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Materiaty stosowane na ostrza narzedzi skrawajacych

Materials used for cutting parts
Matepwanbl TpYMeHUAMbIE Ha N1e3BUA PEXYLLMX MHCTPYMEHTOB

Oznaczenie Gatunek stali wg Charakterystyka Twardos¢  Skiad chemiczny
Designation Steel grade acc. to Characteristics Hardness Chemical constitution
06o3HaueHe Copr cTann XapakrepucTuka Méctkoctb  XvMuyeckuin cocTas
FENES PN DIN ANSI BS FN [HRC] %
Standard stal szybkotnaca na ostrza narzedzi skrawajacych
HsS SWIM 13343 M2 BM2 Z90WDCV Standard high speed steel for cutting parts 62+65 0.9C,4.2Cr,5.0Mo,
06-05-04-02  CraHpapTHan GbICTPOPeXyLas CTasb Ha 1E3BUS PEXYLUErO UHCTPYMEHTa 20V,65W

Stal szybkotnaca zachowujaca wysoka twardos¢,szczegédlnie zalecana
do obrébki zgrubnej

HSSE  SksM 13243 M35 High speed steel keeping the high hardness,peculiarlyrecommended for

M35 Z90WDKCV  roughing or at difficult cooling 6366 0.9C,4.2Cr,50Mo,
06-05-05-04-02 bbIcTpopexyLLan CTasib COXPaHABLLAA BbICOKYIO *KOCTKOCTb, 0CO60 20V,6.5W,4.8Co
peKoMeHfoBaHHaA 1A YePHOBOI 06PabOTKVI MW NPY HEBBIFTOAHOM
oxnaxaeHumn

Stal szybkotnaca posiadajaca duza ciagliwos¢, dzieki czemu dosko-
nale sprawdza sig w sk iu przerywanym
HSSE  gam 13247 M42  Bmaz 2 110DKCWV  High-speed steel having the big ductility, the thanks what it very well works 63466 0.9C,4.2Cr,50Mo,
M42 09-08-04-02-01 in intermitted machining ; 20V,65W,80Co
BbicTpopexyLias cTanb nMetoLas BbICOKYIO BA3KOCTb, bnaroaaps
4eMyOTNINYHO NPOBEPACTCA NPU NPePbIBaHHO pe3ke

Stal szybkotnaca wykonywana w procesie metalurgi proszkow.
Zachowuje ciggliwosc stali konwencjonalnych i odpornos¢ na scieranie
- Oznaczenia producenta zl?liionq do weglikéw ‘spiekanych )
Hes.E  Producerdesignation High speed steel made in the process of the powder metallurgy. It is 6467
0603HaveH1ie MpoV3BoANTENs keeping the ductility of conventional steels and abrasion resistance similar
to solid carbides
BbicTpopesyLuan cTanb U3roToBleHHan B NpoLiecce MeTanyprifvi MOPOLIKOB.

1.28C,4.2Cr,5.0 Mo,
3.1V,64W,85Co

Zalety stosowanych powtok

Advantages of used coatings
MpermyLiecTBa NPUMEHAEMBIX MOKPLITUN

1. Przediuzenie okresu trwalosci narzedzia / Prolonging the period of the tool life / YanuHuTs cpok npoyHoCTV MHCTpYMeHTa

2. Lepsza jakosc obrabianej powierzchni/ Better quality of the worked surface / Jlyuiuee kauectso 06paboTbiBaeMol NOBEPXHOCTY

3. Minii 100% wigk wydajnosc obrébki poprzez / Minimum of the 100% bigger productivity of mjachining through / Kak myHumym 100% Bbitue
NPOV3BOAUTENIBHOCTV 06PaboTKI Yepes:

. e lie p row ia / increasing machining parameters / ysenuueHme napameTpoB pesaHus

«  wysoka twardosc ostrza / high hardness of the edge / Bbicokyto *0CTKOCTb N1e3B1UM

«  mniejszy wspélczynnik tarcia / smaller coefficient of the friction / no-meHbLue KosdpduLIeHT TpeHua

« duze przewodnictwo cieplne (szybsze odprowadzanie ciepta z obszaru skrawania) / big thermal conduction (fasteraccompanying the warmth from
machining area) / 6onbLuas TeNONPOBOAHOCTL (Gonee BbICTPbIV OTBOZ TeMa C 06n1acTu pe3aHus)

«  bardzo dobra adhezja warstwy do narzedzia) zabezpiecza powierzchnie robocze przed wykruszeniem) / very good adhesion of layer to the tool

(is protecting working surfaces against chipping) / o4eHb xopoLuas aaresua C/IoeB /1A UHCTPYMEHTa (3acuuLaeT pabourie MOBEPXHOCTY Nepes BbIKpyLLeHem)

Uwagi eksploatacyjne
Operation remarks

3KCﬂﬂyaTaLl,l/IOHHb\e 3amedaHuA

Dla narzedzi pokrywanych zwigkszy¢ Vc 0 30 + 40 % / For coated tools increase Vc by 30 + 40 % / [Infi MUHCTPYMEHTOB C MOKPbITVieM yBennuutb Ve 30 -+ 40 %

Dla narzedzi z tamaczem wiéra zwigkszyc fz 0 20% / For rowing tools increase fz by 20% / [Ina iHCTPyMEHTOB CO CTPY>KKONIOMOM yBenuunTb fz 0 20%

Podczas obrébki bez chtodzenia zmniejszyc Vc o 50% / During machining without cooling decrease Vic by 50% / Bo Bpemsi 06paboTku 6e3 oxnakaeHna ymeHbLumTb Ve 0 50%
Podczas pracy czolem zmniejszy¢ posuw o 70% / During face working decrease feed by 70% / Bo Bpems paboTbl TOPLIOM yMeHbLUMTL nogady o 70%
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da

DIN 844, DIN 845 Parametry skrawania
DIN 844, DIN 845 Machining parameters
DIN 844, DIN 845 NapameTpbl DE3RU

Zalecane parametry skrawania dla frezéw trzpieniowych walcowo-czotowych DIN 844
i DIN 845 wykonanych ze stali SW7M (HSS) do obrébki materiatéw z grupy N D

Recommended machining parameters end mills DIN 844 and DIN 845 of SW7M (HSS) steel for machining of materials of N group

PeKkomeHAMPOBaHHbIE NAPAMETPbI PE3KM /1A CTEPKHEBbIX dpe3 TopLeBo-UumnmHapryeckmx DIN 844 n DIN 845 07D
npou3BeéHHbIX co cTanu SW7M (HSS ) ana obpaboTku Mateprianos rpynmbi N a=

Posuw [mm/min.] w zaleznosci od srednicy freza[D]
Rodzaj obrabianeg iah Feed [m/min.] depending on the milling cutter diameter [D]
Kind of machined material lMopaya (M/MvIH) B 3aBUCMOCTY OT AameTpa ppesbi [D]
Bup 06paboTbiBaeMoro mMatepuana

Vcm/min] @0+05 05 +010 010 220 020+035 035+044 044063

Stale niestopowe / Unalloyed steels / HenereposaHHble cTanu 30 180 200 185 150 120 95

Stale niestopowe i stopowe
Unalloyed and alloyed steels 2 150 180 145 10 90 70
HenerepoBaHHble 11 ierepoBaHHble CTanu

Stale stopowe / Alloyed steels / JlerepoBaHHble CTanu 15 150 180 145 110 90 70
Stale nierd ik dporne

Stainless and acid resistand steel 10 65 80 65 50 40 30
chnmoycmmqmsme " Hep)KaBEIOLI.lVIe cTann

Staler 3 zawartoscig chromu i niklu

Stalnless and acid re5|stand steels W|th ﬁlgher content of chrom and nikiel 10 65 80 65 50 40 30
KucnotoycToiiunsbie 1 HepxaBetolLyie CTanu € NOBbILLEHHBIM CoflepXKaHeM XpoMa 1 HIKenA

Zeliwo szare / Grey cast iron / Cepblii 4yryH 30 300 310 300 225 185 100

Zeliwo sferoidalne, zeliwo ciagliwe
Spheroidal cast iron, melleable cast iron 22 150 180 145 110 90 70
MarHueBbI YyryH, KOBKUIA YyryH

UWAGI / REMARKS / 3AMEYAHNA
« Dlafrezéw wykonanych ze stali SK8M (HSS-E) i frezow pokrytych supertwarda powtoka parametry sk ia nalezy zwigkszy¢ o 35%
For milling cutters made of SK8M (HSS-E) steel and milling cutters covered with superhard coating, one should increase machining parameters by the 35%
ina dpes3 co cranu SK8M (HSS-E) 1 ppes c nokpbITem NapameTpbl pe3Ku Hao YBENUUNTL 0 35%
« Wartoscip 6w dotycza glebokosci sk ia 0,1D / przy innych gtebokosciach obowiazuja ponizsze zasady
Value of feeds concern depths machining of 0,1D / at different depths below principles are applying
BenuuvHa nogay Kacatotea my6uH pesku 0,1D / npy Apyrvix BENMUMHAX 0BA3YIOT HUXKeYKa3aHHbIE MPUHLMIbL:

Gtebokos¢ skrawania / Depth of machining / Iny6uHa pesku | Posuw / Feed / Mopaua
0,25D 65% posuwu z powyzszej tabeli / feed from the above table / nopauu ¢ BbieykasaHHoi TabnnLb!
05D 40% posuwu z powyzszej tabeli / feed from the above table / nogauu c BbileyKasaHHO TabMLbI

+  Przy odmianie dlugiej,L" wartos¢ posuwu zmniejszamy o kolejne 50% / By the long type, L" value of feed we decrease for next 50% / Mpu gnnHHoI Bepcum, L Bennumy nopaun
yMeHbluaem 0 ouepenHoe 50%

I
2,=0

DIN 844-NR, DIN 845-NR Parametry skrawania =
DIN 844-NR, DIN 845-NR Machining parameters =
DIN 844-NR, DIN 845-NR apameTpbi pe3ku —& /g

Zalecane parametry skrawania dla frezéw trzpieniowych walcowo-czotowych DIN 844

i DIN 845 typu NR (do obrdbki zgrubnej materiatéw z grupy N), wykonanych ze stali SK8M (HSS-E) D
Recommended machining parameters for end mills DIN 844 and DIN 845 of NR type (for roughing of materials
from the N group), made of SK8M (HSS-E) steel

PekomeHAVpOBaHHbIe NapaMeTpbl Pe3Ky A CTepkHeBbIX Gppe3 TopLieo-LnnnHaprdecknx DIN 844 n DIN 845 tuna NR —01 D
(nna yepHOBOI 06pPabOTKM MaTepyrasnos rpynmbl N) NpounsseséHHbIX co ctanu SK8M (HSS-E) &=

Posuw [mm/min.] w zaleznosci od $rednicy freza[D]

Rodzaj obrabianego materiatu Feed [m/min.] depending on the milling cutter diameter [D]

Kind of machined material IMopaya (M/MIH) B 3aBUCMOCTV OT ArameTpa dpe3bl [D]

Bua o6paoreisaevioro uarepwana Vdm/min] 05+010 010 <020 020 +035 035+084 044+ 063
Stale niestopowe / Unalloyed steels / HenerepoBaHHble cTanu 40 170 225 270 275 280

Stale niestopowe i stopowe
Unalloyed and alloyed steels 30 165 220 265 270 277
HenerepoBaHHbie 11 nierepoBaHHble CTanu

Stale stopowe / Alloyed steels / JlerepoBaHHble cTanu 20 88 110 135 140 143
Stale nierd ik dporne

Stalnless and acid resistand steel 14 62 85 102 105 106
chnomycromqmsue 1 HepXxaBetoLLme CTanm

Stale nierd: dporne z podwyz y zawartoscig chromu i niklu

Stalnless and acid reS|stand steels with igher content of chrom and nikiel 14 62 85 102 105 106

KucnotoycToiiuvebie 1 HepxaBelolLyie CTanu C NOBbILLEHHBIM CofiepXKaHeM XpoMa 1 HIKena
Zeliwo szare / Grey cast iron / Cepblii 4yryH 40 115 145 170 180 200

Zeliwo sferoidalne, zeliwo ciagliwe
Spheroidal cast iron, melleable cast iron 40 92 110 135 145 160
MarHueBbIii YyryH, KOBKWIA UyryH
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UWAGI / REMARKS / 3SAMEYAHW/A
- Dlafrezéw pokrytych supertwarda p: ia nalezy zwigkszyc o 25%
For milling cutters covered with superhard coatlng one should increase machining parameters by the 25%
[ina ppe3 npousBeaéHHbIX co ctany SW7M (HSS) napameTpbl pe3ki Hafo yMeHbLUNTb 0 25%
+ Wartosci posuwow dotycza gtebokosci skrawania 0,1D / przy innych gltebokosciach obowiazuja ponizsze zasady
Value of feeds concern depths machining of 0,1D / at different depths below principles are applying
BenununHa nogau Kacatotcs rmy6uH pesku 0,1D / npy Apyrvix BeNMUmMHax 0BA3YI0T HIMKEYKasaHHbIe MPYHLMMbI:

Gtebokos¢ skrawania / Depth of machining / fny6uHa peskun Posuw / Feed / Mopaya
0,25D 100%
05D 75%
D 50%

+  Przy odmianie dlugiej,L” wartos¢ posuwu zmniejszamy o kolejne 50% / By the long type, L value of feed we decrease for next 50%/ Mpw anuHHoI Bepcuu, L’ BennumHy nopauu
yMeHblLaem 0 oyepeaHoe 50%

DIN 326, DIN 327 Parametry skrawania X
DIN 326, DIN 327 Machining parameters
DIN 326, DIN 327 NapameTnbl Pe3KU

Zalecane parametry skrawania dla frezéw trzpieniowych do rowkéw na wpusty DIN 326 i DIN 327 wykonanych ze
stali SW7M (HSS) do obrobki materiatéw z grupy N

Recommended machining parameters for slot drills DIN 326 and DIN 327 made of SW7M (HSS)

steel for machining of materials from the N group

PeKomeHAVPOBaHHbIe MapameTpbl PE3K 1A CTEPXKHEBbIX GPE3 AN LIMOHOUHbIX KaHaBOK

DIN 326 v DIN 327 npousseaéHHbix co ctanu SW7M (HSS) ans obpaboTku matepuanos rpynmbi N

a,=D

I

Posuw [mm/min.] w zaleznosci od $rednicy freza[D]

Rodzaj obrabianego materiatu Feed [m/min.] depending on the milling cutter diameter [D]
Kind of machined material lMopaya (M/MuH) B 33BICMMOCTY OT inameTpa ¢pesbl [D]

PO RO ERFIEDE Vdm/min] 00+05 05010 010 020 020+035 035044 044063

Stale niestopowe / Unalloyed steels / HenereposaHHble ctanu 30 65 85 100 80 57 42

Stale niestopowe i stopowe
Unalloyed and alloyed steels 2 49 58 67 60 45 33
HenerepoBaHHble 1 nerepoBaHHble CTanu

Stale stopowe / Alloyed steels / JlerepoBaHHble cTanu 15 40 49 51 48 37 25
Stale nierd il dporne

Stainless and acid resistand steel 10 14 23 27 21 15 "
KucnotoycToiuvebie 1 Hep)KaBerou.wle cTann

Stale nierd: il pornez ﬂodwyzszonq zawartoscia chromuii niklu

Stainless and acid resistand steels with higher content of chrom and nikiel 10 14 23 27 21 15 "

KI/ICHOTOyCTOI/IHI/IBbIE W HepXKaBetoLme ctann ¢ MOBbILLEHHBIM CopepKaHneM Xxpoma 1 HUKena
Zeliwo szare / Grey cast iron / Cepbiii uyryH 30 68 100 95 87 75 57

Zeliwo sferoidalne, zeliwo ciagliwe
Spheroidal cast iron, melleable cast iron 2 61 65 69 57 45 33
MarHvieBbIi YyryH, KOBKUM YyryH

UWAGI / REMARKS / 3SAMEYAHUA
« Dlafrezéw wykonanych ze stali SK8M (HSS-E) i frezow pokrytych supertwarda powtoka p y sk ria nalezy zwiekszy¢ o 35%
For milling cutters made of SK8M (HSS-E) steel and milling cutters covered with superhard coating, one should increase machining parameters by the 35%
s dpes co cranu SK8M (HSS-E) 1 ppes c nokpbITem NapameTpbl pe3Ky Hao yBENUUMTL 0 35%
« Wartoscip 6w dotycza gtebokosci sk ia 0,1D / przy innych gtebokosciach obowiazuja ponizsze zasady
Value of feeds concern depths machining of 0,1D / at different depths below principles are applying
BenuuvHa nopay Kacatotca ry6uH pesku 0,1D / npuy Apyrvix BEMUMHaX 06A3YI0T HKeyKa3aHHbIe MPUHLMIbI:

Gtebokos¢ skrawania / Depth of machining / Tny6uHa pesku | Posuw / Feed / Mopaua
0,25D 65% posuwu z powyzszej tabeli / feed from the above table / nogaun ¢ BbileykasaHHoi TabanLibi
05D 40% posuwu z powyzszej tabeli / feed from the above table / nogaun ¢ BbilweykasaHHoM TabMLib!

«  Przy odmianie dlugiej, L” warto$¢ posuwu zmniejszamy o kolejne 50% / By the long type, L value of feed we decrease for next 50% / Mpw anHHoi Bepcim, L' BenumHy nogaum
yMeHblLaeM o ouepeaHoe 50%
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DIN 1889 Parametry skrawania
DIN 1889 Machining parameters
DIN 1889 NapameTpbl pe3ku

Zalecane parametry skrawania dla frezéw DIN 1889 wykonanych ze stali SW7M (HSS) do obrébki materiatow z grupy H
Recommended machining parameters end mills DIN 1889 of SW7M (HSS) steel for machining of materials of H group

PekomeHAVpOBaHHbIe NapamMeTpbl Pe3ky A CTepkHeBbIX Gppe3 TopLieo-LunnHaprdecknx DIN 1889 npounsseéHHbix co ctanu SW7M (HSS ) ans 06paboTku
martepuanos rpynnbi H

Posuw [mm/min.] w zaleznosci od srednicy freza[D]

Rodzaj obrabianego materiatu Feed [m/min.] depending on the milling cutter diameter [D]

Kind of machined material IMopava (M/MIH) B 3aBUCMOCTY OT ArameTpa dpe3bl [D]

Bup o6paboTbiBaeMoro matepuana Vcm/min] 00+05 95 +010 010 +020 ¢20+035 035+044 044063
Stale stopowe / Alloyed steels / JlerepoBaHHble cTanu 15 120 150 15 80 60 40

E Stale stopowe / Alloyed steels / JlerepoBaHHble cTann 15 120 150 115 80 60 40

Stale nierdzewne i kwasoodporne
Stainless and acid resistand steel 10 65 80 65 50 40 30
K1CnoToycToiumBble 1 HEpXKaBeIoLLE CTarnn

Zeliwo szare / Grey cast iron / Cepblid 4yryH

5 1 . 5 A 30 300 310 300 225 185 100
Zeliwo sferoidalne, zeliwo ciagliwe

Spheroidal cast iron, melleable cast iron

MarHueBbIii YyryH, KOBKUIA UyryH 2 150 180 145 110 0 70

Parametry skrawania dla frezéw ogélnego przeznaczenia [VHM]

Machining parameters for general purpose end mills [VHM]
MapameTpbl pesku ana dpes obulero npegHasHadeHus [VHM]

Materiaty obrabiane Ve fz [posuw na ostrze / feed per tooth / nopaya Ha ne3sve]

Machined materials / O6pa6oTbiBaembie MaTepuanbl [m/min] @3 04 06 08 010 012 016 020
Stale niestopowe / Unalloyed steels / HenereposaHHble ctann 60+90 0014 0020 0028 0038 0049 0063 0082 0,10
Stale niestopowe i stopowe
Unalloyed and alloyed steels 60+90 0014 0020 0028 0038 0049 0063 0082 0,10
HenerepoBaHHbie 11 ierepoBaHHbIe CTanu
Stale stopowe / Alloyed steels / JlerepoBaHHble cTann 30+50 0010 0014 0019 0026 0034 0045 0058 0075
Stale stopowe / Alloyed steels / JlerepoBaHHble cTanu 30+50 0009 0013 0018 0024 0031 0041 0053 0069
Stale stopowe hartowane / Alloyed steels hardened / JlerepoBaHHble KanéHHble ctann - 30+50 0,009 0013 0018 0,024 0,031 0,041 0,053 0,069
Stale nierdzewnei ki dporne
Stainless and acid resistand steel 30+50 0,009 0013 0018 0024 0031 0041 0053 0,069
KucnotoycToituviBble 1 HepXxaBetoLyye CTani
Stale nierd ik dporne z podwyzszong zawartoscia chromu i niklu
Stainless and acid resistand steels with higher content of chrom and nikiel 20+35 0004 0006 0008 0011 0014 0018 0024 0031
KucnoToycToiiumsble 1 HepxaBetoLLye CTai C NOBbILLIEHHBIM COAEPXKaHNEM XPOMa U HIKens

Zeliwo szare / Grey cast iron / Cepblii 4yryH 40+90 0015 0022 0031 0042 0054 0070 0,091 0,119

Zeliwo sferoidalne, zeliwo ciagliwe
Spheroidal cast iron, melleable cast iron 40+90 0015 0022 0031 0042 0054 0070 0091 0,119
MarHueBbIi HyryH, KOBKUIA UyryH

Tytan /Titan /TutaH 2545 0010 0015 0021 0029 0037 0048 0062 0082
Stopy tytanu /Titan alloys / Cnnasbl TuTaHa 20+40 0009 0013 0018 0024 0031 0041 005 0069
Aluminium, miedz / Aluminium, copper / AnioMHWiA, Meab 70+100 0,009 0012 0017 0,023 0,030 0039 0,050 0,066

Stopy aluminium, stopy miedzi
Aluminium alloys, copper alloys 200+500 0014 0021 0030 0039 0051 0066 008 0113
ANOMUHEBDbIN CNaB, MEAHbIV CNaB

Tworzywa sztuczne / Plastics / Mnactmaccbl 100+150 0,014 0,020 0,028 0,038 0,049 0,063 0,082 0,106

Oznaczenia i wzory / Designations and formulae / O6o3+auena 1 opmynsi

Jednostka Nazwa Wzér
Symbol Unit Name Formula
EanHunua HassaHue Dopmyna
Predkosc skrawania noN
V. m/min Machining speed =000
CKOpOCTb pesku
Obroty na minute
N rpm/min Revolutions per minute N =100V,
RPM O6OpPOTbI Ha MUHYTY nb

Posuw na minute

\2 mm/min Feed per minute V,=NZf,
Mopaya Ha MUHYTY
Posuw na ostrze V.
f, mm/ostrze / mm/tooth / Feed to tooth f,= =
Mm/nessue Mopaua Ha nessue NZ
Wydajnos¢ procesu NZFf
Q cm?/min Efficiency of the process Q= a"afOTz

Mpou3BoAnTeNbHOCHTL NpoLieca

D - srednica narzedzia / diameter of tool / anametp nHctpymenta [mm] / Z - ilos¢ ostrzy / number of flutes / konnuectso nessun /
a. - szerokos¢ skrawania / machining width / wmpuna pesku [mm] / a, - gtebokosé skrawania / machining depth / ry6uHa peskn [mm]
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