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NOO RIIZAI> RX)L - End Mills for Trochoidal Machining
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Trochoidal milling

Trochoidal milling is the overlapping of a circular path with a linear movement
and thus the conversion of slot milling into contour milling. Just as in finishing
operations the chip is peeled from the workpiece with a low radial depth of cut
and a maximum axial depth of cut (2 x d1 to 5 x d4). The small contact angle
reduces heat generation during machining and less thermal stress results in

a higher tool life.

Thus high metal removal rates can be generated even on low-powered
machines and the wear during full slot-milling particularly in difficult to
machine materials is reduced. The end mill is used with the entire flute
length and as a result the wear is evenly spaced out over the full cutting
edge length thus increasing tool life.

Advantages of trochoidal milling
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e Suitable in particular for difficult to machine materials
and thin-walled components
e Stress on tools and machine is reduced
e |ncrease of metal removal rate on low-powered
dynamic machines
e Suitable also with unstable workpiece clamping conditions

e Enables high axial depth of cut up to 5 x d4

The tools

In order to meet the requirements of trochoidal machining FRANKEN solid
carbide end mills “Trochoid” feature low-vibration characteristics such as
variable spacing and variable helix angle or a new cutting edge geometry.
The newly developed chip divider reduces the axial pull-out force of the tool
and minimizes the risk of chip jams in pockets. The short chips can easily
be removed with compressed air or emulsion thus avoiding a repeated
pull-through of chips.

New high-performance coatings and an optimally suited carbide substrate
round off the performance of these new types of tool.

Benefits of the tools
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e Cutting geometry Jet-Cut for steel and TiNox-Cut for INOX
e 4 |ength dimensions available per type (2 x d1, 3 x dq, 4 x d1 and 5 x d4)

e Chip breaker geometry designed for process-reliable roughing
of pockets and contours.

o TiNox-Cut design with internal coolant supply (ICA)
e Special preparation of cutting edges to reduce vibrations

e | ow-vibration machining thanks to variable spacing
and variable helix angle

e New high-performance coatings
e Optimally suited carbide substrate
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New CAD/CAM-programming systems enable the machining
of complex contours and pockets in 2D and 3D with a
trochoidal milling cycle. The objective of these new cycles

is the optimised calculation of milling paths to avoid
unproductive tool motion.
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77— 3% - Application Exemples FRANKEN

HPC FEINT HPC Slot Milling

=XV I TP IVRIIVER with Standard End Mills

BYA X LxBxH: 450 x 20 x 45 mm Slot L x W x H: 450 x 20 x 45 mm

HREIM ==k Material: 1.2312

JEL: Ny T Hy NBRETYRI)L Tool: Solid carbide end mill
1999A.016 1999A.016

TERd: 16 mm Cutting dia. dq: 16 mm

PARS Iy: 32 mm Cutting length Io: 32 mm

B IRS I3: 45 mm £TEMT Neck length I3: extended up to min. 45 mm

T 4 Flutes: 4

YIHIERE v, : 150 m/min Cutting speed vg: 150 m/min

HAHIEDZED f,: 0,08 mm Feed per tooth f: 0,08 mm

A RYVLAHKE a,: 15 mm Axial depth of cutay: 15 mm

RAMTIAHE a5 16 mm Radial depth of cutag: 16 mm

DT RERS : 3D 13F Machining time: 3:13 Minutes

B3 INARE The milling strategy requires 3 tool paths

FO3d—qREMT Trochoidal Slot Milling

EERVI7IVRIILER with Standard End Mills

ETAZXLxBxH: 450 x 20 x 45 mm Slot L x W x H: 450 x 20 x 45 mm

A EaE Material: 1.2312

IE: Ny T Hy NBRETYRIIL Tool: Solid carbide end mill
1999A.016 1999A.016

TE®Rd: 16 mm Cutting dia. dy: 16 mm

YARS Ip: 32 mm Cutting length I: 32 mm

B IRS I3: 45 mm ¥ TEINL Neck length I3: extended up to min. 45 mm

T 4 Flutes: 4

PIHRE v, : 200 m/min Cutting speed v¢: 200 m/min

HHT=DED 1, 0,12 mm Feed per tooth f: 0,12 mm

HAEYAAE ay:  225mm Axial depth of cutag: 22,5 mm

EAMYAHE a: 2,2mm Radial depth of cut ag; 2,2 mm

INTRSRT : 29571 Machining time: 2:57 Minutes

Bt 2 X ARBE The milling strategy requires 2 tool paths

OO KRBT Trochoidal Slot Milling

75> MOJARER with End Mills “Trochoid”

BYCXLxBxH: 450 x 20 x 45 mm Slot L x W x H: 450 x 20 x 45 mm

HRHIM Sk Material: 1.2312

IE: 72>y hOOdAR Tool: Solid carbide end mill
2533L.016 (3 x dq) 2533L.016 (3 x dq)

TERd: 16 mm Cutting dia. dy: 16 mm

PARS Iy: 48 mm Cutting length Io: 48 mm

T 5 Flutes: 5

YIHIERE v, : 200 m/min Cutting speed vg: 200 m/min

HAHIEDED f,: 0,12 mm Feed per tooth f;: 0,12 mm

A EYIAME ay: 45 mm Avial depth of cutay: 45 mm

RAMYIAHE a5 1,2 mm Radial depth of cut ae: 1,2 mm

PNITRSRA 2907 Machining time: 2:07 Minutes

3xd1 DYIFIRIEFVITL—H—IcLBESETENE Due to the longer flute length and use of a special

TSR TOIITHEREIC B DENTIctk~T30% chip breaker the slot can be produced in a single
DI T RN R % =R, machining operation PTime savings compared

to HPC-slot milling: 30%
:
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FHEANK=IN saa«RITATYRSIL - End Mills for Trochoidal Machining
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Product finder

Please note:
The suitability is indicated as follows:

$ = very suitable
) = suitable

Please find the cutting conditions on pages 9 and 11.

HRYEIREICOVWTIF 9BV 11 R=IEZEBELLI,
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Range of application — material Tensile Strength Material examples Material numbers
AR U Cold-extrusion steels, Cq15
SRR R Construction steels, <600 N/mm? S2350R (S137-2) SsFiJcmggHS\?v%%ossv%M
RASH Free-cutting steels, etc. 10SPb20 ' '
MRS E R R Construction steels, E360 (St70-2)
RIKS Case-hardened steels, < 800 N/mm2 16MnCr5 3350183'\;"5%5(3&6:\/'52!1 LSCMn,
#3H Steel castings, etc. GS-25CrMo4 naJs,
=R Case-hardened steels, 20MoCr3
BALIBH Heat-treatable steels, <1000 N/mm2 42CrMo4 gé&M ggm?gﬁgm‘gg J';
AEBEE Cold work steels, etc. 102Cr6 n, , braadn,
Heat-treatable steels, 50CrMo4
Cold work steels, <1200 N/mm2 X45NiCrMo4 SCM445H, SKH, SKS, SKT, SUP
Nitriding steels, etc. 31CrMo12
High-alloyed steels, X38CrMoV5-3
0 OsEeEA) Cold work steels, < 1400 N/mm2 X100CrMov8-1-1 SKD12, SKD61, SKT, SUH, SKH
gl Hot work steels, etc. X40CrMoV5-1
Stainless steel materials
11 [7z5A8NILTVTAk Ferritic, martensitic < 950 N/mm2 X2CrTi12 SCS, SUS420J2, SUS403
M| 21 [F—X7FAF Austenitic < 950 N/mm2 X6CrNiMoTi17-12-2 SCS, SUH, SUS304, SUS316
31 |[A—AFFANT7zoa4c TR, TEBEER Austenitic-ferritic (Duplex) < 1100 N/mm2 X2CrNiMoN22-5-3 SUS329J3L, SUS630
41 [A—RTFANT5A~ 8%, THEBEER Austenitic-ferritic heat-resistant (Super Duplex] < 1250 N/mm2 X2CrNiMoN25-7-4 SUS329J4L, SCS14A, 15-5PH
) . . 100-250 N/mm2 EN-GJL-200 (GG20) FC200
[eENZS 77 Cast iron with lamellar graphite (GJL) 550-450 N/mm?2 EN-GJL-300 (GG30) Fo300
) . . 350-500 N/mmZ2 EN-GJS-400-15 (GGG40) FCD400
U5k Cast iron with nodular graphite (GJS) 500-900 N/mm? | EN-GJS-700-2 (GGG70) FCO700
— - - B 2
ASE S 3 Cast iron with vermicular graphite (GJV) iggggg mmz gjx igg Eggigg
. 250-500 N/mm2 | EN-GJMW-350-4 (GTW-35) FCMW330
PIIBIAR Malleable cast iron (GTMW, GTME) 500-800 N/mm? | _EN-GJMB-450-6 (GTS-45 FONW370
ZILEZULE Aluminium alloys
< 200 N/mmZ2 EN AW-AIMn1 A1050, A3030
FILEZOLEE EBET Wrought aluminium alloys < 350 N/mmZ2 EN AW-AIMgSi A5052, A6061
< 550 N/mm2 EN AW-AIZn5Mg3Cu A7075
Si< 7% EN AC-AIMg5 ADC5, AC7A
FILEZULER #HY Aluminium cast alloys 7% < Si < 12% EN AC-AISi9Cu3 ADC11,ADC12, AC2A
12% <Si<17% GD-AISi17Cu4FeMg ADC14
iE® Copper alloys
WiE. EaEH Pure copper, low-alloyed copper < 400 N/mm2 E-Cu57 FH8E, C2400
] Copper-zinc alloys (brass, long-chipping) < 550 N/mm2 Cuzn37 (Ms63) (2720,C2801
TREIE Copper-zinc alloys (brass, short-chipping) < 550 N/mm?2 CuZn36Pb3 (Ms58) (3560,C3710
FZILZEH Copper-aluminium alloys (alu bronze, long-chipping) < 800 N/mm2 CuAl10Ni5Fe4 (5210,06280
Hif Copper-tin alloys (tin bronze, long-chipping) <700 N/mm2 CuSn8P LBC3
REIE I Copper-tin alloys (tin bronze, short-chipping) < 400 N/mm2 CuSn7 ZnPb (Rg7) BC3
N ) < 600 N/mmZ2 (Ampco 8)
HHiAaS Special copper alloys <1400 N/mm2 {Ampco 45]
SESPINA Magnesium alloys
RTRVVLESR Magnesium wrought alloys < 500 N/mm?2 MgAI6Zn
NTXRIVLEEED Magnesium cast alloys < 500 N/mm2 EN-MCMgAI9Zn1 MC2A, MD1A
BRI Synthetics
2pE{L M RE Duroplastics (short-chipping) Bakelit, Pertinax
e Thermoplastics (long-chipping) PMMA, POM, PVC
HAERLIAE (25 8 <30%) Fibre-reinforced synthetics (fibre content < 30%) GFK, CFK, AFK
MR LR (BESEE>30%) Fibre-reinforced synthetics (fibre content > 30%) GFK, CFK, AFK
2 ] Special materials
757714k Graphite C 8000
YVTATU-RER Tungsten-copper alloys W-Cu 80/20
BEMR Composite materials Hylite, Alucobond
FIVE Titanium alloys
WFry> Pure titanium < 450 N/mm? Til WwmFy>
PN - < 900 N/mm2 TiAl6V4 Ti-6AI-4V
FovaE Titanium alloys = 1250 N/mm? TiAlN04SN2 TAINAST2
v LEEE JLNESE HEAS Nickel alloys, cobalt alloys and iron alloys
w7l Pure nickel < 600 N/mm2 Ni 99,6 - =TIl
— ™ . < 1000 N/mm2 Monel 400 EXJL 400, /\AT OB
=vTLEaS Nickel-base alloys = 1600 N/mm? Tnconel 718 % 118
. N < 1000 N/mm?2 Udimet 605 Udimet 605
JNILREE®R Cobalt-base alloys = 1600 N/mm2 Haynes 25 NS
HEES Iron-base alloys < 1500 N/mm2 Incoloy 800 >0 800
Hard materials
1.1 44 - 50 HRC Weldox 1100 SKT4
H 50 - 55 HRC Hardox 550 J\—RvwJ X550
3 | = SEEH. SiREk High strength steels, hardened steels, hard castings 55 - 60 HRC Armox 600T SKD61
4 60 - 63 HRC Ferro-Titanit SKD11
5 63 - 66 HRC HSSE R 0
6
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FRANKEN roa«RimIEIYRI)L - Solid Carbide End Mills “Trochoid”

77N ox-Cwt
- MO/ RIITA/\A/XTA4 - High-performance tool SFATh
—~NVAY =)L for trochoidal machining NF medium
-HEROFYIIL—h— - Newly developed geometry
FETIH with chip breaker —d
- EEYDRWINIANATEE - Low-vibration machining
- B OO SYIHIRZAEAG(CA) - Internal coolant supply, ICA
-4 BEOYINRS axial exit (ICA) ]
-®RAR5xd) FTOINLIC - 4 lengths available
X it - Axial depths of cut
up to 5 x dy B
DIN 6535
{__JHA
(o ]HB
38-42° KBx45°\
) .
A7 a3y
ﬁ” E %
BN\ GE = L
lo ‘
I3
I ATV LA /M#AEE
d—F 7% - Coating TIN / TIALN
F7VT =3y - #HEIM Applications — material 11-4.1 |
-BWJOERAZ2EEERIND - For process-reliable trochoidal S
LI roughing operations
- FICEAIM ICRE - Especially suitable for difficult
- 7 TEBE BRI IC to cut materials
- EINTICEEAREE - For all tough materials
- Suitable for finishing
2xdy-AX>% - Long design
2 A - Order code 253712
0 d lo I3 l4 gds g do I KB z P14 X
h10 he Bk B
6 13 20 57 5,8 6 21 0,12 4 .006 °
8 19 25 63 7,7 8 27 0,12 5 .008 (]
10 22 30 72 9,5 10 32 0,2 5 .010 (]
12 26 35 83 11,5 12 38 0,2 5 012 °
16 32 40 92 15,5 16 44 0,2 5 .016 (]
20 40 50 104 19,5 20 54 0,3 5 .020 [
3xdy- TV ANZA>Y - Extra long design
2 MBI - Order code 2539TZ
0 dq lo I3 l4 g ds g do I KB Z P14 X
10 h6 (%) BE
6 18 25 62 5,8 6 26 0,12 4 .006 °
8 24 30 68 7,7 8 32 0,12 5 .008 (]
10 30 85 80 9,5 10 40 0,2 5 .010 )
12 36 45 93 11,5 12 48 0,2 5 012 °
16 48 55 108 1565 16 64 0,2 5 .016 )
20 60 70 126 19,5 20 80 0,3 5 .020 [
4xdy- TV ANZAYY - Extra long design
2 A - Order code 254172
0 d lo I3 l4 gd; g do I KB Z P14 X
10 h6 (%) BE
6 24 30 68 5,8 6 32 0,12 4 .006 )
8 32 40 80 7,7 8 44 0,12 5 .008 [ ]
10 40 50 95 9,5 10 58 0,2 5 .010 )
12 48 60 107 11,5 12 62 0,2 5 012 )
16 64 75 128 155 16 80 0,2 5 .016 (]
20 80 90 150 19,5 20 100 0,3 5 .020 [
5xdy- TV ANZAYY - Extra long design
2 MBI - Order code 254312
0 dq lo I3 l4 gd; g do I KB Z P14 X
h10 he (F%) U
10 50 60 105 9,5 10 65 0,2 5 .010 )
12 60 70 118 11,5 12 73 0,2 5 .012 )
16 80 90 142 15,9 16 94 0,2 5 .016 )
20 100 110 163 19,5 20 113 0,3 5 .020 )

8 @ = REETEE M - Stock tool Z3ESH - Ordering example: 2537TZ.006
[FRANKEN] O = BEAWEDLE M - Available at short notice



HIBIZ4E - Cutting Conditions

FRANKEN

77N ox~-Cuwt
SR B - Valid for
253777
253917
254177
2X d1 3x d1 4x d1 5X d1 254377
S
ay 5 >
_ = = ©
o [3r) < 1]
S " n &
1l (3] (3]
&
& &
© ‘ 0 dy ‘ 0 dy
S de ae ae
=0,15xd4 ag=0,1xdy 2g = 0,05 x dy 2g = 0,03 x dy
PHIBRE | HHhxD | UIHERE | HHhED | YIEHERE | HHDED | YIHIERE | HHihixED
Ve [m/min] fz [mm/z] Ve [m/min] fz [mm/z] Ve [m/min] fz [mm/z] Ve [m/min] fz [mm/z]
0,012 xd; 0,012 xd; 0,011 xdy 0,010 xdy
320 0,011 xdq 300 0,011 xdq 270 0,010 xd4 230 0,009 xd4 ] u o u
300 0,010 xdq 280 0,010 xdq 250 0,009 xd4 210 0,008 xd4 O n m] ]
270 0,009 xdq 250 0,009 xdq 230 0,008 xd4 200 0,007 xd4 ] u
250 0,008 xdq 230 0,008 xdq 200 0,007 xd4 180 0,006 xd4 O u
1.1 150 0,008 xd; 140 0,008 xd; 130 0,008 xd 120 0,007 xdy n
M| 21 130 0,008 xdq 120 0,008 xdq 110 0,008 xd4 100 0,007 xd4 ]
3.1 110 0,007 xdq 100 0,007 xdq 90 0,007 xd4 80 0,006 xd4 u
4.1 100 0,007 xd 90 0,007 xd 80 0,007 xd 70 0,006 xd [
210 0,009 xdq 200 0,009 xdq 190 0,009 xd4 180 0,008 xd4 o] [] O
210 0,009 xdq 200 0,009 xdq 190 0,009 xd4 180 0,008 xd4 o] [] O
200 0,007 xdy 180 0,007 xdy 170 0,007 xdy 160 0,006 xd; g [ 0
200 0,007 xdq 180 0,007 xdq 170 0,007 xd4 160 0,006 xd4 =] [] [m]
160 0,007 xdq 150 0,007 xdq 140 0,007 xd4 130 0,006 xd4 [m] [] [u]
160 0,007 xdq 150 0,007 xdq 140 0,007 xd4 130 0,006 xd4 u] [] [u]
140 0,005 xdq 130 0,005 xdq 120 0,005 xd4 110 0,005 xd4 o] [ O
100 0,005 xd 90 0,005 xd 80 0,005 xd 70 0,005 xd o] [ H]
350 0,014 xdq 320 0,014 xdq 300 0,014 xd4 280 0,012 xd4 =] []
350 0,013 xdq 320 0,013 xdq 300 0,013 xd4 280 0,011 xd4 =] []
350 0,012 xdq 320 0,012 xdq 300 0,012 xd4 280 0,010 xd4 =] ]
200 0,009 xdq 190 0,009 xdq 180 0,009 xd4 180 0,009 xd4 [E] []
200 0,009 xdq 190 0,009 xdq 180 0,009 xd4 180 0,009 xd4 [u] []
200 0,009 xdq 190 0,009 xdq 180 0,009 xd4 180 0,009 xd4 [u] [u] []
180 0,007 xdq 160 0,007 xdq 150 0,007 xd4 150 0,007 xd4 =] []
180 0,007 xdq 160 0,007 xdq 150 0,007 xd4 150 0,007 xd4 5] []
180 0,007 xdy 160 0,007 xdy 150 0,007 xdy 150 0,007 xdy 0 0 [
100 0,005 xdy 90 0,005 xd; 80 0,005 xdy 80 0,005 xdy = u
100 0,005 xdq 90 0,005 xdq 80 0,005 xd4 80 0,005 xd4 [u] []
120 0,005 xdy 110 0,005 xdy 100 0,005 xd; 90 0,005 xd; [
140 0,007 xdq 130 0,007 xdq 120 0,007 xd4 110 0,006 xd4 []
130 0,007 xdq 120 0,007 xdq 110 0,007 xd4 100 0,006 xd4 []
120 0,006 xdq 110 0,006 xdq 100 0,006 xd4 90 0,005 xd4 [
100 0,004 xd; 90 0,004 xd; 80 0,004 xd 60 0,004 xdy [
30 0,004 xdq 30 0,004 xdq 25 0,004 xd4 20 0,004 xd4 ]
40 0,004 xdq 40 0,004 xdq 35 0,004 xd4 30 0,004 xd4 ]
40 0,004 xdq 40 0,004 xdq 35 0,004 xd4 30 0,004 xd4 [
30 0,004 xdq 35 0,004 xdq 30 0,004 xd4 25 0,004 xd4 []
30 0,004 xdq 30 0,004 xdq 25 0,004 xd4 20 0,004 xd4 []
1.1
H
5
Ve = YIHIEREE - Cutting speed 9

W = 538 - Very Suitable
[ = @A PTRE - Suitable

f, = A T=DED - Feed per tooth
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FRANKEN roasRiIEIYRIIL - Solid Carbide End Mills “Trochoid”

- hOJ RINTA/\1/X7# - High-performance tool =5 7h
—~NVRY—)b for trochoidal machining NF edium
-HEREDOFvITL—H— - Newly developed geometry
FETIH with chip breaker —
- EEUDRRWINTIAAIBE - Low-vibration machining
-4 TEFEOYIARS - 4 lengths available HBE
-E&A5xd] FTOMIIC - Axial depths of cut
K I up o 5 x d DIN 6535
__JHA
{oHB

=R N

T | ed;
!
0 do

|5 ﬁﬁ

J—F % - Coating ALCR
TV — 3y - HEIM Applications — material P
-BWIOEARLUEERINDTE - For process-reliable trochoidal 11-21 | 3.1-41

I roughing operations K
- 2TOMESFHRRIBEIM < - For all steel materials and cast materials
LT TERE R REIM T - For almost all tough materials N
- RPN IIchEA S - Suitable for finishing N

S [(14-1.3 ) 2126 |

2xdy-BA>% - Long design

S FEIE - Order code 2531L
0 d lo I3 4 g ds g do I KB VA HY1X
h10 h6 (I#) e

6 13 20 57 5,8 6 21 0,12 4 .006 )

8 19 25 63 7,7 8 27 0,12 5 .008 (]
10 22 30 72 9,5 10 32 0,2 5 .010 [
12 26 35 83 11,5 12 38 0,2 5 012 )
16 32 40 92 15,9 16 44 0,2 5 .016 °
20 40 50 104 19,5 20 54 0,3 5 .020 [

3xdy- TPV ANZA>Y - Extra long design

S FEIE - Order code 2533L
0 dq lo I3 4 g ds g do I KB VA HY1X
h10 h6 (H#) il

6 18 25 62 5,8 6 26 0,12 4 .006 )

8 24 30 68 7,7 8 32 0,12 5 .008 (]
10 30 85 80 9,5 10 40 0,2 5 .010 °
12 36 45 93 11,5 12 48 0,2 5 .012 °
16 48 58 108 15,9 16 64 0,2 5 .016 °
20 60 70 126 19,5 20 80 0,3 5 .020 °

4xdy- TV ANZAYY - Extra long design

S FEIFE - Order code 2535L
0 dq lo I3 4 g ds g do I KB Z P1X
h10 h6 (I#) s
6 24 30 68 5,8 6 32 0,12 4 .006 O
8 32 40 80 7,7 8 44 0,12 5 .008 [
10 40 50 95 9,5 10 58 0,2 5 .010 )
12 48 60 107 11,5 12 62 0,2 5 012 )
16 64 75 128 1585 16 80 0,2 5 .016 °
20 80 90 150 19,5 20 100 0,3 5 .020 )

5xd; - Y ANZA>Y - Extra long design

S FAEIE - Order code 2557L
0 dq lo I3 4 g ds g do I KB VA P12
h10 h6 (I#) il
10 50 60 105 9,5 10 65 0,2 5 .010 °
12 60 70 118 11,5 12 73 0,2 5 .012 )
16 80 90 142 15,9 16 94 0,2 5 .016 )
20 100 110 163 19,5 20 113 0,3 5 .020 )

=

@ = 1EAETEE M - Stock tool
O = BEWETE M - Available at short notice

Z3ESLA - Ordering example: 2531L.006



BIBIZ4E - Cutting Conditions FRANKEN

Je-Cut
.
St EREL S - Valid for
2531L
SSI
== 2533L
25351
2xdy 3xdy 4xdy 5xdy 25571
=
— g >
) 3 2 5
- ™ <t 1]
:: IIQ IIQ <
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3, = 0,15 x dy 3e = 0,1xd ae = 0,05 x dy ae = 0,03 x dy
YHIRE | WHpihikh | IHIERE | HHhXD | YIHIRE | IHLDZED | YIHIRE | WHihixbh % % “I1 mms | %
Ve [m/min] fz [mm/z] Ve [m/min] fz [mm/z) Ve [m/min] fz [mm/z) Ve [m/min] fz [mm/z) y G| MOL J
1.1 340 0,012 xdy 320 0,012 xdy 300 0,011 xdy 260 0,010 xd o . o .
21 320 0,011 xdq 300 0,011 xdq 270 0,010 xd¢ 230 0,009 xd¢ m| [ ] [m} [ ]
P 341 300 0,010 xdq 280 0,010 xdq 250 0,009 xdq 210 0,008 xdq o u [m] u
41 270 0,009 xdq 250 0,009 xdq 230 0,008 xd¢ 200 0,007 xd¢ O [ ]
5.1 250 0,008 xdq 230 0,008 xdq 200 0,007 xdq 180 0,006 xdq o u
1.1 140 0,008 xdq 130 0,008 xdq 120 0,008 xdq 110 0,007 xdq []
M[ 21 120 0,008 xdq 110 0,008 xdq 110 0,008 xdq 90 0,007 xdq []
3.1 100 0,007 xdq 90 0,007 xdq 80 0,007 xdq 70 0,006 xdq []
4.1 90 0,007 xdq 80 0,007 xdq 70 0,007 xdq 60 0,006 xdq u
210 0,009 xdq 200 0,009 xdq 190 0,009 xdq 180 0,008 xdq O [] [u]
210 0,009 xd; 200 0,009 xd; 190 0,009 xd; 180 0,008 xd; O . &
5 200 0,007 xdq 180 0,007 xdq 170 0,007 xdq 160 0,006 xdq 0 [] [&]
K[ 22 200 0,007 xd; 780 0,007 xd; 170 0,007 xd 760 0,006 xd; O O &
1 160 0,007 xdq 150 0,007 xdq 140 0,007 xdq 130 0,006 xdq [m] [] O
b 160 0,007 xdq 150 0,007 xdq 140 0,007 xdq 130 0,006 xdq ] [] ]
4. 140 0,005 xdq 130 0,005 xdq 120 0,005 xdq 110 0,005 xdq o] [] ]
4. 100 0,005 xd; 0 0,005 xd; 30 0,005 xd; 70 0,005 xd; o O o
1.1 320 0,014 xdq 300 0,014 xdq 270 0,014 xdq 250 0,012 xdq =] []
1.2 320 0,013 xdq 300 0,013 xdq 270 0,013 xdq 250 0,011 xdq =] ]
i3] 320 0,012 xdq 300 0,012 xdq 270 0,012 xdq 250 0,010 xdq =] []
4
5
.6
2.1 200 0,009 xdq 190 0,009 xdq 180 0,009 xdq 170 0,009 xdq =] []
22 200 0,009 xdq 190 0,009 xdq 180 0,009 xdq 170 0,009 xdq =] u
13 200 0,009 xdq 190 0,009 xdq 180 0,009 xdq 170 0,009 xdq [] =] []
.4 180 0,007 xdq 160 0,007 xdq 150 0,007 xdq 140 0,007 xdq O []
5 180 0,007 xd; 160 0,007 xd; 150 0,007 xd; 140 0,007 xd; O 0
N[ 26 180 0,007 xd 160 0,007 xd 150 0,007 xd; 140 0,007 xdy [ 0 O
2.7 100 0,005 xdq 90 0,005 xdq 80 0,005 xdq 70 0,005 xdq =] []
2.8 100 0,005 xdq 90 0,005 xdq 80 0,005 xdq 70 0,005 xdq =] []
[ 34
[ 32
4.1
4.2
4.3
4.4
5.1
5.2 100 0,005 xdq 90 0,005 xdq 80 0,005 xdq 70 0,005 xdq =] []
513
120 0,007 xdq 100 0,007 xdq 90 0,007 xdq 70 0,006 xdq u
. 100 0,007 xdq 90 0,007 xdq 80 0,007 xdq 60 0,006 xdq []
3 90 0,006 xd; 30 0,006 xd; 70 0,006 xd; 50 0,005 xd; 0]
s 2.1 100 0,004 xdq 90 0,004 xdq 80 0,004 xdq 60 0,004 xdq []
. 30 0,004 xdq 30 0,004 xdq 25 0,004 xdq 20 0,004 xdq []
J 40 0,004 xdq 40 0,004 xdq 35 0,004 xdq 30 0,004 xdq []
.4 40 0,004 xdq 40 0,004 xdq 35 0,004 xdq 30 0,004 xdq []
.5 30 0,004 xdq 35 0,004 xdq 30 0,004 xdq 25 0,004 xdq []
6 30 0,004 xd 30 0,004 x4 25 0,004 xd; 20 0,004 xdy O
1.1
1.2
H 1.3
14
15
W = 55 - Very Suitable Ve = YIHIEREE - Cutting speed 11
[ = AT HE - Suitable f, = A T=DED - Feed per tooth
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