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Descida em rampa e interpolacdo helicoidal | Bajada en rampa e interpolacion circular
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(Note 1) Cutting conditions ae/Dc=70%.
(Note 2) It's possible to occur vibrations in certain cases. Please reduce depth of cut and / or reduce cutting conditions in following cases: 32 19 215 62,4 600 - 303
- When using long shank; - 62,4 329
- When using long tool overhang with arbor type; 76,0 = 26,1
- When application has poor clamping rigidity or when using a low rigidity machine. 40 13 215 931 - 78,4 278
(Note 3) Use internal coolant supply. ~
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- Only use the inserts and parts provided by Palbit with this tool. Use of the correct insert clamp screws 100 / e 075 196,0 o 211
is especially important to ensure overall tool safety. Do not use damaged or worn clamp screws. ’ ' - 1984 216
- When tightening the clamp screws, follow the order in Figure 1. The recommended torque value is 125 3 215 4102 246,0 - 199
’ ’ = 2484 20,3
3.5Nm. 00 586
- The maximum allowable revolutions are shown in Table 1. Ensure that the cutter operates under the 32 18 210 64,6 N 624 31'0
maximum allowable revolutions. 76.0 _ 220
. ) o . 40 11 21,0 1080 ’ '
The maximum allowable revolutions for safety purposes are determined in accordance with ISO 15641 - 78,4 234
(Milling Cutters for high speed machining-Safety requirements). Second 50 8 210 1494 9?,0 9&; . ;2?1
Figure 1 ’ ‘
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Table 1 - Maximum allowable revolutions: 15'6 5 ' e
@32 @40 @50 063 @80 @100 @125 80 4 210 3003 _ 1584 172
41000 36000 30000 25000 23000 19000 16000 100 3 210 4007 1960 - 158
’ ' = 1984 16,2
- Even when operating under the maximum allowable spindle speed, if the spindle speed is equal or higher than the values shown in Table 2., it is recommended that the balance 125 5 510 6014 246,0 - 133
quality (with the arbor or chuck) according ISO 1940. ' ' - 248,4 135

(1) using insert radius 0,8 mm

_ . . . . . . Note: During helical interpolation do not exceed maximum pitch.
Table 2 - Maximum revolutions when baIancmg with the arbor or chuck has not been achieved: When using different insert radius to calculate the @DHmin and @DHmax use the equation below:

- Minimum Diameter: @DHmin = 2 x (@Dc - (R corner radius + F width of edge wiper)
032 @40 250 063 080 @100 0125 - Maximum Diameter: @DHmax = 2 x (@Dc - R corner radius)

9500 7600 6000 4800 3800 3000 2400

- When setting the spindle speed, take into consideration the maximum allowable revolutions of arbor or chuck.
- Use the specified set bolt when using the arbor type with internal coolant supply.
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