Milling - Erdsen
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NM-2BP series for machining cooper - NIM=2BP Serie fir die Bearbeitung von Kupfer

. 2-flute short cutting edge ball nose micro end mills with straight shank and long "]
2-Schneiden Micro Kugelkopffraser, mit kurzer Schneide und Zylinderschaft (lang)
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NM-2BP-R0.25-M04 0.5 0.25 0.7 0.45 4.0 4.0 50 2 °
NM-2BP-R0.25-M06 0.5 0.25 0.7 0.45 6.0 4.0 50 2 °
NM-2BP-R0.3-M04 0.6 0.3 0.9 0.55 4.0 4.0 50 2 °
NM-2BP-R0.3-M06 0.6 0.3 0.9 0.55 6.0 4.0 50 2 °
NM-2BP-R0.3-M08 0.6 0.3 0.9 0.55 8.0 4.0 50 2 °
NM-2BP-R0.4-M04 0.8 0.4 1.2 0.75 4.0 4.0 50 2 °
NM-2BP-R0.4-M06 0.8 0.4 1.2 0.75 6.0 40 50 2 °
NM-2BP-R0.4-M08 0.8 0.4 1.2 0.75 8.0 4.0 50 2 °
NM-2BP-R0.4-M10 0.8 0.4 1.2 0.75 10.0 4.0 50 2 ° .
NM-2BP-R0.5-M04 1.0 0.5 15 0.95 4.0 4.0 50 2 ° ® _§
NM-2BP-R0.5-M06 1.0 0.5 15 0.95 6.0 4.0 50 2 ° = :E
NM-2BP-R0.5-M08 1.0 0.5 15 0.95 8.0 4.0 50 2 ° - ®
NM-2BP-R0.5-M10 1.0 0.5 15 0.95 10.0 4.0 50 2 ° G §
NM-2BP-R0.5-M12 1.0 0.5 15 0.95 12.0 4.0 50 2 ° g E
NM-2BP-R0.75-M08 15 0.75 2.3 1.45 8.0 4.0 50 2 ° 2 GE)
NM-2BP-R0.75-M16 15 0.75 23 1.45 16.0 4.0 50 2 ° 8 t
NM-2BP-R1.0-M06 2.0 1.0 3.0 1.95 6.0 4.0 50 2 ° S c
NM-2BP-R1.0-M08 2.0 1.0 3.0 1.95 8.0 4.0 50 2 ° A S
NM-2BP-R1.0-M10 2.0 1.0 3.0 1.95 10.0 4.0 50 2 °
NM-2BP-R1.0-M12 2.0 1.0 3.0 1.95 12.0 4.0 50 2 °
NM-2BP-R1.0-M16 2.0 1.0 3.0 1.95 16.0 4.0 50 2 °
NM-2BP-R1.0-M20 2.0 1.0 3.0 1.95 20.0 4.0 60 2 °
NM-2BP-R1.5-M10 3.0 15 45 2.85 10.0 6.0 50 2 °
NM-2BP-R1.5-M20 3.0 15 4.5 2.85 20.0 6.0 60 2 °
NM-2BP-R2.0-M10 4.0 2.0 6.0 3.85 10.0 6.0 60 2 °
NM-2BP-R2.0-M16 4.0 2.0 6.0 3.85 16.0 6.0 60 2 °
NM-2BP-R2.0-M20 4.0 2.0 6.0 3.85 20.0 6.0 60 2 °
NM-2BP-R2.0-M25 4.0 2.0 6.0 3.85 25.0 6.0 60 2 °
NM-2BP-R2.5-M16 5.0 25 7.5 4.85 16.0 6.0 60 2 °
NM-2BP-R2.5-M25 5.0 2.5 75 4.85 25.0 6.0 70 2 °
. v = Very suitable - Sehr empfohlen
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ISO Kennzeichen Schnittdaten Graphische Werkzeug- & Anwendungsbeschr. Bestellformular fiir Sonderwerkzeuge
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Recommended cutting data - Empfohlene Schnittdaten

NM-2BP

Workpiece material Copper / Copper alloy
Werkstlckstoff Kupfer / Kupferlegierung
Diameter @ | Effective length ROtating Feed A A
Durchmesser | Effektive Lénge Drehzahl Vorschub P e
(mm) (mm) (min’") (mm/min) (i) ()}
4 40000 750 0.01 0.025
R0.25
6 36000 500 0.008 0.02
4 40000 900 0.012 0.03
R0.3 6 40000 750 0.010 0.02
8 30000 400 0.008 0.01
4 40000 1050 0.016 0.04
6 40000 800 0.012 0.03
R0.4
8 40000 500 0.01 0.02
10 30000 400 0.008 0.01
4 40000 1050 0.02 0.05
6 40000 800 0.016 0.04
R0.5 8 40000 500 0.014 0.03
10 33000 400 0.012 0.02
12 35000 300 0.010 0.010
8 40000 900 0.03 0.075
R0.75
16 20000 400 0.015 0.04
6 40000 1100 0.04 0.10
8 40000 900 0.034 0.08
10 40000 750 0.028 0.065
R1.0
12 40000 500 0.022 0.05
16 30000 400 0.018 0.04
20 20000 300 0.012 0.03
10 40000 1100 0.06 0.15
R1.5
20 32000 600 0.03 0.08
10 32000 1100 0.08 0.20
16 32000 900 0.06 0.16
R2.0
20 32000 600 0.04 0.12
25 20000 400 0.02 0.08
16 25000 1250 0.10 0.25
R2.5
25 20000 900 0.06 0.12
AN Ap
Max. cutting depth
max Schnitttiefe
Ae

1. Please select high precise machine and tool holder.

2. Please use water-soluble cutting liquid.

3. Make overhang as short as possible if no interference.

1. Bitte Maschine und Werkzeugaufnahme mit hoher Prazission und Stabilitat wahlen.

2. Bitte wasserlosliche Kuihimittel verwenden.

3. Die Werkzeugauskragung so kurz wie méglich wahlen.




