pexyLuei YacTbHo ANA rNy6OKMX Na3oB U YCTYNOB

BokoBasi MOBEPXHOCTb Yeryn MpsiMoii nas
I ) I
GM 4EL G Bepua o sauuron @ _U[ '#H"*’*’*’*?%’ = PucyHok 1
|
L
o A ﬂ PucyHok 2
©® GM-4E-G cepusl C yanMHEHHOW pexyLLen 4YacTblo. Ny
) fiTiamy TohesE R :
Pa3smepbi(Mm) Yucno
O603HayeHne 3y6beB WcnonHeHne Cknapg
D d H L Z
GM-4EL-D3.0-G 3.0 6 12 75 4 PucyHok 1 O
GM-4EL-D4.0-G 4.0 6 15 75 4 PucyHok 1 @)
o GM-4EL-D5.0-G 5.0 6 20 75 4 PucyHok 1 @]
§ § GM-4EL-D6.0-G 6.0 6 20 75 4 PuicyHok 2 @]
g 5 GM-4EL-D8.0-G 8.0 8 25 100 4 PucyHoK 2 O
E £ GM-4EL-D10.0-G 10.0 10 30 100 4 PUCYHOK 2 o
GM-4EL-D12.0-G 12.0 12 35 100 4 PucyHok 2 O
% GM-4EL-D14.0-G 14.0 14 40 100 4 PucyHok 2 @)
'{-g? GM-4EL-D16.0-G 16.0 16 50 150 4 PucyHok 2 O
2 GM-4EL-D20.0-G 20.0 20 55 150 4 PucyHok 2 @)

@ Cknagvpyembiit accoptumeHt O ACCOPTUMEHT Mo 3akas

@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumereHre OBO3MOXHOE MPUMEHEHNHE

O6pabaTbiBaeMbIi MaTepuan

Yrnepoaucrasi| flervposanHas| MpenBapuTenibHO 3aKarneHHbIe CTanu 1 3akar. cTanm Hepxaseiowan UyryH, Yyryu c MemHblit | AniomiHuessiii TUTaHOBIA| XKaporpouHsie

cranb cTanb LIAPOBAZHLIM
~40HRC | ~50HRC | ~55HRC | ~68HRC cams | burom cnnas cnnas cnnas cnnagbl
(©) (©) (©) ) @) (©)

B240 O6o3HayeHne dpe3 B 182 YcnoBHble o6o3HaveHuss | B 183 Pexumbl pesanms [ B336



4-x 3yb6as ¢pesa ¢ NAOCKUM TOPLEM U YATTUHEHHOK ﬂ

-
E

@ pexyLien YacTbLo ANs rNy60KMX Na3oB U YCTYNOB

Bokosas noBepxHOCTb Yeryn MpsiMoii nas
I O I —
BepmHa octpas @
vl { ,7,7,7,777|, = PucyHok 1
|y
L
©® GM-4F-G cepusi C yANMHEHHOW pexyLLen YacTblo. o f—-——— i[ PucyHok 2
B g H
QO B o D<12 0~-0.020
= 4 E 12<D 0~-0.030
o )| iTiam R L
Paamepbi(Mm) Yucno
O6o3HayeHne 3y6beB WcnonHeHne Cknapg
D d H L Z
GM-4FL-D3.0-G 3.0 6 12 75 4 PucyHok 1 @]
GM-4FL-D4.0-G 4.0 6 15 75 4 PucyHok 1 @]
GM-4FL-D5.0-G 5.0 6 20 75 4 PucyHok 1 O =]
=
GM-4FL-D6.0-G 6.0 6 20 75 4 PucyHok 2 @] ';g =
(=]
GM-4FL-D8.0-G 8.0 8 25 100 4 PucyHok 2 O 3 g
o r
GM-4FL-D10.0-G 10.0 10 30 100 4 PuCyHOK 2 ¢} L
GM-4FL-D12.0-G 12.0 12 35 100 4 PUCYHOK 2 o . o
GM-4FL-D14.0-G 14.0 14 40 100 4 PUCYHOK 2 O =
[0]
GM-4FL-D16.0-G 16.0 16 50 150 4 PucyHok 2 @] 2
X
GM-4FL-D20.0-G 20.0 20 55 150 4 PucyHok 2 @]

@ Cknaaupyemblii accoptumeHT O ACCOPTUMEHT Nof 3akas

@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumereHre OBO3MOXHOE MPUMEHEHNHE

Ob6pabatbiBaeMbI maTtepuan

Yinepoaucras Nlervposaktias| [pefBApUTEIIbHO 3aKaNeHHbIE CTaNlM U 3aKI. CTaMM | eoyaneiouias| WM WVHC | Monv i | Arowmvessii| TvTaHoBii| Kaponposkie
cTanb cTans cranp | WaPOBMIHEM o ag cnnas cnnas cnnasbl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpachuTom
o o) o) o o o |

O6o3HauyeHne dpes B 182 YcnoBHble 0603HaveHns | B 183 Pexumbl pesaHus [ B337 B241



PAOCINIABHBIGMOHWIHERBIC KOHICBLICA) 163 5]

4-x 3ybas hpesa ¢ INOCKMM TOpLEM Ans 06paboTKu ﬁ I’/ u
& MnuHApNYECKOi PEXYLLIEH YACTbIO FMYBOKMX NA30B U YCTYNOB  sucwrmomons ey Momenos
'

GM-4EX-G
BepLumHa ¢ sawmron @ UI { ,,,,,,, : ;;', ; 1=} PyicyHok 1
L
/T | il PucyHok 2
® [InvHHas pexyLasa Yyactb Ans rnybokomn ppe3epoBku H
BGOKOBbIX NOBEPXHOCTEW L
o BTIAING P)aEnia <R
Paamepbi(Mm) Yucno
O603HayeHne 3ybbeB WcnonHeHne Cknapg
D d H L VA
o GM-4EX-D3.0-G 3.0 6 20 75 4 PucyHok 1 O
§ § GM-4EX-D4.0-G 4.0 6 25 75 4 PucyHok 1 O
g 5 GM-4EX-D5.0-G 5.0 6 30 75 4 PycyHoK 1 O
E £ GM-4EX-D6.0-G 6.0 6 30 75 4 PUCYHOK 2 o
GM-4EX-D8.0-G 8.0 8 40 100 4 PucyHok 2 O
% GM-4EX-D10.0-G 10.0 10 50 110 4 PucyHok 2 (@)
'{-g? GM-4EX-D12.0-G 12.0 12 50 110 4 PucyHok 2 O
)
GM-4EX-D16.0-G 16.0 16 70 150 4 PucyHok 2 O
GM-4EX-D20.0-G 20.0 20 75 150 4 PucyHok 2 O
GM-4FL-D20.0-G 20.0 20 55 150 4 PucyHok 2 O

@ Cknagupyemblii accoptumeHT O ACCOPTUMEHT Nof 3akas

@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumereHre OBO3MOXHOE MPUMEHEHNHE

O6pabaTbiBaeMbIi MaTepuan

Yrnepopucras fleruposathas| [MpenBapuUTenbHO 3aKaneHHbIe CTanu 1 3akan. cTanm Hepxagelosas HyryH, YyryHe | o [HBIA | AnioMukviesbii| TUTAHOBIiA| KaporpouHsie
cTanb cTanb cran, | @POBMAHEM | ornag cnnas cnnas crnabl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpachuTom
O (©) (©) O O (@)

B242 O6o3HayeHne dpe3 B 182 YcnoBHble o6o3HaveHuss | B 183 Pexumbl pesanus [ B338



4-x 3y6as (hpesa ¢ nnockum Topuem Ana oopadoTku ./; I'/ u
na3oB U ycTynoB Bokosas nosepxrocs  Yayn  Mpswoii nas
I e e e | e |
GM-4E
BepLuvHa ¢ 3awmTon - - _DI PucyHoK 1
0°7 H
L
:al;lj:ﬂy;élflﬁ cI)'IBpVIMEHEHVIe ans dpesepoBaHns Hernybokux I —— gw PYCyHOK 2
® [llnpokoe npuMeHeHne H
o BTIARY To)roml S
Paamepbl(MM) Yucro
O603HaveHne 3ybbeB WcnonHeHve Cknag
D d H L z
GM-4E-D1.0S 1.0 4 3 50 4 PucyHok 1 [}
GM-4E-D1.5S 1.5 4 4 50 4 PucyHok 1 [}
GM-4E-D2.0S 2.0 4 6 50 4 PucyHok 1 [} =
GM-4E-D2.5S 25 4 8 50 4 PucyHok 1 [ J '§ E
GM-4E-D3.0S 3.0 4 8 50 4 PucyHok 1 [ J é %
GM-4E-D4.0S 4.0 4 11 50 4 PucyHok 2 [ J g g
GM-4E-D1.0 1.0 6 3 50 4 PucyHok 1 [} . o
GM-4E-D1.5 15 6 4 50 4 PucyHok 1 ° =
GM-4E-D2.0 2.0 6 6 50 4 PyicyHoK 1 ° S
GM-4E-D2.5 25 6 8 50 4 PucyHok 1 [ J *
GM-4E-D3.0 3.0 6 8 50 4 PucyHok 1 [}
GM-4E-D3.5 BI5) 6 10 50 4 PucyHok 1 [}
GM-4E-D4.0 4.0 6 1" 50 4 PucyHok 1 [ J
GM-4E-D4.5 4.5 6 11 50 4 PucyHok 1 [ J
GM-4E-D5.0 5.0 6 13 50 4 PucyHok 1 [}
GM-4E-D5.5 515 6 16 50 4 PucyHok 1 [}
GM-4E-D6.0 6.0 6 16 50 4 PucyHok 2 [ J
GM-4E-D7.0 7.0 8 20 60 4 PucyHok 1 [ J
GM-4E-D8.0 8.0 8 20 60 4 PucyHok 2 [}
GM-4E-D9.0 9.0 10 22 75 4 PucyHok 1 [}
GM-4E-D10.0 10.0 10 25 75 4 PucyHok 2 [ J
GM-4E-D11.0 11.0 12 26 75 4 PucyHok 1 [ J
GM-4E-D12.0 12.0 12 30 75 4 PuicyHok 2 [ J
GM-4E-D14.0 14.0 14 32 75 4 PuicyHok 2 [ ]
GM-4E-D16.0 16.0 16 45 100 4 PucyHok 2 [ J
GM-4E-D18.0 18.0 18 45 100 4 PucyHok 2 [ J
GM-4E-D20.0 20.0 20 45 100 4 PucyHok 2 [ ]

@ Cknaaupyemsblii accopTumeHT O ACCOPTUMEHT MoA 3akas
@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumereHre OBO3MOXHOE MPUMEHEHNHE

Ob6pabatbiBaeMbI Mmatepuan

ZT":;EPOHMCT“ Sfarj:'soaa*‘”a” MpensapuTentHO 3akaneHHble CTanu 1 3akan. CTamnM | yenyapeiouias Egrg:m;yurmc MeqHbIit | AnloMuHYeBsIi| TUTAHOBBIN| YKaponpouHbie
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)VITOM cnnas cnnaB cnnas cnnasbl
O (©) (@) O @) @)
O6o3HauyeHne pesc| B 182 YcnoBHble 0603HaveHus [ B 183 Pexumbl pesaHus | B339 B243




PAOCINIABHBIGMOHWIHERBIC KOHICBLICA) 163 5]

4-x 3y6an pesa ¢ NNOCKUM TOpLEM U YANTMHEHHOW ( &
@ Pexylen 4acTbio Ans rnyboKux nasos U yCTynos / Lo u

BokoBasi MOBEPXHOCTb Yeryn MpsiMoii nas
I O S
GM-4EL
BepuiuHa c 3awwmroi @ _c[ + ———- A\m PucyHoK 1
10°7 H
L
- - —— = 0| PucyHok 2
©® GM-4E cepus ¢ yannHEHHOW pexyLLen YacTbio L .
g
e ETIAING P)aeuia <R
Paamepbi(Mm) Yucno
O603Ha4eHne 3ybbeB WcnonHeHne Cknapg,
D d H L z
o GM-4EL-D3.0 3.0 6 12 75 4 PucyHok 1 [ ]
§ § GM-4EL-D4.0 4.0 6 15 75 4 PucyHok 1 [ ]
g g GM-4EL-D5.0 5.0 6 20 75 4 PucyHoK 1 °
2 g GM-4EL-D6.0 6.0 6 20 75 4 PUCYHOK 2 °
= GM-4EL-D8.0 8.0 8 25 100 4 PucyHok 2 [ J
% GM-4EL-D10.0 10.0 10 30 100 4 PucyHok 2 [
% GM-4EL-D12.0 12.0 12 35 100 4 PucyHok 2 [ J
xn
GM-4EL-D14.0 14.0 14 40 100 4 PucyHok 2 [}
GM-4EL-D16.0 16.0 16 50 150 4 PucyHok 2 [ J
GM-4EL-D20.0 20.0 20 55 150 4 PucyHok 2 [ J

@ Cknagupyemblii accoptumeHT O ACCOPTUMEHT Nof 3akas

@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumereHre OBo3MOXHOE MPUMEHEHNHE

Ob6pabatbiBaeMbI maTtepuan

YrnepoaucTas JleruposaHHasi [NpenBapuTenbHO 3akaneHHbIe CTanu U 3akan. cranm

HepxaeloLast HyyH ShyiyH e MegaHbii | AntomuHmeBblil| TUTaHOBBIV | XKaponpoyHble
cTanb cTanb

LapoBNaHbLIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)VITOM cnnae cnnas cnnae cnnasbl

o o o 0 0 o |

B244 O6o3HayeHne dpe3 B 182 YcnoBHble o6o3HaveHuss | B 183 Pexumbl pesanms [ B339



4-x 3y6as (hpesa ¢ NNOCKMM TOPLIEM, BNMHHON LLEAKOW (/‘
/

[V KOPOTKO/ pexXyLuei YacTbIo AN Fy6OKMX Na3os 1 YCTyNoB

Bokosas noBepxHOCTb Yeryn MpsiMoii nas
I e |
BepLuvHa ¢ 3awmTomn @
o
, S R —— T
L H_
M
® Bhicokasi XeCTKOCTb, KOPOTKas pexyLuas YacTb, NOAXOAUT ANs L
TSXKerow pesku, a Takke rnybokoro dpesepoBaHns NonocTu
=
AR 3 D<12 0~-0.020
e | ETANN| ooz <R
Pa3smepbi(MMm) Yucno
O603HaveHne 3ybbeB Cknag
D d H M d1 L Z
GM-4EFP-D6.0 6.0 6 9 30 5.8 75 4 O =]
=
GM-4EFP-D8.0 8.0 8 12 40 7.8 100 4 o 59
(=]
GM-4EFP-D10.0 10.0 10 15 50 96 100 4 o é 3
==
GM-4EFP-D12.0 12.0 12 18 50 1.5 100 4 @) E z
GM-4EFP-D16.0 16.0 16 24 50 15.5 150 4 @) =
GM-4EFP-D20.0 20.0 20 30 60 19.5 150 4 @)

@ Cknaaupyemblii accoptumeHT O ACCOPTUMEHT Nof 3akas

(9]
=<
o]
o]
o
s
2

@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumereHre OBo3MOXHOE MPUMEHEHNHE

Ob6pabatbiBaeMbI Mmatepuan

Yrnepopucras fleruposathas| MpenBapuUTenbHO 3aKaneHHbIe CTanu 1 3akan. cTanm Hepxagetowsas HyryH, HyryHe | o [HBIA | Anovukviesbii| TUTAHOBIiA| KaporpouHsie
cTanb cTans cranp | @POBMAHEM | onan cnnas cnnas cnnabl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpachuTom
O ©) (©) O O (@)

O6o3HauyeHne dpes B 182 YcnoBHble 0603HaveHns | B 183 Pexumbl pesanns [ B340 B245
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0 6-Tv 3ybas thpesa ¢ NNOCKMM TOPLIEM ANS NA30B M YCTYNOB ﬂ L u

Bokosas noBepxHOCTb Yeryn MpsiMoii nas
|

BepwuHa ¢ 3awuTon @

GM-6E

® VipeanbHast XXECTKOCTb OYEHb NOAXOAMT AJ1 YNCTOBOM
06paboTky GOKOBLIX MOBEPXHOCTEMN
® [prMEHEHME Ha BbICOKMX CKOPOCTSIX U BbICOKMX NMoAauax

-
e | Eriame T cim| &R
Oboanaene Pa3smepbi(Mm) YiErs Z3y5beB —
D d H L
= GM-6E-D6.0 6.0 6 18 60 6 °
g5 GM-6E-D8.0 8.0 8 20 60 6 °
g % GM-6E-D10.0 10.0 10 30 75 6 °
:;: £ GM-6E-D12.0 12.0 12 32 75 6 °
GM-6E-D16.0 16.0 16 40 100 6 °
GM-6E-D20.0 20.0 20 45 100 6 °

@ Cknaaupyembliii accoptuMmeHT O ACCOPTUMEHT Nof 3akas

[9)
=<
(o]
o)
ko)
s
xn

@Ta6nuua npuMeHeHUsa matepuana cpes OHaunyuwee npumererne OBO3MOXHOE MPUMEHEHNE

O6pabatbiBaeMbIi MaTepuan

Yrnepopucras fleruposathas| penBapuUTenbHO 3aKaneHHbIe CTanu 1 3akan. cTanm Hepxagelowsas HyryH, HyryHe | o [HBIA | Aniovukviesbii| TUTaHOBIiA| HKaporpouHsie
cTanb cTans cran, | @POBMAHEM | ornag cnnas cnnas crnabl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpachuTom
O O (©) O O (@)

B246 O6o3HayeHne dpe3 B 182 YcnoBHble o6o3HaveHuss | B 183 Pexumbl pesanus [ B341



6-Ti 3y6an dpe3a ¢ NNOCKUM TOPLIEM M YANUHEHHON PEXYLLEA YaCTbH

8 anA ry6oKux na3os v yCTynoB

Bokosas noBepxHOCTb Yeryn MpsiMoii nas
I | | e |
BeplwuHa ¢ 3awmron @
SN, [ S N
H
L
©® GM-6E cepwsi C yANMHEHHOW pexyLLemn YacTblo.
s g D<12 0~-0.020
e ETHANN| To)aeim &R
Pa3amepbi(Mm)
0O60o3HaveHne Yucno Zay6beB Cknaa
D d H L
GM-6EL-D6.0 6.0 6 24 75 6 [
GM-6EL-D8.0 8.0 8 32 75 6 [ J
GM-6EL-D10.0 10.0 10 40 100 6 [ ]
GM-6EL-D12.0 12.0 12 45 100 6 [
GM-6EL-D16.0 16.0 16 64 150 6 [ J
GM-6EL-D20.0 20.0 20 75 150 6 [ J

@Ta6nuua npuMeHeHUsa matepuana cpes OHaunyuwee npumererne OBO3MOXHOE MPUMEHEHNE

@ Cknaaupyemblii accoptumeHT O ACCOPTUMEHT Nof 3akas

O6pabatbiBaeMbIi MaTepuan

Yrnepopucras fleruposathas| penBapuUTenbHO 3aKaneHHbIe CTanu 1 3akan. cTanm Hepxagelowsas HyryH, HyryHe | o [HBIA | Aniovukviesbii| TUTaHOBIiA| HKaporpouHsie
cTanb cTans cran, | @POBMAHEM | ornag cnnas cnnas crnabl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpachuTom
O O (©) O O (@)

O6o3HauyeHne pesc| B 182 YcnoBHble 0603HayeHnss | B 183

Pexumbl pesaHnsa B342
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2-x 3ybas ¢hpesa ¢ NIOCKMM TOPLEM, AMIMHHOM LENKOM
U KOPOTKOW PexyLiei YacTbH Vai naa

GM-2EP
*ﬂ o {% - - + ﬁ
T s M i
© B03MOXHOE MPUMEHEHME [/191 Y3KMX Ma30B WM (hpe3epoBaHmns TOHKOM L
AeTanun, KOTopble MOryT reHepmpoBaTb NOMEXU.
- D<imm 1mm<D
3&’ ) % 'ﬁ'ﬁ@\&ﬂm E 0--0.015 d} QB
Pa3mepbi(Mm) Yucno
O6o3HayeHne 3y6beB Cknapg
D d H M d1 L Z
GM-2EP-D0.5-M04 0.5 4 0.7 4 0.45 50 2 [}
GM-2EP-D0.5-M06 0.5 4 0.7 6 0.45 50 2 [}
GM-2EP-D0.5-M08 05 4 07 8 0.45 50 2 °
g § GM-2EP-D0.8-M04 0.8 4 1.2 4 0.75 50 2 °
§ S GM-2EP-D0.8-M06 0.8 4 1.2 6 0.75 50 2 °
gz GM-2EP-D0.8-M08 0.8 4 12 8 0.75 50 2 °
5 ° GM-2EP-D0.8-M10 0.8 4 1.2 10 0.75 50 2 [ J
2 GM-2EP-D1.0-M04 10 4 15 4 0.95 50 2 °
8 GM-2EP-D1.0-M06 10 4 15 6 0.95 50 2 °
S GM-2EP-D1.0-M08 1.0 4 1.5 8 0.95 50 2 [}
GM-2EP-D1.0-M10 1.0 4 15 10 0.95 50 2 °
GM-2EP-D1.0-M12 1.0 4 1.5 12 0.95 50 2 °
GM-2EP-D1.0-M14 1.0 4 15 14 0.95 50 2 °
GM-2EP-D1.2-M06 1.2 4 1.8 6 1.15 50 2 [}
GM-2EP-D1.2-M08 1.2 4 1.8 8 1.15 50 2 [ ]
GM-2EP-D1.2-M10 1.2 4 1.8 10 1.15 50 2 [}
GM-2EP-D1.2-M12 1.2 4 1.8 12 1.15 50 2 [}
GM-2EP-D1.5-M06 1.5 4 23 6 1.45 50 2 [}
GM-2EP-D1.5-M08 15 4 23 8 1.45 50 2 °
GM-2EP-D1.5-M10 1.5 4 23 10 1.45 50 2 °
GM-2EP-D1.5-M12 15 4 23 12 1.45 50 2 °
GM-2EP-D1.5-M14 1.5 4 2.3 14 1.45 50 2 [}
GM-2EP-D2.0-M06 2.0 4 3.0 6 1.95 50 2 [}
GM-2EP-D2.0-M08 2.0 4 3.0 8 1.95 50 2 [}
GM-2EP-D2.0-M10 2.0 4 3.0 10 1.95 50 2 [}
GM-2EP-D2.0-M12 2.0 4 3.0 12 1.95 50 2 [}

@ Cknagupyemblii accoptTumeHT O ACCOPTUMEHT Mop 3akas

@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumereHre OBO3MOXHOE MPUMEHEHNHE

Ob6pabatbiBaeMbI matepuan

Yrnepopucras fleruposathas| [MpenBapuUTenbHO 3aKaneHHbIe CTanu 1 3akan. cTanm Hepxagelowsas Yyry, Yyryx ¢ MeaHbiii | Aniomukviessii| TUTaHOBIiA| KaporpouHsie
cTanb cTans cran, | @POBMAHEM | onag cnnas cnnas crnabl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpachuTom
O (©) (©) O O (@)

B248 O6o3HayeHne dpe3 B 182 YcnoBHble o6o3HaveHuss | B 183 Pexumbl pesaHus (B343-B344



2-x 3ybas ¢hpesa ¢ NIOCKMM TOPLEM, AMIMHHOM LENKOM
U KOPOTKOW PexyLiei YacTbH

GM-2EP

—%q

]

o
100

Y3kuit na3

|
e

9I9HLULIOHON

@
8
g
=]
S
o
o
=
T
G

Bndad WO

° ™
©® BO3MOXHOE MpUMEHEHWe AN Y3KUX Na3oB unn peseposaHns L
TOHKOIA AeTanmn, KOTOpble MOryT reHepuMpoBaTh MOMEXU.
- D<imm 1mm<D
35° J % 'ﬁ'ﬁ&ﬂm E 0~0.015 d} QB
Pa3smepbi(MMm) Yuncno
O6o3HaveHne 3ybbeB Cknag
D d H M d1 L z

GM-2EP-D2.0-M14 20 4 3.0 14 1.95 50 2 [
GM-2EP-D2.0-M16 2.0 4 3.0 16 1.95 50 2 [ ]
GM-2EP-D2.5-M08 25 4 3.7 8 24 50 2 [ ]
GM-2EP-D2.5-M10 25 4 3.7 10 24 50 2 [ ]
GM-2EP-D2.5-M12 25 4 3.7 12 24 50 2 [
GM-2EP-D2.5-M14 25 4 3.7 14 24 50 2 [
GM-2EP-D2.5-M16 25 4 3.7 16 24 60 2 [ ]
GM-2EP-D2.5-M18 25 4 3.7 18 24 60 2 [ ]
GM-2EP-D2.5-M20 25 4 3.7 20 24 60 2 [ ]
GM-2EP-D3.0-M06 3.0 6 45 6 2.85 50 2 [ ]
GM-2EP-D3.0-M08 3.0 6 45 8 2.85 50 2 [
GM-2EP-D3.0-M10 3.0 6 45 10 2.85 50 2 [
GM-2EP-D3.0-M12 3.0 6 4.5 12 2.85 50 2 [
GM-2EP-D3.0-M14 3.0 6 45 14 2.85 60 2 [
GM-2EP-D3.0-M16 3.0 6 4.5 16 2.85 60 2 [ ]
GM-2EP-D3.0-M18 3.0 6 45 18 2.85 60 2 [ ]
GM-2EP-D3.0-M20 3.0 6 45 20 2.85 60 2 [ ]
GM-2EP-D4.0-M12 4.0 6 6.0 12 3.85 50 2 [ ]
GM-2EP-D4.0-M16 4.0 6 6.0 16 3.85 60 2 [ ]
GM-2EP-D4.0-M20 4.0 6 6.0 20 3.85 60 2 [ ]
GM-2EP-D4.0-M25 4.0 6 6.0 25 3.85 60 2 [ ]
GM-2EP-D5.0-M16 5.0 6 7.5 16 4.85 60 2 [
GM-2EP-D5.0-M25 5.0 6 75 25 4.85 70 2 [ J

@ Cknagvpyembiit accoptumeHt O ACCOPTUMEHT oA 3akas

@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumereHre OBO3MOXHOE MPUMEHEHNHE

Ob6pabatbiBaeMbI matepuan

Yrnepopucras fleruposathas| [MpenBapuUTenbHO 3aKaneHHbIe CTanu 1 3akan. cTanm Hepxaseiowan Yyry, Yyryx ¢ MeaHbIA | AniomnHuesbii| TUTaHOBBIA| KaporpouHble
cTans cTanb LIAPOBTHLIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)VITOM cnnas cnnaB cnnas cnnasbl
O (©) (@) @) @) @)
B249

O603Ha4eHne dpes B 182 YcnoBHble 06o3Havenus [ B 183

Pexumbl pesaHus (B343-B344
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2-x 3ybas chpe3a ¢ NOCKMM TOPLEM, KOHUYECKOM LIENKOU
@ V pexyLien 4acTbio Manoro anameTpa

C Ly LI

Bokosas noBepxHOCTb Yeryn MpsiMoii nas
I
GM-2ES
- — |
% UHHT|$E
® TpebyoT 06paboTKy Ha BbICOKMX 060pOTax, NPV HanM4YMM TOYHOMO 10° — H f
obpabaTbiBatoLero LeHTpa. MpumMeHsitoTcs ans dhpe3epoBaHust BbICOKOTOYHbIX \ L
[eTanei, a TaKkke B PpaAM0O3NEKTPOHMKE.
- D<imm  1mm<D
35&‘ é ‘ﬁ'ﬁﬁﬁm E 0~-0.015 d} 69
O603HaveHne s o) l—lwcnoz:sbeeB Cknag
D d H L
GM-2ES-D0.3 0.3 4 0.6 50 2 [ J
GM-2ES-D0.4 0.4 4 0.8 50 2 [ ]
GM-2ES-D0.5 0.5 4 1.0 50 2 [ J
§ § GM-2ES-D0.6 0.6 4 1.2 50 2 [ ]
g § GM-2ES-D0.7 0.7 4 1.4 50 2 [ J
953 g GM-2ES-D0.8 0.8 4 1.6 50 2 [}
g GM-2ES-D0.9 0.9 4 1.8 50 2 °
) GM-2ES-D1.0 1.0 4 2.0 50 2 [ ]
g GM-2ES-D1.1 11 4 2.0 50 2 [ J
g GM-2ES-D1.2 1.2 4 2.5 50 2 [ ]
GM-2ES-D1.3 1.3 4 2.5 50 2 [ J
GM-2ES-D1.4 1.4 4 3.0 50 2 [ ]
GM-2ES-D1.5 15 4 3.0 50 2 [
GM-2ES-D1.6 1.6 4 3.5 50 2 [ ]
GM-2ES-D1.7 1.7 4 3.5 50 2 [ J
GM-2ES-D1.8 1.8 4 4.0 50 2 [}
GM-2ES-D1.9 1.9 4 4.0 50 2 [ J
GM-2ES-D2.0 2.0 4 4.0 50 2 [ ]
GM-2ES-D2.1 2.1 4 4.0 50 2 [ J
GM-2ES-D2.2 2.2 4 4.5 50 2 [ ]
GM-2ES-D2.3 2.3 4 4.5 50 2 [ J
GM-2ES-D2.4 24 4 5.0 50 2 [}
GM-2ES-D2.5 2.5 4 5.0 50 2 [
GM-2ES-D2.6 2.6 4 5.0 50 2 [ ]
GM-2ES-D2.7 2.7 4 5.5 50 2 [ J
GM-2ES-D2.8 2.8 4 5.5 50 2 [}
GM-2ES-D2.9 29 4 6.0 50 2 [ J
GM-2ES-D3.0 3.0 4 6.0 50 2 [ ]

@ Cknagupyemslii accoptumeHT O ACCOPTUMEHT Nof 3akas
@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumereHre OBO3MOXHOE MPUMEHEHNHE

O6pabaTbiBaeMbIi MaTepuan

Yrnepoaucrasi| flervposanHas| MpenBapuTenibHO 3aKarneHHbIe CTanu 1 3akar. cTanm Hepxaseiowan UyryH, Yyryu c MemHblit | AniomiHuessiii TUTaHOBIA| XKaporpouHsie

cranb cTanb LLBPOBHAHBIM
~40HRC | ~50HRC | ~55HRC | ~68HRC cams | burom cnnas cnnas cnnas cnnagbl
(©) (©) (©) ) @) (©)

B250 O6o3HayeHne dpe3 B 182 YcnoBHble o6o3HadeHunst [ B183 | Pexumsbl pesaHna [ B345




@ 2-x 3ybas cppesa co chepmyeckum TopLem (T / n lj‘

Mpocmnb Monoctb PapyycHbii na3
L/ '/ /! |

GM-2B ]
'°| - = PucyHok 1
=9 -
\ L
R
® MpuMeHsTCS ANs NPohUNbHON BBICOKOCKOPOCTHOM 06paboTku -c[ s §7 H 2 Pucynox2
® llInpokoe npuMeHeHne L
e | BTIAIN| To)%ueid R | (B
Paamepbi(Mm) Yucno
O603HayeHne 3y6beB WcnonHeHune Cknag
D R d H L Z

GM-2B-R0.5S 1.0 0.5 4 2 50 2 PucyHok 1 [ )
GM-2B-R0.75S 1.5 0.75 4 3 50 2 PucyHok 1 [ ] § =
GM-2B-R1.0S 2.0 1.0 4 4 50 2 PycyHok 1 ° ':g 2
GM-2B-R1.25S 25 1.25 4 5 50 2 PycyHoK 1 ° 5 g
GM-2B-R1.5S 3.0 1.5 4 6 50 2 PucyHok 1 [ ] ; %
GM-2B-R2.0S 4.0 2.0 4 8 50 2 PucyHok 2 [ ] < o
GM-2B-R0.5 1.0 0.5 6 2 50 2 PucyHok 1 [ §
GM-2B-R0.75 15 0.75 6 3 50 2 PycyHok 1 ° 3
GM-2B-R1.0 2.0 1.0 6 4 50 2 PucyHok 1 [ )
GM-2B-R1.25 25 1.25 6 5) 50 2 PucyHok 1 [ ]
GM-2B-R1.5 3.0 1.5 6 6 50 2 PucyHok 1 [ )
GM-2B-R1.75 3.5 1.75 6 8 50 2 PucyHok 1 [ ]
GM-2B-R2.0 4.0 2.0 6 8 50 2 PucyHok 1 [
GM-2B-R2.5 5.0 2.5 6 10 50 2 PucyHok 1 [ )
GM-2B-R2.75 55 2.75 6 12 50 2 PucyHok 1 [
GM-2B-R3.0 6.0 3.0 6 12 50 2 PucyHok 2 [
GM-2B-R3.5 7.0 3.5 8 14 60 2 PucyHok 1 [
GM-2B-R4.0 8.0 4.0 8 16 60 2 PucyHok 2 [ J
GM-2B-R4.5 9.0 4.5 10 18 75 2 PucyHok 1 [ J
GM-2B-R5.0 10 5.0 10 20 75 2 PucyHok 2 o
GM-2B-R6.0 12 6.0 12 24 75 2 PucyHok 2 [ J
GM-2B-R7.0 14 7.0 14 28 75 2 PucyHok 2 [ )
GM-2B-R8.0 16 8.0 16 32 100 2 PucyHok 2 [
GM-2B-R10.0 20 10.0 20 40 100 2 PucyHok 2 [ J

@ Cknagupyemslii accoptumeHT O ACCOPTUMEHT Nof 3akas

@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumererre OBO3MOXHOE MPUMEHEHNE

O6pabatbiBaeMbIi MaTepuan

Yrnepoauctas flervposaktias) Mpe[iBAPUTENLHO 3BKANEHHbIE CTAMNU U 3aKan. CTaru Hepxaseowan| M WG| p1o i | Aniowwmessin| Turarossii| Kaponpoukble
cTanb cTans cran, | @POBMAHEM | ornag cnnas cnnas crnabl
~40HRC ‘ ~50HRC ‘ ~55HRC ‘ ~68HRC rpachuTom
o [ o [ o | o | | | o [ o | | | |

O6o3HauyeHne dpes B 182 YcnoBHble 0603HayeHnss | B 183 | Pexumbl pezaHusa ( B346 | B251
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2-x 3y6asn hpesa co cepuyeckum Topuem 7 n ﬂ
. M y,EIHVIHeHHbIM XBOCTOBMKOM r@ Monoctb PapyycHbii na3

GM-2BL
.UI r -—- ; PucyHok 1
10°0 | H
| = :
R
'OI | ? S ﬂ PucyHok 2
©® GM-2B cepusi ¢ yanMHEHHbIM XBOCTOBMKOM L .
=
s BTeannd o) i B e (B
Paamepbi(Mm) Yucno
O603HaveHne 3y6beB WcnonHeHune Cknapg
D R d H L Z

GM-2BL-R1.0 2.0 1.0 6 4 75 2 PucyHok 1 °

3z GM-2BL-R1.25 2.5 1.25 6 5 75 2 PucyHok 1 )
% % GM-2BL-R1.5 3.0 15 6 6 75 2 PucyHok 1 [
E? g GM-2BL-R1.75 35 1.75 6 8 75 2 PucyHok 1 [ )
g % GM-2BL-R2.0 4.0 2.0 6 8 75 2 PucyHok 1 [ ]
o GM-2BL-R2.5 5.0 2.5 6 10 75 2 PucyHok 1 [ ]

f GM-2BL-R2.75 5.5 275 6 12 75 2 PucyHok 1 )

%gb GM-2BL-R3.0 6.0 3.0 6 12 75 2 PucyHok 2 )

B GM-2BL-R3.5 7.0 35 8 14 75 2 PucyHok 1 °
GM-2BL-R4.0 8.0 4.0 8 16 100 2 PucyHok 2 )

GM-2BL-R4.5 9.0 45 10 18 100 2 PucyHok 1 [

GM-2BL-R5.0 10.0 5.0 10 20 100 2 PucyHok 2 [

GM-2BL-R6.0 12.0 6.0 12 24 100 2 PucyHok 2 [

GM-2BL-R7.0 14.0 7.0 14 28 100 2 PucyHok 2 [ ]

GM-2BL-R8.0 16.0 8.0 16 32 150 2 PucyHok 2 o

GM-2BL-R10.0 20.0 10.0 20 40 150 2 PucyHok 2 )

@ Cknaavpyemblii accopTuMeHT O ACCOPTUMEHT MoA 3aka3

@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumereHre OBO3MOXHOE MPUMEHEHNHE

O6pabaTbiBaeMbIi MaTepuan

Yrnepoaucrasi| flervposanHas| MpenBapuTenibHO 3aKarneHHbIe CTanu 1 3akar. cTanm Hepxaseiowan UyryH, Yyryu c MemHblit | AniomiHuessiii TUTaHOBIA| XKaporpouHsie

cranb cTanb LiapoBKaHLIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)VITOM cnnae cnnas cnnae cnnasbl

(©) (©) (©) o) o) (@)
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2-x 3y6as chpe3a co chepuyeckum Topuem, / - .‘
) ANUHHON LIEUKOW N KOPOTKOM pexyLlen 4acTbio o n u

Mpocmnb Monoctb PapyycHbii na3
I e S A
_ 5 R
P TFISa pugpont
10° LH|
& M
% s
pt R
® BhICoKas XeCTKOCTb KOpoTKas pexyllas 4acTb, i — +’W’(§f§ PucyHok 2
NoaXoauT ANst TAKENbIX YCNoBuiA paboTbl ‘ 7
L
=2
QRN 3 [*] D<12 0~-0.020
735; | B TOAIN ID b 000w R R=ool $
Pa3mepbi(Mm) Yucno
O603HaveHne 3ybbeB |McnonHenne| Cknap,
D R H d1 M d L Z
GM-2BFP-R0.5 1.0 0.5 1 0.95 25 6 75 2 PucyHok 1 O
GM-2BFP-R0.75 15 0.75 1 1.45 3 6 75 2 PucyHok 1 O 3 =
(-3
GM-2BFP-R1.0 2.0 1.0 2 1.95 4 6 75 2 PucyHok 1 o ':g 2
a
GM-2BFP-R1.5 3.0 15 3 2.85 6 6 75 2 PucyHoK 1 ) 5 3
o
GM-2BFP-R2.0 4.0 2.0 4 3.85 8 6 75 2 PucyHok 1 @] T %
G
GM-2BFP-R2.5 5.0 25 5 4.85 10 6 75 2 PucyHok 1 O o
=
GM-2BFP-R3.0 6.0 3.0 6 5.8 12 6 75 2 PucyHok 2 @] a
GM-2BFP-R4.0 8.0 4.0 8 78 16 8 100 2 Pucyok 2| O 3
GM-2BFP-R5.0 10.0 5.0 10 9.6 20 10 100 2 PucyHok 2 O
GM-2BFP-R6.0 12.0 6.0 12 1.5 24 12 100 2 PurcyHok 2 O
GM-2BFP-R8.0 16.0 8.0 16 15.5 32 16 150 2 PucyHok 2 O
GM-2BFP-R10.0 20.0 10.0 20 19.5 40 20 150 2 PucyHok 2 @]

@ Cknagupyemslii accopTumeHT O ACCOPTUMEHT Mof 3akas

@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumererre OBO3MOXHOE MPUMEHEHNE

O6pabatbiBaeMbIi MaTepuan

Yrnepoaucrasi| flervposarHas| MpensapuTenibHO 3aKaneHHbIe CTanu 1 3akar. cTanm Hepxaseiowan HyryH, Yyryu o MemHblit | AniomiHuessii] TUTaHOBIA| XKaporpouHsie

cranb cTanb LiapoBKaHbIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)VITOM cnnae cnnas cnnase cnnasbl

(©) (©) (©) o) o) (@)
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0 4-x 3y6as dpesa co cchepuyeckum TopLem e / n li

Mpocmnb Monoctb PapyycHbii na3
L/ '/ /! |

GM-4B R
° PucyHok 1
.cl 77777 g L~ A PucyHok 2
® 4-x 3ybas chpesa moxeT paboTaTh adppekTnBHO € 6onee BbICOKOM
CKOPOCTbIO U Ha 60’ NbLUMX NoaaYax. [JaeT BO3MOXHOCTb YBENMUNTb H
CTOWKOCTb B cryqae o6paboTku TBEpAbIX MaTepuarnos. L
=
e | BTIAIN| To)ess| B ew| OB
Pasmepbi(Mm) Yucno
O603HayeHne 3y6beB WcnonHeHne Cknapg
D R d H L Z
GM-4B-R1.5 3.0 1.5 6 50 4 PucyHok 1 [
g H GM-4B-R2.0 4.0 2.0 6 8 50 4 PucyHok 1 [ ]
I
] GM-4B-R2.5 5.0 25 6 10 50 4 PucyHok 1 [ )
§ g GM-4B-R3.0 6.0 3.0 6 12 50 4 PucyHok 2 [ J
5 ° GM-4B-R4.0 8.0 40 8 16 60 4 PUCyHOK 2 °
% GM-4B-R5.0 10.0 5.0 10 20 75 4 PucyHok 2 )
2 GM-4B-R6.0 12.0 6.0 12 24 75 4 PUCYHOK 2 °
g GM-4B-R7.0 14.0 7.0 14 28 75 4 PucyHok 2 [ J
GM-4B-R8.0 16.0 8.0 16 32 100 4 PucyHok 2 [ J
GM-4B-R9.0 18.0 9.0 18 36 100 4 PucyHok 2 [ ]
GM-4B-R10.0 20.0 10.0 20 40 100 4 PucyHok 2 [

@ Cknagvpyembiit accoptumeHT O ACCOPTUMEHT Mo 3akas

@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumereHre OBO3MOXHOE MPUMEHEHNHE

Ob6pabatbiBaeMbI maTtepuan

YrnepoaucTas JleruposaHHasi [MpenBapuTenbHO 3akaneHHbIe CTanu W 3akan. cranm

HepxaseloLast Hyy ShyiyH e MegaHbii | AntomuHmeBblil| TUTaHOBBIV | KaponpoyHble
cTanb cTanb

LiapoBNaHbIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)VITOM cnnae cnnas cnnase cnnasbl

o o o 0 0 o |
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4-x 3y6as hpesa co chepuyeckum TopLem =

8 ¥ yANMHEHHbIM XBOCTOBUKOM

Mpocmnb Monoctb PapyycHbii na3
I e )
GM-4BL R
° PucyHok 1
.cl 77777 g L~ A PucyHok 2
©® GM-4B cepus ¢ yanmHeHHbIM XBOCTOBUKOM. L .
=
| BTIAIN| T B ew| OB
Pasmepbi(Mm) Yucno
O603HayeHne 3y6beB WcnonHeHne Cknapg
D R d H L Z

GM-4BL-R1.5 3.0 1.5 6 75 4 PucyHok 1 O
GM-4BL-R2.0 4.0 2.0 6 8 75 4 PucyHok 1 @) _]g; §
GM-4BL-R2.5 5.0 2.5 6 10 75 4 PucyHok 1 (@) é §
GM-4BL-R3.0 6.0 3.0 6 12 75 4 PycyHOK 2 O g E‘
GM-4BL-R4.0 8.0 40 8 16 100 4 PuCyHOK 2 o s °
GM-4BL-R5.0 10.0 5.0 10 20 100 4 PucyHoK 2 o Q
GM-4BL-R6.0 12.0 6.0 12 24 100 4 PucyHoK 2 o @

s
GM-4BL-R7.0 14.0 7.0 14 28 100 4 PucyHok 2 O 0
GM-4BL-R8.0 16.0 8.0 16 32 150 4 PucyHok 2 O
GM-4BL-R9.0 18.0 9.0 18 36 150 4 PucyHok 2 @)
GM-4BL-R10.0 20.0 10.0 20 40 150 4 PucyHok 2 O

@ Cknagvpyembiit accoptumeHT O ACCOPTUMEHT Mo 3akas

@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumereHre OBO3MOXHOE MPUMEHEHNHE

Ob6pabatbiBaeMbI matepuan

Yrnepopucras fleruposathas| [MpenBapuUTenbHO 3aKaneHHbIe CTanu 1 3akan. cTanm Hepxagelowsas HyryH, YyryHe | o AHBIA | AnioMukviesbii| TUTAHOBIIA| HKaporpouHsie
cTanb cTans cran, | @POBMAHEM | onag cnnas cnnas crnabl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpachuTom
O (©) (©) O O (@)

O6o3HauyeHne dpes B 182 YcnoBHble 0603HaveHns | B 183 Pexumbl pesanus | B347 B255
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PAOCINIABHBIGMOHWIHERBIC KOHICBLICA) 163 5]

2-x 3y6as thpesa co cdepnyeckum TopLeM, KOHNYECKOM & / n ii
= weitkoit pexyLlen YacTbio Manoro guameTpa Mpodpans Monocrs  Paguyoret s
! |

GM-2BS
ﬁ. u] +

® TpebyoT 06paboTKy Ha BbICOKMX 060pOTax, NpyU HaNMYMM TOYHOrO

obpabaTbiBatoLero LeHTpa. MpumeHsioTes ans dhpe3epoBaHnst BbICOKOTOYHbIX

AeTaneii, a Takxke B paano3/1eKTPOHUKE.

=
o | BTARY To)oeos ORI | (f
Pasmepbi(Mm) Yucno
O603HayeHne 3y6beB Cknap,
D R d H L Z

GM-2BS-R0.15 0.30 0.15 4 0.5 50 2 ()
GM-2BS-R0.20 0.40 0.20 4 0.6 50 2 [ J
GM-2BS-R0.25 0.50 0.25 4 0.8 50 2 )
GM-2BS-R0.30 0.60 0.30 4 0.9 50 2 [}
GM-2BS-R0.35 0.70 0.35 4 1.0 50 2 [ J
GM-2BS-R0.40 0.80 0.40 4 1.2 50 2 °
GM-2BS-R0.45 0.90 0.45 4 1.3 50 2 ()
GM-2BS-R0.50 1.00 0.50 4 1.5 50 2 ()
GM-2BS-R0.60 1.20 0.60 4 1.8 50 2 [}
GM-2BS-R0.70 1.40 0.70 4 2.0 50 2 [ J
GM-2BS-R0.75 1.50 0.75 4 2.3 50 2 ®
GM-2BS-R0.80 1.60 0.80 4 25 50 2 [ J
GM-2BS-R0.90 1.80 0.90 4 27 50 2 ®
GM-2BS-R1.00 2.00 1.00 4 3.0 50 2 ()
GM-2BS-R1.25 2.50 1.25 4 37 50 2 ()
GM-2BS-R1.50 3.00 1.50 4 45 50 2 ()

@ Cknagvpyemsblii accopTuMeHT O ACCOPTUMEHT Moj 3akas

@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumereHre OBO3MOXHOE MPUMEHEHNHE

O6pabaTbiBaeMbIi MaTepuan

Yrnepopucras fleruposathas| [MpenBapuUTenbHO 3aKaneHHbIe CTanu 1 3akan. cTanm Hepxagelosas UyryH, Yyryx ¢ MeaHbiii | Aniovukviessii| TUTaHOBIIA| KaporpouHsie
cTanb cTanb cran, | @POBMAHEM | ornag cnnas cnnas crnabl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpachuTom
O (©) (©) O O (@)

B256 O6o3HayeHne dpe3 B 182 YcnoBHble o6o3HaveHuss | B 183 Pexumbl pesanmsa [ B348



2-x 3ybas chpe3a co chepuyeckum TopLem, ANUHHON LEUKON i.'
N KOPOTKOW pexyLei 4acTbHo Yo e  paycom

GM-2BP
3 R
—_—— ==
10"&\/ L H |
M
©® BO3MOXHOE MpUMeHEHWE ANs Y3KMX Na3oB Unn dhpe3epoBaHus NMONOCTEN. L
g
| ETIAIN| To)eons| RAHREAS (P
Pasmepbi(Mm) Yucno
Obo3HayeHne 3ybbeB Cknag
D R H d1 M d L 7
GM-2BP-R0.25-M04 05 0.25 07 0.45 4 4 50 2 °
GM-2BP-R0.25-M06 05 0.25 07 0.45 6 4 50 2 °
GM-2BP-R0.3-M04 0.6 0.3 0.9 0.55 4 4 50 2 [ ] =
GM-2BP-R0.3-M06 0.6 0.3 0.9 0.55 6 4 50 2 [ ] '§ E
GM-2BP-R0.3-M08 0.6 0.3 0.9 0.55 8 4 50 2 [ ] é %
GM-2BP-R0.4-M04 08 0.4 1.2 075 4 4 50 2 ° § g
GM-2BP-R0.4-M06 08 04 1.2 075 6 4 50 2 ° . o
GM-2BP-R0.4-M08 0.8 0.4 1.2 0.75 8 4 50 2 ° =
GM-2BP-R0.4-M10 0.8 0.4 12 0.75 10 4 50 2 ° T
GM-2BP-R0.5-M04 1.0 05 15 0.95 4 4 50 2 ° *
GM-2BP-R0.5-M06 1.0 0.5 1.5 0.95 6 4 50 2 [ ]
GM-2BP-R0.5-M08 1.0 0.5 1.5 0.95 8 4 50 2 [ ]
GM-2BP-R0.5-M10 1.0 0.5 1.5 0.95 10 4 50 2 [ ]
GM-2BP-R0.5-M12 1.0 05 15 0.95 12 4 50 2 °
GM-2BP-R0.6-M06 1.2 06 1.8 1.15 6 4 50 2 °
GM-2BP-R0.6-M08 1.2 06 1.8 1.15 8 4 50 2 °
GM-2BP-R0.6-M12 1.2 06 1.8 1.15 12 4 50 2 °
GM-2BP-R0.6-M16 1.2 0.6 1.8 1.15 16 4 50 2 [ ]
GM-2BP-R0.75-M08 15 0.75 23 1.45 8 4 50 2 [ ]
GM-2BP-R0.75-M12 1.5 0.75 23 1.45 12 4 50 2 [ ]
GM-2BP-R0.75-M16 1.5 0.75 23 1.45 16 4 50 2 [ ]
GM-2BP-R1.0-M06 2.0 1.0 3.0 1.95 6 4 50 2 °
GM-2BP-R1.0-M08 20 1.0 3.0 1.95 8 4 50 2 °
GM-2BP-R1.0-M10 2.0 1.0 3.0 1.95 10 4 50 2 °

@ Cknagupyemsblii accopTuMeHT O ACCOPTUMEHT Mop, 3akas

@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumereHre OBO3MOXHOE MPUMEHEHNHE

Ob6pabatbiBaeMbI matepuan

Yrnepopucras fleruposathas| [MpenBapuUTenbHO 3aKaneHHbIe CTanu 1 3akan. cTanm Hepxagelowsas Yyry, Yyryx ¢ MeaHbiii | Aniomukviessii| TUTaHOBIiA| KaporpouHsie
cTanb cTans cran, | @POBMAHEM | onag cnnas cnnas crnabl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpachuTom
O (©) (©) O O (@)

O603Ha4eHne dpes B 182 YcnoBHble 0603HaveHns | B 183 Pexumbl pesaHust (B349-B350 B257
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2-x 3ybas cpe3a co cepuyeckum TopLem, ANUHHON LEHKON i.'
™ 1 kopoTKoit pexyLLel YacTbio ot paon
e e Y
GM-2BP
3 R
—_— J—— = D:
10 S( M_i'
©® BO3MOXHOE MpUMEHEHWE ANs Y3KMX Na3oB Unn dhpe3epoBaHus NMOIOCTEN. L
| BTIAIN| To)eons| RAHRrAS (P
Pasmepbi(Mm) Yucno
Obo3HayeHne 3ybbeB Cknag
D R H di M d L Z
GM-2BP-R1.0-M12 2.0 1.0 3.0 1.95 12 4 50 2 [
GM-2BP-R1.0-M16 2.0 1.0 3.0 1.95 16 4 50 2 [ )
o GM-2BP-R1.0-M20 2.0 1.0 3.0 1.95 20 4 50 2 [ J
g5 GM-2BP-R1.25-M08 25 125 37 24 8 4 50 2 °
g % GM-2BP-R1.25-M12 2.5 1.25 3.7 24 12 4 50 2 [ J
E % GM-2BP-R1.25-M16 25 1.25 3.7 2.4 16 4 60 2 [ )
GM-2BP-R1.25-M20 25 1.25 3.7 2.4 20 4 60 2 [
% GM-2BP-R1.5-M08 3.0 1.5 4.5 2.85 8 6 50 2 [ )
-(-2 GM-2BP-R1.5-M10 3.0 1.5 4.5 2.85 10 6 50 2 [
2 GM-2BP-R1.5-M12 3.0 15 45 2.85 12 6 50 2 °
GM-2BP-R1.5-M16 3.0 1.5 4.5 2.85 16 6 60 2 [ J
GM-2BP-R1.5-M20 3.0 1.5 4.5 2.85 20 6 60 2 [ J
GM-2BP-R2.0-M10 4.0 2.0 6.0 3.85 10 6 60 2 [ J
GM-2BP-R2.0-M16 4.0 2.0 6.0 3.85 16 6 60 2 [ )
GM-2BP-R2.0-M20 4.0 2.0 6.0 3.85 20 6 60 2 [
GM-2BP-R2.0-M25 4.0 2.0 6.0 3.85 25 6 60 2 [ )
GM-2BP-R2.5-M16 5.0 25 7.5 4.85 16 6 60 2 [
GM-2BP-R2.5-M25 5.0 25 7.5 4.85 25 6 70 2 [ J

@ Cknagupyemslii accopTumeHT O ACCOPTUMEHT Mnof 3akas

@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumererre OBO3MOXHOE MPUMEHEHNE

O6pabatbiBaeMbIi MaTepuan

Yrnepopucras fleruposathas| penBapuUTenbHO 3aKaneHHbIe CTanu 1 3akan. cTanm Hepxaseiowan Yyry, Yyryx ¢ MeaHbIA | AniomHuesbii| TUTaHOBBIA| KaporpouHble
cTans cTanb LIAPOBITHLIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)VITOM cnnas cnnaB cnnas cnnasbl
O (©) (@) @) @) @)
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2-x 3y6as (hpe3a ¢ NNOCKUM TopLieM U paguycom R
npy BepLumHe 3yba L" "-/ L‘

Yeryn ¢ paanycom MNpocpuns Ma3 ¢ papuycamu
L/ '/ /! |

GM-2R
R
A TESd o
ﬂ N 10° LH
L
@ lInpokoe npumMeHeHne, MCNonb3yeTcs Npu pasHbIX BUAaX R
obpaboTku -ol {H» ——————— 7§§ D] PUCYHOK 2
| ETAN T P L
Paamepbi(Mm) Yucno
O603HaveHne 3y6beB WcnonHeHne Cknag
D R d H L Z

GM-2R-D1.0R0.2 1.0 0.2 4 3 50 2 PucyHok 1 [ J

GM-2R-D1.5R0.2 1.5 0.2 4 4 50 2 PucyHok 1 [ )

GM-2R-D2.0R0.2 2.0 0.2 4 6 50 2 PucyHok 1 [ )

GM-2R-D2.0R0.5 2.0 0.5 4 6 50 2 PucyHok 1 () § =
GM-2R-D2.5R0.2 25 0.2 4 8 50 2 PucyHok 1 ° 5 2
GM-2R-D2.5R0.5 25 0.5 4 8 50 2 PucyHok 1 [ J g g
GM-2R-D3.0R0.2 3.0 0.2 4 8 50 2 PucyHoK 1 ° £z
GM-2R-D3.0R0.3 3.0 0.3 4 8 50 2 PucyHok 1 ° —
GM-2R-D3.0R0.5 3.0 0.5 4 8 50 2 PucyHok 1 ° f
GM-2R-D4.0R0.2 4.0 0.2 4 11 50 2 PyCyHOK 2 ° %;
GM-2R-D4.0R0.3 4.0 0.3 4 11 50 2 PucyHok 2 ° -
GM-2R-D4.0R0.5 4.0 0.5 4 11 50 2 PucyHok 2 [ )

GM-2R-D4.0R1.0 4.0 1.0 4 1 50 2 PucyHok 2 [

GM-2R-D5.0R0.3 5.0 0.3 6 13 50 2 PucyHok 1 [ J

GM-2R-D5.0R0.5 5.0 0.5 6 13 50 2 PucyHok 1 [ )

GM-2R-D5.0R1.0 5.0 1.0 6 13 50 2 PucyHok 1 [ )

GM-2R-D6.0R0.3 6.0 0.3 6 16 50 2 PucyHok 2 [ )

GM-2R-D6.0R0.5 6.0 0.5 6 16 50 2 PucyHok 2 [

GM-2R-D6.0R1.0 6.0 1.0 6 16 50 2 PucyHok 2 [ J

GM-2R-D8.0R0.3 8.0 0.3 8 20 60 2 PucyHok 2 [ )

GM-2R-D8.0R0.5 8.0 0.5 8 20 60 2 PuicyHok 2 [ J

GM-2R-D8.0R1.0 8.0 1.0 8 20 60 2 PucyHok 2 [ )
GM-2R-D10.0R0.5 10.0 0.5 10 25 75 2 PucyHok 2 [ )
GM-2R-D10.0R1.0 10.0 1.0 10 25 75 2 PucyHok 2 [
GM-2R-D10.0R1.5 10.0 1.5 10 25 75 2 PucyHok 2 [ J
GM-2R-D10.0R2.0 10.0 2.0 10 25 75 2 PucyHok 2 [ J
GM-2R-D12.0R0.5 12.0 0.5 12 30 75 2 PucyHok 2 [ J
GM-2R-D12.0R1.0 12.0 1.0 12 30 75 2 PucyHok 2 [ )
GM-2R-D12.0R1.5 12.0 1.5 12 30 75 2 PucyHok 2 [ )
GM-2R-D12.0R2.0 12.0 2.0 12 30 75 2 PucyHok 2 [

@ Cknaaupyemblii accoptumeHT O ACCOPTUMEHT Nof 3akas

@Ta6nuua npumeHeHUA MaTepuana dppes OHaunyuwee npumenenre OBO3MOXHOE NPUMEHeHME

Ob6pabatbiBaeMbI MmaTtepuan

Yrnepoaucras flervposartas) pe[BapUTENbHO 3BKANEHHbIE CTAMW U 38KAN. CTAIM | ooy aeiouan | WM IVHC |\ i | Aniommimesbiil TuTaHoswi| KaponpouHsie
Zet Gl cranp | arOBARKLIM cnnas cnnas cnnas cnnasbl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpagutom
© ©) ©) o ©) ©

O6o3HauyeHne dpes B 182 YcnoBHble 0603HayeHnss | B 183 Pexumbl pesaHuns | B351 B259
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4-x 3y6as ppesa ¢ nNOCKMM TOpLEM M paguycom R ,
I.IpM Bepl.IJVIHe 3y6a ycrynwan% I'Ipoqu/ ﬂa%mw

GM-4R
R
}==E o] PucyHok 1
L
® [liupokoe NnpuMeHeHne, NCNonb3yeTcs Npu pasHbIX BUAaX
06paboTku Pucyrok 2
350 iJ % TﬁAﬂN E 0~-0.020 %
Paamepbi(Mm) Yucno
O603HaveHne 3y6beB | McnonHexue Cknag
D R d H L Z
GM-4R-D3.0R0.2 3.0 0.2 4 8 50 4 PucyHok 1 [ ]
GM-4R-D4.0R0.3 4.0 0.3 4 10 50 4 PucyHok 2 [ ]
GM-4R-D4.0R0.5 4.0 0.5 4 10 50 4 PucyHok 2 [ )
g = GM-4R-D5.0R0.5 50 05 6 13 50 4 PycyHoK 1 °
% § GM-4R-D5.0R1.0 5.0 1.0 6 13 50 4 PucyHok 1 [
§ g GM-4R-D6.0R0.5 6.0 0.5 6 16 50 4 PucyHok 2 [ ]
g GM-4R-D6.0R1.0 6.0 1.0 6 16 50 4 PuCyHOK 2 °
) GM-4R-D8.0R0.5 8.0 0.5 8 20 60 4 PucyHok 2 [ ]
f GM-4R-D8.0R1.0 8.0 1.0 8 20 60 4 PucyHok 2 [ J
éb GM-4R-D10.0R0.5 10.0 0.5 10 25 75 4 PucyHok 2 [ ]
* GM-4R-D10.0R1.0 10.0 1.0 10 25 75 4 PucyHok 2 [
GM-4R-D10.0R2.0 10.0 2.0 10 25 75 4 PucyHok 2 [ ]
GM-4R-D10.0R3.0 10.0 3.0 10 25 75 4 PucyHok 2 [
GM-4R-D12.0R0.5 12.0 0.5 12 30 75 4 PucyHok 2 [ ]
GM-4R-D12.0R1.0 12.0 1.0 12 30 75 4 PucyHok 2 [ ]
GM-4R-D12.0R2.0 12.0 2.0 12 30 75 4 PucyHok 2 [
GM-4R-D12.0R3.0 12.0 3.0 12 30 75 4 PucyHok 2 [

@ Cknaavipyemblii accoptuMeHT O ACCOPTUMEHT MoA 3aka3

@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumereHre OBO3MOXHOE MPUMEHEHNHE

O6pabaTbiBaeMbIi MaTepuan

Yrnepopucras fleruposathas| [MpenBapuUTenbHO 3aKaneHHbIe CTanu 1 3akan. cTanm Hepxagelosas UyryH, Yyryx ¢ MeaHbiii | Aniovukviessii| TUTaHOBIIA| KaporpouHsie
cTanb cTanb cran, | @POBMAHEM | ornag cnnas cnnas crnabl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpachuTom
O (©) (©) O O (@)

B260 O6o3HayeHne dpe3 B 182 YcnoBHble o6o3HaveHuss | B 183 Pexumbl pesanus [ B352



4-x 3y6as ppesa ¢ nNOCKMM TOpLEM M paguycom R
Npu BepLUMHe 3y6a W YANMHEHHbIM XBOCTOBUKOM

L &4 U

Yeryn ¢ paanycom

Mpodunb

Ma3 ¢ papuycamu
I e )

GM-4RL
R
% - - (=)
H
L
® GM-4R cepus ¢ yANMUHEHHbIM XBOCTOBUKOM
e | ETRANN To)roim <
Paamepbi(MM) Yucro
Ob6o3HayeHve 3ybbeB Cknag
D R d H L pa
GM-4RL-D6.0R0.5 6.0 05 6 16 75 4 °
GM-4RL-D6.0R1.0 6.0 1.0 6 16 75 4 ° -
GM-4RL-D8.0R0.5 8.0 0.5 8 20 100 4 ° -§ §
GM-4RL-D8.0R1.0 8.0 1.0 8 20 100 4 ° é S
GM-4RL-D10.0R0.5 10.0 05 10 25 100 4 ° g E‘
GM-4RL-D10.0R1.0 10.0 1.0 10 25 100 4 ° s>
GM-4RL-D10.0R2.0 10.0 2.0 10 25 100 4 ° Q
GM-4RL-D12.0R0.5 12.0 05 12 30 100 4 ° 9
GM-4RL-D12.0R1.0 12.0 10 12 30 100 4 ° 3
GM-4RL-D12.0R2.0 12.0 2.0 12 30 100 4 °
GM-4RL-D16.0R1.0 16.0 1.0 16 45 150 4 °
GM-4RL-D16.0R2.0 16.0 2.0 16 45 150 4 °

@ Cknagupyemslii accopTumeHT O AcCCOPTUMEHT Mnof 3akas

@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumereHre OBO3MOXHOE MPUMEHEHNHE

O6pabaTbiBaeMbIi MaTepuan

Yrnepopucras fleruposathas| [MpenBapuUTenbHO 3aKaneHHbIe CTanu 1 3akan. cTanm Hepxagelosas UyryH, Yyryx ¢ MeaHbiii | Aniovukviessii| TUTaHOBIIA| KaporpouHsie
cTanb cTanb cran, | @POBMAHEM | ornag cnnas cnnas crnabl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpachuTom
O (©) (©) O O (@)
B261
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4-x 3y6as yepHoBas dpe3a ¢ NNOCKUM TOPLIEM U ﬂ L "

CTPYXKOpasaenutebHbIMKU KaHaBKaMu oKoBas NOBEpKHOCTS

Yeryn MpsiMoii nas
|

BepLuvHa ¢ 3awwmTomn @

GM-4W

PucyHok 1

D[ PucyHok 2

©® Haunyylwee npMMeHeHWe 415l BbICOKONPOU3BOANTENbHOM 'cJ {
YepHOBOI 06paboTK.

SO | ETIAIN B n .ot g %
Paamepbi(Mm) Yucno
O603Ha4eHne 3ybbeB WcnonHenue Cknapg
D d H L Z

GM-4W-D6.0 6.0 6 16 50 4 PucyHok 2 [}
GM-4W-D7.0 7.0 8 20 60 4 PucyHok 1 [ J
GM-4W-D8.0 8.0 8 20 60 4 PucyHok 2 [}
GM-4W-D9.0 9.0 10 22 75 4 PucyHok 1 [}
GM-4W-D10.0 10.0 10 25 75 4 PucyHok 2 [ ]
GM-4W-D11.0 11.0 12 26 75 4 PucyHok 1 [
GM-4W-D12.0 12.0 12 30 75 4 PucyHok 2 o
GM-4W-D16.0 16.0 16 45 100 4 PucyHok 2 °
GM-4W-D20.0 20.0 20 45 100 4 PucyHok 2 [}

@ Cknagupyemblii accoptumeHT O ACCOPTUMEHT Mof 3akas

@Tabnuua npumeHeHUs MaTepuana ppes OHaunyuwee npumererre OBO3MOXHOE MPUMEHEHNE

O6pabatbiBaeMbIi MaTepuan

Yrnepopucras fleruposathas| penBapuUTenbHO 3aKaneHHbIe CTanu 1 3akan. cTanm Hepxagelowsas HyryH, HyryHe | o [HBIA | Aniovukviesbii| TUTaHOBIiA| HKaporpouHsie
cTanb cTans cran, | @POBMAHEM | ornag cnnas cnnas crnabl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpachuTom
O (©) (©) O O (@)

B262 O6o3HayeHne dpe3 B 182 YcnoBHble o6o3HaveHuss | B 183 Pexumbl pesanus [B353-B354
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7 Q)
series end mills for-high- E\W/
JEIUNESSISIEC T

.

H Big enough chip pocket and thick core design,
taking tool rigidity and chip removal into
consideration

E Strict and scientific flute control makes cutting
and chip removal more stable

EAppropriate rake angle design takes both edge
strength and sharpness into consideration,
extending tool applications.

E Outstanding performances come from super
ultra-fine grain carbide substrate, with tool wear

resistance and cutting edge strength combined
perfectly.

Optimized AITiN coating specially for high
hardness materials and high speed machining
brings even better high-temperature hardness
(red hardness) and high-temperature stability.

3500

Il TiN
Il TiAIN
I AITIN

3000[

25001

20001

Microhardness HV

15001

1000

500

AITiN coating

Normal temperature 800°C

Ultra fine carbide
substrate

B263
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Dimensions: @6mm

Workpiece material: SKD11(62HRC)
Rotating speed: 10000r/min(188m/min)
Feed rate: 2000mm/r(0.2mm/r)
Axial cutting depth: ap=9mm
Radial cutting depth: ae=0.1mm
Cutting style: cycloid machining
Cooling system: air blow

Machine tool: MIKRON UCP 1000

9mm

70,)7/77

Cycloid machining by flattened end mills

E 0.2 Breakage
% 0.18
=
? 0.16 ——HM-4E-D6.0
fay -

0.14 ) —=—— Similar product of
o \Excegswe ) company A
= abrasion, failure
= 0.12 S Similar product of
aQ
b= 0.1 company B
§ 0.08
8
5 0.06
(]
é 0.04
o 0.02

0
0 20 40 60 80 100

Cutting length(m)

Dimensions: R3.0mm

Workpiece material: SKD61(52HRC)
Rotating speed: 6400r/min (120m/min) |
Feed rate: 1280mm/r (0.2mm/r)
Axial cutting depth: ap=0.12mm
Radial cutting depth: ae=0.24mm
Cutting style: machining of cavity with 2° taper angle
Cooling system: air blow |
Machine tool: MIKRON UCP 1000

Cavity machining by ball nose end mills

0.14 Excessive
abrasion, failure
0.12
€ 041 Small abrasion,
g, still usable
$ 0.08
=
x
& 0.06
iy —e— HM-2B-R3.0
0.04 —=s— Similar product of
company A
0.02
0

0 1 2 3 4 5

Number of cavities

-~

mills for high-
teel machining

M Abrasion in machining process

~

HM-4E-D6.0

Cutting length: 60m

Cutting length: 100m

Similar product
of company A

3

Similar product
of company B

Cutting length: 60m  Cutting length: 60m

H Abrasion of mill after
machining 5 cavities

HM-2B-R3.0

Similar product
of company A

N\ J




’ @
B 2-x 3ybas (hpe3a ¢ NIOCKMM TOPLEM AN NAa30B U YCTYNOB IV Ls u

Bokosas noBepxHOCTb Yeryn MpsiMoii nas
' |

H M -2 E BepLuvHa ¢ 3awmTon @ —
‘Ej 1"’l’ o N 3[ PucyHok 1
10°% H
% L
©® Haunydlee npuMeHeHne ans ppesepoBaHns Nasos.
® [IpymeHsieTca AN BbICOKOCKOPOCTHOTO M CyX0ro dope3epoBaHunsi UI { 77777777777 ] H il PucyHok 2
- L
| BamN To)orenm P
Pa3amepbi(Mm) Yucno
Ob6osHaveHne 3ybbes WcnonxeHne Cknap
D d H L z
HM-2E-D1.0S 1.0 4 3 50 2 PucyHok 1 [ ]
HM-2E-D1.5S 1.5 4 4 50 2 PucyHok 1 [ ]
HM-2E-D2.0S 2.0 4 6 50 2 PucyHok 1 [ J -
HM-2E-D2.5S 25 4 8 50 2 PycyHok 1 ° £
HM-2E-D3.0S 3.0 4 8 50 2 PucyHoK 1 ° g %
HM-2E-D4.0S 40 4 1 50 2 PUCYHOK 2 ° i
HM-2E-D1.0 1.0 6 3 50 2 PucyHok 1 [ ] 5 °
HM-2E-D1.5 18 6 4 50 2 PncyHok 1 [ ] %
HM-2E-D2.0 2.0 6 6 50 2 PucyHok 1 [ ] @
HM-2E-D2.5 2.5 6 8 50 2 PucyHok 1 [ ] 3
HM-2E-D3.0 3.0 6 8 50 2 PucyHok 1 [ J
HM-2E-D3.5 BY5) 6 10 50 2 PucyHok 1 [}
HM-2E-D4.0 4.0 6 1 50 2 PucyHok 1 [}
HM-2E-D4.5 45 6 1 50 2 PucyHok 1 [}
HM-2E-D5.0 5.0 6 13 50 2 PucyHok 1 [ ]
HM-2E-D5.5 55 6 16 50 2 PucyHok 1 [ ]
HM-2E-D6.0 6.0 6 16 50 2 PucyHok 2 [ ]
HM-2E-D7.0 7.0 8 20 60 2 PucyHok 1 [ J
HM-2E-D8.0 8.0 8 20 60 2 PucyHok 2 [}
HM-2E-D9.0 9.0 10 22 75 2 PucyHok 1 [ J
HM-2E-D10.0 10.0 10 25 75 2 PucyHok 2 [}
HM-2E-D11.0 11.0 12 26 75 2 PucyHok 1 [}
HM-2E-D12.0 12.0 12 30 75 2 PucyHok 2 [ J
HM-2E-D14.0 14.0 14 32 100 2 PucyHok 2 [ J
HM-2E-D16.0 16.0 16 45 100 2 PucyHok 2 [
HM-2E-D18.0 18.0 18 45 100 2 PrcyHok 2 [ ]
HM-2E-D20.0 20.0 20 45 100 2 PucyHok 2 [ J

@ Cknagnpyemblit accoptumeHt O AcCCOPTUMEHT Mof 3aKkas
.Taﬁnuua npuMeHeHuAa maTtepuana (bpes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

O6pabatbiBaeMbIi MaTepuan

Yrnepopucras fleruposathas| penBapuUTenbHO 3aKaneHHbIe CTanu 1 3akan. cTanm Hepxaseiowan Yyry, Yyryx ¢ MeaHbIA | AniomHuesbii| TUTaHOBBIA| KaporpouHble

cranb cTanb LIapoB1AHbIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)MTOM cnnae cnnas cnnase cnnasbl
) (©) (@) @)

O6o3HauyeHne dpes B 182 YcnoBHble 0603HaveHus [ B 183 | Pexumbl pesaHus | B355 B265




PAOCINIABHBIGMOHWIHERBIC KOHICBLICA) 163 5]

2-x 3y6an ppe3a ¢ NOCKUM TOPLIEM, ANMHHON (/‘
9 wweiiKoit 1 KOPOTKOM PEXyLLel YaCTbH - L u

Bokosas noBepxHOCTb Yeryn MpsiMoii nas
L' ! ' [ | e |
BepLuvHa ¢ 3awmTon @
S — TR o
oS H
M
® Bbicokasi )XeCTKOCTb, KOPOTKasi pexyLias 4acTb, MOAXOANT ANs L
TSXKENoro pesaHus, a Takke rnybokoro ppesepoBaHus nomnocremn
R g * D<12 0~-0.020
| BATN To)sreim| D
Pa3mepbi(Mm) Yucno
Ob6o3HayeHne 3ybbeB Cknag
D d H M di L z
HM-2EFP-D6.0 6.0 6 9 30 5.8 75 2 [ J
o HM-2EFP-D8.0 8.0 8 12 40 7.8 100 2 [ J
=
§ = HM-2EFP-D10.0 10.0 10 15 50 9.6 100 2 [ ]
o
é g HM-2EFP-D12.0 12.0 12 18 50 11.5 100 2 [ ]
Y
5 é HM-2EFP-D16.0 16.0 16 24 50 15.5 150 2 °
@
HM-2EFP-D20.0 20.0 20 30 60 19.5 150 2 [ J

@ Cxnaguvpyembiit accoptumeHT (O ACCOPTUMEHT Noj 3aka3

X
=<
o
o}
o
=
2

.Taﬁnuua nPpUMeHeHusa maTepuana (bpes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

O6pabatbiBaeMbIi MaTepuan

Yrnepopucras fleruposathas| penBapuUTenbHO 3aKaneHHbIe CTanu 1 3akan. cTanm Hepxaseiowan HyryH, HyryHe | o [HbI | ATioMUHVesbi| TUTAHOBIA| Kaponpouksie
cTans cTanb LIapOBAHBIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)VlTOM cnnas cnnaB cnnas cnnasbl
O @) (@) O

B266 O6o3HayeHne dpe3 B 182 YcnoBHble o6o3HaveHuss | B 183 Pexumbl pesanns [ B356



O
B9 4-x 3y6an chpe3a ¢ NNOCKUM TOPLIEM 4N1A NA30B U YCTYNOB | lJ ﬁ

Bokosas noBepxHOCTb Yeryn MpsiMoii nas
L' ________________________________________ |

H M '4E BepLumHa c 3awmTon @
‘\ 1:] T T~ £I PucyHok 1
10°7 . H
ﬂ L
©® Haunydlee npuMeHeHne ans ppesepoBaHns Nasos.
® [MpumeHsieTCst ANst BICOKOCKOPOCTHOIO U CYXOro hpesepoBaHus N g@ PucyHok 2
o | Ay oo <R L
Pa3amepbi(Mm) Yucno
O603HayeHne 3y6beB McnonHenne Cknap,
D d H L Z

HM-4E-D1.0S 1.0 4 3 50 4 PucyHok 1 [ J
HM-4E-D1.5S 1.5 4 4 50 4 PucyHok 1 [ ]
HM-4E-D2.0S 2.0 4 6 50 4 PucyHok 1 [ ]
HM-4E-D2.5S 25 4 8 50 4 PucyHok 1 () g =
HM-4E-D3.0S 3.0 4 8 50 4 PucyHok 1 [} g g
HM-4E-D4.0S 40 4 1 50 4 PucyHOK 2 ° g2
HM-4E-D1.0 1.0 6 3 50 4 PucyHok 1 [} 5 °©
HM-4E-D1.5 15 6 4 50 4 PucyHok 1 ° =
HM-4E-D2.0 2.0 6 6 50 4 PucyHok 1 [ J .f;"
HM-4E-D2.5 25 6 8 50 4 PucyHok 1 [ ] 3
HM-4E-D3.0 3.0 6 8 50 4 PucyHok 1 [ ]
HM-4E-D3.5 35 6 10 50 4 PucyHok 1 [ ]
HM-4E-D4.0 4.0 6 1 50 4 PucyHok 1 [}
HM-4E-D4.5 45 6 1 50 4 PucyHok 1 [}
HM-4E-D5.0 5.0 6 13 50 4 PucyHok 1 [}
HM-4E-D5.5 515) 6 16 50 4 PucyHok 1 [}
HM-4E-D6.0 6.0 6 16 50 4 PucyHok 2 [ ]
HM-4E-D7.0 7.0 8 20 60 4 PucyHok 1 [}
HM-4E-D8.0 8.0 8 20 60 4 PucyHok 2 [ ]
HM-4E-D9.0 9.0 10 22 75 4 PucyHok 1 [}
HM-4E-D10.0 10.0 10 25 75 4 PucyHok 2 [}
HM-4E-D11.0 11.0 12 26 75 4 PucyHok 1 [}
HM-4E-D12.0 12.0 12 30 75 4 PucyHok 2 [}
HM-4E-D14.0 14.0 14 32 75 4 PucyHok 2 [}
HM-4E-D16.0 16.0 16 45 100 4 PucyHok 2 [ ]
HM-4E-D18.0 18.0 18 45 100 4 PucyHok 2 [}
HM-4E-D20.0 20.0 20 45 100 4 PucyHok 2 [ ]

@ Cknapvpyembint accoptumeHT O AcCCOpTUMEHT noj 3akas

.Taﬁnuua npuMeHeHuAa maTtepuana (bpes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

O6pabatbiBaeMbIi MaTepuan

Yrnepoaucrasi| flervposarHas| MpensapuTenibHO 3aKaneHHbIe CTanu 1 3akar. cTanm Hepxaseiowan HyryH, Yyryu o MemHblit | AniomiHuessii] TUTaHOBIA| XKaporpouHsie

cranb cTanb LIapoB1AHbIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)MTOM cnnae cnnas cnnase cnnasbl
) (©) (@) @)

O6o3HauyeHne dpes B 182 YcnoBHble 06o3Haveruss [ B 183 ) Pexumsl pesaHus [ B357 B267




PAOCINIABHBIGMOHWIHERBIC KOHICBLICA) 163 5]

4-x 3y6asn (ppesa ¢ NNOCKUM TOpLEM ( 7
& 1 yanuHeHHoM pexyLiei YacTbIo ANA Nas3oB U YCTYNoB - .-' u

Bokosas noBepxHOCTb Yeryn MpsiMoii nas

I |
HM-4EL
v]{**—f—/f 0] PucyHok 1
* 10°% H
L
'c[ ***** E{ PucyHok 2
©® HM-4E cepus ¢ yanvuHeHHON pexyLien 4acTbio H
g L
e BAITIN )aeia <R
Pasmepbi(Mm) Ynucno
Ob6osHayeHne 3ybbes WcnonHeHne Cknap
D d H L Z
HM-4EL-D3.0 3.0 6 12 75 4 PucyHok 1 [ J
» HM-4EL-D4.0 4.0 6 15 75 4 PucyHok 1 [ ]
& § HM-4EL-D5.0 5.0 6 20 75 4 PucyHoK 1 °
g g HM-4EL-D6.0 6.0 6 20 75 4 PuCyHOK 2 °
E % HM-4EL-D8.0 8.0 8 25 100 4 PUCyHOK 2 °
HM-4EL-D10.0 10.0 10 30 100 4 PucyHok 2 [ J
é HM-4EL-D12.0 12.0 12 35 100 4 PucyHok 2 [ J
% HM-4EL-D14.0 14.0 14 40 100 4 PucyHok 2 [ ]
2 HM-4EL-D16.0 16.0 16 50 150 4 PUCYHOK 2 °
HM-4EL-D20.0 20.0 20 65 150 4 PucyHok 2 [}

@ Cknaavpyembiit accoptumeHnT (O ACCOPTUMEHT NoA 3aKas

.Taﬁnuua nPpUMeHeHusa matTepuana (bpes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

O6pabaTbiBaeMbIi MaTepuan

Yrnepoaucrasi Nleruposantas [MpesBapuTenbHO 3akaneHHble CTany 1 3akan. cranm

HepxaeloLast Hyry, HyryH o MegHbii | AntomuHmeBbli| TUTaHOBBIV | XKaponpoyHble
cTanb cTanb

LiapoBKaHLIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)VITOM cnnae cnnas cnnae cnnasbl

O (©) (@) O

B268 O6o3HayeHne dpe3 B 182 YcnoBHble o6o3HaveHuss | B 183 Pexumbl pesanms [ B357



4-x 3y6as thpesa ¢ NNOCKUM TOpLIEM, C ASTUHHOW LLENKOK (;‘ i u
B 1 kopoTKoil pexyLLelt YacTbI0 AN Na30B U YCTYNOB A g

L/ | | e |
BeplmHa ¢ 3awwmToi @
<
. S S T
L H |
©® BbiCcoKast )XeCTKOCTb KOPOTKas pexyLlas YyacTb, NOAXoauT M
ONA TSHKenown peskn, a Takke ans rnybokoro dpesepoBaHus. L
1| & o D<12 0~-0.020
e BAITIN b)oeim <R
Pa3amepbi(Mm) Yucno
Ob6o3HayeHne 3ybbeB Cknap
D d H M d1 L Z
HM-4EFP-D6.0 6.0 6 9 30 5.8 75 4 [ J
HM-4EFP-D8.0 8.0 8 12 40 7.8 100 4 [ J
HM-4EFP-D10.0 10.0 10 15 50 9.6 100 4 °
HM-4EFP-D12.0 12.0 12 18 50 11.5 100 4 °
HM-4EFP-D16.0 16.0 16 24 50 15.5 150 4 °
HM-4EFP-D20.0 20.0 20 30 60 19.5 150 4 [ J

@ Cxnagupyembiit accoptumeHt O ACCOPTUMEHT MoA 3aka3s

.Taﬁnuua nPpUMeHeHusa matTepuana (bpes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

O6pabatbiBaeMbIi MaTepuan

Yrnepoaucrasi| flervposarHas| MpensapuTenibHO 3aKaneHHbIe CTanu 1 3akar. cTanm Hepxaseiowan HyryH, Yyryu o MemHblit | AniomiHuessii] TUTaHOBIA| XKaporpouHsie

cranb cTanb LiapoBKaHbIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)MTOM cnnae cnnas cnnase cnnasbl
) (©) (@) @)

O6o3HauyeHne pesc| B 182 YcnoBHble 0603HayeHnss | B 183 Pexumbl pesanus | B358 B269

9I9HLULIOHON

@
g
g
=1
=
0
@
=
T
D

B1Udad WH



PAOCINIABHBIGMOHWIHERBIC KOHICBLICA) 163 5]

9 6-Tu 3y6an dpesa ¢ NNOCKUM TopLiEM ANs Na30B W YCTYNOB ﬂ L u

Bokosas noBepxHOCTb Yeryn MpsiMoii nas
e e e |
BepLuvHa ¢ 3awmTon
ol E—
_H
® Bbicokast )XeCTKOCTb, BbICOKOE Ka4eCcTBO 00paboTaHHOM MOBEPXHOCTH. L
® lMpumeHseTCs ANs BbICOKOCKOPOCTHOIO U CYXOro ppesepoBaHus
e 8 ° D<12 0~-0.020
| EAITIN o)oiiml BRy
Pa3amepbi(Mm)
0O603HaveHne l—IMcnozabeeB Cknag
D d H L
HM-6E-D6.0 6.0 6 18 60 6 [
» HM-6E-D8.0 8.0 8 20 60 6 [
=
g8 HM-6E-D10.0 10.0 10 30 75 6 °
o
é 3 HM-6E-D12.0 12.0 12 32 75 6 °
Y
2 g HM-6E-D16.0 16.0 16 40 100 6 °
@
HM-6E-D20.0 20.0 20 45 100 6 [ J

@ Cxknagupyembiit accoptumeHt O ACCOPTUMEHT MoA 3aka3

X
=<
o

o}
o

=

2

.Taﬁnuua nPpUMeHeHusa maTepuana (bpes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

Ob6pabatbiBaeMbI Mmatepuan

Yrnepoaucrasi| MlervposanHas| MpensapuTenibHO 3aKarneHHbIe CTanu 1 3akar. cTanm Hepxaseiowan UyryH, YyryH o MeHblit | AniomiHiessiii TUTaHOBIA| HKaporpouHsie

cranb cTanb LapoBNaHbLIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)MTOM cnnae cnnas cnnas cnnasbl
) (©) (©) @)
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6-Tv 3yban thpesa ¢ ANOCKUM TOPLEM U YANUHEHHON pexyLen ﬂ‘ i u
. qac.rblo anﬂ |1330B M YCTYHOB BokoBasi noBepxHOCTb Yeryn Mpsimoi naa/

] I
BepLuvHa ¢ 3awwmTon
| ol E— N\ I
v >
L
©® HM-6E cepus ¢ yanvuHeHHON pexyLien 4acTbio
PN 3 ] D<12 0~-0.020
f\li\l E ADFEM ID 12<D 0~-0.030 %
Pa3amepbi(Mm)
O6o3HaveHve l—IMcnozabeeB Cknag
D d H L
HM-6EL-D6.0 6.0 6 24 75 6 [ ]
HM-6EL-D8.0 8.0 8 32 75 6 [
HM-6EL-D10.0 10.0 10 40 100 6 [
HM-6EL-D12.0 12.0 12 45 100 6 ()
HM-6EL-D16.0 16.0 16 64 150 6 [ ]
HM-6EL-D20.0 20.0 20 75 150 6 [ ]

@ Cxnagupyembiit accoptumeHt O ACCOPTUMEHT MoA 3aka3

.Taﬁnuua nPpUMeHeHusa matTepuana (bpes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

O6pabatbiBaeMbIi MaTepuan

Yrnepoaucrasi| flervposarHas| MpensapuTenibHO 3aKaneHHbIe CTanu 1 3akar. cTanm Hepxaseiowan HyryH, Yyryu o MemHblit | AniomiHuessii] TUTaHOBIA| XKaporpouHsie

cranb cTanb LiapoBKaHbIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)MTOM cnnae cnnas cnnase cnnasbl
) (©) (©) @)

O6o3HauyeHne dpes B 182 YcnoBHble 0603HayeHnss | B 183 Pexumbl pesanns [ B360 B271
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PAOCINIABHBIGMOHWIHERBIC KOHICBLICA) 163 5]

2-x 3ybas ¢hpesa ¢ NIOCKMM TOPLEM, AMIMHHOM LENKOM
=y KOPOTKOM PexyLLen YacTbio
" ! |

Y3kuit na3
I e

HM-2EP
*ﬂ - {% S— + 2 ﬁ
T 10 1\/ s H I
® B0o3MOXHOE MPUMEHEHVE ANS Y3KUX Ma30B Win (hpe3epoBaHmsi TOHKOM L
[eTanu, KoTopble MOTyT reHEpPUPOBaTb NMOMEXY.
_ D<imm  1mm<D
3557‘ 7;: AUTEN E 0~-0.015 d} 69
Pasmepbi(Mm) Yucno
ObosHayeHne 3ybbeB Cknap
D d H M di L 7
HM-2EP-D0.5-M04 0.5 4 0.7 4 0.45 50 2 [ ]
HM-2EP-D0.5-M06 0.5 4 0.7 6 0.45 50 2 [
HM-2EP-D0.5-M08 0.5 4 0.7 8 0.45 50 2 [}
§ = HM-2EP-D0.8-M04 0.8 4 1.2 4 0.75 50 2 [}
g 2 HM-2EP-D0.8-M06 0.8 4 12 6 0.75 50 2 °
g g HM-2EP-D0.8-M08 0.8 4 1.2 8 0.75 50 2 [}
g % HM-2EP-D0.8-M10 0.8 4 1.2 10 0.75 50 2 [}
- HM-2EP-D1.0-M04 1.0 4 1.5 4 0.95 50 2 [}
= HM-2EP-D1.0-M06 10 4 15 6 0.95 50 2 °
-r:§: HM-2EP-D1.0-M08 1.0 4 1.5 8 0.95 50 2 [
HM-2EP-D1.0-M10 1.0 4 1.5 10 0.95 50 2 [}
HM-2EP-D1.0-M12 1.0 4 1.5 12 0.95 50 2 [}
HM-2EP-D1.0-M14 1.0 4 1.5 14 0.95 50 2 [ ]
HM-2EP-D1.2-M06 1.2 4 1.8 6 1.15 50 2 [}
HM-2EP-D1.2-M08 1.2 4 1.8 8 1.15 50 2 [}
HM-2EP-D1.2-M10 1.2 4 1.8 10 1.15 50 2 [}
HM-2EP-D1.2-M12 1.2 4 1.8 12 1.15 50 2 [}
HM-2EP-D1.5-M06 1.5 4 23 6 1.45 50 2 [
HM-2EP-D1.5-M08 1.5 4 23 8 1.45 50 2 [}
HM-2EP-D1.5-M10 1.5 4 23 10 1.45 50 2 [}
HM-2EP-D1.5-M12 1.5 4 23 12 1.45 50 2 [ ]
HM-2EP-D1.5-M14 1.5 4 23 14 1.45 50 2 [}
HM-2EP-D2.0-M06 2.0 4 3.0 6 1.95 50 2 [}
HM-2EP-D2.0-M08 2.0 4 3.0 8 1.95 50 2 [}
HM-2EP-D2.0-M10 2.0 4 3.0 10 1.95 50 2 [}
HM-2EP-D2.0-M12 2.0 4 3.0 12 1.95 50 2 [}
@ Cknaavpyembint accoptumerT (O ACCOPTUMEHT NMoA 3aKas
.Taﬁnuua npuMeHeHuAa maTtepuana (t)pes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe
O6pabatbiBaeMbIi MaTepuan
ZTI':;POHVICTEH gfarj:'soaa*‘”a” MpensapuTentHO 3akaneHHble CTanu 1 3akan. CTamnM | yenyapeiouias Eﬁggmlyurmc MepHbIii | AnioMuHvessIf| TUTAHOBBIN | YKaponpouHbie
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpadJVITOM cnnas cnnas cnnae cnnasbl
O (@) (@) (@)
B272 O60o3HaueHe dpe3 YcnosHble o6oaHaverns | B 183 ) Pexumbl pesanus (B361-B362



2-x 3ybas ¢hpesa ¢ NIOCKMM TOPLEM, AMIMHHOM LIENKOM
& 11 kopoTKol pexyLLel YacTbo
-/ |

Y3kuit na3

HM-2EP
i
l-----'--EE!!!!EIEEIE UU$7747774+7 s ;%
© BO3MOXHOE NPUMEHEHWE ANS Y3KUX Ma30B MK (hpe3epoBaHst TOHKOM " j( L Sl
AeTanun, KOTopble MOryT reHepnMpoBaTb NOMEXU.
- D<itmm  1mm<D
35g J ?% ADTEN E 0~-0.015 d} 69
Pa3mepbi(Mm) Yucno
Ob6osHayeHne 3ybbLes Cknag
D d H M di L 7

HM-2EP-D2.0-M14 2.0 4 3.0 14 1.95 50 2 °
HM-2EP-D2.0-M16 2.0 4 3.0 16 1.95 50 2 °
HM-2EP-D2.5-M08 25 4 37 8 24 50 2 ° -
HM-2EP-D2.5-M10 25 4 37 10 24 50 2 ° £ §
HM-2EP-D2.5-M12 25 4 37 12 24 50 2 o é 3
HM-2EP-D2.5-M14 25 4 37 14 24 50 2 ° E g
HM-2EP-D2.5-M16 25 4 37 16 24 60 2 ° .
HM-2EP-D2.5-M18 25 4 37 18 24 60 2 ° %
HM-2EP-D2.5-M20 25 4 37 20 24 60 2 ° )
HM-2EP-D3.0-M06 3.0 6 45 6 2.85 50 2 ° *
HM-2EP-D3.0-M08 3.0 6 45 8 2.85 50 2 °
HM-2EP-D3.0-M10 3.0 6 45 10 2.85 50 2 °
HM-2EP-D3.0-M12 3.0 6 45 12 2.85 50 2 °
HM-2EP-D3.0-M14 3.0 6 45 14 2.85 60 2 °
HM-2EP-D3.0-M16 3.0 6 45 16 2.85 60 2 °
HM-2EP-D3.0-M18 3.0 6 45 18 2.85 60 2 °
HM-2EP-D3.0-M20 3.0 6 45 20 2.85 60 2 °
HM-2EP-D4.0-M12 40 6 6.0 12 3.85 60 2 °
HM-2EP-D4.0-M16 40 6 6.0 16 3.85 60 2 °
HM-2EP-D4.0-M20 40 6 6.0 20 3.85 60 2 °
HM-2EP-D4.0-M25 40 6 6.0 25 3.85 60 2 °
HM-2EP-D5.0-M16 5.0 6 75 16 485 60 7 °
HM-2EP-D5.0-M25 5.0 6 75 25 485 70 2 °

@ Cknagvpyemblit aCCOPTUMEHT

.Taﬁnuua npuMeHeHuAa maTtepuana (bpes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

O AccopTUMeHT noj 3akas

O6pabatbiBaeMbIi MaTepuan

yrnepopucras llervposarhas MpengapuTentHO 3akaneHHble CTanm 1 sakan. cTanm HepxaseloLast Hyry, Hyry c MepgHbii | AntomuHveBbI| TUTaHOBBIN | XKaponpoyHble
cTanb cTanb LIapOBUAHbIM
~40HRC | ~50HRC | ~55HRC | ~68HRC cTans rpacbuTom cnnas cnnas cnnas cnnasbl
@) (@) (@) (@)
B273
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PAOCINIABHBIGMOHWIHERBIC KOHICBLICA) 163 5]

2-x 3y0as hpesa ¢ NNOCKUM TOPLEM, KOHUYECKOM LIENKOM w -
@ V pexyLien 4acTbo Manoro auamerpa | l—’f i-l
Bokosas noBepxHOCTb Yeryn Mpsmoit na3
e e
HM-2ES
é !
et
® TpebyoT 06paboTKy Ha BbICOKMX 060pOTax, NPV HanM4YMM TOYHOMO 10° &\/ H }
obpabaTbiBatoLLero LeHTpa. MpuMeHstoTcs Ans hpe3epoBaHusl BbICOKOTOUHBIX L
AeTanen, a Takke B Pavo3IEKTPOHNKE.
_ D<imm  1mm<D
355 J ?.E; ADTﬁN E 0~-0.015 d} QB
0O603HaveHne Pasmepbi(wm) Yucno Zsy6beB GwEn,
D d H L
HM-2ES-D0.3 0.3 4 0.6 50 2 [
HM-2ES-D0.4 0.4 4 0.8 50 2 [ J
HM-2ES-D0.5 0.5 4 1.0 50 2 [ )
§ 5 HM-2ES-D0.6 0.6 4 1.2 50 2 [}
g 2 HM-2ES-D0.7 0.7 4 14 50 2 °
g g HM-2ES-D0.8 0.8 4 1.6 50 2 [}
g z HM-2ES-D0.9 0.9 4 1.8 50 2 °
T HM-2ES-D1.0 1.0 4 2.0 50 2 [}
= HM-2ES-D1.1 1.1 4 2.0 50 2 °
0]
2 HM-2ES-D1.2 1.2 4 25 50 2 [}
* HM-2ES-D1.3 1.3 4 25 50 2 [
HM-2ES-D1.4 1.4 4 3.0 50 2 [ J
HM-2ES-D1.5 1.5 4 3.0 50 2 [ )
HM-2ES-D1.6 1.6 4 3.5 50 2 [}
HM-2ES-D1.7 1.7 4 35 50 2 [
HM-2ES-D1.8 1.8 4 4.0 50 2 [}
HM-2ES-D1.9 1.9 4 4.0 50 2 [ J
HM-2ES-D2.0 2.0 4 4.0 50 2 [}
HM-2ES-D2.1 21 4 4.0 50 2 [ )
HM-2ES-D2.2 22 4 45 50 2 [}
HM-2ES-D2.3 23 4 4.5 50 2 [
HM-2ES-D2.4 24 4 5.0 50 2 [}
HM-2ES-D2.5 2.5 4 5.0 50 2 [ J
HM-2ES-D2.6 2.6 4 5.0 50 2 [}
HM-2ES-D2.7 27 4 55 50 2 [ )
HM-2ES-D2.8 2.8 4 515) 50 2 [}
HM-2ES-D2.9 29 4 6.0 50 2 [ J
HM-2ES-D3.0 3.0 4 6.0 50 2 [}

@ Cknagupyembiit accoptumeHt O ACCOPTUMEHT MoA 3aka3

.Taﬁnuua npuMeHeHuAa maTtepuana (t)pes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

O6pabatbiBaeMbIi MaTepuan

Yrnepopuctas lleruposaiias MpeaiBAPATENLHO 3aKAMEHHbIE CTaN U 3akan. cTan Hepxaselowas Ty MepnHbii | AntomuHmesbili| TuTaHoBBIN | XKaponpouHble

cranb cTanb LIapoBUAHbIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpadJVITOM cnnae cnnas cnnase cnnasbl
) (©) (@) @)

B274 O6o3HayeHne dpe3 B 182 YcnoBHble o6o3HaveHuss | B 183 Pexumbl pesanms [ B363



@ 2-x 3yb6as cppesa co chepmyeckum TopLem e / n li

Mpocmnb Monoctb PapyycHbii na3
L/ '/ /! |

HM-2B
Ul | B PucyHok 1
~ A
| L
R
® MpuMeHsTCS ANt NPOhUNBHON BbICOKOCKOPOCTHOM U CyXOM U[ 1T ?* ;-0]  PucyHok 2
obpaboTku H
® lllnpokoe npuMeHeHne L
) Barmi To)urism B e B
Paamepbi(Mm) Yucno
O6o3HayeHne 3y6beB WcnonHeHne Cknapg
D R d H L Z
HM-2B-R0.5S 1.0 0.5 4 2 50 2 PucyHok 1 [ J =
HM-2B-R0.75S 15 0.75 4 3 50 2 PucyHok 1 ° £8
HM-2B-R1.0S 2.0 1.0 4 4 50 2 PucyHok 1 [ ) é E
HM-2B-R1.25S 25 1.25 4 5 50 2 PucyHoK 1 ° g2
HM-2B-R1.5S 3.0 1.5 4 6 50 2 PucyHok 1 [ 5 °
HM-2B-R2.0S 4.0 2.0 4 8 50 2 PuCyHOK 2 ° =z
HM-2B-R0.5 1.0 0.5 6 2 50 2 PucyHok 1 [ J _rg
HM-2B-R0.75 1.5 0.75 6 3 50 2 PucyHok 1 ° 3
HM-2B-R1.0 2.0 1.0 6 4 50 2 PucyHok 1 [ )
HM-2B-R1.25 25 1.25 6 5) 50 2 PucyHok 1 [ ]
HM-2B-R1.5 3.0 1.5 6 6 50 2 PucyHok 1 [ )
HM-2B-R1.75 BY5) 1.75 6 8 50 2 PucyHok 1 [
HM-2B-R2.0 4.0 2.0 6 8 50 2 PucyHok 1 [
HM-2B-R2.5 5.0 25 6 10 50 2 PucyHok 1 [ )
HM-2B-R2.75 5.5 2.75 6 12 50 2 PucyHok 1 [ J
HM-2B-R3.0 6.0 3.0 6 12 50 2 PucyHok 2 [ J
HM-2B-R3.5 7.0 3.5 8 14 60 2 PucyHok 1 [ )
HM-2B-R4.0 8.0 4.0 8 16 60 2 PucyHok 2 [
HM-2B-R4.5 9.0 4.5 10 18 75 2 PucyHok 1 [
HM-2B-R5.0 10.0 5.0 10 20 75 2 PucyHok 2 [ )
HM-2B-R6.0 12.0 6.0 12 24 75 2 PucyHok 2 [
HM-2B-R7.0 14.0 7.0 14 28 75 2 PucyHok 2 [ J
HM-2B-R8.0 16.0 8.0 16 32 100 2 PuicyHok 2 [ J
HM-2B-R10.0 20.0 10.0 20 40 100 2 PucyHok 2 [ J

@ Cxnaguvpyembiit accoptumeHT (O ACCOPTUMEHT roj 3aka3s

.Taﬁnuua nPpUMeHeHusa matTepuana (bpes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

O6pabatbiBaeMbIi MaTepuan

Yrnepoaucrasi leruposantas [MpesBapuTenbHO 3akaneHHble CTany 1 3akan. cranu

HepxaseloLast Hyry, HyryH o MegaHbii | AntomuHmeBblill TUTaHOBBIV | KaponpoyHble

cranb cTanb LIapoBUAHbIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)MTOM cnnae cnnas cnnase cnnasbl
) (©) (@) @)

O6o3HauyeHne dpes B 182 YcnoBHble 0603HaveHns | B 183 Pexumbl pesanus ( B364 B275



PAOCINIABHBIGMOHWIHERBIC KOHICBLICA) 163 5]

2-x 3y6asn hpesa co cepuyeckum Topuem 7 n ii
. M y,EIHVIHeHHbIM XBOCTOBMKOM r@. Monoctb PapyycHbii na3

HM-2BL

R
o f—————— — al  PucyHok 1

10°% H
ﬂ L
R

JF - — — — =)o Pucyrok 2

®HM-2B cepus ¢ yanMHEHHbIM XBOCTOBMKOM

AITIN| To)5:2 i3 72 mon | (P

|
| auiadiop]

Pa3amepbi(Mm) Yucno
0O603HaveHne 3ybbeB  |McnonHenve Cknag
D R d H L 7

” HM-2BL-R1.0 2.0 1.0 6 4 75 2 PucyHok 1 [ )

g5 HM-2BL-R1.25 25 1.25 6 6 75 2 PucyHok 1 °

é S HM-2BL-R1.5 3.0 15 6 6 75 2 PucyHoK 1 °

R HM-2BL-R1.75 OB 1.75 6 8 75 2 PucyHoK 1 °
£C

s ® HM-2BL-R2.0 4.0 2.0 6 8 75 2 PucyHok 1 [ J

é HM-2BL-R2.5 5.0 25 6 10 75 2 PucyHok 1 [ )

2 HM-2BL-R2.75 55 2.75 6 12 75 2 PucyHok 1 [ )

3 HM-2BL-R3.0 6.0 3.0 6 12 75 2 PuCyHOK 2 °

HM-2BL-R3.5 7.0 35 8 14 75 2 PucyHok 1 [ )

HM-2BL-R4.0 8.0 4.0 8 16 100 2 PucyHok 2 [ )

HM-2BL-R4.5 9.0 4.5 10 18 100 2 PucyHok 1 [ J

HM-2BL-R5.0 10.0 5.0 10 20 100 2 PucyHok 2 [ J

HM-2BL-R6.0 12.0 6.0 12 24 100 2 PucyHok 2 [ J

HM-2BL-R7.0 14.0 7.0 14 28 100 2 PucyHok 2 [ )

HM-2BL-R8.0 16.0 8.0 16 32 150 2 PucyHok 2 [

HM-2BL-R10.0 20.0 10.0 20 40 150 2 PucyHok 2 [ J

@ Cxnagupyembiit accoptumeHT (O ACCOpPTUMEHT rof 3aka3

.Taﬁnuua nPpUMeHeHusa matTepuana (bpes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

O6pabaTbiBaeMbIi MaTepuan

Yrnepoaucrasi| flervposanHas| MpenBapuTenibHO 3aKarneHHbIe CTanu 1 3akar. cTanm Hepxaseiowan UyryH, Yyryu c MemHblit | AniomiHuessiii TUTaHOBIA| XKaporpouHsie

cranb cTanb LiapoBKaHLIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)MTOM cnnae cnnas cnnae cnnasbl
) (©) (@) @)
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2-x 3ybas cpe3a co cepuyeckum TopLem, ANUHHON LEHKON 7 n ﬁ
™ 1 kopoTKoit pexyLLel YacTbio e

HM-2BFP A
.OH ,f,f,f,T,fif+f o] Pucyok 1
10 |3 [H
] M
% L
R
® KopoTkas pexyLuasi YacTb, BbICOKasi )KECTKOCTb pa3paboTaHsbl “H ’’’’’’’’’’’ ***@E Pucyrok 2
C y4eTOM NpuMeHeHna ana TsHKenomn pesKu. ° M Li
L
Z
o) RARTEN )% iR D) mon | (P
Pa3amepbi(MMm) Yucno
Obo3HayeHne 3ybbes |Mcnonnenne| Cknag
D R H ds M d L z
HM-2BFP-R0.5 1.0 05 1 0.95 25 6 75 2 PucyHok 1 ° -
HM-2BFP-R0.75 15 0.75 15 1.45 3 6 75 2 PucyHok 1 ° -§ §
HM-2BFP-R1.0 2.0 10 2 195 4 6 75 2 Pucyrok 1| @ g3
HM-2BFP-R1.5 3.0 15 3 2.85 6 6 75 2 PucyHok 1 ° E’ E
HM-2BFP-R2.0 40 20 4 3.85 8 6 75 2 Pucyrok1| @ 5 °
HM-2BFP-R2.5 5.0 25 5 485 10 6 75 2 PucyHok 1 ° =
HM-2BFP-R3.0 6.0 3.0 6 5.8 12 6 75 2 PucyHok 2 ° 2
HM-2BFP-R4.0 8.0 4.0 8 7.8 16 8 100 2 PucyHok 2| @ ‘%
HM-2BFP-R5.0 10.0 5.0 10 96 20 10 100 2 PucyHoK 2 °
HM-2BFP-R6.0 12.0 6.0 12 11.5 24 12 100 2 PrcyHok 2 [ ]
HM-2BFP-R8.0 16.0 8.0 16 155 32 16 150 2 PucyHOK 2 °
HM-2BFP-R10.0 20.0 10.0 20 195 40 20 150 2 PucyHok 2| @

@ Cknapvpyembint accoptumeHt (O AcCCOpPTUMEHT Mopj 3akas

.Taﬁnuua nPpUMeHeHusa matTepuana (bpes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

O6pabaTbiBaeMbIi MaTepuan

Yrnepoaucrasi| flervposanHas| MpenBapuTenibHO 3aKarneHHbIe CTanu 1 3akar. cTanm Hepxaseiowan UyryH, Yyryu c MemHblit | AniomiHuessiii TUTaHOBIA| XKaporpouHsie

cranb cTanb LiapoBKaHLIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)MTOM cnnae cnnas cnnae cnnasbl
) (©) (@) @)

O6o3HauyeHne dpes B 182 YcnoBHble 0603HaveHns | B 183 Pexumbl pesanns | B364 B277
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0 4-x 3y6as dpesa co cchepuyeckum TopLem e / n li

Mpocmnb Monoctb PapyycHbii na3
e Y

HM-4B
PucyHok 1
® 4-x 3ybas chpesa moxeT paboTaTh adppekTnBHO € 6onee BbICOKOM “I 77777 g ~ ﬂ PucyHok 2
CKOPOCTbIO M Ha 60’ NblUMX Nogadax. [laeT BOSMOXHOCTb YBENUYUTD H
CTOMKOCTb B Cryyae o6paboTku TBEpAbIX MaTepuarnos. L
=
) RAITIN o)nrondl RO e | R
Pa3amepbi(Mm) Yucno
O603HayeHVe 3y6beB  |McnonHeHve Cknap,
D R d H L 7
” HM-4B-R1.5 3.0 1.5 6 50 4 PucyHok 1 [ )
g5 HM-4B-R2.0 40 20 6 50 4 PucyHok 1 °
é S HM-4B-R2.5 5.0 25 6 10 50 4 PucyHoK 1 °
R HM-4B-R3.0 6.0 3.0 6 12 50 4 PucyHOK 2 °
s ® HM-4B-R4.0 8.0 4.0 8 16 60 4 PucyHok 2 [ J
é HM-4B-R5.0 10.0 5.0 10 20 75 4 PucyHok 2 [ )
2 HM-4B-R6.0 12.0 6.0 12 24 75 4 PucyHok 2 [ )
3 HM-4B-R7.0 14.0 7.0 14 28 75 4 PuCyHOK 2 °
HM-4B-R8.0 16.0 8.0 16 32 100 4 PucyHok 2 [
HM-4B-R9.0 18.0 9.0 18 36 100 4 PvcyHok 2 [ J
HM-4B-R10.0 20.0 10.0 20 40 100 4 PucyHok 2 [ J

@ Cknaavpyembint accoptumeHt (O AcCCOpPTUMEHT nop 3akas

.Taﬁnuua nPpUMeHeHusa matTepuana (bpes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

Ob6pabatbiBaeMbI matepuan

Yrnepoaucrasi| MlervposanHas| MpensapuTenibHO 3aKarneHHbIe CTanu 1 3akar. cTanm Hepxaseiowan UyryH, Yyryu o MemHblit | AniomiHiessiii TUTaHOBIA| HKaporpouHsie

cranb cTanb LapoBNaHbLIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)MTOM cnnae cnnas cnnas cnnasbl
) (©) (@) @)

B278 O6o3HayeHne dpe3 B 182 YcnoBHble o6o3HaveHuss | B 183 Pexumbl pesanusa [ B365



4-x 3ybas hpesa co chepryeckum TopLem &
d ‘./ n lil

@ ¥ yANMHEHHBIM XBOCTOBMKOM ./ Ba BN

HM-4BL
PucyHok 1
PucyHok 2
©® HM-4B cepus ¢ yANMHEHHbLIM XBOCTOBUKOM
= L
| BAITIN| To)sesis| )| OB
Pa3amepbi(Mm) Yucno
Ob6osHayeHne 3y6beB  |McnonHeHve Cknag
D R d H L Z
HM-4BL-R1.5 3.0 1.5 6 75 4 PucyHok 1 O
HM-4BL-R2.0 4.0 2.0 6 75 4 PucyHok 1 (@] -
HM-4BL-R2.5 5.0 2.5 6 10 75 4 PucyHok 1 O -§ §
HM-4BL-R3.0 6.0 3.0 6 12 75 4 PUCYHOK 2 o) é §
HM-4BL-R4.0 8.0 4.0 8 16 100 4 PUCyHOK 2 o g2
HM-4BL-R5.0 10.0 5.0 10 20 100 4 PYCYHOK 2 o) 5 °
HM-4BL-R6.0 12.0 6.0 12 24 100 4 PucyHok 2 O %
HM-4BL-R7.0 14.0 7.0 14 28 100 4 PucyHok 2 O 2
HM-4BL-R8.0 16.0 8.0 16 32 150 4 PucyHok 2 O g
HM-4BL-R9.0 18.0 9.0 18 36 150 4 PycyHok 2 O
HM-4BL-R10.0 20.0 10.0 20 40 150 4 PucyHok 2 O

@ Cknapupyembint accoptumeHt (O AcCCOpTUMEHT nop 3akas

.Taﬁnuua nPpUMeHeHusa matTepuana (bpes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

Ob6pabatbiBaeMbI matepuan

Yrnepoaucrasi| MlervposanHas| MpensapuTenibHO 3aKarneHHbIe CTanu 1 3akar. cTanm Hepxaseiowan UyryH, Yyryu o MemHblit | AniomiHiessiii TUTaHOBIA| HKaporpouHsie

cranb cTanb LapoBNaHbLIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)MTOM cnnae cnnas cnnas cnnasbl
) (©) (@) @)

O6o3HauyeHne dpes B 182 YcnoBHble 0603HaveHns | B 183 Pexumbl pesanns | B364 B279



PAOCINIABHBIGMOHWIHERBIC KOHICBLICA) 163 5]

2-x 3y6as thpesa co cdepnyeckum TopLeM, KOHNYECKOM & /4 n u
W weitkoit pexyLLed YacTbIo Masnoro AuameTpa Moo Morocrs Paayos s

HM-2BS
ﬁ.
® TpebytoT 06paboTKy Ha BbICOKMX 060pOTax, NpW HaNM4YMM TOYHOMO
obpabaTbiBatoLLero LeHTpa. MpuMeHsitoTcs Ans hpe3epoBaHus BbICOKOTOUHBIX
AeTaneil, a Takxe B paano3/1eKTPOHUKE.
| BAITING To)eos| mHmemiss| B
Pa3amepbi(Mm) Yucno
O603HayeHne 3y6beB Cknapg
D R d H L Z
HM-2BS-R0.15 0.30 0.15 4 0.5 50 2 [ ]
- HM-2BS-R0.20 0.40 0.20 4 0.6 50 2 [ ]
§ § HM-2BS-R0.25 0.50 0.25 4 0.8 50 2 [
g % HM-2BS-R0.30 0.60 0.30 4 0.9 50 2 °
E % HM-2BS-R0.35 0.70 0.35 4 1.0 50 2 °
HM-2BS-R0.40 0.80 0.40 4 1.2 50 2 [ ]
= HM-2BS-R0.45 0.90 0.45 4 1.3 50 2 )
@ HM-2BS-R0.50 1.00 0.50 4 1.5 50 2 [ )
3 HM-2BS-R0.60 1.20 0.60 4 1.8 50 2 [ J
HM-2BS-R0.70 1.40 0.70 4 2.0 50 2 [ ]
HM-2BS-R0.75 1.50 0.75 4 23 50 2 [
HM-2BS-R0.80 1.60 0.80 4 25 50 2 ([
HM-2BS-R0.90 1.80 0.90 4 2.7 50 2 [ ]
HM-2BS-R1.00 2.00 1.00 4 3.0 50 2 [
HM-2BS-R1.25 2.50 1.25 4 3.7 50 2 [ J
HM-2BS-R1.50 3.00 1.50 4 4.5 50 2 [ )

@ Cxnagupyembiint accoptumeHt O ACCOpPTUMEHT Moj 3akas

.Taﬁnuua nPpUMeHeHusa matTepuana (bpes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

Ob6pabatbiBaeMbI matepuan

Yrnepoauctasi leruposantas [MpesBapuTenbHO 3akaneHHble CTany 1 3akan. cranm

HepxaseloLast HyyH ShyiyH e MegHbii | AntomuHmeBbli| TUTaHOBBIV | KaponpoyHble
cTanb cTanb

LIapoBUAHbIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)VITOM cnnae cnnas cnnas cnnasbl

O (©) (©) O

B280 O6o3HayeHne dpe3 B 182 YcnoBHble o6o3HaveHuss | B 183 Pexumbl pesatus [ B366



2-x 3ybas chpe3a co cepuyeckum TopLem, ANUHHON LWEeUKON
B 1 KOPOTKOW pexyLiei YacTbHo

Y3Kui nas ¢ paguycoMm

9I9HLULIOHON

@
8
g
=]
S
o
o
=
T
G

B1Udad WH

HM-2BP - )
_'i= Uﬂli N % i FD:
10° &( _H_
©® B03MOXHOE MpUMeHEHWe Ans Y3KUX Na3oB UK dpe3epoBaHns NOOCTeN. =
g
| BAITIN o)oons| BRI (B
Pa3smepbi(Mm) Yucno
O6o3HayeHne 3ybbeB Cknapg
D R H d1 M d L Z

HM-2BP-R0.25-M04 0.5 0.25 0.7 0.45 4 4 50 2 [
HM-2BP-R0.25-M06 0.5 0.25 0.7 0.45 6 4 50 2 [ )
HM-2BP-R0.3-M04 0.6 0.3 0.9 0.55 4 4 50 2 [ J
HM-2BP-R0.3-M06 0.6 0.3 0.9 0.55 6 4 50 2 [ J
HM-2BP-R0.3-M08 0.6 0.3 0.9 0.55 8 4 50 2 [ J
HM-2BP-R0.4-M04 0.8 0.4 1.2 0.75 4 4 50 2 [
HM-2BP-R0.4-M06 0.8 0.4 1.2 0.75 6 4 50 2 [
HM-2BP-R0.4-M08 0.8 0.4 1.2 0.75 8 4 50 2 [ )
HM-2BP-R0.4-M10 0.8 0.4 1.2 0.75 10 4 50 2 [ J
HM-2BP-R0.5-M04 1.0 0.5 1.5 0.95 4 4 50 2 [ J
HM-2BP-R0.5-M06 1.0 0.5 1.5 0.95 6 4 50 2 [ J
HM-2BP-R0.5-M08 1.0 0.5 1.5 0.95 8 4 50 2 [ J
HM-2BP-R0.5-M10 1.0 0.5 1.5 0.95 10 4 50 2 [
HM-2BP-R0.5-M12 1.0 0.5 1.5 0.95 12 4 50 2 [ )
HM-2BP-R0.6-M06 1.2 0.6 1.8 1.15 6 4 50 2 [ J
HM-2BP-R0.6-M08 1.2 0.6 1.8 1.15 8 4 50 2 [ )
HM-2BP-R0.6-M12 1.2 0.6 1.8 1.15 12 4 50 2 [ J
HM-2BP-R0.6-M16 1.2 0.6 1.8 1.15 16 4 50 2 [ J
HM-2BP-R0.75-M08 1.5 0.75 23 1.45 8 4 50 2 [ J
HM-2BP-R0.75-M12 1.5 0.75 23 1.45 12 4 50 2 [ J
HM-2BP-R0.75-M16 1.5 0.75 23 1.45 16 4 50 2 [
HM-2BP-R1.0-M06 2.0 1.0 3.0 1.95 6 4 50 2 [ )
HM-2BP-R1.0-M08 2.0 1.0 3.0 1.95 8 4 50 2 [ J
HM-2BP-R1.0-M10 2.0 1.0 3.0 1.95 10 4 50 2 [ J
HM-2BP-R1.0-M12 2.0 1.0 3.0 1.95 12 4 50 2 [ J
HM-2BP-R1.0-M16 2.0 1.0 3.0 1.95 16 4 50 2 [ J
HM-2BP-R1.0-M20 2.0 1.0 3.0 1.95 20 4 50 2 [
HM-2BP-R1.25-M08 25 1.25 3.7 2.4 8 4 50 2 [ )
HM-2BP-R1.25-M12 2.5 1.25 3.7 24 12 4 50 2 [ J
HM-2BP-R1.25-M16 25 1.25 3.7 2.4 16 4 60 2 [ J
HM-2BP-R1.25-M20 25 1.25 3.7 24 20 4 60 2 [ J

@ Cknagvpyemblit aCCOPTUMEHT

@Tabnuua npumMmeHeHus1 maTepuana dpe3 OHaunyuwee npumenerme OBoO3MOXHOE NPUMEHeHNe

O AccopTUMeHT nog 3aka3

Ob6pabatbiBaeMbIi Mmatepuan

SC/TI':;F)OHVICTBH gfarj:'soaa”"‘a” MpenBapuTenbHO 3aKarneHHyIe CTanu v 3akan. CTan | eoyaseiouas igrg:m;yumnc MegHbii | AntlomuHvesbii| TUTaHOBbIA | YKaponpouHble
~40HRC ~50HRC ~55HRC ~B8HRC cTanb rpad)vnom cnnas cnnas cnnaB cnnasbl
O (@) (@) @)
O603Ha4eHne dpes B 182 YcnoBHble 0603HaveHns | B 183 Pexumbl pesaHust (B367-B368 B281
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DACCINIABHE

2-x 3ybas chpe3a co cepuyeckum TopLem, ANUHHON LWEeUKON

) ¥ KOPOTKOW pexyLien YacTbio

[CMOHNIRTHBIGRKOHLEBEIC I3 E]

Y3Kkuii nas ¢ paanycom

HM-2BP
3 R
&- 1;“7 _ _ % 5 =
10° H
=" L
©® Bo3MOXHOe NpuMeHeHMe Ans Y3KUX Na3oB Uiu (pe3epoBaHust NOMOCTEN. L
| RAITIN To)eons| BDmmmenss] B
Paamepbi(Mm) Yucno
O603HayeHne 3ybbeB Cknag
D R H di M d L Z

HM-2BP-R1.5-M08 3.0 15 45 2.85 6 50 2 °
HM-2BP-R1.5-M10 3.0 15 45 2.85 10 6 50 2 °
HM-2BP-R1.5-M12 3.0 15 45 2.85 12 6 50 2 °
HM-2BP-R1.5-M16 3.0 1.5 4.5 2.85 16 6 60 2 [ )
HM-2BP-R1.5-M20 3.0 1.5 4.5 2.85 20 6 60 2 [ J
HM-2BP-R2.0-M10 4.0 2.0 6.0 3.85 10 6 60 2 ®
HM-2BP-R2.0-M16 4.0 2.0 6.0 3.85 16 6 60 2 )
HM-2BP-R2.0-M20 4.0 2.0 6.0 3.85 20 6 60 2 [
HM-2BP-R2.0-M25 4.0 2.0 6.0 3.85 25 6 60 2 [
HM-2BP-R2.5-M16 5.0 25 7.5 4.85 16 6 60 2 [ )
HM-2BP-R2.5-M25 5.0 25 7.5 4.85 25 6 70 2 [ J

Tool type: HM-2BP-R0.3-M08
Dimensions: R0.3mm
Ob6pabaTbiBaeMbl MaTepuan: S136(52k
Rotating speed: 30000r/min 4
Feed speed: 200mm/min

Axial cutting depth: ap=0.02mm
Radial cutting depth: ae=0.04mm
Cutting style: contour machining (mould of car light)
Cooling system: air blow

Machine tool: MIKRON HSM 800

@ Cxnagupyembiin accoptumeHt O ACCOPTUMEHT NoA 3akas

Similar product of

End mill HM-2BP-R0.3-M08

company A
Cutting time 300min 180min
AUICEE 0.025mm 0.048mm
value
Abrasion
condition

.Taﬁnuua nPpUMeHeHUusa maTepuana (bpes OHaunyuwee npumeHeHne (OB0O3MOXHOE NpUMEHeHNe

O6pabatbiBaeMbIi MaTepuan
Z::J_?bpoﬂ”cm“ jc-lfar:EOBaHHa” IMpeasapuTenbHO 3akaneHHsle CTany 1 3akar. cranu Hepxagelou(as i};rg:m:zmnc MeaHbiii | AniomuHmebiil| TUTaHOBBI | YKaponpouHsle
~40HRC ‘ ~50HRC ‘ ~55HRC ‘ ~68HRC oAt | o cnnas cnnas cnnas cnnaBbl
| | | o] o | o | | o | | | |

O6o3HauyeHne dpe3 B 182 YcnoBHble 0603HaveHns | B 183

Pexumbl pesaHusa (B367-B368



4-x 3y6as ppesa ¢ nNOCKMM TOpLEM M paguycom R /
L Z U

n p M Bep I'u M He 3y6a Yeryn ¢ paanycom MNpocpuns Ma3 ¢ papuycamu

HM-4R
o ]
® [liupokoe NnpuMeHeHne, NCNonb3yeTcs Npu pasHbIX BUAaX R
0o6paboTku Uﬂ gw PuCyHOK 2
H
L
> 9 °
:5 > J] éADFDN/ E 0~-0.020‘ %
Pa3smepbi(MMm) Yucno
0O603HaveHne 3ybbeB  |McnonHeHve Cknag
D R d H L z
HM-4R-D3.0R0.2 3.0 0.2 4 8 50 4 PucyHok 1 [ )
HM-4R-D4.0R0.3 4.0 0.3 4 10 50 4 PucyHok 2 [ -
HM-4R-D4.0R0.5 4.0 0.5 4 10 50 4 PucyHoK 2 ° § 5
HM-4R-D5.0R0.5 5.0 05 6 13 50 4 PucyHok 1 ° é g
HM-4R-D5.0R1.0 5.0 1.0 6 13 50 4 PucyHok 1 [ ] %’ E
HM-4R-D6.0R0.5 6.0 05 6 16 50 4 PucyHok 2 ° s>
HM-4R-D6.0R1.0 6.0 1.0 6 16 50 4 PucyHok 2 o %
HM-4R-D8.0R0.5 8.0 0.5 8 20 60 4 PucyHok 2 [ ) 3
HM-4R-D8.0R1.0 8.0 1.0 8 20 60 4 PUCYHOK 2 ° 3
HM-4R-D10.0R0.5 10.0 0.5 10 25 75 4 PucyHok 2 [
HM-4R-D10.0R1.0 10.0 1.0 10 25 75 4 PvcyHok 2 [
HM-4R-D10.0R2.0 10.0 2.0 10 25 75 4 PvcyHok 2 [ )
HM-4R-D10.0R3.0 10.0 3.0 10 25 75 4 PucyHok 2 [ J
HM-4R-D12.0R0.5 12.0 0.5 12 30 75 4 PucyHok 2 [ )
HM-4R-D12.0R1.0 12.0 1.0 12 30 75 4 PucyHok 2 [ )
HM-4R-D12.0R2.0 12.0 2.0 12 30 75 4 PucyHok 2 [
HM-4R-D12.0R3.0 12.0 3.0 12 30 75 4 PucyHok 2 [ J

@ Cxnagvpyembiit accoptumeHt O ACCOPTUMEHT Mof 3akas

.Taﬁnuua npUMeHeHusa matTepuana (bpes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

Ob6pabatbiBaeMbI Mmatepuan

Yrnepoaucrtasi leruposantas [NpesBapuTenbHO 3akaneHHble CTany 1 3akan. cranu

HepxaeloLast HyyH ShyiyH e MegaHbii | AntomuHmeBblill TUTaHOBBIV | KaponpoyHble
cTanb cTanb

LapoBNaHbLIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)VITOM cnnae cnnas cnnas cnnasbl

O (©) (@) O

O6o3HauyeHne dpes B 182 YcnoBHble 0603HayeHnss | B 183 Pexumbl pesaHus [ B369 B283



PAOCINIABHBIGMOHWIHERBIC KOHICBLICA) 163 5]

4-x 3y6as thpesa c INOCKUM TOPLIEM U paguycoM R npy BepLumHe ‘ 7, ( I-l

B 3y6a, BNMHHOI WeliKe 1 YKOPOUEHHOM PEXYLLeH YacTbH el ey e

R
Vall
H Ee] - - __ [a)
LH_|
® BhicOKas )XeCTKOCTb KOpOTKas pexyLiasi 4acTb, L
npegHasHavyeHa ana pesku C BbICOKOM I'IO/J,a‘-IeIZ Ha BbICOKOWN
CKOPOCTM pe3aHusi.
s BAITIN To)eom
Pasmepbi(Mm) Yucno
ObosHayeHne 3ybbeB Cknag
D R d H L Z
HM-4RF-D6.0R0.5 6.0 05 6 6 50 4 °
- HM-4RF-D6.0R1.0 6.0 1.0 6 6 50 4 °
§ § HM-4RF-D8.0R0.5 8.0 05 8 8 60 4 °
é § HM-4RF-D8.0R1.0 8.0 1.0 8 8 60 4 °
g z HM-4RF-10.0R0.5 10.0 0.5 10 10 75 4 °
T HM-4RF-D10.0R1.0 10.0 1.0 10 10 75 4 °
z HM-4RF-D10.0R2.0 10.0 2.0 10 10 75 4 °
9 HM-4RF-D12.0R0.5 12.0 0.5 12 12 75 4 °
g HM-4RF-D12.0R1.0 12.0 1.0 12 12 75 4 °
HM-4RF-D12.0R2.0 12.0 2.0 12 12 75 4 °

@ Cxnagupyembiin accoptumeHT (O ACCOpPTUMEHT rof 3aka3

.Taﬁnuua nPpUMeHeHUusa maTepuana (bpes OHaunyuwee npumeHeHne (OB0O3MOXHOE NpUMEHeHNe

Ob6pabatbiBaeMbI matepuan

Yrnepoauctasi leruposantas [MpesBapuTenbHO 3akaneHHble CTany 1 3akan. cranm

HepxaseloLast HyyH ShyiyH e MegHbii | AntomuHmeBbli| TUTaHOBBIV | KaponpoyHble
cTanb cTanb

LapoBNaHbLIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)VITOM cnnae cnnas cnnas cnnasbl

O (©) (@) O

B284 O6o3HayeHne dpe3 B 182 YcnoBHble o6o3HaveHuss | B 183 Pexumbl pesanms [ B369



4-x 3ybas dpe3a ¢ INOCKUM TOPLEM U paguycoM R npu BepLUmHe ,
& 3y6a, ANUHHOI WeiKe 1 YKOPOYSHHON PEXYLLeH YaCTbH L" ‘/ ul

Yeryn ¢ paanycom MNpocpuns Ma3 ¢ papuycamu
I e e Y

HM-4RP
— pra—
5
L
® lMpepHasHayeHa Ans dpesepoBaHus rnyboKknx NonocTen
e A s <
Pasmepbi(Mm) Yucno
ObosHayeHne 3ybbeB Cknag
D R d di H M L Z
HM-4RP-D6.0R0.5 6.0 0.5 6 5.8 6 18 75 4 )
HM-4RP-D6.0R1.0 6.0 1.0 6 5.8 6 18 75 4 ° -
HM-4RP-D8.0R0.5 8.0 05 8 7.8 8 24 100 4 ° -§ s
HM-4RP-D8.0R1.0 8.0 1.0 8 7.8 8 24 100 4 ° g3
HM-4RP-10.0R0.5 10.0 0.5 10 9.6 10 30 100 4 ° E’ E
HM-4RP-10.0R1.0 10.0 1.0 10 9.6 10 30 100 4 ° 5 °
HM-4RP-10.0R2.0 10.0 2.0 10 9.6 10 30 100 4 ) z
HM-4RP-12.0R0.5 12.0 0.5 12 11.5 12 36 100 4 ° a
HM-4RP-12.0R1.0 12.0 1.0 12 11.5 12 36 100 4 ° ‘%
HM-4RP-12.0R2.0 12.0 2.0 12 11.5 12 36 100 4 °
HM-4RP-D16.0R1.0 16.0 1.0 16 15.5 16 40 150 4 °
HM-4RP-D16.0R2.0 16.0 2.0 16 15.5 16 40 150 4 °

@ Cknaavpyembiit accoptumeHnT (O ACCOPTUMEHT oA 3aKas

.Taﬁnuua npUMeHeHusa matTepuana (bpes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

O6pabatbiBaeMbIi MaTepuan

Yrnepoaucrasi| flervposarHas| MpensapuTenibHO 3aKaneHHbIe CTanu 1 3akar. cTanm Hepxaseiowan HyryH, Yyryu o MemHblit | AniomiHuessii] TUTaHOBIA| XKaporpouHsie

cranb cTanb LiapoBKaHbIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)VITOM cnnae cnnas cnnase cnnasbl

O (©) (@) O

O6o3HauyeHne dpes B 182 YcnoBHble 0603HayeHnss | B 183 Pexumbl pesaHus [ B369 B285
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ExtremelyloutstandingINMSeries’end millslgreatlyjimprove]
performanceslinlcopperjorcopperalloy/machining?

® Superb sharpness, very suitable for high precision machining of copper or

copper alloy

@ CrN coating with perfect lubricating property and minimal friction factor achieves
easy and fast cutting, extra long tool life and high surface quality.

Initial temperature  Bonding strength

Coating Micro hardness (hv) Friction factor of oxidation (C) with substrate
CrN 1800 0.25 700 (€]
TiN 2200 0.4 500 o
TiCN 2700 0.3 400 O
TiAIN 2800 0.3 800 o

Oexcellent ©Ocommon

® Tool type: NM-2B-R3.0

® Size: R3.0mm

® O6pabaTtbiBaembit matepuan: C1100
® Rotating speed: 8000r/min (150m/min)
® Feed speed: 1200mm/r (0.15mm/r)

® Axial cutting depth: Ap=0.3mm

® Radial cutting depth: Ae=0.6mm

® Cutting style: face milling (down milling)
® Cooling system: air blow

® Machine: MIKRON UCP 1000

0.3mm

M Ball nose end mills for machining copper alloy
0.25

°
N

—+— NM-2B-R3.0
—=s— Similar product of
company A

Flank wear(MM)
o
o

0.1

0.05

0 L L L )
0 50 100 150 200

Cutting length(m)

B286



9 2-x 3y6as hpe3sa ¢ NNOCKUM TOPLIEM A1 NA30B M YCTYNOB ﬂ L u

Bokosas noBepxHOCTb Yeryn MpsiMoii nas
I —— —
UJ b < D[ PucyHok 1
10° H
L S L
OoH .
auny4liee npuMeHeHve Ans dppesepoBaHusi Na3os 1J[ +H 77777777777 3 o[ PUCYHOK 2
® OcTtpas pexyLLasi KpoMKa MOXeT obecneynTs 6onee BbICOKOE Ka4ECTBO | 1
NMOBEPXHOCTH. L H
35>° *J g @FW ID 0~-0.020 @5
Pasmepbi(Mm) Yucno
Ob60o3HayeHve 3y6beB WcnonHerne Cknag,
D d H L z
NM-2E-D1.0 1.0 4 3 50 2 PucyHok 1 @]
NM-2E-D2.0 2.0 4 6 50 2 PucyHok 1 O =
=
NM-2E-D3.0 3.0 6 8 50 2 PUCyHOK 1 o 23
(=]
NM-2E-D4.0 4.0 6 11 50 2 PucyHok 1 o} é g
DT
NM-2E-D5.0 5.0 6 13 50 2 PucyHok 1 o il
NM-2E-D6.0 6.0 6 16 50 2 PrcyHok 2 O . >
NM-2E-D8.0 8.0 8 20 60 2 PucyHok 2 @] f
[0
NM-2E-D10.0 10.0 10 25 75 2 PucyHok 2 @] 2
X
NM-2E-D12.0 12.0 12 30 75 2 PucyHok 2 O

@ Cknapvpyembiit accoptumeHt (O ACCOpPTUMEHT Noj 3akas

.Taﬁnuua nPpUMeHeHUusa maTepuana (bpes OHaunyuwee npumeHeHne (OB0O3MOXHOE NpUMEHeHNe

O6pabatbiBaeMbIi MaTepuan

Yrnepopuctas lleruposaiias MpeaiBAPATENLHO 3aKAMEHHbIE CTaN U 3akan. cTan HepxaseloLast Hyry, HyryH o MegaHbii | AntomuHmeBblill TUTaHOBBIV | KaponpoyHble

cranb cTanb LiapoBNaHbLIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)VITOM cnnae cnnas cnnase cnnasbl

@} ©)
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I 4-x 3y6asn ¢hpesa ¢ NNOCKUM TOpLIEM ANA Na30B U YCTYNoB ﬂ L u

Bokosas noBepxHOCTb Yeryn MpsiMoii nas
I — I—
o T~ £I PucyHok 1
[ “ 1007 H
e —— N L
@ [nuHHas pexyluas yacTb NO3BONAET NPOM3BOAMTL YNCTOBOE | g% PuCyHOK 2
hbpesepoBaHne GOKOBbIX CTOPOH Meaun o —
S g L
3501\ J g @FW ID 0~-0.020 ‘%
Pasmepbi(Mm) Yucno
Ob60o3HayeHve 3y6beB WcnonHerne Cknag,
D d H L z
NM-4E-D3.0 3.0 6 8 50 4 PucyHok 1 @]
» NM-4E-D4.0 4.0 6 11 50 4 PucyHok 1 O
2 =
£ 8 NM-4E-D5.0 5.0 6 13 50 4 PUCyHOK 1 )
o
é 3 NM-4E-D6.0 6.0 6 16 50 4 PucyHok 2 O
Y
2 g NM-4E-D8.0 8.0 8 20 60 4 PucyHOK 2 o
£
NM-4E-D10.0 10.0 10 25 75 4 PucyHok 2 O
NM-4E-D12.0 12.0 12 30 75 4 PucyHok 2 @]

@ Cknagvpyembiit accoptument (O ACCOPTUMEHT NoA 3akas

=2
<
a
o)
ko)
s
)

.Taﬁnuua nPpUMeHeHUusa maTepuana (bpes OHaunyuwee npumeHeHne (OB0O3MOXHOE NpUMEHeHNe

O6pabatbiBaeMbIi MaTepuan

Yrnepopuctas lleruposaiias MpeaiBAPATENLHO 3aKAMEHHbIE CTaN U 3akan. cTan Hepxaselowas Ty MepnHbii | AntomuHmesbili| TuTaHoBBIN | XKaponpouHble

cranb cTanb LiapoBNaHbLIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)VITOM cnnae cnnas cnnase cnnasbl

@} ©)
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2-x 3ybas ¢hpesa ¢ NNOCKUM TOPLEM, AMMHHOM LIENKOM
™ 1 kopoTKoit pexyLuel YacTbio o o

NM-2EP
—_L::='f¢r—? nj {Ek -——- + Ei
s
® CTpyKTypa AJIMHHOW LUEeN 1 KOPOTKas pexyLlas 4acTb MOXET NO3BONUTL L
pesepoBaTb r1;|y60|<me nonocTu. b<tmm 1mmeD
35§7‘ ‘% @[FN E 0~-0.015 @ ag
Pasmepbi(Mm) Yucno
ObosHayeHne 3ybbeB Cknag
D d H M d1 L 7
NM-2EP-D0.5-M04 0.5 4 0.7 4 0.45 50 2 @]
NM-2EP-D0.5-M06 0.5 4 0.7 6 0.45 50 2 O
NM-2EP-D0.5-M08 0.5 4 0.7 8 0.45 50 2 O
NM-2EP-D0.8-M04 0.8 4 1.2 4 0.75 50 2 O -
NM-2EP-D0.8-M06 0.8 4 1.2 6 0.75 50 2 O -§ §
NM-2EP-D0.8-M08 0.8 4 12 8 0.75 50 2 o g %
NM-2EP-D0.8-M10 0.8 4 1.2 10 0.75 50 2 @) @z
NM-2EP-D1.0-M04 1.0 4 1.5 4 0.95 50 2 O 5 °
NM-2EP-D1.0-M06 1.0 4 1.5 6 0.95 50 2 O %
NM-2EP-D1.0-M08 10 4 15 8 0.95 50 2 0 8
NM-2EP-D1.0-M10 1.0 4 1.5 10 0.95 50 2 O 3
NM-2EP-D1.0-M12 1.0 4 1.5 12 0.95 50 2 O
NM-2EP-D1.0-M14 1.0 4 1.5 14 0.95 50 2 O
NM-2EP-D1.5-M08 1.5 4 23 8 1.45 50 2 O
NM-2EP-D1.5-M16 1.5 4 23 16 1.45 50 2 O
NM-2EP-D2.0-M06 2.0 4 3.0 6 1.95 50 2 (@)
NM-2EP-D2.0-M08 2.0 4 3.0 8 1.95 50 2 @]
NM-2EP-D2.0-M10 2.0 4 3.0 10 1.95 50 2 O
NM-2EP-D2.0-M12 2.0 4 3.0 12 1.95 50 2 O
NM-2EP-D2.0-M14 2.0 4 3.0 14 1.95 50 2 O
NM-2EP-D2.0-M16 2.0 4 3.0 16 1.95 50 2 O
NM-2EP-D2.5-M10 25 4 3.7 10 24 50 2 O
NM-2EP-D2.5-M20 25 4 3.7 20 24 60 2 O
NM-2EP-D3.0-M10 3.0 6 4.5 10 2.85 50 2 O
NM-2EP-D3.0-M20 3.0 6 4.5 20 2.85 60 2 O
NM-2EP-D4.0-M16 4.0 6 6.0 16 3.85 60 2 O
NM-2EP-D4.0-M25 4.0 6 6.0 25 3.85 60 2 @]
NM-2EP-D5.0-M16 5.0 6 7.5 16 4.85 60 2 O
NM-2EP-D5.0-M25 5.0 6 7.5 25 4.85 70 2 @)

@ Cknapupyembint accoptumeHt (O ACCOpPTUMEHT Mog 3akas
.Taﬁnuua npuMeHeHusa matTepuana (bpes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

ObpabatbiBaeMbIi maTtepuan

Yrnepoaucrasi flervpoanHas| MpeaBapuTENbHO 3akaneHHbIE CTany 1 3akar. cranu Hepxaseiowan Hyryh, YYIVHC |y e naiiin | AnioMukuessii| TUTAHOBIN KaponposHbie

ctanb cTanb LIapoBUAHbIM
~40HRC ~50HRC ~55HRC ~68HRC CTanb rpacTom cnnas cnnas cnnae cnnasbl

(@} (@)
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@ 2-x 3yb6as cpe3a co chepnyeckum TopLem ‘./ n lil

Mpocmnb Monoctb PapyycHbii na3
!/ ' !/ ' |

NM-2B
R
-c[ ] 7*7*7*7*77«} o] Pucyrok 1
— 5 10°F H
S— L
R
® [1ns npodnnbHOro hpesepoBaHmns o f——————— SSP) o  PucyHok 2
® OTnn4Hoe Ka4ecTBO NOBEPXHOCTM "
L
35&‘ g @FW E 0~-0.020 @ R£0.01 w
Pa3amepbi(Mm) Yucno
O603Ha4yeHue 3y6beB WcnonHenne Cknapg
D R d H L 7
NM-2B-R0.5 1.0 0.5 4 2 50 2 PucyHok 1 O
NM-2B-R0.75 1.5 0.75 4 3 50 2 PucyHok 1 O
§ = NM-2B-R1.0 2.0 1.0 4 4 50 2 PucyHok 1 @]
% 2 NM-2B-R1.25 25 1.25 4 5 50 2 PucyHOK 1 o
5 § NM-2B-R1.5 3.0 15 6 6 50 2 PucyHok 1 e)
E g NM-2B-R1.75 35 175 6 8 50 2 PucyHok 1 o
NM-2B-R2.0 4.0 2.0 6 8 50 2 PucyHok 1 O
% NM-2B-R2.5 5.0 25 6 10 50 2 PucyHok 1 O
@ NM-2B-R3.0 6.0 3.0 6 12 50 2 PucyHok 2 @]
3 NM-2B-R4.0 8.0 4.0 8 16 60 2 PucyHok 2 O
NM-2B-R5.0 10.0 5.0 10 20 75 2 PucyHok 2 O
NM-2B-R6.0 12.0 6.0 12 24 75 2 PucyHok 2 O

@ Cxnaauvpyembiit accoptumeHT (O ACCOPTUMEHT NoA 3aka3

.Taﬁnuua nPpUMeHeHUusa maTepuana (bpes OHaunyuwee npumeHeHne (OB0O3MOXHOE NpUMEHeHNe

O6pabaTbiBaeMbIi MaTepuan

Yrnepoaucrasi| flervposanHas| MpenBapuTenibHO 3aKarneHHbIe CTanu 1 3akar. cTanm Hepxaseiowan UyryH, Yyryu c MemHblit | AniomiHuessiii TUTaHOBIA| XKaporpouHsie

cranb cTanb LiapoBKaHLIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)VITOM cnnae cnnas cnnae cnnasbl

@} ©)
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2-x 3ybas chpe3a co chepuyeckum TopLem, ANUHHON LEUKON i.'
N KOPOTKOW pexyLei 4acTbHo Yo e  paycom

NM-2BP
3 R
= N E—————
- — ] 10° H 1
Nann
©® Haunyudwee npuMeHeHve ans npodunbHoro pe3epoBaHns MeAHbIX CNIaBoB L
@ | BCrl To)ows FAHmIrInE| (P
Pasmepbi(Mm) Yucno
O603HayeHne 3y6beB Cknapg
D R H d1 M d L Z
NM-2BP-R0.25-M04 0.5 0.25 0.7 0.45 4 4 50 2 O
NM-2BP-R0.25-M06 0.5 0.25 0.7 0.45 6 4 50 2 O
NM-2BP-R0.3-M04 0.6 0.3 0.9 0.55 4 4 50 2 O
NM-2BP-R0.3-M06 0.6 0.3 0.9 0.55 6 4 50 2 O .
NM-2BP-R0.3-M08 0.6 0.3 0.9 0.55 8 4 50 2 O = %
NM-2BP-R0.4-M04 0.8 0.4 1.2 0.75 4 4 50 2 O é ;.
NM-2BP-R0.4-M06 0.8 0.4 1.2 0.75 6 4 50 2 O @z
NM-2BP-R0.4-M08 0.8 0.4 1.2 0.75 8 4 50 2 O s °
NM-2BP-R0.4-M10 0.8 0.4 1.2 0.75 10 4 50 2 O %
NM-2BP-R0.5-M04 1.0 0.5 15 0.95 4 4 50 2 O @
NM-2BP-R0.5-M06 1.0 05 15 0.95 4 50 2 o) 2
NM-2BP-R0.5-M08 1.0 0.5 1.5 0.95 4 50 2 O
NM-2BP-R0.5-M10 1.0 0.5 1.5 0.95 10 4 50 2 O
NM-2BP-R0.5-M12 1.0 0.5 1.5 0.95 12 4 50 2 O
NM-2BP-R0.75-M08 1.5 0.75 23 1.45 8 4 50 2 O
NM-2BP-R0.75-M16 1.5 0.75 23 1.45 16 4 50 2 O
NM-2BP-R1.0-M06 2.0 1.0 3.0 1.95 4 50 2 O
NM-2BP-R1.0-M08 2.0 1.0 3.0 1.95 8 4 50 2 O
NM-2BP-R1.0-M10 2.0 1.0 3.0 1.95 10 4 50 2 O
NM-2BP-R1.0-M12 2.0 1.0 3.0 1.95 12 4 50 2 O
NM-2BP-R1.0-M16 2.0 1.0 3.0 1.95 16 4 50 2 O
NM-2BP-R1.0-M20 2.0 1.0 3.0 1.95 20 4 60 2 O
NM-2BP-R1.5-M10 3.0 15 45 2.85 10 6 50 2 O
NM-2BP-R1.5-M20 3.0 1.5 45 2.85 20 6 60 2 O
NM-2BP-R2.0-M10 4.0 2.0 6.0 3.85 10 6 60 2 @)
NM-2BP-R2.0-M16 4.0 2.0 6.0 3.85 16 6 60 2 O
NM-2BP-R2.0-M20 4.0 2.0 6.0 3.85 20 6 60 2 O
NM-2BP-R2.0-M25 4.0 2.0 6.0 3.85 25 6 60 2 O
NM-2BP-R2.5-M16 5.0 25 7.5 4.85 16 6 60 2 O
NM-2BP-R2.5-M25 5.0 25 7.5 4.85 25 6 70 2 O

@ Cknagvpyembiit accoptumeHt O ACCOPTUMEHT NoA 3aKa3

.Taﬁnuua nPUMeHeHusa matTepuana (ppes ©OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

Ob6pabatbiBaeMbI matepuan

yrnepoaucras lleposakias MpensapuTentHO 3akaneHHble CTanm 1 sakan. cTanm HepxaseloLast Hyryt, Hyry c MepgHbii | AntoMuHveBbI| TUTaHOBBIN | XKaponpouHble
cTanb cTanb LIapoBUAHbIM
~40HRC | ~50HRC | ~55HRC | ~68HRC cTans rpachuTom cnnas cnnas cnnas cnnasbl
© (@)
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A L seriesiend/millsifor/All

machining

® Chip pocket with unique shape
exerts excellent performances
even in slot and cavity machining \ */
® Sharp cuttin /4
helica 47
: A

\\/ o e
ess the c:_h'attering\J y .
nd improve

' Yy

® Tool type: AL-3E-D6.0

® Dimensions: @6.0mm

® Workpiece material: LC4

® Rotating speed: 13000r/min (250m/min)
® Feed speed: 1950mm/min (0.15mm/r)

® Axial cutting depth: ap=9.0mm

® Radial cutting depth: ae=1.0mm

@ Cutting style: Complicated cavity machining
® Cooling system: air blow

® Machine tool: MIKRON UCP 1000

Even the complicated machining of thin-wall
cavity parts can be achieved easily.

B292



High-efficiency ro

gorrugatediedge end mills
AL-3W.

Unique design of
corrugated edge
reduces cutting forces
during cutting and

improves tool rigidity.

% Cutting force and chips during high-
efficiency roughing of AL-3W-D10.0

Tool type: AL-3W-D10.0
Diameter: @10.0mm Excellent tool surface
quality and good chips
evacuation improve the
cutting conditions and

greatly extend tool life

Workpiece material: LC4

Cutting speed: 250m/min

Feed rate: 9550mm/min

Amount of feed per tooth: Fz=0.12mm/z
Axial cutting depth: ap=15mm

Radial cutting depth: ae=2.5mm -
Cutting style: Linear side milling (down milling)
Cooling system: air blow

Machine tool: MIKRON UCP1000

DynoWare by Kistler
400
300
200
100

— Fyou)

AL-3W-D10.0 — Feonuy
-100
-200

-300

Mechanical Units
o

— Fz(MU)

4003 7 3 ) 5 ?
Time (s)

DynoWare by Kistler
1000
800
-"‘é 600 Ry
z :
b= 400
General 2 200 — Fx(MU)
©
. 5 0
end mills § 200 — Fz(MU,)
-400
Wy 3 3§ & 5 &
Time (s)
Chips shape Cutting force
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&
I 2-x 3y6asn ¢hpesa ¢ NNOCKUM TOpLIEM ANA Na30B U YCTYNoB ﬁ l—f u

BokoBasi MOBEPXHOCTb Yeryn MpsiMoii nas
I | |
AL-2E
- ~ ~ NN /77” A ﬂ] PncyHok 1
L T 100 H
— = g L
® Xopoluas NponsBOANTENBHOCTb, XOPOLLUI OTBOA,
CTPYXKH, BbicOKas adhpeKTBHOCTL 06paboTKK. UJ { ,,,,,,,,,,,,,, , Ql PuCyHOK 2
N
paNun=dehiley L
Pasmepbi(Mm) Ynucno
Ob6osHayeHne 3ybbes WcnonHeHne Cknag
D d H L z
AL-2E-D1.0 1.0 4 3 50 2 PucyHok 1 [ J
» AL-2E-D1.5 1.5 4 4 50 2 PucyHok 1 [}
& § AL-2E-D2.0 2.0 4 6 50 2 PcyHok 1 °
g g AL-2E-D2.5 2.5 4 7 50 2 PucyHok 1 °
E £ AL-2E-D3.0 3.0 6 9 50 2 PucyHok 1 °
- AL-2E-D4.0 4.0 6 12 50 2 PucyHok 1 [ J
o AL-2E-D5.0 5.0 6 15 50 2 PycyHok 1 °
_f'é AL-2E-D6.0 6.0 6 18 60 2 PucyHok 2 [}
AL-2E-D8.0 8.0 8 20 60 2 PucyHok 2 [}
AL-2E-D10.0 10.0 10 30 75 2 PucyHok 2 [}
AL-2E-D12.0 12.0 12 32 75 2 PucyHok 2 [}
AL-2E-D16.0 16.0 16 45 100 2 PucyHok 2 [}
AL-2E-D20.0 20.0 20 45 100 2 PucyHok 2 [ J

@ Cxnagupyembint accoptumeHt (O ACCOpPTUMEHT MoA 3aka3s

.Taﬁnuua nPpUMeHeHUusa maTepuana (bpes OHaunyuwee npumeHeHne (OB0O3MOXHOE NpUMEHeHNe

O6pabaTbiBaeMbIi MaTepuan

Yrnepoaucrasi Nleruposantas [MpesBapuTenbHO 3akaneHHble CTany 1 3akan. cranm
cTanks canb

UyryH, Yyrys ¢ 7 i p
HepxaeloLast WAPOBUTHEIM MegHbii | AntomuHmeBbli| TUTaHOBBIV | XKaponpoyHble

~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)VITOM cnnae cnnas cnnae cnnasbl
(©)
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2-x 3ybas dpesa ¢ NNOCKUM TOpPLIEM U YANWUHEHHON pexyLLen ( &
’ Lo L8

@ yacTbio ANs NasoB M YCTYMOB

Bokosas noBepxHOCTb Yeryn MpsiMoii nas
e e
| | RN T
— 10° x( " PucyHok 1
B — | L
,,,,,,,,,,,,,, a
® AL-2E cepwisi C YAJIMHEHHOW PEXYLLEN YacTbio. UI { ] Pucytox 2

s L
~ RN D<12 0~-0.020
SQ } ID 12<D 0~-0.030 ﬁB

— J

Pasmepbi(Mm) Yucno
O603HayeHVe 3y6beB WcnonHenne Cknag,
D d H L Z

AL-2EL-D3.0 3.0 6 12 60 2 PucyHok 1 [ J

AL-2EL-D4.0 4.0 6 16 60 2 PucyHok 1 [ ] § -

AL-2EL-D5.0 5.0 6 20 60 2 PucyHok 1 ) % %

AL-2EL-D6.0 6.0 6 25 75 2 PUCYHOK 2 ° g 3

AL-2EL-D8.0 8.0 8 32 75 2 PYCyHOK 2 ° z E

AL-2EL-D10.0 10.0 10 45 100 2 PucyHok 2 [ J “ >
P4

AL-2EL-D12.0 12.0 12 45 100 2 PucyHok 2 [ ] 2

AL-2EL-D16.0 16.0 16 65 150 2 PucyHok 2 [ ] -g

AL-2EL-D20.0 20.0 20 75 150 2 PucyHok 2 [ J

@ Cknapvpyembiit accoptumeHtT (O ACCOpPTUMEHT Noj 3akas

.Taﬁnuua nPpUMeHeHUusa maTepuana (bpes OHaunyuwee npumeHeHne (OB0O3MOXHOE NpUMEHeHNe

O6pabatbiBaeMbIi MaTepuan

yrnepopucras llervposarhas MpeAsapuTenbHO 3akaneHHble CTanm 1 sakan. cTanm HepxaeloLast Hyry, Hyryi ¢ MepgHbii | AntomuHveBI| TUTaHOBBIN | XKaponpoyHble
cTanb cTanb LUAPOBUAHBIM
~40HRC ‘ ~50HRC ‘ ~55HRC ‘ ~68HRC oAt | o cnnas cnnaBs cnnas cnnaBbl
| | | | | | | | | o | |

O6o3HauyeHne dpes B 182 YcnoBHble 0603HayeHnss | B 183 Pexumbl pesaHus | B375 B295
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>
8 3-x 3y6as ¢hpesa ¢ NNOCKUM TOpLIEM ANA Na30B U YCTYNoB ﬁ l—f u

BokoBasi MOBEPXHOCTb Yeryn MpsimMoli na3
I | |
AL-3E
|==M PucyHok 1
. }\%ﬁ‘“ﬂ 10°% . L H
g
- S — e T
®BLicokas MPOM3BOAUTENBHOCTL Pe3KUi, 6e3 Bnbpaumu, H -
AOCTUXEHME BbICOKON TOYHOCTN 06paboTku. L
o Bl Wh
Pasmepbi(Mm) Yucno
Ob603HayeHVe 3ybbeB Wcnonxenne Cknag,
D d H L Z
AL-3E-D1.0 1.0 4 3 50 3 PucyHok 1 [ ]
- AL-3E-D1.5 1.5 4 4 50 3 PucyHok 1 [ ]
§ § AL-3E-D2.0 2.0 4 6 50 3 PucyHok 1 [}
g 5 AL-3E-D2.5 25 4 7 50 3 PucyHoK 1 °
z % AL-3E-D3.0 3.0 6 9 50 3 PcyHOK 1 °
= > AL-3E-D4.0 4.0 6 12 50 3 PucyHok 1 [ J
P
2 AL-3E-D5.0 5.0 6 15 50 3 PucyHok 1 [ ]
3 AL-3E-D6.0 6.0 6 18 60 3 PuCyHOK 2 °
AL-3E-D8.0 8.0 8 20 60 3 PucyHok 2 [}
AL-3E-D10.0 10.0 10 30 75 3 PucyHok 2 [}
AL-3E-D12.0 12.0 12 32 75 3 PucyHok 2 [}
AL-3E-D16.0 16.0 16 45 100 3 PucyHok 2 [}
AL-3E-D20.0 20.0 20 45 100 3 PucyHok 2 [ J

@ Cxnagupyembiit accoptumeHt O ACCOPTUMEHT MoA 3aka3s

.Taﬁnuua nPpUMeHeHusa matTepuana (bpes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

O6pabaTbiBaeMbIi MaTepuan

Yrnepoaucrasi Nleruposantas [MpesBapuTenbHO 3akaneHHble CTany 1 3akan. cranm
cTanks canb

UyryH, Yyrys ¢ 7 i p
HepxaeloLast WAPOBUTHEIM MegHbii | AntomuHmeBbli| TUTaHOBBIV | XKaponpoyHble

~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)VITOM cnnae cnnas cnnae cnnasbl
(©)
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3-x 3ybas hpesa ¢ NNOCKMM TOpLIEM U YANUHEHHON ﬂ

-
E

| pexyLien 4aCcTbo Ans na3oB U ycTtynos bovoas noseprrocs | YOym Tipswoi naa
s 1 I
AL-3EL
|==M PucyHoK 1
10° H
%‘ L
S — e T
® AL-3E cepust Anst yarnMHEHHOW pexyLuen Yactu . LH—i
o Bl Wh
Pasmepbi(Mm) Yucno
Ob603HayeHVe 3ybbeB Wcnonxenne Cknag,
D d H L 7
AL-3EL-D3.0 3.0 6 12 60 3 PucyHok 1 [
AL-3EL-D4.0 4.0 6 16 60 3 PucyHok 1 [ ]
AL-3EL-D5.0 5.0 6 20 60 3 PucyHok 1 [ )
AL-3EL-D6.0 6.0 6 25 75 3 PucyHok 2 [}
AL-3EL-D8.0 8.0 8 32 75 3 PucyHok 2 [
AL-3EL-D10.0 10.0 10 45 100 3 PucyHok 2 [ J
AL-3EL-D12.0 12.0 12 45 100 3 PucyHok 2 [ J
AL-3EL-D16.0 16.0 16 65 150 3 PucyHok 2 [ ]
AL-3EL-D20.0 20.0 20 75 150 3 PucyHok 2 [

@ Cknagvpyembiit accoptumeHT O ACCOPTUMEHT oA 3akas

.Taﬁnuua nPpUMeHeHusa matTepuana (bpes OHawnnyuwee npumeHeHne OBO3MOXHOE NpUMEHeHNe

O6pabatbiBaeMbIi MaTepuan

Yrnepopuctas lleruposaiias MpeaiBAPATENLHO 3aKAMEHHbIE CTaN U 3akan. cTan Hepxaselowas Ty MepnHbii | AntomuHmesbili| TuTaHoBBIN | XKaponpouHble

cranb cTanb LiapoBNaHbLIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)VITOM cnnae cnnas cnnase cnnasbl

(@)
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PAOCINIABHBIGMOHWIHERBIC KOHICBLICA) 163 5]

B 2-x 3ybasn dpe3a co chepuyecKkum Topuem h-/ n lil

Mpocmnb Monoctb PapyycHbii na3
I e

R
- —~ a Y PucyHok 1
ﬁ <) - ol Y
107 | H
' L
R
UI B E—— *§* ﬂ PucyHok 2
® [1na npodurnbHOro pesepoBaHms antoMUHUEBbIX CaBoB H
L
85 gf’l ID 0~-0.020 R/) R+0.01 ($
Pasmepbi(Mm) Yucno
Ob603HayeHVe 3y6beB  |McnonHenve Cknap,
D R d H L z
AL-2B-R1.0 2.0 1.0 6 4 60 2 PucyHok 1 [}
o AL-2B-R1.5 3.0 1.5 6 6 60 2 PucyHok 1 [ J
o =
£ 8 AL-2B-R2.0 4.0 2.0 6 8 60 2 PycyHoK 1 °
o
é g AL-2B-R2.5 5.0 25 6 10 60 2 PucyHoK 1 )
Y
2 g AL-2B-R3.0 6.0 3.0 6 12 60 2 PuCyHOK 2 °
@
- AL-2B-R4.0 8.0 4.0 8 16 75 2 PucyHok 2 [ ]
: AL-2B-R5.0 10.0 5.0 10 20 75 2 PucyHok 2 [ ]
(0]
g AL-2B-R6.0 12.0 6.0 12 24 75 2 PUCYHOK 2 °

@ Crnagvpyembiit accoptumeHt (O ACCOPTUMEHT NoA 3aka3

.Taﬁnuua npUMeHeHusa matTepuana (bpes OHawnnyuwee npumeHeHne (OBO3MOXHOE NpUMEHeHNe

Ob6pabatbiBaeMbI matepuan

Yrnepoauctasi leruposantas [MpesBapuTenbHO 3akaneHHble CTany 1 3akan. cranm

HepxaseloLast HyyH ShyiyH e MegHbii | AntomuHmeBbli| TUTaHOBBIV | KaponpoyHble
cTanb cTanb

LapoBNaHbLIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)VITOM cnnae cnnas cnnas cnnasbl

(@)
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3-x 3y6as yepHoBas hpe3a ¢ NNOCKUM TOpLIEM U
CTPYXKOpa3aenuTenbHbIMU KaHaBKaMu Bovosas nonepocrs | jenn Mpawoinas

C s LS

_—— o f——— T=_3o
L™= 4 b H
L —H
® [1ns YepHOBOro hpesepoBaHusi antoMUHNEBLIX CM1aBOB
TR0 I D<6 0~-0.048 6<D<10 0~-0.058
:Oli\l D 10<<D<18 0~-0.07<18<<D 0~-04024 %
Pa3amepbi(Mm)
0O6o3HaveHne Yucno Zayﬁbea S
D d H L
AL-3W-D6.0 6.0 6 16 50 3 °
AL-3W-D8.0 8.0 8 20 60 3 °
AL-3W-D10.0 10.0 10 25 75 3 ° <
=]
AL-3W-D12.0 12.0 12 30 75 3 ° k<
[=3
AL-3W-D16.0 16.0 16 45 100 3 ° g
o
AL-3W-D20.0 20.0 20 45 100 3 ° 2
D

@ Cxnagupyembiit accoptumeHT (O ACCOPTUMEHT MOA 3aka3

.Taﬁnuua npUMeHeHusa matTepuana (ppes OHaunyuwee npumeHeHne (OB0O3MOXHOE NpUMEHeHNe

O6pabaTbiBaeMbIi MaTepuan

Yrnepoaucrasi| flervposanHas| MpenBapuTenibHO 3aKarneHHbIe CTanu 1 3akar. cTanm Hepxaseiowan UyryH, Yyryu c MemHblit | AniomiHuessiii TUTaHOBIA| XKaporpouHsie

cranb cTanb LiapoBKaHLIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)VlTOM cnnae cnnas cnnae cnnasbl
(©)

O603Ha4eHne dpes B 182 YcnoBHble 0603HaveHns | B 183 Pexumbl pesanust [ B378 B299
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PAOCINIABHBIGMOHWIHERBIC KOHICBLICA) 163 5]

2-x 3y6as (hpesa ¢ NNOCKUM TopLieM U paguycom R ,
npv BepLMHe 3y6a L" -"/ Ll

Yeryn ¢ paanycom MNpocpuns Ma3 ¢ papuycamu
AL-2R-AIR
- R
! < S — TBSY e
eHawnnyuwee npumeHeHve ans CBer-BbICOKOfJKOpOCTHOVI obpaboTkm © M H
antoMUHUEBBIX CMaBOB 151 a23POKOCMNYECKON MPOMbILLIIEHHOCTU. L
o) )i P
Pasmepbi(Mm) Yucno
ObosHayeHne 3ybbeB Cknag
D R d di H M L 7
AL-2R-D6.0R1.0- AIR 6.0 1.0 6 5.5 7 20 57 2 O
AL-2R-D8.0R1.0- AIR 8.0 1.0 8 74 9 26 63 2 O
» AL-2R-D10.0R1.0- AIR 10.0 1.0 10 9.2 11 31 72 2 O
§ § AL-2R-D10.0R2.0- AIR 10.0 2.0 10 9.2 11 31 72 2 O
g g AL-2R-D12.0R1.0- AIR 12.0 1.0 12 11.0 12 37 83 2 O
E % AL-2R-D12.0R2.0- AIR 12.0 2.0 12 11.0 12 37 83 2 O
> AL-2R-D12.0R3.0- AIR 12.0 3.0 12 11.0 12 37 83 2 O
: AL-2R-D16.0R1.0- AIR 16.0 1.0 16 15.0 16 43 92 2 O
g AL-2R-D16.0R2.0- AIR 16.0 2.0 16 15.0 16 43 92 2 O
AL-2R-D16.0R3.0- AIR 16.0 3.0 16 15.0 16 43 92 2 O
AL-2R-D16.0R4.0- AIR 16.0 4.0 16 15.0 16 43 92 2 O
AL-2R-D20.0R1.0- AIR 20.0 1.0 20 19.0 20 53 104 2 O
AL-2R-D20.0R2.0- AIR 20.0 2.0 20 19.0 20 53 104 2 O
AL-2R-D20.0R3.0- AIR 20.0 3.0 20 19.0 20 53 104 2 O
AL-2R-D20.0R4.0- AIR 20.0 4.0 20 19.0 20 53 104 2 O
AL-2R-D20.0R5.0- AIR 20.0 5.0 20 19.0 20 53 104 2 O
AL-2R-D20.0R6.0- AIR 20.0 6.0 20 19.0 20 53 104 2 O

@ Cknagvpyembiit accoptumeHtT (O ACCOPTUMEHT NoA 3aka3

.Taﬁnuua npUMeHeHusa maTepuana (bpes OHaunyuwee npumeHeHne (OB0O3MOXHOE NpUMeEHeHne

O6pabatbiBaeMbIi MaTepuan

Yrnepoaucrasi leruposantas [NpesBapuTenbHO 3akaneHHble CTany 1 3akan. cranu

HepxaeloLast Hyry, HyryH o MegHbii | AntomuHmeBbli| TUTaHOBBIV | XKaponpoyHble
cTanb cTanb

LiapoBKaHbIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)VITOM cnnae cnnas cnnase cnnasbl

(@)

B300 O6o3HaveHne pesc| B 182 YcnoBHble o6o3HaveHuss | B 183 Pexumbl pesanus [ B379



2-x 3y6as (hpesa ¢ NNOCKUM TopLieM U paguycom R | / -|
L 4 Ui

Npu BepLInHe 3y63 W YANUHEHHbIM XBOCTOBUKOM

Yeryn ¢ paanycom MNpocpuns Ma3 ¢ papuycamu

— I S

AL-2RL-ARR

R
{_ ! \*a © ?\ E
o H
e@Hawnnyuwee NnpuMmeHeHWe A5isi CBEPX-BbICOKOCKOPOCTHOM 06paboTkm M
antoMUHUEBBIX CMaBOB 151 a23POKOCMNYECKON MPOMbILLIIEHHOCTU. L
o e P
Pasmepbi(Mm) Yucno
ObosHayeHne 3ybbeB Cknag
D R d di H M L 7

AL-2RL-D6.0R1.0- AIR 6.0 1.0 6 55 7 43 80 2 O
AL-2RL-D8.0R1.0- AIR 8.0 1.0 8 74 9 53 90 2 O
AL-2RL-D10.0R1.0- AIR 10.0 1.0 10 9.2 11 59 100 2 O =
AL-2RL-D10.0R2.0- AIR 10.0 2.0 10 9.2 11 59 100 2 O '§ §
AL-2RL-D12.0R1.0- AIR 12.0 1.0 12 11.0 12 74 120 2 O g %
AL-2RL-D12.0R2.0- AIR 12.0 2.0 12 11.0 12 74 120 2 O E g
AL-2RL-D12.0R3.0- AIR 12.0 3.0 12 11.0 12 74 120 2 O < >
AL-2RL-D16.0R1.0- AIR 16.0 1.0 16 15.0 16 84 140 2 O :
AL-2RL-D16.0R2.0- AIR 16.0 2.0 16 15.0 16 84 140 2 O !'é
AL-2RL-D16.0R3.0- AIR 16.0 3.0 16 15.0 16 84 140 2 O
AL-2RL-D16.0R4.0- AIR 16.0 4.0 16 15.0 16 84 140 2 O
AL-2RL-D20.0R1.0- AIR 20.0 1.0 20 19.0 20 89 140 2 O
AL-2RL-D20.0R2.0- AIR 20.0 2.0 20 19.0 20 89 140 2 O
AL-2RL-D20.0R3.0- AIR 20.0 3.0 20 19.0 20 89 140 2 O
AL-2RL-D20.0R4.0- AIR 20.0 4.0 20 19.0 20 89 140 2 O
AL-2RL-D20.0R5.0- AIR 20.0 5.0 20 19.0 20 89 140 2 O
AL-2RL-D20.0R6.0- AIR 20.0 6.0 20 19.0 20 89 140 2 O

@ Cxnagupyembiin accoptumeHT O ACCOPTUMEHT NoA 3akas

.Taﬁnuua npUMeHeHusa maTepuana (bpes OHaunyuwee npumeHeHne (OB0O3MOXHOE NpUMeEHeHne

O6pabatbiBaeMbIi MaTepuan

Yrnepopuctas llervposaiias Mpe/iBAPATENbHO 3aKAMEHHbIE CTaNM U 3akan. cTan Hepxaselowas HTYH MepnHbii | AntomuHmesbili| TuTaHoBBIN | XKaponpouHble

cranb cTanb LapoBNaHbLIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)VITOM cnnae cnnas cnnas cnnasbl

(@)
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DUCINKABHBIGMOHWIHTHBIGKOHICBBIC) €3]

3-x 3y6as thpe3a ¢ nnockum Topuem 1 paguycom R
npy BepLUMHe 3y6a L’ -4/ le

Yerync paqmyooM MNpocpuns Masc paqmycaMM
I
AL-3R-AIR R
R
| = I — ENE
5 1H |
e@Hawnnyuwee NnpuMmeHeHWe A5isi CBEPX-BbICOKOCKOPOCTHOM 06paboTkm L M
antoMUHUEBbIX CMIaBOB Af151 a3POKOCMUYECKON NPOMbILLIIEHHOCTH.
3(& l E 0~-0.030 %
Pasmepbi(Mm) Yucno
ObosHayeHne 3ybbeB Cknag
D R d d1 H M L 7
AL-3R-D12.0R1.0- AIR 12.0 1.0 12 11.0 12 37 83 3 O
AL-3R-D12.0R2.0- AIR 12.0 2.0 12 11.0 12 37 83 3 O
» AL-3R-D12.0R3.0- AIR 12.0 3.0 12 11.0 12 37 83 3 (@)
§ § AL-3R-D16.0R1.0- AIR 16.0 1.0 16 15.0 16 43 92 3 (@)
g ;. AL-3R-D16.0R2.0- AIR 16.0 2.0 16 15.0 16 43 92 3 O
E % AL-3R-D16.0R3.0- AIR 16.0 3.0 16 15.0 16 43 92 3 (@)
> AL-3R-D16.0R4.0- AIR 16.0 4.0 16 15.0 16 43 92 3 (@)
: AL-3R-D20.0R1.0- AIR 20.0 1.0 20 19.0 20 53 104 3 (@)
g AL-3R-D20.0R2.0- AIR 20.0 2.0 20 19.0 20 53 104 3 O
AL-3R-D20.0R3.0- AIR 20.0 3.0 20 19.0 20 53 104 3 O
AL-3R-D20.0R4.0- AIR 20.0 4.0 20 19.0 20 53 104 3 O
AL-3R-D20.0R5.0- AIR 20.0 5.0 20 19.0 20 53 104 3 O
AL-3R-D20.0R6.0- AIR 20.0 6.0 20 19.0 20 53 104 3 O

@ Cknagvpyemblit accoptumeHt O ACCOPTUMEHT NoA 3akas

.Taﬁnuua npUMeHeHusa maTepuana (bpes OHaunyuwee npumeHeHne (OB0O3MOXHOE NpUMeEHeHne

Ob6pabatbiBaeMbI Mmatepuan

Yrnepoaucrtasi leruposantas [NpesBapuTenbHO 3akaneHHble CTany 1 3akan. cranu

HepxaeloLast HyyH ShyiyH e MegaHbii | AntomuHmeBblill TUTaHOBBIV | KaponpoyHble
cTanb cTanb

LapoBNaHbLIM
~40HRC ~50HRC ~55HRC ~68HRC cTanb fpad)VITOM cnnae cnnas cnnas cnnasbl

(@)
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3-x 3y6as thpe3a ¢ nnockum Topuem 1 paguycom R
Npu BepLUMHe 3y6a W YANMHEHHbIM XBOCTOBUKOM

AL-IRL-AIR

N

L 2 U

Ma3 ¢ papuycamu

Yeryn ¢ paguycom

Mpodunb
I e Y A

o |

‘_D‘_PJU

l— Sy

e@HawnnyJwee NnpuMmeHeHWe A5isi CBEPX-BbICOKOCKOPOCTHOM 06paboTkm M

antoMUHNEBbIX CMaBOB A5 a3POKOCMUYECKON NPOMbILLIIEHHOCTH. L

SOKI E 0~-0.030 %
Pa3amepbi(Mm) Yucno
Obo3HayeHne 3y6beB Cknag
D R d d1 H M L 7

AL-3RL-D12.0R1.0- AIR 12.0 1.0 12 11.0 12 74 120 3 O
AL-3RL-D12.0R2.0- AIR 12.0 2.0 12 11.0 12 74 120 3 O
AL-3RL-D12.0R3.0- AIR 12.0 3.0 12 11.0 12 74 120 3 (@)
AL-3RL-D16.0R1.0- AIR 16.0 1.0 16 15.0 16 84 140 3 @)
AL-3RL-D16.0R2.0- AIR 16.0 2.0 16 15.0 16 84 140 3 O
AL-3RL-D16.0R3.0- AIR 16.0 3.0 16 15.0 16 84 140 3 (@)
AL-3RL-D16.0R4.0- AIR 16.0 4.0 16 15.0 16 84 140 3 (@)
AL-3RL-D20.0R1.0- AIR 20.0 1.0 20 19.0 20 89 140 3 (@)
AL-3RL-D20.0R2.0- AIR 20.0 2.0 20 19.0 20 89 140 3 O
AL-3RL-D20.0R3.0- AIR 20.0 3.0 20 19.0 20 89 140 3 O
AL-3RL-D20.0R4.0- AIR 20.0 4.0 20 19.0 20 89 140 3 (@)
AL-3RL-D20.0R5.0- AIR 20.0 5.0 20 19.0 20 89 140 3 @)
AL-3RL-D20.0R6.0- AIR 20.0 6.0 20 19.0 20 89 140 3 O

@ Cknaampyemblil acCCOPTUMEHT

.Taﬁnuua npUMeHeHusa matTepuana (t)pes OHaunyuwee npumeHeHne (OB0O3MOXHOE NpUMeEHeHne

O AccopTuMeHT nop 3akas

O6pabaTbiBaeMbIi MaTepuan

yrnepopucras llervposarhas MpensapuTentHO 3akaneHHble CTanm 1 sakan. cTanm HepxaeloLast Hyry, Hyryi c MepgHbii | AntomuHveBI| TUTaHOBBIN | XKaponpoyHble
cTanb cTanb LUAPOBUAHBIM
~40HRC | ~50HRC | ~55HRC | ~68HRC cTans rpacbuTom cnnas cnnas cnnas cnnasbl
©

O6o3HauyeHne pesc| B 182 YcnoBHble 0603HayeHnss | B 183
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series end mills for machin
of hard-to-cut materials such as stainle
steel, heat-resistant alloy, etc.

® Large helical and rake angle, sharp cutting edge, unique edge geome
can retrain cutting-heat’ s influence on tool nose, and greatly improve
resistance and melt resistance.

@ The coating with good heat resistance can achieve stable machining eve
high temperature.

@ Haunyuwee npumerenne for machining of hard-to-cut materials such as stainless
Ni substrate high temperature alloy, etc.

® Tool type: SM-3E-D6.0

® Dimensions: @6mm

® OGpabartbiBaembiit matepuan: 1Cr18Ni9Ti
® Rotating speed: 3700r/min (70m/min)

. 9

® Feed speed 555mm/min(0.15mm/r) mn

® Axial cutting depth: ap=9mm

® Radial cutting depth: ae=0.6mm

@ Cutting style: side milling ( down milling)

® Cooling system: oil water emulsion 0.6mm

@® Machine tool: MIKRON UCP 1000 -

End mills SM-3E-D6.0 Similar product of company A
Cutting length 100m 100m

Abrasion of Even abrasion on cutting edge, value is Cutting edge is flaked fully, value is

peripheral edge 0.08 mm 0.135mm

Abrasion condition of
peripheral edge

B304



@ 3-x 3y6as pesa ¢ NNOCKUM TOpLEM

L

Bokosas noBepxHOCTb Yeryn MpsiMoii nas
I e A I
—————— % PucyHok 1
e — 10° :
— L
ebonbLoit yron BUHTOBOW kaHaBku 3y6a, npeaHa3HavaeTcs Ansac
06paboTku TpygHoobpabaTbiBaeMbIXx MaTepuarnos, TakuxX Kak (R ZW PucyHok 2
ayCTeHWUTHas HepkaBetoLLas CTarb, XKapornpoYHble CraBbl, U T 1. |t
H
é D<12 0~-0.020 L
E ADFHM ID 12<D 0~-0.030 %
Pasmepbi(Mm) Yucno
Ob60o3HayeHVe 3y6beB WcnonHeHne Cknag
D d H L z
SM-3E-D3.0 3.0 6 8 50 3 PucyHok 1 O
SM-3E-D4.0 40 6 1 50 3 PucyHok 1 o) 3 =
=]
SM-3E-D5.0 5.0 6 13 50 3 Pucyrok 1 o 83
d S
SM-3E-D6.0 6.0 6 16 50 3 PucyHoK 2 o F.
I =
SM-3E-D7.0 7.0 8 20 60 3 PucyHok 1 o) z°
SM-3E-D8.0 8.0 8 20 60 8 PucyHok 2 @] 2
SM-3E-D9.0 9.0 10 22 75 3 PucyHok 1 o) @
SM-3E-D10.0 10.0 10 25 75 8 PucyHok 2 (@) 3
SM-3E-D11.0 11.0 12 26 75 3 PucyHok 1 O
SM-3E-D12.0 12.0 12 30 75 3 PucyHok 2 O
SM-3E-D16.0 16.0 16 45 100 3 PucyHok 2 O
SM-3E-D20.0 20.0 20 45 100 3 PucyHok 2 (@)

@ Cxnagupyembint accoptumeHT (O ACCOPTUMEHT MoA 3aka3s

@Tabnuua npMmMmeHeHUs1 maTepuana dpes3 OHaunyuwee npumenerme OBoO3MOXHOE NPUMEHeHNe

O6pabatbiBaeMbIi MaTepuan

Yrnepoauctas flervposaktias) Mpe/iBAPUTENLHO 3aKANEHHbIE CTAMNU U 3aKan. CTanm Hepxaselowas TYHIEHG MepnHbii | AntomuHmesbili| TuTaHoBBIN | XaponpouHble
NS crank cTanb LBPOBAAHEIM cnnas cnnas cnnas crnasbl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpachuTom
©) (©) (©)
B305
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PAOCINIABHBIGMOHWIHERBIC KOHICBLICA) 163 5]

4-x 3y6as ppesa ¢ nNOCKMM TOpLEM M paguycom R ,
npy BepluMHe 3y6a L’ -‘/ L

Yeryn ¢ paguycom MNpocpuns Ma3 ¢ papuycamu
L/ ! ! ! ! ! ______________|

w o
N y H
®BonbLon yron BUHTOBOW KaHaBKU 3y6a, npegHasHavaeTca Ans 06p860TKI/1 L
prﬂH006pa6aTblBaeMbIX MaTepumanoB, TaknX Kak ayCTeHUTHaA HepXxaBekLanac
CTalb, XXaponpo4Hble cnnasebl, U T.4.
SAEONC § D<12 0~-0.020
745> J g ADFEN ID 12<<D 0~-0.030 %
Paamepbi(Mm) Yucno
O6o3HayeHne 3y6beB Cknapn
D R d H L 7
SM-4R-D6.0R0.5 6.0 0.5 6 16 50 4 O
SM-4R-D6.0R1.0 6.0 1.0 6 16 50 4 O
@ z SM-4R-D8.0R0.5 8.0 0.5 8 20 60 4 o
% § SM-4R-D8.0R1.0 8.0 1.0 8 20 60 4 O
=
Ez n SM-4R-D10.0R0.5 10.0 0.5 10 25 75 4 O
T T
T SM-4R-D10.0R1.0 10.0 1.0 10 25 75 4 o
2 SM-4R-D12.0R0.5 12.0 0.5 12 30 75 4 @
@ SM-4R-D12.0R1.0 12.0 1.0 12 30 75 4 O
=
xn

@ Cknaavpyembint accoptumeHt O AcCCOpPTUMEHT Nnop 3akas

@Tabnuua npMmMmeHeHUs1 maTepuana dpes3 OHaunyuwee npumenerme OBoO3MOXHOE NPUMEHeHNe

O6pabatbiBaeMbIi MaTepuan

Yrnepoauctas| flervposaktias) Mpe/iBAPUTENLHO 3aKANEHHbIE CTAMU 1 3aKan. CTarM Hepxaselowas STYHIHHG MepnHbii | AntomuHmesbili| TuTaHoBbIN | XKaponpouHble
NS crane cTanb WBPOBAAHEIM cnnas cnnas cnnas crnasbl
~40HRC | ~50HRC | ~55HRC | ~68HRC rpachuTom
©) (©) (©)

B306 O6o3HayeHne dpe3 B 182 YcnoBHble o6o3HaveHuss | B 183 Pexumbl pesanms [ B382



Solid Carbide End Mills

Cutting parameters for PM series end mills

PM-2EPM-2EL

MILLING

YyryH, MNpeasBapuTenbHO MpeasaputenbHO
ObpabatbiBaeMbl | yriepoancTas crasb, Ty 3aKasieHHas cTasb, 3aKaneHHas cTab, 3akaneHHas cTanb
matepuarn nerupoBatiHas cranb P H 3aKajieHHas Ctanb 3aKafieHHas Ctanb ~55HRC
~30HRC ~40HRC ~50HRC
Frere Yucno CkopocTb Ywcrio CkopocTb Yucro CKOpOCTb Yucno CKopoCTb Yucno CkopocTb
(M) obopoToB nogaun obopoTos nogauun oGopm;os nogaun obopoToB nogauu o6opoToB |  Moaayn
(MuH") (MM/MUH) () (MM/MUH) (MWHT) | (mMm/MUH) (Mun") (MM/MUH) (MnH") (MM/MUR)
1 20000 200 20000 60 20000 165 20000 120 20000 90
2 15000 320 11150 85 15000 285 13000 180 11140 130
3 14000 545 7500 120 10600 420 8500 330 7430 240
4 10800 560 5500 135 8000 425 6500 335 5570 245
5 8200 585 4500 135 6400 445 5000 355 4460 260
6 7000 600 3700 140 5300 465 4200 360 3710 260
8 5200 595 2800 140 4000 455 3200 365 2785 270
10 4200 585 2200 140 3200 445 2500 350 2230 250
12 3500 585 1850 140 2650 445 2100 350 1855 250
14 3000 545 1600 135 2300 420 1800 330 1590 240
16 2600 545 1400 120 2000 420 1600 330 1390 240
18 2300 535 1250 120 1800 415 1400 325 1240 235
20 2050 535 1100 120 1600 415 1250 325 1115 235
ae=0.1D ae=0.05D ae=0.03D
ap=1.5D ap=1.5D ap=1.5D
MakcumanbHass]
rny6uHa
pesaHus
ae=1D
[Owana3oH [ny6uHa
ap [OVaMeTpoB | pesaHus ap Auanaso rnybuna
OMamMeTpoB | pesaHuisi ap
21<D<@3 0.15D
21<D<@3 0.1D
@3<D<@6 0.3D
@3<D 0.2D
@6<D<@20 0.5D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed stated

above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.
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B308

MILLING

Solid Carbide End Mills

Cutting parameters for PM series end mills

PM-2F % PM-2FL

YyryH, MNpeasBapuTenbHO MNpeasBaputenbHO
ObpabatbiBaeMbli | yrnepoancTas cTasb, HepxaBeiowas cranb 3aKasieHHas crasb, 3aKaneHHas crab, 3akaneHHas cranb
marepvan nervpoBaHHas crasnb P 3aKalneHHas Cranb 3aKaneHHas Cranb ~55HRC
~30HRC ~40HRC ~50HRC
Frere Yucno CkopocTb Ywucrio CkopocTb Yucrno CKOpOCTh Yucno CKopoCTb Yucno CkopocTb
(M) obopoToB nogaun obopoTos nogauun oGopoIos nogaun obopoToB nogauu obopoToB | nopaun
(MuH") (MM/MUR) () (MM/MUH) (M) | (mm/mmn) (MuH™) (MM/MUH) (MnH") (MM/MUH)
1 20000 140 20000 45 20000 115 20000 85 20000 65
2 15000 225 11150 60 15000 200 13000 125 11140 90
3 14000 385 7500 85 10600 295 8500 230 7430 170
4 10800 390 5500 95 8000 300 6500 235 5570 170
5 8200 410 4500 95 6400 315 5000 245 4460 180
6 7000 420 3700 95 5300 325 4200 255 3710 180
8 5200 415 2800 95 4000 320 3200 255 2785 190
10 4200 410 2200 95 3200 315 2500 240 2230 175
12 3500 410 1850 95 2650 315 2100 240 1855 175
14 3000 385 1600 95 2300 295 1800 230 1590 170
16 2600 385 1400 85 2000 295 1600 230 1390 170
18 2300 375 1250 85 1800 290 1400 230 1240 165
20 2050 375 1100 85 1600 290 1250 230 1115 165
ae=0.1D ae=0.05D ae=0.03D
ap:1.5D ap:1.5D ap:1.5D
Maximum
cutting depth
ae=1D
Diameter | Cutting depth Diameter | Cutting depth
ap range ap
range ap
@1<D<@3 0.15D
@1<D<@3 0.1D
@3<D<@6 0.3D 23<D 02D
26<D<@20 0.5D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed stated

above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.



Solid Carbide End Mills

Cutting parameters for PM series end mills

MILLING

YyryH, MNpeaBapuTenbHO MNpeaBapuTenbHO
ObpabatbiBaeMbli | yriepoancTas crasb, HepxaBeiowas cranb 3aKasieHHas cTab, 3aKaneHHas crab, 3akaneHHas cranb
marepvan nervpoBaHHas crasb P 3aKaleHHas Cranb 3aKaneHHas Cranb ~55HRC
~30HRC ~40HRC ~50HRC
Onamer Hueno CkopocTb Yucno CKopocTb Yucno CkopocTb Yucno CKopocTb Yucno CKopocTb
(M) P obopoToB nogauu obopoTos nogauun oﬁopoxos nogaun obopoToB nogauu obopoToB | nopaun
() (MM/MUR) (MmH™) (MM/MUR) (MAHT) | (um/mun) (MuH™) (MM/MuH) () (MMm/MUH)
6 7000 780 3700 180 5300 600 4200 470 3710 340
8 5200 775 2800 180 4000 595 3200 475 2785 350
10 4200 755 2200 180 3200 575 2500 455 2230 325
12 3500 755 1850 180 2650 575 2100 455 1855 325
16 2600 710 1400 155 2000 545 1600 425 1390 310
20 2050 700 1100 155 1600 540 1250 420 1115 305
ae=0.1D ae=0.05D ae=0.03D
ap=1.2D ap=1.2D ap=1.2D
Maximum
cutting depth
ae=1D ae=1D
ap=0.5D ap=0.2D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed stated

above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.
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B310

MILLING

Solid Carbide End Mills

Cutting parameters for PM series end mills

PM-4E-G % PM-4EL-G(general cutting)

YyryH, MNpeaBapuTenbHO MNpeasapuTenbHO
ObpabartbiBaeMbli | yriepoancTas crasb, R T 3aKasieHHas cTasnb, 3aKaneHHas cTanb, 3akaneHHas cTanbb
marepvan nervpoBaHHas crasb P 3aKasneHHas CcTanbb 3aKaneHHas CTanbb ~55HRC
~30HRC ~40HRC ~50HRC
Lnametp Yucro CkopocTb Yucro CKopocTb Yucrno CKOpoCTh Yucno CkopocTb Yucno CKopocTb
(M) obopoToB nogauu obopoTos nogauun oGopoIos nogaun obopoToB nogauu obopoToB | nopaun
(MuH") (MM/MUR) (Mur™) (MM/MUH) (MAHT) | (um/mu) (MuH™) (MM/MUH) (MnH") (MM/MUH)
1 20000 270 20000 95 20000 215 20000 135 20000 120
2 15000 435 11150 110 15000 380 13000 200 11140 175
3 14000 735 7500 135 10600 565 8500 370 7430 325
4 10800 755 5500 140 8000 575 6500 380 5570 335
5 8200 795 4500 140 6400 605 5000 400 4460 350
6 7000 810 3700 145 5300 620 4200 405 3710 350
8 5200 800 2800 145 4000 615 3200 415 2785 365
10 4200 795 2200 145 3200 605 2500 390 2230 340
12 3500 795 1850 145 2650 605 2100 390 1855 340
14 3000 735 1600 140 2300 565 1800 370 1590 325
16 2600 735 1400 135 2000 565 1600 370 1390 325
18 2300 720 1250 115 1800 555 1400 365 1240 315
20 2050 720 1100 115 1600 555 1250 365 1115 315
ae=0.1D ae=0.05D ae=0.03D
ap=1.5D ap=1.5D ap=1.5D
Maximum
cutting depth
ae=1D
Diameter | Cutting depth Diameter | Cutting depth
ap range ap
range ap
@1<D<@3 0.15D
21<D<@3 0.1D
@3<D<@26 0.3D
@3<D 0.2D
@6<D<@20 0.5D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed stated

above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.




Solid Carbide End Mills

Cutting parameters for PM series end mills

PM-4E-G % PM-4EL-Gihigh speed side milling)

MILLING

Maximum ae=1.0mm

. YyryH, YrnepoaucTasi cranb, MpeasapuTtensHo MNpeasapurtensHo
O6paGaTbiBaeMblil | yrnepoavcTas crasb, NervpoBaHHas CTasnb 3aKaneHHas cTanb, 3aKasieHHas cTasb, e Kgg?_leHaﬂ
marepwarn “er“EOBal_?gé" cranb ~40HRC 3aKaneHHas cranb 3aKasieHHas CTanb ~55HRC
~45HRC ~50HRC
CkopocCTb pe3aHus 300M/MUH 250M/MuH 200m/MUH 150M/MUH 100m/MUH
OuameTp Yucro CkopocTb Yucno CkopocTb Yucrio CkopocTb Yucrio CkopocTb Yucno CKOpOCTb
(Mm) °5°P°_T1°B nogayu 06opoToB | nopauu 05090T1°B nogayu °5°P°";°B nogayu °5°P°";°B nogayu
(MAHT) | (mm/vun) (ne™) | (vmimr) | ) | ey | ane) | mmivnn) | (ane™) | (i)
6 15915 1535 13260 1280 10600 1020 7960 765 5300 515
8 11935 1530 9950 1260 7960 1020 5970 765 3980 515
10 9550 1450 7960 1245 6370 1000 4775 750 3180 495
12 7960 1450 6630 1245 5300 1000 3980 750 2650 495
14 6820 1390 5685 1160 4550 930 3410 810 2275 465
16 5970 1390 4975 1160 3980 930 2985 810 1990 465
18 5305 1390 4420 1160 3540 930 2650 810 1770 465
20 4775 1390 3980 1160 3180 930 2390 810 1590 465
2e=0.05D 2e=0.03D
Maximum =1.5D =1D
cutting depth a=1. a=

Maximum ae=0.5mm

1.Please select high-precision machine and tool holder.

2.Please use air blow or MQL( minimum oil mist cooling).

3.Down milling is recommended in the case of side milling.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.
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B312

MILLING

Solid Carbide End Mills

Cutting parameters for PM series end mills

PM-4F-G % PM-4FL-G(general cutting)

YyryH, MNpeasBapuTenbHO MpeasaputenbHO
ObpabatbiBaeMbl | yriepoancTas crasb, HepxaBeiowas crans 3aKasieHHas crab, 3aKaneHHas crab, 3akaneHHas cranb
marepvan nervpoBaHHas crasnb P 3aKalneHHas Cranb 3aKaneHHas Cranb ~55HRC
~30HRC ~40HRC ~50HRC
Frere Yucno CkopocTb Ywcrio CkopocTb Yucro CKOpOCTb Yucno CKopoCTb Yucno CkopocTb
(M) obopoToB nogaun obopoTos nogauun 060p01;os nogaun obopoToB nogauu o6opoToB |  Moaayn
(W) (MM/MUR) (mur™) (MM/MUH) (MPHT) | (Mm/MUH) () (MM/MUH) (MnH") (MM/MU1H)
1 20000 190 20000 70 20000 150 20000 95 20000 85
2 15000 305 11150 80 15000 265 13000 140 11140 125
3 14000 515 7500 95 10600 395 8500 260 7430 230
4 10800 530 5500 100 8000 4055 6500 265 5570 235
5 8200 555 4500 100 6400 425 5000 280 4460 245
6 7000 570 3700 100 5300 435 4200 283 3710 245
8 5200 560 2800 100 4000 430 3200 290 2785 255
10 4200 555 2200 100 3200 425 2500 275 2230 240
12 3500 555 1850 100 2650 425 2100 275 1855 240
14 3000 515 1600 100 2300 395 1800 260 1590 230
16 2600 515 1400 95 2000 395 1600 260 1390 230
18 2300 505 1250 80 1800 390 1400 255 1240 220
20 2050 505 1100 80 1600 390 1250 255 1115 220
ae=0.1D ae=0.05D ae=0.03D
ap=1.5D ap=1.5D ap=1.5D
Maximum
cutting depth
ae=1D
Diameter | Cutting depth Diameter | Cutting depth
ap range ap ran
ge ap
@1<D<@3 0.15D
@1<D<@3 0.1D
@3<D<06 0.3D
@3<D 0.2D
@6<D<@20 0.5D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed stated

above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.




Solid Carbide End Mills

Cutting parameters for PM series end mills

PM-4F-G % PM-4FL-Gi(high speed side milling)

MILLING

Maximum ae=1.0mm

. YyryH, YrnepoaucTasi cranb, MpeasapuTtensHo MNpeasapurtensHo
O6paGaTbiBaeMblil | yrnepoavcTas crasb, NermpoBaHHasl ctanb 3aKaneHHas cranb, 3aKasieHHas cTasb, e Kgg?_leHaﬂ
marepwarn “er“EOBal_?gé" cranb ~40HRC 3aKaneHHas cranb 3aKasieHHas CTanb ~55HRC
~45HRC ~50HRC
CkopocCTb pe3aHus 300M/MUH 250M/MuH 200m/MUH 150M/MUH 100m/MUH
OuameTp Yucro CkopocTb Yucno CkopocTb Yucrio CkopocTb Yucrio CkopocTb Yucno CKOpOCTb
(Mm) °5°P°_T1°B nogayu 06opoToB | nopauu 05090T1°B nogayu °5°P°";°B nogayu °5°P°";°B nogayu
(MMHT) | (m/mun) (MuH") | (Mm/MH) (MuHT) | (mmimnn) (MrHT) | (Mm/MuH) (MrHT) | (Mm/MuH)
6 15915 1075 13260 900 10600 715 7960 535 5300 360
8 11935 1070 9950 885 7960 715 5970 535 3980 360
10 9550 1015 7960 870 6370 700 4775 525 3180 345
12 7960 1015 6630 870 5300 700 3980 525 2650 345
14 6820 975 5685 815 4550 650 3410 570 2275 325
16 5970 975 4975 815 3980 650 2985 570 1990 325
18 5305 975 4420 815 3540 650 2650 570 1770 325
20 4775 975 3980 815 3180 650 2390 570 1590 325
2e=0.05D 2e=0.03D
Maximum _ _
cutting depth ap=1.5D a=1D

Maximum ae=0.5mm

1.Please select high-precision machine and tool holder.

2.Please use air blow or MQL( minimum oil mist cooling).

3.Down milling is recommended in the case of side milling.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.

B313

w
o 2
i
a.g
2
)

S||Iw pud SaLss |Nd 40} siejeweled Buiiny



»
22
=
5.3
(20
)

S||IW pus SBLIBS N\ d 404 siereweled Buing

B314

MILLING

Solid Carbide End Mills

Cutting parameters for PM series end mills

PM-4EX

YyryH, MNpeaBapuTenbHO MNpeaBapuTenbHO
ObpabatbiBaeMbli | yriepoancTas crasb, R ) T 3aKaseHHas cTasb, 3aKaneHHas ctanb, 3akaneHHas cranb
marepvan nervpoBaHHas crasb P 3aKaleHHas Cranb 3aKaneHHas Cranb ~55HRC
~30HRC ~40HRC ~50HRC
Lnametp Yucro CKopoCTb Yucro CKopocTb Yucrno CKOpoCTh Yucno CkopocTb Yucno CKopocTb
(M) obopoToB nogauu obopoTos nogauun oﬁopoxos nogaun obopoToB nogauu obopoToB | nopaun
(MmH) (MM/MUH) (MuH") | (Mm/MUH) (") | (mm/vmn) (MuH™) (MM/MUH) (MuH") | (MM/MUH)
5800 570 2650 85 4250 410 3600 345 3180 305
4400 570 2000 85 3180 410 2700 350 2390 310
10 3500 555 1600 85 2550 400 2150 340 1910 300
12 2900 555 1350 85 2120 400 1800 340 1590 300
16 2200 520 1000 80 1590 380 1350 315 1195 280
20 1750 510 800 75 1270 375 1050 310 955 280
ae=0.02D ae=0.01D
Maximum
cutting depth ap=3D ap=3D

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Down milling is recommended in the case of side milling.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.




Solid Carbide End Mills

Cutting parameters for PM series end mills

PM-4E % PM-4EL (general cutting)

MILLING

YyryH, MNpeaBapuTenbHO MNpeaBapuTenbHO
ObpabatbiBaeMbli | yriepoancTas crasb, HepxaBeiowas cranb 3aKaneHHas crasnb, 3aKaneHHas cranb, 3akaneHHas cranb
marepvan nervpoBaHHas crasb P 3aKaleHHas Cranb 3aKaneHHas Cranb ~55HRC
~30HRC ~40HRC ~50HRC
Lnametp Yucro CkopocTb Yucro CKopocTb Yucrno CKOpoCTh Yucno CkopocTb Yucno CKopocTb
(M) o6opoToB nogauu obopoToB nogauun oGopoIos nogaun obopoToB nogauu o6opoToB noaayn
() (MM/MUR) (MmH™) (MM/MUR) (MAHT) | (um/mun) (MuH™) (MM/MuH) () (MMm/MUH)
1 20000 300 20000 108 20000 240 20000 180 20000 135
2 15000 480 11150 120 15000 420 13000 270 11140 195
3 14000 815 7500 145 10600 630 8500 495 7430 360
4 10800 840 5500 150 8000 645 6500 505 5570 370
5 8200 875 4500 150 6400 675 5000 530 4460 390
6 7000 900 3700 165 5300 690 4200 540 3710 390
8 5200 890 2800 165 4000 680 3200 555 2785 405
10 4200 875 2200 165 3200 675 2500 525 2230 375
12 3500 875 1850 165 2650 675 2100 525 1855 375
14 3000 815 1600 150 2300 630 1800 495 1590 360
16 2600 815 1400 145 2000 630 1600 495 1390 360
18 2300 805 1250 125 1800 620 1400 485 1240 350
20 2050 805 1100 125 1600 620 1250 485 1115 350
2e=0.1D 2e=0.05D 2e=0.03D
ap=1.5D ap=1.5D ap=1.5D
Maximum
cutting depth
ae=1D
Diameter | Cutting depth Diameter | Cutting depth
ap range ap range a
@1<D<@3 0.15D - :
; 21<D<a3 0.1D
@3<D<Q6 0.3D
@3<D 0.2D
@6<D<@20 0.5D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed stated

above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.
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B316

MILLING

PM-4E % PM-4EL(

Solid Carbide End Mills

Cutting parameters for PM series end mills

peed side milling)

Maximum ae=1.0mm

. YyryH, YrnepoaucTasi cranb, MpeasapuTtensHo MNpeasapurtensHo
O6paGaTbiBaeMblil | yrnepoavcTas crasb, NermpoBaHHasl ctanb 3aKaneHHas cranb, 3aKasieHHas cTasb, 3a Kgg?_leHaﬂ
martepuarn “er“EOBal_?gé" cranb ~40HRC 3aKaneHHas Craib 3aKasneHHas Crarb ~55HRC
~45HRC ~50HRC
CkopocCTb pe3aHus 300M/MUH 250M/MuH 200m/MUH 150M/MUH 100m/MUH
OuameTp Yucro CkopocTb Yucno CkopocTb Yucrio CkopocTb Yucrio CkopocTb Yucno CKOpOCTb
(Mm) °5°P°_T1°B nogayu 06opoToB | nopauu 05090T1°B nogayu °5°P°";°B nogayu °5°P°";°B nogayu
(MMHT) | (m/mn) (MuH") | (Mm/mMvH) (MuHT) | (mmimnn) (MnHT) | (Mm/MuH) (MrHT) | (Mm/MuH)
6 15915 1705 13260 1420 10600 1135 7960 850 5300 570
8 11935 1700 9950 1400 7960 1130 5970 850 3980 570
10 9550 1660 7960 1380 6370 1110 4775 830 3180 550
12 7960 1660 6630 1380 5300 1110 3980 830 2650 550
14 6820 1545 5685 1290 4550 1030 3410 900 2275 515
16 5970 1545 4975 1290 3980 1030 2985 900 1990 5115
18 5305 1545 4420 1290 3540 1030 2650 900 1770 515
20 4775 1545 3980 1290 3180 1030 2390 900 1590 515
2e=0.05D 2e=0.03D
Maximum _ _
cutting depth ap=1.5D a=1D

Maximum ae=0.5mm

1.Please select high-precision machine and tool holder.

2.Please use air blow or MQL( minimum oil mist cooling).

3.Down milling is recommended in the case of side milling.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.




PM-4EFP(general cutting)

Solid Carbide End Mills

Cutting parameters for PM series end mills

MILLING

YyryH, MNpeaBapuTenbHO MNpeaBapuTenbHO
ObpabatbiBaeMbli | yriepoancTas crasb, R ) T 3aKaseHHas cTasb, 3aKaneHHas ctanb, 3akaneHHas cranb
marepvan nervpoBaHHas crasb P 3aKaleHHas Cranb 3aKaneHHas Cranb ~55HRC
~30HRC ~40HRC ~50HRC
Ovamer, Yucro CkopocTb Yucro CKopocTb Yucrno CKOpoCTh Yucno CkopocTb Yucno CKopocTb
(M) P obopoToB nogauu obopoTos nogauun oﬁopoxos nogaun obopoToB nogauu obopoToB | nopaun
(Mun™) (MM/MUH) (Mur™) (MM/MUH) (") | (mm/vnn) (MuH™) (MM/MUH) (MnH") (MM/MUH)
6 7000 1170 3700 210 5300 900 4200 705 3710 510
8 5200 1155 2800 210 4000 885 3200 720 2785 525
10 4200 1140 2200 210 3200 875 2500 680 2230 490
12 3500 1140 1850 210 2650 875 2100 680 1855 490
16 2600 1065 1400 185 2000 815 1600 645 1390 470
20 2050 1045 1100 165 1600 805 1250 630 1115 455
ae=0.1D ae=0.05D ae=0.03D
ap=1.2D ap=1.2D ap=1.2D
Maximum
cutting depth
ae=1D ae=1D
ap=0.5D ap=0.2D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed stated

above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.
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B318

. HyryH, Yrnepoaucras crasnb, MpensapuTensHo MpensapuTensHo 3akaneHHas
OGpabatbiBaemblii | yrnepoavcTas cranb, nerupoBaHHas cTasb 3aKarneHHas CTanb, 3aKaneHHas crab, Pty
marepuan nerwp%%wggﬂ GrEnts ~40HRC 3aKaneHHasi CTalb 3aKasneHHas CTanb _seHRC
~45HRC ~50HRC
CKOpOCTb pe3aHust 300Mm/MUH 250M/MuH 200Mm/MUH 150M/MUH 100Mm/MUH
Yucrno CkopocTb Yucno CkopocTb Yucno CkopocTb Yucro CkopocTb Yucro CkopocTb
[nametp P! P!
(M) °5°P°_T1°B nogauu 060poTOB | nogaum 050P0T1°B nogaun °5°P°T1°B nopauv °5°P°T1°B nogaun
(MvH") | (Mm/mun) (MuH") | (MmimMuR) (MuHT) | (mm/munn) (MuH") | (MM/MuH) (MvH") | (Mm/murn)
15915 2215 13260 1845 10600 1475 7960 1105 5300 740
11935 2210 9950 1820 7960 1470 5970 1080 3980 740
10 9550 2160 7960 1795 6370 1445 4775 1080 3180 715
12 7960 2160 6630 1795 5300 1445 3980 1170 2650 715
16 5970 2010 4975 1680 3980 1340 2985 1170 1990 670
20 4775 2010 3980 1980 3180 1340 2390 1105 1590 670
ae=0.05D ae=0.03D
Maximum
cutting depth ap=1.2D a=1D
Maximum ae=1.0mm Maximum ae=0.5mm

1.Please select high-precision machine and tool holder.

2.Please use air blow or MQL( minimum oil mist cooling).

3.Down milling is recommended in the case of side milling.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.




Solid Carbide End Mills

Cutting parameters for PM series end mills

MILLING

YyryH, MNpeaBapuTenbHO MNpeaBapuTenbHO
O6pabarbiBaeMblil | yriepoaucTast Crasb, HepxaBeiowas cranb 3aKasieHHas cTab, 3aKaneHHas crab, 3akaneHHas cranb
marepvan nervpoBaHHas crasb P 3aKaleHHas Cranb 3aKaneHHas Cranb ~55HRC
~30HRC ~40HRC ~50HRC
Lnametp Yucro CKopoCTb Yucro CKopocTb Yucrno CKOpoCTh Yucno CkopocTb Yucno CKopocTb
(M) obopoToB nogauu obopoTos nogauun oﬁopoxos nogaun obopoToB nogauu obopoToB | nopaun
(Mun") (MM/MUH) (") | (Mm/MUH) (MAHT) | (um/muH) (") | (Mm/mmn) (MnH") | (MM/MUH)
7000 1070 3700 195 5300 815 4200 650 3710 470
5200 1070 2800 195 4000 815 3200 660 2785 485
10 4200 1035 2200 195 3200 800 2500 630 2230 450
12 3500 1035 1850 195 2650 800 2100 630 1855 450
16 2600 975 1400 180 2000 750 1600 590 1390 435
20 2050 960 1100 150 1600 740 1250 580 1115 420
a6=0.05D 6=0.03D
Maximum 15D 15D
cutting depth ap=1. ap=1.
Maximum ae=1.0mm Maximum ae=0.5mm

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Down milling is recommended in the case of side milling.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.
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MILLING

Solid Carbide End Mills

Cutting parameters for PM series end mills

PM-6EL

YyryH, MNpeaBapuTenbHO MNpeaBapuTenbHO
ObpabatbiBaeMbli | yriepoancTas crasb, R ) T 3aKaseHHas cTasb, 3aKaneHHas ctanb, 3akaneHHas cranb
marepvan nervpoBaHHas crasb P 3aKaleHHas Cranb 3aKaneHHas Cranb ~55HRC
~30HRC ~40HRC ~50HRC
Ovamer, Yucro CKopoCTb Yucro CKopocTb Yucrno CKOpoCTh Yucno CkopocTb Yucno CKopocTb
(M) P obopoToB nogauu obopoTos nogauun oﬁopoxos nogaun obopoToB nogauu obopoToB | nopaun
() (MM/MUR) (MmH™) (MM/MUR) (MAHT) | (um/mun) (MuH™) (MM/MuH) () (MMm/MUH)
6 5800 900 2650 140 4250 655 3600 555 3180 490
8 4400 900 2000 140 3180 655 2700 560 2390 495
10 3500 875 1600 140 2550 635 2150 530 1910 470
12 2900 875 1350 140 2120 635 1800 530 1590 470
16 2200 825 1000 125 1590 600 1350 500 1195 445
20 1750 810 800 110 1270 590 1050 495 955 440
ae=0.02D ae=0.01D
Maximum
cutting depth ap=3D ap=3D

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Down milling is recommended in the case of side milling.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.




Solid Carbide End Mills

Cutting parameters for PM series end mills

PM-2B % PM-2BL % PM-2BFP(general cutting)

MILLING

YyryH, MNpeaBapuTenbHO MNpeaBapuTenbHO
ObpabatbiBaeMbli | yriepoancTas crasb, R ) T 3aKaseHHas cTasb, 3aKaneHHas ctanb, 3akaneHHas cranb
maTtepuan nervposattas cranb P 3aKaneHHas crajb 3aKaneHHas Ccraib ~55HRC
~30HRC ~40HRC ~50HRC

Lnametp Yucro CkopocTb Yucro CKopocTb Yucrno CKOpoCTh Yucno CkopocTb Yucno CKopocTb

(M) obopoToB nogauu obopoTos nogauun oﬁopoxos nogaun obopoToB nogauu obopoToB | nopaun
(Mun™) (MM/MUH) (Mur™) (MM/MUH) (") | (mm/vnn) (MuH™) (MM/MUH) (MnH") (MM/MUH)
R0.5 40000 960 22300 240 32000 385 25000 330 22280 295
R1.0 24000 1080 11150 275 16000 480 13000 330 11140 295
R1.5 15500 1150 7400 350 10600 545 8500 335 7430 295
R2.0 11500 1150 5550 445 8000 665 6500 450 5570 385
R2.5 9500 1270 4450 445 6400 665 5000 455 4455 405
R3.0 8000 1270 3700 470 5300 700 4200 470 3715 420
R4.0 6000 1575 2750 550 4000 850 3200 535 2785 465
R5.0 4800 1455 2200 520 3200 785 2500 535 2230 465
R6.0 4000 1330 1850 520 2650 740 2100 505 1855 450
R8.0 3000 1270 1350 455 2000 725 1600 455 1395 395
R10.0 2400 1150 1100 445 1600 675 1250 400 1115 360
AN ap=0.1R
Maximum
cutting depth
ae=0.2R

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

4.Make overhang of tool as short as possible in conditions of non-interference.
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MILLING

Solid Carbide End Mills

Cutting parameters for PM series end mills

PM-2B % PM-2BL % PM-2BFP high speed cutting)

y YyryH, VrnepoaucTas cranb, MNpeaBapuTenbHO MNpeasapuTenbHO
ObpabatbiBaeMbl | yriepoancTas crasb, nerMpoBaHHas cTanb 3aKasieHHas cTasb, 3aKaneHHas cTanb, 3akaneHHas cranb
marepvan nervpoBaHHas crasb ~40 HRC 3aKalneHHas Cranb 3aKaneHHasi Ctanb ~55HRC
~30HRC ~40HRC ~50HRC
Lnametp Yucro CkopocTb Yucro CKopocTb Yucro CKOpOCTh Yucno CKopocTb Yucno CKopocTb
(Mm) obopoToB nogauu obopoTos nogauun oﬁopozos nogaun obopoToB nogauu obopoToB | nopaun
(Mun™) (MM/MUH) (Mur™) (MM/MUH) (") | (mm/mun) (MuH™) (MM/MUH) (MnH™) (MM/MUH)
R3.0 15000 4800 11500 2750 9500 2250 7960 1885 6370 1510
R4.0 11500 3650 8950 2100 7150 1700 5970 1420 4775 1135
R5.0 9500 3000 7150 1700 5700 1350 4775 1130 3820 905
R6.0 7950 2500 5950 1400 4750 1100 3980 920 3180 735
R8.0 5950 1900 4450 1050 3550 850 2985 760 2390 610
R10.0 4750 1500 3550 850 2850 680 2390 570 1910 455
A ap=0.05R
Maximum
cutting depth
ae=0.1R

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

4.Make overhang of tool as short as possible in conditions of non-interference.




Solid Carbide End Mills

Cutting parameters for PM series end mills

PM-4B % PM-4BL

MILLING

HyryH,

MpensapuTensHo

MNpeaBaputensHo

cutting depth

ae=0.2R

O6pabarbiBaeMblil | yriepoaucTast crasb, 3aKasieHHas cTab, 3aKaneHHas crab, 3akaneHHas cranb
maTtepuan nervipoBantas cran, | HePXaBelowa crant 3aKaneHHas crajb 3aKaneHHas Ccraib ~55HRC
~30HRC ~40HRC ~50HRC
Onametp Yucro CkopocTb Yucro CKopocTb Yucrno CKOpoCTh Yucno CKopocTb Yucno CKopocTb
(M) obopoToB nogauu 060p0'505 nogauun oﬁopoxos nogaun obopoToB nogauu o6opoToB | nopaun
() (MM/MUR) (MuH™) (MM/MUH) (MaHT) | (mumimun) (MmH) (MM/MuH) () (MM/MUH)
R1.5 15500 2055 7400 625 10600 975 8500 600 7430 525
R2.0 11500 2055 5550 795 8000 1190 6500 800 5570 685
R2.5 9500 2270 4450 795 6400 1190 5000 810 4455 720
R3.0 8000 2270 3700 840 5300 1245 4200 840 3715 745
R4.0 6000 2810 2750 985 4000 1515 3200 950 2785 825
R5.0 4800 2595 2200 925 3200 1405 2500 950 2230 825
R6.0 4000 2375 1850 925 2650 1320 2100 905 1855 800
R8.0 3000 2270 1350 815 2000 1295 1600 810 1395 705
R10.0 2400 2055 1100 795 1600 1200 1250 715 1115 640
/\ ap=0.1 R
Maximum

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

4.Make overhang of tool as short as possible in conditions of non-interference.
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MILLING

PM-2BC

Solid Carbide End Mills

Cutting parameters for PM series end mills

O | Meeris ey | e e | daanevan cn
~40HRC ~50HRC

Ouamerp | KoHmuec- | Sdppexve-| Mcno | Ckopocts Hucno CkopocTb a Yucno | Ckopoctb a

(MMm) KMﬁuyron Has gnuvHa 06opoIoB nogauu ap o6opoloa nopauu (M:/I) oGopo:l;oa nogauv (M:n)
) (Mm) (MHY) | (Mm/MunH) (Mm) (MaH™) | (mm/mun) (") | (mivun)
i 3 30000 300 0.03 30000 270 0.03 30000 240 0.03
0 5 30000 250 0.02 30000 225 0.02 30000 200 0.02
R0.25 10° 3 30000 330 0.03 30000 300 0.03 30000 265 0.03
5 30000 270 0.02 30000 245 0.02 30000 215 0.02
. 3 30000 350 0.03 30000 315 0.03 30000 280 0.03
1o 5 30000 300 0.02 30000 270 0.02 30000 240 0.02
) 5 30000 300 0.03 30000 270 0.03 30000 240 0.03
09 8 30000 250 0.02 30000 225 0.02 30000 200 0.02
5 30000 350 0.03 30000 315 0.03 30000 280 0.03
8 30000 300 0.02 30000 270 0.02 30000 240 0.02
R0.30 1.0° 10 30000 270 0.02 30000 245 0.02 30000 215 0.02
12 30000 250 0.015 30000 225 0.015 30000 200 0.015
15 30000 250 0.01 30000 225 0.01 30000 200 0.01
3 8 30000 350 0.03 30000 315 0.03 30000 280 0.03
"o 15 30000 300 0.01 30000 270 0.01 30000 240 0.01
i 8 30000 350 0.05 30000 315 0.05 30000 280 0.05
09 12 30000 300 0.04 30000 270 0.04 30000 240 0.04
R0.40 10° 8 30000 400 0.05 30000 360 0.05 30000 320 0.05
12 30000 350 0.04 30000 315 0.04 30000 280 0.04
. 8 30000 450 0.05 30000 405 0.05 30000 360 0.05
1o 12 30000 400 0.04 30000 360 0.04 30000 320 0.04
10 22000 450 0.05 22000 405 0.05 22000 360 0.05
15 22000 400 0.04 22000 360 0.04 22000 320 0.04
0.5° 20 22000 370 0.03 22000 335 0.03 22000 295 0.03
25 22000 350 0.01 22000 315 0.01 22000 280 0.01
30 22000 320 0.005 22000 290 0.005 22000 255 0.005
R0.50 10 22000 500 0.05 22000 450 0.05 22000 400 0.05
15 22000 450 0.04 22000 405 0.04 22000 360 0.04
. 20 22000 430 0.02 22000 390 0.02 22000 345 0.02
10 25 22000 400 0.015 22000 360 0.015 22000 320 0.015
30 22000 360 0.01 22000 325 0.01 22000 290 0.01
35 22000 320 0.005 22000 290 0.005 22000 255 0.005
DA ap
Maximum cutting depth F/\
<0.1R(R<0.5)
<0.2R(R>0.5)




Solid Carbide End Mills

Cutting parameters for PM series end mills

PM-2BC

MILLING

O6pabaTblBaeMbili MpeaBapuTenbHO 3akaneHHas MpeaBaputenbHO 3akaneHHas DGR R GRS
maTepuarn CTanb, 3aKaneHHas crasb CTanb, 3aKaneHHas crasb ~55HRC
~40HRC ~50HRC
Ouamerp | KoHmuec- | Sdppexve-| Mcno | Ckopocts Hucno CkopocTb a Yucno | Ckopoctb a
(MMm) KUl yron | Has anuHa 06opoIoB nogauu ap o6opoloa nopauu (M:/I) oGopo:l;oa nogauv (M:n)
) (Mm) (MMHY) | (Mm/MurH) (Mm) (MaH") | (mm/mun) () | (mimun)
10 22000 530 0.05 22000 475 0.05 22000 425 0.05
1.5° 15 22000 500 0.04 22000 450 0.04 22000 400 0.04
20 22000 460 0.02 22000 415 0.02 22000 370 0.02
R0.50 15 22000 600 0.04 22000 540 0.04 22000 480 0.04
20
20 22000 500 0.02 22000 450 0.02 22000 400 0.02
3° 20 22000 550 0.03 22000 495 0.03 22000 440 0.03
5° 20 22000 600 0.03 22000 540 0.03 22000 480 0.03
12 22000 500 0.05 22000 450 0.05 22000 400 0.05
0.5°
24 22000 400 0.02 22000 360 0.02 22000 320 0.02
R0.60 12 22000 550 0.05 22000 495 0.05 22000 440 0.05
. 1.0°
24 22000 450 0.02 22000 405 0.02 22000 360 0.02
12 22000 600 0.05 22000 540 0.05 22000 480 0.05
1.5°
24 22000 550 0.02 22000 495 0.02 22000 440 0.02
10 20000 600 0.1 20000 540 0.1 20000 480 0.1
0.5° 15 20000 550 0.08 20000 495 0.08 20000 440 0.08
30 20000 500 0.02 20000 450 0.02 20000 400 0.02
10 20000 650 0.1 20000 585 0.1 20000 520 0.1
R0.75 15 20000 600 0.08 20000 540 0.08 20000 480 0.08
. 1.0°
20 20000 550 0.05 20000 495 0.05 20000 440 0.05
30 20000 530 0.02 20000 480 0.02 20000 425 0.02
10 20000 700 0.1 20000 630 0.1 20000 560 0.1
1.5° 15 20000 650 0.08 20000 585 0.08 20000 520 0.08
30 20000 600 0.02 20000 540 0.02 20000 480 0.02
20 18000 800 0.05 18000 720 0.05 18000 640 0.05
0.5° 30 18000 650 0.03 18000 585 0.03 18000 520 0.03
40 18000 500 0.02 18000 450 0.02 18000 400 0.02
20 18000 900 0.05 18000 810 0.05 18000 720 0.05
R1.0 25 18000 850 0.04 18000 765 0.04 18000 680 0.04
30 18000 800 0.03 18000 720 0.03 18000 640 0.03
1.0°
35 18000 750 0.03 18000 675 0.03 18000 600 0.03
40 18000 600 0.02 18000 540 0.02 18000 480 0.02
50 18000 550 0.02 18000 495 0.02 18000 440 0.02
/\ ap
Maximum cutting depth
<0.1R(R<0.5)
<0.2R(R>0.5)
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Solid Carbide End Mills

Cutting parameters for PM series end mills

MILLING

PM-2BC

Obpabatbisaembiii MpepBapuTENbHO 3aKaneHHas MpenBapuTENbHO 3aKaneHHas A y—
maTtepuan CTasb, 3aKaneHHasi CTasb CTasb, 3aKaneHHas cTasb ~55HRC
~40HRC ~50HRC
- - Yucno
Onamerp | Kowmuec- | Scpcpexue ‘;MCJ'IO CkopocTb a . CkopocTb ~ ‘;VICJ"O CKopocTb a
(MM) kWil yron | Hasi AnuKa | 0GOPOTOB | nopaun P 0B0pOTOB | nopayM () 0GOpOTOB | noaay ()
) (MM) (M) | (umimnn) | (MM) (MaH") | (mm/mun) (MUH") | (MM/MMH)
20 18000 1000 0.05 18000 900 0.05 18000 800 0.05
1.5° 30 18000 900 0.03 18000 810 0.03 18000 720 0.03
40 18000 750 0.03 18000 675 0.03 18000 600 0.03
R1.0 . 30 18000 900 0.04 18000 810 0.04 18000 720 0.04
40 18000 850 0.03 18000 765 0.03 18000 680 0.03
30 18000 1000 0.04 18000 900 0.04 18000 800 0.04
30
40 18000 900 0.03 18000 810 0.03 18000 720 0.03
30 16000 1100 0.1 16000 990 0.1 16000 880 0.1
0.5° 40 16000 950 0.06 16000 855 0.06 16000 760 0.06
R15 50 16000 800 0.03 16000 720 0.03 16000 640 0.03
o ‘of ) 30 16000 1200 0.1 16000 1080 0.1 16000 960 0.1
Y =
;' g 1.0° 40 16000 1000 0.06 16000 900 0.06 16000 800 0.06
Y
% g 50 16000 850 0.03 16000 765 0.03 16000 680 0.03
e 30 16000 1300 0.1 16000 1170 0.1 16000 1040 0.1
Q R1.5 1.5° 40 16000 1100 0.06 16000 990 0.06 16000 880 0.06
«%:: 50 16000 950 0.03 16000 855 0.03 16000 760 0.03
% R2.0 0.5° 60 14000 1100 0.1 14000 990 0.1 14000 880 0.1
5‘_311 ) 1.0° 60 14000 1100 0.1 14000 990 0.1 14000 880 0.1
&
g
g
8 /\ ap
§.
[} Maximum cutting depth
o
3 <0.1R(R<0.5)
= <0.2R(R>0.5)

1.Please select high-precision machine and tool holder. When vibration and abnormal noise occur during machining, please reduce axial cutting
depth ap.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Reduce feed speed correspondingly when rotating speed is low.

4.Because machining conditions such as machine and allowance for machining may vary, please adjust the parameters based on actual
requirements.
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Solid Carbide End Mills

Cutting parameters for PM series end mills

MILLING

YyryH, MNpeasapuTenbHO MNpeasBapuTenbHO
ObpabatbiBaeMbli | yriepoancTas crasb, HepxaBeiowas cranb 3aKasieHHas cTab, 3aKaneHHas crab, 3akaneHHas cranb
marepvan nervpoBaHHas crasnb P 3aKalneHHas Cranb 3aKaneHHasi Ctanb ~55HRC
~30HRC ~40HRC ~50HRC
Onametp Yucro CkopocTb Yucro CKopocTb Yucrno CKOpoCTh Yucno CKopocTb Yucno CKopocTb
(M) obopoToB nogauu obopoTos nogauun oGopoIos nogaun obopoToB nogauu o6opoToB | nopaun
() (MM/MUR) (MmH") (MM/MUH) (MaHT) | (umimun) (MmH) (MM/MuH) () (MM/MUH)
1 20000 240 20000 75 20000 195 20000 145 20000 95
2 15000 385 11150 100 15000 335 13000 215 11140 130
3 14000 655 7500 145 10600 505 8500 395 7430 245
4 10800 675 5500 155 8000 515 6500 405 5570 245
5 8200 695 4500 155 6400 540 5000 425 4460 260
6 7000 720 3700 170 5300 555 4200 435 3710 260
8 5200 720 2800 170 4000 555 3200 440 2785 275
10 4200 695 2200 170 3200 535 2500 420 2230 255
12 3500 695 1850 170 2650 535 2100 420 1855 255
ae=0.1D ae=0.05D ae=0.03D
ap=1.5D ap=1.5D ap=1.5D
Maximum
cutting depth
ae=1D
Diameter | Cutting depth i e [
ap range & range a
21<D<@3 0.15D g .
. @1<D<@3 0.1D
@3<D<06 0.3D
@3<D 0.2D
@6 <D<@20 0.5D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed stated

above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.

B327

(/2]
<
=
5.5_
2
)

S||Iw pud SaLIss |Nd 40} siejeweled Buiiny



S||IW pus SBLIBS N\ d 404 siereweled Buing

7
o
z
(]
o
g
o
@

B328

MILLING

Solid Carbide End Mills

Cutting parameters for PM series end mills

PM-4R % PM-4RFP

YyryH, MNpeasapuTenbHO MNpeasBapuTenbHO
ObpabatbiBaeMbli | yriepoancTas crasb, HepxaBeiowas cranb 3aKaneHHas crasnb, 3aKaneHHas crab, 3akaneHHas cranb
maTtepuan nervposatHas cranb P 3aKaneHHas crajb 3aKaneHHas Ccraib ~55HRC
~30HRC ~40HRC ~50HRC
Onametp Yucro CkopocTb Yucro CKopocTb Yucrno CKOpoCTh Yucno CKopocTb Yucno CKopocTb
(M) obopoToB nogauu obopoTos nogauun oGopoIos nogaun obopoToB nogauu o6opoToB | nopaun
(MuH") (MM/MUR) (Mur™) (MM/MUH) (MaHT) | (umimun) (MuH™) (MM/MUH) (MnH™) (MM/MUH)
3 14000 985 7500 175 10600 755 8500 590 7430 435
4 10800 1010 5500 175 8000 770 6500 600 5570 445
5 8200 1055 4500 175 6400 805 5000 640 4460 470
6 7000 1080 3700 195 5300 830 4200 650 3710 470
8 5200 1070 2800 195 4000 815 3200 660 2785 485
10 4200 1055 2200 195 3200 805 2500 625 2230 450
12 3500 1055 1850 195 2650 805 2100 625 1855 450
16 2600 985 1400 175 2000 755 1600 590 1390 435
ae=0.1D ae=0.05D ae=0.03D
ap=1.5D ap=1.5D ap=1.5D
Maximum
cutting depth
ae=1D
Diameter | Cutting depth i e [
ap range & range a
21<D<@3 0.15D g .
: @1<D<@3 0.1D
@3<D<06 0.3D
@3<D 0.2D
@6<D<@20 0.5D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed stated

above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.




Solid Carbide End Mills

Cutting parameters for PM series end mills

PM-4H % PM-4HL

MILLING

CrangapT:
O6pabarbiBaeMmbiii YyryH, yrnepogucras u 3akaneHHow u 3akaneHHow un 3akaneHHow u 3akaneHHow un
maTepuan nermpoBaHHas ctanu OTNyLLEeHHON cTanu OTNyLLEHHON cTanu OTNyLLEeHHON cTanu OTNyLUEeHHO cTanu
~30HRC ~40HRC ~45HRC ~50HRC ~55HRC
OuameTp x Yucro CkopocTb Yucro CkopocTb Yucro CkopocTb Yucrio CkopocTb Yucno CkopocTb
paguyc npu o6opoToB nogauun 060p0T105 nogauu oGopoIos nogaum 060p0T105 nogauu 060p0T105 nogauu
BepLUnHE (MM) (Mun") (MM/MUH) (MuH™) (MM/MUH) (MUH™) (MM/MUH) (MuH™) (MM/MUH) (MuH™) (MM/MUH)

3.0xR0.8 10500 6250 8500 4500 7450 3900 5300 2600 3200 995
4.0xR1.0 7950 6600 6350 4800 5550 4200 4000 2750 2400 1050
5.0xR1.2 6350 7000 5100 5100 4450 4450 3200 2850 1900 1150
SR 5300 7000 4250 5100 3700 4450 2650 2850 1600 1150
6.0xR1.5
8.0xR1.0

4550 7000 3200 5100 2800 4450 2000 2850 1200 1150
8.0xR2.0
10.0xR1.0
10.0xR2.0 3200 7000 2550 5100 2250 4450 1600 2850 955 1150
12.0xR2.0

2 7 21 1 1 44 1 2 7 1
12.0xR3.0 650 000 00 5100 850 50 350 850 95 50

Maximum ap=0.5mm Maximum ap=0.4mm Maximum ap=0.2mm
ae=0.5D
Maximum
cutting depth ap=0.2R

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Down milling is recommended.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.

6.The above cutting parameters are based on contour machining when overhang L/D<4. Please make adjustments according to the table below

when overhang is different.

Different cutting parameters under different overhang of tool:

Overhang Cutting speed(m/min) Axial cutting depth (mm) F(enigfrgﬁgd
L/D<4 100% 100% 100%
L/D=5 80%~90% 70%~90% 80%~90%
L/D=6 60%~80% 50%~70% 60%~80%
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Solid Carbide End Mills

Cutting parameters for PM series end mills

PM-4H % PM-4HL

Bblcokasi CKOpOCTb:

O6paGaTbiBaemblit| 1YTYH, yrnepoauctas n 3akaneHHon u 3akaneHHoi 1 3akaneHHon u 3akaneHHoi 1
maTepuan nernpoBaHHas cTanu OTMYyLLIEHHON cTanwu OTNYLLEHHOW CTanu OTMYyLLEHHOW cTanm OTNYLUEHHOW CTanu
~30HRC ~40HRC ~45HRC ~50HRC ~55HRC
[nameTp x Yucno CkopocTb Yucno CkopocTb Ywcerno CKOpOCTb Yucno CKkopocTb Yucno CKOpOCTb
paauyc npu obopoToB nogauu 060P0'505 nogauu 050P°IOB nogauu 05090'505 nogauu 060P0'505 nogauiu
BepLUMHe (MM) (MuH™) (MM/MUH) (MuH™) (MM/MUH) (MuH™) (MM/MuH) (MuH™) (MM/MUH) (MuH™) (MM/MUH)

3.0xR0.8 21000 12500 21000 12000 16000 8400 16000 7850 10500 3300
4.0xR1.0 16000 13000 16000 12000 12000 9000 12000 8200 7950 3550
5.0xR1.2 12500 14000 12500 12500 9550 9550 9550 8600 6350 3800
6.0xR1.0

10600 14000 10600 12700 7950 9550 7950 8600 5300 3800
6.0xR1.5
8.0xR1.0

7950 14000 7950 12700 5950 9550 5950 8600 4000 3800
8.0xR2.0
10.0xR1.0 6350 14000 6350 12700 4750 9550 4750 8600 3200 3800
10.0xR2.0

X
12.0xR2.0 5300 14000 5300 12700 4000 9550 4000 8600 2650 3800
12.0xR3.0
Maximum ap=0.4mm Maximum ap=0.2mm Maximum ap=0.1mm
ae=0.3D
MakcumanbeHas
rnybuHa ap=0.2R
pesaHusa

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Down milling is recommended.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.

6.The above cutting parameters are based on contour machining when overhang L/D<4. Please make adjustments according to the table below

when overhang is di

fferent.

Different cutting parameters under different overhang of tool:

Ratio of neck length to diameter Cutting speed(m/min) Axial cutting depth(mm) F(enigfrgﬁgd
L/D<4 100% 100% 100%
L/D=5 60%~80% 60%~80% 60%~80%
L/D=6 40%~60% 40%~60% 40%~60%




Solid Carbide End Mills M“.I.ING
Cutting parameters for GM series end mills -

CkopocTb
nogauu
(MM/MUH)

JuTenHbIn vyryH, | Yrnepoaucras cTank Yrnepogucras crany MpenBaputensHO H MpenBapuTensHo
O6pabaTbiBaembilii YyryH ¢ 1 NermpoBaHHas W NervpoBaHHasl [3akaneHHas cranb v | ePXaBetollan 3aKaneHHas cTanb U
maTepuan LapoBUaHBIM cranb cranb 3akaneHHas ctan, | CTarne 3aKaneHHas cTanb

rpacuTom ~750N/mm? ~30HRC ~40HRC ~50HRC
[nameTp Yncno | CkopocTh | Yueno | Ckopocts| MEMO | Cropocts| Uncno | CkopocTb| Uucrio | Ckopocts| Yvcrio | Cropocts
(MM) 050POIOB noaayn 050P0_T103 nopauv °6°P°:';°B nogaun | 0GOpPOTOB| Moaauu | obopoTos| Mopaun oGopoxos nogauu
(mvH?) | (MM/MPH) | (nT) | (um/ne) | (MAHT) | amivmnn) | (oeT) | (umivne) | (e | (amivnn) | (MAHT) | (mm/vin)
1 20000 165 20000 165 20000 135 20000 135 20000 50 20000 100
2 15000 265 15000 265 15000 240 15000 235 11150 70 13000 150
3 14000 455 14000 455 13000 420 10600 350 7500 100 8500 275
4 10800 465 10800 465 10000 430 8000 355 5500 110 6500 280
5 8200 485 8200 485 7600 450 6400 370 4500 110 5000 295
6 7000 500 7000 500 6400 460 5300 385 3700 115 4200 300
8 5200 495 5200 495 4800 455 4000 380 2800 115 3200 305
10 4200 485 4200 485 3800 450 3200 370 2200 115 2500 290
12 3500 485 3500 485 3200 450 2650 370 1850 115 2100 290
14 3000 455 3000 455 2700 420 2300 350 1600 110 1800 275
16 2600 455 2600 455 2400 420 2000 350 1400 100 1600 275
18 2300 445 2300 445 2100 410 1800 345 1250 100 1400 270
20 2050 445 2050 445 1900 410 1600 345 1100 100 1250 270
ae=0.1D ae=0.05D
ap=1D ap=1D
Maximum cutting
depth
ae=1D
Diameter range | Cutting depth ap a:=1D
ap 21<D<@3 0.15D 2y=0.05D
@3<D 0.3D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed stated
above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.
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MILLING

GM-2F % GM-2FL

Solid Carbide End Mills

Cutting parameters for GM series end mills

JuTenHbIn vyryH, | Yrnepoaucras cTank Yrnepogucras crany MpenBaputensHO H MpenBapuTensHo
O6pabaTbiBaembilii YyryH ¢ 1 NermpoBaHHas W NerMpoBaHHasl [3akaneHHas cranb v | ePXaBetollasn 3aKaneHHas cTanb U
maTepuan LapoBUaHBIM cranb cranb 3akaneHHas ctan, | CTare 3aKaneHHas cranb
rpacpuTom ~750N/mm? ~30HRC ~40HRC ~50HRC
[aver, Yucno | CkopocTe| Yucno | Ckopocts| MCNO | Ckopocts| Yncrio | CkopocTs| Yucno | Ckopocts| “Yucro | Ckopocts
(MM) P OGOPOIOB noaayn 050P0_T103 nopauv °6°P°:';°B nogaun | 06opoToB| Moaauu |obopoTos| nopaun | OGOPOTOB| nopaum
(M) | (Mm/muH) | (manT) | amivmn)| (MAHD) | ammnn) | (vae) | aminn) | ane ) | (amivan) | (neT) | (mm/vnn)
1 20000 115 20000 115 20000 95 20000 95 20000 35 20000 70
2 15000 185 15000 185 15000 170 15000 165 11150 50 13000 105
3 14000 320 14000 320 13000 295 10600 245 7500 70 8500 190
4 10800 325 10800 325 10000 300 8000 250 5500 80 6500 195
5 8200 340 8200 340 7600 315 6400 260 4500 80 5000 205
6 7000 350 7000 350 6400 320 5300 270 3700 80 4200 210
8 5200 345 5200 345 4800 320 4000 265 2800 80 3200 210
10 4200 340 4200 340 3800 315 3200 260 2200 80 2500 200
12 3500 340 3500 340 3200 315 2650 260 1850 80 2100 200
14 3000 320 3000 320 2700 295 2300 245 1600 80 1800 190
16 2600 320 2600 320 2400 295 2000 245 1400 70 1600 190
18 2300 310 2300 310 2100 290 1800 240 1250 70 1400 190
20 2050 310 2050 310 1900 290 1600 240 1100 70 1250 190
ae=0.1D ae=0.05D
ap=1D ap=1D
Maximum cutting
depth
ae=1D
Diameter range | Cutting depth ap 2:=1D
ap
21<D<@3 0.15D 20=0.05D
@3<D 0.3D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed stated

above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.



Solid Carbide End Mills

Cutting parameters for GM series end mills

GM-2EX

MILLING

TuTeNHbIN YyryH, | YrnepoaucTas ctany Yrnepogucras crany [1peAsaputensHo " MMpenBapuUTensHoO
ObpabaTbiBaeMbIit uYryH ¢ 1 NernpoBaHHas W NerMpoBaHHasi |3aKaneHHas ctanb u | | cPkaBetollan 3aKaneHHas cTanb u
martepuan LIapOBNAHBIM cTanb cTanb sakaneHHas crans | ST 3aKkaneHHas cTanb
fpacduTom ~750N/mm? ~30HRC ~40HRC ~50HRC
[nawer Yucno | CkopocTe| Yucrnio | Ckopocts| Mcrio CkopocTb| Yucno | CkopocTb| Uucno |Ckopoctb| YMcrno  |Ckopoctb
) P oGopoIOB nopaqu 060p0_T103 nogauu °6°P°I°B nogaun | 06opoToB| noAauun | o6opoToB| nopaun 060p01;os nogauv
(MuH") | (Mm/MrH) | (ManT) | (umivie)| (MAHT) | amivnn) | (e | umivnn) | vne ) | (uaimnn) | (MUET) | (mmimnn)
6 5800 375 5800 375 5300 345 4250 275 2650 60 3600 230
8 4400 375 4400 375 4000 345 3180 275 2000 60 2700 235
10 3500 365 3500 365 3200 330 2550 265 1600 60 2150 220
12 2900 365 2900 365 2650 330 2120 265 1350 60 1800 220
16 2200 345 2200 345 2000 315 1590 250 1000 50 1350 210
20 1750 340 1750 340 1600 310 1270 245 800 45 1050 205
ae=0.02D
Maximum cutting ap=3D
depth

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Down milling is recommended in the case of side milling.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.
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MILLING

Solid Carbide End Mills

Cutting parameters for GM series end mills

TuTeNHbIN YyryH, | YrnepoaucTas ctany Yrnepogucras crany [1peAsaputensHo " MMpenBapuUTensHoO
ObpabaTbiBaeMbIit uYryH ¢ 1 NernpoBaHHas W NerMpoBaHHasi |3aKaneHHas ctanb u | | cPkaBetollan 3aKaneHHas cTanb u
martepuan LapoB1AHBIM cranb cranb 3akaneHHas ctan, | CTarne 3aKaneHHas cTanb
fpacduTom ~750N/mm? ~30HRC ~40HRC ~50HRC
o Yucno | CkopocTe| Yucno | Ckopocts| MCNO | Ckopocts| Uncrio | CkopocTs| Yucno | Ckopocts| YMcno | Ckopocts
(MM) OGOPOIOB noga4n 050P0_T1°B nopauv °6°P°I°B nogaun | 0GOpPOTOB| Moaauu | obopoTos| Mopaun 060p01;os nogauu

(MuH") | (Mm/MrH) | (ManT) | (umivie)| (MAHT) | amivnn) | (e | umivnn) | vne ) | (uaimnn) | (MUET) | (mmimnn)

6 7000 650 7000 650 6400 600 5300 500 3700 150 4200 390

8 5200 645 5200 645 4800 590 4000 495 2800 150 3200 395

10 4200 630 4200 630 3800 585 3200 480 2200 150 2500 380

12 3500 630 3500 630 3200 585 2650 480 1850 150 2100 380

16 2600 590 2600 590 2400 545 2000 455 1400 130 1600 355

20 2050 580 2050 580 1900 530 1600 450 1100 130 1250 350

ae=0.1D ae=0.05D
ap=1D ap=1D
Maximum cutting
depth
ae=1D
Diameter range | Cutting depth ap 2:=1D
ap
21<D<33 0.15D ap=0.05D
@3<D 0.3D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed stated

above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.



Solid Carbide End Mills

Cutting parameters for GM series end mills

GM-3E%x GM-3EL

MILLING

JuTenHbIn vyryH, | Yrnepoaucras cTank Yrnepogucras crany MpenBaputensHO H MpenBapuTensHo
O6pabaTbiBaembilii YyryH ¢ 1 NermpoBaHHas W NervpoBaHHasl [3akaneHHas cranb v | ePXaBetollan 3aKaneHHas cTanb U
maTepuan LapoBUaHBIM cranb cranb 3akaneHHas ctan, | CTarne 3aKaneHHas cTanb
rpacpuTom ~750N/mm? ~30HRC ~40HRC ~50HRC
[nameTp Yncno | CkopocTh | Yueno | Ckopocts| MEMO | Cropocts| Uncno | CkopocTb| Uucrio | Ckopocts| Yvcrio | Cropocts
(MM) 050POIOB noaayn 050P0_T103 nopauv °6°P°:';°B nogaun | 0GOpPOTOB| Moaauu | obopoTos| Mopaun oGopoxos nogauu

(MuH") | (Mm/MrH) | (ManT) | (umivie)| (MAHT) | amivnn) | (e | umivnn) | vne ) | (uaimnn) | (MUET) | (mmimnn)
1 20000 215 20000 215 20000 175 20000 175 20000 65 20000 130
2 15000 345 15000 345 15000 310 15000 305 11150 90 13000 195
3 14000 590 14000 590 13000 546 10600 455 7500 130 8500 360
4 10800 600 10800 605 10000 560 8000 460 5500 145 6500 365
5 8200 630 8200 630 7600 585 6400 480 4500 145 5000 380
6 7000 650 7000 650 6400 600 5300 500 3700 150 4200 390
8 5200 645 5200 645 4800 590 4000 495 2800 150 3200 400
10 4200 630 4200 630 3800 585 3200 480 2200 150 2500 380
12 3500 630 3500 630 3200 585 2650 480 1850 150 2100 380
14 3000 590 3000 590 2700 545 2300 455 1600 145 1800 360
16 2600 590 2600 590 2400 545 2000 455 1400 130 1600 360
18 2300 580 2300 580 2100 530 1800 450 1250 130 1400 350
20 2050 580 2050 580 1900 530 1600 450 1100 130 1250 350

ae=0.1D ae=0.05D
ap=1D ap=1.5D
Maximum cutting
depth
ae=1D
Diameter range | Cutting depth ap a:=1D
ap 21<D<@3 0.15D 2020.05D
@3<D 0.3D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed stated

above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.
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MILLING

GM-4E GM-4E

Solid Carbide End Mills

Cutting parameters for GM series end mills

JuTenHbIn vyryH, | Yrnepoaucras cTank Yrnepogucras crany MpenBaputensHO H MpenBapuTensHo
O6pabaTbiBaembilii YyryH ¢ 1 NermpoBaHHas W NervpoBaHHasl [3akaneHHas cranb v | ePXaBetollan 3aKaneHHas cTanb U
maTepuan LapoBUaHBIM cranb cranb 3akaneHHas ctan, | CTarne 3aKaneHHas cTanb
rpacuTom ~750N/mm? ~30HRC ~40HRC ~50HRC
[nameTp Yncno | CkopocTh | Yueno | Ckopocts| MEMO | Cropocts| Uncno | CkopocTb| Uucrio | Ckopocts| Yvcrio | Cropocts
(MM) 050POIOB noaayn 050P0_T103 nopauv °6°P°:';°B nogaun | 0GOpPOTOB| Moaauu | obopoTos| Mopaun oGopoxos nogauu
(mvH) | (MM/MAH) | (ne™) | (um/ne)| (MAHT) | amimmn) | (Mae) | (umine) | (aian) | (amivamn) | (aHT) | (Mm/vnn)
1 20000 225 20000 225 20000 180 20000 180 20000 80 20000 135
2 15000 360 15000 360 15000 325 15000 315 11150 90 13000 200
3 14000 610 14000 610 13000 570 10600 470 7500 110 8500 370
4 10800 630 10800 630 10000 575 8000 480 5500 115 6500 380
5 8200 660 8200 660 7600 600 6400 505 4500 115 5000 400
6 7000 675 7000 675 6400 620 5300 515 3700 120 4200 405
8 5200 665 5200 665 4800 610 4000 510 2800 120 3200 415
10 4200 660 4200 660 3800 600 3200 505 2200 120 2500 390
12 3500 660 3500 660 3200 600 2650 505 1850 120 2100 390
14 3000 610 3000 610 2700 570 2300 470 1600 115 1800 370
16 2600 610 2600 610 2400 570 2000 470 1400 110 1600 370
18 2300 600 2300 600 2100 560 1800 460 1250 95 1400 365
20 2050 600 2050 600 1900 560 1600 460 1100 95 1250 365
ae=0.1D ae=0.05D
ap=1.5D ap=1.5D
Maximum cutting
depth
ae=1D
Diameter range | Cutting depth ap ae=1D
ap 21<D<@3 0.15D
@3<D 03D a=0.05D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed stated

above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.




Solid Carbide End Mills

Cutting parameters for GM series end mills

GM-4F-G %k GM-4FL-G

MILLING

JuTenHbIn vyryH, | Yrnepoaucras cTank Yrnepogucras crany MpenBaputensHO H MpenBapuTensHo
O6pabaTbiBaembilii YyryH ¢ 1 NermpoBaHHas W NervpoBaHHasl [3akaneHHas cranb v | ePXaBetollan 3aKaneHHas cTanb U
maTepuan LapoBUaHBIM cranb cranb 3akaneHHas ctan, | CTarne 3aKaneHHas cTanb
rpacuTom ~750N/mm? ~30HRC ~40HRC ~50HRC
o Yucno | CkopocTe| Yucno | Ckopocts| MCNO | Ckopocts| Uncrio | CkopocTs| Yucno | Ckopocts| YMcno | Ckopocts
(MM) 050POIOB noaayn 050P0_T103 nopauv °6°P°:';°B nogaun | 0GOpPOTOB| Moaauu | obopoTos| Mopaun oGopoxos nogauu
(mvH) | (MM/MAH) | (ne™) | (um/mne)| (MAHT) | amiamnn) | (oe) | (umivne) | ain) | (amivamn) | (HT) | (Mm/vnn)
1 20000 160 20000 160 20000 125 20000 125 20000 55 20000 95
2 15000 250 15000 250 15000 230 15000 220 11150 65 13000 140
3 14000 430 14000 430 13000 400 10600 330 7500 80 8500 260
4 10800 440 10800 440 10000 400 8000 335 5500 80 6500 265
5 8200 460 8200 460 7600 420 6400 355 4500 80 5000 280
6 7000 470 7000 470 6400 435 5300 360 3700 85 4200 285
8 5200 465 5200 465 4800 430 4000 360 2800 85 3200 290
10 4200 460 4200 460 3800 420 3200 355 2200 85 2500 275
12 3500 460 3500 460 3200 420 2650 355 1850 80 2100 275
14 3000 430 3000 430 2700 400 2300 330 1600 80 1800 260
16 2600 430 2600 430 2400 400 2000 330 1400 80 1600 260
18 2300 420 2300 420 2100 390 1800 325 1250 70 1400 255
20 2050 420 2050 420 1900 390 1600 325 1100 70 1250 255
ae=0.1D ae=0.05D
ap:1.5D ap:1.5D
Maximum cutting
depth
ae=1D
Diameter range | Cutting depth ap ae=1D
ap @1<D<@3 0.15D
@3<D 0.3D 3-=0.05D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed stated

above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.
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MILLING

GM-4EX-G

Solid Carbide End Mills

Cutting parameters for GM series end mills

JIUTenHbIN YyryH, | YrrepoaucTas cTank Yrnepoauctas ctany [1peasaputensHo H MpeasapuTensHO
O6pabaTbiBaemblit YYryH ¢ W NIETVIPOBaHHAR | 1 NerMpoBaHHasi |3aKaneHHasi crans u | ePKABEIOWAA | saranenmas crans 1
matepuman LIapoBUAHLIM cTanb cTanb 3akaneHHas crans | CTanb 3akaneHHas cranb
rpacgpuTom ~750N/mm? ~30HRC ~40HRC ~50HRC
e Yucno | CkopocTb|  Yueno | Ckopoctb| MCMO | Ckopocts| Uucrio | Ckopocts| Yucmo |Ckopocts| “MEro  |Ckopocts
(MM) 050P0:|;05 nopa4n 05090303 nogauv °5°P°I°B nogaum | 06opoToB| Mofdauu |o6opoToB| mogaun 060p01;os nogayu

(MuH™) | (MM/MIAH) | (MaHT) | (/M) (MUET) | amgaan) | (neT) | (amne)| (vae) | (amivin) | (MaHT) | (/)

6 5800 475 5800 475 5300 430 4250 340 2650 70 3600 290

8 4400 475 4400 475 4000 430 3180 340 2000 70 2700 290

10 3500 460 3500 460 3200 420 2550 330 1600 70 2150 280

12 2900 460 2900 460 2650 420 2120 330 1350 70 1800 280

16 2200 430 2200 430 2000 390 1590 315 1000 65 1350 260

20 1750 430 1750 430 1600 385 1270 310 800 60 1050 255

ae=0.02D
Maximum cutting ap=3D
depth

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Down milling is recommended in the case of side milling.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.



Solid Carbide End Mills

Cutting parameters for GM series end mills

GM-4Ex GM-4EL

MILLING

JuTenHbIn vyryH, | Yrnepoaucras cTank Yrnepogucras crany MpenBaputensHO H MpenBapuTensHo
O6pabaTbiBaembilii YyryH ¢ 1 NermpoBaHHas W NerMpoBaHHasl [3akaneHHas cranb v | ePXaBetollasn 3aKaneHHas cTanb U
maTepuan LapoBUaHBIM cranb cranb 3akaneHHas ctan, | CTare 3aKaneHHas cranb
rpacuTom ~750N/mm? ~30HRC ~40HRC ~50HRC
o Yucno | CkopocTe| Yucno | Ckopocts| MCNO | Ckopocts| Yncrio | CkopocTs| Yucno | Ckopocts| “Yucro | Ckopocts
(MM) 050POIOB noaayn 050P0_T103 nopauv °6°P°:';°B nogaun | 0GOpPOTOB| Moaauu | obopoTos| nopaun oGopoxos nogauu
(mv) | (MM/MAH) | (ne™) | (um/mne)| (MAHT) | amivamnn) | (MoeT) | (amine) | ain) | (amivamn) | (aHT) | (Mm/vgn)
1 20000 250 20000 250 20000 200 20000 200 20000 90 20000 150
2 15000 400 15000 400 15000 360 15000 350 11150 100 13000 225
3 14000 680 14000 680 13000 630 10600 525 7500 120 8500 410
4 10800 700 10800 700 10000 640 8000 535 5500 125 6500 420
5 8200 730 8200 730 7600 670 6400 560 4500 125 5000 440
6 7000 750 7000 750 6400 690 5300 575 3700 135 4200 450
8 5200 740 5200 740 4800 680 4000 565 2800 135 3200 460
10 4200 730 4200 730 3800 670 3200 560 2200 135 2500 435
12 3500 730 3500 730 3200 670 2650 560 1850 135 2100 435
14 3000 680 3000 680 2700 630 2300 525 1600 125 1800 410
16 2600 680 2600 680 2400 630 2000 525 1400 120 1600 410
18 2300 670 2300 670 2100 620 1800 515 1250 105 1400 405
20 2050 670 2050 670 1900 620 1600 515 1100 105 1250 405
ae=0.1D ae=0.05D
ap=1.5D ap=1.5D
Maximum cutting
depth
ae=1D
Diameter range | Cutting depth ap ae=1D
ap @1<D<@3 0.15D
@3<D 0.3D 3=0.05D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed stated

above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.
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B340

MILLING

Solid Carbide End Mills

Cutting parameters for GM series end mills

TuTeNHbIN YyryH, | YrnepoaucTas ctany Yrnepogucras crany [1peAsaputensHo " MMpenBapuUTensHoO
ObpabaTbiBaeMbIit uYryH ¢ 1 NernpoBaHHas W NeripoBaHHasi |3aKaneHHas ctans u | | cPkaBetollan 3aKaneHHas cTanb u
martepuan LapoB1AHBIM cranb cranb 3akaneHHas ctan, | CTarne 3aKaneHHas cTanb
fpacduTom ~750N/mm? ~30HRC ~40HRC ~50HRC
o Yucno | CkopocTe| Yucno | Ckopocts| MCNO | Ckopocts| Uncrio | CkopocTs| Yucno | Ckopocts| YMcno | Ckopocts
(MM) OGOPOIOB noga4n 050P0_T1°B nopauv °6°P°I°B nogaun | 0GOpPOTOB| Moaauu | obopoTos| Mopaun 060p01;os nogauu

(M) | (MM/MUAH) | (maHT) | (amivin)| (MAHT) /e | (o) | (umive) | (aae) | (amivan) | (BET) | (m/vin)

6 7000 975 7000 975 6400 900 5300 750 3700 175 4200 585

8 5200 960 5200 960 4800 995 4000 735 2800 175 3200 600

10 4200 950 4200 950 3800 970 3200 730 2200 175 2500 565

12 3500 950 3500 950 3200 970 2650 730 1850 175 2100 565

16 2600 885 2600 885 2400 820 2000 680 1400 155 1600 535

20 2050 870 2050 870 1900 805 1600 670 1100 135 1250 525

ae=0.1D ae=0.05D
ap=1.2D ap=1.5D
Maximum cutting
depth
ae=1D
Diameter range | Cutting depth ap ae=1D
ap @1<D<@3 0.15D

@3<D 03D 3-=0.05D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed stated

above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.



Solid Carbide End Mills

Cutting parameters for GM series end mills

MILLING

TNuTenHbin vyryH, | Yrnepoauctas ctank Yrnepoguctas ctany IpeasapuresnibHo H MpenBapuTensHo
O6pabaTbiBaeMblit HyryH ¢ W NIETVIPOBaHHAsA | 1 NerMpoBaHHasi |3aKaneHHasi cTans v | oPKABEIOWaAs | saranenmas crans u
matepuarn LIapOBUAHbIM cTanb cTanb 3akaneHHas crans | CTane 3akaneHHas ctanb
rpacuTom ~750N/mm? ~30HRC ~40HRC ~50HRC
W Yucno | CkopocTe| Yucro | Ckopocts| MCNO | Ckopocts| Yucrio | CkopocTs| Yucmo | Ckopocts| YMCro | Ckopocts
(Mm) 060P0T105 nogauu oGopO_TPB nogauu °6°P°I°B nogaun | 0GOpoToB| Moaauu |obopoTos| nopaun | OGOPOTOB| nopaum
(Mur™) | (MM/MIAH) | (iR | (/)| (MAET) | agan) | (neT) | (amne)| (vae) | (am/vin) | (MaHT) | (/)
6 7000 890 7000 890 6400 820 5300 680 3700 160 4200 540
8 5200 890 5200 890 4800 820 4000 680 2800 160 3200 550
10 4200 860 4200 860 3800 800 3200 665 2200 160 2500 520
12 3500 860 3500 860 3200 800 2650 665 1850 160 2100 520
14 3000 810 3000 810 2700 750 2300 625 1600 150 1800 490
16 2600 810 2600 810 2400 750 2000 625 1400 150 1600 490
18 2300 800 2300 800 2100 740 1800 615 1250 125 1400 485
20 2050 800 2050 800 1900 740 1600 615 1100 125 1250 485
ae=0.05D
Maximum cutting ap=1.5D
depth

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Down milling is recommended in the case of side milling.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.
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B342

MILLING

GM-6EL

Solid Carbide End Mills

Cutting parameters for GM series end mills

Maximum cutting
depth

ap=3D

TuTeHbIn YyryH, | YrnepoaucTas ctany YrnepogucTasi crany [peasapuTtensHo " MpeasapuTensHO
O6pabaTbiBaeMblit YYryH ¢ W NIETVIPOBaHHAR | 1 NerMpoBaHHasi |3aKaneHHasi crans v | ePKABEIOWaA | saranemas crans 1
matepuan LIapoBUAHLIM cTans cTanb 3akaneHHas crans | CTanb 3akaneHHas cranb
IR ~750N/mm’ ~30HRC ~40HRC ~50HRC
e Yucno | CkopocTb|  Yueno | Ckopoctb| MCMO | Ckopocts| Yucrio | Ckopocts| Yucro |Ckopocts| “UMCro  |Ckopocts
(MM) 050P°IOB nopa4n 05090303 nogauv 05°P°I°B nogaum | 06opoToB| Mofdauu |o6opoToB| mogaun 060po1;os nogaqu
(muH™) | (MM/MAH) | (i) | (amin)| (MART) | i) | (neT) | (aminn) | ane) | (i) | (M) | (am/minn)
6 5800 750 5800 750 5300 685 4250 545 2650 115 3600 460
8 4400 750 4400 750 4000 685 3180 545 2000 115 2700 465
10 3500 730 3500 730 3200 665 2550 530 1600 115 2150 440
12 2900 730 2900 730 2650 665 2120 530 1350 115 1800 440
14 2500 685 2500 685 2300 625 1820 500 1150 105 1550 415
16 2200 685 2200 685 2000 625 1590 500 1000 105 1350 415
18 1950 675 1950 675 1800 615 1420 490 900 90 1200 410
20 1750 675 1750 675 1600 615 1270 490 800 90 1050 410
ae=0.02D

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Down milling is recommended in the case of side milling.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.



Solid Carbide End Mills M“.I.ING
Cutting parameters for GM series end mills -

o] o IS B | cam oo . | " |
marepuarn ~750N/mm? " _30HRC " _A0HRC R
Ivaverp 3;*:1¢6HMB- Yucno | Ckopoctb a Yucno | Ckopocts a Yucno | CrkopocTb ap Ynecno | CropocTs ar
() AnuHa 06OPOIOB nogaun (m) OGOPOIOB nogaun (m) 06090108 noaaun (Mm) 050P0T10'3 noaaun (Mm)
(Mm) (MuH") | (Mm/muH) (MUHT) | (MMm/MUR) (MUHT) | (MM/MUH) (MUHT) | (MM/MUH)
4 28000 500 0.023 28000 400 0.021 28000 250 0.018 25000 200 0.014
0.5 6 22000 400 0.007 22000 350 0.06 22000 150 0.005 20000 150 0.004
8 18000 300 0.005 18000 300 0.005 18000 150 0.004 20000 150 0.003
4 32000 900 0.057 32000 600 0.053 32000 600 0.044 25000 400 0.035
6 26000 700 0.036 26000 450 0.034 26000 400 0.028 21000 300 0.022
08 8 22000 500 0.026 22000 350 0.024 22000 300 0.02 18000 200 0.016
10 22000 500 0.01 22000 350 0.01 22000 300 0.008 18000 200 0.006
4 2900 1300 0.08 27000 1000 0.08 26000 900 0.07 20000 600 0.05
6 29000 1300 0.07 27000 1000 0.07 26000 900 0.06 20000 600 0.04
8 24000 900 0.05 23000 800 0.04 22000 700 0.04 18000 400 0.03
1.0 10 20000 700 0.03 19000 600 0.03 18000 500 0.03 15000 300 0.02
12 20000 700 0.02 19000 600 0.02 18000 500 0.02 15000 300 0.01
14 18000 500 0.015 15000 400 0.01 15000 360 0.01 12000 200 0.008
6 25000 1100 0.09 23000 1000 0.08 22000 900 0.07 17000 600 0.05
8 21000 900 0.07 20000 700 0.07 19000 700 0.05 14000 400 0.04
12 10 21000 900 0.06 20000 700 0.05 19000 700 0.04 14000 400 0.03
12 18000 700 0.04 17000 600 0.04 16000 500 0.03 11000 300 0.02
6 20000 1200 0.15 18000 1000 0.14 18000 900 0.11 14000 600 0.09
8 19000 900 0.11 16000 800 0.1 15000 700 0.08 12000 400 0.07
1.5 10 19000 900 0.09 16000 800 0.08 15000 700 0.06 12000 400 0.05
12 19000 900 0.07 16000 800 0.06 15000 700 0.05 12000 400 0.04
14 19000 700 0.06 16000 650 0.05 15000 630 0.04 12000 360 0.03
6 16000 1300 0.34 15000 1100 0.31 14000 1000 0.26 11000 700 0.21
8 16000 1300 0.29 15000 1100 0.26 14000 1000 0.22 11000 700 0.18
10 14000 900 0.26 1300 800 0.24 12000 700 0.20 9000 500 0.16
20 12 14000 900 0.14 13000 800 0.13 12000 700 0.1 9000 500 0.09
14 14000 900 0.10 13000 800 0.11 12000 700 0.09 9000 500 0.07
16 14000 900 0.08 13000 800 0.08 12000 700 0.07 9000 500 0.06
cm?:gl;n:il;?th I Ap (Depth of one cut)
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Solid Carbide End Mills

Cutting parameters for GM series end mills

MILLING

OBPAGATHBEEMI  crants heroatian crans | Crans,nerumommn crans | |ToAcaPATeLHO Sakaneran |
matepuan ~750N/mm? " _30HRC " _AOHRC M A
Ivaverp quaelcrms- Yucno | Ckopoctb a Yucno | Ckopocts a Yucno | CrkopocTb ap Ynecno | CropocTs ar
() AnuHa 06OPOIOB nogaun (m) OGOPOIOB nopaun (m) 06090108 noaaun (Mm) OGOPOIOB noaaun (Mm)
(Mm) (MuH") | (Mm/muH) (MUHT) | (MMm/MUR) (MUHT) | (MM/MUH) (MUHT) | (MM/MUH)
8 13000 1300 0.42 12000 1100 0.39 11000 1000 0.33 9000 700 0.26
10 13000 1300 0.36 12000 1100 0.33 11000 1000 0.28 9000 700 0.22
12 13000 1300 0.24 12000 1100 0.23 11000 1000 0.19 9000 700 0.15
2.5 14 12000 900 0.18 10000 800 0.17 9000 700 0.14 7000 500 0.1
16 12000 900 0.13 10000 800 0.12 9000 700 0.09 7000 500 0.08
18 12000 800 0.11 10000 720 0.10 9000 630 0.07 7000 450 0.07
20 12000 800 0.09 10000 720 0.08 9000 630 0.05 7000 450 0.05
6 11000 1300 0.42 10000 1100 0.39 10000 1000 0.32 8000 700 0.27
8 11000 1300 0.39 10000 1100 0.36 10000 1000 0.30 8000 700 0.24
10 11000 1300 0.31 10000 1100 0.29 10000 1000 0.24 8000 700 0.19
12 11000 1100 0.29 10000 1000 0.27 10000 900 0.22 8000 650 0.16
30 14 11000 1100 0.27 10000 1000 0.25 10000 900 0.20 8000 650 0.15
16 10000 850 0.22 10000 750 0.20 9000 650 0.17 6000 450 0.13
18 10000 850 0.16 10000 750 0.14 9000 650 0.12 6000 450 0.10
20 10000 850 0.12 10000 750 0.10 9000 650 0.08 6000 450 0.07
12 8000 1300 0.42 7000 1100 0.38 7000 1000 0.32 6000 700 0.26
16 8000 1100 0.39 7000 1000 0.35 7000 900 0.30 6000 650 0.24
4.0 20 7000 900 0.34 7000 800 0.30 6000 700 0.27 5000 500 0.20
25 7000 900 0.30 7000 800 0.27 6000 700 0.24 5000 500 0.15
16 6000 1200 0.49 6000 1000 0.45 5000 1000 0.38 5000 600 0.30
30 25 5000 800 0.45 5000 720 0.42 5000 700 0.35 5000 600 0.25
Maximum
cutting depth | Ap (Depth of one cut)

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.
3.Make overhang of tool as short as possible in conditions of non-interference.
4.Reduce feed speed correspondingly when rotating speed is low.
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Solid Carbide End Mills

Cutting parameters for GM series end mills

MILLING

JINTenHbIN YyryH, Yrnepoaucrtas ctanb Yrnepoaucras ctanb MpensaputensHo
ObBpabatbiBaemblii YYryH C 1 nermpoBaHHas 1 nermpoBaHHas 3akaneHHas cranb u HepxasetoLas
matepwvan EIaPOBUAHBIM cranb cranb 3aKaneHHas cranb cTanb
rpacputom ~750N/mm? ~30HRC ~40HRC
Yucrio CkopocTb Yucro CkopocTb Yucrno CkopocTb Yucrno CkopocTb Yucno | Ckopoctb
OvameTp oBopoToB nogaun | 0o6OPOTOB | nogaum obopoToB nogauu obopoTos nogauv 060poTOB |  nogaum
) (MuH™") (MM/MUH) (MuH") (MM/MUR) (Mun™) (MM/MUH) (Mun") (MM/MUH) (muH") | (mmimun)
0.3 32000 115 32000 115 32000 115 32000 80 32000 40
0.4 32000 125 32000 125 32000 125 32000 90 27500 50
0.5 32000 125 32000 125 29500 125 25000 90 22000 50
0.6 32000 125 32000 125 24500 125 21000 90 18500 50
0.7 32000 125 32000 125 24500 125 21000 90 18500 50
0.8 24500 125 24500 125 18500 125 15500 90 13500 50
0.9 24500 125 24500 125 18500 125 15500 90 13500 50
1.0 21000 140 25000 165 16800 130 14500 90 10000 50
1.5 13000 140 15000 165 11800 130 10000 90 7000 50
2.0 13000 160 15000 185 11800 145 10000 100 7000 60
25 8700 200 10000 240 8200 185 6600 100 4700 60
3.0 8700 235 10000 270 8200 220 6600 100 4700 75
ae=1D
. . Diameter range | Cutting depth ap
Maximum cutting a D<@ 0.05D
depth
?1<D<@3 0.15D

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

4.Make overhang of tool as short as possible in conditions of non-interference.
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Solid Carbide End Mills

Cutting parameters for GM series end mills

MILLING

GM-2B % GM-2BL x GM-2BFP

TuTeHbIn YyryH, | YrnepoaucTas ctany YrnepogucTasi crany [peasapuTtensHo " MpensapuTensHo
O6pabaTbiBaeMblit YYryH ¢ W NIETVIPOBaHHAA | 1 NerMpoBaHHasi |3aKaneHHasi crans v | ePKABEIOWaA | saranenmas crans 1
matepuan LiapoB1AHLIM cTank cTanb 3akaneHHas ctan, | CTanb 3aKaneHHas cTanb
rpacgpuTom ~750N/mm? ~30HRC ~40HRC ~50HRC
e Yucno | CkopocTb|  Yueno | Ckopoctb| MCMO | Ckopocts| Yucrio | Ckopocts| Yucro |Ckopocts| “UMCro  |Ckopocts
(M) 060P°IOB nopa4un 05090303 nogauv 06°P°I°B nogaum | 06oOpOTOB| Mogauun | obopoTos| nopaun |OGOPOTOB| nopaum
(mvH™) | (MM/MAH) | (M) | (aivne)| (AHT) | i) | (neT) | (amivnn) | e ) | (i) | (M) | (am/vnn)
R0.5 40000 800 40000 800 38000 700 32000 320 22300 200 25000 275
R1.0 24000 900 24000 900 19000 760 16000 400 11150 230 13000 275
R1.5 15500 950 15500 950 12750 760 10600 450 7400 290 8500 280
R2.0 11500 950 11500 950 9550 760 8000 550 5550 370 6500 370
R2.5 9500 1050 9500 1050 7650 800 6400 550 4450 370 5000 375
R3.0 8000 1050 8000 1050 6400 800 5300 580 3700 390 4200 390
R4.0 6000 1300 6000 1300 4800 950 4000 700 2750 455 3200 440
R5.0 4800 1200 4800 1200 3800 900 3200 650 2200 430 2500 440
R6.0 4000 1100 4000 1100 3200 840 2650 610 1850 430 2100 420
» R8.0 3000 1050 3000 1050 2400 800 2000 600 1350 380 1600 375
o 2
3 a R10.0 2400 950 2400 950 1900 680 1600 560 1100 370 1250 330
38
2
®
ap=0.1R
|
Maximum cutting {ar=0.05R
depth ‘ ‘
ae=0.2R ae=0.1R

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.
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4.Make overhang of tool as short as possible in conditions of non-interference.
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Solid Carbide End Mills

Cutting parameters for GM series end mills

GM-4B%x GM-4BL

MILLING

TuTeHbIn YyryH, | YrnepoaucTas ctany YrnepogucTasi crany [peasapuTtensHo " MpensapuTensHo
O6pabaTbiBaeMblit YYryH ¢ W NIETVIPOBaHHAR | 1 NerMpoBaHHasi |3aKaneHHasi crans v | ePKABEIOWaA | saranemas crans 1
matepuan LiapoB1AHLIM cTank cTanb 3akaneHHas ctan, | CTanb 3aKaneHHas cTanb
rpacpuTom ~750N/mm? ~30HRC ~40HRC ~50HRC
CkopocTe pesaria 150 m/min 150m/min 120m/min 100m/min 70m/min 80m/min
e Yucno | CkopocTe| Yucro | Ckopocts| MCNO | Ckopocts| Umcrio | CkopocTs| Yucmo | Ckopocts| “ucro  |Ckopocts
(Mm) obopotos| MoAa4M | 060pOTOB|  nopaunt 06OPOTOB | nonaun | 0GopoTos| Mopauy | oGopoTos| Mopaum |OGOPOTOB| nopauu
(Mur™) | (Mm/MIH) | (MiHT) | (um/mun)| (MUET) | ainn) | (neT) | (amne)| (vae) | amdvin) | (MvHT) | (/)
R1.5 15500 1710 15500 1710 12750 1340 10600 810 7400 520 8500 500
R2.0 11500 1710 11500 1710 9550 1340 8000 990 5550 660 6500 665
R2.5 9500 1890 9500 1890 7650 1440 6400 990 4450 660 5000 675
R3.0 8000 1890 8000 1890 6400 1440 5300 1040 3700 700 4200 700
R4.0 6000 2340 6000 2340 4800 1710 4000 1260 2750 820 3200 790
R5.0 4800 2160 4800 2160 3800 1620 3200 1170 2200 770 2500 790
R6.0 4000 1980 4000 1980 3200 1510 2650 1100 1850 770 2100 755
R8.0 3000 1890 3000 1890 2400 1440 2000 1080 1350 680 1600 675
R10.0 2400 1710 2400 1710 1900 1220 1600 1000 1100 660 1250 595
_ _ N\ &=0.1R 12,=0.05R
Maximum cutting !
depth
ae=0.1R
ae=0.2R

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

4.Make overhang of tool as short as possible in conditions of non-interference.
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B348

MILLING

Solid Carbide End Mills

Cutting parameters for GM series end mills

TIATEMHBIi YyryH, Yrnepogucras ctanb Yrnepogucrasi cranb MpenpapuTensHo
ObBpabatbiBaemblii YYTyH C 1 nierupoBaHHas 1 nernpoBaHHas 3akarneHHas cranb 1 HepxasetoLias
MaTepuan LIapoBUAHbIM cTanb cranb 3akareHHas cranb crane
rpacuTom ~750N/mm* ~30HRC ~40HRC
Ovametp Yucro CkopocTb Yucno CKOpOCTb Yucno CkopocTb | Yucro CKOpoCTb Yucno CKOpOCTb
(Mm) 050p0T103 nogauun oGopoToB nogaun obopoToB noaaun o6opoToB nogauu oGopoToB nogauu
(MuH™) (MM/MUH) (MnH") (MM/MUH) (MuH") (Mm/mmn) | (mu) (Mm/MuH) (MnH") (MM/MUH)
R0.15 32000 300 32000 300 32000 270 32000 250 32000 150
R0.2 32000 380 32000 380 32000 320 32000 300 32000 175
R0.25 32000 460 32000 460 32000 410 32000 330 32000 205
R0.3 32000 535 32000 535 32000 500 32000 420 32000 265
R0.35 32000 550 32000 550 32000 520 32000 440 32000 270
R0.4 32000 610 32000 610 32000 560 32000 460 27500 285
R0.45 32000 700 32000 700 32000 600 25000 400 27500 285
R0.5 32000 765 32000 765 32000 640 25000 400 22000 285
R1.0 24000 900 24000 900 19000 760 16000 400 11150 230
R1.5 15500 950 15500 950 12750 760 10600 450 7400 290
AN ap Diameter| Cutting | Cutting
Maximum cutting range | depth ap | width ae
depth D<@1 0.05R 0.2R
@1<D<@3| 0.1R 0.2R
ae

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Make overhang of tool as short as possible in conditions of non-interference.

4.Reduce feed speed correspondingly when rotating speed is low.




Solid Carbide End Mills

Cutting parameters for GM series end mills

MILLING

OﬁpaﬁaTbIBaeMblﬁ YyryH, yrnepoaucras Yrnepoaucras MNpeaBapuTenbHO 3aKaneHHas
marepuan Cranbd17e5rglﬁ§)n31?r|‘-|2Haﬂ cTanb Cranb,nerrg)(())lﬁaRrgaﬂ cTanb CTasnb, Bél(:g:;l::aﬂ cTanb Hepxagsetowas cranb
e v I S o (- P R e PR B e [P
(M) | (anr) (") | (k) (Mm) | (MM) | () (M) (an) | (M) ) o (m) | M)y | aiary| VM) | ()
4 27000 400 0.02 10.025| 27000 380 0.02 |0.025| 27000 300 0.02 |0.025| 27000 200 0.02 |0.025
Ro-28 6 21000 200 0.01 |0.015| 21000 180 0.01 |0.015| 21000 160 0.01 |0.015| 21000 150 0.01 {0.015
4 27000 400 0.03 | 0.12 | 27000 380 0.03 | 0.12 | 25000 250 0.03 | 012 | 24000 200 0.03 | 0.12
RO.3 6 25000 300 0.03 | 0.12 | 25000 280 0.03 | 0.12 | 20000 150 0.03 | 0.12 | 20000 140 0.03 | 0.12
8 25000 240 0.03 | 0.12 | 25000 225 0.03 | 0.12 | 20000 120 0.03 | 0.12 | 20000 110 0.03 | 0.12
4 27000 600 0.04 | 0.16 | 27000 550 0.04 | 0.16 | 23000 450 0.04 | 0.16 | 21000 300 0.04 | 0.16
6 24000 400 0.04 | 0.12 | 24000 360 0.04 | 0.12 | 21000 250 0.04 | 0.12 | 19000 200 0.04 | 0.12
Rod 8 22000 300 0.04 | 0.12 | 22000 270 0.04 | 0.12 | 19000 150 0.04 | 0.12 | 19000 140 0.04 | 0.12
10 22000 270 0.03 | 0.09 | 22000 250 0.03 | 0.09 | 19000 135 0.03 | 0.09 | 19000 120 0.03 | 0.09
4 28000 600 0.05 | 0.20 | 28000 550 0.05 | 0.20 | 25000 500 0.05 | 0.20 | 21000 300 0.05 | 0.20
6 21000 400 0.05 | 0.20 | 21000 360 0.05 | 0.20 | 19000 300 0.05 | 0.20 | 16000 200 0.05 | 0.2
R0.5 8 21000 360 0.05 | 0.15 | 21000 320 0.05 | 0.15 | 19000 270 0.05 | 0.15 | 16000 180 0.05 | 0.15
10 18000 300 0.03 | 0.10 | 18000 270 0.03 | 0.10 | 17000 200 0.03 | 0.10 | 14000 150 0.03 | 0.10
12 18000 270 0.03 | 0.10 | 18000 250 0.03 | 0.10 | 17000 180 0.03 | 0.10 | 14000 135 0.03 | 0.10
6 20000 600 0.06 | 0.24 | 20000 540 0.06 | 0.24 | 17000 300 0.06 | 0.24 | 14000 200 0.06 | 0.24
8 20000 540 0.06 | 0.24 | 20000 500 0.06 | 0.24 | 17000 270 0.06 | 0.24 | 14000 170 0.06 | 0.24
RoS 12 16000 300 0.06 | 0.18 | 16000 270 0.06 | 0.18 | 14000 200 0.06 | 0.18 | 11000 150 0.06 | 0.18
16 16000 270 0.03 | 0.12 | 16000 230 0.03 | 0.12 | 14000 175 0.03 | 0.12 | 11000 135 0.03 | 0.12
8 17000 600 0.08 | 0.30 | 17000 540 0.08 | 0.30 | 15000 300 0.08 | 0.30 | 12000 250 0.08 | 0.30
R0.75 12 17000 540 0.06 | 0.24 | 17000 500 0.06 | 0.24 | 15000 275 0.06 | 0.24 | 12000 225 0.06 | 0.24
16 13000 300 0.04 | 0.16 | 13000 275 0.04 | 0.16 | 12000 200 0.04 | 0.16 | 9500 150 0.04 | 0.16
6 16500 800 0.10 | 0.40 | 16500 750 0.10 | 0.40 | 16500 560 0.10 | 0.40 | 13500 450 0.10 | 0.40
8 16500 800 0.10 | 0.32 | 16500 750 0.10 | 0.32 | 16500 560 0.10 | 0.32 | 13500 450 0.10 | 0.32
10 14000 630 0.08 | 0.30 | 14000 600 0.08 | 0.30 | 13000 450 0.08 | 0.30 | 10000 270 0.08 | 0.30
Ro 12 14000 630 0.06 | 0.30 | 14000 600 0.06 | 0.30 | 13000 450 0.06 | 0.30 | 10000 270 0.06 | 0.30
16 14000 550 0.06 | 0.24 | 14000 530 0.06 | 0.24 | 13000 400 0.06 | 0.24 | 10000 270 0.06 | 0.24
20 11000 360 0.06 | 0.16 | 11000 330 0.06 | 0.16 | 10000 225 0.06 | 0.16 | 8000 175 0.06 | 0.16
F\/A\/A\ ap
Maximum
cutting depth
ae
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Solid Carbide End Mills

Cutting parameters for GM series end mills

MILLING

1.Please select high-precision machine and tool holder.

OGpaGaTbIBaeMbll;I YyryH, yrnepoaucras anepo.qmcr asi lpeaBapuTenbHO 3aKaneHHas
CTalb, JIerMpoBaHHasi Crasb CTarnb,lerupoBaHHas crasb CTarb, 3aKaneHHas CTasb HepxaBetowas cranb
matepuan ~750N/mm ~30HRC ~40HRC
Opcpextue{ Yncno | Ckopoctb Yucno | cropocts Yucno | CkopocTb Yucro |CkopocTe
MaVeTH a9 nwka 06opoTos nopaun | 2P| @@ PGOPOTOE  nopaun 8 | @ nGopoton nomaum |, 2°. | 3° o6opotog nogauws | 2P | @
(vm) (Mm) (MuH") | (MM/MuH) (Mm) | (M) | () (MM/MUH) ey | e (MuH") | (MM/MUH) (Mm) | (M) (MuH") | (MM/MUR) (Mm) | (mm)
8 14000 800 0.10 | 0.32 | 14000 750 0.10 | 0.32 | 14000 560 0.10 | 0.32 | 12500 450 0.10 | 0.32
12 13000 630 0.06 | 0.30 | 13000 600 0.06 | 0.30 | 12000 450 0.06 | 0.30 | 10000 270 0.06 | 0.30
R1.25
16 13000 550 0.06 | 0.24 | 13000 530 0.06 | 0.24 | 12000 400 0.06 | 0.24 | 10000 270 0.06 | 0.24
20 10000 360 0.06 | 0.16 | 10000 330 0.06 | 0.16 | 8000 225 0.06 | 0.16 | 7000 175 0.06 | 0.16
10 12000 800 0.15 | 0.40 | 12000 720 0.15 | 0.40 | 9500 600 0.15 | 0.40 | 7500 400 0.15 | 0.40
12 12000 720 0.15 | 0.40 | 12000 650 0.15 | 0.40 | 9500 540 0.15 | 0.40 | 7500 360 0.15 | 0.40
R1.5
16 10000 600 0.15 | 0.40 | 10000 540 0.15 | 0.40 | 8500 300 0.15 | 0.40 | 6500 250 0.15 | 0.40
20 10000 600 0.10 | 0.32 | 10000 540 0.10 | 0.32 | 8500 300 0.10 | 0.32 | 6500 250 0.10 | 0.32
10 9000 800 0.20 | 0.80 | 9000 720 0.20 | 0.80 | 7500 600 0.20 | 0.80 | 6000 400 0.20 | 0.80
16 9000 800 0.20 | 0.60 | 9000 720 0.20 | 0.60 | 7500 600 0.20 | 0.60 | 6000 400 0.20 | 0.60
R2.0
‘é’ 20 7000 600 0.20 | 0.40 | 7000 540 0.20 | 0.40 | 6000 400 0.20 | 0.40 | 5000 250 0.20 | 0.40
=
2 25 7000 600 0.15 | 0.40 | 7000 540 0.15 | 0.40 | 6000 400 0.15 | 0.40 | 5000 250 0.15 | 0.40
g 16 7000 600 0.25 | 1.00 | 7000 540 0.25 | 0.10 | 6500 500 0.25 | 1.0 | 5000 400 0.25 | 1.00
= R2.5
25 6000 500 0.25 | 1.00 | 6000 450 0.25 | 1.00 | 5000 500 0.25 | 1.00 | 4000 250 0.25 | 1.00
(@)
=
%".
«
% AN ap
3 Maximum
g cutting depth
Q ae
D
<
[92]
@
g
]
o
3
&

2.Please use air blow or cutting liquid with high mist retardant property.
3.Make overhang of tool as short as possible in conditions of non-interference.
4.Reduce feed speed correspondingly when rotating speed is low.
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Solid Carbide End Mills M“.I.ING
Cutting parameters for GM series end mills N/

TuTeNHbIN YyryH, | YrnepoaucTas ctany Yrnepogucras crany [1peAsaputensHo " MMpenBapuUTensHoO
ObpabaTbiBaeMbIit uYryH ¢ 1 NernpoBaHHas W NerMpoBaHHasi |3aKaneHHas ctanb u | | cPkaBetollan 3aKaneHHas cTanb u
martepuan LapoB1AHBIM cranb cranb 3akaneHHas ctan, | CTarne 3aKaneHHas cTanb
rpamuTom ~750N/mm? ~30HRC ~40HRC ~50HRC
o Yucno | CkopocTe| Yucno | Ckopocts| MCNO | Ckopocts| Uncrio | CkopocTs| Yucno | Ckopocts| YMcno | Ckopocts
(MM) OGOPOIOB noga4n 050P0_T1°B nopauv °6°P°I°B nogaun | 0GOpPOTOB| Moaauu | obopoTos| Mopaun 060po:|;os nogauu
(M) | (MM/MUAH) | (maHT) | (amivin)| (MAHT) /e | (o) | (umive) | (aae) | (amivan) | (BET) | (m/vin)
1 20000 200 20000 200 20000 160 20000 160 20000 60 20000 120
2 15000 320 15000 320 15000 290 15000 280 11150 84 13000 180
3 14000 545 14000 545 13000 510 10600 420 7500 120 8500 330
4 10800 560 10800 560 10000 520 8000 430 5500 130 6500 335
5 8200 580 8200 580 7600 540 6400 450 4500 130 5000 355
6 7000 600 7000 600 6400 550 5300 460 3700 140 4200 360
8 5200 600 5200 600 4800 550 4000 460 2800 140 3200 365
10 4200 580 4200 580 3800 540 3200 445 2200 140 2500 350
12 3500 580 3500 580 3200 540 2650 445 1850 140 2100 350
»
26=0.1D 2e=0.05D 2
~— = a
38
2
o
ap=1D ap=1D
O
=
L%".
Maximum cutting B
depth E]
[0}
@
w
ae=1D éh
Diameter range | Cutting depth ap 26=1D 2
ap 31<D<@3 0.15D 6
@3<D 0.3D ap=0.05D )
(0]
>
o
3
&

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed stated
above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.
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B352

MILLING

GM-4R % GM-4RL

Solid Carbide End Mills

Cutting parameters for GM series end mills

TuTeNHbIN YyryH, | YrnepoaucTas ctany Yrnepogucras crany [1peAsaputensHo " MpensapuUTensHo
ObpabaTbiBaeMbIit uYryH ¢ 1 NernpoBaHHas W NerMpoBaHHasi |3aKaneHHas ctanb u | | cPkaBetollan 3aKaneHHas cTanb u
martepuan LapoB1AHBIM cranb cranb 3akaneHHas ctan, | CTarne 3aKaneHHas cTanb
137 e ~750N/mm” ~30HRC ~40HRC ~50HRC
[nameTp Yncno | CkopocTh | Yueno | Ckopocts| MEMO | Cropocts| Uncno | CkopocTb| Uucrio | Ckopocts| Yvcrio | Cropocts
(MM) OGOPOIOB noga4n 050P0_T1°B nopauv °6°P°I°B nogaun | 0GOpPOTOB| Moaauu | obopoTos| Mopaun 060po1;os nogauu
(M) | (MM/MUAH) | (maHT) | (amivin)| (MAHT) /e | (o) | (umive) | (aae) | (amivan) | (BET) | (m/vin)
3 14000 820 14000 820 13000 755 10600 630 7500 145 8500 490
4 10800 840 10800 840 10000 770 8000 640 5500 145 6500 500
5 8200 880 8200 880 7600 810 6400 670 4500 145 5000 530
6 7000 900 7000 900 6400 830 5300 690 3700 160 4200 540
8 5200 890 5200 890 4800 815 4000 680 2800 160 3200 550
10 4200 880 4200 880 3800 810 3200 670 2200 160 2500 520
12 3500 880 3500 880 3200 810 2650 670 1850 160 2100 520
16 2600 680 2600 680 2400 630 2000 525 1400 120 1600 490
ae=0.1D a2e=0.05D
av=1.5D ap=1.5D
Maximum cutting
depth
ae=1D
Diameter range | Cutting depth ap ae=1D
ap 21<D<a3 0.15D 7
@3<D 0.3D 2=0.05D

1.The above table shows the standard value of side milling. When milling slot, 50%~70% of rotating speed and 40%~60% of feed speed stated

above are recommended as standard.

2.Please select high-precision machine and tool holder.

3.Please use air blow or cutting liquid with high mist retardant property.

4.Down milling is recommended in the case of side milling.

5.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

6.Make overhang of tool as short as possible in conditions of non-interference.



Solid Carbide End Mills

Cutting parameters for GM series end mills

GM-4W(side cutting)

MILLING

JIUTEMHBIA YyTyH, Yrnepogucras cranb Yrnepoauctas cranb MNpensaputensHo
Ob6pabaTbiBaeMbilii YyryH C v nervpoBaHHas 1 nermposaHHas 3akaneHHas cTanb u Hepxasetowyas
matepuan LapoBMaHbIM cranb cranb 3akarneHHas ctanb crane
rpacguTom ~750N/mm’ ~30HRC ~40HRC
Ovametp Yvicrio CkopocTb Yucno CkopocTb Ywnerno CkopocTb Yucno CkopocTb Yucno CkopocTb
(Mm) obopoToB nogayun o6opoToB nogaun obopoToB nogauun obopoToB nogaun obopoToB nogayu
(MnH") (MM/MUH) (MnH™) (MM/MUH) () (Mm/imme) | (MuHT) (MM/MUH) (MuH™) (MM/MUH)
6 6350 760 5300 640 4500 360 3450 280 2650 210
7 5460 760 4550 640 3650 360 3000 280 2250 310
8 4750 760 4000 640 3400 410 2650 310 2000 240
9 4250 760 3540 640 2850 410 2300 310 1750 240
10 3800 760 3200 640 2700 430 2050 330 1600 260
1 3470 760 2900 640 2400 430 1850 330 1450 260
12 3200 770 2250 650 1950 470 1500 360 1150 280
16 2400 770 2000 640 1700 480 1300 360 1000 280
20 1900 760 1600 610 1350 470 1050 350 800 260
ae=0.4D 2e=0.3D
Maximum cutting ap=1.5D ap=1.5D
depth

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Down milling is recommended in the case of side milling.

4.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

5.Make overhang of tool as short as possible in conditions of non-interference.

B353

w
o 2
i
a.g
2
)

S||iw pus saues |NK) 10y siejeweled Builny



»
22
=
5.3
(20
)

S||IW pus SalIas D) 4oy siereweled Buing

B354

MILLING

Solid Carbide End Mills

Cutting parameters for GM series end mills

GM-4W(slot cutting)

depth

Maximum ap=12mm

JIUTEHBIN YyTyH, Yrnepogucras cTanb YrnepoaucTas cranb MpensaputensHo
Ob6pabaTbiBaeMbilii YyryH C v nervpoBaHHasi 1 nermposaHHas 3akaneHHas cTanb u HepxasetoLyas
matepvan LapoBMaHbIM cranb cranb 3akarneHHas ctanb crane
rpacomTom ~750N/mm’ ~30HRC ~40HRC
CrkopocTb pesaHus 80~120 m/mMuH 70~100M/MuH 60~90M/MUH 40~70M/MuUH 30~60M/MUH
[nameTp Yucno CKOpoCTb Yucno CKopoCTb Yucno CkopocTb Yucno CkopocTb Yucno CkopocTb
(Mm) 060p0T10|3 nofaun obopoToB nogauu 060POIOB nogayu OGOPOIOB nogayn 060p0T103 nogayn
(MuH™) (MM/MUH) (MnH") (MM/MUH) (MUH ™) (MM/MUH) (MUH ™) (MM/MUH) (MuH") (MM/MUH)
6 5300 640 4500 540 3700 300 2900 230 2400 190
7 4500 630 3800 540 3200 300 2500 230 2050 190
8 4000 640 3400 540 2800 340 2200 260 1800 220
9 3500 630 3000 540 2450 340 1950 260 1600 220
10 3200 640 2700 540 2250 360 1750 280 1450 230
1" 3000 630 2450 540 2050 360 1600 280 1300 230
12 2650 640 2250 540 1850 370 1450 290 1200 240
16 2000 640 1700 540 1400 390 1100 310 900 250
20 1600 640 1350 510 1100 390 900 300 700 230
ae=1D ae=1D
Maximum cutting ap=0.75D ap=0.5D

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

4.Make overhang of tool as short as possible in conditions of non-interference.




Solid Carbide End Mills

Cutting parameters for HM series end mills

MILLING

OBpabarbisaembiil | MpeasapuTenbHo 3akaneHHas crasb u 3akarieHHasi cTarb 3akarieHHasi cTarb
maTepuan 3akaneHHas cranb 40~50HRC 50~60HRC 60~68HRC
Yucno CkopocTb Yucno CkopocTb Yucno CkopocTb
Avametp 06GopoToB nopauu o6opoTos nogaun 060poTOB nogaun
(Mm) (MnH") (MM/MUH) (MuH™) (MM/MUH) (MnH") (MM/MUH)
1 40000 160 40000 160 32000 130
2 40000 400 24000 240 16000 160
3 32000 510 16000 255 11000 175
4 24000 625 12000 310 8000 210
5 19000 685 9500 340 6400 230
6 16000 770 8000 385 5300 255
8 12000 770 6000 385 4000 255
10 9600 770 4800 385 3200 255
12 8000 800 4000 400 2700 270
14 6800 680 3400 340 2300 230
16 6000 600 3000 300 2000 200
18 5300 530 2700 270 1800 180
20 4800 480 2400 240 1600 160
ae=0.05D ae=0.03D ae=0.02D
X . ap=1.5D ap=1D ap=1D
Maximum cutting
depth
Maximum ae=1.0mm Maximum ae=0.5mm Maximum ae=0.3mm

1.Please select high-precision and rigidity machine and tool holder.

2.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

3.Please use air blow or MQL( minimum oil mist cooling).

4.Down milling is recommended in the case of side milling.

5.Make overhang of tool as short as possible in conditions of non-interference.
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Solid Carbide End Mills

Cutting parameters for HM series end mills

MILLING

OBpabarbisaembiil | MpeasapuTenbHo 3akaneHHas crasb u 3akarieHHasi cTarb 3akarieHHasi cTarb
maTepuan 3akaneHHas cranb 40~50HRC 50~60HRC 60~68HRC
Yucno CkopocTb Yucno Ckopoctb Yucno CkopocTb
Avametp 060opoToB noaauu o6opoToB noaaun oGopoIoa nogaun
(mm) (MuH™) (MM/MUH) (MuH") (MM/MuH) (MnH™) (MM/MUH)
6 16000 1155 8000 460 5300 305
8 12000 1155 6000 460 4000 305
10 9600 1155 4800 460 3200 305
12 8000 1200 4000 480 2700 325
16 6000 900 3000 360 2000 240
20 4800 720 2400 285 1600 195
ae=0.05D a2e=0.03D ae=0.02D
ap=1D = =
” Maximum cutting P 2=1D a=1D
o O depth
3 a
38
s
o
Maximum ae=1.0mm Maximum ae=0.5mm Maximum ae=0.3mm

1.Please select high-precision and rigidity machine and tool holder.

2.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

3.Please use air blow or MQL( minimum oil mist cooling).

4.Down milling is recommended in the case of side milling.

5.Make overhang of tool as short as possible in conditions of non-interference.
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Solid Carbide End Mills M“.I.ING
Cutting parameters for HM series end mills N/

HM-4ExHM-4EL

1.Please select high-precision and rigidity machine and tool holder.

O6pabaTbiBaemblli | MpegpapuTenbHO 3akaneHHas cTarb 1 3akaneHHas cranb 3akaneHHas ctanb
martepuvarn 3akarneHHas ctanb 40~50HRC 50~60HRC 60~68HRC
[Ouametp Yucno CkopocTb Yucno CkopocTb Yucno CkopocCTb
(Mm) o6opoToB nogauu obopoToB nogain 050P°I°B nogauu
(MuH™) (MM/MUH) (MuH™) (MM/MUH) (MuH™) (MM/MUH)
1 40000 320 40000 320 32000 260
2 40000 800 24000 480 16000 320
3 32000 1020 16000 510 11000 350
4 24000 1250 12000 620 8000 420
5 19000 1360 9500 680 6400 460
6 16000 1540 8000 770 5300 510
8 12000 1540 6000 770 4000 510
10 9600 1540 4800 770 3200 510
12 8000 1600 4000 800 2700 540
14 6800 1340 3400 680 2300 460
16 6000 1200 3000 600 2000 400 o g’
25
18 5300 1060 2700 530 1800 360 ;- =
Q
20 4800 960 2400 480 1600 320 % §'
o
)
ae=0.05D 2e=0.03D ae=0.02D
= ] 7 O
=3
%’Z
«
) . ap=1.5D ap=1D ap=1D 8
Maximum cutting S
3
depth @
@
w
=)
=
Maximum ae=1.0mm Maximum ae=0.5mm Maximum ae=0.3mm @
§.
(0]
>
o
3.
&

2.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

3.Please use air blow or MQL( minimum oil mist cooling).

4.Down milling is recommended in the case of side milling.

5.Make overhang of tool as short as possible in conditions of non-interference.
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Solid Carbide End Mills

Cutting parameters for HM series end mills

MILLING

OBpabarbisaembiil | MpeasapuTenbHo 3akaneHHas crasb u 3akarieHHasi cTarb 3akarieHHasi cTarb
maTepuan 3akaneHHas cranb 40~50HRC 50~60HRC 60~68HRC
Yucno CkopocTb Yucno Ckopoctb Yucno CkopocTb
Avametp 060opoToB noaauu o6opoToB noaaun oGopoIoa nogaun
(mm) (vuH™) (MM/MUH) (MuH") (MM/MuH) (MnH™) (MM/MUH)
6 16000 1730 8000 920 5300 610
8 12000 1730 6000 920 4000 610
10 9600 1730 4800 920 3200 610
12 8000 1800 4000 960 2700 650
16 6000 1350 3000 720 2000 480
20 4800 1080 2400 570 1600 390
ae=0.05D a2e=0.03D ae=0.02D
ap=1D = =
” Maximum cutting P 2=1D =1D
o O depth
3 a
38
=
o
Maximum ae=1.0mm Maximum ae=0.5mm Maximum ae=0.3mm

1.Please select high-precision and rigidity machine and tool holder.

2.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

3.Please use air blow or MQL( minimum oil mist cooling).

4.Down milling is recommended in the case of side milling.

5.Make overhang of tool as short as possible in conditions of non-interference.
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Solid Carbide End Mills

Cutting parameters for HM series end mills

MILLING

OBpabarbisaembiil | MpeasapuTenbHo 3akaneHHas cranb u 3akarieHHasi cTarb 3akarieHHasi cTarb
maTepuan 3akaneHHas cranb 40~50HRC 50~60HRC 60~68HRC
CkopocTb pesana 300Mm/MUH 150M/MUH 100M/MuH
Luavetp Yucno CkopocTb Yucno CkopocTb Yuncro CkopocTb
(Mm) o6opotoB nogauu obopoTos nopa4u °6°P°:';°B nogauv
(MnH") (MM/MUH) (MuH") (Mm/MUH) (MUH™) (MM/MUH)
6 16000 1850 8000 925 5300 610
8 12000 1850 6000 925 4000 610
10 9600 1850 4800 925 3200 610
12 8000 1920 4000 960 2700 650
14 6800 1600 3400 815 2300 550
16 6000 1440 3000 720 2000 480
18 5300 1270 2700 635 1800 430
20 4800 1150 2400 575 1600 385
ae=0.05D ae=0.03D ae=0.02D
Maximum cutting ap=1.5D ap=1.5D ap=1.5D
depth
Maximum ae=1.0mm Maximum ae=0.5mm Maximum ae=0.3mm

1.Please select high-precision and rigidity machine and tool holder.

2.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating

speed and feed speed stated above correspondingly.

3.Please use air blow or MQL( minimum oil mist cooling).

4.Down milling is recommended in the case of side milling.

5.Make overhang of tool as short as possible in conditions of non-interference.
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Solid Carbide End Mills

Cutting parameters for HM series end mills

MILLING

HM-6EL

OBpabarbisaembiil | MpeasapuTenbHo 3akaneHHas crasb u 3akarieHHasi cTarb 3akarieHHasi cTarb
maTepuan 3akaneHHas cranb 40~50HRC 50~60HRC 60~68HRC
CkopocTb pesana 300Mm/MUH 150M/MUH 100M/MuH
Luavetp Yucno CkopocTb Yucno CkopocTb Yuncro CkopocTb
(Mm) o6opotoB nogauu OGOPO'EOB nopa4u °6°P°:';°B nogauv
(MnH") (MM/MUH) (MUH™) (Mm/MUH) (MUH™) (MM/MUH)
6 16000 1300 8000 650 5300 430
8 12000 1300 6000 650 4000 430
10 9600 1300 4800 650 3200 430
12 8000 1350 4000 670 2700 460
14 6800 1150 3400 570 2300 380
16 6000 1000 3000 500 2000 340
18 5300 890 2700 450 1800 300
20 4800 800 2400 400 1600 270
[7] ae=0.02D ae=0.01D
o 2 _— —
3 s
38
=c
o . . =3D ap=3D
@ Maximum cutting ap p
depth
Maximum ae=0.3mm

1.Please select high-precision and rigidity machine and tool holder.

2.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

3.Please use air blow or MQL( minimum oil mist cooling).

4.Down milling is recommended in the case of side milling.
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5.Make overhang of tool as short as possible in conditions of non-interference.
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Solid Carbide End Mills

Cutting parameters for HM series end mills

MILLING

OBpabarsisaembii MpenBapuTenbHO 3akaneHHas cTanb u AR GTES
3akaneHHas ctanb 40~50HRC 50~60HRC
marepuan
[navetp OchdpekTs- Yucno CkopocTb a Ywcrio CkopocTb &
(mm) | Anka o60opoToB nopaumn (Mh‘;) oGopotos nogaum (M;)
(Mm) (vuH™) (MM/MUH) (MUH™) (MM/MWH)

4 21000 100 0.009 17000 50 0.009
0.5 6 20000 75 0.006 15000 35 0.007
8 20000 50 0.002 15000 20 0.003

4 20000 200 0.022 14000 100 0.011

0.8 6 18000 150 0.014 14000 75 0.009
’ 8 18000 100 0.01 14000 50 0.006
10 18000 75 0.007 14000 30 0.004

4 17000 400 0.035 12000 100 0.016

6 17000 400 0.03 12000 100 0.014

10 8 15000 300 0.02 10000 75 0.01
) 10 15000 250 0.015 10000 50 0.008
12 12000 150 0.01 10000 50 0.006

14 12000 100 0.007 10000 30 0.004
6 14000 400 0.03 10000 100 0.017
1.2 8 12000 300 0.03 10000 100 0.014
’ 10 12000 300 0.02 10000 75 0.01
12 10000 200 0.01 10000 50 0.00
6 12000 400 0.06 8000 200 0.028

8 10000 300 0.04 7000 150 0.021
1.5 10 10000 300 0.03 7000 150 0.017
12 10000 300 0.025 7000 100 0.01
14 10000 250 0.02 7000 75 0.005

6 9000 400 0.13 6000 300 0.07

8 9000 400 0.11 6000 300 0.06

20 10 7000 300 0.10 6000 200 0.05
’ 12 7000 300 0.06 6000 200 0.03
14 7000 250 0.04 6000 150 0.015
16 7000 200 0.02 6000 100 0.008

Maximum cutting
depth | 1 Ap (Depth of one cut)
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Solid Carbide End Mills

Cutting parameters for HM series end mills

MILLING

OBpabarTbisaembii MpenBapuTenbHO 3akaneHHasi ctanb U AR GTES
3akaneHHas ctanb 40~50HRC 50~60HRC
marepuan
[navetp OdhpekTns- Yucno CkopocTb a Yucrio CkopocTb &
(Mm) |15 Ak o60opoToB nopayu (M;) oGoporos nogaqn (M;)
(Mm) (vuH™) (MM/MUH) (MUH™) (MM/MUH)
8 8000 400 0.16 5000 300 0.08
10 8000 400 0.14 5000 300 0.07
12 8000 400 0.09 5000 300 0.05
25 14 6000 300 0.07 5000 200 0.03
16 6000 300 0.05 5000 200 0.025
18 6000 300 0.04 5000 150 0.02
20 6000 300 0.02 5000 100 0.01
6 7000 400 0.18 5000 300 0.10
8 7000 400 0.15 5000 300 0.08
10 7000 400 0.12 5000 300 0.06
[ 12 7000 400 0.10 5000 300 0.05
o2 3.0
2 g 14 6000 300 0.08 5000 200 0.04
% % 16 6000 300 0.06 5000 200 0.03
7 o
g
@ 18 6000 300 0.05 5000 200 0.025
9 20 6000 250 0.04 5000 150 0.01
g 12 4500 400 0.16 4000 300 0.08
g 40 16 4500 400 0.14 4000 300 0.06
[ .
g 20 4500 300 0.10 4000 300 0.04
% 25 4500 300 0.08 4000 300 0.03
i 5.0 16 4000 400 0.19 3000 300 0.09
§ ) 25 4000 400 0.15 3000 300 0.06
@
é.
g
o
3
@ . .
Maxm:jl;r;t rt;:uttlng | Ap (Depth of one cut)

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.
3.Make overhang of tool as short as possible in conditions of non-interference.
4.Reduce feed speed correspondingly when rotating speed is low.
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Solid Carbide End Mills M“.I.ING
Cutting parameters for HM series end mills N/

OBpabarsisaembii MpenBapuTenbHO 3akaneHHas cTanb u TR GET
3akaneHHas ctanb 40~50HRC 50~60HRC
marepuan
Ouametp Yucno CkopocTb Yuerio CkopocTb
(MM) obopoToB nogauu oﬁopm;os nogayn
(Mue™) (MM/MUH) (MuH") (MM/MUH)

0.3 23000 30 16500 25

0.4 17500 30 12500 25

0.5 14000 30 10000 25

0.6 11500 30 8450 25

0.7 10000 30 7500 25

0.8 8750 30 6350 25

0.9 8000 30 5500 25

1.0 7000 30 5050 25

1.5 5050 40 3550 25

2.0 3950 40 2750 25

25 3500 45 2500 30 7
o 2

3.0 2750 45 2000 30 2s
38
=

ae=1D ae=1D
Diameter | Cutting Diameter | Cutting
Maximum cutting a range | depthap a range | depthap
depth P D<@1 0.02D P D<@ 0.01D
21<D<@3 0.05D @1<D<@3 0.02D

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.
3.Make overhang of tool as short as possible in conditions of non-interference.
4.Reduce feed speed correspondingly when rotating speed is low.
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Solid Carbide End Mills

Cutting parameters for HM series end mills

MILLING

HM-2B % HM-2BL xHM-2BFP

ObpabarbiBaembiit | [1PeABApUTENLHO 3aKaneHHast cTarts 1 3akareHHas crarb 3akaneHHas cranb
matepuan 3akaneHHas ctanb 40~50HRC 50~60HRC 60~68HRC
Papuyc Yucno | CropocTb a 7 Yucno | CkopocTb a a Yucno | Ckopocts a a
ccepueckoro | 0BOPOTOB| noaati (M’:) (M;) 06opoToB | noaauy (M;) (M':) 060poTOB | nopaum (M':) (M,:)
Topua (Mm) (MUHT) | (MM/MUH) (MUH") | (MM/MUH) (MUHT) | (MM/MUR)
R0.5 40000 1900 0.01 0.05 36000 1500 0.01 0.05 32000 1400 0.01 0.05
R1.0 33000 3100 0.02 0.075 26000 2100 0.02 0.075 24000 2000 0.02 0.075
R1.5 29000 4100 0.03 0.1 23000 2900 0.03 0.1 21000 2600 0.03 0.1
R2.0 22000 3900 0.04 0.15 17000 2500 0.04 0.15 15500 2100 0.04 0.15
R2.5 17500 3500 0.05 0.15 13500 2200 0.05 0.15 13000 2000 0.05 0.15
R3.0 15000 3100 0.06 0.2 11500 1700 0.06 0.2 10500 1500 0.06 0.2
R4.0 11000 2500 0.08 0.25 8600 1600 0.08 0.25 8000 1400 0.08 0.25
R5.0 9000 2000 0.1 0.3 7000 1400 0.1 0.3 6000 1200 0.1 0.3
R6.0 7500 1800 0.1 0.35 5700 1300 0.1 0.35 5300 1200 0.1 0.35
R8.0 5500 1800 0.1 0.4 4300 1300 0.1 0.4 4000 1200 0.1 0.4
R10.0 4500 1800 0.1 0.5 3500 1300 0.1 0.5 3200 1200 0.1 0.5
AN ap
Maximum cutting
depth a
e

1.Please select high-precision and rigidity machine and tool holder.

2.Above table shows the standard for operations with little change of machining load, such as contour machining .When the machine rigidity and
workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating speed and feed speed stated
above correspondingly.

3.Please use air blow or MQL( minimum oil mist cooling).

4. When inclination angle a is more than 15°, please reduce rotating speed and feed speed to 50%~80% of the speeds stated in the table.

5.Make overhang of tool as short as possible in conditions of non-interference.



Solid Carbide End Mills M“.I.ING
Cutting parameters for HM series end mills N/

HM-4BxHM-4BL

ObpabaTbisaemslii | [IPEABApUTENbHO 3akaneHHas cTanb u 3akaneHHas cTanb 3aKkaneHHas cTanb
matepuan 3akaneHHas ctanb 40~50HRC 50~60HRC 60~68HRC
Paauyc Yucno | CropocTb a a Yncno  |CkopocTb a a Yucro | CkopocTb a a
ccepueckoro | 0BOPOTOB| noaati (MM”) (M;) 06opoToB | noaauy (M;) (M':) 060poTOB | nopaum (M’;) (M,:)
Topua (Mm) (MUHT) | (MM/MUH) (MUHT) | (MM/MUH) (MUHT) | (MM/MUR)
R1.5 29000 6560 0.03 0.1 22800 4560 0.03 0.1 21100 4240 0.03 0.1
R2.0 22000 6250 0.04 0.15 17100 4000 0.04 0.15 15800 3520 0.04 0.15
R2.5 17400 5600 0.05 0.15 13600 3520 0.05 0.15 12700 3200 0.05 0.15
R3.0 14500 5000 0.06 0.2 11400 3000 0.06 0.2 10600 2500 0.06 0.2
R4.0 10900 4200 0.08 0.25 8550 2500 0.08 0.25 7950 2250 0.08 0.25
R5.0 8700 3500 0.1 0.3 6850 2200 0.1 0.3 6350 2000 0.1 0.3
R6.0 7250 3000 0.1 0.35 5700 2000 0.1 0.35 5300 1900 0.1 0.35
R8.0 5450 3000 0.1 0.4 4280 2000 0.1 0.4 4000 1900 0.1 0.4
R10.0 4350 3000 0.1 0.5 3425 2000 0.1 0.5 3200 1900 0.1 0.5
»
o 2
N
a
Maximum cutting P _ g g
depth a =
@
Qe

1.Please select high-precision and rigidity machine and tool holder.

2.Above table shows the standard for operations with little change of machining load, such as contour machining .When the machine rigidity and
workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating speed and feed speed stated
above correspondingly.

3.Please use air blow or MQL( minimum oil mist cooling).

4. When inclination angle a is more than 15°, please reduce rotating speed and feed speed to 50%~80% of the speeds stated in the table.

5.Make overhang of tool as short as possible in conditions of non-interference.
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Solid Carbide End Mills

Cutting parameters for HM series end mills

MILLING

O6pabarbiBaemblii MpenBapuTenbHO 3akaneHHas cTasb u 3akanenHas cTanb
martepuan 3akaneHHas cranb 40~50HRC 50~60HRC
Yucrio CKopoCTb Yucro CKopoCTb
HAvemetp oGoporos nopayu obopotos nopaun
(Mm) (MuH") (MM/MUH) (MMH™) (MM/MUH)
R0.15 25000 135 25000 115
R0.2 25000 140 25000 120
R0.25 25000 150 25000 130
R0O.3 25000 175 24000 150
R0.35 25000 190 24000 150
R0.4 24000 210 18000 140
R0.45 21000 210 15000 140
R0.5 19000 210 14000 140
R1.0 9500 210 7200 140
R1.5 6400 210 4800 140
7
o 2
a2 s
38
& = : " AN ap=0.05D
= Maximum cutting
depth
ae=0.1D

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.
3.Make overhang of tool as short as possible in conditions of non-interference.
4.Reduce feed speed correspondingly when rotating speed is low.
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Solid Carbide End Mills

MILLING

Cutting parameters for HM series end mills

OBpabarbizaembiii MpeasapuTenbHO 3akaneHHas cranb 1 3akanenHas cTanb
marepuan 3akarneHHas crans 40~50HRC 50~60HRC
ey P90l B T O T, [ o | e | G o |
M) | () (Mur™) (MM/MuH) (m) (m) (MuH) (MM/MuH) () ()
4 27000 200 0.01 0.01 27000 100 0.01 0.01
RO25 6 20000 150 0.005 0.01 20000 75 0.005 0.005
4 24000 200 0.03 0.06 17000 150 0.02 0.04
R0.3 6 20000 150 0.02 0.03 17000 150 0.01 0.02
8 20000 120 0.02 0.03 17000 120 0.01 0.02
4 21000 300 0.04 0.08 14500 200 0.03 0.08
6 19000 200 0.02 0.04 12000 150 0.02 0.04
RO4 8 17000 150 0.02 0.04 12000 100 0.02 0.04
10 17000 135 0.02 0.03 12000 75 0.01 0.02
4 21000 300 0.05 0.10 14500 200 0.05 0.10
6 16000 200 0.05 0.10 11500 150 0.05 0.10 - g:
R0.5 8 16000 180 0.03 0.05 11500 135 0.03 0.05 32
10 14000 150 0.01 0.03 9800 100 0.01 0.03 % %
12 14000 135 0.01 0.03 9800 75 0.01 0.03 = g:
6 14000 200 0.06 0.12 9500 175 0.06 0.12 @)
8 14000 180 0.06 0.12 9500 150 0.06 0.12 §
R0.6 @
12 11000 150 0.04 0.06 7500 100 0.03 0.06 g
16 11000 135 0.02 0.04 7500 75 0.02 0.03 %
8 12000 250 0.08 0.15 8000 200 0.08 0.15 g
R0.75 12 12000 225 0.06 0.15 8000 175 0.06 0.15 é:;
16 9500 150 0.01 0.05 6500 100 0.01 0.03 §
6 13500 400 0.10 0.20 7500 225 0.10 0.20 %'
8 13500 400 0.10 0.16 7500 225 0.10 0.16 %
10 10000 275 0.08 0.16 5500 175 0.08 0.16 %
R1.0 12 10000 275 0.06 0.16 5500 175 0.06 0.16 ’
16 10000 250 0.02 0.10 5500 150 0.02 0.10
20 8000 175 0.02 0.05 5500 125 0.01 0.05
FAA ap
Maximum cutting
depth
ae
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MILLING

Solid Carbide End Mills

Cutting parameters for HM series end mills

OBpabatbizaembiit MpeasapuTenbHO 3akaneHHas cranb 1 3akaneHHas cTanb
marepuan 3akaneHHas ctanb 40~50HRC 50~60HRC
Auawerp S0P eoporon | monmen a e cooperee | mommaw | g
(Mm) (MMm) (MuH") (MM/MUH) ity ity (Mun™) (MM/MUH) (vn) (mn)
8 12500 400 0.10 0.16 7000 225 0.10 0.16
12 9000 275 0.06 0.16 5000 175 0.06 0.16
R1.25 16 9000 250 0.02 0.10 5000 150 0.02 0.10
20 5500 175 0.02 0.05 5000 125 0.01 0.05
10 7500 400 0.10 0.30 4000 200 0.10 0.30
12 7500 360 0.10 0.30 4000 180 0.10 0.30
R1:3 16 6500 250 0.05 0.20 3000 150 0.05 0.20
20 6500 250 0.02 0.10 3000 150 0.02 0.05
10 6000 400 0.20 0.40 3000 200 0.20 0.40
16 6000 400 0.10 0.32 3000 200 0.20 0.20
R2.0 20 5000 250 0.10 0.20 2500 100 0.10 0.20
25 5000 250 0.10 0.20 2500 100 0.10 0.10
16 5000 400 0.25 0.50 3000 200 0.2 0.2
R2.5 25 4000 250 0.25 0.50 3000 100 0.20 0.2
Maximum cutting F'/\/\ &
depth
ae

1.Please select high-precision machine and tool holder.

2.Please use air blow or cutting liquid with high mist retardant property.

3.Make overhang of tool as short as possible in conditions of non-interference.

4.Reduce feed speed correspondingly when rotating speed is low.




Solid Carbide End Mills M“.I.ING
Cutting parameters for HM series end mills -

HM-4Rx HM-4RP xHM-4RF

OBpabarbiBaembiil | MpeasapuTenbHo 3akaneHHas cranb u 3akarieHHasi cTarb 3akareHHasi cTarb
maTepuan 3akaneHHasi cranb 40~50HRC 50~60HRC 60~68HRC
CkopocTb pesaHna 300m/MuH 150M/MUH 100M/MuH
Luametp Yucrno CkopocTb Ywucno Ckopocte Yucrio CkopocTb
(Mm) o6opoToB nogauu obopoTos nonatin 05090309 nogauv
(MnH") (MM/MUH) (Mun™) (MM/MUH) (M1H™) (MM/MUH)
3 32000 1225 16000 610 11000 420
4 24000 1500 12000 745 8000 500
5 19000 1630 9500 815 6400 550
6 16000 1850 8000 925 5300 610
8 12000 1850 6000 925 4000 610
10 9600 1850 4800 925 3200 610
12 8000 1920 4000 960 2700 648
16 6000 1440 3000 720 2000 480
ae=0.05D ae=0.03D ae=0.02D »
= — — oS
3a
38
_ _ _ =g
ap=1.5D ap=1D ap=1D 0 5
Maximum cutting W
depth
Maximum ae=1.0mm Maximum ae=0.5mm Maximum ae=0.3mm

1.Please select high-precision and rigidity machine and tool holder.

2.When the machine rigidity and workpiece fixture stability is low, vibration and abnormal noise may be generated. Please reduce the rotating
speed and feed speed stated above correspondingly.

3.Please use air blow or MQL( minimum oil mist cooling).

4.Down milling is recommended in the case of side milling.
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5.Make overhang of tool as short as possible in conditions of non-interference.
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MILLING

Solid Carbide End Mills

Cutting parameters for NM series end mills

Maximum ae=1.0mm

ObpabatbiBaeMmblit Meab 1 MeaHble cnnagbi
marepuan
[nametp Yucno oGopoToB CropocTk nofaum
(Mm) (MnH") (MM/MUH)
1 40000 1800
2 30000 2500
3 20000 2300
4 15000 2000
5 12000 1500
6 10000 1400
8 8000 1000
10 6500 900
12 5500 850
26=0.1D
ae=1D
. . ap=1D
Maximum cutting
depth a=0.10

Maximum ap=1.0mm

1.The above table shows the reference value of side milling. The feed speed in slot milling is 70% of the reference value stated in the table.
2.Please select high rigidity and precision machine and tool holder. Vibration and abnormal noise may be generated if the machine rigidity and

workpiece fixture stability is low. Please reduce the rotating speed and feed speed stated above correspondingly.

3.lt is possible to increase the rotating speed and feed speed correspondingly if the cutting depth is low.

4 Please use water-soluble cutting liquid.

5.Down milling is recommended in the case of side milling.

6.Make overhang of tool as short as possible in conditions of non-interference.




Solid Carbide End Mills MII.I.ING
Cutting parameters for NM series end mills N/

O6pabatbizaembii Mefb 1 MeaHble cnnashbl
matepuwan
[nametp Yucno oGopoToB CropocTk nofaum
(Mm) (MnH") (MM/MUH)
3 10600 250
4 8000 300
5 6500 400
6 5300 400
8 4000 450
10 3500 4RI
12 3000 450
ae=0.05D
ap=2.5D
Maximum cutting ° © ‘g_:"_
depth 3=
38
(1]
Maximum ap=0.5mm

1.Please select high rigidity and precision machine and tool holder. Vibration and abnormal noise may be generated if the machine rigidity and
workpiece fixture stability is low. Please reduce the rotating speed and feed speed stated above correspondingly.

2.If the cutting depth is low, it is possible to increase the rotating speed and feed speed correspondingly.

3.Please use water-soluble cutting liquid.

4.Down milling is recommended in the case of side milling.

5.Make overhang of tool as short as possible in conditions of non-interference.
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Solid Carbide End Mills

Cutting parameters for NM series end mills

MILLING

Obpabatsizaemblit Mezab 1 MeaHble Ccnnasbl
maTepuan
OdpcpekTnB-
OvameTp Hg‘;‘ﬁmm Huero obopotos CKopocTb nogadn ap
(Mm) (Mm) (MuH) (MM/MUH) (mm)
4 40000 800 0.004
0.5 6 40000 700 0.002
8 40000 500 0.001
4 40000 1000 0.02
6 40000 1000 0.015
0.8
8 40000 800 0.01
10 40000 600 0.005
4 40000 1800 0.04
6 40000 1500 0.04
1.0 8 40000 1500 0.03
@ ' 10 30000 1000 0.02
o =
g- g 12 30000 800 0.015
Y]
=z 14 30000 600 0.01
o5
> 15 8 40000 2000 0.09
Q ’ 16 20000 1000 0.03
§ 6 40000 2400 0.18
3 8 40000 2200 0.15
Q
% 10 40000 2000 0.12
@ 2.0
3 12 30000 1500 0.10
o
% 14 30000 1200 0.08
? 16 30000 1000 0.06
g 10 40000 2500 0.15
® 25
2 20 20000 1000 0.08
% 10 20000 2500 0.20
@ 3.0
20 20000 2000 0.12
16 15000 1800 0.25
4.0
25 15000 1200 0.15
5.0 16 12000 2000 0.40
’ 25 12000 1500 0.35
Maximum cutting I Ap (Depth of one cut)
depth

1.Please select high-precision machine and tool holder.

2.Please use water-soluble cutting liquid.

3.Make overhang of tool as short as possible in conditions of non-interference.
4.Reduce feed speed correspondingly when rotating speed is low.
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Solid Carbide End Mills M“.I.ING
Cutting parameters for NM series end mills N/

ObpabatbiBaemblit Meab 1 MeaHble cnnasbi
MaTtepuan
TnameTp Uncno 06opoTos CkopocTb noaasun

(mm) () (MM/MUH)

RO.5 40000 900

R0.75 32000 800

R1.0 24000 870

R1.25 19000 800

R1.5 16000 850

R1.75 14000 850

R2.0 12000 900

R2.5 9600 Ly

R3.0 8000 1200

R4.0 7000 1500

R5.0 4800 1300 g
o =

R6.0 4000 1200 ag
3 g
-4

)
AN/ T Ta=0.1R
Maximum cutting
depth
a0=0.2R

1.Please select high rigidity and precision machine and tool holder. Vibration and abnormal noise may be generated if the machine rigidity and
workpiece fixture stability is low. Please reduce the rotating speed and feed speed stated above correspondingly.
2.1t is possible to increase the rotating speed and feed speed correspondingly if the cutting depth is low.

3.Please use water-soluble cutting liquid.
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4.Make overhang of tool as short as possible in conditions of non-interference.

B373



Solid Carbide End Mills

Cutting parameters for NM series end mills

MILLING

Obpabarsizaembii Megab 1 MeaHble cnnaebl
marepuan
OddexTn-
[nameTp HaR AnMHa Yucno 06(_)1p0TOB CkopocTb nogauu ap ae
(Mm) (Mm) (MyH™) (MM/MUH) (Mm) (Mm)
4 40000 750 0.01 0.025
R0.25
6 36000 500 0.008 0.02
4 40000 900 0.012 0.03
R0.3 6 40000 750 0.010 0.02
8 30000 400 0.008 0.01
4 40000 1050 0.016 0.04
6 40000 800 0.012 0.03
R0.4
8 40000 500 0.01 0.02
10 30000 400 0.008 0.01
4 40000 1050 0.02 0.05
o ‘é’ 6 40000 800 0.016 0.04
ER=
;- % R0.5 8 40000 500 0.014 0.03
o
% =3 10 33000 400 0.012 0.02
)
® 12 35000 300 0.010 0.010
o 8 40000 900 0.03 0.075
= R0.75
3 16 20000 400 0.015 0.04
% 6 40000 1100 0.04 0.10
ci 8 40000 900 0.034 0.08
@
® 10 40000 750 0.028 0.065
g R1.0
= 12 40000 500 0.022 0.05
<
@ 16 30000 400 0.018 0.04
§' 20 20000 300 0.012 0.03
@
a 10 40000 1100 0.06 0.15
3 R1.5
= 20 32000 600 0.03 0.08
10 32000 1100 0.08 0.20
16 32000 900 0.06 0.16
R2.0
20 32000 600 0.04 0.12
25 20000 400 0.02 0.08
16 25000 1250 0.10 0.25
R2.5
25 20000 900 0.06 0.12
A ap
Maximum cutting
depth
ae

1.Please select high-precision machine and tool holder.

2.Please use water-soluble cutting liquid.

3.Make overhang of tool as short as possible in conditions of non-interference.
4.Reduce feed speed correspondingly when rotating speed is low.
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Solid Carbide End Mills M“.I.ING
Cutting parameters for AL series end mills N/

AL-2ExAL-2EL

1.The above table shows the reference value of side milling. The feed speed in slot milling is 70% of the reference value stated in the table.
2.Please select high rigidity and precision machine and tool holder. Vibration and abnormal noise may be generated if the machine rigidity and

Obpabatsizaemyii AnIOMUHWEBSIV Crinas ANIOMYHUEBO-KPEMHWEBBIN cnnaB Sis10%
matepuan
OunameTp Yucno 0601POTOB CkopocTb nogauun Yucno o60poToB CkopocTb nogaun
(Mm) (MuH") (MM/MUH) (MuH™) (MM/MUH)
1 40000 650 40000 500
2 40000 950 32000 750
3 26500 1500 21000 1100
4 20000 1600 16000 1250
5 16000 1500 13000 1100
6 13000 1250 10600 1000
8 10000 1400 8000 1100
10 8000 1600 6500 1250
12 6600 1650 5300 1300
14 5700 1700 4600 1350
16 5000 1700 4000 1350 g’
o =
18 4400 1700 3500 1350 g. =
o
20 4000 1700 3200 1350 =g
® g
a6=0.1D °
(@)
c
ae=1D E""
>
«
Maximum ap=1.5D B
cutting depth ap=0.5D g
(0]
@
w
g
>
—
192
o
g
(0]
>
o
3
&

workpiece fixture stability is low. Please reduce the rotating speed and feed speed stated above correspondingly.
3.lt is possible to increase the rotating speed and feed speed correspondingly if the cutting depth is low.
4 Please use water-soluble cutting liquid.
5.Down milling is recommended in the case of side milling.
6.Make overhang of tool as short as possible in conditions of non-interference.
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Sg’;";%a;;ﬁaem'ﬁ AnIOMUHWEBSIV Crinas ANIOMYHUEBO-KPEMHWEBBIN cnnaB Sis10%
OunameTp Yucno o6opoToB CkopocTb nogauun Yucno o60poToB CkopocTb nogayn
(Mm) (MnH") (MM/MUH) (MuH™) (MM/MUH)
1 40000 800 40000 600
2 40000 1200 32000 900
3 26500 1800 21000 1300
4 20000 2000 16000 1500
5 16000 1750 13000 1300
6 13000 1500 10600 1200
8 10000 1650 8000 1300
10 8000 1900 6500 1500
12 6600 1950 5300 1550
14 5700 2000 4600 1600
16 5000 2000 4000 1600
18 4400 2000 3500 1600
20 4000 2000 3200 1600
2e=0.1D
ae=1D
Maximum ap=1.5D
cutting depth ap=0.5D

1.The above table shows the reference value of side milling. The feed speed in slot milling is 70% of the reference value stated in the table.

2.Please select high rigidity and precision machine and tool holder. Vibration and abnormal noise may be generated if the machine rigidity and
workpiece fixture stability is low. Please reduce the rotating speed and feed speed stated above correspondingly.

3.lt is possible to increase the rotating speed and feed speed correspondingly if the cutting depth is low.

4 Please use water-soluble cutting liquid.

5.Down milling is recommended in the case of side milling

6.Make overhang of tool as short as possible in conditions of non-interference.



Solid Carbide End Mills M“.I.ING
Cutting parameters for AL series end mills N/

AL-2B

OfpabaThisacbii AnOMUHWEBBIV crinaB ANIOMUHUEBO-KPEMHMEBLIN cnnaB Sis10%
marepwuan
OnameTp Yucno obopoTos CkopocTb nogayun Yucno o60poToB CkopocTb nogaun
(Mm) (MuH™) (MM/MUH) (MuH™) (MM/MUH)
R1.0 40000 2000 32000 1600
R1.5 26500 1950 21000 1550
R2.0 20000 1950 16000 1550
R2.5 16000 1950 13000 1550
R3.0 13000 2000 10600 1600
R4.0 10000 2450 8000 2000
R5.0 8000 2200 6500 1750
R6.0 6600 2050 5300 1650
. N NN ap=0.1R
Maximum
cutting depth - ‘g”
3a
[
ae=0.2R g 3
v
)

1.Please select high rigidity and precision machine and tool holder. Vibration and abnormal noise may be generated if the machine rigidity and
workpiece fixture stability is low. Please reduce the rotating speed and feed speed stated above correspondingly

2.If the cutting depth is low, it is possible to increase the rotating speed and feed speed correspondingly.

3.Please use water-soluble cutting liquid.

4.Make overhang of tool as short as possible in conditions of non-interference.
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MII.I.ING Solid Carbide End Mills
| \ Cutting parameters for AL series end mills

ObpabarbiBaeMbiit An _ . o
maTepuan IOMVH/EBbIV CrnaB ANIOMUHKEBO-KpeMHKeBbIV cnnae Si<10%
CKOpOCTb pe3aHust 250m/MyH 200m/MyH
Onawvetp Yucrno obopotos CKOpOCTb Noaaun Yucno obopoTos CKOpOCTb Noaaun
(Mm) (MmH™) (MM/MUH) (MnH") (MM/MUH)
6 13000 3000 10600 1900
8 10000 3000 8000 1900
10 8000 2900 6500 1850
12 6600 2700 5300 1700
14 5700 2600 4600 1650
16 5000 2550 4000 1600
18 4400 2500 3500 1550
20 4000 2400 3200 1500
ae=0.25D
ae=1D
M_aximum ap=1.5D
cutting depth ap=1D

1.The above table shows the reference value of side milling. The feed speed in slot milling is 70% of the reference value stated in the table, and
feed rate 50%.

2.Please select high rigidity and precision machine and tool holder. Vibration and abnormal noise may be generated if the machine rigidity and
workpiece fixture stability is low. Please reduce the rotating speed and feed speed stated above correspondingly.

3.lt is possible to increase the rotating speed and feed speed correspondingly if the cutting depth is low.

4 Please use water-soluble cutting liquid.

5.Down milling is recommended in the case of side milling.

6.Make overhang of tool as short as possible in conditions of non-interference.



Solid Carbide End Mills M“.I.ING
Cutting parameters for AL series end mills N/

AL-2R-AIR

ObpabatbiBaembii o y . e
matepuar IOMUHWEBBIV Cninas ANOMUHWEBO-KPEMHUEBDIN cnnas Sis10%
CKopOCTb pe3aHust 500-800m/MUH 500-800m/MuH
OuameTp Yucno o6opoToB CkopocTb nogaun Yucno o6opoTos CkopocCTb nogauu
(Mwm) (mmH) (MM/MUH) (MuH™) (MM/MUR)
6 35000 3500 35000 3500
8 26000 3800 26000 3800
10 21000 4000 21000 4000
12 18000 4300 18000 4300
16 15000 4800 15000 4800
20 12000 5500 12000 5500
ae=0.5D
Maximum ap=1D
cutting depth
»
o 2
3a
38
v
@

1.The cutting parameters above are applied for high speed machining of Al alloy.

2.Please use cutting liquid or strong air blow to remove chips.

3.Sparks generated during machining process or heat caused by tool breakage may cause burning or fire. Please guard against fire.
4.Dynamic balance test must be conducted before machining.

AL-2RL-AIR
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Wﬂ?;':gi;‘ie Aluminum alloy FEAluminum alloySi<10%
Cutting speed 500~800m/min 500~800m/min
Diameter Rotating speed Feed speed Rotating speed Feed speed
(mm) (min’) (mm/min) (min’) (mm/min)
6 30000 3000 30000 3000
8 24000 3200 24000 3200
10 20000 3500 20000 3500
12 16000 3800 16000 3800
16 12000 4000 12000 4000
20 10000 4600 10000 4600
aefgéD
Maximum ap=1D
cutting depth

1.The cutting parameters above are applied for high speed machining of Al alloy.
2.Please use cutting liquid or strong air blow to remove chips.
3.Sparks generated during machining process or heat caused by tool breakage may cause burning or fire. Please guard against fire.

4.Dynamic balance test must be conducted before machining.
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MII.I.ING Solid Carbide End Mills
| \ Cutting parameters for AL series end mills

-3R-AIR

ObpabarbiBaeMbiit An _ . o
marepuan tOMWHWEBbLIN Crnas ANIOMUHMEBO-KPEMHUEBBIV crinae Si<10%
CKopoCTb pe3aHust 800-1200m/MnH 800-1200m/MUH
OuameTp Yucno o6opoTos CKOpOCTb noaauu Yucno o6opoTos CkopocTb nogauu
(Mwm) (M) (MM/MUH) (MnH") (MM/MUH)
12 25000 6000 25000 6000
16 20000 6400 20000 6400
20 15000 7000 15000 7000
ae=0.6D
ap=0.6D
Maximum
cutting depth
»
o 2
3 a
38
=
@

1.The cutting parameters above are applied for high speed machining of Al alloy.

2.Please use cutting liquid or strong air blow to remove chips.

3.Sparks generated during machining process or heat caused by tool breakage may cause burning or fire. Please guard against fire.
4.Dynamic balance test must be conducted before machining.

AL-3RL-AIR
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Workplgce Aluminum alloy Silicon aluminum alloy Si<10%
material
Cutting speed 800~1200m/min 800~1200m/min
Diameter Rotating speed Feed speed Rotating speed Feed speed
(mm) (min™) (mm/min) (min™) (mm/min)
12 22000 5300 22000 5300
16 18000 5700 18000 5700
20 13000 6000 13000 6000
ae=0.6D
. ap=0.6D
Maximum
cutting depth

1.The cutting parameters above are applied for high speed machining of Al alloy.

2.Please use cutting liquid or strong air blow to remove chips.

3.Sparks generated during machining process or heat caused by tool breakage may cause burning or fire. Please guard against fire.
4.Dynamic balance test must be conducted before machining.
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Solid Carbide End Mills M“.I.ING
Cutting parameters for SM series end mills N/

1.The above table shows the standard value of side milling. When milling slot, rotating speed is around 80%~100% of the stated value, and feed
speed around 60%~80%.
2.Non water-soluble cutting liquid is recommended in machining of stainless steel and heat-resistant alloy.

Obpabarbisaembiii YrnepoancTas cTanb, NerMpoBaHHas CTasb HepxaBetoLas crarnb
martepwvan
OvameTp Yucno CkopocTb Yucno CkopocTb
(Mm) obopoToB nogauu 050p0T1°B noga4u
(Mun™) (MM/MUH) (MuH™) (MM/MUH)
3 8500 660 4400 100
4 6400 690 3700 160
5 5800 710 3000 190
6 5300 750 2700 200
8 3900 700 2000 210
10 3100 640 1600 210
12 2600 600 1300 170
16 1900 520 1000 130
20 1500 445 800 140
ae=0.2D
7
o 2
32
o
ap=1.5D g 5
o5
o©
Maximum cutting g
depth s
«
ae=1D 2
o
3
(0]
ap=0.3D @
w
g
w
<
12}
@
5
(0]
>
o
3
&

3.Please select high rigid and precise machine and tool holder.
4.Adjust rotating speed and feed speed according to cutting depth and machine rigidity.
5.Down milling is recommended in the case of side milling.

6.Make overhang of tool as short as possible in conditions of non-interference.
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Solid Carbide End Mills

Cutting parameters for SM series end mills

MILLING

OGpabarbizaemeiii YrnepoancTas Cranb, NerMpoBaHHas cranb HepxaBetoLuas cranb
matepuan
[vamvetp Huceno CropocTb Yucro CKOpOCTb
(MM) 060p0T105 nogayu 06090_T103 nopgayn
(MnH") (MM/MUH) (MnH”) (MM/MUH)
6 5300 900 2700 240
8 3900 840 2000 255
10 3100 770 1600 255
12 2600 720 1300 205
ae=0.2D
ap=1 .5D
Maximum cutting
[72) depth
o 2
e =
s = ae=1D
QO
2
) ap=0.3D

1.The above table shows the standard value of side milling. When milling slot, rotating speed is around 80%~100% of the stated value, and feed
speed around 60%~80%.

2.Non water-soluble cutting liquid is recommended in machining of stainless steel and heat-resistant alloy.

3.Please select high rigid and precise machine and tool holder.

4.Adjust rotating speed and feed speed according to cutting depth and machine rigidity.

5.Down milling is recommended in the case of side milling.

6.Make overhang of tool as short as possible in conditions of non-interference.
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ST MILLING

Parts terminology of end mill

Land width
Relief land width

Chip pocket Neck Shank

i \‘ Radial primary relief angle

Radial secondary relief angle

Radial rake angle

Cutting edge diameter
]
|
|
Il
I
I
Shank diameter

Length of cutting edge Helical angel

Overall length /

Corner Lead angle

Peripheral cutting edge

Axial rake angle

Axial primary relief ang

Axial secondary relief angle Web thickness

Number of teeth, chip pocket and tool rigidity

»
o 2
32
Number of teeth 2 Flutes 3 Flutes 4 Flutes 3 §
72
(1]
g
Profile of cross B B - _ 3
section g
( gf
| | g'_
Proportion of cross 0 o . g
section 54% 56% 60%
® Large chip pocket ® Easy to chip removal ® Good rigidit!
Advantages . p.p y ; -~ SIely -
- ® Easy to chip removal ® Perfect surface finish ® Perfect surface finish
eatures

Difficult to measure external

} Chip removal is not smooth
diameter

Defect  Low rigidity

1. Slot machining

2. Side face machining
3. Heavy cutting

4. For finishing

1.Shallow slot machining
2.Side face machining
3.For finishing

1. Slot machining
Functions 2. Side face machining
3. Hole machining

down milling and up milling
Side milling Slot milling
f,

Up milling
Down milling t
Workpiece

<= Feed direction

orkpiece

<= Feed direction

Feed direction i

(a) up milling (b) Down milling
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MILLING /= =

Length of cutting edge (overhang) and cutting edge diameter

/

A J

The shorter of overhang is, the higher the rigidity is. -
Thus it is not easy to bend or vibrate in the cutting 4
process, and machining precision is improved. F
When length of cutting edge (overhang) doubles, the @ I _
Deflection degree () will be 8 times of the original. / = —

When the overhang is reduced by 20%, the ~
Deflection degree (f) will decrease by 50%. F 3 F-1° 64
When the diameter increases by 20%, the f=
Deflection degree (f) will decrease by 50%.

Feed rate selection table in profile machining by ball nose and R end mills

Ry=Rx{1-cos[arc sin(fr/2R)]}

3.E-1 3-E-d'n

I I
\ \
\ \
[ |

Ry: Theoretical value of surface roughness

w
o 2
Y =
e
R
=g
o=
@

fr: Feed rate

3 R: Ball nose radius or corner radius

=

é'

= Table of theoretical roughness formed by ball nose of end mill ( corner radius of R end mill) and feed rate(mm)

]
0.5 0.003 0.010 0.023 0.042 0.067 0.100
1.0 0.001 0.005 0.011 0.020 0.032 0.046 0.063 0.083 0.107
1.5 0.001 0.003 0.008 0.013 0.021 0.030 0.041 0.054 0.069 0.086
2.0 0.001 0.003 0.006 0.010 0.015 0.023 0.031 0.040 0.051 0.064
2.5 0.001 0.002 0.005 0.008 0.013 0.018 0.025 0.032 0.041 0.051
3.0 0.001 0.004 0.007 0.010 0.015 0.020 0.027 0.034 0.042
4.0 0.001 0.003 0.005 0.008 0.011 0.015 0.020 0.025 0.031
5.0 0.001 0.002 0.004 0.006 0.009 0.012 0.016 0.020 0.025
6.0 0.002 0.003 0.005 0.008 0.010 0.013 0.017 0.021
8.0 0.001 0.003 0.004 0.006 0.008 0.010 0.013 0.016
10.0 0.001 0.002 0.003 0.005 0.006 0.008 0.010 0.013
12.5 0.001 0.002 0.003 0.004 0.005 0.006 0.008 0.010

1.5 0.104

2.0 0.077 0.092 0.109

25 0.061 0.073 0.086 0.100

3.0 0.051 0.061 0.071 0.083 0.095 0.109

4.0 0.038 0.045 0.053 0.062 0.071 0.081 0.091 0.103

5.0 0.030 0.036 0.042 0.049 0.057 0.064 0.073 0.082 0.091 0.101
6.0 0.025 0.030 0.035 0.041 0.047 0.054 0.061 0.068 0.076 0.084
8.0 0.019 0.023 0.026 0.031 0.035 0.040 0.045 0.051 0.057 0.063
10.0 0.015 0.018 0.021 0.025 0.028 0.032 0.036 0.041 0.045 0.050
12.5 0.012 0.014 0.017 0.020 0.023 0.026 0.029 0.032 0.036 0.040
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TN MILLING

Cutting parameters calculation

Symbol Description Formula
n Rotating speed per minute n[min”']r/min n= vc;ll'(;()O
. . __dmn
v, Cutting speed Vc[m/min] V=000
v,
1 Amount of feed per tooth fz[mm/tooth] f.= ps
f Amount of feed per rotation ffmm/rev.] f=f:z
v Feed rate Viimm/min] Vi=f-z-n=fn
Y. . a, vy
@) Removal rate Q[cm“/min] Q:W
&
Effective diameter of ball nose end mill deffmm] Y =
B =0 =
38
— 2 =T
J S dy=2- ’d~ap—ap [ g
eff
B #0 -
d-2a S
& d dy=d sin[f*arccos( 5 2)] 5
Q
o
v, Effective cutting speed of end mill Veffm/min] |4 st 0 %
€ ——— [
o gsp 1000 E
=}
a, Radial cutting width ae[mm]
a, Axial cutting depth ap[mm]
d Milling diameter[mm]
z Number of teeth
B Inclined angle
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Solid Carbide End Mills

Technical information

MILLING

Common problems and solutions for end mill

Solutions ml?:rlial Cutting condition Tool shape Machine clamping
12| 3| 2 |82| Cutingligud | T | £ | E |1EF/133| 2|3 |83
? | = | 2 | = |32 5| 3|5 |@2|a8| B | g |33
2 | 2| 3|2 28|62 8 | T @ [F5|22| a3 | 8 |&¢
8 » = 2 2al>Z |2 § 33 o = = |Sa | ° 3 |32
o} 8 @ o |C=|eg|2Z|a 3 o, o = g| 8 o |
=3 @ T |[—To 28|22 |Z9| Q = = ® | = S
@ @ = Q2R @ |53 @ 3 > = o Y |e=
e | o =20 |=5|5= 9 T 2 ol = | 3 |83
@ olQ@?® |53 |3a = @ s & o | FS
b= S | =5 |c o |@~ = - = 5 |[<®
[o% ~|20 |5 3 'g @ 3
ey | =
3 o (a8 g = = I8
= = % @ < < 8
Common problems 3 g @
fr:gtc:llre Fracture of end mill l l l T v v |V
Rapid wear of
down
cutting edge \/ l T \/ T
Damage
- & of cutting | Breakage l l l down dry v v v
E edge
38 _
=& Severe chips bond \/ \/ wet T
=
s
@
- Poor surface quality T l l v' | wet v
=
3.
8 Uneven l ] } T T V|V
=
g Machini U ide f f
3 achining neven side face o
- u
%ﬁ precision workpiece l l P \/ T T T v
=)
Burrs, breakage and
slice frittering l l l
Large vibration l T T l T \/ \/ \/ \/
Chip obstructed chip
control removal l l v l
1.Large abrasion of cutting edge is easy to cause fracture of end mill or poor surface quality, so it is recommended
Others to regrind the end mills.
2.Make overhang of tool as short as possible.
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Solid Carbide End Mills M".I.ING
Non-standard tailor made based on standard N

W E >

Customer name:

Fax . LEOI®TOIO]

Huanghe Southern Road, Tianyuan Zone,
Tel. Zhuzhou, Hunan province, China.

Fax. 0731-22882721 22885420 22887878
E-MAIL: Postcode: 412007 E-mail:zccct@zccct.com

If the dimensions on the catalogue can’t meet your requirements, we will supply special and accurate non-standard
tailor-made solutions. All you need to do is easily select the product you want.

Selecting tool series o
o =
32

GM series Diameter | o o o Selecting tool type 3 %

. range ) ) &2

HM series Number of ®

NM series tooth

AL series [] Flattened [ |Ballnose [ ] Radius

SM series

pJepuels Uo peseq apeuw Jojie} pIBpUBIS-UON

el
Helical angle= |:|

Note:
Order quantity: pcs Delivery date(Y/M/D):
Quotation by ZCCCT Confirmed by customer:

Date:(Y/M/D):
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MII.I.ING Solid Carbide End Mills
| \ Special non-standard customization

customer name:

Z

Fax . LEOISTOIO]

Huanghe Southern Road, Tianyuan Zone,
Tel. Zhuzhou, Hunan province, China.

Fax. 0731-22882721 22885420 22887878
E-MAIL: Postcode: 412007 E-mail:zccct@zccct.com

Workpiece material information

[ Carbon steel ~ [1Grey castiron

Grade of workpiece material Diameter
[ JAlloy steel [ INodular cast iron range @0.2~25.0mm
[ Pre-hardened L JCopper alloy Number of
Steel
— ee ] Aluminum alloy i _ N/mm? tgeth
ardened steel Tensile strength= Cutting edge CYes | CINo
[__]Titanium alloy over centre

[ Stainless steel )
[_JHeat resistant alloy Hardness= |:| unit (HRC,HB etc)

Tool information

Selecting tool type

V.70

Shank type
S

Form HA

my v

Form HB

I W

Common straight shank

DIN6535

[ |Sharpflattened [ | Chamfering [ |Ballnose [ | Radius

Special shape

Machining style

2 D e | o

No [
[ ]Slot milling [] Side milling [ Profile milling

Note:
Order quantity: pcs Delivery date(Y/M/D):
Quotation by ZCCCT Confirmed by customer:

Date:(Y/M/D):
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