


Frese a sgrossare e a finire per lavorazione piede paletta
Roughing and finishing christmas tree cutters for blades

La continua ricerca di nuovi materiali difficili da
lavorare € ['utilizzo di macchine CNC altamente
tecnologiche, ¢ impone di sviluppare nuove
geometrie di utensili per specifiche applicazioni.

In particolare, per il settore dell'energia, siamo in
grado di progettare utensili speciali su richiesta del
cliente o su suo specifico disegno utilizzando
software 30.

The continuous research of new difficult machining
materials with the use of highly tecnology machines,
requires us to develop new tool geometries for
specific applications.

Particularly, in the energy’s field, we are able to
design special tools on the client's request or on
his specific drawing using 3D software.




Movimento: dinamismo, efficienza, qualita e ampia scelta di utensili.
Movement: dynamism, efficiency, quality and wide selection of tools.

... sono le principali caratteristiche che ci distinguono sul panorama internazionale degli utensili da taglio in metallo duro integrale.
Siamo determinati nella realizzazione della nostra principale missione: consequire nuove geometrie idonee a risolvere e rendere piu
semplice e veloce il lavoro dei nostri clienti, grazie ad un continuo miglioramento del ciclo produttivo.

La costante ricerca di nuove tecnologie ci permette di operare competitivamente in oltre 32 differenti mercati internazionali nella costru-
zione di utensili standard e speciali per I'industria aeronautica, stampi, automobilistica e della meccanica in generale.

La nostra aspirazione piu grande e quella di essere considerati dai nostri clienti partner affidabili e insostituibili.
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... are the main features that distinguishes us on the international scene of solid carbide cutting tools.

We are determined in the realization of our main mission: achiving new geometries such as to make it easier and faster for our clients
work, thanks to a continuous improvement of production cycle.

The costant research of new technologies allowed us to operate competitively in over 32 different international markets in the production
of standard and special tools for the aviation indutriy, dies, automotive, and mechanics in general.

The biggest aspiration is to be considered by our customers reliable and irreplaceable partner.
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. . . o . . . FINISHING COATING OF COMPETITORS OUR FINISHING COATING
Caratteristiche dei nostri rivestimenti TOKPBITVS! UICTIOSb3YEMBIE KOHKYPEHTAMM  MICTIOJTb3YEMBIE HAMM MOKPBITUS]
Technical instructions of our coatings
Daten Beschichtung - Propriétes des notre revetement
TEXHUYECKUE OAHHBIE MOKPLITUN
AITixN = Aluminium, Titanium, further elements, e.g., Silicon
AITIN = Aluminium, Titanium and Nitrogen
TiB2 = Titaniumdiborite
NAME GOLD HYPER SILVER ALUSPEED DIAMOND G DIAMOND F
COLOR Rosso Grigio Blu Nero Giallo Chiaro Nero Nero
Red Grey-Blu Black Light Yellow Black Black
COMPOSITION AlTixN AItTiN AItTiN TiB2 Crystalline Nano-Cristallyne
COATING STRUCTURE Nanocomposition Nanocomposition Nanocomposition Monolayer sp3 sp3
MICRO HARDNESS HV 3800 3700 3500 400 10000 10000
MAXIMUN APPLICATION 1100° 1100° 1000° 900° 700° 700°
FRICTION COEFFICENT 0.3 0.3 0.3 - - low
COATING THICKNESS - - 3+/-1 2+/-0.7 6+2 micron 8+2 micron
APPLICATIONS Steel < 72HRC Steel < 60HRC NE Non-ferrous
Stainless steel Cast Iron Aluminium Aluminium Graphyte Carbon fiber
Titanium Titanium Titanium
Inconel Copper




Micro frese per rame - Mini end mills for copper

Micro frese per acciaio - Mini end mills for steel

Frese per alta velocita e acciai duri - End mills for hight speed-hard cut

AEROSPACE
Frese per materiali difficili da lavorare - End mills for difficult machining materials

Frese per grafite - End mills for graphite

Frese per alluminio - End mills for aluminum

Frese a sgrossare - Roughing end mills

Frese a filettare - Thread Milling end mills

Frese per svasatura - Countersink end mills

Frese convenzionali - Conventional end mills

Punte alto rendimento - High performance drills

Punte convenzionali - Conventional drills

Alesatori - Reamers

Lime rotative - Rotary files

Seghe circolari - Slitting Saws

Cilindretti e bulini - Cylindrical rods-engriving tools

Velocita di taglio - Cutting speed

55-62

87 - 91

93 -107

109 - 115

117 - 121

123 - 125

127 - 138

141 - 143

145 - 151

153 - 207



La musica e la rappresentazione sonora, simultanea,
del sentimento del movimentee del movimentadel sentimento.

Music is the sound representation, simultaneously,
the feeling of movementnd the movemenbf feeling.

M. Ageev

Testo non originale; la traduzione & arbitraria.
No-Original text; the translation is arbitrary



Micro frese per rame

Mini end mills for copper

Mikrofraser fir kupfer
Micro fraises pour cuivre
MuHun dbpe3a KoHUeBasA ANa meau

Mini frézy pro obrdbéni medi




Fresa testa piana in metallo duro integrale

Solid carbide flat nose end mill

VHM-Schatfraser - Fraise carbure a bout plat
dpe3a KoHLeBas TBepaocnaasHas ans meam - Sk rohova fréza

CODE *d1 d2hé I 12 L d3 /4
mm mm mm mm mm  mm no.

¥800.004.0254054 0.4
¥800.004.0255054 0.4

0.5 2.5 40 0.35
0.5 2.5 50 0.35

¥800.005.034054 0.5 0.6 3 40 0.45
Y800.005.064054 0.5 0.6 6 40 0.45
¥800.005.035054 0.5 0.6 3 50 0.45
¥800.005.065054 0.5 0.6 6 50 0.45
¥800.006.034054 0.6 0.7 3 40 0.55
Y800.006.064054 0.6 0.7 6 40 0.55
Y800.006.035054 0.6 0.7 3 50 0.55
Y800.006.065054 0.6 0.7 6 50 0.55
¥800.008.044054 0.8 1 4 40 0.75
¥800.008.074054 0.8 1 7 40 0.75
¥800.008.045054 0.8 1 4 50 0.75
Y800.008.075054 1 7 50 0.75
Y800.010.044054 2 4 40 0.95
¥800.010.084054 2 8 40 0.95
¥800.010.104054 2 10 40 0.95
¥800.010.124054 2 12 40 0.95
¥800.010.045054 2 4 50 0.95
¥800.010.085054 2 8 50 0.95
¥800.010.105054 2 10 50 0.95
¥800.010.125054 2 12 50 0.95

¥800.015.054054 2.5 5 40 1.45
¥800.015.104054 2.5 10 40 1.45
¥800.015.055054 2.5 5 50 1.45

¥800.015.105054
¥800.015.155054

2.5 10 50 1.45
2.5 15 50 1.45

Y800.020.065054 3 6 50 1.95
¥800.020.125054 3 12 50 1.95
¥800.020.165054 3 16 50 1.95
¥800.030.125054 5 12 50 2.90
Y800.030.186054 5 18 60 2.90
Y800.040.166056 8 16 57 3.8

Y800.050.176056 10 17 57 4.5
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Fresa testa torica in metallo duro integrale
Solid carbide corner radius end mill

VHM-torusfraser - Fraise carbure avec rayon d'angle
dpe3a KOHUEeBasA TBEPAOCMIABHASA C YI/IOBbIM paAunycoM ans meau - Sk fréza s rohovym radiusem

CODE *d1 d2hé p I 12 L d3 A AL
mm mm mm mm mm mm mm no. Ci L
opper A"Oy TI-Alloy
Y800M010.0440R01 0.1 1.2 4 40 0.95

Y800M010.0840R01 01 12 8 40 095
Y800M010.1040R01 o1 12 10 40 095

Y800M010.1240R01 0.1 1.2 12 40 0.95 1l I
Y800M010.0450R01 01 12 4 50 0.95 i h?f
Y800M010.0850R01 01 12 8 50 095 'T: T
¥Y800M010.1050R01 o1 12 10 50 095 &
Y800M010.1250R01 01 12 12 50 095 a M
Y800M015.0540R01 01 18 5 40 145

Y800M015.1040R01 o1 18 10 40 145

Y800M015.0550R01 01 18 5 50 145

Y800M015.1050R01 01 18 10 50 145 -

Y800MO015.1550R01
Y800M020.0650R01
Y800M020.1050R01
Y800M020.1250R01
Y800M020.1650R01

0.1 1.8 15 50 1.45
0.1 2.2 6 50 1.95
0.1 2.2 10 50 1.95
0.1 2.2 12 50 1.95
0.1 2.2 16 50 1.95
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Y800M030.1250R02 02 7 12 50 2.90

Y800M030.1860R02 0.2 7 18 60 2.90 'l

Y800M030.2560R02 0.2 7 25 60 2.90 el

Y800M040.1660R05 05 8 16 57 3.80

Y800M040.2060R05 0.5 8 20 57 3.80

Y800M050.1760R05 05 10 17 57 450

Y800M06.21.60R1 1 12 21 57 550 ) (o) ()

Y800M08.25.63R1 1 16 25 63 7.80 MICRO | | cumer | | romen

Y800M10.30.72R1 10 1 20 30 72 950 (_GRAIN | NORM ) { &L

Y800M12.38.83R15 12 15 23 38 83 115 = @n \

Y800M16.40100R15 16 16 15 26 40 100 155 2 %/ ﬁxlm o
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Fresa testa sferica 3D in metallo duro integrale

Solid carbide 3D ball nose end mill

VHM-3D Radiusfraser - Fraise carbure 3D a bout hémisphérique
dpe3a KoHLEeBas TBepaocCnnaBHas paanycHas 3D ana meawm - Sk 3D kulova fréza

CODE *d1 | d2hé I 12 L d3 1
mm mm mm mm mm mm no.
Y800R003.024054 0.3 4 0.4 2 40 0.25 2
Y800R003.044054 0.3 4 0.4 4 40 0.25 2
Y800R003.025054 0.3 4 0.4 2 50 0.25 2
Y800R003.045054 0.3 4 0.4 4 50 0.25 2
Y800R004.0154054 0.4 4 0.4 1.5 40 0.35 2
Y800R004.0155054 0.4 4 0.4 1.5 50 0.35 2
Y800R005.024054 0.5 4 0.6 2 40 0.45 2
Y800R005.054054 0.5 4 0.6 5 40 0.45 2
Y800R005.025054 0.5 4 0.6 2 50 0.45 2
Y800R005.055054 0.5 4 0.6 5 50 0.45 2
Y800R006.024054 0.6 4 0.7 2 40 0.55 2
Y800R006.054054 0.6 4 0.7 5 40 0.55 2
Y800R006.025054 0.6 4 0.7 2 50 0.55 2
Y800R006.055054 0.6 4 0.7 5 50 0.55 2
Y800R008.044054 0.8 4 0.8 4 40 0.75 2
Y800R008.084054 0.8 4 0.8 8 40 0.75 2
Y800R008.045054 0.8 4 0.8 4 50 0.75 2
Y800R008.085054 0.8 4 0.8 8 50 0.75 2
Y800R010.044054 1 4 1.2 4 40 0.95 2
Y800R010.084054 1 4 1.2 8 40 0.95 2
Y800R010.104054 1 4 1.2 10 40 0.95 2
Y800R010.124054 1 4 1.2 12 40 0.95 2
Y800R010.045054 1 4 1.2 4 50 0.95 2
Y800R010.085054 1 4 1.2 8 50 0.95 2
Y800R010.105054 1 4 1.2 10 50 0.95 2
Y800R010.125054 1 4 1.2 12 50 0.95 2
Y800R015.054054 1.5 4 1.8 5 40 1.45 2
Y800R015.104054 1.5 4 1.8 10 40 1.45 2
Y800R015.055054 1.5 4 1.8 5 50 1.45 2
Y800R015.105054 1.5 4 1.8 10 50 1.45 2
Y800R015.155054 1.5 4 1.8 15 50 1.45 2
Y800R020.065054 2 4 4 6 50 1.95 2
Y800R020.105054 2 4 4 10 50 1.95 2
Y800R020.125054 2 4 4 12 50 1.95 2
Y800R020.165054 2 4 4 16 50 1.95 2
Y800R030.125054 3 4 6 12 50 2.9 2
Y800R030.186054 3 4 6 18 60 2.9 2
Y800R040.166056 4 6 8 16 57 3.8 2
Y800R050.176056 5 6 10 17 57 4.5 2
Y800R06.21.60 6 6 12 21 57 5.5 2
Y800R08.25.63 8 8 16 25 63 7.5 2
Y800R10.30.72 10 10 20 30 72 9.5 2
Y800R12.38.83 12 12 24 38 83 115 2
Y800R16.40.100 16 16 26 40 100 15.5 2
— Help 156
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In questa sezione viene utilizzato un speciale rivestimento a basso coefficiente d‘attrito
ed una geometria specifica per ottimizzare la lavorazione del rame in sgrossatura e finitura.

On this section is used a special coating with low friction coefficient,

specific geometry to optimize the processing of copper in roughing and finishing.

die Verarbeitung von Kupfer in Schruppen und Schlichten optimiert.

In diesem Abschnitt wird eine besondere Beschichtung mit einem niedrigen Reibungskoeffizienten und eine spezifische Geometrie,

le traitement du cuivre dans I'ébauche et la finition.

Cette section utilise un revétement spécial pour le coefficient de frottement faible et une géométrie spécifique pour optimiser

onepaumm 06paboTkn meau.

CneumnanbHoe NOKpPbITUE C HU3KUM KOBCbMLLMEHTOM TPpeHuA, OpUrnHasbHaa reoMeTpua ana onTuMmn3laummn L‘IEDHOBOIL/‘I N YNCTOBOW

V této Casti je poutit specidlni povlak s nizkym koeficientem treni, specifickd geometrie pro optimalizaci obrabéni médi v hrubovani a dokoncovani.
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Fresa testa torica in metallo duro integrale
Solid carbide corner radius end mill

VHM-torusfraser - Fraise carbure avec rayon d'angle
dpe3a KOHLUEBaA TBEPAOCM/IABHAsA C YIJIOBbIM paaunycoM ans meam - Sk fréza s rohovym radiusem

CODE “d1 | d2hé @ 1p 1] 12 L d3 1
mm mm mm mm mm mm mm no. _1 4t -h = E
1
Y803M040.2060R05 =~ 4 6 0.5 8 20 57 380 3 | / - .
Y803M050.1760R05 =~ 5 6 0.5 10 17 57 450 3 T‘_'_r i
Y803M06.21.60R1 6 6 1 12 21 57 550 3 i
Y803M08.25.63R1 8 8 1 16 25 63 7.80 3 | | (suB ) (Nuova) [omesss )
Y803M10.30.72R1 1 1 1 2 72 9. I MICRO | | cumer | | form™h
803M10.30 0 0 0 30 50 3 MR [ Romer| | se
Y803M12.38.83R15 12 12 15 23 38 83 115 3 di \ J \ J \
Y803M16.40100R15 = 16 16 15 26 40 100 155 3 ( \ (T [ )
W)
> Help 155 L %) %lm mg
“d1<06 =-0.01/-0.02 (Z30) (ebles) \ O3
d1 =016 =17 s \ [ @ \ [ )
(0. o
i) 13 )\ )
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Fresa testa piana in metallo duro integrale
Solid carbide flat nose end mill

VHM-Schatfraser - Fraise carbure a bout plat
dpe3a KoHLLeBas TBepAocCnaaBHas ans meau - Sk rohova fréza

L]

AL
‘C"ppe' I AIon\ M
J

Y804.040.166056 4 6 8 16 57 3.8 4
Y804.050.176056 5 6 10 17 57 45 4
Y804.06.21.60 6 6 12 21 57 55 4
Y804.08.25.63 8 8 16 25 63 78 4 - N N [ \
SuB Nuova DIN 6535
Y804.08.25.75 8 8 16 25 75 7.8 4 micro | | cumer | | romen
¥804.10.30.72 10 10 20 30 72 9.5 4 (GRAIN ) ( NoRrm | | 8L_])
Y804.10.30.100 10 10 20 30 | 100 95 4 =) (@ rm o
Y804.12.38.83 12 12 22 38 83 115 4 ) .|..A.
Y804.12.38.100 12 12 22 38 100 11.5 4 \Z 30°) & ) B Q',
Y804.16.40.100 16 16 26 40 100 155 4 . L, N/ \
— Help 155 | @ %
“d1<06 =-0.01/-0.02 14
d1 <016 =17
)
A ALU
NN | |speED
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L'innamoramento... e lo stato nascente di un movimentocollettivo a due.

Falling in love ... is the beginning of a couple movement

F Alberoni

Testo non originale; la traduzione é arbitraria
No-Original text; the translation is arbitrary



Micro frese per acciaio

Mini end mills for steel

Mikrofraser fir stahl
Micro fraises pour acier
MuHun cdbpe3a KoHUEBaAA ANA CTanu

Mini fréza pro ocel

15



Microfresa testa torica in metallo duro integrale gambo @ 3 mm
Solid carbide miniature corner radius end mill, shank @ 3 mm

VHM - Mini Schaftfraser mit Eckenradius, Schaft @ 3 mm - Microfraise carbure avec rayon d’angle, queue @ 3 mm
MwuHu-dpe3a KoHLEeBas TBePAOCNNABHAA C YIIOBbIM PafnyCcOM, XBOCTOBUK @ 3 mm
Sk miniaturni fréza s rohovym radiusem se stopkou @ 3 mm

CODE d1 d2hé p I 12 L d3 1 INOX
mm mm  mm mm  mm mm mm | no. HRC CAST | [icalov] | stainless
<60 IRON 1 et
200M.004 0.4 - 0.6 - 50 -

3 2
200ML.004 0.4 3 - 0.6 1,5 50 035 2 a1 i
200M.005 0.5 3 005 0.7 - 50 - 2 “I I"{/
200ML.005 0.5 3 0.05 0.7 25 50 0.45 2 <
200MXL.005 05 3 005 07 4 50 045 2 ﬁ' | 'Msllclgo‘ '2133:@‘ (omesas
200MSL.005 0.5 3 0.05 0.7 75 50 045 2 a 2 cran | [ Norm | |sT
200M.006 0.6 3 0.05 0.9 - 50 - 2 iy \ J \ J \ J
200ML.006 0.6 3 0.05 0.9 5 50 | 0.55 2 _— % r Y (5 rm E>~
200M.008 0.8 3 0.05 12 - 50 - 2 %) -0.01
200ML.008 0.8 3 0.05 1.2 4 50  0.75 2 | () | 002) | &Y
200MXL.008 0.8 3 0.05 1.2 7 50  0.75 2 12" p N, ) \
200MSL.008 0.8 3 0.05 1.2 12 50 0.75 2 L HSC YOO D
200M.010 1.0 3 010 15 - s - 2 HHC :ﬁ'l"“ ~
200ML.010 1.0 3 010 15 5 50 095 2 b 7N - /
200MXL.010 1.0 3 010 15 85 50 095 2 ( N ( ) ( )
200M.012 1.2 3 0.10 1.8 - 50 - 2 @ GOLD
200ML.012 1.2 3 010 1.8 6 50  1.15 2 ) 12 ) ( )
200MXL.012 1.2 3 010 1.8 10 50 1.5 2 T (o STTR
200M.015 15 3 015 22 - 50 - 2 : ”1/\ o -
200ML.015 1.5 3 015 22 75 50 145 2 | dz |-| J\ | £0.005 | | *0.01 )
_H -—

200MXL.015 1.5 3 015 22 12 50  1.45 2
200M.020 2.0 3 015 22 - 50 - 2
200ML.020 2.0 3 015 22 10 | 50 1.95 2
200MXL.020 2.0 3 015 22 16 | 50  1.95 2
200M.025 2.5 3 015 3.0 - 50 - 2
200ML.025 2.5 3 015 3.0 15 | 50  2.45 2
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Microfresa testa sferica 3D in metallo duro integrale gambo @ 3 mm

Solid carbide 3D miniature ball nose end mill, shank @ 3 mm

VHM - 3D Mini Radiusfraser, Schaft @ 3 mm - Microfraise carbure mini 3D, hémisphérique, queue @ 3 mm
MuHKU-bpe3a KoHLLeBas TBepAoCnaaBHasa nonychepmyeckas 3D, XBOCTOBUK @ 3 mm
Sk 3D miniaturni kulova fréza se stopkou @ 3 mm

CODE d1 | d2he | I 12 L d3 1

mm mm mm mm mm mm no. HRC CAST IN.OX

<60 IRON NI-Alloy | | Stainless
200RM.004 0.4 3 0.4 - 50 - 2 Steel
200RML.004 0.4 3 04 15 50 | 035 2
200RM.005 0.5 3 05 - 50 - 2 e
200RML.005 0.5 3 05 25 50 | 0.45 2 r
200RMXL.005 0.5 3 05 4 50 | 0.45 2 7 r N 1 N\ \
200RMSL.005 0.5 3 05 75 50 045 2 _E." oo (e (BT
200RM.006 0.6 3 0.6 - 50 - 2 | GRAIN | | NORM ) | &[]
200RML.006 0.6 3 0.6 5 50 055 2 43 I p N — —
200RM.008 0.8 3 0.8 - 50 E 2 %‘/\ s e
200RML.008 0.8 3 0.8 4 50 | 075 2 20| | -002 Ry
200RMXL.008 0.8 3 0.8 7 50 0.75 2 3 , /N /N /
200RMSL.008 0.8 3 0.8 12 50 | 0.75 2 L (s ) (e ( )
200RM.010 1.0 3 1.0 - 50 - 2 § anc | 148 .|.:A:A‘ {b
200RML.010 1.0 3 1.0 5 50 | 0.95 2 [\ L ) (welee) | )
200RMXL.010 1.0 3 10 85 50 | 0.95 2 . - N, N/ \
200RMSL.010 1.0 3 1.0 15 50 | 0.95 2 I Vv% @ GOLD
200RM.012 1.2 3 12 - 50 - 2 12
200RML.012 1.2 3 1.2 6 50 115 2 ) a g
200RMXL.012 1.2 3 1.2 10 50 1.15 2 ( /\<—>‘ (<01 ) (<03 )
200RM.015 1.5 3 1.5 - 50 - 2 1 j/\ 0005 | | o001
200RML.015 1.5 3 15 75 50 | 145 2 ..| ':El.. \ ) &) )
200RMXL.015 1.5 3 15 12 50 | 145 2
200RMSL.015 1.5 3 15 20 50 | 145 2
200RM.020 2.0 3 2.0 - 50 E 2
200RML.020 2.0 3 2.0 10 50 | 1.95 2
200RMXL.020 2.0 3 2.0 16 50 | 1.95 2
200RM.025 2.5 3 25 - 50 E 2
200RML.025 2.5 3 25 15 50 | 2.45 2
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Microfresa testa piana in metallo duro integrale gambo @ 4-6 mm
Solid carbide mini flat nose end mill shank @ 4-6 mm

VHM - Mini gesenkfraser, shaft @ 4-6 mm - Microfraise carbure a bout plat queue @ 4-6 mm
Mukpo dpe3a KoHLeBas TBEPAOCMIABHASA C MJOCKMM TOPLLOM, XBOCTOBUK @ 4-6 mm
Sk minii rohova fréza se stopkou @ 4-6 mm

l l l \ m INOX
HRC CAST |
<70 IRON NI-Alloy Stg;r;l;ss

205PM001.00254 0.1 4 0.2 = 50 > 2 §

205PM001.0154 0.1 4 015 1 50 008 2 |3

205PM001.0254 0.1 4 015 2 50 008 2 5

205PM0015.00254  0.15 4 0.2 - 50 - 2 |B a1

205PM002.00454 0.2 4 0.4 - 50 - 2 "'| |“_

205PM002.0154 0.2 4 03 1 50 015 2 v W S 3
205PM002.0254 0.2 4 03 2 50 015 2 Y T
205PM003.0154 03 4 0.4 1 50 025 2 di 12
205PM003.0254 0.3 4 0.4 2 50 025 2 = |
205PM003.0354 0.3 4 0.4 3 50 025 2

205PM004.0154 0.4 4 0.6 1 50 035 2

205PM004.0254 0.4 4 0.6 2 50 035 2 |l
205PM004.0354 0.4 4 0.6 3 50 035 2 L
205PM004.0454 0.4 4 0.6 4 50 035 2

205PM004.0554 0.4 4 0.6 5 50 035 2

205PM005.0254 0.5 4 0.8 2 50 045 2

205PM005.0354 0.5 4 0.8 3 50 045 2

205PM005.0454 0.5 4 0.8 4 50 045 2

205PM005.0554 0.5 4 0.8 5 50 045 2

205PM005.0654 0.5 4 0.8 6 50 045 2 1
205PM005.0854 0.5 4 0.8 8 50 045 2 - 2 |-|-

205PM005.1054 0.5 4 08 10 50 045 2

205PM006.01254 0.6 4 12 - 50 - 2

205PM006.0254 0.6 4 0.9 2 50 055 2

205PM006.0354 0.6 4 0.9 3 50 055 2 (suB ) [Nuova| [(omesss )
205PM006.0454 06 4 09 4 50 055 2 | Geai | Noww | | s
205PM006.0554 0.6 4 0.9 5 50 055 2

205PM006.0654 0.6 4 0.9 6 50 | 0.55 2 (e ) [ a1 ) 'mE:)‘
205PM006.0854 0.6 4 0.9 8 50 055 2 %/300 el Ry
205PM006.1054 0.6 4 09 10 50 055 2 — ) =
205PM008.0254 0.8 4 12 2 50 075 2 (hsc ) [ames) (1)
205PM008.0454 08 4 12 4 50 075 2 HHC :ﬁ‘l“f‘ |_
205PM008.0654 0.8 4 1.2 6 50 075 2 — \ —
205PM008.0854 0.8 4 1.2 8 50 075 2 ) (<) ()
205PM008.1054 0.8 4 12 10 50 075 2 @ GOLD
205PM010.0254 10 4 15 2 50 095 2 12 )
205PM010.02556 1.0 6 15 25 50 095 2 ST

205PM010.0354 1.0 4 15 3 50 095 2 N

205PM010.0454 1.0 4 15 4 50 095 2 \ )

205PM010.0654 1.0 4 15 6 50 095 2

205PM010.1054 1.0 4 15 10 50 095 2

205PM010.1454 1.0 4 15 14 50 095 2

205PM010.1654 1.0 4 15 16 60 095 2

205PM010.1854 1.0 4 15 18 60 095 2

205PM010.2054 1.0 4 15 20 60 095 2

205PM012.00454 1.2 4 4 - 50 - 2

205PM012.0354 1.2 4 1.8 3 50 115 2

205PM012.0454 1.2 4 1.8 4 50 115 2

205PM012.0654 1.2 4 1.8 6 50 115 2

205PM012.0854 1.2 4 1.8 8 50 115 2

205PM012.1054 1.2 4 18 10 50 115 2

205PM012.1254 1.2 4 18 12 50 115 2

205PM012.1654 1.2 4 18 16 60 115 2
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CODE d1 d2hé I 12 L d3
mm | mm mm mm | mm | mm

2~

‘ \ l \ ﬁ INOX
HRC CAST )
<70 IRON NI-Alloy Stgltgleelss

205PM013.0454 1.3 4 4 - 50 - 2
205PM015.00454 1.5 4 - 50 - 2
205PM015.0456 1.5 6 4 - 50 1.45 2
205PM015.0554 1.5 4 2.2 5 50 1.45 2 d1
205PM015.0854 1.5 4 2.2 3 50 1.45 2 _"l |"_
205PM015.1054 1.5 4 2.2 10 50 1.45 2 'l|'1 T £
205PM015.1254 1.5 4 2.2 12 50 1.45 2 R, £
205PM015.1654 1.5 4 2.2 16 60 1.45 2 g .
205PM015.1854 1.5 4 22 18 60 | 1.45 2 B 1
205PM018.0554 1.8 4 5.0 - 50 - 2
205PM020.00654 2.0 4 6.0 - 50 - 2 \
205PM020.0454 2.0 4 3.0 4 50 1.95 2 1%
205PM020.0654 2.0 4 3.0 6 50 1.95 2 L
205PM020.0854 2.0 4 3.0 8 50 1.95 2
205PM020.1054 2.0 4 3.0 10 50 1.95 2
205PM020.1454 2.0 4 3.0 14 50 1.95 2
205PM020.1654 2.0 4 3.0 16 60 1.95 2
205PM020.1854 2.0 4 3.0 18 60 1.95 2
205PM020.2054 2.0 4 3.0 20 60 1.95 2
205PM020.3054 2.0 4 3.0 30 70 1.95 2 —r
205PM025.0854 25 4 8.0 - 50 - 2 o 7 o
205PM025.1056 2.5 6 35 10 50 2.45 2
205PM025.1456 2.5 6 3.5 14 57 2.45 2
205PM025.2056 2.5 6 3.5 20 57 2.45 2
205PM025.2556 2.5 6 35 25 70 245 2 'MSIEEO’ '213:‘\2’ 'o:yrméiis’
205PM030.0854 3.0 4 8.0 - 50 - 2 [ GRaIN | NORM | | &)
205PM030.0656 3.0 6 4.0 6 50 2.95 2

4 \ '4 \ '4 \
205PM030.1256 3.0 6 4.0 12 50 2.95 2 B d1 m Y
205PM030.1456 3.0 6 4.0 14 57 2.95 2 %300 :3;8; TRy
205PM030.1856 3.0 6 4.0 18 57 2.95 2 b /N 2 /
205PM030.2056 3.0 6 4.0 20 57 2.95 2 [ Hsc ) "» o ( )
205PM030.2556 3.0 6 40 25 70 295 2 HHC ::‘l}t:‘t |_
205PM030.3056 3.0 6 4.0 30 70 2.95 2 . /N . /
205PM030.3556 3.0 6 4.0 35 80 2.95 2 ( ) ( ) ( )
205PM030.4056 3.0 6 4.0 40 80 2.95 2 @ GOLD
205PM040.1054 4.0 4 10.0 - 50 - 2 12 ) \ J
205PM040.0856 4.0 6 6.0 8 50 3.85 2 ’T\
205PM040.1056 4.0 6 6.0 10 50 3.85 2 :1,\
205PM040.1256 4.0 6 6.0 12 50 3.85 2 U
205PM040.1456 4.0 6 6.0 14 57 3.85 2
205PM040.1656 4.0 6 6.0 16 57 3.85 2
205PM040.1856 4.0 6 6.0 18 57 3.85 2
205PM040.2056 4.0 6 6.0 20 57 3.85 2
205PM040.2556 4.0 6 6.0 25 70 3.85 2
205PM040.3056 4.0 6 6.0 30 70 3.85 2
205PM040.4056 4.0 6 6.0 40 80 3.85 2
205PM040.4556 4.0 6 6.0 45 90 3.85 2
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Microfresa testa torica in metallo duro integrale gambo @ 4-6 mm
Solid carbide mini corner radius end mill shank @ 4-6 mm

VHM - Mini torusfraser, shaft @ 4-6 mm - Microfraise carbure avec rayon d'angle, queue @ 4-6 mm
Mwukpo ¢pe3sa KoHLeBas TBEpAOCNIABHASA C YIJIOBbIM PaAnyCcOM, XBOCTOBUK @ 4-6 mm
Sk minii fréza s rohovym radiusem se stopkou @ 4-6 mm

CODE d1 d2hé p I 12 L d3 L INOX
mm mm mm MM | mm | mm | mm no. HRC | | CAST | ooy | staintess
<70 IRON 1 e
205M006.01R00554 0.6 0.05 1.0 50

4 - - 2
205M009.015R00554 0.9 4 005 15 - 50 - 2

205M010.025R0154 1.0 4 0.1 25 - 50 - 2

205M010.025R0254 1.0 4 02 25 - 50 - 2 A B
205M010.025R0354 1.0 4 03 25 - 50 - 2 § I':'/
205M010.04R0154 1.0 4 0.1 15 4 50 095 2 -
205M010.04R0254 1.0 4 0.2 15 4 50 0.95 2 j"
205M010.06R0354 1.0 4 03 15 6 50 | 0.95 2 o 2
205M010.08R01S4 1.0 4 0.1 15 8 50 0.95 2 s |
205M010.08R0254 1.0 4 0.2 15 8 50 | 0.95 2 —
205M010.10R01S4 1.0 4 0.1 15 10 50 | 0.95 2

205M010.10R0254 1.0 4 0.2 15 10 50 0.95 2 ".13,
205M010.12R0154 1.0 4 0.1 15 12 50 | 0.95 2 -
205M010.12R0254 1.0 4 0.2 15 12 50 0.95 2

205M010.12R0354 1.0 4 03 15 12 50 | 0.95 2

205M015.03R0154 1.5 4 0.1 3.0 - 50 - 2

205M015.03R0254 1.5 4 02 3.0 - 50 - 2

205M015.03R0354 1.5 4 03 3.0 - 50 - 2

205M015.03R0554 1.5 4 05 | 3.0 - 50 - 2

205M015.06R0154 1.5 4 0.1 2.2 6 50 | 1.45 2 3
205M015.06R0254 1.5 4 02 22 6 50 | 1.45 2 _,4 40 |.,,_
205M015.06R0354 1.5 4 03 22 6 50 | 1.45 2

205M015.08R0254 1.5 4 02 22 8 50 | 1.45 2

205M015.08R0354 1.5 4 03 22 8 50 1.45 2

205M015.10R0254 1.5 4 02 22 10 50 | 1.45 2 508 (Noova) [(omesss)
205M015.10R0354 1.5 4 03 22 10 50 1.45 2 MICRO | | cumex | | romm
205M015.12R0254 | 1.5 4 02 | 22 12 50 145 2 (GRAIN | | Norm | 8L_)
205M015.16R0254 1.5 4 02 22 16 50 | 1.45 2 g N/ g \
205M020.05R0154 2.0 4 0.1 5.0 - 50 - 2 % = e
205M020.05R0254 2.0 4 0.2 5.0 - 50 - 2 (Z30°) | -002) | &S
205M020.05R0554 2.0 4 05 | 5.0 - 50 - 2 . . L, §
205M020.06R0154 2.0 4 0.1 3.0 6 50 1.95 2 HSC &lfi‘
205M020.06R0254 2.0 4 02 3.0 6 50 195 2 | HHC (&1 |y
205M020.06R0354 2.0 4 03 3.0 6 50 | 1.95 2 ) . - .
205M020.06R0554 2.0 4 05 3.0 6 50 | 1.95 2 @ .
205M020.08R01S4 2.0 4 0.1 3.0 8 50 1.95 2 72
205M020.08R0254 2.0 4 02 3.0 8 50 | 1.95 2 - 7N /
205M020.08R0354 2.0 4 03 3.0 8 50 1.95 2 (AR (<01 ) (<06 )
205M020.08R0554 2.0 4 05 3.0 8 50 | 1.95 2 jl\ i .
205M020.10R01S4 2.0 4 0.1 3.0 10 50 | 1.95 2 \ J \ J \ J
205M020.10R0254 2.0 4 02 3.0 10 50 | 1.95 2

205M020.10R0354 2.0 4 03 3.0 10 50 | 1.95 2

205M020.10R0554 2.0 4 05 | 3.0 10 50 1.95 2

205M020.12R0154 2.0 4 0.1 3.0 12 50 | 1.95 2

205M020.12R0254 2.0 4 02 3.0 12 50 | 1.95 2

205M020.12R0354 2.0 4 03 3.0 12 50 | 1.95 2

205M020.12R0554 2.0 4 05 3.0 12 50 | 1.95 2

205M020.16R0554 2.0 4 05 | 3.0 16 60  1.95 2

205M025.06R0256 2.5 6 02 60 - 50 - 2

205M025.06R0356 2.5 6 03 | 60 - 50 - 2

205M025.06R0556 2.5 6 05 6.0 - 50 - 2

205M030.08R0256 3.0 6 02 80 - 50 - 2
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Microfresa testa torica in metallo duro integrale gambo @ 4-6 mm
Solid carbide mini corner radius end mill shank @ 4-6 mm

VHM - Mini torusfraser, shaft @ 4-6 mm - Microfraise carbure avec rayon d‘angle, queue @ 4-6 mm
Mukpo dpe3a KoHLeBas TBEPAOCMIABHASA C Yr/IOBbIM PAANYCOM, XBOCTOBUK @ 4-6 mm
Sk mini fréza s rohovym radiusem se stopkou @ 4-6 mm

CODE d1 | d2hé 1p I 12 L d3 1 INOX
mm mm mm mm mm mm mm no. = i NI-Allo; Stainless
: <70 IRON * [ arvied

205M030.08R0356 3.0 0.3 8.0 - 50 -
205M030.08R0556 3.0 0.5 8.0 - 50 -
205M030.08R156 3.0 1.0 8.0 - 50 -

205M030.10R01S6 3.0
205M030.10R0256 3.0
205M030.10R0356 3.0
205M030.10R0556 3.0
205M030.12R01S6 3.0
205M030.12R0256 3.0
205M030.12R0556 3.0
205M030.16R0156 3.0
205M030.16R02S6 3.0
205M030.16R0356 3.0
205M030.16R0556 3.0
205M030.20R0256 3.0
205M030.20R03S6 3.0
205M030.20R0556 3.0

0.1 4.0 10 57 2.85
0.2 4.0 10 57 2.85
0.3 4.0 10 57 2.85
0.5 4.0 10 57 2.85
0.1 4.0 12 57 2.85
0.2 4.0 12 57 2.85
0.5 4.0 12 57 2.85
0.1 4.0 16 57 2.85
0.2 4.0 16 57 2.85
0.3 4.0 16 57 2.85
0.5 4.0 16 57 2.85
0.2 4.0 20 57 2.85
0.3 4.0 20 57 2.85
0.5 4.0 20 57 2.85

205M040.08R0156 4.0 0.1 8.0 - 50
205M040.08R0256 4.0 02 80 - 50 -
205M040.08R0356 4.0 0.3 8.0 - 50 - !
205M040.08R0556 4.0 0.5 8.0 - 50 -

o 42|
205M040.08R156 4.0 1.0 8.0 - 50 -

205M040.12R0156 4.0
205M040.12R02S6 4.0
205M040.12R0556 4.0
205M040.16R0156 4.0
205M040.16R0256 4.0
205M040.16R03S6 4.0
205M040.16R0556 4.0
205M040.20R0256 4.0
205M040.20R0356 4.0
205M040.20R0556 4.0
205M040.25R0256 4.0
205M040.25R0356 4.0
205M040.25R0556 4.0

0.1 6.0 12 50 3.85
0.2 6.0 12 50 3.85
0.5 6.0 12 50 3.85
0.1 6.0 16 57 3.85
0.2 6.0 16 57 3.85
0.3 6.0 16 57 3.85
0.5 6.0 16 57 3.85
0.2 6.0 20 57 3.85
0.3 6.0 20 57 3.85
0.5 6.0 20 57 3.85
0.2 6.0 25 70 3.85
0.3 6.0 25 70 3.85
0.5 6.0 25 70 3.85

4 \ 4 \ { \
SuB Nuova DIN 6535

MICRO CUMET Form HA
| GRaIN | | Norm | | ST

\. J

( \ ( \

e \
d1

%D -0.01 mg

\ 3001 \ -0.02 J \ v J

{ \ 4 \ { \
HSC ‘xlti‘.‘ D
A‘s () A‘Au
HHC G : ~

&0
) B

205M050.10R0556 5.0 05 100 - 57 - f ) @ Y ( )
205M060.12R0156 6.0 01 | 120 - 57 - % 5 GOLD
205M060.12R0256 6.0 0.2 12.0 - 57 - ™ 7\ /N /
205M060.12R0356 6.0 03 | 120 - 57 - (AR (<01 ) (<o6 )
205M060.12R0556 6.0 05 | 12.0 - 57 - jj\ torgos :o":n
205M060.12R156 6.0 1.0 | 120 - 57 - . J \20005) (Z*0.01 )
205M060.12R1556 6.0 1.5 | 12.0 - 57 -

205M060.12R256 6.0 20 | 120 - 57 -

205M060.16R01S6 6.0
205M060.16R0256 6.0
205M060.16R0356 6.0
205M060.16R0556 6.0
205M060.16R1S6 6.0
205M060.16R1556 6.0
205M060.20R0156 6.0
205M060.20R0256 6.0
205M060.20R03S6 6.0
205M060.20R0556 6.0

0.1 8.0 16 57 5.85
0.2 8.0 16 57 5.85
0.3 8.0 16 57 5.85
0.5 8.0 16 57 5.85
1.0 8.0 16 57 5.85
1.5 8.0 16 57 5.85
0.1 8.0 20 57 5.85
0.2 8.0 20 57 5.85
0.3 8.0 20 57 5.85
0.5 8.0 20 57 5.85

cacaToooonnonnnnnononononnonnonnnonnononnn--nnn nn.on-on.oononoo-.)-n s n s-.n o ~n . oo o-o.onononnosnsns"nnnonono~non~o
N NN NNNNNDNDNDNNDNDNDNDNDNDNDNDNDNDNNDNDNDNDNDNDNDNDNDNDNDNNDNDNDNDNDNDNDNDNDNDNDNNNDNDNNNDNDNNNNN

205M060.20R1S6 6.0 1.0 8.0 20 57 5.85
205M060.20R1556 6.0 1.5 8.0 20 57 5.85
205M060.25R156 6.0 1.0 8.0 25 70 5.85
205M060.25R1556 6.0 1.5 8.0 25 70 5.85
205M060.30R1S6 6.0 1.0 8.0 30 70 5.85
205M060.30R1556 6.0 1.5 8.0 30 70 5.85 2
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Microfresa testa sferica 3D in metallo duro integrale gambo @ 4-6 mm
Solid carbide mini 3D ball nose end mill shank @ 4-6 mm

VHM - 3D Mini Radiusfraser, shaft @ 4-6 mm - Microfraise carbure mini 3D hémispherique, queue @ 4-6 mm
Mukpo dhpe3a KoHLeBas TBepAOCnnaBHaa paanycHas 3D, XBOCTOBMK @ 4-6 mm
Sk mini 3D kulova se stopkou @ 4-6 mm

l l l \ INOX
HRC CAST |
<70 IRON NI-Alloy Stg;r;leelss

205RM001.001254 0.1 4 0.12 - 50 - 2 15

205RMO01.0154 0.1 4 0.12 1 50 0.08 2 E

205RM001.0254 0.1 4 0.12 2 50 0.08 2 3

205RM0015.001854  0.15 4 0.18 - 50 - 2 = i,

205RM003.00454 03 4 0.4 - 50 | 0.25 2 [

205RM003.0154 0.3 4 0.4 1 50 025 2 T.l.—r
205RM003.0254 0.3 4 0.4 2 50 025 2 ]
205RM004.00554 0.4 4 0.5 - 50 - 2 |
205RM004.0254 0.4 4 0.5 2 50 | 035 2 d3 W
205RM004.0454 0.4 4 0.5 4 50 | 035 2

205RM004.0554 0.4 4 0.5 5 50 | 035 2

205RM005.0154 0.5 4 0.6 1 50 | 045 2 - !
205RM005.0254 0.5 4 0.6 2 50 045 2

205RM005.0354 0.5 4 0.6 3 50 | 045 2 illl
205RM005.0454 05 4 06 4 50 045 2 a2
205RM005.0554 0.5 4 0.6 5 50 | 0.45 2 |

205RM005.0654 0.5 4 0.6 6 50 | 0.45 2

205RM005.0854 0.5 4 0.6 8 50 045 2

205RM006.0154 0.6 4 0.7 1 50 - 2

205RM006.0254 0.6 4 0.7 2 50 | 055 2 T
205RM006.0354 0.6 4 0.7 3 50 | 055 2 ] 2
205RM006.0454 0.6 4 0.7 4 50 | 055 2

205RM006.0554 0.6 4 0.7 5 50 | 055 2

205RM006.0654 0.6 4 0.7 6 50 055 2

205RM006.0854 0.6 4 07 8 50 | 055 2 (suB ) (Nuova ) 'D:N(,iis‘
205RM006.1054 06 4 07 10 50 055 2 | Geai | | NoRw | (SC_1)
205RM007.0354 0.7 4 0.8 3 50 | 065 2

205RM008.0154 0.8 4 0.9 1 50 - 2 ( Y ( a1 ) 'mﬁ;
205RM008.0254 0.8 4 0.9 2 50 | 075 2 %200 :828; ey
205RM008.0354 0.8 4 0.9 3 50 075 2 \ J \ J \ J
205RM008.0454 0.8 4 0.9 4 50 075 2 (hsc | (aess) [ )
205RM008.0654 0.8 4 0.9 6 50 | 075 2 HHC fﬁ‘l:‘?‘.’ {b
205RM008.0854 0.8 4 0.9 8 50 | 075 2 ) & =
205RM008.1054 0.8 4 0.9 10 50 | 075 2 ( \ [ \ [ )
205RM010.00254 1.0 4 2.0 - 50 - 2 % @ GOLD
205RM010.0256 1.0 6 2.0 - 50 - 2 L ) (12 ) \ J
205RM010.0254 1.0 4 1.2 2 50 | 095 2 sraNeralera
205RM010.0354 1.0 4 1.2 3 50 | 095 2 ) P
205RM010.0454 1.0 4 1.2 4 50 0.95 2 \jI\J \0.005) (*0.01)
205RM010.0554 1.0 4 1.2 5 50 | 095 2

205RM010.0654 1.0 4 1.2 6 50 | 0.95 2

205RM010.0854 1.0 4 1.2 8 50 095 2

— Help 159
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Microfresa testa sferica 3D in metallo duro integrale gambo @ 4-6 mm
Solid carbide mini 3D ball nose end mill shank @ 4-6 mm

VHM - 3D Mini Radiusfraser, shaft @ 4-6 mm - Microfraise carbure mini 3D hémispherique, queue @ 4-6 mm
Mukpo cdpe3a KoHLeBas TBepAoCnaaBHas paanycHas 3D, XBOCTOBUK @ 4-6 mm
Sk mini 3D kulova se stopkou @ 4-6 mm

CODE d1 d2hé I 12 L d3 L
mm | mm | mm | mm | mm = mm no.

INOX
HRC CAST X
<70 IRON NI-Alloy | | Stainless

Steel

205RM010.1054 1.0 4 1.2 10 50 0.95 2
205RM010.1254 1.0 4 1.2 12 50 0.95 2
205RM010.1654 1.0 4 1.2 16 60 0.95 2
205RM010.2054 1.0 4 1.2 20 60 0.95 2
205RM012.00354 1.2 4 3.0 - 50 - 2
205RM012.0354 1.2 4 1.4 3 50 1.15 2
205RM014.0354 1.4 4 3.0 - 50 - 2
205RM014.0854 1.4 4 1.7 8 50 1.35 2
205RM015.0354 1.5 4 1.8 3 50 1.45 2
205RM015.0356 1.5 6 3.0 - 50 1.45 2
205RM015.0654 1.5 4 1.8 6 50 1.45 2
205RM015.0854 1.5 4 1.8 8 50 1.45 2
205RM015.1054 1.5 4 1.8 10 50 1.45 2
205RM015.1654 1.5 4 1.8 16 60 1.45 2
205RM015.2054 1.5 4 1.8 20 60 1.45 2
205RM016.0354 1.6 4 3.0 - 50 - 2
205RM016.1054 1.6 4 1.9 10 50 1.55 2
205RM018.0454 1.8 4 4.0 - 50 - 2
205RM019.0454 1.9 4 4.0 - 50 - 2
205RM020.0554 2.0 4 5.0 - 50 - 2
205RM020.0556 2.0 6 5.0 - 50 - 2
205RM020.0454 2.0 4 2.2 4 50 1.95 2
205RM020.0654 2.0 4 2.2 6 50 1.95 2
205RM020.0854 2.0 4 2.2 8 50 1.95 2

205RM020.1054 2.0 4 2.2 10 50 1.95 2 ) (o) (omens)

205RM020.1254 2.0 4 2.2 12 50 1.95 2 MICRO | | cumer | | romra

205RM020.1454 2.0 4 2.2 14 50 1.95 2 [ GRAIN ] | NORM | )

205RM020.1654 2.0 4 2.2 16 60 1.95 2 p N, p \

205RM020.1854 2.0 4 2.2 18 60 1.95 2 %} _(%1 m:>

205RM020.2054 2.0 4 2.2 20 60 1.95 2 (D300) | -0.02) (O )
205RM020.3054 2.0 4 2.2 30 70 1.95 2

a9 ) (g (G

HHC NS

| \“_“/ ———

{ ) { \ 4 \

% @ GOLD

\\y J \_ Z 2 J \. J

4 (_)\ { { \

:lll\\ <?1 <?:

\ ) ktO.OOSJ .t°'°1‘
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Microfresa testa sferica 3D in metallo duro integrale gambo @ 4-6 mm
Solid carbide mini 3D ball nose end mill shank @ 4-6 mm

VHM - 3D Mini Radiusfraser, shaft @ 4-6 mm - Microfraise carbure mini 3D hémispherique, queue @ 4-6 mm
Mukpo dpe3a KoHUeBas TBepAOCnIaBHasa paanycHas 3D, XBOCTOBUK @ 4-6 mm
Sk mini 3D kulova se stopkou @ 4-6 mm

CODE di | d2hé I 12 L a3 1 INOX
mm mm mm mm mm mm no. AIRC sy NI-Allo Stainless
<70 IRON Y [P

205RM025.0654 2.5 4 6.0 - 50 - 2
205RM025.0656 2.5 6 6.0 - 50 - 2
205RM025.1056 2.5 6 30 10 50 245 2
205RM025.1456 2.5 6 30 14 57 245 2
205RM025.1656 2.5 6 30 16 57 245 2
205RM025.2056 2.5 6 30 20 57 245 2 1 -
205RM025.2556 2.5 6 30 25 70 245 2 :
205RM030.0854 3.0 4 8.0 - 60 - 2 i
205RM030.00856 3.0 6 8.0 - 57 - 2 |
205RM030.0656 3.0 6 3.6 6 50 295 2
205RM030.0856 3.0 6 3.6 8 50 295 2 4
205RM030.1056 3.0 6 36 10 50 295 2 L
205RM030.1256 3.0 6 36 12 50 295 2
205RM030.1656 3.0 6 36 16 57 295 2
205RM030.1856 3.0 6 36 18 57 295 2
205RM030.2056 3.0 6 36 20 57 295 2
205RM030.2556 3.0 6 36 25 70 295 2
205RM030.3056 3.0 6 36 30 70 295 2
205RM030.4056 3.0 6 36 40 80 295 2 )
205RM040.0854 4.0 4 8.0 - 50 - 2
205RM040.00856 4.0 6 8.0 - 50 - 2
205RM040.0856 4.0 6 5.0 8 50 385 2
205RM040.1056 4.0 6 50 10 50 38 2
205RM040.1256 4.0 6 50 12 50 38 2 505 (Roovn) (omesns)
205RM040.1656 4.0 6 50 16 57 38 2 MICRO | | cumer | | fomin
205RM040.2056 4.0 6 5.0 20 57 | 3.85 2 ((GRAIN | | Norm )} { 8L_1)
205RM040.2556 4.0 6 50 25 70 38 2 - Y () ( \
205RM040.3056 4.0 6 50 30 70 38 2 %) g (B
205RM040.3556 4.0 6 5.0 35 80 | 3.85 2 (@ 3) (002) | &9
205RM040.4556 4.0 6 50 45 90 385 2 p N/ \ \
205RM040.5056 4.0 6 50 50 90 385 2 HSC :,‘ll?}}f {b
- Help 159-160 HHC | |13
{ ) { \ 4 \
j @ GOLD
\ J \ Z 2 J |\ J
4 “ \ { { \
jll\\ < ?1 < ?:
\ ) }‘0.0051 k1‘0.01 )
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La nostra economia € in movimentece stiamo creando migliaia di nuovi posti di lavoro,
ma dobbiamo mantenere il nostro piede sul pedale del gas.

Our economy is on the moveand we are creating thousands of new jobs,
but we need to keep our foot on the gas pedal.

Mitt Romney

Testo non originale; la traduzione & arbitraria.
No-Original text; the translation is arbitrary



Fraser fir HSC und Geartetem Stahl
Fraises pour HSC et pour aciers temperé
dpe3a KOHLLeBas AJ19 BLICOKOCKOPOCTHOM TAXenon o6paboTku

Vysoko rychlostni frézy pro tézky rez
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Fresa testa torica in metallo duro integrale
Solid carbide corner radius end mill

VHM - Torusfrdser - Fraise carbure avec rayon dangle
dpe3a KOHUEBasA TBEPAOCMIABHASA C YIr/IOBbIM paamnycoM - Sk fréza s rohovym radiusem

(1] INOX
:1ﬂpll ':Fég IC';\ g,;lr Stainless
I Steel

Y200R.010.02 1 6 02 15 - 75 - 2 13°30 g

Y200R.015.02 1.5 6 02 25 - 75 - 2 150 ]

Y200R.020.03 2 6 03 30 - 75 - 2 13°30 o

Y200R.030.03 3 6 03 50 - 75 - 2 10°30 o i (suB ) (Nuova) [omesss )
Form HA

Y200R.040.05 4 6 05 60 - 75 - 2 6° “G’\['e%ﬁ ﬁ‘(')gﬁ N

Y200R.040.1 4 6 10 60 - 75 - 2 6° \ J \ J \ J

Y200R.060.05 6 6 05 100 20 100 58 2 - ( \ [ \ [ )

Y200R.060.1 6 6 10 100 20 100 58 2 - %) mE:) e

Y200R.080.05 8 8 05 120 24 100 78 2 - | 505

Y200R.080.1 8 8 1.0 120 24 100 78 2 - H

Y200R.100.05 10 10 05 150 30 100 98 2 -

Y200R.100.1 10 10 10 150 30 100 98 @ 2 -

Y200R.100.15 10 10 15 150 30 100 9.8 2 -

Y200R.120.1 12 12 10 180 36 100 11.8 2 -

Y200R.120.15 12 12 15 180 36 100 11.8 2 - {

Y200R.120.2 12 12 20 180 36 100 118 2 -

Y200R.160.15 16 16 15 250 40 100 158 2 -

Y200R.160.2 16 16 2.0 250 40 100 158 2 -

— Help 162-163-164-165

*d1<@6 =-0.01/-0.02
d1 <016 = {7

Fresa a palla 3D 260° in metallo duro integrale

Solid carbide 3D 260° ball end mill

VHM - 3D 260° Radiusfraser - Fraise carbure 3D 260° a balle
dpe3a KoHLEeBas TBepaocnnaBHas chepuueckas 3D 260° - Sk 3D 260° kulova fréza

HRC CAST -
[ <50 ] [lRON] [Alumlnlum] NI-Alloy

200RB020075 2 4 17 10 | 17 75 2 6°
200RB030100 3 6 26 17 | 17 100 2 8°
200RB030150 3 6 26 17 30 150 2 425
200RB040100 4 6 35 24 17 100 2 7° - N \ [ \

, SUB Nuova DIN 6535
200RB040150 4 6 35 24 30 150 2 3°50 micro | | camer | | romea
200RB050100 5 6 4 43 30 100 2 1040 | GRAIN | | NORM | | 8L_J)
200RB060100 6 6 52 | 40 | 30 100 2 2010 p \ N o \
200RB060T50 6 6 52 | 40 45 150 2 1020 %} E=| | HSC
200RB0SOT00 8 8 7.0 50 35 100 2  3°10 (3] (o o) | HHC
200RB080150 8 8 7.0 50 50 150 2 15y ) L, .y §
200RB100100 10 10 87 61 40 100 2 3°0 U ‘.“‘lf“;ﬁ: %
200RB100150 10 10 87 6.1 60 150 2 2010 r-2600) (#618%) (¢ )
200RB120100 12 12 105 | 75 | 50 100 2 3°10 ) - L .
200RB120150 12 12 105 7.5 75 150 2 1°50 AT @ HYPER
“d1<06 =-0.01/-0.02 T =) Lz ’
“d1<06 =-0.01/-0.
d1=012=17 R

%0.01
—
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Fresa a palla 3D 260° in metallo duro integrale
Solid carbide 3D 260° ball end mill

VHM - 3D 260° Radiusfraser - Fraise carbure 3D 260° a balle
dpe3a KoHLUeBas TBepaocnnasHas chepuyeckas 3D 260° - Sk 3D 260° kulova fréza

. HRC CAST
?5':'& i RON | | NI-Alloy
400RB030100 3 6 26 17 17 100 4 8° i
400RB040100 4 6 3.5 2.4 17 100 4 7° |ll | Ml
400RB050100 5 6 4.0 43 30 100 4 1040’ y f‘l—"
400RB060100 6 6 5.2 4.0 30 100 4 2°10' (508 ) (Nuova) [(omesss)
°20’ MICRO CUMET Form HA
400RB060150 6 6 5.2 4.0 45 150 4 1°20 s 2 cumer | | o
; GRAIN
400RB080100 8 8 7.0 5.0 35 100 4 3°10 \ ) \ J \ J
400RB080150 8 8 7.0 5.0 50 150 4 1055’ r \ \ )
; B Fl| | HSC
400RB100100 10 10 8.7 6.1 40 100 4 3°40
, 30° o N HHC
400RB100150 10 10 8.7 6.1 60 150 4 2°10 \ ) \ )\ )
400RB120100 12 12 105 75 50 100 4 3010’ r Y (e [ \
400RB120150 12 12 105 75 75 150 4 1050’ 1. U .%l.m M/%
— Help 160 \r=260°) \& “‘J
*d1 =012 =17 r/‘\l\ o) r® e \
HYPER
L} k’hJ \_ Z 4 ] \ J
) "\
- - R
$0.01
|

Fresa testa sferica 3D Hard Cut in metallo duro integrale

Solid carbide 3D ball nose end mill, Hard Cut

VHM - 3D Radiusfraser, Hard Cut - Fraise carbure 3D hémisphérique, Hard Cut
dpe3a KoHLLeBaA TBepAOCMNaBHas nonychepuyeckas 3D A8 TBepAbIX MaTePUANOB
Sk kulova fréza pro tézky rez

200DR).01050 1 6 1 350 095 2 20°
200DR).02050 2 6 3 6 50 195 2 10° <70 | | IRON
200DR).02057 2 6 3 6 57 195 2 10° o

200DR}.02075 2 6 2 6 75 195 2 10°

200DR).03050 3 6 4 9 50 29 2 | 8 ! T

200DR).03057 3 6 4 9 57 29 2 g 12 ) (o (o)
200DR}.03075 3 6 3 9 75 29 2 g - MICRO | | cumer | | Fomen
200DR).04050 4 6 5 12 50 39 | 2 | 6 i (GRAIN ) (NORM | (8[_J)
200DR).04057 4 6 5 12 57 39 2 6 — — —
200DR}.04075 4 6 4 1275 39 2 ¢ %) o | | HsC
200DR).05057 5 6 6 16 | 57 49 2 | 3° ! (Z) (o 9) | HHC)
200DR).05075 5 6 6 16 75 49 2 3° N o
200DR).06057 6 6 6 20 57 59 2 - mlm{ »w%
200DRJ.06075 6 6 6 20 75 59 2 - | ‘{51 8130
200DR}.06100 6 6 6 20 100 59 2 - a* S
200DRJ.06100.1 6 8 6 1210 59 2 7° jlf\\( @ i
200DR).08060 8 8 9 16 60 78 2 - =) 22 U )
200DR).08075 8 8 9 29 75 718 2 - l ; e ——
200DR).08100 8 8 9 29 100 78 2 - @ | 0 R
200DRJ.08100.1 8 10 9 29 100 78 2 8 s boom|  (ES
2000R.10070 10 10 10 20 70 98 2 - e
200DR).10080 10 10 10 3% 8 98 2 -

200DR).10100 10 10 10 35 100 98 2 -

2000R).10100.1 10 12 10 35 100 98 2 8

2000R).12075 12 12 12 24 75 118 2 -

2000R).12100 12 12 12 37 100 118 2 -

— Help 166

“d1<06 =-0.01/-0.02
d1 <012 =17
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Fresa testa sferica 3D rastremata extralunga in metallo duro integrale
Solid carbide 3D ball nose end mill, extra long tapered neck

VHM-3D- Radiusfraser mit Kugelstirn, iberlang - Fraise carbure 3D hémisphérique, ultra-longue
dpe3a KoHLEeBas TBepAOCIaBHaA nonycdepuyeckas 3D ANnMHHAs
Sk 3D kulova fréza, extra dlouhd kuZelova stopka

HRC CAST
<70 IRON

200DJ.010 1 6 2 5 35 100 0,95 2 | 4°44'
2000015 1,5 6 3 6 35 | 100 1,45 2 | 4°56'
200D).020 2 6 3 7 35 100 1,95 2 50
200D).030 3 6 4 10 35 100 29 2 543 (suB ) (Nuova) [omesss)
200DJ.040 4 6 5 13 35 100 38 2 6°29' MICRO | | cumer | | fomih
J ’ i GRAIN | | NoRM | | 83
200DJ.050 5 6 6 16 35 | 100 48 2 | 7°30' \ J \ J
200DJ.060 6 3 6 18 35 100 58 2 | 3°22' ( ) fm :>‘ (Chsc )
200DJ.080 8 10 8 24 58 109 78 2 | 1°40' %) % HHC
2000).100 10 12 10 30 58 109 98 2 2° \ ) () J
20001120 12 14 12 36 58 109 11,8 2 1° Iy r Y (e [ )
- Help 166 ) .lm
“d1<06 =-0.01/-0.02 L) ) =)
d1=012=17 rfll\(_)w e \ 7/ \
@ GOLD
x—j\h \ 12 J \ y,
)
R
£0.01
|
N

o .

Fresa testa sferica 3D in metallo duro integrale
Solid carbide 3D ball nose end mill

VHM - 3D Radiusfraser - Fraise carbure 3D hémisphérique
®dpe3a KoHLeBas TBepAOCIIaBHas nonycdepuyeckas 3D, Ana TBepAbIX MaTepuanos

Sk 3D kulova fréza
HRC CAST
di <55 IRON
4=
1.5 15 50

2005R).0105054 1 4 2 6°
2005R).0105056 1 6 15 15 50 2 1052 o
200SR).0155054 | 1.5 4 25 15 50 2 4%45 Y
200SR).0155056 = 1.5 6 25 15 50 2 9°49' N N [ \
N | MICRO Nuova DIN 6535

2005R}.0207554 4 3 15 75 2 5° oA | [ cumez [ [ ome

o " NORM | | &
2005R).0205056 2 6 3 15 50 2 10 )\ )\ )
200SR).02550 2.5 6 3 15 50 2 9° & ) ( N/ \
2005R).03075 3 6 45 20 75 2 5°30 ! [%/ | | Hsc
2005R1.04075 4 6 6 20 75 2 w ' 3] (@) | HHC
200SR).05075 5 6 75 20 75 2 2° | Y ) ([ i

‘1 0%
2005R}.06050 6 6 9 - 50 2 - Lo U U & 'l':“‘“‘ %
2005RJ.06100 6 6 9 - 100 2 - | | (8613
200SR).08100 8 8 12 - 100 2 - p . .
2005R).10100 10 10 15 - 100 2 - [ R~ @ il
2005R).10150 10 10 15 - 150 2 - N Lz ) U
200SR).12100 12 12 18 - 100 2 - ST
2005R).12150 12 12 18 - 150 2 - Lf?--.' R
2005R). 16100 16 16 24 - 100 2 - to.01
= Help 167

*d1<@6 =-0.01/-0.02
d1 <020 = {7

28



Fresa testa sferica rastremata extralunga in metallo duro integrale
Solid carbide 3D ball nose end mill, extra long tapered neck

VHM-3D- Radiusfraser mit Kugelstirn, iberlang - Fraise carbure 3D hémisphérique, ultra-longue
dpe3a KoOHLEeBas TBepAoCnaaBHas nonychepuyeckas 3D ANUHHAA
Sk 3D kulova fréza extra dlouhd kuzelova stopka

ST TP PR 3
200SRJL.02150 2 6 3 60 150 2 2° i |
200SRJL.03150 3 6 4.5 60 150 2 1°30" ]
200SRJL.04150 4 6 [ 60 150 2 1° )
200SRJL.04150.1 4 8 20 80 150 2 1°56' 12
200SRJL.05150 5 6 7.5 60 150 2 0°30
200SRJL.05150.1 5 6 20 80 150 2 0°30
200SRJL.06150 6 8 9 80 150 2 0°45’
200SRJL.06150.1 6 8 20 60 150 2 1°
200SRJL.08150 8 10 12 60 150 2 1° I'|

- Help 167 o’

“d1<06=-0.01/-0.02 t

d1=p8=17
ik

LdE'_'

Fresa testa sferica 3D rastremata extralunga in metallo duro integrale
Solid carbide 3D ball nose end mill, extra long tapered neck

VHM-3D- Radiusfraser mit Kugelstirn, iberlang - Fraise carbure 3D hémisphérique, ultra-longue
dpe3a KoHLEeBas TBepAOCrIaBHas nonycdepuyeckas 3D, ANMHHAsA
Sk 3D kulova fréza extra dlouhda kuzelova stopka

e b
400SR).040150 4 6 6 60 150 4 1°
400SR).040150.1 4 8 20 60 150 4 1°30°
400SR).060150 6 8 9 80 150 4 0°45’
400SR).060150.1 [3 8 20 60 150 4 1°30°
400SR).080150 8 10 12 60 150 4 1°
400SR).100150 10 10 15 - 150 4 -
400SR).120150 12 12 18 - 150 4 -
— Help 167

*d1<06 =-0.01/-0.02
d1<p12=17

d2
- -
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HRC CAST
<55 IRON

( \ ( )
Nuova DIN 6535
CUMET Form HA

(NoRm | | 8]

\ J

fml:>‘ 4 HSC \

T ¢t | | HHC

{ \ { .\
(0 ‘0‘
AAA () | A:A::A‘
eéled

\ ] \C J

4 \ 4 \

@ GOLD

HRC CAST S'tg‘ige);s
<55 IRON e

s \ [ )
Nuova DIN 6535

MICRO
cumiT Form HA
GRAIN || Norm | | 8
J \ J . J
4 \ 4 \
F]o| | HsC
HHC
J \ G gJ \ J




Fresa testa torica in metallo duro integrale
Solid carbide corner radius end mill

VHM - Torusfraser - Fraise carbure avec rayon d’angle
dpe3a KOHUEBasA TBePAOCMIABHAsA C Yr/IOBbIM paamnycoM - Sk fréza s rohovym radiusem

i =] INOX
(LA " ':3(53 Inconell| |Stainless
J__,.- Steel
Y300R.030.03 0.3 4.5 7 75 2.9

3 6 3 =
Y300R.040.04 4 6 0.4 6 9 75 39 3 N
Y300R.060.05 6 6 0.5 9 13 100 58 3 L&
Y300R.060.1 6 6 1.0 9 13 100 58 3 o1 . 1 - N\ 7 \ [ \
SUB Nuova DIN 6535
Y300R.080.05 8 8 0.5 12 18 100 7.7 3 —_— J 1 MICRO CUMET Form HA
Y300R.080.1 8 8 1.0 12 18 100 7.7 3 P (GRAIN | | NoRM ) (8L_J)
Y300R.100.05 10 10 05 15 25 100 97 3 > p N . .
Y300R.100.1 10 10 10 15 25 100 97 3 %\ e HSC
Y300R.120.05 = 12 12 05 18 30 100 117 3 (o) | T8 | )
Y300R.120.1 12 12 10 18 30 100 117 3 p L, L/ §
ey
- Help 169-170 D ‘%lt“:
b
“d1<06 =-0.01/-0.02 ) e )
d1<9012=17
r,\r\(ﬂ‘ ( ( )
™~ @ GOLD
i ! i 13
d2 | —\
el v
+0.01
.~/

Fresa testa sferica 3D Hard Cut in metallo duro integrale

Solid carbide 3D ball nose end mill, Hard Cut

VHM - 3D Radiusfraser, Hard Cut - Fraise carbure 3D hémisphérique, Hard Cut
dpe3a KoHUeBas TBepaocCnaaBHas nonycdepuyeckas 3D 4N1s TBepAbIX MAaTEPUASIOB
Sk 3D kulova fréza pro tézky fez

LAt HRC | | CAST
<72 | | IRON
300NR).030 45 75 75 2.9 e

3 6 3

300NR).040 4 6 6 9 75 39 3 I

300NR).OS0 5 6 7 10 75 4.9 3 | =

300NRJ.O60 6 6 9 15 100 5.9 3 i3 r N\ [ N [ \
A SuB Nuova DIN 6535

300NRJ.O80 8 8 12 20 100 7.8 3 ' micro | | cumer | | romea

300NR.100 10 10 15 25 100 98 3 ((GRAIN ) ( NoRrm | | 8L_])

300NR).120 12 12 18 25 100 11.8 3 fia p \

> Help 168 : L %} F]o| | HsC
“d1<06 =-0.01/-0.02 ' (D3] (o) |HHO

d1<9012=17
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Fresa ad Alto avanzamento in metallo duro integrale
Solid carbide High speed end mill

VHM - Torusfraser High feed - Fraise carbure avec rayon d‘angle pour haute avancement

dpe3a TBepAOCMIABHAA KOHLLEBAs AJ15 BHICOKOCKOPOCTHOM 06paboTkm - Sk vysoko rychlostni fréza

¥303.030.02 3 6 0.2 4 9 57 2.95 4
¥303.030.05 3 6 0.5 4 9 57 2.95 4
Y¥303.040.05 4 6 0.5 5 12 57 3.95 4
Y303.040.1 4 6 1 5 12 57 3.95 4
¥303.060.05 6 6 0.5 6 18 57 5.8 4
¥303.060.1 6 6 1 6 18 57 5.8 4
¥303.060.15 6 6 1.5 6 18 57 5.8 4
Y¥303.080.05 8 8 0.5 8 24 75 7.8 4
Y¥303.080.1 8 8 1 8 24 75 7.8 4
Y¥303.080.15 8 8 1.5 8 24 75 7.8 4
¥303.100.05 10 10 0.5 10 30 80 9.8 4
¥303.100.1 10 10 1 10 30 80 9.8 4
¥303.100.15 10 10 1.5 10 30 80 9.8 4
¥303.100.2 10 10 2 10 30 80 9.8 4
¥303.120.05 12 12 0.5 12 36 100  11.8 4
Y¥303.120.1 12 12 1 12 36 100  11.8 4
¥303.120.15 12 12 1.5 12 36 100  11.8 4
¥303.120.2 12 12 2 12 36 100  11.8 4
- Help 177

*d1<o6 =h9

d1<012 =17
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Fresa per lavorazioni estreme in metallo duro integrale
Solid carbide extreme milling end mill

VHM-Fraser fir extremerspannung - Fraise carbure pour fraisages extréme

dpe3a KOHLLeBAA TBepAOCMIABHASA AN Taxenoro ¢ppeseposaHus - Sk fréza pro etrémni frézovani

406.02057 2 6 4 57 3 15°
406.025057 2.5 6 5 57 3 15°
406.03057 3 6 8 57 4 15°
406.035057 3.5 6 7 57 4 15°
406.04057 4 6 12 57 4 15°
406.045057 4.5 6 9 57 4 15°
406.05057 5 6 15 57 4 15°
406.06057 6 6 18 57 4 -
406.06075 6 6 18 75 4 -
406.08063 8 8 16 63 4 -
406.08075 8 8 20 75 4 -
406.08100 8 8 24 100 4 -
406.09072 9 10 18 72 4 15°
406.10080 10 10 25 80 4 -
406.10100 10 10 30 100 4 -
406.12083 12 12 24 83 4 -
406.12100 12 12 30 100 4 -
406.12120 12 12 40 120 4 -
406.16092 16 16 32 92 4 -
406.16140 16 16 48 140 4 -
406.20100 20 20 40 100 4 -
406.20150 20 20 60 150 4 -
= Help 175-176
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Fresa testa torica per lavorazioni estreme in metallo duro integrale
Solid carbide extreme milling corner radius end mill

VHM-Ekenradius fraser fiir extremerspannung - Fraise carbure avec rayon pour fraisages extréme
dpe3a KoHLeBas TBepPA0CNIaBHAs C YIIOBbIM PAANYCOM AN TAXeNnoro hpeseposaHus

Sk fréza pro etrémni frézovani
HRC | | INOX
<70 Stainless
Steel
15°

Y406.03057.02 3 6 02 8 57 4
Y406.04057.02 4 6 02 12 57 4 15

Y406.05057.02 5 6 02 15 57 4 15

¥406.06057.02 6 6 02 18 57 4 - Sl
¥406.06057.03 6 6 03 18 57 4 - b
Y406.06057.05 6 6 0.5 18 57 4 - T B
Y406.06057.1 6 6 10 18 57 4 - casin i s

Y406.06075.02 6 6 02 18 75 4 - N n
Y406.06075.05 6 6 05 18 75 4 - : |
¥406.06075.1 6 6 10 18 75 4 -

¥406.08075.02 8 8 02 20 75 4 -

Y406.08075.05 8 8 05 20 75 4 -

Y406.08075.1 8 8 10 20 75 4 -

Y406.08100.02 8 8 02 24 100 4 - i\ T
Y406.08100.05 8 8 05 24 100 4 - 18

¥406.08100.1 8 8 10 24 100 4 -

¥406.10072.05 10 10 05 20 72 4 -

Y406.10080.02 10 10 02 25 80 4 -

Y406.10080.05 10 10 05 25 80 4 -

Y406.10080.1 10 10 1 25 80 4 ’ .
Y406.10100.02 10 10 02 30 10 4 - Lt f
¥406.10100.05 10 10 o5 30 10 4 -

¥406.10100.1 10 10 1 30 100 4 -

Y406.12100.05 12 12 05 30 100 4 - o —
Y406.12100.1 12 12 1 30 100 4 - g DIN | [owesss
¥406.16100.05 16 16 05 40 100 4 - L GraiN | (NORMJ | 5
Y406.16100.1 16 16 1 0 10 4 - -
¥406.16140.1 16 16 1 60 140 4 - %‘\ Fles| | HsC
¥406.20100.05 20 20 05 40 100 4 - soo| @ HHC
¥406.20100.1 20 20 1 0 100 4 - — —

¥406.20150.1 20 20 1 60 150 4 - i | ) rf'l“:?“ I%
O A0
| - Help 175-176 (p—) ¥l | )
*d1<06h9
d1 =020 f7 f A 1 ( y
j,f\\ GOLD
\ J \ Z 4 J \ J
S
P
+0.01
)
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Fresa testa torica in metallo duro integrale Hard Cut
Solid carbide corner rarius end mill Hard Cut

VHM-Gesenkfraser mit Eckenradius Hard Cut - Fraise carbure avec rayon d'angle Hard Cut
dpe3a KoHLEeBas TBEPAOCIIABHAA C YIJIOBbIM PAAMYCOM AJa Taxenoro dhpesepoBaHus
Sk fréza s rohovym radiusem pro tézky rez

HRC CAST
<70 IRON

Y400RS.02057.02 2 6 0.2 3 6 57 | 195 4
Y400RS.02057.05 2 6 0.5 3 6 57 | 1.95 4
Y400RS.02075.02 2 6 0.2 3 6 75 | 1.95 4
Y400RS.02075.05 2 6 05 3 6 75 1.95 4 i1 ;i
Y400RS.03057.02 3 6 0.2 4 9 57 2.95 4 I- 1:”
Y400RS.03057.05 3 6 05 4 9 57 | 2.95 4 B
Y400RS.03075.03 3 6 0.3 4 9 75 2.95 4 i
Y400RS.03075.1 3 6 1 4 9 75 | 2.95 4 +g
Y400RS.04057.02 4 6 0.2 5 12 57 3.9 4 dd, X
Y400RS.04057.05 4 6 05 5 12 57 3.9 4 g 1.
Y400RS.04075.05 4 6 0.5 5 12 75 39 4 ¥
Y400RS.04075.1 4 6 1 5 12 75 3.9 4 |
Y400RS.05057.05 5 6 05 6 16 57 4.9 4 [ 3
Y400RS.05057.1 5 6 1 6 16 57 4.9 4
Y400RS.05075.05 5 6 0.5 6 16 75 4.9 4
Y400RS.05075.1 5 6 1 6 16 75 4.9 4
Y400RS.06057.05 6 6 05 7 20 57 5.8 4
Y400RS.06057.1 6 6 1 7 20 57 5.8 4
Y400RS.06057.15 6 6 15 7 20 57 5.8 4 _
Y400RS.06075.05 6 6 0.5 7 20 75 5.8 4 i L r
Y400RS.06075.1 6 6 1 7 20 75 5.8 4 L“'E-I
Y400RS.06075.15 6 6 15 7 20 75 5.8 4
Y400RS.06100.05 6 6 05 7 20 100 5.8 4
Y400RS.06100.1 6 6 1 7 20 100 5.8 4 ) . - .
Y400RS.06100.15 6 6 15 7 20 100 5.8 4 MSIEJEO Nuova | - fowssss
Y400RS.08075.03 8 8 03 10 29 75 7.8 4 [ Grain | | Norw | (S
Y400RS.08075.05 8 8 0.5 10 29 75 7.8 4
Y400RS.08075.1 8 8 1 0 29 75 78 4 '%) ) 'm o) [ Hsc |
Y400RS.08075.15 8 8 15 10 29 75 7.8 4 w| | o s HHC
Y400RS.08075.2 8 8 2 10 29 75 7.8 4 b g . /
Y400RS.08100.05 8 8 05 10 29 100 7.8 4 ( Y (w4 e [ )
Y400RS.08100.1 8 8 1 10 29 100 7.8 4 D\ % ‘f‘f‘}
Y400RS.08100.15 8 8 15 10 29 100 7.8 4 ) &Y
Y400RS.08100.2 8 8 2 10 29 100 7.8 4 () ( \ ( )
Y400RS.10080.05 10 10 0.5 1 35 80 9.8 4 j/\( @ GOLD
YA00RS.10080.1 10 10 1 11 35 80 9.8 4 \ ) (14 ) \ J
Y400RS.10080.15 10 10 15 1 35 80 9.8 4 T
Y400RS.10100.05 10 10 0.5 1 35 100 9.8 4 SO
Y400RS.10100.1 10 10 1 1 35 100 9.8 4 ___J
Y400RS.10100.15 10 10 15 1 35 100 9.8 4
Y400RS.10100.2 10 10 2 1 35 100 9.8 4
Y400RS.12100.05 12 12 05 15 37 100 | 11.8 4
Y400RS.12100.1 12 12 1 15 37 100 11.8 4
Y400RS.12100.15 12 12 15 15 37 100 11.8 4
Y400RS.12100.2 12 12 2 15 37 100 11.8 4

— Help 174
*d1<06h9
d1 =020 7
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Fresa testa torica per alto avanzamento in metallo duro integrale
Solid carbide milling corner radius high feed end mill

VHM-Ekenradius fraser fir high feed - Fraise carbure avec rayon pour haute avancement
dpe3a KoHLeBas TBepPA0CNIaBHAS C YI/IOBbIM PAANYCOM AN TAXeNoro hpeseposaHus
Sk fréza s rohovym radiusem pro extrémni frézovani

HRC CAST ALLOY
<65 IRON STEEL

Y400D.02060.03 2 6 03 0.8 5 57 18 4
Y400D.02060.05 2 6 0.5 0.8 5 57 1.8 4
Y400D.03060.05 3 6 0.5 1.2 6 57 2.7 4 it m
Y4000.03060.075 3 6 075 12 6 57 27 4 |' """ '| /
Y400D.03060.1 3 6 1 1.2 6 57 2.7 4 i
Y4000.04075.05 4 6 05 | 16 9 75 3.6 4 41
Y4000.04075.1 4 6 1 1.6 9 75 3.6 4 el (|
Y400D.05075.05 5 6 0.5 2 12 75 4.6 4 |
Y400D.05075.1 5 6 1 2 12 75 4.6 4
Y400D.05075.12 5 6 1.2 2 12 75 4.6 4
Y400D.06100.05 6 6 05 25 13 100 5.4 4
Y400D.06100.1 6 6 1 25 13 100 5.4 4
Y400D.06100.15 6 6 15 25 13 100 54 4
Y400D.08100.05 8 8 0.5 35 16 100 | 72 4
Y400D.08100.1 8 8 1 35 16 100 72 4
Y400D.08100.15 8 8 15 35 16 100 72 4
Y400D.08100.2 8 8 2 35 16 100 | 7.2 4
Y400D.10100.05 10 10 0.5 4 20 100 9 4
Y400D.10100.1 10 10 1 4 20 100 9 4
Y400D.10100.15 10 10 15 4 20 100 9 4 az |
Y400D.10100.2 10 10 2 4 20 100 9 4
Y400D.12100.05 12 12 0.5 5 25 100 1 4
Y400D.12100.1 12 12 1 5 25 100 1 4
Y400D.12100.15 12 12 15 5 25 100 1 4 y N\ [ N [ \
SUB Nuova DIN 6535
Y400D.12100.2 12 12 2 5 25 100 1 4 micro | | cumer | | romen
Y4000.16100.05 16 16 0.5 7 32 100 15 4 | GRAIN | | NORM | | &L_J)
Y400D.16100.1 16 16 1 7 32 100 15 4 p N, ./ \
¥400D.16100.15 16 16 15 7 32 100 15 4 %“ el | HSC
Y400D.16100.2 16 16 7 32 100 15 4 2 0) | ‘HHCJ
Y400D.16100.3 16 16 3 7 32 100 15 4 — — —
- Help 177 D “‘“‘|“““:: I%
“d1<g6h9 I RC AL |
d1s016 7
4 (_)W 4 \ 4 \
f\ GOLD
\ ) \UL4 ) \ )
) SR
P
$0.01 @
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Fresa testa piana per superfinitura in metallo duro integrale
Solid carbide flat nose end mill for superfinish

VHM - Schaftfraser fur superfinish - Fraise carbure pour superfinition
dpe3a KoHLeBas TBEPAOCM/IABHAA AJ15 UNCTOBOWN 06paboTkm - Sk rohova fréza pro super dokoncovani

HRC | [ cAsT | [JINOX CrNi
<55 IRON ‘g‘tg:fs ALLOYS

506.030 3 3 10 40 4
506.030.1 3 6 10 57 4
50603060 3 3 30 60 4 4
506.040 4 4 12 50 4 s
506.040.1 4 6 12 57 4 o
50604060 4 4 30 60 4
506.050 5 5 12 50 4 i
506.050.1 5 6 15 57 4
50605070 5 5 35 70 4 !
506.060 6 6 16 50 6
506.060.1 6 6 25 75 6
50606100 6 6 40 100 6 |
506.080 8 8 20 60 6
506.080.1 8 8 24 75 6
50608100 8 8 40 100 6
506.100.1 10 10 25 75 6
50610100.1 10 10 45 100 6
506.120.1 12 12 27 83 6
50612100.1 12 12 55 109 6 (N |
50616100.1 16 16 45 100 6 L
50616150.1 16 16 65 | 150 6 =
50620100 20 20 45 100 6
50620150.2 20 20 75 150 6
( SUB ) rNuova‘ 'D:(l:lm?iiS‘
| Geain | | Norw | (SLJ)
( 3\
%) rmt>w rHSCW
506.100 10 10 22 70 8 (D ss2) | o) | HHC
50610100 10 10 45 100 8
506.120 12 12 27 75 8 f 1 (e ( )
50612100 12 12 45 100 8 |_ :“l:%“ %
506.140 14 14 27 85 10 . /N /& /
50614100 14 14 45 100 10 () ( Y ( )
506.160 16 16 30 85 10 :]/\ GOLD
50616100 16 16 45 100 10 - vV _J (14
50616150 16 16 65 150 10 e B
506.180 18 18 38 100 10 (%) @ @
506.200 20 20 38 100 10 26 ) 28 ) \z10)
50620150 20 20 65 150 10 06020 010-012 014-020
50620150.1 20 20 75 150 10 @
50625150 25 25 75 150 12
— Help 173-184 \L12)
“d1206h9 025
d1 <0257

In questa sezione viene utilizzato esclusivamente Metallo duro Sub Micrograno al 9-12% Co,
0,5 Micron, specifico per lavorazione a secco ad alta velocita degli acciai temperati.

On this section we use only solid carbide grade with 9-12% (o, 0.5 Microns,
specifically designed for high speed machining of hardened steels. Dry cutting.

Dieser Abschnitt ist ausschlieBlich Sub Micro Grain Hartmetall 9-12% Co, 0,5 Micron, die speziell fir High-Speed-trockenen Bearbeitung von
geharteten Stahlen verwendet.

Cette section utilise seulement carbure Sub Micrograin avec 9-12 % Co, 0.5 Micron, convenant sec coupe, haute vitesse des aciers trempés.
Teepabin cnnae 9-12% Co, 0.5 MUKPOH, CnelmanbHas pa3paboTka A8 BbICOKOCKOPOCTHOM 06paboTku 3akaneHHom ctanu. Cyxas peska.

V této Casti budeme pouiivat pouze slinuty karbid s 9-12% (0, 0,5 mikrond, specialné navrzen pro vysokorychlostni obrabéni kalené oceli.
Bez chlazeni.
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Fresa testa torica Hard Cut in metallo duro integrale
Solid carbide corner radius end mill, Hard Cut

VHM - Schaftfraser mit Eckenradius, Hard Cut - Fraise carbure avec rayon d'angle, Hard Cut
®dpe3a KoHLeBas TBEPAOCIIABHASA C YI/IOBbIM PaAMyCOM A TPyAHO0bpabaTbiBaeMbiX MaTepPMaIoB
Sk fréza s rohovym radiusem pro tézky rez

HRC CAST
<72 IRON
0.2 7 20 57 5.8

Y508.06057.02 6 6 6
Y508.06057.05 6 6 05 7 20 57 5.8 6
Y508.062057.05 6 6 05 20 - 57 - 6
¥508.06057.1 6 6 1 7 20 57 58 6 dl, | n
Y508.06075.02 6 6 0.2 7 20 75 5.8 6 r_' o
Y508.06075.05 6 6 05 7 20 75 5.8 6 ¥
Y508.062575.05 6 6 05 25 - 75 - 6 i ]‘
Y508.06075.1 6 6 1 7 20 75 58 6 ol
Y508.06100.02 6 6 0.2 7 20 100 | 5.8 6 43
Y508.06100.05 6 6 0.5 7 20 100 5.8 6 i1
Y¥508.08075.02 8 8 0.2 9 29 75 7.8 6 - |
Y508.08075.05 8 8 05 9 29 75 7.8 6
Y508.082575.05 8 8 05 25 - 75 - 6 ! ¥
Y508.08075.1 8 8 1 9 29 75 7.8 6
Y508.08100.02 8 8 0.2 8 29 100 7.8 6 i
Y¥508.08100.05 8 8 05 8 29 100 7.8 6
Y¥508.0840100.05 8 8 05 40 - 100 - 6
Y508.08100.1 8 8 1 8 29 100 7.8 6
Y¥508.10080.02 10 10 0.2 1 35 80 9.8 6 i |
Y508.10080.05 10 10 05 1 35 80 9.8 6 S
Y508.103280.05 10 10 05 32 - 80 - 6 La |
Y508.10080.1 10 10 1 1 35 80 9.8 6
Y¥508.10100.02 10 10 0.2 10 35 100 9.8 6
Y¥508.10100.05 10 10 05 10 35 100 9.8 6
Y508.1050100.05 10 10 0.5 50 - 100 - 6 (suB ) (Nuova) [omesss )
¥508.10100.1 10 10 1 10 35 100 | 9.8 6 ’g‘[ﬁﬁ ComEr é"‘:’“‘l
Y508.12100.02 12 12 0.2 13 37 100 | 117 6 \ /N /N /
Y508.12100.05 12 12 0.5 13 37 100 117 6 (o~ ) m :;; i
¥508.12100.1 12 12 1 13 37 100 117 6 %/550 & HHC
Y¥508.1250109.05 12 12 05 50 - 109 - 8 \ J \ J \ J
Y¥508.1260109.05 12 12 05 60 - 109 - 8 ( Y (o) [ )
Y508.16100.05 16 16 05 16 37 100 | 15.7 6 D t‘ulé}‘g %
Y508.16100.1 16 16 1 16 37 100 | 157 6 ) Welee) y
Y¥508.1650100.05 16 16 05 50 - 100 - 10 rraNt \ [ )
Y508.1675150.05 16 16 0.5 75 - 150 - 10 j,\ GOLD @
Y¥508.20100.05 20 20 05 20 40 100 | 19.7 6 X ) \ ) \ 16 )
¥508.20100.1 20 20 1 20 40 100 197 6 _ - B0
Y¥508.2063109.05 20 20 05 63 - 109 - 8 @ @ @
Y¥508.20100150.05 20 20 05 100 - 150 - 8 18 710) 712

= Help 184 212 016 020
“d1=06h9 ) T
d1=02517 @ +0.01

Z15 )
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Per corrugare la fronte si mettono in movimentden sessantacinque muscoli.
Per sorridere solo diciannove. Allora, almeno per economia, sorridi!

For wrinkling the forehead keep in movementixty-five muscles.
To smile only nineteen. Then, at least for Economics, smile!

Anonimo

Testo non originale; la traduzione & arbitraria.
No-Original text; the translation is arbitrary



AEROSPACE

Materiali difficili da lavorare

Difficult machining materials

Fraser fur schwierig materialen
Outils de coupe pour difficile - a - machine matériaux
dpe3a KOHLLeBad AN TpyaHoobpabaTbiBaeMbiX MaTepuasos

Fréza pro obtizné obrobitelné materidly
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Fresa a sgrossare testa piana in metallo duro integrale rivestita in diamante

Solid carbide flat nose roughing end mill diamond coated

VHM - Schaft Schruppfrdser, Diamant Beschichtet - Fraise carbure a degrossir a bout plat, revetement en diamant
®dpe3a KoHLeBas TBepAOCMIaBHAA MIOCKMI Topew, AJ1s Y4ePHOBON 06paboTKM C aJIMAa3HbIM MOKPbLITUEM
Sk hrubovaci fréza s diamantovym povlakem

CODE d1 | d2hé CH 1] L YL (o) (Nova) (omess) (20 3)
mm mm mm mm mm Graphyte | R GRAIN CUMET Form HA o
" NorM | (80 &
5040.030 3 3 0.2 12 40 I b /N / . /
5040.040 4 4 0.2 16 5 N f ) ( ) A
: : CARBON " LYY HSC S
5040.060 6 6 0.2 19 50 FIBER N \ 45° N
5040.060.1 6 6 0.2 40 100 ' \ / —~ b /
5040.080 8 8 0.2 25 60 [ ) ( ) ( )
5040.080.1 8 3 0.2 40 100 ! L % j,\ UNCOATED
5040.100 10 10 0.2 25 70 — \ ) (12 ) \ J
5040.100.1 10 10 0.2 40 100 )
5040.120 12 12 0.2 25 75 -0
5040.120.1 12 12 0.2 40 100 el

— Help 185
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Fresa a sgrossare testa torica in metallo duro integrale rivestita in diamante

Solid carbide corner radius roughing end mill diamond coated

VHM - Torus Schruppfraser, Diamant Beschichtet - Fraise carbure a degrossir avec rayon d'angle, revetement en diamant
®dpe3a KoHLeBas TBEPAOCMIABHASA C YITOBbIM PAZMYCOM C a/IMA3HbIM MOKPbITUEM
Sk hrubovaci fréza s rohovym radiusem a diamantovym povlakem

J

1
d2hé p I L —— SeLINER - r \ [ \ =
mm mm mm mm el o MICRO 2'33.‘?1 oy )3
FIBER - | GRAIN &
" NORM | | 8T s
5040F.030 3 3 0.2 12 40 \ J\ J \ J
5040F.040 4 4 0.2 16 50 f ) ( ) ( )
n S D
5040F.060 6 6 0.2 19 50 g;" HSC [l 450] %
5040F.060.1 6 6 0.2 40 100 [ \ J \ J \ J
5040F.080 8 8 0.2 25 60 ! ( ) [ ) ( )
5040F.080.1 8 8 0.2 40 100 % j,\ [ ] D'AN;OND
5040F.100 10 10 0.2 25 70 — \ ) 12 ) \ J
5040F.100.1 10 10 0.2 40 100 )
5040F.120 12 12 0.2 25 75 -0
5040F.120.1 12 12 0.2 40 100 )

— Help 185 -
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Fresa per contornatura e finitura in metallo duro integrale

Solid carbide end mill for profiling and finishing

VHM - Fraser Fur die Profilerstellung und Veredelung - Fraise carbure pour le profilage et finition
®pe3sa KoHLEeBas TBepAOCNIaBHas Ans NpodunbHon hUHUWHON 06paboTku

Sk fréza pro profilovani a dokoncovani e L
g
CODE n‘::n d;:f n‘ll-ll'n m'-m HRC - 'MICRO‘ 'Nuova‘ DIN 6535 ( )
phyte CUMET Form HA

<60 | GRAIN NORM s 300
5010.020 2 3 9 40 11 \ J \ J \ J
5010.030 3 3 12 40 ' ] — ~

CARBON| |GLASS 2 '
5010.040 4 4 16 50 SLASE | 21 |HSC ﬂ ] & .|.m
5010.060 6 6 19 50 ) y \GULO
5010.060.1 6 6 40 100 k — - \
5010.080 8 8 25 60 % /\l\ UNCOATED
5010.080.1 8 3 40 100 ) k_hj 12 ) \ )
5010.100 10 10 25 70 PR
5010.100.1 10 10 40 100 _‘101
5010.120 12 12 25 75 -0.1
5010.120.1 12 12 40 100 '
- Help 194 di




Fresa per contornatura e finitura in metallo duro integrale
Solid carbide end mill for profiling and finishing

VHM - Fraser Fir die Profilerstellung und Veredelung - Fraise carbure pour le profilage et finition
®pe3a KOHLEBas TBepAOCMNIaBHAs A8 NPOdUIbHON hUHULWHOW 06paboTKU
Sk fréza pro profilovani a dokoncovani

lh. 1 e \ [ \ s \

mm ) ] o wr) (322) 22) (D
<60 LR = &
5020.020 2 3 S
5020.030 3 3 12 40 T S 'mE:) rHSC‘ ':ig ?.A:
5020.040 4 4 16 50 FIBER N |_ : "3.
5020.060 6 6 19 50 \ /A /
5020.060.1 6 6 40 100 o) [ ) ( )
5020.080 8 8 25 60 % j/\( [@] UNCOATED
5020.080.1 8 8 40 100 — \ ) ___J
5020.100 10 10 25 70 =
5020.100.1 10 10 40 100 -0
5020.120 12 12 25 75 01
5020.120.1 12 12 40 100
— Help 194
uz

Fresa per foratura, contornatura e finitura in metallo duro integrale
Solid carbide end mill for drilling, profiling and finishing

VHM - Schaftfraser Fir bohren, profilerstellung und finishing - Fraises carbure pour le percage, profilage et finition
Sk fréza pro profilovani a dokoncovani s moznosti zavrtani

| &

(1)) d1 | d2he 1] L HRC :*-—" rMICRO‘ (Noov) (me) (B9

mm mm mm mm Graphyte Lig CUMET Form HA

< 60 b L] \ GRAIN ) kNORN\ ) [D] %/300

5030.030 3 3 12 40
5030.040 a4 16 50 ARBON i (o) 'HSC‘ [ ] %.‘..
5030.060 6 6 19 50 FIBER | | FIBER 4 T 1350 e
5030.060.1 6 6 40 100 . ) \ J =
5030.080 8 8 25 60 ( ) ( l\("‘
5030.080.1 8 8 40 100 L ggﬁ :Ij\( [ 12 ] NCOATED
5030.100 10 10 25 70 \ )\ J \ J
5030.100.1 10 10 40 100 )
5030.120 12 12 25 75 -0
5030.120.1 12 12 40 100 il

— Help 194
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Fresa Forante in metallo duro integrale alto avanzamento
Solid carbide Drilling end mill for High Feed

VHM - schaftfraser Bohrer fiir Hoch Vorschub - Fraise a Piercer en carbure a bout plat pour Haute avances
®dpe3a KOHLLeBAs TBEPAOCNIABHASA C ONLLMEN CBEPIEHNS U BbICOKUMY NapaMeTpamu nogaum
Sk rychloposuvovaé rohova fréza s moznosti vrtani

CODE “d1 | d2he | rp I L 1

mm mm mm mm mm no. e LI [HRC] [CAST] [ALLOY] [TITANIUM]

| <50 | | IRON | |STEEL
¥300.020 2 6 - 4 50 3 r—
¥300.025 = 2.5 6 - 5 50 3
¥300.030 3 6 - 6 50 3 !
¥300.035 = 3.5 6 - 7 50 3 508 ) (Noova) (omem)
¥300.040 4 6 - 8 50 3 MICRO CUMET Form HA
¥300.045 = 4.5 6 - 9 50 3 = (GRAIN } (NORM | (3L,
¥300.050 5 6 - 10 50 3 ' Y ) (o)
¥300.055 5.5 6 - 11 50 3 ! %aso %]" :,'E:
¥300.060 6 6 - 13 57 3 “s) ) U
¥300.065 = 6.5 8 - 16 60 3 Y () ()
$ HSC
¥300.070 7 8 - 16 60 3 |_ .‘..lm e
¥300.075 = 7.5 8 - 16 60 3 L ) weles) (T )
¥300.080 8 8 - 19 60 3 — —
¥300.085 85 10 - 19 70 3 I% @ GOLD
¥300.090 9 10 - 19 70 3 ) | k J L3 )\ J
¥300.095 95 10 - 19 70 3 4 —
¥300.100 10 10 - 2 70 3 - :V‘\(
¥300.110 11 12 - 2 75 3
¥300.120 12 12 - 26 100 3
¥300.130 13 14 - 26 100 3
¥300.140 14 14 - 26 100 3
¥300.150 15 16 - 26 100 3
¥300160 16 16 - 30 100 3
¥300200 20 20 - 32 100 3
— Help 171

*d1=06h9
d1=0201f7

Fresa con fori in elica a semifinire in metallo duro integrale
Solid carbide semi-finishing end mill with coolant feed

VHM - Schrupp-Schlichtfraser mit Durchgewendelten Kihlkanalen - Fraise carbure pour semifinition a trous de réfrigeration
dpe3a KoHLeBas TBepAoCnaBHas ¢ nogadert COX ans nonyuncrosoin ob6paboTku
Sk stfedné dokoncovaci fréza s chlazenim vsech bfith

CODE *d1 d2hé I L 1 INOX
an HRC
mm mm mm mm no. - Stainless| |Inconell <40

| Steel

455.060 6 6 20 50 3 i
455.080 8 8 22 60 3
455.100 10 10 25 70 3 "
455.120 12 12 27 75 3 (o) [Nuova) 'D:N 6?&5;‘
455.160 16 16 30 85 3 ' GRAIN | | umer

— Help 192 L \ J

*d1=06h9 1 =

d1 <016 7 %/

\ 4501

4 \

iz J

UNCOATED

J AZ3A \ J
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Fresa con fori in elica a sgrossare in metallo duro integrale
Solid carbide coolant feed roughing end mill

VHM - Schruppfraser mit Durchgewendelten Kihlkanalen - Fraise carbure ébauche a trous de réfrigeration
®dpe3a KoHLeBas TBEpAOCNNaBHas ¢ nogaden COX ans yepHoBon 06paboTku
Sk hrubovaci fréza s chlazenim vsech bfitd

((0])] *d1 d2hé I L 1
o INOX w—— HRC
mm mm mm mm no. el Stainless| | Inconell < 40
Steel

454.060 6 6 20 50 3
454.080 8 8 22 60 3
454.100 10 10 25 70 3
454.120 12 12 27 75 3 (micro | [Nuova | - [omesss |
CumET om
454.160 16 16 30 85 3 GRAIN NORM .
454.180 18 18 40 100 3 \ /N 7\ 4
- Help 192 ( \ [ \ [ )
“d1=06h9 % F,-,L,-,A,-,T m &
o 3 <N
d1 =018 {7 (Z 45°) J \ y,
4 \ { \ { \
l 2 uth
45° “t‘t“““t“ %
Y
\. J k“““ J \ J
'4 (+)W 4 4 \
AR UNCOATED
&4 13 —

Fresa testa piana in metallo duro integrale
Solid carbide flat nose end mill

VHM - Schaftfraser - Fraise carbure a bout plat
dpe3a KoHLEeBas TBEPAOCMIABHASA C MJOCKUM TOpLUoM - Sk rohova fréza

INOX
302.030 3 4
302.040 4 5 16 57 3.8
302.050 5 0.15 6 18 57 4.8
6 7
8 9

14 57 2.8

15° Stainless| |Inconell
Steel
15°
302.060 20 57 55

3
3
3
3 s
302.080 8 0.15 26 63 7.5 3 - e o s \ \ [ \
11 MICRO DIN DIN 6535
302.100 10 10 0.20 11 30 72 9.2 3 - | Form HA
i GRAIN NORM s
302120 12 12 0.20 13 37 83 112 3 - [ \ J \ ) \ )
302160 16 16 020 17 45 92 152 3 - =¥ | | =) ( N 7 \
302.200 20 20 0.20 22 55 100 192 3 - %/ mt> HHC
- Help 172 55°) | &9
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45° [0
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Fresa con fori in elica in metallo duro integrale
Solid carbide coolant feed end mill

VHM - Schlichtfraser mit Durchgewendelten Kiihlkanalen - Fraise carbure a trous de réfrigeration
®dpe3a KoHLeBas TBepaocnnasHas ¢ nogauenn COX - Sk fréza s chlazenim viech bFitd

CODE *d1 | d2hé | It L 1
i1 INOX | SN | HRC
mm mm mm mm no. L | Stainless| |Inconell <40
| Steel
410.060 6 6 20 50 4 e i
410.080 8 8 22 60 4 [
410.100 10 10 25 70 4
410.120 12 12 27 75 4 (wicro | [Nuova ) 'D:NGiiS‘
CUMET o)
410.140 14 14 30 85 4 GRAIN | | Xorm | | ST
410.160 16 16 30 85 4 \ J\ /N /
410.200 20 20 40 100 4 ( ) 'mE:) ( )
- Help 196-198 %) J 1T HHC
d1 < 0 6 h9 \ 30 \ J \_ J
d1=02017 (1) (o) (- 2)
| R %
AA‘AAA‘A
\. J k“ “ J \ J
{ (+)V { \ { \
/\I\ UNCOATED
N e U

Fresa con fori in elica a semifinire in metallo duro integrale
Solid carbide coolant feed semi-finishing end mill

VHM - Schrupp-Schlichtfraser mit Durchgewendelten Kihlkanalen - Fraise carbure pour semifinition a trous de réfrigeration
®dpe3a KoHLEeBas TBepAocnaaBHas ¢ nogayert COX ans nonyymcroson 06paboTkm
Sk polodokoncovaci fréza s chlazenim vsech bfitt

CODE “d1 | d2hé = I L ] e T ox
ALy A mm mm no. 1 Stainless| |Inconell ':lzg’ Copper
L Steel
13006 6 6 20 50 4 [
13008 8 8 22 60 4
13010 10 10 25 70 4
13012 12 12 27 75 4 g N N [ \
MICRO Nuova DIN 6535
13016 16 16 30 85 4 MICRO || cumer | | Tomi

13020 20 20 40 100 4 () (Norm ) (8L
| > Help 192 =) ¢ ) ,m ::;

*d1<06h9 L 2
d1 <020 f7 (Z30) |y | B9
4 \ 4 \

4y

a5 || e
L LY )
( “’)W 4 4 \
/\l\ @ ] UNCOATED
N 22 U
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Fresa con fori in elica a sgrossare in metallo duro integrale
Solid carbide coolant feed roughing end mill

VHM - Schruppfraser mit Durchgewendelten Kihlkanalen - Fraise carbure a degrosir a trous de réfrigeration
dpe3a KoHLeBas TBepAOCnIaBHas ¢ nogadert COX ans nonyuncrosoin obpabotku
Sk hrubovaci fréza s chlazenim vsech bfitt

(])]3 *d1 d2hé I L )4 INOX
a1 . HRC
mm mm mm mm no. e, L Stainless Copper
Steel <40

12206 6 6 20 50 4
12208 8 8 22 60 4
12210 10 10 25 70 4

12212 12 12 27 75 4 (wicRo | [Nuova ) [owesss)

CUMET Form HA

12216 16 16 30 85 4 GRAIN NORM s

12220 20 20 40 100 4 \ 7\ /N 4

- Help 192 ( \ [ \ [ )

“d1206ho i =

30° Ry BB |

d1 =020 f7 \ \ J \ y,

4 \ 4 \ '4 \

3

o] (88) (8

\. J ‘ ‘ & J

L ||? " ( @) ( \ ( \

A UNCOATED
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Frese testa piana in metallo duro integrale
Solid carbide flat nose end mill

VHM - Schaftfraser - Fraise carbure a bout plat
dpe3a KoHLeBas TBEPAOCMIABHAsA C MIOCKUM TopLoMm - Sk rohova fréza

INOX

Stainless| | Inconell
Steel

40403057 3 6 010 8 - 57 - 3 150 )

40403057.1 3 6 0.10 4 14 57 28 3 15° I-l-l i+

40404057 4 6 | 010 11 - 57 - 3 15° S

40404057.1 4 6 010 5 16 57 38 3 15° i G ) — e
i MICRO DIN DIN 6535

40405057 5 6 | 015 13 - 57 - 4 15° i CRAN Form a
— NORM| | )

40405057.1 5 6 015 6 18 57 48 4 15° i i L )\ )\ J

40406057 6 6 | 015 13 - 57 - 4 - 0l | =) ( N [ \

40406057.1 6 6 | 015 7 20 57 55 4 - i %/ e HSC

40408063 8 g 015 19 - 63 I VESRGAIA J

40408063.1 8 8 | 015 9 26 63 75 4 - p ., L, .

'ty
40410072 10 10 020 22 - 72 - 4 - | g || deSRed I%
[} [}
40410072.1 10 10 020 M 31 72 92 4 - Lo | JRGIRL |
40412083 12 12 020 26 - 83 - 4 - 'L ) ., L .
)
404120831 12 12 020 13 37 8 112 4 - AR _
40416092 16 16 020 32 - 92 152 4 - N lz2 ) U
— Help 172
*d1=06ho
d1 =016 7 =
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Fresa ad alto avanzamento in metallo duro integrale
Solid carbide High feed end mill

VHM- Fraser fir Hoch Vorschub - Fraise carbure pour Haut avences
dpe3a KoHLeBas TBEPAOCIABHAA A1 06paboTKM C BbICOKUMYM NapameTpammu nogauu
Sk vysokoposuvova fréza

Rty
o —
1 HRC | |ALLOY| | INOX
[ <50 | |STEEL e
Y400P030 3 6 0.05 8 60 4 |3 f b /
Y400P.040 4 6 0.05 11 60 4 |3 !
Y400P.050 5 6 0.05 13 60 4 si > (wicro | (Nuova) (omesss) (£ )
Y400P.060 6 6 0.05 13 560 4 |5 GRAIN ﬁ%’l';;" é"‘:”"l 5o
Y400P.080 8 8 010 19 75 4 | g \ /N /. \ / \ J
[=
Y400P100 10 0 010 22 80 4 |8 L 'm ::; ( Y ( Y (6% )
Y400P120 12 12010 25 100 4 |5 HSC 450 | | &
2 o See
Y400P160 16 16010 0 30 100 4 |3 \ )\ J \ J \ J
Y400P.200 20 20 010 40 100 4 |2 ( ) r*\l\ =) [ \ ( )
> Help 181 I% ™~ @ HYPER
g:ll 52260213 X \ J \ J \ Z 4 ] \\ J
)

Fresa testa torica alto avanzamento in metallo duro integrale
Solid carbide corner radius end mill, High Feed

VHM - Gesenkfraser mit Eckenradius High Feed - Fraise carbure avec rayon d'angle, High Feed
dpe3a KOHLLeBAA TBEPAOCMIABHAS C YFIOBbIM paaunycoM - Sk vysokoposuvovd fréza s rohovym rddiusem

\ \
LI HRC | |ALLoy| [ _INOX
Y400.030.02 3 6 0.2 8 60 4 | i [ <50 ] [STEE'- [Stgg;ss —
Y400.030.05 3 6 0.5 8 60 4 —¥F 7 / /
Y400.040.02 4 6 0.2 11 60 4
Y400.040.05 4 6 0.5 11 60 4 n
Y400.040.1 4 6 1.0 11 60 4 p N/ N, N/ \
Y400.050.02 5 6 0.2 13 ) 4 i micRo | | Nuova | f o ss3s
Y400.050.05 5 6 0.5 13 50 4 GRAIN | | orm | | 573 e
Y400.050.1 5 6 1.0 13 60 4 \ )\ J \ J \ J
Y400.060.03 6 6 0.3 13 60 4 ( \ [ \ [ N o)
Y400.060.05 6 6 0.5 13 60 4 | o HSC | f::f:f
Y400.060.1 6 6 1.0 13 60 4 T N ) Y
Y400.060.15 6 6 15 13 60 4 b 2 7N ah /
Y400.080.03 8 g 0.3 19 75 4 ( ) '/\l\ = \ ( )
Y400.080.05 8 8 05 19 75 4 I% HYPER
Y400.080.1 8 8 1.0 19 75 4 { J ‘A\J (74 ) ( )
Y400.080.15 8 F) 15 19 75 4
Y400.080.2 8 8 2.0 19 75 4 . I
Y400.100.03 10 10 03 22 80 4 | dz | £0.01
Y400.100.05 10 10 0.5 22 80 4 . )
Y400.100.1 10 10 1.0 22 80 4
Y400.100.15 10 10 15 22 80 4
Y400.100.2 10 10 2.0 22 80 4
Y400.100.3 10 10 3.0 22 80 4
Y400.120.05 = 12 12 05 25 100 4
Y400.120.1 12 12 1.0 25 100 4
Y400.12015 = 12 12 15 25 100 4
Y400.120.2 12 12 2.0 25 100 4
Y400.120.3 12 12 3.0 25 100 4
Y400.160.05 16 16 05 30 100 R
Y400.160.1 16 16 1.0 30 100 4 |2
Y400.160.15 16 16 15 30 100 4 |3
Y400.160.2 16 16 20 30 100 4 &
Y400.160.3 16 16 3.0 30 100 4 |z
Y400.160.5 16 16 5.0 30 100 4 | L
Y400.200.1 20 20 1.0 40 100 4 €
Y400.200.15 20 20 15 40 100 4 | g
Y400.200.2 20 20 2.0 40 100 4 15
Y400.200.3 20 20 3.0 40 100 I
Y400.200.5 20 20 5.0 40 100 4 |2
- Help 181

“d1=<06h9
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Fresa a divisione irregolare antivibrante in metallo duro integrale
Solid carbide unequal division anti-vibration end mill

VHM-Ungleiche Drallwinkel Fraser - Fraise carbure avec division irreqular
®pe3a KOHLLeBAs TBEPAOCMIABHASA C NEPEMEHHbBIM YT/TIOM HaK/IOHA BUHTOBOW KaHABKM
Sk fréza s nerovnomérnym thlem Sroubovice

- PELETRN
CODE *d1 | d2h6 CH I L 1 e \
mm mm mm mm mm no. ] gy HRC ALLOY |NOX
_ Stainless TI-Alloy
<50 | | STEEL ainle
400V.030 3 6 005 8 60 4 )
400V.040 4 6 005 M 60 4 ¥
400V.050 5 6 005 13 60 4 | . N [ \ Y (50
400V.060 6 6 005 13 60 4 P | (R
400V.080 8 8 010 20 75 4 (M) (Norm ) (B |\ 45°)
400V.100 10 10 010 22 80 4 ) .y - N —
400V.120 12 12 010 25 100 4 I Gy
: : EI%s| [HSC ase | | ey
400V.160 16 16 010 30 | 100 4 CEpRN J L JRCYYS
400V.200 20 20 010 40 100 4 ) .
4 H_’W 4 \ ( \
= Help 181 Ap
+ - —h GOI.D
31 §Q6?9 / \ UNEQUAL \. J \ J . 14 J \ _J
1=02017 DIVISION - o
S

Fresa testa torica a divisione irregolare antivibrante in metallo duro integrale
Solid carbide anti-vibration corner radius end mill unequal division

VHM-Ungleiche Drallwinkel Fraser - Fraise carbure rayon dangle avec division irreqular
®dpe3a KoHLLeBas TBEPAOCMIABHASA C MePEeMeHHbIM YI/IOM HAK/IOHA BUHTOBOW KaHABKM
Sk fréza s rohovym radiusem a nerovnomérnym thlem Sroubovice

CODE “d1 | d2h6 | rp | I L 1 » Nox

mm | mm | mm mm mm | no. Ly m [HRC] [A'—'—OY] [Stain|ess] TI-Allo

| ‘,.-' <50 STEEL e Yy
Y400V.030.02 3 6 02 8 60 4 LA
Y400V.030.05 3 6 05 8 60 4 [
Y400V.040.02 4 6 02 11 60 4 &
Y400V.040.05 4 6 05 11 60 4
Y400V.040.1 4 6 1.0 11 60 4 r N [ r r Y
Y400V.050.02 5 6 02 13 60 4 3 i 25,‘::.? Dl?,m"iiﬂ %}
Y400V.050.05 5 6 05 13 60 4 § ) (Norm ] | JRU 259
Y400V.050.1 5 6 1.0 13 60 4 ) » - . .
Y400V.060.03 6 6 03 13 60 4 | YD
YA00V.060.05 6 6 05 13 60 4 L L ITING OO | bty
Y400V.060.1 6 6 1.0 13 60 4 C ) 1P ) (sdes
Y400V.060.15 6 6 15 13 60 4 y Y ¢ _y N, §
Y400V.080.03 8 8 03 20 75 4 A
Y400V.080.05 8 8 05 20 75 4 ™ -z GOLD
Y400V.080.1 8 8 10 20 75 4 \ )\ )\ )\ J
Y400V.080.15 8 8 15 20 75 4 | i 5 —
Y400V.080.2 8 8 20 20 75 4 a2 001
Y400V.100.03 10 10 03 22 80 4 s S
Y400V.100.05 10 10 05 22 80 4 —
Y400V.100.1 10 10 10 22 80 4
Y400V.100.15 10 10 15 22 80 4
Y400V.100.2 10 10 20 22 80 4
Y400V.100.3 10 10 30 22 80 4
YA0OV.120.05 12 12 05 25 100 4
Y400V.120.1 12 12 10 25 | 100 4
YA00V.120.15 12 12 15 25 100 4
Y400V.120.2 12 12 20 25 100 4
Y400V.120.3 12 12 30 25 100 4
YA00V.160.05 16 16 05 30 | 100 4
Y400V.160.1 16 16 1.0 30 | 100 4
Y400V.160.15 16 16 15 30 | 100 4
Y400V.160.2 16 16 20 30 100 4
Y400V.160.3 16 16 30 30 100 4
Y400V.160.5 16 16 50 30 100 4
Y400V.200.1 20 20 1.0 40 100 4
YA00V200.15 20 20 15 40 | 100 4
Y400V.200.2 200 20 20 40 100 4
Y400V.200.3 200 20 30 40 100 4
Y400V.200.5 200 20 50 40 | 100 4
— Help 181
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Fresa a Divisione Irregolare-Elica Variabile in metallo duro integrale
Solid carbide end mill, unequal division - Variable Helix

VHM-Torusfraser Ungleiche Drallwinkel-Ungleike Teilung - Fraise end carbur avec rayon d'angle, Irréguliere Division-Hélice Variable
®dpesa KoHL,EeBas TBePAOCMIABHASA C YI/IOBbIM PAZLMYCOM C MEPEMEHHbIM YITOM HaK/IOHA BUHTOBOMN KaHABKM
Sk fréza s rohovym radiusem a nerovnomérnym Ghlem Sroubovice - Variabilni helix

CODE *d1 d2 CH I 12 L d3 1
mm | mm mm  mm mm | mm | mm no. HRC | F conell] |ALLOY SIN?X
<55 STEEL | |Staness) | Ti-Alloy
0.1x45° 9 12 57 2.8

4005V.030 3 6 4
4005V.040 4 6 | 0.1x45° 11 16 57 38 | 4

4005V.050 5 6 | 01x45° 15 | 20 57 48 4 L

4005V.060 6 6 03x45° 13 23 57 58 4 - — — ——
4005V.080 8 8 0.3x45° 22 29 63 7.8 4 TR MICRO 233:’; DIRiS>3S

4005V.100 10 10 03x45° 25 34 70 98 4 _ [ ORAIN || Norm | | S
4005V.120 12 12 03x45° 27 42 83 118 4 m ) . L .
400SV.140 14 14 0.3x45° 30 45 83 138 4 l %} & Flos vﬁ%‘ryx
4005V.160 16 16 03x45° 34 49 92 158 4 v ¢l oo TION

4005V.200 20 20 03x45° 40 55 104 19.8 4 | \ 7\ /N /

— Help 182

| ot
< 45° b‘u‘n‘u‘b %
d1=06h9 7 N L sbie
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Fresa testa torica antivibrante ad alto avanzamento in metallo duro integrale
Solid carbide anti-vibrating corner radius end mill, High Feed

VHM - Gesenkfraser mit Eckenradius High Feed - Fraise carbure avec rayon d'angle, High Feed
dpe3a KoHLeBas TBepAOCNIaBHAs C YIIOBbIM PaANyCcoM
Sk rychloposuvova fréza s rohovym radiusem

CODE “d1 |d2h6| p | I 2 | 1L e ) [aiov) [eamaon
mm | mm | mm | mm  _mm | mm THAlloy | [ 70 | | sTEEL| | STEEL

Y400R.040 4 6 1 8 12 75 395 4
Y400R.050 5 6 12 10 15 75 - 4
Y400R.060 6 6 15 12 - 100 - 4 o
Y400R.060.1 6 6 15 9 30 75 585 4 |-' '-| / 505 (oo (omesns)
Y400R.080 8 8 2 16 - 100 - 4 ¢ % MICRO | | cumez | | romm
YA00R.080.1 8 8 2 12 40 100 78 4 ! (GRAIN ) ( NoRW | 8L_J)
Y400R.100 0 10 2 20 - 100 - 4 | =) ( \ (e
Y400R.100.1 = 10 10 2 15 50 100 975 4 Ex %/ Elos
. _ =, — | 0| | o HHC
Y400R.120 12 12 2 24 100 4 B . ) L ) )
Y400R.1201 12 12 2 18 50 100 1175 4 A p N ) ( \
- Help 178-179-180 = D N ?‘f
“d1<06h9 L) (el
d1 = 612 f7 ..l. 4 /\(_)‘ { \ { \
jj\ GOLD
\ J \ z 4 J \ J
)
P
* +0.01
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Fresa testa torica a Divisione Irregolare-Elica Variabile in metallo duro integrale
Solid carbide corner radius end mill, unequal division - Variable Helix

VHM-Torusfréser Ungleiche Drallwinkel-Ungleike Teilung - Fraise end carbur avec rayon dangle, Irréguliere Division-Hélice Variable
®dpesa KoHLeBas TBepAOCMIaBHAs C Yr/IOBbIM PALMYCOM C MEePEMEHHbIM YITIOM HAK/IOHA BUHTOBOMN KaHABKM

Sk fréza s rohovym radiusem a nerovnomérnym Ghlem Sroubovice - Variabilni helix
l l l l INOX m
HRC ALLOY .
<55 Inconell STEEL Stgg:lss TI-Alloy

CODE *d1 d2hé p I L
mm @ mm | mm | mm = mm

N

=)
e

500RV03.050R03 3 6 03 10 50 4
500RV03.050R05 3 6 05 10 50 4
500RV04.050R05 4 6 05 12 50 4 L1,
500RV05.050R05 5 6 05 14 50 4 ¥ s (TR (o)
500RV06.050R05 6 6 0.5 20 50 4 , I GRAIN CUMET Form HA
500RV06.100R05 6 6 05 40 100 4 ! L ) (Norm | (8L}
500RV06.050R1 6 6 1 20 50 4 i =3 [ Y ()
500RV06.075R1 6 6 120 75 4 %/g Elws| [ iNah
500RV06.075R15 6 6 15 20 75 4 * g (oo ) | TION
500RV08.060R05 8 8 05 22 60 4 ) - L .
500RV08.100R05 8 8 05 40 100 4 L Sl I%
500RV08.060R 8 8 1 22 60 4 L B RN
500RV08.100R1 8 8 1 22 100 4 . /N /N g
500RV08.100R15 8 8 1.5 22 100 4 '/\l\m‘ ( ) ( )
500RV08.100R2 8 8 2 22 100 4 ™~ L GOLD
500RV08.100R25 8 8 25 22 100 4 \ J \ J \ J
500RV10.070R05 10 10 05 25 70 4 —
500RV10.100R05 10 10 05 45 100 4 oot
500RV10.070R1 10 10 1 25 70 4 |
500RV10.100R1 10 10 1 25 100 4
500RV10.100R15 10 10 15 25 100 4 [~
500RV10.100R2 10 10 2 25 100 4
500RV10.100R25 10 10 25 25 100 4
500RV10.100R3 10 10 3 25 100 4
500RV12.075R05 12 12 05 27 75 4
500RV12.100R05 12 12 05 45 100 4
500RV12.075R1 12 12 1 27 75 4
500RV12.100R1 12 12 1 27 100 4
500RV12.100R15 12 12 15 27 100 4
500RV12.100R2 12 12 2 27 100 4
500RV12.100R25 12 12 25 27 100 4
500RV12.100R3 12 12 3 27 100 4
500RV14.085R05 14 14 05 30 85 4
500RV14.100R05 14 14 05 45 100 4
500RV16.085R05 16 16 05 30 85 4
500RV16.100R05 16 16 05 45 100 4
500RV16.150R05 16 16 05 65 150 4
500RV16.085R1 16 16 1 30 85 4
500RV16.100R1 16 16 1 30 100 4
500RV16.100R15 16 16 15 30 100 4
500RV16.100R2 16 16 2 30 100 4
500RV16.100R3 16 16 3 30 100 4
500RV16.100R5 16 16 5 30 100 4
500RV20.100R05 20 20 05 40 100 4
500RV20.150R05 20 20 05 65 150 4
500RV20.100R1 20 20 1 40 100 4
500RV20.100R15 20 20 15 40 100 4
500RV20.100R2 20 20 2 40 100 4
500RV20.100R3 20 20 3 40 100 4
500RV20.100R5 20 20 5 40 100 4
— Help 182-183
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Fresa testa torica in metallo duro integrale
Solid carbide corner radius end mill

VHM - Stirn Radiusfraser - Fraise carbure avec rayon d’angle
dpe3a KOHLUeBasA TBepPAOCNaBHAsA C YINIOBbIM paaunycoM - Sk fréza s rohovym radiusem

INOX
o Stainless
Y401.060.05 6 6 05 13 57 4 Steel
Y401.060.1 6 6 1 13 57 4
Y401.080.05 8 8 05 19 63 4
Y401.080.1 8 8 1 19 63 4
Y401.100.05 10 10 05 22 72 4 p N — \
Y401.100.1 10 10 1 2 7 4 MicRo | [ DIN | fomsess
¥401.100.15 10 10 15 2 7 4 [ ORAIN'|INORM) | s
Y401.120.05 12 12 05 26 83 4 — .
Y401.120.1 12 12 1 26 83 4 %} e HHC
Y401.120.15 12 12 15 26 83 4 s oo | d
Y401.160.05 16 16 05 32 92 4
( Y (aea) [ )
Y401.160.1 16 16 1 32 92 4 L ?A‘ff‘ﬁ‘f I%
Y401.160.15 6 16 15 32 92 4 O BEEIR J
Y401.200.05 20 20 05 40 100 4
Y401.200.1 20 20 1 40 100 4 (A=) (&R ) 'GOLD’
Y401.200.15 20 20 15 40 100 4
> Help 172-173 ‘h‘ 14 L g
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Fresa testa torica a Divisione Irregolare-Elica Variabile in metallo duro integrale
Solid carbide corner radius end mill, unequal division - Variable Helix

VHM-Torusfraser Ungleiche Drallwinkel-Ungleike Teilung - Fraise end carbur avec rayon d'angle, Irréguliere Division-Hélice Variable
®dpesa KoHL,eBas TBePAOCMIABHASA C YI/IOBbIM PAZMYCOM C MEPEMEHHbIM YITOM HAK/IOHA BUHTOBOMN KaHABKM
Sk fréza s rohovym radiusem a nerovnomérnym Ghlem Sroubovice - Variabilni helix

INOX

HRC

Inconell <55

Tl-Alloy | | Stainless
Steel

5005V.060 6 6 01x45° 13 23 57 58 5

5005V.060R05 6 6 05 13 23 57 58 5

5005V.060R1 6 6 1 3 23 57 58 5 X -

5005V.080 8 8 o02xd5° 22 32 63 15 5 |-“ TN

5005V.080R05 8 8 05 22 32 6 15 5 P, —_— — ——
5005V.080R 8 8 1 2 32 e 15 5 I 1 micRo | | Nuova | 1o s
5005V.080R2 8 8 2 2 32 63 15 5 " | CRAN | | Norm | | 8
5005V.100 10 10 02xd5° 25 35 72 95 5 i -
500SV.100R05 10 10 0,5 25 35 72 9.5 5 i = %} 5| [F)ee Al
5005V.100R1 10 10 1 25 35 72 95 5 2. il g |se ) | mon
5005V.100R2 10 10 2 25 35 72 95 5 = e —
5005V.120 12 12 03xds° 27 42 83 115 5 | { L @ I%
5005V.120R05 12 12 05 27 42 8 115 5 . 7 (\&] (L5
5005V.120R1 12 2 1 27 42 8 115 5

5005V.120R2 12 2 2 27 42 8 115 5 (A~ (D) 'GOLD’
5005V.160 16 16 03xd5° 32 47 92 155 5 N7

5005V.160R1 16 16 1 32 47 92 155 5 > /== g
5005V.160R2 16 16 2 32 47 92 155 5

5005V, 160R3 16 16 3 32 47 92 155 5

5005V.200 20 20 03x45° 40 55 104 195 5

5005V.200R1 20 20 1 0 55 104 195 5

5005V.160R2 20 20 2 0 55 104 195 5

5005V.160R3 20 20 3 0 55 104 195 5

5005V.160R4 20 20 4 0 55 104 195 5

— 182

“d1=06h9

d1 =020 {7
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Fresa testa torica per lavorazione pale in metallo duro integrale

Solid carbide corner radius end mill for turbine blades

~
VHM - Fraser mit eckenradius fur Turbinenschaufeln - Fraise carbure avec rayon d'angle pour aubes de turbine -_— : f
Sk vysoce vykonnd fréza s rohovym radiusem .

CODE “d1 | d2h6 rp 1 12 L d3 1 i INOX
mm mm mm  mm  mm mm | mm no. di i inconelll |staimess| | FRC
!-. Steel <52
¥507.030.03 3 6 03 8 12 75 2.9 4 - S—
¥507.030.05 3 6 05 8 12 75 2.9 4 T
Y507.040.03 4 6 03 10 15 75 39 4 03
Y507.040.05 4 6 05 10 15 75 3.9 4 l | ) L L, .
¥507.050.03 5 6 03 12 18 75 4.9 4 1 MSIEEO Muoigl) (D
Y¥507.050.05 5 6 05 12 18 75 4.9 4 h e | I Norm | | ST
¥507.060.05 = 6 6 05 13 21 75 59 6 = — | \ /N /N /
Y507.060.1 6 6 1.0 13 21 75 5.9 6 ' r \ [ \ [ )
Y507.060.1.5 6 6 15 13 21 75 5.9 6 | - %} > ”acc
Y507.080.05 8 8 0.5 20 28 100 7.8 6 \& 4>°) | ‘3‘1 \ b,
Y¥507.080.1 8 8 1.0 20 28 100 7.8 6 ) - L, .
Y507.080.15 8 8 15 20 28 100 7.8 6 D b
Y507.080.2 8 8 2.0 20 28 100 7.8 6 | [
L ) |sbsd ) )
Y507.080.25 8 8 25 20 28 100 7.8 6
¥507.100.05 10 10 05 22 35 100 9.8 8 N ( \ [ \
Y¥507.100.1 10 10 1.0 22 35 100 9.8 8 N GOLD
¥507.100.15 10 0 15 22 35 100 9.8 8 L . ) L ) 14 )
¥507.1002 10 10 20 22 35 100 98 8 |59 0405
Y507.120.05 12 12 05 25 40 100 117 8 ' ! '@‘ '@‘ '@‘
Y¥507.120.1 12 12 1.0 25 40 100 117 8
Y507.120.15 12 12 15 25 40 100 117 8 16 ) (18 ) \110)
Y¥507.120.2 12 12 20 25 40 100 117 8 06-08  010-012 016-025
Y¥507.120.3 12 12 3.0 25 40 100 117 8 -
Y507.160.05 16 16 05 30 45 100 | 157 10 £0.01
Y¥507.160.1 16 16 1.0 30 45 100 157 10 S
Y507.160.15 16 16 15 30 45 100 157 10
Y507.160.2 16 16 2.0 30 45 100 | 157 10
Y¥507.160.3 16 16 3.0 30 45 100 157 10
Y507.160.5 16 16 5.0 30 45 100 157 10
Y507.200.05 20 20 05 40 50 100 197 10
Y¥507.200.1 20 200 1.0 40 50 100 197 10
¥507.200.15 20 20 15 40 50 100 197 10
Y¥507.200.2 20 20 20 40 50 100 197 10
Y¥507.200.3 20 20 3.0 40 50 100 197 10
Y¥507.200.5 20 20 5.0 40 50 100 197 10
Y¥507.250.1 25 25 1 40 50 100 248 10
Y507.250.15 25 25 15 40 50 100 248 10
Y¥507.250.2 25 25 2 40 50 100 248 10
Y507.250.3 25 25 3 40 50 100 248 10
Y¥507.250.5 25 25 5 40 50 100 248 10
- Help 173-185
*d1<06h9
d1= 02517

51



Fresa per kevlar in metallo duro integrale
Solid carbide kevlar end mill

VHM - Fraser fr Kevlar - Fraise carbure pour kevlar
dpe3a KoHLeBas TBepAOCMIaBHas Ans keenapa - Sk fréza pro obrébéni kevlaru

d1h10 | d2h6 I Ll
mm mm mm | KEVLAR
S
60

200K.050 2 |
200K.060 6.0 6.0 25 75 2
200K.063 6.35  6.35 25 75 2 b
200K.080 8.0 8.0 25 75 2 'MICRO‘ ((Nuova ) 'D:NG?;;S‘
CUMET orm
200K.100 10.0 10.0 25 75 2 GRAIN NORM 1
200K.120 12.0 12.0 25 75 2 . /N /N 4
L] 4 ‘\ \ ( 3\ ( )
Ve =250~450m,/min ¢ %/ . m 2| [ HSC
Fz =0.4~2.0mm \ J \ J \ J
{ \ 4 \ 4 \
s
o) () (10
\ J \ ¢ J \ J
'/\I\ (+)V 4 \ 4 d‘l \
UNCOATED -0
P, =
| u—hj \ J \ 0.1 J

Fresa a forare e fresare per kevlar in metallo duro integrale
Solid carbide end mill-drill for kevlar

VHM - Fraser - Bohren fur Kevlar - Fraise carbure a forer pour kevlar
Ceepno-dpe3sa ans kernapa - Sk fréza pro obbrabéni kevlaru s moznosti vrtani

i
i ] KEVLAR
4.7 2.0 20 60

200KF.047 4.7 2 iy 4
200KF.050 5.0 5.0 2.0 20 60 2 b
200KF.060 6.0 6.0 2.0 25 75 2
200KF.063 635 635 2.0 25 75 2 | er(Ro‘ (oova) (omeans)
200KF.080 8.0 8.0 2.0 25 75 2 GRAIN | | cumer | | Fomi
NORM o]
200KF.100 10,0 100 25 25 75 2 . ) ) \ )
4 \ \ 4 \
L D mt>
HSC
0° <
\ J \ J \ J
4 \ 4 \ { \
% [0 A“‘ gi
\ J \ ‘ J \ $J
f/\l\“’)W 4 \ 4 \
UNCOATED
' N Lz ) U
"E"- M\
d1
-0
-0.1
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Punta per kevlar in metallo duro integrale
Solid carbide kevlar drill

VHM - Spiralbohrer fiir Kevlar - Foret carbure pour kevlar
Ceeprio cnvpasibHOe TBEPAOCTIABHOE ANs KeBnapa - Sk vrtdk pro vrtani kevlaru

2.4 14

KEVLAR

170.024 2.4 45 2

170.027 2.7 2.7 16 45 2

170.030 3.0 3.0 16 45 2

170.031 3.1 3.1 18 49 2 (L

170.0317 317 3.17 18 49 2

170.032 3.2 3.2 18 49 2 i

170.035 3.5 35 20 53 2

170.036 3.6 3.6 20 53 2

170.037 3.7 3.7 20 53 2

170.038 3.8 3.8 22 53 2 '

170.040 4.0 4.0 22 53 2

170.041 4.1 4.1 22 53 2

170.044 4.4 4.4 24 58 2 L

170.045 4.5 45 24 58 2

170.0476 476 476 24 58 2

170.048 4.8 4.8 26 60 2

170.050 5.0 5.0 26 60 2

170.055 5.5 5.5 28 66 2

170.0555  5.55  5.55 28 66 2

170.056 5.6 5.6 28 66 2 = %

170.060 6.0 6.0 28 66 2

170.061 6.1 6.1 31 70 2

170.062 6.2 6.2 31 70 2

170.0635  6.35  6.35 31 70 2 ) . . .

170.065 6.5 6.5 31 70 2 micro | [ Nuova | - fom es3s

170.070 7.0 7.0 34 74 2 ‘GRAINJ NORM | | &)

170.0793  7.93  7.93 37 79 2

170.080 80 80 37 79 2 ( ) 'm‘ f )

170.085 8.5 8.5 37 79 2 %200 o HSC

170.090 9.0 9.0 40 84 2 . i /N /

170.0952 | 9.52 952 40 84 2 (11 1) (osars) [ )

170100 10.0 100 43 89 2 m s :E:

170.120 120 120 51 100 2 b ) 2\ /
{ (+)‘ { \ { \

Ve = 120~160m/min AR UNCOATED

Fz = 0.04~0.16mm ‘—hj L2 ) | )

Il metallo duro integrale utilizzato in questa sezione ha un basso contenuto di cobalto e alta resistenza all'abrasione.

The solid carbide used for this section has a low percentage of cobalt content with high resistance to the abrasion.
Das Carbid in diesem Abschnitt verwendet wird, hat einen niedrigen Gehalt an Kobalt und mit hoher Abriebfestigkeit.

Le carbure utilisé est au moins cobalt contenu a haute résistance a I'abrasion.

Teepablit cnias ¢ He6ObLWUM coaepkaHmem KobanbTa AJjis BbICOKON PE3UCTEHHOCTM K abpasnBHLIM MaTepuanam.

Pevny karbid v této sekci md nizké procento kobaltu s vysokou odolnosti proti odéru.
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Chiedete a un selvaggio che cosa fa muovereil vostro orologio, vi rispondera:
"Uno spirito". Chiedete ai nostri savi che cosa fa muovere |'universo,
vi risponderanno: "Uno spirito".

Ask a savage how your clock moveshe answers: "One spirit".
Ask our elders what propels the universe,
they will answer: "One spirit".

Paul-Henri Thiry d"Holbach

Testo non originale; la traduzione é arbitraria
No-Original text; the translation is arbitrary



Frese per grafite

End mills for graphite

Fraser fir Nichtmetallische Werkstoffe
Outils pour les matériaux non métalliques
dpe3a KoHUeBas AN HEMETAN/INYEeCKMX MaTepnasnos
Fréza pro nezelezné materidly
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Fresa a sgrossare testa piana in metallo duro integrale rivestita in diamante

Solid carbide flat nose roughing end mill diamond coated

VHM - Schaft Schruppfrdser, Diamant Beschichtet - Fraise carbure a degrossir a bout plat, revetement en diamant
dpe3a KoHLLeBasA TBepAOCINIaBHaA NIOCKMIA Topel, A8 YepHOBOM 06paboTKM C aIMa3HbIM NMOKPLITUEM
Sk hrubovaci fréza s diamantovym povlakem

Code d1 dzhe CH 1\ L L =" (wicro | [Nuova ] (omesss) [£1) 5)
mm mm mm mm mm Graphyte i cumet Form HA &
! GRAIN g
* |\ J kNORM J EI \ a
5040G.030 3 3 0.2 12 40 T
5040G.040 4 4 0.2 16 50 f \NR A
" e o
50406.060 6 6 0.2 19 50 I%]g HSC L s ||
50406G.060.1 6 6 0.2 40 100 ' A \ / A g
50406.080 8 8 0.2 25 60 \ T ( )
/\ DIAMOND
50406.080.1 8 8 0.2 40 100 L -
5040G.100 10 10 0.2 25 70 — ( ) (L2 )
5040G.100.1 10 10 0.2 40 100 =
50406G.120 12 12 0.2 25 75 -0
50406.120.1 12 12 0.2 40 100 -y
— Help 185

+ _ T
( \ UNEQUAL a3
i

DIVISION

NS\

Fresa a sgrossare testa torica in metallo duro integrale rivestita in diamante

Solid carbide corner radius roughing end mill diamond coated

VHM - Torus Schruppfraser, Diamant Beschichtet - Fraise carbure a degrossir avec rayon d'angle, revetement en diamant
®dpe3a KOHLEeBas TBePLOCM/IaBHAsA C YI/I0BbIM PAANYCOM C 2JIMA3HbIM MOKPbITUEM
Sk hrubovaci fréza s rohovym rédiusem a diamantovym povlakem

Code d1 d2hé p I L L P s fe— [DIN 6535] (R 2)
mm mm mm mm mm Graphyte * GRAIN CUMET Form HA %} =
 EERE NORM I | =a
¥5040.060.05 6 6 05 20 50 \ / \ J —2/
¥5040.060.05L 6 6 05 32 75 i 'F_,]l»‘ ( ) (s
¥5040.080.05 8 8 0.5 25 60 T HSC [rL] e
¥5040.080.05L 8 8 0.5 40 100 { \ J \ ) & \ J
Y5040.100.05 10 10 0.5 25 70 7 () ( f\"” ( )
Y5040.100.05L 10 10 0.5 40 100 : % j,\ [ @ D'A”QOND
¥5040.120.05 12 12 05 25 75 — \ ) 12 ) \ J
¥5040.120.05L 12 12 0.5 40 100 )
. . —> Help 185 -0
f \ UNEQUAL &J

DIVISION

IS\

dz

ao
\ BO
Fresa a sgrossare testa raggiata in metallo duro integrale rivestita in diamante

Solid carbide ball nose roughing end mill diamond coated

VHM - Radius Schruppfrdser, Diamant Beschichtet - Fraise carbure a degrossir hémisphérique, revetement en diamant
dpe3a KOHLeBasA TBEPAOCMIABHAA PAaAMyCHas A1 YePHOBOW 06paboTKM C aIMa3HbIM MOKPLITUEM
Sk kulova hrubovaci fréza s diamantovym povlakem

Li
COde d1 d2h6 I1 L i = er(:RO‘ 'Nuova‘ DIN 6535 (e ‘\ 5‘
mm mm mm mm Graphyte cUmET Form HA 5
¥ GRAIN') | Rorm | | 8T &
5040R.060 6 6 20 50 . /N 4 \ =
5040R.060.1 6 6 32 75 i f \ ) (" o%aats )
- > :
5040R.080 8 8 25 60 %IQ HSC U oo
5040R.080.1 8 8 40 75 - \ )\ J \ J
5040R.100 10 10 25 70 | ( ) ( /\1—)’ ( )
5040R.100.1 10 10 40 100 F j,\ @ DIAﬂéOND
5040R.120 12 12 25 75 \ ) 12 \ y
5040R.120.1 12 12 40 100 "
— Help 185 -0
+ : -0.1
N / \ o I
DIVISION |
a° Fa
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Fresa a semi-finire testa piana rivestita in diamante in metallo duro integrale
Solid carbide flat nose semi-finishing diamond coated end mill

VHM - Schaft Vorschlichtenfraser, Diamant Beschichtet - Fraise carbure semi-finition a bout plat, avec revetement en diamont
®pe3sa KoHLEeBas TBEPAOCNIaBHAs MIOCKMI Topew, AJ1s MOy4MCTOBON 06paboTKM C a/IMa3HbIM MOKPbITUEM
Sk polodokoncovaci fréza s diamantovym povlakem

Code d1 d2hé CH I 12 L d3 o,
mm mm mm mm mm mm  mm g I_._i 5 —_ Graphyte
6010D.030 3 0.2 12 50 - ! e

3 - "
6010D.040 4 4 02 16 - 50 !
6010D.060 6 6 02 | 19 - 50 - It
60100.060.1 6 6 0.2 19 45 100 5.7 1 : (wicro | [Muova ) 'ngis‘
6010D.080 8 8 02 | 25 - 60 - GRAIN | | Sumer | |
6010D.080.1 8 8 0.2 25 55 100 717 0, J i . /N /N /
6010D.100 10 10 02 25 - 70 - = r Y \ [ )
6010D.100.1 10 10 02 25 60 100 9.7 %) Flo HSC
6010D.120 12 12 02 25 - 75 - ] 22 (¥8) )
60100.120.1 12 12 02 30 60 100 117 . Y (o) ( \
— Help 185 @ % %
\ J \ ‘ J \ J
{ (+)‘ { \ { \
/\I\ DIAMOND
|\ —h J \ l 2 J \ G J
I. a7 I )
o 1
-0
0.1

Fresa a semi-finire testa raggiata rivestita in diamante in metallo duro integrale
Solid carbide ball nose semi-finishing diamond coated end mill

VHM - Radius Vorschlichtenfraser, Diamant Beschichtet - Fraise carbure semi-finition a bout hémisphérique, revetement en diamont
®pe3a KOHLEeBas TBEPAOCNIABHAA paauyCHas AJjs NONYyYnCTOBON 06paboTKM C afIMa3HbIM MOKPLITUEM
Sk kulova polodokoncovaci fréza s diamantovym povilakem

Code d1 d2hé I 12 L d3 4
mm mm mm mm mm mm .- Graphyte
12 - 50

6010RD.030 3 3 -
6010RD.040 4 4 16 - 50 -
6010RD.060 6 6 19 - 50 -
6010RD.060.1 6 6 19 45 100 5.7 i r N 7 N [ \
& MICRO Nuova DIN 6535
6010RD.080 8 8 25 - 60 - RO | | cumer [ | romee
6010RD.080.1 8 8 25 55 100 7.7 g L ) (Norm | (L)
6010RD.100 10 10 25 - 70 - = ) )
6010RD.100.1 10 0 25 60 100 9.7 3 %/ El| [ Hsc
6010RD.120 12 12 25 - 75 - (Z22») (9] | )
6010RD.120.1 12 12 30 60 100 117  —— —
- Help 185 % %
\ J \ ‘ J
V/V\ “’)W \ 4 \
N [ 14 16
|t @306 08-012
o d1
DIAMOND -0
5 -0.1
——/
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Microfresa testa torica in metallo duro integrale gambo @ 3 mm
Solid carbide miniature corner radius end mill, shank @ 3 mm

VHM - Mini Schaftfraser mit Eckenradius, Schaft @ 3 mm - Microfraise carbure avec rayon d'angle, queue @ 3 mm

MuHu-chpe3a KoHLLeBas TBePAOCMIaBHAA 3 C YI/I0BbIM PaZiyCOM, XBOCTOBMK @ 3 mm

Sk miniaturni fréza s rohovym rddiusem se stopkou @ 3 mm

Code d1 d2hé p I 12 L d3 1
mm mm mm mm mm mm mm no.
200GD.004 0.4 3 - 0.6 - 50 - 2
200GDL.004 0.4 3 - 0.6 1.5 50 0.35 2
200GD.005 0.5 3 0.05 0.7 2.5 50 0.45 2
200GDL.005 0.5 3 0.05 0.7 4.0 50 0.45 2
200GDXL.005 0.5 3 0.05 0.7 7.5 50 0.45 2
200GD.006 0.6 3 0.05 0.9 5.0 50 0.55 2
200GDL.006 0.6 3 0.05 0.9 9.0 50 0.55 2
200GD.008 0.8 3 0.05 1.2 4.0 50 0.75 2
200GDL.008 0.8 3 0.05 1.2 7.0 50 0.75 2
200GDXL.008 0.8 3 0.05 1.2 12.0 50 0.75 2
200GD.010 1.0 3 0.10 1.5 5.0 50 0.95 2
200GDL.010 1.0 3 0.10 1.5 8.5 50 0.95 2
200GD.012 1.2 3 0.10 1.8 7.5 50 1.15 2
200GDL.012 1.2 3 0.10 1.8 12.0 50 1.15 2
200GD.015 15 3 0.15 2.2 7.5 50 1.45 2
200GDL.015 15 3 0.15 2.2 12.0 50 1.45 2
200GD.020 2.0 3 0.15 2.2 10.0 50 1.95 2
200GDL.020 2.0 3 0.15 2.2 16.0 50 1.95 2
200GD.025 2.5 3 0.15 3.5 - 50 - 2
200GDL.025 2.5 3 0.15 3.5 15.0 50 2.45 2
— Help 186

Microfresa testa sferica 3D in metallo duro integrale gambo @ 3 mm
Solid carbide miniature ball nose end mill, shank @ 3 mm

VHM - 3D Mini Radiusfraser, Schaft @ 3 mm - Microfraise carbure mini 3D hémisphérique, queue @ 3 mm

o 2 |.._

MuHu-pe3a KoHLeBas TBepAoCIaBHas nonaychepuyeckas 30, XBOCTOBUK @ 3 mm

Sk miniaturni kulova fréza se stopkou @ 3 mm

CODE d1 d2h6 I 12 L d3 1

mm mm mm mm mm mm no.
200GRD.004 0.4 3 0.4 - 50 - 2
200GRDL.004 0.4 3 0.4 1.5 50 0.35 2
200GRD.005 0.5 3 0.5 2.5 50 0.45 2
200GRDL.005 0.5 3 0.5 4.0 50 0.45 2
200GRDXL.005 0.5 3 0.5 7.5 50 0.45 2
200GRD.006 0.6 3 0.6 5.0 50 0.55 2
200GRDL.006 0.6 3 0.6 9.0 50 0.55 2
200GRD.008 0.8 3 0.8 4.0 50 0.75 2
200GRDL.008 0.8 3 0.8 7.0 50 0.75 2
200GRDXL.008 0.8 3 0.8 12.0 50 0.75 2
200GRD.010 1.0 3 1.0 8.5 50 0.95 2
200GRDL.010 1.0 3 1.0 15.0 50 0.95 2
200GRD.012 1.2 3 1.2 6.0 50 1.15 2
200GRDL.012 1.2 3 1.2 10.0 50 1.15 2
200GRD.015 1.5 3 1.5 12.0 50 1.45 2
200GRDL.015 1.5 3 1.5 20.0 50 1.45 2
200GRD.020 2.0 3 2.0 10.0 50 1.95 2
200GRDL.020 2.0 3 2.0 16.0 50 1.95 2
200GRD.025 2.5 3 2.5 15.0 50 2.45 2

— Help 186
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Microfresa testa torica in metallo duro integrale gambo @ 4 mm 4
Solid carbide miniature corner radius end mill, shank @ 4 mm

VHM - Mini Schaftfraser mit Eckenradius, Schaft @ 4 mm - Microfraise carbure avec rayon dangle, queue @ 4 mm
MwuHu-tbpe3a KoHLLeBas TBEPAOCMIABHASA 3 C YI/IOBbIM PAZNYCOM, XBOCTOBUK @ 4 mm
Sk miniaturni fréza s rohovym radiusem se stopkou @ 4 mm

CODE d1 d2hé 1p 1] 12 L d3 1 a1
mm mm mm mm mm mm mm no. -l h’i
204GD.004 0.4 4 0.05 0.6 25 50 037 2 i "
204GD.004.1 0.4 4 0.05 0.6 5 50 | 037 2 [
204GD.005 0.5 4 005 0.8 - 50 - 2
204GD.005.1 0.5 4 0.05 0.8 35 50 | 0.45 2 = & (o) (Nuova) (omes )
204GD.005.2 0.5 4 0.05 0.8 5 50 | 0.45 2 = GRAIN | | cumer| | romea
NoRM | | 8T
204GD.005.3 0.5 4 0.05 0.8 7 50 | 0.45 2 \ ) \ ) \ )
204GD.005.4 0.5 4 0.05 0.8 10 50 | 0.45 2 r \ [ \ [ \
204GD.006 0.6 4 0.05 0.9 3.5 50 0.55 2 e %) mE:’ HSC
204GD.006.1 0.6 4 005 09 7 50 | 0.55 2 VESRGEIEN )
204GD.008 0.8 4 005 12 5 50 | 0.75 2 L L - N\ N\ [ \
204GD.008.1 0.8 4 005 12 10 50 075 2 | [ D\ W
204GD.010 1.0 4 - 1.0 - 50 - 2 1 D) (M)
204GD.010.1 1.0 4 005 15 5 50 | 0.95 2 — r N \
204GD.010.2 1.0 4 0.1 15 5 50 | 0.95 2 A DIAMOND
204GD.010.3 1.0 4 005 15 10 50 | 0.95 2 ‘A\J Lz2 ) | ¢ )
204GD.010.4 1.0 4 0.1 15 10 50 | 0.95 2 p N, \
20460.010.5 0 4 02 15 10 50 095 2 S % e
204GD.010.6 1.0 4 0.1 15 15 50 | 0.95 2 f -0.02 ) |*0.005) | *0.01
o
204GD.010.7 1.0 4 0.2 15 15 50 | 0.95 2 {
204GD.010.8 1.0 4 0.1 1.5 20 75 0.95 2 - L—
204GD.015 1.5 4 015 23 - 50 - 2
204GD.015.1 1.5 4 015 23 10 50 | 1.40 2
204GD.015.2 1.5 4 0.2 23 10 50 | 1.40 2
204GD.015.3 1.5 4 015 23 15 50 | 1.40 2
204GD.015.4 1.5 4 0.2 23 15 50 | 1.40 2
204GD.015.5 1.5 4 0.2 23 25 75 | 1.40 2
204GD.020 2.0 4 0.2 3.0 - 50 - 2
204GD.020.1 2.0 4 0.2 3.0 5 50 | 1.90 2
204GD.020.2 2.0 4 0.1 3.0 10 50  1.90 2
204GD.020.3 2.0 4 0.2 3.0 10 50 | 1.90 2
204GD.020.4 2.0 4 03 3.0 10 50 | 1.90 2
204GD.020.5 2.0 4 03 3.0 15 50 | 1.90 2
204GD.020.6 2.0 4 0.2 3.0 20 75 | 1.90 2
204GD.020.7 2.0 4 03 3.0 20 75 1.90 2
204GD.020.8 2.0 4 0.2 3.0 25 75 1.90 2
204GD.030 3.0 4 0.2 45 15 75 | 2.90 2

— Help 186

In questa sezione il rivestimento in diamante 2 nano cristallino multi-layer ¢ specifico per la lavorazione della fibra di carbonio.
Lo spessore di rivestimento € di 8+2 Micron. L'esecuzione lucida del rivestimento consente di limitare gli attriti durante
la lavorazione. L'innovantiva geometria anti vibrante da noi ideata é particolarmente indicata per le lavorazioni dal pieno.

Nano-crystalline diamond coating 2 multi-layer specific to the processing of carbon fiber. Coating thickness 8 + 2
microns. Shiny execution of the coating to reduce friction during the processing. The innovantive anti vibrating
geometry designed by us is particularly suitable for machining full diameter.

In diesem Abschnitt wird die nanokristalline Diamantschicht 2 mehrschichtigen spezifisch ist fir die Bearbeitung der Kohlenstofffaser.

Die Schichtdicke betragt 8 +2 Micron. Die Ausfiihrung der glanzenden Beschichtung hilft Limit Reibung wahrend der Verarbeitung.
L'innovantiva Geometrie anti Vibrieren von uns entwickelt ist besonders geeignet fiir die Bearbeitung aus dem Vollen

Dans cette section le multicouche de revétement nano diamant 2 cristallin est spécifique pour le freisage de la fibre de carbone.
L'épaisseur du revétement est 8 + 2 microns. La surface lisse de revétement permet de limiter la friction pendant le traitement.
La géométrie innovante antivibration que nous avons concu convient particulierement pour le fraisage.

HaHo-kpucTananyeckoe afiMasHoe MHOrOC/IOMHOE NMOKPbITUE NpeAHa3HaYeHHoe Ans 06paboTky KapboHHON GUbPBLI.
TonwuHa NoKpbITUS 8 + 2 MUKPOH. MoANPOBaHHAsS NMOBEPXHOCTb AJ15 YMEHbLUEHUS TPeHUs Npu 0bpaboTke.
VNHHOBALMOHHAsA aHTUBUOpPALMOHHASA reoMeTpus Afs 0bpaboTku obwmm anameTpom dpesbl.

Nano-krystalickd diamantova 2 vicevrstva-vrstva specifickd pro zpracovani uhlikovych vidken. Tloustka vrstvy 8 + 2 mikronu. Lesklé provedeni
povrchové dpravy pro snizeni tfeni pfi obrabéni.lnnovativni protivibra¢ni geometrie, je vhodny zejména pro obrabéni plnym pramérem.
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Microfresa testa sferica 3D in metallo duro integrale gambo @ 4 mm
Solid carbide miniature ball nose end mills, shank @ 4 mm

VHM - 3D Mini Radiusfraser, Schaft @ 4 mm - Microfraise carbure mini 3D hémisphérique, queue @ 4 mm
MuHm-thpe3a KoHLeBas TBePAOCMIABHas nonycdepryeckas, XBOCTOBUK @ 4 mm

Sk miniaturni kulova fréza se stopkou @ 4 mm

CODE d1 d2h6 I 12 L d3 1
mm mm mm mm mm mm no.
204GRD.004 0.4 4 0.6 2.5 50 0.37 2
204GRD.004.1 0.4 4 0.6 5 50 0.37 2
204GRD.005 0.5 4 0.8 - 50 - 2
204GRD.005.1 0.5 4 0.8 3.5 50 0.45 2
204GRD.005.2 0.5 4 0.8 5 50 0.45 2
204GRD.005.3 0.5 4 0.8 7 50 0.45 2
204GRD.005.4 0.5 4 0.8 10 50 0.45 2
204GRD.006 0.6 4 0.9 3.5 50 0.55 2
204GRD.006.1 0.6 4 0.9 7 50 0.55 2
204GRD.008 0.8 4 1.2 5 50 0.75 2
204GRD.008.1 0.8 4 1.2 10 50 0.75 2
204GRD.010 1.0 4 1.5 - 50 - 2
204GRD.010.1 1.0 4 1.5 5 50 0.95 2
204GRD.010.2 1.0 4 1.5 10 50 0.95 2
204GRD.010.3 1.0 4 1.5 15 50 0.95 2
204GRD.010.4 1.0 4 1.5 20 50 0.95 2
204GRD.015 1.5 4 2.3 - 50 - 2
204GRD.015.1 1.5 4 2.3 10 50 1.40 2
204GRD.015.2 1.5 4 2.3 25 75 1.40 2
204GRD.020 2.0 4 3.0 - 50 - 2
204GRD.020.1 2.0 4 3.0 5 50 1.90 2
204GRD.020.2 2.0 4 3.0 10 50 1.90 2
204GRD.020.3 2.0 4 3.0 15 50 1.90 2
204GRD.020.4 2.0 4 3.0 20 75 1.90 2
204GRD.020.5 2.0 4 3.0 25 75 1.90 2
204GRD.030 3.0 4 4.5 5 50 2.90 2
204GRD.030.1 3.0 4 4.5 10 50 2.90 2
204GRD.030.2 3.0 4 4.5 15 50 2.90 2
204GRD.030.3 3.0 4 4.5 20 75 2.90 2
204GRD.030.4 3.0 4 4.5 25 75 2.90 2
204GRD.030.5 3.0 4 4.5 30 100 2.90 2
— Help 186
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Fresa testa piana in metallo duro integrale
Solid carbide flat nose end mill

VHM - Schaftfraser - Fraise carbure a bout plat
dpe3a KoHLeBas TBePAOCMNIaBHAA NIOCKMIA Topel, - Sk rohova fréza

CODE d1f7  d2hé h] L 1 i i1

-
mm mm mm mm no.
200G.010 1 3 3 40 2 T
200G.010.1 1 3 10 50 2
200G.020 2 3 9 40 2
200G.030 3 3 12 40 2 .
200G.040 4 4 14 50 2
200G.050 5 5 14 50 2
200G.060 6 6 20 64 2
200G.080 8 8 20 60 2 |
200G.080.1 8 8 40 100 2 T
200G.100 10 10 25 70 2
200G.100.1 10 10 45 100 2 ;
200G.120 12 12 25 75 2
200G.120.1 12 12 50 100 2
- Help 186

d2 |

Fresa testa torica in metallo duro integrale
Solid carbide corner radius end mill

VHM - Gesenkfraser mit Eckenradius - Fraise carbure de matrice avec rayon d'angle
dpe3a KOHLeBas TBEPAOCMNIABHAA C YrI0BbIM paguycoM 3D anvHHas - Sk fréza s rohovym radiusem

CODE d1f7  d2hé p h] L A
mm mm mm mm  mm no.

300GD.01060.02 1 2 0.2 5 60 3
300GD.02100.02 2 2 0.2 10 100 3
300GD.03050.02 3 3 0.2 12 50 3
300GD.03100.02 3 3 0.2 15 100 3
300GD.03150.02 3 3 0.2 20 150 3
300GD.04050.05 4 4 0.5 16 50 3
300GD.04100.05 4 4 0.5 20 100 3
300GD.04150.05 4 4 0.5 20 150 3
300GD.05050.05 5 5 0.5 20 50 3
300GD.05100.05 5 5 0.5 20 100 3
300GD.05150.05 5 5 0.5 20 150 3
300GD.06050.05 6 6 0.5 20 50 3
300GD.06100.05 6 6 0.5 20 100 3
300GD.06150.05 6 6 0.5 30 150 3
300GD.08060.05 8 8 0.5 22 60 3
300GD.08100.05 8 8 0.5 30 100 3
300GD.08150.05 8 8 0.5 30 150 3
300GD.10070.05 10 10 0.5 22 70 3
300GD.10100.05 10 10 0.5 30 100 3 i
300GD.10150.05 10 10 0.5 40 150 3 i
300GD.12075.05 12 12 0.5 27 75 3
300GD.12100.05 12 12 0.5 30 100 3
300GD.12150.05 12 12 0.5 40 150 3

— Help 186
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Fresa testa sferica 3D in metallo duro integrale
Solid carbide 3D ball nose end mill

VHM - 3D Radiusfraser - Fraise carbure 3D hémisphérique
dpe3a KoHLeBas TBepAOCNIaBHas nonychepuyeckas 3D - Sk 3D kulova fréza

CODE d1f7  d2hé I L 1
mm mm mm  mm no. o Graphyte
6

300GRD.01050 1 2 50 3 i
300GRD.02060 2 2 8 60 3
300GRD.02100.1 2 2 12 100 3 A
300GRD.02100 2 2 20 100 3 (Micro | (Nuova) [omesss)
300GRD.03040 3 3 12 40 3 | GRAIN | | Gumer | | Fmit
300GRD.03100 3 3 15 100 3 \ J \ J \ J
300GRD.03150 3 3 20 150 3 r \ ( N ( )
300GRD.04050 4 4 16 50 3 i %) (o HSC
300GRD.04100 4 4 20 100 3 - (@30) (& 9) J
300GRD.04150 4 4 20 150 3 | . Y (o) [ \
300GRD.05050 5 5 20 50 3 Fy 42 M/%
300GRD.05100 5 5 20 100 3 L JRC.LY
300GRD.05150 5 5 20 150 3 — ¢ N [ \
300GRD.06050 6 6 20 50 3 A> DIAMOND
300GRD.06100 6 6 35 100 3 ey 73 ) ¢ )
300GRD.06150 6 6 35 150 3 - PR
300GRD.08060 8 8 22 60 3 |- el
300GRD.08100 8 8 35 100 3 =0
300GRD.08150 8 8 40 150 3
300GRD.10070 10 10 20 70 3
300GRD.10100 10 10 35 100 3
300GRD.10150 10 10 40 150 3
300GRD.12075 12 12 27 75 3
300GRD.12100 12 12 35 100 3
300GRD.12150 12 12 45 150 3

— Help 186

Fresa testa sferica 3D rastremata extralunga in metallo duro integrale
Solid carbide 3D ball nose end mill, extra long tapered neck

VHM-3D- Radiusfraser mit Kugelstirn, iberlang - Fraise carbure 3D hémisphérique, ultra-longue
®dpe3a KoHLeBas TBepAOCNAaBHAA nonycdepuyeckas 3D AnMHHas
Sk 3D kulova fréza s extra dlouhym zuzenim stopky

al
CODE d1f7  d2h6 1 12 L 1 |" "|
mm mm mm mm mm no. _1'_I_ xi Graphyte
200GRL.010 1 3 2 30 100 2 ';
200GRL.015 1.5 3 3 30 100 2 >
200GRL.020 2 3 4 30 100 2
200GRL.020.1 2 4 4 70 150 2 (eee) (oova) ()
200GRL.030 3 5 6 70 150 2 i2 GRAN | [ cumer [ | romin
NORM PN |
200GRL.040 4 6 8 70 150 2 . )\ ) \ )
200GRL.050 5 6 10 50 150 2 - N 1 N \
200GRL.060 6 8 10 70 150 2 %} m“> HSC
200GRL.080 8 10 10 70 150 2 U ESRGAIAN )
200GRL.100 10 12 10 70 150 2 ' p \ — ¢ \
()
- Help 186 | e M/%
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La danza e una poesia in cui ogni parola e un movimento

The dance is a poem of which each movements a word.

Mata Hari

Testo non originale; la traduzione & arbitraria.
No-Original text; the translation is arbitrary



Frese per alluminio

End mills for aluminum

Fraser fur Aluminium
Fraises pour Aluminium
dpe3bl KOHLEBblE AJ18 AJTIOMUHUA

Dokoncovaci fréza pro Obrabéni Hliniku
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Fresa monotagliente in metallo duro integrale

Solid carbide one-tooth end mill

VHM - Einzahn-Schaftfraser - Fraise carbure, 1 lévre
dpe3a KoHLeBas TBepAOCMIaBHAsA C 04HMM 3yboMm - Sk jednozubé frézy

CODE “d1 | d2h6 | I L 1
mm mm mm mm no. -|.£.|.:
100.010 1 2 5 40 1 I
100.010.1 1 3 5 40 1
100.015 1.5 3 6 40 1
100.020 2 2 10 40 1 i
100.020.1 2 3 10 40 1
100.030 3 3 10 40 1 !
100.030.1 3 6 12 50 1
100.040 4 4 15 50 1 {
100.040.1 4 6 15 50 1 [
100.050 5 5 15 50 1
100.060 6 6 20 50 1
100.080 8 8 22 60 1
100.100 10 10 25 70 1
100.120 12 12 35 75 1
= Help 187 I |
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Fresa con fori in elica testa piana in metallo duro integrale
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Solid carbide coolant feed flat nose end mill

VHM - Gesenkfraser mit Durchgewendelten Kihlkanalen - Fraise carbure a trous de refrigeration a bout plat
dpesa KoHLUeBas TBepaocnaasHas ¢ nogadent COX - Sk rohova fréza s chlazenim vsch zubd

CODE *d1 | d2h6 I L 1 3

mm mm mm mm no. -
210.060 6 6 20 50 2 | |
210.080 8 8 22 60 2 r‘]
210.100 10 10 25 70 2 | . i
210.120 12 12 27 75 2
210.160 16 16 30 85 2 i
210.200 20 20 40 100 2

— Help 198
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Fresa con fori in elica testa piana in metallo duro integrale
Solid carbide coolant feed flat nose end mill

VHM - Gesenkfraser mit Durchgewendelten Kihlkanalen - Fraise carbure a trous de refrigeration a bout plat
®dpesa KoHLeBas TBepaocnnasHas ¢ nogadent COX - Sk rohova fréza s chlazenim vsch zubd

CODE dih7 | d2hé | I L ] .

mm mm mm mm no. u-i-a- Plastic
750.060 6 6 20 50 g
750.080 8 8 25 60
75008100 8 8 40 100
75008100.1 8 8 60 100 (wicro | [Nuova ) [omesss
750.100 10 10 25 70 cumer || oo

|

75010100 10 10 50 100
75010150 10 10 75 150
750.120 12 12 30 75
75012100 12 12 50 100
75012150 12 12 75 150

HSC

,
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75014150 14 14 75 150
75014160 14 14 100 160
750.160 16 16 30 85 =) ( \
75016100 16 16 50 100 QF Emcomm]
75018150 18 18 65 150 I \ j\J L2 )
75018150.1 18 18 75 150 ||
750.200 20 20 40 100 [
75020150 20 20 65 150
— Help 187
“d1<06h9
d1= 020 f7
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Fresa testa piana in metallo duro integrale

Solid carbide flat nose end mill

VHM - Gesenkfraser - Fraise carbure a bout plat
dpe3a KoHLeBas TBepAOCNIaBHan C NIOCKUM TopLoMm - Sk rohova fréza

Code Code *d1 d2hé6 11 L 1

UNCOATED ALUSPEED mm mm mm mm no. wily
700.010 700T.010 1 4 2 50 2

700.020 700T.020 2 6 6 50 2

700.030 700T.030 3 6 10 50 2

700.040 700T.040 4 6 15 50 2

70004060 700704060 4 6 25 60 2 e
700.050 700T.050 5 6 20 50 2 |
70005060 700705060 5 6 30 60 2

700.060 700T.060 6 6 20 50 2

70006100 700706100 6 6 40 100 2 |
700.080 700T.080 8 8 25 60 2 1 £
70008100 700108100 8 8 40 100 2

70008100.1 700T08100.1 8 8 60 100 2

700.100 700T.100 10 10 25 70 2

70010100 700710100 10 10 50 100 2

70010150 700710150 10 10 75 150 2

700.120 700T.120 12 12 30 75 2

70012100 700712100 12 12 50 100 2

70012150 700712150 12 12 75 150 2 i '
700.140 700T.140 14 14 30 85 2 S
70014100 700714100 14 14 50 100 2

70014150 700714150 14 14 75 150 2

70014160 700714160 14 14 100 160 2

700.160 700T.160 16 16 30 85 2

70016100 700716100 16 16 50 100 2

70016150 700716150 16 16 75 150 2

70016160 700716160 16 16 100 160 2

700.180 700T.180 18 18 40 100 2

70018150 700718150 18 18 65 150 2

70018150.1 7007T18150.1 18 18 75 150 2

70018160 700718160 18 18 100 160 2

700.200 700T.200 20 20 40 100 2

70020150 700720150 20 20 65 150 2

70020150.1 700720150.1 20 20 75 150 2

70020160 700720160 20 20 100 160 2

700.250 700T.250 25 25 40 100 2

70025150 700725150 25 25 65 150 2

70025150.1 700725150.1 25 25 75 150 2

70025160 700725160 25 25 100 160 2

— Help 187
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Fresa Alufast ad alto avanzamento testa piana in metallo duro itegrale

LOW SPEED

ALUSPEED

UNCOATED
| Aluminium | Aluminium q
{<12% si] [ ] [Plastlc]

<6% Si

( 3\
Nuova
CUMET

r
DIN 6535
I Form HA
NORM
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\.

Alufast solid carbide high feed flat nose end mill

VHM-Alufast Gesenkfraser - Fraise carbure Alufast a bout plat
Sk rohova fréza alufast d

L —
CODE *d1 | d2hé @ I L 1 .

mm mm mm mm no. Aluminium 3
755.030 3 6 9 57 2
755.040 4 6 12 57 2 4
755.050 5 6 15 57 2
755.060 6 6 18 57 2
755.080 8 8 20 63 2 ;
755.100 10 10 25 70 2
755.120 12 12 25 75 2
755.160 16 16 32 85 2
755.200 20 20 40 100 2
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“d1=<06h9 i
d1 =20 h7

&

68

HIGH FEED

( )\
DIN 6535
Form HA

( /\ R \ [ )
j\( [ UNCOATED
\ J 12 J \ J




Fresa testa torcia antivibrante ad alto avanzamento in metallo duro integrale
Solid carbide corner radius end mill high feed

VHM- Stirn RadiusFraser High feed - Fraise carbure avec rayon d'angle a Haute avancement
Sk vysokorychlostni fréza s rohovym radiusem

CODE *d1 |d2h6| rp-CH i 12
mm mm mm mm | mm
10

¥703.030 3 6 005x5° 3 60 58 2
¥703.030.03 3 6 03 310 60 29 2
Y703.040 4 6 00545 3 10 60 29 2
¥703.040.05 4 6 0.5 310 60 29 2
Y703.050.05 5 6 0.5 310 60 29 2 ( Y (o)
Y703.060 6 6 005x45° 6 18 60 58 2 e | (e
¥703.060.05 6 6 0.5 6 18 60 58 2 X | | Norm | | sC
Y703.060.1 6 6 1 6 18 60 58 2
¥703.06015 6 6 15 6 18 60 58 2 r Y /) [
¥703.080 8 8 0.05x45° 8 24 75 78 2 %) Q‘" HSC
¥703.080.05 8 8 0.5 8 24 75 78 2 (o) 137w |
¥703.080.1 8 8 1 8 24 75 78 2
¥703.080.15 8 8 15 8 24 75 78 2 ) () (
¥703.080.2 8 8 2 8 24 75 78 2 D @ %
¥703.100 10 10 0.05x45° 10 30 80 9.7 2 %) | \2 ]
¥703.100.05 10 10 05 10 30 8 97 2
¥703.100.1 10 10 1 10 30 8 97 2 ) (@) (
¥703.100.15 10 10 15 10 30 8 97 2 UNCOATED
¥703.100.2 10 10 2 10 30 80 97 2 N 22 ) | }
¥703.120 12 12 005x45° 12 36 100 1.7 2
¥703.12005 12 12 05 12 36 100 117 2 —
¥703.120.1 12 12 1 12 36 100 117 2 EEED
¥703.12015 12 12 15 12 36 100 117 2
Y703.120.2 12 12 2 12 36 100 117 2 —
¥703.120.3 12 12 3 12 36 100 117 2
¥703.160 16 16 005x45° 16 50 100 155 2
¥703.160.05 16 16 05 16 50 100 155 2
¥703.160.1 16 16 1 16 50 100 155 2
Y¥703.160.15 16 16 15 16 50 100 155 2
¥703.160.2 16 16 2 16 50 100 155 2
¥703.160.3 16 16 4 16 50 100 155 2
¥703.200 20 20 0.05x45° 20 60 109 195 2
¥703.200.1 20 20 1 20 60 109 195 2
¥703.200.2 20 20 2 20 60 109 195 2

— Help 188
“d1<06h9
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Fresa testa torica in metallo duro integrale
Solid carbide corner radius end mill

VHM - Gesenkfraser mit Eckenradius - Fraise carbure avec rayon d'angle
dpe3a KoHLeBas TBEPLOCNIABHAs C YrNOBbIM paamnycoM - Sk fréza s rohovym radiusem

*d1 | d2h6 | rp
mm | mm | mm

mm‘mm

Y700R.030.05 3 6 | 05 4 10 75 295 2 é

Y700R.040.1 4 6 10 5 13 75 395 2 |8 .

Y700R.050.15 5 6 | 15 6 14 75 48 @ 2 ;;

Y700R.060.15 6 6 15 8 30 100 58 2 |g ) (Foova) (o)
Y700R.080.2 8 g 20 10 30 100 78 2 |§ MICRO | | cumer | | romin
Y700R.100.25 10 10 25 12 35 100 97 2 g (GRAIN ] | NORM ) (8L
Y700R.120.3 12 1230 12 40 100 117 2 |8 =) ( N \
Y700R.160.4 16 16 40 16 50 100 155 2 |2 %/ e HSC
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Fresa testa torica in metallo duro integrale
Solid carbide corner radius end mill

VHM - Gesenkfraser mit Eckenradius - Fraise carbure avec rayon d'angle
®dpe3a KoHLeBas TBePAOCMIaBHAA C YIIOBbIM paanycom - Sk fréza s rohovym radiusem

Aluminium q

730.030 3 6 0.2 10 50 2 v
730.040 4 6 0.2 15 50 2
730.050 5 6 0.2 20 50 2
730.060 6 6 02 20 50 2 (wicko | [Nuova ) [omesss )
730.080 8 8 0.3 25 60 2 GRAIN ﬁ'ggﬁ ém:”“l
730.100 10 10 03 25 70 2 \ J \ J \ J
730.120 12 12 03 30 75 2 ( ) me:) ( )
730.140 14 14 05 30 85 2 HSC
1 450 | O
730.160 16 16 0.5 30 85 2 \ \ J \ J
730.200 20 20 0.5 40 100 2 r Y () [ \
> Help 187 ,l édef o %
*d1=96h9 ‘fp J \“‘ ] \ )
d1=020f7 — ¢ N/ \
Ap ALU
SPEED
i k’DJ \ 12 J \ J
-|£4i P
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Fresa testa sferica 3D in metallo duro integrale
Solid carbide 3D ball nose end mill
VHM - 3D Radiusfraser - Fraise carbure 3D hémisphérique
dpe3a KoHLeBas TBepaocniaBHas nonychepudeckas 3D - Sk 3D kulova fréza
ALUSPEED UNCOATED
Code Code *d1 | d2hé I L 1 B B
UNCOATED ALUSPEED mm | mm | mm | mm | no. L g | o | plastic
7005R.030 | 700SRT.030 3 6 10 75 2 ——¥
7005R.040 | 700SRT.040 4 6 10 75 2
7005R.060 | 700SRT.060 6 6 15 100 2
700SR.080 | 700SRT.080 8 8 20 100 2 (cro ) (Nuova) (omess)
7005R.100 700SRT.100 10 10 25 100 2 T GRAIN ﬁ%’gﬁ ;Ilm:HAI
7005R.120 | 700SRT.120 12 12 25 100 2 \ J \ J \ J
7005R.160 | 700SRT.160 16 16 30 100 2 (o ) 'm ::; ( )
7005200  700SRT200 20 20 30 100 2 L %/ . &| [HSC
- Help 190 —* Z ) | U . )
*d1=06h9 ( Y (o ) [ )
d1 =020 17 44| on m}%
\ J k“‘ J
( w) [ \ [ \
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Fresa con fori in elica in metallo duro integrale
Solid carbide coolant feed end mill

VHM - Schlichtfraser mit Durchgewendelten Kihlkanalen - Fraise carbure a trous de réfrigeration
®dpesa KoHLeBas TBepaocnnasHas ¢ nogaden COX - Sk fréza s chlazenim vsech zubt

CODE “d1 | d2he | I L 1 =
mm mm | mm | mm | no. i [Aluminium] [Copper] [';"ig]
453.060 6 6 20 50 3 e
453.080 8 8 2 60 3
453100 10 10 25 70 3 it
45310100 10 10 45 100 3 (wicko | [Nuova ) [omesss )
453.120 12 12 27 75 3 : GRAIN | | cumeT || romi
NORM | | 81
45312100 12 12 45 100 3 ) ) &
453.160 16 16 30 85 3
45316100 16 16 45 100 3 L
453.180 18 18 40 100 3 '
453.200 20 20 40 100 3
45320150 20 20 65 150 3
— Help 195
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Fresa testa piana in metallo duro integrale
Solid carbide flat nose end mill

VHM - Gesenkfrdser - Fraise carbure a bout plat
®dpe3a KoHLeBas TBePAOCMIABHAs C MJIOCKUM TopLom - Sk rohova fréza

Aluminium

456.030 3 6 0.05 10 57 3 P
456.040 4 6 005 15 57 3
456.050 5 6 0.05 18 57 3
456.060 6 6 0.05 20 57 3 (o) (DIN) rDFIN6iiS‘
456.080 8 8 0.05 25 63 3 GRAIN | [NORM| | 51
456.100 10 10 005 25 70 3 \ J J \ J
456.120 12 12 005 30 83 3 ( ) \ [ )
) | (B
456.160 16 16 0.05 32 92 3 L J s HSC
456.200 20 20 005 38 100 3 (& 45°) )
- Help 187 ( ) A )
D
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Fresa antivibrante a elica differenziata in metallo duro integrale
Solid carbide flat end mill differenciated helix anti-vibration

VHM-Schat fraser ungleike drallwinkel - Fraise carbure a bout plat pour haut performance
®dpe3a KoHLeBas TBepAO0CMNIaBHas C NPAMbIM 3y6oM - Sk rohova fréza

(])] d1 | d2 CH I L z N LB Y e
mm mm mm mm | mm no. o Auminium | | Stainless [ | TI-Alloy NI-Alloy
i Steel
300V.030 0.2x45° 8 57 i

3 6 3

300V.040 4 6 | 02x45° 11 57 3

300V.050 5 6  02x5° 13 57 3 8

300V.060 6 6  02x45° 13 57 3 (wicro | [Nuova ] [omesss)
300V.080 8 8 0.3x45° 16 60 3 u GRAIN ﬁ%’gﬁ ém:““l
300V.100 10 10 03x45° 20 70 3 \ ) \ )\ J
300V.120 12 12 03x45° 26 83 3 ! =2 ( \

300V.160 16 16 03x45° 32 92 3 %/ = g:" VIBRA
300.200 20 20  03x45° 38 | 104 3 \Z_~) ) \ )

- 187 ( \ [ \ [ a

it
“d1<06h9 @ ‘:‘:“f‘:‘:“‘. %
d1 =020 {7 L ) (sesd ) || )
N { (-H‘ ( \ ( A
Bo | \ J \L Z 3 J \ J
-

Fresa testa torica per alta velocita in metallo duro integrale

Solid carbide corner radius end mill for high speed

VHM-stirn radius fraser fiir High Speed - Fraise carbure avec rayon angle pour haut vitesse
dpe3a TBEpAOCNIaBHAA KOHLLEBASA C YIIOBbIM PaZMyCcOM A1 BbICOKOCKOPOCTHOM 06paboTku
Sk vysokorychlostni fréza s rohovym radiusem

756.060.1 6 6 1 7 20 75 55 / o T

3 ¥
756.080.1 8 8 1 9 26 75 75 3 i
756.100.15 10 10 15 11 31 80 | 95 3 ot i

756.100.25 10 10 25 11 31 80 95 3 43 (ko) (Nuova ) (omesss )
756.120.15 12 12 15 13 37 100 115 3 It GRAIN ﬁ‘(')'['{';/\f ém:”“l
756.120.25 12 12 25 13 37 100 115 3 i \ J \ J \ J
756.160.2 16 16 2 17 43 100 155 3 (o ) ( )

s
756.160.25 16 16 25 17 43 100 155 3 6 15 s HSC
756.200.2 20 20 2 21 53 100 195 3 \Z3%) J \ J
756.200.25 20 20 25 21 53 100 195 3 ) () (2
> Help 191 D & .|.}A I%

) (€18
d1=g6h9 \ [N J \ J
d1 <0207 ,/\l\ —~ ., .
UNCOATED
'f \L BJ \ l 3 J \L J

d2 o )

5 -
LAPPED +0.01
~— |
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Il mare non e altro che il veicolo di un'esistenza soprannaturale e prodigiosa;
non e che movimentce amore, e l'infinito vivente, come ha detto uno dei vostri poeti.

La mer n'est que le véhicule d'une surnaturelle et prodigieuse existence;
elle n'est que mouvemenet amour. c'est l'infini vivant,
comme |'a dit un de vos poetes.

Jules Verne

Testo non originale; la traduzione & arbitraria.
No-Original text; the translation is arbitrary
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Fresa a semifinire in metallo duro integrale
Solid carbide semi-finishing end mill

VHM - Schrupp Schlichtfraser - Fraise carbure pour semifinition
dpe3a KOHLLeBas TBepAOCMIaBHas Ans Nosy4yncTopon obpaboTkm - Sk polodokoncovaci fréza

di
s HRC
Inconell <40
451.060 6 6 16 50 3 Y1
451.080 8 8 20 60 3 !
45108100 8 8 40 100 3 "
451.100 10 10 22 70 3 (o) (Nuova) (omesss)
45110100 10 10 45 100 3 - GRAIN ﬁ‘(')','q'ﬁ ﬂ:lm i
451.120 12 12 27 75 3 \ J \ J \ J
45112100 12 12 45 100 3 ! ) [ \ rm ::;
451.140 14 14 27 85 3 nnne
45° QU
451.150 15 15 30 85 3 \ ) \ ) \ J
451.160 16 16 30 85 3 r Y (o) ( \
45116100 16 16 45 100 3 | 450 | | aduid %
45116150 16 16 65 150 3 L ) (bee ) | )
451.180 18 18 38 100 3 —\ N\ [ \
451.200 20 20 38 100 3 /\l\ @ UNCOATED
45120150 20 20 65 150 3 . 2 EASRTEPA J
= Help 192 R
*d1<06h9
d1 2020 7
Frese rompitruciolo in metallo duro itegrale
Solid carbide roughing end mill
VHM-Schruppfraser - Fraise carbure a degrossir
dpe3a TBepAOCnNaBHas KOHLeBasa YyepHoBas - Sk hrubovaci fréza
1220206057 6 6 13 - 57 - 3 L
7220208063 8 8 19 - 63 - 3
7220208075 8 8 19 35 75 7.4 3 o
1220208075.1 8 8 28 - 75 - 3 1A (o) (Nuova) (omesss)
1220210072 10 10 22 - 72 - 3 GRAIN CUMET LD
NORM 1
1220210080 10 10 22 43 80 9.5 3 p \ J \ J \ J
7220210080.1 10 10 34 - 80 - 3 5 - N\ N [ \
1220212083 12 12 26 - 83 - 3 o = %) = HSC
1220212100 12 12 26 50 100 115 3 (@s30) (&9) [ )
12202121001 12 12 40 - 100 - 3 A p \ p .
YOV
1220216092 16 16 32 - 92 - 3 | e | | bt I%
1220216109 16 16 32 60 109 155 3 L JRGIYIEL |
7220216100 16 16 45 - 100 - 3 . ., L .
5]
1220220100 20 20 40 - 100 - 3 A ALU
SPEED
1220220120 20 20 40 70 120 195 3 N | 73 ) (SPEED)
1220220150 20 20 65 - 150 - 3
— Help 191 2,0 3,0
'l-JIE -
——/ ——/
06-012  016-020
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Fresa a sgrossare in metallo duro integrale
Solid carbide roughing end mill

VHM - Schruppfrdser - Fraise carbure a dégrossir
dpe3a KoHLeBas TBepAoCrIaBHas A YepHoBol 0bpaboTku - Sk hrubovadi fréza

i INOX T
| Inconell Stainless
| Steel <40
452.030 3 3 10 40 3 b
452.035 35 35 10 40 3
452.040 4 4 12 50 3 i
452.045 45 45 12 50 3 (wicko | [Nuova ) [omesss )
c.umET Form HA
452.050 5 5 12 50 3 + GRAIN | | Gomer) |
452.060 6 6 16 50 3 \ )\ J \ J
452.080 8 8 20 60 3 ( \ \ fm :>‘
452.090 9 9 20 70 3 1 L
45° o
452.100 10 10 22 70 3 . ) \ ) \ )
452.110 1 11 22 70 3 r Y () ( \
452.120 12 12 27 15 3 [ s sy I%
452.140 14 14 27 85 3 L JRCLILY AN )
452.150 15 15 30 85 3 — N \
452.160 16 16 30 85 3 /\I\ UNCOATED
452.180 18 18 38 100 3 ) _ ' khj 13 ) ( )
452.200 20 20 38 100 3 &
R
— Help 192
“d1<06h9
d1 =020 7

Fresa a sgrossare in metallo duro integrale
Solid carbide roughing end mill

VHM - Schruppfrdser - Fraise carbure a dégrossir
dpe3a KoHLeBas TBepAOCNIaBHan A8 YepHoBOM 0bpaboTku - Sk hrubovaci fréza

ot )

:- i [ ';"zg ] [ﬁ?g’l— ] [Graphyte] [Copper Inconell
12006 6 6 20 50 4 i 1 J
720061 6 6 40 100 4 ]
72008 8 8 22 60 4 1
72008L 8 8 40 100 4 r Y (voova) (o)
12010 10 10 25 70 4 i “G’mﬁ cumer | | romma
T2010L 10 10 45 100 4 ) \Norm ) (&)
12012 12 12 27 75 4 p . N, \
12012L 12 12 45 100 4 L %} FLAT m:>
12012L.1 12 12 75 150 4 (D) (M) (O
12014 14 14 27 85 4 . L, . .
120141 14 14 45 100 4 G
72014L.1 14 14 65 150 4 @ 2}‘.&2:.& %
12016 16 16 30 85 4 \ /N /N /
120161 16 16 45 100 4 '/\I\ ) ( ) ( )
T2016L.1 16 16 75 150 4 | j\ ERCOATED
12018 18 18 40 100 4 \ ) (14 ) \ J
12018L 18 18 65 150 4 i}
72018L.1 18 18 75 150 4
12020 20 20 40 100 4
72020L 20 20 55 150 4
72020L.1 20 20 65 150 4
72020L.2 20 20 75 150 4
12025 25 25 40 100 4
120251 25 25 65 150 4
72025L.1 25 25 75 150 4

- Help 192

“d1<06h9
d1 =025 f7
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Fresa a semifinire in metallo duro integrale
Solid carbide semi-finishing end mill

VHM - Schrupp Schlichtfraser - Fraise carbure pour semifinition
®pe3a KOHLEeBas TBEPAOCMIABHASA AJ15 NOYYUCTOBOWM 06paboTku - Sk polodokoncovaci fréza

41 HRC CAST
] [ 0 ] [ — ] [Graphym] [Copper]
T4006 20 50

6 6 4 : ey
T4006L 6 6 40 100 4

T4008 8 8 22 60 4 ﬁ \

T4008L 8 8 0 100 4 AR .
14010 10 10 25 70 4 ) !\GAIIQSL\RIS o i e
T4010L 10 10 45 100 4 | | (Norm ) | &)
T4012 12 12 2775 4 ) . . .
T4012L 12 12 45 100 4 %} e B g =S
T4012L.1 12 12 75 150 4 k 300 i | ©
14014 14 14 27 | 85 4 A i 7N /
T4014L 14 14 45 100 4 ( Y (o) ( )
T4014L.1 14 14 65 150 4 ase | | it %
14016 16 16 30 85 4 (=) s
T4016L 16 16 45 100 4 ) ( \ [ \
T4016L.1 16 16 75 150 4 A UNCOATED
4018 18 18 40 100 4 4 ‘A\J 74 ) \ )
T4018L 18 18 65 150 4 45

T4018L.1 18 18 75 | 150 4 Loyt

14020 20 20 40 100 4

T4020L 20 20 55 150 4

T4020L.1 20 20 65 150 4

T4020L.2 20 20 75 150 4

T4025 25 25 40 100 4

T4025L 25 25 65 150 4

T4025L.1 25 25 75 150 4

“d1<06h9 = Help 192

d1 =025 {7

Fresa rompitruciolo antivibrante in metallo duro integrale
Solid carbide anti-vibration roughing end mill

VHM - Schruppfraser Schwingungsdampfer - Fraise carbure a dégrossir 8 Haute Performance
®dpe3a KOHLEBas TBepAOCMNIaBHAsA A5 YePHOBON 06PaboTKU BbICOKOMPOU3BOANTENbHAS

Sk hrubovaci vysoce vykonna fréza
-+ .11 -
o INOX m m
HRC CAST .
— { <50 ] [ IRON] [StgltgléelsSJ TI-Alloy NI-Alloy

1220103050 3 6 8 50 3
1220104050 4 6 12 50 3 i
7220105050 5 6 15 50 3
1220106050 6 6 16 50 4 ; (wicko | [Nuova ) [omesss |
7220108060 8 8 22 60 4 GRAIN Cumex Eorme
NORM | | 5T
1220110070 10 10 25 70 4 ! \ J \ J \ J
1220112075 12 12 27 75 4 (3 [ \ (AN
1220116085 16 16 30 85 4 %) S| |[Ed®9| | vigra
= [ V2 TION
7220116100 16 16 45 100 4 \ o) \ J \ J
1220116150 16 16 65 150 4 p N () \
1220120100 20 20 40 100 4 L s s I%
Y
1220120150 20 20 65 150 4 L JRG YA J
— Help 182 1. '
i r/\i\ (+)‘ 4 \ 4 \
2 @ @
UNEQUAL ‘—hj \ Z 3 / \ Z 4 /
NsoN 03-05  06-020
o° r ] \ 7 s \ [ \
’ HYPER
Bo \ J \ J

\\ J
03-012  016-020
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Fresa rompitruciolo in metallo duro integrale
Solid carbide roughing end mill

VHM - Schruppfraser - Fraise carbure profil ébauche
dpe3a KoHLeBas TBEPAOCMNIaBHAA A1 YepHOBOM 0bpaboTkm - Sk hrubovaci fréza

d1 HRC CAST
- <50 ‘ IRON \ lT"A"°V\
1220303050 8 50 13° -

3 6 3 v
1220304050 4 6 12 50 3 14° [
1220305050 5 6 15 50 3 4°1/2 |
1220306050 6 6 20 50 4 - , y N N [ N
* MICRO Nuova DIN 6535
7220306100 6 6 40 100 4 - GRAIN CUMET Form HA
_ NORM ]
7220308060 8 8 22 60 4 \ J \ J \ )
1220308100 8 8 40 100 4 -
4 \ 4 \ 4 \
1220310070 10 10 25 70 4 - ) £ HSC
1220310100 10 10 45 100 4 - \ L L) (& ) | J
1220312075 12 12 27 | 75 4 - |
a 4 \ 4 ey \ 4 \
1220312100 12 12 45 100 4 - ; ity
1220314085 14 14 27 85 4 - Gl I B RR
7220314100 14 14 45 100 4 - N s N 7 n g
1220314150 14 14 65 150 4 - '/\i\ o @ '@‘
1220316085 16 16 30 | 85 4 -
- e ]
1220316100 16 16 45 100 4 - s ‘—DJ ‘@133551 ‘gﬁ gzoj
1220316150 16 16 75 150 4 - - p . . .\
1220318100 18 18 40 100 4 - @ Jmm M\
1220318150 18 18 65 150 4 - L 75 ) ( ) ( )
1220318150.1 18 18 75 150 4 - @25  03-012 014-025
1220320100 20 20 40 100 4 - )
1220320150 20 20 65 150 4 - HYPER
1220320150.1 20 = 20 75 150 4 - _
1220325100 25 25 40 100 5 -
1220325150 25 25 65 150 5 -
12203251501 25 25 75 150 5 -
— Help 192

Fresa rompitruciolo in metallo duro integrale
Solid carbide roughing end mill

VHM - Schruppfraser - Fraise carbure profil ébauche
dpe3a KoHLeBas TBepAOoCNIaBHan A yepHoBol obpaboTku - Sk hrubovaci fréza

1
e INOX
HRC
| Stainless TI-Allo
¥ a Steel <50 Y
122040308057 3 6 8 57 3 13°
122040412057 4 6 12 57 3 14° A
122040613057 6 6 13 57 4 4°1/2
- 4 \ { \ { \
722040816063 8 8 16 63 4 r MICRO DIN DIN 6535
122041022070 10 10 22 70 4 - GRAIN | |NORM ém_ll
122041226075 12 12 26 75 4 - \ J \ J \ J
122041632092 16 16 32 92 6 - ) ( \ \
122042038104 20 20 38 104 6 - A L %/ m 2| |Hyper
122042545121 25 25 45 121 6 - | Zs) (T9Y) | )
L.
- Help 184 d
elp 18 ( ) r“.“‘.‘w ( )
(e | | %
\ J \M““J \ J
4 (_)V 4 \ 4 \
J : 1B (B
iz u‘/\b 13 ) (14 )
A, 03-04 06-012
4 \ 4 \ 4 \
B (KA [AA
L6 ) \ b,

\. J
016-025 06-012  (16-025
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Fresa rompitruciolo testa raggiata in metallo duro integrale
Solid carbide ball nose roughing end mill

VHM - Radius Schruppfraser - Fraise carbure hémisphérique a profil ébauche
®dpe3a KoHLeBas TBepAOCMIaBHas ANs yepHOBOW 06paboTky - Sk kulovd hrubovaci fréza

L oNOX | | casT | | HRC
. et IRON <50
T2204R.050 5 6 13 57 3 18
T2204R.060 6 6 13 57 3
T2204R.080 8 8 16 63 4 5]
T2204R.100 10 10 22 70 4 'MICRO‘ ( DIN ) 'DIN 6535‘
T2204R.120 12 12 26 75 4 —- CormiHA
GRAIN NORM N
T2204R.140 14 14 26 85 4 \ J \ J \ J
T2204R.160 16 16 32 92 4 II r < \ rm E>w e \
T2204R.180 18 18 32 92 4 HYPER
T2204R.200 20 20 38 100 4 (Z4s°) (&9) | )
— Help 198 p N N/ \
Ll
Kby
\ J \M““J . J
t 7/|/\(_) \ 4 \ 4 \
P I (73 e
(4]
—
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Lo spirito commerciale & lo spirito del mondo. E senz'altro lo spirito grandioso.
Esso mette tutto in movimentee collega tutto.

Commercial spirit is the spirit of the world. Certainly the spirit is great.
It puts everything in motionand connects everything.

Novalis

Testo non originale; la traduzione & arbitraria.
No-Original text; the translation is arbitrary



Gewinderfraser
Fraises a fileter
dpe3bl pe3bboHape3Hble
Frézy pro frézovani zavitu
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Fresa a filettare in metallo duro integrale
Solid carbide thread end mill

VHM - Gewinderfraser - Fraise carbure 3 fileter
®dpe3sa pesbboHapesHas TBepaocniagHas - Sk frézy pro frézovani zavith

HYPER UNCOATED

| | INOX TITANIUM
HRC HRC CAST Stainless <1.100 Aluminium
<50 <35 IRON Steel N/mm

600.04.050 60017.04.050 MF4 05 35 3.0 6 16 57 3 —
600.04.070 6007.04.070 M4 07 33 3.0 6 11 57 3 '
600.05.050 6007.05.050 MF5 05 45 3.8 6 20 57 3

600.05.080 600T.05.080 M5 08 42 3.8 6 12 57 3 i
600.06.075 6007.06.075 MF6 075 52 4.8 6 12 57 3

600.06.100 6007.06.100 M6 10 50 48 6 12 57 3 L
600.08.100 6007.08.100 M8 10 70 6.0 6 15 57 3

600.08.125 6007.08.125 M8 125 68 6.0 6 15 57 3 !
600.10.100 6007.10.100 MFI0 10 90 8.0 8 20 60 3

600.10.150 6007.10.150 MI0 15 85 80 8 20 60 3

600.12.100 600T.12.100 MF12 10 110 8.0 8 20 60 3

600.12.150 600112150  MF12 15 105 8.0 8 20 60 3

600.12.175 6001.12.175 M12 175 102 8.0 8 20 60 3

600.14.150 600T.14.150 MF14 15 125 100 10 25 70 4

600.14.200 600T.14.200 M14 20 120 100 10 25 70 4 |
600.16.150 6007.16.150 MF16 15 145 120 12 25 75 4 i

600.16.200 60017.16.200 Mi6 | 20 140 120 12 25 75 4 b
600.20.100 600720100  MF20 10 190 16.0 16 40 100 4

600.20.150 6007.20.150 MF20 15 185 160 16 40 100 4

600.20.200 6007.20.200 M20 20 180 160 16 40 100 4

600.20.250 6007.20.250 M20 25 175 160 16 40 100 4 - \ - \

4 \ ( 3\
SuB Nuova DIN 6535
— Help 205 MICRO | | cumer Form HA

[ GRAIN ] ( NORM | { 8]

( \ (
60° TWRY
Ot

4 @ \ 4 3\ 4 \ 4 \
/\l\ @ @ UNCOATED

HYPER

J \L Z 3 J/ \L Z 4 J \ J
03-08 010016

84



Fresa fora, filetta e Smussa in metallo duro integrale senza fori di refrigerazione
Solid carbide threading, drilling, chamfering end mill without coolant holes

Fraise a fileter, forer et chanfreiner en carbure sans trous de réfrigération
KombuHMpoBaHHble TBEPAOCMIaBHbIE MHCTPYMEHTbI AJ1 CBepieHns, 06paboTku hacok u HapesaHus
pe3bbbl 6e3 BHyTpeHHero noasoaa COX or - Dokoncovaci fréza se srazenym rohem bez vnitfniho chlazeni

INOX TITANIUM
l;"?fjg |CRAOS,I Stainless <1.100| | Auminium
Steel N/mm

=

£ Y

(sug ) [ M) rDIN6535‘
620.04.070 6201.04.070 M4 07 33 6 43 07 89 94 57 2 MICRO Form HA
GRAIN Y
620.05.080 6201.05.080 M5 08 42 6 53 08 11 11.7 57 2 \ J \ J \ J
620.06.100 620T.06.100 M6 1 5 8 63 1 137 145 63 2 ) () (o)
620.08.125 6201.08.125 M8 125 675 10 83 13 171 182 72 2 @/ m ;,3“,qf
620.10.150 6201.10.150 M10 1.5 85 12 103 1.5 221 234 83 2 (30°) | AN
620.12.175 6201.12.175 M12 175 1025 14 123 15 255 271 85 2 . L, . \
620.14.200 6201.14.200 M14 2 12 16 143 15 309 328 92 2 F e @
620.16.200 620T.16.200 M16 = 2 14 18 163 15 35 371 100 2 Lo )| ]\ )
— Help 206
r \ { \ { \
UNCOATED
o HYPER
;1401 \ 12 J \. J
)\
2xd
|

4
F—‘lq

Frese fora, filetta e Smussa in metallo duro integrale con fori di refrigerazione
Solid carbide threading, drilling, chamfering end mill with coolant holes

Fraise a fileter, forer et chanfreiner en carbure avec trous de réfrigération
KombuHMpoBaHHble TBEPAOCMNIaBHbIE MHCTPYMEHTbI AJ1 CBepieHns, 06paboTku (hacok u Hape3aHus
pe3bbbl co BHyTpeHHUM noasoaoM COX or - Dokoncovaci fréza se srazenym rohem bez vnitfniho chlazeni

INOX — TITANIUM
ERSS |CRAOSJ Stainless <1.100| | Auminium
Steel N/mm

-
£y
"'\-\.--['-J-_':;- s SUB Y(m ) ( \
p:-_. "IH]_ MICRO % e
o iz \GRAINJ \ J uu:lj
620F.04.070 620FT.04.070 M4 0.7 33 6 43 07 89 94 57 2 ! 1 ) (5 ()
620F.05.080 620FT.05.080 M5 08 42 6 53 08 11 117 57 2 . @/ M it
620F06.100 620FT.06.100 M6 1 5 8 63 1 137 145 63 2 CESIVAYAY R
620F08.125 620FT.08.125 M8 125 675 10 83 13 171 182 75 2 o
620F10.150 620FT10.150 M10 1.5 85 12 103 15 221 234 80 2 s @ %
620F12.175 620FT12175 M12 175 1025 14 123 15 255 271 100 2 Ll =) |
620F14.200 620FT14.200 M14 2 12 16 143 15 309 328 100 2
620F16.200 620FT16200 M16 2 14 18 163 15 35 371 100 2 ' V(A ) [oncono)
- Help 206 1400 12 HYPER
=< J \ J \ J
S
2xd
~—
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Piu alto vola il gabbiano, e piu vede lontano.

Higher flies the Sea-gull more sees far.

Richard Bach

Testo non originale; la traduzione & arbitraria.
No-Original text; the translation is arbitrary



Frese per svasatura

Countersink end mills

Kegelsenker fraser
Fraises a ébavurer
3eHKepbl
Zahlubniky, srazece
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Fresa per esecuzione raggi in metallo duro integrale

Solid carbide concave radius end mill

VHM- Viertelkreisentgrater - Fraise en carbure a rayon concave

dpe3a TBepAOCNIaBHAA KOHLLEBAs C paauycoM - Fréza pro zaobleni hran

CODE
UNCOATED

(TK.R0020
(TK.R0025
(TK.R0030
(TK.R0040
(TK.R0050
CTK.R0060
(TK.R0075
(TK.R0080
(TK.RO100
(TK.R0125
CTK.R0150
CTK.R0175
(TK.R0200
(TK.R0225
(TK.R0250
(TK.R0275
(TK.R0300
CTK.R0351
(TK.R0401
(TK.R0451
(TK.R0501
CTK.R0601

CODE
HYPER

CTK.RT0020
CTK.RT0025
CTK.RTO030
CTK.RTO040
CTK.RT0050
CTK.RTO060
CTK.RTO075
CTK.RTO080
CTK.RTO100
CTK.RTO125
CTK.RTO150
CTK.RTO175
CTK.RT0200
CTK.RT0225
CTK.RT0250
CTK.RT0275
CTK.RT0300
CTK.RT0351
CTK.RT0401
CTK.RT0451
CTK.RTO501
CTK.RTO601

d1 d2h6 p

mm

5.4
53
5.2
5
6.8
6.6
6.3
6.2
5.8
53
6.8
6.3
7.8
7.3
6.8
6.3
5.8
8.6
7.6
6.6
9.6
7.6

mm

6
6
6
6
8
8
8
8
8

8
10
10
12
12
12
12
12
16
16
16
20
20

mm

0.2
0.25
0.3
0.4
0.5
0.6
0.75
0.8
1
1.25
1.5
1.75

2.25
2.5
2.75

35

45

50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
50
63
80
80
80
80
80

— Help 193

Fresa per esecuzione raggi gambo in HSS

S b bbb DS DS DS DS DS DS DS DD DS DS DS DS DD DS

4

HRC
<60

I

CAST

IRON

NE INOX
NON Stainless
FERROUS Steel

-
"

3 o]
a1
°

,
Nuova
CUMET

( A
DIN 6535
Form HA

,
7

. 'A

-

N

IS

UNCOATED

HYPER
\ J

d1
-0

-0.1
——/

Concave radius end mill with Steel Shank

Viertelkreisentgrater mit stal Schaft - Fraise a rayon concave avec queue en acier
®dpe3a TBREPAOCNNABHAA KOHLLEBAS C PAZLMYCOM CO CT/IbHbIM XBOCTOBMKOM

Fréza pro zaobleni hran s ocelovou stopkou

CODE

(TK.R0350
(TK.R0400
CTK.R0450
CTK.R0500
CTK.R0600
(TK.R0800
CTK.R1000
(TK.R1200

d2 | d3h7 p

d1
mm mm
7.6 15
6.6 15
7.6 17
8.6 19
7.6 20
7.6 24
10.6 31
12.6 37

|

|

|

| 85°
|

| P
I — 0,2

— &

—»/|&5°

1-»1

mm

12
12
12
12
12
20
20
20

mm

3.5
4
4.5

10
12

L

mm

82
82
85
85
85
93
98
100

4
4
4
4
4
4
4
6

— Help 193

M |

HRC
<40

] [CAST

NON
IRON ] [FERROUSJ

\
NE

\
INOX
Stainless

Steel )

| g
—-‘:"d-—/_
T

| 93
-

88

MICRO
GRAIN

( 3\
Nuova
CUMET
NORM
\, J

( )\
DIN 6535
Form HA

) (L4

3

UNCOATED

~—

015-031

037




Fresa multifunzione a 90°
Solid carbide multimill 90°

VHM- Multimill 90° - Fraise en carbure multifunction 90° - Sk fréza pro zaobleni hran

CODE CODE dh7 d2h6 11 L s 1 —=
UNCOATED HYPER mm | mm | mm mm mm  no. HRC CAST
<45 IRON ]
200v.001 200VT.001 0.1 0.2 40 | 0.01 d1
200V.002 200VT1.002 0.2 0.4 40  0.02 o

INOX NE
Inconell NON

200V.003  200VT.003 0.3 i
200V.004  200VT.004 0.4 i Steel FERROUS
200V.005  200VT.005 0.5 |

200V.006 | 200VT.006 0.6 ]

200V.007  200VT.007 0.7 i

200V.008  200VT.008 0.8 ¥ () (Wioa) (ores)
200V.009  200VT.009 0.9 Goan | | Sumer | | famic

200010 | 200VT.010 1 L ) \ ) \ )
200V.011 200VT.011 1.1 - ) NP .
200V.012  200VT.012 1.2 ¥ HE
200V.013  200VT.013 13 @200 ‘ | | oo

200V.014  200VI014 1.4 ] —_— =
200V.015 200VT.015 1.5 I ? (o) ’@
200V,016 | 200VT.016 1.6 & ‘|‘f‘f"ﬂ

200017 200vT017 1.7 . & ueled

200V.018  200VT.018 1.8

200V.019  200VT.019 1.9 LE,|

0.6 40 0.03
0.8 40 0.04
1 40 0.05
1.2 40 0.06
1.4 40 0.07
1.6 40 0.08
1.8 40 0.09
2 40 0.10
2.2 40 0.11
2.4 40 0.12
2.6 40 0.13
2.8 40 0.14
3 40 0.15
3.2 40 0.16
3.4 40 0.17
3.6 40 0.18
3.8 40 0.19

200V.020 200VT.020 2 4 40 0.20
200V.025 200VT.025 2.5 5 40 0.25
200V.030 200VT.030 6 50 0.30

200V.040 200VT.040

3

4 8 50 0.40
200V.050 200VT.050 5

6

8

10 50 0.50
12 60 0.60

0

—__

12
)
UNCOATED
HYPER
\. J \ m J

OO LT HW W W W W WWWWWWWwWwWwWwwwwwwww

200V.060 200VT.060

N N N NN NN NNDNDNDNDNDNDNNDNDNDNDNDNDNNNDNDNDNDNDN

200V.080 200VT.080 10 16 70 0.80 S =
200V.100 200VT.100 10 12 18 75 1.00 ——
200V.120 200VT.120 12 12 20 75 1.20
200V.160 200VT.160 16 16 26 85 1.60
200V.200 200VT.200 20 20 32 100  2.00 2

— Help 199

Sbavatore a spingere e a tirare in metallo duro integrale
Solid carbide forward and backward burr remuver end mill

VHM-Vorwarts und Ruckwartsentgrater - Fraise en carbure de retoucher bavure en deux direction
dpe3a TBepAOCnNABHAsA KOHLLEBaA C NOCTYNaTeNbHbIM ABMxXeHueM - Sk fréza pro Celni a zpétné srazeni hran

= s S = @ E E
[k <60 IRON NON Stainless
CTM.010060 1 0.3 05 55 60 07 -| aeaaots) (St
| o
&

(TM.015060 1.5
(TM.018060 1.8
(TM.020060 2

0.45 0.7 6.7 60 1.1
0.6 075 87 60 1.5
0.6 0.95 9 60 1.5

4 \ 4 \ 4 \
CTM.028060 2.8 0.9 13 10 60 2.1 MICRO Nuova DIN 6535
GRAlN cu_mE‘[ Form HA
CTM.028100 2.8 1.2 1.1 1100 2.2 | J (Norm | { &)

(TM.030060 3
(TM.030100 3

3
3
3
3
3
6
3 0.9 1.5 115 60 2.1
6 1.2 13 10 100 2.2
(TM.038100 3.8 6 1.6 1.55 14 100 29
(TM.040100 4 6 1.6 1.75 14 100 29
(TM.048100 4.8 6 2 2.1 17 100 3.4
6
6
6
6
6
6
6
6
6

(TM.050100 5 2 23 17 100 3.4
(TM.058100 5.8 2.4 2.7 20 100 3.8
(TM.060100 [3 2.4 2.9 21 100 3.8
(TM.078100 7.8 4.9 2.8 37 100 4.9
(TM.080100 8 4.9 3.1 37 100 49
(TM.098100 9.8 5.9 3.8 38 100 59
(TM.100100 10 5.9 4.1 38 100 59
(TM.118100 11.8 5.9 5.8 40 100 5.9
(TM.120100 12 5.9 6.1 40 100 5.9 4
— Help 204

01-03  028-012

A DA A DDAEDMDMAEDMNDAEDMANWEAEWWWWW
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Fresa a 60°-90° in metallo duro integrale

Solid carbide 60°-90° end mill
VHM-Entgrater 60°-90° - Fraise en carbure a Chanfrein 60°-90°

dpe3a TBepAOCnIaBHAs KOHLLEBAsA, Yro/l HAK/TIOHA BUHTOBOM KaHaBKM 60°- 90°- Sk fréza 60°-90°

CODE d1 d2hé 1 L 1 a1 INOX
60° mm mm mm mm no ';”Zg ?I{\OSIZII- Stainless| | Inconell
i Steel
(1560.030 0.3 3 2.6 50 3 —a4
(1560.040 | 0.4 4 3.4 50 4
(1560.060 | 0.6 6 5.2 57 4
(1560.080 = 0.8 8 6.9 60 5 p . N \
(1560100 1.0 10 87 70 6 micRo | | Nuova | o es3s
(1560120 1.2 12 104 75 6 ! | CRAN | | Norm | | s )
! { \ 4 \ { \
%)o B2 | Lao
CODE d1 d2hé [} L 1 \ /N /N /
90° mm mm mm mm no ( Y (aoa) [ )
o SAY
(1590030 03 3 15 50 3 ¥ ‘|2¢£ =
(1590.040 0.4 4 2 50 4 8, ) ah b g
(1590.060 0.6 6 3 57 4 a2 (A7) (ER) [ )
(1590.080 = 0.8 8 4 60 5 Z 2
(1590.100 1.0 10 5 70 6 N L e o
(1590120 1.2 12 6 75 6 r® Y (=) (=
— Help 201 @ ﬁ']
\ Z 6 J \ J \
010-016
d
-0
0.1
Svasatore a 60°-90°
Countersink 60°-90°
Kegelsenker 60°-90° - Chanfrein 60°-90° - Zahlubniky, sraZzece 60°-90°
CODE CODE d1 | d3 | d2 1 1 | DIN o R NOX
60° 90° mm | mm | mm | mm | no ';'F;(O: %\OSJ Stainless
bt Steel
(TK60053/3 | (TK90053/3 53 15 6 50 3 M6 B
(TK60058/3 | (TK90058/3 5.8 15 6 50 3 M3.0
TK60063/3  CTK90063/3 63 15 6 50 3 M35 W (NON
(TK60073/3 | CTK90073/3 7.3 1.8 6 50 3 M40
(TK60083/3  (TK90083/3 83 2.0 6 50 3 -
(TK60094/3 | (TK90094/3 9.4 22 6 50 3 M50 .
(TK60104/3 | (TK90104/3  10.4 25 6 54 3 M6O i . ., ., .
(TK60124/3  (TK90124/3  12.4 28 6 54 3 - MICRO g‘gg‘g Pileoas
(TK60165/3 = CTK90165/3 16.5 3.2 6 60 3 - i GRAIN ) (Norm || &)
CTK60165/3.1 | CTK90165/3.1 165 32 10 60 3 - ) L o .
(TK60205/3  (TK90205/3 205 35 10 63 3 - = ] 0
(TK60250/3 | (TK90250/3  25.0 38 10 66 3 | MI2 a . o hmf
- Help 193 Loz | — =
Dal @ 7,3 mm gambo in acciaio (1) (e e%) [ )
From @ 7,3 mm Steel Shank M o Alu‘u UNCOATED
Von 0 7,3 mm Stahl Shaft \ J UG \ )
4 “ \ 4 \ 4 \
d
N 3
\ J \. Z 3 J \. 0.1 J
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Punta a forare e svasare in metallo duro integrale
Solid carbide chanfer and spot drill

VHM - Anbohrer - Fraise carbure
Ceeprio TBepAocCriaBHoe - Sk srazeCe a navrtdvaky

CODE d2hé i 12 L 1
mm mm mm mm no. ':Fig ?R{-\OSIII- Copper Aluminium
142.060 6 2.5 4.5 50 3
142.080 8 35 6.0 60 3
142.100 10 4.5 8.0 70 3
142.120 12 5.5 9.5 75 3 'MICRO‘ (Nuova ) [ oinvesss |
— Help 201 GRAIN CUMET Form HA
\ J \ NORM J \ DJ
4 \ 4 WV ( WV
o 60° 90°
\. 0 J \L 118°) \. 1187

4 I:>V { \ { oAb, \
m KT
[V TS

\ J \ J \ J

( IS =\ ( \ [ \
/| ® UNCOATED
u—j\“ L3 ) L J
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L'amore, come il fuoco, non puo sussistere senza un continuo movimente
ess0 si spegne non appena finisce di sperare e di temere.

L'amour, aussi bien que le feu, ne peut subsister sans un mouvement
continuel, et il cesse de vivre des qu'il cesse d'espérer ou de craindre.

Francois de La Rochefoucauld

Testo non originale; la traduzione é arbitraria
No-Original text; the translation is arbitrary



Frese convenzionali

Conventional end mills

Universal Fraser
Fraises universelle
dpe3bl KOHL,EeBble CTaHAAPTHbIE
Konvencni frézy
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Fresa testa piana in metallo duro integrale

Solid carbide flat nose end mill
VHM - Schaftfraser - Fraise carbure a bout plat

®pe3a KoHLeBas TBepAOCMIaBHasA C NpAMbIM 3yboM - Sk rohovd fréza

CODE diho | d2hé | I L 1 0
mm mm mm mm no.

201.010.4 1 4 2 50 2 15°
201.010 1 6 2.5 50 2 15°
201.015.4 1.5 4 3 50 2 150
201.015 1.5 6 4 50 2 15°
201.020.4 2 4 4 50 2 15°
201.020 2 6 6 50 2 150
201.025 2.5 6 6 50 2 15°
201.030.4 3 4 6 50 2 15°
201.030 3 6 7 50 2 150
201.035 3.5 6 7 50 2 15°
201.040 4 6 8 50 2 10°
201.045 4.5 6 9 50 2 10°
201.050 5 6 10 50 2 50
201.055 5.5 6 10 50 2 50
201.060 6 6 12 50 2 -

— Help 198-202

Fresa testa raggiata in metallo duro integrale

Solid carbide ball nose end mill

VHM - Radiusfraser - Fraise carbure a bout hémisphérique

dpe3a KoHLEeBas TBepAoCniaBHas nonycdepudeckas - Sk kulova fréza

CODE d1h9 | d2hé I L

1

mm mm mm mm no. «©
201R.010.4 1 4 2 50 2 15°
201R.010 1 6 25 50 2 15°
201R.015.4 1.5 4 3 50 2 15°
201R.015 1.5 6 4 50 2 15°
201R.020.4 2 4 4 50 2 15°
201R.020 2 6 6 50 2 15°
201R.025 2.5 6 6 50 2 15°
201R.030.4 3 4 6 50 2 15°
201R.030 3 6 7 50 2 15°
201R.035 3.5 6 7 50 2 15°
201R.040 4 6 8 50 2 10°
201R.045 45 6 9 50 2 10°
201R.050 5 6 10 50 2 5°
201R.055 = 5.5 6 10 50 2 5°
201R.060 6 6 12 50 2 - o
- Help 200 e
Fresa testa piana in metallo duro integrale
Solid carbide flat nose end mill
VHM - Schaftfraser - Fraise carbure a bout plat
dpe3a KoHLeBas TBepAOCNIaBHaA C NpAMbIM 3yboM - Sk rohova fréza
d1
CODE d1ho | d2hé | 11 L 1 o il
mm | mm | mm | mm no. =¥l
401.010.4 1 4 2 50 2 15° 1
401.010 1 6 25 50 4 15° 4
401.015.4 1.5 4 3 50 2 15° ] ., . . .
401.015 1.5 6 4 50 4 15° micro | | Nuova | - fom cs3s
401.020.4 2 4 5 50 4 15° [I, GRAIN | | Rorm | | s -
401.020 2 6 6 50 4 15° | )\ J \ ) \ J
401.025 2.5 6 6 50 4 15° ‘ . N N/ N/ \
401.030.4 3 4 7 50 2 15° |':I o HSC |_ &F&
401.030 3 6 7 50 4 15° T ol
401.035 3.5 6 7 50 4 15° \ \ J N\ / \ J
401.040 4 6 8 50 4 10° \ [ @) [ \ ( \
401.045 4.5 6 9 50 4 10° I% Ap @ GoLD
401.050 5 6 0 50 4 50 ) (72 ) U
401.055 5.5 6 10 50 4 5°
401.060 6 6 12 50 4 - -
- Help 200-202 feig
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Fresa testa piana in metallo duro integrale

Solid carbide flat nose end mill

VHM - Schaftfraser - Fraise carbure a bout plat
dpe3a KoHLEeBas TBePAOCNIaBHAsA C NPAMbIM 3yboM - Sk rohova fréza

CODE CODE *d1 d2hé I L 1 . -
UNCOATED HYPER mm mm mm mm | no.

~y L]
200D.010 200DT.010 1 3 2.5 40 2
200D.015 200DT.015 1.5 3 4 40 2 T
200D.020 200DT.020 2 3 6 40 2
200D.025 200DT.025 2.5 3 6 40 2 ¥
200D.030 200DT.030 3 3 8 40 2
200D.035 200DT.035 3.5 3.5 10 40 2
200D.040 200DT.040 4 4 10 50 2
200D.045 200DT.045 4.5 4.5 10 50 2
200D.050 200DT.050 5 5 12 50 2
200D.060 200DT.060 6 6 12 50 2
200D.070 200DT.070 7 7 16 60 2
200D.080 200DT.080 8 8 20 60 2
200D.090 200DT.090 9 9 20 70 2
200D.100 200DT.100 10 10 22 70 2 S
200D.120 200DT.120 12 12 25 75 2 e
200D.140 200DT.140 14 14 30 85 2
200D.160 200DT.160 16 16 30 85 2
200D.200 200DT.200 20 20 40 100 2

— Help 198
*d1<096h9

d1 <020 f7

Fresa testa piana in metallo duro integrale

(=)

<50

<35

UNCOATED
[ HRC ]

CAST
IRON

MICRO
GRAIN

. J

4 \
DIN 6535
Form HA

|

\ J

4 \

i,

\ J

( Hsc
HHC

4 \

L

. J

( 3\

r

e N\
UNCOATED

HYPER
\ J

Solid carbide flat nose end mill

VHM - Schaftfraser - Fraise carbure a bout plat
®pe3a KoHLeBas TBEPAOCMNIABHAA C NPAMbIM 3y6oM - Sk rohova fréza

CODE CODE *d1 d2hé I L 1 —
UNCOATED HYPER mm mm mm mm | no. | |
&
400D.020 400DT.020 2 3 5 40 4 |
400D.030 400DT.030 3 3 12 40 4
400D.040 400DT.040 4 4 16 50 4 [
400D.060 400DT.060 6 6 20 50 4
400D.080 400DT.080 8 8 22 60 4
400D.100 400DT.100 10 10 25 70 4 -t
400D.120 400DT.120 12 12 27 75 4
400D.160 400DT.160 16 16 30 85 4
400D.200 400DT.200 20 20 40 100 4
— Help 198
“d1<06h9
d1 <020 7 |
1
o
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Fresa testa piana in metallo duro integrale
Solid carbide flat nose end mill

VHM - Gesenkfraser im Formenbau - Fraises a matrice en carbure a bout plat
®dpe3a KoHLEeBas TBepAOCI/IaBHAA C MIOCKMM TOPLIOM yaJ/IMHeHHas - Sk rohova fréza

CODE ((1])] *d1 d2hé I 12 L 1 o« HYPER UNCOATED

UNCOATED HYPER mm | mm | mm mm | mm no. . - cast NE

200501075 2005701075 1 6 15 15 75 2 11° <50 <35 IRON | [ JNON

200501575 2005101575 1.5 6 2 15 75 20 11

200502075 2005702075 2 6 315 75 2 9°30

200503075 2005103075 3 6 6 15 75 2 9 ”

200503075.1 | 200ST03075.1 3 6 10 20 75 2 830 1

200503575 2005T03575 3.5 6 10 20 75 2 6°30 S

200504075 2005704075 4 6 10 20 75 2 6°30 -.]

200504075.1 | 200ST04075.1 4 6 15 25 75 2 6° il

200504575 2005704575 4.5 6 10 25 75 2 2°57

200505075 2005105075 5 6 12 25 75 2 2°70 i s

200505075.1 | 200ST05075.1 5 6 18 25 75 2 & L

200506100 2005706100 6 6 15 - 10 2 - 7

200506100.1 | 200ST06100.1 6 6 25 - 100 2 - | .

200506150 2005706150 6 6 20 - 150 2 - |

200506200.1 = 200ST06200.1 6 6 20 - 200 2 - fh-

200506200 2005706200 6 8 20 80 200 2 50

200508100 2005708100 8 8 20 - 100 2 -

200508150 2005708150 8 8 20 - 150 2 -

200508200 2005708200 8 8 20 - 200 2 -

200508200.1 | 200ST08200.1 8 8 25 - 200 2 - X

200510100 2005710100 10 10 25 - 100 2 - 7

200510150 2005710150 10 10 25 - 150 2 - P

200510200 2005710200 10 10 25 - 200 2 -

200512100 2005712100 12 12 25 - 100 2 -

200512150 2005712150 12 12 25 - 150 2 - - N N

200512200 200ST12200 12 2 25 - 20 2 - P Nuova D!E‘,é’iis]

200514100 2005714100 14 14 3 - 100 2 - L ) (Norm | (&[]

200514150 2005714150 14 14 30 - 150 2 - . L, .

200514200 2005714200 14 14 30 - 200 2 - %} ]| | HsC

200516100 200ST16100 16 16 30 - 10 2 - (3] (o o) | HHC

200516150 2005116150 16 16 30 - 150 2 - ) L, .

200516200 2005716200 16 16 30 - 200 2 - ﬁ Iﬁ A“‘lgﬁf

200518200 2005718200 18 18 30 - 200 2 - \ (& oﬁ“t: % \

200520100 2005720100 20 20 3 - 100 2 - ) L -

200520150 2005120150 20 20 3 - 150 2 - AN UNCOATED

200520200 20057120200 20 20 30 - 200 2 ; I- . ‘_hj 72 ) (=
- Help

“d1=<06ho

d1 =020 f7

Tutte le nostre frese standard vengono costruite con lo stesso procedimento delle frese ad alto rendimento:
tolleranza del diametro di taglio h8, ottime finiture dei taglienti, controllo costante delle geometrie con
sistemi ottici automatici.

All of our standard end mills are manufactured with the same process of our high performance cutters:
cutting diameter tolerance h8, high flutes finishing, constant control of geometries with automatic optical systems.

Hackselgutdurchmesser h8, sehr gute Qualitdt von scharfen, standige Kontrolle der Geometrie mit automatisierten optischen Systemen:
Alle unsere Standard-Bohrer werden mit dem gleichen System Hochleistungsfrasen gebaut

Tous nos outils standards sont fabriqués avec le méme systéeme de coupe de nos fraises a haute performance : coupe diametre tolérance hs,
excellent finoition de coupe, un suivi constant de géométries avec des systemes optiques automatiques.

Haw CTaH,CI,apTHbI[;I WHCTPYMEHT NPOou3BOANTCA C NCNOJIb30BaHNEM CUCTEMDI BblCOKOI'IpOI/I3BO,CI,VITe}1I:HOI7I Pe3KKn: TOYHOCTb NO AUNaMeTpy h8,
BblCOKaA TOYHOCTb 3y6beB, NMOCTOSIHHbIN KOHTPOJIb reOMeTpUn C UCNOoNb30BaHNEM ABTOMATUYECKUX ONTUYECKUX CUCTEM.

Viechny nase standardni frézy jsou vyrobeny stejnym systémem nasich vysoce vykonnych fréz: fezny pramér v toleranci h8, vysoka kvalita
Gpravy zub(, stalou kontrolu nad geometrii s automatickym optickym kontrolnim systémem.
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Fresa testa torica in metallo duro integrale

Solid carbide corner radius end mill

VHM - Torusfrdser - Fraise carbure avec rayon dangle
dpe3a KOHUEeBasA TBEPAOCMIABHASA C YI/IOBbIM paaunycoM - Sk fréza s rohovym radiusem

CODE *d1 d2 p h] L 1
mm mm | mm | mm | mm no.

200T03100R03 3 3 0.3 10 100 2
200T04100R05 4 4 0.5 12 100 2
200T05100R05 5 5 0.5 15 100 2
200T06100R05 6 6 0.5 20 100 2
200T06100R1 6 6 1 20 100 2
200T06150R05 6 6 0.5 30 150 2
200T06150R1 6 6 1 30 150 2
200T08100R05 8 8 0.5 40 100 2
200T08100R1 8 8 1 40 100 2
200T08150R05 8 8 0.5 50 150 2
200T08150R1 8 8 1 50 150 2
200T10100R05 10 10 0.5 45 100 2
200T10100R1 10 10 1 45 100 2
200T10150R05 10 10 0.5 60 150 2
200T10150R1 10 10 1 60 150 2
200T12100R05 12 12 0.5 45 100 2
200T12100R1 12 12 1 45 100 2
200T12150R05 12 12 0.5 65 150 2
200T12150R1 12 12 1 65 150 2
. — 198
“d1<06h9

d1=012=17

Fresa testa sferica in metallo duro integrale

a3

CAST
IRON

HRC
<55

(suB ) (Nuova) [omesss| [ HSC ) %‘)
MICRO CUMET Form HA

GRAIN | | NorM | | & HHC 300
\ J \ J \ ) \ )
( \ [ \ [ \ 7 —

/L_ i g % j,/\\( l GOLD l
p g CE Uy
( \ [ \ [ \ 7 N
(Y ‘N‘
D | (B | By (.o
12 Ly

Solid carbide ball nose end mill

VHM - Radiusfraser im Formenbau - Fraises a matrice en carbure a bout hémisphérique

dpe3a KoHLLeBasA TBepA0CMaBHas nonychepuyeckas AavMHHag ana wramnos - Sk kulovad fréza

CODE (1])]3 *d1 | d2hé6 1
UNCOATED HYPER mm mm ] no.

)] 12 L
m | mm | mm
1.5 15 75

200SR01075 200SRT01075 1 [ 2 11°
200SR01575 200SRT01575 1.5 6 2 15 75 2 11
200SR02075 200SRT02075 2 6 3 15 75 2 9°30’
200SR03075 200SRT03075 3 [ 6 15 75 2 9°
200SR03075.1 200SRT03075.1 3 6 10 20 75 2 8°30"
200SR04075 200SRT04075 4 6 10 20 75 2 6°30"
200SR04075.1 200SRT04075.1 4 [ 15 25 75 2 6°
200SR04575 200SRT04575 4.5 6 10 25 75 2 2°51"
200SR05075 200SRT05075 5 6 12 25 75 2 2°10"
200SR05075.1 200SRT05075.1 5 [ 18 25 75 2 4°
200SR06100 200SRT06100 6 6 15 - 100 2 -
200SR06100.1 200SRT06100.1 6 6 25 - 100 2 -
200SR06150 200SRT06150 6 [ 20 - 150 2 -
200SR06200.1 200SRT06200.1 6 6 20 - 200 2 -
200SR06200 200SRT06200 6 8 20 80 200 2 50
200SR08100 200SRT08100 8 8 20 - 100 2 -
200SR08150 200SRT08150 8 8 20 - 150 2 -
200SR08200 200SRT08200 8 8 20 - 200 2 -
200SR08200.1 200SRT08200.1 8 10 20 80 200 2 43’
200SR10100 200SRT10100 10 10 25 - 100 2 -
200SR10150 200SRT10150 10 10 25 - 150 2 -
200SR10200 200SRT10200 10 10 25 - 200 2 -
200SR12100 200SRT12100 12 12 25 - 100 2 -
200SR12150 200SRT12150 12 12 25 - 150 2 -
200SR12200 200SRT12200 12 12 25 - 200 2 -
200SR14100 200SRT14100 14 14 30 - 100 2 -
200SR14150 200SRT14150 14 14 30 - 150 2 -
200SR14200 200SRT14200 14 14 30 - 200 2 -
200SR14200.1 200SRT14200.1 14 16 30 80 200 2 43’
200SR16100 200SRT16100 16 16 30 - 100 2 -
200SR16150 200SRT16150 16 16 30 - 150 2 -
200SR16200 200SRT16200 16 16 30 - 200 2 -
200SR20100 200SRT20100 20 20 30 - 100 2 -
200SR20150 200SRT20150 20 20 30 - 150 2 -
200SR20200 200SRT20200 20 20 30 - 200 2 -
“41 <6 6 ho = Help 161
d1 =020 f7

HYPER
HRC
<50

<35 IRON FERROUS

-l

{ \
MICRO
GRAIN

\ J

e a
Nuova
CUMET
NORM
\ J

N

DIN 6535
Form HA

( \

i
30°)

\

)
UNCOATED
HYPER

|
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Fresa testa piana in metallo duro integrale
Solid carbide flat nose end mill

VHM - Schaftfraser - Fraise carbure a bout plat
dpe3a KoHLLeBas TBepAOCMIaBHaA C NIOCKUM TopL,oM - Sk rohovd fréza

CODE CODE *d1 | d2hé | 1 L | SoLb |UN°°’“ED
UNCOATED HYPER mm | mm mm mm [HRC] [HRC] [CAST] [ NE ]

<50 <35 IRON NON
200.010G1 200T.010G1 1 1 5 40 2 FERROUS
200.010 200T.010 1 3 25 40 2
200.015G15 200T.015G15 1.5 15 5 40 2
200.015 200T.015 1.5 3 4 40 2
200.020G2 200T7.020G2 2 2 8 40 2 Wy
200.020 200T.020 2 3 6 40 2 f
200.025G25 200T.025G25 25 25 8 40 2 1.7 ] X
200.025 200T.025 2.5 3 6 40 2 | |
200.030 200T.030 3 3 8 40 2 ¥ s
20003060 200703060 3 3 30 60 2
20003075 200703075 3 3 30 75 2 y
200.035 200T.035 35 35 10 40 2
200.040 200T.040 4 4 10 50 2 [
20004060 200704060 4 4 30 60 2 %
20004075 200704075 4 4 30 75 2
200.045 200T.045 45 | 45 10 50 2
200.050 200T.050 5 5 12 50 2
20005070 200705070 5 5 35 70 2
20005100 200705100 5 5 40 100 2
200.055 200T.055 55 55 12 50 2
200.060 200T.060 6 6 12 50 2 f 2
20006100 200706100 6 6 40 100 2 B
20006150 200706150 6 6 50 150 2
200.070 200T.070 7 7 16 60 2
200.080 200T.080 8 8 20 60 2 (ws) (Noova) (omems
20008100 200708100 8 8 40 100 2 GRAIN | | SumeT {Ilm_il]
20008150 200708150 8 8 50 150 2 . )\ ) {
200.090 200T.090 9 9 20 70 2 - N N
200.100 200T.100 10 10 22 70 2 %} | | HsC ]
20010100 200710100 10 10 45 100 2 VESRGA) \HHC
20010150 200710150 10 10 60 150 2 - Y (o) (
200.110 200T.110 1 1 22 75 2 |_ A,lm ’_%_ﬂ
200.120 200T1.120 12 12 25 75 2 L ) (welee)
20012100 200712100 12 12 45 100 2 . . .
20012150 200712150 12 12 75 150 2 Ap UNCOATED
200.130 2001130 13 13 25 75 2 N (12) @
200.140 200T.140 14 14 30 85 2
20014100 200714100 14 14 45 100 2
20014150 200714150 14 14 65 150 2
20014150.1 200T14150.1 14 14 75 150 2
200.150 200T.150 15 15 30 85 2
20015100 200715100 15 15 45 100 2
200.160 200T.160 16 16 30 85 2
20016100 200716100 16 16 45 100 2
20016150 200716150 16 16 65 150 2
20016150.1 200T16150.1 16 16 75 150 2
200.180 200T.180 18 18 38 100 2
20018150 200718150 18 18 50 150 2
20018150.1 200T18150.1 18 18 65 150 2
20018150.2 200T18150.2 18 18 75 150 2
200.200 200T.200 20 20 40 100 2
20020150 200720150 20 20 55 150 2
20020150.1 200720150.1 20 20 65 150 2
20020150.2 200720150.2 20 20 75 150 2
200.250 200T.250 25 25 40 100 2
20025150 200725150 25 25 65 150 2
20025150.1 2007251501 25 25 75 150 2
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Fresa testa sferica in metallo duro integrale
Solid carbide ball nose end mill

VHM - Radiusfraser - Fraise carbure a bout hémisphérique
dpe3a KoHLLeBas TBepaocnaaBHasa nonychepudeckas - Sk kulova fréza

CODE *d1 d2hé | I L 1 GOLD UNCOATED
UNCOATED HYPER mm | mm | mm | mm | no. [HRC [HRC] [CAST] [,Noxs] [ NE]

<50 Stainles! CNONT

200R.010G1 200RT.010G1 1 1 5 38 2 <35 IRON Steel FERROUS
200R.010 200RT.010 1 3 2.5 40 2
200R.015G15 200RT.015G15 1.5 15 5 38 2
200R.015 200RT.015 1.5 3 4 40 2
200R.020G2 200RT.020G2 2 2 8 38 2 T, B
200R.020 200RT.020 2 3 6 40 2 |
200R.025G25 200RT.025G25 2.5 25 8 38 2 . I
200R.025 200RT.025 2.5 3 6 40 2
200R.030 200RT.030 3 3 8 40 2 i
200RL.030 200RLT.030 3 3 30 60 2 .
200RL.030.1 200RLT.030.1 3 3 30 75 2 | i
200R.035 200RT.035 3.5 35 10 40 2 i
200R.040 200RT.040 a4 4 10 50 2
200RL.040 200RLT.040 4 4 30 60 2 L
200RL.040.1 200RLT.040.1 4 4 30 75 2
200R.045 200RT.045 45 45 10 50 2
200R.050 200RT.050 5 5 12 50 2
200RL.050 200RLT.050 5 5 35 70 2
200RL.050.1 200RLT.050.1 5 5 40 100 2
200R.055 200RT.055 5.5 55 12 50 2
200R.060 200RT.060 6 6 12 50 2 |
200RL.060 200RLT.060 6 6 40 | 100 2 &
200RL.060.1 200RLT.060.1 6 6 50 | 150 2
200R.070 200RT.070 7 7 16 60 2
200R.080 200RT.080 8 8 20 60 2
200RL.080 200RLT.080 8 8 40 100 2 p N/ . \
200RL.080.1 200RIT.080.1 8 8 50 150 2 micro | | Nuova | - fom esss
200R.090 200RT.090 9 9 | 20 70 2 | CRAIN ]| Norm | &)
200R.100 200RT.100 10 10 22 70 2 ) L . .
200RL.100 200RLT.100 10 10 45 100 2 %’/\ m B HSC
200RL.100.1 200RLT.100.1 10 10 60 | 150 2 300 | © o HHC
200R.110 200RT.110 11 1M 22 75 2 b 7N 2 /
200R.120 200RT.120 12 12 25 75 2 ( ) "» 921“ ( )
200RL.120 200RLT.120 12 12 45 100 2 %l}‘:“ MJ%
200RL.120.1 200RLT.120.1 12 122 75 | 150 2 \ J \ J
200R.130 200RT.130 13 13 25 75 2 r/\l\”)‘ ( \ )
200R.140 200RT.140 14 14 30 @ 85 2 ™ @ ”“%‘[‘)“D
200RL.140 200RLT.140 14 14 45 100 2 \ ) (12 ) | )
200RL.140.1 200RLT.140.1 14 14 65 | 150 2
200RL.140.2 200RLT.140.2 14 14 75 150 2
200R.150 200RT.150 15 15 | 30 85 2
200RL.150 200RLT.150 15 15 45 100 2
200R.160 200RT.160 16 16 30 85 2
200RL.160 200RLT.160 16 16 45 | 100 2
200RL.160.1 200RLT.160.1 16 16 65 | 150 2
200RL.160.2 200RLT.160.2 16 16 75 150 2
200R.180 200RT.180 18 18 38 | 100 2
200RL.180 200RLT.180 18 18 50 | 150 2
200RL.180.1 200RLT.180.1 18 18 65 | 150 2
200RL.180.2 200RLT.180.2 18 18 75 | 150 2
200R.200 200RT.200 20 20 40 | 100 2
200RL.200 200RLT.200 20 20 55 150 2
200RL.200.1 200RLT.200.1 20 20 65 150 2
200RL.200.2 200RLT.200.2 20 20 75 150 2
200R.250 200RT.250 25 25 40 100 2
200RL.250 200RLT.250 25 25 65 150 2
200RL.250.1 200RLT.250.1 25 25 75 | 150 2
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Fresa testa piana in metallo duro integrale

Solid carbide flat nose end mill

VHM - Schaftfraser - Fraise carbure a bout plat

dpe3a KOHLLeBasA TBEPAOCNIABHAA C MIOCKUM TOpPLLOM - Sk rohova fréza

CODE (1])] “d1 d2h6| I L
UNCOATED HYPER mm mm | mm mm

300.010 300T.010 1 3 2.5 40 3
300.015 300T.015 1.5 3 4 40 3
300.020 300T.020 2 3 40 3
300.025 300T.025 2.5 3 7 40 3
300.030 300T.030 3 3 12 40 3
30003060 300703060 3 3 30 60 3
30003075 300703075 3 3 30 75 3
300.035 300T.035 3.5 35 12 40 3
300.040 300T.040 4 4 16 50 3
30004060 300704060 4 4 30 60 3
30004075 300704075 4 4 30 75 3
300.045 300T.045 4.5 4.5 16 50 3
300.050 300T.050 5 5 20 50 3
30005070 300705070 5 5 35 70 3
30005100 300705100 5 40 100 3
300.055 300T.055 5.5 55 20 50 3
300.060 300T.060 6 6 20 50 3
30006100 300706100 6 6 40 100 3
30006150 300706150 6 6 50 150 3
300.070 300T.070 7 7 22 60 3
300.080 300T.080 8 8 22 60 3
30008100 300708100 8 8 40 100 3
30008150 300708150 8 8 50 150 3
300.090 300T.090 9 9 22 70 3
300.100 300T.100 10 10 25 70 3
30010100 300710100 10 10 45 100 3
30010150 300710150 10 10 60 150 3
300.110 300T.110 11 11 27 75 3
300.120 300T.120 12 12 27 75 3
30012100 300712100 12 12 45 100 3
30012150 300712150 12 12 75 150 3
300.130 300T.130 13 13 27 75 3
300.140 300T.140 14 14 30 85 3
30014100 300714100 14 14 45 100 3
30014150 300714150 14 14 65 150 3
30014150.1 300T14150.1 14 14 75 150 3
300.150 300T.150 15 15 30 85 3
30015100 300715100 15 15 45 100 3
300.160 300T.160 16 16 30 85 3
30016100 300716100 16 16 45 100 3
30016150 300716150 16 16 65 150 3
30016150.1 300T16150.1 16 16 75 150 3
300.180 300T.180 18 18 40 100 3
30018150 300718150 18 18 50 150 3
30018150.1 300T18150.1 18 18 65 150 3
30018150.2 300T18150.2 18 18 75 150 3
300.200 300T.200 20 20 40 100 3
30020150 300720150 20 20 55 150 3
30020150.1 300720150.1 20 20 65 150 3
30020150.2 300T20150.2 20 20 75 150 3
300.220 300T.220 22 22 40 100 3
300.250 300T.250 25 25 40 100 3
30025150 300725150 25 25 65 150 3
30025150.1 300725150.1 25 25 75 150 3
— Help 195-196-198
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Fresa testa sferica in metallo duro integrale

Solid carbide ball nose end mill
VHM - Radiusfraser - Fraise carbure a bout hémisphérique

dpe3a KoHLLeBas TBepAOCnaaBHaA nonyccepunyeckas - Sk kulovd fréza

(1])] (1])]3 *d1 d2hé | I L
UNCOATED HYPER mm mm | mm mm

300R.010 300RT.010 1 3 2.5 40 3
300R.015 300RT.015 1.5 3 4 40 3
300R.020 300RT.020 2 3 5 40 3
300R.025 300RT.025 25 3 7 40 3
300R.030 300RT.030 3 3 12 40 3
300RL.030 300RLT.030 3 3 30 60 3
300RL.030.1 300RLT.030.1 3 3 30 75 3
300R.035 300RT.035 3.5 35 12 40 3
300R.040 300RT.040 4 4 16 50 3
300RL.040 300RLT.040 4 4 30 60 3
300RL.040.1 300RLT.040.1 4 4 30 75 3
300R.045 300RT.045 4.5 4.5 16 50 3
300R.050 300RT.050 5 5 20 50 3
300RL.050 300RLT.050 5 5 35 70 3
300RL.050.1 300RLT.050.1 5 5 40 100 3
300R.055 300RT.055 5.5 55 20 50 3
300R.060 300RT.060 6 6 20 50 3
300RL.060 300RLT.060 6 6 40 100 3
300RL.060.1 300RLT.060.1 6 6 50 150 3
300R.070 300RT.070 7 7 22 60 3
300R.080 300RT.080 8 8 22 60 3
300RL.080 300RLT.080 8 8 40 100 3
300RL.080.1 300RLT.080.1 8 8 50 150 3
300R.090 300RT.090 9 9 22 70 3
300R.100 300RT.100 10 10 25 70 3
300RL.100 300RLT.100 10 10 45 100 3
300RL.100.1 300RLT.100.1 10 10 60 150 3
300R.110 300RT.110 11 11 27 75 3
300R.120 300RT.120 12 12 27 75 3
300RL.120 300RLT.120 12 12 45 100 3
300RL.120.1 300RLT.120.1 12 12 75 150 3
300R.130 300RT.130 13 13 27 75 3
300R.140 300RT.140 14 14 30 85 3
300RL.140 300RLT.140 14 14 45 100 3
300RL.140.1 300RLT.140.1 14 14 65 150 3
300RL.140.2 300RLT.140.2 14 14 75 150 3
300R.150 300RT.150 15 15 30 85 3
300RL.150 300RLT.150 15 15 45 100 3
300R.160 300RT.160 16 16 30 85 3
300RL.160 300RLT.160 16 16 45 100 3
300RL.160.1 300RLT.160.1 16 16 65 150 3
300RL.160.2 300RLT.160.2 16 16 75 150 3
300R.180 300RT.180 18 18 40 100 3
300RL.180 300RLT.180 18 18 50 150 3
300RL.180.1 300RLT.180.1 18 18 65 150 3
300RL.180.2 300RLT.180.2 18 18 75 150 3
300R.200 300RT.200 20 20 40 100 3
300RL.200 300RLT.200 20 20 55 150 3
300RL.200.1 300RLT.200.1 20 20 65 150 3
300RL.200.2 300RLT.200.2 20 20 75 150 3
300R.250 300RT.250 25 25 40 100 3
300RL.250 300RLT.250 25 25 55 150 3
300RL.250.1 300RLT.250.1 25 25 75 150 3
— Help 161-200
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Fresa testa piana in metallo duro integrale

Solid carbide flat nose end mill

VHM - Schaftfraser - Fraise carbure a bout plat
dpe3a KoHLLeBasA TBEPAOCNIABHAA C MIOCKUM TOPLLOM - Sk rohova fréza

UNCOATED HYPER oL

450.030 450T.030

45003060 450703060 3 ¥
450.035 450T.035 3.5 3.5 10 40 3

450.040 450T.040 4 4 12 50 3 ¥l
45004060 450704060 4 4 30 60 3 1 |
450.045 450T.045 4.5 4.5 12 50 3 Ir i
450.050 450T.050 5 5 12 50 3

45005070 450105070 5 5 35 70 3

450.060 450T.060 6 6 16 50 3

45006100 450706100 6 6 40 100 3

450.070 450T.070 7 7 16 60 3

450.080 450T.080 8 8 20 60 3

45008100 450708100 8 8 40 100 3

450.090 450T.090 9 9 20 70 3

450.100 450T.100 10 10 22 70 3

45010100 450710100 10 10 45 100 3

450.110 450T.110 11 11 22 70 3

45011100 450711100 1 1 45 100 3

450.120 450T.120 12 12 27 75 3 I
45012100 450712100 12 12 45 100 3

450.140 450T.140 14 14 27 85 3

45014100 450714100 14 14 45 100 3

450.150 450T.150 15 15 30 85 3

450.160 450T.160 16 16 32 85 3

45016100 450716100 16 16 45 100 3

45016150 450716150 16 16 65 150 3

450.180 450T.180 18 18 38 100 3

450.200 450T.200 20 20 38 100 3

45020150 450720150 20 20 65 150 3

45020150.1 450T720150.1 20 20 75 150 3
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Solid carbide flat nose end mill

VHM - Schaftfraser - Fraise carbure a bout plat
dpe3a KoHLLeBasA TBEPAOCNIABHAA C MIOCKUM TOpPLLOM - Sk rohova fréza

CODE CODE
UNCOATED HYPER i
P L

500.030 500T.030 3

500.040 500T.040 4 4 3

50004060 500704060 4 4 30 60 3 1ﬁ

500.050 500T.050 5 5 12 50 3 'Ii |I|

500.060 500T.060 6 6 16 50 3 "i

50006100 500706100 6 6 40 100 3

500.080 500T.080 8 8 20 60 3 \ T

50008100 500708100 8 8 40 100 3

500.100 500T.100 10 10 22 70 3

50010100 500710100 10 10 45 100 3

500.120 500T.120 12 12 27 75 3

50012100 500712100 12 12 45 100 3

500.150 500T.150 15 15 30 85 3

500.160 500T.160 16 16 30 85 3

50016100 500716100 16 16 45 100 3

50016150 500716150 16 16 65 150 3

500.180 500T.180 18 18 38 100 3 J

500.200 500T.200 20 20 38 100 3 e
- Help 195-196 .
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Fresa testa piana in metallo duro integrale

Solid carbide flat nose end mill

VHM - Schaftfraser - Fraise carbure a bout plat

dpe3a KoHLLeBasA TBEPAOCNNABHAA C MIOCKUM TOPLLOM - Sk rohova fréza

CODE =41 | d2h6| I L 1
UNCOATED HYPER mm mm | mm mm no.
400.010G1 400T.010G1 1 1 5 38 4
400.010 400T.010 1 3 2.5 40 4
400.015G15 400T.015G15 1.5 1.5 5 38 4
400.015 400T.015 1.5 3 4 40 4
400.020G2 400T.020G2 2 2 8 38 4
400.020 400T.020 2 3 5 40 4
400.025G25 400T.025G25 25 2.5 8 38 4
400.025 400T.025 2.5 3 7 40 4
400.030 400T.030 3 3 12 40 4
40003060 400703060 3 3 30 60 4
40003075 400703075 3 3 30 75 4
400.035 400T.035 3.5 3.5 12 40 4
400.040 400T.040 4 4 16 50 4
40004060 400704060 4 4 30 60 4
40004075 400704075 4 4 30 75 4
400.045 400T.045 4.5 4.5 16 50 4
400.050 400T.050 5 5 20 50 4
40005070 4007105070 5 5 35 70 4
40005100 400705100 5 5 40 100 4
400.055 400T.055 5.5 5.5 20 50 4
400.060 400T.060 6 6 20 50 4
40006100 400706100 6 6 40 100 4
40006150 400706150 6 6 50 150 4
400.070 400T.070 7 7 22 60 4
400.080 400T.080 8 8 22 60 4
40008100 400708100 8 8 40 100 4
40008150 400708150 8 8 50 150 4
400.090 400T.090 9 9 22 70 4
400.100 400T.100 10 10 25 70 4
40010100 400710100 10 10 45 100 4
40010150 400710150 10 10 60 150 4
400.110 400T.110 1 11 27 75 4
400.120 400T.120 12 12 27 75 4
40012100 400712100 12 12 45 100 4
40012150 400712150 12 12 75 150 4
400.130 400T.130 13 13 27 75 4
400.140 400T.140 14 14 30 85 4
40014100 400714100 14 14 45 100 4
40014150 400714150 14 14 65 150 4
40014150.1 400T14150.1 14 14 75 150 4
400.150 400T.150 15 15 30 85 4
40015100 400715100 15 15 45 100 4
400.160 400T.160 16 16 30 85 4
40016100 400716100 16 16 45 100 4
40016150 400716150 16 16 65 150 4
40016150.1 400T16150.1 16 16 75 150 4
400.180 400T.180 18 18 40 100 4
40018150 400718150 18 18 50 150 4
40018150.1 400T18150.1 18 18 65 150 4
40018150.2 400T18150.2 18 18 75 150 4
400.200 400T.200 20 20 40 100 4
40020150 400720150 20 20 55 150 4
40020150.1 400T20150.1 20 20 65 150 4
40020150.2 400T720150.2 20 20 75 150 4
400.220 400T.220 22 22 40 100 4
400.250 400T.250 25 25 40 100 4
40025150 400725150 25 25 55 150 4
40025150.1 400725150.1 25 25 75 150 4
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Fresa testa torica in metallo duro integrale
Solid carbide corner radius end mill

VHM - Schaftfraser - Fraise carbure avec rayond‘angle
dpe3a KOHLeBas TBEPAOCMNABHAA C YI/IOBbIM PAAMNYCOM ANA TAXEN0ro ppesepoBaHms
Sk fréza s rohovym radiusem pro tezky Fez

CODE d1 d2 p I L
mm | mm | mm | mm | mm HRC CAST
455 IRON
400T03100R03 3 3 03 12 100
400T04100R05 4 4 05 16 100
400T05100R05 5 5 05 20 100
400T06100R05 6 6 0.5 20 100 (suB ) (Nuova) [omesss )
Form HA
400T06100R1 6 6 1 20 100 %53 ﬁ%’;ﬁr ]
400T06150R05 6 6 0.5 30 150 \ J \ J \ /
400T06150R1 6 6 1 30 150 () 'mﬁ; Croes
400T08100R05 8 8 05 40 100 % . & HHC
400T08100R1 8 8 1 40 100 @s30) (T4 J
400T08150R05 8 8 05 50 150 r Y @ ( )
400T08150R1 8 8 1 50 150 L ml.gg‘, %
400T10100R05 10 10 05 45 100 [P ) (uélus) | )
400T10100R1 10 10 1 45 100 — [ N [ \
400T10150R05 10 10 05 60 150 :V\\ GOLD
400T10150R1 10 10 1 60 150 . ) Lza J \ y
400T12100R05 12 12 05 45 100 —_—
400T12100R1 12 12 1 45 100 | .
400T15150R05 12 12 05 65 150 fd
400T15150R1 12 12 1 65 150
- 197
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Fresa testa sferica in metallo duro integrale
Solid carbide ball nose end mill

VHM - Radiusfraser - Fraise carbure a bout hémisphérique
dpe3a KoHLLeBas TBepAoCnaaBHas nonychepuyeckas - Sk kulovd fréza

CODE CODE “d1 d2zhé | I L
UNCOATED HYPER mm mm | mm mm

N

=
o

<50 <35 IRON

[m [M'ED
INOX
[ il ] [ IR ] [CAST] {Stainless] {COpPef]

400R.010G1 400RT.010G1 1 1 5 38 4 Steel
400R.010 400RT.010 1 3 25 40 4

400R.015G15 400RT.015G15 15 15 5 38 4

400R.015 400RT.015 1.5 3 4 40 4 )
400R.020G2 400RT.02062 2 2 8 38 4 PRI
400R.020 400RT.020 2 3 5 0 4 e
400R.025G25 400RT.025G25 25 25 8 38 4

400R.025 400RT.025 2.5 3 7 0 4

400R.030 400RT.030 3 3 12 40 4 L
400RL.030 400RLT.030 3 3 30 60 4

400RL.030.1 400RLT.030.1 3 3 30 75 4 '
400R.040 400RT.040 4 4 | 16 50 4

400RL.040 400RLT.040 4 4 30 60 4 !
400RL.040.1 400RLT.040.1 4 4 30 75 4

400R.045 400RT.045 45 45 16 50 4

400R.050 400RT.050 5 5 | 20 50 4

400RL.050 400RLT.050 5 5 35 70 4

400RL.050.1 400RLT.050.1 5 5 40 100 4

400R.055 400RT.055 55 55 20 50 4

400R.060 400RT.060 6 6 20 50 4 ]
400RL.060 400RLT.060 6 6 40 100 4

400RL.060.1 400RLT.060.1 6 6 50 150 4 (A
400R.070 400RT.070 7 7 22 | 60 4

400R.080 400RT.080 8 8 | 22 | 60 4

400RL.080 400RLT.080 8 8 40 100 4 ) L, L, .
400RL.080.1 400RLT.080.1 8 8 50 150 4 micRo | [ Nuova | - fomssss
400R.090 400RT.090 9 9 22 70 4 ‘GRA'NJ [ NoRM | | 8T 1)
400R.100 400RT.100 10 10 25 | 70 4 ) - - .
400RL.100 400RLT.100 10 10 45 100 4 | | HsC
400RL.100.1 400RLT.100.1 10 10 60 150 4 ‘%2001 ) ‘HHCJ
400R.110 400RT.110 11 1 27 | 75 4

400R.120 400RT.120 12 12 27 75 4 (1 1) () [ 2
400RL.120 400RLT. 120 12 12 45 100 4 :ﬁ'l}?} M,%
400RL.120.1 400RLT.120.1 12 12 75 150 4 . b ’

4 \ 4 \ 4 \
400R.130 400RT.130 13 13 27 75 4 AN IS
400R.140 400RT.140 14 14 30 | 85 4 o
400RL.140 400RLT.140 14 14 45 100 4 ‘—h‘ L4\ /
400RL.140.1 400RLT.140.1 14 14 65 | 150 4
400RL.140.2 400RLT.140.2 14 14 75 150 4
400R.150 400RT.150 15 15 30 | 85 4
400RL.150 400RLT.150 15 15 45 | 100 4
400R.160 400RT.160 16 16 30 | 85 4
400RL.160 400RLT.160 16 16 45 | 100 4
400RL.160.1 400RLT.160.1 16 16 65 150 4
400RL.160.2 400RLT.160.2 16 16 75 150 4
400R.180 400RT.180 18 18 40 | 100 4
400RL.180 400RLT.180 18 18 50 150 4
400RL.180.1 400RLT.180.1 18 18 65 | 150 4
400RL.180.2 400RLT.180.2 18 18 75 150 4
400R.200 400RT.200 20 20 40 100 4
400RL.200 400RLT.200 20 20 55 150 4
400RL.200.1 400RLT.200.1 20 20 65 150 4
400RL.200.2 400RLT.200.2 20 20 75 150 4
400R.250 400RT.250 25 25 | 40 100 4
400RL.250 400RLT.250 25 25 55 150 4
400RL.250.1 400RLT.250.1 25 25 75 150 4

= Help 161-200
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Fresa conica testa piana in metallo duro integrale
Solid carbide flat nose die tapered end mill

VHM - Schaftfraser Konisch - Fraise carbure conique a bout plat
dpe3a KOHLLeBasA TBepAOCMIaBHas KoHuyeckas - Sk rohova fréza se zuzenou stopkou

CODE d1h8 | d2hé I INOX
mm mm mm HRC CAST NI-All TI-All Stainless| | Copper
<50 IRON -Alloy -Alloy
25 60

Steel

300€.025.05 4 3
300€.030.05 3 4 20 60 3

300€.040.05 4 5 20 60 3

300€.060.05 6 8 30 75 4 12 it

300€.080.05 8 10 30 70 4 uii

300€.100.05 10 12 30 75 4 T
300€.120.05 12 14 30 85 4

300C.120.05.1 12 14 50 100 4

300€.025.1 25 4 20 60 3 |
300€.030.1 3 4 20 60 3

300€.040.1 4 5 20 60 3

300€.050.1 5 6 30 75 3

300€.060.1 6 8 30 75 3 '
300€.060.1L 6 8 57 120 3 10 '.II |
300€.080.1 8 10 30 70 4 iy
300€.080.1L 8 10 57 120 4 o
300.100.1 10 12 30 75 4

300.120.1 12 14 50 100 4

300€.025.15 25 4 200 60 3

300€.030.15 3 4 20 60 3

300€.040.15 4 5 20 60 3

300€.050.15 5 8 30 75 3 10 |
300€.060.15 6 8 30 75 3 '
300€.080.15 8 10 30 70 4 | a2
300€.100.15 10 12 30 75 4

300€.120.15 12 16 50 100 4

300€.025.2 25 4 20 60 3

300C.060.2 6 10 57 120 3 rMICRO‘ rNUOVG‘ rDIN“}SW
300€.060.2L 6 12 8 150 3 MICRO || cumer | | “mon
300C.070.2 7 10 40 100 3 - L ) \(Norm | | 8L}
300€.080.2 8 10 28 100 3 ) . — .
300C.080.2L 8 12 57 150 4 %} Elo| | HsC
300€.080.2L1 8 14 8 200 4 (Z30) (& 9) [ HHC)
300€.100.2 10 14 57 200 4 ) - .
300C.025.3 25 6 20 60 3 |_ %lf:: %
300€.030.3 3 6 25 60 3 i | (1 | j
300€.030.3L 3 8 40 75 3

300€.040.3 4 8 30 75 3 '/\|\<+>‘ '@‘ '@‘
300€.060.3 6 10 30 70 3

300C.060.3L 6 12 50 100 3 5 ) 13 ) 14
300€.060.3L1 6 12 57 150 4 M)

300€.080.3 8 12 30 75 4 GOLD

300€.100.3L 10 16 50 100 4 —J

300€.025.5 25 6 20 60 3

300€.030.5 3 10 30 70 3

300€.030.5L 3 10 40 100 3

300€.035.5 35 12 50 100 3

300€.040.5 4 8 2 60 3

300€.040.5L 4 10 30 70 3

300€.050.5 5 12 40 100 3

300€.060.5 6 12 30 75 3 5°

300€.060.5L 6 16 50 100 3

300€.060.5L1 6 16 57 200 4

300€.080.5 8 18 50 100 4

300€.100.5 10 16 30 100 4

300C.100.5L 10 20 50 100 4

300€.120.5 12 18 30 100 4

= Help 197-198
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Fresa conica testa sferica in metallo duro integrale
Solid carbide ball nose die tapered end mill

VHM - Radiusfraser Konisch - Fraise carbure conique a bout hémisphérique
dpe3a KOHLLeBAA TBepAOCMIaBHas nonycdepunyeckas koHndeckas - Sk kulova fréza se zuzenou stopkou

CODE d1h8 | d2hé I INOX
mm mm mm ke CAST NI-Allo TI-Allo Stainless| | Copper
<50 IRON S I e
20

300CR.030.05 3 4 60 3

300CR.040.05 4 5 20 60 3

300CR.050.05 5 6 30 75 3

300CR.060.05 6 8 30 75 4 1/2° 4t

300CR.080.05 8 10 30 70 4 Hele

300CR.100.05 10 12 30 75 4 ; o

300CR.120.05.1 12 14 50 100 4

300CR.030.1 3 4 20 60 3

300CR.040.1 4 5 20 60 3 .

300CR.050.1 5 6 30 75 3 i

300CR.060.1 6 8 30 75 3

300CR.060.1L 6 8 57 120 3 1°

300CR.080.1 8 10 30 70 4 1

300CR.080.1L 8 10 57 120 4 |'||

300CR.100.1 10 12 30 75 4 ma T

300CR.120.1 12 14 50 100 4 [a®

300CR.160.1 16 18 55 100 4 |

300CR.025.15 2.5 4 20 60 3

300CR.030.15 3 4 20 60 3

300CR.040.15 4 5 20 60 3

300CR.050.15 5 8 30 75 3 qa0

300CR.060.15 6 8 30 75 3 1

300CR.080.15 8 10 30 70 4 '

300CR.100.15 10 12 30 75 4 s

300CR.120.15 12 16 50 100 4 .

300CR.060.2 6 10 57 120 3

300CR.060.2L 6 12 85 150 3

300CR.070.2 7 10 40 100 3 (wicro | [Nuova) [omesss )

300CR.080.2 8 10 28 100 4 2° GRAIN CUMEE form HA
NoRM | | ST

300CR.080.2L 8 12 57 150 4 \ J \ J \ J

;gggi?ﬁggn 180 13 sssi ;gg j %} \ rmfi; A

300CR.025.3 2.5 6 20 65 3 (23) (& 9) kHHCJ

300CR.030.3 3 6 25 65 3 - Y (o) ( \

300CR.030.3L 3 8 40 75 3 ‘g,lm %

300CR.040.3 4 8 30 75 3 L JRGOEE )

300CR.050.3 5 10 40 70 3 — ¢ L .

300CR.060.3 6 10 30 70 3 A @

300CR.060.3L 6 12 50 100 3 ‘A\J 73 ) |12 |

300CR.060.3L1 6 12 57 150 4 30

300CR.080.3 8 12 30 75 4

300CR.080.3L 8 14 50 100 4 GOLD

300CR.080.3L1 8 14 57 200 4 —

300CR.100.3 10 14 30 85 4

300CR.100.3L 10 16 50 100 4

300CR.100.3L1 10 16 57 200 4

300CR.120.3 12 18 50 100 4

300CR.025.5 2.5 6 20 60 3

300CR.030.5 3 10 30 70 3

300CR.030.5L 3 10 40 100 3

300CR.035.5 3.5 12 50 100 3

300CR.040.5 a4 8 22 60 3

300CR.040.5L a4 10 30 70 3

300CR.050.5 5 12 40 100 3 50

300CR.060.5 6 12 30 75 3

300CR.080.5 8 18 50 100 4

300CR.100.5 10 16 30 100 4

300CR.100.5L 10 20 50 100 4

300CR.120.5 12 20 40 100 4

= Help 161-200
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La vita € come andare in bicicletta. Per mantenere I'equilibrio devi muoverti

Das Leben ist wie ein Fahrrad. Man mufs sich vorwarts bewegen
um das Gleichgewicht nicht zu verlieren.

Albert Einstein

Testo non originale; la traduzione é arbitraria
No-Original text; the translation is arbitrary



Punte alto rendimento

High performance drills

Hochleistungsbohrer
Forets a haut performance
CBepna BbICOKONPOU3BOANUTENbHbIE

Vysoce vykonné vrtaky
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Punta ad alte prestazioni in metallo duro integrale

Solid carbide high performance twist drill

VHM - Hochleistungsbohrer - Foret carbure a haut performance

CeepJio cnvpanbHoOe TBEPAOCMNIAaBHOE BbICOKOMPOU3BoAMTENbHOE - Sk vysoce vykonny vrtdk

CODE dih7 | d2hé | I L CODE d1h7 | d2hé I L { ][ ) {INOX} [ ]
mm | mm | mm | mm mm mm | mm | mm HRC CAST | | intess| | Atuminium

<52 IRON =

1221.030 3.0 1221.086 8.6 J

1221.031 3.1 1221.087 8.7

1221.032 3.2 1221.088 8.8

122T1.033 3.3 6 20 60 1221.089 8.9 .

1221.034 3.4 1221.090 9.0 Py

1221.035 3.5 1221.091 9.1 i

1221.036 3.6 1221.092 9.2 10 45 89

1221.037 3.7 1221.093 9.3

1221.038 3.8 1221.094 9.4

122T.039 3.9 1221.095 9.5 it

1221.040 4.0 1221.096 9.6

1221.041 4.1 1221.097 9.7 |

1221.042 4.2 . ” 6 1221.098 9.8 [ |

1221.043 4.3 1221.099 9.9

1221.044 4.4 1221.100 10.0

122T.045 4.5 1227.101 10.1

1221.046 4.6 1221.102 10.2

1221.047 4.7 1221.103 10.3

1221.048 4.8 1221.104 10.4

1221.049 4.9 1221.105 10.5

1221.050 5.0 1221.106 10.6 '

122T.051 5.1 1221.107 10.7 a2 |

1221.052 5.2 1221.108 10.8

1221.053 5.3 1221.109 10.9

1221.054 5.4 6 28 66 1221.110 11.0 12 55 102

1221.055 5.5 1221111 11.1 rMICRO‘ (DIN ) [omesss )

122T1.056 5.6 1221.112 11.2 GRAIN 6537 é"‘:”"l

1221.057 5.7 1221.113 11.3 \ J \ J \ J

122T.058 5.8 1221114 11.4 ( Y (21 ) ( )

1221.059 5.9 1221.115 11.5 @'/\ E m

30° 140° g

1221.060 6.0 1221116 11.6 \ ="/ \ J

1221.061 6.1 1221117 11.7 () ( \ [ )

1221.062 6.2 1221118 11.8 oduide % HYPER

1221.063 6.3 1221119 119 (dad ) ( ) )

1221.064 6.4 1221120 12.0 —

1221.065 6.5 g 34 79 1221.122 12.2 3xd

1221.066 6.6 1221123 12.3 12 )\ )

1221.067 6.7 1221.125 12.5

1221.068 6.8 1221.128 12.8

122T.069 6.9 1221.130 13.0 14 60 107

1221.070 7.0 1221.135 13.5

1221.071 71 1221138 13.8

1221.072 7.2 g " 79 1221.140 14.0

1221.073 7.3 1221.145 14.5

1221.074 7.4 1221.150 15.0

1221.075 7.5 1221.155 15.5 16 65 15

1221.076 7.6 1221.160 16.0

1221.077 7.7 g " 79 1221.165 16.5

1221.078 7.8 1221.170 17.0

1221.079 7.9 1221.175 17.5 18 73 123

1221.080 8.0 1221.180 18.0

122T.081 8.1 1221.185 18.5

1221.082 8.2 1221.190 19.0

1221.083 8.3 10 45 89 1221.195 19.5 20 ” 131

1221.084 8.4 1221.200 20.0

1221.085 8.5 - Help 203
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Punta ad alte prestazioni in metallo duro integrale
Solid carbide high performance twist drill

VHM - Hochleistungsbohrer - Foret carbure helicoidal avec canaux de réfrigération
CeepJio cnupanbHoe TBepaocnaaBHoe ¢ nogavyenn COX - Sk vysoce vykonny vrtak

CODE d1h7 11 L CODE dih7 | d2hé | I L [ ] [ ] [INOX] { ]
mm mm | mm mm | mm | mm | mm HRC CAST | [ iintess| | Atuminium
<52 IRON o)
122F.030 3.0 122F.081 8.1
122F.031 3.1 122F.082 8.2
122F.032 3.2 122F.083 8.3
122F.033 3.3 20 60 122F.084 8.4 L
122F.034 3.4 122F.085 8.5
122F.035 3.5 122F.086 8.6 ! e
122F.036 3.6 122F.087 8.7 $'
122F.037 3.7 122F.088 8.8 I
122F.038 3.8 122F.089 8.9 _ .
122F.039 3.9 122F.090 9.0 10 45 89 i
122F.040 4.0 122F.091 9.1
122F041 4.1 122F.092 9.2
122F.042 4.2 122F.093 9.3 h' *
24 66 1 L
122F.043 43 122F.094 9.4 .
122F.044 4.4 122F.095 9.5 & .J '
122F.045 4.5 122F.096 9.6 [
122F.046 4.6 122F.097 9.7
122F.047 4.7 122F.098 9.8 i
122F.048 4.8 122F100 10.0 '
122F.049 4.9 122F101 10.1 !
122F.050 5.0 122F102 10.2 '
122F.051 5.1 122F103 10.3 ' '
122F.052 5.2 122104 10.4 [iLis
122F.053 5.3 122F105 10.5 i
122F.054 5.4 28 66 122F106 10.6
122F.055 5.5 122F107 10.7
122F.056 5.6 122F108 10.8 (o) (DN r'iL?‘mGEEE‘
122F.057 5.7 122E109 10.9 GRAIN | | 6537 | | ooy
122F.058 5.8 122E110 1.0 12 55 102 \ ) \ ) \ )
122F.059 5.9 122E111 11.1 r N [ N [ \
122F.060 6.0 122F112 11.2 @> g m
122F.061 6.1 122F113 113 3] (&m0 (L8 )
122F.062 6.2 122FE114 11.4 r“‘““‘w r \ [ \
122F.063 6.3 122F115 115 ity % HYPER
122F.064 6.4 122F116 11.6 CUIX RN )\ )
122F.065 6.5 122E117 1.7 — —
34 75
122F.066 6.6 122F118 11.8 3xd
122F.067 6.7 122F120 12.0 12
122F.068 6.8 122F122 12.2
122F.069 6.9 122F123 12.3
122F.070 7.0 122F125 12.5
122F071 7.1 122128 12.8
122F.072 7.2 122F130 130 60 107
122F.073 7.3 122F135 13.5
122F074 7.4 122F138 13.8
122F.075 7.5 i 79 122F140 14.0
122F.076 7.6 122F145 14.5
122F077 7.7 122F150 150 6 15
122F078 7.8 122F155 15.5
122F.079 7.9 122F160 16.0
122F.080 8.0 122F165 16.5
122F170 170 . 123
122F175 17.5
122F180 18.0
122F185 18.5
122190 190 L 79 131
122F195 19.5
122F200 20.0
— Help 204
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Punta ad alte prestazioni in metallo duro integrale

Solid carbide high performance twist drill

VHM - Hochleistungsbohrer - Foret carbure a haut performance

CeepJio cnvpanbHoOe TBEPAOCMNIABHOE BbICOKOMPOU3BOAMTENbHOE - Sk vysoce vykonny vrtdk

CODE d1h7 | d2heé | I L CODE dih7 | d2h6é | 11 L ) (vox
mm mm mm mm mm mm mm mm [l;”';g] {ICF?OSIZJF {Stainless] Aluminium
122TL.005 0.5 1221L.071 7.1 ) S
122TL.006 0.6 1221L.072 7.2
1227L.007 = 0.7 3 10 50 1221L.073 7.3
1227L.008 = 0.8 1221L.074 7.4
12211009 0.9 1221L.075 7.5 8 >3 o1 i
1227L.010 © 1.0 1221L.076 7.6
1221L.011 1.1 1221L.077 7.7 F
1221L.012 1.2 ; . 5 1221L.078 7.8
1221L.013 1.3 1221L.079 7.9
1227L.014 1.4 1227L.080 8.0
122TL.015 1.5 1221L.081 8.1 ;
1221L.016 = 1.6 12271L.082 8.2
1221L.017 = 1.7 1227L.083 8.3
122TL.018 1.8 3 16 55 12271L.084 8.4 i
1221L.019 1.9 1227L.085 8.5 4
1227L.020 2.0 1221L.086 8.6
1221L.021 2.1 1221L.087 8.7
1221L.022 2.2 1227L.088 8.8
1227L.023 2.3 1227L.089 8.9
1221L.024 2.4 1221L.090 9.0
1227L.025 2.5 3 21 57 1221L.091 9.1 10 61 103
1227L.026 = 2.6 1221092 9.2
1221L.027 2.7 1221L.093 9.3 k
1227L.028 2.8 1221L.094 9.4 4
1221L.029 2.9 122TL.095 9.5 B
122TL.030 3.0 1221L.096 9.6
1227L.031 3.1 1221L.097 9.7
1227L.032 3.2 1227098 9.8 p . . \
12211033 3.3 ¢ - ” 12211099 9.9 Micro | | DIN | fomesss
122TL.034 3.4 122TL.100  10.0 LGRAINJ ‘65371 )
1227L.035 3.5 12211101 10.1
1227L.036 3.6 122TL.102  10.2 ( Y (&2 ) 'm‘
1221L.037 = 3.7 1221L.103  10.3 @E’on 140° 5
1227L.038 = 3.8 12211104 10.4 \ ) =)\ J
122TL.039 3.9 122TL.105 10.5 r“‘““‘w ( \ [ \
122TL.040 4.0 122TL.106 10.6 .:‘::.‘.:‘A % HYPER
1227L.041 4.1 12211107 10.7 (o0a'8 ) | JAS )
1221L.042 4.2 6 3 4 1221L.108  10.8 R —
1227L.043 4.3 1221L.109  10.9 sxd
1227L.044 4.4 1221L110 © 11.0 12 71 1 .
122TL.045 4.5 122TL.111 11.1 Y —
1227L.046 = 4.6 1221L.112 11.2
1227L.047 = 4.7 1221L.113 113
122TL.048 4.8 1221L.114  11.4
1227L.049 4.9 1221L.115  11.5
1227L.050 = 5.0 1221L.116 © 11.6
122TL.051 5.1 1221L117 117
1227L.052 5.2 1221L.118  11.8
1227L.053 5.3 1221L.119  11.9
122TL.054 5.4 6 44 82 12211120 12.0
1227L.055 5.5 1221L122 122
122TL.056 = 5.6 12211123 123
1221L.057 5.7 1221125 125
1227L.058 = 5.8 12211128 12.8 14 77 124
1227L.059 = 5.9 12211130 13.0
122TL.060 6.0 1221135 13.5
1227L.061 6.1 1221L.140  14.0
1221L.062 6.2 12211145 | 14.5
122TL.063 6.3 1221L.150  15.0
122TL.064 6.4 1221L.155 155 16 83 133
1227L.065 6.5 o 53 o 1221L.160  16.0
122TL.066 6.6 122TL.165 165
1221L.067 = 6.7 1221L170  17.0
122TL.068 6.8 121,175 175 8 93 143
122TL.069 6.9 1221L.180  18.0
1221L.070 = 7.0 1221L.200  20.0 20 101 153
— Help 203

112




Punta ad alte prestazioni in metallo duro integrale
Solid carbide high performance twist drill

VHM - Hochleistungsbohrer - Foret carbure a haut performance
CeepJio cnupanbHoOe TBEPAOCNIABHOE BbICOKOMPOU3BoAMTENbHOE - Sk vysoce vykonny vrtdk

CODE d1h7 11 L CODE dih7 | d2h6 | I L
mm mm mm mm mm mm mm HRC CAST sltN'?X Aluminium
<52 IRON o
122FL.O10 1.0 10 55 122FL.074 7.4
122FL.011 1.1 122FL.O75 7.5
122FL.012 1.2 122FL.O76 7.6 . o o
122FL.013 1.3 12 55 122FL.077 7.7 ML
122FL.O14 1.4 122FL.078 7.8
122FL.O15 1.5 122FL.079 7.9 > —
122FL.016 | 1.6 122FL.0S0 8.0 '
122FL.017 1.7 122FL.081 8.1
122FL.018 1.8 16 55 122FL.082 8.2 !
122FL.O19 1.9 122FL.083 8.3 !
122FL.020 2.0 122FL.084 = 8.4 i
122FL.021 2.1 122FL.085 = 8.5
122FL.022 2.2 122FL.086 8.6 #
TZILOG | 23 oo | 88 . .
122FL.024 2.4 : - 4
122FL.089 8.9 |J “!
122FL.025 2.5 21 57 '
122FL026 | 2.6 122FL.O90 9.0 10 60 103 }
122FL.027 2.7 Eiitgg; g-;
122FL.028 2.8 : .
122FL.093 9.3 il
122FL.029 2.9 7
122FL.094 9.4
122FL.030 3.0 LG T 5.5
122FL.031 3.1 : : p
122FL.0%6 9.6 i
giitgg ;; 122FL.087 9.7 I
122FL‘034 3'4 28 66 122FL.098 9.8 1.
e T 122FL.O99 9.9 | o2 |
: : 122FL.100  10.0
122FL.036 | 3.6 122FL101  10.1
122AL.037 | 3.7 122FL102  10.2
122FL.038 | 3.8 122FL103  10.3 S
122FL.039 3.9 122FL.104 10.4 MICRO D|N DIN 6535
122FL.040 4.0 o
: . 122FL.105  10.5 GRAIN | [ 6537 | |5p=3
1;;:83; :-; 122FL.106  10.6 \ J \ J \ )
. : 36 74 122FL.107 10.7 s v\w = \ [ \
122FL.043 4.3 122FL.108  10.8 @/ , ]
122f1.044 | 4.4 122FL109  10.9 CESRELAES
122FL.045 4.5 122FL110 110
122FL.046 4.6 12/ a2 70 M8 (avuts) (V] ) 'HYPER‘
122f1.047 | 47 122FL112 112 sipaaiah
122FL.048 4.8 122FL113  11.3 CLX YA\ ) \ ),
122FL.049 4.9 122FL114 114 =) ()
122FL.050 5.0 122FL115 115 5xd
122FL.051 5.1 122FL116  11.6 12
122FL.052 5.2 122FL117 117
122FL.053 5.3 122FL118 11.8
122FL.054 5.4 44 81 122FL119 11.9
122FL.055 5.5 122FL120  12.0
122FL.056 5.6 122FL122 122
122FL.057 = 5.7 122FL123 123
122FL.058 = 5.8 122FL125 125
122FL.059 5.9 122FL128  12.8
122FL060 6.0 122FL130 130 M 77124
122FL.061 6.1 122FL135  13.5
122FL.062 6.2 122FL138  13.8
122FL.063 6.3 122FL140  14.0
122FL.064 6.4 122FL.145 14.5
122FL.O65 6.5 53 91 122FL.148  14.8
122FL.066 6.6 122FL.150 15.0 16 33 133
122FL.067 6.7 122FL.155 15.5
122FL.068 6.8 122FL.158 15.8
122FL.069 6.9 122FL.160 16.0
122FL070 7.0 122FL165  16.5
129FL071 74 122FL.168  16.8
122iL072 7.2 53 o 122FL170  17.0 18 93 143
122FL073 73 122FL175  17.5
122FL.180  18.0
122FL.200 20 20 101 | 153
— Help 204
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Punta ad alte prestazioni in metallo duro integrale
Solid carbide high performance twist drill

VHM - Hochleistungsbohrer - Foret carbure a haut performance
CeepJio cnvpasnbHoe TBEPAOCNIABHOE BbICOKOMPOU3BoamuTenbHoe - Sk vysoce vykonny vrtdk

CODE d1th7 | d2hé | 11 L CODE dith7 | d2hé | I L LA
mm mm mm mm mm mm mm mm .

122FALX.035 3.5 6 34 . 122FALX.092 = 9.2 “1'- [
122FALX.037 = 3.7 122FALX.095 = 9.5 10 o5 | 142 “ o .
122FALX.038 = 3.8 122FALX.098 = 9.8 stairloss| [T
122FALX.040 4.0 ¢ 3 . 122FALX.100  10.0 'gﬂ Steel
122FALX.042 4.2 122FALX.102  10.2
122FALX.045 = 4.5 122FALX.103  10.3 \]
122FALX.048 = 4.8 122FALX.105  10.5 |
122FALX.050 5.0 122FALX.107  10.7 I| (micro | [ DIN | [emesss)
122FALX.051 = 5.1 122FALX.108  10.8 12 114 160 ‘ GRAIN | | 6537 | |s5=3
122FALX.052 5.2 6 57 95 122FALX.110  11.0 H"-' 'y . ah 2 g
122FALX.055 5.5 122FALX.115  11.5 1 (1™ ) ' ) ( m )
122FALX.058 = 5.8 122FALX.118  11.8 l @goo 1400 o
122FALX.060 = 6.0 122FALX.120  12.0 ‘ L \ J =) X J
122FALX.061 = 6.1 122FALX.122 122 W (evats) [ ) ( )
122FALX.062 6.2 122FALX.123 123 . e % HYPER
122FALX.063 6.3 122FALX.125 | 12.5 | LU J \ J
122FALX.065 6.5 122FALX.128  12.8 14 130 175 l. ] () ()
122FALX.067 = 6.7 122FALX.130  13.0 .I'* 8xd
122FALX.068 = 6.8 8 76 | 114 122FALX.135  13.5 | 1 2 )
122FALX.070 = 7.0 122FALX.140  14.0
122FALX.075 = 7.5 122FALX.145  14.5
122FALX.078 7.8 122FALX150 150 150 | 200
122FALX.080 8.0 122FALX.155 = 15.5
122FALX.085 = 8.5 122FALX.160  16.0
122FALX.088 = 8.8 10 95 142 122FALX.180  18.0 18 170 220
122FALX.090 = 9.0 122FALX.200  20.0 20 190 240 ' i !
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Fresa rompimaschio in metallo duro integrale
Solid carbide tap destroying end mill
VHM Gewindeausbohrwerkzeug - Fraise carbure pour briser les tarauds
dpesa KOHLUeBas TBepAOCrIaBHas s hpesepoBaHuns pe3bboBbiX MPOeMOoB

Sk fréza pro obrabéni zalomenych zavitnikt

(D] 3 THREAD | d1e9 d2 h] L 1
af HRC
mm | mm | mm | mm no. L LA <70

145.033 M4 33 6 15 50 3 —

145.042 M5 42 6 15 50 3

145.050 M6 50 6 15 50 3

145.068 M8 68 8 20 60 3 it 508 ) (Noova) (o)

145.085 M0 85 10 25 70 3 MICRO | | cumer | | romin

NORM

145102 M12 102 12 30 75 3 | (SRAIN) )

145120 M14 120 12 30 75 3 | ) r r = \

145140  M16 140 14 40 100 3 ‘ i

145.155 M18 155 16 40 100 3 4 ) =% 8 )

145175 M20 175 18 50 100 3 o) ( —
) ’—@—J @

VC = 40 m/min [ 404% | 13

Fz = 0.01mm/Revolution

( = \ r ( \
f\( )
Set frese rompimaschio - Destroyng set end mills j/\ TIN | |LapPED
\. J \ J
CODE COMPOSTO DA Q.TY .
COMPOSED OF | % |
145/SET 03.3/4.2/5/6.8/8.5/10.2/12 1 EACH
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Noi non siamo altro che fasci o collezioni di differenti percezioni che si sussequono
con una inconcepibile rapidita, in un perpetuo flusso e movimento.

The mind is nothing but a bundle or collection of different perceptions,
which succeed each other with an inconceivable rapidity,
and are in a perpetual flux and movement

David Hume

Testo non originale; la traduzione & arbitraria
No-Original text; the translation is arbitrary



Punte convenzionali

Conventional drills

Universal Spiralbohrer
Foret universel
CBepna cTaHAapTHbIE
Konvenci vrtaky
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Punta elicoidale autocentrante in metallo duro integrale
Solid carbide autocentering twist drill

VHM - Spiralbohrer Selbstzentrierend - Foret carbure hélicoidale autocentrage
Cgepnio cnupanbHoe TBepA0CNIaBHOe aBToLeHTpupytoleecs - Sk centrovaci vrtak

CODE dihé d2hé It L CODE dihé d2hé I L
mm mm mm mm mm mm mm mm {SS%';'L"] [Aluminium] {Copper]
120.004 0.4 0.4 6 26 120.066 6.6 6.6 | 31 70
120.005 0.5 0.5 6 26 120.067 6.7 6.7 | 31 70
120.006 0.6 0.6 6 26 120.068 6.8 6.8 | 34 74
120.007 0.7 0.7 6 26 120.069 6.9 6.9 | 34 74
120.008 0.8 0.8 6 26 120.070 7.0 70 34 74
120.009 0.9 0.9 6 26 120.071 7.1 7.1 34 74
120.010 1.0 1.0 6 26 120.072 7.2 7.2 34 74 i
120.011 1.1 1.1 7 28 120.073 7.3 73 34 74 1
120.012 1.2 1.2 8 30 120.074 7.4 7.4 34 74 o o
120.013 1.3 13 8 30 120.075 7.5 7.5 34 74 !
120.014 1.4 1.4 9 32 120.076 7.6 76 | 37 79
120.015 1.5 15 9 32 120.077 7.7 77 37 79 il
120.016 1.6 16 10 34 120.078 7.8 78 | 37 79 |
120.017 1.7 1.7 10 34 120.079 7.9 7.9 37 79
120.018 1.8 1.8 11 36 120.080 8.0 80 | 37 79
120.019 1.9 19 11 36 120.081 8.1 8.1 37 79 | = ]
120.020 2.0 20 12 38 120.082 8.2 8.2 37 79
120.021 2.1 2.1 12 38 120.083 8.3 8.3 37 79
120.022 2.2 22 13 40 120.084 8.4 84 | 37 79
120.023 2.3 23 13 40 120.085 8.5 8.5 37 79
120.024 2.4 24 14 43 120.086 8.6 8.6 40 84
120.025 2.5 25 14 43 120.087 8.7 87 40 84
120.026 2.6 26 14 43 120.088 8.8 88 40 84 [
120.027 2.7 2.7 16 46 120.089 8.9 89 | 40 84 . .
120.028 2.8 28 16 46 120.090 9.0 9.0 | 40 84 Lo
120.029 2.9 29 16 46 120.091 9.1 9.1 40 84
120.030 3.0 30 16 46 120.092 9.2 9.2 40 84
120.031 3.1 3.1 18 49 120.093 9.3 93 40 84
120.032 3.2 32 18 49 120.094 9.4 9.4 40 84 r \ \ \
MICRO DlN DIN 6535
120.033 3.3 33 18 49 120.095 9.5 9.5 40 84 aran | | 6539 ém:ml
120.034 3.4 34 20 52 120.096 9.6 9.6 43 89 . )\ )\ )
120.035 3.5 35 20 52 120.097 9.7 9.7 43 89 = (= [ \
120.036 3.6 3.6 20 52 120.098 9.8 9.8 43 89 @) m
120.037 3.7 3.7 20 52 120.099 9.9 9.9 43 89 | [ J30°) k118°1 =y
120.038 3.8 38 22 55 120.100 10.0 100 43 89 ) - L, .
120.039 3.9 39 22 55 120.102 102 102 43 89 z:‘,:z:‘,: % UNCOATED
120.040 4.0 40 | 22 55 120.105 105 105 43 89 RIS
120.041 4.1 4.1 22 55 120.107 107 107 43 89 b 7N ah /
120.042 4.2 42 22 55 120.108 10.8 108 47 95 )
120.043 43 43 24 58 120.110 11.0 110 47 95 3xd
120.044 4.4 44 24 58 120.112 112 112 47 95 12 )
120.045 4.5 45 24 58 120.114 11.4 114 47 95
120.046 4.6 46 24 58 120.115 115 115 47 95
120.047 4.7 47 24 58 120.117 11.7 117 47 95
120.048 4.3 48 26 62 120.118 11.8 118 47 95
120.049 4.9 49 26 62 120.120 120 120 51 102
120.050 5.0 50 26 62 120.125 125 125 51 102
120.051 5.1 5.1 26 62 120.130 13.0 130 51 107
120.052 5.2 52 26 62 120.135 13.5 135 54 107
120.053 5.3 53 26 62 120.140 14.0 140 54 107
120.054 5.4 54 28 66 120.145 145 145 56 111
120.055 5.5 55 28 66 120.150 15.0 150 56 111
120.056 5.6 56 28 66 120.155 155 155 58 115
120.057 5.7 57 28 66 120.160 16.0 160 58 115
120.058 5.8 58 28 66 120.165 165 165 60 119
120.059 5.9 59 28 66 120.170 17.0 170 60 119
120.060 6.0 6.0 28 66 120.180 18.0 180 62 123
120.061 6.1 6.1 31 70 120.185 185 185 64 127
120.062 6.2 62 31 70 120.190 19.0 190 64 127
120.063 6.3 63 31 70 120.195 195 195 66 131
120.064 6.4 6.4 31 70 120.200 200 200 66 131
120.065 6.5 65 31 70 - Help 203
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Punta elicoidale autocentrante in metallo duro integrale

Solid carbide autocentering twist drill

VHM - Spiralbohrer Selbstzentrierend - Foret carbure hélicoidale autocentrage

Csepnio cnmpasbHOe TBepAOCMIaBHOE aBToLEeHTpUpYtoleecs - Sk centrovaci vrtak

|

SOFT
STEEL

\———

{Aluminium] {Copper]

| — e R e e

{ \ 4
MICRO DIN DIN 6535

\

Form HA

ean) [ ()
L8y UNCOATED
YR

‘ \

J \ J

CODE d1thé d2hé h] L
mm mm mm mm
130.004 0.4 0.4 6 26
130.005 0.5 0.5 6 26
130.006 0.6 0.6 6 26
130.007 0.7 0.7 9 28
130.008 0.8 0.8 10 30
130.009 0.9 0.9 11 32
130.010 1.0 1.0 12 34
130.011 1.1 1.1 14 36
130.012 1.2 1.2 16 38
130.013 13 1.3 16 38
130.014 1.4 1.4 18 40
130.015 1.5 1.5 18 40
130.016 1.6 1.6 20 43
130.017 1.7 1.7 20 43
130.018 1.8 1.8 22 46
130.019 1.9 1.9 22 46
130.020 2.0 2.0 24 49
130.021 2.1 2.1 24 49
130.022 2.2 2.2 27 53
130.023 23 2.3 27 53
130.024 2.4 2.4 30 57
130.025 2.5 2.5 30 57
130.026 2.6 2.6 30 57
130.027 2.7 2.7 33 61
130.028 2.8 2.8 33 61
130.029 2.9 2.9 33 61
130.030 3.0 3.0 33 61
130.031 3.1 3.1 36 65
130.032 3.2 3.2 36 65
130.033 33 33 36 65
130.034 3.4 3.4 39 70
130.035 35 3.5 39 70
130.036 3.6 3.6 39 70
130.037 3.7 3.7 39 70
130.038 3.8 3.8 43 75
130.039 3.9 3.9 43 75
130.040 4.0 4.0 43 75
130.041 4.1 41 43 75
130.042 4.2 4.2 43 75
130.043 4.3 43 47 80
130.044 4.4 4.4 47 80
130.045 4.5 4.5 47 80
130.046 4.6 4.6 47 80
130.047 4.7 4.7 47 80
130.048 4.8 4.8 52 86
130.049 4.9 4.9 52 86
130.050 5.0 5.0 52 86
130.051 5.1 5.1 52 86
130.052 5.2 52 52 86
130.053 53 53 52 86
130.054 5.4 5.4 57 93
130.055 5.5 5.5 57 93
130.056 5.6 5.6 57 93
130.057 5.7 5.7 57 93
130.058 5.8 5.8 57 93
130.059 5.9 5.9 57 93
130.060 6.0 6.0 57 93
130.061 6.1 6.1 63 101
130.062 6.2 6.2 63 101
130.063 6.3 6.3 63 101
130.064 6.4 6.4 63 101

CODE d1hé d2hé I L
mm mm mm | mm
130.065 6.5 6.5 63 101
130.066 6.6 6.6 63 101
130.067 6.7 6.7 63 101
130.068 6.8 6.8 69 109
130.069 6.9 6.9 69 109
130.070 7.0 7.0 69 109
130.071 71 71 69 109
130.072 7.2 7.2 69 109
130.073 7.3 7.3 69 109
130.074 7.4 7.4 69 109
130.075 7.5 7.5 69 109
130.076 7.6 7.6 75 117
130.077 7.7 7.7 75 117
130.078 7.8 7.8 75 117
130.079 7.9 7.9 75 117
130.080 8.0 8.0 75 117
130.081 8.1 8.1 75 117
130.082 8.2 8.2 75 117
130.083 8.3 8.3 75 117
130.084 8.4 8.4 75 117
130.085 8.5 8.5 75 117
130.086 8.6 8.6 81 125
130.087 8.7 8.7 81 125
130.088 8.8 8.8 81 125
130.089 8.9 8.9 81 125
130.090 9.0 9.0 81 125
130.091 9.1 9.1 81 125
130.092 9.2 9.2 81 125
130.093 9.3 9.3 81 125
130.094 9.4 9.4 81 125
130.095 9.5 9.5 81 125
130.096 9.6 9.6 87 133
130.097 9.7 9.7 87 133
130.098 9.8 9.8 87 133
130.099 9.9 9.9 87 133
130.100 10.0 10.0 87 133
130.102 10.2 10.2 87 133
130.105 10.5 10.5 87 133
130.107 10.7 10.7 94 142
130.108 10.8 10.8 94 142
130.109 10.9 10.9 94 142
130.110 11.0 11.0 94 142
130.112 11.2 11.2 94 142
130.115 115 11.5 94 142
130.120 12.0 12.0 101 151
130.121 121 121 101 151
130.122 12.2 12.2 101 151
130.125 12.5 12.5 101 151
130.129 129 12.9 101 151
130.130 13.0 13.0 101 151
130.131 13.1 131 101 151
130.135 13.5 13.5 108 160
130.140 14.0 14.0 108 160
130.142 14.2 14.2 114 169
130.145 14.5 14.5 114 169
130.150 15.0 15.0 114 169
130.155 15.5 15.5 120 178
130.160 16.0 16.0 120 178
130.180 18.0 18.0 130 191
130.200 20.0 20.0 140 205
— Help 203
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Punta a centrare 90° per C.N. in metallo duro integrale

Solid carbide N.C. center drill 90°

VHM - N.C. Anbohrer - Foret carbure a centrer N.C.
CBepno LeHTPOBOYHOE TBepAoCnaaBHoe - Sk nc centrovaci vrtak

ET'
Ty
CODE CODE dihé dzhé | I 12 L 1 :
UNCOATED HYPER mm mm mm mm MM no. e T ';”Zg FF?OSILIJ- Copper | | Aluminium
190.030  190T.030 3 3 10 - 40 2 | |
190.040  190T.040 4 4 12 - 50 2 i
- 190T.040L 4 6 10 12 121 2
190.050  190T.050 5 5 15 - 50 2 ¥ - \ [ \ [ \
- MICRO Nuova DIN 6535
- 190T.050L 5 6 13 15 130 2 IR | | cumer | | ramin
190.060  190T.060 6 6 15 - 50 2 L ) (Norm ) (&L
- 190T.080L 6 6 15 - 139 2 B (F) ( \
190.080  190T.080 8 8 20 - 60 2 @/ , ]
- 190T.180L 8 8 17 - 164 2 L ()30°) ‘903 .
190.100  190T.100 10 0 25 - 70 2 [ ) L L, §
bt
- 190T.100L 10 10 20 - 183 2 L s UNCOATED
190.120 1901120 12 1225 - 75 2 (et | (LD ) (TR
- 190T120L 12 12 25 - 204 2 —
190.140  190T.140 14 14 25 - 75 2
190.160  190T.160 16 16 30 - 75 2 12
-/
- 190T160L 16 16 25 - 228 2
190.200  190T.200 20 20 30 - 100 2
SNENN—C. T
LodZ

Punta a centrare 140° per C.N. in metallo duro integrale

Solid carbide N.C. center drill 140°

VHM - N.C. Anbohrer - Foret carbure a centrer N.C.
CBep/io LeHTPOBOYHOE TBepAOoCiaBHoe - Sk nc centrovaci vrtdk

CODE d1  d2hé @I 12 L 1

mm mm mm mm mm no. [ ';"ig ] [ICR’AC?II] [Copper] [Aluminium]

|

190T.041 4 6 10 12 121 2 _'_[_
190T.051 5 6 13 15 130 2
190T.061 6 6 15 - 139 2
190T.081 8 8 20 - 164 2 p . . \
190T.101 10 10 25 - 183 2 miRo || NuOVa |} o ee3s
190T.121 12 12 25 - 204 2 ‘GRA'NJ [ NORM | | &1
190T.161 16 16 30 - 230 2

" A“‘A“ { \ { \
sy, HYPER
s

\ J \
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Punta a centrare 120° per C.N. in metallo duro integrale

Solid carbide N.C. center drill 120°

VHM - N.C. Anbohrer - Foret carbure a centrer N.C.
CBepno LeHTPOBOYHOE TBepAoCnaaBHoe - Sk nc centrovaci vrtak

CODE CODE d1hé | d2hé @ 11 L 1z i
UNCOATED | HYPER mm mm mm mm no. f".ﬂi"v ':3% ?RAOS’I copper | | auminium
'|-.l.. i
190.030.1  190T.030.1 30 30 10 40 2 s :’T
190.040.1  190T.040.1 40 40 12 50 2 g
190.050.1  190T.050.1 50 50 15 50 2
190.060.1  190T.060.1 60 60 15 50 2 i ) ., o
190.080.1  1907.080.1 80 80 20 60 2 micro | [Nuova | [omesss
C.UmET Form HA
190.100.1  190T.100.1  10.0 100 25 70 2 » ! GRAIN 1 Norm | | ST
\ J \ J \ J
190.120.1 19011201  12.0 120 25 75 2
4 \ ~ '4 \
190.140.1  190T.140.1  14.0 140 25 75 2 ) ' ) m
190.160.1  190T.160.1  16.0 160 30 75 2 L o0 1200 o
190.200.1  1901.200.1  20.0 200 30 100 2 . s =} g
r“A“‘A \ 4 \ { \
s ULLE)
Vo bbi HYPER
k“““l \ J \. J
U
|
I 12
I
Punta a centrare in metallo duro integrale
Solid carbide center drill
VHM - Zentrierbohrer - Foret carbure a centrer
CBeprio LeHTPOBOYHOE TBepaocnaasHoe - Sk nc centrovaci vrtak
[ ¢
CODE dih12 | d2hé TE L 1 - e —
mm mm mm mm no. | SEE, <45 IRON Copper | | Aluminium
140.008 0.8 3.15 1.10 40 2 |
140.010 1.0 3.15 1.45 40 2
140.010.1 1.0 4.0 1.45 40 2
140.0125 125 3.15 1.75 40 2 r \ N [ \
MICRO DIN DIN 6535
140.015 1.5 5.0 2.10 40 2 U 333 e
140.016 1.6 4.0 2.10 40 2 L . ) -
140.016.1 1.6 5.0 2.10 40 2
4 v\ \ 60° \ 4 \
140.020 2.0 5.0 2.70 40 2 il
140.020.1 2.0 6.0 2.70 45 2 4 ﬁézm o
\. J J \ J
140.020.2 2.0 6.3 2.70 45 2
140.025 2.5 6.3 3.35 45 2 r“i“:ﬁ“ I Y ( )
b b
140.025.1 2.5 8.0 3.35 50 2 | —h s M UNCOATED
140.030 3.0 8.0 4.15 50 2 - \ J J \ J
140.030.1 3.0 10.0 4.15 56 2 ( ) "
140.0315 3.15 8.0 4.15 50 2 /0.1
140.0315.1 315 100 415 56 2 L2
140.040 4.0 10.0 5.30 56 2
— Help 203
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Al vento puoi rubare leggerezza e movimentaer affidare ancora
memoria e desideri.

To the wind you can steal lightness and movemento entrust
memory and wishes.

Kruger Agostinelli

Testo non originale; la traduzione & arbitraria.
No-Original text; the translation is arbitrary



Alesatori

Reamers

Reibahlen
Alesoir
PasBgepTKHu
Vystruzniky
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Alesatore a divisione irregolare in metallo duro integrale
Solid carbide reamer with unequal division

VHM - Reibahle ungleiche teilung - Alesoir a division irréguliére en carbure
PazBepTka TBepaocniaeHas - Sk vystruznik s nerovhomérnou sroubovici

CODE d1H7 | d2H7 I 12 L d3 1 d1
mm | mm | mm mm | mm mm : o | HRC CAST | [ o
<40 IRON Y

2
[=]

910.135 13.5 13.5 47 115 160 13.4
910.140 14.0 140 47 115 160 13.9
910.145 14.5 14.5 50 117 160 14.4
910.150 15.0 150 50 117 160 14.9
910.155 15.5 15.5 50 120 160 15.4
910.160 16.0 16.0 50 120 160 15.9

910.010 1.0 10 5 - 40 - 4  _ .
910.015 1.5 15 11 - 40 - 4
910.020 20 20 11 31 50 1.9 4 M oNOX N'\(')EN
910.025 25 25 14 37 57 2.4 4 Steel | |FErRROUS
910.030 3.0 30 15 M 60 29 4
910.035 35 35 18 48 70 3.4 4 H
910.040 40 40 19 53 75 39 4 \
910.045 45 45 21 58 80 4.4 4 (nea) (DIN) (omems)
910.050 50 50 23 61 93 49 6 aean | | 212 [rmmm
910.055 55 55 26 63 93 5.4 6 —* o L ) ) =)
910.060 6.0 60 26 63 93 59 6 ) - § .
910.065 65 65 28 65 100 6.4 6 | (=
910.070 70 70 31 74 109 69 6 L ‘@J (\J7e) | %5
910.075 75 75 31 74 109 74 6 i
910.080 80 80 33 82 | 117 79 6 = = ( 7 \ ( \ (G
910.085 85 85 33 82 | 117 84 6 b Xon
910.090 9.0 90 36 85 | 125 89 6 _C ey
910.095 95 95 36 85 125 94 6 p \ [ \ \
910.100 10.0 100 38 87 | 135 99 6  — @ @ @
910.105 105 105 38 93 135 104 6 (74 ) lz6 ) 18]
910.110 1.0 110 41 102 140 | 109 6 01-045 05-013 0135-016
910.115 M5 115 41 102 140 | 114 6 —
910.120 12.0 12.0 44 106 150 11.9 6 UNCOATED
910.125 125 125 44 106 150 | 124 6
910.130 13.0 130 44 106 150 | 129 6 R

8

8

8

8

8

(o]
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Alesatore a divisione irregolare in metallo duro integrale
Solid carbide reamer with unequal division

VHM - Reibahle ungleiche teilung - Alesoir a division irréguliére en carbure
PazBepTka TBepaocnnasHas - Sk vystruznik s nerovhomérnou sroubovici

)
. BIEE

101 129 9 40 3 | p—

130 149 10 40 3 W m INOX NE

1.51 1.99 13 40 4 Inconell| |stainless NON

2.01 249 3 20 2 L Steel ) FERROUS

251 299 16 60 4

3.01 349 19 60 4 A

351 399 19 60 4 (icro | [ Nuova | [D:N 6535

401 449 19 60 4 GRAIN ! bl

451 499 22 70 4 e | \ ) (orm - (8L

501 549 22 70 4 r Y (ETR (o)

551 599 25 75 4 L @ [ HELX

6.01 649 25 75 4 L ) \N\J7¢) | eor )
910T... 651 699 25 75 6

7.01 749 25 75 6 ( m ) [ ) Dy

751 799 28 75 6 @ ‘ ol

8.01 849 28 75 6 > AN

851 899 35 100 6 r \ \ \

9.01 949 35 100 6 @ @ @

951 999 35 100 6 (723 ) 74 ) (76

10.01 1049 35 100 6 - ¥ 01,01-0149 01,51-06,49 06,51-01299

1051 1099 35 100 6

11.01 1149 35 100 6 I_ '124_' I

1151 1199 35 100 6

1201 1249 35 100 6

12.51 1299 35 100

(=)

— Help 193
124




Alesatore a divisione irregolare in metallo duro integrale

Solid carbide reamer with unequal division

VHM - Reibahle ungleiche teilung - Alesoir a division irréguliére en carbure
PazBepTka TBepaocnniaeHas - Sk vystruznik s nerovhomérnou sroubovici

CODE d1H7 | d2H7 I L 1
mm mm mm mm no.
9001.010 1.0 1.0 9 40 3
9001.015 1.5 1.5 10 40 4
900T1.020 2.0 2.0 13 50 4
9001.025 2.5 2.5 13 50 4
9001.030 3.0 3.0 16 60 4
900T.035 3.5 3.5 19 60 4
900T.040 4.0 4.0 19 60 4
900T1.045 4.5 4.5 22 70 4
900T1.050 5.0 5.0 25 70 4
900T.055 5.5 5.5 25 75 4
900T.060 6.0 6.0 25 75 4
900T.065 6.5 6.5 25 75 4
900T.070 7.0 7.0 25 75 6
9001.075 7.5 7.5 25 75 6
900T1.080 8.0 8.0 28 75 6
900T1.085 8.5 8.5 28 75 6
900T.090 9.0 9.0 35 100 6
900T.095 9.5 9.5 35 100 6
900T.100 10.0 10.0 35 100 6
900T.105 10.5 10.5 35 100 6
900T.110 11.0 11.0 35 100 6
900T.115 11.5 11.5 35 100 6
900T.120 12.0 12.0 35 100 6
900T.125 12,5 12.5 35 100 6
900T.130 13.0 13.0 35 100 6
— Help 193

HRC
<40

CAST

%)

- IRON | | T1-Alloy
| | INOX NE
I,r - Inconell| |stainless NON
| Steel FERROUS
1§
( ) (Nuova ) )
vt | (| [
| GRAN | (Norw | | sST)
( ) (gL R) LEFT )
l HELIX
45° RIGHT
L J J7°J cuT )
( m 3\ ( ) :“‘A
olL
o AN
( g N\ ( % \ [ % )
_ I3 ) 14 ) L6 )
01 015-065 07-013
02
»—.| UNCOATED

—
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V'infastidiscono il rumore, il moviment® La nostra epoca vi fa star male?
Provate a diventare rumore, movimentge tutto, attorno a voi, apparira calmo.

You annoy the noise, the movememtOur age makes you feel bad?
Try to become noise, movement
and everything around you appears calm.

Paul Morand

Testo non originale; la traduzione & arbitraria
No-Original text; the translation is arbitrary



Lime rotative

Rotary files

Rotierfraser
Fraises limes rotatives

Bop-dpe3sbl
Technické rotacni frézy
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Scelta della dentatura

Choice of the cut

Verzahnungen - Choise de la denture
Twn pe3k

Dentatura speciale per leghe leggere: RAME - ALLUMINIO - BRONZO

Special toothing for light alloy: COPPER - BRONZE - ALUMINIUM

Spezielle Verzahnung fiir Leichtmetallgierungen: KUPFER - BRONZE - ALUMINIUM
Denture spéciale pour alliages légers: CUIVRE - BRONZE - ALUMINIUM

[ns nerkux cnnasoB: MeAun, 6POH3bI, AIIOMUHUSA

Specialni ost¥i pro mékké slitiny: MED, BRONZ, HLINIK

Dentatura standard per una buona finitura su: ACCIAIO FUSO - ACCIAIO TEMPERATO - GHISA

Standard toothing, giving a good finishing on: STAINLESS STEEL - HARDNED STEEL - CAST IRON
Standardverzahnung fur eine gute Oberflache bei Gubstahl - Gubeisen Gehérteten Stahl und Allgemeinen Einsatz
Denture normale qui donne un bon finissage sur:ACIER FONDU - ACIER TEMPRE' - FONTE

CTaHAapTHas 3aTouka: A5 HePXKaBeIoLWen CTanu, 3aKaNeHHOW CTanu, yyryHa

Standartni ost¥i pro dobré dokon&eni na: NEREZ, KALENA OCEL, LITINA

Dentatura diamante per elevato rendimento sia in sgrossatura che in finitura su: ACCIAI MOLTO DURI, CORDONI
DI SALDATURA - GHISA. Inoltre questo particolare taglio, polverizza il truciolo, evitando danni all'operatore

Diamond cut giving an extra effeiciency both in roughing and in finishing, on very hard stell,weld sems
and cast iron. More over this particularly cut crumbles the chips, thus avoiding damages to the operator

Diamantverzahnung fir eine gesteigerte Zerspanung aus dem vollen und zur Nacharbeit unter anderem
fur Sohweissnahte, geharteten und verguteten Stahl und Guss

Denture diamant qui donne un trés bon rendement soit en dégroissage soit en fissage sur:
ACIERS TRES DUR-CORDONS SOUDURES - MOULAGE DE FONTE. En outre, ce type particulier de taille donne
des copeaux trés court, en évitant des dommages a I'operateur

AnMasHas 3aTouka 3pdpeKTUBHA NPU YePHOBOW M YNCTOBOM 06PabOTKe BLICOKOMPOUHbIX CTaNeN,
CBAPOUHbIX LWIBOB U YyryHa. AiMa3Has 3aTouka obpasyeT NopoLwKoobpasHyo CTPYKKY U1
obecneynBaeT 6e30MacHOCTL paboThl onepaTopa

Diamantové osti uvadi vétsi icinnost v hrubovani i dokoncovacich operacich pro velmi tvrdé materidly, ndvary a litinu.
Tento utvare€ déli materidl na velmi jemné Spony, ¢imz se zabrani ucpdni v Fezu

Dentatura rompitruciolo per Acciai non temperati, colati, acciai dolci, saldature

Chip breaker cutting for: Unhardened stell, cast steel, weld seams
Spanbrecherverzahnung fir ungehartete Stahle und Stahlguss Schweissnahte

Denture brise-copeaux pour aciers non temprés, améliorés et coulés, cordons de soudures
3aTouka Ansa 06paboTKM He3aKaNeHHON CTanu, CTasel, CBapHbIX WBOB

Utvarec pro: nekalené oceli, ocelolitiny a svéry

Dentatura universale alternata per materiali duri e teneri

Alternate, universal cutting, soft and hard material

Universelle Wechselzahnung, fir weiche und harte Materialien

Denture alternée, universelle, pour matériaux durs et tendres

[lBoliHas yHMBepCanbHas 3aTOUKA AS TBEPAbIX U MATKUX MATepPUanos

Universalni alternativa pro mékké i tvrdé materialy
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Lima rotativa “micro” in metallo duro integrale, gambo @ 3 mm

Solid carbide “micro” rotary file, shank @ 3 mm

VHM - “Micro” Rotierfraser, Schaft @ 3 mm - Limes carbure “micro”, queue @ 3 mm
MuHu 6op-pe3bl TBEPAOCMAABHbIE XBOCTOBMK @ 3 mm
Sk mikro rotacni technicka fréza se stopkou @ 3 mm

1]
-
L. |

AM010003 1.0 4 38
AM015003 1.5 4 38
AM020003 2.0 4 38
CM010003 1.0 4 38
CM015003 1.5 4 38
CM020003 2.0 4 38

DM010003 1.0 1.0 38 IR
DM015003 1.5 1.5 38 i
DM020003 2.0 2.0 38

FM015003 1.5 4 38
GM015003 1.5 4 38

MM015003 1.5 4 38

TITANIUM
ALLOYS

LLOYS

INOX
Stainless
Steel

I

ﬁ_ l \‘ NE \

ZINC

DIECASTING CESF?AEI:S NON
FERROUS

( ) (Nuova )
ko | Moz []
L )\ Norm ) | &[]
4 \ 4 \ 5
STANDARD e “
%) R CcuUT [t‘u M‘]
\. 30 J \ J ¢
N ()
/\(—) +/-
60.000
RPM
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Lima rotativa in miniatura in metallo duro integrale gambo 3 mm
Solid carbide miniature rotary file shank @ 3 mm

VHM - mini Rotierfraser Schaft @ 3 mm - Limes rotatives en miniature en carbure monobloc queue @ 3 mm
MwuHu 60op-bpe3bl TBEpAOCNIABHbBIE XBOCTOBMK & 3 mm
Sk mini rotacni technicka fréza se stopkou @ 3 mm

@3] | @ d1

CODE USA STYLE d1 I L CODE USA STYLE d1 h] L
mm mm | mm mm mm | mm

=== 050 SA4M 15 6 38 B— B30 SE4TM 3 6 38

A0200 SA2M 20 12 38
m m F0300 SF-42M 3 14 38

A0250 - 2.5 12 38

M A0300  SA-43M 3.0 14 38 . G030 SGdaM 3 127 38

mﬁ? B0150 $B-41M 1.5 6 38 —— 00 SHATM 3 63 38

&8 80200 - 20 12 38
—-—— m‘ 10300 SL-42M 3 127 38

B0250 SB-42M 2.5 12 38
m B0300 SB-43M 3.0 14 38 % MO0310 SM-42M 3 10 38

€0200 - 20 12 38 .
T B 0315 SM43M 3 15 38

0250 SCG-41M 2.5 12 38

B 0300 SCAM 30 14 3 S 0318 - 3 18 38
e D0150 - 15 13 38 = w00 svam 3 3 38

I 00200 - 20 17 38 E— 00 sm 3 600 38

D0250 SD-41M 2.5 23 38

D0300 SD-42M 3.0 2.6 38
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Lima rotativa in metallo duro integrale gambo in acciaio @ 3 mm
Solid carbide rotary file steel shank @ 3 mm

VHM - Rotierfraser Stahl shaft @ 3 mm - Limes rotatives en carbure monobloc queue en acier @ 3 mm
bop-cpe3bl TBEPAOCNNABHbIE XBOCTOBMK @ 3 mm
sk rotacni technickd fréza s ocelovou stopkou @ 3 mm

@3] |

CODE USA STYLE d1 I L
mm mm | mm

AS1040  SA-52M 4 120 | 50
‘M AS1050  SA-53M 5 120 | 50
AS1060  SA-51M 6 127 50

“ BS2040 - 4 120 50

g B52050 - 5 120 50
7 Bs2060 - 6 127 50

53040 SC-52M 4 120 50
@ (53050 SC-53M 5 120 50
53060 SC-51M 6 120 50

DS4040  SD-52M 4 34 50

DS4050  SD-53M 5 47 50

DS4060  SD-51M 6 50 44

ES5050 SE-53M 5 71 50

ES5060 SE-51M 6 95 47

FS6050 SF-53M 5 120 50

FS6060 SF-51M 6 120 50

G57050 | SG-53M 5 120 50

o GS7060 | SG-51M 6 120 50
w 159050 SL-53M 5 120 50
- 159060 - 6 15.0 47

MS8050 SM-53M 5 120 50

i MS8060 SM-51M 6 120 54

m NS1150 SN-53M 5 6.3 50
NS1160 SN-51M 6 6.0 44
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Lima rotativa in metallo duro integrale gambo @ 6 mm
Solid carbide rotary file shank @ 6 mm

VHM - Rotierfraser Schaft @ 6 mm - Limes rotatives en carbure monobloc queue @ 6 mm
Bop-tdhpe3bl TBepAOCNaBHbIe XBOCTOBUK @ 6 mm - Sk rotacni technickd fréza stopka @ 6 mm

Forma cilindrica - Cylinder shape - Zylinder Form - Forme cylindrique
LunuHapuyeckas dopma - Valcovy tvar

CODE USA d1 I L &5
STYLE mm | mm mm l" *I

A0312 SA12M | 3 127 50 ¥
A0412 SAI3M 4 16 50

A0516 SA-14M 5 16 50 |
A0616 SA-TM 6 16 50 i1
AO6T2L  SA-IML6 6 16 162

A0820 SA2M 8 20 64 Lol
A1020 SA3M | 10 | 20 64 F 7
A1020L  SA-3ML6 10 20 169

A1125 SA-4M 11 25 70

A1225 SASM 12 25 70

A1225L  SA-5ML6 12 25 175 —
A1625 SA-6M 16 25 70

A2025 SATM 20 25 70

A2525 SA-9M 25 | 25 70

Forma cilindrica con taglio in testa - Cylinder shape end cut - Zylinder Form - Forme cylindrique
Uununapuueckas dopma - Valcovy tvar konce

(1])] USA d1 I L
STYLE mm | mm mm

B0312 SB-12M 3 12.7 50 4

B0412 SB-13M 4 16 50 r——*:

B0516 SB-14M 5 16 50

B0616 SB-1M 6 16 50

BO616L SB-1ML6 6 16 162

B0820 SB-2M 8 20 64 It
B1020 SB-3M 10 20 64

B1125 SB-4M 11 25 70 l I,
B1225 SB-5M 12 25 70 i =

B1625 SB-6M 16 25 70

B2025 SB-7M 20 25 70 'l |
B2525 SB-9M 25 25 70 —
Cilindro sferica - Cylinder with radius end - Kugelzylinder - Forme cylindrique bout arrondi

LunuuapurueckasdopmacpasnycHeiMTopLom - Valcovy tvar s raddiusovym zakoncenim

CODE USA d1 I L

STYLE mm mm mm di

0312 SCG12M 3 16 50 r -I

0412 SCG13M 4 16 50 1 S . 5T
C0516 SC-14M 5 16 50

0616 SC-IM 6 16 50 : A
C0612L SCG-1ML6 6 16 162 |

0820 SCG2M 8 20 64 | !
€1020 SG3M 10 20 64 i 1
C1020L SCG-3ML6 10 20 169 |

1125 SCG-4M 11 25 70

1225 SCG-5M 12 25 70

C1225L SCG-5ML6 12 25 175

1625 SCG-6M 16 25 70 o
2025 SCG7M 20 25 70

2525 SCG-9M 25 25 70
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Lima rotativa in metallo duro integrale gambo @ 6 mm
Solid carbide rotary file shank @ 6 mm

VHM - Rotierfraser Schaft @ 6 mm - Limes rotatives en carbure monobloc queue @ 6 mm
Bop-thpe3bl TBepAOCNIaBHbIe XBOCTOBUK @ 6 mm- Sk rotacni technickd fréza se stopkou @ 6 mm

Forma sferica - Ball shape - Kugel Form - Forme ronde
Cdepuyeckas popma - Kulovy tvar

CODE USA a1 | n L L
SIYLE | mm | mm | mm l-
00303 SD-1M 3 25 50 ﬁ "I f
D0404 - 4 34 50
D0505 SD-14M | 5 40 50
D0606 SD-IM 6 5.0 50 ‘
D0606L  SD-IML6 6 50 155 ,
D0808 SD-2M 8 | 7.0 51
01010 sD3M 10 8.0 53
D1010L  SD-3ML6 10 80 158
D111 sp-aM 11 95 54
01212 sD-sM | 12 110 | 56 R
D1212L  SD-5ML6 12 110 161
D1616 SD-6M | 16 140 60
02020 SD7M 20 160 60
02525 SD-OM | 25 210 66

Forma ovale - Oval shape - Tropfen Form - Forme ovale
OganbHas dopma - Ovélny tvar
1
L |

CODE USA a1 | n

STYLE | mm | mm | mm ; _‘|‘_‘_
E0610 SE-TM 6 | 10 50 )
E0610L  SE-IML6 6 10 160 l
E0813 - 8 13 58 /e !
E1016 SE3M | 10 | 16 60
E1016L  SE3ML6 10 16 166
1222 SESM 12 22 66
E1222L  SESSML6 . 12 22 172 !
E1625 SE-6M 16 25 70
£2025 SE7TM | 20 | 25 70

Forma ogiva punta arrotondata - Tree shape radius end - Rundkegelform - Forme ogive bout arrondi
KoHycHas dopma ¢ nonychepuyeckum Topu,om - Konstrukeni radiusovy tvar

USA
STYLE
12 56

F0312 SF-11M 3

FO616 SF-1M 6 16 50
FO616L SF-1ML6 6 16 163
F0820 - 8 20 65
F1020 SF-3M 10 20 65
F1020L SF-3ML6 10 20 169
F1125 SF-4M 11 25 70
F1225 SF-5M 12 25 70
F1225L SF-5ML6 12 25 175
F1625 SF-6M 16 25 70
F2025 SF-7M 20 25 70
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Lima rotativa in metallo duro integrale gambo @ 6 mm
Solid carbide rotary file shank @ 6 mm

VHM - Rotierfraser Schaft @ 6 mm - Limes rotatives en carbure monobloc queue @ 6 mm
Bop-thpe3bl TBepAOCNIaBHbIe XBOCTOBUK @ 6 mm - Sk rotacni technickd frézy se stopkou @ 6 mm

Forma ogiva a punta - Tree shape pointed end - Spitzbogen - Forme ogive bout pointed
KoHycHas popmMa ¢ oCcTpbiM TOpLLOM - Spicaty tvar

CODE USA d1 I L
STYLE mm mm mm
G0616 SG-1M 6 16 50
GO616L SG-TML6 6 16 163
G0820 SG-2M 8 20 65
G1020 SG-3M 10 20 65
G1020L SG-3ML6 10 20 163
G1219 SG-13M 12 19 65
G1225 SG-5M 12 25 70
G1225L SG-5ML6 12 25 175
G1625 SG-6M 16 25 70
G2025 SG-7M 20 25 70

Forma a fiamma - Flame shape - Flammen Form - Forme flamme
CeeyeobpasHas popma - Ovalny tvar plamen

CODE USA d1 In L
STYLE mm | mm mm
H0820 SH-2M 8 19 63
H0820L SH-2ML6 8 19 169 1]
H1232 SH-5M 12 32 77 1
H1232L SH-5ML6 12 32 182 |
H1632 SH-6M 16 36 80
H2041 SH-7M 20 41 85
H06120 6 12 50 |
T
Forma conica 90° - 90° cone shape - 90° spitzkegel Form - Forme conique 90°
KoHwnueckas dopma c yrnom90° - Kuzelovy tvar 90°
CODE USA d1 I L
STYLE mm | mm mm
K0603 SK-TM 6 3 50
k0804 - 8 4 51 -
K1005 Sk3m 10 5 52 [
K1206 SK-5M 12 6 53
K1608 SK-6M 16 8 57
K2010 SK-7M 20 10 58 L
K2513 SK-9M 25 13 60 |
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Lima rotativa in metallo duro integrale gambo @ 6 mm

Solid carbide rotary file shank @ 6 mm

VHM - Rotierfraser Schaft @ 6 mm - Limes rotatives en carbure monobloc queue @ 6 mm
Bop-tdhpe3bl TBepAOCNIaBHble XBOCTOBUK @ 6 mm - Sk rotacni technickd fréza se stopkou @ 6 mm

Forma conica 60° - 60° cone shape - 60° spitzkegel Form - Forme conique 60°
KoHuueckas dopma ¢ yrnom 60° - Kuzelovy tvar 60°

CODE USA d1 I L
STYLE mm | mm mm
J0605 SJ-IM 6 5 50
J1006 SJ-3M 10 9 55
J1211 SJ-5M 12 11 58
J1612 SJ-6M 16 14.5 61
J2016 SJ-7TM 20 16 65
J2519 SJ-9M 25 24.5 68

Forma conica con punta arrotondata (14°) - 14° taper radius end - 14° rundkegel Form - Forme conique bout arrondi (14°)
KoHwnueckas dhopma c pagmycom 14° - Kuzelovy tvar s radiusem na konci 14°

CODE USA d1 I L
STYLE mm | mm mm
L0616 SL-IM 6 16 50
L0616L SL-TML6 6 16 166
L0822 SL-2M 8 22 67
L1027 SL-3M 10 27 72
L1027L SL-3ML6 10 27 177
L1230 SL-4M 12 30 73
L1230L SL-4ML6 12 30 178
L1633 SL-5M 16 33 75
L2040 SL-7M 20 40 83

Forma conica - Cone shape - Spitzkegel Form - Forme conique
KoHwnueckas dopma - Kuzelovy tvar

((1])] USA d1 I L
STYLE mm | mm mm

MO0612 SM-TM 6 12 50
MO0615 - 6 15 50
M0619 SM-2M 6 19 50
MO0625 SM-3M 6 25 50
M1016 SM-4M 10 16 61
M1225 SM-5M 12 25 67
M1625 SM-6M 16 25 70
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Lima rotativa in metallo duro integrale gambo @ 6 mm
Solid carbide rotary file shank @ 6 mm

VHM - Rotierfraser Schaft @ 6 mm - Limes rotatives en carbure monobloc queue @ 6 mm
Bop-thpe3bl TBepAOCNIaBHbIe XBOCTOBUK @ 6 mm - Sk rotacni technickd fréza se stopkou @ 6 mm

Forma cono rovescio - Inverted cone shape - Winkel Form - Forme conique renversee

PazBepHyTas koHycHas dopma - Tvar opacného kuzele l-—-|
o

CODE 1. d1 I L

STYLE mm | mm mm n

8

N0606 SN-TM 6 8 50

N1010 SN-2M 10 10 53

N1212 SN-4M 12 12 57

N1616 SN-6M 16 19 63

N2020 SN-7M 20 16 60

Assortimento di n° 20 lime rotative gambo ¢ 3 mm
Set of n° 20 rotary files shank ¢ 3 mm

Ausstellregale mit n° 20 Rotierfraser Shaft @ 3 mm - Jeux avec n° 20 limes rotatives queue @ 3 mm
Habop 6op-dhpe3 B konuuecTse 20 WT., XBOCTOBUK @ 3 mm - Sada 20ks technickych fréz stopka @ 3 mm

CODE
Standard cut 03

XMD203-3

(])]3
Double cut 06

XMD203-6

CODE
Diamond cut 04

XMD203-4
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Set completo di n°6 lime rotative gambo @ 6 mm
Set of n°6 rotary files shank @ 6 mm

Set mit n°6 Rotierfraser Shaft @ 6 mm - Set avec 6 limes rotatives queue @ 6 mm
Habop 6op-dhpe3 B KonmuyecTse 6 WT., XBOCTOBUK @ 6 mm - Sada 6ks technickych fréz stopka @ 6 mm

((0])]3

XMD206.3 CUT 3 - Standard cut 03
XMD206.4 CUT 4 - Diamond cut 04
XMD206.6 CUT 6 - Double cut 06

Composto da
Composed of

B10200 10200 D10100
E10160 F10200 G10200
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Smerigliatrice pneumatica 58.000 giri

Pneumatic grinder machine 58.000 rpm

Pneumatik Schleifmaschine 58.000 rpm - Pneumatique machine a roder 58.000 tours
MHEBMATUYECKAS LWINSOBATIbHAA MALLMHKA 58.000 06/MuH - Vzduchova bruska 58000 otdcek,/min

PV10-54

osig ]

Pinza sostituibile - Chuck is replaceable - Co cmeHHOW nepxaBkow

Smerigliatrice pneumatica 60.000 giri

Pneumatic grinder machine 60.000 rpm

Pneumatik Schleifmaschine 60.000 rpm - Pneumatique machine a roder 60.000 tours
MHEBMATUYECKAS LWINDOBATBHAA MALLUMHKA 60.000 06/MuH - Vzduchova bruska 60000 otacek,/min

GP-260

Pinza fissa - Chuck is fixed - C dhukcmpoBaHHON AepKaBKOW

Smerigliatrice pneumatica 80.000 giri

Pneumatic grinder machine 80.000 rpm

Pneumatik Schleifmaschine 80.000 rpm - Pneumatique machine a roder 80.000 tours
MHEBMATUYECKAS LWINSOBANTbHAA MALLUMHKA 80.000 06/MuH - Vzduchova bruska 80000 otacek,/min

=
— g h

Pinza sostituibile - Chuck is replaceable - Co cmeHHOM aepxaskon - Vyménitelné sklicidlo

Dati tecnici - Specification - Specifikace

Free speed Air Air pressure @ Hose (ID) Dimensions Weight (g)

90 Psi (rpm) consumption recommend (mm) 9 D x L (mm)
PV10-54 58.000 170L1/1" 6.2 BAR 6.35 16.0X137 140 235-3.0
GP-260 60.000 170LT/1" 6.2 BAR 6.35 17.5X142 160 3.0
GP-380 80.000 170LT/1" 6.2 BAR 6.35 17.5X142 180 2.35-3-3.17
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Se un pesce e la personificazione, I'essenza stessa del movimentadell'acqua,
allora il gatto e diagramma e modello della leggerezza dell'aria.

If a fish is the movementf water embodied, given shape,
then cat is a diagram and pattern of subtle air.

Doris Lessing

Testo non originale; la traduzione & arbitraria.
No-Original text; the translation is arbitrary



Seghe circolari

Slitting Saws

Kreissagen
Scies circulaires
®pe3bl OTpe3Hble
Prorezavaci pilky
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Sega circolare in metallo duro integrale
Solid carbide slitting saw

VHM - Kreissageblatter - Fraise carbure scie
dpe3bl 0Tpe3Hble TBepAOCNAaBHbIe- Sk profezavaci pilky

L BdHT
£ 5 s
B _ LRSS | [ 111
]
CODE - DX ] INOX
SCSCF | 15x5 | 20x5 | 25x8 | 30x8 | 40x10 | 50x13 | 63x16 HRC | | CAST | [ NO"
$+0,0lmm | Zno. ZIno. @ Ino. | Zno. Ino. 1 no. Z no. S0 IRON Steel

0.10 -/64  -/80 | -/80 | -/100  -/128 -/- -
0.15 -/64  -/80 | -/80 | -/100  -/128 -/- - NI-Alloy | | TI-Alloy | |Inconell
0.20  20/64 20/80 20/80 30/100 40/128 @ -/128  -/160

0.25  20/64 20/64 20/80 30/100 40/100 = -/128  -/128

030  20/64 20/64 20/80 30/80 40/100 @ -/128  -/128

0.35 /64 -/64  -/64  -/80  -/100 | -/100 | -/128

0.40  20/64 20/64 20/64 30/80 40/100 = 48/100 64/128
0.50  20/48 20/48 20/64 30/80 = 40/80  48/100 64/128
0.60  20/48 20/48 20/64 30/64 40/80  48/100  48/100
070  20/48 20/48 20/48 30/64 40/80 | 40/80  48/100
0.80  20/40 20/40 20/48 24/64 32/80  40/80  48/100
0.90  20/40 20/40 20/48  24/64 32/64  40/80  48/100
1.00  20/40 20/40 20/48 24/64 32/64 | 40/80  48/100

1.10 /40 | -/40  -/48  -/48  -/64 /80 | -/80

120 20/40 20/40 20/48  24/48 32/64  40/80  40/80 MICRO DIN DIN

1.30 /40 -/40  -/40  -/48 /64 -/64 -/80 GRAIN'| | 1837 | | 1838
1.40 /40 | -/40  -/40  -/48  -/64 /64 | -/80

150 20/40 20/40 20/40 24748 32/64  32/64  40/80 [ % \ [f:: ou] {mcomso]
1.60  20/40 20/40 @ 20/40 = 24/48 32/64 | 32/64  40/80 R

1.70 -/40 | -/32 -/40  -/48  -/48 /64 | -/80

1.80  20/40 20/32  20/40  24/48 24/64 | 32/64  40/80

1.90 /40 | -/32 -/40  -/48  -/48 /64 | -/80

2.00  20/40 20/32 20/40 24/48 @ 24/48  32/64  40/80
250  20/40 20/32  20/40 24/40 @ 24/48  32/64  32/64
3.00  20/40 20/32  20/32 24/40 @ 24/48  24/48  32/64
3.50 /24 /24 /32 -/40  -/40 -/48 -/64
4.00  20/24 20/24  20/32 24/40 @ 20/40  24/48  32/64
5.00  20/24 20/24 20/32 24/32  20/40  24/48  24/48
6.00  20/24 20/24 20/24 24/32  20/40  20/40  24/48

SC = DIN 1838 taglio grosso / coarse cut
SCF = DIN 1837 taglio fine / fine cut
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Sega circolare in metallo duro integrale
Solid carbide slitting saw

VHM - Kreissageblatter - Fraise carbure scie
dpe3bl OTpe3Hble TBepAOCNIaBHbIe - Sk prorezadvaci pilky

LBdHT
s [y T T T TTTIm
i
&aD

[CODE_ 0xd ]

INOX
SC-SCF | 80x22 ':ljlg |CRAoS|I Stainless
$+0,01mm | Z no. Steel

0.10
0.15 - - - -
0.20 - - - -
0.25 - - - -
0.30 -/160 - - -
0.35 -/160 - - -
0.40 -/160 - - -
0.50 -/128  -/160 - -

0.60  64/128 80/160 -/160 -
070  64/128 64/128 -/160 -
0.80  64/128 64/128 80/160 -
0.90  48/100 64/128 80/160 -
1.00  48/100 64/128 80/160 80/160

1.10 /100 -/128 | -/128 -

1.20 48/100 64/128 64/128 80/160 MICRO DIN DIN

1.30 /100 -/100 = -/128 - GRAIN [ 1837 | | 1838
1.40 -/100  -/100  -/128 -

1.50 48/100 48/100 64/128 80/160 [’_%:‘\ [.‘:f ou] {JNcOAm}
1.60 48/100 48/100 64/128 -/160 &

1.70 -/80  -/100  -/128 -

1.80 40/80 48/100 64/128 -/128

1.90 -/80  -/100  -/128 -

2.00 40/80 | 48/100 64/128 80/128
2.50 40/80 | 48/100 48/100 80/128
3.00 40/80 | 40/80  48/100 64/128
3.50 -/64 | -/80  -/100 -
4.00 32/64 40/80  48/100 -/100
5.00 32/64 | 40/80 40/100 -
6.00 32/64 | 32/64 40/100 -

SC = DIN 1838 taglio grosso / coarse cut
SCF = DIN 1837 taglio fine / fine cut
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L'ansia @ come una sedia a dondolo:
Sei sempre in movimentpma non avanzi di un passo.

Anxiety's like a rocking chair.
It gives you something to do, but it doesn't get you very far.

Jodi Picoult

Testo non originale; la traduzione & arbitraria.
No-Original text; the translation is arbitrary



Cilindretti e bulini

Cylindrical rods-engriving tools

Rundstdsse - Gravierstichel
Bareaux / Rond - Fraises a graver
CTep>XHM TBEPAOCMIABHbIE, FPABUPOBAIbHbIA UHCTPYMEHT
Valcova ryci tyc
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Bulino in metallo duro integrale

Solid carbide engriving tool

VHM - Gravierstichel - Fraise carbure a graver
lpaBMpPOBabHbIN UHCTPYMEHT TBEPAOCMIaBHbIN - Sk polotovar roubik

CODE d2he I L | s:00s
mm mm mm mm
VBE020040 2 30 40 1
VBEO20100 2 30 100 1
VBEO30050 3 45 50 1.5
VBEO30100 3 45 100 15
VBEO40060 4 60 60 2
VBEO40100 4 60 100 2
VBEO50060 5 75 60 25
VBEO50100 5 75 100 25
VBEO60070 6 90 70 3
VBEOG0100 6 9.0 100 3
VBEOG0150 6 9.0 150 3
VBEOS0100 8 120 100 4
VBEOSOTS0 8 120 150 4
VBE100080 10 150 80 5
VBE100100 10 150 100 5
VBE100150 10 150 150 5
VBE120100 12 180 100 6
VBE120150 12 180 150 6
VBE140085 14 210 85 7
VBE140100 14 210 100 7
VBE140150 14 210 150 7
VBE140200 14 210 200 7
VBE160100 16 240 100 8
VBE160150 16 240 150 8
VBE160200 16 240 200 8
VBE180100 18  27.0 100 9
VBE180150 18  27.0 150 9
VBE180200 18  27.0 200 9
VBE200100 20  30.0 100 10
VBE200150 20 30.0 150 10
VBE200200 20 30.0 200 10

HRC
<40

—
L J

T

CAST
IRON

INOX
Stainless
Steel

Copper

Aluminium

Nuova
MICRO | | Cymey | | o
GRAIN || Norm | | 5T

UNCOATED
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Cilindretto in metallo duro integrale
Solid carbide cylindrical rod

VHM - Rundstabe - Barreaux carbure
CTepkeHb TBEPAOCMNIABHbIA LUINHAPUYECKNi - Sk vélcova tyc

A
Y

CODE CODE d2 L CODE CODE d2 L [MICRO] [ 6% ] [10%]
UNGROUND (+0.3mm) | GROUND (hs) mm | mm UNGROUND (+0.3mm) | GROUND (he) mm | mm GRAIN 0 0
C(GREO10x100 VCE010100 1 100 CGRE010x310 VCE010310 1.0 310
(GRE020x100 VCE020100 2 100 CGREO15x310 VCE015310 1.5 310 \
(GRE030x100 VCE030100 3 100 CGRE020Xx310 VCE020310 20 310 u
C(GRE040x100 VCE040100 4 100 CGRE025x310 VCE025310 25 310
CGRE050x100 VCE050100 5 100 CGREO30x310 VCE030310 3.0 310
CGRE060X100 VCE060100 6 100 C(GRE035X310 VCE035310 35 310
C(GREO70x100 VCE070100 7 100 CGRE040x310 VCE040310 40 310
(GRE080X100 VCE080100 8 100 CGRE045x310 VCE045310 45 310
(GRE090x100 VCE090100 9 100 CGREO50x310 VCE050310 50 310
C(GRE100x100 VCE100100 10 100 CGREO55x310 VCE055310 55 310
CGRE110x100 VCE110100 1 100 (GRE060x310 VCE060310 6.0 310
CGRE120x100 VCE120100 12 100 (GRE065x310 VCE065310 65 310
C(GRE130x100 VCE130100 13 100 (GREO70x310 VCE070310 7.0 310
CGRE140x100 VCE140100 14 100 (GRE075x310 VCE075310 7.5 310
C(GRE150x100 VCE150100 15 100 (GRE080x310 VCE080310 80 310
C(GRE160x100 VCE160100 16 100 (GRE085x310 VCE085310 85 310
CGRE170x100 VCE170100 17 100 C(GRE090x310 VCE090310 9.0 310
CGRE180x100 VCE180100 18 100 C(GRET00x310 VCE100310 100 310
CGRE190x100 VCE190100 19 100 (GRE105x310 VCE105310 105 310
CGRE200x100 VCE200100 20 100 (GRE110x310 VCE110310 1.0 310
C(GRE220x100 VCE220100 22 100 (GRE115x310 VCE115310 1.5 310
C(GRE240x100 VCE240100 24 100 C(GRE120x310 VCE120310 120 310
CGRE250x100 VCE250100 25 100 (GRE125x310 VCE125310 125 310
CGRE260x100 VCE260100 26 100 (GRE130x310 VCE130310 13.0 310
CGRE280x100 VCE280100 28 100 (GRE135x310 VCE135310 135 310
CGRE300x100 VCE300100 30 100 (GRE140x310 VCE140310 140 310
C(GRE320x100 VCE320100 32 100 (GRE145x310 VCE145310 145 310
C(GRE150x310 VCE150310 15.0 310
(GRE155x310 VCE155310 155 310
(GRE160x310 VCE160310 16.0 310
(GRE165x310 VCE165310 165 310
(GRE170x310 VCE170310 17.0 310
(GRE175x310 VCE175310 175 310
(GRE180x310 VCE180310 18.0 310
(GRE185x310 VCE185310 185 310
CGRE190x310 VCE190310 19.0 310
(GRE200x310 VCE200310 200 310
(GRE220x310 VCE220310 220 310
C(GRE240x310 VCE240310 240 310
C(GRE250x310 VCE250310 250 310
(GRE260x310 VCE260310 260 310
(GRE280x310 VCE280310 28.0 310
C(GRE300x310 VCE300310 300 310
(GRE320x310 VCE320310 320 310
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Cilindretto in metallo duro integrale con due fori paralleli

Solid carbide cylindrical rod with 2 parallel holes

VHM - Rundstdbe mit 2 Geraden Kihlkanalen - Barreaux carbure avec 2 trous d’huile droits
CTepXeHb TBEPAOCMIABHbIA LUANHAPUYeCcKUin ¢ nogaven COX - Sk valcova tyc se 2 paralelnimi otvory

L

(1])] CODE d2 L TK d

UNGROUND (+0.3mm) | GROUND (hé) mm mm mm mm
CG3FD205033012.0 VC3FD205033012.0 5 330 2.0 0.9
CG3FD2060330I1.1 VC3FD2060330I1.1 6 330 1.1 0.5
CG3FD206033011.7 VC3FD2060330I11.7 6 330 1.7 0.8
CG3FD206033012.0 VC3FD206033012.0 6 330 2.0 0.9
CG3FD206033012.3 VC3FD2060330I12.3 6 330 2.3 0.9
CG3FD206033012.4 VC3FD206033012.4 6 330 2.4 1.2
CG3FD206033013.0 VC3FD206033013.0 6 330 3.0 0.9
CG3FD208033011.7 VC3FD2080330I11.7 8 330 1.7 0.8
CG3FD208033012.0 VC3FD208033012.0 8 330 2.0 0.9
CG3FD208033012.6 VC3FD2080330I12.6 8 330 2.6 1.2
CG3FD208033013.0 VC3FD2080330I13.0 8 330 3.0 1.2
CG3FD2080330I13.5 VC3FD2080330I13.5 8 330 35 1.5
CG3FD208033014.0 VC3FD208033014.0 8 330 4.0 0.9
CG3FD210033012.6 VC3FD2100330I12.6 10 330 2.6 1.2
CG3FD2100330I13.5 VC3FD2100330I13.5 10 330 3.5 1.5
CG3FD210033014.0 VC3FD210033014.0 10 330 4.0 1.5
CG3FD210033015.0 VC3FD210033015.0 10 330 5.0 1.2
CG3FD2110330I13.5 VC3FD2110330I13.5 11 330 3.5 1.5
CG3FD212033013.5 VC3FD2120330I13.5 12 330 3.5 1.5
CG3FD212033014.0 VC3FD212033014.0 12 330 4.0 1.5
CG3FD212033015.0 VC3FD212033015.0 12 330 5.0 2.0
CG3FD212033016.2 VC3FD212033016.2 12 330 6.2 1.5
CG3FD214033012.6 VC3FD214033012.6 14 330 2.6 0.9
CG3FD214033013.5 VC3FD2140330I13.5 14 330 3.5 1.5
CG3FD214033015.0 VC3FD214033015.0 14 330 5.0 2.0
CG3FD214033017.0 VC3FD214033017.0 14 330 7.0 1.5
CG3FD216033013.5 VC3FD2160330I13.5 16 330 3.5 1.5
CG3FD216033015.0 VC3FD216033015.0 16 330 5.0 2.0
CG3FD216033016.2 VC3FD216033016.2 16 330 6.2 2.0
CG3FD216033018.0 VC3FD216033018.0 16 330 8.0 2.0
CG3FD218033015.0 VC3FD218033015.0 18 330 5.0 2.0
CG3FD218033016.2 VC3FD218033016.2 18 330 6.2 2.0
CG3FD218033017.0 VC3FD218033017.0 18 330 7.0 2.5
CG3FD218033019.0 VC3FD218033019.0 18 330 9.0 2.0
CG3FD220033013.5 VC3FD2200330I13.5 20 330 3.5 1.5
CG3FD220033016.2 VC3FD220033016.2 20 330 6.2 2.0
CG3FD220033017.0 VC3FD220033017.0 20 330 7.0 2.5
CG3FD22003301100 VC3FD22003301100 20 330 10.0 2.5
CG3FD222033017.0 VC3FD222033017.0 22 330 7.0 2.0
CG3FD22003301110 VC3FD22203301110 22 330 11.0 2.5
CG3FD224033016.2 VC3FD224033016.2 24 330 6.2 2.0
CG3FD224033017.0 VC3FD224033017.0 24 330 7.0 2.5
CG3FD22403301120 VC3FD22403301120 24 330 12.0 3.0
CG3FD225033018.0 VC3FD225033018.0 25 330 8.0 2.5
CG3FD22503301120 VC3FD22503301120 25 330 12.0 3.0
CG3FD22603301120 VC3FD22603301120 26 330 12.0 3.0
CG3FD22603301130 VC3FD22603301130 26 330 13.0 3.0
CG3FD22803301100 VC3FD22803301100 28 330 10.0 2.0
CG3FD22803301130 VC3FD22803301130 28 330 13.0 3.0
CG3FD23003301130 VC3FD23003301130 30 330 13.0 3.0
CG3FD23203301130 VC3FD23203301130 32 330 13.0 3.0
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Cilindretto in metallo duro integrale con due fori elicoidali
Solid carbide rod with 2 twisted coolant holes

VHM - Rundstabe mit 2 Verdrallten Kihlkandlen - Barreaux carbure avec 2 trous hélicoidaux
CTep)keHb TBEPAOCIIABHBIN LLUANMHAPUYECKUI ¢ nogaven COX - Sk valcovd ty€ se 2 chladicimi otvory ve spirdle

CODE CODE d2 L TK d «° TR ‘
UNGROUND (+0.3mm) GROUND (hé) mm | mm | mm | mm cum!.t] [N“CRO] [10%] [%]
SoR | | GRAIN 150

CG3FE203033011.5 VC3FE203033011.5 3 330 1.5 0.4 30°

CG3FE206033011.9 VC3FE206033011.9 6 330 1.9 0.6 30°

CG3FE206033012.2 VC3FE206033012.2 6 330 2.2 0.8 30°

CG3FE206033012.6 VC3FE206033012.6 6 330 2.6 0.7 30°

CG3FE208033012.7 V(C3FE208033012.7 8 330 2,7 0,7 30°

CG3FE208033013.5 V(C3FE208033013.5 8 330 3,5 0,9 30°

CG3FE208033014.0 VC3FE208033014.0 8 330 4,0 1,0 30°

CG3FE210033012.7 VC3FE210033012.7 10 330 2,7 0,8 30°

CG3FE210033013.5 VC3FE210033013.5 10 330 3,5 0,8 30°

CG3FE210033014.8 VC3FE210033014.8 10 330 4.8 1.4 30°

CG3FE212033014.2 VC3FE212033014.2 12 330 4,2 0,9 30°

CG3FE212033015.4 VC3FE212033015.4 12 330 5.4 1.5 30°

CG3FE212033015.9 VC3FE212033015.9 12 330 5.9 1.7 30°

CG3FE213033016.5 VC3FE213033016.5 13 330 6.5 1.8 30°

CG3FE214033014.7 VC3FE214033014.7 14 330 4,7 1,0 30°

CG3FE214033017.1 VC3FE214033017.1 14 330 7.1 1.75 30°

CG3FE214033017.2 VC3FE214033017.2 14 330 7.1 2,0 30°

CG3FE215033017.7 VC3FE215033017.7 15 330 7.7 1.75 30°

CG3FE216033015.5 VC3FE216033015.5 16 330 55 1,2 30°

CG3FE216033018.3 VC3FE216033018.3 16 330 8.3 1.75 30°

CG3FE216033018.6 VC3FE216033018.6 16 330 8.6 2.5 30°

CG3FE218033019.5 VC3FE218033019.5 18 330 9.5 2,0 30°

CG3FE218033019.7 VC3FE218033019.7 18 330 9.7 2.8 30°

CG3FE21903301101 VC3FE21903301101 19 330 10.1 2.5 30°

CG3FE220033017.1 VC3FE220033017.1 20 330 71 1,5 30°

CG3FE22003301104 VC3FE22003301104 20 330 10.4 2.8 30°

CG3FE22003301107 VC3FE22003301107 20 330 10.7 3.2 30°
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NOTE

Servizio di rettifica su CNC di alta precisione ad elevata produttivita
Grinding service execution with high precision C(NC machines high productivity

—
_g———— ]
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L'uomo fa dei movim entinutili.
Per questo e superiore alla macchina.

Man makes unnecessary movements
For this is superior than the machine

Marcello Marchesi

Testo non originale; la traduzione & arbitraria
No-Original text; the translation is arbitrary



Velocita di taglio

Cutting speed

Richtwerte
Paramétres
Pexxnumbl 06paboTku
Reznd rychlost
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Formule

Formulas

Formel - Formules
dopmynbl

Fz (mm) = Avanzamento per Dente
Feed per tooth
Vorschub pro Zain
Avance par dent
Mopaua Ha 3y6

Posuv na zub

V¢ (m/min) = Velocita di taglio
Cutting speed
Schnittgeschwindigkeit
Vitesse de coupe
CKOpoOCTb pe3aHus
Rezna rychlost

Q (cm3/min) = Volume truciolo asportato
Quantity of removed chip

Swarf Volumen
Coupeau volume

KonuuecTtBo CHUMaeMOW CTPYXKKH

Mnozstvi odebraného materialu

_ Vf
Fz= TN mm
N = Ve x 1000 1/min.
XD

Vf=Zx N x fz mm/min.

XD XN

Ve= 1000

m/min.

Q= aexapxVf

1000 cm3/min.

N (1/min) =  Velocita di rotazione
Rotation number
Drehzahl
Frequence de rotation
YacTtoTa BpalieHUa wWinuHpens
Otacky

Vf (mm/min) = Velocita di avanzamento
Feed Speed
Vorschubgeschwindigkeit
Vitesse d'avance
CkopocTtb nogauun
Rychlost posuvu
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: Y800 - Y804 - YB0OM - Y803M Slot Milling

Material AL Si<6% - AJIIOMUHUI Copper - MEJb Plastic - AIOMUHUI

2 90-600 | 0.009-0.012 1xd 0.300xd | 60-400 0.007-0.009 1xd 0300xd| 60-600 0.009-0.017 1xd | 0.300xd
0.5 4 80-600 | 0.008-0.011 1xd 0.180xd | 55-400 0.006-0.008 1xd 0.180xd | 55-600  0.008-0.015 1xd | 0.180xd
6 70-600 0.007-0.010  1xd 0.120xd | 50-400  0.004-0.007 1xd 0.120xd | 50-600 = 0.008-0.013 1xd  0.120xd
2 90-600 = 0.014-0.016 1xd 0300xd | 70-400 0.014-0.016 1xd 0300xd| 70-600 0.018-0.024 1xd | 0.300xd
0.6 4 90-600 = 0.013-0.015 1xd 0.180xd | 60-400 0.013-0.015 1xd 0.180xd | 60-600 0.016-0.022 1xd | 0.180xd
6 90-600  0.013-0.015 1xd 0.100xd | 60-400 0.013-0.015 1xd 0.100xd | 60-600 0.016-0.022 1xd  0.100xd
4 90-600 | 0.014-0.016 1xd 0.300xd | 70-400 0.014-0.016 1xd 0300xd| 90-600 0.018-0.024 1xd | 0.300xd
0.8 6 90-600 | 0.013-0.015 1xd 0.175xd | 60-400 0.013-0.015 1xd 0.175xd | 90-600 0.016-0.022 1xd | 0.175xd
8 90-600 | 0.013-0.015 1xd 0.110xd | 60-400 0.013-0.015 1xd 0.110xd | 90-600 0.016-0.022 1xd | 0.110xd
6 150-600  0.018-0.024 1xd 0300xd |100-400 0.018-0.024 1xd 0300xd| 100-600 0.020-0.035 1xd 0.300xd
1.0 8 140-600  0.016-0.022 1xd 0.170xd | 90-400 0.016-0.022 1xd 0.170xd | 90-600 0.018-0.032 1xd  0.170xd
12 130-600  0.016-0.020 1xd 0.110xd | 80-400 0.014-0.018 1xd 0.110xd| 80-600  0.018-0.028 1xd  0.110xd
6 190-600  0.018-0.025 1xd 0300xd |120-400 0.018-0.024 1xd 0300xd | 120-600 0.020-0.035 1xd  0.300xd
1.5 8 180-600  0.017-0.023  1xd 0.170xd |120-400 0.017-0.022 1xd 0.170xd | 110-600 0.018-0.032 1xd 0.170 x d
10 170-600  0.017-0.023  1xd 0.160xd | 110-400 0.016-0.020 1xd 0.160xd | 100-600 0.018-0.028 1xd  0.160xd
2.0 6 190-600  0.025-0.035 1xd 0300xd |[120-400 0.020-0.030 1xd 0300xd | 120-600 0.020-0.035 1xd 0.300xd
10 180-600  0.025-0.035 1xd 0200xd |[110-400 0.018-0.028 1xd 0.200xd | 110-600 0.020-0.032 1xd  0.200xd
3.0 9 200-600  0.020-0.030 1xd 0300xd |100-400 0.020-0.030 1xd 0.300xd | 150-600 0.020-0.028 1xd  0.300xd
4.0 12 200-600  0.030-0.040 1xd 0.300xd |100-400 0.020-0.030 1xd 0.300xd | 150-600 0.030-0.040 1xd = 0300xd
5.0 15 200-600 ~ 0.040-0.050 1xd 0.500xd |100-400 0.030-0.040 1xd 0.500xd | 150-600 0.040-0.050 1xd = 0.500xd
6.0 21 200-600 = 0.050-0.060 1xd 0.500xd |100-400 0.040-0.050 1xd 0.500xd | 150-600 0.050-0.060 1xd  0.500xd
8.0 26 200-600  0.060-0.070 1xd 0.500xd |100-400 0.050-0.060 1xd 0.500xd | 150-600 0.060-0.080 1xd = 0.500xd
10.0 31 200-600 = 0.070-0.080 1xd 0.500xd |100-400 0.070-0.080 1xd 0.500xd | 150-600 0.080-0.100 1xd  0.500xd
12.0 38 200-600  0.090-0.100 1xd 0.500xd |100-400 0.080-0.090 1xd 0.500xd | 150-600 0.100-0.120 1xd = 0.500 x d
16.0 66 200-600  0.120-0.140 1xd 0.500xd |100-400 0.100-0.120 1xd 0.500xd | 150-600 0.120-0.160 1xd = 0.500 xd
20.0 78 200-600  0.150-0.170 1xd 0.500xd |100-400 0.130-0.150 1xd 0.500xd | 150-600 0.160-0.200 1xd = 0.500xd

CODE: Y800 - Y804 - YBOOM - Y803M Side Milling

Material

2 90-700 = 0.012-0.016 = 0.2-0.5x d 1xd | 60250 0.009-0.012 0.2-0.5x d 1xd | 60250 0.009-0.017 0.2-0.5xd 1xd
0.5 4 80-700  0.011-0.015 0.2-0.5xd 1xd | 55250 0.008-0.011 0.2-0.5xd 1xd | 55250 0.008-0.015 = 0.2-05xd 1xd
6 70-700 | 0.009-0.013 0.2-0.5xd 1xd | 502250 0.005-0.009 0.2-0.5xd 1xd | 50250 0.008-0.013 = 0.2-05xd 1xd
2 90-700 | 0.019-0.021 0.2-0.5xd 1xd | 70250 0.018-0.020 0.2-0.5xd 1xd | 70250 0.018-0.024 = 0.2-05xd 1xd
0.6 4 90-700  0.017-0.020 0.2-0.5xd 1xd | 602250 0.016-0.019 0.2-0.5xd 1xd | 60250 0.016-0.022 = 0.2-05xd 1xd
6 90-700  0.017-0.020 0.2-0.5xd 1xd | 60250 0.016-0.019 0.2-0.5xd 1xd | 60250 0.016-0.022 = 0.2-05xd 1xd
4 90-700 | 0.019-0.021 0.2-0.5xd 1xd | 70250 0.018-0.020 0.2-0.5xd 1xd | 70250 0.018-0.024 = 0.2-0.5xd 1xd
0.8 6 90-700  0.017-0.020 0.2-0.5xd 1xd | 60250 0.016-0.019 0.2-0.5xd 1xd | 60250 0.016-0.022 = 0.2-05xd 1xd
8 90-700  0.017-0.020 0.2-0.5xd 1xd | 60250 0.016-0.019 0.2-0.5xd 1xd | 60250 0.016-0.022 = 0.2-05xd 1xd
6 150700 = 0.024-0.032 0.2-0.5xd 1xd | 100250 0.023-0.030 0.2-0.5xd 1xd | 100250 0.020-0.035 = 0.2-05xd 1xd
1.0 8 140700 = 0.021-0.029 0.2-0.5xd 1xd | 90250 0.020-0.028 0.2-0.5xd 1xd | 90250 0.018-0.032 = 0.2-05xd 1xd

12 130700 = 0.021-0.027 0.2-0.5xd 1xd | 80250 0.018-0.023 0.2-0.5xd 1xd | 80250 0.018-0.028 = 0.2-0.5xd 1xd
190-700 = 0.024-0.033 0.2-0.5xd 1xd | 120250 0.023-0.030 0.2-0.5xd 1xd | 120250 0.020-0.035 = 0.2-0.5xd 1xd
1.5 8 180-700 = 0.023-0.031 0.2-0.5xd 1xd | 120250 0.021-0.028 0.2-0.5xd 1xd | 120250 0.018-0.032 = 0.2-05xd 1xd
10 170-700 = 0.023-0.031 0.2-0.5xd 1xd | 110250 0.020-0.025 0.2-0.5xd 1xd | 110250 0.018-0.028 = 0.2-05xd 1xd
6 190-700 = 0.033-0.047 0.2-0.5xd 1xd | 120250 0.025-0.038 0.2-0.5xd 1xd | 120250 0.020-0.035 0.2-05xd 1xd

20 10 180-700 = 0.033-0.048 0.2-0.5xd 1xd | 110250 0.023-0.035 0.2-0.5xd 1xd | 110250 0.020-0.032 = 0.2-05xd 1xd
3.0 9 200-700  0.027-0.030  0.2-0.5xd 1xd | 100250 0.025-0.038 0.2-0.5xd 1xd | 100250 0.020-0.030 0.2-0.5xd 1xd
4.0 12 200-700  0.040-0.053 0.2-0.5xd 1xd | 100250 0.025-0.038 0.2-0.5xd 1xd | 100250 0.030-0.040 0.2-0.5xd 1xd
5.0 15 200-700  0.053-0.067 0.2-0.5xd 1xd | 100250 0.038-0.050 0.2-0.5xd 1xd | 100250 0.040-0.050 0.2-0.5xd 1xd
6.0 21 200-700  0.067-0.080 0.2-0.5xd 1xd | 100250 0.050-0.063 0.2-0.5xd 1xd | 1002250 0.050-0.060 0.2-0.5xd 1xd
8.0 26 200-700 0.080-0.093 0.2-0.5xd 1xd | 100250 0.063-0.075 0.2-0.5xd 1xd | 1002250 0.060-0.080 0.2-0.5xd 1xd
10.0 31 200-700  0.093-0.107 0.2-0.5xd 1xd | 100250 0.088-0.100 0.2-0.5xd 1xd | 1002250 0.080-0.100  0.2-0.5xd 1xd
12.0 37 200-700 0.120-0.133  0.2-0.5xd 1xd | 100250 0.100-0.113 0.2-0.5xd 1xd | 100250 0.100-0.120 ~ 0.2-0.5xd 1xd
16.0 43 200-700  0.012-0.140 0.2-0.5xd 1xd | 100250 0.125-0.150 0.2-0.5xd 1xd | 100250 0.120-0.160  0.2-0.5xd 1xd
20.0 78 200-700 0.150-0.170  0.2-0.5xd 1xd | 100250 0.163-0.188 0.2-0.5xd 1xd | 1002250 0.160-0.200 0.2-0.5xd 1xd
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

‘

ae
N

apf [

CODE: YS800R High Speed Cutting

Material AL Si<6% - AJIIOMUHUI Copper - MEJb Plastic - AIOMUHUI

(7] 12 Vc Fz ae ap Vc Fz ae ap

2 80-600 0.009-0.011  0.150-1.0xd  0.200xd | 60-400 0.009-0.011 0.10-1.0xd 0.200xd | 60-600 0.009-0.017 0.10-1.0xd 0.200 xd
0.5 4 80-600 0.008-0.010 0.150-1.0xd  0.120xd | 55-400 0.008-0.010 0.10-1.0xd 0.120xd | 55-600 0.008-0.015 0.10-1.0xd 0.120xd
6 80-600 0.008-0.010 0.150-1.0xd  0.060xd | 50-400 0.008-0.010 0.10-1.0xd 0.060xd | 50-600 0.008-0.013 0.10-1.0xd 0.060 x d
2 90-600 0.014-0.016 0.150-1.0xd  0.200xd | 70-400 0.014-0.016 0.10-1.0xd 0.200xd | 70-600 0.018-0.024 0.10-1.0xd 0.200 xd
0.6 4 90-600 0.013-0.015 0.150-1.0xd  0.120xd | 60-400 0.013-0.015 0.10-1.0xd 0.120xd | 60-600 0.016-0.022 0.10-1.0xd 0.120xd
6 90-600 0.013-0.015 0.150-1.0xd  0.060xd | 60-400 0.013-0.015 0.10-1.0xd 0.060xd | 60-600 0.016-0.022 0.10-1.0xd 0.060 x d
4 120-600 0.016-0.019 0.150-1.0xd  0.200xd | 70-400 0.016-0.019 0.10-1.0xd 0.200xd | 90-600 0.018-0.024 0.10-1.0xd 0.200x d
0.8 6 120-600 0.015-0.017 0.150-1.0xd  0.120xd | 60-400 0.015-0.017 0.10-1.0xd 0.120xd | 90-600 0.016-0.022 0.10-1.0xd 0.120xd
8 120-600 0.015-0.017 0.150-1.0xd  0.060xd | 60-400 0.015-0.017 0.10-1.0xd 0.060xd | 90-600 0.016-0.022 0.10-1.0xd 0.060 x d
6 150-600 0.022-0.026 0.150-1.0xd  0.200xd | 100-400 0.022-0.026 0.10-1.0xd 0.200xd |[100-600 0.028-0.035 0.10-1.0xd 0.200 x d
1.0 8 150-600 0.020-0.024 0.150-1.0xd  0.120xd | 90-400 0.020-0.024 0.10-1.0xd 0.120xd | 90-600 0.026-0.032 0.10-1.0xd 0.120xd
12 150-600 0.018-0.022 0.150-1.0xd  0.060xd | 80-400 0.018-0.022 0.10-1.0xd 0.060xd | 80-600 0.022-0.028 0.10-1.0xd 0.060 x d
6 190-600 0.028-0.035 0.150-1.0xd  0.200xd | 120-400 0.028-0.035 0.10-1.0xd 0.200 xd |120-600 0.028-0.035 0.10-1.0xd 0.200xd
15 8 190-600 0.026-0.032 0.150-1.0xd  0.120xd | 120-400 0.026-0.032 0.10-1.0xd 0.120xd [110-600 0.026-0.032 0.10-1.0xd 0.120xd
10 190-600 0.025-0.030 0.150-1.0xd  0.060xd | 110-400 0.025-0.030 0.10-1.0xd 0.060 xd [100-600 0.022-0.028 0.10-1.0xd 0.060 x d
2.0 6 190-600 0.042-0.048 0.150-1.0xd  0.200xd | 120-400 0.042-0.048 0.10-1.0xd 0.200xd |120-600 0.042-0.047 0.10-1.0xd 0.200 xd

10 190-600 0.032-0.038 0.150-1.0xd  0.120xd | 110-400 0.032-0.038 0.10-1.0xd 0.120xd |110-600 0.038-0.043 0.10-1.0xd 0.120xd
3.0 9 200-600 0.030-0.070 0.150-1.0xd  0.200xd | 100-400 0.040-0.080 0.10-1.0xd 0.200 xd |150-600 0.040-0.060 0.10-1.0xd 0.200xd
4.0 12 200-600 0.050-0.100 0.150-1.0xd ~ 0.200xd | 100-400 0.050-0.100 0.10-1.0xd 0.200xd |150-600 0.050-0.100 0.10-1.0xd 0.200xd

6.0 21 200-600 0.050-0.100 0.150-1.0xd  0.200xd | 100-400 0.080-0.120 0.10-1.0xd 0.200xd |150-600 0.080-0.120 0.10-1.0xd 0.200xd
8.0 26 | 200-600 0.060-0.120 0.150-1.0xd  0.200xd | 100-400 0.100-0.120 0.10-1.0xd 0.200 xd |150-600 0.100-0.120 0.10-1.0xd 0.200xd
10.0 31 200-600 0.070-0.130  0.150-1.0xd ~ 0.200xd | 100-400 0.100-0.140 0.10-1.0xd 0.200xd |150-600 0.100-0.140 0.10-1.0xd 0.200 xd
12.0 37 | 200-600 0.070-0.140 0.150-1.0xd  0.200xd | 100-400 0.100-0.150 0.10-1.0xd 0.200 xd |150-600 0.100-0.150 0.10-1.0xd 0.200xd
16.0 66 | 200-600 0.090-0.160 0.150-1.0xd  0.200xd | 100-400 0.120-0.160 0.10-1.0xd 0.200 xd |150-600 0.120-0.160 0.10-1.0xd 0.200 xd
20.0 78 200-600 0.160-0.200 0.150-1.0xd ~ 0.200xd | 100-400 0160-0.200 0.10-1.0xd 0.200 xd |150-600 0.160-0.200 0.10-1.0xd 0.200xd
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

Stainless Steel Heat Resistant Steel Tempered Steel
205PM @ HRC<25-35 HRC<35-50 HRC<50-65
mm HEPXABEIOWWAA CTAJIb | JIETUIPOBAHHASA CTAJIb
-1 0.02-0.07 x d 16 0.0050 16 0.0048 15 0.0036 13 0.0030
205PMO0T.. 01 2 0.02-0.07 x d 16 0.0046 15 0.0045 14 0.0036 12 0.0030
205PM0015.. 0.15 - 0.02-0.07 xd 24 0.0050 24 0.0475 23 0.0036 20 0.0030
-1 0.02-0.07 x d 28 0.0071 25 0.0071 24 0.0053 21 0.0045
205PMO0Z.. 02 2 0.02-0.07 x d 25 0.0065 23 0.0065 22 0.0053 19 0.0045
205PM003.. 03 -1 0.02-0.07 x d 38 0.0071 34 0.0071 32 0.0053 28 0.0045
2-3 0.02-0.07 x d 34 0.0065 31 0.0065 29 0.0053 25 0.0045
-1 0.02-0.07 x d 40 0.0110 36 0.0110 34 0.0082 30 0.0069
2 0.02-0.07 x d 40 0.0110 36 0.0110 34 0.0074 30 0.0062
205PMO04.. 0.4 3-4 0.02-0.07 x d 36 0.0101 33 0.0101 31 0.0074 27 0.0062
5 0.02-0.07 x d 32 0.0088 29 0.0088 27 0.0060 24 0.0060
2 0.02-0.07 x d 50 0.0110 45 0.0110 43 0.0820 38 0.0690
3-4-5 0.02-0.07 x d 45 0.0101 41 0.0101 38 0.0082 34 0.0069
205PM005.. 0.5 6 0.02-0.07 x d 40 0.0088 36 0.0113 34 0.0060 30 0.0060
8 0.02-0.07 x d 40 0.0076 36 0.0088 34 0.0057 30 0.0051
10 0.02-0.07 x d 35 0.0060 32 0.0060 30 0.0052 26 0.0040
2 0.02-0.07 xd 60 0.0158 54 0.0157 51 0.0117 45 0.0099
205PMO006.. 0.6 3-4-5-6 0.02-0.07 x d 54 0.0144 49 0.0144 46 0.0117 M 0.0099
8-10 0.02-0.07 x d 48 0.0126 43 0.0126 41 0.0085 36 0.0085
2 0.02-0.07 x d 70 0.0158 63 0.0157 60 0.0117 53 0.0099
205PM007.. 0.7 4-6 0.02-0.07 x d 63 0.0144 57 0.0144 54 0.0117 42 0.0099
8-10 0.02-0.07 x d 56 0.0126 51 0.0126 48 0.0085 42 0.0085
2-4 0.02-0.07 x d 80 0.0158 72 0.0157 68 0.0117 60 0.0099
205PMO008.. 0.8 6-8 0.02-0.07 x d 72 0.0144 65 0.0144 61 0.0117 54 0.0099
10 0.02-0.07 x d 64 0.0126 58 0.0126 55 0.0085 48 0.0085
205PMO09.. 0.9 -3-5-8 0.02-0.07 xd 81 0.0144 73 0.0144 69 0.0117 61 0.0099
10 0.02-0.07 x d 72 0.0126 65 0.0126 61 0.0085 54 0.0085
2-3-4 0.02-0.07 xd 90 0.0235 81 0.0236 77 0.0191 68 0.0162
5-6-8-10 0.02-0.07 x d 81 0.0216 73 0.0216 69 0.0175 61 0.0148
205PM010.. 1.0 12-14 0.02-0.07 xd 72 0.0189 65 0.0189 61 0.0128 54 0.0128
16-18 0.02-0.07 x d 72 0.0162 65 0.0162 61 0.0122 54 0.0108
20 0.02-0.07 xd 63 0.0131 57 0.0129 54 0.0096 48 0.0086
205PM011.02554 1.1 - 0.02-0.07 x d 99 0.0235 90 0.0236 85 0.0191 75 0.0162
-3-4-5-6 0.02-0.07 x d 96 0.0236 87 0.0236 82 0.0176 72 0.0148
205PM012.. 1.2 8-10-12 0.02-0.07 xd 87 0.0216 78 0.0216 74 0.0175 65 0.0148
14-16 0.02-0.07 x d 77 0.0216 69 0.0216 66 0.0175 58 0.0148
205PM013.0454 1.3 - 0.02-0.07 x d 91 0.0236 82 0.0236 78 0.0175 69 0.0149
205PMO14.. 14 -4-5-6 0.02-0.07 xd 98 0.0236 89 0.0236 84 0.0175 74 0.0149
8-10-12 0.02-0.07 x d 89 0.0216 80 0.0216 75 0.0175 66 0.0165
4-5-6 0.02-0.07 xd 106 0.0236 95 0.0236 90 0.0175 79 0.0149
205PM015.. 15 8-10-12-14 0.02-0.07 xd 95 0.0216 85 0.0216 81 0.0175 7 0.0148
16-18-20 0.02-0.07 x d 84 0.0189 76 0.0189 72 0.0128 63 0.0128
-4-5-6-8 0.02-0.07 x d 104 0.0263 94 0.0263 89 0.0195 78 0.0165
205PM016.. 1.6 10-12-14-16 0.02-0.07 xd 94 0.0240 85 0.0240 80 0.0195 1 0.0165
18-20 0.02-0.07 x d 84 0.0210 75 0.0210 71 0.0142 63 0.0143
205PM017.0554 1.7 - 0.02-0.07 xd 11 0.0263 100 0.0263 94 0.0195 83 0.0165
205PM018.0554 1.8 - 0.02-0.07 x d 118 0.0263 106 0.0263 100 0.0195 88 0.0165
205PM019.0554 1.9 - 0.02-0.07 x d 100 0.0315 90 0.0315 85 0.0234 75 0.0198
4-6-8-10 0.02-0.07 xd 106 0.0315 95 0.0315 90 0.0234 79 0.0198
205PM020.. 2.0 12-14-16-1820  0.02-0.07 xd 95 0.0288 85 0.0288 81 0.0234 71 0.0198
22-25-30 0.02-0.07 x d 84 0.0252 76 0.0252 72 0.0171 63 0.0171
-10-12 0.02-0.07 x d 113 0.0394 102 0.0394 96 0.0292 85 0.0248
205PM025.. 2.5 14-16-20 0.02-0.07 xd 102 0.0360 92 0.0360 86 0.0292 76 0.0247
25 0.02-0.07 x d 89 0.0286 81 0.0287 76 0.0232 67 0.0197
-6-8-10-12 0.02-0.07 x d 121 0.0394 109 0.0394 102 0.0292 90 0.0247
205PM030.. 3.0 14-16-18202530  0.02-0.07 x d 109 0.0360 98 0.0360 92 0.0293 81 0.0248
35-40 0.02-0.07 x d 96 0.0360 87 0.0360 82 0.0292 72 0.0247
-8-10-12-14-16  0.02-0.07 x d 118 0.1000 106 0.0900 100 0.0850 89 0.0640
205PM040.. 4.0 18-20-25-30 0.02-0.07 x d 106 0.0900 96 0.0810 90 0.0765 80 0.0640
35-40 0.02-0.07 x d 96 0.0900 86 0.0810 81 0.0765 72 0.0640
45-50 0.02-0.07 xd 84 0.0716 76 0.0644 70 0.0619 63 0.0509
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 200M - 205M

Stainless Steel Heat Resistant Steel Tempered Steel
HRC<25-35 HR(C<35-50 HRC<50-70
HEP)KABEIOLLI,AH CTAJIb |JIETMPOBAHHASA CTAJIb CTAJ1b

205M005.03R00554 0.5 005  0.02:0.07xd 0.0090 0.0076 0.0058 0.0063
205M006.01R00554 0.6 - 005  002007xd | 94 00100 80 0.0088 64 0.0074 49 0.0075
205M007.012R00554 0.7 - 005  002007xd | 106  0.0104 79 0.0104 62 0.0093 44 0.0080
205M008.014R00554 0.8 - 005  002007xd | 113 00111 90 0.0104 70 0.0093 50 0.0080
205M009.015R00554 0.9 - 005  002007xd | 127 00111 102 0.0104 79 0.0093 57 0.0080
-4 071-02:03 002-007xd | 102 00210 92 0.0210 86 0.0189 76 0.0168
6 010203 002-007xd | 8 00189 74 0.0189 70 0.0189 62 0.0168
05010 o 8 0102 | 002007xd | 73 00189 66 0.0189 62 0.0189 55 0.0168
- : 10 0.1-02-03 0.02:007xd | 64 00189 58 0.0189 54 0.0189 48 0.0168
12 0.1 0.02-007xd | 57 00189 51 0.0189 48 0.0189 43 0.0168
12 0203 002007xd | 57 00168 51 0.0168 48 0.0147 43 0.0147
- %13%25 0.02-007xd | 117 = 00227 106 0.0226 99 0.0207 88 0.0181
205M015.. 15 68 010203 002-007xd | 107 00226 9% 0.0226 91 0.0226 80 0.0201
10-12 0.1-02-03 0.02-007xd | 85 | 00227 77 0.0227 73 0.0226 64 0.0201
6 or0e 002007x 41 131 003 118 0.0393 1M 0.0393 98 0.0315
205M020.. 2.0 T ET T
810 _g3g5 X 119 00393 107 0.0393 101 0.0393 89 0.0315
12 %13%25 002007xd |96 03cy 87 0.0354 82 0.0354 72 0.0314
205M025 25 44 05  002007xd | 8 00354 77 0.0354 73 0.0354 64 0.0315
- 02:03-05 002-007xd | 136 00392 122 0.0391 116 0.0391 102 0.0313
10 é) 31(? ‘52_1 002007xd |13 (0401 122 0.0492 115 0.0491 102 0.0393
205M030.. 3.0 5 5
1216 %13%25 002007xd | 1) 50401 110 0.0491 104 0.0491 92 0.0393
20 020305 002-007xd | 110  0.0491 99 0.0492 93 0.0491 82 0.0393
012 a2 | 002007 131 ooess 17 0.0677 11 0.0636 98 0.0561
205M040.. 40 30 020305 002-007xd | 110 00668 99 0.0677 93 0.0636 92 0.0561
25 0305 002-007xd | 100  0.0668 90 0.0677 85 0.0636 82 0.0561
205M05.10R156 5.0 - 05  002007xd | 127 00676 115 0.0675 108 0.0638 9% 0.0561
41620 0.1-0.2-0.3
205M060.. 6.0 530 05115 0.02007xd | 136 00674 122 0.0673 115 0.0639 102 0.0565
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 200RM - 205RM

Stainless Steel Heat Resistant Steel Tempered Steel
HRC<25-35 HRC<35-50 HRC<50-70

HEPXABEIOLLASl CTAJIb | JIETMPOBAHHASA CTAJIb CTAJb
Fz

- 0.02-0.08 xd | 13-16 = 0.002-0.0025 | 12-16 = 0.0018-0.0025 | 10-16 0.0015-0.0023 | 8-16 0.0010-0.0020

205RMO001.. 0.1 1 0.02-0.08 xd | 13-16  0.0014-0.0018 | 12-16 = 0.0013-0.0018 | 10-16 0.0010-0.0016 | 8-16 0.0007-0.0014
2 0.02-0.08 xd | 13-16  0.0009-0.0011 | 12-16 = 0.0008-0.0011 | 10-16 0.0006-0.0009 | 8-16 0.0004-0.0008

205RMO015.. 0.15 - 0.02-0.08 xd | 1924 0.0020-0.0025 | 1724  0.0018-0.0025 | 1524 0.0015-0.0023 | 1224  0.0010-0.0020
205RMO02.. 0.2 -1 0.02-0.08 x d | 25-31 0.0028-0.0035 | 22-31  0.0025-0.0035 | 20-31 0.0021-0.0033 | 1529  0.0016-0.0030
2 0.02-0.08 x d | 25-31 0.0026-0.0032 | 22-31  0.0022-0.0031 | 1921 0.0019-0.0029 | 1325  0.0014-0.0027

205RM003.. 03 -1 0.02-0.08 x d | 38-47 0.0040-0.0050 | 34-47  0.0036-0.0050 | 30-47 0.0029-0.0045 | 22-42  0.0022-0.0043
2-3 0.02-0.08 x d | 38-47 0.0036-0.0045 | 33-46  0.0032-0.0045 | 28-43 0.0026-0.0041 | 20-38  0.0020-0.0038

-1-2 0.02-0.08 x d | 48-60 0.0048-0.0060 | 39-54  0.0043-0.0060 | 33-51 0.0035-0.0055 | 23-45  0.0026-0.0050

205RM004.. 0.4 3-4 0.02-0.08 x d | 43-54  0.0043-0.0054 | 35-49  0.0039-0.0054 | 29-46 0.0032-0.0050 | 21-41  0.0023-0.0045
5 0.02-0.08 x d | 38-48 0.0041-0.0051 | 31-43 ~ 0.0037-0.0051 | 26-41 0.0030-0.0047 | 19-36  0.0022-0.0043

12 0.02-0.08 x d | 50-63  0.0080-0.0100 | 41-57 =~ 0.0072-0.0100 | 34-53 0.0058-0.0090 | 24-47  0.0047-0.0090

205RMO0S.. 05 3-4-5 0.02-0.08 x d | 46-57 0.0072-0.0090 | 37-51 0.0065-0.0090 | 31-48 0.0052-0.0081 | 22-42  0.0042-0.0081
6-8 0.02-0.08 x d | 40-50 ' 0.0068-0.0085 | 32-45 0.0061-0.0085 | 28-43 0.0049-0.0076 | 20-38  0.0040-0.0076

10 0.02-0.08 x d | 35-44 | 0.0059-0.0074 | 29-40 ~ 0.0055-0.0077 | 24-37 0.0042-0.0066 | 17-33  0.0033-0.0064

2-3 0.02-0.08 xd | 60-75 ' 0.0120-0.0150 | 49-68 0.0108-0.0150 | 41-64 0.0083-0.0130 | 30-57  0.0062-0.0120

4 0.02-0.08 x d | 54-68 | 0.0114-0.0143 | 44-61 0.0102-0.0142 | 37-58 0.0079-0.0124 | 27-51  0.0059-0.0114

205RM006.. 0.6 5-6 0.02-0.08 x d | 54-68 ' 0.0108-0.0135 | 44-61 0.0097-0.0135 | 37-58 0.0075-0.0117 | 27-51  0.0056-0.0108
8 0.02-0.08 x d | 48-60 0.0102-0.0128 | 39-54  0.0091-0.0127 | 33-51 0.0070-0.0110 | 23-45  0.0053-0.0102

10 0.02-0.08 x d | 42-53 ' 0.0102-0.0128 | 34-47  0.0092-0.0128 | 29-45 0.0071-0.0111 | 21-40  0.0053-0.0102

23 0.02-0.08 xd | 70-88  0.0120-0.0150 | 57-79  0.0108-0.0150 | 48-75 0.0083-0.0130 | 34-66  0.0062-0.0120

4 0.02-0.08 xd | 6379 0.0114-0.0143 | 5171  0.0102-0.0142 | 43-67 0.0079-0.0124 | 31-59  0.0059-0.0114

205RM007.. 0.7 5-6 0.02-0.08 xd | 63-79 0.0108-0.0135 | 51-71  0.0097-0.0135 | 43-67 0.0075-0.0117 | 31-59  0.0056-0.0108
8 0.02-0.08 xd | 56-70 0.0102-0.0128 | 45-63  0.0091-0.0127 | 38-60 0.0070-0.0110 | 28-53  0.0053-0.0102

10 0.02-0.08 xd | 50-62 0.0102-0.0128 | 40-55 0.0092-0.0128 | 33-52 0.0071-0.0111 | 24-46  0.0053-0.0102

2-3-4 0.02-0.08 x d |80-100 0.0144-0.0180 | 65-90 0.0130-0.0180 | 54-85 0.0102-0.0160 | 39-75  0.0078-0.0150

205RM00S.. 0.8 5-6 0.02-0.08 xd | 72-90 0.0130-0.0162 | 58-81 0.0117-0.0162 | 49-77 0.0092-0.0144 | 35-68  0.0070-0.0135
8 0.02-0.08 xd | 64-80 0.0130-0.0162 | 5272 0.0117-0.0162 | 44-68 0.0092-0.0144 | 31-60  0.0070-0.0135

10 0.02-0.08 xd | 64-80 0.0122-0.0153 | 5272  0.0110-0.0153 | 44-68 0.0087-0.0136 | 31-60  0.0067-0.0128

3-4 0.02-0.08 x d |90-113  0.0144-0.0180 | 73102  0.0130-0.0180 | 61-96 0.0102-0.0160 | 44-85  0.0078-0.0150

205RM009.. 0.9 5-6 0.02-0.08 x d | 82102 0.0130-0.0162 | 66-92  0.0117-0.0162 | 55-86 0.0092-0.0144 | 40-76 = 0.0070-0.0135
8 0.02-0.08 xd | 72-90 0.0130-0.0162 | 58-81 0.0117-0.0162 | 49-77 0.0092-0.0144 | 35-68 = 0.0070-0.0135

10 0.02-0.08 xd | 72-90  0.0122-0.0153 | 58-81 0.0110-0.0153 | 49-77 0.0087-0.0136 | 35-68  0.0067-0.0128

2-3-4-5 0.02-0.08 x d |90-113  0.0200-0.0250 | 73-102  0.0180-0.0250 | 61-96 0.0144-0.0225 | 44-85  0.0109-0.0210

205RMO10. 1.0 6-8-10 0.02-0.08 x d | 82102 0.0180-0.0225 | 66-92  0.0162-0.0225 | 55-86 0.0129-0.0202 | 40-76  0.0098-0.0189
12-14-16 0.02-0.08 xd | 72-90 0.0170-0.0213 | 58-81 0.0153-0.0213 | 49-77 0.0122-0.0191 | 35-68  0.0093-0.0178

18 0.02-0.08 xd | 63-79 0.0160-0.0200 | 5171  0.0144-0.0200 | 43-67 0.0115-0.0180 | 31-59  0.0087-0.0168

20 0.02-0.08 x d | 54-68 0.0160-0.0200 | 44-61 0.0144-0.0200 | 37-58 0.0115-0.0180 | 27-51  0.0087-0.0168

205RMO11.. 1.1 - 0.02-0.08 x d |99-124 0.0200-0.0250 | 81-112  0.0180-0.0250 | 68-106 0.0144-0.0225 | 48-93  0.0109-0.0210
-3-4-5 0.02-0.08 x d | 98-122 0.0228-0.0285 | 79-110  0.0205-0.0285 | 67-104 0.0163-0.0254 | 48-92  0.0128-0.0247

205RM012.. 1.2 6-8-10 0.02-0.08 x d | 87-109 0.0208-0.0260 | 71-98  0.0187-0.0260 | 59-92 0.0160-0.0250 | 42-81  0.0114-0.0220
12-14-16 0.02-0.08 x d | 87-109 0.0187-0.0234 | 71-98 0.0168-0.0234 | 59-92 0.0144-0.0225 | 42-81  0.0103-0.0198

- 0.02-0.08 x d [106-132 0.0228-0.0285 | 86-119  0.0205-0.0285 | 72-112 0.0163-0.0254 | 51-99  0.0128-0.0247

205RMOT3.. 13 -4-5 0.02-0.08 x d [102-127 0.0240-0.0300 | 80-111 0.0216-0.0300 | 68-106 0.0173-0.0270 | 46-88  0.0135-0.0260
6-8 0.02-0.08 x d |89-111 0.0240-0.0300 | 72-100  0.0216-0.0300 | 60-94 0.0173-0.0270 | 43-83  0.0135-0.0260

10-12 0.02-0.08 x d [89-111 0.0216-0.0270 | 72-100  0.0194-0.0270 | 60-94 0.0156-0.0243 | 43-83  0.0122-0.0234

-4-5-6 0.02-0.08 x d [106-132 0.0264-0.0330 | 86-119  0.0238-0.0330 | 72-112 0.0192-0.0300 | 51-99  0.0140-0.0270

205RMO015.. 1.5 8-10-12 0.02-0.08 x d | 95-119 0.0238-0.0297 | 77-107  0.0214-0.0297 | 65-101 0.0173-0.0270 | 46-89  0.0126-0.0243
14-16-18-20  0.02-0.08 x d | 85-106 0.0225-0.0281 | 68-95 0.0202-0.0281 | 58-90 0.0163-0.0255 | 41-79 = 0.0119-0.0229

-4-5-6-8 0.02-0.08 x d [105-131 0.0280-0.0350 | 85-118  0.0252-0.0350 | 71-111 0.0198-0.0310 | 51-98 = 0.0156-0.0300

205RMO016.. 1.6 10-12-14-16  0.02-0.08 x d |94-118 0.0252-0.0315 | 76-106 ~ 0.0227-0.0315 | 64-100 0.0179-0.0279 | 46-88  0.0140-0.0270
18-20 0.02-0.08 x d | 83-104 0.0238-0.0298 | 68-94 0.0215-0.0298 | 57-89 0.0169-0.0264 | 4178  0.0133-0.0255

205RM017.. 1.7 - 0.02-0.08 x d [111-139 0.0320-0.0400 | 90-125 0.0288-0.0400 | 76-118 0.0224-0.0350 | 54-104  0.0172-0.0330
205RMO018.. 1.8 - 0.02-0.08 x d [118-147 0.0320-0.0400 | 95-132  0.0288-0.0400 | 80-125 0.0224-0.0350 | 57-110  0.0172-0.0330
205RM019.. 1.9 - 0.02-0.08 x d [124-155 0.0320-0.0400 | 101140 0.0288-0.0400 | 84-132 0.0224-0.0350 | 60-116  0.0172-0.0330
-4 0.02-0.08 x d [106-132 0.0400-0.0500 | 86-119  0.0360-0.0500 | 72-112 0.0288-0.0450 | 51-99  0.0224-0.0430

6-8 0.02-0.08 x d [106-132 0.0360-0.0450 | 86-119  0.0324-0.0450 | 72-112 0.0256-0.0400 | 51-99  0.0198-0.0380

205RMO20.. 2.0 10-12-14 0.02-0.08 x d [106-132 0.0320-0.0400 | 86-119  0.0288-0.0400 | 72-112 0.0207-0.0324 | 51-99  0.0177-0.0340
16-18-20 0.02-0.08 x d | 95-119 0.0288-0.0360 | 77-107  0.0259-0.0360 | 65-101 0.0207-0.0324 | 46-89  0.0159-0.0306

22 0.02-0.08 x d |90-112 0.0272-0.0340 | 73101 0.0245-0.0340 | 61-95 0.0196-0.0306 | 44-84  0.0150-0.0289

25-30 0.02-0.08 x d | 85-106 0.0272-0.0340 | 68-95 0.0245-0.0340 | 58-90 0.0196-0.0306 | 41-79  0.0150-0.0289

205RM022.. 2.2 - 0.02-0.08 x d [116-145 0.0400-0.0500 | 94-131 0.0360-0.0500 | 79-123 0.0288-0.0450 | 57-109  0.0224-0.0430
-10 0.02-0.08 x d [121-151 0.0465-0.0581 | 98-136  0.0418-0.0581 | 80-125 0.0344-0.0537 | 57-110  0.0238-0.0457

205RM025.. 25 12-14-16 0.02-0.08 x d [106-133 0.0525-0.0656 | 86120  0.0472-0.0656 | 70-110 0.0388-0.0606 | 50-97  0.0268-0.0516
20-25 0.02-0.08 x d |101-126 0.0453-0.0566 | 81-113  0.0408-0.0566 | 67-104 0.0355-0.0523 | 47-91 = 0.0230-0.0442
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Parametri di taglio

Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

Stainless Steel
HR(C<25-35

HEPXABEIOLLIAA CTAJ1b

Heat Resistant Steel
HRC<35-50
NETMPOBAHHAA CTAJIb

Tempered Steel

HRC<50-70

-6-8-10-12 0.02-0.08 xd |121-151 0.0600-0.0750 | 98-136 ~ 0.0540-0.0750 | 82-128 0.0429-0.0670 | 59-113  0.0328-0.0630
1416 0.02-0.08 xd |121-151 0.0540-0.0675 | 98136 0.0486-0.0675 | 82128  0.0386-0.0603 | 59-113  0.0295-0.0567
205RMO30.. 3.0 18202530 0.02-0.08 xd |109-136 0.0540-0.0675 | 88122 0.0486-0.0675 | 74115 0.0386-0.0603 | 53-102  0.0295-0.0567
0.02:0.08 xd | 97121 0.0510-0.0638 | 78-109  0.0459-0.0638 | 65-102 0.0364-0.0569 | 47-90  0.0278-0.0535
0.02:0.08 xd | 89-111 0.0486-0.0607 | 71-99  0.0434-0.0603 | 54-85 0.0338-0.0528 | 3772  0.0256-0.0493
0.02-0.08 x d |115-144 0.08000-0.1000| 94-130  0.0720-0.1000 | 79-123 0.0576-0.0900 | 56-108  0.0442-0.0850
8-10-12-14 ) ) ) ) ) ) ) ) )
— a0 gyt 002:008xd (115144 0.0800-0.1000 | 94130 0.0720-0.1000 | 79123 0.0576-0.0900 | 567108  0.0442-0.0850
25-30-35-40 0.02-0.08 xd |104-130 0.0720-0.0900 | 84-117  0.0648-0.0900 | 71-111 0.0518-0.0810 | 51-98  0.0398-0.0765
4550 0.02-0.08 xd | 93-116 0.0680-0.0850 | 75-104 0.0612-0.0850 | 63-98 0.0490-0.0765 | 45-87 = 0.0375-0.0722
CODE: 200RB STANDARD CUTTING SPEED
Aluminium Alloy Steels
Cast Iron Heat Resistant Steel
MATERIAL Non Alloy Steels JIETUPOBAHHAS CTAJb
AJTIOMUHUIA-YYTYH
JIETMPOBAHASA CTAJ1b
HARDNESS HRC 30 - HRC 40
2-3 34000 2700 | 32000 2500 11500 900 !
4 | 25000 2200 | 24000 2100 8000 700 ap
6 16800 1800 | 15800 1700 6000 600 -
ae=0,05xd
8 - 13000 1700 11900 1500 4000 500 ap-002xd
10 10000 1400 9800 1300 3600 500
12 8800 1300 7900 1200 2900 400 —

CODE: 400RB STANDARD CUTTING SPEED

MATERIAL

HARDNESS

Aluminium
Cast Iron

Non Alloy Steels

AIOMUHUA-YYTYH
JIETUPOBAHASA CTAJ1b

Alloy Steels
Heat Resistant Steel

JIETMPOBAHHASA CTAJ1b
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

For finishing:

3e<0,02-0,03xd

ap<08xd

Vc = 1,2 x Vc (Parameter List) ae

Fz = 0,7 x Vc (Parameter List) _,‘ ‘4_

apy |

CODE: 200SR - 200SRT - 200R - 200RT - 200RLT - 300CR - 300R - 300RT - 300RLT - 400R - 400RT - 400RLT
ROUGHING - STANDARD CUTTING SPEED

< 50 HRC - CTAJIb < 60 HRC - CTAJIb
R ae ap |

1-3 140 0.016 0.03xd 0.03xd 120 0.016 0.03xd 0.03xd 70 0.014 0.03xd 0.03xd
4 140 0.032 0.03xd 0.03xd 120 0.032 0.03xd 0.03xd 70 0.028 0.03xd 0.03xd

6 140 0.132 0.03xd 0.03xd 120 0.032 0.03xd 0.03xd 70 0.028 0.03xd 0.03xd

8 140 0.064 0.03xd 0.03xd 120 0.064 0.03xd 0.03xd 70 0.056 0.03xd 0.03xd
10 140 0.064 0.03xd 0.03xd 120 0.064 0.03xd 0.03xd 70 0.056 0.03xd 0.03xd
12-18 140 0.096 0.03xd 0.03xd 120 0.096 0.03xd 0.03xd 70 0.084 0.03xd 0.03xd
20-25 140 0.160 0.03xd 0.03xd 120 0.160 0.03xd 0.03xd 70 0.140 0.03xd 0.03xd

CODE: 200SR - 200SRT - 200R - 200RT - 200RL - 200RLT - 300CR - 300R - 300RT - 300RLT - 400R - 400RT - 400RLT

Copper - MEJIb Stainless Steel - HEPXXABEIOLLLAS CTA/Tb
IR T I I L T ¢ F

<
N
[-Y]
™
[-Y]
©

1-3 350 0.020 0.03xd 0.03xd 90 0.014 0.03xd 0.03xd 80 0.015 0.03xd 0.03xd
4 350 0.040 0.03xd 0.03xd 90 0.028 0.03xd 0.03xd 80 0.030 0.03xd 0.03xd

6 350 0.040 0.03xd 0.03xd 90 0.028 0.03xd 0.03xd 80 0.030 0.03xd 0.03xd

8 350 0.080 0.03xd 0.03xd 90 0.057 0.03xd 0.03xd 80 0.060 0.03xd 0.03xd

10 350 0.080 0.03xd 0.03xd 90 0.057 0.03xd 0.03xd 80 0.060 0.03xd 0.03xd
12-18 350 0.120 0.03xd 0.03xd 90 0.085 0.03xd 0.03xd 80 0.090 0.03xd 0.03xd
20-25 350 0.200 0.03xd 0.03xd 90 0.142 0.03xd 0.03xd 80 0.150 0.03xd 0.03xd

CODE: 200SR - 200SRT - 200R - 200RT - 200RL - 200RLT - 300CR - 300R - 300RT - 300RLT - 400R - 400RT - 400RLT

Super Alloy - CYMEP CIJ1AB Cast Iron - YYTYH

_ Lamellair - TAMENAP Nodulaire - YyryH
VC 74 ae ap

1-3 40 0.015 0.03xd 0.03xd 130 0.019 0.03xd 0.03xd 120 0.015 0.03xd 0.03xd
4 40 0.030 0.03xd 0.03xd 130 0.038 0.03xd 0.03xd 120 0.030 0.03xd 0.03xd

6 40 0.030 0.03xd 0.03xd 130 0.038 0.03xd 0.03xd 120 0.030 0.03xd 0.03xd

8 40 0.060 0.03xd 0.03xd 130 0.076 0.03xd 0.03xd 120 0.060 0.03xd 0.03xd

10 40 0.060 0.03xd 0.03xd 130 0.076 0.03xd 0.03xd 120 0.060 0.03xd 0.03xd
12-18 40 0.090 0.03xd 0.03xd 130 0.114 0.03xd 0.03xd 120 0.090 0.03xd 0.03xd
20-25 40 0.150 0.03xd 0.03xd 130 0.190 0.03xd 0.03xd 120 0.150 0.03xd 0.03xd
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Parametri di taglio

Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

Code: Y200R ROUGHING - HIGH SPEED CUTTING

MATERIAL
HARDNESS

MATERIAL
HARDNESS

0.096 xd
0.096 xd
0.096 xd
0.096 xd
0.096 xd
0.096 xd
0.096 xd

Steel -

Steel - CTAJIb

165 0.014
165 0.027
165 0.025
165 0.055
165 0.055
165 0.083
165 0.083

CTAJIb

1xd 0.046 x d
1xd 0.046 x d
1xd 0.046 x d
1xd 0.046 x d
1xd 0.046 xd
1xd 0.046 x d
1xd 0.046 x d

HRC 48-56
FL ae
0.014 1xd
0.027 1xd
0.027 1xd
0.027 1xd
0.055 1xd
0.055 1xd
0.083 1xd

Cast Iron - YYTYH

ap
0.044 xd
0.044 xd
0.044 xd
0.044 xd
0.044 xd
0.044 xd
0.044 xd

VC FL

75 0.010
75 0.020
75 0.020
75 0.020
75 0.043
75 0.043
75 0.065

ae ap

1xd 0.028 xd
1xd 0.028 xd
1xd 0.028 xd
1xd 0.028 xd
1xd 0.028 xd
1xd 0.028 xd
1xd 0.028 xd

Titanium - TUTAH

0.042 xd
0.042 xd
0.042xd
0.042xd
0.042xd
0.042xd
0.042 xd

85 0.010
85 0.021
85 0.021
85 0.021
85 0.042
85 0.042
85 0.063

1xd 0.030xd
1xd 0.030xd
1xd 0.030xd
1xd 0.030xd
1xd 0.030xd
1xd 0.030xd
1xd 0.030xd

0.040 x d
0.040 xd
0.040 xd
0.040xd
0.040xd
0.040 xd
0.040 xd

25 0.009
25 0.018
25 0.018
25 0.018
25 0.034
25 0.034
25 0.054
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1xd 0.030xd
1xd 0.030xd
1xd 0.030xd
1xd 0.030xd
1xd 0.030xd
1xd 0.030xd
1xd 0.030xd

ae




Parametri di taglio

Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: Y200R FINISHING - HIGH SPEED CUTTING

MATERIAL
HARDNESS

Steel - CTA/Ib

<170 HB < HRC 50
\'/ F1 ae ap vC 74 ae

1-3 270 0.016 1xd 0.032xd 210 0.015 1xd 0.020xd
4 270 0.032 1xd 0.032xd 210 0.032 1xd 0.020xd

5 270 0.032 1xd 0.032xd 210 0.032 1xd 0.020xd

6 270 0.032 1xd 0.032xd 210 0.032 1xd 0.020xd

8 270 0.065 1xd 0.032xd 210 0.065 1xd 0.020xd
10 270 0.065 1xd 0.032xd 210 0.065 1xd 0.020xd
12-16 270 0.095 1xd 0.032xd 210 0.097 1xd 0.020xd

Steel - CTA/Ib

MATERIAL
HARDNESS

160 0.014 1xd 0.044 xd 85 0.012 1xd 0.010xd
160 0.014 1xd 0.044 xd 85 0.012 1xd 0.010xd
160 0.027 1xd 0.044 xd 85 0.023 1xd 0.010xd
160 0.027 1xd 0.044 xd 85 0.023 1xd 0.010xd
160 0.027 1xd 0.044 xd 85 0.049 1xd 0.010xd
160 0.055 1xd 0.044 xd 85 0.049 1xd 0.010xd
160 0.055 1xd 0.044 xd 85 0.075 1xd 0.010xd

MATERIAL Cast Iron - YYTYH

HARDNESS

1-3 175 0.015 1xd 0.020xd 95 0.012 1xd 0.010xd
4 175 0.015 1xd 0.020xd 95 0.024 1xd 0.010xd

5 175 0.031 1xd 0.020xd 95 0.024 1xd 0.010xd

6 175 0.031 1xd 0.020xd 95 0.024 1xd 0.010xd

8 175 0.031 1xd 0.020xd 95 0.048 1xd 0.010xd
10 175 0.062 1xd 0.020xd 95 0.048 1xd 0.010xd
12-16 175 0.062 1xd 0.020xd 95 0.072 1xd 0.010xd

MATERIAL Stainless Steel - HEPXABEIOLLASA CTAJTb Super Alloy - CYMEP C/1AB

VC F1 ae ap \'[¢ 74 ae ap
30

110 0.013 1xd 0.010xd 0.011 1xd 0.010xd
110 0.025 1xd 0.010xd 30 0.021 1xd 0.010xd
110 0.025 1xd 0.010xd 30 0.021 1xd 0.010xd
110 0.025 1xd 0.010xd 30 0.021 1xd 0.010xd
110 0.051 1xd 0.010xd 30 0.039 1xd 0.010xd
110 0.051 1xd 0.010xd 30 0.039 1xd 0.010xd
110 0.075 1xd 0.010xd 30 0.063 1xd 0.010xd
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Parametri di taglio

Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: Y200R ROUGHING - HIGH SPEED CUTTING

MATERIAL
HARDNESS

1-3 310

4 310
5 310
6 310
8 310

10 310
12-16 310

275
275
275
275
275
275
275

0.024
0.048
0.048
0.048
0.097
0.097
0.145

<170 HB

0.046 xd
0.046 xd
0.046 xd
0.046 xd
0.046 xd
0.046 xd
0.046 xd

HRC 48-56
74 ae
0.021 0.033xd
0.042 0.033xd
0.042 0.033xd
0.042 0.033xd
0.085 0.033xd
0.085 0.033xd
0.128 0.033xd

MATERIAL Cast Iron - YYTYH
HARDNESS
2

250 0.021 0.021xd
250 0.043 0.021xd
250 0.043 0.021xd
250 0.043 0.021xd
250 0.088  0.021xd
250 0.088  0.021xd
250 0.129 0.021xd

Stainless Steel -

1-3 140
4 140
5 140
6 140
8 140
10 140

12-16 140

0.018
0.036
0.036
0.036
0.073
0.073
0.108

0.020 xd
0.020 xd
0.020 xd
0.020 xd
0.020 xd
0.020 xd
0.020 xd

1.120xd
1.120xd
1.120xd
1.120xd
1.120xd
1.120xd
1.120xd

Steel -

ap
0.820xd
0.820xd
0.820xd
0.820xd
0.820xd
0.820xd
0.820xd

0.850xd
0.850xd
0.850 xd
0.850 xd
0.850 xd
0.850xd
0.850xd

HEPXABEIOLLIAA CTAJIb

0.830xd
0.830xd
0.830xd
0.830xd
0.830xd
0.830xd
0.830xd

Steel - CTANb

285
285
285
285
285
285
285

CTAb

125
125
125
125
125
125
125

140

0.022
0.044
0.044
0.044
0.089
0.089
0.134

<HRC50

0.035xd
0.035xd
0.035xd
0.035xd
0.035xd
0.035xd
0.035xd

< HRC 65
74 ae
0.015 | 0.028 xd
0.030  0.028xd
0.030  0.028xd
0.030  0.028xd
0.065  0.028 xd
0.065  0.028 xd
0.100 = 0.028 xd

0.020 xd
0.020 xd
0.020xd
0.020 xd
0.020 xd
0.020 xd
0.020 xd

0.820xd
0.820xd
0.820xd
0.820xd
0.820xd
0.820xd
0.820xd

ap
0.750 xd
0.750 xd
0.750 xd
0.750 xd
0.750 xd
0.750 xd
0.750 xd

0.750 xd
0.750 xd
0.750 xd
0.750 xd
0.750 xd
0.750 xd
0.750 xd

Super Alloy - CYMEP CI/1AB

0.020xd
0.020xd
0.020xd
0.020xd
0.020xd
0.020xd
0.020xd

0.520xd
0.520xd
0.520xd
0.520xd
0.520xd
0.520xd
0.520xd

wl |

ae

[l—
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Parametri di taglio

Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: Y200R FINISHING - HIGH SPEED CUTTING

MATERIAL Steel - CTA/b

WaONess | <tows | <wso
Ve 71 ae ap Ve Fz ae | ap |

1-3 415 0025 0030xd 0850xd | 355 0024 0020xd 0650xd

4 415 0050 0030xd 0850xd | 355 0050 0020xd 0650xd

5 415 0050 0030xd 0850xd | 355 0050 0020xd  0650xd

6 415 0050 0030xd 0850xd | 355 0050 0020xd 0650xd

8 415 0100 0030xd 0850xd | 355 0099 0020xd  0650xd

10 415 0100 0030xd 0850xd | 355 0099 0020xd 0650xd

12-16 415 0150  0030xd 0850xd | 355 0149 0020xd  0650xd

Steel - CTA/Ib

HRC 48-56 < HRC 65

MATERIAL
HARDNESS

1-3 340 0.022 = 0.020xd 0.650xd 140 0.018  0.010xd 0.450 x d
4 340 0.045  0.020xd 0.650xd 140 0.035 0.010xd 0.450 xd

5 340 0.045  0.020xd 0.650xd 140 0.035 0.010xd 0.450 xd

6 340 0.045  0.020xd 0650xd 140 0.035 0.010xd 0.450 xd

8 340 0.090  0.020xd 0.650xd 140 0.075 0.010xd 0.450 x d
10 340 0.090 = 0.020xd 0.650xd 140 0.075 0.010xd 0.450 xd
12-16 340 0.135  0.020xd 0.650xd 140 0115 0.010xd 0.450 x d

VvC FZ ae ap VvC F1 ae ap

285 0.023 0.010xd 0.640xd 160 0.020 0.010xd  0.430xd
285 0.047 0.010xd 0.640xd 160 0.040 0.010xd  0.430xd
285 0.047 0.010xd 0.640xd 160 0.040  0.010xd 0.430xd
285 0.047 0.010xd  0.640xd 160 0.040 0.010xd 0.430xd
285 0.095 0.010xd 0.640xd 160 0.080 0.010xd  0.430xd
285 0.095 0.010xd 0.640xd 160 0.080 0.010xd  0.430xd
285 0.140 0.010xd 0.640xd 160 0.120 0.010xd  0.430xd

MATERIAL Stainless Steel - HEPXXABEIOLLAS CTA/Ib Super Alloy - CYMNEP CMJ1AB
HARDNESS
1-3 180 0.021 0.010xd = 0.580xd 60 0.018 0.010xd  0350xd
4 180 0.042 0.010xd = 0.580xd 60 0.035 0.010xd  0350xd
5 180 0.042 0.010xd = 0.580xd 60 0.035 0.010xd  0.350xd
6 180 0.042 0.010xd = 0.580xd 60 0.035 0.010xd  0.350xd
8 180 0.085 0.010xd = 0.580xd 60 0.065  0.010xd 0350xd
10 180 0.085 0.010xd = 0.580xd 60 0.065 0.010xd  0350xd
12-16 180 0.125 0.010xd = 0.580xd 60 0.105 0.010xd  0350xd

wl |

ae

—»

| |
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 200DR] - 200D) ROUGHING

Steel - CTANb

<HRC 48 < HRC 55
VC 74 ae ap vC F1 ae “ ae
‘

MATERIAL

HARDNESS

1 150250  0.02-0.04 0.100xd  0.100xd |100-180 0.02-0.03 0.100xd 0.100xd —_ _>‘
2-3 1502250  0.04-0.07 0.100xd  0.100xd | 100180 0.03-0.06 0.100xd = 0.100 xd apL
4-6 150250  0.08-0.11 0.100xd  0.100xd |100-180 0.07-0.10 0.100xd  0.100xd
8-10 150250  0.11-0.14 0.100xd  0.100xd | 100-180 0.10-0.13 0.100xd  0.100 xd
12 150250  0.12-0.15 0.100xd  0.100xd | 100-180 0.12-0.14 0.100xd  0.100 xd
16 150250  0.14-0.16  0.100xd  0.100xd | 100-180 0.14-0.16 0.100xd  0.100 xd
150250  0.17-0.20 0.100xd  0.100xd | 100-180 0.16-0.18 0.100xd  0.100xd

20
m Steel - CTAb Cast Iron - YYTYHn
/[ 74 ae ap

v w e e ] E = =
1 80-120  0.02-0.03 0.060xd  0.060 x d 70-100  0.02-0.03 0.060xd = 0.060xd | 150-300 0.02-0.04 0.200xd  0.200xd
2-3 80-120  0.03-0.05 0.060xd  0.060 x d 70-100  0.03-0.05 0.060xd = 0.060xd | 150-300 0.04-0.07 0.200xd  0.200xd
4-6 80-120  0.07-0.08 0.060xd  0.060 x d 70-100  0.07-0.08 0.060xd = 0.060xd | 150-300 0.08-0.11  0.200xd  0.200xd
8-10 80120  0.09-0.11 0.060xd  0.060 x d 70-100  0.09-0.11 0.060xd = 0.060xd | 150300 0.11-0.14  0.200xd  0.200xd
12 80-120  0.09-0.11 0.060xd  0.060 x d 70-100  0.09-0.11 0.060xd = 0.060xd | 150300 ~ 0.12-0.15 0.200xd  0.200xd
15 80-120  0.10-0.13 0.060xd  0.060 x d 70-100  0.10-0.13 0.060xd = 0.060xd | 150-300  0.14-0.16  0.200xd  0.200xd
20 80-120  0.12-0.15 0.060xd  0.060 x d 70-100 | 0.12-0.15 0.060xd = 0.060xd | 150-300 0.17-020 0.200xd  0.200xd

CODE: 200DR] - 200D) FINISHING

Steel - CTA/b

MATERIAL

HARDNESS

VC FI ae ap VC FI ae ap

1 200-300  0.02-0.03 0.03-0.05 0.03-0.05 | 150-200 0.02-0.03 0.03-0.05 0.03-0.05 - —> ae<—
2-3 200-300  0.02-0.03 0.07-0.10 = 0.07-0.10 | 150-200 0.02-0.03 0.07-0.10 = 0.07-0.10 apL
4-6 200-300  0.05-0.06 0.10-0.15 = 0.10-0.15 | 150-200 0.05-0.06 0.10-0.15 0.10-0.15 ——
8-10 200-300  0.06-0.07 0.15-0.20 = 0.15-0.20 | 150200 0.06-0.07 0.15-0.20 = 0.15-0.20
12 200-300  0.07-0.08 0.20-0.24  0.20-0.24 | 150200 0.07-0.08 0.20-02.4 0.20-0.24
16 200-300  0.08-0.10 0.24-0.28 = 0.24-0.28 | 150-200 0.08-0.09 0.24-0.28 = 0.24-0.28
200-300  0.10-0.12 0.28-0.32 = 0.28-032 | 150-200 0.09-0.10 0.28-0.32  0.28-0.32

Steel - CTANb Cast Iron - YYTYHn

L n

20
1

100-130  0.01-0.02  0.03-0.05  0.03-0.05 80120 = 0.01-0.02 0.03-0.05  0.03-0.05 | 200-300  0.02-0.03 0.100xd  0.100xd

2-3 100-130  0.01-0.03 ' 0.07-0.10 = 0.07-0.10 80120 = 0.01-0.03  0.07-0.10  0.07-0.10 | 200-300  0.02-0.03 0.100xd  0.100xd
4-6 100-130  0.03-0.05 0.10-0.15  0.10-0.15 80120 = 0.03-0.05 0.10-0.15  0.10-0.15 | 200-300 =~ 0.05-0.06 ~ 0.100xd  0.100xd
8-10 100-130 ~ 0.05-0.07 0.15-0.20 ~ 0.15-0.20 80120 = 0.05-0.07 0.15-020  0.15-0.20 | 200-300  0.06-0.07 0.100xd  0.100xd
12 100-130  0.06-0.07 0.20-0.24  0.20-0.24 80-120 = 0.06-0.07 0.20-0.24  0.20-0.24 | 200-300  0.07-0.08  0.100xd  0.100xd
15 100-130  0.07-0.08 ' 0.24-0.28 = 0.24-0.28 80-120 = 0.07-0.08  0.24-0.28  0.24-0.28 | 200-300  0.08-0.10  0.100xd  0.100xd
20 100-130  0.08-0.10 0.28-0.32  0.28-0.32 80120 = 0.08-0.10 0.28-0.32  0.28-032 | 200-300 0.10-0.12  0.100xd = 0.100xd
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 200SR) - 200SR]JL - 400SR) ROUGHING - HIGH SPEED CUTTING

MATERIAL Steel - CTANb
HARDNESS < HRC50
e f_ e ap | ae
1-3 240 0.045 = 0.400xd = 0.100xd 225 0.040  0300xd 0.080xd —> |
4-6 ‘ 240 0.080 = 0.400xd = 0.100xd ‘ 225 0.070  0300xd 0.080xd ap
8-10 ‘ 240 0.160 = 0.400xd = 0.100xd ‘ 225 0130  0300xd 0.080xd
12-16 ‘ 240 0220 = 0.400xd = 0.100xd ‘ 225 0200 0300xd 0.080xd

240 0300 = 0.400xd = 0.100xd 225 0260 0300xd  0.080xd

Steel - CTANb Cast Iron - YYTYHn Stainless Steel - HEPXXABEIOLLAS CTA/b

 amww
I S R B N S

1-3 ‘ 215 0.035 0250xd 0.060xd ‘ 200 0.035 0300xd 0.080xd 110 0.019 0.150xd  0.080xd
4-6 ‘ 215 0.060  0.250xd  0.060xd ‘ 200 0.060  0300xd  0.080xd 110 0.039 0.150xd  0.080xd
8-10 ‘ 215 0120  0.250xd  0.060xd ‘ 200 0120  0300xd  0.080xd 110 0.077 0.150xd  0.080xd
12-16 ‘ 215 0170  0.250xd  0.060xd ‘ 200 0170  0300xd  0.080xd 110 0.114 0.150xd  0.080xd
20 ‘ 215 0220  0.250xd  0.060xd ‘ 200 0220 0300xd  0.080xd 110 0.192 0.150xd  0.080xd

CODE: 200SR) - 400SR] FINISHING - HIGH SPEED CUTTING

MATERIAL Steel - CTANb
HARDNESS < HRC50

W e | w |

390 0218 0.020xd  0.010xd

500 0220 = 0.010xd 0.020xd

1-3 | 500 0028 0010xd 0020xd | 39 0026 0020xd 0010xd . N
4-6 | 500 0055 0010xd 0020xd | 39 0055 0020xd  0010xd ap Lw
8-10 | 500 0110  0010xd 0020xd | 3% 0109 0020xd  0010xd —
12-16 | 500 0165 0010xd 0020xd | 390 0164 0020xd  0010xd
| |

1-3 375 0024  0010xd  0.020xd \ 325 0025 | 0.020xd  0.020xd 215 0022 = 0010xd 0.020xd
4-6 375 0050  0010xd 0020xd | 325 0025 | 0.020xd  0.020xd 215 0045  0010xd 0.020xd
8-10 375 0099  0010xd 0020xd | 325 0105 | 0.020xd  0.020xd 215 0090 = 0010xd 0.020xd
12-16 375 0149 0010xd 0020xd | 325 0.154  0.020xd  0.020xd 215 0.133 0.010xd = 0.020xd
20 | 375 0198  0010xd 0020xd | 325 0209 | 0.020xd  0.020xd 215 0223 0010xd 0.020xd
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Parametri di taglio

Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 300NR) MINIMUM CONDITION

20 - 30 HRC 30 - 40 HRC

| Vem/min | 200 | Vem/min | 200 | VCm/min

RPM (min.-1) | vf (m/min.) RPM (min.-1)
3 21.000 3.80 21.000 3.10 21.000 3.10
a4 16.000 3.70 16.000 3.50 16.000 3.50
5 13.000 4.00 13.000 3.80 13.000 3.80
6 11.000 410 11.000 4.00 11.000 4.00
8 8.000 4.00 8.000 3.90 8.000 3.90
10 6.400 3.80 6.400 3.80 6.400 3.80
12 5300 3.70 5.300 3.60 5300 3.60

40 - 50 HRC 50 - 60 HRC

vC m/min
i /miny | o in

3 21.000 3.00 21.000 2.30 21.000 1.50
4 16.000 3.40 16.000 2.60 16.000 1.72
5 13.000 3.70 13.000 2.75 13.000 1.83
6 11.000 3.80 11.000 2.90 11.000 191
8 8.000 3.70 8.000 2.80 8.000 1.86
10 6.400 3.70 6.400 2.80 6.400 1.86
12 5.300 3.40 5.300 2.60 5.300 1.72

Cutting depth: d x 0.05

CODE: 300NR) MAXIMUM CONDITION

< 20 HRC 20 - 30 HRC
VC m/min 300 VC m/min 300

30 - 40 HRC

VC m/min
3 32.000 4.90 32.000 4.70 32.000 4.70
4 24.000 5.50 24.000 5.30 24.000 530
5 19.000 5.50 19.000 5.70 19.000 5.70
6 16.000 6.20 16.000 5.90 16.000 5.90
8 12.000 6.00 12.000 5.80 12.000 5.80
10 9.500 5.90 9.500 5.70 9.500 5.70
12 8.000 5.50 8.000 5.30 8.000 5.30

50 - 60 HRC

40 - 50 HRC

VC m/min 300 VC m/min 300 VC m/min
eom min-
3 32.000 4.50 32.000 3.40 32.000 2.10
4 24.000 5.10 24.000 3.80 24.000 2.40
5 19.000 5.50 19.000 4.10 19.000 2.60
6 16.000 5.70 16.000 4.30 16.000 2.70
8 12.000 5.50 12.000 4.10 12.000 2.60
10 9.500 5.50 9.500 4.10 9.500 2.60
12 8.000 5.10 8.000 3.80 8.000 2.45

Cutting depth: d x 0.05
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Parametri di taglio M
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

wl |

el

CODE: Y300R ROUGHING - HIGH SPEED CUTTING

MATERIAL Steel - CTAJIb Cast Iron - YYTYHn
VC F1 ae ap
3
4
6
8

310 0.024  0046xd 1.120xd 285 0.022  0035xd 0.820xd 250 0.021 0.021xd  0.850xd
‘ 310 0.048  0.046xd 1.120xd | 285 0.044  0035xd 0820xd 250 0.043 0.021xd  0.850xd
‘ 310 0.048  0.046xd 1.120xd | 285 0.044  0035xd 0820xd 250 0.043 0.021xd  0.850xd
‘ 310 0.097  0046xd 1.120xd ‘ 285 0.089  0035xd 0820xd 250 0.088 0.021xd 0.850xd
‘ 310 0.097  0046xd 1.120xd ‘ 285 0.089  0035xd 0820xd 250 0.088 0.021xd  0.850xd
| |

310 0145  0.046xd  1.120xd 285 0134 0035xd 0820xd 250 0.129 0.021xd  0.850xd

WaTERIAL S e || e e

140 0.017  0.020xd 0.750xd 140 0.018  0020xd 0830xd 40 0.015 0.020xd  0.520xd
140 0.035  0.020xd 0.750xd 140 0.036  0020xd 0830xd 40 0.030 0.020xd  0.520xd
140 0.035  0.020xd 0.750xd 140 0.036  0020xd 0830xd 40 0.030 0.020xd  0.520xd
140 0.070  0.020xd 0.750xd 140 0.073  0020xd 0830xd 40 0.056 0.020xd  0.520xd
10 140 0.070  0.020xd 0.750xd 140 0.073  0020xd 0830xd 40 0.056 0.020xd  0.520xd
12 140 0.104  0.020xd 0.750xd 140 0108  0.020xd  0.830xd 40 0.090 0.020xd  0.520xd

CODE: Y300R FINISHING - HIGH SPEED CUTTING

L ae ap | VO L o |

3 415 0.025  0.030xd 0.850xd 355 0.024  0020xd  0.650xd 285 0.023 0.010xd  0.640xd
4 415 0.050  0.030xd 0.850xd 355 0.050  0.020xd  0.650xd 285 0.047 0.010xd  0.640xd
6 415 0.050  0.030xd 0.850xd 355 0.050  0.020xd  0.650xd 285 0.047 0.010xd  0.640xd
8 415 0100  0.030xd 0.850xd 355 0.099  0020xd  0650xd 285 0.095 0.010xd  0.640xd
10 415 0100  0.030xd 0.850xd 355 0.099  0020xd  0650xd 285 0.095 0.010xd  0.640xd
12 415 0150  0.030xd 0.850xd 355 0149  0.020xd  0.650xd 285 0.140 0.010xd  0.640xd

MATERIAL Titanium - -\ Stainless Steel - HEPXABEIOLLUAS CTAJb Super Alloy - CYMNEP CMJIAB
ae ap VC 74 ae ap
3 160 0.020 0.010xd 0.430xd 180 0.021 0.010xd  0.580xd 60 0.018 0.010xd  0350xd
4 160 0.040 0.010xd  0.430xd 180 0.042 0.010xd  0.580xd 60 0.035 0.010xd  0.350xd
6 160 0.040 0.010xd = 0.430xd 180 0.042 0.010xd  0.580xd 60 0.035 0.010xd  0.350xd
8 160 0.080  0.010xd 0.430xd 180 0.085  0.010xd 0.580xd 60 0.065 0.010xd  0350xd
10 160 0.080 0.010xd = 0.430xd 180 0.085 0.010xd  0.580xd 60 0.065 0.010xd 0350xd
12 160 0.120 0.010xd 0.430xd 180 0.125 0.010xd  0.580xd 60 0.105 0.010xd  0350xd
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Parametri di taglio —

Cutting speed
ap lM

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost
ae

CODE: Y300R ROUGHING - HIGH SPEED CUTTING

Steel - CTA/b Cast Iron - YYTYHn

<1 < HRC 45

180 0.015 1xd 0.096 xd 165 0.014 1xd 0.046 xd 150 0.014 1xd 0.042xd
180 0.029 1xd 0.096 xd 165 0.027 1xd 0.046 x d 150 0.028 1xd 0.042xd

| |
| 180 0.029 1xd 0.0%6xd | 165 0.055 1xd 0.046 x d 150 0.028 1xd 0.042xd
| |
| |
| |

3
4
6
8

180 0.060 1xd 0.096 xd 165 0.055 1xd 0.046 x d 150 0.058 1xd 0.042xd

180 0.060 1xd 0.096 xd 165 0.083 1xd 0.046 x d 150 0.058 1xd 0.042xd

180 0.092 1xd 0.096 xd 165 0.083 1xd 0.046 x d 150 0.084 1xd 0.042xd

] |
85 0.010 1xd 0.030xd 85 0.011 1xd 0.040 xd 25 0.009 1xd 0.030xd

10
12

m Titanium - TUTAH Stainless Steel - HEPXXABEIOLLAS CTAJIb Super Alloy - CYMNEP CMJIAB
3

4 ‘ 85 0.021 1xd 0.030xd 85 0.022 1xd 0.040 xd 25 0.018 1xd 0.030xd
6 ‘ 85 0.021 1xd 0.030xd 85 0.022 1xd 0.040 xd 25 0.018 1xd 0.030xd
8 ‘ 85 0.042 1xd 0.030xd 85 0.044 1xd 0.040xd 25 0.034 1xd 0.030xd
10 ‘ 85 0.042 1xd 0.030xd 85 0.044 1xd 0.040 xd 25 0.034 1xd 0.030xd
12 ‘ 85 0.063 1xd 0.030xd 85 0.065 1xd 0.040 xd 25 0.054 1xd 0.030xd

CODE: Y300R FINISHING - HIGH SPEED CUTTING

MATERIAL Steel - CTA/Ib Cast Iron - YYTYHn
70 HB
ae ap

<1 < HRC 45

\ 270 0.016 1xd  0032xd } 210 0.015 1xd 0.020xd 175 0.015 1xd 0.020xd
270 0.032 1xd 0032xd | 210 0.032 1xd 0.020x d 175 0.031 1xd 0.020x d
270 0.032 1xd  0032xd | 210 0.032 1xd 0.020xd 175 0.031 1xd 0.020xd
270 0.065 1xd  0032xd | 210 0.065 1xd 0.020xd 175 0.062 1xd 0.020xd
270 0.065 1xd  0032xd | 210 0.065 1xd 0.020xd 175 0.062 1xd 0.020xd
| 270 0.095 1xd  0032xd | 210 0.097 1xd 0.020xd 175 0.091 1xd 0.020xd

ae ap VC 74 ae ap ap
95 0.012 1xd 0.010xd 110 0.013 1xd 0.010xd 30 0.011 1xd 0.010xd

4 ES 0.024 1xd  0010xd | 110 0.025 1xd 0.010xd 30 0.021 1xd  0010xd
6 S 0.024 1xd  0010xd | 110 0.025 1xd 0.010xd 30 0.021 1xd  0010xd
8 S 0.048 1xd 0010xd | 110 0.051 1xd 0.010xd 30 0.039 1xd 0.010xd
10 EE 0.048 1xd  0010xd | 110 0.051 1xd 0.010xd 30 0.039 1xd  0010xd
12 S 0.072 1xd  0010xd | 110 0.075 1xd 0.010xd 30 0.063 1xd  0010xd
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: Y300 SIDE MILLING

MATERIAL Carbon Steel-Cast Iron Alloy Steel-Tool Steel Stainless Steel
UYYrYHn JIETMPOBAHHAS CTAJIb HEPXABEIOLLAS CTAJb 1

HARDNESS <30 ke

ae<0.1 x d (d<3mm) ap<1.5 x d ae>0.2 x d (d>3mm) ap<1.5 x d

2 11000 600 7200 310 6000 210 ap I

3 8500 770 5300 380 4400 220

4 7200 850 4400 480 3700 250 ae |l
6 5300 940 3200 490 2700 270

8 4000 1000 2400 560 2000 280

10 3200 1000 1900 480 1600 300

12 2700 950 1600 440 1300 300

16 2000 720 1200 350 1000 260

20 1600 600 1000 290 800 240

CODE: Y300 SLOT MILLING

MATERIAL Carbon Steel-Cast Iron Alloy Steel-Tool Steel Stainless Steel
YYTYHn JIETUPOBAHHASA CTAJb HEPXABEIOLLAA CTAJTb

RPM Feed mm/min RPM Feed mm/min Feed mm/min
ae=1xdap<1xd ae=1xdap<1xd ae=1xd ap<0.5xd

2 11000 500 7200 260 6000 130
3 8500 650 5300 320 4200 130 l
4 7200 650 4400 370 3400 140 ap T—¢F—
6 5300 720 3200 380 2200 140 T
8 4000 780 2400 430 1600 140 44 i‘i
10 3200 770 1900 370 1300 150 ae
12 2700 730 1600 340 1100 150
16 2000 600 1200 290 800 130
20 1600 500 1000 240 640 120
CODE: Y300 DRILLING & MILLING
MATERIAL Alloy Steel-Tool Steel Stainless Steel
YYryHn JIETIPOBAHHAS CTAJIb HEPXABEIOLLASI CTAJIb
HARDNESS < 45 HRC
RPM Feed mm/min RPM Feed mm/min m Feed mm/min
2 11000 200 7200 140 6000 30 I ! !
3 8500 250 5300 180 4400 50 E>
4 7200 300 4400 210 3700 60
6 5300 300 3200 210 2700 70
8 4000 320 2400 220 2000 80
10 3200 340 1900 240 1600 70
12 2700 320 1600 220 1300 70
16 2000 250 1200 180 1000 55
20 1600 200 1000 140 800 55
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Parametri di taglio (]

=
Cutting speed :
Richtwerte - Paramétres
Pexxumbl 06paboTkm - Reznd rychlost L
apf ap T
— — B
ae

aefl_ A

CODE: 302 - 404 SIDE MILLING (A)

MATERIAL Stainless Steel Stainless Steel Super Alloy Inconel 718
HEP)XABEIOLLAS CTA/Tb HEPXABEIOLLAS CTA/Tb CYTEP CM/IAB WNHKOHENb

FRRRHREAEEHRRERY R REEEH
m/min| mm | min/' mm/min| mm | mm |m/min| mm | min/' mm/min mm | MM |m/min| mm | min/’ mm/min mm | mm | m/min| mm | min/' \mm/min
3
4
5
6
8

80 0015 8490 380 12 3 | 40 0015 4250 190 12 3 25 0015 2650 120 12 3 15 0015 1600 70 1.2

3

4 80 0.020 6365 380 16 4 | 40 0020 3200 190 16 4 25 0020 2000 120 16 4 | 15 0020 1200 70 1.6

5 80 0.025 5095 380 2 5 | 40 0025 2560 190 2 5 25 0025 1600 120 2 5 | 15 0025 %0 70 2

6 80 0.030 4245 380 24 6 | 40 0030 2120 190 24 6 25 0030 1330 120 24 6 | 15 0030 800 70 24

8 80 0.040 3185 380 32 8 | 40 0.040 1600 190 32 8 25 0.035 1000 105 32 8 | 15 0035 600 60 32
10 80 0055 2545 420 4 10 | 40 0055 1280 210 4 10 | 25 0045 800 105 4 10 | 15 0045 480 65 4 10
12 80 0.065 2120 415 48 12 | 40 0065 1050 205 48 12 | 25 0050 670 100 48 12 | 15 0050 410 60 48 12
16 80 0.085 1590 405 64 16 | 40 0085 800 205 64 16 | 25 0060 500 90 64 16 | 15 0060 305 55 64 16

CODE: 302 - 404 SLOT MILLING (B)

MATERIAL Stainless Steel Stainless Steel Super Alloy Inconel 718
HEPXABEIOLLAS CTA/Tb HEPXXABEIOLLAS CTAJTb CYTIEP CT/IAB WNHKOHENb

4 n | Vf ap | Vc vf V¢ n | Vf v n | Vf
m/min min/' mm/min mm | m/min m/mi m/min min/' mm/mi m/ min/' (mm/min
60 285 145 3 15| 20 95 3 15| 10 5 3 15

3 0.015 6370 300 15| 30 0015 3190 0.015 2120 0.015 1060

4 60 0.020 4780 285 400 2 | 30 0020 2390 145 4 2 20 0.020 1600 95 4 2 | 10 0020 800 50 4 2

5 60 0.025 3800 285 500 25 | 30 0025 190 145 5 25| 20 0025 1280 95 5 25| 10 0025 640 50 5 25

6 60 0.030 3200 285 6.00 3 | 30 0.030 1600 145 6 3 20 0.030 1080 95 6 3 | 10 0030 50 50 6 3

8 60 0.040 3390 285 800 4 | 30 0.040 1200 145 8 4 20 0035 800 95 8 4 110 0035 401 40 8 4
10 60 0.055 1900 315 1000 5 | 30 0055 90 160 10 5 20 0045 640 95 10 5 | 10 0045 320 45 10 5
12 60 0065 1600 310 1200 6 | 30 0065 800 155 12 6 20 0050 540 95 12 6 | 10 0050 270 40 12 6
16 60 0085 1200 305 1600 8 | 30 008 600 150 16 8 20 0060 400 95 16 8 | 10 0060 200 35 16 8

CODE: Y401 SIDE MILLING (A)

MATERIAL Stainless Steel Stainless Steel Super Alloy Inconel 718
HEPXABEIOLLAS CTA/Tb HEPXABEIOLLAS CTA/Tb CYTEP CM/IAB WNHKOHENb

Ve | Fz | n | Vf Ve | Fz | n | Vf Vf [ae |[ap [ Vc | Fz | n| Vf |ae
m/min| mm | min/' mm/min m/min| mm | min/' mm/min m, m m/min| mm | mm |(m/min| mm | min/| mm/min| mm
80 0.015 8500 510 120 45 | 40 0.015 4250 260 45| 25 65 12

120 4 0.010 2660 105 12 45 | 15 001 1600

45

3

4 80 0.020 6370 510 160 6 | 40 0020 3190 260 160 6 25 0015 2000 120 16 6 | 15 0015 1200 70 16 6
5 80 0.025 5100 510 200 75 | 40 0.025 2550 260 200 75| 25 0020 1600 125 2 75 |15 002 1000 75 2 75
6 80 0.025 4250 425 240 9 | 40 0025 2120 210 240 9 25 0020 1325 105 24 9 |15 002 800 65 24 9
8 80 0.035 3190 445 320 12 | 40 0.035 1600 230 320 12 | 25 0030 1000 120 32 12 |15 003 600 70 32 12

10 80 0.045 2550 460 4.00 15 | 40 0.045 1280 230 400 15| 25 0035 80 110 4 15 | 15 0035 430 65 4 15
12 80 0.050 2120 425 480 18 | 40 0.050 1060 210 480 18 | 25 0040 665 105 48 18 | 15 004 400 65 48 18
16 80 0075 1600 475 64 24 | 40 0075 800 240 64 24 | 25 0060 500 120 64 24 | 15 006 300 70 64 24

CODE: Y401 SLOT MILLING (B)

MATERIAL Stainless Steel Stainless Steel Super Alloy Inconel 718
HEP)XABEIOLLAS CTA/Tb HEPXABEIOLLAS CTA/Tb CYTEP CM/IAB WNHKOHENb

Ve | Fz | n | Vf Ve | Fz | n | Vf Ve | Fz | n | Vf Ve | Fz | n | Vf
m/min| mm | min/' mm/min m/min| mm | min/' mm/mi m/min| mm | min/' mm/mi m/min| mm | min/' mm/mi
15 | 30 190 3 15 20 125 3 15 | 10 65 3 15

3 60 0.015 6400 380 3 0.015 3185 0.015 2120 0.015 1060

4 60 0.020 4780 380 4 2 | 30 0020 2385 190 4 2 20 0.020 1600 125 4 2 | 10 0020 800 65 4 2

5 60 00253820 380 5 25|30 0025 1910 190 5 25 | 20 0025 1280 130 5 25 | 10 0025 640 65 5 25

6 60 0.030 3200 380 6 3 |30 0030 159 190 6 3 20 0.025 1060 105 6 3 |10 0025 530 65 6 3

8 60 0.040 2390 380 8 4 | 30 0040 1200 190 8 4 20 0.035 800 110 8 4 |10 0035 400 65 8 4
10 60 0055 1910 420 10 5 | 30 005 90 190 10 5 20 0045 640 115 10 5 | 10 0045 320 65 10 5
12 60 0.055 1600 350 12 6 | 30 0055 800 190 12 6 20 0050 530 115 12 6 | 10 0050 265 65 12 6
16 60 0.085 1200 410 16 8 | 30 008 600 190 16 8 20 0075 400 120 16 8 | 10 0075 200 65 16 8




Parametri di taglio - (]

Cutting speed :
Richtwerte - Paramétres
Pexxumbl 06paboTkm - Reznd rychlost L
apt ap T
aeJl. A —l,— B

CODE: Y401 SIDE MILLING (A)

MATERIAL Stainless Steel Stainless Steel Super Alloy Inconel 718
HEPXABEIOLLAS CTAJTb HEPXABEIOLLAS CTAJTb CYTEP CI/1AB WNHKOHE/b
oamEs | &0 . &le [

vf vf Ve | Fz | n | Vf n | Vf
mm/min mm/min m/min | mm | min/' \mm/min min/' {mm/min
105 24 800 65 24 9

6 80 0025 4250 425 24 9 | 40 0025 2120 210 240 9 \ 25 0.020 1330 9 | 15 0020

8 | 80 0035 3200 445 32 12 | 40 0035 1600 225 320 12 | 25 0030 1000 120 32 12 |15 0030 600 70 32 12
10 | 80 0045 2550 460 40 15 | 40 0045 1300 230 400 15 | 25 0035 800 110 4 15 |15 0035 480 65 4 15
12 | 80 0050 2120 425 48 18 | 40 0050 1060 210 480 18 | 25 0040 670 105 48 18 | 15 0040 400 65 48 18
16 | 80 0075 1600 475 32 24 | 40 0075 800 240 640 24 | 25 0060 500 120 64 24 |15 0060 300 70 64 24

CODE: Y401 SLOT MILLING (B)

MATERIAL Stainless Steel Stainless Steel Super Alloy Inconel 718
HEP)XABEIOLLAA CTAJIb HEPXABEIOLLAA CTAJTb CYTIEP CrI/IAB WNHKOHENb

HARDNESS Cr-Ni

n | Vf | ae n | Vf | ae n | Vf | ae n | Vf | ae
min/' |mm/min| mm min/' (mm/min| mm min/' \mm/min| mm min/' (mm/min| mm

6 60 0.030 3200 380 6
60 0.040 2390 380 8

30 0030 1600 190 6
30 0040 1200 190 8

20 0.025 1060 105 6
20 0.035 800 110 8

30 0025 530 55 6
30 0035 400 55 8

mom‘bwm

[o RN NIV, BN Y
[o RN NIV, BRSNS
o N U1 ~W

10 | 60 0055 1970 420 10 |30 0055 960 210 10 | 20 0045 640 115 10 130 0045 320 60 10
12 | 60 0055 1600 350 12 |30 0055 800 175 12 | 20 0050 530 105 12 |30 0050 265 55 12
16 | 60 0085 1200 405 16 |30 0085 600 200 16 | 20 0075 400 120 16 130 0075 200 60 16

CODE: 506 - Y507 SIDE MILLING (A)

MATERIAL Steel - CTANb Cast Iron -4YTYHn

Ve | Fz | n | Vf [ae [ap [ V¢ | Fz | n | Vf (ae |ap |Vc | Fz | n | Vf |ae |[ap [ V¢ | Fz | n | Vf | ae
m/min| mm | min/' [mm/min| mm | mm | m/min| mm | min/ mm/min| mm | mm |m/min | mm | min/' |mm/min| mm mm |m/min | mm | min/' ([mm/min| mm
5

0 0.010 19100 764 0.10 0.010 35000 1400 0.05 1. 0.010 28660 1146 0.1 1.5 | 130 0.010 41400 1656

1 1 1
2 170 0.010 19100 764 0.15 2 | 110 0.010 35000 1400 0.05 3 90 0.010 14330 573 0.1 3 | 130 0.010 20700 828 0.1 2
3 170 0.010 18046 721 015 3 | 110 0.015 11670 700 005 45 | 90 0.010 9550 380 0.1 45 |130 0.010 13795 550 02 3
4 170 0.010 13535 541 020 4 | 110 0.020 8755 700 0.1 6 90 0015 7160 430 01 6 | 130 001010345 415 02 4
5 170 0.015 10828 650 025 5 |110 0.025 7000 875 0.1 75 | 90 0.020 5730 575 01 75 |130 0015 875 495 03 5
6 170 0.015 9020 810 030 9 |110 0.030 5835 1050 0.1 9 90 0025 4775 715 01 9 | 130 0015 6895 620 03 9
8 170 0.025 6765 1015 040 12 | 110 0.040 4375 1050 0.1 12 | 90 0.030 3580 645 0.1 12 |130 0025 5175 775 04 12

10 170 0.030 5410 975 050 15 | 110 0.050 3500 1050 0.1 15 | 90 0.040 2865 690 0.1 15 |130 0.030 4140 745 05 15
12 170 0.035 4510 945 060 18 | 110 0.060 2920 1050 0.1 18 | 90 0.050 2385 715 01 18 | 130 0035 3450 725 06 18
16 170 0.045 3380 912 080 24 | 110 0.080 2190 1050 0.1 24 | 90 0.065 1790 700 0.1 24 |130 0.045 2585 930 08 24
20 170 0.055 2705 8%2 10 30 | 110 0.100 1750 1050 0.1 30 | 90 0.080 1430 687 0.1 30 |130 0.055 2070 683 1.00 30
25 170 0.070 2165 1818 125 37 | 110 0.120 1410 2030 0.1 37 | 90 0.100 1146 1375 0.1 37 | 130 0.060 1656 1192 125 37

CODE: 506 - Y507 SIDE MILLING (A)

MATERIAL Stainless Steel Super Alloy
HEP)XABEIOLLAS CTA/Tb CYTEP CM/1AB
HARDNESS

Vf | ae [ ap | Vc | Fz
min/' |mm/min| mm | mm | m/min | mm

1 90 0.010 28662 1720 0.50 1 130 0.010 41401 2484 0.05 15
2 90 0.010 14331 860 1.00 2 | 130 0.010 20701 1242 0.05 3
3 90 0.015 9554 860 150 3 | 130 0.020 13800 1656 0.05 4.5
4 90 0.020 7166 860 2.00 4 | 130 0.025 10350 1553 0.1 6
5 90 0.025 5732 860 250 5 | 130 0.030 8280 1490 0.1 75
6 90 0.030 4777 860 3.00 6 | 130 0.040 6900 1656 0.1 = 8
8 8

90 0.040 3583 860 4.00 130 0.055 5175 1708 0.1 12

10 90 0.055 2866 946 500 10 | 130 0.065 4140 1615 0.1 15
12 90 0.055 2389 788 6.00 12 | 130 0.070 3450 1449 0.12 18
16 90 0.085 1791 914 800 16 | 130 0.080 2588 1242 0.16 24
20 90 0.100 1433 860 100 20 | 130 0.100 2070 1242 020 30
25 90 0.120 1146 1651 1200 25 | 130 0.120 1656 2384 025 37
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Parametri di taglio - (]

Cutting speed :
Richtwerte - Paramétres
Pexxumbl 06paboTkm - Reznd rychlost l
apt T
ae|l, A

CODE: YA00RS ROUGHING - HIGH SPEED (B)

Steel - CTA/Ib Cast Iron -4YYTYHn

B
v P 3 3 | VO B 2 3 | VO P a

e ]
2 160 0.014 1xd 0.044 xd 75 0.010 1xd 0.028 xd 150 0.014 1xd 0.042xd
3 160 0.014 1xd 0.044 xd 75 0.010 1xd 0.028 xd 150 0.014 1xd 0.042 xd
4 160 0.027 1xd 0.044 xd 75 0.020 1xd 0.028 xd 150 0.028 1xd 0.042xd
5 160 0.027 1xd 0.044 xd 75 0.020 1xd 0.028 xd 150 0.028 1xd 0.042xd
6 160 0.027 1xd 0.044 xd 75 0.020 1xd 0.028 xd 150 0.028 1xd 0.042xd
8 160 0.055 1xd 0.044 xd 75 0.043 1xd 0.028 xd 150 0.058 1xd 0.042xd
10 160 0.055 1xd 0.044 xd 75 0.043 1xd 0.028 xd 150 0.058 1xd 0.042xd
12 160 0.083 1xd 0.044 xd 75 0.065 1xd 0.028 xd 150 0.084 1xd 0.042 xd

CODE: YA00RS FINISHING (B)

Steel - CTAb Cast Iron -4YYTYHn

B R

-_- --— ap
2 200 0.014 1xd 0.020 xd 0.012 1xd 0.010xd 175 0.015 1xd 0.020xd
3 200 0.014 1xd 0.020 xd 85 0.012 1xd 0.010xd 175 0.015 1xd 0.020xd
4 200 0.029 1xd 0.020 xd 85 0.023 1xd 0.010xd 175 0.031 1xd 0.020xd
5 200 0.029 1xd 0.020xd 85 0.023 1xd 0.010xd 175 0.031 1xd 0.020 xd
6 200 0.029 1xd 0.020xd 85 0.049 1xd 0.010xd 175 0.031 1xd 0.020 xd
8 200 0.059 1xd 0.020 xd 85 0.049 1xd 0.010xd 175 0.062 1xd 0.020xd
10 200 0.059 1xd 0.020 xd 85 0.075 1xd 0.010xd 175 0.062 1xd 0.020xd
12 200 0.088 1xd 0.020 xd 85 0.075 1xd 0.010xd 175 0.091 1xd 0.020xd

CODE: YA00RS ROUGHING (A)

Steel - CTA/b Cast Iron -4YTrYHn

2
3
4
5
6
8

275 0.021 0.033xd 0.820xd 125 0.015  0.028x d 0.750 xd 250 0.021 0.021xd  0.850xd
275 0.021 0.033xd  0.820xd 125 0.015  0028xd  0.750xd 250 0.021 0.021xd  0.850xd
275 0.042  0.033xd 0.820xd 125 0.030  0.028xd 0.750xd 250 0.043 0.021xd  0.850xd
275 0.042  0.033xd 0.820xd 125 0.030  0028xd 0.750xd 250 0.043 0.021xd  0.850xd
275 0.042  0.033xd 0.820xd 125 0.030  0028xd 0.750xd 250 0.043 0.021xd  0.850xd
275 0.085  0.033xd 0.820xd 125 0.065  0028xd  0.750xd 250 0.088 0.021xd  0.850xd
10 275 0.085  0.033xd 0.820xd 125 0.065  0028xd  0.750xd 250 0.088 0.021xd  0.850xd
12 275 0128  0.033xd 0.820xd 125 0100  0.028xd  0.750xd 250 0.129 0.021xd  0.850xd

CODE: Y400RS FINISHING (A)

m Steel - CTANb Cast Iron -4YT'YHn
2
3
4
5
6
8
10

TS S TS TS S BT TS

340 0022  0020xd 0.650xd 140 0.018  0010xd 0450xd 285 0.023 0.010xd  0.640xd
340 0022  0020xd 0.650xd 140 0.018  0010xd 0450xd 285 0.023 0.010xd  0.640xd
340 0.045  0.020xd 0.650xd 140 0.035  0010xd 0450xd 285 0.047 0.010xd  0.640xd
340 0.045  0.020xd 0.650xd 140 0.035  0010xd 0450xd 285 0.047 0.010xd  0.640xd
340 0.045  0.020xd 0.650xd 140 0.035  0010xd 0450xd 285 0.047 0.010xd  0.640xd
340 0.090  0.020xd 0.650xd 140 0.075  0010xd 0450xd 285 0.095 0.010xd  0.640xd
340 0.090  0.020xd 0.650xd 140 0.075  0010xd 0450xd 285 0.095 0.010xd  0.640xd
12 340 0135  0.020xd 0.650xd 140 0115 0010xd  0450xd 285 0.140 0.010xd  0.640xd




Parametri di taglio

Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 406 - Y406 ROUGHING

MATERIAL Free Machining Steel Normal tool Steel Tool Steel & Steel Castings
JIEFKOOBPABATBIBAEMAS CTASTb WHCTPYMEHTAJIbHAS CTAJTb WHCTPYMEHTAJIbHAS CTAJb
N JINTBEBAA $OPMA
I
_ap | Ve P ap | VO
2 150-250 0.02-0.04 1.0-15 | 150-220 0.02-0.04 1.0-15 |120-170 0.02-0.04 1.0-15 | 150-190 0.02-0.04 0.04-0.1
3-4 150-250 0.03-0.06 15-20 | 150-220 0.03-0.06 15-20 |120-170 0.03-0.06 1.5-2.0 | 150-190 0.03-0.06 0.08-0.2
5-6 150-250 0.05-0.08 25-3.0 | 150-220 0.05-0.08 25-3.0 |120-170 0.05-0.08 25-3.0 | 150-190 0.05-0.08 0.1-03
8 150-250  0.05-0.08 35-4.0 | 150-220 0.05-0.08 3.5-40 |120-170 0.05-0.08 3.5-40 | 150-190 0.05-0.08 0.15-0.4
10 150-250 0.06-0.10 4.5-50 | 150-220 0.06-0.10 45-50 |120-170 0.06-0.10 45-50 | 150-190 0.06-0.10 0.2-0.5
12 150-250 0.07-0.12 5.0-6.0 | 150-220 0.07-0.12 5.0-6.0 |120-170 0.07-0.12 50-06 | 150-190 0.07-0.12 02-0.6
16 150-250 0.08-0.12 6.0-80 | 150-220 0.08-0.12 6.0-80 | 120-170 0.08-0.12 6.0-80 | 150-190 0.08-0.12 0.2-0.8
20 150-250 0.08-0.12 6.0-80 | 150-220 0.08-0.12 6.0-80 |120-170 0.08-0.12 6.0-8.0 | 150-190 0.08-0.12 0.2-0.8
Cast Iron Stainless Steel
YYTYHn HEPXABEHOLLAS CTASTb
spheroidal - coepons Casting - TEPMO ®OPMOBKA
v o om | v . om e v
250-300 0.02-004 10-15 | 150-220 0.02-0.04 10-15| 100-160 0.02-0.04 1.0-15 0.02-0.04

3-4 250-300 0.03-006 15-20 | 150-220 0.03-0.06 15-20| 100-160 0.03-0.06 15-2.0 70-110 0.03-0.06 07-12
5-6 250-300 0.05-0.08 25-30 | 150-220 0.05-0.08 25-3.0| 100-160 0.05-0.08 25-3.0 70-110 0.05-0.08 15-18
8 250-300 0.05-0.08 35-40 | 150-220 0.05-0.08 35-40| 100-160 0.05-0.08 3.5-4.0 70-110 0.05-0.08 20-25
10 250-300 0.06-0.10 45-50 | 150-220 0.06-0.10 45-50| 100-160 0.06-0.10 45-5.0 70-110 0.06-0.10 25-3.0
12 250-300 0.07-012 50-60 | 150-220 0.07-0.12 50-6.0| 100-160 0.07-0.12 50-6.0 70-110 0.07-0.12 3.0-35
16 250-300 0.08-0.12 6.0-80 | 150-220 0.08-0.12 6.0-80| 100-160 0.08-0.12 6.0-8.0 70-110 0.08-0.12 4.0-45
20 250-300 0.08-0.12 6.0-80 | 150-220 0.08-0.12 6.0-80| 100-160 0.08-0.12 6.0-8.0 70-110 0.08-0.12 4.0-45

CODE: 406 - Y406 FINISHING

MATERIAL

Free Machining Steel

Tool Steel & Steel Castings

Stainless Steel

NHCTPYMEHTAJIbHAA CTAJ1b
N JINTLEBAS ®OPMA

JNNETKOOBPABATBHIBAEMAA CTAJTb HEPXABEIOLLIAA CTAJIb

Normal tool Steel
WNHCTPYMEHTAJIbHASI CTAJTb

m w | W m @ | v | m e | v m
250-300 0.02-0.04 10-15 220-300 0.02-0.04 1.0-15 | 170250 0.02-0.04 1.0-15 110150  0.02-0.04

3-4 250-300 0.03-0.06 15-2.0 220-300 0.03-0.06 15-20 | 170250 0.03-0.06 1.5-2.0 110150 0.03-0.06 0.7-1.2
5-6 250-300 0.05-0.08 25-3.0 220-300 0.05-0.08 25-3.0 | 170250 0.05-0.08 25-3.0 110150  0.05-0.08 15-1.8
8 250-300 0.05-0.08 35-4.0 220-300 0.05-0.08 3.5-40 | 170250 0.05-0.08 3.5-4.0 110-150  0.05-0.08 2.0-25
10 250-300 0.06-0.10 45-5.0 220-300 0.06-0.10 45-5.0 | 170250 0.06-0.10 4.5-5.0 110150  0.06-0.10 2.5-3.0
12 250-300 0.07-0.12 5.0-6.0 220-300 0.07-0.12 50-6.0 | 170250 0.07-0.12 5.0-6.0 110150  0.07-0.12 3.0-35
16 250-300 0.08-0.12 6.0-8.0 220-300 0.08-0.12 6.0-80 | 170250 0.08-0.12 6.0-8.0 110-150  0.08-0.12 4.0-45
20 250-300 0.08-0.12 6.0-8.0 220-300 0.08-0.12 6.0-80 | 170250 0.08-0.12 6.0-8.0 110150  0.08-0.12 4.0-45

Steel - CTA/b

< 50 HRC < 60 HRC
Ve o omo e | v o m L ap |ve ok

190-250 0.02-0.04 0.04-0.1| 120-250 0.02-0.04 0.04-0.1| 80-120 0.02-0.04 0.04-0.1
3-4 190-250 0.03-0.06 0.08-0.2 | 120-250 0.03-0.06 0.08-0.2 | 80-120 0.03-0.06 0.08-0.2
5-6 190-250 0.05-0.08 0.1-03 | 120-250 0.05-0.08 0.1-03 | 80-120 0.05-0.08 0.1-0.3
8 190-250 0.05-0.08 0.15-0.4 | 120-250 0.05-0.08 0.15-04 | 80-120 0.05-0.08 0.15-0.35
10 190-250 0.06-0.10 02-05 | 120-250 0.06-0.10 0.2-05 | 80-120 0.06-0.10 0.2-0.45
12 190-250 0.07-0.12 0.2-06 | 120-250 0.07-012 02-06 | 80-120 0.07-0.12 0.2-05
16 190-250 0.08-0.12 02-08 | 120-250 0.08-0.12 02-08 | 80-120 0.08-0.12 0.2-0.6
20 190-250 0.08-0.12 02-08 | 120-250 0.08-0.12 02-08 | 80-120 0.08-0.12 0.2-0.6

Cast Iron -4YTYHn

Grey - CEPbIN Spheroidal - coePong, Tempered Casting - TEPMO ®OPMOBKA
300-400 0.02-004 10-15 | 200-250 0.02-004 1.0-15| 160-200 0.02-0.04
3-4 300-400 0.03-0.06 15-20 | 200-250 0.03-0.06 15-20| 160-200 0.03-0.06 15-2.0
5-6 300-400 0.05-0.08 25-3.0 | 200-250 0.05-0.08 25-3.0/ 160-200 0.05-0.08 25-3.0
8 300-400 0.05-0.08 35-40 | 200-250 0.05-0.08 3.5-4.0| 160-200 0.05-0.08 3.5-4.0
10 300-400 0.06-0.10 45-50 | 200-250 0.06-0.10 45-50| 160-200 0.06-0.10 4.5-50
12 300-400 0.07-012 50-60 | 200-250 0.07-0.12 5.0-6.0| 160-200 0.07-0.12 5.0-6.0
16 300-400 0.08-0.12 6.0-80 | 200-250 0.08-0.12 6.0-8.0| 160-200 0.08-0.12 6.0-80
20 300-400 0.08-0.12 6.0-80 | 200-250 0.08-0.12 6.0-80  160-200 0.08-0.12 6.0-8.0
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

ap

q

el A

CODE: 406 - Y406 ROUGHING

MATERIAL Free Machining Steel Normal tool Steel Tool Steel & Steel Castings Steel
JIEFKOOBPABATBIBAEMAS CTAJTb WHCTPYMEHTAJ/IbHAS CTAJTb WHCTPYMEHTAJIbHAS CTAJIb CTANIb
W JINTLEBASl ®OPMA
WARONESS | I <50 HRC
2 ve L i | m | v |

2 150 - 250 0.05-0.09 150 - 220 0.05-0.09 120-170 0.05-0.09 100 - 160 0.03 - 0.06
3-4 150 - 250 0.09-0.12 150 - 220 0.09-0.12 120-170 0.09-0.12 100 - 160 0.07-0.10
5-6 150 - 250 0.12-0.18 150 - 220 0.12-0.18 120-170 0.12-0.18 100 - 160 0.10 - 0.15
150 - 250 0.12-0.18 150 - 220 0.12-0.18 120-170 0.12-0.18 100 - 160 0.10-0.15
10 150 - 250 0.15-0.20 150 - 220 0.15-0.20 120-170 0.15-0.20 100 - 160 0.12-0.17
12 150 - 250 0.15-0.20 150 - 220 0.15-0.20 120-170 0.15-0.20 100 - 160 0.12-0.17
16 150 - 250 0.20 - 0.25 150 - 220 0.20 - 0.25 120-170 0.20-0.25 100 - 160 0.17-0.22
20 150 - 250 0.20 - 0.25 150 - 220 0.20 - 0.25 120-170 0.20 - 0.25 100 - 160 0.20- 0.25

Cast Iron -4yryHn Stainless Steel

Spheroidal - coePona Tempered Casting - TEPMO #OPMOBKA

ve iz v . n |l W z

Grey - CEPbIA

2 250 - 300 0.05-0.09 150 - 200 0.05-0.09 100 - 160 0.05-0.09 70-110 0.05-0.09
3-4 250 - 300 0.05-0.09 150 - 200 0.09-0.12 100 - 160 0.09-0.12 70-110 0.09-0.12
5-6 250 - 300 0.09-0.12 150 - 200 0.12-0.18 100 - 160 0.12-0.18 70-110 0.12-0.18

8 250 - 300 0.12-0.18 150 - 200 0.12-0.18 100 - 160 0.12-0.18 70-110 0.12-0.18

10 250 - 300 0.12-0.18 150 - 200 0.15-0.20 100 - 160 0.15-0.20 70-110 0.15-0.20

12 250 - 300 0.15-0.20 150 - 200 0.15-0.20 100 - 160 0.15-0.20 70-110 0.15-0.20

16 250 - 300 0.15-0.20 150 - 200 0.20 - 0.25 100 - 160 0.20 - 0.25 70-110 0.15-0.20

20 250-300 0.20-0.25 150 - 200 0.25-0.30 100 - 160 0.25-0.30 70-110 0.20-0.25

CODE: 406 - Y406 FINISHING

Free Machining Steel Normal tool Steel Tool Steel & Steel Castings Stainless Steel
JIEFKOOBPABATBIBAEMAS CTAJIb [ MHCTPYMEHTAJIbHAS CTAJTb WHCTPYMEHTAJIbHAS CTAJIb HEPKABEIOLLAS CTATb
N JINTLEBAS ®OPMA
I
VC FL

N
Ve 74 ¢ 74

250 - 350 0.05 - 0.09 220 - 300 0.05 - 0.09 170 - 250 0.05 - 0.09 110 - 150 0.05 - 0.09

3-4 250 - 350 0.09 - 0.12 220 - 300 0.09 - 0.12 170 - 250 0.09-0.12 110 - 150 0.09 - 0.12
5-6 250 - 350 0.12-0.18 220 - 300 0.12-0.18 170 - 250 0.12-0.18 110 - 150 0.12-0.18
8 250 - 350 0.12-0.18 220 - 300 0.12-0.18 170 - 250 0.12-0.18 110 - 150 0.12-0.18
10 250 - 350 0.15-0.20 220 - 300 0.15-0.20 170 - 250 0.15-0.20 110 - 150 0.15-0.20
12 250 - 350 0.15-0.20 220 - 300 0.15-0.20 170 - 250 0.15-0.20 110 - 150 0.15-0.20
16 250 - 350 020-0.25 220 - 300 020-0.25 170 - 250 0.20-0.25 110 - 150 020-0.25
20 250 - 350 020-0.25 220 - 300 020-0.25 170 - 250 0.20-0.25 110 - 150 020-0.25

Steel - CTA/b

mol v

190 - 250 0.03 - 0.06 120 - 250 0.03 - 0.06 80-120 0.03 - 0.06

3-4 190 - 250 0.07-0.10 120 - 250 0.07-0.10 80-120 0.07 - 0.10
5-6 190 - 250 0.10-0.15 120 - 250 0.10-0.15 80-120 0.10-0.15
8 190 - 250 0.10-0.15 120 - 250 0.10-0.15 80-120 0.10 - 0.15
10 190 - 250 0.12-0.17 120 - 250 0.12-0.17 80-120 0.12-0.17
12 190 - 250 0.12-0.17 120 - 250 0.12-0.17 80-120 0.12-0.17
16 190 - 250 0.17-0.22 120 - 250 0.17-0.22 80-120 0.17 - 0.22
20 190 - 250 0.20-0.25 120 - 250 0.20- 0.25 80-120 0.20 - 0.25

Spheroidal - coePong, Tempered Casting - TEPMO ®OPMOBKA
Ve 2 I S N S B S 2 - p 10 100%

300 - 400 0.05 - 0.09 200 - 250 0.05 - 0.09 160 - 200 0.05 - 0.09 of Cutting Lenght
3-4 300 - 400 0.05 - 0.09 200 - 250 0.09 - 0.12 160 - 200 0.09 - 0.12
5-6 300 - 400 0.09 - 0.12 200 - 250 0.12-0.18 160 - 200 0.12-0.18 ae = up to 20%
8 300 - 400 0.12-0.18 200 - 250 0.12-0.18 160 - 200 0.12-0.18 of the diameter .
10 300 - 400 0.12-0.18 200 - 250 0.15-0.20 160 - 200 0.15-0.20 for non-hardened materials
12 300 - 400 0.15 - 0.20 200 - 250 0.15-0.20 160 - 200 0.15 - 0.20 2 = Up to 5%
16 300 - 400 0.15-0.20 200 - 250 0.20-0.25 160 - 200 0.20-0.25 of the diameter
20 300 - 400 020-0.25 200 - 250 0.25-0.30 160 - 200 0.25-0.30 for hardened materials
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: Y303 - Y400D LOW SPEED, HIGH FEED

MATERIAL Carbon Steel-Cast Iron Alloy Steel-Tool Steel -/IETVIPOBAHHAS CTAJTb Stainless Steel - HEPXXABEIOLLAS C
HARDNESS 750 N/mm2 <30 HRC <45 HRC

2 15200 4990 0.08 15200 4510 0.07 10450 3180 0.07
3 9970 5940 0.14 9970 5320 0.13 7080 3705 0.13
4 7550 6270 0.20 7550 5700 0.19 5270 3990 0.19
5 6030 6650 0.28 6030 6030 0.25 4230 4230 0.25
6 5030 6650 0.33 5030 6030 0.30 3510 4230 0.30
8 3800 6650 0.43 3800 6030 0.39 2660 4230 0.40
10 3040 6650 0.54 3040 6030 0.49 2140 4230 0.50
12 2520 6650 0.66 2520 6030 0.59 1760 4230 0.60

MATERIAL

Carbon Steel-Cast Iron Heat Resistant Steel-Ti Alloy - IETVIPOBAHHASA CTA/Ib Steel - CTA/b

11870 3610 0.07 7550 2040 0.06 4510 820 0.04
8070 4270 0.13 5030 2470 0.12 3040 940 0.08
6030 4560 0.19 3800 2610 0.17 2280 1000 0.1
4840 4840 0.25 3040 2710 0.22 1800 1090 0.15
4040 4840 0.30 2530 2710 0.26 1520 1090 0.18
3040 4840 0.40 1900 2710 0.36 1140 1090 0.23
10 2420 4840 0.50 1520 2710 0.44 910 1090 0.30
12 2000 4840 0.60 1280 2710 0.53 750 1090 0.36

The cutting speeds are referred to milling by interpolation. In case to milling without interpolation, reduce the parameters 50%60% (ONLY FOR Y400D).
Y303: +30%

CODE: Y303 - Y400D HIGH SPEED

MATERIAL Carbon Steel-Cast Iron Alloy Steel-Tool Steel - IETVIPOBAHHAS CTAJb |  Stainless Steel - HEPXABEIOLLUAS CTAJb

HARDNESS 750 N/mm2 <30 HRC

.1XR ae=0.3xD

2 30250 9970 0.08 30400 9070 0.07 22800 6800 0.07
3 19950 11870 0.14 19950 11400 0.14 15200 7980 0.13
4 15200 12350 0.20 15200 11400 0.18 11400 8550 0.18
5 11870 13300 0.28 11870 11870 0.25 9070 9070 0.25
6 10070 13300 0.33 10070 12060 0.30 7550 9070 0.30
8 7550 13300 0.44 7550 12060 0.40 5650 9070 0.40
10 6030 13300 0.55 6030 12060 0.50 4510 9070 0.50
12 5030 13300 0.66 5030 12060 0.60 3800 9070 0.60

MATERIAL Carbon Steel-Cast Iron Heat Resistant Steel-Ti Alloy - IETVIPOBAHHAS CTAJb
HARDNESS <40HRC <55 HRC <60 HRC

| wm | v | om | v [ m | wm | W | E |

ap=0.1xR ae-0.3xD R<2 ap=0.1xR ae=0.3xD R<2 ap=0.05xR ae=0.3xD
2<R ap=0.2mm ae=0.3xD 2<R ap=0.1mm ae=0.3xD

2 30400 9070 0.07 22800 6130 0.06 15200 2710 0.04
3 19950 11400 0.14 15200 7450 0.12 9980 3130 0.07
4 15200 11400 0.18 11400 7790 0.17 7550 3370 0.11
5 11870 11870 0.25 9070 8170 0.22 6030 3610 0.15
6 10070 12060 0.30 7550 8170 0.27 5030 3610 0.18
8 7550 12060 0.40 5650 8170 0.36 3800 3610 0.23
10 6030 12060 0.50 4510 8170 0.45 3040 3610 0.30
12 5030 12060 0.60 3800 8170 0.53 2520 3610 0.36

The cutting speeds are referred to milling by interpolatin. In case to milling without interpolation, reduce the parameters 50%60% (ONLY FOR Y400D).
Y303: +30%
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: Y400R HIGH SPEED CONDITION - HIGH REVOLUTION, HIGH FEED

HARDNESS HB 150-250 HRC 25-35

4.0 9.900 0.270 10.530 8.800 0.240 8.560

5.0 8.000 0.330 10.640 7.000 0.300 8.510

6.0 6.600 0.420 11.090 5.800 0.380 8.910 ap}:

8.0 5.000 0.560 11.200 4.400 0.510 9.010

10.0 4.000 0.700 11.200 3.500 0.640 8.960 a_e»l L_
12.0 3.300 0.800 10.530 2.900 0.730 8.460

CODE: Y400R HIGH SPEED CONDITION - HIGH REVOLUTION, HIGH FEED

MATERIAL Steel - CTA/Ib

HARDNESS HRC 35-45 HRC 45-55

4.0 8.000 0.190 6.080 6.400 0.190 4.860 5.600 0.080 1.700
5.0 | 6400 0.240 6080 | 5100 0.240 4850 | 4500 0.100 1.710
6.0 | 5300 0300 6360 | 4200 0.300 5040 | 3700 0.120 1.780
8.0 | 4000 0.400 6.400 3200 0.400 5120 | 2.800 0.160 1.790
10.0 3200 0.500 6400 | 2500 0.500 5000 | 2200 0.200 1.760
12.0 | 2700 0.570 6160 | 2100 0.570 479 | 1.900 0.230 1.730

@ dxL ap = deep of cut

MATERIAL steel - CTA/Ib
HARDNESS HB 150-250 HRC 25-35 HRC 35-45 m

[ o | ae | ap 2| a | ae| o | a | =
4.0 5xd 0.240 1 0.240 1 0.210 1 0.180 1 0.120 1
8xd 0.184 1 0.184 1 0.161 1 0.138 1 0.092 1
5.0 5xd 0.288 1.3 0.288 1.3 0.252 1.3 0.216 1.3 0.144 1.3
8xd 0.221 1.3 0.221 1.3 0.193 1.3 0.166 1.3 0.110 13
6.0 5xd 0.360 1.5 0.360 1.5 0.315 1.5 0.270 1.5 0.180 1.5
8xd 0.276 1.5 0.276 1.5 0.242 1.5 0.207 1.5 0.138 1.5
8.0 5xd 0.480 2 0.480 2 0.420 2 0.360 2 0.240 2 i
8xd 0.368 2 0.368 2 0.322 2 0.276 2 0.184 2
10.0 5xd 0.480 3 0.480 3 0.420 3 0.360 3 0.240 3
8xd 0.368 3 0.368 3 0.322 3 0.276 3 0.184 3
12.0 5xd 0.480 4 0.480 4 0.420 4 0.360 4 0.240 4 —_—
8xd 0.368 4 0.368 4 0.322 4 0.276 4 0.184 4
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: Y400R LOW REVOLUTION, HIGH FEED

MATERIAL Cast Iron -4YTYHn Steel - CTAJIb
HARDNESS HB 150-250 HRC 25-35
4.0 6.000 0.270 6.380 5.600 0.240 5.450
5.0 4.800 0.330 6.380 4.500 0.300 5.470
6.0 4.000 0.420 6.720 3.700 0.380 6.680 ap I
8.0 3.000 0.560 6.720 2.800 0.510 5.730
10.0 2.400 0.700 6.720 2.200 0.640 5.630 ae |
12.0 2.000 0.800 6.380 1.900 0.730 5.540

CODE: YA00R LOW REVOLUTION, HIGH FEED

MATERIAL Steel - CTA/Ib

HARDNESS HRC 35-45 HRC 45-55 <HRC 72

4.0 ‘ 5200 0.190 3.950 4.000 0.190 3.040 ‘ 4,000 0.080 1.220
5.0 4700 0.240 3.900 | 3200 0.240 3040 | 3200 0.100 1.220
6.0 | 3.400 0.300 4.080 2700 0300 3240 | 2700 0.120 1.300
8.0 | 2,600 0.400 4160 | 2.000 0.400 3200 | 2.000 0.160 1.280
10.0 | 2100 0.500 4200 | 1.600 0.500 3200 | 1.600 0.200 1.280
12.0 1700 0.570 3880 | 1300 0570 2960 | 1300 0.230 1.190

@ dxL ap = deep of cut

HARDNESS HB 150-250 HRC 25-35 HRC 35-45

5xd 0.300 1 0.300 1 0.300 1 0.210 1 0.150 1
8xd 0.230 1 0.230 1 0.230 1 0.161 1 0.115 1

Steel - CTAJIb

4.0

5.0 5xd 0.360 1.3 0.360 1.3 0.360 1.3 0.252 1.3 0.180 1.3
L

8xd 0.276 1.3 0.276 1.3 0.276 1.3 0.193 1.3 0.138 1.3
5xd 0.450 1.5 0.450 1.5 0.450 1.5 0.315 1.5 0.300 1.5

60 8xd 0.345 1.5 0.345 1.5 0.345 1.5 0.242 1.5 0.230 1.5
8.0 5xd 0.600 2 0.600 2 0.600 2 0.420 2 0.300 2 i
8xd 0.460 2 0.460 2 0.460 2 0.322 2 0.230 2
10.0 5xd 0.600 3 0.600 3 0.600 3 0.420 3 0.300 3
8xd 0.460 3 0.460 3 0.460 3 0.322 3 0.230 3
12.0 5xd 0.600 4 0.600 4 0.600 4 0.420 4 0.300 4 v
8xd 0.460 4 0.460 4 0.460 4 0.322 4 0.230 4
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: Y4A00R LOW REVOLUTION, HIGH DEPTH OF CUT
MATERIAL Cast Iron -4YYTrYHn Steel - CTANb

HARDNESS HB 150-250 HRC 25-35 ]

4.0 6.000 0.120 2.920 5.600 0.110 2.550

5.0 4.800 0.150 2.920 4.500 0.140 2.570

6.0 4.000 0.190 3.070 3.700 0.180 2.660 ap}:

8.0 3.000 0.260 3.070 2.800 0.240 2.690 —

10.0 2.400 0.320 3.070 2.200 0.300 2.640 a£>| |<_
12.0 2.000 0.360 2.920 1.900 0.340 2.600

CODE: YA00R LOW REVOLUTION, HIGH DEPTH OF CUT

MATERIAL steel - CTA/Ib
HARDNESS HRC 35-45 HRC 45-55 <HRC 72
n FI n FZ VE

4 5.200 0.100 1.980 ‘ 4.000 0.100 1.520 ‘ 4.000 0.050 730
5 | 4100 0.120 195 | 3200 0.120 1520 | 3200 0.060 730
6 | 3.400 0.150 2040 | 2700 0.150 1620 | 2700 0.070 780
8 | 2600 0.200 2080 | 2000 0.200 1600 | 2.000 0.100 770
10 2100 0.250 2100 | 1600 0.250 1600 | 1.600 0.120 770
12 | 1700 0.290 1.940 | 1300 0.290 1480 | 1300 0.140 710

0 dxL ap = depth of cut

MATERIAL steel - CTA/Ib
HARDNESS HB 150-250 HRC 25-35 HRC 35-45 m

[ feeles @[ @ [= 2]
4 5xd 0.600 1 0.540 1 0.480 1 0.360 1 0.210 1
8xd 0.460 1 0.414 1 0.368 1 0.276 1 0.161 1
5 5xd 0.720 13 0.648 13 0.576 1.3 0.432 1.3 0.252 1.3
8xd 0.552 1.3 0.497 1.3 0.442 1.3 0.331 1.3 0.193 1.3
6 5xd 0.900 1.5 0.810 1.5 0.720 1.5 0.540 1.5 0.315 1.5
8xd 0.690 1.5 0.621 1.5 0.552 1.5 0.414 1.5 0.242 1.5
3 5xd 1.200 2 1.080 2 0.960 2 0.720 2 0.420 2 ol
8xd 0.920 2 0.828 2 0.736 2 0.552 2 0.322 2
10 5xd 1.200 3 1.080 3 0.960 3 0.720 3 0.420 3
8xd 0.920 3 0.828 3 0.736 3 0.552 3 0.322 3
12 5xd 1.200 4 1.080 4 0.960 4 0.720 4 0.420 4 v
8xd 0.920 4 0.828 4 0.736 4 0.552 4 0.322 4
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Parametri di taglio

Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: Y400-Y400P-400V-Y400V SIDE MILLING

Steel - CTAJIb

MATERIAL Carbon Steel - Cast Iron Aloy Steel - Tool Steel - Cynep cnnAB

750/mm?2 <30HRC
W o om e | v e | v |

ae=0.2xd ap=1.5xd

HARDNESS <40HRC

C
ae=0.2xd ap=1.5xd ae=0.2xd ap=1.5xd
0

3 10 0.02 10600 78 0.02 8280 65 0.02 6900
4 100 0.03 7960 78 003 6210 65 003 5175
5 100 0.03 6370 78 0.03 4968 65 0.03 4140
6 100 0.06 5300 78 0.06 4140 65 0.06 3450
8 100 0.08 3980 78 0.08 3105 65 0.08 2587
10 100 0.09 3185 78 0.09 2480 65 0.09 2070
12 100 0.10 2650 78 0.10 2070 65 0.10 1720
16 100 0.12 1990 78 0.12 1550 65 0.12 1293

20 100 0.12 1592 78 0.12 1242 65 0.12 1035

Steel - CTASIb
Ve Fz RPM ™
ae=0.1xd ap=1.5xd ae=0.05xd ap=1xd

3 62 0.02 6580 60 0.02 6370 J
4 62 0.03 4936 60 0.03 4780
5 62 0.04 3950 60 0.04 3820
6 62 0.04 3290 60 0.04 3184
8 62 0.06 2468 60 0.06 2388

10 62 0.07 1974 60 0.07 1910

12 62 0.08 1645 60 0.07 1592 apz

16 62 0.09 1234 60 0.08 1194

20 62 0.10 990 60 0.08 955 ae,|l,

CODE: Y400-Y400P-400V-Y400V SLOT MILLING

MATERIAL Carbon Steel - Cast Iron Aloy Steel - Tool Steel - cynep cnnAe Steel - CTAJIb

HARDNESS <40HRC

<30HRC
a

d

100
100
100
100
100
100
100
100

100

0.02
0.03
0.03
0.04
0.05
0.06
0.07
0.09
0.10

8500
6350
5100
4250
3200
2550
2100
1600
1250

0.03
0.03
0.04
0.04
0.05
0.07
0.07
0.09
0.10

<50HRC

ap=0.5xd

6350
4750
3800
3200
2400
1900
1600
1200
955

Y400V: +30%

0.02
0.03
0.03
0.04
0.06
0.07
0.08
0.09
0.10

60
60
60
60
60
60
60
60
60
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0.02
0.03
0.04
0.05
0.06
0.07
0.09
0.09
0.10

4450
3350
2650
2250
1650
1350
1100
835
670

65
65
65
65
65
65
65
65
65

0.02
0.03
0.03
0.06
0.08
0.09
0.10
0.12
0.12

ae

5850
4400
3500
2900
2200
1750
1450
1100
875




Parametri di taglio

Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 400SV - 500RV - 5008V - T2201 ROUGHING

MATERIAL

Construction steel
500 N/mm?2
Construction steel
510-800 N/mm2
Tooling steel
850-1000 N/mm?2
Stainless steel
850 N/mm2
Tooling steel
<60 HRC
Super Alloy
850-1000 N/mm?2
Super Alloy
1000-1200 N/mm2
Inconell
1200 N/mm?2
Cast iron
240 HB
Cast iron
<300 HB
Titanium
<850 N/mm?2

Titanium
850-1200 N/mm2

Aluminium

Copper

APPLICATION

ap=1xd
ap=2xd (ae=0.25xd)
ap=1xd
ap=2xd
ap=1xd
ap=2xd (ae=0.25xd)

ap=1xd

ap=1xd

ap=1xd
ap=2xd (ae=0.25xd)

ap=1xd
ap=2xd (ae=0.25xd)

ap=1xd

ap=1xd
ap=2xd (ae=0.25xd)
ap=1xd
ap=2xd (ae=0.25xd)
ap=1xd
ap=2xd (ae=0.25xd)
ap=1xd
ap=2xd (ae=0.25xd)
ap=1xd
ap=2xd (ae=0.25xd)
ap=1xd
ap=2xd (ae=0.25xd)

170-200
110-130
160-188
100-125
70-90
80-100

95-115

45-55

150-185
95-120
125-150
80-100

56-70

220270
140-170
115-140
130-160
90-110
60-70
75-90
50-60

500-650

210260
140-171

ap

3 | o4 06 | os o0 onlou on on_

0.024
0.016
0.022
0.015
0.016
0.01

0.019

0.015

0.019
0.01
0.013
0.01

0.013

0.022
0.015
0.019
0.01
0.013
0.01
0.016
0.01

0.016

0.022
0.015

0.028
0.021
0.026
0.02
0.021
0.015

0.024

0.02

0.024

0.015
0.02

0.015

0.02

0.026
0.02
0.024
0.016
0.02
0.015
0.021
0.015

0.021

0.026
0.02

182

0.041
0.027
0.036
0.031
0.029
0.025

0.039

0.031

0.039
0.027
0.033
0.025

0.033

0.036
0.031
0.039
0.027
0.033
0.025
0.029
0.024

0.029

0.036
0.031

FZ mm/tooth
0.058 0.073
0.035 0.044
0.052 0.066
0.042 0.05
0.042 0.053
0.032 0.039
0.053 0.065
0.042 0.05
0.053 0.065
0.035 0.044
0.047 0.059
0.032 0.039
0.047 0.059
0.052 0.066
0.042 0.05
0.053 0.065
0.064 0.044
0.047 0.059
0.032 0.039
0.042 0.053
0.032 0.038
0.042 0.053
0.052 0.066
0.042 0.05

0.09
0.052
0.085
0.058
0.063
0.048

0.079

0.059

0.079
0.052
0.072
0.048

0.072

0.085
0.058
0.079
0.052
0.072
0.048
0.063
0.046

0.063

0.085
0.059

0.1
0.058
0.093
0.065
0.071
0.053

0.087

0.065

0.087
0.058
0.08
0.052

0.08

0.093
0.065
0.087
0.058
0.08
0.053
0.071
0.05

0.071

0.093
0.065

0.11
0.063
0.1
0.071
0.079
0.058

0.095

0.071

0.095
0.063
0.088
0.058

0.088

0.1
0.071
0.095
0.063
0.088
0.058
0.079
0.054

0.079

0.1
0.071

0.13
0.08
0.12
0.09
0.097
0.073

0.1

0.09

0.1
0.08
0.1
0.073

0.1

0.12
0.09
0.011
0.08
0.01
0.073
0.097
0.066

0.097

0.12
0.09




Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

ap

CODE: 400SV - 500SV - S500RV FINISHING

APPLICATION
|03 | 04 | 66 | 68 | 610 |02 | 01 | 016 | 620 |

Construction steel ap=1xd 210250 001 0015 0025 0032 0039 0048 005 0058  0.073
500 N/mm2 ap=2xd 140-170 001 0015 0025 0032 0039 0048 0053 0058 0073
Construction steel ap=1xd 190230 | 0013 0039 0033 0047 0059 0072 008 0088 0.
510-800 N/mm2 ap=2xd 125155 001 0015 0024 0032 0038 0046 005 0054  0.066
Tooling steel ap=1xd 160-200 0.015 0.02 0.031 0.042 0.05 0.059 0.065 0.071 0.09
850-1000 N/mm2 ap=2xd 1004125 | 0004 0007 0013 0019 0025 003 0034 0038 0045
Stainless steel ap=1xd 70-90 0016 0021 = 0029 0042 0053 0063 0071 0079  0.097
850 N/mm2
Tempered steel ap=T1xd 6075 0007 0016 0017 0024 003 0036 0041 0045  0.057
<60 HRC
Super Alloy ap=1xd 180230 | 0016 0021 0029 0042 005 0063 0071 0079  0.097
850-1000 N/mm2 ap=2xd 1204140 | 0007 0016 = 0017 0024 003 0036 0041 0045  0.057
Super Alloy ap=1xd 155190 | 0015 002 0031 0042 005 0059 0065 0071  0.09
10001200 N/mm2 ap=2xd 1004125 | 0004 0007 0013 0019 0025 003 0034 0038  0.045
Inconell ap=1xd 70-90 0015 002 0031 0042 005 0059 0065 0071  0.09
Cast iron ap=1xd 255313 | 0013 002 0033 0047 0059 0072 008 0088 0.1
240 HB ap=2xd 180-220 001 0015 0024 0032 0038 0046 005 0054  0.065
Cast iron ap=1xd 250313 | 0016 0021 0029 0042 0053 0063 0071 0079  0.097
<300 HB ap=2xd 160200 | 0007 0011 0017 0024 003 0036 0041 0045 0057
Titanium ap=1xd 1204145 | 0015 002 0031 0042 005 0059 0065 0071  0.09
<850 N/mm2 ap=2xd 80-95 0004 0007 0013 0019 0025 003 0034 0038 0045
o ap=1xd 100-120 001 0015 0027 0035 0044 0052 0058 0063  0.08
Titanium Alloy
ap=2xd 60-75 0003 0006 0011 0016 0021 0026 0029 0032 0038
Aluminium ap=2xd 600740 | 0015 002 0031 0042 005 005 0065 0071 0.9
Copper ap=2xd 180-220 001 0015 0027 0035 0044 0052 0058 0063  0.08

183




Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 506 - Y508 ROUGHING - HIGH SPEED CUTTING apL—
ae,

Hl

MATERIAL Steel - CTA/b

_ 2 ae _ap |

6 275 0.042 0.033xd 0.820 xd 125 0.030 0.028xd  0.750 xd
8 275 0.085 0.033xd  0.820xd 125 0.065 0.028 xd  0.750xd
10 275 0.085 0.033xd  0.820xd 125 0.065 0.028xd  0.750xd
12 275 0.128 = 0.033xd  0.820xd 125 0.100 0.028xd  0.750xd
16 275 0.128 = 0.033xd  0.820xd 125 0.100 0.028xd  0.750xd
20 275 0.170 ~ 0.033xd  0.820xd 125 0.144 0.028 xd | 0.750xd

CODE: 506 - Y508 FINISHING - HIGH SPEED CUTTING

MATERIAL Steel - CTA/Ib

_ae  ap | Ve B2 ae

6 340 0.045 0.020 x d 0.650 x d 140 0.030 0.010xd  0.450xd

8 340 0.090 0.020x d 0.650 x d 140 0.075 0.010xd  0.450 xd

10 340 0.090 0.020x d 0.650 x d 140 0.075 0.010xd  0.450 xd

12 340 0.135 0.020x d 0.650 x d 140 0.115 0.010xd  0.450xd

16 340 0.135 0.020 x d 0.650 x d 140 0.115 0.010xd  0.450xd

20 340 0.180 0.020 x d 0.650 x d 140 0.165 0.010xd  0.450xd
CODE: 72204

Applications

Hardness Fz(mm/Tooth)
MATERIAL Side Mill

g | slot Milling | slot Milling

35-45 1.5xd 0.40 x d 0.50 x d 150  0.020  0.025  0.030 0.040 0.050 0.065 0.070

gﬁe}i 45-55 1.5xd 0.33xd 0.50 x d 110 0.015  0.020  0.025 0.030 0.040 0.050  0.055
55-60 1.5xd 0.25xd 0.30xd 90 0.010  0.015 0.020 0.025 0.030  0.040  0.045

Titanium <40 1.5xd 0.33xd 0.50 x d 70 0.030  0.035 0.040 0.050 0.070 0.080  0.085
TUTAH >40 15xd 0.25xd 0.30xd 60 0.025  0.030  0.035 0.045 0.060 0.075 = 0.080
Cj;tr'yfﬁ" - 1.5xd 0.20xd 0.25xd 30 0.015  0.020 0.025 0.030 0.040 0.050  0.055
nox <900N 1.5xd 0.20 x d 0.30xd 25 0.014 0020 0.032 0.044 0.053 0.059  0.065
>900N 1.5xd 0.20 x d 0.30xd 20 0.014  0.020 0.032 0.044 0.053 0.059  0.065
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Parametri di taglio [ -
Cutting speed ]

Richtwerte - Paramétres
Pexxumbl 06paboTkm - Reznd rychlost L

ap

— = A ae,, B

CODE: 5040 - 5040G - Y5040 - 5040R (A)

MATERIAL " ; 5 5 5 5 5 9
Fine Grain Graphite Mean Grain Graphite Coarse Grain Graphite Carbon Fibre
vartned | ve | n | v [as]ap | Ve 0 | w [ae]ap

eJop| ve | w | w Juelwp|ve e [ o[ v [ue
i/ onjin o o |/ i/ owjon o | /o oo [ oo o/ oo

3 520 55202 3900-6500 3 10 | 780 24841 3900-6500 3 = 10 | 1040 33121 3900-6500 3 10 | 150 0.010 15924 955 3 15
4 520 41401 4550-7150 4 10 | 780 24841 4550-7150 4 | 10 | 1040 33121 4550-7150 4 10 | 150 0.015 11943 1075 4 25
5 520 33121 4875-8125 5 10 | 780 24841 4875-8125 5 10 | 1040 33121 4875-8125 5 10 150  0.020 9554 1146 5 31
6 520 27601 5200-9100 6 20 | 780 12420 5200-9100 6 @ 20 | 1040 16561 5200-9100 6 20 | 150 0.020 7962 955 6 37
8 520 20701 5850-10400 8 20 | 780 12420 5850-10400 8 @ 20 | 1040 16561 5850-10400 8 20 | 150 0.025 5971 1200 8 5
10 520 16561 6500-11050 10 25 | 780 9936 6500-11050 10 25 | 1040 13248 6500-11050 10 25 | 150 0.040 4777 1529 10 6.2
12 520 13800 7800-11700 12 30 | 780 8280 7800-11700 12 30 | 1040 11040 7800-11700 12 30 | 150 0.050 3981 1990 12 75

CODE: 6010D - 6010RD (A)

ROUGHING

MATERIAL
Fine Grain Graphite Mean Grain Graphite Coarse Grain Graphite

/oo o/ oo | /e i /oo
3 3 3 10
4 4
5 5
6 6
8 8
10

400 42463 3000-5000 10 | 600 19108 3000-5000 10 | 800 25478 3000-5000

3

4 400 31847 3500-5500 10 | 600 19108 3500-5500 10 | 800 25478 3500-5500 4 10
5 400 25478 3750-6250 10 | 600 19108 3750-6250 10 | 800 25478 3750-6250 5 10
6 400 21231 4000-7000 20 | 600 9554  4000-7000 20 | 800 12739 4000-7000 6 @ 20
8 400 15924 4500-8000 20 | 600 9554  4500-8000 20 | 800 12739 4500-8000 8 @ 20
10 400 12739 5000-8500 25 | 600 7643 5000-8500 10 25| 800 10191 5000-8500 10 25
12 400 10616 6000-9000 12 30 600 6369 6000-9000 12 30 | 800 8493 6000-9000 12 30

CODE: Y507 (B)

bl Stainless Steel Cr-Ni Stainless Steel Cr-Ni-Mo Super Alloy Inconel 718

HEPXABEIOLLIAA CTAJIb HEPXABEIOLLIAS CTAJIb CYMEP CMJ1IAB WNHKOHEJTb

Ve | FZ n Vf | ae| ap| Ve | Fz n Vf | ae |ap Vc n vf | ae | ap
/i o iy onnin om o Jo/min o iy /oo oo o /o iy oo o | in o iy’ o |
80 3 |40 325 9 30 64 24 3

3 0.010 8493 340 1.2 0.010 4246 170 2.40 0.010 2654 106 2.4 0.010 1592

4 80 0.015 6369 382 16 4 |40 0.015 3185 191 240 4 | 25 0.015 1990 119 32 12| 30 0015 1194 72 24 4
6 80 0.020 4246 510 24 6 | 40 0.020 2123 255 240 6 | 25 0.020 1327 159 24 12| 30 0020 79% 9% 24 6
8 80 0.030 3185 573 32 8 | 40 0.030 1592 287 320 8 | 25 0.030 995 179 32 12| 30 0030 597 107 32 8
10 80 0.035 2548 713 40 10 | 40 0.035 1274 357 400 10 | 25 0.035 796 223 40 15| 30 0.035 478 134 40 10
12 80 0.040 2123 679 48 12 | 40 0.040 1062 340 480 12 | 25 0.040 663 212 48 18 | 30 0.040 398 127 48 12
16 80 0.065 1592 828 32 16 | 40 0.065 796 518 6.40 16 | 25 0.065 498 323 64 24 | 30 0065 299 194 64 16
20 80 0.070 1274 713 32 20 | 40 0.070 637 446 6.40 20 | 25 0.070 398 279 64 24| 30 0070 239 167 64 20
25 80 0.080 1019 652 32 25| 40 0.080 510 408 6.40 25 | 25 0.080 318 255 64 24| 30 0080 191 153 64 25
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 200G - 200GD - 200GRD - 300GD - 300GRD - 200GRL ROUGHING

FL

0.4 0.004 0.005 - - - - - - 240 300 288 360 360 450
0.5 0.005 0.007 - - - - 240 316 300 420 360 504 450 630
0.6 0.006 0.008 - - - - 288 384 360 480 432 576 540 720
0.8 0.008 0.010 - - 240 300 384 480 480 600 576 720 720 900
1.0 0.010 0.012 - - 300 360 480 576 600 720 720 864 900 1.080
1.2 0.012 0.015 - - 360 450 576 720 720 900 864 1.080  1.080 1.350
15 0.014 0.018 224 288 420 540 672 864 840 1.080 1.080  1.296 1.260 1.620
2.0 0.016 0.020 256 320 480 600 768 960 960 1.200 1152 1.440 1.440 1.800
3.0 0.024 0.025 384 400 720 750 1152 1.200  1.440 @ 1.500 1.728  1.800 2160  2.250
4.0 0.032 0.040 512 640 960 960 1536 1920  1.920 @ 2.400 2300 2880 2.880  3.600
5.0 0.040 0.050 640 800 1200 1500 1920 2400  2.400  3.000 2.880  3.600 3.600 4.500
6.0 0.048 0.065 768 1.040 1.440 1950 2304 3120 2.880  3.900 2456 4.680 4.320 5.850
8.0 0.064 0.080 1.024 1280 1920 2400 3.072 3.840 3.840 @ 4.800 4.608 5760 5.760 7.200
10.0 0.080 0.100 1280  1.600 2400 3.000 3.840 4.800 4.800 @ 6.000 5760  7.200 7.200 -
12.0 0.100 0.120 1600 1920 3.000 3.600 4.800 5.760 @ 6.000 @ 7.200 7.200 - - -

FL
mm/tooth

0.4 0.006 - - - 360 432 540
0.5 0.008 - - 384 480 576 720
0.6 0.010 - - 480 600 720 900
0.8 0.012 - 360 576 720 864 1.080
1.0 0.015 - 450 720 900 1.080 1.350
1.2 0.018 - 540 864 1.080 1.296 1.620
1.5 0.020 320 600 960 1.200 1.440 1.800
2.0 0.025 400 750 1.200 1.500 1.800 2.250
3.0 0.035 560 1.050 1.680 2.100 2.520 3.150
4.0 0.050 800 1.500 2.400 3.000 3.600 4.500
5.0 0.060 960 1.800 2.880 3.600 4.320 5.400
6.0 0.070 1.120 2.100 3.360 4.200 5.040 6.300
8.0 0.085 1.360 2.550 4.080 5.100 6.120 7.650
10.0 0.110 1.760 3.300 5.280 6.600 - -
12.0 0.130 2.080 3.900 6.240 7.800 - -

CODE: 204GD - 204GRD

ae
— ‘4_
MATERIAL
Graphyte - TPAGUT
HARDNESS ae
I T I T . — ap
|
0.4-0.8 300-500 0.01-0.03 0.01-0.30 T a
1-2 300-500 0.02-0.08 0.10-0.50 I—I ] P
3-4 300-500 0.04-0.10 0.15-1.00 1 2
5-6 300-500 0.06-0.15 0.20-1.50
ae=1xd ap=0,5xd
ap=dx05 ap=0,5xd
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Parametri di taglio - [
Cutting speed :

Richtwerte - Paramétres
Pexxumbl 06paboTkm - Reznd rychlost l

ap ap

s A — — B

CODE: 100 - 700 - 730 - 750

Side Milling A

/]

3 250 0.030 26539 1592 0.80 45 150 0.020 15924 637 3 2
4 250 0.040 19904 1592 1.00 6.0 150 0.030 11943 717 4 2
5 250 0.050 15924 1592 1.30 7.5 150 0.035 9554 669 5 3
6 250 0.060 13270 1592 1.50 9.0 150 0.045 7962 7 6 3
8 250 0.080 9952 1592 2.00 12.0 150 0.055 5971 657 8 4
10 250 0.100 7962 1592 2.50 15.0 150 0.070 4777 669 10 5
12 250 0.120 6635 1592 3.00 18.0 150 0.085 3981 677 12 6
16 250 0.130 4976 1294 4.00 24.0 150 0.115 2986 687 16 8
20 250 0.150 3981 1194 5.00 30.0 150 0.145 2389 693 20 10

CODE: 755

Slot Milling B

MATERIAL Aluminium Alloy - AJIIOMUHWIA

HARDNESS

Ve | B on [ viwin | viwex | ae | ap
/nin m v/ o/ _on/minon |
3.0

7]

3 200 0.024 21231 1000 1200 3.0

4 250 0.025 19904 1000 1200 4.0 4.0
5 300 0.026 19108 1000 1200 5.0 5.0
6 400 0.066 21231 2800 4000 6.0 6.0
8 400 0.094 15924 3000 4000 8.0 8.0
10 400 0.141 12739 3600 4500 10.0 10.0
12 400 0.170 10616 3600 4500 12.0 12.0
16 450 0.201 8957 3600 4500 16.0 16.0
20 450 0.223 7166 3200 4300 20.0 20.0

CODE: 300V - 456

Side Milling A Slot Milling B

MATERIAL Aluminium Alloy - AJIIOMUHWIA Aluminium Alloy - AIOMUHUN
HARDNESS I

\'/4 Fz n vf ae ap \'/4 Fz n vf ae ap
mmm-m--m=
3.6

7]

3 550 0.045 58400 7880 1.20 450 0.030 47800 4300 3 1
4 550 0.060 43770 7880 1.60 4.8 450 0.040 35900 4300 4 2
5 550 0.075 35015 7880 2.00 6.0 450 0.055 28700 4725 5 2
6 550 0.100 29200 8760 2.40 7.2 450 0.070 23900 5015 6 2
8 550 0.120 21900 7890 3.20 9.6 450 0.085 17900 4656 8 3
10 550 0.150 17510 7890 4.00 12.0 450 0.105 14300 4510 10 4
12 550 0.180 14600 7890 4.80 14.4 450 0.125 11940 4475 12 5
16 550 0.190 10950 6235 6.40 19.2 450 0.135 9000 3625 16 6
20 550 0.225 8760 5900 8.00 24.0 450 0.160 7160 3435 20 8
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Parametri di taglio

Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: Y700R - Y703 ROUGHING HIGH SPEED CUTTING

MATERIAL Aluminium - AJIOMUHWI Copper - MEZIb

HARDNESS
3 500 0.021 1xd 0.5xd 300 0.015 1xd 0.5xd
4 500 0.028 1xd 0.5xd 300 0.016 1xd 0.5xd
5 500 0.035 1xd 0.5xd 300 0.020 1xd 0.5xd
6 500 0.045 1xd 0.5xd 300 0.024 1xd 0.5xd
8 500 0.056 1xd 0.5xd 300 0.032 1xd 0.5xd
10 500 0.070 1xd 0.5xd 300 0.040 1xd 0.5xd
12 500 0.084 1xd 0.5xd 300 0.048 1xd 0.5xd
16 500 0.112 1xd 0.5xd 300 0.064 1xd 0.5xd

CODE: Y700R - Y703 ROUGHING HIGH SPEED CUTTING

MATERIAL Thermo Plastic - TEPMO MJIACTUK

10 500 0.060 1xd 0.5xd 300 0.051 1xd 0.5xd
12 500 0.084 1xd 0.5xd 300 0.060 1xd 0.5xd
16 500 0.112 1xd 0.5xd 300 0.075 1xd 0.5xd

Y703: +30%

CODE: Y700R - Y703 FINISHING HIGH SPEED CUTTING

_F | ae | ap | Vo R | ae

3 500 0.021 1xd 0.050 x d 300 0.015 1xd 0.030 xd
4 500 0.028 1xd 0.050 x d 300 0.016 1xd 0.030 xd
5 500 0.035 1xd 0.050 x d 300 0.020 1xd 0.030xd
6 500 0.045 1xd 0.050 x d 300 0.024 1xd 0.030xd
8 500 0.056 1xd 0.050 x d 300 0.032 1xd 0.030 xd

10 500 0.070 1xd 0.050 x d 300 0.040 1xd 0.030 xd
12 500 0.084 1xd 0.050 x d 300 0.048 1xd 0.030 xd
16 500 0.112 1xd 0.050 x d 300 0.064 1xd 0.030 xd

CODE: Y700R - Y703 FINISHING HIGH SPEED CUTTING

MATERIAL Thermo Plastic - TEPMO MJIACTUK

HARDNESS

3 500 0.021 1xd 0.030xd 300 0.013 1xd 0.020 x d
4 500 0.028 1xd 0.030xd 300 0.016 1xd 0.020 x d
5 500 0.035 1xd 0.030xd 300 0.020 1xd 0.020 x d
6 500 0.045 1xd 0.030xd 300 0.024 1xd 0.020 xd
8 500 0.056 1xd 0.030 xd 300 0.032 1xd 0.020 x d

10 500 0.070 1xd 0.030 xd 300 0.040 1xd 0.020 x d
12 500 0.084 1xd 0.030xd 300 0.048 1xd 0.020 x d
16 500 0.128 1xd 0.030xd 300 0.064 1xd 0.020 x d

Y703: +30%

Y
ap =

ae




Parametri di taglio

Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: Y700R ROUGHING HIGH SPEED CUTTING

HARDNESS
Vc

3 500 0.045  0.250xd 1xd 300 0.030  0.150xd 1xd
4 500 0.057  0.250xd 1xd 300 0.038  0.150xd 1xd
5 500 0.075  0.250xd 1xd 300 0.050  0.150 xd 1xd
6
8

500 0.109  0.250xd 1xd 300 0.060  0.150 x d 1xd
500 0.120  0.250xd 1xd 300 0.076  0.150 xd 1xd

10 500 0.150  0.250xd 1xd 300 0.100  0.150 xd 1xd
12 500 0.160  0.250xd 1xd 300 0.120  0.150xd 1xd
16 500 0.240  0.250xd 1xd 300 0.140  0.150xd 1xd

CODE: Y700R ROUGHING HIGH SPEED CUTTING

MATERIAL
HARDNESS

Thermo Plastic - TEPMO MJIACTUK

< ‘
~

500 0.045 0.080 x d 1xd 300 0.036 0.020 x d 1xd
500 0.060 0.080 x d 1xd 300 0.048 0.020 xd 1xd
500 0.075 0.080 x d 1xd 300 0.060 0.020 xd 1xd
500 0.090 0.080 x d 1xd 300 0.072 0.020 xd 1xd
500 0.120 0.080 xd 1xd 300 0.096 0.020 xd 1xd
500 0.150 0.080 x d 1xd 300 0.120 0.020 x d 1xd
500 0.180 0.080 x d 1xd 300 0.144 0.020 x d 1xd
500 0.200 0.080 x d 1xd 300 0.168 0.020 x d 1xd

CODE: Y700R FINISHING HIGH SPEED CUTTING

HARDNESS

3 500 0.045 0.050xd 0.820xd 300 0.030 0.040xd 1.750xd
4 500 0.060 0.050xd 0.820xd 300 0.040 0.040xd 1.750xd
5 500 0.075 0.050xd 0.820xd 300 0.050 0.040xd 1.750xd
6 500 0.109  0.050xd 0.820xd 300 0.060 0.040xd 1.750xd
8 500 0.120  0.050xd  0.820xd 300 0.080 0.040xd 1.750xd

10 500 0.150 = 0.050xd  0.820xd 300 0.100 0.040xd 1.750xd
12 500 0.160 = 0.050xd  0.820xd 300 0.120 0.040xd 1.750xd
16 500 0.240  0.050xd  0.820xd 300 0.140 0.040 xd 1.750xd

CODE: Y700R FINISHING HIGH SPEED CUTTING

MATERIAL Thermo Plastic - TEPMO NMJACTUK

HARDNESS

3 500 0.045 0.040xd  0.630xd 300 0.030 0.010xd  0320xd
4 500 0.060 0.040xd  0.630xd 300 0.038 0.010xd  0.320xd
5 500 0.075 0.040xd  0.630xd 300 0.050 0.010xd  0.320xd
6 500 0.109 0.040xd  0.630xd 300 0.060 0.010xd  0.320xd
8 500 0.120 0.040xd  0.630xd 300 0.075 0.010xd  0.320xd

10 500 0150 =~ 0.040xd = 0.630xd 300 0.100 0.010xd  0.320xd
12 500 0.160 0.040xd  0.630xd 300 0.110 0.010xd  0320xd
16 500 0.240 0.040xd  0.630xd 300 0.140 0.010xd  0.320xd
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 700SR ROUGHING STANDARD CUTTING SPEED

| Ve R e ap |

ae
140 0016 003xd 003xd | Max 0021 030xd  0.03xd _ —" “—
4 140 0.032 0.03xd 0.03xd Max 0.042 030xd  0.03xd apL
6 140 0.032  0.03xd 0.03xd Max 0.042  030xd 0.03 xd [
8 140 0.064 0.03xd 0.03xd Max 0.084 030xd  0.03xd
10 140 0.064 0.03xd 0.03xd Max 0.084 030xd  0.03xd
12-18 140 0.096 0.03xd 0.03xd Max 0126 030xd  0.03xd
20-25 140 0.160  0.03xd  0.03xd Max 0210 030xd  0.03xd

CODE: 700SR

MATERIAL Copper - MEJlb Titanium - TUTAH
HARDNESS
1-3 350 0.020  0.03xd  0.03xd 90 0.014  030xd  0.03xd
4 350 0.040 0.03xd  0.03xd 90 0.028 030xd  0.03xd
6 350 0.040 0.03xd  0.03xd 90 0.028 030xd  0.03xd For finishing:
8 350 0.080 0.03xd  0.03xd 90 0.057  030xd  0.03xd ae <0,02 - 0,03 x d
10 350 0.080 0.03xd  0.03xd 90 0.057  030xd  0.03xd ap<0,8xd
12-18 350 0120  0.03xd  0.03xd 90 0.085 030xd  0.03xd Ve = 1,2 x Ve (Parameter List)
20-25 350 0200 003xd 003xd | 9 0142 030xd  0.03xd Fz=0,7 x Vic (Parameter List)

CODE: 700SR

MATERIAL Super Alloy - CYTEP CIJ1AB

HARDNESS

1-3 40 0.015 0.03 xd 0.03 xd 350 0.020 0.03 xd 0.03 xd 170 0.008  0.03xd 0.03xd
4 40 0.030 0.03 xd 0.03 xd 350 0.040 0.03 xd 0.03 xd 170 0.016  0.03xd 0.03xd

6 40 0.030 0.03 xd 0.03 xd 350 0.040 0.03xd 0.03 xd 170 0.016  0.03xd 0.03xd

8 40 0.060 0.03 xd 0.03 xd 350 0.080 0.03 xd 0.03 xd 170 0.031 0.03xd 0.03xd
10 40 0.060 0.03xd 0.03 xd 350 0.080 0.03xd 0.03 xd 170 0.031 0.03xd 0.03xd
12-18 40 0.090 0.03xd 0.03xd 350 0.120 0.03 xd 0.03 xd 170 0.047  0.03xd 0.03xd
20-25 40 0.150 0.03 xd 0.03 xd 350 0.200 0.03 xd 0.03 xd 170 0.078  0.03xd 0.03xd

= Standard Cutting Speed X 1,4
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Parametri di taglio — ﬂ
Cutting speed ]

Richtwerte - Paramétres
Pexxumbl 06paboTkm - Reznd rychlost

ap L
ap T

ae|l,

CODE: 756
Side Milling A
MATERIAL — =
Aluminium Alloy - AJIOMUHUI
HARDNESS
(7]
6 400  0.095 21231 6051 150 3.6 500 0.110 26539 8758 0.35 0.35
8 400  0.130 15924 6210 200 4.8 500 0.145 19904 8658  0.40 0.40
10 400  0.160 12739 6115 250 6.0 500 0.180 15924 8599  0.45 0.45
12 400  0.175 10616 5573  3.00 7.2 500 0.240 13270 9554  0.50 0.50
16 400  0.195 7962 4658 400 9.6 500 0320 9952 9554  0.60 0.60
20 400 | 0.230 6369 4395 5.00 12.0 | 500 0.400 7962 9554 0.75 0.75
CODE: 12202
Side Milling A
MATERIAL — =
Aluminium Alloy - AJIOMWUHUI Copper - MEAb
HARDNESS
m/mln mm/‘ mm/mln mln/‘ mm/mln
0.070 31847 6688 9.0 400 0.070 21231 4459
8 600 | 0.090 23885 6449 32 12.0 | 400 0.090 15924 4299 32 120
10 600  0.110 19108 6306 40  15.0 | 400 0.110 12739 4299 4.0 150
12 600  0.135 15924 6449 48  18.0 | 400 0.135 10616 4299 48 18.0
16 600  0.180 11943 6449 6.4 | 240 | 400 0.180 7962 4299 6.4 | 24.0
20 600 0220 9554 6306 80 30.0 | 400 0.220 6369 4299 80 30.0

CODE: 72202

Slot Milling B

Aluminium Alloy - ATIIOMVHWI Copper - MEAb

MATERIAL

HARDNESS Vc Fz n vf ae
m/mln mln/‘ mm/mln m/min mm min/' | mm/min | mm
6 4.8

0.060 26539 4777 270 | 0.060 14331 2580
8 500 = 0.080 19904 4777 8 6.4 | 270 0.080 10748 2580 8 6.4
10 500 = 0.100 15924 4777 10 8.0 | 270 0.100 8599 2580 10 8.0
12 500 = 0.120 13270 4777 12 9.6 | 270 0120 7166 2580 12 96
16 500 = 0.160 = 9952 4777 16 128 | 270  0.160 5374 2580 16 128
20 500 = 0.200 7962 4777 20 16.0 | 270  0.200 4299 2580 20 16.0

191



Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

ap

ae=0,5xd
ap=1xd

CODE: T2000 - T2200 - T2203 - T3000 - T4000 - 451 - 452 - 454 - 455

MATERIAL
<500 N/mm 80-140 ~ 0.023 | 80-140 = 0.023 | 80-140  0.033 | 80-140  0.033 | 80-140  0.045

Non Alloy Stee <700 N/mm 70-120  0.023 120 0.023 120 0.033 120 0.033 120 0.045
< 800 N/mm 70120 0.023 | 70-120  0.023 | 70-120  0.033 | 70-120  0.033 | 70-120 = 0.045

Alloy stee <1000 N/mm 50-85  0.014 50-85 = 0.014 | 80-85 0.022 | 50-85  0.022 | 50-85  0.280
<1200 N/mm 4070 0.013 4070 0.013 | 40-70 0.020 | 4070  0.020 | 40-70  0.025

High Alloy teel <1000 N/mm 50-85  0.014 50-85 | 0.014 | 80-85 0.022 | 50-85  0.022 | 50-85  0.280
<1200 N/mm 4070 0.013 4070 0.013 | 40-70 0.020 | 4070  0.020 | 40-70  0.025

steel <50 HRC 35-45  0.013 35-45  0.013 | 3545 0.015 | 35-45  0.015 | 3545  0.015

<65 HRC 30-40  0.010 | 30-40  0.010 | 30-40 0.012 | 30-40  0.012 | 30-40  0.012

stainfess Steel < 700 HRC 55-90  0.015 55-90 | 0.015 | 55-90 0.025 | 55-90  0.025 | 55-90  0.030
< 850 HRC 45-85  0.012 45-85  0.012 | 45-85 0.017 | 45-85  0.017 | 45-85  0.025

Cast Iron <180 HB 70130 0.010 | 70-130  0.020 | 70-130  0.030 | 70-130  0.030 | 70-130  0.040
<180 HB 60-100 ~ 0.010 | 60-100  0.020 | 60-100  0.030 | 60-100  0.030 | 60-100  0.040

Titanium 55-75  0.008 55-75 0.016 | 55-75 0.024 | 5575  0.024 | 5575  0.032
Inconel 50-70  0.090 50-70  0.090 | 50-70 0.015 | 5070  0.015 | 50-70  0.015
Graphyte 100200 0.014 | 100200  0.014 | 1002200  0.014 | 100200  0.028 | 100200  0.056

CODE: 72000 - T2200 - T2203 - T3000 - T4000 - 451 - 452 - 454 - 455

om | eme | oww | ewm
“mn

<500 N/mm 80-140 0.060 80-140 0.080 80-140 0.100 80-140 0.120

Non Alloy Stee <700 N/mm 120 0.060 120 0.080 120 0.100 120 0.120

<850 N/mm 70-120 0.060 70-120 0.080 70-120 0.100 70-120 0.120

Alloy Stee <1000 N/mm 50-85 0.035 50-85 0.045 50-85 0.060 50-85 0.080

<1200 N/mm 40-70 0.030 40-70 0.040 40-70 0.055 40-70 0.065

. <1000 N/mm 50-85 0.035 50-85 0.045 50-85 0.060 50-85 0.080
High Alloy Steel

<1200 N/mm 40-70 0.030 40-70 0.040 40-70 0.055 40-70 0.065

steel <50 HRC 35-45 0.030 35-45 0.030 35-45 0.040 35-45 0.065

< 65 HRC 30-40 0.020 30-40 0.020 30-40 0.030 30-40 0.050

. <700 HRC 55-90 0.040 55-90 0.050 55-90 0.055 55-90 0.090
Stainless Steel

< 850 HRC 45-85 0.032 45-85 0.045 45-85 0.060 45-85 0.075

Cast Iron <180 HB 70-130 0.050 70-130 0.060 70-130 0.080 70-130 0.100

<180 HB 60-100 0.050 60-100 0.060 60-100 0.080 60-100 0.100

Titanium 55-75 0.040 55-75 0.050 55-75 0.060 55-75 0.070

Inconel 50-70 0.030 50-70 0.030 50-70 0.050 50-70 0.060

Graphyte 100-200 0.056 100-200 0.084 100-200 0.084 100-200 0.140
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 900T - 910 - 910T

CUTTING SPEED FEED  fz = mm per tooth

MATERIAL Ve = m/mm
15+ 22 0.12 0.16 0.25 0.30 0.35
Non alloy steel 10+18 0.10 0.13 0.20 0.25 0.30
8+15 0.10 0.15 0.16 0.20 0.25
6+12 0.07 0.10 0.13 0.15 0.25
Alloy steel 5+ 10 0.05 0.08 0.10 0.13 0.15
Heat resistant steels 5+10 0.03 0.05 0.08 0.10 0.12
Stainless steel 8+12 0.04 0.06 0.08 0.10 0.12
8+12 0.20 0.25 0.30 0.35 0.40
CastIron 10+ 14 0.20 0.25 0.30 030 0.35
Aluminium and other 18+30 0.20 030 035 0.40 0.50

non-ferrous materials

CODE: CTK - CTK.R

74
MATERIAL vC

Steel <500 N/mm 40 - 80 0.012 0.015 0.020 0.020 0.020
Steel <800 N/mm 40 - 80 0.012 0.015 0.020 0.020 0.020
Steel >800 N/mm 30-50 0.012 0.013 0.017 0.017 0.017
Stainless steel 30-50 0.010 0.010 0.015 0.015 0.015
Inconell 25-40 0.010 0.010 0.015 0.015 0.015

Titanium 20 - 40 0.010 0.010 0.015 0.015 0.015

Cast Iron 20-50 0.012 0.013 0.012 0.012 0.016

Steel 20-50 0.012 0.013 0.013 0.013 0.015
Alluminium 70-150 0.012 0.015 0.020 0.020 0.025

Brass, Bronze, Copper, Plastic 60 - 100 0.012 0.015 0.060 0.120 0.160
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 5010 - 5020 - 5030 ROUGHING HIGH SPEED CUTTING

MATERIAL Construction Steel - KOHCTPYKLIMOHHAS CTAJIb
nn--
3 100 0.032 0.1xd 1.5xd 0.032 0.1xd 1.5Xd L
190 0.032 0.1xd 1.5xd 170 0.032 0.1xd 1.5xd apL
4 100 0.032 0.1xd 1.5xd 90 0.032 0.1xd 1.5xd —
190 0.032 0.1xd 1.5xd 170 0.032 0.1xd 1.5xd a—e>‘ ‘4—
5 100 0.054 0.1xd 1.5xd 90 0.054 0.1xd 1.5xd
190 0.054 0.1xd 1.5xd 170 0.054 0.1xd 1.5xd
6 100 0.054 0.1xd 1.5xd 90 0.054 0.1xd 1.5xd
190 0.054 0.1xd 1.5xd 170 0.054 0.1xd 1.5xd
3 100 0.063 0.1xd 1.5xd 90 0.063 0.1xd 1.5xd
190 0.063 0.1xd 1.5xd 170 0.063 0.1xd 1.5xd
10 100 0.072 0.1xd 1.5xd 90 0.072 0.1xd 1.5xd
190 0.072 0.1xd 1.5xd 170 0.072 0.1xd 1.5xd
12 100 0.080 0.1xd 1.5xd 90 0.080 0.1xd 1.5xd
190 0.080 0.1xd 1.5xd 170 0.080 0.1xd 1.5xd

CODE: 5010 - 5020 - 5030

Steel - CTANb
HRC 48-45
3 45 0.020 0.1xd 1.5xd 25 0.020 0.1xd 1.5xd
85 0.020 0.1xd 1.5xd 65 0.020 0.1xd 1.5xd
4 45 0.020 0.1xd 1.5xd 25 0.020 0.1xd 1.5xd
85 0.020 0.1xd 1.5xd 65 0.020 0.1xd 1.5xd
5 45 0.030 0.1xd 1.5xd 25 0.030 0.1xd 1.5xd
85 0.030 0.1xd 1.5xd 65 0.030 0.1xd 1.5xd
6 45 0.030 0.1xd 1.5xd 25 0.030 0.1xd 1.5xd
85 0.030 0.1xd 1.5xd 65 0.030 0.1xd 1.5xd
3 45 0.040 0.1xd 1.5xd 25 0.040 0.1xd 1.5xd
85 0.040 0.1xd 1.5xd 65 0.040 0.1xd 1.5xd
10 45 0.050 0.1xd 1.5xd 25 0.050 0.1xd 1.5xd
85 0.050 0.1xd 1.5xd 65 0.050 0.1xd 1.5xd
12 45 0.060 0.1xd 1.5xd 25 0.060 0.1xd 1.5xd
85 0.060 0.1xd 1.5xd 65 0.060 0.1xd 1.5xd

MATERIAL Steel - CTAJIb Graphite/Carbon Fibre/Glass Fibre
HARDNESS HRC 60-70
3 50 0016 01xd 15xd 30 0012 01xd 15xd % 0020  0.1xd 15xd
150 0020  0.1xd 15xd
4 50 0016 01xd  15xd 30 0012 01xd 15xd % 0020  0.1xd 1.5xd
150 0020  0.1xd 15xd
5 50 002 01xd 15xd 30 0018 01xd 15xd % 0027 0.1xd 15xd
150 0027 0.1xd 15xd
6 50 0023 01xd 15xd 30 0018 01xd 15xd % 0027 0.1xd 15xd
150 0027  0.1xd 15xd
8 50 0030  01xd  15xd 30 0025  01xd 15xd % 0054 0.1xd 1.5xd
150 0054  0.1xd 15xd
10 50 0038  01xd 15xd 30 0030 @ 01xd 15xd % 0072 0.1xd 15xd
150 0072 0.1xd 15xd
9 008  01xd 15xd
12 50 0045  01xd  15xd 30 0038  01xd 15xd oo | aess | X e
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 300 - 300T - 450 - 450T - 453 - 500 - 500T

MATERIAL Aluminium - AJIIOMUHNUIA Copper - MEZlb L

B ae

3 Max 0018  04xd  1xd 300 0016 03xd 1xd
4 Max 003  04xd  1xd 300 0032 03xd 1xd ap I
5 Max 0036  04xd  1xd 300 0032 03xd 1xd
6 Max 003 = 04xd  1xd 300 0032 03xd 1xd ae ||
8 Max 0072  04xd  1xd 300 0064  03xd 1xd el
10 Max 0.072 0.4xd 1xd 300 0.064 03xd 1xd
12 Max 0108  04xd  1xd 300 009%  03xd 1xd
14-18 Max 0108  04xd  1xd 300 009%  03xd 1xd
20-25 Max 0180  04xd  1xd 300 0160  03xd 1xd

CODE: 410 - 450 - 450T - 453 - 500 - 500T

MATERIAL Titanium - TUTAH Stainless Steel - HEPXXABEIOLLLAA CTANb

HARDNESS
B ae @ | Vo P e _ap |
3 80 0.011 0.1xd 1xd 70 0.012 0.1xd 1xd
4 80 0.023 0.1xd 1xd 70 0.024 0.1xd 1xd
5 80 0.023 0.1xd 1xd 70 0.024 0.1xd 1xd
6 80 0.023 0.1xd 1xd 70 0.024 0.1xd 1xd
8 80 0.046 0.1xd 1xd 70 0.047 0.1xd 1xd
10 80 0.046 0.1xd 1xd 70 0.047 0.1xd 1xd
12 80 0.068 0.1xd 1xd 70 0.071 0.1xd 1xd
14-18 80 0.068 0.1xd 1xd 70 0.071 0.1xd 1xd
20-25 80 0.114 0.1xd 1xd 70 0.118 0.1xd 1xd

CODE: 450 - 450T - 453 - 500 - 500T

MATERIAL Super Alloy - CYNEP CM/1AB Steel - CTA/b

HARDNESS

3 30 0.012 0.08 xd 1xd 130 0.012 0.2xd 1xd 110 0.013 0.1xd 1xd
4 30 0.024 0.08 xd 1xd 130 0.024 0.2xd 1xd 110 0.026 0.1xd 1xd
5 30 0.024 0.08 x d 1xd 130 0.024 0.2xd 1xd 110 0.026 0.1xd 1xd
6 30 0.024 0.08 x d 1xd 130 0.024 0.2xd 1xd 110 0.026 0.1xd 1xd
8 30 0.048 0.08 xd 1xd 130 0.048 0.2xd 1xd 110 0.052 0.1xd 1xd
10 30 0.048 0.08 xd 1xd 130 0.048 0.2xd 1xd 110 0.052 0.1xd 1xd
12 30 0.072 0.08 xd 1xd 130 0.072 0.2xd 1xd 110 0.078 0.1xd 1xd
14-18 30 0.072 0.08 x d 1xd 130 0.072 0.2xd 1xd 110 0.078 0.1xd 1xd
20-25 30 0.120 0.08 x d 1xd 130 0.120 0.2xd 1xd 110 0.130 0.1xd 1xd
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres
Pexxumbl 06paboTkm - Reznd rychlost

CODE: 300 - 300T - 450 - 450T - 453 - 500 - 500T

Copper - MEAb

3 Max 0.010 1xd 0.4xd 200 0.009 1xd 0.3xd
4 Max 0.020 1xd 0.4xd 200 0.018 1xd 03xd
5 Max 0.020 1xd 0.4xd 200 0.018 1xd 03xd
6 Max 0.020 1xd 0.4xd 200 0.018 1xd 03xd
8 Max 0.040 1xd 0.4xd 200 0.036 1xd 03xd
10 Max 0.040 1xd 0.4xd 200 0.036 1xd 03xd
12 Max 0.060 1xd 0.4xd 200 0.054 1xd 0.3 xd
14-18 Max 0.060 1xd 0.4xd 200 0.054 1xd 03xd
20-25 Max 0.100 1xd 0.4xd 200 0.090 1xd 03xd

CODE: 300 - 300T - 410 - 450 - 450T - 453 - 500 - 500T

Titanium - TUTAH Stainless Steel - HEPXXABEIOLLAS CTAJIb

3 60 0.006 1xd 0.1xd 50 0.006 1xd 0.1xd
4 60 0.013 1xd 0.1xd 50 0.013 1xd 0.1xd
5 60 0.013 1xd 0.1xd 50 0.013 1xd 0.1xd
6 60 0.013 1xd 0.1xd 50 0.013 1xd 0.1xd
8 60 0.026 1xd 0.1xd 50 0.026 1xd 0.1xd
10 60 0.026 1xd 0.1xd 50 0.026 1xd 0.1xd
12 60 0.038 1xd 0.1xd 50 0.038 1xd 0.1xd
14-18 60 0.038 1xd 0.1xd 50 0.038 1xd 0.1xd
20-25 60 0.064 1xd 0.1xd 50 0.064 1xd 0.1xd

CODE: 450 - 450T - 453 - 500 - 500T

MATERIAL Super Alloy - CYNEP CIMJIAB Steel - CTANb

HARDNESS

3 20 0.006 1xd 0.08xd | 110  0.008 1xd 0.1xd 9 | 0.007 1xd 0.1xd
4 20 0012 1xd 008xd | 110 0016 1xd 0.1xd 9 | 0012 1xd 0.1xd
5 20 | 0012 1xd 0.08xd | 110 0016 1xd 0.1xd 9 | 0012 1xd 0.1xd
6 20 0012 1xd 008xd | 110 0016 1xd 0.1xd 9 | 0012 1xd 0.1xd
8 20 | 0025 1xd 0.08xd | 110 0032 1xd 0.1xd 90 | 0.024 1xd 0.1xd
10 20 | 0025 1xd 0.08xd | 110 0032 1xd 0.1xd 90 | 0.024 1xd 0.1xd
12 20 0037 1xd 0.08xd | 110  0.048 1xd 0.1xd 9 | 0.036 1xd 0.1xd
14-18 20 0037 1xd 0.08xd 110 0048 1xd 0.1xd 9 0036 1xd 0.1xd
20-25 20 0062 1xd 0.08xd | 110 0.080 1xd 0.1xd 90  0.060 1xd 0.1xd
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres
Pexxumbl 06paboTkm - Reznd rychlost

- For finishing:
api ae <0,02-0,03xd
ap<0,8xd
aﬁ,‘ ‘,7 Ve = 1,2 x Ve (Parameter List)
Fz = 0,7 x Vc (Parameter List)

CODE: 300C - 400 - 400T - 410

MATERIAL Steel - CTAJIb

1-3 130 0.012 0.2xd 1xd 110 0.013 0.1xd 1xd 60 0.010 0.05xd 0.010x d

4 130 0.024 0.2xd 1xd 110 0.026 0.1xd 1xd 60 0.020 0.05xd 0.010x d

5 130 0.024 0.2xd 1xd 110 0.026 0.1xd 1xd 60 0.020 0.05xd 0.010 xd

6 130 0.024 0.2xd 1xd 110 0.026 0.1xd 1xd 60 0.020 0.05xd 0.010 xd

8 130 0.048 0.2xd 1xd 110 0.052 0.1xd 1xd 60 0.040 0.05x d 0.010xd

10 130 0.048 0.2xd 1xd 110 0.052 0.1xd 1xd 60 0.040 0.05x d 0.010 xd

12 130 0.072 0.2xd 1xd 110 0.078 0.1xd 1xd 60 0.060 0.05xd 0.010xd
14-18 130 0.072 0.2xd 1xd 110 0.078 0.1xd 1xd 60 0.060 0.05xd 0.010x d
20-25 130 0.120 0.2xd 1xd 110 0.130 0.1xd 1xd 60 0.100 0.05xd 0.010x d

CODE: 300C - 400 - 400T - 410

MATERIAL Cast Iron - YYTYH Copper - MEJb

HARDNESS

1-3 110 0.013 0.1xd 1xd 120 0.017 02xd 1xd 300 0.016 03xd 1xd
4 110 0.026 0.1xd 1xd 120 0.034 02xd 1xd 300 0.032 03xd 1xd

5 110 0.026 0.1xd 1xd 120 0.034 02xd 1xd 300 0.032 03xd 1xd

6 110 0.026 0.1xd 1xd 120 0.034 02xd 1xd 300 0.032 03xd 1xd

8 110 0.052 0.1xd 1xd 120 0.068 02xd 1xd 300 0.064 03xd 1xd
10 110 0.052 0.1xd 1xd 120 0.068 0.2xd 1xd 300 0.064 03xd 1xd
12 110 0.078 0.1xd 1xd 120 0.102 02xd 1xd 300 0.096 03xd 1xd
14-18 110 0.078 0.1xd 1xd 120 0.102 02xd 1xd 300 0.096 03xd 1xd
20-25 110 0.130 0.1xd 1xd 120 0.170 02xd 1xd 300 0.160 03xd 1xd

1-3 80 0.011 0.1xd 1xd 70 0.012 0.1xd 1xd 30 0.012 0.08 xd 1xd
4 80 0.023 0.1xd 1xd 70 0.024 0.1xd 1xd 30 0.024 0.08 xd 1xd

5 80 0.023 0.1xd 1xd 70 0.024 0.1xd 1xd 30 0.024 0.08 x d 1xd

6 80 0.023 0.1xd 1xd 70 0.024 0.1xd 1xd 30 0.024 0.08 x d 1xd

8 80 0.046 0.1xd 1xd 70 0.047 0.1xd 1xd 30 0.048 0.08 xd 1xd
10 80 0.046 0.1xd 1xd 70 0.047 0.1xd 1xd 30 0.048 0.08 xd 1xd
12 80 0.068 0.1xd 1xd 70 0.071 0.1xd 1xd 30 0.072 0.08 xd 1xd
14-18 80 0.068 0.1xd 1xd 70 0.071 0.1xd 1xd 30 0.072 0.08 xd 1xd
20-25 80 0.114 0.1xd 1xd 70 0.118 0.1xd 1xd 30 0.120 0.08 xd 1xd
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Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 200 - 200T - 200D - 200DT - 200S - 200ST - 201 - 210
300 - 300T - 300C - 400 - 400T - 400D - 400DT - 401 - 410 l

ap pr— —

. ve R ae | ap | Vo B | _ae _ap ae

MATERIAL Steel - CTA/Ib

1-3 110 0.008 1xd 0.1xd 90 0.007 1xd 0.1xd
4 110 0.016 1xd 0.1xd 90 0.012 1xd 0.1xd —
5 110 0.016 1xd | 01xd 90 0012 1xd 0.1xd For finishing:
3e<0,02-0,03xd

6 110 0.016 1xd 0.1xd 90 0.012 1xd 0.1xd ap <08 xd
8 110 0.032 1xd 0.1xd 90 0.024 1xd 0.1xd Vc = 1,2 x Vc (Parameter List)
10 110 0.032 1xd 0.1xd 90 0.024 1xd 0.1xd Fz = 0,7 x Vc (Parameter List)
12 110 0.048 1xd 0.1xd 90 0.036 1xd 0.1xd

14-18 110 0.048 1xd 0.1xd 90 0.036 1xd 0.1xd HSC = Standard Cutting

20-25 110 0.080 1xd 0.1xd 90 0.060 1xd 0.1xd Speed X 2

MATERIAL Steel - CTAJb Cast Iron

Ve R e ap | Vo B2 ap | Vo F__a

13 40 0.006 1xd 0.05xd 90 0.006 1xd 0.1xd 100 0.009 1xd 0.2xd

4 40 0.008 1xd 0.05xd 90 0.013 1xd 0.1xd 100 0.018 1xd 0.2xd

5 40 0.008 1xd 0.05xd 90 0.013 1xd 0.1xd 100 0.018 1xd 0.2xd

6 40 0.008 1xd 0.05xd 90 0.013 1xd 0.1xd 100 0.018 1xd 0.2xd

8 40 0.016 1xd 0.05xd 90 0.026 1xd 0.1xd 100 0.036 1xd 0.2xd
10 40 0.016 1xd 0.05xd 90 0.026 1xd 0.1xd 100 0.036 1xd 0.2xd
12 40 0.024 1xd 0.05xd 90 0.038 1xd 0.1xd 100 0.054 1xd 0.2xd
14-18 40 0.024 1xd 0.05xd 90 0.038 1xd 0.1xd 100 0.054 1xd 0.2xd
20-25 40 0.040 1xd 0.05xd 90 0.064 1xd 0.1xd 100 0.090 1xd 0.2xd

CODE: T2204R SIDE MILLING

MATERIAL Aluminum Cast Aluminum Steel - CTANb Inox Cast Iron - YYTYH

HARDNESS | | >10%si <500N <750N <900N <1100N <900N

VC VC VC VC F1 vC '/ F1
m/' m/' m/' m/' mm m/' m/' mm m/'
80

5 350 0.023 | 250 0.023 160 | 0.023 140 0.023 130 0.023 0.023 90 0.023 120 0.023
6 350 0.033 | 250 0.033 160 | 0.033 140 0.033 130 0.033 80 0.033 90 0.033 120 0.033
8 350 0.045 | 250 0.045 160 0.045 140 0.045 130 0.045 80 0.045 90 0.045 120 0.045
10 350 0.060 | 250 0.060 160 | 0.060 140 0.060 130 0.060 80 0.060 90 0.060 120 0.060
12 350 0.080 | 250 0.080 160 | 0.080 140 0.080 130 0.080 80 0.080 90 0.080 120 0.080
14 350 0.080 | 250 0.080 160 | 0.080 140 0.080 130 0.080 80 0.080 90 0.080 120 0.080
16 350 0.100 | 250 0.100 160 | 0.100 140 0.100 130 0.100 80 0.100 90 0.100 120 0.100
18 350 0.100 | 250 0.100 160 | 0.100 140 0.100 130 0.100 80 0.100 90 0.100 120 0.100
20 350 0.120 | 250 0.120 160 0.120 140 0.120 130 0.120 80 0.120 90 0.120 120 0.120

CODE: T2204R SLOT MILLING

HARDNESS _ >10%Si <500N 50N <900N <1100N <900N _

<7
vC VC VC FL VC vC FZ VC VC vC
m/' m/' m/' mm m/' m/' mm m/' m/' m/'
90

5 350 0.025 | 250 | 0.025 160 | 0.025 140 0.025 130 0.025 80 0.025 0.025 120 0.025
6 350 0.037 | 250 | 0.037 160 | 0.037 140 0.037 130 0.037 80 0.037 90 0.037 120 0.037
8 350 0.051 | 250 @ 0.051 160 = 0.051 140 0.051 130 0.051 80 0.051 90 0.051 120 0.051
10 350 0.068 | 250 | 0.068 160 | 0.068 140 0.068 130 0.068 80 0.068 90 0.068 120 0.068
12 350 0.090 | 250 | 0.090 160 | 0.090 140 0.090 130 0.090 80 0.090 90 0.090 120 0.090
14 350 0.090 | 250 | 0.090 160 | 0.090 140 0.090 130 0.090 80 0.090 90 0.090 120 0.090
16 350 0.113 | 250 | 0.113 160 | 0.113 140 0.113 130 0.113 80 0.113 90 0.113 120 0.113
18 350 0.113 | 250 | 0.113 160 | 0.113 140 0.113 130 0.113 80 0.113 90 0.113 120 0.113
20 350 0.135| 250 | 0.135 160 | 0.135 140 0.135 130 0.135 80 0.135 90 0.135 120 0.135
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Pexxumbl 06paboTkm - Reznd rychlost

CODE: 200V

MATERIAL

Steel
Steel
Steel
Cast Iron
Stainless Steel-Steel
(ast Iron
Stainless Steel-Steel
Inconel
Titanium

Copper-Bronze-Brass

Aluminoium

MATERIAL

HARDNESS

<500 N/mm2
<800 N/mm2
<1000 N/mm2
<180 HB
<1300 N/mm2
>180 HB

70-75
40-60

35-40

30-35

25-30

50-120
150

93 - 04

NS AN

6400 320 0.050 | 4000 320 0.080
4000 200 0.050|2600 208 0.080

2500
1600

350
224

0.140
0.140

3200 144 0.045|2200 154 0.070| 1400 168 0.120

2800 126 0.045|1800 126 0.070| 1100 132 0.120

2200 83 0.040 | 1600 96 0.060| 900 99 0.110

1800 72 0.040|1100 66 0.060| 700 77 0.110

5000 500 0.100|3500 525 0.150 | 2200 550 0.250

10000 500 0.050|6300 567 0.090 | 4000 600 0.150

g

800

660
500

1900
3200

361
240

180

136

105
80

570
640

os-06 | es-o0 | o
o v f | o v A

0.190
0.20

0.180

0.170

0.160

0.160

0.30
0.20

(

n | Vf| Fz

1500
900

850

650

500
400

1700
2500

360
225

187

143

110

80

595
625

0.240
0.250

0.220

0.220

0.220

0.200

0.350
0.270

1300
850

364
238

0.280
0.280

680 190 0.280

550 143 0.260

480 120 0.250

320 0.250

1400 630 0.450

2000 700 0.350

Steel
Steel
Steel
Cast Iron
Stainless Steel-Steel
Cast Iron
Stainless Steel-Steel
Inconel
Titanium

(Copper-Bronze-Brass

Aluminoium

MATERIAL

<500 N/mm2
<800 N/mm2
<1000 N/mm2
<180 HB
<1300 N/mm2
>180 HB

HARDNESS

70-75
40-60

35-40

30-35

25-30

20

50-120
150

6800 65 0.005/4300 65 0.008/2650 70 0.014
5400 55 0.005/3500 55 0.008/2100 58 0.014
3600 28 0.004/ 2300 28 0.006/ 1400 34 0.012
3000 25 0.004/2000 25 0.006/1200 30 0.012
2200 17 0.004/ 1600 20 0.006/ 1000 20 0.010
1800 11 0.003{1100 12 0.005| 700 14 0.010
7000 112 0.008/ 6000 120 0.010]3500 120 0.017
13000 200 0.008| 8600 220 0.013| 5300 240 0.023

2000
1600

1000

900

760

500

3200
4000

75
60

35

30
20

14

128
240

0.019
0.019

0.017

0.016
0.013

0.013

0.020
0.030

1500
1200

800

700

600

400

2200
3000

75 0.025
60 0.025

35

30
22

15

132
250

0.020

0.020

0.018

0.018

0.030
0.040

1200
1000

75
60

0.030
0.030

630 35 0.027

550 30 0.027

400 22 0.027

320 16 0.025

1750
2400

140
250

0.040
0.050

Steel
Steel
Steel
Cast Iron
Stainless Steel-Steel
(ast Iron
Stainless Steel-Steel
Inconel
Titanium

Copper-Bronze-Brass
Aluminoium

<500 N/mm2
<800 N/mm2
<1000 N/mm2
<180 HB
<1300 N/mm2
>180 HB

70-75
40-60

35-40

30-35

2530

20

50-120
150

6800 110 0.008 | 4300 120 0.014| 2650 130 0.025
5400 85 0.008|3500 90 0.013|2100 105 0.025
3600 58 0.008|2300 60 0.013|1400 70 0.025
3000 45 0.008|2000 50 0.013|1200 60 0.025
2200 35 0.008|1600 40 0.013|1000 50 0.025
1800 25 0.007|1100 25 0.011| 700 35 0.025
7000 200 0.010|6000 210 0.015| 3500 216 0.030
13000 210 0.008 | 8600 225 0.013|5300 320 0.030
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2000
1600

1000

900

760

500

3200
4000

225
360

0.036

0.036

0.035

0.045
0.045

700

600

400

2200
3000

230
300

0.050

0.045

0.050

0.050
0.050

1200
1000

156
125

0.065
0.062

630 80 0.062

550 65 0.060

400 55  0.070

320 40  0.060

1750
2400

234
310

0.065
0.065




Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

_>‘

— ‘ For finishing:
a 3e<0,02-0,03xd
P - ap<08xd
Ve = 1,2 x Vc (Parameter List)
Fz = 0,7 x Vc (Parameter List)

CODE: 200R - 200RT - 200RL - 200RLT - 201R - 300CR - 300R - 300RT - 300RLT - 400R - 400RT - 400RLT - 401
ROUGHING - STANDARD CUTTING SPEED

MATERIAL Steel - CTANb

HARDNESS < 50 HRC < 60 HRC

120 0.016 0.03 xd 0.03xd 70 0.014 0.03xd 0.03xd
120 0.032 0.03 xd 0.03xd 70 0.028 0.03xd 0.03xd
120 0.032 0.03 xd 0.03xd 70 0.028 0.03xd 0.03xd
120 0.064 0.03xd 0.03xd 70 0.056 0.03xd 0.03xd
120 0.064 0.03 xd 0.03xd 70 0.056 0.03xd 0.03xd
12-18 140 0.096 0.03xd 0.03xd 120 0.096 0.03xd 0.03xd 70 0.084 0.03xd 0.03xd
20-25 140 0.160 0.03 xd 0.03xd 120 0.160 0.03 xd 0.03xd 70 0.140 0.03xd 0.03xd

CODE: 200R - 200RT - 200RL - 200RLT - 201R - 300CR - 300R - 300RT - 300RLT - 400R - 400RT - 400RLT - 401

MATERIAL Copper - MEb Titanium - TUTAH Stainless Steel - HEPXABEIOLLAS CTAJTb

<170 HB < 50 HRC < 60 HRC

HARDNESS

1-3 0.020 0.03 xd 0.03 xd 0.014 0.03xd 0.03xd 0.015 0.03 xd 0.03 xd
4 350 0.040 0.03xd 0.03xd 90 0.028 0.03xd 0.03xd 80 0.030 0.03 xd 0.03 xd

6 350 0.040 0.03 xd 0.03xd 90 0.028 0.03 xd 0.03xd 80 0.030 0.03xd 0.03xd

8 350 0.080 0.03 xd 0.03xd 90 0.057  0.03xd 0.03xd 80 0.060 0.03xd 0.03 xd
10 350 0.080 0.03 xd 0.03xd 90 0.057  0.03xd 0.03xd 80 0.060 0.03 xd 0.03 xd
12-18 350 0.120 0.03 xd 0.03xd 90 0.085 0.03 xd 0.03xd 80 0.090 0.03 xd 0.03xd
20-25 350 0.200 0.03 xd 0.03xd 90 0.142 0.03 xd 0.03xd 80 0.150 0.03 xd 0.03xd

CODE: 200R - 200RT - 200RL - 200RLT - 201R - 300CR - 300R - 300RT - 300RLT - 400R - 400RT - 400RLT - 401

MATERIAL Super Alloy - CYMEP CIJIAB Cast Iron - YYTYH

1-3 40 0.015 0.03xd 003xd 0.019  0.03xd 003xd 0.015 0.03xd 0.03xd
4 40 0.030 0.03xd 0.03 xd 130 0.038 0.03 xd 0.03 xd 120 0.030 0.03xd 0.03xd

6 40 0.030 0.03xd 0.03xd 130 0.038 0.03xd 0.03xd 120 0.030 0.03xd 0.03xd

8 40 0.060 0.03xd 0.03xd 130 0.076 0.03xd 0.03xd 120 0.060 0.03xd 0.03xd

10 40 0.060 0.03xd 0.03xd 130 0.076 0.03xd 0.03xd 120 0.060 0.03xd 0.03xd
12-18 40 0.090 0.03xd 0.03xd 130 0.114 0.03xd 0.03xd 120 0.090 0.03xd 0.03xd
20-25 40 0.150  0.03xd 0.03xd 130 0.190  0.03xd 0.03xd 120 0.150 0.03xd 0.03xd

= Standard Cutting Speed X 1,4
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: CTS60 - (TS90 - 142

MATERIAL VC
I T B T I T

Steel <500 N/mm 180 0.03 0.05 0.07 0.08 0.10
Steel <800 N/mm 150 0.01 0.03 0.05 0.06 0.08
Steel >800 N/mm 140 0.03 0.05 0.07 0.08 0.10
Stainless steel 70 0.01 0.03 0.04 0.05 0.07
Inconell 25-40 0.01 0.01 0.01 0.015 0.015

Titanium 20 - 40 0.01 0.01 0.01 0.015 0.015

Cast Iron 140 0.02 0.04 0.06 0.07 0.09

Tool Steel 85 0.01 0.03 0.05 0.06 0.08
Alluminium 500 0.02 0.05 0.08 0.10 0.12

Brass, Bronze, Copper, Plastic 280 0.02 0.05 0.08 0.10 0.12
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 201-401 SLOT MILLING

Steel - CTA/Ib

I
ol "t >l e (e g e (e e s e e
(media) (media) (media) (media)
130  0.005 41380 415 1 1 | 120 0.005 38200 380 1 1 100 0.004 31830 255 1 1 50 0.002 15920 65 1 0.2
120 0.010 19100 380 2 100 0.008 15920 255 50 0.004 7960 65 2
120 0.015 12730 380 3 100 0.012 10610 255 50 0.006 8310 65 3
120 0.020 9550 380 4 100 0.016 7960 @ 255 50 0.008 3980 65 4 08
120 0.025 7640 380 5 100 0.020 6370 255 50 0.010 3180 65 5
[ 6
8 8

I| |
(¢

1

2 130  0.010 20690 415
3 130 0.015 13790 415
4 130 0.020 10350 415
5 130 0.025 8280 415
6 130 0030 6900 415 120 0030 6370 380 100 0.024 5310 255 50 0012 2650 65
8 130 0.040 5170 415 120 0040 4770 380 100 0032 3980 255 50 0.016 1990 65
10 | 130 0050 4140 415 10 10 | 120 0.050 3820 380 10 10 | 100 0.040 3180 255 10 10 | 50 0.020 1590 65 10 2
12 130 0.060 3450 415 12 12| 120 0060 3180 380 12 12 | 100 0.048 2650 255 12 12 | 50 0024 1330 65 12 24
16 | 130 0.080 259 415 16 16 | 120 0080 2390 380 16 16 | 100 0064 1990 255 16 16 | 50 0032 990 65 16 32
20 | 130 0.100 2070 415 20 20| 120 0100 1910 380 20 20 | 100 0.080 1590 255 20 20 | 50 0040 800 65 20 4

CODE: 201-401 SLOT MILLING

Stainless Steel - HEPXXABEOLLIAA CTAJIb Cast Iron - YYT'YH Steel - CTAJIb
Ve vf Vc Ve Vc
(media) (media) (media) (media)
80 255 1 08 | 50 1 06 | 130 1 0.8 | 400

0.005 24460 0.005 15920 160 0.005 41380 415 0.006 127320 1530 1 04

80 | 0.010 12730 255 16 | 50 0010 7960 160

24 | 50 0015 5310 160

1

2 2 2 12 | 130 0010 20690 415 2 1.6 | 400 0.012 63660 1530 2

3 80 0015 8490 255 3 3 18 | 130 0015 13790 415 3 24 | 400 0.018 42440 1530 3

4 80 0020 6370 255 4 32| 50 0020 3980 160 4 24 | 130 0.020 10350 415 4 32 | 400 0024 31830 1530 4 16
5 80 0025 5090 255 5 40 | 50 0025 3180 160 5 3.0 | 130 0025 8280 415 5 40 | 400 0.030 24460 1530 5

6 80 0030 4240 255 6 48 | 50 0.030 2650 160 6 36 | 130 0.030 6900 415 6 48 | 400 0036 21220 1530 6

8 80 0040 3180 255 8 64 | 50 0040 1990 160 8 48 | 130 0.040 5170 415 8 64 | 400 0048 15920 1530 8

10 80 0050 2550 255 10 80 | 50 0050 1590 160 10 60 | 130 0.050 4140 415 10 80 | 400 0.060 12730 1530 10 4.0
12 80 0060 2120 255 12 96 | 50 0060 1330 160 12 72 | 130 0.060 3450 415 12 96 | 400 0072 10610 1530 12 48
16 80 0080 1590 255 16 128| 50 0080 990 160 16 96 | 130 0.080 2590 415 16 128 | 400 0.09 7960 1530 16 6.4
20 80 0.100 1270 255 20 160| 50 0100 800 160 20 120 | 130 0.100 2070 415 20 16.0 | 400 0.120 6370 1530 20 8.0

CODE: 201-401 SLOT MILLING

A3 vf ap A3
(media) (media)
70 180 1 0.6 | 400

Aluminum-Plastic
Soft

0.004 22280 0.006 127320 1530 1 04
70 0008 11140 180 2 12 | 400 0012 63660 1530 2 08
70 0012 7430 180 3 1.8 | 400 0018 42440 1530 3 12
70 0016 5570 180 4 24 | 400 0024 31830 1530 4 16
70 1 0.020 4460 180 5 3.0 | 400 0.030 25460 1530 5 2
70 0024 3710 180 6 36 | 400 0.036 21220 1530 6 24 l
70 10032 2790 180 8 48 | 400 0.048 15920 1530 8 3.2 vy
70 0040 2230 180 10 6.0 | 400 0060 12730 1530 10 4 ap T—f—
70 0048 1860 180 12 72 | 400 0.072 10610 1530 12 48 T
70 0064 1390 180 16 96 | 400 0069 7960 1530 16 64 — -«—
70 1 0.080 1110 180 20 120 | 400 0.120 6370 1530 20 8 ae
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 120 - 122T - 122TL- 130 - 140 - 190

B O

S;?/:;‘Lisérs;ﬁ:' 20430 0.04+0.10 | 005015 | 0.05+0.18 | 0.08+020 | 0.10+0.20
<600 N/mm 6538 30-60 005-0.15 | 0.05-020 | 010-022 | 0.10-025 | 0.10-0.25
Cast steel <700 N/mm 6552 25-50 0.04-0.10 | 0.05-015 | 0.05-0.18 | 0.08-020 | 0.10-0.20
>700 N/mm 6562 20-45 0.04-0.10 | 005-015 | 0.10-0.18 | 0.08-020 | 0.10-0.20

6620
<200 N/mm 6GG 40 70-110 | 010-025 | 0.15-030 | 020-040 | 025-045 | 030-050

GTS 45

6630
<250 N/mm 666 50 60-95 010-020 | 012-025 | 0.15-035 | 020-0.40 | 025-0.45

Cast Iron GTS 40

uyrYH 6640
> 250 N/mm 66G 70 50-80 010-020 | 0.12-025 | 0.15-035 | 020-040 | 0.25-0.45

GTS 70

350 HB
150 B 20-55 0.04-0.10 | 0.06-012 | 0.08-0.15 | 0.08-0.15 | 0.10-0.18
Copper - Bronze - Brass 60-220 | 007-018 | 0.12-025 | 020-035 | 025-0.45 | 030-050
MEZpb - BPOH3A - JIATYHb

Aluminium <10%Si 80-200 | 010-025 | 015-035 | 025-045 | 030-050 | 035-055
ATIOMHIAIY > 100 Si 70-200 | 010-025 | 015-035 | 025-045 | 030-050 | 035-055
T'tT?AT:Hm 15-40 002-007 | 004-010 | 006-0.12 | 0.08-0.15 | 0.08-0.15
ML”:S:ELB 10-30 0.02-007 | 0.04-0.10 | 0.06-0.12 | 0.08-0.15 | 0.08-0.15

CORRECTION FACTORS - YTOYHSAIOLLME AAHHBIE
5xd=x0,8

8xd=x0,7

Code 120 =x 0,7

Code 130 =x0,7
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 122F - 122FL - 122FALX

o
MATERIAL HARDNESS Type e %m 316.1-20
ST - T

<500 N/mm2 70 - 90 0.001 0.012 0.015 0.020 0.025
Steel <800 N/mm2 50 - 80 0.010 0.012 0.015 0.020 0.025
CTATb <1000 N/mm2 45 - 60 0.010 0.012 0.013 0.017 0.020
<1300 N/mm2 40 - 55 0.010 0.012 0.013 0.017 0.020
Stainless Steel 25+55 0.04+0.10 | 0.05+0.15 | 0.05+0.18 | 0.08+0.20 | 0.10+0.20
HEP)XABEKOLLAA CTAJIb
<600 N/mm GS 38 40-70 0.05-0.15 | 0.05-020 | 0.10-0.22 | 0.10-0.25 | 0.10-0.25
ncha:;Sctiinb <700 N/mm GS 52 30-50 0.04-0.10 | 0.05-0.15 | 0.05-0.18 | 0.08-020 | 0.10-0.20
>700 N/mm GS 62 25-55 0.04-0.10 | 0.05-0.15 | 0.10-0.18 | 0.08-020 | 0.10-0.20
GG 20
<200 N/mm GGG 40 80- 130 0.10-0.25 | 0.15-030 | 0.20-0.40 | 0.25-0.45 | 0.30-0.50
GTS 45
GG 30
<250 N/mm GGG 50 70-115 0.10-020 | 0.12-025 | 0.15-0.35 | 020-0.40 | 0.25-0.45
Cast Iron GTS 40
UYTYH GG 40
> 250 N/mm GGG 70 60 - 100 0.10-020 | 0.12-025 | 0.15-0.35 | 020-0.40 | 0.25-0.45
GIS 70
350 HB
450 HB 25-65 0.04-0.10 | 0.06-0.12 | 0.08-0.15 | 0.08-0.15 | 0.10-0.18
Copper - Bronze - Brass
MEE[’b _ EPOM3A - NIATYHb 70 - 300 0.07-0.18 | 0.12-025 | 020-035 | 025-0.45 | 0.30-0.50
Aluminium >10%Si 90 - 300 0.10-025 | 0.15-035 | 0.25-045 | 030-050 | 0.35-0.55
ATIOMVHUI <10%Si 100 - 400 0.10-0.25 | 0.15-035 | 0.25-0.45 | 030-050 | 0.35-0.55
Titanium
TUTAH 15-45 0.02-0.07 | 0.04-0.10 | 0.06-0.12 | 0.08-0.15 | 0.08-0.15
Inconel Inconel 15-35 | 002-007 | 004-010 | 0.06-0.12 | 008-015 | 0.08-0.15
NHKOHE/Tb

CORRECTION FACTORS - YTOYHSAIOLWNE JAHHBIE

5xd=x0,8

8xd=x0,7

CODE: (TM

MATERIAL
<500 N/mm2 70-90 0.001 0.012 0.015 0.02
Steel <800 N/mm?2 50- 80 0.01 0.012 0.015 0.02
CTAb <1000 N/mm2 45-60 0.01 0.012 0.013 0.017
<1300 N/mm2 40-50 0.01 0.012 0.013 0.017
Stainless Steel-Steel
HEPKABEIOLLAS CTA/Tb <1300 N/mm?2 35-50 0.07 0.01 0.01 0.015
Cast Iron
UYrYHn <180 HB 45-60 0,01 0,012 0,013 0,017
(ast Iron
UyrYHn <180 HB 40-55 0,01 0,012 0,013 0,017
Inconel - Titanium
VHKOHENb — TUTAH 25-40 0,007 0,01 0,01 0,015
Copper - Bronze - Brass ;

ME/Ib - BPOH3A - JIATYHb 60-100 0,012 0,012 0,015 0,02
Aluminium <6% Si 80-120 0,012 0,012 0,015 0,02
AIOMUHUN >6% Si 110-180 0,012 0,012 0,015 0,02
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Parametri di taglio
Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTku - Rezna rychlost

CODE: 600 - 600T

<700 N/mm 90-200 0.035-0.100 0.040-0.120  0.045-0.150 = 0.050-0.180 = 0.060-0.021 = 0.070-0.250 = 0.080-0.280  0.090-0.350

<700-900 N/mm 80-160 0.030-0.090 0.035-0.100  0.040-0.130 =~ 0.045-0.150  0.050-0.180 = 0.060-0.210  0.070-0.250  0.080-0.300

Steel 900-1200 N/mm 60-120 0.025-0.080 0.030-0.090  0.035-0.110 = 0.040-0.130  0.045-0.160 = 0.050-0.190  0.055-0.220  0.060-0.250

>1200 N/mm 40-100 0.020-0.070 0.025-0.080  0.030-0.100  0.035-0.120 = 0.040-0.150 = 0.045-0.180  0.050-0.210  0.055-0.230

Stainless Steel 25-80 0.025-0.080 0.030-0.080  0.035-0.110 = 0.040-0.130  0.045-0.160 = 0.050-0.190 = 0.055-0.220  0.060-0.250
Stainless Steel

Hard 20-65 0.020-0.070 0.025-0.070  0.030-0.100  0.035-0.120 ~ 0.040-0.150 = 0.045-0.180  0.050-0.210  0.055-0.230

Cast lron 80-180 0.035-0.100 0.040-0.120  0.045-0.150 = 0.050-0.180 = 0.060-0.210 = 0.070-0.250 = 0.080-0.280  0.090-0.350

Cast Iron 65-150 0.030-0.090 0.035-0.100 =~ 0.040-0.130 = 0.045-0.150 = 0.050-0.180 = 0.060-0.210  0.070-0.250  0.080-0.300
Nodular Cast Iron

High Hardness 50-120 0.025-0.080 0.030-0.090  0.035-0.110 = 0.040-0.130  0.045-0.160 = 0.050-0.190 = 0.055-0.220  0.060-0.250
Nodular Cast Hard

. 40-100 0.020-0.070 0.025-0.080  0.030-0.100 = 0.035-0.120 = 0.040-0.150 = 0.045-0.180  0.050-0.210  0.055-0.210

Workability

Aluminium <15% 100-350 0.050-0.200 0.070-0.240  0.090-0.280 = 0.110-0.300 = 0.130-0.350 = 0.140-0.400  0.150-0.450  0.160-0.500

Aluminium >15% 80-250 0.040-0.100 0.060-0.140  0.080-0.180 = 0.100-0.200 = 0.120-0.250 = 0.130-0.300 = 0.140-0.350  0.150-0.400

Brass 80-180 0.030-0.090 0.035-0.100  0.040-0.130 = 0.045-0.150 = 0.050-0.180 = 0.060-0.210  0.070-0.250  0.080-0.300

Bronze 70-200 0.030-0.090 0.035-0.100  0.040-0.130 = 0.045-0.150 = 0.050-0.180 = 0.060-0.210  0.070-0.250  0.080-0.300

Titanium 20-60 0.020-0.070 0.025-0.080  0.030-0.100 = 0.035-0.120 = 0.040-0.150 = 0.045-0.180  0.050-0.210  0.055-0.230

ESEMPIO DI PROGRAMMA CNC
CNC program example

M8X1.25 H hole 16.8mm CAST IRON

NO G54 G90 GO0 X0 YO 72 $S4244 101 M03
Posizionamento dell’utensile sul foro
Tool positioning on the hole

N1 G91 7-19.1125
Inserimento dell’'utensile nel foro
Inserting the tool in the hole

N2 GO1 Y0.625 F509
Allontanamento dell’'utensile dal centro
Tool removal from the center

N3 G41 GO1 X3.375Y0

Scostamento dell'utensile verso

il punto di partenza

Deviating tool toward the starting point

N4 G03 X-3.375 Y3.375 70.3125 1-3.375 JO
Avvicinamento in entrata
Approcing on the enter

N5 GO3 X0 YO0 Z21.25 10 J-4
Fresatura a filettare
Thread milling

N6 GO03 X-3.375 Y-3-375 70.3125 10 )-3-375
Uscita dal filetto
Gone out to the thread

N7 GO0 G40 X3.375 Y-0.625
Scostamento dell’utensile verso il centro
Tool deviation to the center

N8 G90 72
Uscita dell’'utensile dal foro
Tool exit from the hole
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Parametri di taglio

Cutting speed

Richtwerte - Paramétres - Pexxumbl 06paboTkm - Rezna rychlost

CODE: 620FT
CODE: 620-620T-620F= -20%

| WARDNESS | Ve | b (oriling Feed) mm/rev

Fz (Milling Feed) mm/tooth

MATERIAL
Grey Cast Iron <500 <150 100-200 0.10-0.15 0.15-0.22 0.02-0.05 0.05-0.10
Grey Cast Iron, heat treated >500<1000 >150<300 100-200 0.10-0.15 0.15-0.22 0.02-0.05 0.05-0.10
Vermicular cast iron 400-500 200-250 80-100 0.10-0.15 0.15-0.22 0.02-0.05 0.05-0.10
Spheroidal graphite cast iron <700 <200 80-120 0.10-0.15 0.15-0.22 0.02-0.05 0.05-0.10
Short chip brass, bronze, red brass <700 <200 100-200 0.10-0.30 0.15-0.10 0.03-0.06 0.06-0.10
(u, Al, Fe alloy <500 <470 80-160 0.10-0.15 0.15-0.22 0.02-0.05 0.05-0.10
Al, Mg non alloy <350 <100 100-400 0.10-0.25 0.25-0.30 0.03-0.06 0.06-0.10
Cast Aluminium Alloy <5% Si <600 <180 100-350 0.10-0.25 0.25-0.30 0.03-0.06 0.06-0.10
Cast Aluminium Alloy >5% <10% Si <600 <180 100-350 0.10-0.25 0.25-0.30 0.03-0.06 0.06-0.10
Cast Aluminium Alloy >10% Si <600 <180 100-300 0.10-0.25 0.25-0.30 0.03-0.06 0.06-0.10
Thermoplastics 60-120 0.10-0.25 0.25-0.30 0.03-0.06 0.06-0.10
Thermosetting Plastics 60-100 0.10-0.25 0.25-0.30 0.03-0.06 0.06-0.10
Fiber reinforced plastics 60-80 0.10-0.15 0.15-0.22 0.02-0.05 0.05-0.10

ESEMPIO DI PROGRAMMA CNC
CNC program example

M8X1.25 H hole 18.39mm CAST IRON

NO G54 G90 GO0 X0 72 $S4897 T01 M03
Posizionamento dell'utensile sul foro
Tool positioning on the hole

N1 G91 GO1 Z-20.39 F490
Esecuzione del foro
Hole execution

N2 G01 20.417
Ritiro dell'utensile dal foro
Tool retraction from the hole

N3 G41 GO1 X0 Y-3.25 F392
Scostamento dell'utensile verso

il punto di partenza

Tool deviation from the starting point

N4 GO03 X0 Y7.25 70.625 10 J3.625
Avvicinamento in entrata
Approcing on the enter

N5 GO03 X0 Y0 20.125 10 J-4
Fresatura a filettare

Thread milling

N6 GO3 X0 Y-7.25 70.625 10 J-3.625
Uscita dal filetto
Gone out thread

N7 GO0 G40 X0 Y3.25
Scostamento dell’utensile verso il centro
Tool deviation to the center

N8 G90 72
Uscita dell'utensile dal foro
Tool exit from the hole
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Dimensioni gambi weldon DIN 6535 HB a richiesta

Weldon shank dimentions DIN 6535 HB on request

Dimension Weldon DIN 6535 HB auf Anfrage - Dimensions queue weldon DIN 6535 HB sur demande
XBocToBuk Tna Weldon DIN 6535 HB

d2
mm
6
8
10
12
14
16
18
20
25
32

b1
mm
4.2

55

7.0

8.0

8.0
10.0
10.0
11.0
12.0
14.0

el
mm
18.0
18.0
20.0
22.5
22.5
24.0
24.0
25.0
32.0
36.0

h1
mm
5.1
6.9
8.5
10.4
12.7
14.2
16.2
18.2
23.0
30.0

I
mm
36
36
40
45
45
48
48
50
56
60

12

mm

17
19

‘ e1
|
1

L

e1
||

b
450
0

1
45;*% I2
XXX

hi

d2

hi

I _ d2
|
Dimensioni gambi flat DIN 6535 HE a richiesta
Whistle notch shank dimentions DIN 6535 HE on request
Dimension spannflache DIN 6535 HE auf anfrage - Dimensions queue flat DIN 6535 HE sur demande
XsocTtoBukTMnaHEWeldon DIN 6535
B :
25 18 1.2 e e,
8 47 6.1 7.2 6.6 36 25 18 1.2 .
10 5.7 73 9.1 8.4 40 28 20 1.2 para
12 6.0 8.2 11.2 10.4 45 33 225 1.2 X
16 7.6 10.1 15.0 14.2 48 36 24 1.6
20 8.4 115 19.1 18.2 50 38 25 1.6
25 9.3 13.6 24.1 23.0 56 44 32 1.6
32 9.4 15.5 31.2 30.0 60 48 35 1.6 |
1
b2
| b1,
N
h2| h1
A, A,
d2
-
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NOTE
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CONDIZIONI GENERALI DI VENDITA

GENERAL SALES CONDITIONS
QCHOBHBIE ¥CNOBWA MNOCTABEK

« Importo minimo fatturabile € 110,00 al netto di sconto ed IVA: per forniture di importo inferiore, |a spedizione sara
effettuata in contrassegno o con pagamento anticipato ad avvise di merce pronta senta concessioni di sconto di cassa.
Detta condizione non sussiste per | cdienti che hanno come normale pagamento la nmessa diretta.

« | prezzl si intendono franco nostro magazzino, non sono Impegnativi e possono essere vanati anche senza preavviso

« | pagamenti devono essere effettuati nel termini stabilit. Mon sono riconosciuti validi | pagament| fatti a persone non
munite di nostia regolare delega. Non s accetfano sconti o amolondamenti se non preventivamente concoadati,

= La merce viaggia a rischio e pericolo del committente anche se venduto franco desting, Mon indicando sulfordine il
mezzo di spedizione, la merce sard spedita col merzo da nod ritenuto mégliore senza perd assumerne alcuna responsabilita.

« Gli ordini vengono evasi secondo be disponibilita di magazzino: | termini di consegna indicati non sono impegnativi, ma
s0lo approssimativi,

= Mon si accettano resi di merce se non autorizzati. La merce resa, qualungue ne sia il molivo, deve essere resa in porlo
franco al nostro magazzino di Brandizzo, Via Torino 502, In caso contrario non vers ritiata

« (on garanzia cf impegniamo alla sosttuzione o alfaccredito (@ nostra scelta) degl articoll eventualmente riscontrath difettos:
dlai nostr lecnici senta perd assumere a nostno cico aloun addebilo per danni o spese di guaksiasi genere e causa.

= Mon si accettane reclami se non fatti entro otle giomi dal ricevimento del materale, con lettera raccomandata con ricevuta
di ritomo.

« Per ognl controversia sl intende competente il foro di Torino

= The shipping terms are ext-work. All shipping charges are to the account of the buyer,
= The prices would be changed without notice,
= All hanking charges ae o the account of the buyer,

= REJECT: absolutely no returns will be accepted withaut prior factory approval, Contact before Nuova CUMET 5 sales dept.
for the authorization and shipping instructions. Goods returned for credit is subject to a re-stocking charge.

» The place of settlement for delivery and payment s the office In Brandizzo, Italy. The jurisdiction for both sides is in
Turin, Haly,

# ¥Yonoeua nocraeskd EX-WOREK. Boe TpaHCNOPTHBE PACKOLbEl 33 CHET NOKYNATEAA.

# LleHE MOryT BETE HIMeHeHE BE3 NPeayYN Pesae HMA.

# Boe BAHHOBCHME PACXOABl 33 CHeT NOKYNATENS.

# BOZEPAT: e pMoseT BUTe NpoulsedeH He3 NPpeagsapuTenbHOrD CorNacosaHyd © NpoMIB0LHTEMER .,
Mo BCeM BONPOCAM KACAMULMMOA OTTRY3KKY NPOCHM CBR3IEATECR ¢ OTABNOM NPOOAK KoMNarne Nuova
C.UMET, 5.r.l Bo3spar pades onfadeHHOMD TOBADA NOANEEHAT JAMEHE 00 CKAALA FOTOBOH MPOAYKLLHMK,

« PernamMauun NpMHMMA0TCA B Tedende B AHERH OT JaTe NONYYEHMA rpyla.

# PAIMEWEHWE 3AKATA W ONAATA NPOMIBE0ANTCA B oM bpasguuyo, Mranda. KDpuciuEuWs No Bonpocam
HACANMMEA 0BEN X CTOPOH PACCMATPHEAETCA B TypuHe, Mranua,






