DELTAtec Q0P Feed

Multifunktional Multifunctional

HFC Hochvorschub Frasparameter

HFC High feed cutting milling parameter

www.boehlerit.com

SD.. 06 SD.. 10 SD.. 14 SD.. 18
WSP )

Gelometne Schnitttiefe* Vorschub* Schnitttiefe* Vorschub* Schnitttiefe* Vorschub* Schnitttiefe* Vorschub*
egf:g Cutting depth* Feed* Cutting depth* Feed* Cutting depth* Feed* Cutting depth* Feed*

9 Y [mm] [mm] [mm] [mm] [mm] [mm] [mm] [mm]

a, max i a, max f, a, max i a, max f,

MPH 0,30,51,0 0,40,61,1 050,813 061,014 061,222 071,422 102,232 121,828
MMH 030,51,0 0,30,51,0 050,813 050,914 061,222 081,222 1,02,03,0 1,01,625
MSH 030,510 030,509 050,712 050,712 061,220 061,222 102030 101,525
MTH - - 050,712 050,712 - - - -
MHH 0,30,51,0 0,40,6 1,1 - - 041,222 041,222 - -
RPH - - 051,015 071,116 071,524 081,624 102,535 1,42,23,0
RKH - - 051,015 071,216 071,624 081,724 102835 142530
RHH - - 040,812 041,116 051,524 051,624 102,235 081,828

90° Frésparameter

90° Milling parameter
SD.. 10 SD.. 14
wsP
e h ittt * Scﬁnimiele* Vorschub*
geometry Cuttl?r%r?‘]epth* F[ie:‘ik Cuttlr[\rg"?]]epth* F[rene:];(
ap max b a, max b
MP 083,090 0,100,180,23 1,26,012,5 0,10,20,25
MM 083,090 0080,1402 126,0125 010,150,222
MK 083,090 0,100,2026 1,26,0125 0,10,220.28
MN 085,090 005012020 1,28,0125 0,060,140,22

Schnittwertempfehlungen siehe Seite 148
Cutting data recommendations page 148

* Angegebene Schnittdaten sind als Richtwert zu sehen, welche durch Versuche fiir jeden Anwendungsfall separat optimiert werden kénnen.
* Recommended cutting data has to be seen as a reference which can be optimised for each application through trials separately.
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DELTAtec 90P Feed

Multifunktional Multifunctional

HFC Eintauchwinkel
HFC Ramping angle

-

Durchmesser |  Eintauchwinkel Eintauchwinkel Eintauchwinkel Eintauchwinkel
Fréser HFC-Fraser a max. HFC-Fraser a max. HFC-Fraser a max. HFC-Fraser a max.
Diameter Ramping angle Ramping angle Ramping angle Ramping angle
Milling HFC milling cutter | HFC milling cutter | HFC milling cutter | HFC milling cutter
cutter a max. o max. a max. o max.
SD.. 06 SD.. 10 SD.. 14 SD.. 18

216 9° ° ° °

220 4.8° - - -

@25 3° 4,4° = -

232 2° 2,9° = -

235 1.7° = = =

2 36 = 2,3°

2 40 - 2,0° = -

@42 = 1,9° = o

@50 = 1,5° 2,4° =

Q52 = 1,3° 2,2° =

263 = 1519 1,7° 3,0°

2 66 > 1,0° 1,5° B

280 = 0,8° 1,3° 2,5°

@ 100 = 0,7° 1,0° 2,0°
@125 = 0,5° 0,7° 1,6°
@160 = = = 1,3°
@ 200 = = = 1,0°

90° Eintauchwinkel
90° Ramping angle

Durchmesser |  Eintauchwinkel Eintauchwinkel
Fréaser 90°-Fréser a max.  90°-Fréser a max.
Diameter Ramping angle Ramping angle
Milling 90° milling cutter a | 90° milling cutter
cutter max. a max.
SD.. 10 SD.. 14
225 7,0° =
232 4,6° =
2 36 4,0° ©
@ 40 3,3° =
@42 3,0° =
250 2,4° 5,5°
@52 2,2° 5,3°
263 1,8° 3,7°
@ 66 1,6° 3,4°
280 1,8° 2,6°
@ 100 1,0° 1
@125 0,8° 1,5°
@ 160 0,5° -
GroBe WSP| Abmessungen [mm]
Insert size Dimensions [mm]
Sl Rin x g SDMT 14...
06 1,77 045 5,12
10 225 062 8,033
14 3,45 0,93 10,868
18 4,82 1,24 13,77
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Schnittwertempfehlung fiir Fraser 90° huehleI
Cutting data recommendations for Milling Cutter 90° www.boehlerit.com

Kiihlung Cooling Schnittdaten v [m/min] Schnittdaten v¢ [m/min]
Cutting data v [m/min] Cutting data v [m/min]
= EE 2 g
5 22 5 Is 5 5
2  BzG == (s z= i) @
Ve = m/min
P1 . . 210 - 290 180 - 260 200 - 260 220 - 280 - 240 - 350
P2 . . 170 - 250 160 - 200 - 160 - 220 190 - 240 --- - --- 200 - 300
P3 . . 140 - 190 120 - 160 - 130-170 150 - 190 - - - 160 - 250
P4 . . 120 - 160 110 - 150 120 - 150 =
P5 . . 140 - 200 120 - 170 - 130 - 190 140 - 200 - - - 160 - 260
o M1 . . . 100 -150 == 120 - 180 110 - 160 - - - 100 -150 -—-
M2 . . . 70 -110 - 80 - 130 70 - 120 - - - 70-110 -
K1 . . 200 - 280 == == == 220 - 360 - - --- 280 - 490
K2 . . 130 - 180 — — —- 150 - 190 — — 160 - 300
K3 . . 160 - 210 - - 170 - 240 220 - 340
N1 . . . — — — — — 1200 - 2400 1500 - 3000 — -
N2 . . . - - - 240 - 550 310 - 750
N3 . . . — — — — — 120 - 380 160 - 480 — -
N4 . . . == == == == == 400 - 500 600 - 800 == ==
s St . . . --- - 70 - 90 55-70 - — = 65 - 80 -
s2 . . . = 35 - 45 25-35 - 30 - 45
S3 . . . --- - 50 - 100 30-70 - — = 40 - 90 -
S4 . . . - 30 - 80 25 - 50 e 30-70
H1 45 - 54 HRC . . --- - 100 - 140 - 100 - 140 — = — 110 - 160
H2 | 55-63HRC . . - 80 - 120 80 - 120 90 - 130
H3 64 - 66 HRC . . — - — - - — = — 70-110
H4 50 -60 HRC . . - 90 - 130 90 - 130 100 - 150

® empfohlene Anwendung recommended application
0 alternative Anwendung um 30 - 50 % reduzieren
alternative application reduced by 30 - 50 %
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