UniCut 6ZL F8680 Cutting conditions | Rezné podminky F8680
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@ Universal End Mill for wide range of materials and operations from roughingto @ Univerzalni fréza pro Siroké spektrum materiald, vhodné aplikace od hrubovani
finishing @ Outstanding Ability of Spontaneous Flute Emptying (Enhances the Cutting  po dokoncovani @ Mimofadna schopnost vyprazdiiovani zubové mezery v mékkych
Process Reliability) ® Especially at Shoulder Milling with Ap=0.25xD1 provides an i zuslechténych materialech zvySuje spolehlivost procesu obrabéni @ Predevsim
extraordinary metal removal rate @ For heat treated steels with low chip compre-  pfi frézovani obvodem do ae = 1/4 D1 poskytuje mimofadny tfiskovy vykon @ Pro

ssion ratio (and therefore better “handled” chip), suitable also for Slotting zuSlechténé materidly s menSim stupném péchovani, a tim ,skladnéjsi tfiskou” vy-
hovuje i pro drazkovani
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Distribution of the tool wear to more edges enhances the tool life. PUZNAMKA 2Dl MAXIMUM |MMERS|0N VALUE FUR HELIX
RozloZeni vykonu na vice zubi prodluZuje Zivotnost. ™ z p s L IRLUL
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