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DC PARMAK FREZE SERISI

KIRILGAN SERT MALZEMELER ICiN
ELMAS KAPLAMALI PARMAK FREZE SERISI

STABIL iSLEMELER ICIN GUVENILIR UZUN TAKIM OMRU

KESKINLIK VE YUKSEK KENAR MUKAVEMETINI BIR
ARAYA GETIREN IDEAL KESICI KENAR GEOMETRISI

Diz helis geometrisi keskinligi artirir.
Bu sayede talaslar yukari yonde ve disariya dogru
tahliye edilerek merkezin yakininda ani hasar

” olusmasi engellenmis olur.
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YENI GELISTIRILMIS
ELMAS KAPLAMA

Yeni gelistirilmis benzersiz kaplama teknolojisine
sahiptir. Bu teknoloji, hem kaplamanin alt yapiya
tutunmasini, hem de ic yapi kararliligini
gelistirmektedir. Asinma direncinde elde edilen
onemli artis, karbur ve aliminyum gibi sert,

Talas tahliye yénii kirilgan malzemeleri islerken uzun ve givenilir takim
omru saglar.
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DC2SB DC2XLB
Karbur ve diger sert kirilgan malzemelerin Karbir ve diger sert kirilgan malzemelerin
frezelenmesi icin DC kiire uclu parmak freze. frezelenmesi icin DC uzun boyunlu kiire uclu

parmak freze.
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UYGULAMA ORNEGI

Geleneksel Urtnlerle karsilastirildiginda iki kat takim omri

Malzeme Ultra mikro parcacikli karbir / HRA91.0
Takim DC2SBR0100
n (dk~") 30.000
Ve (m/dk) 82
f (mm/dk) 300
fz [mm/dis) 0.005
ap (mm) 0.1
ae (mm) 0.3
Kesme Modu Kuru
Tezgah HSK-E25
+80%
0 10 20 30 40 50
Kesme Uzunlugu (m)
Malzeme Ultra mikro parcacikli karbiir / HRA91.0
Takim DC2SBR0300
n (dk™") 20.000
Ve (m/dk) 135
f (mm/dk]) 200
fz (mm/dis) 0.005
ap (mm) 0.2
ae (mm) 0.4
Kesme Modu Kuru
Tezgah MC (RS20)
0 20 30 40 50

Kesme Uzunlugu (m)

Kesme Kenari Asinmasi

DC2SB

26 mislemeden sonra

Geleneksel A

26 m islemeden sonra

Geleneksel B

23 mislemeden sonra

Kesme Kenari Asinmasi

DC2sB

40 m islemeden sonra

Geleneksel

34 mislemeden sonra




DURUM INCELEMESI

KARBUR KALIP MODELI

Model Boyutu 24 x21.6 x5 mm
E Malzeme CIS VM-20 (92 HRA)
10 Takim DC2SB
%m Kesme Modu Hava ifleme
3 Makine MC (RS20)
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Kesme Siiresi : 219 dak Kullanilan Takim Sayisi : 4
. Finis Yiizey Kesme Siiresi
Islem Boyut n Vf ap ae Tolerans: him:s Takim Sayisi
Kaba Kesme R2 24.000 240 0.2 0.4 0.1 2:12:24 2
Orta Kesme R1 30.000 300 0.1 0.3 0.05 0:49:20 1

Finis Kesme R1 30.000 300 0.1 0.1 0 0:37:30 1
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KURE UCLU, KISA KESME UZUNLUGU, 2 HELISLI,
SERT KIRILGAN MALZEMELER iCIN
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e Karbir ve diger sert kirilgan malzemeler icin DC kiire uclu parmak freze.
Siparis Numarasi Stok DC RE APMX LF DCON ZEFP Tip
DC2SBR0010 ([ ] 0.2 0.1 0.12 50 4 2 1
DC2SBR0020 [ ] 0.4 0.2 0.24 50 4 2 1
DC2SBR0030 ([ ] 0.6 0.3 0.42 50 4 2 1
DC2SBR0040 ([ ] 0.8 0.4 0.56 50 4 2 1
DC2SBR0050 ([ ] 1 0.5 0.7 50 4 2 1
DC2SBR0075 (] 1.5 0.75 1 50 4 2 1
DC2SBR0100 (] 2 1 1.4 50 4 2 1
DC2SBR0150 [ ] 3 1.5 2.1 60 6 2 1
DC2SBR0200 ([ ] 4 2 2.8 60 6 2 1
DC2SBR0250 ([ ] 5 2.5 3.5 60 6 2 1
DC2SBR0300 ([ ] 6 & 4.2 60 6 2 2
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@ : Avrupa da standart stok. % : Japonya da standart stok.



ONERILEN KESME KOSULLARI

Malzeme DC RE n Vf ap ae
0.2 0.1 30.000 100 0.01 0.01
0.4 0.2 30.000 150 0.02 0.08
0.6 0.3 30.000 200 0.03 0.14
0.8 0.4 30.000 250 0.04 0.19
1 0.5 30.000 300 0.05 0.25
Karbir 1.5 0.75 30.000 300 0.075 0.275
2 1 30.000 300 0.1 0.3
3 1.5 27.500 275 0.125 0.33
4 2 24.000 240 0.15 0.35
5 2.5 22.000 220 0.175 0.37
6 8 20.000 200 0.2 0.4
0.2 0.1 30.000 100 0.01 0.01
0.4 0.2 30.000 150 0.02 0.08
0.6 0.3 30.000 200 0.03 0.14
0.8 0.4 30.000 250 0.04 0.19
1 0.5 30.000 300 0.05 0.25
Aliminyum-Zirkonyum 1.5 0.75 30.000 300 0.075 0.275
2 1 30.000 300 0.1 0.3
8 1.5 27.500 275 0.125 0.33
4 2 24.000 240 0.15 0.35
5 2.5 22.000 220 0.175 0.37
6 3 20.000 200 0.2 0.4
0.2 0.1 30.000 50 0.005 0.005
0.4 0.2 30.000 75 0.01 0.04
0.6 0.3 30.000 100 0.015 0.07
0.8 0.4 30.000 125 0.02 0.095
. . 1 0.5 30.000 150 0.025 0.125
g:t:tgz ﬁ';ﬁ‘;r 15 0.75 30.000 150 0.038 0.138
2 1 30.000 150 0.05 0.15
3 1.5 27.500 138 0.063 0.165
4 2 24.000 120 0.075 0.175
5 2.5 22.000 110 0.088 0.185
6 3 20.000 100 0.1 0.2
0.2 0.1 30.000 150 0.015 0.015
0.4 0.2 30.000 225 0.03 0.12
0.6 0.3 30.000 300 0.045 0.21
0.8 0.4 30.000 375 0.06 0.285
1 0.5 30.000 450 0.075 0.375
Kuvars cam 1.5 0.75 30.000 450 0.113 0.413
2 1 30.000 450 0.15 0.45
3 1.5 27.500 413 0.188 0.495
4 2 24.000 360 0.225 0.525
5 2.5 22.000 330 0.263 0.555
6 3 20.000 300 0.3 0.6

ae

[ ap

1. Yukaridaki kesme kosullari tablosunda yer alan karbir malzemede CIS standardi VM-40(90HRA) temel alinmistir.

2. Karbir malzemeyi frezelemede havayla sogutma veya kuru isleme &nerilir. Not: Sogutma sivisi veya yag piskirtme yontemini kullanmak

takim omrini azaltabilir.

3. Yukaridaki tabloda bahsedilen karbiir disindaki sert kirilgan malzemelerin islenmesinde suda coziinebilen kesme yagi kullanilmasi 6nerilir.

Takima yapisan talas parcalarini temizlediginizden emin olun.

4. Malzeme tipine bagli olarak kesme kosullarinin ayarlanmasi gerekebilir.

olarak dusrdn.

6. Kesme sonucu ortaya cikan ince yapili talaslar, makine & takim mekanizmasinin icine sizabilecegi icin 6zel 6nlemlerin uygulanmasi onerilir.



DC2XLB L@

KURE UCLU, KISA KESME UZUNLUGU, 2 HELISLI,
UZUN BOYUNLU, SERT KIRILGAN MALZEMELER iCIN
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e Karbir ve diger sert kirilgan malzemeler icin DC uzun boyunlu kiire uclu parmak freze.
Siparis Numarasi Stok DC RE APMX LF LU DN DCON ZEFP Tip
DC2XLBRO010NO0O5 * 0.2 0.1 0.12 50 0.5 0.18 4 2 1
DC2XLBR0O020NO10 [ ] 0.4 0.2 0.24 50 1 0.36 4 2 1
DC2XLBROO30NQ15 * 0.6 0.3 0.36 50 1.5 0.56 4 2 1
DC2XLBR0O040N020 * 0.8 0.4 0.48 50 2 0.76 4 2 1
DC2XLBRO050N025 [ ] 1 0.5 0.6 50 2.5 0.96 4 2 1
DC2XLBRO0O50N050 * 1 0.5 0.6 50 5 0.96 4 2 1
DC2XLBR0O075N038 * 1.5 0.75 0.9 50 3.8 1.44 4 2 1
DC2XLBRO100N060 [ ] 2 1 1.2 50 6 1.94 4 2 1
DC2XLBRO100N100 * 2 1 1.2 50 10 1.94 4 2 1
DC2XLBRO150N080 * 3 1.5 1.8 60 8 2.9 6 2 1
DC2XLBR0O200N100 * 4 2 2.4 60 10 3.9 6 2 1
DC2XLBR0250N 100 * 5) 2.5 3 60 10 4.9 6 2 1
DC2XLBRO300ON100 * 6 3 3.6 60 10 5.85 6 2 2
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@ : Avrupa da standart stok. % : Japonya da standart stok.



ONERILEN KESME KOSULLARI

Malzeme DC RE LU n Vf ap ae
0.2 0.1 0.5 30.000 30 0.005 0.01
0.4 0.2 1 30.000 100 0.015 0.08
0.6 0.3 1.5 30.000 200 0.03 0.14
0.8 0.4 2 30.000 250 0.04 0.19
1 0.5 2.5 30.000 300 0.05 0.25
1 0.5 5 30.000 300 0.05 0.25
Karbir 1.5 0.75 3.8 30.000 300 0.075 0.275
2 1 6 30.000 300 0.1 0.3
2 1 10 30.000 300 0.1 0.3
3 1.5 8 27.500 275 0.125 0.33
4 2 10 24.000 240 0.15 0.35
5 2.5 10 22.000 220 0.175 0.37
6 3 10 20.000 200 0.2 0.4
0.2 0.1 0.5 30.000 30 0.005 0.01
0.4 0.2 1 30.000 100 0.015 0.08
0.6 0.3 1.5 30.000 200 0.03 0.14
0.8 0.4 2 30.000 250 0.04 0.19
1 0.5 2.5 30.000 300 0.05 0.25
1 0.5 5 30.000 300 0.05 0.25
Aliminyum-Zirkonyum 1.5 0.75 3.8 30.000 300 0.075 0.275
2 1 6 30.000 300 0.1 0.3
2 1 10 30.000 300 0.1 0.3
8 1.5 8 27.500 275 0.125 0.33
4 2 10 24.000 240 0.15 0.35
5 2.5 10 22.000 220 0.175 0.37
6 3 10 20.000 200 0.2 0.4
0.2 0.1 0.5 30.000 15 0.003 0.005
0.4 0.2 1 30.000 50 0.008 0.04
0.6 0.3 1.5 30.000 100 0.015 0.07
0.8 0.4 2 30.000 125 0.02 0.095
1 0.5 2.5 30.000 150 0.025 0.125
Silikon karbiir 1 0.5 5 30.000 150 0.025 0.125
Silikon nitriir 1.5 0.75 3.8 30.000 150 0.038 0.138
2 1 6 30.000 150 0.05 0.15
2 1 10 30.000 150 0.05 0.15
3 1.5 8 27.500 138 0.063 0.165
4 2 10 24.000 120 0.075 0.175
5 2.5 10 22.000 110 0.088 0.185
6 8 10 20.000 100 0.1 0.2
0.2 0.1 0.5 30.000 45 0.008 0.015
0.4 0.2 1 30.000 150 0.023 0.12
0.6 0.3 1.5 30.000 300 0.045 0.21
0.8 0.4 2 30.000 375 0.06 0.285
1 0.5 2.5 30.000 450 0.075 0.375
1 0.5 5 30.000 450 0.075 0.375
Kuvars cam 1.5 0.75 3.8 30.000 450 0.113 0.413
2 1 6 30.000 450 0.15 0.45
2 1 10 30.000 450 0.15 0.45
3 1.5 8 27.500 413 0.188 0.495
4 2 10 24.000 360 0.225 0.525
5 2.5 10 22.000 330 0.263 0.555
6 3 10 20.000 300 0.3 0.6
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1. Yukaridaki kesme kosullari tablosunda yer alan karbiir malzemede CIS standardi VM-40(90HRA) temel alinmistir.

2. Karbir malzemeyi frezelemede havayla sogutma veya kuru isleme &nerilir. Not: Sogutma sivisi veya yag piskirtme yontemini kullanmak

takim omrini azaltabilir.

3. Yukaridaki tabloda bahsedilen karbiir disindaki sert kirilgan malzemelerin islenmesinde suda coziinebilen kesme yagi kullanilmasi 6nerilir.

Takima yapisan talas parcalarini temizlediginizden emin olun.
4. Malzeme tipine bagli olarak kesme kosullarinin ayarlanmasi gerekebilir.

olarak disurin.

6. Kesme sonucu ortaya cikan ince yapili talaslar, makine & takim mekanizmasinin icine sizabilecedi icin 6zel 6nlemlerin uygulanmasi onerilir.
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s~ MITSUBISHI MATERIALS CORPORATION

GERMANY

MMC HARTMETALL GMBH

Comeniusstr. 2 . 40670 Meerbusch

Phone +49 2159 91890 . Fax +49 2159 918966
Email admin@mmchg.de

U.K.

MMC HARDMETAL U.K. LTD.

Mitsubishi House . Galena Close . Tamworth . Staffs. B77 4AS
Phone +44 1827 312312

Email sales@mitsubishicarbide.co.uk

SPAIN

MITSUBISHI MATERIALS ESPANA, S.A.

Calle Emperador 2 . 46136 Museros/Valencia
Phone +34 96 1441711 . Fax +34 96 1443786
Email comercial@mmevalencia.es

FRANCE

MMC METAL FRANCE S.A.R.L.

6, Rue Jacques Monod . 91400 Orsay

Phone +33169355353 . Fax+33 169355350
Email mmfsales@mmc-metal-france.fr

POLAND

MMC HARDMETAL POLAND SP. Z 0.0

Al. Armii Krajowej 61 . 50-541 Wroclaw

Phone  +48 713351620 . Fax +48 71335 1621
Email sales@mitsubishicarbide.com.pl

RUSSIA

MMC HARDMETAL 00O LTD.

Electrozavodskaya St. 24 . build. 3 . Moscow . 107023
Phone +7 4957255885 . Fax +7 4959813979
Email info@mmc-carbide.ru

ITALY

MMC ITALIA S.R.L.

Viale Certosa 144 . 20156 Milano

Phone +39 0293 77031 . Fax +39 0293 589093
Email info@mmc-italia.it

TURKEY

MMC HARTMETALL GMBH ALMANYA - iZMIR MERKEZ SUBESI

Adalet Mahallesi Anadolu Caddesi No: 41-1 . 15001 35530 Bayrakli/izmir
Phone  +90 2325015000 . Fax +90 232 5015007

Email info@mmchg.com.tr

www.mitsubishicarbide.com | www.mmc-hardmetal.com
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