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CODE SYSTEM
SISTEMA DE CODIFICACIO

PORCUPINE CUTTERS

FRESES HELICOIDALS

B Code system / Sistema de codificacié

1 2 3 4 5 6

Milling cutter type
1 Tipus de fresa

g

| O

23

Insert size
2 Mida de la plaqueta

ESh GO~ E Rt

Clearance angle of insert
3 Angle d’incidencia de la plaqueta

=

Type of coupling
4 Tipus de manec

Short weldon 1SO 7388 DIN 69871/A | 1SO JIS B 6339-BT
Weldon curt
| —
@12 316 @20 @25 32 D40 7388 40 7388 50 BT 40 BT 50
07 47 | 48 49 | 50

5 Diameter, mm.
Diametre, mm.

6

Cutting length
Llargada de tall
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APPLICATIONS INDEX PORCUPINE CUTTERS

INDEX D'APLICACIONS FRESES HELICOIDALS

Porcupine cutters
Freses helicoidals

2320.07 2330.43 2330.23
Slot and side milling 90° Slot and side milling 90° Slot and side milling 90°
Ranurar i contornejar 90° Ranurar i contornejar 90° Ranurar i contornejar 90°

- © = =L ==

AP.1003.. ——
AP.. 1604.. P./P F150 P /P F151 AP.. 1604.. P./P F152 AP.. 1604..

CANELA F149



PORCUPINE CUTTERS PORCUPINE MILLING CUTTERS

FRESES HELICOIDALS FRESES HELICOIDALS

Characteristics: s
Heavy roughing milling cutter for %

diversified manufacture that uses

very strong inserts allowing deep
passes and high feed per teeth. D T D d

Recommended for conventional
a
milling machines and machining <—>J
centres. < 2
L
Caracteristiques: I
Fresa de desbast pesat per |:>

aplicacions diverses. Munta
plaquetes molt robustes que
permeten passades profundes
i grans avancos per dent.

Recomanada per fresadores
convencionals i per centres de
. mecanitzat.
2
] 2330.07
Reference Insert size No. of inserts Q
: Referéncia * L L Lo 3 Mida plaqueta N°. plaquetes
2320.07.025.37 2 25 10 50 25 37 AP.. 1003.. 8 0,400
2330.07.032.45 2 32 125 55 32 45 AP.. 1604.. 6 0,650
2330.07.040.50 3 40 125 65 32 50 AP.. 1604.. 12 0,800

Reference Nm
Referéncia

2320.07.025.37 1425 5507 0.9

2330.07.032.45 1440 5515 3.0

2330.07.040.50 1440 5515 3.0
Parallel itive inserts with 11° cl . APHT-AL APKT
I AP.. Plaquetes paral ldlogrames positves amb 11° ingidancia. € F11 3

Reference / Ref. | s d S - @&

AP.. 1003.. 9,52 3,18 6,35 EER

AP.. 1604.. 17,00 4,76 9,52

F150 www.canelatools.com



PORCUPINE MILLING CUTTERS PORCUPINE CUTTERS

FRESES HELICOIDALS FRESES HELICOIDALS

Characteristics:

Heavy roughing milling cutter for
diversified manufacture that uses
very strong inserts allowing deep
passes and high feed per teeth.
Recommended for conventional
milling machines and machining
centres.

Caracteristiques: L

Fresa de desbast pesat per |:>
aplicacions diverses. Munta \%

plaquetes molt robustes que
permeten passades profundes
i grans avangos per dent.

Recomanada per fresadores

convencionals i per centres de

mecanitzat.
2330.4

- 48

Reference Insert size No. of inserts 0
Referéncia * L L = 3 Mida plaqueta N°. plaquetes
2330.47.050.65 3 50 120 40 65 AP.. 1604.. 15 1,650
2330.48.050.65 3 50 130 50 65 AP.. 1604.. 15 3,700
2330.48.063.65 3 63 130 50 65 AP.. 1604.. 15 4,450
2330.48.080.85 3 80 140 50 85 AP.. 1604.. 18 5,950

Reference Nm
Referéncia

2330.47.050.65 1240 5515 3.0
2330.48.050.65 1240 5515 3.0
2330.48.063.65 1240 5515 3.0
2330.48.080.85 1240 5515 3.0
Parallel itive inserts with 11° cl . APHT-AL APKT
BAr. lmmmetmsn e @ s
S

N
J

|
A

Reference / Ref. | s d 4 -

AP.. 1604.. 17,00 4,76 9,52

APMT




PORCUPINE CUTTERS PORCUPINE MILLING CUTTERS

FRESES HELICOIDALS FRESES HELICOIDALS

Characteristics: K
Heavy roughing milling cutter for —

diversified manufacture that uses o

very strong inserts allowing deep D

passes and high feed per teeth.

Recommended for conventional

milling machines and machining
centres. L2

Caracteristiques: I
Fresa de desbast pesat per |:>

aplicacions diverses. Munta \%

plaquetes molt robustes que
permeten passades profundes
i grans avancos per dent.

Recomanada per fresadores I
convencionals i per centres de
mecanitzat.
§2330.%
=50
Reference Insert size No. of inserts 0
Referéncia * -z L = a Mida plaqueta N°. plaquetes
2330.49.050.65 3 50 105 40 65 AP.. 1604.. 12 1,700
2330.50.050.65 3 50 105 50 65 AP.. 1604.. 15 3,800
2330.50.063.65 3 63 130 50 65 AP.. 1604.. 15 5,100
2330.50.080.85 3 80 140 50 85 AP.. 1604.. 18 6,100

Reference Nm
Referéncia

2330.49.050.65 1240 5515 3.0

2330.50.050.65 1240 5515 3.0

2330.50.063.65 1240 5515 3.0

2330.50.080.85 1240 5515 3.0
Parallel itive inserts with 11° cl . APHT-AL APKT
I AP.. Plaguetos paral logrames positves amb 11° inoidencia, € F11 r

Reference / Ref. 1 s d S - Y

AP.. 1604.. 17,00 4,76 9,52

APMT

F152 www.canelatools.com




CUTTING DATA PORCUPINE CUTTERS

CONDICIONS DE TALL FRESES HELICOIDALS

I Cutting data for porcupine milling cutters

T Basic grades Feed/tooth
4 agr A ool complete
Material HB Condition diameter TIN25 TIN21 PM25 TL40 o
(Blmmy) Cutting speed m/min. f2
110 C=0.25% 250-300 150-200 150-200
Unalloyed steel 170 C=08% 2032 150200 100140 100440 012022
250 C=1.4% 100-150 70-110 70-110 T
125-225 Annealed 20-32 150-200 100-150 90-140 90-140 0,10-0,21
HeElEEe e 220-450  Hardened 4050 90-140 60110 60-110 60-110  0,15-0,34
; 150-250  Annealed 20-32 130-170 80-120 80-120 0,10-0,21
AgeleEgEs 250-500  Hardened 4050 90120 80120 50-80 50-80 015034
Stainless steel 150270 Ferritic / martensitic o w0490 12060 100430 100130 1202
150 Unalloyed 130-170 80-110 80-110
Steel castings 150-220  Low alloyed % 11050 50-90 s090 012022
160-200  High alloyed 80-120 50-80 50-80 e
Stai . " " 0,10-0,21
ainless steel castings 200 Ferritic / martensitic 20-32 50-80
0,15-0,34
T Basic grades Feed/tooth
4 agr A ool complete
Material HB Condition diameter TIN25 TIN21 PM40 KM15 e
({2 marmy) Cutting speed m/min. f2
Stainless steel 150220 Austentic s 80-160 70130 B
: : . 20-32 0,12-0,21
Stainless steel castings 200 Austenitic 40-50 40-70 40-60 0.15-0,34
Heat resistant alloys 140-300  Annealed or solution treated ~ 20-32 15-25 0,05-0,07
Nickel or cobalt base 300-475 Aged 40-50 12-20 0,07-0,10
T 300-340 g 20-32 40-80 0,07-0,10
Titanium alloys 300-3g0 Annealedorsolutiontreated 4 5 30-60 0.10-0.15
T Basic grades Feed/tooth
B aer a ool complete
Material HB Condition diameter TIN25 TIN21 PM25 KM15 =
(D i) Cutting speed m/min. 2
: 110-145  Short chipping 20-32 60-80 0,12-0,23
Malleable cast iron 200230  Long chipping 4050 5070 015-0.37
- 180 Low tensile strength 20-32 70-100 0,12-0,23
Grey castiron 260 High tensile strength, alloyed ~ 40-50 50-80 0,15-0,37
Nodular cast iron 160 Ferritic 20-32 40-60 0,10-0,21
Spheroidal graphite 250 Pearlitic 40-50 30-50 0,15-0,34
.- 60-150  Forged 20-32 300-500  0,23-0,39
AT 40180  Cast 40-50 250-450  0,31-0,60
Bronze-brass alloys 60-150 ﬁggg 80-120 8;?8%&

D/ae 50 40 20 10 5 2,5 2 1,5 1

f—

1

f1 4,5 4 3 2 1,5 1 1

When you trace a contour (side peripherical milling), you must multiply the f2 value of a complete slot (see table) by the correction factor f1 corresponding to the
relationship D/ae (milling cutter diameter/radial cutting depth) in order to get a suitable feed.




PORCUPINE CUTTERS CUTTING DATA

FRESES HELICOIDALS CONDICIONS DE TALL

I Condicions de tall per freses helicoidals

Dia Qualitats basiques Avang/dent
iametre
Material HB Condicio eina TIN25 TIN21 PM25 TL40 c;":::,fta
) Velocitat de tall mimin. 2)
10 C=0.25% 250-300 150-200 150-200
Acer no aliat 170 C=08% 2032 150200 100140 100440 012022
250 C=1.4% 100-150 70-110 70-110 e
A 125-225  Recuit 20-32 150-200 100-150 90-140 90-140 0,10-0,21
Acer de baix aliatge 220-450  Trempat 4050  90-140 60-110 60-110 60-110  0,15-0.34
) ; 150-250  Recuit 20-32 130-170 80-120 80-120 0,10-0,21
Acer d'alt aliatge 250-500 Trempat 4050  90-120 80120 50-80 5080  015-0.34
. " " 20-32 0,12-0,22
Acer inoxidable 150-270  Martensitic/ferritic 40-50 140-190 120-160 100-130 100-130 0.15-034
150 No aliat 130-170 80-110 80-110
Acer fos 150220  Baix aliatge % 11050 5090 5090 01202
160-200 Alt aliatge 80-120 50-80 50-80 e
Acer inoxidable fos 200 Martensiticferritic 20-32 50-80 Dl
Diametre Qualitats basiques Avang/dent
Material HB Condicié eina TIN25 TIN21 PM40 KM15 e
(I tarmy) Velocitat de tall m/min. f2)
Acer inoxidable 150220 Austentic s 80-160 70130 B
Acer inoxidable fos 200  Austenitic ﬁggg 40-70 40-60 8 1 gg%l
Aliatges termorresistents 140-300  Recuits o tractats amb solucié ~ 20-32 15-25 0,05-0,07
Base niquel o cobalt 300-475  Envellits 40-50 12-20 0,07-0,10
Aliatges de titani gggggg Recuits o tractats amb solucio iggg gggg 8‘%8’12
Diametre Qualitats basiques Avang/dent
Material HB Condicié eina TIN25 TIN21 PM25 KM15 c;f::,:a
(D mrmy) Velocitat de tall m/min. 2)
_ 110-145  Ferritja curta 20-32 60-80 0,12-0,23
. 200230  Ferita llarga 40-50 5070 015-0,37
Baixa resistencia a la traccio
. 180 SO 7 20-32 70-100 0,12-0,23
Fosa grisa Alta resisténcia a la traccio, ey
260 aliada 40-50 50-80 0,15-0,37
Fosa nodular 160 Ferritica 20-32 40-60 0,10-0,21
Grafit esferoidal 250 Perlitic 40-50 30-50 0,15-0,34
Attt 60-150  Forjat 20-32 300-500 0,23-0,39
40-180  Fos 40-50 250-450 0,31-0,60
Aliatges de bronze i lauto 60-150 o 80120 703

D/ae 50 40 20 10 5 2,5 2 1,5 1

f—

1

f1 4,5 4 3 2 1,5 1 1

Per obtenir un avang adequat al contornejar una pega (fresat periféric lateral) s’ha de multiplicar el valor f2 d’'una ranura completa (veure taula) per el valor de correccid
f1 que correspon a la relacié D/ae (diametre de la fresa / profunditat de tall radial).
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