LINEPRO 40095 | 40595 | 41095
XDHW

LINEPRO 40095 | 40595 | 41095

A SP/A\RE P/A\RTS H Complementos | Repuestos

Order separately

RAMPING AND HELICAL INTERPOLATION

Descida em rampa e interpolacdo helicoidal | Bajada en rampa e interpolacion circular

Order separately
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Note: The toolholder is supplied with the XT/PT key. To order the DT key please check the page A-243. ® ‘Fi S F(T:i\g"‘“\xl‘
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GRADES SELECWl@N GU" DE " Guia para seleccdo de graus | Tabla para seleccién de calidades ®De Flat bottom
@di = @DH - @Dc
O O O 8 % 180 - 32
1  Unalloyed Steel 125-220 v v v Y XDHW 04 10 & e 2 = 20,0 40
2 Low-Alloyed Steel 220-280 v v v v 1 53 08 86 220 - 29
3 High-Alloyed Steel 280-380 v v v v - 240 35
7  Malleable Cast Iron 130-230 v 16 8 10 71 3?'0 32' 0 ?f
K 8  Grey Cast Iron 180-245 v . Good Conditions 380 - 5,,6
9  Nodular Castiron 160-250 v XDHW 06... 20 57 10 10,0 : 400 63
B 10  Aluminium and Non Ferrous 30-130 v v @ Aversee Conditions 480 _ 51
12 Hardened Steels 40-55 HRC 4 v ag, Difficult Conditions 25 4 10 143 R 500 55
480 = 111
25 8,7 10 65 3 500 120
68,0 = 94
35 52 10 11,0 i} 700 100
2 4 10 143 £2 - o8
T T - - ' ' = 4, 2
REC@MMENDED CU-"""-”NG C@ND”W"@NS ” Condicdes de corte recomendadas | Condiciones de corte recomendables XDHW 10... 1020 8_0 :2
52 3 10 191 ) 1040 86
1300 = 81
66 23 10 24,9 i 1320 83
80 18 10 318 15?‘0 e ;;
1  Unalloyed Steel 125-220 = 180-300 180250  160-190  150-180 = = ' :
3 Low-Alloyed Steel 220-280 _ 180-250 170-210 140-180 140-170 _ _ Note: During helical interpolation do not exceed max Pitch.
3 High-Alloyed Steel 280-380 = 180-230 160200  130-160  120-150 = =
7  Malleable Cast Iron 130-230 = = 170-300 160-290 = = =
K 8  Grey Cast Iron 180-245 = = 150-250  140-240 = = =
9  Nodular Cast iron 160-250 = = 90-210 80-200 = = =
B 10  Aluminium and Non Ferrous 30130 300-1000 - - - - 800-3000 -
12  Hardened Steels 40-55 HRC = 120-260 = = = = 200-600
XD...04 0.10-0.20 0.10-015 01-05
XD...06 015-0.30 0.10-0.25 0.2-08
XD...10 0.15-035 010-0.30 02-08
(Note 1) Cutting conditions should be ajusted according to the machine and work rigidity.
(Note 2) If chattering occurs, reduce ap and Vc by 30% and keep the same fz per thooth
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