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i Performance

i Productivity

W Profitability Reduction of non 0 Feed - New Tools
*/ Productive Time 5 th-‘: Oe Design
A Multi Function Tools 2 P s O Materials
e Robotics O  Stability

. Chip Control

* Profitability
. High Productivity

e Hard Cutting
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ACTUAL CHIP
THICKNESS
(.0Q0)

Chip Thickness Factor

CTF = Cosine of the lead angle
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Since the chip thickness h changes constantly as the cutter is milling into
the material, it is essential to calculate the mean chip thickness as a

numerical value! H-THHIINTH, VIS EE hFreLaeih, Eva 0B ETH
B BRI EAE A 275

This value gives an indication of: 1]JE 3B R & UL M5 R

the load on the insert

PAVANIE:

the chip formation at the cutter
JI K JE A

the estimated power demand

PR SS UG

12




a
Cutting ratio E% = Tex 100 (%)

a
P)sE %R E% = Tex 100 (%)
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e prevents underloading the cutter e maximum load on cutter #tJJ& K%
o A ] R AL
 generally for cutting depth ratios greater than 33%
e for cutting depth ratios less than 33% o TEYIEZE AT 33%
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Competitor

Material removal rate 204 cm=/min
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CHATTERFREE

SOLID MILL LINE

SOLID MILL LINE

Rougher ##t 7/ EC....CF
4 & 5 Flute 37° -42° Helix

CHATTERFREE

Variable Pitch Eliminates Vlbratlon In Deep Roughing Appllcatlons

HIERCEL S, AN SR TR

20 - 30% Less Power Consumption Ty 20 - 30%

Suitable for Low Power Machines
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DMU 80T P:

15 kW

Aisi. 304 1.4301 AN

o B

ltem

1ISO40

Test Report

Vc:

mivimystm 166 166

Z=4T 4 4

Fz: mm/t 0,05 0,05

7N\ 7N\

Ap: mm ( 16 ) (32 )

Ae: mm 16 16
~~ ~~

Q: cm3/min (cmjminloz (cm3 in204
N N
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Helical cutting edge

High positive axial
rake for low
cutting forces

Contour shape of
cutting edge for very
accurate 902
Relief enables ramp shouldering applications
down applications
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. Cutter wedge
Chip .
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Cutting depth VIR E
efore chip removal %
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Chip thickness 5 )&% hch Cutting direction
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Advantageous positive design with the required toughness
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I\/IiII 2000

e Conventional

o

e Cutting force alignment
.- Bottom of insert is wider then it’s top ]




y Mill 2000

« The line that will improve
e productivity with a high
 metal removal rate




Mill 2000

e EXxisting
e« Method

e Stronger
e cutting edge
 Better support

» Wedge shape
* No rotation
« Stronger pocket
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ROUND H400 LINE
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H400 RNHU 1205-HP IC830\C330
GERATHENTME: Kkee, REREBEE

H400 RNHU 1205-ML IC830\IC80§A 2
EHTEEW, W |

BENET) T 1 & TAREEM AISI 316,304

H400 RNHU 1205-AX 1C830\IC808

31




Higher Fz,
Higher ap

TANGMILL |nserts




Tangential concep

Tangential insert
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Radial concept

radial insert
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The hub is made of a cast ion case.

It generally connects the three biade
rotational assembly to a inear low
speed shaft, which connects to the
turbines gearbox. Most modern
turbine hubs contain a pitch system
to adjust the angle of the blades by
rotation of a bearing at the root of
Face Milling each blade, to contml power and
Range: @40 - 200 mm |@1.57 - 7.877) slow the rotor as required.

248 LINE

5845 SNMU 1305... - square doublesided
inserts with B cutting edges, or ONMU 0505
octaganal, doublesided inserts with

14 cutting edges. Enable highly

efficient mifling.

2o e
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Helical Interpolation
Rough Boring
Range: @20 - 80 mm [@.787 - 3.157)

Tl LiNE

4 cutting comers, Engental
geomefry for Fast Metal RFemoval.
SO TEC

£10
—

Drilling
Range: @12 - 80 mm (@.472°3.157)

THDENASLE DRML LINE
These drills are designed with twisted coolant
channels, which afiow for a strong drill body
with excellent nesistance to torgon and very
efficent chip evacuation.

Milling
Range: @12 - 40 mm [@.472 - 1.577) |

Enables internal thread milling and
external quafitative precsion threads
on CNC machines by using a heical
interpolation CNC program.
MILLTHREAD thread milling cuters are
availzble in additon to solid rhide
thread milling cueters with indexabie
thread milling inserts for any
standard thread profie.
9:°'8
i
B v
Ve

Fine Boring
Range: Up to @2.1 meter (#82.67)

The ITSBORE system TCHAL:
Alurnirum twan cutter heads for
rough and fine boring operatiars.
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FIIE?Y 5 VA NG special Extended Flute Cutters
T4890 LINE . N . .
Side Milling Application

One Assembly that can be used as two separate tools

HE? jTANG

T490 LINE

1 T490 SM D100-145-6-40-R30-ASS
with Internal Coolant Holes

# Inserts
T490 LNMT 1306PN-R

T490 LNAT 1608300-0614*

o

Tangential Positive Insert with 4 37
Cutting Edges for 90° Shewldepto—wo—
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Werkzeug:SP2L250L11
Material: ST52
Vc=140 m/min
Vi=6500mm/min

Hochvorschub-Serie SP2L




Technical Specifications: Force Analysis

! Bar elements are stiffer
= than flexural elements

!

An extra 40% gripping force




O Machining Conditions

O Cutting Speed : 150 m/min(495sfm)
O Feed : 0.25 mm/rev (.0098ipr)

d a,:18 mm(.7")

0.5
oal — Self-Grip
= —  Tang-Grip
£
2 03|
a
IS
<
O
5 02
(7))
(7]
(@)
-
0.1
0 1000 2000 3000 4000 5000 6000 7000

Number of Grooves
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TANG GRIP HEAVY DUTY LINE
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Grade — Toughness Geometry -

Geometry
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Grade
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Wear resistance
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